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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.

o 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).

USER MANUAL
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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).
m 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 « Do not expose the machine to rain, prevent the machine from splashing water or

@ @ pressurized steam.

Energy Efficiency e« 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 e« This device is not domestic waste. It must be directed to recycling within the framework of the

European Union directive and national laws.
E Obtain information from your dealer and authorized persons about the waste management of

your used machines.

WARRANTY FORM

Please visit our website www.magmaweld.com/warranty-form/wr for warranty form.
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% TECHNICAL INFORMATION

. 1.1 General Information

ID 250 T DC PULSE, ID 300 T DC PULSE, ID 250 TW DC PULSE and ID 300 TW DC PULSE are inverter type,
3-phase Pulse DC TIG and MMA welding machine. It is designed for TIG welding of other metals except
aluminum and MMA welding up to 5 mm diameter. It features advanced professional TIG controls such as HF
ignition, touch start, pregas, upslope, pulse, downslope, postgas, and crater filling. Rutile, Basic and Cellulosic
options are available in MMA mode. In TIG mode, 10 work programs can be stored in memory and can be
selected according to the job, giving the opportunity to regain exactly the same weld. All welding parameters
can be adjusted via the control panel and monitored via digital displays. It can also be used with a generator
that will provide the appropriate power and frequency. It can also be used with welding cables up to 25 meters
long. The machine is fan cooled and thermally protected against overheating.

. 1.2 Machine Components

1
9 11
2
6 10 S e 12
3 7
4 8

Figure 1:1ID 250 T DC PULSE

1- Torch Strap 7- Torch Control Connections

2- Control Panel 8- Earth Cable and Welding Cable Socket (-)
3- Pedal Control Connections 9- Gas Input

4- Earth Cable and Welding Cable Socket (+) 10- Remote Connection Input

5- Gas Output 11- Power Switch

6- Parameter Adjustment Pot 12- Line Cable Inlet

www.magmaweld.com USER MANUAL
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Figure 2 : ID 250 TW DC PULSE

1- Control Panel 9- Water Unit Hot Water Inlet

2- Pedal Control Socket 10- Water Unit Cold Water Outlet
3- Welding and Ground Cable Socket (+)  11- Gas Inlet

4- Water Unit 12- Remote Connection Input

5- Parameter Adjustment Pot 13- Water Unit Energy Socket

6- Trigger Control Socket 14- On / Off Switch

7- Welding and Ground Cable Socket (-) ~ 15- Line Cable Inlet
8- Gas Output
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. 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
ID250T [ ID300T [
DC PULSE ' DC PULSE '
3~ = EN 60974-1 3_~._._._.: EN 60974-1
E % (’) 60974-10 Class A E % (’) 60974-10 Class A
% —_ 5A/10.2V - 250A / 20V % —_ 5A/10.2V - 300A / 22V
L - X (40c) 35% 60% 100% L - X (a0ct) 30% 60% 100%
1 1
E U,=85V , 250A | 191A | 148A E U,=85V , 300A | 212A | 164A
U, 20V 17.6V | 15.9V U, 22V 18.5V | 16.6V
EDg U,=400V lima=13.8A l,.~8.2A EDg U,=400V limax=17.8A l,.~=9.8A
3~50-60 Hz 3~50-60 Hz
E 5A/20.2V - 250A / 30V E 5A/20.2V - 300A / 32V
77 X @y 35% 60% 100% 77 X ey 30% 60% 100%
! 250A | 191A | 148A ! 300A | 212A | 164A
U,=85V 2 U,=85V 2
° U, 30V_| 27.6V | 25.9V ’ U, 32V | 28.5V | 26.6V
Eg U,=400V l;ma=18.8A L.~11.1A DD U,=400V lima=23.3A lL«=12.8A
~50-60 Hz 3~50-60 Hz
IP21S Ce || w21s C€ [l
=HA-(OHB=  Three Phase Transformer Rectifier X Duty Cycle
& TIG Welding Uo Open Circuit Voltage
Z MMA Welding Us Mains Voltage and Frequency
== Direct Current Uz Rated Welding Voltage
D Vertical Characteristic I Rated Mains Current
DD Mains Input 3-Phase Alternating Current Iz Rated Welding Current
Suitable for Operation at Hazardous
E Environm ents S1 Rated Power
Duty Cycle 1P21S Protection Class

Temperature (C°)
A

6 min.

6 min.

4 min.

6 min.

4 min.

Time (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).

www.magmaweld.com

USER MANUAL




14 Technical Information

ID 250 -300 T DC PULSE / TW DC PULSE

m . 1.4 Technical Data

ID 250 T DC PULSE ID 300 T DC PULSE
TECHNICAL DATA UNIT ID 250 TW DC PULSE ID 300 TW DC PULSE
Mains Voltage (3-phase 50-60 Hz) \ 400 400
Rated Power (MMA) kVA 13 (%35) 16.1 (%30)
Rated Power (TIG) kVA 9.5 (%35) 12.3 (%30)
Welding Current Range ADC 5-250 5-300
Rated Welding Current ADC 250 (%35) 300 (%30)
Open Circuit Voltage VDC 85 85
Stick Electrode Diameter Range mm 1.60 - 4.00 1.60 - 5.00
Tungsten Electrode Diameter Range mm 1.00 - 2.40 1.00-2.40
Dimensions (1 x wx h) mm 598 x252x 661 598 x252x 661
Weight kg 22.5 22.5
Protection Class IP 21S IP 21S

USER MANUAL

www.magmaweld.com




ID 250 -300 T DC PULSE / TW DC PULSE

Technical Information 15

. 1.5 Accessories

ID 250 T DC PULSE ID 300 T DC PULSE
STANDARD ACCESSORIES QTY ID 250 TW DC PULSE ID 300 TW DC PULSE
Workpiece Clamp and Cable 1 7905212503 (25 mm?-3m) 7905212503 (25 mm? - 3 m)
Gas Hose 1 7907000002 7907000002
Lava TIG 26 (4 m)
Air Cooled TIG Torch* 1 7110018004 7110018004
Lava TIG 18W (4 m)
Water Cooled TIG Torch* 1 7110038004 7110038004
* Torch selection is according to the cooling type of the machine.
ID 250 T DC PULSE ID 300 T DC PULSE
OPTIONAL ACCESSORIES QTY ID 250 TW DC PULSE ID 300 TW DC PULSE
Electrode Clamp and Cable 1 7906202503 (25 mm?-3m) 7906202503 (25 mm? - 3 m)
Lava TIG 26 (8 m)
Air Cooled TIG Torch 1 7110018008 7110018008
Lava TIG 18W (8 m)
Water Cooled TIG Torch 1 7110038008 7110038008
Water Cooling Unit (CST 60i) 1 7910005250 7910005250
Foot Pedal (On / Off) 1 7910000120 7910000120
Foot Pedal (Current Adjustable) 1 7910000140 7910000140
Torch Control Tools
(2 Button / 4 Button) 1 7910000003 / 7910000004 7910000003 / 7910000004
Transport Trolley (4 Wheels) 7910000200 7910000200
Gas Regulator (Argon) 7020001004 7020001004
TIG Accessory Set Air Cooled 1 7910000510 7910000510
(Torch + Regulator)
Water Cooled TIG Accessory Set 1 7910000530 7910000530
(Torch + Regulator)
www.magmaweld.com USER MANUAL




16 Installation ID 250 -300 T DC PULSE / TW DC PULSE

% 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.

Scope of supply;
¢ Welding machine and connected mains cable e Warranty certificate
» Workpiece clamp and cable e Torch

e User manual
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
j\ precautions 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

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dust and 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 duty 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. 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.

e When positioning the machine, make sure that materials such as walls, curtains, panels, etc. do not impede
easy access to the controls and connections of the machine.

¢ Observe the duty cycle rates specified on the product label. Exceeding duty cycle rates can damage the
machine and this may invalidate the warranty.

o Use the fuse that is compliant with your system.

« Secure the ground cable as close as possible to the welding area.

¢ Do not allow the welding current to pass through equipment other than the welding cables.

» The welding cables and the mains cable must not be wrapped in the machine housing during operation.

e When the gas cylinder is placed on the machine, immediately fasten the chain to secure the gas cylinder. If you
do not place the gas cylinder on the machine, fasten it to the wall with a chain

USER MANUAL www.magmaweld.com
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. 2.3 Mains Plug Connection

A For your safety, never use the mains cable of the machine without a plug.

 No plug has been connected to the mains cable since there may different types of outlets available in plants,
construction sites and workshops. A suitable plug must be connected by a qualified electrician.

» Make sure that the grounding cable is present.

« After connecting the plug to the cable, do not attach it to the outlet at this stage.

. 2.4 Connection to Mains

A When plugging the power plug into the outlet, make sure that the on/off switch is set to “0’.

« Support should be received from authorized persons (qualified electricians, etc.). Check the phase voltage
before connecting the machine to the mains. The plug must be plugged to the outlet once it is observed to be
correct.

« Turn the coarse on/off switch to position “1” to start the machine. Make sure that the indicators and leds on the
control panel are lit and the cooling fan is operating.

 Turn the machine off by turning the on / off switch back to the “0” position.

. 2.5 Connections for TIG Welding

Check for the correct mains voltage before connecting the machine to the mains.
When plugging the power plug into the outlet, make sure that the power switch is set to “0” in
the turned-off position.
« Start the machine with the on/off switch and check whether the LEDs are on and the cooling fan is working.
Tungsten Electrode Recommended TIG
Diameter (mm)  Welding Current

1.6 30-130
2.0 45-180
2.4 70-240

M 2.5.1 Torch Connections

o Insert the TIG torch’s plug into the negative pole welding socket and tighten it by turning to the right. Attach the
torch trigger connector that came with the machine to the trigger control cables of the torch. Then connect the
connector to the trigger control socket.

« Connect the gas hose of the torch to the gas outlet.

« In water-cooled models, connect the cold “blue” hose of the torch to the cold water outlet on the machine, and
the hot “red” hose to the hot water inlet on the machine.

www.magmaweld.com USER MANUAL
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M 2.5.2 Gas Connections

e Secure the argon gas cylinder (a) with a chain.

¢ Use safe high quality regulators (b) and heaters approved by the standards to work safely and achieve the best
results.

 Keep the gas cylinder valve (c) open for a while, so that possible sediment and particles are discharged.

» Connect the gas regulator to the gas cylinder, making sure that the thread on the gas outlet of the gas cylinder
and the nut of the regulator overlap.

¢ Connect one end of the cylinder hose (d) to the gas regulator and the other end to the gas inlet at the rear of the
machine and turn on the gas cylinder valve.

¢ Adjust the flow rate with the flow regulating valve (e).

¢ Make sure the connections are free of leakages.

gas cylinder and welding machine to tip over. When you place the gas cylinder on the
machine, immediately fix the gas cylinder by connecting the chain. If you will not place the gas

: This welding machine can carry 10/20 Liter gas cylinders. Using larger sizes may cause the
cylinder on the machine, fasten it to the wall with a chain.

~ ¢ Electrode Nozzle Welding
Diameter Diameter Current Gas Flow
——b (mm) (mm) (ADC) (It/sec)
1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8

Figure 3 : Gas Connections

M 2.5.3 Trigger and Pedal System Socket Connections
¢ The terminals 4 and 5 must be connected to the trigger control socket.
(©]
\ ® 0
©® @

;

(1) Soldering direction has been taken as the reference.
¢ TIG Torch Connection; the trigger should be connected to the control socket with the terminals 1-2-3-4-5 as

2
ol
d

NN

73
- \¢

+|

| ok

(2) Soldering direction has been taken as the reference.
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e Adjustable Pedal Connection; It should be secured to the pedal socket with the ends 3-4-5-6. m

o @
SIS ) e " A

(3) Soldering direction has been taken as the reference.

B 2.5.4 Grounding Clamps Connections

« Insert the grounding clamps cable plug (a) into the positive
terminal socket and tighten it by turning right.

« To improve the welding quality, firmly connect the grounding
pliers (b) to the workpiece as close as possible to the welding
area.

Figure 4 : Grounding Clamps Connections

M 2.5.5 Installation of Torch Consumables

 The ceramic gas nozzle (5) and the tungsten electrode (1) must be selected according to the operating current
and the shape of the workpiece. Accordingly, the diameters of the clamp (3) and the clamp holder (4) must
match with the diameter of the tungsten electrode.

¢ Remove the clamping cap (2).

» Remove the existing electrode from the electrode clamp and match the diameter of the new tungsten electrode.

e Secure the collect to the torch.

e Secure the clamping cap firmly head firmly.

.

ot

'
5@

Figure 5 : Installation of Torch Consumables
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. 2.6 Connections for (MMA) Welding

Check for the correct mains voltage before connecting the machine to the mains.
When plugging the power plug into the outlet, make sure that the power switch is set to “0”
in the turned-off position.
« Start the machine with the on/off switch and check whether the leds are on and the cooling fan is working.
« Connect the electrode clamp cable plug (c) and the grounding clamp cable plug (a) to the welding and ground
cable sockets according to the electrode to be used and the polarity recommended by the electrode manufacturer.
« To improve the welding quality, firmly connect the grounding pliers (b) to the workpiece as close as possible to
the welding area.

ceAm . Covered Recommended Welding Current
“mm” Rutile Alkaline  Cellulosic

2.0 40-60 A - -
= 2.5 60-90 A 60-90A 60-100A
@nagmawel ID 250T oc ruse 3.25 100-140 A 100-130A 70-130A
4.0 140-180 A 140-180A 120-170A

‘———-c-\l-
b a

. 2.7 Water Cooling Unit (for Water Cooled Models)

« Unit The water cooling unit is used to cool the torch It is a closed circuit system consisting of radiator;, fan, pump
coolant reservoir.

If your machine has a water cooling unit;

¢ Connect the cold (blue) water hose to the cold water outlet on the water cooling system, and the hot (red) water
hose to the hot water inlet on the water cooling system.

¢ Magmaweld welding machines come with Magmaweld coolant, which is produced to give the best performance.
In case of lack of coolant, open the coolant reservoir cap and add Magmaweld coolant suitable for the
temperature of the working environment. The coolant must be within the minimum and maximum values
shown on the front panel of the unit.

« Different coolant or water should not be added. Different liquid additives can cause chemical reactions or
different problems.

¢ Magmaweld is not responsible for the risks that may arise in case of adding different liquids. All warranty
provisions will be void if different coolant or water is added to the Magmaweld coolant.

o Ifitis desired to use a different brand of coolant, the inside of the coolant tank should be completely empty and
there should be no residue or liquid in it.

e Itis not suitable to use the water-cooling units with welding machines other than manufactured by Magma
Mekatronik Makine ve Sanayi Ticaret A.S. Water cooling units cannot be operated with external supply.
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% OPERATION

. 3.1 User Interface

CeEAL

SOXCE

o = o) It \ Rutile
0 o é 0 0 n \ Basic
5 ® ié 9 (12) - \ Cellulosic

@ magmaweld ID 250T oc puise

Parameter Adjustment Pot
It is used to set the welding parameters to the desired value.

Digital Display
2 | It shows the numerical value of the selected welding parameter and the current value during welding.
It also shows error message in case of error.

Program Selection Button

It is used to select one of 10 work programs covering all parameter settings in TIG modes. Thanks to
the programs, the adjusted parameters are kept in the memory of the machine and can be used for
repetitive jobs, selected by the user. The last settings made for the selected program number will be
saved automatically, no further action is required for recording. In addition, while still in TIG modes,
it allows to switch to the cooling time setting when pressed for 3 seconds.

Digital Program Display
4 | Shows the program number selected with the program selection button. It also shows the letter C
when setting the cooling time.

Welding Mode Selector Button

It is used to select one of the MMA welding, HF ignition TIG welding and Touch Start TIG welding
modes.

6 Led lights up when MMA welding mode is selected.

7 Led lights up when HF ignition TIG welding mode is selected. In this mode, when the electrode is
approached without touching the workpiece, the arc starts with a voltage jump over the gas.

8 Led lights up when Touch Start TIG welding mode is selected. In this mode, arc starts when the
electrode touches the workpiece and is pulled.

www.magmaweld.com USER MANUAL
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Trigger Mode and Electrode Type Selection Button

While in TIG welding modes; It is used to select one of the 2-Position, 4-Position, Tailstock Position
modes.

When 2-position is selected, led 10 lights up.

When 4-position is selected, led 11 lights up.

When the tailstock position is selected, led 12 lights up.

While in MMA mode; It is used to select one of the rutile, basic, cellulosic electrode modes.
When the rutile electrode is selected, led 10 lights up.
When the basic electrode is selected, led 11 lights up.
When cellulosic electrode is selected, led 12 lights up.

13

Button is for selecting flat DC TIG / PULSE DC TIG
Led 14 lights when flat DC TIG is selected and led 15 lights when PULSE DC TIG is selected.
When PULSE DC TIG is selected, its led 15 lights.

