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@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

A\

« Safety symbols found in the manual are used to identify potential hazards.

« When any one of the safety symbols are seen in this manual, it must be understood that there is
arisk of injury and the following instructions should be read carefully to avoid potential hazards.

« The possessor of the machine is responsible for preventing unauthorized persons from
accessing the equipment.

¢ Persons using the machine must be experienced or fully trained in welding / cutting they have to
read the user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols

A\
®

4>
1Qi-

ATTENTION
Indicates a potentially hazardous situation that could cause injury or damage.
In case if no precaution is taken, it may cause injuries or material losses / damages.

IMPORTANT
Specifies notifications and alerts on how to operate the machine.

DANGER
Indicates a serious danger. In case if not avoided, severe or fatal injuries may occur.

Comprehending Safety
Precautions

A\

¢ Read the user manual, the label on the machine and the safety instructions carefully.

* Make sure that the warning labels on the machine are in good condition. Replace missing and
damaged labels.

e Learn how to operate the machine, how to make the checks in a correct manner.

« Use your machine in suitable working environments.

« Improper changes made in your machine will negatively affect the safe operation and its
longevity.

« The manufacturer is not responsible for the consequences resulting from the operation of the
device beyond the specified conditions.

Electric Shocks
May Kill

:q

Fa

Make certain that the installation procedures comply with national electrical standards

and other relevant regulations, and ensure that the machine is installed by authorized
persons.

¢ Wear dry and sturdy insulated gloves and working apron. Never use wet or damaged gloves and
working aprons.

Wear flame-resistant protective clothing against the risk of burning. The clothing used by the
operator must be protective against sparks, splashing and arc radiation.

Do not work alone. In case of a danger make sure you have someone for help in your working
environment.

Do not touch the electrode with the bare hand. Do not allow the electrode holder or electrode to
come in contact with any other person or any grounded object.

Never touch parts that carry electricity.

Never touch the electrode if you are in contact with the electrode attached to the work surface,
floor or another machine.

By isolating yourself from the work surface and the floor, you can protect yourself from possible
electric shocks. Use a non-flammable, electrically insulating, dry and undamaged insulation
material that is large enough to cut off the operator’s contact with the work surface.

Do not connect more than one electrode to the electrode holder.

Clamp work cable with good metal-to-metal contact to workpiece or worktable as near the weld
as practical.

Check the torch before operating the machine. Make sure the torch and its cables are in good
condition. Always replace a damaged, worn torch.

Do not touch electrode holders connected to two machines at the same time since double
open-circuit voltage will be present.

Keep the machine turned off and disconnect cables when not in use.

Before repairing the machine, remove all power connections and / or connector plugs or turn
off the machine.

Be careful when using a long mains cable.

www.magmaweld.com
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Make sure all connections are tight, clean, and dry.

Keep cables dry, free of oil and grease, and protected from hot metal and sparks.

Bare wiring can kill. Check all cables frequently for possible damage. If a damaged or an
uninsulated cable is detected, repair or replace it immediately.

Insulate work clamp when not connected to workpiece to prevent contact with any metal
object.

Make sure that the grounding of the power line is properly connected.

Do not use AC weld output in damp, wet, or confined spaces, or if there is a danger of falling.
Use AC output ONLY if required for the welding process.

If AC output is required, use remote output control if present on unit.

Additional safety precautions are required when any of the following electrically hazardous
conditions are present :

« in damp locations or while wearing wet clothing,

« on metal structures such as floors, gratings, or scaffolds,

¢ when in cramped positions such as sitting, kneeling, or lying,

o when there is a high risk of unavoidable or accidental contact with the workpiece or ground.
For these conditions, use the following equipment in order presented:

¢ Semiautomatic DC constant voltage (CV) MIG welding machine,

« DC manual MMA welding machine,

* DC or AC welding machine with reduced open-circuit voltage (VRD), if available.

Procedures for « Turn off the electric power.
Electric Shock « Use non-conducting material, such as dry wood, to free the victim from contact with live parts

or wires.
o Call for emergency services.

If you have first aid training;

If the victim is not breathing, Administer cardiopulmonary resuscitation (CPR) immediately
after breaking contact with the electrical source. Continue CPR (cardiac massage) until
breathing starts or until help arrives.

Where an automatic electronic defibrillator (AED) is available, use according to ins tructions.
Treat an electrical burn as a thermal burn by applying sterile, cold (iced) compresses. Prevent
contamination, and cover with a clean, dry dressing.

Moving Parts May e Keep away from the moving parts.
Cause Injuries « Keep all protective devices such as covers, panels, flaps, etc., of machinery and equipment

{4 closed and in locked position.
@( % * Wear metal toe shoes against the possibility of heavy objects falling on to your feet.

WK LLLESSH, 1 0ng-term inhalation of fumes and gases released from welding / cutting is very dangerous.
May Be Harmful To g f fu g fr g/ g Is very dang, 2

Your Health < Burning sensations and irritations in the eyes, nose and throat are signs of inadequate

@z a ventilation. In such a case, immediately boost the ventilation of the work area, and if the
problem persists, stop the welding / cutting process completely.

Create a natural or artificial ventilation system in the work area.
Use a suitable fume extraction system where welding / cutting works are being carried out. If
necessary, install a system that can expel fumes and gases accumulated in the entire workshop.
Use a suitable filtration system to avoid polluting the environment during discharge.
If you are working in narrow and confined spaces or if you are welding lead, beryllium,
cadmium, zinc, coated or painted materials, use masks that provide fresh air in addition to the
above precautions.
If the gas tanks are grouped in a separate zone, ensure that they are well ventilated, keep the
main valves closed when gas cylinders are not in use, pay attention to possible gas leaks.
Shielding gases such as argon are denser than air and can be inhaled instead of air if used in
confined spaces. This is dangerous for your health as well.
Do not perform welding / cutting operations in the presence of chlorinated hydrocarbon vapors
released during lubrication or painting operations.
Some welded / cut parts require special ventilation. The safety rules of products that require
special ventilation should be read carefully. A suitable gas mask should be worn when
necessary.

Ty

=
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Arc Light May Damage -« Use a standard protective mask and a suitable glass filter to protect your eyes and face.
Your Eyes and Skin e« Protect other naked parts of your body (arms, neck, ears, etc.) with suitable protective clothing
. v from these rays.
/ « Enclose your work area with flame-resistant folding screens and hang warning signs at eye level
{éégi :?_é;ﬁ so that people around you will not sustain injuries from arc rays and hot metals.
« This machine is not used for heating of icebound pipes. This operation performed with the
welding / cutting machine causes explosion, fire or damage to your installation.
Sparks and Spattering « Performing works such as welding / cutting, surface grinding, and brushing cause sparks and
Particles May Get  metal particles to splatter. Wear approved protective work goggles which have edge guards
Into Eyes and Cause  under the welding masks to prevent sustaining possible injuries.
Damage
24
Hot Parts May Cause e« Do not touch the hot parts with bare hands.
Severe Burns e« Wait until the time required for the machine to cool down before working on its parts.

4

If you need to hold hot parts, use suitable tools, welding / cutting gloves with high-level thermal
insulation and fire-resistant clothes.

Noise May Cause
Damage To Your
Hearing Ability

®

The noise generated by some equipment and operations may damage your hearing ability.
Wear approved personal ear protective equipment if the noise level is high.

Welding Wires Can
Cause Injuries

A\

Do not point the torch towards any part of the body, other persons, or any metal while
unwrapping the welding / cutting wire.

When welding wire is run manually from the roller especially in thin diameters the wire can slip
out of your hand, like a spring or can cause damage to you or other people around, therefore you
must protect your eyes and face while working on this.

Welding Operations
May Cause Fire and
Explosion

Never perform welding / cutting work in places near flammable materials. There may be fire or
explosions.

Before starting the welding / cutting work, remove these materials form the environment or cover
them with protective covers to prevent combustions and flaring.

National and international special rules apply in these areas.

Do not apply welding / cutting operations into completely closed tanks or pipes.

Before welding to tanks and closed containers, open them, completely empty them, and clean
them. Pay the greatest attention possible to the welding / cutting operations you will perform in
such places.

Do not weld in tanks and pipes which might have previously contained substances that may
cause explosions, fires or other reactions.

Welding / cutting equipment heats up. For this reason, do not place it on surfaces that could
easily burn or be damaged !

Sparks and splashing parts may cause a fire. For this reason, keep materials such as fire
extinguishers tubes, water, and sand in easily accessible places.

Use holding valves, gas regulators and valves on flammable, explosive and compressed gas
circuits. Make sure that they are periodically inspected and pay attention that they run reliably.

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

Errors occurred if failed to do so may result in serious injury or death when using the
equipment.

The gas circuit elements operate under pressure; explosions may occur as a result of services
provided by unauthorized persons, users may sustain serious injuries.

It is recommended to perform technical maintenance of the machine and its auxiliary units at
least once a year.

www.magmaweld.com
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Welding / Cutting in
Small Sized and
Confined Spaces

A

o In small-sized and confined spaces, absolutely make sure to perform welding / cutting
operations, accompanied by another person.
¢ Avoid performing welding / cutting operations in such enclosed areas as much as possible.

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

« Take all necessary precautions when moving the machine. The areas where the machine to be
transported, parts to be used in transportation and the physical conditions and health of the
person carrying out the transportation works should be suitable for the transportation process.

« Some machines are extremely heavy; therefore, make sure that the necessary environmental

safety measures are taken when changing their places.

If the machine is to be used on a platform, it must be checked that this platform has suitable load

bearing limits.

If it is to be transported by means of a haulage vehicle (transport trolley, forklift etc.), make sure

of the durableness of the vehicle, and the connection points (carrying suspenders, straps, bolts,

nuts, wheels, etc.) that connect the machine to this vehicle.

If the machine will be carried manually, make sure the durableness of the machine apparatuses

(carrying suspenders, straps, etc.) and connections.

Observe the International Labor Organization’s rules on carriage weights and the transport

regulations in force in your country in order to ensure the necessary transport conditions.

Always use handles or carrying rings when relocating the power-supply sources. Never pull

from torches, cables or hoses. Be absolutely sure to carry gas cylinders separately.

Remove all interconnections before transporting the welding / cutting equipment, each being

separately, lift and transport small ones using its handles, and the big ones from its handling

rings or by using appropriate haulage equipment, such as forklifts.

Falling Parts May
Cause Injuries

A

Improper positioning of the power-supply sources or other equipment can cause serious inju
to persons and physical damage to other objects.

o Place your machine on the floor and platforms with a maximum tilt of 10° so that it does not fall
or tip over. Choose places that do not interfere with the flow of materials, where there is no risk
of tripping over on cables and hoses; yet, large, easily ventilatable, dust-free areas. To prevent
gas cylinders from tipping over, on machines with a gas platform suitable for the tanks, fix the
tanks on to the platform; in stationary usage applications, fix them to the wall with a chain in a
way that they would not tip over for sure.

Allow operators to easily access settings and connections on the machine.

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

o Allow the machine to cool down according to operation cycle rates.

* Reduce the current or operation cycle rate before starting the welding / cutting again.

¢ Do not block the fronts of air vents of the machines.

« Do not put filters that do not have manufacturer approvals into the machine’s ventilation ports.

Excessive Use Of The
Machine Causes
Overheating

DA

¢ This device is in group 2, class A in EMC tests according to TS EN 55011 standard.

« This class A device is not intended for use in residential areas where electrical power is supplied
from a low-voltage power supply. There may be potential difficulties in providing electromagnetic
compatibility due to radio frequency interference transmitted and emitted in such places.

This device is not compliant with IEC 61000 -3-12. In case if it is desired to be

My ol
connected to the low voltage network used in the home, the installer to make the
electrical connection or the person who will use the machine must be aware that
¢ Y the machine has been connected in such a manner; in this case the responsibility

belongs to the user.

* Make sure that the work area complies with electromagnetic compatibility (EMC).
Electromagnetic interferences during welding / cutting operations may cause undesired effects
on your electronic devices and network; and the effects of these interferences that may occur
during these operations are under the responsibility of the user.

If there is any interference, to ensure compliance; extra measures may be taken, such as the
use of short cables, use of shielded (armored) cables, transportation of the welding machine to
another location, removal of cables from the affected device and / or area, use of filters or taking
the work area under protection in terms of EMC.

To avoid possible EMC damage, make sure to perform your welding / cutting operations as far
away from your sensitive electronic devices as possible (100 m).
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« Ensure that your welding and/or cutting machine has been installed and situated in its place
according to the user manual.

Evaluation Of According to article 5.2 of IEC 60974-9;
Electromagnetic
Suitability Of The
Work Area

Before installing the welding / cutting equipment, the person in charge of the operation and / or
the user must conduct an inspection of possible electromagnetic interference in the environment.
Aspects indicated below has to be taken into consideration;

a) Other supply cables, control cables, signal and telephone cables, above and below the welding
/ cutting machine and its equipment,

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

d) Critical safety equipment, e.g. protection of industrial equipment,

e) Medical apparatus for people in the vicinity, e.g. pacemakers and hearing aids,

f) Equipment used for measuring or calibration,

g) Immunity of other equipment in the environment. The user must ensure that the other
equipment in use in the environment is compatible. This may require additional protection
measures.

h) Considering the time during which the welding / cutting operations or other activities take
place during the day, the boundaries of the investigation area can be expanded according to the
size of the building, the structure of the building and other activities that are being performed
in the building.

In addition to the evaluation of the field, evaluation of device installations may also be necessary

for solving the interfering effect. In case if deemed necessary, on-site measurements can also be

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

« The appliance must be connected to the electricity supply in the recommended manner by a
competent person. If interference occurs, additional measures may be applied, such as filtering
the network. The supply of the fixed-mounted arc welding equipment must be made in a metal
tube or with an equivalent shielded cable. The housing of the power supply must be connected
and a good electrical contact between these two structures has to be provided.

The recommended routine maintenance of the appliance must be carried out. All covers on the
body of the machine must be closed and / or locked when the device is in use. Any changes,
other than the standard settings without the written approval of the manufacturer, cannot be
modified on the appliance. Otherwise, the user is responsible for any consequences that may
possibly occur.

Welding / cutting cables should be kept as short as possible. They must move along the floor of
the work area, in a side by side manner. Welding / cutting cables should not be wound in any
way.

A magnetic field is generated on the machine during welding / cutting. This may cause the
machine to pull metal parts on to itself. To avoid this attraction, make sure that the metal
materials are at a safe distance or fixed. The operator must be insulated from all these
interconnected metal materials.

In cases where the workpiece cannot be connected to the ground due to electrical safety, or
because of its size and position (for example, in building marine vessel bodies or in steel
construction manufacturing), a connection between the workpiece and the grounding may
reduce emissions in some cases, it should be kept in mind that grounding of the workpiece may
cause users to sustain injuries or other electrical equipment in the environment to break down.
In cases where necessary, the workpiece and the grounding connection can be made as a direct
connection, but in some countries where direct connection is not permissible, the connection
can be established using appropriate capacity elements in accordance with local regulations
and ordinances.

Screening and shielding of other devices and cables in the work area can prevent aliasing
effects. Screening of the entire welding / cutting area can be evaluated for some specific
applications.

Electromagnetic Field
(EMF)

9

The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

o In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

* The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

www.magmaweld.com
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The electrical current passing through any conductor generates zonal electric and magnetic fields
(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

¢ In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

Welding / cutting and electric cables should not be wrapped around the body of the machine in
any way,

The body of the machine should not get caught between the welding / cutting cables. The source
cables must be kept away from the body of the machine, both being placed side by side,

The return cable must be connected to the workpiece as close as possible to the work area,
The welding / cutting machine should not rest against the power unit, ensconce on it and not
work too close to it,

Welding / cutting work should not be performed when carrying the wire supply unit or power
unit.

EMF may also disrupt the operation of medical implants (materials placed inside the body), such
as pacemakers. Protective measures should be taken for people who carry medical implants. For
example, access limitation may be imposed for passers-by, or individual risk assessments may be
conducted for welders. Risk assessment should be conducted and recommendations should be
made by a medical professional for users who carry medical implants.

Protection

DY

« Do not expose the machine to rain, prevent the machine from splashing water or
pressurized steam.

Energy Efficiency

@f

o Choose the welding / cutting method and welding machine for the welding work you are to
perform.

Select the welding / cutting current and/or voltage to match the material and thickness you are
going to weld.

If you have to wait for a long time before you start your welding / cutting work, turn off the machine
after the fan has cooled it down. Our machines with smart fan control will turn off on their own.

Waste Procedure

)4

« This device is not domestic waste. It must be directed to recycling within the framework of the
European Union directive and national laws.

Obtain information from your dealer and authorized persons about the waste management of
your used machines.
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% TECHNICAL INFORMATION

. 1.1 General Information

monoMIG 200ik is a single-phase, voltage-controlled, compact MIG / MAG welding machine designed
specifically for use in repairing dense thin metals. When using suitable welding wire and shielding gas,
any type of metal can be welded with this machine. Welding of unalloyed steels can be performed with
low spatter and stable arc even under COz. Wire feed unit has one reel. The machine is cooled by fans
and it is thermally protected against overheating.

. 1.2 Machine Components

Figure 1 : monoMIG 200ik
1- Wire Speed Welding Current Indicator 10- Welding Polarity Cable

2- Set / Source Voltage Indicator 11- Gas Inlet

3- Torch Cable Connection 12- On / Off Switch

4- Spool Gun Connection 13- Remote Control Input

5- Rotating Wheel with Brake 14- Mains Cable

6- Handle 15- Canister Wire Entry

7- Wire Speed Adjustment Pot 16- Fixed Wheel

8- Voltage Adjustment Pot 17- Gas Cylinder Transport Platform
9- Polarity Connections 18- Swivel Wheel

www.magmaweld.com USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU
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m . 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. BHZ-CDHP=  Single Phase Transformer Rectifier
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE
|: Horizontal Characteristic
MONOMIG 200ik SeriNo :
5 MIG/MAG Welding
=SHV (O HBI= [N 60974-1/ EN 60974-10 / Class A
30A 7 15.5V - 200/ 24V DD Mains Input 1-Phase Alternating Current
g X 16% 60% 100% E Suitable for Operation at Hazardous
— U=52v I2 200A 103A 80A Environments
° U2 24V 19.2v 18V X Duty Cycle
| h 37.4A | 16.6A | 12.5A
$1 8.6kVA | 3.8kVA | 2.9kVA Uo Open Circuit Voltage
DD U,=230v |,..= 37.4A l..= 15A i
\ imax E et Ux Mains Voltage and Frequency
1~(50-60Hz)
[5] IP21S CE€ Uz Rated Welding Voltage
I Rated Mains Current
I2 Rated Welding Current
S1 Rated Power
1P21S Protection Class
Duty Cycle
Tempirature (%]
Time (min.)
6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

As defined in the standard EN 60974-1, the duty cycle rate includes a time period of 10 minutes.

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can weld / cut
without interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the following

4 minutes should be kept idle for the machine cool down (zone 2).
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. 1.4 Technical Data

TECHNICAL DATA UNIT monoMIG 200ik
Mains Voltage (1-phase 50-60 Hz) \" 230
Rated Power kVA 8.6
Welding Current Range ADC 30-200
Rated Welding Current ADC 200 (%16)
Open Circuit Voltage VDC 52
Dimensions (1 x wx h) mm 888 x455x 870
Weight kg 48
Protection Class IP 21S
. 1.5 Accessories
STANDARD ACCESSORIES QTY monoMIG 200ik
Workpiece Clamp and Cable 1 7905212503 (25 mm? - 3 m)
Gas Hose 1 7907000002
OPTIONAL ACCESSORIES QTY monoMIG 200ik
Lava MIG 25 (3 m) Air Cooled MIG Torch 1 7120020003
Gas Regulator (CO2) 1 7020001005
Gas Regulator (Mix) 1 7020001004
CO2 Heater (24V) 1 7020009003
Spool Gun 1 7121018006
MIG / MAG CO, Accessory Set* 1 7920000521
MIG/MAG Mix/Argon Accessory Set* 1 7920000525

* Should be verified during ordering.

www.magmaweld.com
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% INSTALLATION
. 2.1 Delivery Control

Make sure that all the materials you have ordered have been received. If any material is missing or damaged,
contact your place of purchase immediately.
The standard box includes the following;

¢ Welding machine and connected mains cable e Warranty certificate
» Workpiece clamp and cable e User manual
¢ Gas hose ¢ Welding wire

In case of a damaged delivery, record a report, take a picture of the damage and report to the transport
company together with a photocopy of the delivery note. If the problem persists, contact the customer service.

. Symbols and their meanings on the device

Welding may be dangerous. Proper working conditions should be ensured and necessary precautions
j\ should be taken. Specialists are responsible for the machine and have to be equipped with the necessary
equipment and those who are not relevant should be kept away from the welding area.

- =1 This device is not compatible with IEC 61000-3-12. If it is desired to connect to the low voltage mains used
& in homes, it is essential that the installer or the person who will operate the machine to make the electrical

connection has information on the machine’s connectivity. In this case the responsibility will be assumed
by the person who will perform the installation or by the operator.

The safety symbols and warning notes on the device and in the operating instructions must be observed
and the labels must not be removed.

%‘i Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and
* no foreign objects should be inserted.

. 2.2 Installation and Operation Recommendations

e Lifting rings or forklifts should be used to move the machine. Do not lift the machine with the gas cylinder.
Place the power supply on a hard, level, smooth surface where it will not fall or tip over.

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dustand moisture near the machine. Do not operate the machine under direct sunlight. If the
ambient temperature exceeds 40°C, operate the machine at a lower current or a lower operating cycle.

 Avoid welding outdoors in windy and rainy weather circumstances. If welding is necessary in such cases,
protect the welding area and the welding machine with a curtain and canopy.

» When positioning the machine, make sure that materials such as walls, curtains, boards do not prevent easy
access to the machine’s controls and connections.

« If you weld indoors, use a suitable fume extraction system. Use breathing apparatus if there is a risk of
inhaling welding fumes and gas in confined spaces.

» Observe the operating cycle rates specified on the product label. Suspending operating cycle rates can
damage the machine and this may invalidate the warranty.

 The supply cable must comply with the specified fuse value.

» Tighten the ground wire as close as possible to the workpiece. Do not allow the welding current to pass
through equipment other than the welding cables such as the machine itself, gas cylinder, chain and roller
bearing.

» When the gas cylinder is placed on the machine, secure the gas cylinder by connecting the chain immediately.
If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

* The electrical outlet on the back of the machine is for the CO2 heater. Never connect a device to the C0z outlet
other than the COz heater !
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. 2.3 Welding Connections
M 2.3.1 Connecting Grounding Clamp to Workpiece

e As standart use you must connect your grounding clamp to negative (-) polarity plug and welding polarity
cable to positive (+) plug.

» Some wire types can weld at negative polarities. In that case please connect your grounding clamp to positive
(+) plug and welding cable to negative (-) pole.

¢ Connect the grounding clamp firmly to the workpiece as close to the area to be welded as possible.

M 2.3.2 Gas Connections

¢ If you will use the gas cylinder on the gas cylinder transport platform on the machine, place the gas cylinder
here and secure it with a chain.

¢ If you will not place the gas cylinder on the machine, secure the gas cylinder to the wall with a chain.

« Use safety regulators and heaters according to the standards for work safely to achieve the best results.

» Make sure the size of the hose connection of the gas regulator you are using is 3/8.

 Open the gas cylinder valve keeping your head and face away from the outlet of the valve and keep it open for
5 seconds. By this means, possible sediment and impurities will be discharged.

o If the COz heater is to be used, first connect the CO2 heater to the gas cylinder. After connecting the gas
regulator to the CO2 heater; insert the plug of the CO2 heater into the CO2 heater outlet on the back of the
machine.

o If the COz heater will not be used, connect the gas regulator directly to the gas cylinder.

 Connect one end of the tube hose to the gas regulator and tighten the clamp. Connect the other end to the gas
inlet at the back of the machine and tighten the nut.

« Open the gas cylinder valve to check that the tube is full and that there are no leaks in the gas flow path. If you
hear a noise and/or detect a smell of gas as a leak indicator, examine your connections and eliminate leakage.

1- Chain 6- Gas Hose

2- Gas Regulator 7- Flow meter

3- Gas Cylinder 8- Manometer

4- Gas Cylinder Valve 9- CO2 Heater

5- Flow Adjustment Valve 10- COz Heater Energy Cable

Figure 2 : Gas Cylinder - Heater - Regulator Connections
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M 2.3.3 Torch Connection and Consumable Changes

¢ Connector designed as Euro connect type. All euro connect model
standart and spoolgun torches are compatible with your machine. [k
Some wires can weld at negative polarity. For reversing polarities
on your machine, please plug your pole connection to the negative (-)
plug and grounding clamp to positive (+) plug.

¢ Insert the torch into the torch connector and screw its nut tightly.

Nut of Torch

Spoolgun Connection (Connector)

Figure 3 : Connecting the Torch

SPOOL GUN MOTOR - ------------------== LP-16-CO7PE-02-001 - 7
SPOOL GUN TRIGGER1 ------------------= LP-16-CO7PE-02-001 - 1
SPOOL GUN MOTOR + ------------------=>= LP-16-CO7PE-02-001 - 6
SPOOL GUN TRIGGER 2 -------------------= LP-16-C07PE-02-001 - 2
LP-16-CO7PE-02-001-3 ------------------ = LP-16-C07PE-02-001 - 4
LP-16-CO7PE-02-001 - 4 -- = LP-16-C07PE-02-001 - 3

Contact Tip
Nozzle Adapter
e Check if the liner and the contact tip is matching with the diameter of | =EE «- @ «- w1 «-

the welding wire. If it is needed, change the liner and the contact tip.
¢ To change the liner; remove the nozzle, the contact tip and the adaptor
respectively.

Figure 4 : Removing the Nozzle,
the Contact Tip and the Adapter

Nut of Liner

« Unscrew the liner’s nut which is on torch connector side and remove | — - LITIIZICF-—> 1
the liner existing in torch. After inserting the new lider into the torch, Liner

screw its nut tightly. S | B

Figure 5 : Removing the Liner
and Installing the New Liner

« Cut off the stick out of the liner with a side cutter. Be sure that head of 6 0 ’ A

the liner is smooth.
¢ Reassemble the adaptor, the contact tip and the nozzle respectively v
with help of an appropriate hand tool. o @

Figure 6 : Cutting off the Liner Stick
Out and Reassembling the Torch
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% OPERATION
. 3.1 User Interface
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Monomig 200ik

1-2

Adjustment Pots
Used to set the wire speed and voltage values for the desired welding.

3-4

Digital Panel
Shows the numerical value of the selected welding parameter, current and voltage value during
welding, idle wire speed and idle set voltage.

Sub Menu

To set the welding parameter times,

Pre 0.0/10.0 s Pre-Gas Duration Brn 0.0/100 ms Burnback Duration

Pos 0.0/10.0 s Final Gas Duration Ton 0.2/20.0 s Spot Welding Active Duration

Tof 0.2/20.0 s Spot Welding Passive Duration Crt On/Off Used to put the crater in active or passive
position.

6-7

Sub Menu Adjustment Buttons
Used to increase and decrease the duration in the selected menu.

