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@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

A\

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

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

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

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

Explanation Of Safety
Symbols

A\
®

4>
1Qi-

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

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

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

Comprehending Safety
Precautions

A\

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

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

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

« Use your machine in suitable working environments.

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

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

Electric Shocks
May Kill

:q

Fa

Make certain that the installation procedures comply with national electrical standards

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

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

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

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

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

Never touch parts that carry electricity.

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

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

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

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

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

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

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

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

Be careful when using a long mains cable.

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

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

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

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

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

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

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

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

« in damp locations or while wearing wet clothing,

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

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

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

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

« DC manual MMA welding machine,

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

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

or wires.
o Call for emergency services.

If you have first aid training;

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

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

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

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

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

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

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

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

Ty

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

4

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

Noise May Cause
Damage To Your
Hearing Ability

®

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

Welding Wires Can
Cause Injuries

A\

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

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

Welding Operations
May Cause Fire and
Explosion

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

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

National and international special rules apply in these areas.

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

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

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

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

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

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

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

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

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

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

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

A

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

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

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

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

safety measures are taken when changing their places.

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

bearing limits.

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

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

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

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

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

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

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

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

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

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

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

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

Falling Parts May
Cause Injuries

A

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

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

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

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

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

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

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

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

Excessive Use Of The
Machine Causes
Overheating

DA

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

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

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

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

belongs to the user.

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

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

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

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

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

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

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

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

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

f) Equipment used for measuring or calibration,

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

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

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

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

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

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

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

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

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

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

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

Electromagnetic Field
(EMF)

9

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

(EMF).

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

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

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

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

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

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

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

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

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

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

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

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

Protection

DY

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

Energy Efficiency

@f

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

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

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

Waste Procedure

)4

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

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

1.1 General Information

ID 65 PX and ID 65 P are high performance plasma cutting machines designed for cutting and gouging
applications. With its compact design, it is lightweight and portable. It offers excellent cutting and gouging
performance. In the ID 65 PX model, the gas pressure required during cutting is automatically adjusted
according to the cutting mode and the torch used. Whereas, in the ID 65 P model, the required gas pressure
must be adjusted manually.

1.2 Machine Components

Figure 1:ID 65 PX Front and Back View

1- Handle 7- Current / Gas Selection Button
2- Digital Display 8- Air Filter

3- Torch Connector 9- On / Off Switch

4- Grounding Connection (+) 10- Power Connection

5- Adjustment Pot 11- Fan

6- Cutting Mode Selection Button 12- Remote Control Connector
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12 Technical Information ID65PX /ID 65P

Figure 2 : ID 65 P Front and Back View

1- Handle 8- Gas Pressure Adjustment Pot
2- Manual Gas Pressure Display ~ 9- Air Filter

3- Torch Connector 10- On / Off Switch

4- Grounding Connection (+) 11- Power Connection

5- Digital Display 12- Fan

6- Cutting Mode Selection Button 13- Remote Control Connector
7- Adjustment Pot
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. 1.3 Product Label m

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE

ID 65 PX |sn: ID65P |sn:
=MA-(QHB= | Eneoora-1-10clLA =MACOHB= | ENeos7a-110cCLA

20A / 88V - 65A / 106V - 20A / 88V - 65A / 106V

—E: - X4 50% 60% 100% —E: - X4 50% 60% 100%
E U,=280V 1, 65A 59A 46A E U,=280V 1, 65A 59A 46A
U, 106V | 103.7V | 98.4V U, 106V | 103.7V | 98.4V
DD U,=400vV Lime= 17.8A L+~ 12.61A DD U,=400V Lime= 17.8A L+~ 12.61A
3~50-60Hz 3~50-60Hz
P21s |C€ Il ES[| 1p21s |C€ Al &K
& % (‘) E == Three Phase Transformer Rectifier X Duty Cycle
D Vertical Characteristic Uo Open Circuit Voltage
jmp—— Direct Current U1 Mains Voltage and Frequency
_E: Plasma Cutting Uz Rated Welding Voltage
DD Mains Input 3-Phase Alternating Current I Rated Mains Current
H| Hazardous Enranments Iz Rated Welding Carrent
S1 Rated Power
P21 Protection Class
Duty Cycle
Temps{ature (%)
4
Time (min.)

6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

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

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can cut without
interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the following 4 minutes
should be kept idle for the machine cool down (zone 2).
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m . 1.4 Technical Data

TECHNICAL DATA UNIT ID 65 PX ID65P
Mains Voltage (3-Phase 50-60 Hz) \% 400 400
Rated Power kVA 12,3 12,3
Current Range ADC 20 - 65 20 - 65
Rated Current ADC 65 65
Open Circuit Voltage VDC 270 270
Recommen&el(liri:glr;)g Thickness mm 22 (500 mm/sec.) 22 (500 mm/sec.)
Max‘muaﬁuntfgt‘agl;hmkness mm 28 (250 mm/sec.) 28 (250 mm/sec.)
Breakout Thickness
(All metals) mm 35 (125 mm/sec.) 35 (125 mm/sec.)
(3,5 mrf%ufgg mm G) kg 5 (1 Hour) 5 (1 Hour)
Dimensions (I x w x h) mm 628.1x219.3x453.7 628.1x219.3x453.7
Weight kg 26 26
Protection Class IP21S IP21S

The cutting speeds in the table are the results of Magmaweld’s laboratory tests. It may vary according to different

cutting applications and environmental conditions.

. 1.5 Accessories

STANDARD ACCESSORIES QTY PRODUCT CODE
Workpiece Clamp and Cable 1 7905102502
Torch (Manual) * 1 7142H10506
Torch (Mechanized) * 1 7142M10512

* Must be verified during order.
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% INSTALLATION
. 2.1 Delivery Control

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

The standard box includes the following;

e Cutting machine and connected mains cable e Warranty certificate

» Torch and consumables e User manual

* Workpiece clamp and cable

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

Cutting / 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 cutting / 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 Lifting rings or forklifts should be used to move the machine. Place the power supply on a hard, level, smooth
surface where it will not fall or tip over.

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

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

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

« Ifyou cut indoors, use a suitable fume extraction system. Use breathing apparatus if there is a risk of
inhaling cutting fumes and gas in confined spaces.

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

 The supply cable must comply with the specified fuse value.

o The power supply must be grounded in accordance with local and national electrical codes.

» Make sure the gas supply connections are made correctly. If the gas source is compressed in the cylinder, fix
the gas cylinder so that it does not tip over.
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. 2.3 Mains Plug Connection

Never use the mains cable of the machine without a plug for your safety.
Protect the equipment with slow blow fuse appropriate for the system and with an
emergency switch that will quickly shut off the incoming electricity in an emergency.

» Use the appropriate ground cable for your power supply. Push the chassis connector into the connector on the
power supply and snap it in, make sure the connection is tight.

» Electrical connection works should be carried out by a qualified electrician in accordance with local and
national regulations.

. 2.4 Connection to Mains

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

¢ Before connecting the machine to the mains, check the 3 phases with a voltmeter. After making sure that each
phase is correct, insert the plug into the socket.

 Start the machine by using the On/Off switch.

» The machine is ready to start after the MW symbol appears on the screen.

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

. 2.5 Connections for Plasma Cutting

A Be careful during the cutting process and wear appropriate protective clothing and gloves.

M 2.5.1 Gas Connections

o [f the gas source is in the workshop or gas cylinder, a gas regulator should be used and this regulator should be
able to supply gas to the air inlet on the machine.

o Ifa gas cylinder is used, secure the gas cylinder to prevent it from tipping over.

« In order to work safely and achieve the best results, use a regulator that complies with standards and make sure
the gas supply quality is up to the standards. Gas supply quality will affect cutting performance and
consumption quality.

o Protect the gas line from contaminants such as oil, dust, etc.

* Keep the gas cylinder valve open for a while to allow possible sediment and particles to be discharged.

o Connect the gas regulator to the gas cylinder, make sure that the screw thread on the gas outlet of the gas
cylinder and the nut of the regulator overlap.

o Connect one end of the tube hose to the gas regulator and the other end to the gas inlet at the back of the
machine and open the gas cylinder valve.

o Adjust the gas flow with the pressure regulating valve.

» Make sure there are no leaks in the connections.

o The air filter may be damaged if the upper limit of the inlet gas pressure is exceeded.

Gas Source Clean, dry, oil-free air or nitrogen

Cutting : 185 1/min at 5.5 bar.
Gouging : 208 1/min at 4.6 bar.

Recommended gas inlet flow rate / pressure

M 2.5.2 Grounding Pliers Connections

o Insert the plug of the ground clamp cable into the grounding socket on the machine and tighten it by turning it
to the right. Make sure the connection is made.

¢ To improve cutting quality, firmly attach the ground clamp to the work piece as close as possible to the area to
be cut.
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¢ Make sure there is good metal-to-metal contact. Never connect the ground clamp to the falling part of the metal. m

regulations to ensure personal safety, reduce electromagnetic interference, and create

2 The power supply must be grounded in accordance with national and local electrical
appropriate operating conditions.

M 2.5.3 Torch Connections

¢ Magmaweld brand plasma cutting torches should be used
according to the cutting method to be used with the power
source.

» A manual torch is used for manual cutting, and
a mechanized torch for mechanized cutting,

e For the torch connection, insert the torch connector into its
connector on the power supply and turn it to the right.
Make sure the connection is completed.

 Keep the power supply off while connecting the torch.
e See 5.1 for detailed information on torches. %

. 2.6 Placing Consumables

 The materials used for manual and mechanized plasma cutting torches are different from each other.
o First, the consumables of the torch must be prepared.

 Appropriate consumables should be selected according to the torch type and method used.

¢ Consumables must be installed in the specified order.

Swirl Ring

Electrode

Nozzle

Retaining Cap

Shield
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¢ The life of consumables depends on the material to be cut, cutting thickness, cutting length, cutting method,
appropriate distance to the material, air quality and blast frequency. If the frequency of blasting is high, the
consumable will wear out more quickly.

» When working with shielded consumables, the torch tip may touch the metal to be cut while cutting.
When working with unshielded consumables, a distance of 2-3 mm should be in between the part to be cutand the
torch.

« See 5.1 for detailed information on consumables.

Plasma arc forms immediately when the torch trigger is pressed.
Make sure the power supply is turned off when replacing plasma consumables.

B 2.7 Pilot Arc

lonized gas with high electrical conductivity is used in the plasma cutting process. The moment the plasma
torch is triggered, DC power is activated and a rapid flow of gas begins in the torch within a short time. This
DC power ionizes the gas in the torch and arc occurs. This arc which is narrowed and intensified by the torch,
is called pilot arc.

The pilot arc is forced out of the torch tip by high velocity gases. When it comes into contact with the metal
to be cut, the main current is formed and the cutting begins. The cutting process is continued by moving the
torch.

. 2.8 Remote Control

Remote control will only be activated when using a mechanized torch. There is a connector for remote
control at the back of the machine. When the necessary connection is made to the connector on the back
of the power supply, it provides access to the arc voltage and yields a signal for arc transfer and plasma
initiation. See 5.2 for detailed information on automation wiring diagram.

Voltage Divider Setting

The power supply has a five-position voltage divider.

Voltage information is changed with the help of the voltage divider. The voltage divider is set to 20:1 as
default. The table below shows the location of the DIP switches for voltage divider settings.

e e ey
12314 12314 12314 1234 1234
20:1 20.1:1 30:1 50:1

ﬂ : It shows that the switch is above.

There are 2 types of automation interfaces - digital and analog communication - used by the ID 65 PX plasma

cutting machine.

Whereas, ID 65 P plasma cutting machine has only analog communication automation interface.

1) Digital Communication

Additional socket and card are added to the machine. Digital communication is achieved over Modbus by using

them. In addition to analog communication;

¢ Machine’s current can be adjusted remotely.

« Cutting current and gas pressure can be adjusted remotely according to the materials to be cut.

¢ Machine modes can be changed remotely.

¢ All error codes on the machine can be delivered to the automation interface. Thus, either the table is stopped or the
operator is warned.

The connector pins for signals to be used along the machine interface cable are depicted in the figure below. The

table contains information about the signals. The following table should be observed when the power supply is to be

connected to the CNC table or torch height controller with the machine interface cable:
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. It has 24 VDC open-circuit voltage.
Start (Trigger) P5, P2 Requires dry contact closure to activate.
Normally open contact. When the plasma arc forms, the contact switches
Arc Approval P1P3 off. (Max. : 220 VDC 2A)
P10 (A)
Communication P11 (B) ModBus
P12 (GND)
. P7 (+) The machine adapts the output voltage to the control system.
Voltage Divider P8 (1) It gives 20:1, 21.1:1, 30:1, 40:1, 50:1 divided outputs.
Ground P6 F01." equipment safety, it is recommended to connect it to the grounding
point of your system.
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2) Analogue Communication
It works with dry contact structure. The automation unit sends a warning to the plasma machine to operate via the
dry contact and the plasma creates a pilot arc. After the plasma machine creates a pilot arc, it sends a warning to the
automation unit with the dry contact structure. When the machine starts the cutting process, it reports the plasma
arc voltage for the automation interface to adjust the height.
The connector pins for signals to be used along the machine interface cable are depicted in the figure below. The
table contains information about the signals. The following table should be observed when the power supply is to be
connected to the CNC table or torch height controller with the machine interface cable:

It has 24 VDC open-circuit voltage.

point of your system.

Start (Trigger) P5, P2 Requires dry contact closure to activate.
Arc Approval P1,P3 I(;Ig{rl\l;;l; og;g ‘c]%n(;cazcg.)When the plasma arc forms, the contact switches
I T e e
Ground P6 For equipment safety, it is recommended to connect it to the grounding

Installation of the machine interface cable and voltage divider board assembly should be
carried out by an authorized service.
When the cover on the interface connector on the back of the machine is not used, it should be
kept closed for keeping out dust and moisture.
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A OPERATION
. 3.1 User Interface

Digital Display
The adjusted welding current, pressure values, pressure graph and error codes can be
monitored visually on the digital screen.

Cutting Modes
..Ek..-' Grid Cut
"~

Itis used for cutting materials that consist of metal and gaps, such as grids. If this mode is not
used for cutting materials with gaps such as grids, material cutting starts when the pilot arc
starts, but the pilot arc ends at the first gap it comes across. When it arrives at the metal part
after the gap, it is necessary to press and release the trigger again and start the pilot arc in
order to continue cutting. Grid cutting mode was created to be used on grid type materials.
A pilot arc occurs as soon as you press the torch trigger in the grid cutting and the material
is cut. It cuts the pilot arc when the gap is reached, and activates the pilot arc when it arrives
to the material part again. This cycle continues until you release the trigger.

The cutting process ends as soon as you release the trigger.

_9: Normal Cutting
Kl

As soon as you press the trigger in normal cutting mode, a pilot arc occurs and the cutting
process begins. Even if you do not release the trigger when the work piece is finished, the
arc goes out and you can release the trigger. If you release the trigger in the middle of the
material, the arc will go out again. The pilot arc reappears when you press the trigger again
to continue the process.

_gi @ Torch Trigger Lock

Pilot arc occurs as soon as you press the trigger in this mode. You can take your hand off the
trigger and continue the cutting process once you have started the cutting process. As soon
as the work piece is finished (when the gap becomes visible), the pilot arc will go out and the
mode will be deactivated. The mode will be activated when you press the trigger again and
start cutting the work piece. This mode makes it easy to cut especially longer work pieces.
Cutting can be performed without keeping the finger on the trigger constantly.

www.magmaweld.com
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ﬁ-‘& Gouging

The gas flow rate will be adjusted automatically by the machine when the gouging method is
selected in automatic mode. The consumables of the torch should be changed in accordance
with the gouging method in this method. Pilot arc occurs as soon as you press the trigger.
The cutting is carried out along the work piece and the pilot arc goes out as soon as the
work piece is finished or when the gap becomes visible. You can then release your finger
from the trigger.

Adjustment Pot

(M/A: Manual / Automatic Mode)

The machine starts in automatic mode when it is turned on and no gas pressure graphic is
visible on the screen. The adjustment pot is only used for adjusting the current in the
automatic mode. By turning the pot left and right, the desired current value is adjusted
within certain tolerance ranges.

In automatic mode, the power supply adjusts the gas according to the torch type and
length. It automatically adjusts the optimum gas pressure. Adjustment of gas pressure by
the power supply provides both convenience and prevents users from making mistakes in
gas pressure settings.

Press the adjustment pot once to switch to manual mode and the gas pressure graph is
displayed on the screen. Current and gas pressure adjustments are made with the
adjustment pot in the manual mode.

Press the Current / Gas selection button and switch to the current or gas adjustment tab.
When you come to the Current tab, an arrow appears next to it. To adjust the current, turn
the adjustment pot to the right and left to the desired current value

within certain tolerances. If the arrows are in the middle of the gas pressure graph, it is set
to the optimum value suggested by the machine.

o CC
#A  |Bhe

o] 1. Bere

+ ILIPSI

When you press the Current / Gas selection button and switch to the gas adjustment tab,
an arrow will appear next to it. The power supply automatically adjusts the gas pressure.
However, the user adjusts it within a certain tolerance range. When the adjustment pot is
turned to the right, the gas pressure will increase and the gas pressure graph move to the
right. When the adjustment pot is turned to the left, the gas pressure will decrease and the
gas pressure graph will move to the left. The most optimum gas pressure setting according
to the adjusted flow is the value indicated in the middle of the graph.

A EF
M '-IBaa«-

+ II.IPSI
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1
a}(—
+

Gas Pressure Chart
It shows the gas pressure value graphically.

If the graph is empty, the optimum gas pressure set by the power supply is selected.

The middle of the graph shows the optimum gas pressure (4.8 BAR / 70 PSI).

The gas pressure will increase when you turn the pot to the right when adjusting the gas
pressure. The right area of the graph starts to fill up. The maximum gas pressure setting is
5.5 BAR (80 PSI).