16-17

TIG Parameters Selection Buttons

It is used to select the TIG parameter to be adjusted. After the related TIG parameter’s led is on, the
parameter is adjusted to the desired value with the parameter setting button.
You can set the following TIG parameters:

18 Pre-Gas Flow Time Led

19 Starting Current Led

20 Up-Slope Time Led

21 Main Current Led

22 Base Current Led

23 Pulse Duty Cycle Led

24 Pulse Frequency Led

25 Down Slope Time Led

26 Final Current Led

27 Pos-Gas Flow Time Led

28 Spot Welding Time Led
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W 3.2 TI1G cycle
** Spot Welding Time
'

1 Pulse 1
I Frequency |
1

<
<

v

>
Pulse | |
(Width) |

IHigher Current|

Lower
Current

Initial
Current

Pre-Gas Start Ramp Final Gas

. 3.3 Menu Structure

The statuses of the functions on or off according to the modes are as follows.

e O e o [l o i [
[PULSE]
Pre-Gas Flow Time 0-10 sec. 0-10 sec. 0-5sec. 18 N4 v I v
Start Current 5-250A 5-300A 30A 19 N4 v | v
Up-Slope Time 0.1-10 sec. 0.1-10 sec. 1sec. 20 \/ / ‘/ ‘/
Main Current 5-250A 5-300A 85A 21 v N4 v I v v | v
Base Current 5-250A 5-300A 40A 22 N v |V v
Pulse Cycle Rate %1 - %99 %1 - %99 % 50 23 v v v
Frequency 0.1-2000 Hz 0.1-2000 Hz 75 Hz 24 v v v
Down-Slope Time 0.1-10 sec. 0.1-10 sec. 1sec. 25 v v v I v
Final Current 5-250A 5-300A 30A 26 v I v v I v
Post-Gas Flow Time 0-20 sec. 0-20 sec. 0.1 sec. 27 v v v |V
Spot Welding Time 0-20 sec. 0-20 sec. 2 sec. 28 \/ \/
Water Cooler Time 1-20 1-20 3 min. v | v v |V v |V

M 3.3.1 TIG Welding Process

In HF Start TIG mode, a high ignition voltage is present at the torch. Never touch the tungsten
electrode or parts conducting welding current when the device is switched on.

¢ 10 jobs programs including complete parameter settings can be stored and run for repeated jobs.

o In the first use, all parameters of all programs are in factory settings which are shown in the table.

¢ Push the program selection button. For selecting a previously adjusted program or changing its parameters.

o Push the welding mode selection button for selecting Touch-Lift TIG of HF start TIG.

o Push the 2 Stroke - 4 Stroke - Spot Welding Selection Button for selecting the appropriate mode for the work.

o Use TIG parameter selection button (13-14) to change the welding parameters.When the led, which belongs
to the parameter you will change is turned on,adjust the parameter by turning the parameter adjustment
button.

e Latest adjusted parameter values will be saved automatically. There is no need to do anything else for saving
the settings.
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M 3.3.2 Usage of the TIG Welding Trigger

-] -]
Press the Trigger Hold the Trigger Pressed Release Trigger
2 Stroke TIG Trigger

« Push the torch trigger and do not release your finger. Current starts with start current after pre gas-flow period
and increases according to the up-slope time adjustment and reaches to value of the main current.

» Welding goes on with the main current as long as the torch trigger is kept pushed. After releasing the trigger,
current decreases according to down-slope time adjustment and reaches to final current, after post gas-flow
period the operation ends.

¥
MEBC= }X
Wl
e :& . 7§ﬁ
! U PrG : Initial Gas Time

! I :Welding Current
PoG : Final Gas Time

6 I JLpogl t

4 Stroke TIG Trigger

» When torch trigger is pushed, following the pre-gas flow, initial current starts and when the trigger is released
the currrent ramp leads to the welding current. If DC PULSE mode is selected, according to the adjusted
frequency, welding current oscillates between this reached welding current and the base current. If the trigger
will be pushed and released more than 1 second, current decreases according to down-ramp adjustment,
reaches to the final current, after post gas, welding ends.

Base current is generally used for repairing and cooling during welding and crater filling at the finishing of the
welding beads. Either during DC or during Pulsed DC welding if the trigger is pushed and released less than 1
second, DC base current will be on. If the trigger will be pushed less than 1 second, welder will go back to the
existing welding mode and parameters, but if the trigger will be pushed and released more than 1 second,
welding will be finished by following the down-ramp, final current and post-gas.

AL

mEBC=

" PrG : Initial Gas Time
I :Welding Current
PoG : Final Gas Time

PrG 1 poG| ¢
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Spot TIG Trigger m
e When the torch trigger is pushed, main current starts immediately and goes on as long as the torch trigger is

kept pushed.
» Welding goes on during spot welding time. After spot welding time is over, current stops immediately.

Flat DC / Pulse DC

» For using welding modes (2-stroke, 4-stroke, Spot Welding) in Flat DC mode, select Flat DC mode by button,
its led will be on. In this mode, only main current is used and it is simply adjusted by the multifunctional pot.

» For using welding modes (2-stroke, 4-stroke, Spot Welding) in Pulse DC mode, select Pulse DC mode by
button, its led will be on. In this case, main current, base current and the Pulse frequency should be adjusted

by the multifunction pot. Welding current changes between main current and base current in the adjusted
Pulse frequency.

Electrode Recommended
Diameter TIG Welding Current
(mm) (4)
1.6 15-130
2.0 45-180
2.4 70 - 240

M 3.3.3 MMA Welding Process

o Push the welding mode selection button. For selecting the MMA welding mode. Stick electrode welding led
lights.

¢ Adjust the current via current adjustment knob.

 Below table can be used as a rough referance for mild steel electrodes. For exact parameters, please refer to
the electrode manufacturer recommendations.
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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

(wargfc]
durableness of the parts. Replace the damaged/defective parts with the new ones. ¢ WARNI
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 s g
apply compressed air to electronic components at close range.

« Periodically replace the water in the tank of the water cooling unit with fresh, hard r‘&?/
water and protect it against freezing with antifreeze. or &@

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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. 4.3 Error Codes

oo || oo |

ERR-T1

Thermal
Error

Cause

¢ Machine is overheated because of
high ambient temperature of
exceeding duty cycle

e Let the machine on for a while in
order to cool down itself with the
cooling fan. After is cools enough,
you can go on welding

E02

Power Module
Error

o Error/Errors may exist in any
electronic card

Switch off and switch on. If the
error still exists, check the mains
voltage whether it is within the
range of 340V-420V or not. If the
error still exists, contact the
authorized service

E04

Mains Voltage
High

« Mains voltage may have increased

Check the mains connection cables
and the voltage. Make sure the
correct voltage input is provided.
If the mains voltage is normal,
contact the authorized service

E08

Mains Voltage
Low

* Mains voltage may have decreased

Check the mains connection cables
and the voltage. Make sure the
correct voltage input is provided.
If the mains voltage is normal,
contact the authorized service

www.magmaweld.com
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ID 250 -300 T DC PULSE / TW DC PULSE

M Annex

. 5.1 Spare Part List

15

ID250TDC ID250TWDC ID300TDC ID300TWDC

NoO DEFINITION PULSE PULSE PULSE PULSE
1 Welding Socket A377900106  A377900106  A377900106  A377900106
2 Electronic Card E202A-CN2 K405000202 K405000202 K405000202 K405000202
3 Electronic Card E202A-CN1 K405000201 K405000201 K405000201 K405000201
4 Quick Caplin A245700006 A245700006 A245700006 A245700006
5 Quick Caplin - Blue - A245700002 - A245700002
6 Quick Caplin - Red - A245700003 - A245700003
7 Water Pump - A240000006 - A240000006
8 HF Transformer A366700012  A366700012  A366700012 A366700012
9 Fan - A250001007 - A250001007
10 Electronic Card E202A-3 PFC K405000151 K405000151 K405000151 K405000151
11 Electronic Card E202A-7A K405000246 K405000246 K405000245 K405000245
12 Electronic Card E202A-7B K405000198 K405000198 K405000200 K405000200
13 Fan K250200018  K250200018 K250200018 K250200018
14 Relay A312100014  A312100012  A312100014  A312100012
15 Gas Valve A253006019  A253006019  A253006019  A253006019
16 Pacco Switch A308030004 A308030004  A308030004  A308030004
17 Radiator - A260000008 - A260000008
18 Water Tank - A249000005 - A249000005
19 Electronic Card E202A-4B K405000196 K405000196 K405000196 K405000196
20 Electronic Card E202A-FLT5 K405000227  K405000227  K405000227 K405000227
21 Electronic Card E110A-3 K405000263 K405000263 K405000263 K405000263
22 Electronic Card E202A-11B K405000194 K405000194 K405000194 K405000194
23 Choke Coil K304500115 K304500115 K304500115 K304500115
24 Electronic Card E202A-13 K405000195 K405000195 K405000195 K405000195
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ID 250 -300 T DC PULSE / TW DC PULSE

. 5.2 Connection Diagrams

Block Diagram
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30 Annex

ID 300 T DC PULSE
ID 300 TW DC PULSE
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ID 250 -300 T DC PULSE / TW DC PULSE

Electrical Diagrams

ID 250 T DC PULSE / ID 300 T DC PULSE
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@ ITPABHJIA TEXHUKH BE3OITACHOCTH

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

OnucaHue ceedeHuii no « 3HaKHM 10 TeXHHUKe 6€30MaCHOCTH, yKa3aHHbIe B PyKOBO/CTBE, UCIIOJIb3YOTCS JJIs1
mexHuKe 6e30nacHocmu  o1npeJieJieHus NOTeHIIMaJbHbIX UCTOYHUKOB OTNIACHOCTH.
[Tpu pa3MellleHUH KaKoro-a160 3HaKa [0 TeXHHKe 6e30MacHOCTH B 9TOM PYKOBO/CTBE €ro
A 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.

RU

Onucaxue 3HaK08 no
mexHuKe 6ezonacHocmu
BHUMAHUE
A 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.

@ BAYKHO
y}(aBbIBaeT Ha l/IH(bOpMaL[Pl}O U npeaynpemgel—m;{, Kacawuyecd 3KCIIyaTaluu.
OINACHOCTh

49>
‘Q’ YkasbiBaeT Ha CepbEé3HYI0 ONACHOCTD. B C/ly4yae HENMPUHATUA MEP MOXKET IMPUBECTU K CMEPTHU
W Cepbé3HbIM TpaBMaM.

IonumaHue + BHMMaTeJbHO IPOYNTANTE PYKOBOJCTBO 110 IKCIUIyaTallMH, a TAKXKe 03HAKOMBTECH C
npedynpesicdeHuii  MapKUPOBKOH (IpJIBIKOM) U IpeyNpex/eHUAMH 10 TEXHHKe 6e3011aCHOCTH, Pa3Mel|éHHbIMU

no mexHuKe 6e30NACHOCMU  Ha 0GOPYAOBAHUU.

Y6enuTecs, 4TO NpeAynpexAariias MapKUPOBKa HAX0AUThCS B HaJIeXKallleM COCTOSTHHH.

A 3aMeHHUTe OTCYTCTBYIOLIME U NOBPEXAEHHbBIE PJIBIKHU.

03HAKOMBTECH CO CIIOCOGOM IKCIIyaTal K 060PY/A0BaHHs ¥ TPAaBUJIbHBIMU METOJAMHU
yTpaBJieHus: 060pyJ0BaHHEM.
Ocy1ecTBJIAHTE SKCIIyaTalMIO Balllero 0G0pyA0BaHUsA B COOTBETCTBYIOLIEH ofiexe.
HecooTBeTcTByOLIMEe H3MEHEHMUs], TPOBOANMbIE Ha BallleM 060Py/J0BaHHUH, HETaTUBHO
CKaXXyTcs Ha 6e30MacHOM 3KCILTyaTalluk ¥ CPOKe CITYKObI 060pyAOBaHHUS.
[Ipor3BogUTENb He HECET OTBETCTBEHHOCTH 3a KaKHe-/T160 N0C/IeACTBHS, BOSHUKAIOLIKE B
pe3yJibTaTe 3KCIIyaTaluy YCTPOHCTBA 3a Ipe/ie/laMU BblllleyKa3aHHbIX YCIOBUM.

ﬂopamceﬂue /IeKMpomoKom
Modicem npusecmu K

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAAbHbIM

J/1eKmpu4ecKum cmaHdapmaM U UHbIM coomeemcmey oujuM HOpMam, a makKaice

L LS (o Gecnensme yemaHoeKy 060pydoeanus KomMnemeHmHbLMU AUYAMU.
- o To/b3yiiTech CyXMMU 1 HETOBPEXAEHHBIMM H30JIHPOBAHHBIMHU MEPYATKAMU H PaBOIHM
(apTyKoM. 3anpelaeTcs UCIONb30BaTh MOKpPbIE HIM TIOBPEX/IEHHbIE IIePYaTKH ¥ paGoune
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.

PYKOBO/CTBO I10 3KCIIIYATALLUU www.magmaweld.com
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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.

www.magmaweld.com
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Abim u 2a3vl Mo2ym
HaHecmu eped
eauiemy 300p0o8bio

S N
Qﬁ%‘jiﬂ

Bo epems 8bino/iHeHUs1 ceapka / pe3Ka U pe3Ku Ype3e8bI4aiiHO ONACHO 80bIXANb dbLM U 2a3 6
meyeHue 01ume/1bHO20 8peMeHU.

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.

H3znyueHnue e
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.

Hckporu »
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 o
Mo2ym npusecmu K
MAHCENBIM 034C02aM *

¢ =

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.

IMoevlweHHblll

YposeHns 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.

PYKOBO/CTBO IT10 3KCIIJIYATALIUHA www.magmaweld.com
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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  TIpeJMEeThI.

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 npoBeJieHHEM 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.

BbinoiHeHue mexHu4eckozo
o6cayscusaHus

sAu ycmp
HeKoMnemeHMHsIMU
AUYamu modxcem
npusecmu K me/iecHoIM
noepesicoeHuAM

A

3
(24

'me

¢ 3ampeljaeTcs NpUBJIeKaTh HEKOMIIETEHTHBIX JIUI| K PEMOHTY 060pyAoBaHus. OMHKOKY,
KOTOpBI€ MOTYT GbITh AOMYIIeHb] TPYU HapyIIEHUH 3TOr0 TPeGOBAHUSA, MOTYT IPUBECTH K
CepbE3HBIM TPAaBMaM HJIH JIETAIbHOMY HCXOAY.

¢ JJIeMeHThI Fa30BOH ceTH paboTalOT N0/ AaBJeHHeM; B pe3y/ibTaTe MaHUIYAALHH,
POU3BOJUMBIX HEKOMIIETEHTHBIMH JIMIIAMH, MOTYT BOSHUKHYTb B3PBIBBI, U I10JIb30BATENN
MOTYT MOJIyYUThb CEpbE3HbIE TPABMBI.

¢ PexoMeH/yeTcsl MPOU3BOAUTH 0OCIYKUBaHHE 060PYAOBAHHUSA U €ro nepupepriHbIX
YCTPOHCTB He pexxe 0HOTO pasa B rof.

Ceapka / Pe3ka Ha

¢ BroimosiHARTe cBapKy/pe3Ky Ha He6O/IbLIMX yYacTKaX U y4acTKaX C OrpaHHYeHHbIM

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
060pydoeaHuss  NepeMellleHUs] U TPAHCIOPTHUPOBKH.

Modcem npueecmu K
Hec4acmHbvIM CAyHaam

A B

¢ HexoTopoe 0GopysoBaHue HMeeT 60JIbLIYI0 MAaccy, 1I03TOMY NPH epeMellleHHH 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

RU ropesiky, Ka6esb WK LIaHTH. [lepeMeljeHre ra30BbIX 6a1JIOHOB OCYIECTBJISIITE OTAEIbHO
OT BCero 060py/J0BaHHUA.

« [lepes nepeMeleHHeM CBAPOYHOTO U PEXYLEro 060py0BaHUs JEMOHTUDYITe Bce
NPOMEXYTOYHbIE COeJUHEHU, OCyU.leCTBJTﬂiITe NOoAHATHE U llepeMeleHue HeBGObIINX
YyacTel MOCPeICTBOM pydeK, a 60J1ee KPYIHBIX YacTeH ¢ TOMOIIbIO COOTBETCTBYIOIIUX
pUCIOCO6IeHUH (IPOYLIMHBI) UK BUTOYHBIX IOTPY34YHKOB.

Iadenue wacmeti HenpasuibHoe pacnoJioiceHue UCMo4YHUKA NUMAaHUs1 U1U UHO20 060pyd08aHUs Mo cem

(AL LI PR U P Dl gecnill K CepbeaHbIM MpasMar U NOBPEHCOCHUI0 UMYlecBa:
npueecmu K mesecHsIM p . p p
noepescoenusm * Bo u36exxaHune MaZeH!i 1 ONPOKK/bIBAHKS BalEro 060pyA0BaHKeE ero He0GX0AUMO

j pa3MecTUThb Ha 0CHOBaHUH (110J1y) WK m1aTdopme ¢ MaKCUMaslbHbIM YKjI0HOM 10°. 3TO

npeaynpesuT BOCIPENnATCTBOBAHUE [10/1a4e MaTepHrasia U pUCK 3aCTOIIOPUBAHUA B Kabessix
¥ LIJIAHTaX; NIPeANoYrTaiTe A1 yCTaHOBKH 060pyZI0BaHMS HENO/BHKHbIE IIMPOKHE, He
3anbUIEHHbIE, JIEFKO BEHTHIMPyeMble y4acTKU. Bo u36exaHne onpoKHU/bIBaHUS I'a30BbIX
6aJ1IJIOHOB 3aKpenuTe UX, IIPU HaJINYUK, HA l'lpPlFO}lHOﬁ AJIA 6a/IJIOHOB nﬂaTQ)opme,
Haxo/sleicss Ha 060py/[0BaHMH, a IIPH CTAIlMOHAPHOM HCIOJIb30BaHUH, 3abUKCHpyiTe
6aJ1JIOH Ha/IéKHBIM CIIOCOGOM, IPUKPENHB €ro K CTeHe.