Gas Mode Selection Button
Selects the gas to be used in the welding operation.
When Ar gas is selected led 9, when Mixed gas is selected led 10, when CO2 gas is selected led 11 lights.

12

Wire Thickness Selection Button
For the wire with 1.0 thickness led 13, for the wire with 0.8 thickness led 14, for the wire with 0.6
thickness led 15 lights.

16

Trigger Mode Selection Button

Used to select one of the modes: position 2, position 4 or spot welding.

When position 2 is selected led 19, when position 4 is selected led 18, when spot welding is selected
led 17 lights.

www.magmaweld.com
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m . 3.2 Menu Structure

Functions that are either on or off according to the modes are as shown in the table below.

Pre-Gas Duration 0-10 sec. 1sec. v v v v v v
Current Scale 30-200A 30-200A v v v v v v

Upper Current 200A 200A v v v v v v

Lower Current 30A 30A v v v v v v

Final Gas Duration 0-10sec. 1sec. v v v v v v
Burnback Duration 0-100 0-1sec. v v v v v v

Spot Welding Active Duration 0.2 - 20 sec. 1sec. v v
Spot Welding Passive Duration 0.2 - 20 sec. 1sec. v v

. 3.3 Connecting to Mains

- Check the mains voltage before connecting the
machine to the mains.

When inserting the plug into the mains socket,
ensure that on/off switch is in the “O” position.

¢ Turn on the machine with the on/off switch.
o After hearing the fan sound and seeing that the mains lamp is on, turn off the machine by turning the on / off
switch to the “0” position.

. 3.4 Selection and Replacement of Wire Reels

¢ Open the cover of the wire feed section. The wire feeding system with 2 reels can be seen.
1- Motor
2- Euro Connector

3- Thrust Bearing Arm
4- Thrust Bearings

5- Wire Feed Reels

6- T. F. Reels Screws

Figure 7 : Wire Feed System

» Use wire feed reels suitable for the material and diameter of the welding wire to be used. Use wire feed rollers
with V groove for steel and stainless steel, serrated V groove for flux cored wire, and U groove for aluminum.

* When replacing the wire feed reels, pull the thrust bearing arm and lift the thrust bearings, then unscrew the
wire feed reels screws and remove the reels.

Both sides of the reels are marked according to the wire diameter.
Place the reels on the flange so that the side with wire diameter facing towards you.
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o After placing the reels to be used, tighten the screws, lower the thrust bearings, and lift the thrust bearing
lever and lock it on the thrust bearings.

Figure 8 : Removing Wire Feed Reels Figure 9 : Placing Wire Feed Reels

. 3.5 Placing the Wire Spool and Wire Feeding Process

» Unscrew the wire holder system screw. Insert the welding wire reel to the wire transport system shaft and

re-screw the screw.

Tightening the wire transport system screw too tightly may prevent
the wire from feeding and cause malfunctions. Tightening the screw
too loose may cause the wire basket to move freely and wire to get
kinked when the wire feed is stopped. Therefore, tighten the screw
neither too tight nor too loose.

Figure 10 : Placing Wire Basket

¢ Pull down on the thrust bearing arm on the wire feed reel, which means setting thrust bearing free.

D
’} » ° Remove the welding wire from the wire basket, hold the wire tightly and cut the end with
e \ﬁ diagonal pliers.

N

A When the wire slips from your hands, the wire may hurt you or other people in the vicinity.

 Hold the wire tightly and pass it through the wire inlet to the reels and over the rollers into the torch.

Figure 11 : Feeding Wire to Reel
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o Push thrust bearings and lift thrust bearing arm .

o Turn the on/off switch to “1” position to turn on the machine H.

e Press the trigger until the wire comes out of the torch tip, meanwhile observe that the welding wire reel turns
smoothly press and release the trigger several times to check if the winding is not loose H.

o If the wire is loose and/or rewinding is observed, tighten the wire holder system screw slightly.

* When the wire comes out of the torch tip, reattach the nozzle and contact tip to the torch .

¢ Adjust wire thrust adjustment B2 by sliding the wire onto a board A and cut the wire end H .

tﬂ\%ﬁQ

%

T
A: Proper wire thrust and channel size

B: The thrust bearing arm is tightened too tightly; the shape of the wire is distorted.

C: The thrust bearing arm is tightened too tightly; the surface of the reel is distorted.

D: The channel length of the reel is too short for the wire used. The shape of the wire is distorted.

E: The channel length of the reel is too long for the wire used. The wire cannot be driven to the welding area.

|
N
|

T
\

( I T E
\ 4 | ISRl
A il yF

Figure 12 : Thrust Adjustment and Reel Selection Faults

. 3.6 Setting Gas Flow

feed reel!

o Adjust the gas flow with the flow control valve. Mild Steel S
o Practical gas flow rate (CO,, Ar, mixture) is 10 and Flux Cored Steel
times of wire diameter. e
For example, if the wire diameter is 1.0 mm, the (1)3 1801;/ mlfl Z) :t/ mfn 1801;/ ml.n 1801;/ mlfl
gas flow rate can be adjusted as - bk min 1 min v min i mnin
1.0x 10 = 10 It./min. 1.2 12I1t/min  11It/min  121t/min 12 It/min
« You can use the table on the side for more precise Note: Recommended values in standard conditions.
flow adjustment.
o After adjusting the gas flow, lift the thrust bearing
arm and close the wire feed unit door.

A Perform the gas adjustment and gas test by lowering the thrust bearing arm of the wire

Diameter
(mm)
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@ MAINTENANCE AND SERVICE

¢ Maintenance and repairs to the machine must be carried out by a qualified personnel. Our company will not
be responsible for any accidents that may occur by unauthorized interventions.

e Parts that will be used during repair can be obtained from our authorized services. The use of original spare
parts will extend the life of your machine and prevent performance losses.

¢ Always contact the manufacturer or an authorized service designated by the manufacturer.

« Never make interventions yourself. In this case the macufacturer warranty is no langer valid.

o Always comply with the applicable safety regulations during maintenance and repair.

» Before performing any work on the machine for repair, disconnect the machine’s power plug from the power
supply and wait for 10 seconds for the capacitors to discharge.

. 4.1 Maintenance

-
té Every 3 Months

* Do not remove the warning labels on the device. Replace the worn/torn labels with
the new ones. Labels can be obtained from the authorized service.
o Check your torch, clamps and cables. Pay attention to the connections and the o
durableness of the parts. Replace the damaged/defective parts with the new ones. ¢
Do not ever make additions to/repair the cables. % %
« Ensure adequate space for ventilation. “
» Before starting welding, check the gas flow rate from the tip of the torch with a flow

meter. If the gas flow is high or low, bring it to the appropriate level for the welding
process.

Eé Every 6 Months

¢ Clean and tighten fasteners such as bolts and nuts. M

o Check the lead of the electrode pliers and earth pliers.
 Open the side covers of the machine and clean with low pressure dry air. Do not ——

apply compressed air to electronic components at close range. ég:
« Periodically replace the water in the tank of the water cooling unit with fresh, hard

water and protect it against freezing with antifreeze. ’<“5§/ &@
S
ve

NOTE: The above mentioned periods are the maximum ones that should be applied if no problems are

encountered in your device. Depending on the work load and contamination of your work environment,
you can repeat the above processes more frequently.

A Never operate the machine when covers are open.

. 4.2 Non-Periodic Maintenance

o The Wire Feeding Mechanism must be kept clean and the roller surfaces must not be
lubricated. E@F}
o Always remove any deposits on the mechanism with dry air each time you replace a

welding wire.
o The consumables on the torch should be cleaned regularly. It should be replaced if

necessary. Make sure that these materials are original products for long-term use.
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monoMIG 200ik

m . 4.3 Troubleshooting

The following tables contain possible errors to be encountered and their solutions.

Machine is not operating

Reason

e The machine is not connected to
the mains, or the plug is not
connected

o Make sure that the machine is
plugged in

The mains connections are not
correct

e Check whether the mains
connections are correct

The power supply fuses, mains
cable or plug are problematic

¢ Check the power supply fuses,
mains cable and plug

Wire feed motor failure

o The fuse has blown o Check the fuse
e Contactor failure ¢ Check the contactor
e The fuse has blown o Check the fuse

Electronic card failure

Contact the authorized service

The wire feed motor is
operating, but the wire
is not moving further

Wire feed rollers were not chosen
to fit the wire diameter

o Select the appropriate wire feed
roller

The pressure on the wire feed
rollers is too minimal

Adjust the pressure roller

Welding quality is not good

There is a problem in the
connection of grounding clamps
of the machine

Make sure that the grounding
clamps of the machine is
connected to the workpiece

Cables and connection points are
worn out

o Make sure that the cables are
secure and that the connection
points are not worn

Parameter and process selection
are not correct

Make sure that the parameter
and process selection are correct.
Follow the steps below according
to the process you have selected

* Gas flow is not open aor faulty

Check that the gas flow is open,
ensuring that the flow is correct

Welding torch is damaged

Make sure the welding torch is
secure

Consumables were selected
incorrectly or damaged

Appropriate consumables should
be selected and the consumables
on the torch must be cleaned
regularly. Improperly selected or
worn consumables should be
replaced

The pressure adjustment of the
rollers is not correct

e Pressure roller settings must be
made correctly
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¢ The fuse has blown ¢ Check the fuse
Fan is not operating

« Fan motor failure » Contact the authorized service
Machine operates noisily o Contactor failure ¢ Contact the authorized service
UnSt;flble and / or non-adjustable | | Diode group failure ¢ Contact the authorized service
welding current
Heater outlet is not operating ¢ The fuse has blown * Check t_he fuse. (_Iontact the

authorized service

. 4.4 Error Codes

e o
TRR ERR Thermal Error
ERROC1 Seconder Overcurrent Error
ERR 0C2 Primer Overcurrent Error
ERR 0C3 Maximum Wire Feed Error
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E3 W annex

. 5.1 Fine Settings in the Wire Feed Unit

1- Free Wire Feed Button : As long as the button is pressed, the wire feed operation is performed, the gas
valve won’t work. This button can be used to feed the wire to the torch.

2- Free Gas Button : As long as the button is kept pressed, gas flow is provided but wire would not feed. This
button can be used to change the gas in the system after the gas change.
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. 5.2 Spare Parts Lists m
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NO DEFINITION monoMIG 200ik
1 Potential Button Small A229500001
2 Connector A378000007
3 Welding Socket A377900106
4 Welding Plug A377900006
5 Sheet Swivel Caster (With Hole) A225100013
6 Electronic Card-E205 FLT V1.0 K405000166
7 Electronic Card-E203A PWR V43 K405000215
8 Electronic Card-E205A-RL V1.2 K405000212
9 Electronic Card-E203A AC PWR V43 K405000226
10 Electronic Card-E205A PWR V31 K405000241
11 Fan Monophase A250001024
12 Electronic Card-E203A FLT V40 200IK K405000242
13 On / Off Switch A310100008
14 Gas Valve A253006019
15 Cover Lock A229300006
16 Electronic Card-E121A V11 AC K405000164
17 Electronic Card-E205A CNT V31 K405000165
18 Plastic Wheel 250x50x20 A225222010
19 Shock Coil K304500113

20 Wire Feed System K309002204

21 On / Off Switch A310100010

22 Electronic Card-E305A V21 K405000169

23 Wire Carr. Mac. System 3-Way Connection A229900003

Membrane Label K109900031
Hall Effect Sensor A834000001
Shunt A833000002
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m . 5.3 Connection Diagrams

Block Diagram
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@ ITPABHJIA TEXHUKH BE3OITACHOCTH

Co6.10daiime 8ce npagu.ia mexXHUKU 6e30NacHOCMU, yKa3aHHble 8 IMoM pykoeodcmee!

OnucaHue ceedeHuli no
mexHuKe 6e3onacHocmu

A\

o 3HaKH 10 TeXHHUKe 6€30MaCHOCTH, yKa3aHHbIe B PyKOBO/CTBE, UCIIOJIb3YIOTCS JJIs1
omnpe/ie/ieHus IOTeHIHalbHbIX HCTOYHHUKOB ONMACHOCTH.

[Tpu pa3MellleHUH KaKoro-a160 3HaKa [0 TeXHHKe 6e30MacHOCTH B 9TOM PYKOBO/CTBE €ro
c/leflyeT MOHUMAThb KaK yKa3aHHe Ha HaJIMYKe PHUCKa TeJeCHbIX TOBPEXJeHUH 1 BO
n36exaHue NOTeHIMalbHON OMAaCHOCTH BHUMATEIbHO 03HAKOMUTHCS C IPE/I0CTABIEHHBIMHU
Jlajiee MosICHEHUSIMHU.

Buazesier; o6opyioBaHMsI HECET OTBETCTBEHHOCTD 3a NPeJ0TBpallieHHe JOCTyna
[IOCTOPOHHUX JIUL| K 060PY0BAHHUIO.

Jlvna, ocyecTBISIO e IKCITyaTalMio 060PyA0BaHUS, J0/DKHBI UMETh OTIBIT W IPOHTH
MIOJIHYIO MTOJTOTOBKY 110 BOITPOCY BBIIIOJTHEHHUsI CBAPOYHBIX CBapKa / pe3Ka; nepej paboTol Ha
060py/10BAHUH 03HAKOMBTECH C PyKOBO/CTBOM I10 3KCIJIyaTAllUU U CO6JII0/1aliTe MHCTPYKLUU
0 TeXHHKe 6e30MaCHOCTH.

OnucaHue 3HAK08 no
mexHuke 6e3onacHocmu

A\
@

4>
-be

BHUMAHUE

YkasbIBaeT Ha MOTEHI[MAJbHO OMACHYI0 CHTYal[HI0, KOTOpas MOKeT MPUBECTH K TpaBMe WU
nospex/eHuio. HecoGoieHye 3T0i Mepbl IPe0CTOPOXKHOCTH MOXKET IIPUBECTH K TPaBMe HJIH
noTepe/MOBPeX/JeHUI0 UMYyILIeCTBa.

BAXKHO

Yka3sblBaeT Ha MHGOPMAIMIO ¥ IPeJyNpex/ieHus, Kacaloluecs 3KCIIyaTaluu.

OINNACHOCTBb

YkasbIBaeT Ha cepbé3HyI0 ONAaCHOCTh. B cilydyae HeMPUHATHS Mep MOXKeT NPUBECTH K CMEPTH
WJIM CepbE3HBIM TPaBMaM.

ITonHumaHue
npedynpesicdeHull
no mexHuke 6ezonacHocmu

A\

¢ BHMMaTeJIbHO MPOYUTAHTE PYKOBOACTBO MO 3KCIJIyaTaljlH, a TAKXKe 03HAKOMBTECh C
MapKUPOBKO#1 (IPJIBIKOM) U IIpe/iypexAeHUSIMU 110 TEXHHUKe 6e30M1aCHOCTH, Pa3Mellé HHbIMU
Ha 060py/lOBaHUHU.

Y6eauTech, 4TO NpeAynpex/anilas MapKMpOBKa HaX0JUThCA B HaJlJIeXallleM COCTOSHUH.
3aMeHHTe OTCYTCTBYIOLIME U OBPEX/IEHHDIE SIPJIBIKH.

03HaKOMBTECh CO CIOCO6OM 3KCITyaTalluk 060pyA0BaHUs U IPaBUIbLHBIMU METOAAMU
ynpaBJieHHs 0G0pyl0BaHHEM.

Ocy1iecTBJIsIHTE 3KCILIyaTaLMIO Balllero 060pyj0BaHUs B COOTBETCTBYIOILEN Ofex/e.
HecooTBeTcTBYyIOLME U3MEHEHUS], TPOBOAMMBIE Ha BallleM 060Pyl0BaHUH, HETaTHBHO
CKaXKyTcs Ha 6e30MacHOM 3KCIJIyaTaljui U CPOKe CJIyKGbl 060PY/[0BAHHUL.

[IponsBoAUTE b He HECET OTBETCTBEHHOCTH 3a KaKHe-/IM6O0 N0C/Ie/ICTBUs, BOSHUKAIOLIHe B
pe3ysibTaTe SKCIUIyaTaliiK YCTPOICTBA 3a Npe/ieJlaMU BhlllleyKa3aHHBIX yCIOBHM.

TopasceHue 31eKkmpomokom
_ModHcem npueecmu K
/1emaabHoOMy Ucxody

:q

-

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAAbHbIM

J/1eKmpu4ecKum cmaHdapmaM U UHbIM coomeemcmey oujuM HOpMam, a makKaice
oﬁecnequeycmanoeky oﬁopyaoeamm KomnemeHmMHbIMU Auyamu.

e Tlosib3yiiTeCh CYXMMU U HEMOBPEXAEHHBIMU H30JIMPOBAaHHBIMHU MepYaTKaMH U PaGounM
dapTykoM. 3anpelaeTcst UCIOIb30BaTh MOKpPbIE HJIM MOBPEXK/AEHHbIE IepYaTKU U paboyre
dapTyku.

o HocuTe OrHecTOMKYIO 3aIUTHYIO O/i€XK/Y, YTOGbI H36exaTh 03koroB. Oerx/a, UCIIob3yeMast
0IIepaTOpPOM, JOJIKHA 3ALHILATD OT UCKP, 6PBI3T U U3JIy49eHUsT AYTH.

« He pa6oTaiiTe B OAMHOYKY. B c/1y4ae omacHoCTH yGeANTECh, 4TO y BAC €CTh NOMOIIHHUK Ha
paGoueM MecTe.

« He Kacaiirech 3/1eKTpo/ia rosibiMu pykaMu. He foryckaiiTe KOHTaKTa AepKaTesis 3J1eKTpoja
WJIM 3J1EKTPOJiA C APYTUMH JIOABMH MU 3a3eMJIEHHBIMU IPeAAMETAMH.

o Huxorga He mpuKacaiTech K 4acTsAM, KOTOPbIE Pa3HOCST 3JIEKTPUYECTBO.

o He npukacaiiTech K 3/IeKTPOAY IIPH KOHTAKTE C 3JIEKTPOOM, OAK/II0OYEHHBIM K paboyeii
HOBEPXHOCTH, N0JIy HJIU APYTOMY 060PYAOBAHHUIO.
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BBl MOXeTe 3alUTUTB Ce6s1 OT BO3MOXKHBIX IIOPa’KeHUH 3JIEKTPUUECKUM TOKOM,

H30JIMPOBAB ce6s 0T paboyell NOBePXHOCTH U noJia. Mcrosib3yiTe CyXoH, HeloBpeX1EHHbIH,
HEeBOCIJIaMEeHSAOLIUHCA 3/1eKTPOU30JISILIMOHHBIM MaTepHasl TAKUX Pa3MepoB, UTOGbI OH ObLIT
HNPUTOAHBIM [/ TPeJJOTBPallleHNsl KOHTAKTa ollepaTopa ¢ pa6o4eil IOBEpXHOCTbIO.

He noax.oyaiiTe 60osiee 0AHOTO 3JIEKTPOAA K A€PKATEIIO 3JIEKTPOAA.

[MoacoeMHUTE 3aKUM 3a3eMJIEHHS] K 3arOTOBKE MJIM PaboueMy CTOJTy KaK MOXKHO GJIHKe,
YTOGBI 06€CIeYHUTh XOPOIINI KOHTAKT MeTaJlJla C MeTa/JIOM.

[IpoBepbTe ropeJiKy nepej paboToil Co CBApOYHBIM aNnapaToM. YGeAUTeCh, YUTO FOpeJIKa ¥ ero
KabeJsiy B XopoleM cocTossHUU. O6s13aTe/IbHO 3aMEeHUTE MOBPEX/eHHYI0 H3HOIIEHHYO
TOpEeJIKY.

He kacaiiTechb fepxaTesieii 3/1eKTPOAOB, OAK/IIOUEHHBIX K IBYM CBAPOYHBIM alNapaTaM
0/JHOBPEMEHHO, TaK KaK OyJeT NPUCYTCTBOBATh BOWHOE HANPs)KEeHHEe X0JI0CTOr0 X0Aa.
Jlep>kUTe annapaT BBIK/IIOYEHHBIM U OTCOEJUHUTE KaGeJlu, KOT/ja OHa He UCIOJIb3yeTCs.
I[lepes peMOHTOM MalIMHbI OTKJ/IIOUUTE BCE 3JIEKTPUYECKUE COeJUHEHUS U / UM pa3’beMbl
WJIW BBIKJIDYXWTE MalllKWHA.

BynbTe 0CTOPOXHBI TPH UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, YTO BCe COeJUHEHUS] YUCThIE U CyXUe.

CnepuTe 3a TeM, 4TO6bI KaGesii GbIIM CYXUMH, YUCTBIMU U 00€3)KUPEHHBIMH, a TAKXKe
3alMIeHHBIMHU OT rOpsY€ero MeTaslIa U UCKP.

OroJieHHast IPOBOAKA MOXET y6UTb. YacTo NpoBepsiiiTe Bce Kabesy HAa IPeAMET BO3MOXKHBIX
noBpexaeHui. Ecin o6Hapy»eH MoBpex/JeHHbIN WM HEU30JIUPOBaHHbBIN Kabeslb,
HeMe/lIeHHO OTPEeMOHTHUPYITe UJI 3aMeHHTe ero.

Ec/v 3a>x1M 3a3eMJIeHHUs He IO KJII0Y€eH K 3ar0TOBKe, U30JIUPYHTe ero, 4To6bl IPeJOTBPATUTD
KOHTAKT C JIIOObIM MeTa/JInYeCKUM npegMeToM.

Y6enuTecn, 4TO 3a3eM/IeHHe IMHUN TUTAHHA TOK/II0Y€HO IPaBHIBHO.

He ucnosb3yliTe HCTOYHUK IepEMEHHOT0 TOKA BO BJIAXKHBIX, ChIPBIX HJIU I€pPerpyKeHHbIX
MeCTax, a TAKXKe B MeCTax, I/le CyLeCTBYeT ONAaCHOCTb NaJleHUsl.

HUcnonb3yiiTe ucTouHuk nepeMeHHoro Toka TOJIBKO, ecin aTo Heo6X0AMMO /s Tporiecca
CBapKHU.

Ecsin Tpe6yeTcst MCTOYHHMK TepeMeHHOr0 TOKa, UCIOJIb3yHTe AUCTAaHLMOHHOE yIIpaBJIeHne
HCTOYHUKOM, eC/TH OHO UMeeTCs Ha yCTPOMCTBe.

Jono/IHUTE/IbHbIE Mepbl NPeJOCTOPOXKHOCTH TPeGYITCA HPH HAJIUYUU JIIOGOro M3
c/1eJyI0IIMX 3/IEKTPHUYeCKH ONACHBIX YC/I0BUM:

BO BJIQ’KHBIX MeCTaX HJIM B MOKPOH ofiex/ie,

Ha MeTa/l/IMYeCKUX KOHCTPYKIHSX, TAKUX KaK [0JIbl, PEIIEeTKH UJIK CTPOUTEJIbHBIE JIeca,
KOr/ia Bbl HAXOAUTEChb B CTECHEHHOM I10JIOXKEHHW U, HAallpUuMep, CU/d, Ha KOJIEHAX WUJIU JIexa,
KOT/Ia CyILIleCTBYeT BBICOKHH PHCK HEH36eXHOT0 HJIH CIy4allHOTO KOHTAKTa C 3arOTOBKOM HJIH
3eMJIeH.

JIJ1s1 TUX YCJIOBUH UCIIO/IB3YHTE Clefiytoliee 060pyoBaHue:

[TosryaBTOMaTHYECKHH annmapar s cBapku MIG noctosiHHoro HanpsbkeHus (CV),

Py4Ho¥i cBapouHbIi annapaT MMA nocTOSSHHOTO TOKa,

CBapO‘{HbIﬁ anmnapaT noCTOAHHOTO UJIU IIEPEMEHHOr0 TOKa C IOHUXXEHHbIM HallpsXXeHUueM
xoJsioctoro xoza (VRD), ecii umeeTcs.

IIpoyedypul npu
nopasceHuu
/1€KmpuyecKumM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

¢ Mcnosb3yiiTe HeNPOBOAALIMI MaTepHaJl, HANPUMeEP CyXylo JipeBeCHHY, YTO6bI 0CBOGOAUTD

OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEAYIIMMH YacTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIy>KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 epBOoii MOMOILH;

o Eci mocTpa/iaBIInMi He JIbILINT, IPOBEJUTE CepiedHO-IeroyHyo peanumanuio (CJIP) cpasy
ocJie pa3pblBa KOHTAKTa C MICTOYHUKOM 3JleKTpUdecTBa. [Iposomkaiite CJIP (Maccax cepaua)
A0 TeX Iop, MOKAa He HAYHEeTCA AbIXaHUE UJIX II0Ka He le/lﬁyﬂeT IOMOIIb.

o Ecai1 uMeeTcsl aBTOMaTH4eCKUH 3/1eKTPOHHbIN AedubpusiaTop (AED), ucnosib3yiiTe ero B
COOTBETCTBHHU C HHCTPYKIUMAMHU.

¢ OTHOCHTECH K 3/IEKTPHYECKOMY 0XOTY KaK K TepMU4eCKOMY 0KOT'y, IPUKJ/1a/ibIBast
CTepUJIbHbIE X0JI0/IHBIE (JleisHbIe) KoMNpecchl. M36eraiiTe 3arps3sHeHNs U HAKPOHWTe YUCTON
CyXO¥ MOBSA3KOM.

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubimxaliTech K ABWXYIMMCA 06beKTaM.

¢ 3akpbIBaliTe ¥ 3aNMpalTe BCe KPBIIIKY, TaHEJH, ABEPIbI U T.I1. 3alllUTHbIE NIPUCIOCOGIEHUS
060pPYZI0BAHUS U YCTPOMCTB.

¢ HocuTe 60THHKH C MeTa/ZIN4eCKMM HOCKOM Ha C/Iy4Yail Ma/ieHus TSKEbIX TPeMeTOB.
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Avim u 2azvl mozym |7 8pemsi 8bIN0/IHEHUS CBAPKA / Pe3Ka U pe3Ku Ype38bI4atiHo 0NacHO 83bIXamb 0bIM U 2a3 8|

HaHecmu eped
eauiemy 300p0o8bio

SR /
Qﬁ%‘jiﬂ

meyeHue 01umeabH020 epemeHu.

2K>keHue 1 pasapakeHUe IJ1a3, HOCA U FOPJIa YKa3bIBAIOT HA HEJJOCTATOYHOCTb BEHTUJISILIUH.
B 3TOM cilydae He06X0JMMO He3aMe/JINTeIbHO YAYYIIUTh YPOBeHb BeHTHJIALMH H, eCH
npo6JieMa He yCTpaHeHa, OCTAHOBUTH CBapKa / pesKa.

[IpeaycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUMHA.

Ha yyacTkax BbINOJIHEHHUS CBapKa / pe3Ka HJIM Pe3KH UCI0/Ib3YHTe COOTBETCTBYIOLIYIO
cucTeMynabIMoyzaieHus. [Ipy He06X0AUMOCTH YCTAaHOBUTE CUCTEMY, KOTOpasi 06eCIeYuT
BBIBO/, ZibIMa M I'a30B, HAKaIJIMBAIOLIUXCA B LieXe B LjesIoM. Bo n36exxaHue 3arps3sHeHus
OKpY>Kalolliel cpe/ibl BO BpeMsl BbI6GpOCa ra3oB UCIO/Ib3YHTe COOTBETCTBYIOILYIO CHCTEMY
dunpTpanum.

