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USER MANUAL

GENERAL SAFETY RULES

WARNING!

Read all instructions

Failure to follow all instructions listed below may result in electric shock, fire, and/
or serious injury. The term "welder" in all of the warnings listed below refers to
your mains-operated (corded) welder or battery-operated (cordless) welder.

SAVE THESE INSTRUCTIONS

1) Work area

a) Keep the work area clean and well-lit. Cluttered or dark areas invite accidents.
b) Do not operate welders in explosive atmospheres, such as in the presence of
flammable liquids, gases, or dust. Welders create sparks, which may ignite dust or
fumes.

c) Keep children and bystanders away while operating a welder. Distractions can
cause you to lose control.

2) Electrical safety

a) Welder plugs must match the outlet. Never modify the plug in any way. Do not
use adapter plugs with grounded (earthed) welders. Unmodified plugs and
matching outlets reduce the risk of electric shock.

b) Avoid body contact with grounded (earthed) surfaces such as pipes, radiators,
ranges, and refrigerators. There is an increased risk of electric shock if your body is
grounded (earthed).

c) Do not expose welders to rain or wet conditions. Water entering a welder
increases the risk of electric shock.

d) Do not abuse the cord. Never use the cord for carrying, pulling, or unplugging
the welder. Keep the cord away from heat, oil, sharp edges, or moving parts.
Damaged or entangled cords increase the risk of electric shock.

e) When operating a welder outdoors, use an extension cord suitable for outdoor
use. Using a cord suitable for outdoor use reduces the risk of electric shock.

3) Personal safety

a) Stay alert, watch what you are doing, and use common sense when operating a
welder. Do not use a welder if you are tired or under the influence of drugs,

alcohol, or medication. A moment of inattention while operating a welder may
result in serious personal injury.

b) Use safety equipment. Always wear eye protection. Safety equipment such as dust
masks, non-skid safety shoes, hard hats, or hearing protection, when used in
appropriate conditions, will reduce personal injuries.

c) Avoid accidental starting. Ensure the switch is in the "off" position before plugging
in. Carrying welders with your finger on the switch or plugging in welders that have
the switch in the "on" position invites accidents.

d) Remove any adjusting key or wrench before turning the welder on. A wrench or
key left attached to a rotating part of the welder may result in personal injury.

e) Do not overreach. Keep proper footing and balance at all times. This enables better
control of the welder in unexpected situations.

) Dress properly. Do not wear loose clothing or jewelry. Keep your hair, clothing, and
gloves away from moving parts. Loose clothes, jewelry, or long hair can be caught in
moving parts.

g) If devices are provided for the connection of dust extraction and collection facilities,
ensure they are connected and properly used. Use of these devices can reduce dust-
related hazards.

4) Welder use and care

a) Do not force the welder. Use the correct welder for your application. The right
welder will do the job better and safer at the rate for which it was designed.

b) Do not use the welder if the switch does not turn it on and off. Any welder that
cannot be controlled with the switch is dangerous and must be repaired.

c) Disconnect the plug from the power source before making any adjustments,
changing accessories, or storing the welder. Such preventive safety measures reduce
the risk of accidentally starting the welder.

d) Store idle welders out of the reach of children, and do not allow persons unfamiliar
with the welder or these instructions to operate it. Welders are dangerous in the
hands of untrained users.

e) Maintain welders properly. Check for misalignment or binding of moving parts,
breakage of parts, and any other condition that may affect the welder’s operation. If
damaged, have the welder repaired before use. Many accidents are caused by poorly
maintained welders.

) Keep cutting tools sharp and clean. Properly maintained cutting tools with sharp
edges are less likely to bind and are easier to control.

g) Use the welder, accessories, and tool bits in accordance with these instructions and
in the manner intended for the specific type of welder, taking into account the working
conditions and the work to be performed. Using the welder for tasks different from
those intended could result in a hazardous situation.
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5) Service
a) Have your welder serviced by a qualified repair person using only identical
replacement parts. This will ensure the safety of the welder is maintained.

PRECAUTION

Keep children and infirm persons away.
When not in use, tools should be stored out of reach of children and infirm persons.

Safety Warning
& Warning: Please read the

Welding Safety

before

safety

%—/‘éf’ ‘i Proper protection is essential while welding, and correct operation is crucial

to ensure safety. Please follow these guidelines:

1.Always have a welding helmet, face shield, and protective goggles available when in
the working area.

2.Use an appropriate face shield with filters and protective clothing to cover your face,
neck, ears, and eyes from electrical sparks and arc rays. Bystanders should avoid looking
directly at the arc and keep away from the arc ray and welding splatter.

3.Wear protective clothing, shoes, and a helmet to shield yourself from arc rays, sparks,
and splatter.

4.Make sure all buttons on clothing are fastened to prevent sparks and splatter from
causing injury.

5.Use non-flammable partitions or welding curtains to protect other workers from
electric rays and sparks.

6.Wear protective goggles when cleaning welding spatter.

Fire and Burn Hazards

The heat from flames and arcs can cause fires. To minimize risk:

1.Keep flammable materials like wood, cloth, and fuels away from the welding area.
2.Ensure that the walls and floors in the working area are non-combustible to prevent
smoldering or fire.

3.Make sure all workpieces are free of hazards before welding. Never weld on sealed
containers to avoid explosions.

4 Firefighting equipment must be available near the welding area.

5.Do not overload equipment during operation.

6.A fire monitor should be used after welding to ensure the area is safe.

Electric Shock

Do not use the welding equipment in wet areas to avoid injury or death. Follow these
precautions:

1.Ensure that the power source and grounding system are properly connected.
2.Make sure the workpiece and electrical ground are properly connected.

3.Confirm that the work cable is securely connected to the workpiece.

4.Replace any damaged or worn cables immediately.

5.Keep the work area, clothing, wires, welding torch, soldering equipment, and power
supply dry.

6.Ensure your body is insulated from the workpiece and the ground.

7.When working in enclosed or damp areas, stand on a dry wooden board or an insulated
platform, and wear rubber-soled shoes.

8.Always wear dry and insulated gloves before turning on the power.

9.Turn off the power before removing gloves.

. Electromagnetic Field Hazards
L )

Exposure to electromagnetic fields (EMF) can be dangerous. Take the following
precautions:

1.Workers with implanted pacemakers should consult a doctor before welding,
as EMFs may interfere with pacemaker function.

2.Prolonged exposure to electromagnetic fields can be harmful.

3.To minimize exposure to EMFs, take the following steps:

(1) Keep the electrode holder and work cables close together, securing them with
tape if possible.

(2) Avoid wrapping the welding torch cable or work cables around your body.
(3) Position the welding torch and work cables on the same side of your body.
(4) Connect the work cable as close to the welding area as possible.

(5)Keep as much distance as possible between yourself and the welding
source and cables.

Fumes and Gases
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Welding fumes and gases can cause discomfort or harm, especially in confined
spaces. Avoid inhaling them by following these guidelines:

1.Ensure proper ventilation, whether natural or mechanical, in the work area. Do not
weld on metals such as galvanized steel, stainless steel, copper, zinc, lead, beryllium,
or cadmium. Avoid inhaling welding fumes and gases.

2.Do not weld near degreasing or spraying operations, as this can produce toxic gases
like phosgene or other irritating substances.

3.If you experience irritation to your eyes, nose, or throat, stop welding immediately
and improve ventilation. Discontinue welding if you feel unwell.

Maintenance and Operation

1.0nly licensed personnel should perform assembly, maintenance, and other operations.
2.Turn off the power source before performing any maintenance on the welding
equipment.

3.Ensure that cables, grounding wires, connectors, main leads, and power supplies are
in proper working condition.

4.Do not misuse equipment or create fire hazards.

5.Keep safety equipment and control panels in good condition.

6.Do not modify or alter any equipment.

& Safety Symbols Significance
The symbols used in this manual indicate levels of caution to ensure your
personal safety:

& Indicates an immediate hazard. If not avoided, it will result
in serious injury or death.

& m Indicates a potential hazard that could result in serious injury

or death.

& Indicates a hazard that may result in minor injury.
Product description

The ECHNOMIG Series incorporates international advanced inverter technology,
combining the functions of MMA (Manual Metal Arc) and MIG/MAG (Metal Inert
Gas/Metal Active Gas) welding in a compact machine. Manufactured using high-end
PWM (Pulse Width Modulation) and IGBT technology, the inverter power switch
significantly reduces the machine's weight and size.

Features & Benefits:

Features & Benefits:

eStable wire feed

eMinimal splatter

elightweight and energy-efficient
eLow noise

eCompact and user-friendly design

This model is ideal for welding low-carbon steel, alloy steel, and stainless steel.

®MIG (Metal Inert Gas) welding uses an inactive shielding gas, typically Argon or a gas
mixture.

®MAG (Metal Active Gas) welding uses an active shielding gas, usually carbon dioxide
(C02).

This multifunctional welding machine is perfect for DIY use, offering high efficiency, a
60% duty cycle, easy arc ignition, and excellent weld seam formation. It is light, compact,
and easy to operate, making it a reliable tool for various welding applications.

FUNCTION & FEATURE

% Stable Performance, automatic voltage compensation capability

* Precise welding voltage settings, perfectly matched with welding current.

* Easy arc starting with minimal splatter.

* Welding ball cutting function for a smooth welding surface.

* Integrated wire feeder, gas bottle, and welding machine; lightweight, compact,
and highly efficient.

% Widely compatible with ©0.8~ ®1.0 HO8Mn2Si, HO8MnSi, HO4MnSIAITIA,
H18CrMnSiA, HO8CrMn2SiMo, H10MnSiMo, H10MnSiMoTi wires, and more.

* Designed, produced, and inspected in accordance with GB15579.1-2004 and
|IEC60974-1:2000 standards.

Circuit diagram

Cable connection

1.Input Cable Connection: Each welding machine comes with an input cable. Connect
this cable to the AC power source of 220V~240V.

2.0utput Cable Connection (Please note the selection of MIG/MMA function):
2a. Connect the quick plug of the earth cable to the corresponding quick socket
marked on the front panel, and attach the other end of the earth clamp to the
workpiece. ;f

2b. Connect the torch to the output socket marked L. on the front panel and
tighten it securely. At the same time, manually feed the welding wire into the torch.

3. Installation of Spool Holder

1.Secure the welding wire onto the spool holder on the shelf, ensuring the shelf is
properly aligned with the spool holder’s hole.

2.Select the appropriate wire slot size based on the welding wire size.

3.Loosen the screw nut on the wire wheel, then feed the welding wire through the wire
guiding tube into the wire slot. Adjust the wire wheel to press the welding wire firmly,
ensuring it does not move. The pressure should be adequate but not excessive to avoid
deforming the welding wire and affecting wire feed.

4.The spool of welding wire should rotate clockwise. To prevent the wire from loosening,
fix the end of the wire into the hole beside the spool holder. During regular use, to avoid
wire bending and jamming, cut off any bent part of the wire.

5.Refer to page 10 (Welding Parameters Fast Sheet) in the manual to select the
appropriate positions for the wire slots.

P
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Function of Switch

4.MIG / MMA Function Selection: Choose

the desired welding function.

5.Fast Wire Feeder Switch: Press this switch

to operate the wire feeder at its maximum
speed.

Adjusting knob

9.[Welding Current] Knob: Adjusts the

welding current (wire feed speed).

10.[Welding Voltage] Knob: Adjusts the

welding voltage.

Indicator

11.[Protection] Indicator: Lights up to indicate
power system issues such as single-phase

power supply overvoltage, undervoltage, or high
internal temperature of the welding machine.
12.[Power] Indicator: Lights up when the welding
machine control circuit is active.

Setting of Welding Current

After completing the preparatory work, you can begin setting the welding current.
Properly selecting the welding current and arc voltage is crucial for maintaining welding
process stability, welding quality, and productivity.

To ensure welding quality, it is important to match the welding current and arc voltage
correctly. This match is typically based on wire diameter, the desired droplet transfer
mode, and productivity requirements. Common welding current and arc voltage ranges
can be set according to the table provided. For specific materials, refer to the "Welding
Parameters Fast Sheet"

For CO2 welding, consult the current range and voltage transitions as specified.
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Wire diameter | Short circuit transition Particle transition Thickness | Gap Wire Welding | Welding | Welding Gas flow
(mm) Current(A) Voltage(V) Current(A) Voltage(V) t g diameter ®| current | voltage | speed s | cumin
0c 2070 1o 160400 2538 (mm) (mm) | (mm) (A) ) (cm/min
08 607100 1819 2007500 26~40 10 25730 [ 0809 [ 70780 17718 | 50760 10~15
1.0 80~120 1821 200~600 27~40 1.2 2.5~3.0 1.0 70~100 18~19 50760 10~15
12 1007150 19723 3007700 8742 16 2.573.0 | 1.0~1.2 90~120 18~20 50~60 10~15
1.6 140~200 20~24 500800 32~44
2.0 3.0~3.5 | 1.0~1.2 100~130 19~20 50~60 10~20
The Choice of Welding Speed _ , » ) 23 25430 | 10~12 | 120140 | 19721 | 5060 1020
Welding speed primarily affects welding quality and productivity. If the welding
speed is too fast, protection may be inadequate, leading to an increased cooling 32 3.0740 | 1.0~1.2 130~170 19721 2555 1020
rate and decreased weld flexibility. Conversely, if the welding speed is too slow, the : - B
weld may overheat and become coarse. Typically, welding speed should not exceed 45 20745 12 190~230 22724 45~55 1020
30 meters per hour.
Selection of Wire Stretch 3. Parameter for welding right-angle and gap
Increasing the length of wire stretch can enhance melt depth, wire melting speed,
and productivity. However, excessive wire stretch may cause wire fusion issues and
increased spatter, resulting in an unstable weld. Generally, the wire stretch should be
about 10 times the diameter of the wire.
Choice of CO2 Gas Flow
The primary consideration for CO2 gas flow is protection effectiveness. For interior
angles compared to outer corners, the gas flow should be kept to a lower setting to
ensure proper welding protection. Refer to the table below for recommended CO2 Thickness | Gap Wire Welding | Welding | Welding
Ll I : Gas flow
gas flow values. t g diameter & current voltage | speed (Lmin)
(mm) (mm) | (mm) (Y] (2 (cm/min)
" " 1.2 2.573.0 1.0 70~100 18~19 50~60 10~15
Welding €02 welding C02 welding C02 Welding of thick
X N PSR ire high
method fine wire thick wire wire high current 16 2530 10~12 | 90v120 | 18+20 | so~60 | 1015
€02 Flow
2.0 3.03.5 1.0~1.2 | 100~130 19~20 50~60 10~20
(L/ min) 5715 15~25 25~50
23 3.03.5 1.0~1.2 | 120~140 19~21 50~60 10~20
Welding Parameters Fast Sheet 32 3.0%.0 | 1.0~12 | 1307170 | 22722 4555 10~20
Properly selecting welding current and arc voltage directly impacts welding process
stability, quality, and productivity. To ensure optimal welding quality, welding current a5 240745 1.2 2007250 | 23~26 45~55 10~20
and arc voltage should be carefully matched. This selection is typically based on wire
diameter, the desired droplet transfer mode, and productivity requirements. Refer to
the table below for commonly used welding current and arc voltage ranges. 4. stack welding parameters
1. I-butt welding parameters
A
&
N VA - T 2.
8L [ E
Thickness | Gap [ Wire Welding | Welding | Welding | . o Thickness | Gap | Wire Welding | Welding [ Welding | . o
t g diameter & current voltage | speed . (Lmin) t g diameter & current voltage | speed (Umin)
(mm) | (mm) | (mm) (A (V)| (em/min) (mm) | (mm) [ (mm) A )| (em/min)
0.8 0 0.8~0.9 60~70 16~16.5 50~60 10 0.8 A 0.8~0.9 60~70 16~17 40~45 10~15
1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15 1.2 A 1.0 80~100 18~19 45~55 10~15
12 0 10 70~80 17718 4555 10 1.6 A 1.0~1.2 100~120 18~20 45~55 10~15
16 Y 10 80~100 1819 45755 10~15 20 AorB | 1.0~12 | 100130 [ 18~20 45~55 15~20
2.0 0~0.5 10 100~110 19~20 40~55 10715 23 B 1.0~1.2 | 120~140 | 19~21 45~50 15~20
23 0.5~1.0| 1.0or1.2 | 110~130 19~20 50~55 10715 3.2 B 1.0~1.2 130~160 19~22 45~50 15~20
3.2 1.071.2 | 1.00r1.2 | 1307150 19~21 40~50 10~15 45 B 1.2 150~200 21~24 40~45 15~20
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15
ATTENTION
2. for welding straight-angle and gap

I

1. Environment
1.Keep the operating environment dry, with air humidity not exceeding 90%.
2.The operating temperature should be between -10°C and +40°C.

3.Avoid operating in rainy conditions or direct sunlight; ensure that water or rainwater

does not infiltrate the welding machine.
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4.Avoid operating in environments with dust, acids, or corrosive dirt.

5.Ensure that there is no interference with the surrounding area at the installation site.
2, Safety Issues

Welding machines are equipped with over-voltage, over-current, and thermal
protectors. These features will stop the machine when voltage, current, or temperature
exceeds the set limits. Continuous operation under such conditions can damage the
machine. Please observe the following points:

1. Ensure Good Ventilation

MIG machines are industrial equipment. When operating, if the working current is too
high, natural ventilation may not be sufficient to cool the machine. Install two fans inside
the machine to ensure stable operation. The ventilated area should not be covered or
blocked; maintain a distance of more than 0.3 meters between the welding machine
and surrounding objects. Proper ventilation is crucial for efficient operation and a
longer lifespan of the machine.

2. Do Not Exceed Rated Duty Cycle

Adhere to the rated duty cycle to avoid shortening the machine’s lifespan or causing
damage. Operate the welding machine within the allowed range to ensure longevity
and proper functionality.

3. Over-Voltage is Forbidden

Operate the machine within the specified input voltage range. Exceeding this range can
damage the machine. Be aware of the correct voltage range and take necessary
precautions to prevent over-voltage issues.

4.Grounding

Each welding machine has a grounding screw marked with a grounding symbol. Before
operating, connect a cable with a diameter of at least 6 mm? from the welding machine
case to a suitable ground to discharge static electricity and prevent electrical accidents.
5.Handling Over-Temperature

If the welding machine exceeds the rated duty cycle, it may enter a protective mode
and stop working abruptly. This happens when the machine overheats and triggers the
temperature switch, causing the red indicator light on the front panel to illuminate. In
such cases, do not turn off the machine. Allow the fans to continue working to cool

the machine. Once the red light turns off and the temperature returns to the standard
range, you may resume welding.

Maintenance

1.Safety Warning: Ensure the power is off and the plug is
disconnected before performing any maintenance or repairs.
2.Inspection: Regularly inspect the connections inside the welding
machine to ensure that circuits are connected correctly and
firmly, especially at inserted joints or components. If you find any
rust or looseness, use sandpaper to clean the rust or oxidation,
reconnect the parts, and ensure they are secure.

3.Safety Precautions: While the machine is powered on, keep your
hands, hair, and other tools away from electronic components such
as air blowers to avoid injury or damage.

4.Cleaning: Use dry, clean compressed air to blow away dust
regularly. In environments with smoke or air pollution, clean the
welding machine daily to remove dust.

5.Compressed Air Pressure: Maintain compressed air pressure at a
reasonable level to avoid damaging small components within the
welding machine.

6.Water and Vapor Protection: Avoid allowing water or water
vapor to enter the welding machine. If water does get inside, dry [

the internal parts thoroughly. After drying, use a to .
test the insulation (including between connectors and between
connectors and the main case). The machine should only be used
if the insulation is normal.

7.Long-Term Storage: If the welding machine will not be used for an
extended period, store it in ts original box and keep it in a dry
environment.

Inspection
o ensure optimal performance and safety, daily inspection is crucial. Focus on checking wear and
deformation in the welding torch and wire feeder parts, as well as any blockages in the air holes. Inspect
the following parts as needed. Clean and replace parts when necessary to maintain the machine's
performance. Always use genuine parts from our company to ensure the machine operates correctly.

1. WELDING POWER

If there is no sound of fan

Cooling Fan 1.Verify whether there is wind and if
the sound is normal. rotation or if there is any
abnormal sound, it means an
internal overhaul is needed.
Power 1.When powered on, check if there is
abnormal shaking or bumping.
2.When powered on, check if there is
a peculiar smell.
3.Check the machine's appearance for
signs of overheating, such as
discoloration.
Appearance | 1.Check whether the air pipe is worn
or the connector is loose.
2.Check whether the outer cover and
other fastening parts are loose.c
2. TORCH
PARTS KEY MAINTAINANCE REMARKS
Nozzle 1.Check whether the installation is
firm and the front parts are deformed. | May be the reason of pores.
May be caused by the torch
burning. (The effective
2.Whether it has splashes. method is to use an anti-
splash agent.)
1.Whether the installation is firm. It will damage the thread of
the welding torch.
Contact-tip Z.Zhictiw:e:h(.er.the par;s ar; wzrr;, To be the cause of unstable
and itthe hole is jammed or blocked. | 5rc 5nd arc interruption.
The tube should be changed
if the length is less than 6 mm.
If the tube out of the wire
1.Check the length of the tube out of | feeder is too short, it will
the wire feeder. cause an unstable arc. (When
changing the tube, ensure
that the length is slightly
longer than specified.)
2.Check whether the diameter of the | Mismatch causes instability in
welding wire matches the inner the arc. Please replace with
diameter of the wire feeder tube. the suitable wire feeder tube.
X It causes poor wire feeder
Hose of Wire 3 parts bend and el " performance and unstable
Feeder -Parts bend and elongation. arc. Please replace the tube.
It causes poor wire feeder
4.Check whether the inner tube is performance and unstable
dirty or blocked by scraps of the arc. (Clean with kerosene or
coating of the welding wire. replace with a new wire
feeder tube.)
It causes splashing.
. 1.Heat shrinkable tube is
S'Chfdf, \A{hether the wire feeder tube | \yorn; need to replace with a
and “O” ring are worn. new wire feeder tube.
2.“0” ring is worn; needs to
be replaced with a new one.
. . It causes welding defects due
Air Splitter to poor inert gas (e.g.,

1.Check whether it was forgotten to
plug in, or if the hole is blocked, or if
the parts are from another factory.

splashing). Additionally, wear
of the torch needs to be
addressed properly.

3. Wire feeder

PARTS KEY MAINTAINANCE

Control Panel | 1.Switching operation, conversion,
and installation.

2.Verify whether the power indicator

light is on or off.

PARTS KEY MAINTAINANCE REMARKS
Whether to adjust the pressure o
Pressure handle to the standard instruction tresults in wire feed and arc
handle instability.

line. (Please note: it’s forbidden to
damage welding wire with a diameter
less than ®1.2 mm.)
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Clean cutting powder and

The pipe of | Whether the entrance of the pipe is N ROTOR INVERTER WELDING MACHINE
wire feeder | blocked by cutting powder and waste waste crumbs, and inspect for
crumbs. blockages. MMLT-320 EN 60974-1:2012
ot matched, it wil - sn_ I
Do the diameter of the welding wire | !f not matched, it will cause
and the internal diameter of the pipe | Welding instability, as well as 40A/16V~320A/30V
match well? cutting powder and waste — ry 100°
crumbs. X 60% 00%
Inspect if the center of the wire feeder . . N Uo=60V IZ(A) 320 248
pipe is aligned with the center of the I”wf's‘“e"ues will cause Uz(V) 30 26
slot of the wire guide roller. .cumn.g. powder and welding
instability. JE— 20A/20.8V~320A/32.8V
" i -~ X 60% 100%
Wire Guide | 1.The diameter of the welding wire Lit will cause welding powder T2(A) 320 248
Roller should match the nominal diameter | 3ccumulation and blockage Uo=60V
of the wire guide roller. of the wire feeder pipe, as Uz(v) 32.8 30
well as arc instability.
5 Check whether the slot of the wire | 2/f there is any abnormal D> | U=220V | lima=76.9A | hen=59.6 A
uide roller is unblocked. situation, please replace the
& wire guide roller. |P21s
Pressure Inspect the stability of turning, the I_t caL{s.es wire fegding
Wheel pressurization surface of the welding inefficiency, which then

wire, and whether the contact surfaces
have become narrow.

results in arc instability.
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INVERTER WELDING MACHINE

4. Output Cable

MMLT300

EN 60974-1:2012

LD

sv I

PARTS KEY MAINTAINANCE REMARKS
Cable of MIG| 1 Whether the cable of the welding LIt will cause wire feeder
torch torch is bending too much. working inefficiency.

2Whether the connector of the metal
fast plug is connected firmly.

2.Bending of the cable will
cause wire feeding issues and
instability of the Arc.

*Please straighten the cable
of the MIG torch when
operating the machine.

20A/20.8V~300A/33.2V|

—

—

M

35% 100%

l2(A)

300 183

Uz(v)

32.4 27

Output Cable|

1.Wearing and damage to insulation
parts of the cable and so on.

2.Exposure of cable joints (insulation
damage) and looseness.

To ensure personal safety and
welding stability, use
appropriate repair methods
based on the working
environment.

*Daily Maintenance: broadly
and simplified.

*Regular Maintenance:
thoroughly and carefully.

DD 1-50/60Hz | U1=220V | l1max= 67A | l1ett= 52A

CCEMUT AT pass

Input Cable

1.Check whether the input protection
of the distribution case is firm.
2Whether the connectors of the
protective device are functional.
3.Whether the terminal of the input
welding cable is connected firmly.
4.During wiring of the input cable,
ensure that the insulation parts are
not worn, damaged, or exposing the
conductive parts.

Earth cable

Ensure that the earth cable is not
open-circuited and the connectors
are firm.

To prevent electrical leakage
and ensure safety, please
ensure daily maintenance is
performed.
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REGULI GENERALE DE SIGURAN

AVERTIZARE!

Cititi toate instructiunile

Nerespectarea tuturor instructiunilor enumerate mai jos poate duce la electrocutare,
incendiu si/sau vatamadri grave. Termenul ,,aparat de sudurd” din toate avertizdrile
enumerate mai jos se referd la aparatul de sudurd alimentat de la retea (cu cablu)
sau la aparatul de sudurd cu baterie (férd fir).

PASTRATI ACESTE INSTRUCTIUNI

1.Zona de lucru

a) Pastrati zona de lucru curata si bine iluminata. Zonele aglomerate si intunecate
por provoca accidente.

b) Nu utilizati aparatul de sudura in atmosfere explozive, cum ar fi in prezenta
lichidelor, gazelor sau prafului inflamabil. Acesta creeaza scantei care pot aprinde
praful sau vaporii inflamabili.

c) Tineti copiii si alte persoane la distantd in timp ce utilizati aparatul de sudura.
Orice distragere poate duce la pierderea controlului.

2. Siguranta electrica

a) Fisele aparatului de sudura trebuie sa se potriveasca cu priza. Nu modificati
niciodata stecherul in niciun fel. Nu utilizati adaptoare cu aparatul de sudurd care
necesita frr e. Stecherele r si prizele potrivite vor reduce riscul
de soc electric.

b) Evitati contactul corpului cu suprafetele impamantate, cum ar fi tevi, calorifere,
plite si frigidere. Existd un risc crescut de soc electric daca corpul dumneavoastra este
n contact cu pamantul.

c) Nu expuneti aparatul de sudura la ploaie sau la conditii umede. Apa care intra intr-un
aparat de sudurd va creste riscul de soc electric.

d) Nu abuzati de cablu. Nu utilizati niciodata cablul pentru a transporta, trage sau
deconecta aparatul de sudura. Tineti cablul departe de caldurd, ulei, margini ascutite
sau parti fn miscare.