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

YpezmepHas e« O6ecredbTe OCTbIBaHHE 060PY/[0BAHMsI B COOTBETCTBUH C PAGOYNM LIUKJIOM.
Ikcnayamayus e« Tlepe IOBTOPHBIM Ha4yaiOM CBAPOYHBIX Pa60T yMEHbIIUTE KO3GPUIMEHT TOKA HJIU 3arPy3Ky
K nepezpegy  paGouero nMK/Ia.
060pydosanus « He 3akpbiBaiiTe BEHTHIISILIMOHHBIE OTBEPCTHSI 060PYAOBAHUS.
S o HeycranaBsiuBaiitTe GUIbTPbI B BEHTUJISALIMOHHBIE OTBEPCTHsI 060Py0BaHMUsA 6€3 pa3pelieHus
SS S NPpOU3BOAUTEJIA.

Q

/Jlyeoeas ceapka e JlaHHO€ yCTPOMCTBO OTHOCUTCS K I'PYIIIE 2, KJ1acc A B UCTIBITAHUAX 3JIEKTPOMarHUTHOM
Modicem 8bi36amb  coBMecTUMOCTH (IMC) B cooTBeTcTBHHM o ctaHAapToM TS EN 55011.
J/leKmpomMazHUmMHsle * JlaHHOe yCTPOWCTBA Klacca A He NpeiHAa3HAYeHO JJIs1 SKCIIyaTallMH B XKUJIbIX TOMELEeHUSIX
nomexu C no;l,a‘{eﬁ 3JIEKTPO3HEPTHH OT HU3KOBOJIBTHOU ceTH. BO3MOXXHbBI 3aTpyAHEHHUA B JOCTUKEHH U
3/IEKTPOMAarHUTHON COBMECTUMOCTH B CBAI3H C PaJJMOYaCTOTHBIMU [IOMeXaMH, lepeAada u
@ A pacnpocTpaHeHHe KOTOPbIX UMEIOT MECTO Ha TAKHUX 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

C/lydae 10JIb30BaTe b HECET OTBETCTBEHHOCTb 3a IPOBeJleHHe TaKUX PaboT.

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'—lHOI‘/Jl 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.

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

* 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.

[loxany#cTa, HOCETHUTe HALl CAUT WWW.
rapaHTHH.

weld.ru/zap [iHbI-Mma/aoH/wr 1151 GOpMbl
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% TEXHUYECKAA UH®OPMALIUA

. 1.1 O6uwee onucaHue

ID 250 T DC, ID 300 T DC, ID 250 TW DC u ID 300 TW DC uHBepTOpHOro THIa, TpexpasHblii cBapOYHbIN
annapat TIG 1 MMA Ha nocrosgHHoM Toke. OH npejHasHayeH JJid CBapku MeTawioB TIG u cBapku
CTEpPXKHEBBIMU 3JIEKTPOJAaMM JHaMeTpoM A0 5 MM. OH OCHallleH HepefoBbIMH IPOdeCcCHOHAIbHBIMU
cpeacTBaMu ynpassieHUs TIG, TaKMMU Kak BICOKOYaCTOTHBIH 3al1ycK, 10J’beM C KacaHHeM, Ipe/iBapuTe/IbHast
nojiaya rasa, nofbeM IO CKJOHY, CIOyCK IO CKJIOHY, IOCT-Ta3 W 3aloJIHeHHe KpaTepa. B pexxume MMA
JIOCTYIIHBI PYTHUJIOBBIH, OCHOBHOH U LieJIII0JI03HBIM BapuaHThL. B pexxume TIG 10 pa6oyux nporpamMm MOryT
OBITb COXPAHEHBI B IAMATH U MOTYT ObITh BBIOPAHbI B COOTBETCTBUU C 33/JlaHHMEM, UTO JaeT BO3MOXKHOCTh
BOCCTaHOBUTb TOYHO TaKOH ke CBapHOM 1I0B. Bce mapameTpbl cBapKHM MOXXHO peryJMpoBaThb C NaHeJd
ynpaB/JeHUs] U KOHTPOJHPOBATh C MOMOIIbI0 IUQPOBLIX AucIeeB. Ero Takxe MOXKHO HCIOJB30BaTb C
reHepaTopoM, KOTOPbIH Oy/ieT o6ecreynBaTh COOTBETCTBYIOIIYI0 MOILHOCTD M 4acToTy. Ero Taxke MOXHO
HCII0JIb30BaTh CO CBAPOYHBIMU KabesIMH AJIMHOH [0 25 M. MalllnHa UMeeT BeHTH/IATOPHOE OXJIaXKjeHue U
TepMHUYECKYIO 3allIUTy OT Nleperpesa.

. 1.2 Komnaekmylowue ceapo4Ho20 annapama

9 ‘ i 11
6 10 Dy 12
7
8
Pucynok 1:1ID 250 T DC PULSE
1- PemeHb ropesiku 7- [lofK/IT04eHUSA yIIpaBJIeHUs FOpeKon
2- [laHesib yripaBJeHUS 8- 'He3/10 KabeJist 3a3eMJIeHHs] U CBAPOYHOTro Kabess (-)
3- [loak/roueHus Nnejany yrnpaBJieHus 9- Bxoj raza
4- 'He3/10 Kabesis 3a3eMJIeHUs ¥ CBapo4YHOro Kabess (+) 10- BxoJ JUCTaHIMOHHOTO MOAK/IYEHUS
5- Beixo/; rasa 11- Beik/toyaTe b MUTaHUS
6- Pery/inpoBOYHBIN rOPLIOK 12- BxoJ; 1MHEHHOr0 Kabess
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PucyHnok 2 : ID 250 TW DC PULSE

1- [laHesb ynpaBJieHUs 9- Bxoj ropsiuelt Bo/ibl B BOZISIHOW arperart

2- 'He3/10 ynpaBJieHUs NeJaablo 10- Bbixoz X0J10JHOM BOJIbI U3 BOJHOI0 arperara
3- 'He3/10 cBapOYHOTO U 3a3eMJisiolero kabess (+) 11- Bxoj rasa

4- BojsiHOM 6JIOK 12- Bxos yAia/leHHOTO MOAKJII0YeHUs

5- [loTeH1Man peryJMpoBKY TapaMeTpoB 13- DHepreTuyeckas po3eTka BOAHOI0 arperarta
6- 'He3/10 ynpaBJieHUs CIyCKOBBIM KPIOUKOM 14- llepexnroyaTtesb Bk, / BbIkiI.

7- 'He3/10 CBapOYHOTO U 3a3eMJisionero kabesus (-) 15- auHelHbIN KabebHbINA BBOJ,
8- Brixoj raza
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. 1.3 3Imukemka npodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize yi i 5.Kisim TURKIYE Organi: yi i 5.Kisim TURKIYE
D250T [ . D30T [
DC PULSE ' DC PULSE '
3~ = EN 60974-1 3_~._._._.__—_ EN 60974-1
E % (’) 60974-10 Class A E % (’) 60974-10 Class A
% - 5A/10.2V - 250A / 20V % - 5A/10.2V - 300A / 22V
s T 7 | Xwey | 35% 60% 100% s R 30% 60% 100%
E U,=85V 1, 250A | 191A | 148A E U,=85V I, 300A | 212A | 164A
U, 20V 17.6V | 15.9V U, 22V 18.5V | 16.6V
DD u,=400v| 1,.,=13.8A L,«=8.2A DD u,=400v| 1,.,=17.8A 1,«=9.8A
3~50-60 Hz 3~50-60 Hz
E 5A/20.2V - 250A / 30V E 5A/20.2V - 300A / 32V
77 | Xy 35% 60% 100% 77 | Xy 30% 60% 100%
E U,=85V 1, 250A 191A 148A E U,=85V 1, 300A 212A 164A
U, 30V 27.6V | 25.9V U, 32V 28.5V | 26.6V
u,=400v| 1,,.=18.8A L=11.1A DT> |u=400v| 1,_=23.3A 1,,=12.8A
3~50-60 Hz 3~50-60 Hz
IP21S C€ L) w21s Ce€ [l
=BHIZ-CDE= Tpexdasublit Tpancpopmarop - X PaGounii Kt

BoinpsimuTesb

ﬁ TIG - CBapka Uo HanpspkeHne paGoThbl 6e3 Harpy3ku
E MMA - CBapka U1 HanpspkeHue 1 yacToTa ceTH
== [MocrosinubIi Tok U2 ?Boangﬁzzg?ggil}({:npﬂmeﬂne
D BePTHKaJIbHbIA XapaKTepUCTHKA I ?gg";?rﬁmoe noTpeGierye
DD CeteBoii Bxoz-3-®asublii [lepemMennnliii Tok Iz HoMuHabHBIN CBapOYHBIN TOK
m {/lg]lg;o;{ﬂe}l{-r Anst PaGots! B Onactbix S1 I[loTpe6JisieMast MOLIHOCTb CETH
1P21S KJIacC 3alUThl

PaGoyuii HUKI
Temneparypa (°C)
A

Bpemst (MHH.)

6 MUH. 4 MMH. 6 MUH. 4 MMH. 6 MUH. 4 MUH.

Coruyacuo cranzapty EN 60974-1, npoo/KUTEIbHOCT pabovyero UKJIA BKJIOYAET epuos BpeMenu 10
MUHYT. Hanmpumep, eciu MallivHa, ykazaHHas Kak 250A npu% 60, go/mkHa pab6oTaTh npu 250A, MaiirHa
MOXXET BBINOJIHATD CBApKy / pe3Ky 6e3 nepepbiBa B lepBble 6 MUHYT U3 10-MuHyTHOTrO nepuoja (3oHa 1).
TeM He MeHee, cieiytolie 4 MUHYTBI CIe/[yeT OCTaBUTh 6€3 Harpy3KH /ISl OXJIaXKAeHNsl MalluHbI (30Ha 2).
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. 1.4 TexHuuecKue xapaKkmepucmuku

ID 250 T DC PULSE ID 300 T DC PULSE
N TEXHUYECKUE XAPAKTEPUCTUKHU  Eg. usm. ID 250 TW DC PULSE ID 300 TW DC PULSE
CeTeBoe HanpspkeHue (3 dpasa - 50-60 I'y) B 400 400
Cua Toka cetu (MMA) KBA 13 (%35) 16.1 (%30)
Cuuia Toka cetu (TIG) KBA 9.5 (%35) 12.3 (%30)
/JlnanasoH peryJIMpoBKH CBAPOYHOr0 TOKa A IOCT.TOKa 5-250 5-300
HoMuHaIbHBIN CBAPOYHBIN TOK A mocT.TOoKa 250 (%35) 300 (%30)
HanpsibxeHue OTKpBITOro KOHTYpa CBapKH B mocT.Toka 85 85
/JlnanasoH JMaMeTpOB CBAPOYHBIX 3JIEKTPOAOB MM 1.60 - 4.00 1.60-5.00
JlnameTp BosibGpPaMOBOro 3JeKTPoja MM 1.00 - 2.40 1.00 - 2.40
Pasmepsr ([xILxB) MM 598 x252x 661 598 x252x 661
Bec KT 22.5 22.5
Kunacc 3amuthl IP 21S IP 21S
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. 1.5 lIpunadaezcHocmu

ID 250 T DC PULSE ID 300 T DC PULSE
CTAHJIAPTHBIE AKCECCYAPBI KOJI-BO ID 250 TW DC PULSE ID 300 TW DC PULSE
3axXUM U KabeJsb 3a3eMJIeHUS 1 7905212503 7905212503
(25 mm? - 3 m) (25 mm? - 3 m)
['a30BbIN HIJTAHT 1 7907000002 7907000002
Lava TIG 26 (4 m) 1 7110018004 7110018004
Topesnka TIG ¢ BO3/yILIHbIM OXJIAXK/AeHHeM *
Lava TIG 18W (4 ) 1 7110038004 7110038004
Topesika TIG ¢ BOASHBIM OXJIXK/IEHHEM *
* BbIGOP TOPEJIKU 3aBUCUT OT THUIIA OXJIAXKAEHHS MaLlUHBbI.
ID 250 T DC PULSE ID 300 T DC PULSE
JOIOJIHUTEJ/IbHBIE AKCECCYAPbI KOJI-BO  ID 250 TW DC PULSE ID 300 TW DC PULSE
3arKHM SJICKTDOLA 1 KABEID 1 7906202503 7906202503
JIEKTPOA /! (25 mm? - 3 m) (25 mm? - 3 m)
Lava TIG 26 (8 m) 1 7110018008 7110018008
T'opesika TIG ¢ BO3AYIIHBIM OXJIQXKAEHUEM
Lava TIG 18W (8 1) 1 7110038008 7110038008
lopesika TIG ¢ BOASIHBIM OXJIaXK/leHUEM
Buiox BopsiHOTO oxsnakgeHus1 (CST 60i) 1 7910005250 7910005250
Hoxknas nepanb (Bkit. / Beiki.) 1 7910000120 7910000120
HoxxHasi mefjasb (perysnupyemas 1o TOKy) 1 7910000140 7910000140
HHCTpyMeHTBbI ynpaB/eHUs 1 7910000003 / 7910000003 /
ropesiko# (2 KHONKH / 4 KHONKH) 7910000004 7910000004
TpaHcnopTHas Tesexka (4 koJeca) 1 7910000200 7910000200
l'a30BwIi peryssTop (aproH) 1 7020001004 7020001004
Ha6op npunaguexsocreid TIG ¢ BO3AyIHbIM 1 7910000510 7910000510
oxyaxkaeHueM (Topeska + PerynsaTop)
Ha6op npunagnexxnocrei g TIG ¢ BoASHBIM 1 7910000530 7910000530

oxnaxaeHueM (Topeska + Perynsarop)
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'x HH®OPMALUA 11O YCTAHOBKE U HACTPOMKE
. 2.1 Konmposbs docmasku

Y6enuTech, 4TO BMeCTe CO CBAPOYHBIM allllapaToOM JOCTaBJEHbI BCe 3aKasaHHble MaTepuasnbl. B ciydae
OTCYTCTBUS MJIM IOBPEX/EHUsI KAKOr0-1M60 MaTepHasla, HeMe/JIEHHO CBSDKUTECh C KOMIIAHKEH, Y KOTOPO#
ObLI MPUOGPETEH CBAPOYHBIH anmapar.

CTaHJapTHast KOMILJIEKTALMS CBAPOYHOTO aNnnapara COAEPXKHUT Ce/yoliee:

o CBapOYHBIH anmnapaT U MOJKJII0UEHHBIH CeTeBOH KabeJb.

e [apaHTUHHBINA cepTUDUKAT e 3QKUM JIJ151 3arOTOBKH U Kabesb

* PykoBo/ICTBO MoJIb30BaTe st » Qakesn

B ciyuyae ecsu BO BpeMsl MOJIy4eHHUs anmapaTta GyAyT BblsBJIEHbI MOBPEX/JEHHUS, COCTABbTE MPOTOKOJI
u cdororpadupyiite nospexeHus. IIpunoxure nmpoTokosa u ¢ororpaduu K GpOTOKONMH HAKIAZHOU U
M3BECTHUTE TPAHCIOPTHYIO KOMIIaHHUIO. B cily4yae oTCyTCTBHSI OTBETA Ha Ballle 06pallieHHe B TPAaHCIOPTHYIO
KOMITaHHI0, 06PaTUTECh B CIYXKOY MO/AEPXKKH KJIHEHTOB.

. Cumeovl u 0603Ha‘leHllﬂ,yCmaHOG./leHHble Ha ceapo4YHoOM 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 ycmaHo8Ke U 3Kkcnjayamayuu

e /s nyyiel NpoU3BOJUTEIbHOCTH pa3MellaliTe MallMHy Ha pacCTOSTHUM He MeHee 30 CM OT OKpY>KaloI{uX
npegMeToB. OcTeperaiiTecs neperpesa, NbLIU U BJQXKHOCTH BOKPYT MalIUHBbL.

He paGoTaiiTe Ha MalIMHe MOA MPAMBIMH COJIHEYHBIMH JIy4aMHu. B ciy4asx, koraa TeMmneparypa
oKpy>kamwolel cpebl npesbiiaeT 40 ° C, sKCIIyaTUPYHTE MalIMHY IPU MEHbLIEM TOKE UJIU MEeHbIIel
MPOAOKUTETBHOCTH Paboyero LUKJIA.

H36eraiiTe cBapKU Ha OTKPBITOM BO3/yXe B A0X/Ab U BeTep. EC/IM B TaKHX C/Iyyasix cBapka Heo6XouMa,
3al[MTHUTE 30HY CBAPKHU M CBapPOYHBIH annapar IITopaMH1 U HaBecaMu. [Ipy cBapke B IOMelleHUH
HCIIOJIb3YHTe MOAXOASAIIYI0 CUCTEMY YAAIeHHs AbIMa. Eciu cylecTByeT 0MacHOCTb BJbIXaHUSI CBAPOUYHOTO
JIbIMa Y rasa B IOMell|eHHH, UCII0JIb3yHTe AblIXaTe/bHbIHM annapar.

[Ipu pasMelleHUH MaIIUHBI YOeJUTECh, YTO TaKWe MaTepUaibl, KAK CTeHbl, 3aHABeCKHU U [TaHeJH, He
NPensATCTBYIOT JIETKOMY JOCTYIy K OpraHaM ynpaBJ/eHHUs U COeIMHEeHUSIM MalluHBbL.

Co6JtoialiTe HOPMATHBLI paboyero UK/, yKa3aHHbIe HAa ITUKETKe NPOAYKTa. YacToe peBbllIeHHe
MPOAOIKUTETBHOCTH paGoYero [UKJ/Ia MOXXET IPUBECTH K MOBPEX/I€HHUI0 MalllMHb] ¥ aHHYJIMPOBAaHHIO
rapaHTHUU.