4
- T +

The gas pressure will decrease when you turn the pot to the left when adjusting the gas
pressure. The left area of the graph starts to fill up. The minimum gas pressure setting is
4.4 BAR (64 PSI).

]

- T +

Current / Gas Selection Button
It provides switching to current and gas pressure values in manual mode. Adjustments are
made in these tabs with the adjustment pot.

Error Code
It displays the error icon and code.

E[E}E

Remote Connection
It indicates that the remote connection is active.

www.magmaweld.com
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Digital Display
The adjusted welding current, pressure values, pressure graph and error codes can be
monitored visually on the digital screen.

Cutting Modes
..Q;.: Grid Cut
"~

Itis used for cutting materials that consist of metal and gaps, such as grids. If this mode is not
used for cutting materials with gaps such as grids, material cutting starts when the pilot arc
starts, but the pilot arc ends at the first gap it comes across. When it arrives at the metal part
after the gap, it is necessary to press and release the trigger again and start the pilot arc in
order to continue cutting. Grid cutting mode was created to be used on grid type materials.
A pilot arc occurs as soon as you press the torch trigger in the grid cutting and the material
is cut. It cuts the pilot arc when the gap is reached, and activates the pilot arc when it arrives
to the material part again. This cycle continues until you release the trigger.

The cutting process ends as soon as you release the trigger.

_EE Normal Cutting
Kl

As soon as you press the trigger in normal cutting mode, a pilot arc occurs and the cutting
process begins. Even if you do not release the trigger when the work piece is finished, the
arc goes out and you can release the trigger. If you release the trigger in the middle of the
material, the arc will go out again. The pilot arc reappears when you press the trigger again
to continue the process.

_E: (@ Torch Trigger Lock

Pilot arc occurs as soon as you press the trigger in this mode. You can take your hand off the
trigger and continue the cutting process once you have started the cutting process. As soon
as the work piece is finished (when the gap becomes visible), the pilot arc will go out and the
mode will be deactivated. The mode will be activated when you press the trigger again and
start cutting the work piece. This mode makes it easy to cut especially longer work pieces.
Cutting can be performed without keeping the finger on the trigger constantly.
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Adjustment Pot v
A: Current Adjustment / l Gas Adjustment
To adjust the current, the adjustment pot is turned left or right to set the current value

to certain tolerance ranges.

-— =
:. —
Press the adjustment pot once to switch to gas adjustment. The machine switches to
free gas mode, the pressure display (7 shows about 4.2 bar. When you pull the

gas pressure adjustment pot on the air filter to the top and set it to the free position,
you can increase / decrease the pressure by turning it to the right / left.

Pressure Indicator
It shows the pressure inside the torch.

. 3.2 Torch Usage

Press the torch trigger by pushing the protective cap on the torch trigger forward when cutting process is to
be started. Plasma arc will occur as soon as you press the torch trigger. The torch tip must be pushed forward
slowly through the material to be cut in order to ensure smooth cutting. When the automation torch is
connected, the machine detects the automation torch and waits for a trigger from the automation interface. It
sends the necessary data to the automation interface. See 5.1 for detailed information on torches.

way of the cutting path.

2 The torch trigger is active when the power supply is on. Make sure that your hand is not in the

Do not hold the work piece in your hand or point the torch to yourself or anyone else.

www.magmaweld.com
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2] © 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.

o 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 Magmaweld or an authorized service designated by the Magmaweld.

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

¢ 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

-
r('.'_) Daily Maintenance

¢ The consumables on the torch should be checked regularly and replace if worn
or damaged. Make sure that these materials are original products for long-term
use and high performance.

U
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.

e Check your clamps and cables. Pay attention to the connections and the
durability of the parts.

 Replace damaged/defective parts with new ones.
Never make additions to/repair the cables.

» Ensure adequate space for ventilation.

(-}
D Every 6 Months

« Clean and tighten fasteners such as bolts and nuts. Check the workpiece clamp and
cables. Open the side covers of the machine and clean with low pressure dry air.
Do not apply compressed air to electronic components at close distance.

o Make sure the air filter is clean. If it is dirty, replace it with a new one.

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 plasma cutting machine when covers are open.
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. 4.2 Troubleshooting

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

Reason

¢ There is a problem with the
machine’s electrical connection

Make sure the machine is connected
to electricity

If the problem continues, contact the
authorized service

e Grid connections are incorrect

On / off switch not working properly
If the problem continues, contact the
authorized service

Machine is not operating

¢ The mains supply fuse is faulty or the
mains cable is damaged

Check mains supply fuses, mains
cable and plug

If the problem continues, contact the
authorized service

« On/off switch not working properly

Check the on / off switch
If the problem continues, contact the
authorized service

o Air pressure and flow may not be
suitable

Check the air pressure and air
quality. air pressure and make sure,
that the flow rate is appropriate, the
air is dry and clean.

If the problem continues, contact the
authorized service

« Mains voltage may not be appropriate

Make sure that the mains voltage to
the machine is appropriate.

e If the problem continues, contact the

authorized service

The machine is working
but it doesn’t cut

¢ The grounding pliers may not be
attached to the workpiece or machine

Make sure that the grounding pliers
are connected to the workpiece and
the machine. Clean the area where
the grounding pliers contact

the workpiece

Make sure the grounding pliers are
not damaged

If the problem continues, contact the
authorized service

¢ Torch and / or consumables may be
worn or damaged

Make sure the torch and / or
consumables are not worn or
damaged, replace if necessary.

If the problem continues, contact the
authorized service

o Arc does not transfer to workpiece

Make sure the workpiece
surface is unpainted and clean

¢ Make sure the torch is at the proper

distance from the workpiece
If the problem continues, contact the
authorized service

www.magmaweld.com
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Reason

o Air pressure and flow may not be
suitable, air filter elements may be

dirty

Check the air pressure and air
quality. Make sure that the air
pressure and flow rate are
appropriate, the air is dry and clean
If the problem continues, contact the
authorized service

e Torch and/or consumables may be
worn or damaged

Make sure the torch and / or
consumables are not worn or
damaged, replace if necessary

If the problem continues, contact the
authorized service

e Torch and/or consumables may not
be correctly selected or installed

Make sure torch and / or
consumables are used and installed
correctly

If the problem continues, contact the
authorized service

The machine is working
butit doesn’t cut well

¢ The cut mode may be incorrectly
selected

Make sure the cut mode is correct
If the problem continues, contact the
authorized service

o The amperage value current used
may be incorrectly selected

Current value should be selected
suitable for the material to be cut
(material thickness and type)

If the problem continues, contact the
authorized service

o The cutting speed and thickness
suitable for the performance of the
machine may have been exceeded

Make sure the cutting speed and
cutting thickness are appropriate

If the problem continues, contact the
authorized service

¢ The height or angle of the torch to the
workpiece may be incorrect

Make sure the height and angle of the
torch to the workpiece are correct

If the problem continues, contact the
authorized service

o The cutting direction may be incorrect

Make sure that the cutting direction
is correct

If the problem continues, contact the
authorized service
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. 4.3 Error Codes

The listbelow contains all the error codes of the welding machines. Consider the error codes related with your machine.

srorcoae J| oo ]

« The uptime of your machine may have
been exceeded

¢ Allow the machine to cool down by
waiting for a while. If the fault
disappears, try to use the machine at
lower amperage values

If the problem continues, contact the
authorized service

Thermal

EO1 Protection

¢ Fan may not be working

Check visually whether the fan is
working or not

If the problem continues, contact the
authorized service

(Primary)

e The front of the air inlet-outlet ducts
may be blocked

Open the front of the air ducts
If the problem continues, contact the
authorized service

¢ The machine working environment
may be too hot

Make sure that the working
environment of the machine is not
excessively hot or stuffy

If the problem continues, contact the
authorized service

Mains Voltage

E02 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

Mains Voltage

£03 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

Current / Voltage

E04 Reading Error

¢ There may be a hardware error

Contact the authorized service

Temperature Sensor

E05 Reading Error

* There may be a hardware error

Contact the authorized service

Water Cooling

E06 Unit Error

¢ There may be an error in the water
cooling unit

Check water cooling unit connector
and torch inlets/outlets

Make sure there is water circulation
If the problem continues, contact the
authorized service

E07
E08
E09

System Error

* There may be a hardware error

Contact the authorized service

Torch Connection

E10 Error

o The torch or torch connections
may be faulty

e Check torch and torch connections
« If the problem continues, contact the
authorized service

E11
E12

System Error

» There may be a hardware error

Contact the authorized service

E13 Wire Feeder Error

o There may be an error in wire feeding

Check wire basket, reel / reel press
and torch connections

If the problem continues, contact the
authorized service

www.magmaweld.com
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o

E14

Error Cause

System Error

¢ There may be a hardware error

¢ Contact the authorized service

E15

Remote Control
Communication
Error

e There may be an error in the remote
control connections

¢ Check remote control connections
If the problem continues, contact the

authorized service

E16
E17
E18

System Error

« There may be a hardware error

Contact the authorized service

E19

Thermal
Protection
(Secondary)

e The uptime of your machine may have
been exceeded

Allow the machine to cool down by
waiting for a while. If the fault
disappears, try to use the machine at
lower amperage values

If the problem continues, contact the
authorized service

« Fan may not be working

Visually check if the fan is working
If the problem continues, contact the
authorized service

o The front of the air inlet - outlet ducts
may be blocked

Unblock the front of the air ducts
o If the problem continues, contact the
authorized service

¢ The machine working environment
may be too hot or stuffy

Make sure that the working
environment of the machine is not
excessively hot or stuffy

If the problem continues, contact the
authorized service

E20
E21
E22
E23

System Error

¢ There may be a hardware error

Contact the authorized service

E26

Inlet Pressure
Low

e Inlet pressure may be low

Check your air / gas connections,
make sure that the inlet pressure

is appropriate. If the inlet pressure is
normal, contact the authorized
service

E27

Torch Shield Not
Installed

o Torch shield may not be installed or

properly fitted

Make sure that the torch shield is
correctly fitted to the machine

If the problem continues, contact the
authorized service

E28

System Error

¢ There may be a hardware error

Contact the authorized service

E29

DC Busbar
Voltage Low

« Mains voltage may have decreased

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

E30

DC Busbar
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

E31

System Error

¢ There may be a hardware error

Contact the authorized service
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Annex 31

M Annex

. 5.1 Plasma Cutting Automation Connection Diagram

Front View
PIN NO CABLE CONNECTION NAME ACIKLAMA
1 Yellow Normally open contact.
Arc Approval When the plasma arc forms, the contact switches off.
3 Brown (Max.: 220 VDC 2A)
2 Green L
Start (Trigger) It has. 24 VDC open-circuit voltage. )
5 White Requires dry contact closure to activate.
6 Shield Ground For equlpmenlt safet.y, it is recommended to connect it
to the grounding point of your system.
7 Red Vo (+) The machine adapts the output voltage to the control
system. It gives 20:1, 21.1:1, 30:1, 40:1, 50:1 divided
8 Black Vo (-) outputs.
10 Grey ModBus A
. ModBUS-RTU / 19200bps / 8N1
1 Pink ModBus B (This feature is only available for the PCA model.)
12 Blue ModBus GND
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m . 5.2 Manual Torch Consumables and Spare Parts

Precision Cutting Normal Cutting Gouging
NO DEFINITION MATERIAL CODE
1 Torch Handle Y542000019
2 Torch Head Y542000016
3 0-Ring Y542000018
4 Swirl Ring 7042220947
5 Electrode 7042E00001
6 Nozzle 7042220930
7 Retaining Cap 7042220854
8 Shield 7042220955
9 Shield 7042220931
10 Swirl Ring (Standard) 7042220857
10 Swirl Ring (MAX Life) 704222085M
11 Nozzle 7042220819
12 Shield 7042220818
13 Nozzle 70422208NG
14 Shield 70422209SG
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. 5.3 Mechanized Torch Consumables and Spare Part

D v KRN

NO DEFINITION MATERIAL CODE
1 0-Ring Y542000018
2 Torch Head Y542000017
3 Torch Positioner Y542000020
4 Swirl Ring (Standard) 7042220857
4 Swirl Ring (MAX Life) 704222085M
5 Electrode 7042E00001
6 Nozzle 7042220930
7 Retaining Cap 7042220854
8 Shield 7042220948
9 Nozzle 7042220819
10 Shield 7042220817
11 Nozzle 7042220953
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. 5.4 Plasma Cutting Machine Spare Parts List
ID 65 PX

THLIIISIITIIIIS

V77777777
Ve
V7777777777777 Y
V7777777777777 A

V777777777777

I
V777 5
© LI ©

N DEFINITION ID 65 PX
1 Membrane Label K109900170
2 Potency Button A229500001
3 Plasma Torch Connector K309000033
4 Welding Socket A377900103
5 Electronic Card E230A-1 V2.3 K405000330
6 Filter A256001242
7 Pacco Switch A308000017
8 Fan A250001141
9 Electrolytic Capacitor A420200016
10 Power Transformer A366000034
11 Choke Coil A421050007
12 Electronic Card E230A-4 V1.0 K405000327
13 Valve A253003050
14 Electronic Card E230A-2 V1.3 K405000329
15 Pressure Switch A253001150
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Annex 35

ID 65 P

NO DEFINITION ID65P
1 Manometer A827000017
2 Membrane Label K109900171
3 Potency Button A229500001
4 Plasma Torch Connector K309000033
5 Welding Socket A377900103
6 Electronic Card E230A-1 V2.3 K405000330
7 Filter A256001240
8 Pacco Switch A308000017
9 Fan A250001141
10 Electrolytic Capacitor A420200016
11 Power Transformer A366000034
12 Choke Coil A421050007
13 Electronic Card E230A-4 V1.0 K405000327
14 Valve A253001151
15 Electronic Card E230A-1 V1.1 K405000328
16 Pressure Switch A253001150
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m . 5.5 Connection Diagrams

Block Diagram
ID 65 PX
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ID 65 P
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m Circuit Diagrams
ID 65 PX
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ID 65PX /ID 65 P

COAEPKAHME

1.1
1.2
1.3
1.4
1.5

2.1
2.2
2.3
2.4
2.5
2.5.1
2.5.2
2.5.3
2.6
2.7
2.8

3.1
3.2

4.1
4.2
4.3

5.1
5.2
5.3
5.4
5.5

[TPABUJIA TEXHWKHU BE30ITACHOCTH
TEXHUYECKAS UH®OPMALIUA

O611ee onvcaHue

KomnuiekTyole cBapoyHOro annapara

JTUKeTKa NPOAYKTa

TexHUYECKHE XapaKTePUCTHUKU

[IprHaAIeKHOCTH

UHO®OPMAIIMSA 110 YCTAHOBKE M HACTPOMKE
KoHTposib ocTaBKU

PexoMeHzaL M| 10 YCTAaHOBKE U 3KCILJIyaTalluK
[TopcoearHeHNE 3IEKTPUYECKON PO3ETKH

[loax/I04eHNE K CETH

CoeaHeHM /11 IJIa3MEeHHOU pe3Ku

['a3oBbIe coefMHEHNUSA

[loacoearHeHNE KJIeMM 3a3eMJIEHUS

CoeiMHEHUS TOPEJIKU

YcTaHOBKA PacXo/JHBIX MaTePHAJIOB

[unoTtHas ayra

JlucTaHMOHHOE ynpaBJeHue

HUH®OPMALUA 110 3KCIIJIYATALLIUN
HuTepdeiic nonb3oBaTes

HcnoJsib30BaHue ropesiku

TEXOBCJY>KUBAHUE U YCTPAHEHUE HEUCITPABHOCTEM
Texo6cy)KUBaHUE

YcTpaHeHHe HEeHCIIPaBHOCTeH

Kopp! HencnipaBHoCTe

NMPUJIOXKEHUA

CxeMa coeIMHEHUs aBTOMAaTHKH MJIa3MeHHOH pe3KU
PacxozHble MaTepHaslbl ¥ 3aMacHble YaCTH PYYHOU TOpesKH
PacxoziHble MaTepHaslbl ¥ 3aMaCHble YaCTH MEXaHU3UPOBAaHHOMN FOPeJIKU
CnyCcoK 3amacHbIX YacTel anmnapara n1a3MeHHOH pe3ku

CxeMbI TOAKJIFOYEeHUA
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IIpaBu/a TeXHUKM Ge3omacHocTH 41

@ ITPABHJIA TEXHUKH BE3OITACHOCTH

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

OnucaHue ceedeHuli no
mexHuKe 6e3onacHocmu

A\

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

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

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

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

OnucaHue 3HAK08 no
mexHuke 6e3onacHocmu

A\
@

4>
-be

BHUMAHUE

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

BAXKHO

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

OINNACHOCTBb

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

ITonHumaHue
npedynpesicdeHull
no mexHuke 6ezonacHocmu

A\

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

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

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

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

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

TopasceHue 31eKkmpomokom
_ModHcem npueecmu K
/1emaabHoOMy Ucxody

:q

-

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAAbHbIM

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

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

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

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

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

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

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

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

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

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

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

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

BynbTe 0CTOPOXHBI TPH UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, YTO BCe COeJUHEHUS] YUCThIE U CyXUe.

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

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

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

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

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

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

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

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

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

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

JIJ1s1 TUX YCJIOBUH UCIIO/IB3YHTE Clefiytoliee 060pyoBaHue:

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

Py4Ho¥i cBapouHbIi annapaT MMA nocTOSSHHOTO TOKa,

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

IIpoyedypul npu
nopasceHuu
/1€KmpuyecKumM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

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

OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEAYIIMMH YacTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIy>KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 epBOoii MOMOILH;

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

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

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

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubimxaliTech K ABWXYIMMCA 06beKTaM.

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

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

HaHecmu eped
eauiemy 300p0o8bio

SR /
Qﬁ%‘jiﬂ

meyeHue 01umeabH020 epemeHu.

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

[IpeaycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUMHA.