Cablurile deteriorate sau incurcate cresc riscul de electrocutare.

e) Cand utilizati aparatul de sudura in aer liber, folositi un prelungitor adecvat pentru
utilizare n exterior. Utilizarea unui cablu adecvat pentru exterior reduce riscul de
electrocutare.

3.Siguranta personala

a) Fiti atent, aveti grija ce faceti si folositi bunul simt atunci cand utilizati aparatul de
sudurd. Nu folositi aparatul de sudura cand sunteti obosit sau sub influenta
drogurilor, alcoolului sau medicamentelor. Un moment de neatentie in timpul utilizarii
aparatului de sudura poate duce la vatamari corporale grave.

b) Folositi echipament de siguranta. Purtati intotdeauna protectie pentru ochi.
Echipamentele de siguranta, cum ar fi masca de praf, pantofii de protectie
antiderapanti, cascd de protectie sau protectia auditivd, utilizate in conditii adecvate,
vor reduce vatamarile personale.

c) Evitati pornirea accidentald. Asigurati-va ca intrerupdtorul este in pozitia oprit
inainte de a conecta aparatul de sudura la priza. Transportarea aparatului de sudurd
cu degetul pe intrerupator sau conectarea aparatului de sudura in timp ce
intrerupatorul este in functiune poate provoca accidente.

d) Scoateti orice cheie de reglaj inainte de a porni aparatul de sudura. O cheie ramasa
atasatd la o parte rotativa a aparatului de sudurd poate duce la vatamari corporale.
e) Nu va depasiti limitele. Pastrati o pozitie adecvatd si un echilibru corespunzator in
orice moment. Acest lucru permite un control mai bun al aparatului de sudura in
situatii neasteptate.

f) Imbrécati-vd corespunzator. Nu purtati haine largi sau bijuteri
imbracamintea si manusile departe de partile mobile. Hainele largi, bijuteriile sau
parul lung pot fi prinse in pértile mobile.

g) Daca sunt prevazute dispozitive pentru conectarea instalatiilor de extractie si
colectare a prafului, asigurati-va ca acestea sunt conectate si utilizate in mod
corespunzator. Utilizarea acestor dispozitive poate reduce pericolele legate de praf.

4. Utilizarea si ingrijirea aparatului de sudura

a) Nu fortati aparatul de sudura. Utilizati aparatul de sudurd potrivit pentru aplicatia
dumneavoastra. Aparatul de sudura corect va lucra mai bine si mai sigur la rata pentru
care a fost proiectat.

b) Nu folositi aparatul de sudura dacd intrerupatorul nu il porneste si nu il opreste.
Orice aparat de sudurd care nu poate fi controlat cu intrerupatorul este periculos si
trebuie reparat.

c) Deconectati stecherul de la sursa de alimentare inainte de a efectua orice reglare,
schimbare a accesoriilor sau depozitare a aparatului de sudura. Aceste masuri
preventive de siguranta reduc riscul pornirii accidentale a aparatului de sudura.

d) Pastrati aparatul de sudura in afara accesului copiilor si nu permiteti persoanelor
care nu sunt familiarizate cu aparatul de sudura sau cu aceste instructiuni sa-I utilizeze.
Aparatul de sudurd este periculos in mdinile utilizatorilor neinstruit;

e) Efectuati lucrari de mentenantd ale aparatului de sudura. Verificati alinierea gresita
sau blocarea pieselor in miscare, spargerea pieselor si orice alte momente care poate
afecta functionarea aparatului de sudura. Daca este deteriorat, reparati aparatul de
sudura fnainte de utilizare. Multe accidente sunt cauzate de aparate de sudura prost
intretinute.

f) Pastrati elementele de taiere ascutite si curate. Elementele de taiere intretinute
corespunzator, cu muchii ascutite, sunt mai putin susceptibile de a se bloca si sunt
mai usor de controlat.

MANUAL DE UTILIZARE

g) Folositi aparatul de sudurd, accesoriile si bitii conform acestor instructiuni si in
modul destinat pentru aplicarea particulara a aparatului de sudura, tindnd cont de
conditiile de lucru si de sarcina care urmeaz3 sa fie efectuata. Utilizarea aparatului
de sudura pentru operatiuni diferite de cele pentru care a fost conceput ar putea
duce la o situatie periculoasa.

5. DESERVIRE

a) Solicitati deservirea aparatului de sudura de catre o persoani calificata care foloseste
doar piese de schimb originale. Acest lucru va asigura mentinerea sigurantei aparatului
de sudura.

MASURI DE PRECAUTIE

Tineti copiii si persoanele necalificate departe de aparat. Cand nu sunt utilizate,
uneltele trebuie depozitate intr-un loc in care copiii si a persoanele necalificate nu
au acces.

AVERTIZARI DE SIGURANTA

2 Avertizare: V3 rugdm sa cititi urmatoarea reguli de siguranta inainte de

utilizare.
/ Masuri de protectie:
Az

Casca de sudura: Trebuie sa fie purtata in timpul sudarii, ea este esentiala pentru a
asigura o protectie adecvata.

1.Casca de sudura, ecranul facial si ochelarii de protectie trebuie purtate permanent in
zona de lucru.

2.Fata trebuie acoperita in mod adecvat, iar gatul si urechile trebuie protejate de scantei
electrice si de razele arcului electric. Persoanele aflate in apropiere ar trebui sd evite sa
priveascd direct la arc si sa se fereasca de razele arcului si de stropii de sudura
3.Purtati imbracaminte de protectie, incdltdminte speciala si casca, pentru a fi protejat
de razele arcului electric, de scantei si de stropi.

4.Toate butoanele vor fi inchise pentru a evita scanteile si stropii.

5.Utilizati separatoare rezistente la foc sau perdele de sudura pentru a proteja ceilalti
lucratori de razele electrice si scantei.

6.Purtati ochelari de protectie atunci cand curatati stropii de sudura.

Incendiu si arsuri — Caldura generata de flacari
incendii. Pentru a minimiza riscurile:

arcuri poate provoca

1.Pastrati materialele inflamabile, cum ar fi lemnul, panza si sursele de combustibil
departe de zona de lucru
2.Asigurati-vd ca peretii si podeaua din zona de lucru sunt rezistente la foc pentru a
preveni incendiul.

3.Verificati ca toate piesele de lucru s fie curate inainte de a incepe sudarea si nu
sudati pe recipiente sigilate pentru a evita exploziile.

4.Echipamentul de stingere a incendiilor trebuie sa fie disponibil in apropierea zonei
de lucru.

5.Nu supraincarcati echipamentele in timpul utilizarii.

6.Folositi un monitor de incendiu dupa sudare pentru a va asigura ca zona este sigura.

Soc electric — Nu utilizati echipamentul de sudare in zone umede pentru
a evita rénirea sau decesul. i urma mésuri de

1.Asigurati-va ca sursa de alimentare si sistemul de impamantare sunt corect conectate.
2.Verificati ca piesele de lucru si legaturile electrice sa fie corect conectate.
3.Confirmati cd cablul de lucru este bine conectat la piesa de lucru.

4.Tnlocuiti imediat cablurile deteriorate sau uzate.

5.Mentineti zona de lucru, imbracdmintea, firele, torta de sudare, echipamentul de lipit
si sursa de alimentare uscate.

6.Asigurati-vd ca corpul dumneavoastra este izolat de piesa de lucru si de sol.

7.Cand lucrati in zone umede sau inchise, stati pe o scdndura de lemn uscatd sau pe o
platforma izolatoare si purtati incéltdminte cu talpa din cauciuc.

8.Purtati intotdeauna manusi uscate si izolate inainte de a porni alimentarea.
alimentarea nainte de a indeparta manusile.

Camp electromagnetic — Poate prezenta pericole. Urmati aceste masuri
de precautie:

1.Lucrétorii cu stimulator cardiac implantat trebuie sa consulte un medic inainte de a
efectua sudarea, deoarece campurile electromagnetice pot afecta functionarea normala
a stimulatorului cardiac.

2.Expunerea p gita la campuri elects ice poate fi dauna 3

3.Pentru a reduce expunerea la cdmpul electromagnetic, luati urmatoarele masuri:
1.Tineti impreund suportul pentru electrozi si cablurile de lucru, asigurdndu-le cu banda
adeziva daca este posibil.

2.Nu infdsurati cablurile de sudare si cablurile de lucru in jurul corpului.

3.Pozitionati cablurile tortei de sudare si cablurile de lucru pe aceeasi parte a corpului.
4.Conectati cablul de lucru cat mai aproape de zona de sudare.

5.Mentineti cat mai mult distantd intre dumneavoastra si sursa de sudare si cabluri.




gazele de sudura pot cauza disconfort sau
pot fi daunatori, mai ales in spatii inchise. Evitati inhalarea acestora
respectand aceste recomandari:

1.Asigurati o ventilatie , fie natural3, fie ica, in zona de lucru.

Nu sudati pe metale precum otelul galvanizat, otelul inoxidabil, cupru, zinc, plumb,
beriliu sau cadmiu. Evitati inhalarea vaporilor si gazelor de sudura.

2.Nu sudati in apropierea operatiunilor de degresare sau pulverizare, deoarece aceasta
poate produce gaze toxice, cum ar fi fosgenul sau alte substante iritante.

3.Dacd experimentati iritatii la nivelul ochilor, nasului sau gatului, opriti imediat sudarea
si imbunatatiti ventilatia. Tr\ceta;i sudarea dacd va simtiti rau.

& ntretinerea echipamentului
I " . a

sau deces. Respectati urmatoarele reguli:

i poate provoca vatamari

1.Doar persoanele autorizate pot efectua asamblarea, intretinerea si alte operatiuni pe
echipament.

2.0priti sursa de alimentare inainte de a efectua lucrari de intretinere.

3.Asigurati-va ca toate cablurile, inclusiv cablul de impamantare, conectorii si sursa de
alimentare sunt in stare bund de functionare.

4.Nu abuzati de echipamente si evitati utilizarea necorespunzatoare.

5.Péstrati echipamentul si panoul de control intr-o stare buni si curatd.

6.Nu modificati niciun echipament.

Indica un risc potential care poate cauza vatamari grave sau

A
deces.

& m Indica un risc care poate provoca vatamari minore.
Descriere produs

Seria ECHNOMIG utilizeaza tehnologia internationala avansata a invertorului, combinand
functiile masinii de sudura MMA (Manual Metal Arc) si MIG/MAG (Metal Inert Gas/Metal

Indica un risc imediat. Ignorarea acestuia poate duce la
vatamari grave sau deces.

Active Gas) intr-un dispozitiv compact. Este fabricata cu tehnologia de varf PWM (Modularea

Latimii Pulsului) si IGBT. Datoritd tehnologiei de comutare a invertorului, greutatea si
dimensiunea intregii masini sunt reduse semnificativ.

Functii si caracteristici:
eViteza optima de alimentare a firului
eStropire minima
eUsor si economic
eZgomot redus
eCompact si simplu de utilizat

Acest model este potrivit pentru sudarea otelului cu continut scazut de carbon, otelului
aliat si otelului inoxidabil.

MIG (Metal Inert Gas) se referd la sudarea cu un gaz de protectie inactiv, de obicei Argon
sau un amestec de gaze (MIX-GAS). MAG (Metal Active Gas) se referd la sudarea cu un

gaz de protectie activ, de obicei dioxid de carbon (CO2).

Aceasta masina de sudura multifunctionald adopta o tehnologie avansata cu invertor.
Este usoara, compactd si ideald pentru utilizarea D.1Y. Ofera eficientd si performanta
ridicate, ciclu de lucru de 60%, aprindere usoard a arcului si formare excelenta a
cordonului de sudur, fiind un instrument fiabil pentru diverse aplicatii de sudare.

FUNCTIE si CARACTERISTICI

* Performant stabild cu capacitate de compensare automata a tensiunii.

% Reglaje precise ale tensiunii de sudare, perfect corelate cu curentul de sudare.

% Aprindere usoara a arcului cu stropire minima.

* Functie de taiere a bilei de sudare pentru o suprafatd de sudare uniforma.

% Alimentator de sarmd, butelie de gaz si masind de sudare integrate; usor, compact

si foarte eficient.

% Compatibilitate extinsa cu fire ®0.8 ~ ®1.0 HO8Mn2Si, HO8MnSi, HO4MnSIAITIA,
H18CrMnSiA, HO8CrMn2SiMo, H10MnSiMo, H10MnSiMoTi si altele.

% Conceput, produs si inspectat conform standardelor GB15579.1-2004 si IEC60974-1:2000.

Schema electrica

ROTOR

Conectare cablu

1.Conectarea cablului de intrare: Fiecare aparat de sudura vine cu un cablu de intrare.
Conectati acest cablu la sursa de alimentare AC de 220V~240V.

2.Conectarea cablului de iesire (Atentie la selectia functiei MIG/MMA):

2a. Conectati mufele cablului de impamantare la priza corespunzatoare marcata pe
panoul frontal si atasati celalalt capat al clemei de impamantare la piesa de lucru.
2b. Conectati torta la priza de iesire marcat3 pe panoul frontal si strangeti-o bine. Tn
acelasi timp, alimentati manual firul de sudura in torta.

3. Instalarea suportului pentru bobina:

eFixati firul de sudura pe suportul pentru bobina de pe raft, asigurandu-va ca raftul este
aliniat corect cu gaura suportului pentru bobina.

eSelectati dimensiunea potrivitd a slotului pentru fir, in functie de dimensiunea firului de
sudura.

eSlabiti piulita de pe roata de fir, apoi treceti firul de sudurd prin tubul de ghidare a firului
in slotul pentru fir. Reglati roata de fir astfel incat sa apese ferm firul de sudura,
asigurandu-va ca nu se miscd. Presiunea trebuie sa fie adecvata, dar nu excesiva, pentru a
evita deformarea firului de sudura si influentarea alimentarii cu fir.

®Bobina de fir de sudurd trebuie sd se roteascd in sensul acelor de ceasornic. Pentru a
preveni desfasurarea firului, fixati capatul firului in gaura de langd suportul pentru bobina.
Tn timpul utilizarii regulate, pentru a evita indoiturile si blocarea firului, tiiati orice parte
ndoita a firului.

eConsultati pagina 10 ( Parametrii de Sudare) din manual pentru a selecta pozitiile potrivite
pentru sloturile firului.

REGULATOR |

STICLA DE GAZ
~

CABLUL DE INTRARE

EEEDER DE SARMA _
ZT TORT
W

W

Functia Comutatorului
Selectia Functiei MIG / MMA: Alegeti functia de sudare dorita.
Alegeti functia de sudare.

8. Comutatorul pentru Alimentarea rapida a
Firului: Apdsati acest comutator pentru a
utiliza alimentatorul de fir la viteza maxima.
9. Buton [Curent de Sudare]: Regleazd
curentul de sudare (viteza de alimentare a
firului).

10. Buton [Tensiune de Sudare]: Regleaza
tensiunea de sudare.

Indicatori
11. Indicator [Protectie]: Se aprinde pentru |
aindica probl; ale si i de ali e, |

cum ar fi supratensiunea la alimentarea

monofazatd, sub-tensiunea sau temperatura

interna ridicatd a aparatului de sudura.

12. Indicator [Alimentare]: Se aprinde atunci

cand circuitul de control al aparatului de sudura este activ.

Operatiune

Setarea Curentului de Sudare

Dupé finalizarea lucrarilor pregatitoare, puteti incepe sa setati curentul de sudare.

Alegerea corectd a curentului de sudare si a tensiunii de arc este cruciald pentru
mentinerea stabilitatii procesului de sudare, calitatii sudurii si productivitatii.

Pentru a asigura calitatea sudarii, este important sa se alinieze corect curentul de sudare

si tensiunea de arc. Aceasta aliniere se bazeaza de obicei pe diametrul firului, modul dorit
de transfer al stropilor si cerintele de productivitate. Intervalele comune de curent de
sudare si tensiune de arc pot fi setate conform tabelului furnizat. Pentru materiale specifice,
consultati ,Parametrii de Sudare” de pe pagina 9.

Pentru sudarea cu CO2, consultati intervalul curentului si tranzitiile de tensiune specificate.
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Diametrul Tranzitie de scurtcircuit Tranzitie de particule Grosimea | spatiu fDiia:n.etrul surendt Tensiune | Viteza de Debit de
firului (mm) Curent(A) Tensiune(V) Curent(A) Tensiune(V) t(mm) | 8 rului¢ | de sudare | de sudare| sudare |
(mm) | (mm) (A) (V) (cm/min)
0.6 40~70 17~19 160~400 25~38
08 607100 1819 2007500 26~40 10 25730 [ 0809 [ 70780 17718 | 50760 10~15
1.0 80~120 1821 200~600 27~40 1.2 2.5~3.0 1.0 70~100 18~19 50760 10~15
12 1007150 19723 3007700 8742 16 2.573.0 | 1.0~1.2 90~120 18~20 50~60 10~15
1.6 140~200 20~24 500800 32~44
2.0 3.0~3.5 | 1.0~1.2 100~130 19~20 50~60 10~20
Alegerea vitezei de sudare _ o » 23 25430 | 10~12 | 120140 | 19721 | 5060 1020
Viteza de sudare influenteaza in principal calitatea suddrii si productivitatea.
Daca VISEZE dfe éudare est:e Qrea mare., protectlau poaute fi |nsuva1cA|enta,‘ceea ce vduf;e 32 3.0740 | 1.0~1.2 130~170 19721 2555 1020
la o ratd de rdcire crescutd si la o flexibilitate scazutd a sudurii. In schimb, daca viteza
d.e sudare este prea mlca,.sud'ura pf)ate sljpralncalzl $I'dEVEﬂ'I rugoasa. De obicei, 45 20745 12 190~230 22724 45~55 1020
viteza de sudare nu trebuie sa depaseasca 30 de metri pe ora.
Alegerea tensiunii firului 3.Parametru pentru sudarea in unghi drept si gol
Cresterea lungimii de tensionare a firului poate imbunatdti adancimea de topire,
viteza de topire a firului si productivitatea. Cu toate acestea, o tensionare excesivd a
firului poate cauza probleme de fuziune a firului si cresterea stropirii, ducand la o
suduri instabil3. Tn general, tensionarea firului ar trebui sa fie de aproximativ 10 ori
diametrul firului.
Alegerea fluxului de gaz Co2
Principala consideratie pentru fluxul de gaz CO2 este eficacitatea protectiei. Pentru
unghiurile interioare comparativ cu colturile exterioare, fluxul de gaz ar trebui sa fie Grosimea | spatiu | Diametrul | Curent Tensiune | Viteza de Debit d
setat la un nivel mai mic pentru a asigura o protectie adecvata a sudurii. Consultati t (mm) g firului ¢ de sudare | de sudare| sudare © IL/ e.
tabelul de mai jos pentru valorile recomandate ale fluxului de gaz Co2. (mm) (mm) (A) (v) (cm/min) gaz (L/min)
Metoda de fir find de €02 sudare €02 Sudarea firul 12 2.573.0 1.0 70~100 18~19 50~60 10~15
sudare sudare C02 fir groasa groase cu curent mare
1.6 2.573.0| 1.0~12 90~120 18~20 50~60 10~15
Debit C02
(L/min) 5715 15~25 25~50 2.0 3.03.5 1.0~1.2 | 100~130 19~20 50~60 10~20
Parametrii de sudare 23 30735 | 1.0~12 | 120740 | 19721 50760 10720
Alegerea corectd a curentului de sudare si a arii arcului i a direct
stabilitatea procesului de sudare, calitatea si productivitatea acestuia. Pentru a asigura 32 3040 | 1.0~1.2 | 130170 | 22722 45~55 10~20
o calitate optima a sudurii, curentul de sudare si tensionarea arcului trebuie potrivite
cu atentie. Aceastd alegere se bazeaza de obicei pe diametrul firului, modul dorit de 45 4.0~4.5 1.2 200~250 | 23~26 45~55 10~20
transfer al stropilor si cerintele de productivitate. Consultati tabelul de mai jos pentru

intervalele de curent de sudare si tensionarea arcului utilizate in mod frecvent.

1. Parametrii suddrii cap la cap

e [

Grosimea | spatiu | Diametrul | Curent Tensiune | Viteza de .
t(mm) g firului ¢ de sudare | de sudare| sudare Debit de.

(mm) [ om) [ () ) (cm/min) | &2 (/min)
0.8 0 0.8~0.9 60~70 16~16.5 50~60 10
1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15
1.2 0 1.0 70~80 17~18 45~55 10
16 0 1.0 80~100 18~19 45~55 10~15
2.0 0~0.5 1.0 100~110 19~20 40~55 10~15
23 0.5~1.0| 1.00r1.2 | 110~130 19~20 5055 10~15
3.2 1.0~1.2 | 1.0or1.2 | 130~150 19~21 40~50 10~15
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15

2. Parametrii de sudare in unghi drept si gol

4. Parametrii de sudare a stivei

A &
§ G,

-
Grosimea | spatiu | Diametrul |Curent Tensiune | Viteza de .
L Debit de
t(mm) g firului de sudare | de sudare | sudare a2 (L/min)
(mm) | (mm) ] v) (cm/min) | &
0.8 A 0.8~0.9 60~70 16~17 40~45 10~15
1.2 A 1.0 80~100 18~19 45~55 10~15
1.6 A 1.0~1.2 100~120 18~20 45~55 10~15
20 AorB 1.0~1.2 100~130 18~20 45~55 15~20
23 B 1.0~1.2 120~140 19~21 45~50 15~20
32 B 1.0~1.2 130~160 19~22 45~50 15~20
4.5 B 12 150~200 21~24 40~45 15~20

ATENTIE

1. Mediul de lucru

1.Péstrati mediul de lucru uscat, cu umiditate a aerului de maximum 90%.
2.Temperatura in timpul lucrului trebuie s3 fie intre -10°C si +40°C.

3.Evitati utilizarea in conditii de ploaie sau expunere directa la soare; asigurati-va ca
lichidele sau apa de ploaie nu patrund in aparatul de sudura.

8



4.Evitati operarea in medii cu praf, acizi sau murdarie coroziva.

5.Asigurati-va cd nu exista interferente in zona de lucru.

2. Masuri de sigurantd

Asigurati ventilarea adecvata

Masinile de sudura sunt echipate cu protectie/ sigurantd impotriva supratensiunii,
supracurentului si supratemperaturii. Aceste caracteristici opresc masina atunci cand
tensiunea, curentul sau temperatura depasesc limitele stabilite. Functionarea continua
in astfel de conditii poate deteriora masina. Va rugdm sa respectati urmatoarele puncte:

1. Asigurati ventilarea corespunzitoare

Aparatele de sudura MIG sunt echipamente industriale. Daca curentul de lucru este
prea mare, ventilarea naturala poate sa nu fie suficientd pentru a raci aparatul. Instalati
doud ventilatoare in interiorul aparatului pentru a asigura o functionare stabild. Zona
ventilatd nu trebuie sa fie acoperitad sau blocatd; mentineti o distanta de peste 0,3
metri intre aparatul de sudura si obiectele din jur. Ventilarea corespunzatoare este
cruciald pentru o functionare eficienta si o duratd de viatd mai lunga a aparatului.
2.Nu depasiti ciclul de lucru ales

Respectati ciclul de lucru nominal pentru a evita scurtarea duratei de viatd a aparatului
sau deteriorarea acestuia. Utilizati aparatul de sudura in intervalul permis pentru a
asigura longevitatea si functionalitatea corecta.

3.Interzis suprasarcina de tensiune

Utilizati aparatul in cadrul intervalului specificat de tensiune. Depdsirea acestui interval
poate deteriora aparatul. Fiti constienti de intervalul corect de tensiune si luati masurile
necesare pentru a preveni problemele cauzate de suprasarcina de tensiune.
4.impamantare

Fiecare aparat de sudura are un surub de impamantare marcat cu un simbol de
impamantare. Tnainte de utilizare, conectati un cablu cu un diametru de cel putin

6 mm? de la carcasa aparatului de suduré la o impdmantare adecvati pentru a
descdrca electricitatea statica si a preveni accidentele electrice.

5.Gestionarea supratemperaturii

Daca aparatul de sudurd depaseste ciclul de lucru nominal, acesta poate intra intr-un
mod de protectie si poate opri brusc functionarea. Acest lucru se intampla atunci cand
aparatul se supraincalzeste si declanseaza comutatorul de temperaturd, provocand
aprinderea luminii rosii pe panoul frontal. Tn astfel de cazuri, nu opriti aparatul. Lésati
ventilatoarele sa continue sa functioneze pentru a raci aparatul. Odata ce lumina rosie
se stinge si temperatura revine in intervalul standard, puteti relua sudarea.

intretine

1.Avertizare de sigurant3: Asig s este oprita
5i ca aparatul este deconectat din priza inainte de a efectua orice
lucréri de mentenanta sau reparatii.

2.Inspectie: Inspectati regulat conexiunile din interiorul aparatului
de suduré pentru a va asigura ca circuitele sunt conectate corect si
ferm, in special la alinierile sau accesoriile addugate. Daca
observati rugina sau componente slabite, folositi hartie abraziva
pentru a curéta rugina sau oxidarea, i si
asigurati-

 ca sunt bine fixate.

3.Masuri de siguranta: Tn timp ce aparatul este pornit, tineti méinile,|
parul i alte unelte departe de componentele electronice, cum ar fi
pentru a evita ] sau arile.

: Folositi aer comprimat uscat si curat pentru a indeparta
praful in mod regulat. Tn medii cu fum sau poluate, curtati zilnic
aparatul de sudurd pentru a elimina praful.

5.Presiunea aerului comprimat: Mentineti presiunea aerului ¢
omprimat a un nivel rezonabil pentru a evita deteriorarea
componentelor mici din interiorul aparatului de sudur3. ]

6.Protectie impotriva apei si vaporilor: Evitati patrunderea apei sau
avaporilor de apa i interiorul aparatului de sudura. Daci apa ajunge
in interior, uscati complet componentele interne. Dupa uscare, folositi
un megohmetru pentru a testa izolatia (inclusiv intre conectori si intre
conectori si carcasa principali). Aparatul trebuie utilizat doar daca
izolatia este in parametrii normali.

7.Depozitare pe termen lung: Dacs aparatul de suduré nu va fi utilizat pentru o perioads indelungats,
depozitati-| in cutia originali si pastrati-l intr-un mediu uscat.

Inspectie/ verificare

Pentru a asigura performanta optimé si siguranta instrumentului, este esential si efectuati inspectii zilnice.
Concentrati-va pe verificarea uzurii si deformarii prtilor pistolului de sudur si ale dispozitivului de
alimentare cu sarmé/fir, precum si  oricéror blocaje in orificiile de aerisire. Inspectati aceste piese, dupi
cum este necesar. Curitati si inlocuiti piesele atunci cind este necesar pentru a mentine performanta
aparatului. Utilizati intotdeauna piese originale de la compania noastra pentru a asigura functionarea
corects a aparatului.

1. PUTEREA DE SUDURA

ROTOR

1.Verificati functionarea comutatoarelor,
conversia si instalarea.

2 Verificati dacd indicatorul de
alimentare este aprins sau stins.

Ventilator
de racire

Dacd nu se aude sunetul
ventilatorului sau dacd se
aude un sunet anormal, este
necesard o inspectie internd

1.Verificati daca existd ventilare si dacad
sunetul este corespunzator.