¢ Vcnonb3yiiTe npejoXpaHUTe b, NOAXOAAILUH /151 Balllel CUCTEMBI.
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e HaJieKHO MOJKJIIOUNTE 3a3eMJISIOIMI TPOBOJ, KaK MOXKHO GJIKe K 30HE CBApKH.
o CsiefinTe 3a TeM, YTOOBI CBAPOUYHBIHM TOK He MPOTeKasl yepe3 060pyZi0BaHUE, KPOMe CBAaPOYHBIX Kabeslel.

o CBapovHble Kabesu ¥ CEeTEBOH KabeJsb HeJib3sl HAMAThIBaTh Ha KOPIIYC annaparta Bo BpeMsi paGoThl.
 Korza ra3oBblii 6aJIJIOH IOMeIl[eH Ha MalllMHY, HeMe/IJIeHHO 3adUKCUPYHTe ra30Bbli Ga/JIOH, CBSI3aB LieNb.
Ecuiu BbI He co6HpaeTech CTaBUTD ra30Bbli 6AJ/IJIOH Ha MalllMHY, 3aKpeNnuTe 6a/lJIOH Ha CTEHE C MOMOLIbI0

LeMHu.

. 2.3 [lodcoeduHeHue 3/1eKmpuYveckoli pozemku

C yesvio o6ecneyeHus eauleli 6ezonacHocmu, Kameecopu4ecKu 3anpewjaemcs
ucno/1b308aHue cemegozo kaée.ist 6e3 8UAKU.

* B cBA3M ¢ TeM, YTO Ha 3aBOZAX, CTPOMIIOIAJKAX M B IL[eXaX MOTYT ObITb YCTAHOBJIEHbI Pa3/INYHbIE
BU/Ibl PO3ETOK /sl MO/COEMHEHHS K CETEeBOMY 3JIEKTPOCHAOMXEHHI0, CETEBOH KabeJib MoCTaBJisieTcs: 6e3
BWJIKHM. YCTaHOBKa BWJIKH Ha CETEBOM KabeJib J0/IKHA BbIOJHAThCA KBAJTUPUIIMPOBAHHBIM 3JIEKTPUKOM B
COOTBETCTBUU C UMEIOLIEHCSI PO3E€TKOW CETEBOT0 3JIEKTPOCHAGKEHHUSI.

e Y6eIuTeCh, YTO CBAPOYHbIH annapaT UMeeT KabeJslb 3a3eMJIeHHs].

e [locne moakitovaliTe KaGesb K PO3ETKE CETEBOTO 3JIEKTPOCHAG)KEHHsS] HEMOCPEJCTBEHHO Cpa3dy MHocJie
YCTAaHOBKY BUJIKH Ha CETEBOH KabeJIb.

. 2.4 Ilodk104eHue Kk cemu

Ileped ecmasieHUeM 8U/IKU cemeso20 Ka6e 151 8 p03emKy cemegozo 3/1eKmpoCHAGHCeHUsl
y6edumects, Umo nepeka04amess 8K/1./8bIK/1. HA CBAPOYHOM annapame yCmMaHo8/1€eH 8
nosoxceHuu “0°.

 Bo BpeMs oK/ 1II04€HHs K CETH CBAPOYHOT0 alNapaTta Heo6X0UMO MOTYIHUTh TEXTIOAIEPKKY
KBa/IMULMPOBAHHBIX JIUL (3/IEKTPUKOB U T.IL.). [lepes no/K/II0YeHHEM CBApPOYHOTrO annapara K CeTH, B
nepBy10 o4Yepe/ib, poBepbTe Ppa3Hoe HanpskeHHe. [locsie moATBe P AeH!A MPaBUIbHBIX 3HAYeHHH, BCTaBbTe
BUJIKY CETEBOr0 KabeJisi B pO3eTKY CETEBOI0 3/1eKTPOCHAGKEHHUSI.

¢ BK/II0OYMTE CBAPOYHBIH anapart, epeK/I0urB IepeK/II049aTe b BKJL/BbIKJL. B TosioxeHue “1”. Y6eanuTech, 4To
3aropeJsiMch MHAWKATOPBI ¥ CBETO/MO/IbI HA [TAHEJIN YIIPABJIEHUs] M Ha4ya/l paboTaTh BEHTHJIITOP OXJIaX/I€HHUSI.

* BhIK/IIOUHMTE MallKHY, BEPHYB BBIKJII0YATE/b B osioxeHHe “0”.

. 2.5 Coedunenus dasa ceapku TIG

Ileped nodk.1l04eHUeM ceapoyHO20 annapama K cemu, 8 nepgylo o4epeds, npogepbme
Ha/uYue coomeemcmayioujezo HanpsceHus cemu. Ileped ecmaesieHUeM 8U/IKU cemegozo
KabGe/5 8 po3emKy cemegozo 3/1eKmpocHa6iceHus y6edumecs, 4mo nepekaw4amens 8Kk1./
8blKJ/1. HA CBAPOYHOM annapame ycCmaHos/1eH 8 nos10xceHuu “0’.

¢ BKuIt0YMTE CBAapOYHBIH annapat, Nepek/II0YUB epeK/IroyaTe b BKJI./BbIKJ/L B IToJI0XKeHHe “1”, 1 npoBepbTe
BKJIIOYEHHe CBETO/IMO/IOB Ha NaHe M yIpaB/IeH!sl X Ha4yaslo paboTbl BEHTUJISTOPA OXJIAK/EHUSI.

PexoMeHyeMblii CBApOYHBIH

BosibdpamMoBbIii 3J1€KTPOJ, TOK AJia TIG-cBapku
JuameTp (MM) CBapoYHbIN TOK
1.6 30-130
2.0 45-180
2.4 70-240
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M 2.5.1 CoeduHnenus zopeaku

* BcraBbTe BUIIKY ropesiku TIG B cBapo4HBIH NaTPyOGOK OTPHLIATENBHOTO I10JIF0CA U 3aTSIHUTE, TIOBEPHYB
BIpaBo. [Iprcoe[MHNTE pa3beM IyCKOBOr'0 KypKa pe3aKa, IOCTaBJIsieMbIH C allllapaToM, K TPOCaM yIpaBJIeHHsT
IyCKOBBIM MEXaHU3MOM pe3aka. 3aTeM NOAKJIIOYUTE Pa3beM K PabeMy yIpaB/Ie€HHUsI CIIyCKOBbIM KPIOUKOM.

» [loicoeIMHUTE Ia30BbIH LIJIAHT FOPEJIKU K BBIXOAY I'a3a.

¢ B MoJies161X ¢ BOASIHBIM OXJI&XK/IEHHUEM MO/ICOeJUHUTE XOJIOAHbIN “CHHUI” IIJIaHT pe3aka K BbIIIYCKHOMY
OTBEPCTHIO JIJIs1 XOJIOZHOM BO/IbI HA MAILIMHE, @ TOPSYMN “KpacHbIN” IIJIAHT - K BIIYCKHOMY OTBEPCTHUIO JJIs1
ropsiyeil Bo/ibl Ha MalllKHe.

M 2.5.2 razosvsle coeduneHus

e ['a30BbIi 6aJ/VIOH € aproHoM (@) 3apuKcUpyHTe MPU MOMOIIHU LIEMH.
e C 11es1b10 0GecredeHyst 6€30MaCHOCTH U MOJTyYeHHsI XOPOLINX Pe3Y/IbTaTOB CBAPKH, UCIO/Ib3yHTe PEryJIsTOp
pacxoja rasa (b), COOTBETCTBYIOIMI CTaHAAPTAM.
e C 1jes1blo 06ecreveHus yjaneHusl BO3MOXKHOH NbLIM U YaCTHL, OTKPOHTEe Ha HEKOTOpOe BpeMs BeHTHJIb (€)
ra3oBoOro 6aJjIoHa.
e [lo/iK/IIOYKTE PETYIISITOP PACXO/a ra3a K ra30BoMy 6aJl/IOHY, y6eJUTeCh, 4TO raiKa perysisiTopa pacxoza rasa
MIOJTHOCTBIO COOTBETCTBYET BUHTOBOM pe3b6e IITyliepa Ha BBIXO/le ra3a ra30BOro 6a/ljIoHa.
e [loacoeiuHUTE OJIMH KOHell ra30Boro nuiaHra (d) K perysisiTopy pacxozia rasa, Ipyroi KoHel - K BXOJHOMY
OTBEPCTHIO ra3a Ha 33/iHeli TaHeJ/IM CBapOYHOro alfapaTta U OTKPOTe BEHTU/Ib Ha Ta30BOM GaslJIOHe.
o [Ipy moMoILM KJ1anaHa pery/isitopa JjaBjieHus (e) oTperympynTe pacxo/ rasa.
e Y6eanTeCh, 4TO B MECTaX COeJUHEHHsI OTCYTCTBYET yTe4Ka rasa.
B 3TOM CBapO4YHOM annapaTe MOKHO MCI0/Ib30BaTh TOJIbKO LMJIMHAPbI HA 10 iy 20 IMTpoB.
HcnoJsib30BaHNe TPYOKHU GOJIBIIETO pa3Mepa MOXKET NPUBECTUH K ONPOKUABIBAHUIO TPYGKH
M cBapoyHoro ammaparta. Korza Bbl cTaBUTe 6a/IJIOH € ra3oM Ha MallMHY, HeMeJJIEHHO

3aKpenuTe menb, YTO6bl 3aPUKCUPOBATh 6a/UIOH ¢ ra3oM. Eciiu Bbl He GyJeTe CTaBUTh
6aJ/I/IOH € ra30M Ha MalllMHY, 3aKpenuTe 6a/I/IOH Ha CTEHE C MOMOILbIO el .

>~ ¢ MuameTp Junamerp  CBapo4YHBIH Pacxop,
3JIEKTpoja comia TOK rasa
——b (Mm) (Mm) (A nocr.Toka)  (yi/mMuH.)
1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8

PucyHok 3 : ['a3oBble coeAMHEHUS

M 2.5.3 lImeipessie coeduHeHuss cucmemsl nedans-mpuzzep

¢ OH JJ0/DKeH GbITh IOAK/II0YEH K FHe3/ly yIpaBJeH sl CIIyCKOBBIM KPIOYKOM KOHIIAMU 4 1 5 Ha BBIXO/e.

oy — c~>®@
I_° 5 o

(1) OpreHTHpPBI yKa3aHbI C y4€TOM HallpaBJIeHHs TAHKK1 XBOCTOBOH YacTH KabeJIbHOT0 COeIUHEHHS.

¢ Coepunenue TIG-ropesku: [lofcoeriHeHNe BbINOJIHSAETCS COIVIACHO YKa3aHHOMY HA PUCYHKe IyTeM
BcTaBsieHus 1-2-3-4-5 mThIpei B rHE3/10 JJIs1 INTHIPEBOI0 COEJUHEHNUS YIIPABJIeHUsI TPUITepa.
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(2) OpueHTHpBI yKas3aHbI C y4€TOM HallPaBJIeHHsI TAHKKU XBOCTOBOW YacTH KabeJIbHOT0 COeJUHEHHS].

O|-|

o COQ,E[I/IHGHI/IQ nefaivi JUCTaHIUOHHOI'O yIIpaBJIEeHUA: HO,E[COGAI/IHQHI/IG BBINIOJIHAETCA COIVIaCHO YKa3aHHOMY
Ha pUCYHKe ITyTeM BCTaBJIEHUA 3-4-5-6 H.ITpreI;I B IrHEe3/10 /i LIThIPEBOro COeJUHEHUA nelaJin.

@@\\
—_
0o ©O

(3) OpreHTHpPBI yKa3aHbI C y4€TOM HallPaBJIeHHs TAKK1 XBOCTOBOH YacTH KabeJIbHOTO COeIUHEHHS.

M 2.5.4 [lodcoeduneHue k1emm 3a3emaeHuUs

* Buuiky (a) kaGesisi KJIeMMbI 3a3eMJIEHHS] BCTABBTE B THE3/I0 C OJIOXKUTEIbHBIM [OJIIOCOM U XOPOLIO 3aKMHUTE,
HOBEPHYB BIIPaBO.

o Jlyis1 ynydlieHUs1 KQ4ecTBa CBapKH, KJeMMy 3a3eMiieHust (b) mpo4yHo nojicoeAnHNTE K paboyeli 3aroToBKe Kak
MOXKHO 6JIM>Ke K 30He CBapKH.

PucyHok 4 : [logcoesrHeHMe KJ1eMM 3a3eMJIeHUs

M 2.5.5 Ycmanoeka pacxoduwix demaseii 2opeaku

» Kepamuueckoe razoBoe comio (5) 1 Boib¢pamMoBblii asiekTpos (1) ciesyeT BbIGUPATh B 3aBUCUMOCTH OT
pabodero Toka 1 GopMbl pabouel 3aroToBKU. COOTBETCTBEHHO, IMaMeTpPbl 32kUMa (3) U ieprkaTeis 3aKuma
(4) 10JDKHBI COOTBETCTBOBATD IMAMETPY BOJIbGPAMOBOTO 3/IEKTPO/A.

o OTCOEJMHUTE 3KUMHYIO LIaHTy (2).
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¢ BoIHbTE U3 3a3KMMa 3JIEKTpoJa yCTaHOBJIeHHbIﬁ 3JIEKTPOA U yCTAaHOBUTE HOBBIU BOJIb(l)paMOBbII‘/II 3JIEKTPO/,
COOTBETCTBYIOLIEro AuaMeTpa.

¢ YCTAaHOBUTE 3KUM 3JIEKTPOJa Ha 'OPEJIKY.

L4 l'lpo'-mo 3KMHUTE 3AXKHMHYIO0 LIAHTY.

pa

P aaln

o
SW

PucyHOK 5 : YcTaHOBKa pacXoAHBIX AeTajlell ropeKu

. 2.6 CoeduHeHUs 0151 CBAPKU NOKPbIMbIM 3/1eKMPOJOM

Ileped nodk.104eHUEeM c8APOHHO20 annapama K cemu, 8 nepayio ouyepeds, npogepbme
Ha/u4ue coomeemcmayloujezo HanpsixiceHusi cemu. Ileped ecmaegieHueM 8UIKU Cenesozo
Kabe/1s1 8 po3emKy cermeesozo 3/1eKmpoCcHAG}ceHus1 y6edumecs, HImo nepekaiovament
8KJ1./8bIK/1. HA CBAPOYHOM annapame ycmaHoe./ieH 8 ho/10ceHuu “0’”.

 Br/II0YMTe CBapOYHBIH annapat, NepeK/JII0YUB IepeK/I04aTe b BKJL/BBIKJL B I0J0KeHHe “1”, 1 TpoBepbTe
BKJIIOY€HKe CBeTOAMO/0B Ha IIaHeJIN YIIPaBJIEHHA ¥ Ha4aJ10 pa60TbI BEHTWJIATOPA OXJIAXKAECHUA.

¢ BcraBbTe ITeKkep KabeJsis 3aKuMa 3J1eKTpozia (€) U lTeKkep Kabesisd KIeMMbl 3a3eMJIeHHs (@) B THE3a
CBapOYHOTO U 3a3eMJIA0Iero Kabesiei B COOTBETCTBUH C UCIIO/Ib3yeMbIM 3JIeKTPOZOM H MOJIAPHOCTEIO,
peKOMeH/I0BaHHOH H3TrOTOBUTEJIEM 3JIEKTPOAA.

o J1s1 yoy4IieHHs KadecTBa CBapKH, KieMMy 3a3eMJieHusI (b) npovyHo noscoeAnHUTE K paboyeil 3aroToBKe Kak
MOXKHO GJIMDKE K 30He CBapKH.

JlnameTp
MOKPBITOTO PexkoMeHAyeMblii CBAPOYHBIH TOK
asiekTpoja (MM) OcHoBHOM OcHOBHOU IleJt0J103HBIN
or 2.0 40-60 A - -
2.5 60-90 A 60-90 A 60-100 A
@magmaweld 1D 250T oc puise
3.25 100-140 A 100-130 A 70-130 A
4.0 140-180 A 140-180 A 120-170 A
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. 2.7 B/10K 80051H020 ox/1axcdeHus1 (015 Modesell ¢ 800STHbIM 0X/1AXHCOEeHUEM)

o BJIOK BOJSTHOTO OXJIQK/EHMUS, UCII0JIb3YEMbI JIJIs1 OXJIQXK/A€HHs TOPEJIKY, 3TO 3aMKHYTasl CUCTEMa,
COCTOSILIAs U3 PAIUATOPa, BEHTUIISITOPA, HOMIIBI 6auKa OXJIK/AA0IeH XKHUJKOCTH.

Ecnu B BalieM annapare ecTb 610K BOASHOI0 OXJIQXKJeHUs ;

» [lofcoeHNTE IIJIAHT XOJIOAHOH (CMHUH) BOZABI MPOMEXYTOYHOTO 6JI0KA K BBIXOZY XOJIOAHOU BOJbI B

CUCTeMe BOJISTHOTO OXJIQXK/IEHUS, a LIJIAHT ropsiuel (KpacHbIN) BOJ(bI K BXOJly ropsidel Bo/ibl B CUCTEME

BO/ISTHOT'O OXJIQK/I€HUS.

CBapoyHble anmnapartbl Magmaweld NOCTaBSIIOTCS € OXJIaXK/IAk0IEN KUIKOCTbI0 Magmaweld, koTopast

o6ecre4rBaeT HaW/IyYLIyI0 IPOU3BOAUTENBHOCTD. B c/lydae OTCyTCTBUSA OXJTKAAIONIEH MKHUJKOCTH

OTKPOWTE KPBILIKY 6aYKa OXJIaXK/[A0ILel XKUIKOCTH U 106aBbTe OXJIXK/IA0IIYI0 ®KUAKOCTh Magmaweld,

MIOZIXO/ISALIYTO JIJISl TeMITepaTyphl pabovel cpe/ibl. YPOBEHb OX/IKJAI0IIeH XKUAKOCTH JJO/DKEH HaXOJUThCS B

npe/ieslax MUHUMaJIbHBIX U MaKCUMaJIbHbIX 3HAYEHUH, yKa3aHHbIX Ha Nlepe/IHel NaHe U arperara.