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

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

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

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

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

H3nyuenue
ceapoy4Holi dyau
Modicem HaHecmu
eped sawum 21a3am

Ry

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

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

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

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

MOBPEX/EHHUIO BaIllero 060py/[0BaHHsL.

Hckpolu
pas6pul3zusawujuecs
yacmuys!

Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

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

Topsiuue demaau
Mo2ym npusecmu K
MAHCENABIM 024C02aAM

¢ =

He npukacaiTech K TOPsIYUM JIeTaJIsIM FOJIBIMUA PyKaMH.

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

IoevrwenHb1il
Yposens lllyma
Mooscem Hanecmu
Bped Cayxy

5

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

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

‘W

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

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

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

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

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

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

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

BuinosiHeHue mexHu4ecko20

o6cayscusaHus

3

AU ycmp licme
HeKomMnemeHmMHbsIMU
Auyamu Moxcem
npusecmu K me/ieCHbIM

noepesicoeHuAM

A

(24

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

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

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

Ceapka / Pe3ka Ha

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

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

Modcem npueecmu K
Hec4acmHbvIM CAyHaam

A B

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

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

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

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

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

Madenue uacmeii

06opydosaHus Modcem
npusecmu K me/iecCHbIM

nospescoeHuAM

A\

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

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

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

YpesamepHas

JKkcnayamayus
Q

K nepezpesy
o6opydoeaHus

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

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

« He 3aKkpbiBaiiTe BEHTUISLHOHHbBIE OTBEPCTHUS 060PY0BAHHUSI.

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

/Jly2oeas ceapka

Modlicem 8bl3eambsb
I/1IEKMpOMaAZHUMHbIEe

nomexu

DA

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

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

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

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

cJly4yae 10J1b30BaTeslb HECET OTBETCTBEHHOCTD 3a IPOBeJleHre TaKUX pa60T.

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

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

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

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

yuacmka

ComtacHo nyHKTY 5.2 cranaapTta IEC 60974-9,

[lepes; yCTAaHOBKOH CBapO4YHOrO M peXyIlero 060pyJOBaHUs YIOJHOMOYEHHOE JIMLO

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

BO3MOXHBIX 3JIeKTPOMarHUTHBIX [IOMeX Ha NpHJlerarmieil Tepputopruu. Heo6xoanmo o6paTuTh

BHUMaHHe Ha CJIeJjyIol{ie BOIIPOCHI:

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

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

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

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

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

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

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

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

B JonosHeHHe K OLieHKe y4acTKa TaKKe MOXET IO0TpeGOBaThbCs OLEHKA MECT YCTaHOBKU

YCTPOMCTB € Lesbl0 YCTPaHEHHs HapylIalolero COBMECTHMOCTb Bo3jeilcTBus. Ilpu

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

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

Memodwi cHudtceHus1
nomex

DA

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

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

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

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

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

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

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

CBapKH / pe3KH.
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Jlyzo0eas ceapka
Modicem co3dasamsv

/1eKmpoMazHumHoe
nose (IMF)

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

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

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

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

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

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

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

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

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

3awyjuma

Ol

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

me

@f

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

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

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

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

IIpoyedypa ymuauzayuu
omxodos

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

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

1.1 O6uwee onucaHue

ID 65 PX u ID 65 P - BLICOKOIPOU3BOAUTE/IbHBIE AllIapaThl [JIs IJIa3MEHHOH pe3KH, peJHa3HaYeHHbIH
JUI pe3KU U CTPOXKKH. KoMnaKTHBIN [U3aiH, Jlerkass U MOpTAaTUBHAsA KOHCTPyKuus. O6ecrnedynBaeT
OTJINYHbIE XapaKTEPUCTHUKH pPe3KH U CTPOXKKU. B Mozesnu ID 65 PX Bo BpeMs pe3kd HeoGXoAMMOE
JlaBJleHHe rasa aBTOMAaTHU4YeCKH DPeryJMpyeTcs B 3aBUCHMOCTH OT pPeXHMa pe3KH U HCH0JIb3yeMOM
ropeJsiku. B Mmozenu ID 65 P Heo6xojuMast peryJiMpoBKa JaBJieHHs ra3a IPpOU3BOAUTCS BPYYHYIO.

1.2 Komnaekmyrouwjue ceapo4Ho20 annapama

Pucynok 1: ID 65 PX - Buj cnepeau u c3agu

1- Pyuka aJ1s1 mepeHoca 7- KHonka BbIGOpa CUJIbI TOKa/Ta3a

2- lludppoBoit skpaH 8- Bo3yuiHbli GuabTp

3- KoHHeKTOp ropesiku 9- [lepekJto4aTesb BKJI./BBIKJI.

4- [lofcoeauHeHue KaeMMbl 3a3eMiieHus (+) 10- CoerHeHHe CHIOBOTO KabeJsi

5- Pyuka perysnstopa 11- Bentunarop

6- KHonka BbI6opa pexxuMa pe3ku 12- KOHHEKTOP AUCTAaHLMOHHOI'0 yIIpaBJIeHUs
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PucyHok 2 : ID 65 P - Buj cnepeau u c3aau

1- Pyyka a1 nepeHoca 8- Pyuka perysaTopa fiaBjieHus rasa

2- UHAMKaTOp AaBJIeHUs ra3a pyqyHOU peryJimpoBku 9- Bo3ayuiHeii GunbTp

3- KoHHeKTOp ropesiku 10- IlepexroyaTesb BKJI./BBIKJI.

4- IloacoeMHEHME KJIeMMbl 3a3eMJieHuUs (+) 11- CoeariHeHHE CUJI0BOTO KabeJst

5- lludpposoii akpaH 12- BenTuasarop

6- KHonka BbI6opa pexxuMa pe3ku 13- KoHHEeKTOp AUCTAHLMOHHOTO yIIpaBJeHUs

7- Pyuka perynsaropa
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. 1.3 3mukemka npodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE

ID 65 PX |sn: ID65P |sn:
=MA-(QHB= | Eneoora-1-10clLA =MACOHB= | ENeos7a-110cCLA

20A / 88V - 65A / 106V
X“9| 50% 60% 100%
1, 65A 59A 46A
U, 106V | 103.7V | 98.4V

7 20A / 88V - 65A / 106V 7
== X1 50% 60% 100% -

1 65A | 59A | 46A
|E| U,=280V |—- |E|

U, 106V | 103.7V | 98.4V

U,=280V

D> |u=a00v| 1,_=17.8a 1= 12.61A D> |u=a00v| 1,_=17.8a 1= 12.61A
3~50-60Hz 3~50-60Hz

p21s |C€ [l &5 P21s [CE€ H[  E
'lla‘pble;glasgzglgpam&bopmamp B X Pa6ounii nukI

D BepTurkasbHas xapaKTepHCTHKA Uo HanpsbkeHne paGoThbI 6e3 Harpy3Kku
jump—— [ocTrosiHHbIN Tok U1 HanpskeHue v yacToTa ceTi
Q? HoMuHanbHOe HanpshkeHHe
- [InasmeHHas peska Uz CBAPOYHOIO TOKA
DD CereBoii Bxoz-3-Pasnblit I HomuHanbHOe noTpebJieHue
[epemennbiit Tok TOKa CEeTH
[purogen [list Pa6otel B o .
E OnacHbIx Yo IoBHsIX I2 HoMuHa/IbHBIN CBapOYHBIN TOK
S1 I[ToTpe6JisieMast MOLIHOCTb CETH
P21 KJIacC 3alUThI

PaGoyuii (UK
Temmneparypa (°C)
A

Bpewmsi (MUH.)

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

CoryacHo cranzapty EN 60974-1, npofo/DKUTENBHOCTh paboyero IUKJIa BKIOYAET nepuoj BpeMeHH 10
MUHYT. HanpuMmep, eciu MallnHa, ykasaHHas kak 250A npu% 60, fomkHa paboTaTh npu 250A, MalyMHa
MOXXET BBIIIOJIHATD CBAPKY / pe3Ky 6e3 nepephiBa B epBble 6 MUHYT U3 10-MUHYTHOTO eproza (3oHa 1).
TeM He MeHee, cie/iytole 4 MUHYTBI CJIe/lyeT OCTaBUTh 6€3 Harpy3KH /I OXJIaXK,eHHsI MalluHbI (30Ha 2).

USER MANUAL | PYKOBO/CTBO IO 3KCIIJIYATAIMH | KULLANIM KILAVUZU www.magmaweld.com




ID65PX/ID 65P TexHnyeckasg uHopmanusa 51

. 1.4 TexHuuecKkue xapaKkmepucmuku

TEXHUYECKUE XAPAKTEPUCTUKHU Exn. usm. ID 65 PX ID 65 P
CeTteBoe HanpsikeHue (3 pasa - 50-60 I'u) B 400 400
CuJia ToKa ceTH KBA 12,3 12,3
Texymuii Aruanazon A noct.Toka 20-65 20-65
HoMmuHanbHbIN TOK A nocr.Toka 65 65
HanpsxeHue OTKpBITOr0 KOHTYpa CBapku B noct.Toka 270 270

PexomeHyeMas ToJILMHA PE3KU
(Bce meTasbl)

MakcuMasibHasi TOJILIMHA pe3a M 28 (250 MM / cex) 28 (250 MM / cex)
(Bce MeTasbl)

MM 22 (500 MM / cek) 22 (500 MM / cek)

TonmuHa mpopbIBa

(Bce meTanb) MM 35 (125 MM / cek) 35 (125 MM / cek)
Ctpoxka
(3,5 MM D X 6,6 MM G) KT 5 (3a 1 4ac) 5 (3a 1 4ac)
Pasmepsi (JxI1IxB) MM 628.1x219.3x453.7 628.1x219.3x453.7
Bec KT 26 26
Kuacc 3amuthl 1P21S 1P21S

Ckopocmu pe3aHusi 8 mabauye A6/45810Mcs1 pe3yabmamamu 1a60pamopHsIx ucneimanull Magmaweld. OH
MOJicem 8apbUposambCsl 8 3a8UCUMOCMU 0M YcA08Ull pe3Ku U yca08ull okpyscaroujell cpedbl.

. 1.5 IIpunadaesxcHocmu

CTAHAAPTHBIE AKCECCYAPbDI KO0JI-BO Ko MPOAYKTA

3a)kKUM [1J1s1 3arOTOBKHU M KabeJsib 1 7905102502
daxen (pyyHoi) * 1 7142H10506

dakes (MexaHU3UPOBAHHBIN) * 1 7142M10512

* Heo6X0AMMO YTOYHATb NPU 0POpMJIEHUH 3aKa3a.
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‘X HH®OPMALUA 11O YCTAHOBKE U HACTPOMKE
. 2.1 Konmposbs docmasku

Y6enuTech, 4YTO BMeCTe CO CBAPOYHBIM allllapaToM JOCTaBJIeHbl BCe 3aKa3aHHble MaTepuaibl. B ciydae
OTCYTCTBHS WM MOBPEX/EHHs] KaKOro-JIMbo MaTteprasa, HeMe/JIEHHO CBSDKUTECh C KOMIIaHHEH, ¥ KOTOPO#
ObUI IPHOGPETEH CBAPOYHBIH anmapar.

CTaHzapTHast KOMIUIEKTALMs CBAPOYHOr0 alapaTa COAEPIKHUT CIe/yIolee:

* [J1aBHBIH KOPITyC CBAPOYHOTO alapara 1 ceTeBOH Kabesib, IOAK/II0UeHHBIN K anmapary

e [apaHTUIHBIN TAJIOH e [opeJika 1 pacxo/jHble MaTepUaJibl

* PyKOBOZCTBO IO 3KCIIyaTaluu * KiieMMa 1 kabeJib 3a3eMJIeHUS

B ciydae ecnd Bo BpeMsi MOJIydeHHMsl anmapaTa GyAyT BbISIBJ€HbI MOBPEXAEHHs], COCTaBbTe IPOTOKOJI
u chororpadpupyiite nospexaeHus. [Ipunoxure npoTokos U ¢ororpaduu K (POTOKONUH HAKIALHOH M
M3BECTUTE TPAHCIOPTHYI0 KOMMAHUI0. B ciydae oTCyTCTBUs OTBeTa Ha Ballle 06palljeHHe B TPAHCIOPTHYIO
KOMIIaHH10, 06PAaTUTECh B CIIYKOY MOJAEPKKU KJIEHTOB.

. Cumeobl, YKa3aHHble Haycmpoiicmee, U ux 3Ha4yeHus:

[lpouecc pesku / CBapKM NpeJCTAB/ISE€T ONACHOCTb /IS 4eJOBeKa M OKPYXAIOIIUX IPeJMETOB.
BbinosiHeHne CBApKH [OJDKHO OCYLIECTBJATBCA B COOTBETCTBYIOI[HMX YC/JIOBHUAX C IPHUHATHEM
j\ Heo6X0MMBIX Mep Ge30macHOCTH. OTBETCTBEHHOCTb 3a COXPAHHOCTb M HCIPAaBHOCTb CBAPOYHOTO
anmnapara, obecreyeHre HeoOXO/MMOro OCHAILleHHUs BO3J/IaraeTcsl Ha CreluaaucToB. [lpeaynpeanTe
HaxXoX/ieHe OCTOPOHHUX JIK/iel B6JIM3U CBAPOYHOI0 annapara.
JlaHHBIN cBapoYyHbIX annapat He cooTBeTcTByeT cTangapty IEC 61000-3-12. B ciyvae ecsiu cBapouHbIit
5] alliapaT 6y;;eT TNOAKJIIOYEH K CETH HU3KOIO HalpKeHUd, UCIOJIb3yeMOro AJifd BJIGKTpOCHaG)KeHI/IH
& YKUJIBIX TIOMeIleHNH, MoJIb30BaTesIb HeCeT TOJIHYI0 OTBETCTBEHHOCTh 3a OGecriedeHHe BbINOJHEHHUS
paboT MOAKJIIOYEHUS] IEKTPUYECKHUX COeJAMHEHHMH CBAapOYHOrO ammapara 3J1eKTPOTEXHHUKOM WJIM
T0JIb30BAaTEJIEM alMapaTa, UMEIILIUM 3HAaHUA W HABBIKM 110 BOIIPOCAM IMOAKJ/IIOYEHHA CBAPOYHOIO
anmapara.
ByabTe BHUMaTeJbHBI M CTPOro COGJIOJAMTe BCe CHMBOJIBI M INpeAyNpexJeHus 6e30NMacHOCTH,
yCTaHOBJIEHHbIE Ha CBAPOYHOM allapaTe U yKa3aHHbIe B PYKOBO/ICTBe 110 SKCIUTyaTaliH. 3anpenaeTcs
YAQJISITh STUKETKH, YCTAaHOBJIEHHbIE HA CBAPOYHOM aImapare.
PelteTky npe/iHasHa4€eHb! JJIs1 0GecredyeHHst BeHTHIIALMHM BHYTPEHHMX YacTel CBAPOYHOTrO arnmnapara.
C uesblo obecreyeH st XOPOLIEro OXJIAK/EHUs], 3alpeLaeTcsl 3aKPbIBATh JJOCTYI K OTKPBITBIM YacCTAM
anmapara 1 pasMellaTb HHOPOAHBIE TPeIMeTh] BHYTPb KOPITyca yCTPOHCTBA.

. 2.2 PekomeHdayuu no ycmaHo8Ke U 3Kkcnjayamayuu

« [logbeM 1 epeMellieHHe CBAPOYHOT0 annapaTa A0J/DKHbI BBIIIOIHATBCS yTeM KpeIJIeHUs] CTPOIIHII 32
NO/'beMHbIe POYLIMHBI MJIK BUIOYHBIM NOrpy34iKoM. [loMecTHTe 6JIOK MUTaHKA HA TBEP/YIO, POBHYIO
MOBEPXHOCTb €3 YKJIOHA, TpeJiyNpexaas NafieH|e U OIPOKH/bIBaHHE.

Jlnst oGecrieyeHNs XOPOIIMX pab04YHX XapaKTEPUCTHK obecrieybTe pa3MelleHHe CBapOYHOTO annapara He
MeHee 4yeM Ha 30 CM OT OKpy»KaloLUX IpeAMeToB. [IpeynpexaaiTe ype3aMepHbIi HarpeB, 3alblIeHHE U
YBJIQXKHEHMeE Cpe/ibl, B KOTOPOU BBIMOJHAETCS IKCIUTyaTallMs CBapOYHOro anmnapara. He BeimosiHaAiTe
JKCILIyaTallMio CBAPOYHOTro anmnapara InoJ NpsiMbIMU COJTHEYHBIMU Jiy4aMu. [Ipu pa6oTe B cpejie ¢
TeMIlepaTypoi Bo3ayxa Brilie 40°C, BLINOJHANTE paboThl Ha CBAPOYHOM amlmapare pu 60Jiee HU3KOM
CBApOYHOM TOKE WUJIM NMPU 60J1e€ HU3KOM YPOBHE NPO/I0JKUTENBHOCTH BKIIOUEHHUS.

Us6eraiiTe BbINOIHEHNS IJIa3MEHHOMN Pe3KH BHe MIOMeIlleHU TPU BETpPe WM MoA foxeM. Eciu
HEeoGX0/AMMO BbINOJIHEHHE TIJIa3MEHHOW Pe3KH IPU TaKHX MIOTO/HBIX YCIOBHUSX, 06ecredbTe 3alUTy
NJIa3MeHHOH Pe3KHU U amnmnapara [1a3MeHHOH pe3Ky 3aBecod WK TEHTOM.

[Ipy pa3MelieHUH CBAPOYHOTO annapara y6einTech, YTO TaKHe MaTepHasbl, KaK CTEHb, LITOPbI, AaHEH He
NPEeNATCTBYIOT JIETKOMY JIOCTYIIy K OpraHaM ynpaBJieH!s ¥ COeINHEeHUAM CBapOYHOTro annapara.