2.Dupa pornirea aparatului, verificati
dacd exista vibratii sau lovituri anormale
3.Dupa pornirea aparatului, verificati
dacd exista mirosuri neobisnuite.

4 Verificati aspectul aparatului pentru
semne de supraincalzire, cum ar fi
decolorarea.

Alimentare

1.Verificati daca furtunul de aer este
uzat sau daca conectorul este slabit.
2.Verificati dacd capacul exterior si alte
parti de fixare sunt slabite.

Aspect
exterior

2. TORTA/ PISTOL DE SUDURA

PIESA INTRETINERE REMARCA
Duzs 1. Verificati daci instalarea este ferm3 | 1.Se pot forma pori
si dacd partile din fata sunt deformate.
2.Poate avea loc pistolului de
2. Verificati dacd exista stropi. sudurd. (o metoda eficientd
este utilizarea unui agent
anti-stropire.)
1Verificati daci instalarea este ferma. | Se poate deteriora filetul
Varful pistolului de sudurd
- 2 Verificati dacé piesele nu sunt uzate |Acest lucru poate provoca
conexiunit si dac orificiul nu este blocat sau instabilitatea arcului si
infundat. intreruperea acestuia.
1.Tubul trebuie schimbat daca
lungimea sa este mai mica de
1.Verificati lungimea tubului de iesire | 6 mm. Daca tubul de la
din alimentatorul de fir. alimentatorul de fir este prea
scurt, va provoca un arc
instabil. (Cand schimbati
tubul, asigurati-va cd lungimea
este putin mai mare decat cea
specificatd.)
2Verificati daca diametrul firului de [ 2.Nealinierea cauzeaza
sudurd corespunde diametrului instabilitatea arcului. Va
interior al tubului alimentatorului. rugam sd inlocuiti cu un tub
de alimentare cu un fir adecvat.
Furtunul de 3.Aceasta cauuzeazué o
. 3.Verificati indoirea si alungirea performanta slabd a
allrr,entare pieselor. alimentatorului de fir si un arc
cu fir instabil. V3 rugdm s3 inlocuiti
tubul.
4.Aceasta cauzeaza o
4 Verificati daci tubul interior este performanta slabé a
murdar sau blocat de resturi de pe alimentatorului de fir si un arc
firul de sudura. instabil. (Curatati cu kerosen
sau fnlocuiti cu un tub nou de
alimentare pentru fir.)
5. Cauzeaza stropire.
1.Tubul termocontractabil este
uzat; este necesard inlocuirea
5 Verificati dacd tubul alimentatorului | cu un tub nou de alimentare
de fir si inelul "0" nu sunt uzate. pentru fir.
2.Inelul ,,0” este uzat; trebuie
fnlocuit cu unul nou.
1.Cauzeaza defecte de sudare
1. Verificati dacd conectarea a fost din cauza gazului inert
Distribuitor | efectuats, daci orificiul este blocat necorespunzator (de exemplu,
de aer sau daci piesele provin de la altd stropire). De asemenea, uzura
fabrica. pistolului trebuie tratata in
mod corespunzator.

3. Alimentatorul de fir

PIESA INTRETINERE REMARCA
1.Verificati functionarea
Panou de comutatoarelor, conversia si
control

instalarea.
2.Verificati dacd indicatorul de
alimentare este aprins sau stins.

PIESA INTRETINERE REMARCA
Se ajusteaza manerul de presiune la . .
Maner de linia de instructiuni standard. (V& Aceasta duce la instabilitatea
presiune rugm s3 re;inéti: este interzis 3 alimentarii firului si a arcului.

deteriorati firul de sudurd cu un
diametru mai mic de 1.2 mm.)




ROTOR

Teoa Lintrarea fevi este blocats depra s | LUt bt esurle OO INVERTER WELDING MAGHINE
alimenta- resturi. ? ’ y
toruluide | 2Verificati dacs diametrul firuluide | > Dacd nu sunt potrivite, va MMLT-320 EN 60974-1:2012
fir sudura cu diametrul intern al tevii se provoca o sudurd instabila, 1 SN _
potrivesc precum si acumularea de praf
3.Verificati daci centrul tevii de siresturi. 40A/16V~320A/30V
alimentare cu fir este aliniat cu centrul |3 Neconcordant?!e vor —_——— X 60% 100%
fantei rolei ghidajului pentru fir. provoca o sudurd instabila. = =
Uo=60V I2(A) 320 248
- Uz(v) 30 26
—_— 20A/20.8V~320A/32.8V
-~ X 60% 100%
1.Diametrul firului de sudura trebuie s | 12 Provoca acumularea de T2(A) 320 248
Rold de corespunda cu diametrul nominal al pul.k?ere d_e sudurd si bl.ocarea Uo=60V
ghidare a rolei ghidajului. tevii de alimentare cu fir, Uz(v) 32.8 30
fir precum si instabilitatea arcului T ] 506 A
2erifcaidacé fanta rolei ghidajului | 2 Dac? exsts vreo situatie 22 s} =220V ] haw=76.9A | hor=50.
5 anormald, va rugdm sd
este deblocata. Tnlocuiti rola ghidajului. IP218 c € EH[ E ! I 5 m ?
Verificati stabilitatea rotatiei, suprafata | ACeasta cauzeazé o eficientd
Roata de de presiunea aplicat a firului de scdzutain allme.ntarea. ﬁrulul,
presiune sudur si daca suprafetele de contact [ €€€@ € duce la instabilitatea ROTOR INVERTER WELDING MACHINE
e - MMLT300 EN 60974-1:2012
e sv I
PIESA INTRETINERE REMARCA 20A/20.8V~300A/33.2V
Cablul 1 Verificati daca cablul tortei/pistolului | 1. Va cauza ineficientd de lucru
lantern3 de sudurd nu este prea indoit. a alimentatorului de sarmd. X 35% 100%
MIG 2. Indoirea cablului va duce la
2. Verificati daca conectorul prizelor alimentarea prea mare a firului I 2 (A) 300 183
metalice este conectat ferm. si la instabilitatea arcului.
* V4 rugdim sa indreptati cablul Uz(v)| 32.4 27
lanternei MIG atunci cand
utiizati masina. DD 1-50/60Hz | U1=220V | |1max= 67A | |1eu= 52A
Pentru a asigura siguranta
1.Uzura si deteriorarea partilor de personald si stabilitatea sudarii, @ c € EH[ E A m ?
Cablul de izolatie ale cablului, etc. uand metoda de reparatie | P21 S
iesire 2.Expunerea articulatiilor cablului adecvat in functie de situatia
(deteriorarea izolatiei) si sldbirea locului de munca.
conexiunilor. * Intretinere zilnici - in linii
mari, simplificati
* ntretinere regulati - profund,
cu atentie
1.Verificati daca protectia de intrare a
cutiei de distributie este fixata ferm.
2 Verificati daca conectorii
dispozitivului de protectie sunt
Cablul de functionali.
intrare 3.Verificati dacd terminalul cablului de
sudura de intrare este conectat ferm.
4.1n timpul instal3rii cablului de intrare,
asigurati-va ca partile de izolatie nu
sunt uzate, deteriorate sau dacd
partile conductoare sunt expuse.
Asigurati-vd daca cablul de Pentru a preveni scurgerile de
Cablul de impamantare nu este deschis/ expus electricitate si pentru a asigura
impamantare]si cd conectorii sunt ferm fixati. siguranta, asigurati-vé ci
efectuati intretinerea zilnica.
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PYKOBOACTBO NOJIb3OBATENA

OBLLME NPABU/IA BE3ONACHOCTU

ROTOR

4)u W yXop, 3a cBap

a) He npuknaabiBaiiTe usnuwHee ycunue npu pabote ¢ annapatom. Mcnons3yiite
MOAXOAALLMIA CBAPOUHbIN annapaT Ana paboTsl.

6) He ncnionbayiiTe annapar, ec/u BbIK/IOYaTENb He GYHKUMOHMPYET.

8) OTCOEANHANTE BU/IKY OT UCTONHMKA NUTAHNA NEPe/, BbINONHEHUEM Nto6bIX
PeryaMpoBOK, 3aMeHO# MPUHAANEKHOCTEM MK XPaHEHUEM CBAPOYHONO annapara.
371 NpeBeHTUBHbIE Mepbl 6E30NaCHOCTU CHUKAIOT PUCK CIY4AIHOTO 3anycKa

r) XpanuTe Hepa6oTalowme cBapoyHbIe annapaTbl B HEAOCTYNHOM A/1A AeTel mecTe

MPEAYNPEXAEHUE!
MpouTnTe BCe MHCTPYKUUM
H acex Hume il moxcem K

KUM MOKOM, u/unu c i mpasme.
TepmuH «ceap ] 80 acex (, NepeYUCeHHbIX

CBapOYHOrO annapara.

HUXe, OMHOCUMCA K 8aLIEMy C8ap om cemu
( unu K (6 ) ceap: y

COXPAHMUTE 3TU MHCTPYKLIUU

1. Pa6ouas 30Ha

a) lepxuTe paboyee MecTo YNCTbIM W XOPOLIO OCBELLEHHBIM. 3arPOMOMKAEHHbIE U
TeMHble MeCTa NPOBOLMPYIOT HECYACTHbIe CNyYau.

6) He ucnonb3yiiTe cBapoyHble annaparsbl BO HbIX Cpeaax, B
NPUCYTCTBUU IEFrKOBOCNNAMEHALWMXCA )KM,D\KOCTGI\;L ras’os UK NblAN. MCKDM oT
CBAPKMW MOTYT BOCNIAMEHUTb NbiNb MU rasbl.

c) He ponyckaiite AeTeit U NOCTOPOHHMX UL, B paboUyto 30HY BO Bpemsa paboTbl co
CBapoyHbIM annapaTom. OTeneKatoLe GaKTOpbl MOrYT NPUBECTU K NOTEPEe KOHTPONA.

2. InekTtpobezonacHocTb

1.a) BU/IKM CBAPOYHOTO annapata A0/HbI COOTBETCTBOBATL po3eTke. Hi B Koem ciyyae
He iiTe BUAKy. He uci i c HbIMMK
CBapOYHbIMK annapatamu. HemoandnuMposaHHbie BUKM W COOTBETCTBYIOWME
PO3ETKM CHUKAIOT PUCK MOPAXKEHNA 3NEKTPUUECKNM TOKOM.

6) U3beraiiTe KOHTAKTa C 3a3eMNEHHbBIMW NOBEPXHOCTAMM, TaKUMMU Kak TpybBbl,
PaamMaTopl, NANTHI U XONO, . Cywecrsyet 7 prck

3NEKTPUYECKIM TOKOM, €C/IM Balle TE/IO 3a3eMAEHO.

8) He noasepraiite cBapouHbIii annapat BO3AENCTBUIO A0KAA WM BAar. Monaaaxme
BO/bI YBENMUMBACT PUCK NOPAKEHUA NEKTPUYECKNM TOKOM.

r) He 3noynotpebasiite wHypom. HUKOrAA He UCMONb3YITE WHYP ANA NEPEHOCKN UAK
BLITATMBaHNA annapara. [lepyuTe WHyp BAaNM OT UCTOHHUKOB TeNNa, Maces, OCTPbIX
Kpaes 1 vacrei. N Hble UK 3any WHYPbI NOBbIWAOT
PUCK NOPAKEHNA 31EKTPUYECKUM TOKOM.

) Mpu 3KCNAyaTaLMm CBAPOYHOTO aNnapaTa Ha OTKPLITOM BO3/yXe Mcnonb3aylite
YAMHWTENb, NPUTOAHBIN ANA NCTIONB30BAHNA BHE NMOMELLEHMI. ITO CHIKAET PUCK
NOPaXKEHNA INEKTPUYECKMM TOKOM.

2./nynan 6esonacHocTb

a) By/ibTe BHUMATENIbHbI M COCPeAOTOUEHI. PyKOBOACTBYMTECH 3ApaBLIM CMbIC/IOM
npu pa6oTe co cBapo4HbIM annapatom. He paboTaiiTe co cBapo4HbIM annapatom B
YTOM/IEHHOM COCTOSIHMM MM MO, BO HAPKOTMKOB, WA NeKapcTB.
HeBHUMaTeNbHOCTb MOMKET MPUBECTU K CEPbE3HBIM TPaBMaM.

6) Beeraa HageBaiiTe 3aWMTHOE CHApAXEHWe, BK/IIOYARA 33Ty AA (as.
Mcnonb3oBaHme NbinesalnTHbIX MACOK, HECKO/b3ALEN 06YBY 1 KACKM CHUKAET PUCK
Tpasm.

8) Usberaiite cny Nepea,

YTO BbIKNIOYATENb HAXOANUTCA B NONOXKEHMM "BbIKNIOYEHO".

r) Yaanure Bce bl Nepes CBapoyHOro
4) Nog, iTe 0€e Mo Tena u 6anakc. 3To nomoraet
KOHTPO/IMPOBATH aNNapar B HEMPeABMACHHBIX CUTYaLMAX.

e) Opesaiitech NpaBunbHO. U3beraiiTe cBO60AHOM OARKAbI U YKPALUEHWUIA, AepKuTe
BOJIOCHI NOAA/bLUE OT ABUKYLUUXCA YaACTeN.

ybeautecsb,

3) luunan 6esonacHocTb

a) ByabTe 641TENbHDI, CNeAUTE 33 CBOMMM AEMCTBUAMM U PYKOBOACTBYMTECH 34paBbIM
CMbICIOM Npy paboTe o CBAPOYHbIM annapaTtom. He UCnonb3yiiTe cBapoYHbIii annapar,
€C/IN Bbl YCTaNn UK HaxoauTech Noa BOBAEHCTBMEM HapKOTUKOB, anKorona naun
NeKapcTs.

1 He #Te MM, He 3HaKOMbIM CO CBaPOYHbIM annapaTom Uam ero
MHCTPYKUMAMY, PaboTaTb C HUM. CBapOUHbIe annapaTbl ONackbi B PyKax
HEMOATOTOBNEHHbIX NONb30BaTeNelA.
A) O iTe caps i annapar. N e Hannune nnm

A YacTeid, AeTaneit U NO6bIX APYTUX YCAOBWIA,
KOTOpbIe MOTYT NOBAMATL Ha paboTy annapara. B ciyyae nospexaeHus
OTPEeMOHTHpYiiTe annapat nepes MCnosb3oBaH1em. MHOrMe HecuacTHble cayyan
NPONCXOAAT M3-3a N/IOXO 0BC/YKMBAEMbIX CBAPOYHBIX aNMapaTos.
) [lepxuTe pexyLume MHCTPYMEHTbI OCTPBIMM 1 YMCTbIMA. MPaBuabHO
0BCAYKNBAEMbIE PEXKYLNE MHCTPYMEHTBI C OCTPBIMM KPOMKAMM C MeHbLLeli
BEPOATHOCTbIO 3a€/A0T M MMM NIerde yNpasATh.
) Mcnonb3yiiTe cBapOYHbIA annapar, NPUHAANEKHOCTU U HACAAKM B COOTBETCTBIM
C MHCTPYKUMei 1 B 3aBMCMMOCTH OT TUNa annapara, yc/08uit paboTel 1 XxapakTepa
BbINONHAEMOI 33/1a4u. UCNONb30BaHWe annapaTa He N0 Ha3HaYEeHMIo MOKeT
CO3/aTb ONACHYIO CUTyaLIo

5) Cepsuc

a) Of MTech K ci Ty Ans obeny Bawero
CBapOYHOrO aMnapata i MCnob3yiiTe TONbKO MAEHTUYHBIE 3anacHble YacTi. 3T0
obecneyut 6e30nacHoCTb annapara.

MEPbI MPEAOCTOPOXHOCTU

Depxute neteit n 1x ntogeit. Hemeno, WNHCTPYMEHTbI
CedyeT XpaHuTb B HEALOCTYMHOM A/IA AAeTEl 1 HEMOULHBIX II0ei MecTe.

Mpeaynpexaexue o 6e3onacHOCTU

n P

& 0 6e30NacHOCTH Nepep Havanom paboTsl.

3awmra n 6esonacHoCTb

Bo BpemsaA CBapKW BaXXHO HOCUTb COOTBETCTBYIOLLME CPEeACTBA 3aLUTbl U
€06/1104aTb NPAaBUNBHYIO TEXHUKY paboTbl.

A Z

1.CBapoyHan MacKa, IMLEBON LWMTOK M 3aLLMUTHBIE O4KM JOMKHBI BbITb rOTOBbI K
MCNO/Ib30BAHMIO 1 HAXOANTBLCA B Paboueil 30He B 11060 Bpema.

2.1A 3aWNTbI 1133, ML, WeN 1 YLei OT INEKTPUYECKO UCKPbI 1 AyrOBOTO Nyya cieayet
MCNO/Ib30BATb 3ALMTHYIO MaCKY C MOAXOAALMM cBeTOGUALTPOM. Habniopatenn He
[LOMKHBI CMOTPET Ha A1yry, YTO6bl M36eKaTh OXKOrOB, 1 AlePXKaTLCA NoAANbILIEe OT Ny4elt
AYTU W BpbI3r.

3.H HOCWUTb COOTBETCTBY y
OT [lyroBOro U3Ny4eHus, UCKP U BpbI3r.
4.Bce 3aCTeXKM Ha oK /e AOMKHBI BbITb MN/IOTHO 3aCTErHYTHI, YTOGbI M3GeKaTh NonafaHusA
MCKP 1 BPbI3T Ha KOXY.

5.[lnA 3aWmThl ApYrux paboTHWUKOB OT Ay y
NepPeropojiki 1 3alUTHbIE WITOPbI.

6.MpK 04MCTKE CBAPOUHBIX BPbI3T HAAEBANTE 3aLMTHBIE OUKM.

3aWWNTHYIO oA Ay, 06YBb U WAeM ANA 3aLnTb!

M CKP HCl p

OnacHocTb BO3ropaHuA U OXOros
BbicoKMe TemnepaTypbl Pambl U AYr MOTYT IPUBECTM K BO3rOPaHMIO.

1.4 nerkosocnaame maTepuansbl, Takme Kak Aepeso, TKaHb, Xuakue u
r TON/AMBa, BAANM OT Paboyelt 30HbI CBAPKM.

IMOMEHT HEBHMMATeNbHOCTM MK PaBoTe CO CBAPOYHBIM
cepbesHoil TpaBme.

6) Ucnonb3yiite 3awmnTHoe obopyaoBaHue. Beeraa HagesaiiTe 3awuty Ana mas.
3auMTHOE CHAPAKEHWe, TAKOE KaK MbINe3aLuTHaA Macka, HECKO/Ib3ALLAA 3aUmTHas
06yBb, KacKa UM CPE/ICTBA 3aLUMTbI OPFaHOB C/YXa, UCMIO/b3yeMble B COOTBETCTBYIOLMX
YC/IOBMSAX, YMEHBLIAT KONIMYECTBO TPABM.

B) Usberaiite cnyyaiiHoro 3anycka. Mepep nogkntoueHnem ybeaurecs, YTo
BbIKNIOYATE/Ib HAXOAMUTCA B BbIKNIOYEHHOM NONOXKEHUN. MepeHOCKa CBapOYHbIX
annapaTos ¢ nasbuem Ha Tene cBap annaparos ¢
BK/IIO4EHHbIM BbIK/IOYATENIEM MOKET NPUBECTU K HECHACTHBIM CIYHaAM.

d) YaanuTe Bce peryMpoBOUHbIE K/IOUM MM FaedHbIe K/IOUN Nepes BKAKYeHreM
CBapOYHOro annapara.

MoXeT K

TaeuHbIN K/TIOY MM KAIIOY, OC K yactn
CBapOYHOTO annapata, MOXeT NPUBECTM K TPaBMe.

A) He nepeycepacTsyitTe. Bceraa aepute npasuabHyto onopy 1 6anac.

370 N03BONAET NyHLLIE KOH b CBap i annapar 8

cUTYyaumaAx.

e) MpasunbHo oaesaiiteck. He HocUTe CBOBOAHYIO OAGKIY MM YKpaWeHNA. [lepkuTe
BO/IOChI, OAEKAY 1 NepyaTkm or yacreii. C opexpa,

YKPALIEHNA UM A/IMHHbIE BOJIOCHI MOTYT MOMACTb B ABVIKYLUMECA YacTH.
g) Ecam ana no, YCTPOWACTS ans 1 c6opa NbiAKM NpeaycMoTpeHb!
61

2.Bce cTeHbl 1 non B paboyeit 30He A0MKHBI BbITb OTHECTOMKUMM, YTOBbI U36eKaTh TAeHNUA
¥ BO3rOpaHMA.

3.Mepen capkoit y6eauTecs, 4To paboume NOBEPXHOCTM YUCTbI, U HUKOTAA He BapuTe
repMeTHyHbIe KOHTEHEpbI, YTOBbI M36exaTb MX paspbisa.

4.MpoTnBonokapHoe 060pPyA0BaHME LOMIKHO HAXOAUTLCA NOBM3OCTH OT MecTa
npoBeaeHMsA CBapOYHbIX PaboT.

5.He neperpyxaite o6opyaoBaHue.
6./cnonb3ayiiTe OrHeTyWHTENM NoC/e

cBapku npn u.

= MopaskeHue 31eKTPUUECKUM TOKOM
7 i annapar Bo

Py - :
u3bexxatb TPaBM MU CMEPTH.

30Hax, uTobbl

1.Y6eauTech, 4TO BCe COEAMHEHNA CBAPOYHOTO annapata U MCTOYHUKA NUTAaHUA NPaBUNLHO
BbINONHEHDI.

2.MpoBepsTe, YTo paboune AeTanm 1 ANEKTPUYECKUe COBANHEHA B NOPAAKE.

3.Y6eautecs, 4to pabounii kabenb u obpabari AeTans n .
4.CBOEBPEMEHHO 3aMeHATE NOBPEKAEHHBIE MW U3HOWEHHBIE Kabenu.

5.[lepXuTe BCe CyXMMm, BK/IOUAA PaBOouYIO 30HY, NPOBOAA, CBAPOUHYIO FOPE/IKY, HAKOHEUHWK
v 610K NUTaHMA.

6.Y6eauTecs, 4To KOpMyC CBApO4HOTO
" .

ot obpabari i petanu

YCTPOWACTBa, Y6@AUTECH, YTO OHM NOAK/IOHEHbI M UCMONb3YIOTCA
Mcnonb3osaHme 3THX YCTPOCTB MOXKET CHWU3UTb ONACHOCTb, CBA3AHHYIO C NbIAbIO.
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7.0nepaTop 0/MKeH CTOATb Ha CyXoii Aep: i nnatpopme unu py
MOKPBITMM NPY PaBOTE BO BAAKHBIX MOMELLEHUAX. ®YHKLUN U OCOBEHHOCTU

8.Mepep, BKNOYEHMEM CBAPOYHOTO iTe cyxve n
nepyatkm. N
9.0TK/IOYANTE NUTaHWe NepPes Tem, KaK CHUMaTb nepyaTku. oCra6 TENbHOCT ¢ blo aBTOMaTMHeCcKON
. 3nekTpomarHuTHoe none. OHO MoKeT 6bITb ONacHbIM, KOMneHCaL HANPAMENAR;
. - ePer caap! TOYHOE COOTBETCTBUE CBAPOHHOMY TOKY;
QL‘ ®/lerkuit 3anyck ayru, MeHblue 6pbiar;
1. , yCTaH Vi Kap, TP, AOMKEH T TUPOBATHCA € @ DyHKUMA yAANEHUA CBAPOYHOTO Wapa, obecneynBaloLian maaKyo NoBEPXHOCTb CBAPKK;
BpaOM NEpe/ BLINOMHEHMEM CBapOUHBIX PAGOT, MOTOMY 4TO 31eKTPOMATHUTHOE e VIHTerpauys MexaHu3ma noaayu NPOBO/IOKM, ra30BOT0 Ga/IOHa M CBAPOYHOTO annapara.
NONEe MOXET HapYLWNTb HO| 10 paboty Topa. Jerkuid, KOMNaKTHbIN U BbICOKOIPHEKTUBHDIN;

eMoaxoauT Ans ceapku nposogamu: ®0,8 ~ 1,0 HO8MnN2Si, HO8MnSi, HO4MnSIAITIA,
H18CrMnSiA, HO8CrMn2SiMo, H10MnSiMo, H10MnSiMoTi u apyrue;
eCootseTcTByeT cTaHAapTam: GB15579.1-2004 v IEC60974-1:2000.

2.31eKTPOMATHUTHOE M3/lyYeHe BPEAHO /A 3A0POBbA.

3.PaBOTHUK JOMKEH NPUHATL CNedyIOUIME Mepbl BO BpEMA BO3AEACTBUA
3NeKTpoMarHuTHoro nons: (1) CoeagnHUTE NOBOAOK 3NeKTPOAA M pabounii kabenb,
a TaKiKe, eC/IM BO3MOXKHO, UCMIONb3yiATe NeHTy. (2) He HamaTbiBaliTe CBapoUHbIi
KOHTaKTHbIil Kabenb 1 pabounii kabenb Ha ceb. (3) MonokuTe Kabenb cBapoyHoO
ropenku n pabouuin kabenb c6oky ot cebs. (4) NoacoeanHnte pabounii kabenb K
3aroTOBKe 1 MaKCUMabHO NPUBAN3BTE €ro K MecTy cBapkM. (5) [epuTecs Kak
MOXHO /ja/ibuie OT UCTOUHMKA CBAPKM U Kabens.

neKTpuyeckan cxema

Napbi 1 ra3. CBapoyHble Napbl U ra3 MOryT Bbi3BaTb AUCKOMPOpPT y
pasOTHMKa WU HaHecCTU Bpea, ocobeHHO B OrpaHu4YeHHoOM
noatomy He iTe napbl 1 ras.

1.B paboyeit 30He A0MKeH BbITb YCTAHOBNEH a3paTop (HaTypanbHbIM MM MEXaHUYECKMUIA).

He Te cBapKky Ha CTanb, cBuHel,
HEPXKABEIOWaA CTasb, Me/b, UNHK, GEPUANNIA UM KaAMMIA), 1 He BAbIXATe CBAPOUHbIE
napbi 1 rassl.

2.He BbinonHsiTe capky 86113un i nam pac 4106bI

136exath AZOBUTOrO rasa $poCreHa UM APYriX BPE/HBIX ra3os.

3.Ecnu Bbl YyBCTBYETE pasgparkeHne rnas, Hoca UAK Apyrue NPU3HaKU HeJOMOraHus,
npekpaTuTe CBapKy W yCUAIbTE BEHTUAALMIO. HemeaieHHO NpekpaTiTe pa6oTy, ecam
nouyscTByeTe AMCKOMOPT.

nan

Moxer
& Ka6enbHoe coepunHenmne
NPUBECTHM K TPABMaM MM CMEpPTH.

1.ToNbKO KBaNMAULMPOBAHHBIE CMIELMANMCTBI MOTYT BINONHATL CBOPKY, TEXHUYECKoe
oBCAyKMBaHME U ApYTYe onepaunm.

2./ICTOYHMK NUTaHUA AOMKEH BbiTb OTKNIOYEH NP NpoBeAeHMM Nto6biX paboT no
TEXHUYECKOMY 06CYKUBAHMIO.

3.Y6eauTech, 4To Kabenb, 3a3eMAAIOLLMIA NPOBOA, Pasbembl, [MaBHbI NPOBOA U 610K
nuTaHuA pabotatot NPaBH/ILHO.