IIpu npoBeieHNH paboOT B OrpaHUYEHHOM MPOCTPAHCTBE UM NPH BBINOJHEHUHU CBapKa /
pesKa MaTepuasioB C HIOKPLITHEM U3 CBUHIA, GePUJIINA, KaIMUs, IMHKA, a TAKXKe OKPaIleHHbIX
MaTepHasoB, IOMUMO BblllleyKa3aHHBIX Mep NPeJOCTOPOXKHOCTH, UCHIO/Ib3YHTe MacKH,
obecreynBallye MoJayy CBeXero Bos/yxa.

Ecv rasoBble 6aJIJIOHBI CTPYINMPOBAHBI B OT/Ie/IbHOM 30He y6eAUTeCh B HAJTUYUHU
XOpolllel BEHTHJISILIMY B 3TOM IIOMellleHHH; 3aKpbIBaiiTe [JIaBHble KJIAlaHbl 10 OKOHYaHUHU
HCIO0JIb30BaHUS ra30BbIX 6a/IJIOHOB, NPOBePsANTe Ga/JIOHBbI HAa TPeAMeT YTeYKH rasa.
3aluTHBIE rasbl (AproH M T.I1.) IVIOTHee BO3/lyXa U IIPH HCI0JIb30BAHUH B IIOMEIlleHUH MOy T
[ONAJATh B JibIXaTeJbHble IyTH BMECTO BO3/yXa. ITO ONACHO JJIsl BAIEro 3/[0POBbSI.

He NpoOBOAUTE CBAPOYHbIE paﬁOTbl MPpHA HAJIMYUHU [1apOB XJIOPUPOBAHHBIX YIVIEBOLOPO/J 0B,
BBI/Ie/IAIOIIMXCS BO BpEMs CMa304HBIX U IIOKPACOYHBIX Pa6OT.

HexoTopble cBapHble / BbIpe3aHHbIEe JieTali TPe6YIOT ClielalbHOM BeHTUIsnuu. Ciesyet
BHHUMaTeJIbHO NPOYUTATh PaBUJIa 6e30MacHOCTH NPOJAYKTOB, TPEGYIOIUX ClIeliMaJIbHON
BEHTHJIALMU. B ciyyasx, koraa TpebyeTcs IpoTHBOras, clefiyeT HaJieTh MOAXOAAIUI
IPOTUBOras.

H3nyuenue
ceapoy4Holi dyau
Modicem HaHecmu
eped sawum 21a3am

Ry

Jl4 3alMTHI IJ1a3 Y JIMLA UCII0JIb3yHTe COOTBETCTBYIONIYIO 3alUTHYI0 MacKy U IIPUTOAHBIN
JLJIS1 MAaCKH CTEKJISTHHBIA QUIIBTD.

3aluiaiTe OT 3TOro U3JIyYeHHs: TaKKe Jpyrue 4acT Tesa (PyKHy, e, YU U T.A.)
COOTBETCTBYIOILEN 3aIIUTHON OZEXK0H.

Jlnst mpefynpex/jeHrsl BOSHUKHOBEHUS Y OKPY>KaIOIUX IOBPEX/eHUH OT BO3/eiCcTBUA
CBAapOYHOM /IyTH U rOpsYMX METAJIJIOB, OTPAJIUTE Balll paGoYMi y4aCTOK OTHECTOMKUMU
3KpaHaMM BBLICOTOM Ha yPOBHe IV1a3 M MOBeCkTe Npe/ynpex/jaliie 3HaKH.

O6opyz0BaHKe He Ipe/HAa3HAY€EHO [/ HarpeBaHUsA 3aMép3lux Tpy6. [I[poBesieHne TaKUX
paboT CBAapOYHBIM aNNapaToM MOXET MPUBECTH K B3PbIBY, [10XKapy UJIU

MOBPEX/EHHUIO BaIllero 060py/[0BaHHsL.

Hckpolu
pas6pul3zusawujuecs
yacmuys!

Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

IIpu BBINOJIHEHUH TAKUX PAGOT, KaK CBapKa, LIM(OBKa UM 3a4MCTKA IOBEPXHOCTH,
MOryT O6pa3OBaTbCﬂ HCKPbI U IPOUCXOUTH pa36phI3I‘I/lBaHI/le MeTaJIJ/IMYeCKUX 4YaCTHUIlL.
Jlns mpefynpex/ieHns TeJIeCHbIX OBPeX/eHNH HaJileBaliTe 110/ MacKy yTBePKAEHHbIE K
NPUMEHEHHIO 3alUTHbIe Pa60oure OUKU C 60KOBBIMU IUTKAMH.

Topsiuue demaau
Mo2ym npusecmu K
MAHCENABIM 024C02aAM

¢ =

He npukacaiTech K TOPsIYUM JIeTaJIsIM FOJIBIMUA PyKaMH.

Iepes paGoToii ¢ AeTaasIMU 0GOPYAOBAHUSA NIOJ0XKANTE HEKOTOPOE BpeMs, IOKa OHHU OCTBIHYT.
[Ipy HeO6XOAMMOCTH KOHTAKTA C FOPSYMMU JeTa/IsIMH, UCII0JIb3yHTe COOTBETCTBYIOLIHE
HMHCTPYMEHTBI, TEIJION30IL{HIOHHbIE CBAPOYHbIE IEPYATKH 1 OTHEYIOPHYIO OJEXKAY.

IoevrwenHb1il
Yposens lllyma
Mooscem Hanecmu
Bped Cayxy

5

Illym, BeIAe/IsIeMbIH HEKOTOPBIM 060Py/I0BaHHEM U PaGOTaMM, MOXKET HAHECTH BPeJ, CIIyXY.
I[Ipy NOBBIILIEHHOM YPOBHE IIyMa UCIOJIb3YHTe YTBEPXK/JEHHbIE K IPUMEHEHHIO 3alUTHbIE
HayIIHUKH.
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CeapouHas e Ilpy pa3MaThIBaHWHU KaTYIIKH CBAPOYHOH MPOBOJIOKH He HANPABJIANTe ropesKy Ha
npososioka mModicem  Kakyro-J160 4acTb TeJIa, a TAKXKe Ha APYTHX JIIOAeH WK KaKre-TM60 MeTalJIu4ecKe
HaHecmu mesiecHble  TIpeJMEThI.

noepesicdeHus e Ipyu pasMaTbIBaHWU BPY4HYIO KaTYLIKH CBApPOYHON MPOBOJIOKH, 0COGEHHO, HEGOJIBIIOTO
JMaMeTpa, IPOBOJIOKA MOXKeT BLICKOYUTD U3 BallIMX PYK, KaK NPY>KHHA, U TPAaBMUPOBATh
A BacC WJIK OKPY»KAILIUX, IO3TOMY IIPU BBIITOJIHEHUU 3TUX pa60T 0co6eHHOEe BHUMaHHe yaeure
3allMTe IV1a3 1 JIUNaA.
Ceapka modicem ¢ 3anpeliaeTcs IPOU3BOAUTD CBAPKY BO/IM3H JIETKOBOCIJIAMEHSIOIUXCS MaTePUaIoB. ITO
npueecmu Kk  MOXeT IPUBECTH K [10XKapy HUJIN B3PBIBY.
noxcapamu e Ilepes npoBeJileHHEM CBAPOUHBIX PAGOT yAaIHUTe 3T MPeAMETHI C y9acTKa UM HAKpOHTe UX
83pbleaM  3aIUTHBIMU NOKPBITUAMH JJIS IPeAYIPEXAEHUS BO3TOPAHUH.

‘W

Ha sTux y4acTKax IPUMEHSI0TCA ClieljMaJ/ibHble HAlJUOHAJIbHbIE U MEeXJYHAapPOJHbIe IpaBUJIa.

He npousBoaxTe CBapKy U Pe3Ky NMOJHOCTBIO 3aKPBIThIX TPY6 UM TPYGOK.

Ilepes BBINOJTHEHHEM CBapKa / pe3Ka TPy6 U 3aKPBIThIX EMKOCTeH OTKPOHTE UX, TOJTHOCThIO
OINOPOXHUTE, TPOBETPUTe U ourcTHTe. COGII0AANTE MAKCUMAIbHYI0 OCTOPOXKHOCTD ITPU
BBLINOJIHEHUH CBapKa / pe3Ka Ha TaKMX yyacTKaX.

He npousBoauTe CBapKy ONOPOKHEHHBIX TPY6 M TPYGOK, KOTOPbIE paHee CoJepiKann
Bell|eCTBa, CIOCOGHBIE BbI3BATh B3PBIB, IOXKap UM JPYTHe PeaKIuH.

CBapouHOe 060py/J0BaHHe UMeeT CBOMCTBO HarpeBaThbCs. [103TOMy He pa3MeliaiTe ero Ha
JIETKO BOCIJIaMeHsIeMbIX UJIM JIETKO OBPEeX/jaeMbIX IIOBEPXHOCTAX!

CBapO‘{HbIE HCKPbI MOTYT IPUBECTHA K BOBHUKHOBEHMUIO ITOXKapa. Io saTou NpUYrHE obecrneybTe
HaJ/In4yve B JIErKO JOCTYIIHBIX /1JIf BaC MeCTaX TaKMX MaTepHUaJIoB, KaK OTHETYIIUTEH, BOJa U
TecoK.

HCHOJIbSyﬁTe OﬁpaTHbIE KJIallaHbl, ra30BbI€ PETYJIATOPbI U KJIAllaHbl B CETAX TOPHOYHUX,
B3PbIBOOIACHBIX I'A30B U CXKATOI'0 rasa.

BuinosiHeHue mexHu4ecko20

o6cayscusaHus

3

AU ycmp licme
HeKomMnemeHmMHbsIMU
Auyamu Moxcem
npusecmu K me/ieCHbIM

noepesicoeHuAM

A

(24

3anpenaeTcs NpUBJIeKaTb HEKOMIETEHTHBIX JIUIL K PeMOHTY 060pyi0BaHuA. OIINGKY,
KOTOpBI€ MOTYT GbITh AOMYIIeHb] TPYU HapyIIEHUH 3TOr0 TPeGOBAHUSA, MOTYT IPUBECTH K
CepbE3HBIM TPAaBMaM HJIH JIETAIbHOMY HCXOAY.

JJIeMeHTBI Fa30BOM CETH PabOTAIOT MO/ laBeHHeM; B pe3y/ibTaTe MaHUIYJIALNH,
POU3BOJUMBIX HEKOMIIETEHTHBIMH JIMIIAMH, MOTYT BOSHUKHYTb B3PBIBBI, U I10JIb30BATENN
MOTYT MOJIyYUThb CEpbE3HbIE TPABMBI.

PexkoMeH/iyeTcst IPOU3BOJUTD O6C/IyKMBaHHe 060PY/I0BaHHA U ero neprdepruiHbIX
YCTPOHCTB He pexxe 0HOTO pasa B rof.

Ceapka / Pe3ka Ha

Brinmo/iHANRTe cBapKy/pe3Ky Ha HeGOJIbIINX yYacTKaxX M y4acTKaxX C OTPaHUYeHHbIM

HeGOo/1bWUX yHacmKax  TPOCTPAHCTBOM B IPHCYTCTBUH ellé OHOTO YesIoBeKa.
uy4yacmkax ¢ * 1o Mepe BO3MOXXHOCTH U36eraiTe NpoBe/ieHHst CBAPOYHBIX PabOT/pe3KU B OrpaHHYEHHBIX
02PAHUYEeHHbIM  TIPOCTPAHCTBAX.
npocmpaxHcmeom
Heco6.1100eHue « Tlpu nepeMelieHUH 060pyA0OBaHHUSA COOMIOAANTE BCe HEOGXO[UMbIE MephbI TPeJOCTOPOKHOCTH.
Heo6x00umbIXx Mep  Y4acTKH, Ha KOTOPBIX Oy/JieT IPOM3BOAUTHCS IepeMelleHHe, YaCTH, MoAJIexalue
npedocmopoxcHocmu  nepeMeleHHIo, a TaKKe GpU3MIecKoe COCTOSIHUE U 3[J0POBbe JIIO/eH, BOBJIEYEHHBIX B
npu nepemeujeHuu  Tpolecc nepeMeleHn 060py0BaHH, JO/DKHBI COOTBETCTBOBATh TPe6OBaHUAM NPOLieypPhl
060py0oeaHuss  NepeMellleHUs] U TPAHCIOPTUPOBKH.

Modcem npueecmu K
Hec4acmHbvIM CAyHaam

A B

HexoTopoe oGopy/ioBaHie HMeeT 60JIbLIYI0 MACCy, TI03TOMY NPH NepeMellleHHH y6euTech B
NPUHATHH BCEX Mep NPe0CTOPOKHOCTH MO OXpaHe OKpY»Kalollei cpesbl.

Ecv cBapo4HBIH anmapat npeJoaraeTcsi UCI0/Ib30BaTh Ha I1IaTGopMe, HEO6XOAUMO
y6euTbCsl B TOM, YTO Takas laTGopMa UMeeT COOTBETCTBYIOLLME Pe/iesIbl Harpy3KH.
IIpu nepeMenieHUH 060PYAOBAHHUSA NPH TTOMOIIM KaKOr0-1160 MeXaHM3Ma (TesIexKa,
BUJIOYHBIH MOIPY34HK U IP.) yGeAUTECh B HAJIJIeXKallleM COCTOSTHUU TOY€eK KpeIlJIeHUs
MexaHM3Ma M 060py/i0BaHuUs (KpelleHHe O/BECOK, peMHel [isl mepeMeleHust, 60JITOB,
raek, KoJéc u T.IL.).

[Ipu BEINOTHEHUHU IlepeMellieHUs] BpyYHYI0 YOeAUTEeCh B Ha/lJIeXallleM COCTOSTHUU
npucrnoco6ieHni 060py0BaHus (MOABECKH, PEMHHU /JIs lepeMelleHus U T.IL) U UX
KpeInJeHuH.
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¢ C esbio obecnedeHUs HeO6XOAMMBIX TPeGOBAHUH /JIs MepeMellleHUs cobIIo/jaliTe MpaByIa
MesxayHapoAHOH OpraHU3alUy TPy/Ja B OTHOLIEHUH Beca IepeMellaeMoro 060pyjoBaHus, a
TaK)Ke HOPMaTHUBbI 10 IlepeMellleHHI0 060Py0BaHMUs, JeiCTBYyOlee B Balllel CTpaHe.

 [Ipy mepeMeljeHUH UCTOYHHKA IUTAHUA UCIIOJIb3YHTE CIel{a/IbHbIe TPUCTIOCO6GTeHHUS
(mepkaTeJsy MM IPOYLIMHBI). 3aNpellaeTcs epeMelaTb 060pyA0BaHuUe, YepKUBast ero 3a
ropesiky, Ka6esb WK LIaHTH. [lepeMeljeHre ra30BbIX 6a1JIOHOB OCYIECTBJISIITE OTAEIbHO
OT BCero 060py/J0BaHHUA.

« [lepes nepeMeleHHeM CBAPOYHOTO U PEXYLEro 060py0BaHUs JEMOHTUDYITe Bce
l'lpOMe)KyTO‘{Hble COoeIUHEeHUH, OCyU.leCTBJTﬂiITe NOoAHATHE U llepeMeleHue He60}'lbLLIl/lX
YyacTel MOCPeICTBOM pydeK, a 60J1ee KPYIHBIX YacTeH ¢ TOMOIIbIO COOTBETCTBYIOIIUX
pUCIOCO6IeHUH (IPOYLIMHBI) UK BUTOYHBIX IOTPY34YHKOB.

Madenue uacmeii

06opydosaHus Modcem
npusecmu K me/iecCHbIM

nospescoeHuAM

A\

Henpaeu/lbnoe pacnosiodxceHue uCmo4YHuUKa numaHus ua1u UHo2o o6opyaoeanwi Modcem
npusecmu K cep HbLM mpaemam u noepe.m'aenum umywecmead.

¢ Bo usGexxaHHe NaJileHUH ¥ ONIPOKU/IbIBAHUSA Balllero 060py/j0BaHHeE ero He06X0ANMO
pa3MecTUThb Ha 0CHOBaHUH (110J1y) WK m1aTdopme ¢ MaKCUMaslbHbIM YKjI0HOM 10°. 3TO
npeaynpesuT BOCIPENnATCTBOBAHUE [10/1a4e MaTepHrasia U pUCK 3aCTOIIOPUBAHUA B KabeJssx
U IIJIaHTaX; IpeANoYUTalTe [ yCTAaHOBKH 060PY/[0BaHHS HENO/BIKHbIE IIIMPOKHUe, He
3alblIEHHBIE, JIETKO BEHTHIUPYeMble Y4acTKU. Bo U36exxaHne ONPOKHAbIBAHHUS [a30BbIX
6aJIJIOHOB 3aKpenuTe UX, IIPU HaJINYUK, HA l'lpPlFO}lHOﬁ AJIs 6aJIJIOHOB nﬂaTQ)opme,
HaxoZsllelcs Ha 060py/J0BaHMY, a IPH CTAallMOHAPHOM HCII0JIb30BaHUH, 3aQpUKCUPYHTe
6aJIJIOH Ha/I&XKHBIM CIIOCOGOM, IPUKPENHB €ro K CTEHe.

¢ OGecrneybTe onepaTopaM JIETKUH JOCTYI K HACTPOHKAM Y MOAK/IIOYEHUSM Ha 060Py/I0BaHHH.

YpesamepHas

JKkcnayamayus
Q

K nepezpesy
o6opydoeaHus

» OGecreybTe OCTHIBAHNE 060PYAOBAHMUS B COOTBETCTBUH C PA60YUM L{UKJIOM.

« [lepes NOBTOPHBIM HAYaJI0M CBAPOYHBIX PA6OT yMEHbLINUTE KO3 GUIUEHT TOKA UK 3aTPY3KY
paboyero LKA,

« He 3aKkpbiBaiiTe BEHTUISLHOHHbBIE OTBEPCTHUS 060PY0BAHHUSI.

o HeycranaBsiuBaiitTe GUIbTPbI B BEHTUJISALIMOHHBIE OTBEPCTHsI 060Py0BaHMUsA 6€3 pa3pelieHus
NPOU3BOJUTEIA.

/Jly2oeas ceapka

Modlicem 8bl3eambsb
I/1IEKMpOMaAZHUMHbIEe

nomexu

DA

L4 [[aHHOe yCTpOﬁCTBO OTHOCHUTCA K rpynne 2, KJ1acC A B UCTIBITAaHUSIX BHBKTPOMHFHHTHOﬁ
coBmectuMocTH (IMC) B cooTBeTcTBHHM O ctaHAapToM TS EN 55011.

o JlaHHOe ycTpoiicTBa KJacca A He pe/{Ha3HaYeHo /JIst SKCIULYaTaliK B XKUJIbIX IOMELLeHHUsIX
C l'loﬂ,a"leﬁ 3JIEKTPO3HEPTHH OT HU3KOBOJIBTHOU ceTH. BO3MOXXHbBI 3aTpyAHEHHUA B JOCTUKEHH U
3JIEKTPOMArHUTHOM COBMECTHMOCTH B CBSI3H C Pa/{O4aCTOTHBIMH TOMeXaMH, epeJada i
pacnpocTpaHeHHe KOTOPbIX UMEIOT MECTO Ha TAKUX y4acTKax.

JToycTpoicTBO He cooTBeTCTBYeT cTaHAapTy IEC61000-3 -12. [Tpr HEOGXOAMMOCTH

K s)| moAK/IIOYEHUS K HM3KOBOJIBTHOH CETH, HCIOJIb3YeMOH B OBITOBBIX YC/IOBHAX,
CNELMAINCT, KOTOPbIA 6yAeT OCyLeCTBAATb 3JeKTPUYecKoe IMOAK/II0UEHHE,
WM JIMIO, KOTOpoe OyAeT 3KCIUIyaTHPOBaThb 06Opy/JOBaHME, JOJDKHBI GBITH
! M| ocBefOMJIEHBI B BOIPOCE OCOGEHHOCTEH NMOAKI/IIOYEHUsl 06OpYJOBaHHUSA, B 3TOM

cJly4yae 10J1b30BaTeslb HECET OTBETCTBEHHOCTD 3a IPOBeJleHre TaKUX pa60T.

e Y6eauTeck, 4TO paGoyasi 30Ha COOTBETCTBYET 3JIeKTPOMAarHUTHOM coBMecTuMocTH (IMC).
JJIeKTPOMAarHUTHbIE IOMEXU BO BpeMsl CBapKa / pe3ka WJIM Pe3KU MOTYT BbI3BaThb
HeXkeJlaTeJIbHble BO3/IeHCTBHSA Ha BallX 3/IeKTPOHHbIE YCTPOMCTBA B Balleil ceTu, U
M0JIb30BaTe/Ib HECET OTBETCTBEHHOCTD 3a KaKHe-JMG0 TOMeXH, KOTOpble MOTYT BO3HUKHYTh
BO BpeMsl IPOBe/ieHUs paGoT.

le/[ BO3HUKHOBEHUH KaKUX-THUGO noMex, MOryT ObITh NPUHATDBI JONOJIHUTEJ/IbHbIe Mepbl JJif
obecreyeHHsa COBMECTUMOCTH B BU/Ie MCII0JIb30BaHUA KOPOTKHX Kabesel, SKpaHHPOBAHHBIX
KabeJsiel, mepeMellleHHs] CBAPOYHOro almapara B Jpyroe MecTo, OTAAJIeHUs KabeJss OT
060py/J0BaHuUs U /HUJIM Y4aCTKa, OMaBIIEro 10/ BO3/ieHCTBHEe UCI0/Ib30BaHUA GUILTPOB UK
3alMThI paboyero yyacTka B acnekte IMC.

Bo us6exxaHre BO3MOXHbBIX OBPEXKJAEHUN B CBA3U ¢ HapyiueHHeM IMC BbINOIHANTE
cBapoyHble paGoThl KaK MOXKHO Jajblie (100M) OT Ballero 4yBCTBUTENBHOTO 3JIEKTPOHHOTO
060py/10BaHUSs.

Y6enuTech B yCTAHOBKE U pa3MellleHHH Balllero CBApOYHOTo annapaTa UM ra30BOro pesaka B
COOTBETCTBHH C PyKOBOACTBOM I10 3KCIJIyaTallkH.
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Oyenka
3/1eKMpOMaAzHUMHOL
coemecmumocmu
pa6oyezo

yuacmka

ComtacHo nyHKTY 5.2 cranaapTta IEC 60974-9,

[lepes; yCTAaHOBKOH CBapO4YHOrO M peXyIlero 060pyJOBaHUs YIOJHOMOYEHHOE JIMLO

npeanpusTUs ¥/ WM 1N0JIb30BaTeJb AOJDKHBI NPOM3BECTH OCMOTP y4yacTKa Ha HNpeaMeT

BO3MOXHBIX 3JIeKTPOMarHUTHBIX [IOMeX Ha NpHJlerarmieil Tepputopruu. Heo6xoanmo o6paTuTh

BHUMaHHe Ha CJIeJjyIol{ie BOIIPOCHI:

a) HaJMuue APYrux KabeJsiel MUTaHuUs, Kabesiel ynpaB/aeHUs], CATHAJIbHBIX U TesleOHHBIX
KabeJiel cBepXy, CHU3Y U PsAJJOM CO CBAPOYHBIM alllapaToM U 060py/J0BaHHEM;

b) Hasnuue pasuo- U TeJIeBUSHOHHBIX I€PeaTYUKOB U IPUEMHUKOB;

C) HaJInYre KOMIIbIOTEPHOr'0 U UHOTO OﬁOpyﬁLOBaHI/lH, UCIIOJIb3YEMOT0 /111 yIIpaBJIEHUS;

d) Ha/M4YMe KPUTHYECKOTO 060py/j0BaHHe /I 0GecriedeHUs] 6e30MacCHOCTH, HalpuMep JJis
3alLIKTh] IPOMBIIIJIEHHOTO 060PYAOBAHUS;

€) Ha/iM4YMe MeJUIMHCKUX annapaToB (HanpuMmep, KapAUOCTUMYJISITOPOB U CIyXOBBIX
annapaToB), UCIOJIb3yeMbIX HaceJeHHeM Ha NpHJleralolleil TeppuTOpHy;

f) Hasmuue 060pPYAOBaHMS, UCIIOJIb3yEMOrO st U3MEPEHUs WU KaTMGPOBKY;

£) HEeBOCIIPUHUMUYHBOCTb MHOTO 060PY/I0BaHUsl, HAXO/AILErocs Ha NpuJeraiolied TeppuTOPUH.
[Tos1b30BaTe b JOKEH y6eJUThCS, ITO HHOe 060py/[0BaHHe, UCIIO/Ib3yeMOe Ha IpHJIeralei
TEPPUTOPUHY, SIBJISIETCS COBMECTUMBIM. ITO MOXKeET OTPeGOBATD JONOJHUTENbHBIX MEP
3alUThI;

h) 'paHuUIBI paccMaTpPHBaeMOro y4acTKa MOTYT 6bITh pacIIMpPeHbI B COOTBETCTBUH C Pa3MepaMu
npujeramolled TepPUTOPUH, KOHCTPYKLMeH 3JaHMH U UHBIMU Pa60TaMH, BbIIOJIHSAE€MbIMU
B3/1aHUH, Cy‘—léTOM BpEeMEeHH, B TeYeHHW e KOTOPOro npejnoJiaraeTcd Npou3BoAUTh CBAPOYHbIEe
WJIM MHBIE PaGOTHI B TeUeHHeE JHA.

B JonosHeHHe K OLieHKe y4acTKa TaKKe MOXET IO0TpeGOBaThbCs OLEHKA MECT YCTaHOBKU

YCTPOMCTB € Lesbl0 YCTPaHEHHs HapylIalolero COBMECTHMOCTb Bo3jeilcTBus. Ilpu

HEeoGX0JUMOCTH, [/ TOATBepKAeHHA 3G PeKTUBHOCTH Mep M0 CHIKEHHUIO BO3JeHCTBHUSA TaKxkKe

MOXKHO IPOBeCTH u3MepeHus Ha Mecte. (Mctounuk: MIK 60974-9).

Memodwi cHudtceHus1
nomex

DA

. yCTpOl‘/JICTBO AOJIKHO ObITh NOAKJIDYEHO K UCTOYHUKY MMUTAHWA KOMIIETEHTHbIM
CMeNMajucTOM B COOTBETCTBHHM C PeKOMeHJalusAMH. [Ipy BOSHUKHOBEHUH TIOMeX MOTYT
HPUMEHSATBCA JONOJHUTENbHbIE MEPbI, TAKHe KaK GUIbTPALUS CETH. DJIEKTPONUTAHUE
060pyZ0BaHUS JIJIst yTOBOM CBapKa / pe3ka ¢ GUKCHPOBAHHBIM KpeIJIeHUEM JJ0JDKHO
OCyILIeCTBJIATHCA MMPH MOMOIIM KabeJisl, IPOJIOKEHHOT0 Yepe3 MeTa/UIMYeCKyIo TPyGy WIn
SKBHBAJIEHTHOT0 3KPAaHUPOBAHHOTO Kabesisl. Heo6Xo4uMO MOAKIIIOYUTb 3KpaH U KOPIyC
HUCTOYHHKA MMUTAHHWSA, U MEXY 3TUMHU IBYMS KOHCTPYKIUAMU JOJIKEH 6bITh 06ecIeYeH
XOPOUIMH 3JIeKTPUYECKUH KOHTAKT.