Ecv n1a3MeHHasi pe3Ka BbINOJIHSIETCS BHYTPY OMeLleHHs], 06eCreybTe JOCTATOYHYH0 CUCTEMY BbITSKKH
JipIMa. B mporiecce nyiaamMeHHOM pe3sky 06pa3yroTcs BpeAHbIe /IS 3[0POBbs YaCTHILbI ITBLIH, ABIM U

rasbl. [Ipy BbINOJIHEHUHM CBAPKU B 3aKPBIThIX IOMEIEHUSIX, B CBSI3H C PUCKOM BJIbIXaHUs JibIMA U a30B,
HCIIOJIb3YHTE PeCTUPAaTOPHbIE MACKH.
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« CoGJuitofjaiiTe ypoBeHb NPOAO/IKUTEbHOCTH BK/IFOUEHHs CBAPOYHOTO alNapara, yKka3aHHOTo Ha 3aBO/CKON
TabJIMuKe ycTpoiicTBa. YacToe mpeBblllleHe BpeMeHH paboThl 0/, Harpy3Koi MOXeT CTaTh TPUYMHON
MOBpEeX/eHHsI CBAPOYHOTO alapara ¥ aHHyJIMPOBaHHsI FapaHTHHHOTO CpoKa.

* Hcnosb3yiiTe Kabesb 3JIEKTPONUTAHMsI, COOTBETCTBYOIME YKa3aHHBIM IapaMeTpaM NpeJJoXpPaHUTeIs.

e MCTOYHUK NUTaHUS JOJDKEH ObITh 3a3€MJIEH B COOTBETCTBUH C MECTHBIMH M HAl[MOHAJIbHBIMU
3JIEKTPOTEXHUYECKUMH HOPMaMH.

e Y6euTech, YTO COeJMHEHNS TO/Ia4H ra3a OT HICTOYHHKA BbINOJHEHbI TpaBuibHO. Ec/iu B kayecTBe
MCTOYHMKA rasa UCHOJIb3YeTCs CKAThIN ra3 B 6a/IOHe, 3aKpenuTe 6aJIJIOH € ra30M TaKUM 06pa3oM, 4YTOGEI
peAynpesUTb ONPOKN/bIBaHUs GajlJIOHA.

. 2.3 [lodcoeduHeHue 31eKmpuYeckoli pozemku

C yesavio oGecneyeHus eaulell 6e3onacHocmu, Kamezopu4eckKu 3anpewjaemcs
uCnoab308aHuUe cemeeoz0 Kabeas 6e3 eunku. O6Gecneubme adekeamHylo 3aujumy
annapama nymem YCMAHOS8KU npedoxXxpaHumeau ¢ 3a0epicKoil cpabamul8aHusi U
asapuliHblii 8bIKAI04YAMEAb, KOMOPWLII 6bICMPO OMKAYUM AUHUI0 N0daYU 3/1eKmpPomoKa
8 IKCmpeHHOll cumyayuu.

¢ Vcnonb3yiiTe 3a3eMJIsIOIME (06PATHBIH) TPOBOAHUK, COOTBETCTBYIOIINN HCTOYHUKY TUTaHUs. KoHHeKTOp
3a3eMJISIIOILEro NPOBO/AHMKA BCTABbTE JI0 Ll|eJIUKa B THE3/10 Ha 6JI0Ke TUTAHUsI U YOeAUTECh, YTO KOHHEKTOP
MPOYHO 3a$pHUKCHPOBaH B FHe3/Ie.

¢ JJIeKTpUYECKHE COeIMHEHHS JOJDKHBI BBIOIHATHCS KBAIMGULMPOBAHHBIM 3JIEKTPUKOM B COOTBETCTBHH C
MEeCTHBIMH 1 HallMOHAJIbHBIMH HOPMaMH.

. 2.4 IModk1104eHue K cemu

Ileped ecmasieHueM GUJKU cemegozo Kabessi 8 pO3emKy €emesozo 3/1eKMpOoCHAGHCEHUS
y6edumecs, 4mo nepeKa04amens 8K1./8blK/1. HA annapame ycmMaHoe./1eH 8 noJ1oceHuu “0”.

* [lepes moziK/TIOYeHHEM aNIIApaTa K CETH, B IEPBYIO OYepe/ib, TPH MIOMOILLH BOJIETMETpa NPOBepETe
HanpspkeHue 3-x ¢pas. Y6euTech, YTo Bee $pasbl 0ACOeJUHEHbI TPABU/IBHO U 3aTeM BCTABBTE BUJIKY B PO3ETKY.

 BrumtounTe anmapar npy noMoIy nepeksodartesisa Bkimou./Boiksiiod.

« [locsie TOro, KaK Ha 3KpaHe NOSIBUTCS CMMBoJ1 MW, anmapart roToB K BKJIFOUEHHIO.

* BeIK/TIOUMTE CBApOYHBIH anapar, NepeKJIF0YHB MepeKJIIoYaTe b BKJIL/BBIKJIL B IToJI0KeHHe “0”.

. 2.5 CoeduHeHus 0419 n1a3meHHOl pe3Ku

Bo epems ebIno/HeHUs1 pe3ku caedyem co6100amb OCMOPOHCHOCMb, Heo6X00UMo
UCNno/13068ams CO0MEemMcmayoujyio 3aujumHyio odedxcdy u nepuamku.

M 2.5.1 Irazosvsle coeduHeHus

* Ec/m ra3 mozjiaeTcs oT ra3oBOro Tpy60mnpoBo/ia B I1eXy UM OT Ia30BOro GaslJIOHa, PETY/IATOpP pacXo/a rasa
JI0JDKeH o6GecrednBaTh [ojjady rasa K BIIyCKHOMY OTBEPCTHIO /ISl BO3/lyxa Ha anmapare.

* B ciyyae mcrnosib30BaHusA ra30BOro 6a/lJIOHa, 3aKpenuTe GaslJIoH C ra30M TaKUM 06pa3oM, YTOOKI
npeAynpesuTb OPOKU/bIBAHUS GaslJIOHA.

« C es1bto o6ecnedeHNs 6e30MaCHOCTH U MOJTydeHHs XOPOLINX Pe3y/IbTaTOB CBAPKH, UCIOJIb3yHTe PETyIsSTOP
pacxo/ia ra3a, COOTBETCTBYIOIMI cTaHAapTaM. KauecTBo nojayy rasa BIMseT Ha paboyrie XapaKTePUCTHKU
nporiecca pe3KH ¥ Ka4ecTBO PACX0/{HbIX MaTepPHaJIOB.

o OGpaTuTe BHUMaHHe Ha TO, YTOObI JIMHUS 0/ja4y rasa Obluia 3all{IlieHa OT NONaiaHHsl TAKHUX 3arpsi3HUTeEIEH,
KaK MacJIO Y bUIb.

e C 11eJ1b10 0GecnevyeH st yAaIeH st BOSMOXXHOW MbUIM U YaCTHL, HA HEKOTOpPOe BpeMsl OTKPOITe BEHTU/Ib
ra3oBOro 6a/IoHa.

o [loAKJIIOYKTE PETYIATOP pacXo/a ra3a K ra3oBoMy 6aJlJIoHy, yOeJUTeCh, YTO raiiKa pery/isiTopa pacxoza rasa
MIOJIHOCTBIO COOTBETCTBYET BUHTOBOM pe3b0e IITyIlepa Ha BBIXO/Ie Ia3a ra30Boro 6ajjioHa.
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« [loicoe/MHUTE OZMH KOHEL| ra30BOro0 lIIaHTa K PEryJsiTopy Pacxo/ia rasa, pyroi KOHel| - K BXOJHOMY
OTBEPCTHIO ra3a Ha 3a/iHel [TaHeJIM CBapOYHOTro alnapaTa U OTKPOHTe BEHTU/Ib Ha Ta30BOM GaslJIOHE.

e [Ipy oMoIIM K/1aniaHa peryJsiTopa AaBJIeHusl OTPeryJIupynTe pacxof rasa.

* Y6eauTeCh, YTO B MeCTaX COeJUHEHHsI OTCYTCTBYET yTe4Ka rasa.

* B ciyuae eciiv jaBiieHue Ha BXO/Ie rasa Gy/ieT PeBbIIaTh BepXHUe MPe/ie/IbHbIe 3HAYeHHs], MOXKET
BO3HUKHYTb IIOBpeX/ieHHe BO3/YIIHOTO GUIBTpa.

HcrouHuK rasa YucThlH, CyxoH, 06e3KUPEeHHbIA BO3/yX UJIMA a30T
PexomeH/iyeMble MPONOPLMH/AABIEeHHE Peska: mpu 5,5 6ap 185 s1/MuH.
BXO/IHOH II0JJayH rasa Crporkka: npu 4,6 6ap 208 j1/MuH.

M 2.5.2 HodcoeduneHue KaemM 3a3emMaeHUS

i BHJIKy KabeJisl KJIeMMbl 3a3eMJIEHHS] BCTaBbTE B THEe3/10 3a3eMJIeHUA U XOPOoILIOo Sa(l)HKCprl‘/IITe, TIOBEpHYB
BIIPAaBO. YGeﬂl/lTer B IIPOYHOCTH COEJUHEHHA.

i [lJIH yaydiieHUda KadecTBa pe3KHy, KJIEMMY 3a3€MJIEHUA IIPOYHO NOACOEANHUTE K pa60‘{e171 3aroToOBKe KaK
MOKHO OJIMDKE K 30HE pe3Ku.

i yGGLLP[Ter B HAJIMYKHU XOpOLIEro KOHTAaKTa OT MeTaJljla K MeTaJlly. KaTeI‘OpI/I‘{eCKH 3anpeniaeTca
NOACOEAVHATD KJIEMMY 3a3€MJIEHUA K TOU YacTu pa60qe1‘z’1 3aroTOBKH, KOTOpad ﬁyﬂeT OTpe3aHa OT U3eud.

JAas o6ecneyeHus1 Au4HOU Ge3onacHOCMU, yMeHbUWeEHUs 3/1eKMpPOMAZHUMHbBIX NOMeX
U c030aHusi 6e30NAcCHbIX yC/A08Ull 8bINOJAHEHUS pa6omsl Heo6xodumo o6ecnevyums
3a3emJeHue UCMOYHUKA NUMAHUs 8 coomeemcmeuu ¢ HAYUOHAAbHbIMU U MeCmMHbIMU
3/1eKmpomexHuU4ecKuMu HOpMamu.

M 2.5.3 Coedunenus zopeaku

B 3aBHCHMOCTH OT METO/ja PE3KH, KOTOPBIN Gy/eT
HCI0JIb30BAThCS C ICTOUHUKOM MUTAHUS, CIEAYET
HCI0J1b30BaTh COOTBETCTBYIOLLYIO FOPEJIKY JJIsI
IJ1a3MeHHOU pe3Ky Mapky Magmaweld.

[opesika ¢ py4HbIM yripaBeHHeM UCI0JIb3YeTCs [1JIst

PY4YHO# pe3KH, a MeXaHU3UPOBaHHasl TOpeJIKa - JIJIs1

MeXaHHU3HPOBaHHOM pe3KH.

o JlJ1s IO/ICOEITUHEHHS TOPEJIKH BCTaBbTE KOHHEKTOP
rOpeJIKY B THE3/10 Ha UCTOYHHKE UTaHUs ¥ IOBEPHUTE
BIIPaBO. Y6eAUTEeCh B IPOYHOCTH COEAMHEHHUSI.

 Bo BpeMs1 OJK/IFOUEHMsI TOPEJIKY UCTOYHHK TUTaHHUS
JIOJDKEH GBbITh OTKJIIOYEH.

¢ [logpo6Hyt0 nHPOPMAILHIO 0 ropesikax cM. B Pasznese 5.1.
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. 2.6 YcmaHo08Ka pacxodHbIX Mamepua/nos

*B IEpBYI0 o4epeb H606X0,£[I/IMO NOArOoTOBUTD PaCXOAHbIE MaTepHaJ/Ibl TOPEJIKH.

e Jly1s1 py4yHOH 1 MeXaHU3MPOBAHHOM rOPEJIKU MCIO/IB3YIOTCS Pas/IMuHble PACXOJHbIE MaTepHaIbl.
* Bbi6UpaiiTe pacXoiHble MaTepHa/Ibl B 3aBUCUMOCTH OT THIIA UCII0JIb3yeMOH FOPEJIKH ¥ METO/A PE3KH.

BuxpeBoe K0/1b1I0

JJIeKTpoj,

Comio

3amuTHas KpbIIKa

3alUTHBIN KOXYX

¢ Cpok C1y»6bI PaCXOJHBIX MaTEPHAJIOB 3aBUCUT OT MaTepHaJIa, A1 KOTOPOT'o BBINOJIHAETCS Pe3Ka, TOJIIHHEL,
JUIMHBI pe3a, MeTo/ja Pe3KH, PacCTOSIHUA /10 MaTepHasla, KauecTBa BO3/lyXa ¥ YaCTOTa BBIXJIOIOB. 3TO 3aBUCUT.
Ec/m yacToTa BBIX/IONOB BBICOKAs], PACXOJHbIE MaTepHa/Ibl OYyT NOABEPXKEHbI ObICTPOMY U3HOCY.

« [Ipu pa6oTe ¢ pacXoAHBIMU MaTepHaaMH C 3al{UTHBIMU NPHUCIIOCOC/IEHHUSIMH, BO BpEMsI PE3KH KOHeL| FOPEeJIKU
MOJKET KacaThCsl METAJII, /IJIs1 KOTOPOTO BBINOJIHSETCS pe3Ka. [Ipy paboTe ¢ pacxoAHBIMU MaTepHaIaMu 6e3
3alUTHBIX IPUCIIOCOOIEHUH, pACCTOSIHUE MEX/1y 3ar0TOBKOM U TOPEJIKOM JI0JIXKHO 6bITh 2-3 MM.

¢ [loapo6GHyI0 HHPOPMALMIO O PACXOAHBIX MaTepHasax cM. B Pazzene 5.1.

HMocae Haxcamus Ha mpuzzep 2ope/iKu HemedIeHHO 803HUKAem nJa3MeHHas dyaa.
Ileped 3ameHOll pacxodHbIX Mamepua.108 06s13ameabHo y6edumecs 8 mom, 4imo UCMoYHUK
NuUMaHusi OMKJ1104€eH.
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. 2.7 lunomuas dyaa

B npouecce niasMeHHOH pe3KH UCIOJ/b3YeTCst HOHU3UPOBAHHbIM ra3 ¢ BbICOKOW 3JIEKTPONPOBO/JHOCTBIO.
B MoMeHT cpabaTriBaHHA MJIa3MEHHOW TOpesIKH BK/II0YAeTCs MUTAaHHe MOCTOSHHOIO TOKA, M B ropeJike
3a KOPOTKOe BpeMsi HAYMHAEeTCs ObICTPBINA IOTOK rasa. dTa MOLIHOCTb MOCTOSIHHOI'O TOKAa MOHU3UPYET
ras B ropejke, U BO3HHKaeT jyra. /lyra, KoTopas CyXaeTcs M yCHJIMBAETCA TOPeJKOH, HasbIBaeTcs
BcriomorartesbHou fyro# (Pilot arc).

BcromoraTenbHas ayra (Pilot arc) BeITecHsieTcst U3 comula ropesiKM Ta3aMU C BBICOKOW ckopocThio. [Tpu
CONPUKOCHOBEHHUH C pa3pe3aeMbIM MeTalJIoM 06pa3yeTcss OCHOBHOM TOK M HauMHaeTcst pe3ka. [Iporecc
pe3KH NpoJo/iKaeTcs epeMelleHueM TOPesKH.

. 2.8 lucmaHyuoHHOe ynpagieHue

JlMCTaHIIMOHHOE ynpaBJieHue aKTUBU3UPYETCH TOJIbKO NMPH HUCMOJIb30BaHUM MEXaHU3MPOBAaHHOMN TOPEJIKU.
Jlnsl noAK/Ir0YeHUs AMCTAHIIMOHHOTIO YIIPaBJIeHUsl 1033/iM anrapaTa UMeeTcsl THe3/l0 /i pasbeMa. [locie
BBITOJIHEHUS] COOTBETCTBYIOIIErO MOACOEANHEHHs K IHe3/y I03aJM MCTOYHHMKA NMUTAHHSA OyAeT IOJy4eH
JIOCTYTI K MaclITabUPOBAHHMIO HANPSPKEHUS JIyT'M M CUT'HAJIaM [epeHoca [Ty U 3aXKUTaHHs [1J1a3Mbl.
[Toapo6HyIo HHGOPMALKIO O CXeMe NO/COeAMHEHHS] KOHTYPa aBTOMaTHY€eCKOTro yIpaBJieHus cM. B Pazzese 5.2.
Hacmpoiika deaumeisi HanpsiyceHust

BJsiok nUTaHUA MMeeT NATUNO3ULMOHHBIH JleJIUTe/b HapPsHKeHUsL.

WHdopmManus o HanpspKeHUH YCTaHABIMBAETCsl C IOMOLIBIO JIeJIUTeJIs HallpshKeHUsl. 3aBo/iCKasi HacTpolKa
Jenutenss HanpspkeHus 20:1. B Tabiume HIDKe IOKa3aHO pACMoOJIOKeHHe KOMMYyTalMOHHbIX DIP-
nepexJiroyaTesIel 1/t HAaCTPOUKHU JieJIMTeIsl HallpsiKeHUs1.

allafd bl Lkl L] LLLE
1234 1234 1234 1234 1234
20:1 20.1:1 30:1 40:1 50:1

: [loka3biBaeT, 4TO nepeK/jrndyare/ib yCTAHOBJ/IEH B BepXHEM MO0JIOKeHUH.