1.MoakntoueHne BxoaHoOro Kabens
Ka/piii CBapouHbIii annapat ocHalleH BXoAHbIM Kabenem. Moakniounte Kabenb K cen

0 TOKa ¢ 220-2408.
2.MopkntoueHne BbIXOAHOTO Kabens (06paTuTe BHUMaHUe Ha BbIGOp dyHKUMKM MIG/MMA)
2a. NMopacoeanHuTe BbICTPOPa3bEMHDIN WTEKep Kabens 3a3eMNeHNA K COOTBETCTBYIOLEMY
pasbemy Ha nepe/iHeli NaHey annapara. 3akpenuTe Apyroi KoHel, 3a3emAiowero

s
4.He anoynotp 1 €ro oy ocTbi0. 3a)KMMa Ha 3aroToBKe.
5.[lepuTe 060pyaOBaHHUeE 1 un(adm B YMCTOM M UCMIPABHOM COCTOAHUM.
oH o 2b. MoAKIoUMTE CBAPOUHYIO TOPESKY K pasvemy, y Ha

€ nhe Hme. i nanenu, n 3aTAHNTE C . BpyuHylo BBEAUTE CBAPOUHYIO

. NPOBO/IOKY B FOPEKY.
3Haku ), B
3.YcTaHOBKa AepiKaTens KaTywku

1.3aKpenuTe KaTylKy CO CBAPOYHOI NPOBO/IOKOI Ha NO/Ke TaK, 4TOBbl NONKa NPaBUALHO

(O3HauaeT BHE3aMHYIO ONAcHOCTb. ITO MOXeT BolWNa B OTBEPCTUE ALPHATENA KATYWKY.

OnacHOCTb NPUBECTY K TPAaBMaM UAM CMEpTH NOAeH, ecam 2.BbibepuTe Npopesb COOTBETCTBYIOWIETO Pa3mMepa B 3aBUCUMOCTH OT AvameTpa
’ o
He Mepbl CBAPOY4HO NPOBONOKM.

3.0TKpyTUTE raiiky np Koneca, cBap! y yepes

(O3HauaeT NOTeHLUMabHYIO ONAcHOCTb, KoTopas HanpasnAtoLLyio TPYGKY & Npopess, 3aTem oTperyanpyit P
& MpeaynpexaexHne = Konieca 1 NNOTHO 3aduKCUpyiiTe NPOBONOKY. Y6eauTech, 4TO NPOBOIOKA He ABUXKETCA.

MOXEeT NPUBECTU K TPAaBMaM UNN CMEPTU NIoAeNn.
[NaBneHue He OMKHO BbiTb CAMLIKOM CUAbHBIM, 4TOBbI U3BexaTb AedopmaLmn

n 0O3HauaeT ONAcHOCTb, KOTOPas MoXeT npusecTuk  MPOBO/IOKM 1 NpoGriem ¢ ee nopaden. N
peAocTepexkeHne 4.KaTyluKka co CBapo4HOI NPOBONOKON A0/MKHA BPALLATLCA N0 YACOBOI CTpenke. YTobbl

Thasmam. n36esatb ocnabneHna NpoBOOKM, 3adUKCMPYITE eé KOHeL| B 0TBEPCTMM PALOM C
[AiepiaTenem KatylKu. B npouecce NoBceAHEBHOTO UCNO/b30BAHUA, YTOBbI
Npe/oTBPATUT 3aCTPEBAHNE M3OTHYTOM MPOBO/IOKM, OTPEKETE STOT YHACTOK MPOBONIOKMN.
5.B COOTBETCTBMM CO CTpaHMUeit 10 pykoBoacTBa («KpaTKuii nepeyeHb napameTpos
Cepwua ECHNOMIG ncnonbsyet y PTOPHY cBapKu») BbiGepUTe NOAXOAALLME NONOKEHMA NPOPe3ei ANA CBapOYHON NPOBO/OKM.
TEXHO/OTUIO, COYETalolLyH0 B cebe ABe GyHKLMM: CBapouHOro annapata MMA u
MIG/MAG. Annapar u3rotosneH no TexHonornn PWM (LmnpoTHo-umnynbcHas
) v IGBT. Ucno, nuTaHua y

BEC M pasmepbl YCTPOiACTBa.

DYHKLMM M 0COBEHHOCTH yCTpoicTBa:

eCrabunbHan noaada NpoOBOOKM;

eMeHbLue 6pbi3r;

®/lerkuii u aHeprocbeperatoLuii;

@Hu3KMil ypOBEHb Wyma; fisos EAHJ‘IQ\H\
®KOoMNaKTHOCTb M NPOCTOTa B IKCN/yaTauuu.

3Ta MOAE/b NOAXOAWT 1A CBAPKM HU3KOYTNIEPOAMCTON, NeTMPOBAHHOI 1
HepaBselouleit cTanu. B annapate MIG 03HauaeT CBapKy C MHEPTHbIM 3aLLUTHbIM
ra3om, KaK aproH unu rasosble cmecu (MIX-GAS), a MAG — cBapKy C aKTUBHbIM
33LWMTHBIM ra3om, KaKk yriekucabiii ras (CO2).

Mcnonb3ys nepeaoBylo MHBEPTOPHYH TEXHONOTIO, STOT MHOTODYHKLMOHaNbHbIN

CBAPOYHbIN annapaT NIerkuii, KOMNAKTHbIN 1 MAEANIEH AN CAMOCTOATEIbHOTO
M“cnonb3oBaHuA. OH MMeeT BbICOKYH0 3bheKTUBHOCTb, 60%-Hblit paboumii LMKA,
NETKWiA 3aMycK Ayru, OTIMYHOE GOPMMPOBaHHE CBAPOYHONO WBa M NPOCTOTY B

JKCnAyaTauum.

R | :

pTOPHOrO nep

PEPTIRTOP HA[PEBATEJ'I HbM—

KABEJ'Ih

BXOHOV KABENb

MPOBOJIOKA

P YACTH .




DyHKUMA NepekstoyaTens
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1.0 ABY n W CBapKn
4.Bbi6op dpyHKumn MIG/MMA: MNepekntoyatens
AN BLIGOPA PEXMMa CBAPKM MeXaY
MIG n MMA. l K / _‘_,I E E : 2 E
5.Mep 6bicTporo TR,
nopaum NpoBoaokM: Haxmute nepeknoyatens, g M
4TOGbI MEXaHWU3M NO/a4YM NPOBONOKN paboTan -
Ha MaKCUMA/IbHOM CKOPOCTH. 8 3 < Tc S
el o i e Foril B
9.Perynatop [CBapouHbIii TOK]: 2a g (n/muH)
Vicnonbayetca Ans peryamposkm £ /2( (mm) [ (mm) (A) Hue (B) (cm/mmH)
CBAapOYHOTO TOKa (CKOPOCTH MoAaYM
NPOBONOKH). 0.8 0 0.8~0.9 60~70 16~16.5 50~60 10
10.PerynsaTop [CBapo4Hoe HanpskeHue]:
Perynupyer ceapouHoe HanpskeHie, 1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15
oTo6paxaemoe Ha UHAMKATOpe.
11.MHaukatop [3awmra]: 3ToT UHAUKATOP 12 o 10 70780 1718 45755 10
3aropaetca B c/yyae c60eB B CUCTEME NUTAHMA, TAKMX Kak
0AHO(A3HOTO UCTOUHIKA NUTaHMA, MOHIKEHHOE HaNPAXKEHUe UK neperpes 16 0 10 80100 18~19 45755 10715
BHYTPEHHEN CMCTeMbI CBAPOYHOTO annapata. Koraa cpabartbiBaet sawmra,
WHavKaTOp [3almTa] 3aropaetca. 2.0 0~0.5 1.0 100~110 19~20 40~55 10~15
Mnamkatop [MowWwHOCT]: 3TOT MHAMKATOP FOPUT, KOTAA LeMb YNpaBaeHusa
CBApOYHOTO annapata HaXOAUTCA MO HaNPAKEHMEM. 23 0571.0] 1.00r1.2 | 1107130 | 19720 50755 10715
Skennyarauua 32 1.0~1.2 | 1.00r1.2 | 130150 | 1921 40~50 10~15
Hactpoiika cBapo4HOro Toka
Mocne 3aBepuweHMs NOATOTOBUTENbHbIX PAGOT MOXKHO NPUCTYNATL K HACTPOIKe 45 12715 12 1507170 | 21723 40750 10715
CBapOYHOTO TOKa. MPaBuAbHO BbIGPaHHBIE CBAPOUHBI TOK 1 HANPAXKEHME ATy
HANPAMYIO BMAIOT Ha CTaBUIbHOCTL NPOLLECCa CBAPKK, KAUeCTBO CBAPKM 1
. . 2. MNapameTpbl CBAPKM NOA NPAMBIM YI/IOM W B 3330p
NpoM3BOAMTENLHOCTL. [lNA 06ecnedeHns KayecTBeHHOI CBAPKM CBAPOYHBIA TOK 1
HanpsKeHue 4yrv A0MKHbI BbITh TWATENbHO COrnacoBaHbl. OBbIMHO 3TO cornaco-
BaHMe 3aBUCUT OT AMameTpa NPOBO/IOKM, TpeGyemoii Gopmbl NepeHoca Kanenb 1
Npou3BOAUTENLHOCTU. OBLUMIA AMaNa30H CBAPOYHOTO TOKa U HANPAXKEHUA AyTN
MOHO YCTaHOBUTb B COOTI c 7 é 1 HWxke. [InA p:
MaTepuanos cm. pasaen «MapameTpbi ceapky Fast Sheet». [lnanason
cBapoyHOro Toka CO2 Npy Nepexoae TOKa 1 HanpAKeHWA. -
Avametp Mepexoa KOPOTKOTO 3aMblKaHUA Mepexoa, 4acTuy, Tonwmna 1| 3asop | lnametp  |CsapouHbiii[CeapoyHoe| CkopocTb Notok rasa
nposoga (Mm) Tok(A) HanpsxeHue(B) Tok(A) Hanpskenue(B) (mm) r nposoaa ¢ [Tok Hanpsxe- | cBapku (k)
0.6 40~70 17719 160400 25~38 (rana) _f () @ pre(®) | (cm/man)
08 60~100 18~19 2007500 26740 1.0 2.573.0 | 0.8~0.9 70~80 17~18 50~60 10~15
1.0 80~120 18~21 200~600 27~40 1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
12 1007150 19723 3007700 28742 16 25730 [ 1.0~12 [ 90~120 | 1820 50~60 1015
1.6 140~200 20~24 500~800 32~44
2.0 3.035 | 1.0~1.2 100~130 19~20 50~60 10~20
BbI6Op CKOPOCTH CBapKN
OCHOBHbIe $aKTOpbl BbIGOPA CKOPOCTY CBAPKM — 3TO KAYECTBO W NPOU3BOANUTENLHOCTb. 2.3 2573.0 | 1.0~12 | 1207140 19721 5060 10~20
EC/M CKOPOCTb CBAPKM C/MUWKOM BEUKA, 3aLLUTa HE 0GeCneunBaeTCcs AOMKHbIM
06pasom, YTO NPUBOANT Ky 0 CKOpOCTH uc 0 rM6KoCTH 32 3.04.0 | 1.0~12 | 130170 19721 4555 10~20
CBapHOrO W8a. EC/M CKOPOCTb CBAPKM CMWIKOM HU3KAs, 3/1€MEHTbI MOTYT JIeTKo
NPOropaTh, a CBapHOA OB CTaHOBUTCA rPy6bIM. OBbIYHO CKOPOCTL CBAPKM HE AOMKHA 4.5 4.0M4.5 12 190~230 [ 22724 45755 1020
npesbiwatb 30 m/u.
3. MapameTp AnA cBapKM NOA NPAMBIM YINIOM U € 3330pOM
BbI60p YAAMHEHUA NPOBONIOYHOTO CTEPIHA
YBeNMyeHe A/IMHbI POBOOKN Y ny6uHy , yckopsieT
" TeNbHOCTb. OfHAKO U3NMIWHEE yaNHEHne
NPOBO/IOKM MOXET NPUBECTH K Cep 6Gpbizram u CTH cBapKM. O6bIHO
/AMMHa NPoBONOKY B 10 pa3 6onble eé AuameTpa ABNACTCA ONTMMaNbHOM.
Bbi6op pacxoga rasa C02
Mpw Bbibope pacxoga rasa CO2 BaXKHO Y4UTbIBATb 3aLMUTHBIN IGGEKT. BHYTPEHHUE yibl
CBapKM TPeGYIOT Nlyywweil 3aLKTbI N0 CPABHEHMIO C BHEIHMMM yrnamu. M03Tomy NoToK ]
ra3a fio/keH 6biTb orpaHnyeH. Cm. Tabauuy Huke Ana BbiGopa pacxoaa rasa CO2. Tonwmna | 3asop | Aivametp | CeapouHbiif CeapouHoe| CkopocTs Mook rasa
(Mm) r nposoaa ¢ Tok Hanpsxe- | capku (n/mnn)
Meroa CeapouHan ToHkan | CO2 ceapouHan €02 Csapka Toncroit (mm) | (mm) (A) Hue (B) (cm/mmH)
cBapKu npososoka C02 ToncTan NpoBonoka | MPOBO/IOKM CUAIbHBIM
TOKOM 1.2 2.573.0 1.0 70~100 18~19 50~60 10~15
€02 Motok 16 25730 10~12 | 90~20 | 18~20 | so~60 | 10~15
(n/mnH) 5715 15~25 25~50
20 3.0~3.5 1.0~1.2 100~130 19~20 50~60 10~20
Mapametpbi cBapku Fast Sheet
n 0 BbI6| ¢ 7 TOK 1 aym BAVAIOT Ha 23 3.03.5 1.0~1.2 | 120~140 19~21 50~60 10~20
p P
CTabMNbHOCTb NPOLLECCa CBAPKM, KAYECTBO CBAPKM U NPOUIBOANTENLHOCTL. [N
oBecneyeHns KauecTsa CBapKM CBAPOUHBIN TOK W HaMPAYKEHNE AyrA A0MKHbI BbiTb 32 30740 | 10712 | 1307170 | 22722 45755 10720
XOpOLWO COmacoBaHbl. OBbIYHO 3TO COMNACOBAaHME 3aBUCHT OT AMAMETPa NPOBO/IOKM,
Tpebyemoit popmbl Kanesb U | ™. Ucnonbayiite 4.5 4.074.5 12 2007250 23726 45755 10~20
/AVIanasoHbl CBAPOYHOTO TOKA M HAMPAKEHMA Ay, YKa3aHHbIE B TaBAMLE HIKe.
13
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4. NMapameTpbl NaKeTHO CBapKU

3.Korga annapart BK/IOYEH, iepXUTE PyKM, BONOCHI U
APYrve NpeameTbl NOAANbLUE OT 3NeKTPOHHbIX YacTel
CBapOYHOrO TaKMX Kak 4TO6bI

A /g’“ 8 n36exarb TPaBM UK NOBPEXAEHNIA. '
e {9 4.PerynapHo yaanaiTe Nbiib C NOMOLLbIO CyXOro 1
N T Jgp,  WICTOTO OXATOrO B03AYXa. ECnM annapar ucrone3yerca
8 3arp: i cpeae, ounLLaliTe €ro oT NbiK ]
l E B Z exeaHesHo. =
5. C©KaTOrO BO3AYXa AOMKHO MOA TheA
TonuwHa | 3230p | [uamerp | Coapounbiif Ceapounoe| Cropocts | o Ha NpUeMnEMOM YPOBHE, YTOGbI M3BEXATb NOBPEKAEHNA
(mm) r nposoaa ¢| 1ok Hanpsxe- | cBapku (/) Me/KuX AeTanei annapara. ><
(Mmm) (mm) (A) Hue (B) (cm/munH) 6.Ecnm 8 annapat nonana Boaa UAW BOAAHOM nap,
TWATENbHO BbICYLWMTE BHYTPeHHMe YacTy. MposepsTe
0.8 A 0.8~0.9 60~70 16~17 40~45 10715 M307ALMIO C MOMOLLLBI0 MEFOMMETPA, B TOM YUCAE MEXAY
pasbemamu 1 Kopnycom. cnonb3ayiite annapar TonbKo
12 A 1.0 80~100 18~19 45755 10715 NPY OTCYTCTBUM OTKAOHEHMI OT HOPMbI.
7.ECAm annapar He MCMONb3YETCA AIMTENbHOE BPEMS, XPaHWTE ero B OpUTMHa/bHOM
16 A 1.0~12 100~120 18~20 45~55 10~15 KOPOBKe 1 B Cyxom MecTe.
2.0 AorB 10~12 100~130 18~20 45~55 15~20 Ocmotp
117 NONHOM NPOBEPKM NPOU3BOAUTENLHOCTM CBAPOHOTO annapara i obecnedeHus
23 B 10~12 | 1207140 [ 19721 45750 15~20 €ro 6e30NacHOCTI BaXHO NPOBOAWTH eXXeAHEBHbIN 0CMOTP. MpoBepsTe USHOC U
mio p 4acTeli, BK/IOYAA CBAPOUHYIO FOPE/IKY, MeXaHW3M NoAauN
32 B 10~12 | 1307160 | 1922 45750 15720 NPOBO/IOKY 1 BEHTUNALMOHHBIE OTBEPCTUA. P11 HEOBXOANMOCTH OUNCTUTE U
3aMeHuTe AeTany. Micnonbayiite TONbKO OPUIMHANbHbIE A€TaNN OT Hallero
45 B 12 150~200 | 21~24 40745 15~20 NPOM3BOANUTENSA 1A COXPAHEHMA UCXOAHBIX XapaKTEPUCTUK annapata.

1. Okpyalowas cpeaa

1.[lepuTe annapar cyxum Bo Bpema paboTbl. BAaXKHOCTb BO3AyXa He A0MKHA
npesbiwatb 90%.

2.Pabouyan Temnepatypa AonkHa 6biTb B npeaenax ot -10°C o +40°C.

3.He fonycKaeTcA IKCM/yaTaumA B yCIOBUAX AOMK/AA UM COHEYHOTO CBeTa, u3beraiite
nonaaaHua Bofibl MW 0K AEBOI BOALI B CBAPOYHbIN annapar.

4.He paboTaiiTe B CPeAE C NbINbIO, KUCNOTOM MW Pa3PYLUMTENBHOM rPA3bIO.
5.Y6eauTech, 4TO MECTO YCTaHOBKM CBOBOAHO OT NOMEX OKpYXalowel cpeabl.

2. Bonpocs! 6e3onacHoctn

Ha cBapouHbIX annapatax yCTaHOB/IEHb! YCTPOMCTBA 3aLMTbI OT NepeHaNpPAXKeHNs,
neperpysKi No TOKy 1 TEPMO3ALLNTHI. ITV YCTPOICTBA OTKAIOUAIOT aNNapar, ecin
Hamnpsx)eHue, TOK WM TeMNepaTypa NpesbIwaloT A0NyCTUMbIE 3HaueHns. Hecobnio-

AOEHWE ITUX Mep MOXKeT K OﬁpETMTE Ha
cnepyowme peKoMeHaauun:

1) 06

Ana npol oro Ml pata ITb ABa BEHTUNATOPA ANA

OXNAX/AEHUA NP BLICOKMX PABOUMX TOKaX. Y6eANTECh, YTO BEHTUAALMOHHOE
NPOCTPAHCTBO He 3aKPLITO U He 3a6/I0KMPOBAHO, @ PACCTORHWE MEX/Y annapaTom 1
OKpysKatownmu obbekTamm cocTasnset 6onee 0,3 meTpa.

2) He npesblwaiiTe HOMUHaNbHbIN pabounit LKA

OnepaTop A0MKeH COB/IOAAT HOMMHaNIbHbI PaBounit UMKA. MpesblweHue 3Toro
LMKNA MOXET COKPATUTB CPOK CAIyKBbl annapara uam NpuBecTy K ero Noomke.

3) NepeHanpskeHUe 3anpeLeHo

BXOAIHOE HanpsKeHMe YKa3aHO B TeXHUYECKNX XapaKTepucTukax. He npesbiwaiite ero,
4T06bI U36EKaTH NOBPENAEHWUA annaparTa.

4) 3azemneHue

1. MOLWHOCTb CBAPKU

KOMMOHEHT OBC/IYXUBAHUE MPUMEYAHUA
1. YnpaBneHue nepeknioyeHnem,
MNawens
npeo6pasosaHme 1 yCTaHOBKA.
YNPaBNeHNA |3 V6eauTecs, 4To MHAMKATOp NUTaHMA
BK/IIOYEH UM BBIK/IOYEH.
N Ec/v HeT 3ByKa BpaLeHus
Oxnaxpaatowii| 1. MposepbTe HanuumMe BEHTUAALNUN
BEHTUNATOPA MM ecin
BEHTUNATOP M HOPMA/IbHOCTb 3BYKa.
C/bIWHBI Kakme-n6o Heo-
BbluHble 3BYKH, Tpebyetca
BHYTPEHHMII OCMOTP Y PEMOHT,
1.Koraa nuTaHue BKAOYEHO,
npoBepbTe HaYMe HEHOPMaNIBHOI
TPACKN UIN KYMOKaHMA,
2.Koraa nuTaHue BKNIOYEHO,
NuTaHne

y6eaunTeck 8 OTCYTCTBUM
cneumtweckoro 3anaxa.
3.MpoBepbTe BHEWHWIA BUA annapata
Ha NpU3HaKu neperpesa, Takne Kak

obecuseunsaHue.

1.MpoBepsTe, He U3HOWEHa 1
BO3aywWHan Tpyba u He ocnabneH au
pasbem.

2.MpoBsepbTe, He ocnabneHsl An
BHELWHAA KPbILIKA W ApyTHe
KpenexHble fetanm.

BHewHui Bua,

Kawablil CBapOYHbI annapat umeet i BUHT, O
3asemnenua. Mepes Hauanom paboTel noakatoumTe Kabenb AnameTpom 6onee 6 MM K
MICTOUYHMKY 3a3eMNEHUA ANA CHATUA CTaTUYECKOTO 3N1EKTPUYECTBA U NPeaO0TBPaLLeHMA
ABaAPWITHOrO OTK/IOYEHUA NUTAHUA.

5)Mpeaynpexkaexue o neperpese:

Ecnv annapat paboTaeT cBepx HOMUHANBLHOTO PaBOYEro LKA, OH MOMKET NeperpeTbes
M NPeKpaTuTb paBoTy. B 3ToM Cyuae BRAIOUMTE BEHTUAATOPLI /1A OXNAKAEHNA, U
npogo/MKaiiTe paBoTy TONLKO NOC/E TOFO, Kak KPacHbIA MHANKATOP NoracHeT 1
TemnepaTypa ynaaet 40 HOpMbl.

1.NpeaynpexaeHue o 6esonacHoctu: Bce

TEXHMYECKOE OBCNYKMBAHME 1 PEMOHT ZO/KHbI

NPOBOAWTLCA NPU BLIK/MIOYEHHOM NUTaHUU.

Y6eauTech, 4TO BU/IKA BbITALLEHA, NPEXAE YeM

OTKPLIBATb OCHOBHOI KOpNyC.

2.PerynspHo nposepsitTe cOeAMHEHNE LEn BHYTPU

CBAapOYHOrO annapara, y6eanTecs, 4to uens

MOAKAIOYEHA NPaBUABHO W HAZAEKHO (0cobeHHO

BCTaB/IEHHbIE COEANHEHWA UM KOMMOHEHTBI). Mpu
Py p nan

ucnonb3ayiite yto bymary ana

[ PHO cO bl,

B HAZEKHOCTH COBANHEHNA.

il

2.TOPEJIKA
KOMMOHEHT OBCNIYXUBAHUE NPUMEYAHUNA
Conno 1.MposepbTe HaAe)KHOCTb“yCTEHOEKM MoryT BO3HMKHYTE ﬂofbl-

MoryT 6bITb Np!

v oTcyTCTBME
JacTeii.

COMKEHHOM rOpesnku.

2.MposepsTe, HET M GpbI3T

(3ddexTnBHbIM MeTogOM
ABNACTCA MCNONb30BAHME
cpeacTBa NpOTUB
pasbpbi3rusaHua.)