Heo6xo1Mo BBINOJHATE PEKOMEH/lyeMoe IJIaHOBOe 06C/TyKMBaHHe ycTpoiicTBa. [Ipu
3KCIJIyaTalMK YCTPOMCTBA JOJKHBI 6bITh 3aKPbIThI /UM 3allepThl BCe KPBILIKK KOpIIyca
o6opy/i0BaHKs. Be3 nucbMeHHOro paspelleHHs NPOU3BOAMTE/IA B YCTPOHCTBO 3anpeniaeTcs
BHOCHUTb KaKHe-JT160 U3MeHeHHs U1 MOANHUKALUH, OTJIMYHbIE OT CTAHAAPTHBIX HACTPOEK.
B NPOTHUBHOM CJiy4ae BCA OTBETCTBEHHOCTb 3a Kakue-a1u60o MmocseiCTBUA BO3J1araeTcd Ha
oJIb30BaTeIs.

CBapo4HbIe KaGe/ JJO/DKHBI 6bITh MAKCUMa/IbHO KOPOTKUMHU. Kabesu 10/KHBI BEIXOAUTD U3
rnoJsia pa6oyero yyactka 60k o 60k. HamMaTbiBaHMe CBAPOYHBIX KabeJsiel 3anpelieHo.

Bo BpeMs cBapKH / pe3KH B 060py/J0BaHUHU FreHepUpPyeTCsl MarHUTHOE MoJie. ITO MOXKeT
HPUBECTH K IPUTATUBAHUIO 0G0PYAOBAHUEM META/UINYECKUX IIPe/IMETOB.

Jlist mpefloTBpalleHusl 3TOro yoeJuTech B pasMellleHUH MeTa/lJIM4eCKUX MaTepuasioB Ha
6e30MacHOM PacCTOSTHUM WJIM B HaZEKHON PUKCcalM TaKMX MaTepHasioB. OnmepaTop JomKeH
GBbITh U30JJMPOBAH OT BCEX TAKHUX B3aHUMOCBsA3aHHBIX MeTAa/UINYECKUX MaTepUaIOB.
BcaydaeoTcyTcTBHs 3a3eMJIeHHs1 00pabaThIBAEMOr0 06'beKTa UJIU U3/1eJHsl, 110 COOBpaXKeHUAM
3/IEKTPUYECKOH 6e30MacHOCTH UJIM B CBSI3M C ero rabapUTHBIMU Pa3MepaMH U MOJI0KeHHeM
(HanpuMep, IpY U3rOTOBJIEHUH KOPITyca Cy/{HA UM CTaJIbHOM KOHCTPYKLMH), HOAK/II0YeHUe
Mex/ly 06pabaTbiBaeMbIM 00bEKTOM UJIM U3/|€JIMEM U 3eMJIEH B HEKOTOPBIX C/1yyasix MOXKeT
CHU3HTB BBIGPOCH], 1 HEOOXOANMO IOMHHUTE, YTO 3a3eMJIeHHe 06pabaTbIBaeMOro 06beKTa HJIH
M3/1eJIUsI MOXKET IPUBECTH K TeJIeCHBIM IOBPEX/eHUAM 110J1b30BATEJIs] HJIM HEUCIIPABHOCTAM
HHOTO 3/IEKTPHYECKOTr0 060PYA0BAHUS, HAXOASILIIErocsl Ha NIpHJleraoleil TeppuTOpUn.

IIpu HEO6XOMMOCTH, 3a3eMJIeHHe 06pabaThIBAEMOro 06'beKTa UM U3/e/IMs MOXKET GbITh
BBINOJTHEHO MPSIMBIM CIIOCOGOM, HO B HEKOTOPBIX CTPaHaX, B KOTOPBIX IPSIMOe 3a3eMJIEHHe
3amnpeleHo, MoJK/IIYeHHe MOXeT O6bITh CO3/JaHO MPU IOMOLM COOTBETCTBYIOLUX
3/IeMeHTOB €MKOCTH B COOTBETCTBUH C MECTHBIMH HOPMaMH U PaBUIaMH.

JKpaHUPOBaHHeE U 3allMTa APYTHX YCTPOHCTB U KaGeslel Ha paGo4eM yyacTKe MOXKeT
MpeZloTBPaTUTh BO3HHKHOBEHHE BO3/IeCTBUH, HApYIIAIOLIUX COBMECTUMOCTb. [lyist
HEKOTOPBIX C/IydaeB MOXeT pacCMaTPHBAThLCA M0JHOe SKpaHHPOBaHUeE yyacTKa

CBapKH / pe3KH.
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Jlyzo0eas ceapka
Modicem co3dasamsv

/1eKmpoMazHumHoe
nose (IMF)

J/IeKTPUYECKHH TOK, NPOXOJAIMH dYepe3 KaKOH-TM60 IPOBOAHHUK, CO3JAET JIOKAJbHBIE
3/IeKTpUYeCKUe U MarHUTHble noJs (AMII). Bce cBapuiMKy JOIKHBI IPUMEHSITh CIeAyOle
MpoLeypbI C IleJIbI0 MUHUMHU3AL MK pUcKa Bo3aendcTBUsA IMIT oT cBapodHOi Lenu:

o /1 yMeHblIeHUA MarHUTHOTO MOJISl CBAPOYHbIe KabeJH 0/KHBI ObITh 06'beIMHEHB] U KaK
MO>KHO G0JIee Ha/leXKHO 3aKpeIlIeHbI C TOMOIbI0 KPENEXHbIX MATEPHUA/IOB (JIEHTBI,
KabeJIbHbIe CTAKKH U T.IL).

TeJ1o ¥ roJI0Ba CBapIIMKa/paGoyero A0KHBI HAXOAUTHCSA KaK MOXHO Jla/ibllle OT CBAPOYHOTO
annapara 1 kabeJsen.

CBapO‘{HbIe U 3JIEKTpHUYEeCKUue KabeJii HU B KOeM CJly4qae HeJ1b3d HaMaTbIBaTh Ha KOPIYC
ammapara.

TeJ1o cBaplIMKa He J0JDKHO HAXOAUThCS MEXAY CBAPOUHBIMU KabessiMu. 06a CBapOYHbIX
KabeJist JOJKHBI HAXOUThCS BJJa/IM OT TeJIa CBApIMKa, PAZOM APYT C JPYroM.

OGpaTHbBIN Kabesb 10/KEH ObITh MOJKJI0UEH K 06pabaThiBaeMOMY 00'bEKTY UK U3/IeJIHI0
MaKCHMaJIbHO 6JIM3KO K Y4aCTKy CBapKHU / Pe3KH.

3anpeuaeTcst OMUPAThCsl, CAAUTHCS HAa UCTOYHMK MUTAHHs CBAPOYHOrO ammapara, a Takxe
pa6oTaTh B HENOCPe/[CTBEHHOH 6IM30CTH K HEMY.

3anpelaeTcst IPOU3BOAUTD CBAPKHU / PE3KH BO BpeMsi lepeMellleHHs YCTPOHCTBA OAAYU
CBapO'—lHOﬂ NPOBOJIOKH UJIM UCTOYHHUKA IMTAHWUSA CBAPOYHOTO arrapaTa.

IMII Takxe MOXeT HapyllaTb PaboTy MeJUIMHCKUX HMIUIAHTATOB (KapAHOCTHMYIATOPBI
U TIL). B Buay sToro Asis sojel ¢ MeJULMHCKUMU MMILIAHTATaMU JOJKHBI 6bITh HPUHSATBHI
OT/e/IbHble Mepbl NMPeAoCTOPOXKHOCTH. HampuMep, BBeJileHHe OrpaHUYeHUH Ha JOCTyn JJs
nepeceKamIUX JJOPOTY JoJiel, a TaKxkKe OlleHKa MHAMBUAYaJbHBIX PHUCKOA /IS CBApIIHKOB.
OLieHKa PUCKOB U Bblla4a peKOMeHAALUH /IS T0JIb30BaTesel ¢ MeJULIUHCKUMHU UMILIAaHTaTaMU
AOJIKHA BBINOJHATHCA MEJUIITMHCKUM pa60THl/IKOM.

3awyjuma

Ol

* He nojBepraiiTe 060pyjoBaHUe BO3/IeHCTBUIO JOXK /s, U36eraiTe nonajaHus Ha
060pyj0BaHKe 6PBI3T BOABI UM 1apa MO/ JAaBJIE€HUEM.

me

@f

* BriGepuTe MeTO/ CBapKa / pe3Ka U CBapOYHbBIH anmnapaT, COOTBETCTBYIOIUI
3aNJJaHUPOBAHHBIM CBapPOYHBIM PaboTaM.

YcTaHOBHTE NapaMeTpbl CBAPOYHOIO TOKA U/HUJIM HAIPSKEHUsl, COOTBETCTBYIOLINE
MaTepHaJy, ojJjiexalleMy CBapKM / pe3KH, a TaKKe ero TOJIIIMHE.

I[Ipu AUTEIBHOM NTPOCTOE CBAPOYHOT0 060PY/I0BAHHS BBIKJIIOYUTE 060py/J0BaHHE MOC/IE ero
OXJIXK/eHUs BeHTHIsATOpoM. Haltle o6opysoBaHye (Halla IpoAyKLIus),

OCHal.LLéHHOE BEHTUJIATOPOM C MHTEJIJIEKTYaJIbHBIM YIIpaBJI€HUEM, OTK/II0OYaeTCA
aBTOMAaTHYECKH.

IIpoyedypa ymuauzayuu
omxodos

¢ ITO yCTPOMICTBO He SABJISAETCS GBITOBBIM MYCOPOM. Y TUJIM3aLlUs YCTPOHCTBA JO/DKHA
OCYLIeCTBJISIThCS B paMKax HallMOHA/IbHOT'0 3aKOHOJaTeIbCTBA B COOTBETCTBUH C JUPEKTUBOM
EBpomneiickoro Coro3a.

[ony4nTte nHGOPMaNHUIO 06 yTUIM3AL UK OTXO/0B BAIIET0 UCI0Ib30BaHHOI'0 0GOPYAOBAHUSA Y
Balllero Jujiepa ¥ KOMIETeHTHBIX JIULL.

www.magmaweld.com
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36 TexHuyeckasa uHGopmanus monoMIG 200ik

% TEXHUYECKAS HH®OPMAIIUA
. 1.1 O6uwee onucaHue

monoMIG 200ik — 3To opHOda3HBIA KOMNAKTHBLIMA anmapat jajas cBapku MIG/MAG ¢ uHBepTOpHOH
CTPYKTYpOMH, cHeluasbHO pa3paGoTaHHbIM [JIl HCIOJIb30BaHUsS NPU PEMOHTE IJIOTHBIX TOHKHX
MeTa/u10B. Ha 3TOM anmmapaTe MOXXHO CBapMBaThb JIIOGOH THUI MeTasljla IPU YCJIOBHUU HCIOJIb30BAHUSA
MOAXOASAIEeN CBApOYHOM NPOBOJIOKM M 3allUTHOro rasa. CBapkKa HeJIErMPOBAHHBIX CTaJled MOXET
BBINOJIHATBCSA C MaJIbIM pa3bpbI3arMBaHUEM U CTa6UIbHON Jyroi faxe B cpejie COz, uMeeT 2-pOJTMKOBBIH
MeXaHHM3M M0/1a4M MPOBOJIOKU. MalIMHA OXJIaXK/JaeTCsl BEHTUJISTOPOM M MMeeT TEIJIOBYIO 3alUTy OT
neperpesa.

. 1.2 Komnaekmyrouwjue ceapo4Ho20 annapama

PucyHok 1 : monoMIG 200ik

1- UHAMKaTOp CKOPOCTH CBAPOYHOTr0 TOKA 10- Kabesb cBapoyHOTro cToJ16a

2- UupukaTop Habopa/ucTOYHUKA HanpshkeHus: 11- Bxox rasa

3- [loaxoyeHUe Kabesisi TOPesKU 12- [lepekJitoyaTesib BKJIIOYEHUS /BbIKIIOYEHUS

4- CoejMHeHMe WINYJIBHOTO NUCTOJIeTa 13- Bxoj JUCTAHIIMOHHOTO YIIpaBJeHUs

5- [IoBOPOTHOE KOJIECO C TOPMO30M 14- CeTeBoll KabeJsib

6- Pyuka 15- Bxoz mpoBo/ia KAHUCTPHI

7- KHOIIKa peryJIMpoBKH CKOPOCTH NPOBOJIOKK  16- PUKCHpOBaHHOE KOJIECO

8- KHonKa peryJMpoBKH Hallps>)KeHUs 17- Ilnatdpopma AJ1s1 TepeBO3KH ra3oBbIX 6a/IJOHOB
9- [o1toCHBIE PO3ETKHU 18- [loBOpOTHOE KOJIECO
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. 1.3 3mukemka npodykma

- - - =EHZ-CDE= OpnHodazHbid TpaHchopmaTop -
MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. BBINPAMUTEID
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE |:
TOpU30HTA/IbHAS XapaKTEPUCTHKA
MONOMIG 200ik SeriNo :
' I j MMA - CBapka
1~ E % (.) E = EN 60974-1 / EN 60974-10 / Class A DD CeTeRoii BXD\E{-l-CI)aBHbIﬁ
30A / 15.5V - 200 / 24V NEPENCHHRIM TOK
g X 16% 60% 100% E MpurozieH Jyist paboThl B ONACHBIX
— U.=52v 12 200A 103A 80A YCI0BHAX
° U2 24V 19.2V 18V X Pa6ouuii MK
| I 37.4A | 16.6A | 12.5A
S 8.6kVA | 3.8kVA | 2.9kVA Uo HanpspkeHne pa6oTb 6e3 Harpysku
DD U,=230V L= 37.4A L= 15A U1 HanpspkeHue 1 yacToTa ceTu
1~(50-60Hz)
H
G r2ns Ce vl

I HomuHasibHOE noTpe6ieHue
TOKa CETH
I2 HoMuHa/IbHBIN CBapOYHBIN TOK
S1 [oTpe6sieMast MOLIIHOCTD CETH
1P21S KJIacC 3alUThI
PaGoyunii (UK
Temneparypa (°C)
r s
Bpewmsi (MUH.)
6 MHH. 4 MMH. 6 MHH. 4 MMH. 6 MUH. 4 MMH.

CorsacHo craHgapty EN 60974-1, npoJio/KUTENbHOCTh paboyero LMK/a BKJIKOYAET nepuoj BpeMeHH 10
MuHYT. Hanpumep, eciiv MauuHa, ykazaHHas Kak 250A npu% 60, go/mkHa pa6oTaTh npu 250A, MamyHa
MOJKET BBITNIOJIHATB CBApKy / pe3Ky 6e3 mepepbiBa B nepBble 6 MUHYT U3 10-MHUHYTHOTrO neproja (3oHa 1).
OpHako caefytouye /st oxJ1aXKAeHUs] MalllMHbl HE0OXO0AMMO 4 MUHYTBI TPOCTOs (30Ha 2).

www.magmaweld.com USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU




38 TexHuyeckas uHGopmanus monoMIG 200ik

. 1.4 TexHu4ecKue xapaKkmepucmuku

TEXHUYECKHE XAPAKTEPUCTHKH Epn. u3m. monoMIG 200ik
CeTeBoe HanpsbkeHnue (1 ¢pasa - 50-60 I'n) B 230
Cujia TOKa ceTH kBA 8.6
/luanasoH peryjiMpoBKH CBAPOYHOI'0 TOKA A noct.ToKa 30-200
HoMuHa/NbHBIN CBapOYHBIN TOK A noct.ToKa 200 (%16)
MakcuMapHOe HanpsKeHKe X0JI0CTOr0 X0/ B nocr.Toka 52
Pasmepsr ([Ix111xB) MM 888 x455x 870

Bec KI' 48

Kuacc 3amuThl IP 21S

. 1.5 Akceccyapewl

CTAHJIAPTHBIE AKCECCYAPbBI KO0JI-BO monoMIG 200ik
3akUM U KabeJsib 3a3eMJIeHUs 1 7905212503 (25 mm? - 3 m)

l'a30BbIi 1L1AaHT 1 7907000002

JONMO/IHUTE/IbHBIE AKCECCYAPBI KOJI-BO monoMIG 200ik
Lava MIG 25 (3 M) c BO3iylIHbIM OXJIaXKAeHueM ropejku MIG 1 7120020003
Perynarop rasa (CO2) 1 7020001005
l'azoBblii PerynsaTop (Cmech) 1 7020001004
Harpeatesb CO2 (24 B) 1 7020009003
[TucToseT ¢ KaTyKO1 1 7121018006
Ha6op npuHaanexHoctel aas MIG/MAG CO,* 1 7920000521
Ha6op npunaanexunocreit MIG/MAG Mix / Argon* 1 7920000525

* Heo6x0MMO yKa3aThb [P 3aKase.
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'x MH®OPMAIIUA 10 YCTAHOBKE U HACTPOHKE

. 2.1 Konmpoabs docmasku

Y6enuTech, 4TO BMeCTe CO CBAPOYHBIM allllapaToOM JOCTaBJEHbI BCe 3aKasaHHble MaTepuasnbl. B ciydae
OTCYTCTBUS WIH NOBPEX/EeHUs KaKoro-JIM60 MaTepHasa, HeMe/lJIEeHHO CBSDKUTECh ¢ KOMIIAaHUEH, y KOTOpOoH
ObLI MPUOGPETEH CBAPOYHBIH anmapar.

B cTansapTHON KOpO6Ke HAXOAATCS:

» OcHOBHas1 MalllMHa U MOAKJIIOYEHHBIN K HeH ceTeBOH Kabesib e [apaHTHUHHBINA cepTHUKAT

e 3azeMJIsIIOLIME KJIEIH U Kabeb e ['u/1 moJib30BaTeIs1

e [a30BbI{ LJTAHT o CBapoyHasi NPOBOJIOKA

B cnyyae ecu Bo BpeMsl HoJIyuyeHHUsl ammapaTa OyAyT BbIABJIEHbl NOBPEXAEHHUS, COCTaBbTe MPOTOKOJI
u cororpadupyiite nospexeHus. IIpunoxure nmpoTokosa u ¢ororpaduu K GOTOKONMH HAKIALZHOU U
M3BECTUTe TPAHCIOPTHYIO KOMIIAHUIO. B cilydae oTCyTCTBUS OTBeTa Ha Ballle o6palljeHHe B TPAaHCIOPTHYIO
KOMITaHHI0, 06PaTUTECh B CIYXKOY MO/AEPXKKH KJIHEHTOB.

. Cumeovl u 0603Ha‘leHllﬂ,yCmaHOG./leHHble Ha ceapo4YHoM annapame

l'[pouecc CBapKH NIpeACTaBJIAeT OIIaCHOCTD /1 YeJIOBEKa U OKPYXKAUUX ITpeJMETOB. BoinosiHeHue
? CBapKU AOJIX)KHO OCYIIECTBJATbCA B COOTBETCTBYHOILHX YCJIOBUAX C IPUHATUEM HEO6XOAI/IM]}IX

Mep 6e3onacHOCTH. OTBETCTBEHHOCTb 3a COXpPaHHOCTb W HUCHPABHOCTHL CBAPOYHOIO alIapara,
obecrneyeHue HeOGXOL{l/IMOI‘O OCHallleHWsA BO3JlaraeTcd Ha CIelnuaJIruCTOB. Hpeaynpe,zmTe
HaxoXx/JieHHe MOCTOPOHHUX JIIOL[E]‘;I BOJIM3HU CBapO4HOTO anmapara.

JlaHHBIM CBapoO4YHBbIM anmapaT He cooTBeTcTByeT craHzaapty IEC 61000-3-12. B cayuyae ecau
——1 CBapoyHbIH anmapar OyjeT MOAKIIOYEH K CEeTH HM3KOrO HaNpshKeHWs, UCIOJIb3yeMOro /s
ﬁ 3/IeKTPOCHAGXKEHUST JKUJIbIX IOMEIeHUH, I0/Ib30BaTe/lb HEeCcET IOJIHYI0 OTBETCTBEHHOCTh 3a
#—\,| obGecreuyeHre BBINOJHEHUS PaGOT TOAK/IIOYEHHUS 3JEKTPUYECKUX COeAMHEHWH CBapOYHOTrO
anmnapaTta 3/1eKTPOTeXHUKOM WJ/IM IN0JIb30BaTesleM annapaTa, UMelolUM 3HaHWS M HaBBIKU MO
BONpOCaM NO/K/II0YeHHs] CBApOYHOro annapara.

ByzibTe BHUMaTeJbHbl U CTPOro COGJIOAANTe BCe CUMBOJIBI U NpeAyNnpexJjeHus: 6e30MacHOCTH,
yCTaHOBJIEHHble Ha CBapOYHOM alnapaTe M yKasaHHble B PyKOBOACTBe MO 3KCIIyaTalMH.
3anpeljaeTcsa yAaaaTb STUKETKH, yCTaHOBJICHHbIE HA CBAPOYHOM amnmnapare.

PemléTky npesHasHaueHbl [l OOecle4eHUs BEHTWJIALMM BHYTPEHHUX 4YacTedl CBapO4YHOro
anmnapara. C 1e/bi0 obGecredeHHs] XOPOLIEro OXJIXK/eHHsl, 3alpeliaeTcss 3aKpblBaTh JOCTYN K
OTKPBITBIM YaCTSM allapaTa 1 pa3MellaTb HHOPO/HbIE IPeAMEThI BHYTPb KOPIyca yCTPOHCTBA.

. 2.2 PekomeHdayuu no ycmaHogKe U 3KCh/ayamayuu

e JlogbéM M nepeMellieHHe CBAPOYHOI0 annapaTa JJ0/DKHBI BBITOJHATBCA MyTEM KpeIlJleHUs CTPOINJI 3a
NOABEMHbIE IPOYLIMHbBI UJIM BUJIOYHBIM NOIPY3YHMKOM. 3aNpelaeTcs NoAbEM CBAPOYHOTO annapara
BMecTe C ra30BbIM 6a/;IoHOM. [loMmecTHTe 610K MUTaHUSA Ha TBEPAYIO0, POBHYIO MOBEPXHOCTD 6€3 YKJIOHa,
npejynpexzast najieHue ¥ OlpoKU/ibIBaHHe.

Jlnst oGecrieyeHNs XOPOLIMX pab04MX XapaKTEPUCTHK pa3MeCTHTe CBapOYHBIH annapaT HeMeHee yeMHa 30
CMOT OKpYy»Kalolux npegmeToB.IIpefynpexaaiiTe upeaMepHbIHArpeB, 3aNblIeHHeNYBIXKHEHUE CPeAibl,
B KOTOPOM BBINOJIHAETCS 3KCIIyaTaliisl CBAPOYHOro anmnapara. He BLINOJIHANTE 9KCIIyaTaluIo
CBapOYHOr0 anmapara noj NpsIMbIMH COJIHEUHBIMU JlydaMU. [Ipu paboTe B cpefie ¢ TeMIepaTypoH Bo3ayxa
Bbille 40°C, BBINOJIHANWTE PaboOThI Ha CBAPOYHOM armapare Mpy 60s1ee HUISKOM CBapOYHOM TOKe UJIH TTPH
60Jiee HU3KOM YPOBHE MPOJIO/PKUTENBHOCTH BKJItOYeHus [1B.

Ws6eraiiTe BbINOJHEHNS CBAPOYHBIX pa0OT BHE OMELIEHHH IPH BeTpe Hu foxze. Ec HeobxoanMo
BBINIOJTHEHHE CBAPOYHBIX PAGOT PU TaKKUX MOTOAHBIX YCJIOBUSX, 00ecreybTe 3alUTy CBAPOYHOM 30HBI U
CBapOYHOTrO anmnapara 3aBeCoi U1 TEHTOM.

[Ipu pa3MelleHUH CBApOYHOr0 annapaTa yoeJuTech, YTO TaKMeMaTepuaslbl, KaK CTeHB, IITOPHI, TaHeIH He
NPensATCTBYIOT AErKoMy J0CTyTy K opraHaM ynpasJieHusl U COe/IHHEHUAM CBapOYHOTO annapara.
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e Eciin CBapKa BbINOJJIHAETCA BHYTPU IIOMEILIEeHH, 06ecneqb're AOCTATOYHYIO CUCTEMY BBITAXKH CBAPO4YHOI 0O
JbIMa.llpy BBINOJIHEHUH CBapKH B 3aKPbITBHIX IOMELIEHHUSIX, B CBSI3U C PUCKOMB/IbIXaHHsI CBAPOYHOTO AbIMa
Y ra30B, UCMOJIb3YHTE peciMpaTOPHbIE CHCTEMBI.

 Co6uirofiaiiTe ypoBeHb MPOLOIKUTENBHOCTH BK/II0oYeHus [1 B cBapouHOro annapara, ykasaHHOT0 Ha
3aBO/ICKOM Tab/IM4Ke yCTpoHCcTBa. YacToe MpeBbilIeHHe BpeMeHH paGoThl 10/ Harpy3Koi MOXeT CTaTh
NPUYMHON NOBPEXK/JEHHs CBAPOYHOI0 alapaTa U aHHYJIMPOBAHUsI TApAaHTUIHOTO CpoKa.

e Vcriosib3yiiTe Kabesib 3JIeKTPONUTAHUS, COOTBETCTBYHOLIME YKAa3aHHBIM lTapaMeTpaM IpeJoXpaHUTe .

« [lofKJII0UNTE 3a3eMJISIOIMI Kabeslb KaK MOXKHO GJIHKe K 30He CBapku. He fonyckaiTe, YT06bI CBAPOUHBIHI
TOK MPOXOAHMJI IOMHUMO CBapOYHbBIX KabeJsiel o 060pyj0BaHHI0, HAIPUMep, HENOCPeACTBEHHO M0
CBapOYHOMY alapaTy, ra30BOMY GaJIJIOHY, LeNH, MOAIIUITHUKY.

¢ [locjie ycTaHOBKY a30BOr0 6a/IJIOHA HA CBAPOYHOM allapaTe, HeMe/JIeHHO YyCTaHOBUTeE Lielb U
3aduKcUpyiTe ra3oBbli 6a/yI0H. Eciv ra3oBbli 6ajyIoH He 6YAET yCTaHABIMBAThHCS HAa CBAPOYHOM
annapare, 3apUKCUPYHTE ra30Bbli 6aJIJIOH LIENbIO K CTEHE.

 JJIeKTpUYecKasl po3€eTKa Ha 3a/jHell aHe/IM CBApOYHOTro annapaTa npeJHa3HaueHa JJisi HoZorpeBaTeJIst
COz. PozeTka npesiHazHayeHa TOJIBKO /15 o coeAnHeHus nogorpeBaTes COz. 3anpeliaeTcs
MOACOEeJUHSATD K po3eTKe AJ1s1 nogorpesaTesisi COz jito6ble Apyrue yCTporcTBa !