Henb3st 106aBISATD APYTYIO OXIKAAOLIYIO XKUKOCTh WK BOAY. Pa3inuHbIe XKUKHe 106aBKH MOTYT

BbI3bIBAaTh XUMUYECKHE PEAKI[MHU UM Pa3Hble PO6JIEMBbI.

Magmaweld He HeceT OTBETCTBEHHOCTH 3a PUCKH, KOTOpPbIE MOTYT BO3HUKHYTD B CJIy4yae J{00aBJIeHHs

JIPYyTUX KUAKOCTe!. Jlo6aBieHre APYrod OxXJIaK/JaoIel KUIKOCTH WX BOZbI B OXJIKAAIOLILYIO )KU/KOCTh

Magmaweld aHHy/IUpyeT Bce rapaHTUHHBIE 06513aTeIbCTBA.

Ecusiv TpeGyeTcsi HCNO/Ib30BaTh OXJIXK/AAIOLIYIO )KUAKOCTh APYrol MapKy, BHYTPEHHsIS1 YacTb 6aka

OXJTK/IAIOIIeH UJKOCTH JI0JDKHA OBITh MTOJTHOCTBIO yCTON U B HEH He JI0/DKHO GbITh OCTaTKOB WJIN

YKUJIKOCTH.

BJ10K1 BOJSIHOTO OXJ/IaXK/IeHYsI He ITpefHa3HaYeHbI /IJIs1 HCII0JIb30BaHUs B KAKHUX-JIM00 HHBIX allnapaTax

KpOMe CBapOYHbIX alapaToB npousBozcTBa Magma Mekatronik Makine Sanayi ve Ticaret. A.S. Bsioku

BO/ISTHOT'O OXJIQK/I€HUS He JI0/DKHBI MIUTAThCS OT BHELTHEH MOJJauH.
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'x HUHPOPMALUA 110 SKCIIVIYATALLUU
. 3.1 Humepdbelic noaszoeamens

CeEAL

Frequency @

16@ @" ®

Spot @

_________..________

_L[\Rume @ —
0 42 : 13 ® m

5 - \ Cellulosw

@ Magmdweld ID 250T oc puise

ITapameTpsbl HacTpoiiku Pot
OH ucnoJib3yeTcs JJ1s1 yCTAHOBKH »KeJIaeMOro 3Ha4eHHs IapaMeTPOB CBapKH.

udpoBoi aucniei
2 | OH MoKa3bIBaeT YMCJIOBOE 3HaYE€HHE BIGPAHHOTO [TapaMeTpa CBApKU U TEKYIIlee 3HaYeHHe BO
BpeMs cBapKU. OH TaK»ke MOKa3bIBaeT COOOIeHHe 00 OLIKOKe B C/Iy4ae OLIMOKH.

KHonka BbIGOpa IporpamMmbl

Ow ucnoJb3yeTcs /151 BI6opa oAHOH U3 10 pabo4ux mporpaMM, 0XBaThIBAIOLIMX BCe HACTPOHKHU
napameTpoB B pexxuMax TIG. Biarojapsi nporpaMMaM HaCTPOEHHbIE apaMeTPhbl COXPAHSAIOTC
3 | BUAMATH MAlIMHbI X MOTYT UCIIO/B30BATLCS J1/1s1 IOBTOPSIONIMXCA 3a/JJaHUH, BbIGPaHHBIX
nosib3oBaresieM. [loc/ieiHHe HACTPOHKH, C/le/IaHHBIe AJis1 BIGPAaHHOT0 HOMepa POrpaMMbl,
OyAyT COXpaHeHbl aBTOMATHY€ECKH, HUKAKHUX JaJIbHEHIINX e ICTBUH JJIs 3aIMCH He TpeByeTCs.
Kpowme Toro, Haxozsich B pexxuMax TIG, OH 103BOJIsIeT NEPEKJII0YHUTHCS HA HACTPOHKY BpeMeHH
OXJIXKAEHUs IPU HOKATHHU B TeYeHHe 3 CeKyH/.

IndpoBoii nporpaMMHBbIi JUCIIed
4 | IloxaspIBaeT HOMep NPOrpaMMbl, BEBIGPAHHOH C TOMOIBI0O KHONKH BbIGOpa mporpaMMbl. OH Takxke
NoKa3bIBaeT 6YkBY C IPU yCTaHOBKE BpEMEHU OXJIAXK/A€HUsI.

Knonka Bb16opa pe;kMMa cBapKu

OH ucnoJb3yeTcst J/1s1 BbI60pa 04HOT0 U3 pexXuMoB cBapku MMA, cBapku TIG ¢ BbICOKOYACTOTHBIM
3aXUraHveM 1 cBapku TIG ¢ CeHCOPHBIM MyCKOM.

CBeTozuoz 6 3aropaeTcs, KOrAa BbIGpaH pexxuM cBapku MMA.

5 | CBetonuog 7 3aropaeTcst Ipu BbI6ope pexxrMa cBapku TIG ¢ BBICOKOYAaCTOTHBIM 3aKUT'aHHEM.

B 3TOM pexxuMe npu NpUGJIMIKEHUH K 3JIEKTPO/LY, HE KacasiCh 3arOTOBKH, BO3HUKAET Jiyra Co
CKaYKOM HaNpsKeHHUs Hajl Fa30M.

Cetoauop 8 3aropaeTtcs, Korzia BbiopaH pexuM cBapku TIG Touch Start. B aTom pexume ayra
HaYMHAEeTCH, KOT/A 3/JIeKTPOJ, KacaeTcs 3ar0TOBKH U BBITATHBAETCH.
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KHonka BbIGOpa pekuMa TpUrrepa v TUIA 3JIEKTPOAA;

B pexxumax cBapku TIG; OH ucnosib3yeTcs AJ1s1 BbI60pa OAHOI'0 U3 PEXKUMOB 2-I03ULHOHHOTO,
4-TO3UIIMOHHOTO HJIU MTOJIOXKEHH S 3aiHEN 6abKH.

Korza BeI6GpaHo 2 nosioxkeHus, 3aropaeTcs ceetoaunoz 10.

Korza BrIGpaHo 4 moJioxeHus1, 3aropaetcst ceetoguoz 11.

Korza BeI6GpaHo nosiokeHHe 33/iHel 6a6KH, 3aropaeTcs cBeToauos 12.

B pexxume MMA; Hcnosib3yeTcst /1151 BbIG0Opa OIHOT0 U3 PEXKUMOB 3JIEKTPO/A PYTHUIIOBOTO,
OCHOBHOT'O WJIM LIeJUII0JIO3HOTO.

[Ipu Be16Ope pyTHIIOBOrO 3J1eKTPO/a 3aropaeTcs cBeToAuoz 10.

[Tpu BEIGOpE OCHOBHOTO 3JIEKTPO/ja 3aropaeTcs cBeToguozA 11.

Korza BbIGpaH 1e/1/110/103HbIH 3/1€KTPOJ, 3aropaeTcs cBeToAuo 12.

13

KHonka Bbi6opa TIG Ha nocTossHHOM Toke ¢ UMITY/IbCOM DC TIG

OH McnoJib3yeTcs Uit BbI6opa oHOro 13 pexxuMoB TIG Ha nocTossHHOM ToKe uid TIG Ha
nocrosiHHOM Toke ¢ UMITY/IbCHBIM pexxumom.

Cetoauon 14 3aropaetcs, Korza BbiopaH pexuM TIG Ha TOCTOSIHHOM TOKe.

Korza Bei6pan pexxum TIG Ha nmocrostnaoM Toke ¢ UMITY/IbCHBIM, 3aropaeTcst cBetoguoz 15.

16-17

KHonku BeiGopa napameTpoB TIG

OH ucnoJib3yeTcs 151 Bei6opa napameTtpa TIG, KOTopbIi HE06X0UMO OTPEryIMpoBaTh. [locie
TOTr0, KaK 3arOpUTCsl CBETOLHO/, COOTBETCTRYIoIero napameTpa TIG, mapamMeTp HacTpauBaeTcst
Ha >KeJlaeMoOe 3Ha4eHHe C TIOMOILbI0 KHOIIKK HaCTPOMKHU apaMeTpoB.

Bbl MOKeTe yCcTaHOBUTD cieAyrouue napametpsl TIG:

15 BpeMsi npeZiBapUTEIbHOM 1T0Jjauy rasa

16 ITyckoBO# TOK

17 Bpems pasrona

18 Bocxoasuuii NoTok

19 HuxHee TeuyeHue

20 KoneuHoe BpeMd pasrosa

21 KoHeuHBbIH TOK

22 Bpemsd nocJie noja4u rasa

23 BpeMs TO4eyHOH CBapKU
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W 3.2 fuka TIG

**Bpemst ToueuHol CBapku

] 1
1 Yacrora

I umnyabscoB !
1 1
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MNpoayska Hapacraunune | S o N
poay! Havanbhas P: = MuHUMATbHbIH rasas
rasamepen| " o oo TOKa 10 oK ToKa 10 Tox KoHe
'0 KOHEe4YHOoro
CBapKH

. 3.3 CmpyKkmypa meHI0

CocTosiHUS BKJIIOYEHHUS UJTH BBIKJIIOUEeHUS ¢)yHK].IPI17l B 3aBUCHUMOCTH OT pexKuMa cjieyroljue.

R e
1D 250 T DC PULSE 1D 300 TW DC PULSEJ]  Hactpoiixn [PULSE]
Bpem":g;:::g:::"b"on 0-10 cek. 0-10 cex. 0-5cek. 18 v | v v |V
TlycKoBoii ToK 5-250A 5-300A 30A 19 v | v v | v
Bpems nogbema 0.1-10 cek. 0.1-10 cex. 1 cek. 20 v | v v | v
T1aBHBbIi TOK 5-250A 5-300A 85A 21 v N v | v N
Ba30BbIii TOK 5-250A 5-300A 40A 22 v v | v v
YacroTa uuKIa nyJbca %1 - %99 %1 - %99 % 50 23 v v v
YacroTa 0.1-2000 T 0.1-2000 'y 75T 24 NS N NS
Bpems ciaza 0.1-10 cex. 0.1-10 cex. 1 cex. 25 N v | v
Koneunbrii Tok 5-250A 5-300A 30A 26 v | v v | v
B TDOAYSIH rasa 0-20 cex. 0-20 cex. 0.1 cex. 27 vViv |iviv
BpeMsi TO4eYHO CBapKH 0-20 cek. 0-20 cex. 2 ceK. 28 \/ \/
Bpems 0XJIaHTeJIs1 BOAbL 1-20 1-20 3 MHH. v | v v | v N

M 3.3.1 poyecc ceapku TIG

B pesicume HF Start TIG Ha 2opesike npucymcmeyem 8bICOKOe HanpsidceHue 3axcu2aHusl.
Hukozda He dompazugaiimecs 00 801bghpamoeozo 3j1ekmpoda uiu demaseii, npogoIaujux
c8apoYHbIll MoK, Ko2da annapam 6K/1104€eH.

¢ 10 mporpaMm 3aZlaHuH, BKJII0Yast TOJIHbIE HACTPOMKH apaMeTpPOB, MOTYT GbITh COXPAaHEHBI U 3aMy1eHbI
JLJIS IOBTOPSAIOIIMXCS 3a/JaHUH.

o [Ipy nepBOM HCII0JIb30BAaHHUH BCe TapaMeTphbl BCeX IPOrpaMM UMEIOT 3aBO/ICKHe HACTPOMKH, KOTOpbIe
MOKa3aHbI B TabJIHIIE.

¢ HaxmuTe KHONKy BbIGOpa NporpaMMbl. J|Jisi BbI60pa paHee HACTPOEHHOW NPOrpaMMbl UJIM U3MEHEHUS ee
rmapaMeTpoB.

o HaxxmMuTe KHOIKY BbIGOpa pexxuma cBapky, 4Toob! Bei6paTh Touch-Lift TIG ass HF start TIG.

o HaxMuTe KHOTIKY BbIGOpA 2-TaKTHBIN - 4-TaKTHBIH - TOU€YHast CBApKa, YTOOBI BEIOPATD MOJXOASIINI
PEXUM 15 paGOTBL.

o Hcnosb3yiiTe kHONKy BbiGopa mapameTpa TIG (13-14), 4To6bI MU3BMEHUTD apaMeTphl cBapku. Korga
3arOpUTCS CBETOAMO/, IPUHA/JIeXKAIINI TapaMeTpy, KOTOPbIH Bbl H3MeEHsIETE, OTPETYINPYHTE apaMeTp,
MOBOpaYMBas KHOMKY HACTPOWKM MapaMeTpoB.

e [locsieaHMe HACTPOEHHbIE 3HAYEHUs TapaMeTPOB GYAYT COXpaHeHbl aBTOMaTH4YeCKU. BoJiblie HUYero
Jle/1aTh JJ1s COXpaHeHHs HaCTPOEK He HyXKHO.
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M 3.3.2 Hcnoawv3osanue Pexcumos TIG-Ceapku

LD L

9

Haxmure Ha TpUrrep yAep)lmsaiflTe Cl'lyCKOBOl‘/’[ KPHY0K HaXXaTbIM OTHyCTHTl: TpUrrep
2-Takmmublii Pexcum TIG-Ceapku

e Eciv HaxkaTh 1 yAepKUBATb TPUTTEP FOPEJIKHU ITOC/Ie IOJa4Y U TPeIBAPUTE/IbHOI'0 ra3a BOSHUKHET HavasIbHbIN
TOK U B T€YEHHE IIepruoa yBeJIMIEeHHNA CUJIbl TOKA, TOK YBEJIMYUTCA 0 BEPXHEro 3Ha4eHH s CBApOYHOI'0 TOKa.

4 L[O TeX, I0Ka TpUrrep 6y,qu HaXOOUTbCA B HAXKATOM COCTOAHUH, CBapO‘{HbIﬁ nponecc 6yﬂeT NpoAo/IKATHCA
IpY BEPXHUX 3HAYEHHAX CBAPOYHOI'0O TOKa. [Mocne OTIIyCKaHUA TpUITepa ChJia TOKa 6ygeT CHUXXATbCA B
Te4yeHre BpeMeHU KOHEYHOI'0 TOKAa U CHUSUTCA 0 YCTAHOBJIEHHOI'O 3HAY€HUA KOHEYHOI'0 TOKa. [locne atoro
CHCTeMa BBINOJIHUT NIPOAYBKY ra3a B KOHLIe CBApKHU.

PrG : Bpems npozilyBKY rasa B Ha4aJle CBapKu
I :CapoyHblii TOK
PoG : BpeMs npoJiyBKU ra3a B KOHLE CBapKH

P16 I L Pog| t

4-TakmHulil Pesxicum TIG-Ceapku

e Ecsiu HaXkaTb 1 yAepXKUBATb TPUITEP FOPEJIKHY, T0C/Ie IOAAYH TPeiBapUTEe/IbHOr0 ra3a BO3HUKHET Hauya/IbHbIN
TOK U B TeYeHHe [IepHo/ia YBeJTNUEeHHUs CUJIbI TOKA, TOK YBEJTUYHUTCH JI0 BEPXHET0 3Ha4YeHUs] CBapOYHOro TOKa.
B pexxuMe cBapku npu noctostHHOM Toke (DC) cBapka BbINOJIHSETCS IPU BepXHeM 3Ha4eHHUH CBAPOYHOT0
TOKa, B peXKHMe UMITYJIbCHOM cBapku npu noctosiHHoM Toke (DC PULSE) cBapka GyZieT BBIOJHATHCS IPU
BBIGPAHHOM YacTOTe KoJlebaHUH MeXXy BepXHUM U HIDKHUM 3Ha4eHHeM CBapOYHOro ToKa. Ecin HaxkaTb 1
VAepKHBaThb TPUITED B TeYeHEe HEKOTOPOTo BpeMeHH Goslee 1 cek., OCIe OTIYCKaHUsA TPUTTepa CBAPOYHBIH
TOK HayHeT CHIKAThCs B TeueHHe YCTAaHOBJIEHHOr0 BpeMeH! ¥ CHU3UTCS JI0 CUJIbl KOHEYHOro Toka. Beses 3a
3THUM Oy/IeT BBINOJHEHA ITPO/YBKA ra3a B KOHIIe CBAPKH.

Bo BpeMms cBapKy HIKHME 3HAYEeHHs TOKA, KaK IPABUJI0, UCIIO/b3YIOTCS AJ1sl pPEMOHTA UJIU JIETKOTO
OXJIaXK/IeHHsI CBApOYHOTO I1IBA, B KOHIE CBAPKH - 1/ 3alI0JIHEHUS U KOHEYHOH 3aBapKu Kparepa. Eciu B
KOHLle CBAPKH HaXKaTb Ha TPUTTep TOpesIKU B TeueHHe MeHee 1 cek., (B pexkrMe CBapKH NP MOCTOSTHHOM
Toke (DC) u B pexxume umnysbcHo# cBapku (PULSE DC), cBapoYHBIH TOK IEPEKJIIOUNTCS Ha HIDKHEe 3HaYeHHe
Y MOXKHO BBINOJIHATD 3all0JIHEHHE KpaTepa; eC/IM HKaTh Ha TPUTTeP B TeUeHHe HEKOTOPOro BpeMeHH 6oJiee
1 cek., CBApOYHBIH TOK HAUHET CHUXKATbCS C HIXKHEr0 3HaYeHHs /10 3Ha4YeHUs KOHEYHOT0 TOKa B TeYeHHe
YCTaHOBJIEHHOT0 BpeMeHHU. KoHeuHbI TOK peiHa3HaueH /18 o6ecriedeHrs] KOHTPOIUPYEeMOTro OXJIKAeHUs
MeCT OKOHYaHHsI CBapKHU M yCTPaHEHUs pHCKa 06pa30BaHUsl TPELIUH.