1.Y6eauTech B HAAGKHOCTM YCTaHOBKM

370 MOXeT NoBpPeauTs pesbby
CBapOYHOW ropenku.

KoHTakTHbIA
HAKOHEUHUK

2.MposepbTe, He U3HOLWEHbI NN
HaKOHEUHUKM, HE 3aKAUHNNO
0TBEPCTME U He 3aCOPUAIOCh I OHO

MoKeT BbiI3BaTb HeCTabub-
HOCTb M NpepblBaHme Ayru.
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ROTOR

4. Kabens
1.MposepsTe AAMHY TPY6KM, Tpy6Ky ceayet 3ameHuTs, ecnn
BbIXOAALLE U3 MexaHW3Ma nogaun | €€ AnMHa MeHble 6 mm. Ecnun
1IPOBOOKM. TPY6Ka, BLIXOAAILAA U3 KOMMOHEHT OBCNYXUBAHUE NPUMEYAHUA
nogauun
A " v Kabenb 1.Cnnwkom cnnbHo crubaetca kabenb | 1.371o npusesert k Headdek-
C/MIIKOM KOPOTKas, 370 o o
ropenku MIG| CBapO4HON ropenku. TWUBHOI paboTe MexaHuU3ma
NpUMBEAET K HeCTabUAbHOCTH noAaYM npoBOAOKH
™. .
Ay 2.M13ru6 Kabens npuseseT K
2.HapexXHo nu NoaKNioYeH pasbem uypesmepHoit noaade
MeTaNMYecKoi BUAKN? NPOBO/IOKM M HECTabuNbHO
ayre.
*Mpwu paboTe c annapatom
6 BbINPAMASAITE Kabenb ropesku
WnaHr 2.MpoBepbTe, COOTBETCTBYET NN Mpy 3ameHe Tpy6Ku AnnHa MIG
MexaHmsma | AMAMETP cBapouHoit nposonoku AomkHa 6bITb HemHoro Gonblue,
4em yKa3aHo B cneurduKaLum
nogauu BHYTPEHHEMY AUAMeTPY TpYGKH v unpua BbixogHoii | 1.V13Hoc u nospexaermne YT06bI 0BECNeYnTb IMUHYI0
nposonoku | MEXaHU3Ma NoAauM NpoBoNOKA. kabenb M30NALUMOHHBIX YacTeii kabens 1 T.4. 6e30nacHOCTb 1 cTabUNLHOCTL
cBapku, BbiGepuTe
HecootseTcTaue Bbi3biBaET HOAXOAAUW METOR pemonTa
HecTabunbHoCTL Ayru.
3‘”"“‘3”“‘75 316 u yauHenne Jamenvre Toy6K Aznexaumzma B 33BUCUMOCTM OT CUTYaUUM Ha
netaneii. PYOKY 2.0TKpbITbIe KaBeNbHble COeAnHEHNA | paGouem mecTe.
N0/ja4y NPOBOOKN Ha L
ROIXORALLYIO. (nospexaerne usonaumm) nm E)e/IHEBHOE TeXHUYeCKoe
AXOAALLYIO. HesaKpenneHHble. obcnykuBaHme — obujan
370 NPUBOANT K NNOX0M paboTe nposepxa.
4.MposepbTe, He 3arpA3HeHa 1 Mexaznami nogin opaonokn *PerynapHoe o6CayKuBaHe —
BHYTPEHHAA Tpy6a U He P rny6oKas W TwaTensHas
3a6710KMPOBaHa 1M OHa ocTaTKamy | Y HECTABUNBHOCTH Ayru. nposepka
MOKPbITUA CBAPOYHOIA NPOBONOKM. 3amenuTe TpyGKy.
5 5 BxoAHOI 1.MpoBepbTe HafEKHOCTb BXOAHOTO
5.MpoBepbTe, He U3HOWeHbI 1N 'T0 BbISbIBAET NNOXYI0 paboTy Kabenb CcoeAVMHeHUA pacnpeAenUTeNbHOTO
MEXaH13Ma Noaaym NPoBONOKM o
Tpy6Ka MexaHu3mMa noaaun 5 A P wKada 1 BbIXOAHBIX COBAUHEHMNA.
MPOBO/IOKM W yNNIOTHUTENIbHOE I HECTabUNIbHOCTL Ayri. 2.McnpagHbl 1M pasbembl 3aLUTHOTO
KonbLO. MpouncTUTe KEPOCUHOM UK yeTpoiicrea?
3aMeHMTe Ha HOBYIO TDYGKY 3.HageXHo M noAKNoYeHa Knemma
MEXaHM3Ma MoAaYM NPOBO/IOKM. 5
BXOAHOTO CBaPOYHOTO Kabens?
370 TaKiKe MOXKET BbI3BaTL
4.Bo Bpema NpoKNaAKK BXOAHOMO
';CT""ECM' 6 kabens ybeaurecs, 4to
.TepmoycaaouHas Tpy6Ka
pMoyCa 5 Py M30/IALMOHHBIE YaCTU HE 3HOWEHI,
V3HOLIEHa, HEODXOAMMO He MOBPeX/EeHbI U He 0BHaXaloT
3aMeHNTb € Ha HOBYIO.
A TOKOMPOBOAALME YACTU.
2.YNNOTHUTENbHOE KONbLO
VM3HOLWWEHO, €r0 Hy)HO 3aMeHUTb
Ha HoBO®. Y7061 NPeAOTBPATUTL yTEUKy
- Ka6enb Y6eauTec, 4to Kabenb 3asemnenua aneKTpuyecTsa 1 obecneunts
3a3emnieHnA [HE PASOMKHYT 1 Pasbembl HAAEMKHbI. 6e3onacHocTb, 0bA3aTenbHO
1.Y6eaunTech, 4To Bbl NOAKAKOYNAN 370 BbI3bIBAET AEDEKTbI CBAPKM, BLINO/HAITE EXEAHEBHOE
PasaenvTens | BCE HEOBXOAMMbIE N1eMeHTbI, CBA3AHHBIE C HEKAECTBEHHBIM TexHuueckoe obCayxMBaHMe.
803, oTeepcTue He 3aba 0, U P’ rasom
ayxa M
[netanu npuobpeteHsl y 6pbi3rn). O6palyaiitecs ¢ rasom
NPOBEPEHHOrO NPOU3BOAUTENA. v o6opyaosaH1em 0. o =
7O INVERTER WELDING MACHINE
3. YcTpoiicTBO NOAa4M NPOBONOKM MMLT-320 EN 60974-1:2012
= = SN
KOMMNOHEHT OBCNYXWUBAHUE NPUMEYAHUA
40A/16V~320A/30V
o OtperynupyiTte NpuXMMHYio 370 NPUBOANT K HecTabub- X 60% 100%
yuka PYKOATKY B COOTBETCTBUM C HOCTM NOAA4M NPOBONOKM W T2(A) 320 208
MHCT) 1. (OBpatute 2 | Ayrn.Oumctute pesywni Uo=60V (E) 30 %6
3anpeuieHo Tb CBAPOUHY 1 0TXO/bI, YTOGbI
NPOBO/IOKY AMAMETPOM MeHee Y3HaTb NPUUKHY BNOKMPOBKM. 20A/20.8V~320A/32.8V
1,2 mm.) X 60% 100%
12(A) 320 248
Tpy6a E s Us=60V My 32.8 30
MposepbTe He 3a610KUPOBaH U CAW He coBnajaert, sTo
mexaHusma 8X0z B TPYBy PeXKyLLMM NOPOLIKOM npuBeAeT K HecTabunbHOM P
nogauu 1 APYUMY OCTaTKaMM. CcBapKe, a TaKxKe K peske
NPOBO/OKM MpoBepbTe ecnn AMameTp cBapoOYHON nopoulka 1 OTX0A08. 1P218
NPOBO/IOKM 1 BHYTPEHHNI AMAaMeET|
P yTP A P | Hecosnaganue npuseger K
Tpy6bi coBnaaaiot? - °
pexy
Nposepere, 4T0GbI UEHTP TPYGb! NOpOWIKa 1 CBapKM. RO7OR INVERTER WELDING MACHINE
MexaHu13Ma Nofiauu NPoBONOKN
COBNBARN C USKTPOM fPopEsN MMLT300 EN 60974-1:2012
0 pomka
EACOEH=| sv I
1.lmameTp cBapO4HOI NPOBONOKM 1.370 BbI30BET CBAPOUHbIN '
Hanpaensio- | noneH 6bITb TakMM e, Kak NOPOLLOK 1 3aKyNnopKy Tpy6bl — ZOA/ZO-BV 300A/33-2V
WNiA PONUK HOMUHa/IbHbIN AnameTp MexaHu3Ma nogauun 0, 0,
ana 0 ponuka NPOBO/NIOKM, @ TaKIKe X 35% 100%
nposonoku | 2.Mposepete, He m e yio Ayry. 5 I2(A)[ 300 183
nas HanpaBAAOLLEro PonuKa Ana -EC/m BO3HWKNa Kakan-nbo
NPOBONOKN. HewTaTHaa cuTyaums, UZ(V) 32.4 27
3aMeHuTe HanpasAWWI
0/IMK Ha HOBbIN.
p DO s | U1=220V [limar= 67A [11en= 524
MposepbTe CTabULHOCTL BpaLLEHNA,
Koneco posep PAUEHAR, | 310 BrizbiBaeT HesddeKTUE-
Aoanen MOBEPXHOCTL MPUAKATUA CBAPOLHOM | Lo\ o naiy noosonokw v, \‘,, IP21S
NPOBO/IOK W CyIKeHMe KOHTAKTHOA | 3arem npusoanT K
nosepxHocTh. HecTabubHOCTM ayru.

. RU_|




RO7TOR

OBLLM MPABU/A 3A BE3OMACHO:

BHUMAHME!

MpoueteTe BCMUKM MHCTPYKLMM

H Ha 8CUYKU no-dony, moxe da dogede o MoKos
yoap, noxap u/unu cepuo3Ho ” P anapam” eve
8cuyku npedynpexcdeHus, uzbpoeHu no-0osny, ce OMHAcA 3a seawus pabomeuwj om
enekmpuyeckama mpexa (c kaben) unu c (6e3 kaben)
308apYUK.

-

P

3AMNA3ETE TE3U UHCTPYKLUK

1) PaboTHa 30Ha

a) NoaabpxKaiiTe PaBOTHOTO MACTO YNCTO U AO6PE OCBETEHO. PasXBLPAAHMUTE 1 THMHU
30HM NPe/IPasNonaraT KbM MHLMAEHTA.

b) He p: cbC p B Ha a Kato B NPUCHCT-
BMETO Ha 3aNaNMM TEYHOCTM, Fa30B€ UM NPaX. 3aBapumumTe Cb3AaBaT MCKPH, KOUTO
MOraT A Bb3N/IaMEHAT NPaxa OT 3napeHuaTa.

) [ipbiKTe AeuaTa U MMHyBauuTe Aaney, A0KATO PaboTUTe CbC 3aBaPbYHMA anapar.
Pa3ceiiBaHeTo MOXe Aa A0Beze /10 3ary6a Ha KOHTPOA.

2) Enekrtpuyecka 6esonacHoct
a) LLlencenuTe 3a 3aBapABaHe TpAGBa A4a CbOTBETCTBAT HA KOHTaKTa. Hukora He npome-
HATE Wencena no HUKaKbB HaunH.
He n3nonseaiite agantepHu wencenu cbe 3a3emeHn (3asemenn) 3asapunum. Henpome-
HEHM WENCe/M ¥ CbBNAAALM KOHTAKTH Ui HAMaNAT PUCKa OT TOKOB yaap.
b) U3Barsaiite KOHTAKT Ha TANIOTO CbC 3a3€MEHM NOBLPXHOCTM KaTo TPBEM, paanaTopy,
NeYKy 1 X1aannHMuM. ChlulecTByBa NOBMLIEH PUCK OT TOKOB yAAp, aKO TANIOTO BY €
3a3emeHo.
) He n3naraiire 3aBapunumTe Ha AbXKA MM MOKPU YC0BMA. MonaaaHeTo Ha Boaa B
3aBapbYHMA ANAPAT Liie YBEANUYM PUCKA OT TOKOB yAap.
d) He 3noynotpebsgaiite ¢ kabena. Hukora He u3nonssaiite kabena 3a HoceHe,
[ZibpnaHe MW U3K/IoYBaHe Ha 3aBapuka. [pbiTe Kabena Aaney ot TonanHa, Macno,
ocTpu pbb0oBE UK ABUMKELLM Ce YaCTu.

e unu Kabenm y T pUCKa OT TOKOB yAap.
€) Korato paboTuTe Cbe 3aBapyK Ha OTKPUTO, M3NON3BaliTE yabMKUTENEH Kaben,
noaxoasAu 3a ynotpeba Ha oTKpUTO.

Ha Kaben,

3a ynotpeba Ha OTKPUTO, HaMa ABa pUCKa OT

TOKOB yAap

3) nuna GesonacHoct

a) bbaeTe Halwpek, BHMMaBaliTe KakBo NPasuTe 1 U3NoA3BalTe 34paB pasym, Korato
paboTuTe cbe 3aBapumK. He M3non3BaiTe 3aBapUmK, AOKATO CTE YMOPEHW UK NOA,
BBEAEHCTBMETD Ha HapKOTULK, aNKOXON U NeKkapcTea.

MOMEHT Ha HeBHUMaHUe, A0KaTO paﬁomTe CbC 3aBapb4HU MALIUHKU, MOXe Aa Aoseae
A0 CepPUO3HO HapaHABaHe.

6) ManonssaiiTe npegnasHu cpeacTsa. BuHaru HoceTe npeanasHu ounna.

MpeanasHo obopyaBaHe, KaTo Macka 3a npax, HeMb3rally ce npeanasHu 0byBKu,
Kacka Wu 3almTa 3a CAyxa, U3Non3BaHu NPy NOAXOAALUM YCIOBUSA, e HaMaNAT
HapaHABaHuATA.

c) U36srsaiTe cnydaiiHo crapTupaHe. YBeperTe ce, Ye NPeBK/IYBATENAT € B USK/NOYEHO
NoNoXeHwe, Npeaun Aa BKAKOYUTE B KOHTAKTa. HoceHeto Ha 3aBapbYHKM anapaTtu € NpbeT
BbPXY NPEBK/IIOYBATENA MM BKNIOYBAHETO HA 3aBaPbYHM aNapaTy C BKNIOYEH Npes-
KNto4BaTen BOAM A0 UHLMAEHTH.

d) OTCcTpaHeTe BCUYKM PErynpaLLy KKHOBE UM raeuHu KNO4YOBe, NPeau Aa BKAUUTE
3asapuuka.

laeyeH KoY MK KNKoY, OCTaBeH NpUKpeneH KbM BbpTALLA Ce 4aCT Ha 3aBapbyHuA
anapart, MoXe Aa AoBeAe A0 HapaHABaHe.

A) He npekansgaiite. MoaabpiKaiite npasunHa onopa u 6anaHc npes LUANOTO Bpeme.
Tosa nossonasa 6bp KOHTPON Ha p B cuTyaumumn.

e) Obneyete ce NpaBUIHO. He HOCeTe WMPOKK Apexu unm BuyTa. [pbiKTe KocaTta,
ADPEXUTE U PbKaBULUUTE CU Aaney OT ABUKelLM ce YacTh. CBobogHu Apexu, BuskyTa nam
AbJ/ira Koca morart aa 6'b,C|aT 3axsBaHaTu OT ABUXKELLU Ce 4acTu.

g) AKO Ca ocUrypeHu yCTPOIACTBa 33 CBBP: Ha Cbop 3a "
CbsMpHHe Ha npax, yseperte ce, 4ye Te Ca CBbp3aHu M U3N0/13BaHN NPaBuIHO. W3non3sa-
HeTOo Ha Te3n yCTpDﬁCTBE MOXe Aa HaMaNn ONAacHOCTUTe, CBbP3aHK C Npaxa.

4) W rpuKa 3a p
a) He Hacunsaiite p iTe p 3a Bawero -
Hue.

MpaBuUnHUAT 3aBapbyeH anapar e cBbpLWM paboTaTa no-4o6pe 1 no-6esonacHo Npu
CKOPOCTTa, 33 KOATO € NPOEKTUPaH.

b) He u3nonssaiiTe 3aBapbyHMA anapart, ako NPeBK/IOYBATENAT HeE FO BK/IOYBA U
M3K/I0YBa.

Bceku 3aBapbyeH anapar, KOITO He MOXe /1a Ce yNpaB/ABa C NpeBKioysaTens, e
onaceH v TpabBa Aa 6bie PEMOHTUPaAH.

) MisknioyeTe Wiencena oT U3TOYHMKA Ha 3axpaHBaHe, NPEAN Aa NPABUTE KaKBUTO U A3
6110 HAaCTPOIKK, CMAHA Ha wnm ¢ Ha p anapatu.
TaKuBa NPEBAHTMBHM MEPKM 3a 6E30NACHOCT HAMa/ABAT PUCKA OT CAYHalHO CTapTMpPa-
He Ha 3aBapunKa.

d) CbxpaHsBaiiTe HeaKTMBHUTE 3aBapbyHM aNapaTy Aasey oT Aeua 1 He No3BoaABaiiTe
Ha /1A, KOWTO HE Ca 3an03HaTV CbC 3aBapBLUHUA anapaT MM Te3n MHCTPYKLMK, Aa

PbKOBOACTBO 3A YNOTPEBA

PaBOTAT Cbe 3aBapbuHNA anapar.
3aBapuMuMTe Ca ONACHM B PbLETE Ha HeoBy4eHn noTpebuTenu.
A) NoasbpanTe p . Mp: 3a He U Ha
Ce YaCT, CUyNBaHe Ha YaCTy 1 BCAKO APYro CbCTOAHME, KOBTO MOXKE A1a NOB/MAE Ha
paboTaTa Ha 3aBapuuKa.
Ako e p npeauy
NPUYMHEHM OT /IOLIO NOAABLPKAHN 3aBAPUNLN.
f) NoaabpXKaiiTe peewnTe MHCTPYMEHTU OCTPY 1 YNCTU.
MpaBuUnHO NOAABPKAHMUTE PEKELM UHCTPYMEHTU C OCTPU peeln pbEoBe e No-Masko
BEPOATHO /A Ce 3aA/AaT 1 Ca NO-NIECHM 33 KOHTPOA.
g) M3non3saiite 3aBapunka, akCECOAPUTE M MHCTPYMEHTMTE U T.H. B CbOTBETCTBME C Te3n
MHCTPYKLWM 1 NO HauMHa, NPe/BNAEH 33 KOHKPETHUA TUN 3aBapymK, KaTo B3emeTe
npeABMA yCI0BHATa Ha paboTa 1 paboTaTa, KOATO TPABBA Aa Ce M3BBPLWM.

o Ha p anapar 3a oT npesBuaeHuTe,
MOXe Aa J0Be/e A0 OnacHa CUTyauus.

p! P! . MHoro yKu ca

p:

5) O6cnyxBaHe

a) O6cnykBaiTe Bawma P anapart ot
M3M0/13BaTe CAMO WAEHTUYHYN Pe3epPBHM YaCTU.
ToBa we rapaHTMpa, Ye 6e30NacHOCTTa Ha 3aBapumKa ce NoAAbPKa

0 /ML 33 PEMOHT, KaTo

MPEANA3HU MEPKKU

[ApbiKTe Aeua 1 Xopa C yBpexaaHua aaned.

KoraTo He ce 13non3gar, MHCTpymeHTUTe TpAGBa Aa Ce CbXPaHABaT Ha MACTO, HEAOCTBLIHO
3a Aleua 1 Xopa C yBpexaaHua.

Mpeaynpexaexue 3a 6esonacHoct

“Z

n Mons, np
6esonacHocT npeau pabora.

BcuuKo 3a 3awuTa u Apyru —- Kanaukara Ha yxoto TpsabBa fga ce noctasu
no Bpeme Ha 3aBapsBaHe, a NpasuaHaTa paﬁora CbLUO e BaXHa Nno Bpeme
Ha 3aBapnBaHe.

Taka:

1. LWnembT 3a 3aBapsBaHe, WMTBT 3a IMLE U NpeAnasHuTe ounna Tpabea aa 6bvaat
NOAroTBEeHM, KoraTo cTe B paﬁomara 30Ha NO BCAKO Bpeme.

2. MoAXOAAULOTO /LLE, MOKPUTO C GUATBP U KOXKa, TPABBA /43 Ce M3N0N38a 3a 3alLMTa Ha
o4uTe, IMUETO, LIUATA U YLINTE OT e/IeKTPUYECKN UCKPU U ABroBKU TbYK. n 3pUTENAT He
TpAabBa Aa resa Abrata v A3 AbPXKU AbKA0BHUA YyBan Aaney OT bYa Ha Abrata u
npbCKkUuTe.

3. TpabBa fja ce HOCK NOAXOAALLO 3aLWUTHO 061eKN0, 0BYBKM U LWNem, 3a Aja ce npeanasn
OT {brOB NbY, WAAEHE U NPbCKaHe,

4. Bcuukm 6yToHuM TpabGBa fa 6baaT HanpaseHy, 3a a ce u3berHe UCKPU U NPBLCKK.

5. Hesananumara nperpaaa 1 3asecata Ha spaTaTta TpAGBa Aa Ce U3MON3BaT 33 3aWMTa
Ha gpyrute pasOTHMLlM OT eNeKTPUYECKN TBYU U UCKPU.

6. Mpu no4McTBaHe Ha NPBLCKM OT 3aBapABaHe TpPABGBa Aa Ce U3MNOA3BaT 3aLUMUTHI O4UAa.

E Moxap u usrapsiHe — TONIMHATa HA PAMKaTa U ABraTa MOXKE A3 NPUYMHI
noxap. Taka:

1. [ipbxTe 3ananumuTe mMaTepuant, BKIIOYUTENHO AbPBO, NAT, MOKPO rOPUBO 1 rasoso

TOPUBO 1 T.H., Aaney OT paBoTHaTa 30Ha 3a 3aBapABaHe.

2. Beuukm cTeHn 1 nog, B paboTHata 30Ha He TpAGBa /4a ce NpocneaABar, 3a Aa ce

n36erHe TIEEHETO 1 noxapa.

3. YBepere ce, 4e BCUUKM PaBOTHM YaCT ca NOYUCTEHM, NPEAV A 3anoYHeTe 3aBapABa-

HETO, M He NpaBeTe 3aBapKM BbPXY 3arneyaraHnA KOHTeHep, 3a Aa usberHete cnyksawe.

4. NpOTUBONOXKAPHOTO 06OPYABaHE Ce NOAroTBA B 61M30CT A0 30HaTa 3a 3aBapABaHe.

5. He iTe HETO 33 Np p 3

6. MPOTUBONOXKAPHUAT MOHUTOP TPABBA /43 Ce M3N0N3Ba C/lej, 3aBapABaHe.

.
9N Tokos yaap- , He 3a
BNIaXKHa 30Ha, 3a Aa usbernere HapaHfABaHe U1u CMbPT. Taka:

1.3apace yBepuTe, 4e U3TOYHUKDBT NOA NaH U yWwHaTa CUCTeMA Ha BXOAHUA U3TOYHUK
Ca CBbp3aHu.

2. 3a fja ce rapaHTMpa, Ye paboTHWUTe YacTu U A,06POTO eNeKTPUYECTBO Ca CBbP3aHN.

3. 3a fa cTe cUrypHM, Ye paboTHUAT Kaben u paboTHUAT AETaiN ca CBbP3aHM.

4. la cmeHWTe HaBpeMe NoBPEeAeHWUA UM OXKyNeH Kaben.

5. Masete Ha CyXO0, BK/IIOYMTENHO Kbpna, paSoTNa 30Ha, Ten, 3aBapbyHa ropesnka, 3ano-
ABalla Kyna u 3axpaHsaHe.

6. [IpbIKTE TANOTO U30NMpPaHO OT 06paboTBaHmuA AeTaiin 1 3emATa.

7. OnepatopsT TpABGBaA Aa CTOM BbPXY CyXa AbPBEHa AbCKa MAW U30MpaLua naathopma
OT YaKbNeHn OEVEKM, KoraTto pa6om B 3anevyaTaHa BbpXy B/NaXHa 30Ha.

8. CyxaTa v 3aneyaTaHa pbkasuua TpAbBa fja ce HOCK NPe/V BKNIOYBAHE Ha 3axpaHBa-
HeTo.

9. 3axpaHBaHeTo TpAbBa A3 6bae U3KNIOUEHO NPeau Aa CBanuUTe pPbKaBuLaTa.

m‘ ENeKTpomarHuTHO nose--
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Mosxe aa goBeae Ao onacHu. Taka:



1. PaBOTHWKBT, Ha KOMTO € BrpajeH CbpAeYHUAT Nencmelikebp, TpABBa Aa ce KoHcynTUpa
€ leKapA Npe/n Aa 3anoyHe 3aBapABaHe; 3al0TO €EKTPOMArHUTHOTO NoNe MOXe A3
Hapylwu HopmanHata paboTa Ha neiicmeitkbpa.

2. ENEKTPOMArHUTHOTO € He3/paBoC/IOBHO.

3. PaBoTHUKET TpABBa /1a NPeAnpUeme CesHUTe MePKH 3a NPECTOii. n3naraiiku ce

Ha e/1eKTPOMArHUTHO nose:

(1) Nocrasete npuumHaTa 3a enekTpoaa U paboTHMA Kaben 3aeaHo, a ChULO U NIeHTaTa,
aKO € Bb3MOXHO.

(2) He HaBuBaitTe 3aBapbyHMA ceH30peH Kaben n paboTHMA kaben okono cebe cu.

(3) MNocTaseTe kabena Ha 3aBapbyHaTa ropenka v paboTHWUA kaben OT eAHaTa cu CTpaHa.
(4) Cebpete paboTHus kaben Kbm geTaiina u ro [0 30HaTa 33

BbH3MOXKHO Haii-61130.

(5) OTaaneueTe ce OT M3TOYHMKA Ha 3aBapABaHE U Kabena KOIKOTO € Bb3MOXKHO noseye.

Muvrna m M W raswt npu morar aa
% p win 0cobeHo B orp:
TaKa ue He mbrnara v rasa. Taka:

1. B paboTHaTa 30Ha Ce NOATOTBA eCTeCTBEHO-MeXaHWyeH aepaTop. He 3asapasaiite
cneaHUTE MeTanm (MOUMHKOBAHa, HePbXAaeMa CTOMaHa, MeAl, UMHK, 6epuanii unn
Ka/Lwii), a CbLLo TaKa He BAMLLBAIATE 33aBapbyHaTa MbI/a U1 ras.

2. He 6nu30 go no He WK NpbCKaHe, 3a Aa ce usber-
He OTPOBHMAT ra3 GOCTeH UM APy UMUTUPALY ra3.

3. AKO ce YyBCTBATE MaJIKO, UMUTUPANTE O4Te, HOCA MK 3anaxa. TpaGsa Aa cnpete

ROTOR

* CTaHAapPT®T 33 NPOEKTMpPaHe, NPOM3BOACTBO W NPOBEPKA Ha NPOAYKTa e:
GB15579.1-2004 1 IEC60974-1:2000.

EneKkTpuyecka cxema

T H

01 fja yC TBaTE N Tpabea 6aBHO Aa cnpeTe 3aBaps- Kabenna Bpw3ka
BaHETO, aKo Ce YyBCTBaTe HeyAo6HO. 1. BxopHa kabenHa Bpb3ka
BcAKa MalliHa 3a 3aBapABaHe e 060py/ABaHa C BXoAeH kaben, cabpikeTe Kabena Kbm
& Moappvikka Ha wm AC oT 220V~240V.
KaHa Mmoxe Aa np! unn cmbpr. Taka: 2. U3xogHa KabenHa Bpb3Ka (MONA, OBbPHETE BHUMaHMe Ha M360pa Ha GyHKuMA MIG/
1. /IuueH3MpaHuTe XOpa MOTaT A2 M3BLPLUBAT MOHTaX, NOAAPBKKA U HAKOW APYry One- MMA)

paumm.
2. VI3TOUHMKBT Ha 3axpaHBaHe TpAGBa Aa Gb/ie U3K/KYEH, KOraTo e HeobxoaMMa nog-
APBKKA HA U3TOUHMKA Ha 3aXPaHBaHe.
3. YBepere ce, 4e KaBeNbT, 3a3eMUTENHUAT NPOBOAHMK, KOHEKTOPDT, MNABHUAT Kaben n
3axpaHBaHeTo paBoTAT HOPMAHO.
4. He 3noynotpebsaBaiite c obopyasaHe u ctpenba.
5. CbxpaHnBsaiiTe 6e3onacHoTo obopyasaHe U WKaposeTe B MUP U A06PO CLCTOAHME.
6. He cmeHsiTe HMKakBo obopyaBaHe.

3HaKbT, B

& NuuHata cu 6esonacHocr.
& nacHocT

& I O3Hauasa NOTEHLMANHa ONacHOCT, CbLO BOAM AO HapaHs-
BaHe UM CMBPT Ha Xopa.

& AT ETE N O3Hauasa onacHOCT, MOXe A3 HapaHu Xopa.
OnucaHue Ha npoaykTa

Cepuata ECHNOMIG ye pOAHa UHBEPTOPHA TeXHONO-
us, KOMEMHUPaNKK f18e GYHKLMM Ha KOMNaKTHa MalwnHa 3a 3asapasaHe MMA 1 MIG/
MAG. M3paboteH e no High-end TexHonorua PWM (wmpo -1 ) u
IGBT. U3non3BaHeTo Ha yMEHUETO 3a NPEBKAIOYBATEN HA MOLLHOCTTa Ha MHBEPTOPa
HaMa/ABa TEroTO M PasMepuTe Ha UANATa MalwmHa. GYHKUNAMTE U XapaKTePUCTUKUTE Ha
mawuHuTe ca: CTabunHa copocT Ha TenTa, Mo-manko npbek, fleku, EHeprocnectasaum,
HucbK wym, KomnakTHu 1 neckm 3a pabora.

Tosu moen mose Aa paboTu 406pe Npy 3aBapABaHE Ha HUCKOBBIIEPOAHA CTOMaHa,
NnervpaHa CTomaHa U Hepbxaaema ctomaHa. Tyk MIG e cekpauweHueto Ha METAL INERT
GAS v ce OTHacA 3a 3aBapAiBaHe C HEAKTUBEH 3aLMTEH ra3, 06UKHOBEHO aproH UM cMec
ot rasose (MIX-GAS). MAG o3Hauasa METAL ACTIV GAS v ce oTHacs 3a 3aBapaBaHe ¢
aKTMBEH 3alUMTEH ra3, 06UKHOBEHO BbIMepoAeH avokeua (CO2).