. 2.3 PecypcHble ccblIKU

M 2.3.1 Hodkaouenue 3a3eMAAI0WUX 3AHCUMOE K NOMIOCHOII po3emKe

e [Ipy cTaHAAPTHOM HCII0JIb30BAHMHU MOJCOEANHNTE 3AXKMMbI 1JIs1 3a3€MJIEHHUST K OTPULIATETBHOMY MOJIIOCY
(-), a kabes1b CBAPOYHOTO MOJIIOCA K [TOJIOXKUTENBHOMY (+) IOJI0CHOMY pasbeMy.

» HekoTopble THIIbI TPOBO/OB IPUBAPUBAIOTCS K OTPULIATENBLHOMY [0JIIOCY. B TaKMX C/1y4asix MOACOeJMHUTE
KJIELLH JI/Is] 3a3eMJIEHHUS K T10JIOKUTEbHOMY (+) IIOJII0CY, a Kabe/Ib CBAPOYHOrO MOJII0CA K OTPULIATEIbHOMY
(-) moutrocy.

e [[puKpenuTe 3a3eMJISTIOLIME 32)KUMbI K 3aTOTOBKE KaK MOXKHO GJIMKE K MECTY CBapKH.

M 2.3.2 HodkarwyeHue 2az08020 6a110Ha

o Ec/ii BBl coGMpaeTech UCIO0/Ib30BaTh ra30BbIH 6a/lJIOH Ha I1aTdOopMe /15 TePeHOCKH Ta30BbIX 6AJIOHOB
Ha MallliHe, IOMeCTHUTe ra30BblH 6a/JI0H CIo/la U HeMe/lJIeHHO 3aKpeIUTe ero LeMnblo.

o Ecsii BBl He cobupaeTech pa3MelaTh ra30BbIi 6A/JIOH Ha MallKMHe, TPUKPEIHTE ero K CTeHe C MOMOIIbIO
Lemnu.

 Hcmosp3yiiTe peryaTopbl M HarpeBaTesy, COOTBETCTBYIOLIME CTAaHAAPTAM, /s 6€30MacHON PaboThl U
JIOCTH>KeHUS HAaWJIy4IlIHUX pe3y/IbTaToB.

* Y6euTech, YTO MIJITAHTOBOE COeJMHEHHE Ta30BOT0 PETY/IATOPA, KOTOPBIN BbI Oy/ieTe HCI0Ib30BaTh,
MOJIHOCTDBIO BBINOJIHEHO.

» OTKpO#Te BEHTU/Ib ra30BOr0 Ga/lJIOHa, He MPUGJIMKask TOJIOBY U JIMLO K BBITYCKHOMY OTBEPCTHIO BEHTHIISA
6aJlIoHa, U JIEPXKUTE ero OTKPbITHIM B TedeHue 5 ceKyH/I. TakuM 06pa3oM Gy/ieT BbIOPOILEH BO3MOXHBIH
0Ca/loK U rpsi3b.

o Ec1 peAnosiaraeTcsl UCIo/1b30BaTh HarpeBaTtesb CO,, cHauasa nojcoeAMHUTe HarpesaTeb CO,

K razoBoMy 6asoHy. [locsie mozik/ItoueHHs ra30BOTO perysATopa K Harpesatesito CO, MoAK/II0YNTE
HarpeBarTeJib CO, K pa3beMy HarpeBaTeJisi CO, Ha 3a/iHel MaHe U MallKHbI.

o Ecsin HarpeBaTesib CO, He Gy/ieT HCIT0Ib30BAThCH, TOACOEAUHHUTE ra30BbIN PETY/IATOP K ra30BOMY GaJI/IOHY.

o [loAgcoeAHNTe OAMH KOHeL] llIJIaHra 6aJIJIOHa K Fa30BOMY PeryJIiTOpy U 3aTsAHUTe XoMyT. [lofcoeauHuTe
JIpyro¥ KoHel| K BIIyCKHOMY OTBEPCTHIO /I/Ifl ra3a B 3a/iHel YaCTH MallMHbI U 3aTAHUTE rakKy.

¢ OTKpoITe BEHTUJIb [a30BOr0 GaJlJIOHA U Y6eJUTeCh, YTO GAJIJIOH IIOJIOH U HET yTeyeK B FTa30BOM TPAKTe.
Ecim BbI CoIBIIIMTE 3BYK M/WJIH 3al1aX ra3a, CBU/AETEIbCTBYOIINE 00 yTedKe, TPOBEPbTe COeANHEHHS 1
YCTpaHUTe yTeuKy.
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1- llenb
2- PerynaTop rasa

6- TpyOKa LIIaHra
7- Pacxozomep
8- MaHOMeTp

PucyHok 2 : ['a30BbIii 6a/IJIOH - HarpeBaTeJIb —
coeiMHEHH peryasaTopa

3- ['a30BbIH GaIJI0OH
4- KsianaH ra3oBoro 6aJijioHa
5- Kylanas perysmpoBKH pacxoza

9- Harpesaresib CO2
10- dHepreTuyeckuii kKabesb HarpeBaTess CO2

M 2.3.3 Hodzomoeka u nodkaw4eHnue zopeaku

e CoejuHEeHMe TOPEeJIKU BBIIIOJHEHO B €BPOPa3beMHON KOHCTPYKIUH.
COBMECTHM CO BCEMH CTAaHJAPTHBIMH U MINYJIbHBIMY FOPEJIKaMHU
C KOHCTpPYKIMel eBpopa3beMa. HekoTopble THIIBI TPOBOJIOKH
NPUBAPUBAIOTCS K OTPULIATEIBbHOMY MOJII0CY. YTO6GBI UBMEHUTH
MOJIIOC Ballled MalllWHbI, TIOACOeIMHUTE MOJIIOCHBIN Kabesib, UAYLUH
OT nepe/iHel YacTH MaIIKHBL, K COOTBETCTBYIOLIEMY MOJII0CHOMY
pasbeMmy.

PaxesibHas raika

« [lo/COe AUHNTe pesaK K pasbeMy pe3aKa H IJIOTHO 3aTsHuTe raiiky. PHCYHOK 3 : IIoAK/II0ueH e rope/iku

CoesMHeHUe KAaTYIWIKH (pa3beM)

MY/IGTHBIA JBUTATEJIb - - - - - = - = - - = - = - = - - - - = JIMI-16-C07113-02-001 - 7
MYCK NY/IBTA KATYIUKU 1 - - ------ - - - - - - - -- - == JI[I-16-C07113-02-001 - 1
MY/IETHBIA JBUTATEJID + - - - -« - === - - - - - - - == JII-16-C07113-02-001 - 6
MYCK MY/IBTA KATYIDKH 2 - - == - === < - = = = - - - - - == JI[I-16-C07113-02-001 - 2

JIN-16-C07M3-02-001-3 ------------------ == JIlI-16-C07113-02-001 - 4
JIM-16-C07M3-02-001-4 - ----------------- == JIlI-16-C07113-02-001 - 3

* Vcnosib3yiiTe ropesiky, MoAXO IO 11 MOLTHOCTH Balllero
anmnapara v CBapKu, KOTOPYIO Bbl GyieTe MPOU3BOAUT.

* Y6eaUTeCh, YTO JUAMeTPhI CIMPAJIX U KOHTAKTHOTO COILJIa BHYTPH
rOpeJIKK COOTBETCTBYIOT JUAMETPY CBAPOYHOM MPOBOIOKH, KOTOPYIO
BbI Oy/ZleTe UCII0JIb30BaTh. [[pH HEOGXOAMMOCTH 3aMEHHUTE CIIUPAJIb U
KOHTaKTHbIA HAKOHEYHHUK.

* MEHATb ClIUpasib; CHUMUTE COILIO, KOHTAKTHOE COILJIO U MTEPEXOJHHUK
10 TIOPSIJIKY.

* 3aTeM OTBUHTHTE CIIUPAJIbHYIO raiKy Ha CTOPOHE pa3beMa pe3aka
C TIOMOILbIO KJI104a, BbIJBUHBTE Pe3aK NpsIMO U yalIUTe CIIUpaslb
BHYTpPH pesaka.

 BcTaBMB HOBYIO CIMPaJib B pe3ak, YCTaHOBUTE CIUPA/IbHYIO FaiKy U
Ha/Ie)KHO 3aTSHHUTE.

KoHTaKTHBIE HAacaZiKu
Conio ApanTtep

| - - @] -

PucyHok 4 : OTcoeguHeHMe coIlIa
M KOHTaKTHOTO COIL/Ia OT pe3aKa

Tajiika cnupaan

IS > ————

Cnupanb

OS> —————

PucyHOK 5 : CHAATHE M YyCTAaHOBKA KaTyLIKU

www.magmaweld.com
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- . Cpe}KbTe 60}<0pe30M H3JIMIIKHW CIIMPAJIH, BhIXOAIHe U3 TOJIOBKH X A
R Y )¢

TOpEeJIKH, OT TOYKH, I/le 3aKaHUYMBaeTCs ra30pacrpe/ie/inTeb
(mepxaTesib KOHTAKTHOTO COIJIA), KaK I0KA3aHO Ha PUCYHKe HUXKe, 7
YTOGBI He GBLIO 3a30pa MeX/LY CMUPAJIbI0 U KOHTAKTOM. COILJIO. o @
CpenaiiTe 06J1acTh pa3pesa TYNOH U 6€3 3ayCeHEB MyTeM GPUThS.

PucyHOK 6 : Paspe3aHue npoao/iKeHus Ciipaiu
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‘X WH®OPMAILUA 10 IKCIIVIYATALIUA

. 3.1 Humepdeiic nos1b308amens

ceAld

o3 '/’-\\ 110 150 190
CO2 0,6
5 3 W | "
A N 4 100 140 180
k11

_8_ Mix 0,8
6 ',’-\\ 98 1310’0 17-0-
al |, \*)) A@@

8 12 16

@ magmaweld Monomig 200ik

Pery/iMpoBoYHbI€ FOPIIKH
1-2 | OH ucnoJsib3yeTcd /il yCTAHOBKH 3HAaYeHUH CKOPOCTH MPOBOJIOKU M HANPXKEeHUs JJ/14 sKeJlaeMOr
CBapKH.

Ilnpposas naHe b
3-4 | OH noka3bIBaeT YMCJI0BOE 3HaUeHHe BbIGPAHHOr0 IapaMeTpa CBapKH, TOK U HAIPsDKEHHE BO BpeMsl
CBapKH, CKOPOCTB X0JIOCTOTO X0/ia IPOBOJIOKHU U 33/laHHOE 3HaYeHHe HaNPsHKeHHUs.

IMoaMeHI0

YT06BI ONpeieIMTh BpeMs TapaMeTpa CBapKH,

5 Pre 0,0/10,0 cex BpeMsi npeiBapUTENIbHOTO rasa Brn 0,0/100 mc Bpewmsi oTkura

Pos 0.0/10.0 cek. Bpemst mozauu rasa Ton 0,2/20,0 cex. AKTHBHO€e BpeMsI CIIOTa
Tof 0,2/20,0 cex [laccBHasi MPOAOIKUTENBHOCTD 3aiHEH 60K

Crt On/Off KpaTep akTHBEeH WJ/IM TaCCHBEH NTPUBBIK BXOAUTD B I10JIOXKEHHUE.

KHonku HacTpolKM NOAMEHI0

6-7
HcrnonpsyeTcsa 14 yBelMueHUs U yMeHbIIeHNUs BpeMeHHU B BHIGPAHHOM MEHIO.
KHomnka BbIGOpa pekMMa noAa4y rasa
8 Bei6upaeT ras, KOTOpbIH Gy/ieT UCI0/Ib30BaThCA TPU CBapKe.

CBeToauoj 9, korja Bei6paH ras Ar, ceetoauof 10, koraa BeiopaH ra3 Mix, u ceetoauoz 11, korja
BbIOpaH ras CO2.

KHomnka BbIGOpa TO/IIIUHBI NPOBOJIOKHU
12 | [nsa npoBoja ToarHo# 1,0 3aropaetcs cBetoanoz 13, 1 npoBoa TouHoi 0,8 - cBeToAMo,
14, nns npoBoza TosuHoM 0,6 - 3aropaetcs cBetToguos 15.

KHonka BbIGOpa pexxuMa Tpurrepa

OH ucroJb3yeTcs JJis1 BbI60pa OAHOTO U3 PEXXUMOB 2-TI03UIMOHHOTO, 4-I03UIIMOHHOT0 U

16 | nosioxkeHus 3aHel 6a6ku. CBeToguoz 19 npu BeIGOpE 2-TI03ULMOHHOTO N0JI0XKEHHUs], CBETOANO/,
18 npu BbIGOPE 4-MO3ULMOHHOI0 MOJIOXKEHHUS, CBeTOANO, 17 npu BbIGOPE MOJIOKEHUS 3a/{HeN

6abKu 3aropaeTcs.
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. 3.2 Cmpykmypa meH1o

BkJ1toueHHbIE U BBIKJIIOUEHHbIE COCTOSIHUS Cl)yl-[}(ul/lﬁ B COOTBETCTBUMU C PEKHUMAMHU YKa3aHbI B Ta6ﬂ1/1ue HHXKe.

| arametre ]} beger Arabgs | Fabrika svan |2 Komumu wiG |+ omumu wiG []—puniavic

On Gaz Siiresi 0-10sn. 1sn. v v v v v v

Akim Skalasi 30-200A 30-200A v v v v v v

Ust Akim 200 A 200A v v v v v v

Alt AKim 30A 30A v v v v v v

Son Gaz Siiresi 0-10sn. 1sn. v v v v v v

Geri Yanma Siiresi 0-100 0-1sn. v v v v v v

Punta Aktif Siiresi 0.2 -20 sn. 1sn. v v

Punta Pasif Siiresi 0.2-20sn. 1sn. v v

. 3.3 llodkaroueHue k cemu

Y6enuTech, 4TO NepeK/IrYaTe/ b
BKJI}O‘{eHHH/BbIKJl}O‘{eHPIH HaXoJUTCA B
oJI0XKeHUU «0» NPy BKJIIOYEHHUHU €T0 B
PpO3eTKy.

Ilepes noAK/I04eHNEM MALIKHBI K CETH
poBepbTe HanpsbkeHue cetw [230 B
HepeMeHHOro TOKa].

. 3aHyCTl/lTe MalIWHY C TOMOIIBIO BBIK/JIKOYATEA.
e YcsiblaB LIYM BEHTUJIATOPA U 3aropeBLIyI0CHd JIAMIIOYKY CETEBOI'0 MUTAHUA, BBIKJIDYHUTE MalllMHYy, CHOBa
TMOBEPHYB BBIKJ/IIO4YATeJIb B IIOJIOXKEHH e «0».

. 3.4 Bvl60p u 3aMeHa KamyuwKu noda4yu npog8o10Ku

¢ OTKpOHTE KPBILIKY CeKI[UH 0441 IPOBOJIOKHU. BBl yBUIUTE 2-X POJIUKOBYIO CUCTEMY NOAAYH IPOBOJIOKH.

1- IBuraresb

2- eBpPOKOHHEKTOP

3- Pplyar Npy>KMMHOTO POJIMKa

4- [leqaTHbIE KaTYLIKH

5- KaTymiku 415 noAa4y NpoBOJIOKU
6- BuHTbI posikoB TS

PucyHok 7 : CuctemMa nosa4u nNpoBOJIOKH

¢ Mcrosib3yiiTe posIMKY MOAAYM MPOBOJIOKH, TOAXOASALIME /I MaTepyasa U HaMeTpa CBapO4HON
MIPOBOJIOKH, KOTOPYIO BbI 6y/leTe UCN0JIb30BaTh. MCII0/Ib3yiTe POJIMKY MT0JJa4uU POBOJIOKU € V-00pa3HoOi
KaHaBKOU JIJIs1 CTAJIM U HepXKaBelolllel CTasly, ¢ 3y64aToi V-06pa3Hoii KaHaBKOM JJIs1 TOPOLIKOBOH
MPOBOJIOKH U ¢ U-00pa3HOU KaHABKOH JIJIs1 aIFOMUHUS.

e Ecsiu BaM HY»XHO 3aMeHHUTb POJIMKH MO/Ja4¥ IPOBOJIOKH, TOTSIHUTE PyYKY IPMXXUMHOTO POJIMKA Ha ce0st
W NOAHVMMHTE NPUXKWMHBbIE DOJIMKH, 3aT€M OTBUHTUTE POJIMKHU ITOAAYU ITPOBOJIOKA U CHUMHUTE UMeEKInuecd
POJIMIKH.

0.8mm.

06e CTOPOHBI KaTyllIeK MapKUPOBaHbI B COOTBETCTBUU C AUAMETPOM NIPOBOJIOKH, B KOTOpOﬁ
OHH HUCIOJIb3YOTCA. BcraBbTe KaTyLIKH BO (l)JIaHel.l CO 3HAa4YE€HHUEM JUaMeTpa NPOBOJIOKH HA
CTOpOHE, 06pamel—moifl K BaM. IOMeCTUTE 3TO.
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« [locsie pa3MelleHst POJIMKOB, KOTOPbIE Bbl Gy/leTe HCII0/Ib30BaTh, CHOBA 3aKPYTUTE BUHTDI, OMYCTHTE
HNPWKUMHBIE POJIMKHU U OAHUMHUTE phlYar MPHKUMHOTO POJIMKA, YTOOBI 3apUKCUPOBATD €ro Ha
MPWKUMHBIX POJIUKAX.

PucyHok 8 : CHATHe POJIUKOB PucyHok 9 : PasmelnieHue poJIMKOB
NMoja4M NPOBOJIOKH NMo/a4M NPOBOJIOKH

. 3.5 YemaHoeka npogo.104HOIl KamywKu u NpoK/1adKa npogo10Ku

¢ OTKpYTHTE BUHT CHCTEMBI TPAHCIIOPTHPOBKH TPOBOJIOKHU. BCTaBbTe KaTYIIKY CBAPOYHON MPOBOJIOKH B
IIMHWH/EJb CUCTEMBI TOIa4X IPOBOJIOKH U CHOBA 3aTSIHUTE BUHT.

CIMIIKOM CHJIbHOE 3aTATMBaHME BHHTA CUCTEMBI IOAAYHU
NMPOBOJIOKM NPENATCTBYeT MNojade TIPOBOJIOKM U MOXKeET
NPUBECTH K HEHMCIIPABHOCTH. C APYTroii CTOPOHBI, HEJOCTAaTOYHOE
| 3aTArMBaHMe BMHTA MOXKET MPHMBECTH K TOMY, YTO KOpP3HHa
JJ1s IPOBOJIOKH ONYyCTeeT M NepeMellaeTcsl Yyepe3 HEKOTopoe
BpeMs, KOrja nojavya npoBoJIOKH GYAeT ocTaHoBJ/IeHa. [loaTomy
3aKpy4uBa¥iiTe BUHT He CJIMIIKOM TYTO M He CJIMLIKOM CBOGOJHO.

PucyHok 10 : Pa3MelneHHe NPOBOJIOYHOH KaTyIKH

* [loTsIHMTE NPKUMHOH pbIYar Ha poJIMKe MOJja4y IPOBOJIOKH U OIyCTHUTE €T0, T.€. ONIOPOKHUTE NPUKUMHON
POJIHUK.

D .
’} . . yAaJ'H/ITe CBapO4HYIO IPOBOJIOKY M3 MECTAa €€ COeIMHEeHHS B IPOBOJIOYHOH KOP3UHE U
N \ﬁ OTpeXbTe KOHeL| 60KOPe30M, He YIycKasi pyKH.

N

Ecm NPONyCTUTb KOHEIL] NPOBOJIOKH, TO MPOBOJJIOKH MOXKET BBICKOYUTH KaK NPYyXHUHA U
HaBpeAUTb BaM U OKPYXKaKLIUM.
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* He oTnyckasi npoBoJIOKY, IPOBEJUTE ee Yepe3 HaNpaBJIs oLy BBOZA TPOBOJIOKH K POJIMKAM H [0 POJIMKaM
B FOPEJIKY.

PucyHok 11 : [IpoTaruBaHue NpoBOJIOKH K KaTyllIKe

o HaxkMUTe Ha IPUKUMHBIE POJIMKU U IOJHUMUTE NprkiuMHO# pbryar E.

e 3anycTUTe MallKHy, IOBEPHYB NepeK./ioYaTe/ b BKIOYeHHs!/BbIK/I0YeHus B noyoxkeHue «1» B

o HaxxuMaiiTe KypoK /0 TeX Mop, T0Ka IPOBOJIOKA He BbIH/IeT U3 HAKOHEYHHKA FOPEeJIKH, IIPH 3TOM CJIeINTe
3a TeM, YTOObI KaTyIIKa CBAPOYHOM NPOBOJIOKHU Bpallajach Jierko, [[poBepbTe Hasn4Ke ocabeHust
06MOTKH, HECKOJIbKO pa3 HaxkaB U oTnycTuB Kypok Bl Eciin Ha6sitopaeTcst ociabiieHue v/ uiu
MepeMoTKa, ellje HEMHOI'0 3aTAHUTE BUHT CUCTEMbI TPAHCIIOPTHPOBKH ITPOBOJIOKH.

» Korjja npoBoJioKa BbIH/IET U3 HAKOHEYHHKA FOpPeJIKH, CHOBA IPUCOEAUHUTE COIJIO U KOHTAKTHBIN
HakoHeuHUK K ropeJike .

* BcTaBbTe poBOJIOKY B 10CKY [H, 4TO6BI yCTaHOBUTB NPaBHJIbHOE HaTsbkeHue poBoJioku [, u 06pexsre

koHer poBosioky [ .
;‘%

k“ AOCKA 7

A: [IpaBuJIbHOE ZlaBJieHMe IPOBOJIOKU U pa3Mep KaHaJsla

B: 13-3a C/IMIIIKOM CHJIBHOTO CKaTHS MPHKUMHOTO per4ara ¢popMa mpoBoJIOKH AepOpMUPYETCH.

C: [Tocko/IbKY IPM>KMMHOM pbIYar CJIMLUIKOM CUJIbHO CKaT, Ha IOBEPXHOCTH POJIMKA BO3HUKAIOT JedpopMaLu.
D: /l11Ha KaHasla KaTyIIKY MaJia Il UCIIoJIb3yeMOoi NpoBoJioky. UMeeT MecTo HckaxeHHe GOpMbI TPOBOJA.
E: /lnvHa kaHasIa KaTYIIKY BeJIMKa JJ1s1 HCII0J1b3yeMOol NpoBoJIoKH. [IpoBoJIoKa He MOXKET GBbITh A0CTaB/IeHA
B 30HY CBapKH.

,ﬁ,{?v__, E
([ ) 44 T T T
vF vF

PucyHnok 12 : OMMGKM peryJIMpoBKH JaBJ/IeHUs U BbIGOPA 30/I0THUKA
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. 3.7 Pecynupoeka pacxoda zaza

BbinoiHume pezyaupoeKy 2asa u npoeepKy 2a3d, Onycmue NpuicuMHOl pulyaz poauxka
nodau4u npogoaoku!

o OTperyJupyiTe pacxo/ rasa c HOMOLbIO KJIaNnaHa
PEry/JIMpoBKH PacxoAa.

o [IpakTHyHast IPOBOJIOKA pacxo/ja rasa
(COy, Ax; cMech) B 10 pas GoJiblile €ro JuaMeTpa.
Hanpumep, npu juaMeTpe npoBosiokH 1,0 MM
pacxo/; ra3a Ero MoxxHo oTperympoBaTh Kak
10x 1,0 =10 s1/MuH.

o Jluis1 6oJiee TOYHOH HACTPOMKH pacxoza
HCIOJIb3YHTE COCE/IHION TabJIULLY.
ThI MOKeIlIb HCTI0JIb30BaTh. [locie perympoBku
N0/lau¥ ra3a MOAHUMUTE pblYar MPHKUMHOTO
POJIMKA U IOTSHUTE MeXaHU3M MoJauH
MIPOBOJIOKHM 3aKpOiTe KPbILIKY YCTPOMCTBA.

OcHoBHO# |Hep:xaBeromas PN —
CraIb

| 0.8 8Ilt/mu=H. 71t/ mun.  8lt/mMuH. 8 It/MuH.
£10 10lt/mun.  9lt/mun. 101t/ mun.  101t/mun.
1.2 121t/mun. 111lt/mun. 121t/mMun. 12 1t/Mun.
Ipumeuanue : 5mo pekomeHdyemble 3HAUEHUS
04151 cmaHdapmHuIX ycA08UllL.

Muametp
nposoaa
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

¢ TexHHU4Yeckoe 06CIyKMBaHUE U PEMOHT MAIIMHbI JOJKHBI BBITOJHATBCA KOMIETEeHTHBIMH JiniaMu. Hamra
KOMIIaHHS He HeCeT OTBETCTBEHHOCTH 3a HECYACTHBIE CIy4YaH, KOTOPble MOT'YT IIPOU30HUTH B pe3ysibTaTe
BMelllaTe/IbCTBa IOCTOPOHHUX JINLL,

¢ Bbl MOXKeTe MOJIyYUTh AeTajl, KOTOpble 64y T UCI0/Ib30BaThCS BO BPeMsl pEMOHTA, B HAllIMX
aBTOPU30BAHHBIX CEPBUCHBIX LieHTPax. Ucro/1b30BaHNe OPUIMHA/BHBIX 3allaCHBIX YacTeH MPOJJIUT CPOK
CJIy>KObI Ballled MalllMHbI ¥ TPEeJJOTBPATUT CHMXKeHNE MPOU3BOAUTETbHOCTH.

e Beerga o6palaiiTech B aBTOPU30BaHHbIN CEPBUCHBIN LIEHTP, Ha3HaYeHHbIM Magmaweld.

o JIto6asi MOMBITKA, He CAaHKI[MOHUpOoBaHHas Magmaweld B TedeHHe rapaHTUHHOTO CPOKA, TPUBEAET K
AQHHYJIMPOBAHUIO BCEX rapaHTHHHBIX MOJIOXKEHUH.

o 06s13aTe/IbHO COOJIIOANTE IeHCTBYIOIME TPAaBUJIA TEXHUKU 6€30MaCHOCTH IPU TEXHUYECKOM
06CTyKMBaHUH 1 PEMOHTE.

o [Ipex«/ie 4eM NnpeIPUHUMATh KaKHe-JI160 JeHCTBYS 10 PEMOHTY MaIIHHbI, OTCOEJUHUTE BUJIKY CETEBOTO
IIHypa MaLIXHBI OT CETH U MoA0kANTe 10 ceKyH/, ToKa pa3pAAATCA KOH/JeHCaTOPBbIL.

. 4.1 Texo6cayxncusaHue
EC"‘-) OduH pa3 e 3 mecayes

o He ynansaiiTe npeynpexaawliyie HakJIeHKU ¢ yCTPpOUCTBa. 3aMeHUTe
M3HOIIeHHbIe /TIOPBaBIINEC STUKETKH HOBBIMU. ITUKETKH MOXKHO IOJIYYHUTD B
aBTOPU30BAaHHOM CepBHUCe.

« [IpoBepbTe ropesiky, II0CKOry6Ibl U Kabean. 06paTHTe BHUMaHHe Ha
CoeJIMHEHUs U IPOYHOCTh AleTajlel. 3aMeHUTe NOBpex/ieHHble/JepeKTHbIe
JleTa/Ii HOBBIMU. HuKora He 106aB/IsIiTe M He PEMOHTUPYHTE KabesH.