Annapar niadmMeHHo# pesku ID65 PCA ucnosib3yeT iBa TUIa HHTep)eHCcoB aBTOMATU3aLMH C HCIOIb30BaHUEM

1 POBBIX U aHAIOrOBbIX CUTHAJI0B 06MeHa IaHHbIMU.

Annapar nsiasmeHHoH pe3ku ID65 PCB ucnosib3yeT ToJIbKO 0MH HHTepdelc aBTOMAaTH3aLKH C HCII0Ib30BaHHEM

QHaJIOrOBbIX CUTHAJIOB O6MeHa JJaHHbIMH.

1) Hudbposoti 06MeH daHHbIMU

BHyTpu anmapaTa /[ONOJIHUTEJNbHO YCTaHAB/IMBAeTCsl [OMNOJHHUTE/bHOE THE3[J0 U 3JIeKTPOHHas KapTa.

[TocpencTBoM HUX Oo6GecriedrBaeTcss HMPPOBOH 06MeH JAaHHBIMHU 1O IpoTokosy Modbus. /lOMOJHUTENBHO K

aQHaJIOrOBOMY 06MeHyY JJaHHbIMU:

» OGecnieynBaeTCsl BO3MOKHOCTD AMCTAaHIIMOHHON HACTPOMKH TOKA annapara.

e J/lucTaHLIMOHHAs HACTPOMKA TOKa Pe3KH U IaB/IeHHs rasa B 3aBUCUMOCTH OT pa3pe3aeMoro MaTepHaia.

¢ JlucTaHLIMOHHOE NIepeKJIIoYeHre PeXKMMOB PaboThI annapara.

¢ Bce xo/ipl 011MGOK annapara OTIPaBJISAIOTCS B UHTepdelic aBToMaTh3auuy. TakuM 06pa3oM obecriedrBaeTcs
OCTaHOBKa MalllMHbI UJIU NIpelyNpexieHue ornepaTopa.

['He3/1a KOHHEKTOPOB [I/I51 CUTHAJIOB, KOTOPbIe OyAyT UCI0JIb30BaTbCs BA0Jb UHTepdelCHOro KabeJs MallKHbI,

[IOKa3aHbl HAa PUCYHKe HIKe. B TabsuIe yKasaHbl CBeJIeHHs 0 CUTHaIaX. B ciydyasx, KOria UICTOUHUK TUTAHUS

ocpeACcTBOM MHTepdelicHOro kabesisl anmapara Jo/bkeH ObITb NOJAKJII0UYeH K cTaHKy ¢ UIIY wium perynstopy

BBICOTBI Pe3aKa, CJIeyeT YYUThIBATb UHPOPMALMIO C/IeyIoLIel TabIUIbL:
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HasBanue

24 VDC - Hanps»keHHe OTKPBITOrO KOHTYpa.

Crapr (rpurrep) P5, P2 J1s1 aKTUBaLMK HEO6XOUMO 3aKPBITh CYX0H KOHTAKT.
VI T ——— B HOpMaJIbHOM COCTOSIHUM OTKPBITHIM KOHTAKT. [locsie Bo36yxAeHus
A pmﬂ P1,P3 MJIa3MeHHOM JIyTyd KOHTAKT NPUJIET B 3aKPbITOE [OJI0KEHHE.
Ay (Maxc.: 220 VDC 24)
P10 (A)
OGMeH JaHHBIMU P11 (B) ModBus
P12 (GND)
Jlenurens P7 (+) Anmnapat BbINOJIHUT HACTPOUKY BbIXOJHOT'O HANPSXKEHHUsI B
HADSOKEHS P8 () COOTBETCTBHH C CUCTEMOM ynpaBJ/ieHHsl. BbINOJHUT MOHMKEHHE
p BbIXO/IHOTO Hanmpsikenus 20:1, 21.1:1, 30:1, 40:1, 50:1.
Semnst P6 Jlnst o6ecrievyeHus1 6€30MaCHOCTH 060PYJ0BaHUSI pEKOMEH/YeTCsl

NOACOEeIMHUTD Ballly CACTEMY K TOUKE 3a3€MJIEHUS.
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2) AHa10208b1ii 06MeH OaHHbIMU

PaGoTaeT OT cyxoro KOHTaKkTa. byiok aBTOMaTH3alMK MOCPEJCTBOM CyXOro KOHTAKTa OTIPABJISIET CUTHAJ JJIs
BKJ/IFOYEHHsl allnapaTa IJIa3MeHHOM pe3KH, BO3HUKAeT MWJIOTHAs IUIa3MeHHas Jyra. [locie BO30yxAeHUs
NWJIOTHOM [yTH anmapar IJIa3MeHHOHW pe3KH IOCPEACTBOM CyXOro KOHTaKTa HampaBJsieT CHUTHaJl B GJIOK
aBTOMaTHU3alMK. B MOMeHT Hadasia nmpoliecca pe3KH anmnapar nepeJjaeT CUTHaJ 0 HAIPsDKEHNUH ILIa3MEHHOM AyTH
/AJIS BBINIOJIHEHUU PEryJIMpOBKU PaCCTOAHHUSA MEXAY 3aroTOBKOM U ropemcoﬁ 6.)IOKOM KOHTPOJIA PACCTOAHHUA
CHUCTEMbI aBTOMATH3alMH.

'He3/1a KOHHEKTOPOB /1Jis CUTHAJIOB, KOTOPbIe OYAYT UCIO0JIb30BaThCs B0JIb HHTEPdEHCHOro KabeJisi MallluHbl,
NI0OKa3aHbl Ha PUCYHKe HIKe. B Tabsnie yKasaHbl CBeJleHUs1 0 CUTHaIaX. B cilyyasx, KOria UCTOUHHK TUTAHUS
MOCPEACTBOM UHTepdEHCHOT JIs1 anmnapara Jo/DKeH ObITh MOAKJII0YEeH K cTaHKy ¢ UIIY wiu peryasitopy
BBICOTBI Pe3aKa, CJIEAYeT YUI nH(OpMaIHIO CIeyIoIel TabIULbL:

Hassanue ' 0
CcoeMHeHus €3/10 KOHHEKTopa nucaHyue
24 VDC - HanpsikeHHe OTKPBITOrO KOHTYpa.
Crapr (Tpurrep) P5, P2 P P ypa.
[l aKTUBALMM HE06X0MMO 3aKPbITh CYXOH KOHTAKT.
B HOpMaJIbHOM COCTOSIHMM OTKPBITBIA KOHTAKT. [locsie BO36yXAeHuUs
[MogTBEpXKAEHUE .
e P1,P3 MJIa3MeHHOM JIyTy KOHTAKT NPUJIET B 3aKPbITOE MOJIOKEHHE.
Y (Maxc.: 220 VDC 24)
Anmnapat BbINOJIHUT HACTPOUKY BbIXOHOT'O HANPSIXKEHHUs B
Jleqvrenb P7 (+) P PoHKy A p
HANpsLKEeHUs P8 [_) COOTBETCTBHUHU C CUCTEMOH praBJIeHPIH. BbINMOJIHUT MOHMXKEHHE
BbIXO/IHOTO Hanmpspkenus 20:1, 21.1:1, 30:1, 40:1, 50:1.
Semnst P6 Jlnst o6ecrievyeHus1 6€30MaCHOCTH 060PYI0BaHUST pEKOMEHAYeTCs
M0/ICOEJUHUTD Ballly CUCTEMY K TOUKe 3a3eMJIEHUS.

YemaHoeka unmepdgheiicHo20 kabe1s1 u niamel desumesss HANPSIHCEHUS ANNAPAMa 0AHCHbL
8bINO/JHAMbCSA AMOPU308AHHBIM MEXCEPEUCOM.

B cayyasx kozda unmepdelicHoe 2He3d0 Ha 3adHeil naHeAu annapama He UCNOJ1b3yemcs,
2He300 00J12CHO 6bIMb 3aKPLIMO 3A2/IyWKOILI 0151 3aWUIMbI 0M NbLIU U 8/1a2U.
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'x UH®OPMAIUA 110 3KCIVIYATALIUU

. 3.1 HHmepdbeiic non1vb3o8amens

LndpoBoii ~HAUKATOP

[ludpoBoil 3sKpaH obecnedyrBaeT BO3MOXHOCTb Ha6J/IIOJaTb 3a YCTAHOBJEHHBIMHU
rapaMeTpaMy CBapOYHOTO TOKA, 3HAUEHUAMH JlaBJieHHsd, rpadyKa AaBleHNs U KOJAMU
OLINGOK.

PexuMbl pe3ku

.9;.—» Pe3ka peleT4aToii 3aroToBKU

JlaHHBIH PeXUM NPUMeHSAETCA /IS Pe3KH MaTepHaJIoB, MPeJICTaB/IAIIIMX Yepe/joBaHHe
MeTaJl/la M 10JIOCTeH, TaKue KaK peleTka. Eciu JaHHbIN peXXuM He Gy/IeT HCII0JIb30BaThCs
IpU pe3Ke MaTepUaJoB C OTBEPCTHUSIMM, TaKMe KaK DeLIeTKH, MOoC/Ie BO36Y)KIeHHs
MUJIOTHOM JIyTH OyZeT HayaTa peska MaTepuasa, HO TpH MEepPBOM Ke Iepexosie B 30Hy
TIOJIOCTH MUJIOTHA Jiyra 3aTyxHeT. [locsie mepexo/ia OT MOJIOCTH K MeTaJUIMYeCKOH YacTH
/151 IPO/I0JIKEHHsT Pe3KH He06XO0AMMO CHOBA HaXKaTh Ha TPUTTEP U BO3GYUTh MHUJIOTHYO
Jyry. [l Toro, 4TOGBI TOT Tpolecc 6bUI Pa3pabOTaH PEXHUM pe3KH pelleTdaThIX
3aroTOBOK. B 3TOM pexxrMe nocsie HaKaTHs Ha TPUTTep BO30YKAAEeTCs MUJIOTHAs iyra 1
BBINOJIHSIETCS] pe3Ka MaTepuaJla, IpH Nepexo/ie K MOJIOCTH MHJIOTHAs Jiyra YMeHbIIaeTcsl
U TIOCJe Tepexoa K CIeAyIolled MeTa/UIMYecKod 4acTH BHOBb BOCCTaHABJIMBAETCS
NUJIOTHast Ayra. Takoi LMK/ pabGoThl MOBTOPSIETCS JIO TeX IOp, IOKa Bbl HE OTIyCTUTE
Tpurrep. [locsie OTHyCKaHUs TPUrTepa NPoLecc pe3Ky GyeT 3aBeplleH.

_?; HopMaJIbHbIi pexXuM pe3Ku

B HOpMaJIbHOM peXUMe Pe3KH B MOMEHT HaXKaTHsl Ha TPUITep BO3HUKHET IJIa3MeHHast
Jiyra ¥ HadHeTCs Mpolecc peskd. B KoHIe pabodeil 3aroTOBKH, AaKe eCd Bbl He
OTIIyCTUTE TPUITEP, [yTa 3aTYXHET U Bbl CMOXETE OTIYCTUTb TpUrrep. /Jlyra noracHeT
U B TOM CJIy4ae, eCId Bbl OTIYCTUTE TPUITEP B CcepelMHe pado4yeil 3arotoBku. /[lyis
MPO/I0/KeHUsA pabOThI B MOMEHT HaKaTHs Ha TPUITep BO3SHUKHET MUJIOTHAsA AyTa.
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_E: (& ®uxcarop Tpurrepa ropenku

B 5TOM pex<iMe B MOMEHT Ha)XaTHsl Ha TPUITEP BO3HUKHET NWJIOTHas Ayra. [locie
Hayasla pe3KH Bbl MOXKETe yOpaTh PyKy OT TPUITEPA, IPOLLECC Pe3KU GYET MPO/OJIKEH.
B koHIe pa6oueli 3aroTOBKH (B MOMEHT, Korzja Gy/leT onpe/iesieHa 10JI0CTb) MUI0THAs
/lyra noracHeT U OyZieT BbIINOJHEH BbIX0OJ| U3 pexxuMa. [locjie IOBTOPHOTO HaKaTHsA Ha
TpUITep HauyHeTCsl pe3Ka MaTeprasia U PEXUM CHOBA aKTHBHUpYeTcs. JIaHHBIH pexxum
[pe3KH obJieryaeT MpoIecc pe3Ky B 0COOEHHOCTH AJIMHHBIX paboyMX 3ar0TOBOK, pe3Ka
MOXET BBINOJIHAThCS 6e3 HE06X0ANMOCTH IOCTOSTHHOTO HAXKaTHs1 Ha TPUITED.

ﬁ-‘g_ CTpoxxKa

Ilpu BbIGOpE MeTOJA CTPOXKKM B aBTOMATHYECKOM peXHMe pacxof rasa Oyaer
aBTOMAaTHYECKH OTPEryJIMpoOBaH anmapatoM. IIpu cTpokke HEOGXOAMMO BBINOJIHUTD
3aMeHy PAacXOJHbIX MaTepHaJIOB TOPEJKU /JIsi BBINOJHEHHs CTPOXKH. B MoMeHT
HaXKaTHs Ha TPUITEpP BO3HUKHET MUJIOTHasA Ayra. CTpoXkka GyZieT BBIIOJHATHCSA B/OJb
Bcell paboyell 3aroTOBKH, B KOHIL|e paboyell 3aroTOBKM WJIM B MOMEHT, Koraa GyzieT
omnpe/ieJieHa MOJIOCTh, TUJIOTHAsI iyTa MOracHeT U MOXKHO yOPaTh Masiel] OT TPUITepa.

Py4yxka perynsaropa

(M/A: Py4Holi/ ABTOMaTHY€eCKHUI pexuM)

[loc/ie BKJIIOYEHHs allapaT HayHET pPaboTaThb B aBTOMATHUYECKOM PEXHMe, Ha dKpaHe
He GyZeT BHJEH rpaduK JaBjeHHs ra3a. B aBTOMaTH4eCcKOM pexuMe pydka peryssTopa
WCIOJIb3YETCs] TOJIBKO /ISl PErYJIMPOBKU ToKa. [10BOPOTOM PyYKH BIPABO U BJIEBO MOXXHO
YCTaHOBUTb HEOGX0MMOe 3HaYeHe TOKa B ONpe/ie/IeHHOM JMana30He JOITyCKOB.

B aBTOMaTHyeckoM pexxuMe 610K TUTaHHUs aBTOMAaTUYECKU BBIIOJIHUT PEryJIMPOBKY ra3a B
3aBHCUMOCTH OT THIIA U JJIUHBI FOPEJIKHA. ABTOMATHYECKH BBINOJHUT HACTPOMKY Harbosiee
OIITHMAJILHOTO JIABJIEHUsI ra3a. BbIMosHeHHe HACTPOMKHU JIaBJIeHHs ra3a 6JI0KOM MUTAHHS],
HapsJly ¢ obJierdeHreM paGoThl, NPeAyNpeXK/IaeT BO3MOXKHbIE OIIMOKU NMPH PEryHpoBKe
JIaBJIEHMSI ra3a [10JIb30BATEIEM.

J1s1 mepexozia B py4HOH peXXMM HeoGX0AMMO 1 pa3 HakaTh Ha PYYKY PETy/IsITOpa U Ha 9KpaHe
nosiBUTCA rpaduK JaBjieHUsl rasa. B pydHOM pexxrMe NpU MOMOLIM PYYKH peryJisiTopa
BBIINOJIHSIETCS HACTPOHKA TOKA U JIaB/leHus ra3a. HakaTheM Ha KHOIKY BblGopa Tok/I'a3
BBIIOJIHSIETCS TIEPEXO/] K PEryIMPOBKe TOKA WM ra3a. [Ipu mepexoie K OKHY TOKa, psijloM
MOABUTCA CTpesika. [IOBOPOTOM pydKH BIPaBO Y BJIEBO yCTaHAB/IMBAETCS HEOOXOMMOE
3HA4YEHHUe TOKA B ONpe/ie/IEHHOM JMara30He J0MyCKOB.
Ecnn Ha rpaduke faBiieHHs ra3a CTpesIKM HAaxXO[ATCA 10 CepefiMHe, 3TO O3HAYaeT, YTo
YCTaHOBJIEH ONTUMAaJIbHOE 3HaYeHHe, PEKOMEH/I0BAHHOE CHCTEMO} annapara.

= i
ﬁ i ¢
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)| [ocste HaxkaTHs Ha KHONKY BbiGopa Tok/I'a3 1 epexoAa K OKHY HACTPOHKH rasa
PSZIOM IOSIBUTCsL CTpeJKa. BJIOK MUTaHHUsl BBINOJHHUT aBTOMATHYECKYI0 HACTPOHKY
JIaBJIeHus ra3a. BMecTe ¢ 3TUM, 0OJIb30BaTe b MOXET YCTAaHOBUTh 3HAUEHHUsI JABJIEHUS
rasa B Olpe/ie/IeHHOM /iana3oHe JI0myckoB. [[0BOPOTOM PY4YKH BIPABO BBINOIHSETCS
HOBBIIIEHNE JiABJIeHUA ra3a M rpaduK JaBjeHHsl rasa HayHeT CMeLlaThCsl BIIPaBo.
[10BOpPOTOM Py4KH BJIEBO BBINOJIHSIETCs OBBIILIEHHE JIAB/IEHHs] ra3a U rpad UK JaBieHust
rasa Ha4yHeT CMeIaTbCs BJIEBO. B 3aBHCHMMOCTH OT YCTAHOBJIEHHOTO 3HAYeHHsl TOKA
HauboJiee ONTHMAJIbHOE JIaB/ieHHe rasa Oy/eT yKa3aHO HENOCPEACTBEHHO B LIEHTpe
rpaduka.

B4 BS
D] hieme

0
- T + (PS5

I'paduk AaBIeHUs ra3a
3HaueHHUs1 JaBJIeHUs ra3a NOKa3bIBalOTCS Ha 9KpaHe B BUJe rpaduka.

Ecnu rpaduk mycToi, 3TO 03HayaeT 4YTO BHIGPAHO ONTHMMaJ/IbHOE JaBJIEeHHe rasa,
yCTaHOBJIEHHOe OJIOKOM NHUTaHWs. B cepesnHe rpaduka ykasblBaeTCsl ONTHMasbHOE
3HayeHue raza (4.8 6ap / 70 Icu).