1 PrG : Bpemsa npoalyBKY rasa B Hayasle CBapKu
I  :CapouHblii TOK
PoG : BpeMs npo/iyBKY ra3a B KOHLe CBapKH

PrG 1 PoG| t
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Pestcum Toueunoii TIG-Ceapku

e [Ipy HaXKaTHU Ha TPUITEP FOPEJIKU Cpa3y HayHeTCs Tojjaya rasa U CBapovyHOro TOKa, CBapKa 6yJeT
HPOAO/IKATBHCA 10 TEX MOP, TOKA TPUTTEP YAEPKUBAETCS B HAXKATOM COCTOSTHUH.
¢ Ec/iy B KakoH-/1M60 MOMEHT OTIYCTUTb TPUTTEP, CBAPOYHBIN NTPOLecC MTPeKPaTUTCS.

PULSE’li DCTIG / DC TIG

* YT0o6BI MCNOIB30BaTh OUH U3 3 pexxuMoB cBapkH TIG B pexxume PULSE, Boi6epuTe pexxum TIG Ha
noctosiHHOM Toke ¢ PULSE c nomouibio kHomnku Bbi6opa DC TIG / PULSE, BbiGepuTe MHAUMKATOP
HACTPOMKH YaCTOTHI C TOMOLIbIO KHOTIOK BbIGopa napamMetpoB TIG u ycranoBute yactotry PULSE. CBapka
OyZieT NPOUCXOAUTD C yCTaHOBJeHHOH yacToToi UMITYJIBCA, uepesyst BepXHUN U HHXKHUH TOK.

* UTOGBI MCMIOJIB30BATh O/IMH U3 3THX 3 pexXuMoB cBapkH TIG Ha MOCTOSHHOM TOKe, IPOCTO BbIGEPHTE
pexxum DC TIG / UMITYJIbCHAS TIG Ha nocTosiHHOM Toke. CBapka 6yZieT IPOXOAUTb B BepXHEM TeUeHHUH.

JAuamemp soavghpamoeo pekomeHdyemble
a/siekmpoda Ceapounwlii mok TIG
(mm) (4)
1.6 15-130
2.0 45-180
2.4 70 - 240

M 3.3.3 Memod Ceapku Ilokpsimeim I1eKmpodom

e HaxxmuTe 1 yep>KuBalTe KHOIIKY BbIGOPA pEKMMa CBAPKH /10 TEX 0P, T0KA He 3aTOPUTCS CBETOAMO],
peXrMa CBapKH MOKPBITBIM 3J1eKTpo/ioM. [Ipu moMoly KHOMKY BbIGOpa THIA 3/1eKTPO/Ia, BhIGepuTe
THII 3JIEKTPO/IA, KOTOPBIH GY/IET UCII0/Ib30BAThCS /AJIs1 BHIIIOJIHEHHSI CBAPOYHBIX PaboT. B pexxume cBapku
MOKPBITHIM 3/IEKTPOAOM HOMepPa IporpaMM CBapOYHBIX TPOIIECCOB U TapaMeTPbl CBAPKH He aKTUBUPYIOTCH.

¢ B3TOM pexxuMe aKTHBEH TOJIBKO CBETO/IMO/ CBAPOYHOTr0 TOKA. [Ipy MOMOIIM PYyYKHM HACTPOHKHY TapaMeTpOB
yCTaHOBHTE 3Ha4eHHe CBaPOYHOT0 TOKa.

o 3Ha4YeHUs CUJIbI TOKA /ISl CBAPKHU HeJlIeTHPOBAHHBIX CTaJlel], yKa3aHHbIe B TabJ/IMLe HIXKe, IPUBOASTCS
B Ka4yeCTBe CIpaBO4YHON HHPopMmanuu. [loxainyiicra, cobojaiiTe peKOMeH/Jallii TPOU3BOJUTE S
3JIEKTPO/IOB.
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

o TexoGCIy>KUBaHHE U PEMOHT CBApOYHOT'0 aNNapaTa JO/DKHbI BBITOIHATHCS TOJbKO KBATHULMPOBAHHBIMU
cregquaJIMCTaMHu. KoMmaHus He HeCET OTBETCTBEHHOCTH B CBSI3U C aBapHﬁHBIMH CI/ITyaI_[PIHMI/I, BO3HUKAKIHUMH

B pe3y/IbTaTe BbINOJHEHHUs TEX00CAy>KUBAHHUS U peMOHTA JIMIIAMH 6e3 COOTBETCTBYIOIEH KBaTUHKALIH.

3amacHble YaCTH, UCIO0JIb3yeMble BO BpeMsl pEMOHTA, MOXKHO IPHOGPECTH B aBTOPHU30BAHHBIX TEXCIYKOaX.

Hcnosnb3oBaHue OPUTMHAJIBHBIX 33HaCHbIX'-IaCTe]7I OGECHB‘{I/IT npojJjieHre CpoKa 3KC1'IJIy3Ta]_U/II/[ u npegynpe/:mT

CHIDKeHMe pabo4rX oKa3aTesel CBapOYyHOro amnmnapara.

O6pariaiTech TOJbKO K TPOU3BOJUTEIIO UM B aBTOPU30BaHHbIE TEXCJIYKObI, YKa3aHHbIe IPOU3BOJUTENEM.

B TeyeHue rapaHTm‘/’moro CpOKa BbITIOJIHEHHE JIIOB])IX BMelIaTeJbCTB B KOHCprKLU/I}O CBApPOYHOrO afrapara

6e3 npe/iIBapUTEIBLHOTO COIVIACHS IPOU3BOAUTEISI MOXKET CTAaTh IPUUMHOM aHHY/IMPOBAHUsI BCeX FAPAHTUHHBIX

00513aTe/IbCTB IPOU3BOAUTEIS.

Bo BpeMs1 BbINOJTHEHN S JIIO6BIX TPOLIEAYP TEXOOCTYKMBAHHS U peMOHTA 06513aTe/IbHO COGJII0aliTe TpaBUIa

TEeXHUKU 6e30MacHOCTH.

[lepes; Ha4aI0M BBINOJIHEHUS JIFO6BIX BU/I0B NPOLEIyP TEXOOCIY>KUBAHHUS WK PEMOHTA OTCOEANHUTE BUJIKY

CeTeBOro Kabesisi CBapoyHOro anmnapara 1 BebkanTe 10 ceKyH/ 1J1s1 pa3psiia HanpspKeHKs Ha KOH/IeHCaTopax.

. 4.1 Texo6cayxcusaHue

-
|:.®l EscedHesHoe mexo6caydcusaHue

e 3amnpelaeTcs yjaasaTh STUKETKHU C IOBEPXHOCTH CBAPOYHOTO annapara. M3HoieHHble/
NOBpEX/IEHHbIE STUKETKU 3aMEHUTe Ha HOBble. ITUKETKH MOXKHO TPUOGPECTH B
aBTOPU30BaHHBIX TEXCITYKOAX.

« [IpoBepbTe ropesiKy, 3aKUMbl 1 KaGesin. 06paTHTe BHUMaHKe Ha COCTOSTHHE U
IPOYHOCTD COeAMHEHNH YacTel. [loBpexxiéHHbIe /HeUCIIPaBHbIE YaCTH 3aMEHNTeE Ha
HoBble. KaTeropuiecku samnpeniaeTcst BbIOJHATb PEMOHT/ Y//IMHEHNE KabeJIs.

¢ Y6eanTech, UTO UMeEeTCs JOCTaTOYHast IVIOIA/lb JJ1sl 00ecrieyeH!s! BEHTHUIIALMH.

o [lepes Ha4aJIOM CBApKH IIPOBEPBTE PACX0JOMETPOM CKOPOCTb PACXo/ia rasa Ha KOHIe
ropeJsiku. Eciim pacxoz rasa BbICOKHI MJIM HU3KUH, YCTaHOBHUTE yPOBEHb Pacxo/ia B
COOTBETCTBUH CO CBAPOYHBIM MPOLIECCOM.

E('.'_D OduH pa3 e 6 mecsyes

e OYUCTHTE U 3KMHUTE COeIMHUTE/IbHbIE 3JIeMEHTHI, TaKHe KaK FaliKH U GOJITHI.

* [IpoBepbTe KabesH 3/1eKTPOOAepKaTe sl U KJIeMMbI 3a3eMJIeHUS. A

* OTKpoO#Te 60KOBBIE KPBIIIKK CBAPOYHOI0 anmapaTa U OYMCTHTE BHYTPEHHIOI0 %
YacThb NMPH TIOMOIIM CYXOT'0 BO3/IyXa 110/, HU3KUM fiaBjeHHeM. He ucnosb3yiiTe
BO3/IyX MO/ JlJaBJIeHHeM Ha 6JIM3KOM PacCTOSHUU OT 3JIeKTPHUECKHX COeJUHEHNH. o 2

* [leproiuyecky 3aMeHANTe BOAy B 6aKe 6/10Ka BOASHOTO OXJIaX/1€HUS CBEXEH

EeCTKOH BOJIOM U 3alUILANTe ee OT 3aMep3aHusl C IOMOIIbI0 aHTHdpHU3a. &ﬁ/
@
H,\@

IIPUMEYAHHE: BoiuwieynomsiHymule nepuodbsl 18./15110mcsi MAKCUMA/IbH6IMU, KOMopble csiedyem
npuMeHsaMb, ecAu Ha eaulieM ycmpoiicmee He 803HUK/10 HUKAKUX npo6.sem. B 3asucumocmu om

pa6ouell Hazpy3Ku u 3az2psi3HeHUs1 saulell pa6oyeli cpedvl 8bl Modicelne N08IMopPsMb ONUCAHHbIE
8blllle npoyeccol Hauje.

Hukozda He pa6omaiime Ha MawluHe ¢ OMKPbIMbIMU KPbIWKAMU.
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. 4.2 Henepuoduueckoe Texo6cayscusanue

CyXOro Bo3/yXa.

¢ Pery/nspHO BBINOJHANTE OYMCTKY pacXoJHBIX MaTepHasIoB ropesku. Eciu

e OGecneyuTh YUCTOTY MEXaHU3Ma [10Jja41 CBApPOYHOH TPOBOJIOKH U NIpeYIPEAUTD
NoNa/JlaHye Mac/ia Ha TOBEePXHOCTH POJIMKOB.

o [Ipu KaXk/1011 3aMeHe CBAapOYHOH NIPOBOJIOKH 06513aTe/IbHO BIIOJIHUTE OYHUCTKY
MOBEPXHOCTEeH MeXaHNW3Ma OT CKOIJIEHUH MBbLJIM ¥ 3aTPA3HEHUH TPU MOMOIIH CTPYH

%
X

HeO6XO,C[PlMO, 3aMEeHHUTEe. L[}lﬂ obecrevyeHust NIPOAO/IXKUTEJIbHOI'O CPOKa CJIy)K6bI
afnrapara, 06pa'1'14'1‘e BHHMaHHe, YTOGBI UCIOJIb30BAIUCh TOJBKO OpHUTr'MHaJIbHbIE
pacxoiHble MaTepHraJibl.

. 4.3 Kodvul HeucnpasHocmeti

Kop,
HeucnpaBHOCTh
HeUCnpPaBHOCTH P ycrpaHenune
N e JlaiiTe MaIIMHe HEMHOTO OPAGOTaTh,
TeMmepaTypHas * MamuHa neperpera us-3a BbICOKOU 4TO6bI OHA OCThLJIA C TOMOIIbIO
ERR-T1 ouf)u 61}:5 TeMIepaTypbl OKpy»alollleh Cpe/ibl OXJIK/JAIOLLEro BeHTHsiTopa. [locse
WJIM IPEBbILIEHHUs] pab01ero LuKIa TOTO, KaK OH JIOCTaTOYHO OCTBIHET,
MOXKHO TIPUCTYTIATh K CBapKe
¢ Brik/1r04yMTe U BK/IOYMTE. ECin
omur6Ka He HcYe3sia, MpoBepbTe
e OmubKa / OMOGKUA MOTYT » IPOBEp
Ourbka MoJyisi _ HaIpshKeHUe B CETH, HAXOUTCS JIU
E02 CyILIeCTBOBATh B JII060#
MUTaHUS . oHo B Auana3oHe 340-420 B. Eciu
3JIEKTPOHHOU KapTe
omuM6Ka He Mcye3sia, 06paTUTeCh B
aBTOPU30BAHHbBIN CEPBUCHbBIH LIEHTP
 [IpoBepbTe KaGe 1 MOAKII0UEeHHs
K CEeTH ¥ HanpshKeHue. Y 6eIuTech,
E04 HanpsiokeHue * B03MOXHO, HaNpshKeHKE B CETH YTO [OJAHO NPABUJILHOE BXOJHOE
CeTH BbICOKOE YBEJIMYHIIOCH HanpsbkeHue. Eciv ceTeBoe
HanpsbKeHHe B HOpMe, 06paTUTeCh B
aBTOPU30BAHHbIN CEPBUCHBIN LIEHTP
 [IpoBepbTe KaGeH MOAKII0UYEeHHS
Huskoe K CEeTH ¥ HanpshKeHue. Y 6eJuTech,
* B03MOXKHO, yraJio ceTeBoe YTO MO/JAHO NPABUJIbHOE BXOJHOE
E08 HanpsbkeHue
cerit HanpsbKeHHe HanpsbkeHue. Eciu ceTeBoe
HanpsbKeHHe B HOpMe, 06paTUTeCh B
aBTOPU30BAHHbBIN CEPBUCHBIN LIEHTP
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M nPuI0KEHKE

. 5.1 Cnucok 3anacHuix yacmeil

ID250TDC ID250TWDC ID300TDC ID300TWDC
Ne OINUCAHUE PULSE PULSE PULSE PULSE
1 I'He3/10 cBapo4HOro Kabesis A377900106  A377900106  A377900106 A377900106
2 Onexrponnas miata E202A-CN2  K405000202  K405000202  K405000202  K405000202
T dnekTtpoHHas niata E202A-CN1 - K405000201 K405000201 K405000201 K405000201
T BricTpopasbeMHoe coeunenre  A245700006 A245700006 A245700006 A245700006
5 BbIcTpOpa3beMHOe COeAMHEHHE - CHHee - A245700002 - A245700002
TBbIcrpopamaeMHoe Coe/IMHeHMe - KpacHoe - A245700003 - A245700003
z Hacoc as1s1 Bozibl - A240000006 - A240000006
8 Tpancdopmarop Toka Bbicokoiiyactotel - A366700012  A366700012  A366700012 A366700012
9 Bentunarop - A250001007 - A250001007
10 9nexrponnas miata E202A-3 PFC K405000151  K405000151  K405000151  K405000151
? dnekTpoHHas miata E202A-7A K405000246 K405000246 K405000245 K405000245
E dnextponHasa miaata E202A-7B K405000198  K405000198  K405000200  K405000200
13 BeHTHJATOp OXJIaXK/eHHsI K250200018 K250200018 K250200018 K250200018
14 Pese A312100014  A312100012  A312100014 A312100012
15 ['a30BbIi BEHTHIIb A253006019  A253006019  A253006019  A253006019
16 [lepekstouaresb dpas A308030004 A308030004 A308030004 A308030004
17 Paguatop - A260000008 - A260000008
18 PesepByap /151 BOAbI - A249000005 - A249000005
19 dnektpoHHas miaata E202A-4B K405000196  K405000196  K405000196  K405000196
E dnextponHas miata E202A-FLT5 K405000227  K405000227  K405000227  K405000227
21 dnexTpoHHas nnata E110A-3 K405000263  K405000263  K405000263  K405000263
22 OnexrpoHHas ata E202A-11B K405000194  K405000194  K405000194  K405000194
23 KaTymka MHAYKTHBHOCTH K304500115 K304500115 K304500115 K304500115
E JdnektponHas miata E202A-13  K405000195  K405000195  K405000195  K405000195
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62 IlpuioxeHune

. 5.2 Cxembl nodK/110YeHUA
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

TR
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.

KULLANIM KILAVUZU
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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.

Elektrik hattinin topraklamasinin dogru yapildigindan emin olun.

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

RISV |

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.

KULLANIM KILAVUZU
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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.
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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.

GARANTi FORMU
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[© TEKNIK BIiLGILER

. 1.1 Genel A¢ciklamalar

ID 250 T DC PULSE, ID 300 T DC PULSE, ID 250 TW DC PULSE ve ID 300 TW DC PULSE, invertor tipi, 3 faz
Pulse’li DC TIG ve Ortiilii Elektrod kaynak makinesidir. Aliminyum hari¢ diger metallerin TIG kaynag ve
5 mm ¢apa kadar ortiilii elektrod kaynagi icin tasarlanmistir. HF tutusturma, dokundurarak baslatma, én
gaz, yukar1 egim, pulse, asag1 egim, son gaz ve krater doldurma gibi gelismis profesyonel TIG kontrollerine
sahiptir. Ortiilii elektrod kaynagi modunda Rutil, Bazik ve Seliilozik secenekleri mevcuttur. TIG modunda 10
is programi hafizada saklanabilir ve ise gore secilerek tamamiyle ayni kaynagi yeniden elde etme imkanini
verir. Kontrol paneli iizerinden tiim kaynak parametreleri ayarlanabilir ve dijital gostergeler araciligiyla iz-
lenebilir. Uygun gii¢ ve frekansi saglayacak bir jeneratérle de kullanilabilir. 25 metre uzunluga kadar kaynak
kablolariyla da kullanilabilir. Makine fan sogutmalidir ve asir1 1ssnmaya karsi termik korumalidir.