Tasn MHOTOGYHKLMOHAHA MaLuMHa 33 3aBapABaHe U3MON38a YCbBBPLWEHCTBAHA MHBEP-
TOpHa TexHonorus. Toii e ek, KOMNaKTeH u oTinyeH 3a D.1Y ynoTpeba. Mma Bucoka
edEKTMBHOCT M NPON3BOAUTENHOCT, 60% TEXbK PaBOTEH LiMKb, N1ECHO 3anaBsaHe Ha
[AbraTa, OTIM4HO 06pa3yBaHe Ha 3aBapbyeH LWes, Mabk 06em 1 iecHa paboTa.

GYHKUMNA U XAPAKTEPUCTUK

* CrabunHa NPON3BOAUTENHOCT, Bb3MOXHOCT 32 aBTOMAaTU4Ha KOMNEHCALMA Ha Hanpe-
KeHMeTo;

* Hactpoiika Ha PBUYHOTO , TOUHO C
* JlecHo cTapTMpaHe Ha Abrata, Mo-masKo NpbeKku;
* OyHKUMA 33 pA3aHe Ha 3aBapbYHa TOMKA, [M1a/IKa 3aBapbYHa NOBBPXHOCT

* VIHTerpupaHo yCTPOMCTBO 3a NojasaHe Ha Ten, ra3osa 6yTuika U MalmHa 3a 3aBapsa-
BaHe. Toii e ek, MaNbK 1 BUCOKORHEKTUBEH.

* Wupoko usnonssaHe 3a ®0.8 ~ ®1.0 HO8Mn2Si, HO8MnSi, HO4MnSIAITiA, H18CrMnSiA,
HO8CrMn2SiMo, H10MnSiMo, H10MnSiMoTi NPOBOAHULM U T.H.;

nasere ce! Hawpek! Bkntouere

O3Hauasa Mosxe aa np
BaHe /M CMBPT Ha XOPa, aKo e HeusGexHo.

HapaHs-

TBaHa y

Ha

cbe P TOK;

2a. Cebp3BaHe Ha 6bp3 Wencen Ha 3a3emuTeNHUsA Kaben KbM 6bp3 KOHTaKT, KOWTO e
MapKupaH Ha NnpeAHuA NaHen, u 3axBaHeTe Apyrata CTpaHa Ha 3asemuTeNHaTa cKkoba
c paboTHuA feTain.

2b. lopenkaTa TpAGBa /13 Ce CBbPKE KbM U3XOAHWA KOHTAKT C MapKMPOBKA Ha NpeHMsA
naHen 1 Aa ce 3aBue 3ApaBo, KaTo B CbL4OTO BpeMe BKapaTe 3aBapbyHaTa TeN PbyHO B
ropenkata.

3. MoHTaX Ha MaKkapoabpXaya

1) ®uKcvpaHe Ha 3aBapbyHaTa TeA C AbPXKaya Ha Makapa Bbpxy padra, padTsT Tpabea
Aa ce BK/II0YM NpaBuW/IHO B OTBOPA Ha AbpXaya Ha makapa.

2) Cnopep, pa3mepa Ha 3aBapbyHaTa Tes, KaTo ce U3M0/3Ba PasnnuyeH pasmep Ha caoTa
3aTen.

3) Paaabp)«ere BMHTOBATa raiika Ha TeseHOTO Koneno, uinparerte 3asapbyHaTa Ten B
C€noTta 3a Ten npes sogellara prﬁa, perynmpal‘/'ne TeNeHOTO KO/1e/10 U HaTUCHeTe
NABTHO 3aBapbyHaTa Te/, yBepeTe ce, Ye TenTa He ce ABUXU. Hansaraneto He Tpuﬁsa
/3 e TBbPAE BUCOKO; 3a Aa ce n3berHe aedopmaumaTta Ha 3aBapbyHaTa Ten u aa ce
nosnuAe Ha NoAaBaHeTo Ha Ten.

4) PonkaTa 3aBapbyHa Te/ TPAGBA A1a Ce BLPTY M0 YaCOBHUKOBATA CTPE/IKa, 3a Aa Ce
nsberHe pasxnabeaHeTo Ha 3aBapbyHaTa Ten, Tpabea Aa GUKCKMpa rasaTa Ha TenTa
0TBOpa A0 AbpiKaya Ha Makaparta. Mo speme Ha Ta ynoTp Ha

3a 3asapsBaHe, 3a Aa n3berreTe 3anensaHeTo Ha orbsauiara ce Ten, MONA, oTpexerte
Tasu 4acT oT TenTa.

5) CovrnacHo cTpanuua 10 (Bbpsa Tabauua ¢ napameTpuTe Ha 3aBapABaHe) B
PbKOBOACTBOTO, MONA, M36epeTe PpasnnyHUTE NO3ULUKN Ha CNOTOBETE 33 NPOBOAHULN.

B
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RO7TOR

Yecto AManasoH Ha p TOK 1 Ha Abrata BUXKTe

®yHKUMA Ha Switch
Tabauuata no-gony.

4. W360p Ha pyHKuma MIG / MMA: UsbepeTe dyHKuMATa 3a 3aBapABaHe.
8. Mp 3a 6bp3 TeNo

: HaTUCHETE NP 5
aKTUBMPaiiTe TeNONOAABALLLOTO YCTPOICTBO Aa
paboTu ¢ Haii-6bp3ata cKopocT.
Konue 3a perynupate
9. Konye [3aBapbueH Tok]: PerynupaHe Ha
3aBapbYHWA TOK (CKOPOCT Ha NoAaBaHe Ha

1. NapameTpm Ha |-4enHo 3aBapaBaHe

R ER D

(. 1

8
Tenta). -
10. Konye [3aBapbyHo HanpeskeHue]: $ /za [e6ennna [Pascton- |IMameTsbp | 3agapbueH| 3asapbuHo| CKOpOCT Ha Fa308 noTox]
PerynvpaHe Ha 3aBapbyHOTO HanpexeHue 4 2¢ (Mm) Huve Ha NpoBoA- | Tok (A) Hanpe- sasapABanel (k)
Unaurarop -~ g (mm) [HuKa d(mm senme (V) | (cm/min)
11. Unamkatop [3awwTal: HacoueH kbm | 1 ‘b
noBpe/a Ha 3axpaHBallaTa cuCTema, Kato - 08 0 0.870.9 | 60770 16716.5 50760 10
Ha eaHodazHO

HUCKO HanpeeHue 1 BLTpellHaTa Temneparypa L0 0 08709 | 75785 177175 50760 10715
Ha MalMHaTa 3a 3aBapABaHe € TBbP/AE BIUCOKA, BCUUKM Te Lie 108e/AaT /40 CBETBAHE Ha
WHAMKaTopa [3awuTal. 1.2 0 1.0 70~80 17~18 45~55 10
12. Unamkatop [mowsHocT]: Korato Bepurata 3a ynpagneHue Ha 3aBapbyHara MalmHa
CBETU UHAMKATOPHT [MOLHOCT]. 1.6 0 1.0 80~100 18~19 45~55 10~15

o uma 2.0 0~0.5 1.0 100~110 19~20 40755 10~15
HacTpoiiKa Ha 3aBapbYHUA TOK 23 0.571.0( 1.00r1.2 | 110~130 19~20 50~55 10~15
Cnep NpuKAIoYBaHe Ha NMOATOTBUTENHATA PaBoTa MOXKe Aa Ce 3ano4He HaCTPOiKa Ha
3aBaPLUHUA TOK. 32 1.071.2 | 1.00r1.2 | 130~150 19~21 40~50 10~15
MpasunHo 136p: P TOK U Ha [braTa BANAAT NPAKO BbPXY
CTaBUNHOCTTa Ha 3aBapbYHUA NPOLIEC, KAYECTBOTO U Te/HOCTTa Ha 45 12715 12 1507170 | 21723 40750 10715
3a fa ce rapaHTMpa KayecTBoOTO Ha , p TOK 1 Ha

Avbrata Tpuﬁsa Aa ce Cb4eTaaT MHOro Aoﬁpe. O6MKHOBEHO CbBMajeHneTo ce 0OCHOBaBa Ha
AnameTbpa Ha Tenta, Heobxoanmara popma Ha NPEHOC Ha Kanku U NPOM3BOAUTENHOCTTA.
06U.|I4RT AVanasoH Ha 3aBapbyHUA TOK U HaNpeXXeHUeTo Ha Abrata MoXKe Aa ce HacTpou
C NO30BaBaHe Ha cneaHaTa TEEAMLLE. Paznnynute martepuanm ca npenpaTku Kbm

2. MapameTpy 3a 3aBapsABaHe Ha NPaB brb/ U MEXAUHA

"nap i Ha Fast Sheet" 3a Ha cTpaHuua 9. CO2 gnanasoH
Ha 3aBapbYHMA TOK Ha TOKA M NPEXO/IA Ha HANPEXKeHNeTo
[Anametbp Ha  |Mpexoa Ha KbCO CbeanHeHKe) Mpexoa, Ha YacTULM —t
NpoBOAHMKa Tok (A) Hanpexeue (V) Tok (A) Hanpexenue (V)
(mm) [Le6enuna |Pasctos- [MameTsp | 3agapbyeH [ 3aBapbuHo| CKopocT Ha Fa308 NOTOK
0.6 40~70 17~19 160~400 25~38 (mm) Hue 2 POBOA- |Tok (A) | Manpe- | sapapsake|
g (mm)  [HKka G(mm senme (V) | (em/min)
0.8 60~100 18~19 200~500 26™40
1.0 2.573.0 | 0.8~0.9 70~80 17~18 50~60 10~15
1.0 80~120 1821 200~600 27740
12 100~150 19~23 300~700 28~42 1.2 2.573.0 1.0 70~100 18~19 50~60 10~15
1.6 140~200 20~24 500800 32~44 1.6 25730 | 1.0~1.2 90~120 18~20 50~60 10~15
W360p Ha cKopocT Ha 3aBapsaBaHe 2.0 3.073.5 | 1.0~12 100~130 19~20 50760 10~20
OBbpHeTe BHUMAHUE OCHOBHO Ha KayecTBOTO W NPOU3BOAMTENHOCTTA Ha 0.
/KO CKOPOCTTa Ha 3aBapABaHe e TBbP/E BUCOKa, 3allinTaTa He e 406pa, KaTo ce yBenniu 23 25730 | 1.0~12 | 120~140 19~21 50~60 10~20
CKOPOCTTa Ha OXNaAaHe, KOETO BOAM A0 HAMa/ABAHE Ha MbBKABOCTTA Ha 3aBapbUHMA
wes. 3.2 3.0%.0 | 1.0~12 | 130~170 | 1921 45~55 1020
AKO CKOPOCTTa Ha 3aBapABaHe e TBbPAE HUCKA, ENIEMEHTUTE /IECHO Ce N3TapAT 1 3aBapby-
HUAT Wes cTasa rpy6. 45 4.04.5 1.2 190~230 | 22~24 45~55 1020
OBWKHOBEHO CKOPOCTTa Ha He TpAGBa Aa 30m/h.
W360p Ha yAbAKEHME Ha CTe6NO0TO Ha TenTa 3. NapameTbp 3a 3aBapABaHe NOA NPAB bIbA U MEXKANHA
YBe/uaBaHe Ha Ab/XKMHATa Ha Te/Ta, OMbHATa Ha CYXO, AbABGOYMHATA Ha TOMeHe, YCKo-
pABaHe Ha Ha TenTa u Ha enHoctTa. Ho cyxuat
Y4aCTbK MPe3 rofemus, NIeceH 3a CToNABaHe NPOBOAHMK, MPBCKA CEPUO3HO, Taka ye
3aBapABaHETO e HecTabunHo. O6MKHOBEHO B3emeTe 10 MBTU AMamMeTbpa Ha AbArata Ten.
WU360pbT Ha rasosus notok CO2
3awmTeH eheKT Ha MbPBO MACTO.
B 0Mb/IHEHME, BLTPELIHNAT bIb/l OT BLHIWHMA bIb/l HA 3aBapABAHE 33 3aLLMTa Ha 3aBaps-
BaHeTo, NOTOKLT TpAGBa Aa 6bAe orpaHUYeH 40 HUCKO. [Nle6enuna |PascToa- |[nameTsp | 33gap p CKOpoCT Ha 2308 noTOK
BuKTe cnepHuTe CTOMHOCTM B Tabauuara. U360pbT Ha ra3oBus NOTok Ha C02 (Mm) Hue Ha nposoA- | Tok (A) Hanpe- 3aBapABaHe]
g (mm) [HuKa d(mm, wenue (V) | (cm/min) (n/mur)
Mertoga Ha €02 puHa €02 P’ c02 Ha
3aBapsBaHe 3aBapbyHa Ten Ten ¢ gebennHa Aebena Ten cuneH Tok 1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
€02 notok 1.6 2.573.0( 1.0~12 90~120 18~20 50~60 10~15
(n/mnH) 5715 15~25 25~50
2.0 3.0~3.5 1.0~1.2 100~130 19~20 50~60 10~20
MapameTpwu Ha 3aBapsBaHe Fast Sheet
n T p TOK 1 Ha Abrata BMAAT NPAKO BbPXY 23 3.0~3.5 1.0~1.2 | 120~140 19~21 50~60 10~20
CTabUNHOCTTa Ha 3aBapbYHMA NPOLEC, KAYECTBOTO U Ta Ha X
3a Aa ce rapaHTMpa Ka4yecTBoTO Ha P T TOK 1 Ha 3.2 3.074.0 1.0~1.2 | 130~170 22722 45~55 10~20
[ApraTa TpA6Ba Aa Ce CbyeTanT MHOro A06pe. OBUKHOBEHO CbBMA/EHMETO Ce OCHOBaBA Ha
AnameTbpa Ha Tenta, Heobxoaumata popma Ha NPeHOC Ha Kanku U NPOU3BOAUTENHOCT. 4.5 4.04.5 1.2 200~250 23~26 45~55 10~20

5G| .




4. NapameTpu Ha CTeKoBa 3aBapKa

+) I .
! | 1

1. 3a : Uanata "
PEMOHT TPAB82 A2 Ce M3EBPLIBAT, KOTATO 3AXPAHBAHETO &
U3KNIOHEHO, MONA, YBEPETe Ce, 4e LIeNCENsT Beve & u3saen,
NPEAY A3 OTBOPUTE (NABHWA KOPTYC

2. MposepsBaiiTe PeAOBHO CBLPIBAHETO Ha BepHTaTa BHTPE &
MalumHaTa 3a 338apABaHe, NOTBLPACTE, He BEPUTaTa & CBbp3aHa
NpaBUAHO U 33paB0 (0COBeHO BMbKHATa BPb3Ka AM
AKO OTKPHETE HAKAKBa P#Aa 1 pasxiaben, TP Aa
U3N0N3BATE WIKYPKa, 33 A3 M3TBCKATE PHIKAMBHA CAOT AU

- N OKUCAUTEAHATa NOBLPXHOCT, CBLPAKET OTHOBO U Ce yaepeTe,
[Ne6enuna | Pasctoa- | AnameTsp P p CkopocT Ha Fa308 noToK ue e 3apaso.
(mm) Hue Ha npoBoA-| Tok (A) Hanpe- 3aBapABaHe
g (mm)  [Huka d(mm wehue (V) | (cm/min) (n/mik) 4. KoraTo malHaTa e BKAKOMEHa, MONA, APLIKTE PHUETe Ci, KoCaTa,
0.8 A 0.840.9 60~70 16717 40~45 10~15 33BaPLYHATE MALIVHA, KATO Bb3AYLIGH BEHTMNATOP, Taka Ce
W36Area HapaHABaHe UK NOBPeAA Ha MalMHaTa
12 A 10 80~100 18719 4555 10715 5. 13n0N3BaIAK CYX M YUCT CrbCTEH BL3AYX 32 U3AYXBaHE Ha Npaxa
PE/IOBHO, aKO 33BaPBUHATA MaLLIMHA Ce M3N0N383 B CPeAa C AMM
16 A 10~12 | 100~120 | 18~20 45~55 10~15 WM 3aMBPCEH BB3AYX, 3a8apLIHAT MALLIMKA TPAGEA A2 Ce
NOUMCTEA OT NPaX BCeK AeH.
Ha CruCTeHMA Bb3ayX TPAGEA Aa Ce NOAALPKA B i
2.0 AorB 1.0~1.2 | 1007130 | 18720 4555 15720 pasymeH n0CT, 3a Aa ce u3GerHe NoBPeAa Ha ManKuTe YacTi
mawuHa.
23 B 10~12 | 120740 | 1921 | 45%50 15720
32 B 1.0~1.2 | 1307160 [ 19~22 4550 15~20 3a A2 n3berHeTe NONaAAHETO Ha BOAA WM BOAHA Napa BbE
Ta Ha 3asap MalwHa, ako ToBa ce cay4M,
45 B 12 150~200 21~24 40~45 15~20 BLTPELHUTE YaCTH Ha MaLuMHaTa TPAGBa Aa Ce M3CYLIAT NPaBUAHO. 3
Cnen Tosa TpAGBa 4a usnonssare Meg oMMeTnp, 3a A TecTsaTe

1. OKonHa cpepa
1) ipwbskTe ro cyx, korato paboTUTe, BAAKHOCTTA Ha Bb3Ayxa He TpA6Ba Aa goctura 90%.
2) PaboTHarta Temnepatypa Tpsbsa Aa 6bae mexay muHyc 10°C u natoc 40°C.

meway W Mexcay KoHekTopa
€ rnagHuA Kopnyc). Camo ako HAMa aHOManMK, TOraga 3aBapbyHaTa MalMHa MOXKeE Aa ce M3N0N38a.

AKO 328apUAHaTa MALLVIHA He Ce U3NON38a ABATO BPEME, T4 TPABB A3 Ce CHXPaHABa B OPUTMHANHATa KYTHA U
A3 Ce CEXPaNABa Ha CYXO MACTO.

uHenexuns
3 2 ce oUeHM HaNbAHO PaBoTaTa Ha MalMHaTa 32 3aBapABaNe, 33 A3 CE raPAHTUPa HeliHara BesonacHocT,
‘eXeAHeBHaTa NPOBEPKa € MHOrO BaXHa.

Exe/HeBHaTa NpoBepKa TPAGEA /a e CbCPEAoTOuN BHpXY. " 8 p: wac

3) He e no3BoneHo Aa ce paboTu Npu AbKA UAN CIBHYEBO rPeeHe, BoAa UK A
BOAA He e paspelleHo Aa ce MHOUATPUPAT B MaLLMHATA 33 3aBapABaHe.

4) 3a pa ce nsberHe paboTa B Cpesa C Npax, KUCeNMHa U ePO3MOHHA MPBCOTUSA.
5) Ysepere e, 4e HAMA CMYLLeHUA B OKO/HATa cpeAa Ha MACTOTO Ha UHCTanupaHe.
2. Bbnpocy, cBbp3anu ¢ 6esonacHocTTa

Ha 3asap ropenka u KaKTO M 6710Ka Ha BY3AYWHWA OTEOP. IpoBepeTe
CnepumTe YacTi 8 pea. KOrato e HeoBXOANMO, HAKOW OT HACTUTE Ce HY)KAAAT O NOUMCTBaHE U NOAMAHA. 33 A3
3aNA3UTe OPUTMHANHATA NPOM3BOAMTENHOCT HA MALIMHATA, YBEPETE Ce, Ye U3NON3BATE OPUTMHANHM YaCTH 33
3aBaPLYHA MALLIMHA OT HALLIATA KOMNAHUA.

1. 3ABAPOYHA MOLLHOCT

3aBapbyHUTE MaLMHMU Ca UHC Ha np CBPBLXTOK M THI

YCTPOVACT8a, Te ie cnpaT Aa paGOTAT, KOraTo HaMpEXeHWeTo, TOKLT U TemnepaTypaTa Ha
MaluMHaTa HaABMWAT CTaHAAPTa. AKO MAWWHWTE NPOAB/XKAT Aa PaBOTAT, TOBa e
YHULLOKI MALIMHATE, TaKa Ye MO, 0GBPHETE BHUMAHME Ha CIEAHUTE TOUKN:

1) Ocurypete gobpa BeHTUNALMUA

MIG e uHayctpuanHa mawuHa. Mo Bpeme Ha pa6oTa, cies KaTo paBOTHUAT TOK e TBbpae
BMCOK, €CTECTBEHATa BEHTUIALMA He € AOCTAaTbYHA 33 OX/1ak/AaHe Ha 3aBapbyuHaTa
MaluWHa, Taka ye TpAGBa 4a MHCTanMpaTe ABa BEHTUAATOPA B HEA, 33 a OX1aAMUTe Malm-
HaTa u Aa ocurypure ctabunta pabora.

OnepatopbT TpAGBA Aa Ce YBEPW, Ye BEHTMIMPAaHOTO MACTO He € NOKPUTO UK BNOKMPaHo,
Pa3CTORHWETO MeX/ly 3aBapbYHATa MaLLNHA U OKONHMTE 06eKTH TpABBa Aa e noseve OT
0,3 meTpa 1 Aa ce yBepu, 4e MMa 406pa BEHTUALMS, 3aLL40TO € MHOTO BaXHO 3a no-edek-
TMBHaTa paboTa Ha pbyHaTa MalWwmHa 1 ekcn, HEH XKUBOT.

2) He npeBuwagaiite HOMWHaNHWA PaboTeH LMKbA

OnepatopbT TpAGBa 4a 06BPHE BHUMAHME Ha HOMUHANHUA PaBOTeH UMKBA. KaTo uano
TpAb6Ba Aa paboTv B AONYCTUMUA ANANA30H. 3aBapbyHaTa MalUKMHA LLE CbKPATH eKcnaoa-
TaUMOHHMA XKMBOT UM AOPY LE Ce Y ako paboTeH unKbA.
3) CBpbXHanpexeHneTo e 3abpaHeHo

BXOAHOTO HanpexeHue ce NMoKa3Ba B e/1EMEHTHUTE Ha TexHWKaTa. KaTo uano Tpabsa aa
paboT B LONYCTUMMA AMANA3OH. AKO Ce NPEBULIK, TOBA LLIE YHULIOXKM MawmHuTe. Onepa-
TOpbT TPAGBA Aa 3Hae Ao6pe 33 TOBa U Aa NPeAnpUeME CbOTBETHUTE HaUMHN.

4) 3ap BcAKa MallMHA 33 3aBapABAHE MMa 333eMABALL, BUHT M CUMBO/ILT 3a 3a3eMABaHE e
otbenazaH.

Mpeay pabota onepatopbT TpA6Ba Aa u3bepe kaben ¢ AgnameTbp Hag 6 mm2, Aa CBbPKE
KOpryca Ha MaluMHaTa 3a 3aBapABaHe KbM 38YKa, 3a 1a 0CBO60AM eNeKTPOCTaTUUHOTO
©1eKTPUYECTBO 1 13 M3BErHe MHUMACHTA C U3TUUYAHE Ha 3aXpaHBaHe.

5) AKko pabotata Ha P MalmnHa paboTeH UunKbA,
MaWWHaTa MOXe A 3aWMTY CTaTyATa 1 BHE3AMHO Aa cripe Aa paboTu. Tosa 03Hauasa, ye
p MawuHa paboTeH UuKbA, NperpAsa v 3aaeicrsa

npesk/oYBaHe Ha TemnepaTypaTa, KOeTo BOAM A0 CMpaHe Ha paboTaTa Ha 3aBapbyHaTa
MaluMHa, KaTo B CbL4OTO BPEMe YepBeHaTa CBETMHA Ha NPeAHMA NaHen ceeTu. B Tasn
cuTyaums He TpABBa Aa U3KI0YBaTE MaLLMHATA, AalTe Bb3MOKHOCT Ha BEHTUAATOpUTE A3
NPOAB/KAT Aa PaBOTAT M Aa OXNaXAAT MawwuHaTa. Cea KaTo YepBeHaTa CBeTIMHa
M3racHe 1 TemnepaTypata ce NOHWXM /10 CTaH/AAPTHaTa, 3aBapbyHaTa pabota moxe Aa
3anou4He OTHOBO.

YACTU K/IOYOBA NOAAPBKKA 3ABE/IEXKHN
Korponen 1. NpeskntoysaHe, NpeobpasysaHe u
MHCTanupaxe.
naxen
2. MposepeTe Aanu CBETAMHHUAT
MHAMKATOP 32 3aXPaHBaHe e BK/IYeH
VNN U3KNKOYEH.
AKO HAMA 3BYK OT BbpTeHEe
Oxnampauy 1. Mposepere Aa/w uma BATLP M AW 15 geyirnatopa nan uma

BeHTMnaTop | 3BYKDT € HOpmasneH. HAKaKbB HeobMYaeH 3BYK,

ToBa 03Ha4asa, Ye TpAGBa
/ia HanpasuTe BbTpeLeH
OCHOBEH PEMOHT.

1. KoraTo 3axpaHBaHeTo e BK/IIYEHO,
H Aanv uma HO
TpenTeHe Unn GpbmueHe.

2. Npw BKAOYBaHE Aanu UMa
cneynduyHa mupmsma.

3. MpoBepeTe BLHWHNA BUA HA
MaluMHaTa, Aanu UMa cneau ot
HarpsiBaHe, Kato Hanpumep
obe3upeTasaHe.

1. lanv Bb3AylWHaTa Tpbba e
M3HOCEHA U/ KOHEKTOPBT e
pasxnabeH.