¢ Y6enuTech, 4TO UMEeeTCs JOCTAaTOYHO MeCTa J/Is BEHTUJIALMH.

o [lepe/; Ha4aJI0M CBApKH MPOBEPHTE MOTOK ra3a OT HAKOHEYHHKA FOPEJIKH C
MOMO1IbI0 pacxofoMepa. Ec/in moTok rasa BbICOKUI WJIM HUSKUH, IOBEIUTE ero J10
YPOBHS1, TOAXOASIIETO /5] BBINOJIHEHHS CBAPKH.

-
Eé OduH pa3 8 6 mecsyes

o OYUCTHTE U 3aTSHUTE COEAMHUTE/bHBIE JIETaJIH, TAKHe KaK G0JIThI U FalKH.

 [IpoBepbTe KabesH KJellel AJ1s1 31eKTPOLOB U KJlelleH JJ1s1 3a3eMJIeHHSL.

¢ OTKpOMTE GOKOBBIE KPBILIKK MaLlIUHbI U OUUCTUTE €€ CyXUM BO3/1yXOM M0/ HU3KUM MM
JaBjeHueM. He nojaBaiiTe CxaThli BO3/YX C 6JIM3KOr0 PACCTOSIHUS Ha 3/1eKTPOHHbIE H,\®
KOMIIOHEHTBI.

o [leproguyecku 06GHOBJISIUTE BOJLY B 6aKe BOJSTHOTO OXJIQXK/EHUS YUCTON HEXeCTKOU
BO/IOH U 3aILMIIAKTE ee OT 3aMep3aHus aHTUPPHU30M.

. 4.2 Henepuodu4eckoe 06caydcusaHue

o MexaHM3M 0/Ia41 IPOBOJIOKH JIOJDKEH COZIEPXKATHCS B YHCTOTE, A IOBEPXHOCTH POJIMKOB HU B KOEM
cJlydae HeJslb3s CMa3blBaTh Mac/oM. Becerjja npu Kak/iol cMeHe CBapOYHOM NPOBOJIOKU OYHILAUTe
OCYILIEHHBIM BO3/IyXOM OCTaTKH, CKOIIMBIINECS] HA MEXaHU3ME.

¢ Pacxo/iHble leTa/Iu pe3aka He06X0AUMO Pery/IsipHO OYHILATh.

[Ipy HEOGXOAMMOCTH €ro CIeyeT 3aMEeHUTD. Y 6eIUTECh, YTO ITH MaTepUaJIbl SIBJISIOTCS OPUTHHATBLHBIMU
NpPOAYKTAMH JJid AJIUTEJIbHOT0 UCII0JIb30OBAHUA.

IIPUMEYAHHE: Bviuieyka3aHHble nepuodsl 6./15110mcsi MAKCUMAAbHLIMU Nepuodamu 015
8bIN0/IHEHUS MeX06C/YHCUBAHUSA 8 C/Iy4asX, ec/1U C8apo4HbIl annapam paGomaem 6e3 KaKux-1u60o

c60es. B 3asucumocmu om uHmeHcU8HOCMu pa6om u 3azpsi3HeHus1 paGoyeii cpedsl, npoyedypbul
Mexo6CAYHCUBAHUS], YKA3AHHbIe 8blule, 00/12CHbI 8bINO/IHAMbCA C 60./1ee Hacmoli nepuooUYHOCIMbI0

Hmcoma He BbINOJIHANWTE CBapKy C OTKPBITBIMH KPbILIKAMHU CBAPOYHOTI0 anmapara.
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. 4.3 [louck npo6.aemvl

B Ta6m/1ue HUXe YKa3aHbl BO3MOXXHbIe HEHCIIPABHOCTHU U pEKOMEeH/lyeMble CroCco06bI yCTpaHeHMHs.

MaiuHa He pa6oTaeT

e MamuHa He NOJAKJ/II0YeHa K CeTH
WJIK He IOAKJ/IFYeHa K CeTHU

Pemenue

¢ Y6euTeCh, 4YTO MalllMHA
MOJKJIIOUEHA K PO3€eTKe

¢ HenpaBu/ibHOE NOAKJ/II0YEHHE
K CeTH

e [I[poBepbTe NPaBU/IbLHOCTb
MOJKJIIOUEHUS K CETH

¢ CeTeBble IPe/JOXPAHUTEIH,
ceTeBOU KabeJsIb WJIM BHJIKA
HEHUCIPaBHBI

[IpoBepbTe ceTeBble
Npe/IoXpaHUTeNH, CeTeBOU
KabeJsib U BUJIKY

o Cpa6oTasi npeJjoXpaHUTeNb

e [IpoBepbTe npe/JOXpaHUTeNb

» KoHTaKTOp HencnpaBeH

« [I[poBepbTe pazbeM

JlBuraresib MexaHU3Ma [10Ja4u
IPOBOJIOKH He paboTaeT

e CpabGoTas IpeJOXpaHUTENb

¢ [I[poBepbTe NpeloXpaHUTEb

¢ JledeKT 3JIeKTPOHHON KapThbl

e O6paTuTeCh B aBTOPHU30BAHHBIN
cepBUC

ﬂBHl"aTeJ’lb noAa4vy NMpoBOJIOKHU
paﬁoTaeT, HO TIIPpOBOJIOKA He
nojgaeTcda

e Posinku oga4y MpoBOJIOKU He
BbI6I/IpaEOTCH B COOTBETCTBHUHU C
AUaMEeTPOM ITPOBOJIOKH.

Bbi6epuTe MogXoAsAIIMH POJTHUK
MexaHH3Ma [10/Ja4y IIPOBOJIOKH

e CsiMiKoM csiaboe JAaBJIeHHe Ha
POJIMKHU TOJJa49H ITPOBOJIOKH

e OTperynupyiTe NprXKUMHON
pOJIHK

TIJIOXO CBapUBaeTcA

e [Ipo6/ieMa B coeJUHEHUH
MalllMHbI C YaCThIO 3a3e MJISTIOIUX
KJlelen

o Y6eaUTECh, YTO KJIEIIH
3a3eMJIeHUs] MaLlluHbI
MOJIKJIFOUEHBI K 3aTOTOBKe

» Kopposus kabesieii U coeJUHEHU I

o Y6equTeCh, UTO Kabeau
MPOYHbIE, 3 MeCTa COeIMHEHU I
He N0/IBePKeHbI KOPPO3UH

o HenpaBuJIbHBIH BBIGOD
napaMeTpa M rmporecca

¢ Y6enuTech, YTO BbIOpaH
MPaBH/IbHBIN TAapaMeTp U
nipouecc. Criesyyiite nprBeileHHbIM
HIDKe LlIaraM B COOTBETCTBHH C
BBbIGPAHHBIM BaMH MPOLIECCOM

e [loTOK rasa He OTKPBIT UJIK
HeUCIpaBeH

Y6enuTeck, 4TO NOTOK rasa
OTKPBIT, y6eJUTECh, YTO TOTOK
NpaBUJIbHBIN

» CBapOYHas ropeJika NoBpex/eHa

. Y6E,CLHTeCI), 4TO CBapO4Has
ropeJika nmpo4yHa

¢ PacxogHble MaTepHabl
HeNpaBUJIBLHO N0J06PaHbI WU
MIOBPEX/IeHbI

CnenyeT BbIGHpPaTh
COOTBETCTBYIOLIIE PACXOHbIE
JleTaslv ¥ PeryJIAPHO OYHMIIATh
pacxo/iHble leTall pe3aka.
HenpaBuibHO nojj06paHHbIe
WJIY U3HOLIIEHHbIE PACcXOJHbIe
MaTepHaJlbl OJJIeXaT 3aMeHe
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IJIOXO CBapUBaeTcA

¢ HenpaBuibHasi HacTpoiKa
JlaBJIeHHUs IPHKUMHBIX POJIUKOB

Pemenue

¢ HacTpoiky NpIKUMHOTO
POJIMKa JIOJDKHBI ObITh
BBINIOJIHEHBI TPABUJILHO

BenTuasaTop He paGoTaeT

¢ CpaboTasnpes0XpaHUTENb

« [I[poBepbTe NpejoXpaHUTENb

. ,ﬂBHI‘aTeJIb BEHTHUJIATOpPA
HeUClnpaBeH

¢ O6GpaTuTeCh B aBTOPHU30BAHHBIN
CepBHC

CBapoyHbIN TOKHeCTabUJIeH
1/WJIH He PeryaupyeTcs

e /luoziHasi rpyInna HeucrpaBHa

¢ O6paTHUTeCh B aBTOPHU30BAHHBIN
CepBHC

MaruyHa myMmHas

* KoHTaKkTOp HeucnpaseH

¢ O6paTUTeCbBaBTOPHU30BaHHBIH
cepBHC

He pa6oTaeT po3eTka oTOnuTENS

o CTpaxoBaHHe OTXO/|0B

e [I[poBepbTe  NpeOXPAHHUTE/Ib.
O6paTuTech B aBTOPU30BAHHbBIN
cepBHC

. 4.4 Kodvl HeucnpagHocmell

TRR ERR TerioBast omn6Ka

ERR OC1 BropuyHast omn6Ka neperpysKH o Toky
ERR OC2 [lepBUYHBIHI CBEPXTOK

ERR OC3 MaxkcuMasibHast OIKGKa M0/jauyu MPOBOJOKH
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M nPuI0KEHKE

. 5.1 Tounvie Hacmpoliku 8 MexaHu3me nodaqu NPo8o10KU

1- KHonmKa CBOGOJHOW MOAAYM MPOBOJIOKM: [loKa KHOMKA Ha)kaTa, MPOBOJIOKA MOJAETCs], Ta30BbIi
KJanaH He pa6oTaeT. Bbl MOXeTe HCIOJIb30BaTh 3Ty KHOIKY, YTOGbI BCTaBUTh MPOBOJIOKY B TOPEJIKY.
2- KHonka cBoGoaHoOro rasa: [loka KHOIKa Ha)XaTa, ojja4ya rasa o6ecrneynBaeTcs, roja4qa NpoBOJIOKH He
pa6oTaeT. Bbl MOKeTE KCII0/Ib30BaTh 3Ty KHOIIKY /IS CMEHbI r'a3a B CUCTEME [10CJIe 3aMeHbI ra3a.
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. 5.2 Cnucok 3anacHuIx yacmelil

1615 23 = 22
RU ; N

! B 2 21
E - 3/
% : o ° 20
19
o
Ne ONHWCAHHUE monoMIG 200ik

1 Py4ka noTeHIMH, MaJleHbKast A229500001
2 Pazbem A378000007
3 CapouHasi MydTa A377900106
4 CBapoyHas 3amyiKa A377900006
5 JlucToBOE NOBOPOTHOE K0J1ECO (C OTBEPCTUAMU) A225100013
6 JuekTpoHHas miaTta-E205 FLT V1.0 K405000166
7 JnexTpoHHas miaaTa-E203A PWR V43 K405000215
8 JnekTpoHHas miaTa-E205A-RL V1.2 K405000212
9 dnektpoHHas miata-E203A AC PWR V43 K405000226
10 JuekTpoHHas miiata-E205A PWR V31 K405000241
11 Bentuasitop MoHoda3HbIN A250001024
12 JuiekTpoHHas mata-E203A FLT V40 2001K K405000242
13 [lepekJro4aTesib BKJI/BBIKJI (C TOJCBETKON) A310100008
14 ['a30BbIi KJanaH A253006019
15 3aMOK KPBIIIKH A229300006
16 JyieKTpoHHas maTa-E121A V11 AC K405000164
17 JnextpoHHas miata-E205A CNT V31 K405000165
18 Kousieco mnacrukoBoe 250x50x20 A225222010
19 JlpoccesibHas KaTyllka K304500113
20 Cucrema nofa4yy NpoBOJIOKH K309002204
21 Bxku1. BeikJ1. [lepeksroyartesib A310100010
22 JsekTpoHHas miata-E305A V21 K405000169
23 Coe/iMHeHMe C MPOBOJIOYHOM KOHBeHepHoH MalurMHou Cucrema-3 A229900003
MeM6paHHast STUKETKA K109900031
JaTtyuk XoJssia A834000001
lyHT A833000002
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. 5.3 Cxembl nodKka0UeHUs
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tantmlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

¢ Bu kilavuzda herhangi bir giivenlik sembolii gériildiigiinde, bir yaralanma riski oldugu
anlagilmali ve takip eden agiklamalar dikkatlice okunarak olasi tehlikeler engellenmelidir.

« Makine sahibi, yetkisiz kisilerin ekipmana erigsmesini engellemekten sorumludur.

o Makineyi kullanan kisiler kaynak / kesme konusunda deneyimli veya tam egitimli kisiler olup;
¢alisma dncesinde kullanma kilavuzunu okumali ve giivenlik uyarilarina uymalidir.

Giivenlik Sembollerinin
Tanimlanmasi

A
D

Bt

DIKKAT

Yaralanma ya da hasara neden olabilecek potansiyel tehlikeli bir durumu belirtir.

Onlem alinmamasi durumunda yaralanmalara veya maddi kayiplara / hasarlara neden olabilir.
ONEMLI

Kullanima ydnelik bilgilendirmeleri ve uyarilari belirtir.

TEHLIKE

Ciddi tehlike oldugunu gosterir. Kaginilmamasi durumunda 8liim veya agir yaralanmalar
meydana gelebilir.

Giivenlik Uyarilarinin
Kavranmasi

A\

o Kullanim kilavuzunu, makine tizerindeki etiket ve giivenlik uyarilarini dikkatli bir sekilde
okuyunuz.

¢ Makine iizerindeki uyari etiketlerinin iyi durumda oldugundan emin olunuz. Eksik ve hasarli
etiketleri degistiriniz.

¢ Makinenin nasil ¢alistirildigini, kontrollerinin dogru bir sekilde nasil yapilacagini 6greniniz.

* Makinenizi uygun ¢alisma ortamlarinda kullaniniz.

« Makinenizde yapilabilecek uygunsuz degisiklikler makinenizin giivenli galismasina ve kullanim
omriine olumsuz etki eder.

o Cihazin belirtilen kogullar disinda ¢alistirilmasindan dogan sonuglardan tiretici sorumlu
degildir.

Elektrik Carpmalarit
Oldiirebilir
=3

>

Kurulum prosediirlerinin ulusal elektrik standartlarina ve diger ilgili yénetmeliklere

uygun oldugundan emin olun ve makinenin yetkili kisiler tarafindan kurulmasini saglayin.

« Kuru ve saglam izolasyonlu eldiven ve is 6nligii giyin. Islak ya da hasar gérmts eldiven ve is
onliiklerini kesinlikle kullanmayin.

¢ Yanma riskine karsi aleve dayanikli koruyucu kiyafetler giyin. Operatériin kullandig: kiyafetler
kivilcim, sigranti ve ark radyasyonuna karsi koruyucu olmalidir.

¢ Yalniz basiniza ¢alismayin. Bir tehlike durumunda, ¢alistiginiz ortamda haber verebileceginiz
birinin oldugundan emin olun.

« Elektroda giplak elle dokunmayin. Elektrod pensesinin veya elektrodun herhangi bir kisi ya da
topraklanmis nesne ile temas etmesini engelleyin.

o Elektrik tasiyan parcalara kesinlikle dokunmayin.

« Eger calisma yiizeyine, zemine ya da baska bir makineye bagl elektrodla temas halindeyseniz
kesinlikle elektroda dokunmayin.

e Calisma ylizeyinden ve zeminden kendinizi izole ederek olas1 muhtemel elektrik soklarindan
koruna bilirsiniz.Calisma ytizeyiyle operatoriin temasini kesecek kadar biiyiik, yanmaz,
elektriksel agidan yalitkan, kuru ve hasarsiz izolasyon malzemesi kullanin.

¢ Elektrod pensesine birden fazla elektrod baglamayin.

« Topraklama pensesini ¢alisma pargasi ya da ¢alisma masasina metal metale iyi bir temas
saglayacak sekilde olabildigince yakin baglayn.

* Makineyi ¢alistirmadan 6nce torcu kontrol edin. Torcun ve kablolarinin iyi durumda
oldugundan emin olun. Hasarli, yipranmis torcu mutlaka degistirin.

« Cift agik devre voltaji olacagi igin 2 farkli makinaya bagl elektrod penselerine ayni anda
dokunmayin.

« Makineyi kullanmadiginiz durumlarda kapali tutun ve kablolarin baglantilarini sokiin.

« Makineyi tamir etmeden dnce tiim gii¢ baglantilarini ve/veya baglanti fislerini ¢ikartin ya da
makineyi kapatin.

« Uzun sebeke kablosu kullanirken dikkatli olun.

o Tiim baglantilarin siki, temiz ve kuru oldugundan emin olun.
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Kablolarin kuru, temiz olmasina ve yaglanmamasina 6zen gosterin. Sicak metal pargalardan ve
kivileimlardan koruyun.

izolasyonsuz, ¢iplak kablolar 8liimciil tehlike yaratir. Tiim kablolari olasi hasarlara karst stk stk
kontrol edin. Hasarl ya da izolasyonsuz bir kablo tespit edildiginde derhal tamir edin veya
degistirin.

Topraklama pensesi is par¢asina bagh degil ise herhangi bir metal nesneyle temasini 6nlemek
igin izole edin.

o Elektrik hattinin topraklamasinin dogru yapildigindan emin olun.
o AC kaynak ¢ikisini 1slak, nemli ya da sikisik alanlarda ve diisme tehlikesi bulunan yerlerde
kullanmayin.

AC ¢ikis yalnizca kaynak prosesi igin gerekli oldugu durumlarda kullanin.

AC ¢ikis gerekli oldugu durumlarda eger makinenizde mevcut ise uzaktan kontrol iinitesini
kullanin.

Asagidaki elektriksel acidan tehlike iceren durumlardan biri mevcut oldugunda ekstra
giivenlik 6nlemleri alin;

« Nemli yerlerdeyken veya 1slak kiyafetler giyerken,

e Metal zemin, 1zgara veya iskele yapilarinda iken,

e Oturma, diz ¢6kme veya yatma gibi sikisik konumlarda iken,

« I pargasi veya zemine temas etme riski yiiksek veya kaginilmaz oldugunda.

Bu durumlarda asagidaki ekipmanlar kullanilabilir;

¢ Yar1 otomatik DC sabit gerilim (CV) MIG kaynak makinesi,

« DC manuel Ortiilii elektrod kaynak makinesi,

o Varise diistik agik devre gerilimine (VRD) sahip DC veya AC kaynak makinesi.

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A B2

o Elektrik giiciinii kapatin.

 Elektrik sokuna kapilmis kazazedeyi elektrik tasiyan kablo veya pargalardan kurtarmak igin
kuru odun gibi iletken olmayan malzemeler kullanin.

¢ Acil servisi arayin.

ilk yardim egitiminiz var ise;

* Kazazede nefes alamiyorsa elektrik kaynagi ile temasi kesildikten hemen sonra kalp masaji
(CPR) uygulayin. Solunum baslayana veya yardim gelene kadar kalp masajina devam edin.

« Otomatik bir elektronik defibrilatoriin (AED) mevcut oldugu durumlarda talimatlara uygun
sekilde kullanin.

e Elektrik yanigini termal yanik gibi soguk kompres uygulayarak tedavi edin.
Enfeksiyon kapmasini 6nleyin ve temiz, kuru bir ortii ile érttn.

Hareketli Pargcalar
Yaralanmalara
Yol Acabilir

LS o

« Hareket halinde olan nesnelerden uzak durun.
¢ Makine ve cihazlara ait tiim kapak, panel, kap1 vb. koruyucular1 kapali ve kilitli tutun.
o Agir cisimlerin diisme olasiligina karsi metal burunlu ayakkabi giyin.

Duman ve Gaz_lar
Saghginiz Igin
Zararh Olabilir

SIS |
Q@%‘Qig

Kaynak ve kesme islemi yapilirken ¢ikan duman ve gazin uzun siire solunmasi ¢ok tehlikelidir.|

e Gozlerde, burunda ve bogazda meydana gelen yanma hissi ve tahrisler, yetersiz
havalandirmanin belirtileridir. Béyle bir durumda derhal havalandirmay arttirin, sorunun
devam etmesi halinde kaynak / kesme islemini durdurun.

e Calisma alaninda dogal ya da suni bir havalandirma sistemi olusturun.

« Kaynak / kesme islemi yapilan yerlerde uygun bir duman emme sistemi kullanin.

Gerekiyorsa tiim atolyede biriken duman ve gazlari disariya atabilecek bir sistem kurun. Desarj
esnasinda gevreyi kirletmemek i¢in uygun bir filtrasyon sistemi kullanin.

« Dar ve kapali alanlarda ¢alisiyorsaniz veya kursun, berilyum, kadmiyum, ¢inko, kaplh ya da
boyali malzemelerin kaynagini yapiyorsaniz, yukaridaki énlemlere ilave olarak temiz hava
saglayan maskeler kullanin.

« Gaz tlpleri ayr1 bir bolgede gruplandirilmigsa buralarin iyi havalanmasini saglayin, gaz tiipleri
kullanimda degilken ana vanalarini kapali tutun, gaz kagaklarina dikkat edin.

¢ Argon gibi koruyucu gazlar havadan daha yogundur ve kapali alanlarda kullanildiklar: takdirde
havanin yerine solunabilirler. Bu da saghgimniz i¢in tehlikelidir.

o Kaynak / kesme islemlerini yaglama veya boyama islemlerinde agiga ¢ikan klorlu hidrokarbon
buharlarinin oldugu ortamlarda yapmayin.

« Bazi kaynak / kesim yapilan pargalar i¢in 6zel havalandirma gerekir. Ozel havalandirma
gerektiren Uriinlerin giivenlik kurallari dikkatlice okunmalidir. Gaz maskesi takilmasi gereken
durumlarda uygun gaz maskesi takilmahdir.

www.magmaweld.com
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Sicranti ve Ark Isigi
Gozlerinize ve Cildinize
Zarar Verebilir

RSPy

Gozlerinizi ve yiiziintizti korumak i¢in standarda uygun koruyucu maske ile ona uygun cam
filtre kullanin.

Viicudunuzun diger ¢iplak kalan yerlerini (kollar, boyun, kulaklar, vb) uygun koruyucu giysilerle
sigranti ve ark isinlaridan koruyun.

Cevrenizdeki kisilerin ark 1sinlarindan ve sicak metallerden zarar gérmemeleri i¢in ¢alisma
alanimzi goz hizasindan yiiksek, aleve dayanikl paravanlarla ¢evirin ve uyari levhalari asin.
Buz tutmus borularin isitilmasinda kullanilmaz. Kaynak / kesme makinesiyle yapilan bu islem
tesisatinizda patlama, yangin veya hasara neden olur.

Kivilctmlar ve Sigrayan

Kaynak / kesme yapmak, ylizey taglamak, fircalamak gibi islemler kivilcimlara ve metal

Pargalar Gézlerinizi  pargaciklarinin sigramasina neden olur. Olusabilecek yaralanmalar1 6nlemek i¢in koruyucu
Yaralayabilir  maskesinin altina, kenar korumaliklari olan onaylanmis koruyucu is gézliikleri takin.
:iéﬁ
Sicak Pargalar < Sicak pargalara ¢iplak el ile dokunmayin.
Agir Yaniklara < Makinenin pargalari tizerinde ¢alismadan 6nce sogumalari igin gerekli siirenin gegmesini
Neden Olabilir  bekleyin.

e,

Sicak pargalar1 tutmaniz gerektiginde, uygun alet, 1s1l izolasyonu yiiksek kaynak / kesme
eldiveni ve yanmaz giysiler kullanin.

Giiriilti, Duyma
Yeteneginize
Zarar Verebilir

®

Bazi ekipman ve islemlerin olusturacag giiriiltli, duyma yeteneginize zarar verebilir.
Eger giiriiltii seviyesi yliksek ise onaylanmigs kulak koruyucularini takin.

Kaynak Teli + Kaynak teli sargisini bogaltirken torcu viicudun herhangi bir béliimiine, diger kisilere ya da
Yaralanmalara herhangi bir metale dogru tutmayn.
Yol Acabilir « Kaynak telini makaradan elle acarken 6zellikle ince ¢aplarda tel, bir yay gibi elinizden firlayabilir,
size veya ¢evrenizdeki diger Kisilere zarar verebilir, bu islemi yaparken 6zellikle gozlerinizi ve
A yiiziiniizii koruyun.
Kaynak / Kesme Islemi + Yanici maddelere yakin yerlerde kesinlikle kaynak / kesim yapmayin. Yangin cikabilir veya
Yanginlarave  patlamalar olabilir.
Patlamalara < Kaynak / kesme islemine baslamadan 6nce bu maddeleri ortamdan uzaklastirin veya
Yol Acabilir ~ yanmalarini ve harlamalarini 6nlemek i¢in koruyucu ortiilerle iistlerini ortiin.
L ¢ Bu alanlarda ulusal ve uluslararasi 6zel kurallar gegerlidir.
/)

Tamamen kapali tiiplere ya da borulara kaynak / kesme islemi uygulamayin.

Tiip ve kapali konteynerlere kaynak / kesme yapmadan 6nce bunlari agin,

tamamiyla bosaltip, havalandirip temizleyin. Bu tip yerlerde yapacaginiz kaynak / kesme
islemlerinde miimkiin olan en biiyiik dikkati gosterin.

Icinde daha 6nce, patlama, yangin ya da diger tepkimelere neden olabilecek maddeler bulunan
tiip ve borulara bos dahi olsalar kaynak / kesme yapmayin.

Kaynak / kesme islemi esnasinda ytiksek sicaklik olusur. Bu nedenle kolay yanabilecek veya
hasar gorebilecek ytizeylerin tizerine yerlestirmeyin !

Kivilcimlar ve sigrayan pargalar yangina sebep olabilir. Bu nedenle yangin séndiiriicii tiip, su,
kum gibi malzemeleri kolay ulasabileceginiz yerlerde bulundurun.

Yanicy, patlayici ve basingh gaz devreleri tizerinde geri tepme ventilleri, gaz regiilatorleri ve
vanalarini kullanin. Bunlarin periyodik kontrollerinin yapilip saglikli ¢calismasina dikkat edin.

Makine ve Aparatlara Yetkisiz
Kisiler Tarafindan Bakim
Yapilmasi Yaralanmalara

Neden Olabilir

Elektrikli cihazlar yetkisiz kisilere tamir ettirilmemelidir. Burada yapilabilecek hatalar
kullanimda ciddi yaralanmalara veya 6liimlere neden olabilir

Gaz devresi elemanlari basing altinda ¢alismaktadir; yetkisiz kisiler tarafindan verilen servisler
sonucunda patlamalar olabilir, kullanicilar ciddi sekilde yaralanabilir.

C * Makinanin ve yan birimlerinin her yil en az bir kez teknik bakiminin yaptirilmasi tavsiye edilir.