[Ipy HacTpoiike AaBJieHHs rasa, ecid pydyka Gy/ieT MOBepHyTa BIPABO, JaBJeHHe rasa
noBbICUTCs. Ha rpadrike HauHeT 3aM0JHAThCS [oJle ClpaBa. MakcHMaslbHast HaCTpoiKa
JaBsieHus ra3a 5.5 6ap (80 Ilcn).

4
- T *

I[Ipu HacTpoiiKe JaBJIeHMs rasa, ec/iM pyyka OyAeT NMOBepHyTa BJIEBO, JaBJI€HHeE rasa
cHusuTcA. Ha rpaduke HauHeT 3amosHATBCA MoJie cjieBa. MHUHHMasbHas HaCTPOMKa
JaBJieHus rasa 4.4 6ap (64 Ilcu).

M

- Ff =+

Knonka Bbi6opa Tok/T'a3
B py4HOM pexxnMe o6ecredrnBaeT nepexo/| K peryJMpoBKe 3HAYeHHH TOKa U JaBJeHHs]
rasa. [locsie mepexozia HaCTPOHKa BBIOJIHSETCS IOBOPOTOM PYYKH PEryIsiTOpa.

Ko HencnipaBHOCTH
[TokasbIBaeT CUMBOJI OILIMOKH U KOJI.

YaasieHHOE OACOeJUHEHE
[ToKasbIBaeT aKTUBHbBIM PEXKUM Y/IaJeHHOT'O TI0/ICOeJUHEHHS.
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LlndpoBoii ~HAUKATOP

[ludppoBoii 3KkpaH 06ecrnedynBaeT BO3MOXKXHOCTb HA6JIIOJATh 3a YCTAHOBJEHHBIMU
nmapaMeTpaMH CBapOYHOrO TOKa, 3HaYeHUSIMH JaBJeHHs, rpaduka JAaBJeHHA U
KOJIJaMHM OIIHGOK.

PexuMbl pe3ku

.9;.—» Pe3ska peleT4aToii 3aroToBKU

JlaHHBIH PEXHUM NPUMEHSETCA J/Is Pe3KH MaTepHasIoB, MPeJICTaB/IAIIIMX Yepe/joBaHHe
MeTaJl/la ¥ 10JIOCTeH, TaKWe KaK pelleTKa. Eciu JaHHBIN peXXUM He GY/IeT HCII0JIb30BaThCs
[pU pe3Ke MaTepPUaJoOB C OTBEPCTHSIMM, TaKME KaK DELIETKH, MOC/Ie BO36Y)KIEHHUs
MUJIOTHOH yTH OyJeT HadyaTa pe3Ka MaTepuasa, HO NpU MEePBOM Ke Iepexofie B 30HY
OJIOCTH MUJIOTHAs Jiyra 3aTyxHeT. [locsie mepexo/a OT MOJIOCTH K MeTa/UINYeCKOH YacTH
/151 IPOJI0JKEHHS] Pe3KM HeO6X0IMMO CHOBA HAXKaTh Ha TPUTTEP Y BO3OY/UTH THJIOTHYIO
ayry. Jlist Toro, 4ToObl TOT Npolecc 6bUI Pa3paGoTaH PEXHUM pe3KH pelleTdaThIX
3aroToBOK. B 3TOM pexxrMe nocsie HaXKaTHA Ha TPUTTep BO30YKAAeTCs MUJIOTHAdA JyTa 1
BBINOJIHSIETCS] pe3Ka MaTepuaJla, IpH Nepexo/ie K MoJIOCTH MWJIOTHAs Ayra YMeHbIIaeTcsl
M TOCe Nepexofia K CJIeAylollieidl MeTa/uInyecKoW 4acTH BHOBb BOCCTaHABJIMBAETCS
MUJIOTHast Jyra. Takoi LUK/ pabGoThl MOBTOPSETCS JI0 TeX IMOp, MOKa Bbl He OTIyCTUTE
Tpurrep. [locsie OTHyCKaHUs TPUrTrepa NPoLiecc Pe3Ky GyAeT 3aBeplleH.

_?; HopMaibHBIH pexxuM pe3ku

B HOpMa/IbHOM pexkrMe pe3KU B MOMEHT HaXKaTHs Ha TPUITep BO3HUKHET IJIa3MeHHasi
Jiyra ¥ HadHeTcs Mpolecc pe3kH. B KoHIe pabodeil 3aroTOBKH, AaKe eC/H Bbl He
OTIyCTUTE TPUITEp, iyra 3aTyXHET U Bbl CMOXKeTe OTIyCTUThb Tpurrep. /Jlyra noracHet
Y B TOM CJIy4yae, €C/IM Bbl OTIYCTHUTEe TPUITEP B cepeiiHe pabouyeil 3aroToBKU. [ljis
PO/I0/KEHHUs pabOThI B MOMEHT Ha)KaTHsA Ha TPUITep BOSHUKHET MUJIOTHAs AyTa.
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_?; & duKcaTop TPUITEPA FrOPesIKU

B 3TOM pexxrMe B MOMEHT Ha)XaTHsl Ha TPUITEP BO3HUKHET NMWJIOTHas Ayra. [locie
Hayasla pe3KH Bbl MOXKETe y6paTh PyKy OT TPHUITEpa, MPOLecC Pe3KU GyAeT MPOAO/IKEH.
B KoHIe pa6ouell 3aroToBKU (B MOMEHT, Koryia OyZieT onpe/ieieHa M0JI0CTb) MUJIOTHAs
Jlyra NoracHeT U GyJieT BBINOJHEH BBIXOA U3 pexkuMa. [locsie MOBTOPHOro HaXKaTHs Ha
TPUITEP HAuUHETCs pe3Ka MaTepHasa M PeXUM CHOBA aKTUBHUpYeTCcs. JIaHHBIA pexxuM
pesKH 06JieryaeT MpoLecc pe3Ku B 0COGEHHOCTH JJIMHHBIX paboyMX 3aroTOBOK, pe3Ka
MOXKET BBINOJIHATBCS 6e3 He06XOANMOCTH ITOCTOSHHOTO HaXKaTHsA Ha TPUTTED.

Py4ka peryisarTopa v

A : Hacrpoiika Toka / l HacTtpoiika rasa

[ToBOpPOTOM py4YKH BIPABO U BJIEBO YCTaHABJIMBAETC HEOOXOAMMOe 3HaYeHHe TOKa
B OIlpe/ieJIeHHOM JHanasoHe JO0MyCKOB.

-— =
= _
il
Jl1s1 mepexo/ia K HaCTpPOHKe ra3a Heo6X0AMMO 1 pa3 HaXKaThb Ha PY4KY peryasTopa.
Annapar nepeii/ieT B pexKuM cBo60/IHOM HAaCTPOMKHU JlaBJIeHUs ra3a U Ha UHAUKAaTOpe
JlaBJIeHUs rasa MOsIBUTCS 3HayeHHe oKoJio 4.2 6ap. [lyTeM mepekslo4eHHs: BBEPX
pblyara HaCTPOMKH JlaBJeHUs rasa Ha BO3JYLIHOM QUJIbTPE BBIOJHUTE MEPEXO/

B CBOOOJHBIM pEXUM HAaCTPOMKH M 3aTeM II0BOPOTOM pY4YKH BIpPaBO/BJIEBO
BBIMOJIHUTE NMOBbIIeHHe /CHIKeHUe faBaeHust. (1)

WHAUKATOP AABJIEHUA
[lokasbIBaeT JaBJeHUe BHYTPU FOPEJIKH.

. 3.2 Hcnosaw308aHue 2opeaku

[Ipy BBIMOJIHEHUH pE3KU CABUHBTE BIlepe]| 3alUTHYI0 KPBIIIKY Ha TPUITEpe TOPEeJKH T HaXKMHUTE Ha
TPUTITEpP rOpeJiKi. B MOMEHT HaxkaTHsl Ha TPUTTEP FOPEsIKK BO3HUKHET I1a3MeHHast iyra. /{/isi BbIIOJIHEHHST
Ka4yeCTBEHHOH pPe3KH Heo6X0JUMO Me/IJIEHHO NPO/IBUraTh KOHeL FOPeJIKH BA0JIb pa3pe3aeMoro MaTepHaJa.
[Ipy nojcoeiHEHUM aBTOMATHM3MPOBAHHOW TOPEJIKM ammnapar ONpefesIUT aBTOMATHU3ALUI0 TOPEJIKH U
HayHeT OKUJAATh CUTHaJ K CTApTy OT NPOMEXYTOYHOro GJIOKA aBTOMATHU3aLMK. paccTosiHus Hampasut
Heo6X0MMble CUTHAJIa B IPOMEXKYTOYHBIN 610K aBTOMAaTH3aL[MH.

[loapo6Hyo HHPOpMaLKIO 0 ropesikax cM. B Pazzese 5.1.

IIpu eK/a0YeHHOM 6/10Ke numaHusi mpuzzep 20pe/aKu HAXodumcs 8 aKmueupo8aHHOM
cocmosiHuu. Y6edumecs, ymo eaula pyKka He HAX00UMCcs Ha NYMu 8bIN0/JIHEeHUs Pe3KU.
Kamezopuuecku 3anpewaemcs depicamb pykKoll pa6ouylo 3az20moeKy, Hanpas/asimo
20pe/IKy No HanpasJ/1eHUulo K ceGe uau opy2um JA1005M.
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

o TexoGC/IyKMBaHNWE U PEMOHT CBAPOYHOI0 AlNapaTa A0JHKHbI BbINOJIHATHCS TOJbKO KBAJIMQULIMPOBAHHBIMHU
criequanyicTaMyu. KoMmaHus He HeceT OTBETCTBEHHOCTH B CBSI3U C aBaPUUHBIMU CUTYAIUSIMH,
BO3HHUKAIOLIMMU B pe3y/IbTaTe BbIIOJHEHHs TeX06CAYKUBAHUSI K PEMOHTA JIMLAMH 6€3 COOTBETCTBYOLI el
KBaJIMPUKaLMH.

3amacHble 4acTH, UCI0JIb3yeMble BO BpeMsl PEMOHTA, MOXKHO TPHOGPECTH B aBTOPHU30BAHHBIX TEXCIYHKOaX.
Hcnosib30BaHKe OPUTHHAIBbHBIX 3aMIACHBIX YaCTe 06eCIeyrT MPOoAJIeHUe CPOKa IKCILIyaTalluy U
npeAynpesyT CHIKeHUe pabo4yuXx NoKas3aTesiel CBapoyHOro annapara.

OGpalaiTech TOIBKO K IPOU3BOJUTEJIO UJIU BABTOPHU30BaHHbIE TEXCTYKObI, yKa3aHHbIE IPOU3BOJUTE/IEM.
B TeueHHe rapaHTHUHHOTO CPOKA BBINOJHEHHUE JII06BIX BMELIATENbCTB B KOHCTPYKIIMIO CBAPOUHOTO
annapara 6e3 npeJBapyuTeIbHOI0 COIJIACUS POU3BOAUTEIISI MOXKET CTaTh IPUUMHON aHHY/JIMPOBAaHUS BCEX
rapaHTHUHHBIX 0053aTeJIbCTB NPOU3BOAUTEIIS.

Bo BpeMsl BBITNOJIHEHHS JIIOObIX MPOLEYP TEX06CAYKUBAHUS U PEMOHTA 00513aTeJIbHO COGII0aiTe
NpaBuJia TEXHUKU 6e30MacHOCTH.

[lepe HauaI0M BBITNIOJTHEHHSI JII0OBIX BUJIOB POLIEAYP TEX0OCAY)KUBAHHUS UJIK PEMOHTA OTCOEJMHUTE
BUJIKY CETEBOTO KabeJisi CBApOYHOrO annaparta v BeRKAUTe 10 ceKyH/ [J1s1 pa3psi/ja HanpsDKeHHs Ha
KOH/IeHCATOpax.

. 4.1 Texo6cayxcusaHue

-
|..®' EscedHesHoe mexo6caydcusaHue

 PerysisipHO BBINOJIHANTE KOHTPOJIb COCTOSIHUS PACXOJHBIX MAaTEPUAJIOB
rOpEeJIKY, 3aMEHHUTe eCJIM UMEIOTCs OBpex/jeHus1. [lyis obecrnedeHust
POJOJKUTEILHOTO CPOKA CIYKObI PACXOJHBIX JleTajleld, 06paTUTe BHUMaHME,
YTOGBI HCIOIb30BaJINCh OPUTHHAIBHBIE PACXOJHbIE MAaTEePHAJIbI.

® OduH pa3 8 3 mecsaya

3anpenaeTcs yAasaTh ITUKETKY C TIOBEPXHOCTH CBAPOYHOTO annapara. \
HW3Ho1eHHble /TOBpEX/IeHHbIe 3TUKETKH 3aMEHUTE Ha HOBble. DTHUKETKU

MOXXKHO IPHO6GPECTH B aBTOPU30BAHHBIX TEXCAYKOAX.

[IpoBepbTe 3aKUMBbI ¥ Kabesd. O6paTHTe BHUMaHKeE Ha COCTOSIHUE U /
MPOYHOCTb COeIMHEHUH YacTel.

[loBpexx/ieHHbIe /HEUCTIPaBHbIe YAaCTH 3aMeHHUTe Ha HOBble. KaTeropuuecku
3anpeliaeTcs BHIIOIHATD PEMOHT/yJIMHEHHE Kabels.

Y6enuTech, YTO UMEETCs J0CTAaTOYHAsI IJIOIIA/(b /IJisi 06ecreyeHust

BEHTHUJISILIUU.

® OduH pa3 8 6 mecayes

OYHCTUTE U 3AKMUTE CoeJMHHUTeJIbHbIE 3JIEMEHThI, TaKHe KaK raKu 1 6GOJITHI.

Y OYMCTHTE BHYTPEHHIOIO YacTh NPH MIOMOIIM CYXOT0 BO3/yXa M0/, HU3KUM
JlaBJIeHHEeM WJIM BaKyyMHBIM annapaTtoM. He ncrnosib3yiiTe BO3/iyX NOA AaBeHHUEM
Ha 6JIM3KOM PacCTOSIHUU OT 3JIeKTPUYECKUX COeJUHEHUH.

Y6eanTech, 9YTO BO3AYLUIHBINA GUIBLTP YUCTBIA. Ecn 3arpsasHeH, 3ameHuTe Ha
HOBBIH.

IIPUMEYAHHE: Bviweyka3zaHHble nepuodsl s181510mcsi MAKCUMA/AbHbIMU Nepuodamu 0as

8blnoJ/IHEHUS mexoﬁc/ly:»cueanuﬂ 8 c1y4asix, ecau CGGpO'lelﬂ annapam pa6omaem 6e3 Kakux-1u6o
c6oes. B 3asucumocmu om uHmeHcusHocmu paﬁom U 3a2psi3HeHus pﬂ60'-leﬁ cpedbl,

Kamezopuyecku 3anpewjaemcsi 8bIn0/HAMb N/AA3MeHHYI0 pe3Ky npu 0eMOHMUPOB8AHHbIX
KpblwKax Kkopnyca annapama.
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. 4.2 YempaHeHue HeucnpasHocmeil

B Ta6.}'ll/[l.le HUXe YKa3aHbl BO3MOXXHbI€ HEUCIIPABHOCTHU U pEKOMEHAyeMbIe CMoCco0bI yCTpaHEeHHd.

HeucnpaBHocT

[Ipo6ieMa B 3/1eKTPOCOEAUHEHHUS
anmnapara

Ycrpanenue

Y6eauTech, yTO anmnapar
MOAKJIIOYEH C UCTOYHUKY
3/IeKTPONUTAHUA

Ecim mpo6ieMa coxpaHseTcs,
CBSI)KUTECH C TEXCIYKO0H

HenpaBHJleoe nojacoeAuHeHHe
CeTEeBOr0 3JIEKTPOIUTAHUA

IIpoBepbTe NpaBUIbHOE
MOJK/II0YeHHe CeTeBOro KabeJis
Ecsn npo6sieMa coxpaHseTcs,
CBSKMTECDH C TeXCy>K60M

Anmnapat He pa6oTaeT

HenpaBu/bHbIN MpeoXpaHUTENb
CeTeBOro 3JIEKTPOIMUTAHUS UIN
HOBpPEX/eHUe CeTeBOro Kabess

IpoBepbTe NpeAoXpaHUTEH

Ha JINHUM [I0J]a491 CETEBOT0
3JIeKTPONUTAHMSI, CETeBOM KaGesb 1
HITEKep CETEeBOro KabeJist.

Ecsin npoGJieMa coxpaHsieTcs,
CBSDKUTECD C TEXCIYHKO0MH

HenpaBuibHO paGoTaeT
MepeK/II0YaTes b BKJL/BBIKIL

[IpoBepbTe nepekJ0YaTesb BKJI./
BBIKJI.