. 1.2 Makine Bilesenleri

11

T o

@magmaweld

12

w

SIS

Sekil 1:ID 250 T DC PULSE

1- Tor¢ Tagima Askis1 7- Tetik Kontrol Soketi

2- Kontrol Paneli 8- Kaynak ve Toprak Kablosu Soketi (-)
3- Pedal Kontrol Soketi 9- Gaz Girisi

4- Kaynak ve Toprak Kablosu Soketi (+) 10- Uzaktan Kumanda Baglanti Girisi
5- Gaz Cikis1 11- Agma / Kapama Diigmesi

6- Parametre Ayar Potu 12- Besleme Kablosu Girisi
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Sekil 2 : ID 250 TW DC PULSE

1- Kontrol Paneli 9- Su Unitesi Sicak Su Girisi

2- Pedal Kontrol Soketi 10- Su Unitesi Soguk Su Cikis1

3- Kaynak ve Toprak Kablosu Soketi (+) 11- Gaz Girisi

4- Su Unitesi 12- Uzaktan Kumanda Baglant1 Girisi
5- Parametre Ayar Potu 13- Su Unitesi Enerji Soketi

6- Tetik Kontrol Soketi 14- Agma/Kapama Salteri

7- Kaynak ve Toprak Kablosu Soketi (-) 15- Besleme Kablosu Girisi
8- Gaz Cikis1
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W 1.3 Uriin Etiketi

TR MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
ID250T [ ID300T [
DC PULSE ' DC PULSE '
3~ = EN 60974-1 3_~._._._.: EN 60974-1
E % (’) 60974-10 Class A E % (’) 60974-10 Class A
% —_ 5A/10.2V - 250A / 20V % —_ 5A/10.2V - 300A / 22V
i - X (oc) 35% 60% 100% < - X (0c) 30% 60% 100%
1 1
E U,=85V ] 250A | 191A | 148A E U,=85V 2 300A | 212A | 164A
U, 20V 17.6V | 15.9V U, 22V 18.5V | 16.6V
Eg U,=400V lima=13.8A l,.~8.2A EDg U,=400V limax=17.8A l,.~=9.8A
3~50-60 Hz 3~50-60 Hz
E 5A/20.2V - 250A / 30V E 5A/20.2V - 300A / 32V
77 X @y 35% 60% 100% 77 X ey 30% 60% 100%
! 250A | 191A | 148A ! 300A | 212A | 164A
U,=85V 2 U,=85V 2
° U, 30V_| 27.6V | 25.9V ’ U, 32V | 28.5V | 26.6V
Eg U,=400V l;ma=18.8A L.~11.1A DD U,=400V lima=23.3A l,..~12.8A
~50-40 Hz 3~50-60 Hz
IP21S ce A || 1r21s ce I
=BHA-(B=  Ug Fazh Transformator Dogrultucu X Calisma Cevrimi
é TIG Kaynagi Uo Bosta Calisma Gerilimi
Z Ortiilii Elektrod Kaynag Ui Sebeke Gerilimi ve Frekansi
== Dogru Akim Uz Anma Kaynak Gerilimi
D Diigey Karakteristik I Sebekeden Cekilen Anma Akimi
> Sebeke Girisi-3 Fazh Alternatif Akim I2 Anma Kaynak Akimi
[5] Tehlikeli Ortamlarda Galismaya Uygun S1 Sebekeden Cekilen Giig
1P23S Koruma Smifi

Calisma Cevrimi
Slcakl}k (9]
h

Zaman (dak.)

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

EN 60974-1 standardinda da tanimlandig iizere ¢alisma ¢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 bélgesi). Ancak
bunu takip eden 4 dakika makine sogumasi i¢in bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

ID 250 T DC PULSE ID 300 T DC PULSE
TEKNIK OZELLIKLER BIRIM ID 250 TW DCPULSE 1D 300 TW DC PULSE
Sebeke Gerilimi (3-faz 50-60 Hz) \% 400 400
Sebekeden Cekilen Giig (MMA) kVA 13 (%35) 16.1 (%30)
Sebekeden Cekilen Giig (TIG) kVA 9.5 (%35) 12.3 (%30)
Kaynak Akim Ayar Sahasi ADC 5-250 5-300
Anma Kaynak Akimi ADC 250 (%35) 300 (%30)
Acik Devre Gerilimi VDC 85 85
Kaynak Elektrod Cap1 Aralig mm 1.60 - 4.00 1.60 - 5.00
Tungsten Elektrod Cap1 Aralig mm 1.00 - 2.40 1.00 - 2.40
Boyutlar mm 598x252x 661 598 x 252 x 661
Agirhk kg 22.5 22.5
Koruma Sinifi IP 21S IP 21S
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. 1.5 Aksesuarlar

(Torg + Regiilator)

ID 250 T DC PULSE ID 300 T DC PULSE
STANDART AKSESUARLAR ADET ID 250 TW DC PULSE ID 300 TW DC PULSE
Topraklama Pensesi ve Kablosu 1 7905212503 (25 mm?-3m) 7905212503 (25 mm? - 3 m)
Gaz Hortumu 1 7907000002 7907000002
Lava TIG 26 (4 m)
Hava Sogutmali TIG Torcu* 1 7110018004 7110018004
Lava TIG 18W (4 m)
Su Sogutmali TIG Torcu* 1 7110038004 7110038004
* Siparis esnasinda belirtilmelidir.
ID 250 T DC PULSE ID 300 T DC PULSE
OPSiYONEL AKSESUARLAR ADET ID 250 TW DC PULSE ID 300 TW DC PULSE
Elektrod Pensesi ve Kablosu 1 7906202503 (25 mm?-3m) 7906202503 (25 mm? - 3 m)
Lava TIG 26 (8 m)
Hava Sogutmali TIG Torcu 1 7110018008 7110018008
Lava TIG 18W (8 m)
Su Sogutmali TIG Torcu 1 7110038008 7110038008
Su Sogutma Unitesi (CST 60i) 1 7910005250 7910005250
Ayak Pedali (On / Off) 1 7910000120 7910000120
Ayak Pedali (Akim Ayarl) 1 7910000140 7910000140
Tor¢ Kumanda Takimlari
(2 Ditgmeli / 4 Disgmeli) 1 7910000003 / 7910000004 7910000003 / 7910000004
Tasima Arabasi (4 Teker) 1 7910000200 7910000200
Gaz Regiilatori (Argon) 1 7020001004 7020001004
TIG Aksesuar Seti Hava Sogutmal 7910000510 7910000510
(Torg + Regiilator)
TIG Aksesuar Seti Su Sogutmali 1 7910000530 7910000530
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¥ KURULUM BILGILERI
. 2.1 Teslim Alirken Dikkat Edilecek Hususlar

Siparis ettiginiz tiim malzemelerin gelmis oldugundan emin olun. Herhangi bir malzemenin eksik veya hasarli
olmast halinde derhal aldiginiz yer ile temasa gegin.

Standart kutu sunlar1 icermektedir;

» Ana makine ve ona bagh sebeke kablosu « Topraklama pensesi ve kablosu

* Garanti belgesi e Torg

e Kullanma kilavuzu

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;

malidir. Uzman kisiler makinede sorumlu olup, gerekli donamimlari saglamahdir. {lgili olmayan kisiler
kaynak sahasindan uzak tutulmalidir:

B 7] Bu cihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan al¢ak gerilim sebekesine baglanmak isten-
ﬁ mesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya makineyi kullanacak kisinin, makinenin
baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu durumda sorumluluk kullaniciya aittir.

- i Kaynak yapma islemi tehlike icermektedir. Uygun ¢alisma kosullar1 saglanmali ve gerekli énlemler alin-

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

ﬁ"i Izgaralar havalandirma amaghdir. Agikliklarin tizeri iyi bir sogutma saglamak amaciyla ortiilmemeli ve
)( iceriye yabanci cisim sokulmamalidir:

. 2.2 Kurulum ve Calisma Tavsiyeleri

» Daha iyi performans i¢in, makineyi cevresindeki nesnelerden en az 30 cm uzaga yerlestirin. Makine ¢evresindeki
asir1 1sinma, toz ve neme dikkat edin.

» Makineyi direk giines 15181 alinda ¢alistirmayin. Ortam sicakhiginin 40 °C’ yi astign durumlarda, makineyi daha
diistik akimda ya da daha distik calisma ¢evrim oraninda ¢alistirin.

* Di1s mekanlarda riizgar ve yagmur varken kaynak yapmaktan ka¢inin. Bu tiir durumlarda kaynak yapmak
zorunluysa, kaynak bolgesini ve kaynak makinesini perde ve tenteyle koruyun. iceride kaynak yapiyorsaniz, uygun
bir duman emme sistemi kullanin. Kapali mekanlarda kaynak duman ve gazi soluma riski varsa, solunum
aparatlar kullanin.

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

o Uriin etiketinde belirtilen calisma gevrimi oranlarina uyun. Calisma gevrimi oranlarim siklikla asmak, makineye
hasar verebilir ve bu durum garantiyi gecersiz kilabilir:

« Sisteminize uygun sigortayi kullanin.

« Toprak kablosunu kaynak bolgesinin olabildigince yakinina, sikica baglayin.

 Kaynak akiminin kaynak kablolar1 disindaki ekipmanlar tizerinden gegmesine izin vermeyin.

* Calisma sirasinda kaynak kablolar1 ve sebeke kablosu makine govdesine sarili olmamalidir:

» Gaz tlipii makinenin tizerine yerlestirildiginde, derhal zinciri baglayarak gaz tiipiinii sabitleyin. Eger gaz tiipiinii
makinenin iizerine yerlestirmeyeceksiniz, tiipii zincirle duvara sabitleyin.
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. 2.3 Elektrik Fisi Baglantisi

A Giivenliginiz icin, makinenin sebeke kablosunu kesinlikle fissiz kullanmayin.

» Fabrika, santiye ve atolyelerde farkli prizler bulunabilecegi i¢in sebeke kablosuna bir fis baglanmamigtir. Prize
uygun bir fis, kalifiye bir elektrikgi tarafindan baglanmalidir.

¢ Toprak kablosunun mevcut oldugundan emin olun.

« Fisi kabloya bagladiktan sonra, bu asamada prize takmayin.

. 2.4 Sebekeye Baglama

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

« Baglanti konusunda yetkili kisilerden (kalifiye elektrikei vs.) destek alinmalidir. Makineyi sebekeye baglamadan
once faz voltaji kontrol edilmelidir. Dogru oldugu tespit edildikten sonra fis prize takilmahdir.

¢ A¢gma / kapama salterini “1” konumuna getirerek makineyi ¢calistirin. Kontrol panelindeki gosterge ve ledlerin
yandigindan ve sogutma faninin ¢alistigindan emin olun.

¢ A¢ma / kapama salterini tekrar “0” konumuna getirerek makineyi kapatin.

. 2.5 TIG Kaynag Icin Baglantilar

Makineyi sebekeye baglamadan énce sebekede dogru gerilimin olup olmadigini kontrol edin.
Fisi prize takarken, acma kapama diigmesinin kapali konumda “0”oldugundan emin olun.

e A¢ma / kapama salteri ile makineyi ¢alistirin ve ledlerin yanip yanmadigini ve sogutma faninin ¢alisip
¢alismadigini kontrol edin.

Tungsten Elektrod  Tavsiye Edilen
Cap1 (mm) TIG Kaynak Akim1

1.6 30-130
2.0 45-180
2.4 70-240

M 2.5.1 Tor¢ Baglantilari

o TIG torcunun fisini eksi kutuplu kaynak soketine sokup saga cevirerek iyice sikin. Makineyle birlikte gelen torg
tetik konnektoriinii torcun tetik kontrol kablolarina takin. Ardindan konnektorii tetik kontrol soketine baglayin.

o Torcun gaz hortumunu gaz ¢ikisina baglayin.

¢ Su sogutmali modellerde torcun soguk “mavi” hortumunu makine tizerindeki soguk su ¢ikisina, sicak “kirmiz1”
hortumunu makine tizerindeki sicak su girisine baglayin.
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M 2.5.2 Gaz Baglantilar1

¢ Argon gaz tiipiinti (a) zincirle sabitleyin.

¢ Emniyetle calismak ve iyi sonuglar elde etmek i¢in standartlara uygun bir regiilatér (b) kullanin.

¢ Gaz tlipii vanasini (c) bir siire agik tutarak, olasi tortu ve partikiillerin disar1 atilmasini saglayin.

¢ Gaz regiilatoriinii gaz tiipiine baglayin, gaz tiipiiniin gaz ¢ikisindaki vida disi ile regiilatériin somununun
ortiistiiglinden emin olun.

e Tiip hortumunun (d) bir ucunu gaz regiilatoriine, diger ucunu makinenin arkasindaki gaz girisine baglayip gaz
tlipti vanasini agin.

¢ Basing ayar vanasi (e) ile gaz debisini ayarlayin

 Baglantilarda sizint1 olmadigindan emin olun.

Bu kaynak makinesinde yalmizca 10 Litre veya 20 Litre tiip kullanilmalidir. Daha biiyiik bo-
yutlarda tiip kullanilmasi tiipiin ve kaynak makinesinin devrilmesine neden olabilir. Gaz tii-
piinii makinenin iizerine yerlestirdiginizde, derhal zinciri baglayarak gaz tiipiinii sabitleyin.
Eger gaz tiipiinii makinenin iizerine yerlestirmeyeceksiniz, tiipii zincirle duvara sabitleyin.

~ ¢ Elektrod Cap1 Nozul Cap1 Kaynak Akim1 Gaz Debisi
(mm) (mm) (ADC) (1t/dak)
= b 1.0 6.3 30-70 6-8
1.6 9.5 30-150 6-8

Sekil 3 : Gaz Baglantilar1

M 2.5.3 Tetik ve Pedal Sistemi Soket Baglantilari
o Tetik kontrol soketine 4 ve 5 nolu uglar gelecek sekilde baglanmalidir.
_\ @
T
I—o [ ( ® 0
© 0

(1) Lehimleme yo6nii referans alinmstir.
e TIG Torg Baglantisi; Tetik kontrol soketine 1-2-3-4-5 nolu uglar gelecek sekilde sekildeki gibi baglanmahdir:

lod

\9

TR

(2) Lehimleme yonii referans alinmistir.
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¢ Ayarli Pedal Baglantisi; Pedal soketine, 3-4-5-6 nolu uglar gelecek sekilde baglanmalidir.

2.8 H

@

(3) Lehimleme yonii referans alinmstir.

M 2.5.4 Topraklama Pensesi Baglantilari

» Topraklama pensesi kablosunun fisini (a) art1 kutuplu sokete sokup saga ¢evirerek iyice sikin.
» Kaynak kalitesini arttirmak i¢in, topraklama pensesini (b), kaynak yapilacak bolgeye olabildigince yakin bir
yerde, is parcasina sikica baglayin.

Sekil 4 : Topraklama Pensesi Baglantilari

W 2.5.5 Torg Sarflarinin Montaji

e Seramik gaz nozulu (5) ve tungsten elektrod (1) ¢alisma akimina ve is pargasinin sekline gore secilmelidir.
Buna bagh olarak, kiska¢ (3) ve kiskag tutucunun (4) ¢aplari tungsten elektrodun ¢apiyla ortiismelidir.

e Sikistirma bashgini (2) ¢ikartin.

» Mevcut elektrodu, elektrod kiskacindan ¢ikartip yeni tungsten elektrodun ¢apiyla ortiismelidir.

¢ Elektrod kiskacini torca takin.

e Sikistirma baghgini iyice sikistirin.

.

P
—
"%

Sekil 5 : Tor¢ Sarflarinin Montaji
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. 2.6 Ortiilii Elektrod Kaynagi Icin Baglantilar

A\

» A¢ma/kapama salteri ile makineyi calistirin ve ledlerin yanip yanmadigini ve sogutma faninin ¢alisip
calismadigini kontrol edin.

» Elektrod pensesi kablosunun fisini (c) ve topraklama pensesi kablosunun fisini (a), kullanilacak elektroda ve
elektrodun iireticisinin tavsiye ettigi kutuplara gére kaynak ve toprak kablosu soketlerine baglayin.

« Kaynak kalitesini arttirmak i¢in, topraklama pensesini (b), kaynak yapilacak bolgeye olabildigince yakin bir
yerde, is par¢asina sikica baglayin.

Makineyi sebekeye baglamadan énce sebekede dogru gerilimin olup olmadigini kontrol edin.
Fisi prize takarken, acma kapama diigmesinin kapali konumda “0”oldugundan emin olun.

Ortiilii Elektrod  Tavsiye Edilen Kaynak Akim
Cap1 “mm” Rutil Bazik Seliilozik
2.0 40-60 A - -
2.5 60-90 A 60-90A 60-100 A
@wmagmaweld 1D 250T oc russe 3.25 100-140 A 100-130A 70-130A

4.0 140-180 A 140-180 A 120-170 A

. 2.7 Su Sogutma Unitesi (Su Sogutmali Modellerde)

* Su sogutma lnitesi torcu sogutmak i¢in kullanilan radyator, fan, pompa sogutma sivis1 deposundan olusan bir
kapali devre sistemidir.

Eger makinenizde su sogutma iinitesi var ise;

e Su sogutmall torcun soguk (mavi) su hortumunu su sogutma sistemi tizerindeki soguk su ¢ikisina, sicak
(kirmiz1) su hortumunu su sogutma sistemi tizerindeki sicak su girisine baglayin.