2. NposepeTe Aanu BLHWHUAT Kanak
W ApYruTe 3aKpensaty YacTv ca
pasxnabeHu.

BbHWeH Bug
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RO7TOR

2. AKEN
YACTU KNIOYOBA NOAAPBKKA 3ABE/IEXXKKN
Dioza 1. 3a aa nposepuTe Aanu uHcranaum- | £a Gvae npuunHata 3a nopue)
ATa e cTabuHa U Npe/iHUTe YacTu ca
Aedopmaumu.
[la 6bae npuumHata 3a
2. [lanv ¢ npbeku. M3rapaHeTo Ha daknara.
(EpextmBHUAT meToa e aa
u3nonssare cpeacTBO NPOTUB
NpbCKM)
1. [lanu uHcTanaumaTa e 3apasa. Tosa we nospeay pesbata Ha
3aBapbyHaTa ropeska.
KoHTakTeH 2. NposepeTe Aany HakpaitHuyuTe ca | Aa 6bAe npuunHata ARC aa e
coser W3HOCEHM W AlynKaTa e 3aceHana u Hectabune n ARC ga e
3anywena. npeKbeHar.
1. MposepeTe AbMmKMHaTa Ha Tpbbata | TPvbaTa TpAbBa Aa ce cmeH,
OT TeN0N0AABALLOTO YCTPOMACTBO. aKO AB/HKMHATA € No-Masika oT
6 mm. AKko Tpbb6ara ot Teno-
N0AaBaLLOTO YCTPOUCTBO &
TBbPAE KbCa, TOBA Le AoBeae
A0 HectabunHa ARC. (Korato
cMmeHATe TpbbaTa, umaiite
npeABuA, Ye Ab/KUHATA
TpAGBa Aa e Masko No-AbAra
0T yKa3aHoTO B pasnopeabara.,
2. MpoBepeTe Aanu AMaMeTbpsT Ha HecboTBeTcTBMeTO NpUIMHABA
3aBapbuHaTa Ten CbBNaja C BbTpew- | Hectabunxoct Ha ARC. Mons,
HWUA AMamMeTbp Ha TpbbaTa 3a cmeHete Tpba
nogasaHe Ha Ten. 3a nogasaxe Ha Ten.
3. OrbBaHe v yAb/kasake Ha yactuTe. | T0Ba Npu4nHABa Hepobpa u
HectabunHa pabota Ha Teno-
10A4aBaLOTO YCTPOUCTBO Ha
Mapkyu 3a ARC, mons, npomeHerte.
Tenonoga-
BalLo 4. NMposepete fanu BeTpelwHata Tpb6a| ToBa NpuUMHABA Hepobpa 1
ycTpoiicTeo | © 3aMbpceHa wam 3anywena ot Hectabunxa pabora Ha Teno-
0OCTaTbUM OT NOKPUTHETO Ha NOAABALLOTO YCTPOWUCTBO HA
3aBapbyHara Ten. ARC. (noumcrete ¢ KepocuH
uamM cmeHeTe Tpb6aTa Ha
Te/I0N0AABAOTO YCTPOICTBO
c HoBa)
5. Mposepete aanu Tpbbara 3a MpuunHABa NPBCKN.
nonasae HaTen u "O" npwcrensTca | 1. Tepmoceusaemara Tpb6a e
W3HOCEHM. M3HoceHa, TpAGBa Aa cMeHuTe
HOBa Tpbba 3a NojaBaHe Ha
Ten.
2. “O” NPBLCTEHBT @ U3HOCEeH;
TPAGBa A3 Ce CMEHM C HOB.
1. NpoBepeTe ganv e 3a6pasun Aa Tosa NpuimMHABa AedeKTn npu
B WM pynkata e ) Np ot
cnautep WAW YacTUTe ca 3aKyneHu oT Apyra Heo6pe uHepTeH ras (Hanp.
$abpuka. npbeku). OcBeH Ye HocuTe
deHepyeTo, mons, TpeTupaiite|
r0 NPaBuUHo.
3. Tenonogasayo yCTponCcTBO
YACTU K/NOYOBA NOAAPBKKA 3ABE/EXKHU
[Jlanu perynupaiite pbKoxsaTKaTa 3a
[Npbxka 3a HaTUCK KbM CTaHAapTHUA pes, ¢ Tosa BOAM A0 HecTabUNHOCT
HaTUCK WHCTPYKUmMK. (Mons, 06bpHeTe Ha noAasaHeTo Ha Ten u
BHUMaHKe: 3abpaHeHo e aa ce Abrata.
noBpeav 3aBapbyHarTa Tes, KOATO e
nog 01,2 mm)
[anv BxoawT Ha Tpb6ata e 6nokupan | MoUMcTeTe Npaxa 3a pAsaHe u
OT npax 3a pA3aHe 1 oTNagb4YHU OTnNafbUHNTE TPOXY, 3a Aa
Tpv6ara Ha TpoXM. nposepuTe NpuyMHaTa 3a
BnokupaHe.
Tenonosa-
sauoto CbBnagar im Ao6pe ANameTbpsT Ha Ako He Coaa
» 3aBapbyHaTa Ten v BLTPELHUAT AHE, TOBa Uie
YCTPOACTBO | 1amersp Ha Tpb6aTa? [AoBeae A0 HecTabuHo 3asa-
pABaHe, KaKTo 1 A0 Npax 3a
3a A2 NpoBepuTe LieHTbpa Ha pA3aHe 1 OTNaABYHM TPOXU.
TpbbaTa Ha TeNoNoAABALLOTO
ycTpoiicTeo TpsibBa Aa cboTBeTCTBA Henocneposatentocrra we
Ha LleHTbpa Ha cnoTa Ha ponkata [A0BEAE 10 HECTaBUNHOCT Ha
33 BOAaY Ha Ten. npaxa 3a pA3saHe 1 3aBapasa-
HeTo.

Bopelia 1-IMameTbpbT Ha 3aBapbyHaTa Ten 1- Tosa we Npu4nHy Npax 3a
ponka 3a TpAbBa Aa 6bAe ChIMAT KaTo HOMK- | 3aBapABaHe W 3anywsaHe Ha
HaNHUA AMaMeTbp Ha BoAewaTta Tpv6ata Ha TenonoAaBaLoTo
Ten ponka. YCTPOMCTBO, KaKTO 1 HecTabuHa
2- 3a pa NpoBepuTe Aanu CNOTHT Ha Abra.
ponKaTa 3a HacouBaHe Ha Ten e 2- AKO UMa HAKaKBa Heobu4aii-
OT6/I0KMpaH. Ha CMTyauus, MO/IA, CMeHeTe ¢
HOBaTa BOAELYA PO/IKA 32 TeN.
3a ja npoBepuTe CTabUNHOCTTa Ha Tosa NpuuMHABa HeedeKTUBHOCT|
MpuUTUCKaWO| 3aBbpTaHe, NOBLPXHOCTTA Ha Ha NO/IaBaHETO Ha TeN 1 cneq
Koneno HanAraHe Ha 3aBapbyHaTa Ten M Aanu | TOBa BOAM A0 HECTABUNHOCT Ha
KOHTaKTHaTa NOBbPXHOCT & CTaHana Abrata.
TACHa.
4. U3xopeH Kaben
YACTH K/TIOYOBA NOAAPHKKA 3ABE/IEXXKKU
Kabenwna |1-lanv kabenwt Ha 3aBapbyHaTa 1. Tosa we posese A0 Heedek-
mur rope/ika ce oroea T8bpAe MHOro. TUBHOCT Ha paboTaTa Ha Teno-
ropenka 2-[lanu KOHEKTOPBT Ha MeTanHuA 6bP3 | N0AABALLLOTO YCTPOICTBO.
wencen e cBbp3aH 3Apaso. 2. OrbBaHeTo Ha Kabena we fo-|
Bezle 10 NpeKaneHo CU/HO no-
[AlaBaHe Ha TeN 1 HeCTaBUAHOCT
Ha Aprata.
* Mons, nsnpasete kabena Ha
ropenkara MIG, KoraTto pa6oTu-
Te C MawmHaTa.
Maxopen |1 MsHocBake v nospeaa Ha usonaun- | 3a ga ocurypute ndHa 6eso-
Kaben OHHMUTE YacTu Ha Kkabena u ap. NacHOCT ¥ CTaBUAHOCT Ha 3aBa-
2. OTKpuTH KabenHu BPb3KK (NoBpeaa | pasaHeTo, B3emeTe noaxoas-
Ha U301aLUmMATa) U pasxnabequ WA MeToZ, 3a PEMOHT criope,
cuTyaumATa Ha paboTHOTO
mACTO.
* EXXe/IHEBHA NOAAPLKKA - B
06K MHUK, oNpocTABaHEe
* Pefl0BHa NOAAPbBKKA -
AbN6OKO, BHUMATENHO
1. BXOABT Ha BXOAHATA 3aWMTa Ha
Ta KyTus, e
BxoaeH /43711 U3XOAHWTE CbeaMHEHNA ca
Kaben 3apasu.
2. [lanu KOHEKTOPUTE Ha 3aLLUTHOTO
YCTpoiicTBO ca paboTelu.
3. lanv Knemata Ha BXoAALvA 3a8a-
pbueH Kaben e 3Apaso CBbp3aHa.
4. Mo Bpeme Ha okabenABaHeTo Ha
8X0AHMA Kaben ce yBepeTe, ye u3ona-
LMOHHMTE YaCTX He Ca M3HOCeHM,
NOBPEAEHM 1 He Ca U3/NOXKEHN
NpoBOAAWMTE YacTh.
3emeH 3a Aa ce yBepuTe, Ye 3a3eMUTeNHMAT | 3a Aa NpeAOTBPATUTE M3TUYaHE
Kaben Kaben He e 0TBOpeHa Bepura u Ha eNIEKTPUYECTBO 1 A
KOHEKTOpUTE Ca 34pasu. ocurypute GesonacHocT, mona,
W3BbPLLIBAIITE EXXEeAHEBHA
noaapbKKa.
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GENE| VENLIK KURALLARI

UYARI!
Tim talimatlari okuyunuz
Asagida i tiim tali a elektrik ¢ , yangina ve/veya

ciddi yaralanmaya neden olabilir. Asagida listelenen tim uyarilarda gegen "kaynakg"
terimi, elektrikle ¢alisan (kordonlu) kaynak makinenizi veya pille ¢alisan (kablosuz)
kaynak makinenizi ifade eder.

BU TALIMATLARI KAYDEDIN

1) Calisma alani

a) Galisma alanini temiz ve iyi aydinlatiimig tutun. Daginik ve karanlik alanlar kazalara
davetiye gikarir.

b) Kaynak makinelerini yanici sivilarin, gazlarin veya tozun bulundugu yerler gibi
patlayici ortamlarda galistirmayin. Kaynakgilar, duman tozunu tutusturabilecek
kivileimlar gikarir.

c) Kaynak makinesini caligtirirken gocuklari ve etraftakileri uzak tutun. Dikkatinizi
dagitan seyler kontroliiniizii kaybetmenize neden olabilir.

2) Elektrik giivenligi

a) Kaynakg! tapalari prize uygun olmalidir. Fisi higbir sekilde degistirmeyin.

Topraklanmis ( 1mis) kaynak makineleriyle herhangi bir adaptér fisi kullanmayin.
Degistirilmemis fisler ve uygun prizler elektrik carpmasi riskini azaltacaktir.

b) Borular, radyatérler, ocaklar ve buzdolaplari gibi topraklanmig veya topraklanmig
ylzeylerle viicut temasindan kaginin. Viicudunuz topraklanmissa veya topraklanmigsa
elektrik garpmasi riski artar.

c) Kaynakgilari yagmura veya islak kosullara maruz birakmayin. Kaynak makinesine giren
su elektrik garpmasi riskini artiracaktir.

d) Kabloyu kétiiye kullanmayin. Kabloyu asla kaynak makinesini tagimak, cekmek veya
fisten gekmek icin kullanmayin. Kabloyu isidan, yagdan, keskin kenarlardan veya
hareketli pargalardan uzak tutun.

Hasarli veya dolagmis kablolar elektrik carpmasi riskini artirir.

e) Bir kaynak makinesini disarida calistirirken, disarida kullanima uygun bir uzatma
kablosu kullanin.

Dis mekanda kullanima uygun bir kablonun kullanilmasi elektrik carpmasi riskini azaltir

3) Kisisel giivenlik

a) Bir kaynak makinesini kullanirken dikkatli olun, ne yaptiginiza dikkat edin ve
sagduyulu olun. Yorgunken veya uyusturucu, alkol veya ilag etkisi altindayken kaynak
makinesini kullanmayin.

Kaynak makinelerini galistirirken bir anlik dikkatsizlik ciddi yaralanmalara neden olabilir.
b) Guivenlik ekipmani kullanin. Daima goz korumasi kullanin.

Kosullara uygun toz maskesi, kaymaz giivenlik ayakkabilari, baret veya kulaklik gibi
glivenlik ekipmanlari kisisel yaralanmalari azaltacaktir.

c) Yanhslikla galishrmaktan kaginin. Figse takmadan 6nce anahtarin kapali konumda
oldugundan emin olun. Kaynak makinelerini parmaginiz anahtar tizerinde olacak sekilde
tagimak veya anahtar agikken fise takmak kazalara davetiye cikarir.

d) Kaynak makinesini calisirmadan énce herhangi bir ayar anahtarini veya anahtarini
cikarin.

Kaynak makinesinin dénen bir pargasina takili birakilan bir ingiliz anahtari veya anahtar
kisisel yaralanmaya neden olabilir.

€) Asiri uzanmayin. Her zaman dogru zemini ve dengeyi koruyun.

Bu, beklenmeyen durumlarda kaynakginin daha iyi kontrol edilmesini saglar.

f) Diizgtin giyin. Bol giysiler giymeyin veya taki takmayin. Saginizi, giysilerinizi ve
eldivenlerinizi hareketli pargalardan uzak tutun. Bol giysiler, takilar veya uzun saglar
hareketli pargalara takilabilir.

g) Toz cekme ve toplama tesislerinin baglantisi igin cihazlar saglanmigsa, bunlarin bagh
oldugundan ve uygun sekilde kullanildigindan emin olun. Bu cihazlarin kullanimi tozla
ilgili tehlikeleri azaltabilir.

4) Kaynakgi kullanimi ve bakimi

a) Kaynak makinesini zorlamayin. Uygulamaniz igin dogru kaynak makinesini kullanin.
Dogru kaynakgl, isini tasarlandigi oranda daha iyi ve daha giivenli yapacaktr.

b) Salter acilip kapanmiyorsa kaynak makinesini kullanmayin.

Anahtarla kontrol edilemeyen herhangi bir kaynak makinesi tehlikelidir ve onarilmasi
gerekir.

c) Herhangi bir ayarlama yapmadan, aksesuarlari degistirmeden veya kaynak
makinelerini saklamadan &nce fisi giic kaynagindan gikarin.

Bu tiir 6nleyici glivenlik 6nlemleri, kaynak makinesinin yanlishkla alistiriima riskini
azaltir.

d) Kullanilmayan kaynak makinelerini cocuklarin erisemeyecegi bir yerde saklayin ve
kaynak makinesini veya bu talimatlari bilmeyen kisilerin kaynak makinesini kullanmasina
izin vermeyin.

Kaynakgilar, egitimsiz kullanicilarin ellerinde tehlikelidir.

e) Kaynakgilarin bakimini yapin. Hareketli pargalarin yanls hizalanmasini veya

e

KULLANIM KILAVUZU

f) Kesme aletlerini keskin ve temiz tutun.

Bakimi diizgtin yapilmis, keskin kesici kenarlara sahip kesme aletlerinin sikisma olasilig
daha diistiktiir ve kontrol edilmesi daha kolaydir.

g) Kaynak makinesini, aksesuarlarini ve alet uglarini vb. ¢alisma kosullarini ve yapilacak
isi dikkate alarak bu talimatlara uygun olarak ve belirli kaynakg tipine uygun sekilde
kullanin.

Kaynak makinesinin amacindan farkli islemler igin kullaniimasi tehlikeli bir duruma
neden olabilir.

5) Hizmet

a) Kaynak makinenizin bakimini yalnizca ayni yedek parcalari kullanan kalifiye bir
tamirciye yaptirin.

Bu, kaynakginin glivenliginin korunmasini saglayacaktir.

ONLEM

Cocuklari ve zayif kisileri uzak tutun.

Aletler kullanilmadiginda cocuklarin ve zayif kisilerin erisemeyecegi yerlerde
saklanmalidir.

Giivenlik uyarisi

& Uyart: Liitfen calishrmadan dnce asagidaki giivenlik uyarisini okuyun.

/’ kaynak sirasinda dogru calisma da énemlidir.
Bu yiizden:
1. Kaynak baglig, yuz siperi ve koruyucu go:
zamanda hazir olacaktr.

2. Gozleri, yiizii, boynu ve kulaklari elektrik kivilcimi ve ark isinlarindan korumak igin
filtre ve cilt yiizi ile korunan uygun yiiz Seyirci arki i i ve yagmur
cuvalini ark isinindan ve su sigramasindan uzak tutmalidir.

3. Ark isinlarindan, sigramalardan ve sigramalardan korunmak igin uygun koruyucu giysi,
ayakkabi ve kask giyilmelidir.

4. Kivilcim ve sigramayi 6nlemek igin tim digmeler kapatilmalidir.

5. Diger calisanlari elektrik isinlarindan ve kivilcimlardan korumak i¢in yanmaz bélme

ve kapi perdesi kullanilmalidir.

6. Kaynak sigramasi temizlenirken koruyucu gozlik kullaniimalidir.

Q Tiim koruma ve diger --- Kaynak sirasinda kulak bashgi takiimahdir ve

ikler, calisma alaninda herhangi bir

Yangin ve Yanik —Cergeve ve arkin isisi yangina neden olabilir. Bu yiizden:

1. Tahta, kumas, 1slak yakit ve gaz yakiti gibi yanici malzemeleri kaynak galisma alanindan
uzak tutunuz.

2. Calisma alanindaki tim duvarlar ve zemin, igin igin yanma ve yangini 6nlemek igin iz
birakmamalidir.

3. Kaynak yapmadan énce tiim ¢aligma pargalarinin temizlendiginden emin olun ve
patlamayi 6nlemek icin sizdirmaz kap tzerinde kaynak yapmayin.

4. Yanginla miicadele ekipmani, kaynak ¢alisma alaninin yakininda hazirlanacaktir.

5. Ekipmanlari agiri yiikte kullanmayin.

6. Kaynaktan sonra yangin monitori kullanilacaktir.

Elektrik {erhangi bir veya 6
lutfen kaynak kaynagini islak alanda kullanmayin. Bu yiizden:

1. Giris kaynaginin pan ve ear sey sisteminin altindaki kaynagin bagh oldugundan emin
olmak igin.

2. Galisan pargalarin ve iyi elektrigin bagl oldugundan emin olmak igin.

3. Calisan kablo ve galisan parganin bagl oldugundan emin olmak igin.

4. Hasarli veya aginmis kabloyu zamaninda degistirmek.

5. Bez, galisma alani, tel, kaynak hamlaci, lehim tareti ve gu¢ kaynagi dahil olmak tzere
kuru tutun.

6. Gévdeyi is parcasindan ve topraktan izole edin.

7. Operat6r, nemli bir alanda galisirken kuru bir tahta tahta veya moloz ayakkabilardan
olusan yalitkan bir platform iizerinde durmalidir.

8. Glicli agmadan 6nce kuru ve sizdirmaz eldiven giyilmelidir.

9. Eldiveni ¢cikarmadan &nce giig kapatilmalidir.

. Elektromanyetik alan---- Tehlike getirebilir. Bu yiizden:

1. Kalp pili takan is¢i kaynak yapmadan énce doktora danismalidir; ¢linkii elektromanyetik
alan kalp pilinin normal calismasini bozabilir.

2. Elektromanyetik sagliksizdir.

3. Is¢i, durus stirelerine karsi asagidaki 6nlemleri alacaktir. kendini elektromanyetik

alana maruz birakmak:

(1) Elektrot nedenini ve sase kablosunu bir araya getirin ve miimkiinse bant da

ke

baglanmasini, pargalarin kirilmasini ve kaynakginin et ek diger
kosullari kontrol edin.

Hasarliysa, kullanmadan énce kaynak makinesini tamir ettirin. Bircok kazaya bakimsiz
kaynakgilar neden olur.

(2) Kaynak dokunma kablosunu ve sase kablosunu kendi etrafiniza sarmayin.

(3) Torg ve sase bir koyun.
(4) Sase kablosunu is pargasina baglayin ve kaynak bélgesine miimkiin oldugu kadar
yaklastirin.

(5) Mumkin oldugu kadar kaynak kaynagindan ve kablodan uzak durun.
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Sis ve gaz----Kaynak sisi ve gazi, 6zellikle sinirh alanda isciyi rahatsiz
edebilir veya rahatsiz edebilir, bu nedenle sisi ve gazi solumayin.
Bu yiizden:

1. Galisma alaninda dogal mekanik h. ic1 hazirl {
(galvaniz, tohum, paslanmaz celik, bakir, ginko, oku, berilyum veya kalsiyum) kaynak
yapmayin ve ayrica kaynak sisini ve gazini solumayin.
2. Zehirli gaz fosgen veya diger taklit gazlardan kaginmak icin yag giderme veya
puskirtme isleminin yakininda kaynak yapmaz.
3. Gozlere, buruna veya tehditlere karsi ok az taklit hissediyorsaniz. Kaynak islemini
durduracak ve havalandiriciyi mikemmellestireceksiniz. Kendinizi rahatsiz hissediyorsaniz
kaynak yapmayi hemen birakmalisiniz.

i:f Ekipman bakimi----Yanlis veya uygun olmayan ekipman bakimi, yaralanma veya

oliime neden olal Bu yiizden:

1. Lisansl kisiler montaj, bakim ve diger bazi islemleri yapabilir.
2. Glg kaynaginda herhangi bir bakim galismasi gerektiginde gii¢ kaynagi kapatilacaktir.
3. Kablo, topraklama kablosu, konektér, ana kablo ve gii¢ kaynaginin normal galistigindan
emin olun.
4. Aletleri ve ateslemeyi kotiiye kullanmayin.
5. Glvenli ekipmani ve kabin dozunu iyi durumda ve iyi durumda tutun.
6. Herhangi bir ekipmani degistirmeyin.

iz Kilavuzda kullanilan isaret su anlama gelir: dikkatli olun! Koruma altinda!

Kisisel giivenli zi dahil edin.
& Ani tehlike gelir. i
yaralanmasina veya 6lmesine neden olabilir.
& Potansiyel tehlike anlamina gelir, ayrica insanlarin
yaralanmasina veya 6lmesine neden olur.
& m Tehlike anlamina gelir, insanlari yaralayabilir.
Uriin Agiklamasi

ECHNOMIG Serisi, uluslararasi gelismis invertdr teknolojisini benimser, MMA ve MIG/
MAG kompakt kaynak makinesinin iki islevini birlestirir. Ust diizey teknoloji PWM (darbe
genislik modiilasyonu) ve IGBT tarafindan yapilmistrr. invertr gii¢ anahtari becerisini
kullanmak, tim makil agirhigini ve boy azaltir. Makinelerin islevi ve Ozelligi:
Sabit kablo hizi, Daha az sigrama, Hafif, Enerji tasarrufu, Disiik girtilti, Kompakt ve
calistirmast kolay.

Bu model, diistik karbonlu gelik, alagimli gelik ve paslanmaz celik kaynak ile iyi calisabilir.
Burada MIG, METAL INERT GAS'in kisaltmasidir ve aktif olmayan bir koruyucu gazla,
genellikle Argon veya bir gaz karisimiyla (MIX-GAS) kaynakla ilgilidir. MAG, METAL ACTIV
GAS anlamina gelir ve aktif bir koruyucu gazla, genellikle karbon dioksitle kaynakla
ilgilidir ( CO2).

Bu ¢ok islevli kaynak makinesi, gelismis invertor teknolojisini benimser. Hafif, kompakt
ve D. I. Y kullanimi igin miikemmeldir. Yiiksek verim ve performansa, %60 agir hizmet
dongistine, kolay ark tutusmasina, mikemmel kaynak dikisi olusumuna, kiigiik hacme
ve kolay kullanima sahiptir.

FUNCTION&FEAT!

* Kararl Performans, otomatik voltaj kompanzasyon yetenegi;
*Kaynak voltaji ayari, kaynak akimi ile tam eslesme;

* Ark baslangici igin kolay, Daha az sigrama;
* Kaynak topu kesme islevi, Kaynak yuzeyi
* Entegrasyon tel besleyici, gaz tiipii ve kaynak makinesi, Hafif, kiigiik ve yiiksek verimlidir.
* ©0.8 ~ ®1.0 HO8Mn2Si, HO8MnSi, HO4MnSIAITIA, H18CrMnSiA,HO8CrMn2SiMo,
H10MnSiMo, H10MnSiMoTi teller ve benzeri igin Yaygin Kullanim;

* Urin tasarim, Gretimi ve denetimi standardi: GB15579.1-2004 ve IEC60974-1:2000'dir.

aktr.

Devre semasi
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Kablo baglantisi

1. Girig kablosu baglantisi

Her kaynak makinesinde giris kablosu bulunur, kabloyu 220V~240V AC giiciine baglayin.
2. Cikis kablosu baglantisi (liitfen MIG/MMA islevinin segimine dikkat edin)

2a. Toprak kablosunun hizli figini 6n panelde isaretli hizl sokete baglayin ve topraklama
pensesinin diger tarafini is parcasina klipsleyin.

2b.Torg, 6n panelde isaretlenen cikis soketine baglanmali ve sikica vidalanmali, ayni
zamanda kaynak teli manuel olarak torcun igine girmelidir.

3. Makara tutucunun montaji

1) Makara tutuculu kaynak telinin rafa sabitlenmesi, raf makara tutucunun deligine tam
olarak oturmalidir.

2) Kaynak telinin boyutuna gore, farkli boyutta tel yuvasi kullanmak.

3) Tel garkin vidali somununu ¢oziin, kaynak telini tel kilavuz borusu araciligiyla tel
yuvasina génderin, tel arki ayarlayin ve kaynak telini sikica bastirin, telin hareket
etmediginden emin olun. Basing gok yiiksek olmamalidir; kaynak telinin deformasyonunu
onlemek ve tel beslemesini etkilemek igin.

4) Kaynak telinin gevsemesini énlemek igin kaynak teli rulosu saat yontinde dénmelidir,
telin basini makara tutucunun yanindaki delige sabitlemelidir. Kaynak makinesinin giinliik
kullanimi sirasinda bitkme telinin sikismamasi igin liitfen telin bu kismini kesiniz.

5) Kilavuzdaki sayfa 10'a (Kaynak Parametreleri Hizli Sayfasi) gore, litfen tel yuvalarinin
farkli konumlarini segin.

REGULATOR _ |

= KABLOSU ")
Elkﬁ KABLOSU
Anahtarin iglevi

4. MIG / MMA fonksiyon segimi: Kaynak
fonksiyonunu segin.

8. Hizli tel besleme anahtari: anahtara
basarak tel besleme tinitesinin en yiiksek
hizda galismasini saglayin.

ayar digmesi

9. [Kaynak akimi] diigmesi: Kaynak akimini
ayarlayin (tel besleme hizi).

10. [Kaynak voltaji] diigmesi: Kaynak
voltajini ayarlayin

Gosterge

11. [Koruma] Gostergesi: Tek fazli gii |
kaynagi asiri voltaji, disiik voltaj ve |
kaynak makinesinin i¢ sicakliginin ok |=

yiiksek olmasi gibi giig sistemi arizasina

yonelik, bunlarin timi [Koruma]

Gostergesinin yanmasina neden olur.

12. [Guig] Géstergesi: Kaynak makinesi kontrol devresinde [giig] gbstergesi yanar.

Kaynak akimi ayari

Hazirlik galigmasinin tamamlanmasinin ardindan kaynak akimi ayarina baslanabilir.
Dogru segilmis Kaynak akimi ve ark voltaji, kaynak prosesinin stabilitesini, kaynak
kalitesini ve tretkenligi dogrudan etkiler.