Ecsmm mpo6sieMa coxpaHsAeTcs,
CBSDKMTECDH C TEXCIY>KO0H

Bo3moxkHOo He COOTBETCTBYET
JlaBJIEHHE U pacxo[ BO3ayxa

[IpoBepbTe JaB/eHHe U Ka4ecTBO
BO3/lyXa. Y6e/uTeck, 4To JjaBleHHe
Y PacXof BO3/lyXa a/leKBaTHBI,
BO3/yX CyXOW U UACTBIN

Ecsiv npo6JieMa coxpaHsieTcs,
CBSKUTECH C TEXCAYKO0H

BosmoxxHO HECOOTBETCTBYET CeTeBOE
Hanpsi>KeHue

Y6enuTech, UTO K anmnapary
N0/iaeTcsl afleKBAaTHOE CeTeBoe
HanpspKeHHe

Eci mpo6sieMa coxpaHsAeTcs,
CBSDKMTECDH C TEXCIY>KOO0H

Annapat paGoTtaeT, HO
pe3Ka He BbIMOJHSIETCS

Bo3MoxHO OTCYyTCTBYeT
Ho/icoeJMHEeHN e 3a)KUMa 3a3eMJIeHHUs
K pa6o4eil 3aroToBKe HJIY allapary

Y6eauTech, 4TO KJieMMa
3a3eMJIeHUs 0/ Coe/JMHeHa K
paGouyeii 3aroToBKe U anmnapary.
OuHCTHTE 30HYy KOHTAKTa KJIeMMbI
3a3eMJIeHUs ¢ paGoyell 3aroToBKOH
V6eauTech, 4TO KJieMMa
3a3eMJIeHUs He UMeeT
MOBPEX/JeHUN

Ecsiu npo6siema coxpaHsieTcs,
CBSKUTECH C TEXCIYKO0H

B03M0XHO H3HOIIEHBI UJIN
HOBPEX/eHbl ropeJsiKa 1/Win
pacxojHble MaTepUasIbl

Y6enuTecsk, 4TO ropesika u/uau
pacxoJHble MaTepHabl He
M3HOLIEHbI U He TOBPEX/eHbl, eCIN
Heo6X0/JUMO, 3aMeHHTe Ha HOBbIe
Ec/im mpo6ieMa coxpaHseTcs,
CBSI)KUTECH C TEXCIYKO0H

o He BBbIMOJIHSETCS IEPEXOJ JYTH Ha
pabouyo 3aroToBKY

Y6eauTeck, 4TO MOBEPXHOCTb
paGouyeil 3aroTOBKHM YKUCTas U He
MMeeT OKpaLIeHHOTr0 CJ10s
Y6eauTech, 4TO MeX/y ropeKon
1 paboyeil 3aroTOBKOH UMeeTcst
COOTBETCTBYIOIee PacCTOSTHHE
Ec/i mpo6ieMa coxpaHsieTcs,
CBSI)KUTECH C TEXCIYKO0H
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HeucnpaBHoCT

Annapat paGoTaeT, HO He
BBINOJIHAIOT XOPOIIYIO Pe3Ky

¢ BO3MOXHO He COOTBETCTBYET
JlaBJIeHHe U PACXO/, BO3/iyxa,
BO3MOXHO 3arps3HEeHbI 3JIeMeHThI
BO3/lyIIHOTO GUIBTPA

Ycrpanenue

[IpoBepbTe /jaBjeHHE U Ka4eCTBO
BO3/Jyxa. Y6eAnuTeCh, YTO JaBJeHHe
Y PaCcXO/ BO3/yxa a/ieKBaTHBbI,
BO3/IyX CyXOW U YUCTBIN

Ecsi mpo6Jiema coxpaHsieTcs,
CBSKUTECH C TEXCIYKOO0N

¢ B03MOXKHO U3HOLLIEHbI HJIH
MOBPEX/eHbI FOpeJKa 1/UJIu
pacxo/iHble MaTepHaJIbl

Y6eauTech, 4TO ropesika u/uim
pacxo/iHble MaTepHaJIbl He
W3HOLIEHbI U He OBPEXK/eHBI, eCIH
Heo6X0/[IMO, 3aMeHUTe Ha HOBbIE
Ecsin npo6sieMa coxpaHsieTcs,
CBSDKUTECDH C TEXCIY K601

¢ Bo3MOXHO HeNpPaBHJIbHO BbIGPaHbI
WJIM He YCTaHOBJIEHbI TOpeJIKa U/
WJIM PACXOAHble MaTepHaJIbl

Y6eAUTECD, YTO YCTAHOBJIEHBI U
UCIOJIb3YIOTCS TPABUJIbHBIE
ropeJika 1/HJ1 pacxojHble
MaTepHaJbl

Ecsi mpo6Jiema coxpaHsieTcs,
CBSKUTECDH C TEXCJYKO0H

B03M0KHO HenpaBUJIbHO BbIGPAH
PEXUM pe3KH

Y6eauTech B IpaBUIbHOM BbIGOpE
pexuMa pesku

Ecsi mpo6Jiema coxpaHsieTcs,
CBSKUTECH C TEXCJIYKO0H

e BosmoxxHO BbleaHO HemnpaBUJIbHOE
3HA4YeHHe CHUJIbl TOKA

Bri6epHTe mpaBUIbHOE 3HAUYEHHE
CHJIBI TOKA B COOTBETCTBUH C
TOJILMHON U TUIIOM MaTepHaJsa st
BBINOJTHEHUA Pe3KH

Ecan nmpo6sieMa coxpaHseTcs,
CBSDKUTECD C TEXCIYXKG0H

B03MOXKHO CKOPOCTb PE3KH

Y TOJILIMHA pe3a Bblllle
npe/lyCMOTPEHHOT0 /1 pabo4nx
XapaKTePUCTHK alnapara

Y6eauTECh, YTO CKOPOCTh PE3KH
Y TOJILMHA pe3a COOTBETCTBYIOT
BO3MOXKHOCTSIM anmapara

Ecsi mpo6Jiema coxpaHsieTcs,
CBSDKUTECDH C TEXCJIYKO0H

¢ B0O3MOXHO C/IMIIKOM 6OJIbLIOE
paccTosiHMEe MEX/Y FOpesKoi
1 paGoyeii 3aroToBKON UK
HeNpaBU/IbHBIH YKJIOH

Y6enuTech, YTO PacCTOSHUE MEXAY
ropeJsjikoi u pa6oyeit 3aroToBKoi u
YKJIOH yCTaHOBJIEHBI IPABUJIBHO
Ecsin npo6sieMa coxpaHsieTcs,
CBSDKUTECDH C TEXCIYKO0H

B03MOXHO HENpPaBHJIbHOE
HarpaBJIeHHe Pe3KH

Y6eauTeCh B IPABUIBHOM
HaNpaBJIeHUH Pe3KH

Ecsiu npo6.1ieMa coxpaHsieTcs,
CBSKHUTECH C TEXCIYKOON
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. 4.3 Kodvl HeucnpagHocmell

B NPpUBEJEHHOM HHXE CIIMCKE YKa3aHbl BC€ KOJbI OIUGOK CBapOYHbIX allapaToB. YauTteiBaTe KOoabl
OIIMOOK, OTHOCHLIHeCd K BallleMy CBApO4YHOMY almapary.

Kop,
HeHCHPaBHOCT

EO1

HeucnpaBHOCTBb

TenioBas 3amura
(HavasibHblit)

e Bpems 6e30TKa3HOM paboOThI Balei
MalIMHBI MOTJIO GBITH MPEBBILIEHO

e JlaiiTe MalIMHe OCTBITh, HEMHOTO
nozox/aB. Ecim HencripaBHOCTB
HCYe3HeT, NoNnpobynTe
HCII0/Ib30BaTh €ro MpH 6oJsiee
HU3KHX 3HAUYeHHAX CUJIBI TOKA
Ecv npo6JieMa He HCYe3HeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBHCHBIH LIEHTP

¢ BeHTH/IATOp MOXET He paGoTaThb

BusyasibHO npoBepbTe, paGoTaeT
BEHTHJIAATOP HJIU HET

Ec/im mpo6ieMa He UCYE3HET,
06paTUTECh B aBTOPU30BAaHHbIN
CepBUCHBIHN LIEeHTP

« Ilepe/iHAAfA YaCTh KaHAJIOB BIyCKa
U BBIIyCKa BO3/lyXa MOXeET GBbITh
3a6JI0KMpOBaHa

¢ OTKpoiiTe BO3yX0BO/bI

Ecn npo6JieMa He HCYe3HeT,
06paTHTECh B aBTOPU30BaHHbBIN
CepBUCHBIH LIEHTD

¢ Pa6ouas cpeja MallMHBI MOXKET GBITh
OY€eHb XapKOU MJIM JIYLIHOK

Y6enutecs, 4yTo pabovas cpesa
MallMHBI He CJIMIIKOM )KapKas HJIH
JlyIIHas

Ecsiv npo6Jiema He HC4e3HeT,
06paTUTECh B aBTOPHU30BaHHbBIN
CepBHUCHBIH LIEHTP

E02

Huskoe
HamnpshkeHue
ceTu

¢ Bo3MOXHO, yIaJIo ceTeBoe
HanpspKeHHe

[IpoBepbTe Kabesn MOAKIIYEHHUST

K CeTH 1 HanpsiKeHHe. Y 6e/juTech,
YTO MO/IAHO NPABUJIbHOE BXOZHOE
HanpspkeHue. Ecin ceTeBoe
HamnpshKeHHe B HOpMe, 06paTHTeCh B
ABTOPU30BAHHBIN CEPBUCHBIN LIEHTP

EO03

Hanpsokenue
CeTH BbICOKOE

* BosmoxkHoO, Hanps>KeHUe B CETU
YBeJIM4UJIOCh

e [IpoBepbTe KaGe/1 MOAK/II0UEeHHUS
K CeTH Y HanpshKeHHe. Y6e/iuTech,
YTO NOAAHO NIPAaBUJIBHOE BXOJHOE
Hanps:xeHue. Eciiu ceTeBoe
HamnpshkeHHe B HOpMe, 0GpaTHTeCh B
aBTOPU30BAaHHBIA CEPBUCHBIH LIEHTP

E04

Ounbka
YTEHUs ToKa /
HaMnpsHKeHHst

* BosmoxkHa anmnapaTtHasa omnoKa

OGpaTHuTech B aBTOPU30BaHHBIN
CepBUCHBII LIEHTP

E05

OmunbKa YTeHUs
JlaTyrKa
TeMIepaTyphbl

* BosmoxxHa anmnapaTtHasa omn6Ka

OGpaTuTech B aBTOPU30BaHHbIN
CEepPBUCHBIN LIEHTP

E06

Ourn6ka 610Ka
BOJISTHOTO
OXJIAXKEHU ST

¢ B03MOXKHO, HeHcHpaBeH 6J10K
BOJIIHOTO OXJIQXKAeHU A

« [IpoBepbTe paszbeM 6J10Ka BOASHOTO
OXJIQXK/IEHUS U BXO/bI / BBIXO/bI
rOpeJIKH

V6eauTech, 4TO 06ecredruBaeTcst
LUPKYJISLHST BOABI

Ec/in mpo6sieMa He UCYEe3HET,
06paTUTECh B aBTOPU30BAHHBIN
CEpPBUCHBIH LIEHTP

E07
E08
E09

CucreMHas
omurbKa

* BozmoxkHa anmnapartHas omun6Ka

O6paruTech B aBTOPU30BAHHBIN
CEepPBUCHBIH LIEHTP
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Kop,
HEeHMCIPaBHOC

HEHCHPBBHO(.'I‘ m

e [IpoBepbTe pe3ak U COeAUHEHHUS

Omnbka pe3aka
¢ TopeJsika ¥ coeIHEHHUS pe3aKa
E10 TOJIKJIOYEHUST e Ecsiv mpoGJieMa He MCU€3HEeT,
MOTYT GbITb HEUCIIPABHbI .
pesaka 06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBII LIEHTP
E11 CucremMHas  06paTuTeCch B aBTOPH30BAHHBIN
* Bo3MorkHa annapaTHas olu6ka o
E12 omu6Ka CepBHUCHBIH IIEHTP
e [IpoBepbTe NPOBOJIOYHYIO KOP3UHY,
Ournbka KaTyIIKy / KaTylIe4YHbIH npecc u
E13 yCTpOHCTBa ¢ Bo3MoxkHa olKGKa MoauHl coeJJUHEHHS TOpeJIKU
MoAauu HPOBOJIOKH o Ec/i mpo6ieMa He UCYE3HET,
MPOBOJIOKH 06paTUTECh B aBTOPU30BaHHbBIN
CepBHUCHBIH LIEHTP
CucreMmHas e O6paTuTeCh B aBTOPU30BAaHHBIH
E14 * BoaMorkHa anmapaTHast omn6Ka o
omurbKa CepBHCHBIN LEEHTP
« [IpoBepbTe COeJUHEHHS
Omm6ka cBsi3u | » Bo3MoxHO, mpou3olia omrbKa B JIUCTAHLIMOHHOTO YIPaBJIeHHs
JIMCTaHLIMOHHOTO COe/JMHeHHAX JUCTAaHI[MOHHOTO ¢ Ec/im mpo6yieMa He UCYE3HET,
E15 ynpaBJieHHUs ynpaBJieHUs 06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBII LIEHTP
El6
CucreMHas e O6paTuTeCh B aBTOPU30BaHHbIN
E17 ¢ Bo3MoxKHa annapaTHas olM6Ka o
omun6Ka CepBUCHBIH LIEeHTP
E18
e JlaliTe MalIMHe OCTBITh, HEMHOTO
nozoxjaB. Ecim HencripaBHOCTB
HCYe3HeT, IonpoobyiTe
¢ BpeMms 6e30TKa3HOM paboOThI Balei HCI0JIb30BAThb €r0 NpH Gosiee
MallMHBI MOIJIO 6BITh NPEBBIILIEHO HU3KHX 3HAU€HUAX CUJIBI TOKA
¢ Eciim nmpo6sieMa He UCYEe3HeT,
06paTUTECh B aBTOPU30BaHHBIN
CepBUCHBIH LIEHTD
¢ BusyasbHO NpoBepbTe, paGoTaeT
BEHTHJIATOP M/ HET
TeruioBast ¢ BeHTH/IATOp MOXKET He paGoTaThb o Ecsim mpo6ieMa He UCYE3HET,
E19 3amuTa 06paTUTeCh B aBTOPU30BaHHBIN
(Cpeanee) CepBHUCHBIH IIEHTP
¢ OTKpoiiTe BO3AyX0OBO/bI
o IlepesiHAA YacTh BO3/[yX03a60pPHUKA
¢ Eciiv mpo6sieMa He UCYEe3HET,
- BBIIIYCKHbIE KaHAJIbI MOTYT GbITh .
06paTUTeCh B aBTOPU30BaHHBIN
3a6/10KMPOBaHbI o
CepBUCHBIH LIEHTD
¢ Y6enurecn, 4To paboyas cpesia
MallMHBI He CJIMIIKOM )KapKas HJIH
¢ Pa6ouas cpeJja MallMHBI MOXKET GBITh | JyLIHAs
OYeHb )KapKOH WJIM JIyIIHOH ¢ Ecii mpo6sieMa He UCYEe3HeT,
06paTUTECh B aBTOPU30BaHHbBIN
CepBUCHBIH LIEHTD
E20
E21 CucreMHas ¢ O6paTuTeCch B aBTOPU30BaHHBIH
¢ BosMorkHa annapaTHas omu6Ka o
E22 omu6Ka CepBUCHBIH LIEHTP
E23
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A
nencnpagsocry [| HEACTPABHOCTE YcrpaHeHue
e [IpoBepbTe coeJUHEHHS BO3/yXa
Huskoe / rasa, y6eAiuTech, 4TO JaBJeHHe Ha
BXO/le COOTBETCTBYeT TpeGoBaHHUAM,
E26 JlaBJIeHUE Ha « Huskoe faBJjieHue Ha BXO/ie
BxOzE €eCJIM JlaBJIeHHe Ha BXOJie B HOpMe,
06paTUTECh B aBTOPU30BAaHHbIN
CepBHUCHBIN LIEHTP
¢ Y6eauTech, YTO 3alUTa pe3aka
YCTaHOBJIEHA IPABUJIBHO.
Kopmnyc ropenku | ¢ 3amuTa pe3aka He MOXeT ObITh
E27 e Ecsiv mpo6GsieMa He MCU€3HEeT,
He YCTaHOBJIEH YCTaHOBJIEHA UJIM YCTAaHOBJIEHA .
06paTUTeCh B aBTOPU30BaHHBIN
CepBUCHBIH LIEHTD
CucreMHas e O6paTuTeCh B aBTOPU30BAaHHBIN
E28 * Bo3MorkHa annapaTHas olmuoka o
omu6Ka CepBHUCHBIH IIEHTP
e [IpoBepbTe Kabesu NOAKII0YEeHUS
K CeTH U HampshKkeHHe. Y6eauTech,
Huskoe YTO MOJJaHO NIPaBUJIbHOE BXOAHOE
¢ B0o3MOHO, ynaso ceTeBoe
E29 HaNpSOKEHHMe WHHDY HanpsbkeHue. Eciu ceTeBoe
MOCTOSHHOT'O TOKa P HamnpsKkeHHe B HOpMe, 06paTUTeCh B
ABTOPHU30BaHHBIN CepBUCHBIN
LEeHTp
o [IpoBepbTe Kabesu NOAKIIOYEHUs
K CeTH Y HanpshkeHHUe. Y 6einTech,
Hanpsoxenue
YTO MOJAHO NPaBUJIbHOE BXOAHOE
Ha IIMHe ¢ Bo3MOXHO, HaNpshKeHHE B CETU
E30 HanpsbkeHue. Ecim ceTeBoe
HOCTOSTHHOTO YBeJIMYUIIOChH
HaInpsbKeHUe B HOpMe, 06paTHTeCh B
TOKa BbICOKOE - .
aBTOPHU30BaHHBIH CEPBUCHBIN
LEeHTp
CucreMmHas e O6GpaTuTeCh B aBTOPU30BAaHHBIN
E31 * Bo3MoOrKHa annapaTHast olmuoKa o
omu6Ka CepBUCHBI LIEHTP
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M npuioxkeEHUA