¢ Magmaweld kaynak makineleri, en iyi performansi verecek sekilde tiretilmis Magmaweld sogutma sivisi ile
beraber gelir. Sogutma sivisinin eksilmesi durumunda sogutma sivisi deposu kapagini acip, calisma ortaminin
sicakligina uygun Magmaweld sogutma sivisi ilave edin. Sogutma sivisi iinitenin 6n panelinde gosterilen
minimum ve maksimum degerleri icerisinde olmahdir.

e Farkli sogutma swvisi ya da su eklenmemelidir. Farkli siv1 eklentileri kimyasal tepkimelere ya da farkli
problemlere neden olabilir.

e Farkli siv1 eklentisi yapilmasi durumunda ortaya ¢ikabilecek risklerden Magmaweld sorumlu degildir.
Magmaweld sogutma sivisina farkli sogutma sivisi ya da su eklentisi yapilmasi durumunda tiim garanti
htikiimleri gecersiz olacaktir.

o Farkli marka sogutma sivisi kullanilmak istenirse sogutma sivisi deposunun igerisi tamamiyla bos olmaly,
icerisinde herhangi bir kalint1 ya da sivi kalmamahdir.

* Su sogutma iinitelerinin, Magma Mekatronik Makine Sanayi ve Ticaret. A.S. firmasi kaynak makinalar1 haricinde
kullanilmasi uygun degildir. Su sogutma tiniteleri, harici besleme ile calistirilamaz.
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% KULLANIM BiLGILERI

. 3.1 Kullanici Arayiizii
ceAL

SOXCE

o = o) It \ Rutile
0 o é 0 0 n \ Basic
5 ® ié 9 (12) - \ Cellulosic

@ magmaweld ID 250T oc puise

Parametre Ayar Potu
Kaynak parametrelerini istenen degere ayarlamak icin kullanilir.

Dijital Gosterge
2 | Secilen kaynak parametresinin sayisal degerini ve kaynak esnasinda akim degerini gosterir. Ayrica
hata durumunda hata mesaji gosterir.

Program Se¢im Diigmesi

TIG modlarinda tiim parametre ayarlarini kapsayan 10 is programindan birini segmek i¢in kullanilir.
Progmlar sayesinde, ayarlanan parametreler makinenin hafizasinda tutulur ve kullanici tarafindan se-
cilerek tekrarlanan isler i¢in kullanilabilir. Segilen program numarasi i¢in yapilan son ayarlar otomatik
olarak kaydedilecektir, kayt i¢in ayrica bir islem yapilmasina gerek yoktur. Ayrica, yine TIG modlarin-
dayken, 3 sn basili tutuldugunda sogutma stiresi ayarina gec¢ilmesini saglar.

Dijital Program Gostergesi
4 | Program secim diigmesi ile segilen program numarasini gosterir. Ayrica, sogutma stiresi ayar1 yapilir-
ken C harfini gosterir.

Kaynak Modu Secim Diigmesi

Ortiilii Elektrod kaynagi, HF tutusturmali TIG kaynag1 ve Dokundurma Baslatmal TIG kaynagi modla-
rindan birini segmek i¢in kullanilir.

5 Ortiilii elektrod kaynagi modu secildiginde led 6 yanar.

HF tutusturmal TIG kaynagi modu secildiginde led 7 yanar. Bu modda elektrod is par¢asina degdiril-
meyerek yaklastirildiginda ark gaz tizerinden voltaj atlamasi ile baglar.

Dokundurma Baslatmal1 TIG kaynagi modu segildiginde led 8 yanar. Bu modda elektrod is pargasina
degdirilip ¢ekildiginde ark baslar.
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Tetik Modu ve Elektrod Tipi Secim Diigmesi;

TIG kaynagl modlarindayken; 2-Konumu, 4-Konumu, Punta Konumu modlarindan birini se¢mek
icin kullanihr.

2-Konumu secildiginde led 10 yanar.

4-Konumu segildiginde led 11 yanar.

9 Punta konumu secildiginde led 12 yanar.

Ortiilii elektrod kaynagi modundayken; rutil, bazik, seliilozik elektrod modlarindan birini secmek
icin kullanilr.

Rutil elektrod se¢ildiginde led 10 yanar.

Bazik elektrod secildiginde led 11 yanar.

Seliilozik elektrod se¢ildiginde led 12 yanar.

DC TIG PULSE’li DC TIG Se¢im Diigmesi

DC TIG ve PULSE’li DC TIG modlarindan birini se¢gmek i¢in kullanilir.
DC TIG modu secildiginde led 14 yanar.

PULSE’li DC TIG modu segildiginde led 15 yanar.

TIG Parametreleri Secim Diigmeleri

Ayar1 yapilmak istenen TIG parametresini segmek igin kullanilir. {lgili TIG parametresinin ledi yan-
diktan sonra, parametre ayar digmesi ile parametre istenen degere ayarlanir.
Asagidaki TIG parametrelerini ayarlayabilirsiniz:

15 On Gaz Siiresi

16 Baslangi¢ Akimi

16 - 17| 17 Baslangic Rampa Siiresi

18 Ust Akim

19 Alt Akim

20 Bitis Rampa Siiresi

21 Bitis Akimi

22 Son Gaz Stiresi

23 Punta Kaynak Siiresi

13

W 3.2 TIG Egrisi

** Punta Kaynak Stiresi
[ — >,

1 Pulse 1

1 Frekans1 1
1

v

<&
<

>
Pulse

(Genisligi)

Baslangi¢ | Baslangic Alt

On Gaz Akim Rampa Akim

Son Gaz
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. 3.3 Menii Yapisi

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

I | M | N I ) I e |
On Gaz Siiresi 0-10 sn. 0-10 sn. 0-5sn. 18 v v v | Vv
Baslangig Akimi 5-250A 5-300A 30A 19 N v I v
Baslangic Rampa Siiresi 0.1-10 sn. 0.1-10 sn. 1sn. 20 v I v v | Vv

Ust Akim 5-250A 5-300A 85A 21 v v v v I v v | Vv

Alt Alim 5-250A 5-300A 40A 22 v NV v

Pulse Gevrim Orani %1 - %99 %1 - %99 % 50 23 N v v

Pulse Frekans: 0.1-2000 Hz 0.1-2000 Hz 75 Hz 24 v N N
Bitis Rampa Siiresi 0.1-10sn. 0.1-10sn. 1sn. 25 v IV v | Vv
Bitis Akimi 5-250A 5-300A 30A 26 v v v I v
Son Gaz Siiresi 0-20 sn. 0-20 sn. 0.1sn. 27 N4 NV

Punta Kaynak Siiresi 0-20 sn. 0-20 sn. 2sn. 28 v |V

Su Sogutma Siiresi 1-20 1-20 3 dak. N4 v I v v | v

M 3.3.1 TIG Kaynagi Yontemi

HF tutusturmali TIG modunda torg¢ta yiiksek bir tutusturma gerilimi bulunur. Cihaz ¢calisir
durumdayken, kaynak akimini ileten kaynak elektroduna veya parcalarina asla dokunmayin.

o Tiim parametre ayarlarini kapsayan 10 is programi makinenin hafizasinda tutulur ve kullanici tarafindan
ayarlanarak tekrarlanan isler icin kullanilabilir.

» Daha 6nce parametrelerini ayarladiginiz bir programi kullanmak ya da bir programdaki parametreleri
degistirmek icin program se¢im diigmesine basarak programi segin.

o Kaynak modu se¢im diigmesine basarak HF tutusturmali TIG kaynagini veya dokundurma bagslatmali TIG
kaynagini secin.

e 2-konumu / 4-konumu / Punta konumu se¢im diigmesini kullanarak bu modlardan ise uygun olani se¢in.

o Kaynak parametrelerini degistirmek icin TIG paramatereleri se¢cim diigmelerini kullanin.
Degerini degistirmek istediginiz parametrenin ledi yaninca parametre ayar diigmesini ¢evirerek parametreyi
ayarlayin.

e Sectiginiz program numarasi i¢in yaptiginiz son ayarlar otomatik olarak kaydedilecektir, kayit i¢in ayrica bir
islem yapmaniza gerek yoktur.

o Parametrelerini ayarladiginiz bir programi tekrar kullanmak ya da parametrelerini degistirmek i¢in program
secim diifmesine basarak programi secip aynen kullanabilir, ya da parametrelerini degistirebilirsiniz.

B 3.3.2 TIG Kaynagi Modlarinin Kullanimi

MEC=y ]

Tetige Basin Tetige Basili Tutun Tetigi Birakin

o Torg tetigine basip tutugunuzda, 6n gazin ardindan baslangi¢ akimi baslar ve rampa siiresince akim artarak
ust akim seviyesine ¢ikar ve tetik basil tutuldugu siirece iist akimda devam eder.

o Tetigi biraktiginizda akim bitis rampa siiresince azalir ve bitis akimi seviyesine inip kaynag bitirir. Ardindan
son gaz devreye girer.

KULLANIM KILAVUZU www.magmaweld.com



ID 250 -300 T DC PULSE / TW DC PULSE Kullamim Bilgileri 89

2-Konumu TIG Kaynagi

|
. MEBC= R, .. . .
g T PrG : On Gaz Stiresi
! I :Kaynak Akimi
PoG : Son Gaz Siiresi

Br6 | Pogl t

4-Konumu TIG Kaynagi

¢ Torg tetigine bastiginizda 6n gazin ardindan baslangi¢ akimi baslar ve tetigi biraktiginizda rampa siiresince
akim artarak iist akim seviyesine, yani kaynak akimina ¢ikar. Ust akimda tetige basip ¢ektikten sonra akim
rampa siiresince azalarak bitis akimina ulasir. Son gaz siiresinin ardindan islem sona erer.

o Alt akim genellikle kaynak esnasinda bir tamir veya hafif sogutma, kaynak bitimlerinde de krater doldurma
ve son kapatma amagh kulanilmaktadir. Kaynak bitiminde, torg tetiginde alt tusa basilirsa tamir akimina
geger, alt tuga tekrar basildiginda kaynak sonlanir. Ust tusa basildiginda ise kaynak ana akimi geger, tekrar iist
tusa basildiginda kaynak bitis peryodu baglar. Rampa hizina bagli olarak bitis akimina ulasilir. Bitis akiminin
amaci, kaynak bitis yerinin kontrollii sekilde sogutulmasini saglayarak, ¢atlama riskini ortadan kaldirmaktir.

' \

I ’ " PrG : On Gaz Siiresi
I :Kaynak Akimi
PoG : Son Gaz Siiresi

PrG 1 pog| t

Punta Konumu TIG Kaynagi

e Torg tetigine bastiginizda kaynak akimi ve gazi derhal baglar ve tetigi basili tuttugunuz siirece devam eder,
herhangi bir anda tetigi biraktiginizda kaynak sona erer.

PULSE’li DC TIG / DC TIG

¢ 3 TIG kaynak modundan birini PULSE modunda kullanmak i¢in DC TIG / PULSE li DC TIG se¢im diigmesi ile
PULSE li DC TIG modunu segtikten sonra TIG parametreleri se¢im diigmeleri ile frekans ayar ledini se¢in ve
PULSE frekansini ayarlayin. Kaynak islemi ayarlanan PULSE frekansinda iist akim ile alt akim arasinda
degiserek gerceklesecektir.

¢ Bu 3 TIG kaynak modundan birini DC modunda kullanmak i¢in DC TIG / PULSE li DC TIG se¢im diigmesi ile
DC modunu se¢meniz yeterlidir. Kaynak islemi iist akimda gerc¢eklesecektir.
Tungsten Elektrod  Tavsiye Edilen

Capi (mm) TIG Kaynak Akimi(A)

1.6 15-130
2.0 45-180
24 70 -240

M 3.3.3 Ortiilii Elektrod Kaynagi Yontemi

o Ortiilii elektrod kaynag ledi yanana dek, kaynak modu secim diigmesine basin.

¢ Elektrod tipi se¢im diigmesi ile kullanacaginiz elektrod tipini se¢in.

¢ Program numaralari ve kaynak parametreleri ortiilii elektrod modundayken aktif degildir. Bu modda sadece
kaynak akimi ledi aktif olur. Parametre ayar diigmesi ile kaynak akimini ayarlayn.
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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 Kodlari

ERR-T1

Termik Ariza

¢ Havadaki ytiksek sicaklik yada
ylksek amper degerlerinde uzun
siire kaynak yapilmasi sonucunda
makine agir1 1sinmig olabilir

¢ Fanin makineyi sogutmasi i¢in
makineyi bir stire ¢alisir durumda
birakin. Makine soguyup hata mesaji
gectiginde kaynaga devam
edebilirsiniz

E02

Gilig Modili
Hatasi

 Elektronik kart arizasi olabilir

Makineyi kapatip a¢in. Sorun devam
ediyorsa sebeke voltajini kontrol
edin. Sebeke voltaji normal oldugu
halde sorun devam ediyorsa yetkili
servis ile iletisime geginiz

E04

Sebeke Voltaji
Yiiksek

« Sebeke voltaji yiikselmis olabilir

Sebeke baglanti kablolarini ve
voltajini kontrol ediniz. Dogru voltaj
girisi saglandigindan emin olunuz.
Sebeke voltaji normal ise yetkili
servis ile iletisime ge¢iniz

E08

Sebeke Voltaji
Dusiik

¢ Sebeke voltaji diismiis olabilir

Sebeke baglanti kablolarini ve
voltajini kontrol ediniz. Dogru voltaj
girisi saglandigindan emin olunuz.
Sebeke voltaji normal ise yetkili
servis ile iletisime geginiz

www.magmaweld.com
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ID 250 -300 T DC PULSE / TW DC PULSE

M ExiER
. 5.1 Yedek Parga Listesi

[ S N U\ 4

15
16
17
18
19
20
21
22
23
24

15

ID250TDC ID250TWDC 1ID300TDC ID300TW DC
TANIM PULSE PULSE PULSE PULSE
Kaynak Prizi A377900106  A377900106  A377900106  A377900106
Elektronik Kart E202A-CN2 K405000202  K405000202  K405000202  K405000202
Elektronik Kart E202A-CN1 K405000201  K405000201  K405000201  K405000201
Quick Kaplin A245700006  A245700006  A245700006 A245700006
Quick Kaplin - Mavi - A245700002 - A245700002
Quick Kaplin - Kirmizi - A245700003 - A245700003
Su Deposu - A240000006 - A240000006
HF Trafosu A366700012  A366700012  A366700012  A366700012
Fan - A250001007 - A250001007
Elektronik Kart E202A-3 PFC K405000151  K405000151  K405000151  K405000151
Elektronik Kart E202A-7A K405000246 K405000246 K405000245 K405000245
Elektronik Kart E202A-7B K405000198 K405000198 K405000200 K405000200
Fan K250200018 K250200018  K250200018  K250200018
Role A312100014  A312100012 A312100014  A312100012
Gaz Ventili A253006019  A253006019  A253006019  A253006019
Pako Salter A308030004 A308030004 A308030004 A308030004
Radyator - A260000008 - A260000008
Su Deposu - A249000005 - A249000005
Elektronik Kart E202A-4B K405000196 K405000196 K405000196 K405000196
Elektronik Kart E202A-FLT5 K405000227  K405000227  K405000227  K405000227
Elektronik Kart E110A-3 K405000263  K405000263  K405000263  K405000263
Elektronik Kart E202A-11B K405000194  K405000194 K405000194  K405000194
Sok Bobin K304500115 K304500115 K304500115 K304500115
Elektronik Kart E202A-13 K405000195  K405000195 K405000195  K405000195
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. 5.2 Baglanti Semalari
Blok Diyagram
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@ magmaweld GARANTI BELGESI

MALIN

Modeli

Seri Numarasi

IMALATCI / iTHALATCI FIRMANIN

Unvam MAGMA MEKATRONIK MAKINE SANAYi VE TICARET A.S.
Adresi Organize Sanayi Bélgesi 5. Kisim MANISA

Telefonu / E - Postasi +90 236 226 27 00 / info@magmaweld.com

Unvam

Adresi

Telefonu / E-Postasi

Fatura Tarihi ve No.

ALICININ

Unvam

Adresi

Telefonu / E - Postasi

Teslim Alanin Adi Soyadi
KURULUMU YAPAN SERVISIiN

Unvam

Teknisyenin Ad1 Soyadi

Devreye Alma Tarihi
(Garanti Baglama Tarihi)

Garanti Sartlar1 icin www.magmaweld.com.tr/garanti-sartlari/wt web sitemizi
ziyaret ediniz.







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.
1D 250 T.DC PULSE 250Amp (%35) TIG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
ID 250 T DC PULSE 250Amp (%35) TIG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart|
EN IEC 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 - 01.09.2021 Ar-Ge Miidiirii / R&D Manager




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.
1D 300 T-DCPULSE 300Amp (%30) TIG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
ID 300 T DC PULSE 300Amp (%30) TIG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart|
EN IEC 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 - 06.10.2021 Ar-Ge Miidiirii / R&D Manager




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.
1D 250 TW-DC PULSE 250Amp (%35) TIG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
ID 250 TW DC PULSE 250Amp (%35) TIG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standart|
EN IEC 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 - 01.09.2021 Ar-Ge Miidiirii / R&D Manager




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.
ID 300 TW-DC PULSE 300Amp (%30) TIG Welding Machine

Profesyonel ve endiistriyel kullanima uygun
ID 300 TW DC PULSE 300Amp (%30) TIG Kaynak Makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standarti
EN IEC 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 of issue/ Yayin Tarihi Banis Ozgiir TUGGAN

Manisa - 06.10.2021 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
F: (236) 226 27 28
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(+90) 444 93 53

@ng mdweld magmaweld.com

info@magmaweld.com