Kaynak kalitesini saglamak igin, kaynak akimi ve ark voltajinin ok iyi bir sekilde
eslesmesi gerekir. Genellikle eslesme, tel capina, gerekli damlacik transferi bigimine

ve Uretkenlige baglidir. Ortak kaynak akimi ve ark gerilimi araligi agsagidaki tabloya gore
ayarlanabilir. Farkli malzemeler, sayfa 9'daki kaynak igin "Fast Sheet kaynak
parametreleri"ne atifta bulunmaktadir. Akim ve gerilim gegisinin CO2 kaynak akimi
aralig

GAZSISEST
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tel capi Kisa devre gegisi Partikul gegisi Kalinlik Aciklik | Tel capid kaynak kaynak | kaynak hizi | Gaz akisi
(mm) Akim(A) Voltaj(V) Akim(A) Voltaj(V) T G (mm) akimi gerilimi | (cm/dk) (L/dk)
0.6 40~70 17719 160~400 25~38 {mm) (mm) () )
08 607100 1819 2007500 26~40 10 25730 [ 0809 [ 70780 17718 | 50760 10~15
1.0 80~120 1821 200~600 27~40 1.2 2.5~3.0 1.0 70~100 18~19 50760 10~15
12 1007150 19723 3007700 8742 16 2.573.0 | 1.0~1.2 90~120 18~20 50~60 10~15
1.6 140~200 20~24 500800 32~44
2.0 3.0~3.5 | 1.0~1.2 100~130 19~20 50~60 10~20
Kaynak hizi segimi o 23 25430 | 10~12 | 120140 | 19721 | 5060 1020
Esas olarak Kaynak kalitesi ve tretkenligi g6z oniinde bulundurun. Kaynak hizi ok
hizliysa, iyi korumazsaniz, sogutma hizi artar, bu da kaynak esnekliginin azalmasina 32 3.0740 | 1.0~1.2 130~170 19721 2555 1020
neden olur.
Kaynak hizi ok yavassa, elemanlarin yanmasi kolaydir ve kaynak kabalagir. 45 20745 12 190~230 22724 45~55 1020
Normalde kaynak hizi 30 m/h'den fazla olmamalidir.
Tel Sapi uzatma segimi 3. Dik agi ve bosluk kaynagi igin parametre
Kuru gerilmis tel uzunlugunda artis, eriyik derinligi, tel erimesi hizlanir ve tretkenlik
artar. Ancak kuru, biiyiik, kaynasmasi kolay tel boyunca uzanir, ciddi sekilde sigrar,
boylece kaynak kararsizdir. Normalde uzun telin ¢apinin 10 katini alin.
€02 gaz akisinin segimi
Birincil degerlendirmenin koruyucu etkisi.
Ayrica kaynagi korumak icin i¢ kose kaynagin dis kosesine gore, akis diisiik olacak sekilde
sinirlandiriimalidir.
Asagidaki tablo degerlerine bakin C02 gaz akiginin segimi Kalinlik Agiklik | Tel capid kaynak | kaynak | kaynak hizi| Gaz akigi
T G (mm) akimi gerilimi | (cm/dk) (L/dk)
(mm) (mm) (A v)
kaynak €02 kaynak €02 kaynak C02 Kalin tel yiiksek
yontemi ince teli kalin tel akim kaynagi 1.2 2.5~3.0 1.0 70~100 18~19 50~60 10~15
€02 Akist 1.6 2.573.0| 1.0~12 90~120 18~20 50~60 10~15
(L / dak) 5715 15~25 25~50
2.0 3.03.5 1.0~1.2 | 100~130 19~20 50~60 10~20
23 3.03.5 1.0~1.2 | 120~140 19~21 50~60 10~20
Kaynak parametreleri Hizh Sayfa
Dogru secilmis Kaynak akimi ve ark voltaji, kaynak prosesinin stabilitesini, kaynak 32 3040 | 1.0~1.2 | 130170 | 22722 45~55 10~20
kalitesini ve tretkenligi dogrudan etkiler. Kaynak kalitesinin saglanmasi igin kaynak
akimi ve ark voltajinin gok iyi eslestirilmesi gerekir. Genellikle tel capina, gerekli a5 240745 1.2 2007250 | 23~26 45~55 10~20
damlacik transfer sekline ve uretkenlige dayal eslestirme.
Yaygin olarak kullanilan kaynak akimi ve ark voltaji araligi asagidaki tabloya bakin.
1. l-alin kaynagi parametreleri 4. Yigin kaynak parametreleri
v
%
S 9«5;
N VA - T 2.
8L [ E
Kaliniik Aciklik | Tel capid kaynak kayﬂakA kaynak hizi | Gaz akisi Kalinhk Aciklik | Tel capid kaynak kaynak kaynak hizi | Gaz akisi
T G (mm) akimi gerilimi | (cm/dk) (L/dk) T G (mm) akimi gerilimi | (cm/dk) (L/dk)
(mm) (mm) (A) (v) (mm) (mm) (A) (v)
0.8 0 0.8~0.9 60~70 16~16.5 50~60 10 0.8 A 0.8~0.9 60~70 16~17 40~45 10~15
1.0 0 0.8~0.9 75~85 17~17.5 50~60 10~15 1.2 A 1.0 80~100 18~19 45~55 10~15
12 0 10 70~80 17718 4555 10 1.6 A 1.0~1.2 100~120 18~20 45~55 10~15
16 o 10 80~100 18~19 45755 10~15 20 AorB | 1.0~12 | 100130 [ 18~20 45~55 15~20
2.0 0~0.5 10 100~110 19~20 40~55 10715 23 B 1.0~1.2 | 120~140 | 19~21 45~50 15~20
23 0.5~1.0| 1.0o0r1.2 | 110~130 19~20 50~55 10~15 3.2 B 1.0~1.2 130~160 19~22 45~50 15~20
3.2 1.071.2 | 1.00r1.2 | 1307150 19~21 40~50 10~15 45 B 1.2 150~200 21~24 40~45 15~20
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15

2. Duiz agih ve bosluk kayna

n parametreler

DiKKAT

1.Cevre

1) Gahgirken kuru tutunuz, Hava nemi %90'a ulagmamalidir.
2) Galisma sicakligi eksi 10°C ile art1 40°C arasinda olmalidir.
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3) Yagmurlu veya giinesli ortamlarda galistirilmasina izin verilmez, kaynak makinesine su
veya yagmur suyunun sizmasina izin verilmez.

4) Toz, asit ve aginabilir kir ortaminda galismaktan kaginmak.

5) Kurulum yerinde gevre ile herhangi bir etkilesim olmadigindan emin olunmasi.
2.Guvenlik Sorunlar

Kaynak makinelerinde asiri gerilim, asiri akim ve termik koruyucular takilidir, gerilim, akim
ve makine sicakligi standardin tizerine ¢iktiginda galismayi durdurur. Makineler calismaya
devam ederse, makineyi yok edecektir, bu nedenle litfen agagidaki noktalara dikkat edin:
1) iyi Havalandirma Saglayin

MIG enduistriyel bir makinedir. Calisma sirasinda, calisma akimi gok yiiksek oldugunda,
dogal havalandirma kaynak makinesini sogutmak igin yeterli degildir, bu nedenle makineyi
sogutmak ve kararli calismasini saglamak igin icine iki fan takmasi gerekir.

Operator, havalandirilan yerin kapatilmadigindan veya engellenmediginden emin olmali,
kaynak makinesi ile evredeki hedefler arasindaki mesafe 0,3 metreden fazla olmali ve iyi
havalandirmaya sahip oldugundan emin olmalidir, ¢linkii kaynak makinesinin daha verimli
calismasi ve daha uzun galisma émr igin gok onemlidir. agiklik.

2) Nominal Gérev Déngsiini Asmayin

Operator, nominal gorev déngustini fark etmelidir. Genel olarak, izin verilen aralikta
calistiriimalidir. Kaynak makinesi, nominal gérev dongiisiinii asarsa ¢alisma émriini
kisaltacak veya hatta yok olacaktir.

3) Asiri Gerilim Yasaktir

Girig gerilimi teknik 6gelerde gosterilir. Genel olarak, izin verilen aralikta ¢alistiriimalidir.
Asarsa, makineleri yok eder. Operat6r bunu iyi bilmeli ve buna uygun yollar segmelidir.

4) Her kaynak makinesinin arkasinda topraklama vidasi bulunmakta ve topraklama
semboli isaretlenmistir.

Operatér galisirmadan énce ¢api 6mm2'den biiyiik bir kablo segmeli, elektrostatik
elektrigi serbest birakmak ve gli¢ kagagi kazasini 6nlemek igin kaynak makinesinin kasasini
sese baglamalidir.

5) Galisan kaynak makinesi nominal gérev déngiisiinii asarsa, makine koruma durumunu
koruyabilir ve aniden galismayi durdurabilir. Bu, kaynak makinesinin nominal gérev
dongiisiinii aghigi, agiriisindigi ve sicaklik anahtarini tetikledigi anlamina gelir ve bu,
kaynak makinesinin ¢alismasinin durmasina neden olur, ayni zamanda 6n paneldeki
kirmizi isik yanar. Bu durumda makineyi kapatmamali, fanlarin calismaya devam etmesini
ve makineyi sogutmasini saglamamalisiniz. Kirmizi 1sik séndiigtinde ve sicaklik standarda
dustugiinde, kaynak isi tekrar baslayabilir.

1.Giivenlik uyarisi: Tiim bakim ve onanm islemler gii¢ kapaliyken
yapilmalidi, litfen ana kasay! agmadan énce fisin cekildiginden
emin olun

2.Kaynak makinesi icindeki devre baglantisini diizenli olarak kontrol
edin, devrenin dogru ve siki bir sekilde baglandigin onaylayin (6zel
yerlestirilmis baglanti veya bilesenler), Herhangi bir pas ve gevseklik
kesfederseniz, pasl tabakay! veya oksidasyon yiizeyini parlatmak
igin 2impara kagidi kullanin, yeniden baglayin ve sikica saglayin.

4. Makine agikken, litfen elinizi, saginiz, diger aletleri vb. kaynak
makinesindeki hava ifleyici gibi elektronik parcalardan uzak tutun,
yaralanmayi veya makinenin hasar gormesini onler.

5. Tozlan diizeni olarak iflemek igin kuru ve temiz basingh hava
kullanmak, kaynak makinesi duman veya hava kirlligi ortaminda
kaynak in tozlar her giin i
6. Kaynak makinesindeki kilgik parcalarin hasar gérmesini dnlemek
iin basingh havanin basinci makul bir seviyede
Kaynak makinesinin iine su veya su buhari girmesini 6nlemek icin,
makinenin i pargalart uygun sekilde kurutulmahidir. Bundan sonra,
yalitim test etmek icin Meg ohm metre kullanmaniz gerekir
(konektorler arasi ve ana kasa ile konektor arasi dahil). Ancak
herhangi bir anormallik yoksa kaynak makinesi kullanilabilir I
Kaynak makinesi uzun siire kullaniimayacak ise orijinal kutusunda ve
kuru ortamda muhafaza edilmelidir.

Denetleme
Kaynak makinesinin per tam
saglamak icin giinliik denetim gok nemlidir.
Giinliik inceleme, hava deligi blogunun yani sira kaynak torcu ve tel
besleyicinin cesitli parcalarindaki asinma ve deformasyona
odaklanmalidr. Sirasiyla asagidaki parcalar kontrol edin. Gerektiginde,
bazi parcalarin temizlenmesi ve degistirilmesi gerekir. Makine
g iin kaynak

gavenligini

X

firmamizin orijinal pargalarini

[ fjinalligi
kullandiginizdan emin olunuz.

PARCALAR ANAHTAR BAKIM ACIKLAMALARI

Kontrol Paneli | 1. Anahtarlama islemi, déniistiirme
ve kurulum.
2. Glg gostergesi 1s1iginin agik veya

kapali oldugunu dogrulayin.

ROTOR

Sogutma Fan| 1. Riizgar olup olmadigini ve sesin Fan dénme sesi yoksa veya

normal olup olmadigini dogrulayin. anormal bir ses varsa, dahili
bakim yapilmasi gerektigi
anlamina gelir.

Gug 1. GUg agildiginda, anormal titreme
veya yanma olup olmadig.

2. Gug agildiginda, kendine 6zgii bir
kokusu olup olmadig.

3. Renk solmasi gibi sicak belirtileri
olup olmadigini makine gérinimuni
kontrol edin.

GOruanum 1. Hava borusunun aginmig veya

konnektériin gevsek olup olmadigi.
2. Dig kapagin ve diger sabitleme
pargalarinin gevsek olup olmadigin
kontrol edin.

2. MESALE

PARCALAR ANAHTAR BAKIM ACIKLAMALARI

meme 1. Kurulumun saglam ve 6n kisimlarda | G6zenek nedeni olmak.
deformasyon olup olmadigini kontrol
etmek.

Mesalenin yanmasina sebep
2. Sigramali olsun. olmak. (Etkili yontem, sigrama
onleyici madde kullanmaktir)
Kaynak hamlacinin disine
1. Kurulumun saglam olup olmadigi. | zarar verecektir.

iletisim ipucu | 2- Uslarin asinmis olup olmadigini ve ARC'”?" kar.ars}z 0'"335'”'" ve
deligin sikigip tkanmadigini kontrol ARC'nin kesintiye ugramasinin
edin. nedeni olmak.

1. Tel besleyiciden gikan borunun Uzunluk 6 mm'den azsa boru

uzunlugunu kontrol edin. degistirilmelidir. Tel besleme
unitesinden ¢ikan boru gok
kisaysa, ARC kararsizligina
neden olur. (Boruyu
degistirirken, uzunlugun
hiikimde belirtilenden biraz
daha uzun olmasi gerek i
litfen unutmayin.)

2. Kaynak telinin gapinin tel besleme | Uyumsuzluk, ARC'nin kararsiz

borusunun i ¢apina uygun olup olmasina neden oluyor, Liitfen

olmadigini kontrol edin. uygun tel besleme borusuyla
degistirin.

Tel Stirme

Hortumu 3. Parcalarin biikiilmesi ve uzamasi. Tel besleme performansinin

iyi olmamasina ve ARC'nin
kararsiz olmasina neden olur,
lutfen degistirin.
4. ig borunun kirli olup olmadigini veya| Tel besleme performansinin
kaynak teli kaplamasinin artiklariyla | iyi olmamasina ve ARC'nin
tfikanmis olup olmadigini kontrol edin. | kararsiz olmasina neden olur.
(Kerosen ile temizleyin veya
yeni tel besleme borusuyla
degistirin)
5. Tel besleme borusunun ve "0" Sigramaya neden olur.
halkasinin asinmis olup olmadigini 1. Istyla daralan masura
kontrol edin. asinmis, yeni tel besleme
masurasinin degistirilmesi
gerekiyor.
2. “0"” halkasi aginmis;
yenisiyle degistirilmelidir.
1. Figin takilip takilmadigini veya . .

Hava Ayinici | deligin tikali olup olmadigini veya lyi olmayan Inert Gazdan
pargalarin bagka bir fabrikadan satin | (6rnegin sigrama) kaynaklanan
alinip alinmadigini kontrol edin. kaynak kusurlarina neden

olur. Mesale takmanin yani
sira, liitfen dogru davranin.
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3. Tel besleyici

4. Gikig Kablosu

PARCALAR

ANAHTAR BAKIM

ACIKLAMALARI

MIG mesale
kablosu

1-Kaynak torcu kablosunun ok
biikiltip bikilmedigi.

2-Metal hizli fig konnektoriiniin sikica
takilip takilmadigi.

1. Tel besleme Gnitesinin
verimsiz galigmasina neden olur}
2. Kablonun biikiilmesi, telin
cok fazla beslenmesine ve arkin
kararsiz olmasina neden olur.

* Lutfen makineyi calistirirken
MIG torcunun kablosunu
duzeltin.

Cikis Kablosu

1. Kablonun izolasyon kisimlarinin
aginmasi ve hasar gérmesi vb.

2. Kablo baglantilarinin agikta kalmasi
(yaliim hasari) ve gevsek olmasi

Kisisel gtivenlik ve kaynak
stabilitesini saglamak igin,
caligma yerinin durumuna gore
uygun onarim yéntemini
kullanmak.

* Gunliik Bakim - genel olarak
basitlestirin

* Duizenli Bakim-Derinlemesine,
dikkatli

Girig Kablosu

1. Dagiim kutusunun girig koruyucu
girisi, Cikis baglantilarinin saglam olup
olmadigini kontrol edin.

2. Koruyucu cihazin konektérlerinin
¢alisir durumda olup olmadigi.

3. Girig kaynak kablosunun terminalinin
sikica baglanip baglanmadigi.

4. Girig kablosunun baglantisi sirasinda,
yaliim pargalarinin asinmadigindan,
hasar gérmediginden ve iletken
bolimlerin agiga gikmadigindan emin
olun.

Toprak
kablosu

Toprak kablosunun agik devre
olmadigindan ve konektorlerin saglam
oldugundan emin olmak igin.

Elektrik kagagini 6nlemek ve
guvenligi saglamak igin ltitfen
ginlik bakimini yaptiginizdan
emin olun.
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N ol Basing kolunu standart komut satirina | Tel besleme ve Ark kararsizligi ROTOR INVERTER WELDING MACHINE
asing kolu gore ayarlayin. (litfen dikkat edin: ile sonuglanir. .
01,2 mm'nin altindaki kaynak teline MMLT-320 EN 60974-1:2012
zarar vermek yasaktir) %@_@_ SN _
Kesme tozu ve atik kirintilari ile boru | Tikanma nedenini kontrol
girisinin engellenip engellenmedigi. etmek igin kesme tozunu ve 40A/16V~320A/30V
atik kirintilarini temizleyin. - == X 60% 100%
Tel besleme | Kaynak telinin capi ile borunun ig capi | Eslesmezse, kaynak Uo=60V 12(A) 320 248
borusu birbirine uygun mu? kararsizliginin yani sira kesme Uz(v) 30 26
tozu ve atik kinntilarina
neden olur 20A/20.8V~320A/32.8V
Tel besleyici borusunun merkezinin Tutarsiz kesme tozu ve - - X 60% 100%
tel kilavuz silindiri yuvasinin kaynagin dengesiz olmasina
merkeziyle tutarli olup olmadigini neden olur. Uo=60V 12(R) 320 248
kontrol etmek igin. Uz(v) 32.8 30
1-Kaynak telinin capi, tel kilavuz 1- Kaynak tozuna ve tel D2 1 svsom Ui=220V [ linax=76.9A | l1en=59.6 A
makarasinin anma gapi ile ayni besleme borusunun
olmalidir. tikanmasina ve ayrica Ark 1P21S C € EH[ E A m ?
kararsizhigina neden olur.
2- Tel kilavuz makarasinin yuvasinin 2- Anormal bir durum varsa
Tel Kilavuz <
N—— tikali olup olmadigini kontrol etmek liitfen yeni tel yonlendirme
Silindiri ici A
igin. makarasina gegin.
Dénme stabilitesini, kaynak telinin Tel besleme verimsizligine ROOMR INVERTER WELDING MACHINE
Basing Carki baslng\anzlrmla ‘/;llevli"i Vde temas neden olur ve ardindan Arc'in
yiizeyinin daralip daralmadigini kararsizligina neden olur. -1
Kontrol etmek igin. MMLT300 EN 60974-1:2012
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ROTOR

(€ DECLARATIE DE CONFORMITATE m

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 MMLT-320,
MMLT-300 a care se referd prezenta declaratie, respecta 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+A11:2020,EN 61000-3-11:2000,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: ISETC.000420210721

Data Inregistrarii: 21.07.2021

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: MMLT-320,
MMLT-300 are of series production and conforms to the following European Directives: Low Voltage Directive 2014/35/EU, Electromagnetic
Compatibility Directive 2014/30/EU and are manufactured in accordance with the following standards or standardized documents:

EN 60974-10:2014/A1:2015, EN 55011:2016+A11:2020,EN 61000-3-11:2000,EN 61000-3-12: 2011, EN |EC 60974-1:2018+A1:2019

CERTIFICATE NO.: ISETC.000420210721

Registration Date: 21.07.2021

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

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

Director

(€ OEKNAPALUA 3A CbOTBETCTBUE

Enedant Tync OO/, 3ansnaBa, Ye AonynsbpoeHnTe NpoayKTM ¢ mapka ROTOR: 3aBapbyeH anapart , mogen : MMLT-320, MMLT-300 ca npousseaeHn
B CbOTBETCTBME CbC C/IeAHNUTE AMPEKTUBM Ha EC: lupeKTuBa 3a H1CKO HanpexeHue 2014/35/EC, lnpeKTusa 3a eNeKTpomarHuTHa
cbBmecTumoct 2014/30/EC a cboTBeTCTBAT Ha M3bpoeHuTe ctaHgapth: EN 60974-10:2014/A1:2015, EN 55011:2016+A11:2020,

EN 61000-3-11:2000,EN 61000-3-12: 2011, EN IEC 60974-1:2018+A1:2019

CERTIFICATE NO.: ISETC.000420210721

[ara Ha peructpayma: 21.07.2021

TexHuyeckaTa JOKYMeHTauuaA ce nasu npu npoussogutens: ENNEGAHT TY/IC 00/,

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

AupekTop
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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
CERTIFICAT DE GARANTIE SI CALITATE RDTDR

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
Tel.: +40 741 236 663

/_\ ATENTIE! RESPECTATI CU STRICTETE INSTRUCTIUNILE DIN GHIDUL

DE UTILIZARE AL PRODUSULUI! Bucuresti
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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 [/19 MPOBEJEHNA TAPAHTUAHOTO PEMOHTA BEH3OMHCTPYMEHTA

1. fapaHTUA Ha 6EH30MHCTPYMEHT 1N 060PyaOBaHYe BCTYMAET B CUAY, C AATbl €70 MPOAAXKM KOHEUHOMY NOTPebUTento, U AeCTBYET B TeueHUm 12
MecsLeB. B rapaHTUiiHbIii nepriog Bnagenel, 060pyaoBaHra MMeeT NpaBo Ha 6ecnnaTHbI PEMOHT U yCTpaHeHUe HerncrpaBHOCTEN, ABNAIOWNXCA
3aBOJCKUM AedpeKToM.

2. I'apaH'rm?leu?l PEMOHT NPOU3BOANTCA TONIbKO B aBTOPU3NPOBAHHbIX MaCTePCKMX TONIbKO NpU Hannyun y Bnagenbua OﬁopyﬂOBaHMﬂ MONHOCTbIO
3aMo/IHEHHOrO rapaHTUINHOTO TasloHa yCTaHOBNEHHOro 06pasLa. HenpaBuibHO UK He MOMHOCTbIO 3aMOJIHEHHDI FAPaHTWHbBIN TaNoH He AaeT
npasa Ha 6ecnnaTHbIN rapaHTUIHBIA PEMOHT.

TAPAHTUVHBIE OBA3ATENbCTBA HE PACTIPOCTPAHAIOTCA HA PACXOHBIE U BbICTPOV3HALLMBAIOLLIMECA YACTM (CBEYN 3AXKUTAHNS,

BEAYLLAA 3BE3JOYKA, PE3NHOBbIE 1 MTACTUKOBBIE AMOPTU3ATOPbI 1 YINOTHUTENW, LUECTEPHA NPUBOAA, XPAMOBOE KONECO A

TPOC CTAPTEPA, ®UJIbTPbI, IEHTA TOPMO3A, MPYXUHA CLIEMNEHWA, KT KATYLKA SMTEKTPUYECKOIO TOKA), A TAKXKE CMEHHBIE MPUC-

MOCOBJIEHNA (PEXYLLIME OPTAHbI: LIEMN, LUWHbI, HOXI KYCTOPE30B, TA30OHOKOCUIIOK U TPUMMEPOB, JTECKA V1 TOJIOBKW TPUMMEPOB,

WX SNEMEHTbI HATAXEHWA W KPEMJTEHWA).

3. KoMnaHuA He HeceT OTBETCTBEHHOCTD 3@ BO3MOXHbIE PAacxofbl, CBA3aHHbIE C MOHTaXOM V1 [IeMOHTaeM rapaHTUINHOTo 060pyA0BaHuA, a
TakXe 3a yulep6, NpUUMHEHHbI ApYromMy 060pyJOBaHIIi0 B pe3ysibTaTe BbIXOAa U3[eNNA U3 CTPOSA B rapaHTUIHbIA Neprop.

4. lnarHocTyika 060pyA0BaHNA, BbIABMBLIAA HEO6OCHOBAHHOCTb MPETEH3MI KNNeHTa 1 NOATBePAVBLLAA PaboToCnocoGHOCTb ANarHOCTVPYeMOro
060pyAOBaHNA, ABNACTCA NIATHO YC/Yroi 1 NOANEXUT OnnaTe KIMEHTOM.

« PEMOHT 11 3AMEHA YACTEW HE NMPOZJIEBAET FTAPAHTUIHbIA CPOK.

« 3AMEHEHHbIE IETAJIN (ATPETATbI) MEPEXOAAT B COBCTBEHHOCTb OVIPMbI.

TAPAHTUWMHBIE MPETEH3UW NPUHUMAIOTCA NCKITIOYUTESIbHO B TOM CJTYYAE. ECNU:

1. Bbl pacnonaraete KBUTaHLMel O NOKYMKe;

2. MocTopoHHMe NrLa He NPOV3BOAMIN PEMOHT UM 3aMeHy YacTelt;

3. IHCTpYyMeHT He NoABeprancsa HenpaBubHOMN SKCNyaTaumy (neperpyska MHCTPYMEHTa WV NOAKIIOUEHNE He YTBEPXKAEHHbIX MPUHAZ-
NIEXXHOCTEN).

4. OTCyTCTBYET ylep6, MPUUYNHEHHDIV BHELUHVM BO3AENCTBMEM UM NOCTOPOHHIMM NPeAMETaMU, Hanp. NeCKOM U KaMHAMK.

5. OTCyTCTBYET Yllep6, np 1 He cobniog, Tpe6oBaHMii TEXHWNKN B OAUI HAU33aHWI MO SKCMyaTaLmm. UM OOOMOXXHOCTb NPOBEAEHNA
I'apaHTI/IIhHOFO PEeMOHTa;- Ha n3aenus, He MerLwmne NOTHOCTbIO N NPaBU/IbHO 3aMoIHEHHOIO I'apaHTVIVIHOI'O TanoHa yCTaHOBJ/IEHHOro o6pa3ua;

- Ha nsgenus, nmermne ncnpassieHna B I'apaHTI/IVIHOM TanoHe;

- Ha n3genua, NCnonb3oBaBlneca C He CO6J1|OF(€HI/I€M npennmcaHmﬁ WHCTPYKUWN NO 3KCnlyaTaunn

-Ha [ cnospexa , nony B pe3ynbTate HenpaBWibHOro MOHTaXa;

- Ha usgenva, paﬁoTasu.lme 6€3 CMa3ouHbIX maTtepuanos;

- Ha n3genus, aetann KoTopbiX UMeT MexaHUYecKui W3HOC, BbI3BaHHbIV aﬁpaSMBHbIMVI YyacTnuamu, Haxoaawy A B NepekKat on KNUOKOCTU;
- Ha n3genna ¢ MexaHn4yeCckMMn noBpexaeHnAaMmN, BOSHUKWUMN NPY TPAHCMNOPTUPOBKE U B pe3yibTaTe BHELWWHUX MeXaHNYeCKnx BO3ﬂeIZCTBI/IIZ
nocsne nepefaun n3penna KoHeYHoMy NoTpeGuTenio;

- Ha 13aennA umeloLve creabl Pasbopkin U pemMoHTa, Npon3BeaéHHbIe BHe Cnyx6bl cepBuca.

- Ha KapblopaTopbl UMeloLVecs ciefbl HeKBanN$ULMPOBaHHOrO PEMOHTa UMV PErySIMPOBKM B TeUEHM rapaHTUIHOTO CPOKa (AaHHble BrbI
PaboT NPON3BOAATCA UCKIOUNTENBHO B aBTOPU3MPOBAHHOM CEpPBICE)

VHCTpYyMeHT 6bin BblAaH MHe B paboyem cocToaHN, 6e3 Kakux-nnbo mexaHnueckux AedpeKkToB, B MOTHOM KOMMEKTe.

Pa6oTocnoco6bHOCTL Gbina NpoBepeHa B MOEM NMPUCYTCTBU.

A nonyunn pyKoBOACTBO M0 3KCrTyaTaLmm.

A o3HakomuncA C YCNOBUAMUN rapaHTUn 1 cornaceH ¢ HUMKn

NOANNCK NMOKYMATENA

PUNCTE SERVICE/CEPBUCHbI/ LIEHTP
BEM INNA SRL

LOCALITATE CONTACT

str.Uzinelor 1
+373(68)512 266, +373(79)912 266

Mun. Chisinau

31



CEPTUOUKAT 3A TAPAHLUNA KAYECTBO
RO7OR u
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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