USER MANUAL | PYKOBO/CTBO IO 3KCIIJIYATAIMH | KULLANIM KILAVUZU

www.magmaweld.com




monoMIG 200ik Giivenlik Kurallar1 59

Kiiciik Hacimli » Kiigiik hacimli ve kapali alanlarda mutlaka bir bagka kisi esliginde kaynak / kesme islemlerini
Kapali Alanlarda  yapin.
Kaynak / Kesme ¢ Miimkiin oldugu kadar bu tarz kapal yerlerde kaynak / kesme islemleri yapmaktan kaginin.

A

Tasima Esnasinda « Makinenin tasinmasinda gerekli tiim 6nlemleri aliniz. Tagima yapilacak alanlar, tasimada
Gerekli Onlemlerin  kullanilacak pargalar ile tasimayi gergeklestirecek kisinin fiziki kosullari ve saglg tasima
AliInmamasi Kazalara  islemine uygun olmahdir.
Neden Olabilir  Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel giivenlik
onlemlerinin alindigindan emin olunmalidir.
A _@ « Makine bir platform iizerinden kullanilacaksa, bu platformun uygun yiik tasima sinirlarina
sahip oldugu kontrol edilmelidir.
¢ Bir vasita yardimi ile (tasima arabasy, forklift vb.) taginacak ise vasitanin ve makineyi vasitaya
baglayan baglanti noktalarimin (tasima askisy, kayis, civata, somun, tekerlek vb.) saglamhigindan
emin olunuz.
 Elle tasima islemi gerceklestirilecek ise Makine aparatlarinin (tagima askis, kayis vb.) ve
baglantilarinin saglamligindan emin olunuz.
« Gerekli tasima kosullarinin saglanmasi igin Uluslararasi Galisma Orgiitiiniin tasima agirligi ile
ilgili kurallarini ve iilkenizde var olan tagima yonetmeliklerini géz dniinde bulundurunuz.
o Glig¢ kaynaginin yerini degistirirken her zaman tutamaklari veya tagima halkalarin kullanin.
Asla torg, kablo veya hortumlardan ¢ekmeyin. Gaz tiiplerini mutlaka ayri tagiyin.
¢ Kaynak / kesme ekipmanlarini tasimadan dnce tiim ara baglantilarini sokiin, ayr1 ayr1 olmak
uizere, kiiglik olanlari saplarindan, biiytikleri ise tasima halkalarindan ya da forklift gibi uygun
kaldirma ekipmanlari kullanarak kaldirin ve tagiyin.

YLl Giic kaynaginin ya da diger ekipmanlarin dogru konumlandiriimamasi, kisilerde ciddi

Yaralanmalar g Isebbfp yaralanmalara ve diger nesnelerde de maddi hasara neden olabilir.
abilir
j « Makinenizi diismeyecek ve devrilmeyecek sekilde maksimum 10° egime sahip zemin ve

platformlara yerlestirin. Malzeme akisina engel olmayacak, kablo ve hortumlara takilma
riskinin olusmayacag), hareketsiz; ancak genis, rahat havalandirilabilecek, tozsuz alanlari tercih
edin. Gaz tiiplerinin devrilmemesi i¢in tiipe uygun gaz platformu bulunan makinelerde
platformun tizerine, sabit kullanimlarda ise devrilmeyecek sekilde zincirle duvara sabitleyin.

¢ Operatdrlerin makine iizerindeki ayarlara ve baglantilara kolayca ulasmasini saglayin.

Asirt Kullanim Makinenin < Calisma gevrimi oranlarina gore makinenin sogumasina miisaade edin.
Asirt Isitnmasina » Akimi veya calisma ¢evrimi oranini tekrar kaynaga / kesmeye baslamadan 6nce diistirtn.
Neden Olur « Makinenin havalandirma girislerinin éniinii kapamayin.
SSSS « Makinenin havalandirma girislerine, iiretici onay1 olmadan filtre koymayin.

Ark Kaynagi « Bu cihaz TS EN 55011 standardina gére EMC testlerinde grup 2, class A dir.
Elektromanyetik e Bu class A cihaz elektriksel giiciin algak gerilim sebekeden saglandigl meskun mahallerde
Parazitlere  kullanim amaciyla iiretilmemistir. Bu gibi yerlerde iletilen ve yayilan radyo frekans
Neden Olabilir  parazitlerinden dolay: elektromanyetik uyumlulugu saglamakla ilgili muhtemel zorluklar olabilir.

i s1| Bu cihaz IEC 61000 -3 - 12 uyumlu degildir. Evlerde kullanilan al¢ak gerilim sebeke-
& sine baglanmak istenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya

makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmasi

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

* Calisma bolgesinin elektromanyetik uyumluluga (EMC) uygun oldugundan emin olun.
Kaynak / kesme islemi esnasinda olugabilecek elektromanyetik parazitler, elektronik
cihazlarinizda ve sebekenizde istenmeyen etkilere neden olabilir. Islem sirasinda olusabilecek
bu parazitlerin neden olabilecegi etkiler kullanicinin sorumlulugu altindadir.

o Eger herhangi bir parazit olusuyorsa, uygunlugu saglamak i¢in; kisa kablo kullanimi, korumali
(zirhl1) kablo kullanimi, makinenin bagka bir yere taginmasi, kablolarin etkilenen cihaz ve/veya
bolgeden uzaklastirmasi, filtre kullanimi veya ¢alisma alaninin EMC agisindan korunmaya
alinmasi gibi ekstra 6nlemler alinabilir.

¢ Olas1 EMC hasarlarini engellemek i¢in kaynak / kesme islemlerinizi hassas elektronik
cihazlarimizdan miimkiin oldugunca uzakta (100 m) gergeklestirin.

« Makinenizi kullanma kilavuzuna uygun sekilde kurulup yerlestirildiginden emin olun.

www.magmaweld.com USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU




60 Giivenlik Kurallar:

monoMIG 200ik

Calisma Alaninin
Elektromanyetik
Uygunlugunun
Degerlendirilmesi

9

s

i

IEC 60974-9 madde 5.2’ye gore;

Kaynak / kesme donanimi tesis etmeden 6nce, isletme yetkilisi ve / veya kullanici, gevredeki olasi

elektromanyetik parazitler hakkinda bir inceleme yapmahdir. Asagida belirtilen haller géz 6niin-

de bulundurulmalidir;

a) Kaynak / kesme makinesi ve donaniminin iistiinde, altinda ve yanindaki diger besleme
kablolari, kontrol kablolars, sinyal ve telefon kablolari,

b) Radyo ve televizyon vericileri ve alicilari,

c) Bilgisayar ve diger kontrol donanimi,

d) Kritik giivenlik donanimi, érnegin endiistriyel donanimin korunmasi,

e) Cevredeki insanlarin tibbi aparatlari, 6rnegin kalp pilleri ve isitme cihazlari,

f) Olgme veya kalibrasyon i¢in kullanilan donanim,

g) Ortamdaki diger donanimin bagisikligi. Kullanic, cevrede kullanilmakta olan diger donanimin
uyumlu olmasini saglamalidir. By, ilave koruma onlemleri gerektirebilir,

h) Kaynak / kesme isleminin giin icindeki gerceklestirilecegi zaman, géz dniine alinarak ¢evrenin
biiyiikligi, binanin yapisina ve binada yapilmakta olan diger faaliyetlere gore inceleme alani
sinirlar1 genisletilebilir.

Alanin degerlendirilmesine ek olarak cihaz kurulumlarinin degerlendirilmesi de bozucu etkinin

¢oziimii i¢cin gerekli olabilir. Gerek goriilmesi durumunda, yerinde 6lgiimler azaltict 6nlemlerin

verimliliklerini onaylamak i¢in de kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

DA

 Cihaz tavsiye edilen sekilde ve yetkili bir kisi tarafindan elektrik sebekesine baglanmalidir. Eger
parazit olusursa sebekenin filtrelenmesi gibi ek 6nlemler uygulanabilir. Sabit montajh ark kaynag:
ekipmaninin beslemesi metal bir boru igerisinden veya esdeger ekranl bir kablo ile yapilmalidir.
Ekran ile gii¢ kaynaginin mahfazasi bagl olmali ve bu iki yap1 arasinda iyi bir elektriksel temas
saglanmalidir.

Cihazin tavsiye edilen rutin bakimlari yapilmalidir. Cihaz kullanimdayken, kaportanin tiim
kapaklari kapali ve / veya kilitli olmalidir. Cihaz tizerinde tireticinin yazili onay1 olmadan standart
ayarlar disinda herhangi bir degisiklik, modifikasyon kesinlikle yapilamaz. Aksi durumda
olusabilecek her tiirlii sonugtan kullanici sorumludur.

Kaynak / kesme kablolar1 miimkiin oldugunca kisa tutulmalidir. Caligma alaninin zemininden yan
yana olacak sekilde ilerlemelidirler. Kaynak / kesme kablolar1 hi¢bir sekilde sarilmamalidir.
Kaynak / kesme esnasinda makinede manyetik alan olusmaktadir. Bu durum makinenin metal
pargalari kendi tizerine cekmeye sebebiyet verebilir. Bu ¢ekimi engellemek adina metal
malzemelerin giivenli mesafede veya sabitlenmis oldugundan emin olunuz. Operatér, biitiin bu
birbirine baglanmis metal malzemelerden yalitilmalidir.

[s parcasinin elektriksel giivenlik amaciyla veya boyutu ve pozisyonu sebebiyle topraga
baglanmadigi durumlarda (6rnegin gemi govdesi veya celik konstriiksiyon imalati) is pargasi

ile toprak arasinda yapilacak bir baglant1 bazi durumlarda emisyonlar diisiirebilir. is par¢asinin
topraklanmasinin kullanicilarin yaralanmasina veya ortamdaki diger elektrikli ekipmanlarin
ariza yapmasina neden olabilecegi unutulmamalidir. Gerekli hallerde is pargast ile toprak
baglantis1 dogrudan baglanti seklinde yapilabilir fakat dogrudan baglantiya izin verilemeyen bazi
tilkelerde baglant1 yerel diizenleme ve yonetmeliklere uygun olarak, uygun kapasite elemanlari
kullanilarak olusturulabilir.

Calisma alanindaki diger cihazlarin ve kablolarin ekranlanmasi ve muhafazasi bozucu etkilerin
ontine gecilmesini saglayabilir. Kaynak / kesme boélgesinin tamaminin ekranlanmasi bazi 6zel
uygulamalar i¢in degerlendirilebilir.

Elektronmanyetik Alan
(EMF)

9

Herhangi bir iletken iizerinden gegen elektrik akimi, bolgesel elektrik ve manyetik alanlar (EMF)

olusturur.

Operatorler EMF’ye maruz kalmanin sebep oldugu riski en aza indirmek i¢in agagidaki prosediirleri

uygulamalidir;

o Manyetik alani azaltmak adina kaynak / kesme kablolari bir araya getirilmeli, miimkiin oldugunca
birlestirici malzemelerle (bant, kablo bag1 vb.) emniyet altina ahnmahdir.

« Operatoriin gévdesi ve basi, kaynak / kesme makine ve kablolarindan miimkiin oldugunca uzakta
tutulmahdir,

« Kaynak / kesme ve elektrik kablolar1 viicudun etrafina higbir sekilde sarilmamalidir,

 Viicut, kaynak / kesme kablolarinin arasinda kalmamalidir. Kaynak / kesme kablolarinin her ikisi
yan yana olmak iizere viicudun uzaginda tutulmalidir,

« Doniis kablosu is parg¢asina, kaynak / kesme yapilan bélgeye miimkiin oldugunca yakin bir sekilde
baglanmalidir,

o Gii¢ linitesine yaslanmamal, lizerine oturmamali ve ¢ok yakininda ¢alisiilmamalidir,

« Giig linitesini veya tel besleme linitesini tagirken kaynak / kesme islemi yapilmamahdir.
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EMF ayrica, kalp pilleri gibi tibbi implantlarin (viicut i¢ine yerlestirilen madde) ¢alismasini bozabi-
lir. Tibbi implantlart olan Kisiler i¢cin koruyucu énlemler ahnmalidir. Ornegin, yoldan gegenler icin
erisim sinirlamasi koyulabilir veya operatorler igin bireysel risk degerlendirmeleri yapilabilir. Bir
tip uzmani tarafindan, tibbi implantlari olan kullanicilar igin risk degerlendirmesi yapilip, 6neride
bulunulmalidir.

Koruma

DY

e Makineyi yagmura maruz birakmayin, lizerine su sigramasina veya basingh buhar gelmesine
engel olun.

Enerji Verimliligi

@f

¢ Yapacaginiz kaynak / kesme islemine uygun yontem ve makine tercihinde bulunun.

« Kaynak / kesme yapacaginiz malzemeye ve kalinligina uygun akim ve / veya gerilimi segin.

« Kaynak / kesme yapmadan uzun siire beklenilecekse, fan makineyi soguttuktan sonra makineyi
kapatin. Akilli fan kontrolii olan makinelerimiz kendi kendine duracaktir.

Atik Prosediirii

A

¢ Bu cihaz evsel atik degildir. Avrupa Birligi direktifi ile ulusal yasa ¢ercevesinde geri doniisiime
yonlendirilmek zorundadir.
o Kullanilmis makinenizin atik yonetimi hakkinda saticinizdan ve yetkili kisilerden bilgi edinin.

www.magmaweld.com
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[© TEKNIK BIiLGILER
. 1.1 Genel A¢ciklamalar

monoMIG 200ik o6zellikle yogun ince metallerin tamir uygulamalarinda kullanilmak iizere tasarlanmis olan,
tek fazl, invertor yapisina sahip kompakt MIG/ MAG kaynak makinesidir. Uygun kaynak teli ve koruyucu gaz
kullanildiginda, bu makineyle her tiir metalin kaynag: yapilabilir. Alasimsiz celiklerin kaynagi COz altinda
bile diisiik sigrant1 ve kararl ark ile yapilabilir, 2 makarali tel siirme tinitesine sahiptir. Makine fan sogutma-
lidir ve asir1 1sitnmalara karsi termik korumalidir.

. 1.2 Makine Bilesenleri

Sekil 1: monoMIG 200ik

1- Tel Hiz1 Kaynak Akimi Gostergesi  10- Kaynak Kutup Kablosu
2- Set / Kaynak Voltaj Gostergesi 11- Gaz Girisi

3- Tor¢ Kablosu Baglantisi 12- Agma / Kapama Anahtar1
4- Spool Gun Baglantisi 13- Uzaktan Kumanda Girisi

5- Frenli Doner Tekerlek 14- Sebeke Kablosu

6- Tutamak 15- Bidon Tel Girisi

7- Tel Hiz1 Ayar Diigmesi 16- Sabit Tekerlek

8- Voltaj Ayar Diigmesi 17- Gaz Tupi Tasima Platformu
9- Kutup Soketleri 18- Doner Tekerlek
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W 1.3 Uriin Etiketi

1~ = . -
MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. BHZ-CDHP=  Tek Fazli Transformatér Dogrultucu
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE
|: Yatay Karakteristik
MONOMIG 200ik SeriNo :
5 MIG / MAG Kaynag
=BHV (O HBI= [N 60974-1/ EN 60974-10 / Class A
g 30A 7 15.5V - 200/ 24V DD Sebeke Girisi-1 Fazli Alternatif Akim
X 16% 60% 100% -
— 052V 2 200A T03A 30A E Tehlikeli Ortamlarda Calismaya Uygun
° U2 24V 19.2v 18V X Calisma Cevrimi
| h 37.4A | 16.6A | 12.5A
S1_| 8.6kVA | 3.8kVA | 2.9kVA Uo Bosta Calisma Gerilimi
ED 2 - -
D U,=230v o™ 37.4A L= 15A Us Sebeke Gerilimi ve Frekansi
1~(50-60Hz)
[5] IP21S CE€ Uz Anma Kaynak Gerilimi
I Sebekeden Cekilen Anma Akimi
I2 Anma Kaynak Akimi
S1 Sebekeden Cekilen Gii¢
1P21S Koruma Sinift

Calisma Cevrimi
Sicaklik (C°)

Zaman (dak.)

6 dak. 4 dak. 6 dak. 4 dak. 6 dak. 4 dak.

EN 60974-1 standardinda da tanimlandig lizere ¢calisma ¢evrim orani 10 dakikalik bir zaman periyodunu
icerir. Ornek olarak %60’da 250A olarak belirtilen bir makinede 250A'de ¢alisilmak isteniyorsa, makine 10
dakikalik zaman periyodunun ilk 6 dakikasinda hi¢ durmadan kaynak / kesme yapabilir (1 bolgesi). Ancak
bunu takip eden 4 dakika makine sogumasi icin bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

TEKNIK OZELLiKLER BIRIM monoMIG 200ik
Sebeke Gerilimi (1-faz 50-60 Hz) \" 230
Sebekeden Cekilen Giig kVA 8.6
Kaynak Akim Ayar Sahasi ADC 30-200
Anma Kaynak Akimi ADC 200 (%16)
Maksimum Agik Devre Gerilimi VDC 52
Boyutlar (uxgxy) mm 888 x455x 870
Agirhik kg 48
Koruma Sinifi IP 21S
. 1.5 Aksesuarlar
STANDART AKSESUARLAR ADET monoMIG 200ik
Topraklama Pensesi ve Kablosu 1 7905212503 (25 mm? - 3 m)
Gaz Hortumu 1 7907000002
OPSiIYONEL AKSESUARLAR ADET monoMIG 200ik
Lava MIG 25 (3 m) Hava Sogutmali MIG Torcu 1 7120020003
Gaz Regiilatorii (CO2) 1 7020001005
Gaz Regiilatorii (Mix) 1 7020001004
COz Isttict (24V) 1 7020009003
Spool Gun 1 7121018006
MIG/MAG CO, Aksesuar Seti* 1 7920000521
MIG/MAG Mix / Argon Aksesuar Seti* 1 7920000525

* Siparis esnasinda belirtilmelidir.

USER MANUAL | PYKOBO/CTBO IO 3KCIIJIYATAIMH | KULLANIM KILAVUZU

www.magmaweld.com




monoMIG 200ik Kurulum Bilgileri 65

¥ KURULUM BILGILERI
. 2.1 Teslim Alirken Dikkat Edilecek Hususlar

Siparis ettiginiz tiim malzemelerin gelmis oldugundan emin olun. Herhangi bir malzemenin eksik veya hasarli
olmasi halinde derhal aldiginiz yer ile temasa gegin.
Standart kutu sunlar1 igermektedir :

* Ana makine ve ona baglh sebeke kablosu ¢ Garanti belgesi
 Topraklama pensesi ve kablosu o Kullanim kilavuzu
e Gaz hortumu « Kaynak teli

Hasarli teslimat halinde tutanak tutun, hasarin resmini ¢ekin, irsaliyenin fotokopisi ile birlikte nakliyeci
firmaya bildirin. Sorunun devam etmesi halinde miisteri hizmetleri ile irtibata gecin.

. Cihaz iizerindeki sembol ve anlamlari

Kaynak yapma islemi tehlike icermektedir. Uygun ¢alisma kosullar1 saglanmali ve gerekli 6nlemler
j\ alinmahdir. Uzman Kisiler makinede sorumlu olup, gerekli donanimlar saglamaldir. ilgili olmayan
kisiler kaynak sahasindan uzak tutulmalidir.
—— Bu cihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan algak gerilim sebekesine baglanmak is-
& tenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya makineyi kullanacak kisinin, ma-
A—=,| kinenin baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu durumda sorumluluk kullaniciya
aittir.

Cihaz iizerinde ve kullanim kilavuzunda bulunan giivenlik sembollerine ve uyari notlarina dikkat edil-
meli, etiketleri sokiilmemelidir.

‘%‘i Izgaralar havalandirma amaghdir. Agikliklarin tizeri iyi bir sogutma saglamak amaciyla ortiilmemeli ve
* iceriye yabanci cisim sokulmamalidir.

. 2.2 Kurulum ve Calisma Tavsiyeleri

e Makineyi tasimak icin kaldirma halkalari ya da forklift kullanilmalidir. Makineyi gaz tiiptiyle birlikte
kaldirmayin. Gii¢ kaynagini diismeyecegi ve devrilmeyecegi sert, dlizgiin ve egimsiz bir zemine yerlestirin.

¢ Daha iyi performans i¢in, makineyi cevresindeki nesnelerden en az 30 cm uzaga yerlestirin. Makine
cevresindeki asir1 1sinma, toz ve neme dikkat edin. Makineyi direk giines 15181 altinda ¢alistirmayin. Ortam
sicakhiginin 40°C astig1 durumlarda, makineyi daha diisiik akimda ya da daha ¢evrim oraninda ¢alistirin.

 Dis mekanlarda riizgar ve yagmur varken kaynak yapmaktan kag¢inin. Bu tiir durumlarda kaynak yapmak
zorunluysa, kaynak bolgesini ve kaynak makinesini perde ve tenteyle koruyun.

» Makineyi konumlandirirken duvar, perde, pano gibi materyallerin makinenin kontrol ve baglantilarina kolay
erisimi engellemediginden emin olun.

o Iceride kaynak yapiyorsaniz, uygun bir duman emme sistemi kullanin. Kapah mekanlarda kaynak dumani ve
gazl soluma riski varsa, solunum aparatlari kullanin.

o Uriin etiketinde belirtilen ¢alisma ¢evrimi oranlarina uyun. Calisma gevrimi oranlarim sikhikla agmak,
makineye hasar verebilir ve bu durum garantiyi gecersiz kilabilir.

« Belirtilen sigorta degerine uygun beslenme kablosu kullanilmaldir.

o Toprak kablosunun kaynak bdlgesinin olabildigince yakinina sikica baglayin. Kaynak akiminin kaynak
kablolar1 disindaki elemanlardan, 6rnegin makinenin kendisi, gaz tiipi, zincir, rulman tizerinden ge¢mesine
izin vermeyin.

* Gaz tipli makinenin iizerine yerlestirildiginde, derhal zinciri baglayarak gaz tiipiinii sabitleyin.

Eger gaz tiipiinii makinenin tizerine yerlestirmeyeceksiniz, tiipti zincirle duvara sabitleyin.

¢ Makinenin arkasinda yer alan elektrik prizi COz 1sitic1 i¢indir. CO2 prizine COz 1sitic1 disinda bir cihaz

kesinlikle baglamayin !
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. 2.3 Kaynak Baglantilari
B 2.3.1 Toprak Pensesini Is Par¢asina Baglama

e Standart kullanimlarda topraklama pensenizi eksi kutuba (-), kaynak kutup kablonuzu pozitif (+) kutup
soketine takiniz.
I« Bazi tel tipleri eksi kutupta kaynak yapilmaktadir. Bu tiir durumlarda topraklama pensenizi pozitif (+)
kutuba, kaynak kutup kablonuzu negatif (-) kutuba baglayiniz.
¢ Topraklama pensesini, kaynak yapilacak bolgeye olabildigince yakin yerden is pargasina sikica baglayin.

M 2.3.2 Gaz Baglantilar:

 Eger gaz tliplinii makine tizerindeki gaz tiipii tasima platformu tizerinde kullanacaksaniz gaz tiipiinii buraya
yerlestirip derhal zincirle sabitleyin.

e Eger gaz tiiplinii makine iizerine yerlestirmeyecekseniz zincirle duvara sabitleyin.

¢ Emniyetle ¢alismak ve en iyi sonugclari elde etmek icin standartlara uygun regiilator ve 1siticilar kullanin.

¢ Kullanacagimiz gaz regiilatoriiniin hortum baglantisinin ebadinin 3/8 oldugundan emin olun.

e Gaz tiipli vanasini basinizi ve yiiziiniizii tiip vanasinin ¢ikisindan uzak tutarak agin ve 5 sn agik tutun. Bu
sayede olasi tortu ve pislikler disar1 atilacaktir.

¢ Eger CO; 1sitic1 kullanilacaksa, dncelikle CO; 1siticiy1 gaz tiipline baglayin. Gaz regiilatoriinii CO; 1siticlya
bagladiktan sonra CO; 1siticinin fisini makinenin arkasindaki CO, 1s1tici prizine takin.

e Eger CO; 1sitic1 kullanilmayacaksa gaz regiilatoriinii gaz tiipiine baglayin.

e Tiip hortumunun bir ucunu gaz regiilatoriine baglayin ve kelepgesini sikin. Diger ucunu makinenin
arkasindaki gaz girisine baglayin ve somununu sikin.

e Gaz tlipli vanasini agarak tiipiiniin dolulugunu ve gaz yolunda herhangi bir sizint1 olmadigini kontrol edin.
Eger s1zint1 gostergesi olarak bir ses duyar ve /veya gaz kokusu hissederseniz baglantilarinizi gézden gegirin
ve s1zintiy1 ortadan kaldirin.

1- Gaz Tipii Vanasi 6- Gaz Regtilatorii
2- Gaz Tipt 7- Manometre

3- COz Isttic1 8- Debimetre

4- Zincir 9- Debi Ayar Vanasi

5- COz Isttic1 Enerji Kablosu 10- Tip Hortumu

Sekil 2 : Gaz Tiipii - Isitic1 - Regiilatér Baglantilar:
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M 2.3.3 Torcu Hazirlama ve Baglama

¢ Tor¢ baglantisi Euro konnektor yapisindadir. Tiim Euro konnektor
yapisina sahip standart ve spoolgun torglar ile uyumludur. Bazi tel
tipleri negatif kutupta kaynak yapili. Makinenizde kutup degisimi
yapmak icin makine 6niinden gelen kutup kablosunu uygun kutup
soketine baglayiniz.

e Torcu tor¢ konnektoriine baglayip somununu iyice sikin.

Spoolgun Baglantisi (Konnektir)

SPOOL GUN MOTOR - - ----------------->= LP-16-C07PE-02-001 - 7
SPOOL GUN TETiK1------------------== LP-16-C07PE-02-001 - 1
SPOOL GUN MOTOR + ------------------>= LP-16-C0O7PE-02-001 - 6
SPOOL GUN TETiK 2 ------------------== LP-16-C07PE-02-001 - 2
LP-16-CO7PE-02-001-3 ------------------>= LP-16-C07PE-02-001 - 4
LP-16-CO7PE-02-001 -4 ------------------ == LP-16-CO7PE-02-001 - 3

» Makinenizin kapasitesine ve yapacagimiz kaynaga uygun tor¢ kullanin.

e Torcun igindeki spiral ve kontak memenin ¢aplarinin kullanacaginiz
kaynak telinin ¢apiyla ayni oldugundan emin olun. Gerekiyorsa spirali
ve kontak memeyi degistirin.

« Spirali degistirmek icin; sirasiyla nozulu, kontak memeyi ve adaptori
sokiin.

¢ Ardindan, tor¢ konnektori tarafindaki spiral somununu anahtar
yardimiyla sokiip torcu diiz olacak sekilde uzatin ve torcun igindeki
spirali ¢ikartin.

¢ Yeni spirali torcun igine soktuktan sonra, spiral somununu takip iyice
sikin.

« Spiralin tor¢ basindan ¢ikan fazlaligini spiral ile kontak meme
arasinda bosluk kalmayacak sekilde asagidaki sekilde de goriildigi
gibi gaz dagiticisinin (kontak meme tutucunun) hemen bittigi yerden
yan Kkeski ile kesin. Kesim yerini eyeliyerek kiit ve capaksiz hale
getirin.

Tor¢ Somunu

Sekil 3 : Tor¢ Baglantisi

Kontakmeme

Nozul Adaptor

| |
]« - <

Sekil 4 : Nozul ve Kontak Memenin
Torgtan Ayrilmasi

Spiral Somunu

TSI > e

Spiral

OIS —————

Sekil 5 : Spiralin Cikartilmasi ve
Takilmasi

6 /
o

SekKil 6 : Spiralin Uzantisinin
Kesilmesi

www.magmaweld.com
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% KULLANIM BiLGILERI
. 3.1 Kullanici Arayiizii
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@ magmaweld Monomig 200ik

1-2

Ayar Potlar
Istenilen kaynak i¢in tel hizini ve voltaj degerlerini ayarlamak i¢in kullanilir.

3-4

Dijital Panel
Secilen kaynak parametresinin sayisal degerini, kaynak esnasinda akim ve voltaj, bosta tel hiz1 ve set
voltaji degerini gosterir.

Alt Menii

Kaynak parametre siirelerini belirlemek igin,

Pre 0.0/10.0 sn On Gaz Siiresi Brn 0.0/100 msn Geri Yanma Stiresi
Pos 0.0/10.0 sn Son Gaz Siiresi Ton 0.2/20.0 sn Punta Aktif Stiresi
Tof 0.2/20.0 sn Punta Pasif Siiresi Crt On/Off Krater aktif veya pasif

konumuna alabilmek i¢in kullanilir.

6-7

Alt Menii Ayar Diigmeleri
Secilen meniide siireyi arttirmak ve azaltmak i¢in kullanilir.

Gaz Modu Se¢im Diigmesi
Kaynakta kullanilacak gazi seger.
Ar gaz segildiginde led 9, Mix gazi segildiginde led 10, CO2 gazi secildiginde led 11 yanar.

12

Tel Kalinlig1 Secim Diigmesi
1.0 kalinhiginda tel icin led 13, 0.8 kalinliginda tel icin led 14, 0.6 kalinliginda tel icin led 15 yanar.

16

Tetik Modu Se¢im Diigmesi

2-Konumu, 4-Konumu ve Punta konumu modlarindan birini se¢gmek i¢in kullanilir.

2-konumu segildiginde led 19, 4-konumu segildiginde led 18, Punta konumu segildiginde led 17
yanar.

USER MANUAL | PYKOBO/CTBO 10 3KCIVIYATALIMH | KULLANIM KILAVUZU www.magmaweld.com




monoMIG 200ik Kullamim Bilgileri 69

. 3.2 Menii Yapisi

Fonksiyonlarin modlara gore agik veya kapali olma durumlari agagidaki tablodaki gibidir.

| arametre ]} pegor Arabgs ]| Fabrika svan |2 Komumu wiG |+ omumu wiG []—puniavic

On Gaz Siiresi 0-10sn. 1sn. v v v v v v

Akim Skalasi 30-200A 30-200A v v v v v v

Ust Akim 200 A 200A v v v v v v

Alt AKim 30A 30A v v v v v v

Son Gaz Siiresi 0-10sn. 1sn. v v v v v v

Geri Yanma Siiresi 0-100 0-1sn. v v v v v v

Punta Aktif Siiresi 0.2 -20 sn. 1sn. v v

Punta Pasif Siiresi 0.2-20sn. 1sn. v v

. 3.3 Sebekeye Baglama

Makineyi sebekeye baglamadan 6nce sebeke
gerilimini kontrol edin.

¢ A¢ma / kapama anahtari ile makineyi ¢alistirin.
 Fan sesini duyduktan ve sebeke lambasinin yandigini gordiikten sonra agma/kapama anahtarini tekrar “0”
kapali konumuna getirerek makineyi kapatin.

Fisi prize takarken, agma / kapama anahtarini
“0” konumunda oldugundan emin olun.

. 3.4 Tel Siirme Makarasinin Se¢cimi ve Degisimi

e Tel stirme boliimuniin kapagini a¢in. 2 makaral tel stirme sistemini géreceksiniz.
1- Motor

2- Euro Konnektor

3- Baski Makarasi Kolu

4- Baski Makaralari

5- Tel Siirme Makaralar1

6- T. S. Makaralar1 Vidalari

Sekil 7 : Tel Siirme Sistemi

» Kullanacaginiz kaynak telinin malzemesine ve ¢apina uygun tel siirme makaralari kullanin.
Celik ve paslanmaz ¢elik i¢cin V oluklu, 6zlii tel i¢in tirtill1 V oluklu, aliminyum i¢in U oluklu tel stirme
makaralari kullanin.

e Tel siirme makaralarini degistirmeniz gerektiginde baski makarasi kolunu kendinize dogru ¢ekip baski
makaralarini kaldirdiktan sonra tel stirme makaralarinin vidalarini sokiin ve mevcut makaralari ¢ikartin.

Makaralarin her iki yiizii de kullamildiklari tel ¢capina gore isaretlenmistir.
Makaralari kullanacagimz tel cap1 degeri size bakan tarafta olacak sekilde flansa yerlestirin.
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« Kullanacaginiz makaralari yerlestirdikten sonra, vidalarini tekrar takip baski makaralarini indirin ve baski
makarasi kolunu kaldirarak baski makaralari tizerine kilitleyin.

Sekil 8 : Tel Siirme Makaralariin Cikartilmasi Sekil 9 : Tel Siirme Makaralarinin Yerlestirilmesi

. 3.5 Tel Sepetini Yerlestirme ve Teli Siirme

« Tel tasima sisteminin vidasini ¢evirerek ¢ikartin. Kaynak teli makarasini tel tasima sistemi miline gegirin ve

viday1 tekrardan sikin.

Tel tagima sisteminin vidasinin ¢ok sikilmasi telin siiriilmesini engeller
ve arizalara neden olabilir. Vidanin az sikilmasi ise tel siirmenin durdu-
ruldugu anlarda tel sepetinin bosalip bir siire sonra karismasina neden
olabilir. O nedenle, viday1 ne ¢ok siki ne de ¢ok gevsek baglayin.

Sekil 10 : Tel Sepetini Yerlestirme
o Tel siirme makarasinin tizerindeki baski kolunu ¢ekip asagi indirin, yani baski makarasini boslayin.

6 ’} » ° Kaynak telini tel sepetinde baglandig1 yerden ¢ikartip elinizden kagirmadan ucunu yan
N \ﬁ keskiyle kesin.

Telin ucunun kagirilmasi durumunda tel bir yay gibi firlayarak size ve ¢cevrenizdekilere
zarar verebilir.

« Teli birakmadan tel giris kilavuzundan gecirerek makaralara, makaralar tizerinden de torgun igine siiriin.

Sekil 11 : Teli Makaraya Siirme
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e Baski makaralarini bastirip baski kolunu kaldirin .

e Agma / Kapama anahtarini “1” konumuna getirerek makineyi calistirin & .

 Tel tor¢ ucundan ¢ikana kadar tetige basin, bu arada kaynak teli makarasinin rahat déndiigiinii gézlemleyin,
tetigi bir kag kere basip birakarak sarimda herhangi bir gevseme olup olmadigini kontrol edin E.

* Gevseme ve/veya geri sarma gozleniyorsa, tel tasima sisteminin vidasini biraz daha sikin.

o Tel tor¢ ucundan ¢ikinca nozulu ve kontak memeyi torca geri takin .

o Teli bir tahta tizerine siirerek Bl uygun tel baski ayarini yapmn B ve tel ucunu kesin .

tﬂ\%ﬁQ

%

A (g
A: Uygun tel baskisi ve kanal 6l¢tisti
B: Baski kolu ¢ok sikistirildigi i¢in telin seklinde bozulmalar oluguyor.
C: Baski kolu ¢ok sikistirildig i¢in makara ytizeyinde bozulmalar olusuyor.
D: Makaranin kanal boyu kullanilan tel i¢in kii¢iik. Telin seklinde bozulmalar olusuyor.
E: Makaranin kanal boyu kullanilan tel i¢in biiyiik. Tel kaynak bolgesine sevk edilemiyor.

A D E
[ ) 1 T
, \\/ yF Al yvF

Sekil 12 : Baski Ayar1 ve Makara Sec¢imi Hatalar1

. 3.6 Gaz Debisini Ayarlama

A Gaz ayarini ve gaz testini tel siirme makarasinin baski kolunu kaldirarak yapin!

o Debi. ayar vanasl ile gaz debisini a.\y.arlayln. Alasimsiz o e o
o Pratik gaz (CO, Ar, karisim) debisi oran tel Gelik ve Metal - Ozli Tel Celik Sllmiovn
%ar‘r’]l:}?nltglkzt‘?‘l“ 0 mm ise. eaz debisi 08 8lt/dak.  7l/dak.  8lt/dak.  8lt/dak.
sin telgapl -, '8 10 10lt/dak.  9lt/dak.  10lt/dak.  10lt/dak.

1,0 x 10 = 10 It/dak. olarak ayarlanabilir.
12 12lt/dak.  11lt/dak.  121t/dak. 12 It/dak.

¢ Daha hassas debi ayar1 i¢in yandaki tabloyu e . .
kullanabilirsiniz. Not: Standart kosullarda onerilen degerlerdir.

¢ Gaz debisini ayarladiktan sonra baski makarasi
kolunu kaldirin ve tel siirme {linitesinin kapagini
kapatin.

Tel Cap1
(mm)
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& BAKIM VE ARIZA BiLGILERIi

¢ Makineye yapilacak bakim ve onarimlarin mutlaka yetkin Kisiler tarafindan yapilmasi gerekmektedir.
Yetkisiz kisiler tarafindan yapilacak miidahaleler sonucu olusacak kazalardan firmamiz sorumlu degildir.

¢ Onarim esnasinda kullanilacak pargalari yetkili servislerimizden temin edebilirsiniz. Orijinal yedek par¢a

kullanimi makinenizin 6mriinii uzatacag gibi performans kayiplarini engeller.

¢ Her zaman lireticiye veya iiretici tarafindan belirtilen yetkili bir servise bagvurun.

» Garanti siiresi igerisinde Uretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti
htikiimleri gegersiz olacaktir.

» Gegerli givenlik kurallarina bakim onarim islemleri sirasinda mutlaka uyunuz.

o Tamir i¢cin makinenin herhangi bir islem yapilmadan dnce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatorlerin bosalmasi i¢in 10 saniye bekleyiniz.

. 4.1 Bakim

lrl" 3 Ayda Bir

¢ Cihaz lizerindeki uyari etiketlerini sokmeyiniz. Yipranmis / yirtilmis etiketleri yenisi
ile degistiriniz. Etiketleri yetkili servisten temin edebilirsiniz.

¢ Torcun, penselerin ve kablolarinizin kontoliinii yapiniz. Parcalarin baglantilarina ve (sl
saglamligina dikkat ediniz. Hasar gormiis / arizali parcalari yenisi ile degistiriniz. % A
Kablolara ek / onarim kesinlikle yapmayiniz.

» Havalandirma i¢in yeterli alan olduguna emin olunuz. “

¢ Kaynaga baslamadan 6nce torcun ucundan ¢ikan gaz debisini debimetre ile kontrol
ediniz. Gazin debisi yiiksek veya diisiik ise yapilacak kaynaga uygun seviyeye getiriniz.

IE(".'_D 6 Ayda Bir

« Civata, somun gibi birlestirici parcalar1 temizleyiniz ve sikistiriniz. M

« Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz.

» Makinenin yan kapaklarini agarak diisiik basingh kuru hava ile temizleyiniz. ——
Elektronik parcalara yakin mesafeden basingl hava uygulamayiniz. ég:

e Su sogutma tlinitesinin deposundaki su periyodik araliklarla sert olmayan, temiz bir

su ile yenileyin ve donmaya karsi antifriz ile koruyun. ’<“5§f &@
R
[}

NOT: Yukarida belirtilen siireler, cihazinizda hi¢bir sorunla karsilasilmamasi durumunda uygulanmasi|

gereken maksimum periyotlardir. Calisma ortaminizin yogunluguna ve kirliligine gére yukarda
belirtilen islemleri daha sik araliklarla tekrarlayabilirsiniz.

A Asla kaynak makinesinin kapaklari acikken kaynak yapmayin.

. 4.2 Periyodik Olmayan Bakim

 Tel Stirme Mekanizmasi temiz tutulmall ve makara yiizeyleri kesinlikle yaglanmamali.
¢ Her kaynak teli degisiminde mutlaka mekanizma iizerinde biriken kalintilar1 kuru E@F
hava yardimiyla temizleyin.
o Torg lizerindeki sarf malzemeler diizenli olarak temizlenmeli.
Eger gerekiyorsa degistirilmeli. Bu malzemelerin uzun stireli kullanilmasi i¢in orjinal %’

urtn ler olmasina dikkat edin.
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. 4.3 Hata Giderme

Asagidaki tablolarda kargilasilan olasi hatalar ve ¢6ziim 6nerileri bulunmaktadir.

Ariza

» Makine sebekeye bagh degil,
yada fisi takil degil

» Makinenin fisinin prize takil
oldugundan emin olun

* Sebeke baglantilar1 dogru degil

» Sebeke baglantilarinin dogru
oldugunu kontrol ediniz

Makine ¢alismiyor

« Sebeke besleme sigortalari,
sebeke kablosu veya fisi sorunlu

¢ Sebeke beslenme sigortalarini,
sebeke kablosunu ve figini
kontrol ediniz

e Sigorta atik

e Sigortay1 kontrol ediniz

o Kontaktor arizali

o Konnektorii kontrol ediniz

e Sigorta atik

o Sigortay1 kontrol ediniz

Tel siirme motoru ¢alismiyor

e Elektronik kart arizali

o Yetkili servis ile iletisime geciniz

Tel siirme motoru ¢alisiyor,

e Tel stirme makaralari tel ¢apina
uygun se¢ilmemis

¢ Uygun tel siirme makarasi se¢iniz

fakat tel ilerlemiyor

e Tel siirme makaralarindaki baski
cok az

¢ Baski makarasini ayarlayimiz

¢ Makinenin topraklama
pensesinin par¢asina
baglantisinda sorun var

¢ Makinenin topraklama
pensesinin is parcasina baglh
oldugunda emin olunuz

« Kablolar ve baglanti noktalar1
asinmis

» Kablolarin saglamligindan ve
baglanti noktalarinin aginmamis
oldugundan emin olunuz

¢ Parametre ve proses se¢imi hatall

Parametre ve proses se¢iminin
dogru oldugundan emin olunuz.
Sectiginiz prosese gore asagidaki
adimlar1 uygulayniz

Iyi kaynak yapilmiyor

 Gaz akisinin agik degil veya hatall

Gaz akisinin agik oldugunu
kontrol ediniz, akisin dogru
oldugundan emin olunuz

e Kaynak torcu hasarl

Kaynak torcunun saglamligindan
emin olunuz

e Sarf malzemeler hatali se¢ilmis
veya tahribat gormiis

Uygun sarf malzemele secilmeli
ve torg lizerindek sarf
malzemeler diizenli olarak
temizlenmelidir. Hatali secilmis
veya aginmis sarf malzemeler
degistirilmelidir

¢ Baski makaralarinin baski ayar1
dogru degil

¢ Baski makara ayarlar1 dogru
sekilde yapilmalidir
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74 Bakim ve Ariza Bilgileri

monoMIG 200ik

Ariza

Fan ¢alismiyor

e Sigortaatik

e Sigortay1 kontrol ediniz

e Fan motoru arizal

o Yetkili servis ile iletisime geciniz

Makine giiriltiili ¢alistyor

o Kontaktor arizall

o Yetkili servis ile iletisime ge¢iniz

Kaynak akimi kararli degil
ve/veya ayarlanmiyor

¢ Diyot grubu arizal

o Yetkili servis ile iletisime ge¢iniz

Isitic1 priz calismiyor

o Sigortaatik

e Sigortay1 kontrol ediniz. Yetkili
servis ile iletisime geciniz

. 4.4 Hata Kodlari

o P
TRR ERR Termik Hatasi
ERR OC1 Seconder Asir1 Akim Hatasi
ERR 0C2 Primer Agir1 Akim
ERR 0C3 Maksimum Tel Stirme Hatas1
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monoMIG 200ik Ekler 75

M ExiER
. 5.1 Tel Siirme Unitesi Icinde Yer Alan Ince Ayarlar

1- Serbest Tel Siirme Diigmesi : Diigmeye basili tutuldugu stirece tel siiriiliir, gaz ventili ¢alismaz.
Bu diigmeyi teli torca stirmek i¢in kullanabilirsiniz.

2- Serbest Gaz Diigmesi : Diigmeye basili tutuldugu siirece gaz akisi saglanir, tel stirme ¢alismaz.
Bu diigmeyi gaz degisikliginden sonra sistemdeki gazin degismesi icin kullanabilirsiniz.
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76 Ekler monoMIG 200ik

. 5.2 Yedek Parga Listeleri

1615 p\'v( 22
17 3
& = P B
TR o
% : o ° 20
19
o
NO TANIM monoMIG 200ik

1 Potans Diigmesi Kiigiik A229500001
2 Konnektor A378000007
3 Kaynak Prizi A377900106
4 Kaynak Fisi A377900006
5 Sac Doner Tekerlek (Delikli) A225100013
6 Elektronik Kart-E205 FLT V1.0 K405000166
7 Elektronik Kart-E203A PWR V43 K405000215
8 Elektronik Kart-E205A-RL V1.2 K405000212
9 Elektronik Kart-E203A AC PWR V43 K405000226
10 Elektronik Kart-E205A PWR V31 K405000241
11 Fan Monofaz A250001024
12 Elektronik Kart-E203A FLT V40 200IK K405000242
13 Ag¢ma Kapama Anahtarn (Isikl) A310100008
14 Gaz Ventili A253006019
15 Kapak Kilidi A229300006
16 Elektronik Kart-E121A V11 AC K405000164
17 Elektronik Kart-E205A CNT V31 K405000165
18 Plastik Tekerlek 250x50x20 A225222010
19 Sok Bobin K304500113
20 Tel Stirme Sistemi K309002204
21 Ag¢ma Kapama Anahtari A310100010
22 Elektronik Kart-E305A V21 K405000169
23 Tel.Tas.Mak.Sistemi-3Lii Baglanti A229900003
Membran Etiket K109900031
Hall Effect Sensér A834000001
Sont A833000002
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. 5.3 Baglant1 Semalari
Blok Diyagram

monoMIG 200ik
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78 EKler
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MAGMA MEKATRONIK MAKiNE SANAYi VE TICARET A.S.

www.magmaweld.com

DECLARATION OF CONFORMITY c €
UYGUNLUK DEKLARASYONU

Company/Firma
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalgin Ozaras Caddesi No:145030 Manisa / TURKIVE

Factory/ Fabrika
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalgin Ozaras Caddesi No:1 45030 Manisa / TURKIYE

The Product / Uriin
Appropriate for professional and industrial usage.
MONOMIG200ik 200Amp (%16) MIG/MAG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
MONOMIG 200ik 200Amp (%16) MIG/MAG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart|
ENIEC 60974-1:2018 , EN 60974-10:2014

Meet the requirements of the European Directive
/

Gereklilikler Karsilanan Avrupa Direktifleri
EMC Directive 2014/30/EU - LVD Directive 2014/35/EU

Magma Mekatronik Makine Industry and Trade Co. We declare that the above mentioned
products comply with the standard. This declaration will loose its validity in case of
modification on the welding machine without our written authorization.

Magma Mekatronik Makine Sanayi ve Ticaret A.S. olarak yukarida gecen iriiniin standartlara
uygun oldugunu beyan ederiz. Yazili iznimiz olmaksizin makine iizerinde yapilan degisiklikler
bu belgeyi gegersiz kilacaktir.

Date ofissue/ Yayin Tarihi Banis Ozgiir TUGGAN

Manisa-12.10.2021 Ar-Ge Miidiirii/R&D Manager




EBPA3UACKUA 3KOHOMWYECKUIA COIO3
OEKNAPALUUA O COOTBETCTBUU

3asBuTeab O6IIECTBO C OrpaHUYEHHOH 0TBeTCTBEHHOCTHIO "MAT'MABDIIJ CIIB"

MecTo HaxKASHHUS U aipec MEcTa OCYIIECTBIeH s AesaTenpHocTH: 191124, Poceus, ropon Cankr-Iletep6ypr,
ynuua Crapononsckas, [lom 10, Jlutepa A, Ilomeruenue 217

OCHOBHO# roCyapCTBEHHBIH perucTpanoHHbii Homep 1187847141503,

Tenedon: +78123317470 Axpec snekTpoHHOM mouThl: magmaweld@inbox.ru

B Jinue ['eHepanpHoro aupekropa [apmuHckoro Anapes JIbBoBu4a

3asBJsieT, 4To OBopyI0BaHHE JUIA CBAPKH M Ta30TEPMHYECKOTO HAMBUICHHS: aNlapaThl JUIA TYTOBOH CBAPKH MOJEIH:
MINISTICK, MINISTICK DELUXE, MEGASTICK, MEGASTICK DELUXE, ID 800E, MONOSTICK 165i,
MONOSTICK 200i, PROSTICK 200i, ID 250 E, ID 300 E, ID 350 E, ID 400 E, RD 500 E, RD 650 E, GL 451, TD 355, GL
600, ID 250E BASIC, MONOTIG 160i BASIC, MONOTIG 160i, MONOTIG 200i, MONOTIG 160ip, MONOTIG 220ip,
MONOTIG 220ip AC/DC, ID 250 T DC, ID 300 T DC, ID 250 T DC PULSE, ID 300 T DC PULSE, ID 250 TW DC, ID
300 TW DC, ID 250 TW DC PULSE, ID 300 TW DC PULSE, ID 300 T AC/DC PULSE, ID 300 TW AC/DC PULSE, ID
500TW DC PULSE, ID 500TW AC/DC PULSE, MONOMIG 200ik, ID 300 M, MEGAMIG, ID 65 PCA, ID 65 PCB, ID
300 M SMART, ID 300 M PULSE SMART, ID 300 M EXPERT, ID 300 M PULSE EXPERT, ID 300 MW SMART, ID
300 MW PULSE SMART, ID 300 MW EXPERT, ID 300 MW PULSE EXPERT, ID 400 M SMART, ID 400 M PULSE
SMART, ID 400 M EXPERT, ID 400 M PULSE EXPERT, ID 400 MW SMART, ID 400 MW PULSE SMART, ID 400
MW EXPERT, ID 400 MW PULSE EXPERT, ID 500 M SMART, ID 500 M PULSE SMART, ID 500 M EXPERT, ID 500
M PULSE EXPERT, ID 500 MW SMART, ID 500 MW PULSE SMART, ID 500 MW EXPERT, ID 500 MW PULSE
EXPERT, ID 300 MK SMART, ID 300 MK PULSE SMART, ID 300 MK EXPERT, ID 300 MK PULSE EXPERT, ID 300
MKW SMART, ID 300 MKW PULSE SMART, ID 300 MKW EXPERT, ID 300 MKW PULSE EXPERT, ID 400 MK
SMART, ID 400 MK PULSE SMART, ID 400 MK EXPERT, ID 400 MK PULSE EXPERT, ID 400 MKW SMART, ID
400 MKW PULSE SMART, ID 400 MKW EXPERT, ID 400 MKW PULSE EXPERT, RS 200 MK, RS 250 M, RS 250
MK, RS 300 M, RS 300 MK, RS 350 M, RS 350 M PRO, RS 350MK PRO, RS 350MW PRO, RS 350 MW, RS 350 MK,
RS 400 M, RS 400 MW, RS 400 MK, RS 450M PRO, RS 450 MW PRO, RS 500 M, RS 500 MW,RS 550 M PRO, RS 550
MW PRO, RD 650 MW.

Hsrorosutens "Magma Mekatronik Makine Sanayi ve Ticaret A.S."

MecTo HaX0K/ACHHS U a/IpeC MECTa OCYLUECTBICHUS ACATEIBHOCTH 110 H3TOTOBNEHHIO Nponykuuu: Typuus,
Organize Sanayi Bolgesi, 5.Kisim, 45030 Manisa

@duman: "MAGMAWELD ULUSLARARASI TICARET A.S." Typuus, Dereboyu Cad. Bilim Sok. Sun Plaza
5/7 Maslak, 34398 Istanbul ITpoaykiiksi H3rOTOB/NEHA B COOTBETCTBUH ¢ JlnpekTHBoit 2014/35/EU

"HuskosonsTHOE 06opynosanue", Jupektupoi 2014/30/EU "OnexTpoMarHuTHas COBMECTHMOCTB",
JlupextnBoit 2006/42/EC "Be3onacHOCTh MalliH ¥ 060pyA0BaHus".

Kox (xoaer) TH BOJI EASC: 8515391800
CepuiiHbli BBITYCK.

COOTBETCTBYET TPeGOBAHUAM

Texuuyeckoro pernamenrta TamoxxerHoro coroza TP TC 004/2011 "O GezonacHOCTH HU3KOBOJIBTHOTO
obopynoBaHus"

Texunueckoro pernamenta TamoxenHoro coroza TP TC 010/2011 "O 6e3omacHocTH MalIMH H 000pyA0BaHHS"
Texunyeckoro pernamenrta TamoxkenHoro coroza TP TC 020/2011 "OnekTpoMarHuTHas COBMECTHMOCTh
TEXHHYECKHX CPEACTB"

Jleky1apauusi 0 COOTBETCTBHH NPHHSITA HA OCHOBAaHHH

TTporokoa ucnsitauuit Ne 00501/TC/072021 ot 07.07.2021 roxa, BeiganHoro McneitatensHoit TaGopatopuei
000 «TEXHOCHH» (peructpauioHHbI# HOMep aTTecTaTa akkpenutanuu RU.SSK4.04EJIKO)

CxeMa JIeKIapipoBaHHs COOTBETCTBHA: 11

JononHuTeabHas HHGOpMANHS

YenoBus XpaHEHHs(: IPOIYKLHS XPAHUTCS B CYXHX, POBETPHBAEMBIX CKIIAJICKHX MOMEILEHHAX IPH
Temneparype ot 0 °C 1o +30 °C, npH OTHOCHTENBHOM BIaKHOCTH Bo3ayXa He Gonee 80 %. Cpok XpaHeHHs:
H3rOTOBMTENIEM HE ycTaHOBJEH. Cpok CIyKGBI: SJIeT.

JlexJlapauusi 0 COOTBETCTB @uﬁenw‘a ¢ AaThl PEruCTPauuy no 11.07.2024 BKJIIOYHTENLHO

4 = TaBumHckuit AHapeit JIbBoBHY

‘ M.IL (@ V.0, sansnrens)

"~ (MOANMCs)

PerncTpauuoHHBIH HOMep AeKJIapALMH O cOOTBeTéann: EA3C N RU I-TR.PA01.B.00558/21
JlaTa pericTpauuy JAeK/JIapauHy o cp@fBé‘r’/c’ljiu’n: 14.07.2021









YETKILI SERVISLER

MERKEZ SERVIS

Organize Sanayi Bélgesi, 5. Kisim 45030 MANISA
Telefon : 444 93 53
E-Posta : info@magmaweld.com

YETKILI SERVISLER
= Ly

Giincel servis listemiz icin www.magmaweld.com.tr/servis-listesi
web sitemizi ziyaret ediniz.



Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi, 5. Kisim 45030 Manisa, TURKIYE

T: (236) 226 27 00
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