. 5.1 Cxema coeduHeHuss asmomamuku n1a3MeHHOII pe3Ku

P11

Bup cnepeau
THe3g0 Ne Ka6enb Ha3BaHue coepunenus MosicHeHue
1 Kesrrbiit B HOpMaJILHOM COCT OTKPBITbI KOHTAKT.
HoaTBepxaAeHne I o
oc/1e BOSHUKHOBEHUS NJIa3MEeHHOM JyTH KOHTaKT
3 Kopu4yHeBbIi Ayra nepelJéT B 3aKphITOE NoJiokeHue. (Makc.: 220 VDC 2A)
2 3e/1eHbIH
24 VDC - Hanpsi>keHue OTKPBITOr0 KOHTypa.
Crapr (Tpurrep) .
5 BeJblii JI/I aKTUBAL MU HEOGXOAMMO 3aKPbITh CyXO# KOHTAKT.
. Jl1s1 o6ecnieyeHust HOCTH p p AyeTcst
6 Shield Semnn NMOACOEAUHHUTD BALy CUCTEMY K TOYKe 3a3eMJIEHHU .
7 KpacHb1# Vo (+) Annapat BbINOJTHUT HACTPOHKY BBIXOZHOT0 HANPsHKEHUA B
COOTBETCTBHMH C CUCTEMOI YIIPaBJIeHHs. BbINOJHUT NOHMKEHHEe
8 YepHbIit Vo (-) BBIXOAHOrO HanpspkeHus 20:1, 21.1:1, 30:1, 40:1, 50:1.
10 Cepblii ModBus A
. ModBUS-RTU / 19200bps / 8N1
1 Pososbiii ModBus B (3Ta 0co6eHHOCTh NpeAyCMOTPEeHa TOIbKO AJ1s1 MoAeu PCA.)
12 CuHmit ModBus GND
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. 5.2 PacxodHble mamepuaJibl U 3anacHsvle Yacmu py4yHol 2opeaku

Hopmanbnas

ToyHas pe3ka pe3ka Crpoxka
Ne Onucanue Koa maTepuana
1 PykosiTKa ropesiku Y542000019
2 ['oJ10BKa ropesiku Y542000016
3 Y10THUTEIbHOE KOJIbI[0 Y542000018
4 BuxpeBoe K0Jib10 7042220947
5 JJIeKTpOJ, 7042E00001
6 Como 7042220930
7 3alyMTHas KpbllIKa 7042220854
8 3alUTHBIHA KOXKYX 7042220955
9 3allUTHBIHA KOXKYX 7042220931
10 BuxpeBoe KoJIbIo (CTaHapTHOE) 7042220857
10 BuxpeBoe kosibio (MAX Life) 704222085M
11 Como 7042220819
12 3alUTHBIN KOXYX 7042220818
13 Como 70422208NG
14 3alUTHBIHA KOXKYX 70422209SG
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OMHUYeCcKUH KOHTAKT

Ne Onucanue Koa maTepuana
1 YIJI0THUTEIbHOE KOJIbI[0 Y542000018
2 ['oJ10BKa ropesiku Y542000017
3 JJIeMeHT NMO3UIIMOHUPOBAHHUSA FOPeJIKU Y542000020
4 BuxpeBoe KoJIbIo (CTaHJApTHOE) 7042220857
4 BuxpeBoe koib1jo (MAX Life) 704222085M
5 JNIeKTpoj, 7042E00001
6 Comto 7042220930
7 3aluTHas KphIllKa 7042220854
8 3allUTHBIHA KOXKYX 7042220948
9 Comto 7042220819
10 3alUTHBINA KOXYX 7042220817
11 Comto 7042220953
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. 5.4 Cnucok 3anacHbix yacmeli annapama njia3mMeHHol pe3ku

ID 65 PX

g

V7777777777177
Vi

-

No

THLIIISIITIIIIS
V77777777

Ve
V7777777777777

V7777777777777 A
V777777777777
I
V777 5
© LI ©

N OnucaHue ID 65 PX

1 ITUKeTKa MeM6paHbl K109900170
2 Pyuyka nmoTeHLpomMmeTpa A229500001
3 KoHHeKTOp N/1a3MeHHOH ropesiku K309000033
4 'He3/10 cBapoyYHOTO KabeJst A377900103
5 JnekTpoHHas muata E230A-1 V2.3 K405000330
6 dunbtp A256001242
7 [lepekstouarens ¢pas A308000017
8 BenTunatop A250001141
9 JJIEKTPOJIUTUYECKU I KOH/IeHcaTop A420200016
10 CusioBo# TpaHcpopmaTop A366000034
11 KaTyuika UHAYKTHUBHOCTH A421050007
12 JdnexkTpoHHas miata E230A-4 V1.0 K405000327
13 BenTuib A253003050
14 JnekTpoHHas miata E230A-2 V1.3 K405000329
15 [lepekto4aTesb JaBJIEHUS A253001150
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ID 65 P

Ne OnucaHue ID 65 P

1 ManomeTp A827000017
2 ITHKEeTKa MeMOpaHbI K109900171
3 Py4ka nmoTeHunomeTpa A229500001
4 KoHHeKTOp ns1a3MeHHOU ropesiku K309000033
5 ['He3710 cBapoYHOro Kabesst A377900103
6 JnekTpoHHas miata E230A-1 V2.3 K405000330
7 ®dunbTp A256001240
8 [lepektovaTesb ¢pa3 A308000017
9 BeHTuHATOD A250001141
10 JJIeKTPOSTUTUYECKUN KOH/IEHCATOP A420200016
11 CusoBo# TpaHcpopmaTop A366000034
12 KaTyika MUHAYKTUBHOCTH A421050007
13 JdnexTponHas miaata E230A-4 V1.0 K405000327
14 BenTuip A253001151
15 JnekTpoHHas muata E230A-1 V1.1 K405000328
16 [lepekJitoyaTesib JjaBieHUs A253001150
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tantmlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

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

« Makine sahibi, yetkisiz kisilerin ekipmana erigsmesini engellemekten sorumludur.

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

Giivenlik Sembollerinin
Tanimlanmasi

A
D

Bt

DIKKAT

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

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

Kullanima ydnelik bilgilendirmeleri ve uyarilari belirtir.

TEHLIKE

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

Giivenlik Uyarilarinin
Kavranmasi

A\

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

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

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

* Makinenizi uygun ¢alisma ortamlarinda kullaniniz.

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

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

Elektrik Carpmalarit
Oldiirebilir
=3

>

Kurulum prosediirlerinin ulusal elektrik standartlarina ve diger ilgili yénetmeliklere

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

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

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

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

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

o Elektrik tasiyan parcalara kesinlikle dokunmayin.

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

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

¢ Elektrod pensesine birden fazla elektrod baglamayin.

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

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

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

« Makineyi kullanmadiginiz durumlarda kapali tutun ve kablolarin baglantilarini sokiin.

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

« Uzun sebeke kablosu kullanirken dikkatli olun.

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

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

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

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

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

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

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

« Nemli yerlerdeyken veya 1slak kiyafetler giyerken,

e Metal zemin, 1zgara veya iskele yapilarinda iken,

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

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

Bu durumlarda asagidaki ekipmanlar kullanilabilir;

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

« DC manuel Ortiilii elektrod kaynak makinesi,

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

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A B2

o Elektrik giiciinii kapatin.

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

¢ Acil servisi arayin.

ilk yardim egitiminiz var ise;

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

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

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

Hareketli Pargcalar
Yaralanmalara
Yol Acabilir

LS o

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

Duman ve Gaz_lar
Saghginiz Igin
Zararh Olabilir

SIS |
Q@%‘Qig

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

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

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

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

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

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

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

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

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

« Bazi kaynak / kesim yapilan pargalar i¢in 6zel havalandirma gerekir. Ozel havalandirma
gerektiren Uriinlerin giivenlik kurallari dikkatlice okunmalidir. Gaz maskesi takilmasi gereken
durumlarda uygun gaz maskesi takilmahdir.
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Sicranti ve Ark Isigi
Gozlerinize ve Cildinize
Zarar Verebilir

RSPy

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

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

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

Kivilctmlar ve Sigrayan

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

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

e,

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

Giiriilti, Duyma
Yeteneginize
Zarar Verebilir

®

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

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

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

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

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

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

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

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

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

Makine ve Aparatlara Yetkisiz
Kisiler Tarafindan Bakim
Yapilmasi Yaralanmalara

Neden Olabilir

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

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

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

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

www.magmaweld.com




ID65PX/ID 65 P Giivenlik Kurallar1 83

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.

www.magmaweld.com
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[© TEKNIK BIiLGILER

1.1 Genel A¢iklamalar

ID 65 PX ve ID 65 P kesme ve oluk agma uygulamalari i¢in tasarlanmis, yiiksek performansa sahip

U8 plazma kesme makinasidir. Kompakt tasarimi ile hafif ve tasinabilir bir yapidadir. Miikemmel kesim ve
oluk agma performansi sunar. ID 65 PX modelde kesim esnasinda gerekli gaz basinci kesim moduna ve
kullanilan torca gére otomatik olarak ayarlanir. ID 65 P modelinde ise gerekli gaz basinci ayarini manuel
olarak yapmak gerekir.

1.2 Makine Bilesenleri

Sekil 1:ID 65 PX On ve Arka Goriiniim

1- Tutamak 7- Akim / Gaz Se¢imi Butonu
2- Dijital Ekran 8- Hava Filtresi

3- Tor¢ Konnektorii 9- Agma / Kapama Salteri

4- Topraklama Baglantisi (+) 10- Gii¢ Baglantis1

5- Ayar Potu 11- Fan

6- Kesim Modu Se¢im Butonu 12- Uzaktan Kontrol Konnektorii
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Sekil 2 : ID 65 P On ve Arka Goriiniim

1- Tutamak 8- Gaz Basinci Ayar Potu
2- Manuel Gaz Basing Gostergesi  9- Hava Filtresi

3- Tor¢ Konnektori 10- A¢ma / Kapama $alteri
4- Topraklama Baglantisi (+) 11- Gii¢ Baglantis

5- Dijital Ekran 12- Fan

6- Kesim Modu Se¢im Butonu 13- Uzaktan Kontrol Konnektorii
7- Ayar Potu

www.magmaweld.com
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W 1.3 Uriin Etiketi

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S. MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE Organize Sanayi Bélgesi 5.Kisim Manisa-TURKIYE

ID 65 PX |sn: ID65P |[s:
EMA-(OHB= | Eneo97a-1-10CLA EMA-COHB= | Eneo97a--10cLA

R 20A / 88V - 65A / 106V - 20A / 88V - 65A / 106V

-E: - X“| 50% 60% | 100% —E: - X*“| 50% 60% | 100%
E U,=280V I, 65A 59A 46A E U280V 1, 65A 59A 46A
U, 106V | 103.7V | 98.4V U, 106V | 103.7V | 98.4V
DD U,=400Vv lme= 17.8A L~ 12.61A DD us=400v| I, .=17.8A 1.~ 12.61A
3~50-60Hz 3~50-60Hz
p21s | C€ Al E8|| 1p21s [C€ Il &R
=MA-(CO HPI=  U¢ Fazh Transformatér Dogrultucu X Calisma Cevrimi
D Diisey Karakteristik Uo Bosta Calisma Gerilimi
ump—— Dogru Akim U Sebeke Gerilimi ve Frekansi
_Qj Plazma Kesim Uz Anma Kaynak Gerilimi
kasd
DD Sebeke Girisi-3 Fazli Alternatif Akim I1 Sebekeden Cekilen Anma Akimi
E Tehlikeli Ortamlarda Galismaya Uygun Iz Anma Kaynak Akim1
S1 Sebekeden Cekilen Gii¢
P21 Koruma Smifi
Calisma Cevrimi
Sicaklik (C°)
A
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 100A olarak belirtilen bir makinede 100A'da galisilmak isteniyorsa, makine 10
dakikalik zaman periyodunun ilk 6 dakikasinda hi¢ durmadan kesim yapabilir (1 bolgesi). Ancak bunu takip
eden 4 dakika makine sogumasi icin bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

TEKNIK OZELLIKLER BIiRIM ID 65 PX ID 65 P
Sebeke Gerilimi (3 faz - 50-60 Hz) \% 400 400
Sebekeden Cekilen Gii¢ kVA 12,3 12,3
Akim Ayar Sahasi ADC 20 - 65 20 - 65
Anma Akimi ADC 65 65
Acik Devre Gerilimi VDC 270 270
Onerglf’é’r:fnsgt‘;ﬁl)mhg‘ mm 22 (500 mm/dak) 22 (500 mm/dak.)
Maks‘?;‘jﬁ Iﬁjgﬁ;;‘h“hg‘ mm 28 (250 mm/dak.) 28 (250 mm/dak.)
Koparma Kalinhg, mm 35 (125 mm/dak) 35 (125 mm/dak.)
(Ttim metaller)
(3,5 m?;u];( fgfginm ) kg 5 (1 Saatte) 5 (1 Saatte)
Boyutlar (UxGxY) mm 628.1x219.3x453.7 628.1x219.3x453.7
Agirhik kg 26 26
Koruma Sinifi IP21S IP21S

Tablodaki kesme hizlari, Magmaweld'in laboratuvar testlerinin sonuglaridir. Farkli kesim uygulamalart ve ortam

kosullarina gére degiskenlik gosterebilir.

. 1.5 Aksesuarlar

STANDART AKSESUARLAR ADET URUN KODU
Topraklama Pensesi ve Kablosu 1 7905102502
Tor¢ (Manuel) * 1 7142H10506

Torg¢ (Mekanize) * 1 7142M10512

* Siparis esnasinda belirtilmelidir.

www.magmaweld.com
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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 hasarl
olmast halinde derhal aldiginiz yer ile temasa gegin.

Standart kutu sunlar1 icermektedir;

» Ana makine ve ona bagh sebeke kablosu o Garanti belgesi

« Torg ve Sarflari o Kullanim kilavuzu

» Topraklama pensesi ve kablosu

Hasarl 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;

lemler alinmahdir. Uzman kisiler makinede sorumlu olup, gerekli donamimlari saglamahdur. lgili olma-
yan Kisiler ¢alisma sahasindan uzak tutulmalhdir.

B 7] Bu cihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan al¢cak 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.

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

- i Plazma kesme / kaynak islemi tehlike icermektedir. Uygun ¢alisma kosullari saglanmali ve gerekli on-

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

. 2.2 Kurulum ve Calisma Tavsiyeleri

» Makineyi tasimak igin kaldirma halkalari ya da forklift kullanilmalidir: Gli¢ kaynagini diismeyecegi ve devrilmeye-
cegi sert, diizgiin ve egimsiz bir zemine yerlestirin.

» 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 altinda ¢alistirmayin. Ortam sicakliginin 40°C agtigl durumlarda, makineyi daha dustik
akimda ya da daha ¢evrim oraninda ¢alistirin.

* Dis mekanlarda riizgar ve yagmur varken plazma kesme islemi yapmaktan kaginin. Bu tiir durumlarda plazma
kesme islemi yapmak zorunluysa, plazma kesme islemi yapilacak bolgeyi ve plazma kesme makinesini yangina
kars1 dayanikli perde ve tenteyle koruyun.

e Makineyi konumlandirirken duvar, perde, pano gibi materyallerin makinenin kontrol ve baglantilarina kolay erisi-
mi engellemediginden emin olun.

o iceride plazma kesme islemi yapiyorsaniz, uygun bir duman emme sistemi kullanin. Plazma kesme islemi saghga
zararli kesilmis parca tozu, duman ve gaz ¢ikisina neden olur. Kapali alanlarda duman, par¢a tozu ve gaz soluma
riski varsa, solunum aparatlari kullanin.

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

» Belirtilen sigorta degerine uygun beslenme kablosu kullanilmalidir.

e Yerel ve ulusal elektrik mevzuatina uygun olarak gii¢ kaynag topraklanmalidir:

» Gaz kaynag baglantilarmin dogru yapildigindan emin olun. Gaz kaynag tiipte sikistirilmis sekilde ise gaz tiipiinii
devrilmeyecek sekilde sabitleyin.
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. 2.3 Elektrik Fisi Baglantisi

Giivenliginiz icin, makinenin sebeke kablosunu kesinlikle fissiz kullanmayin.
Donanimi sisteme uygun gecikmeli sigortalar ve acil bir durumda gelen elektrigi hizla
kapatacak acil durum salteri ile koruyun.

» Gii¢ kaynagimiz igin uygun sase kablosu kullanin. Sase konnektortinti gii¢ kaynag tizerindeki yuvaya itin ve
yuvaya oturtun, baglantinin siki oldugundan emin olun.
« Elektik baglanti islemleri yetkili bir elektrikei tarafindan, yerel ve ulusal mevzuata uygun sekilde yapilmalidir:

. 2.4 Sebekeye Baglama

Q Fisi prize takarken, makinenin agma kapama anahtarinin “0” konumunda oldugundan
emin olun.

» Makine sebekeye baglamadan 6nce 3 fazi bir voltmetre ile kontrol edin. Her fazin dogru oldugunu tespit ettikten
sonra fisi prize takin.

» Acma/Kapama anahtari ile makineyi calistirin.

e Ekranda MW semboliinii gordiikten sonra makine baslamaya hazir olur.

 Anahtari tekrar “0” konumuna getirerek makineyi kapatin.

. 2.5 Plazma Kesme I¢cin Baglantilar

Q Kesim islemi yapilirken dikkatli olunmali, uygun koruyucu kiyafetler ve eldivenler kullanil-
malidir.

M 2.5.1 Gaz Baglantilar1

» Eger gaz kaynag) atolyede veya gaz tiipiinde ise gaz regiilatorii kullanilmali ve bu regiilatdr makine tizerindeki
hava girisine gaz verebilmelidir.

» Gaz tiipt kullanilan durumlarda, gaz tiiptini devrilmeyecek sekilde sabitleyin.

« Emniyetle calismak ve en iyi sonuglari elde etmek icin standartlara uygun regtilator kullanin ve gaz besleme
kalitesinin standartlara uygun oldugundan emin olun. Gaz besleme kalitesi kesim performansini ve sarf
kalitesini etkileyecektir.

* Gaz hattinin yag, toz gibi kirleticilerden korunmasina dikkat edin.

e Gaz tiipii vanasini bir siire agik tutarak, olasi tortu ve partikullerin digar1 atilmasini saglayin.

* Gaz regiilatoriini gaz tiipiine baglayin, gaz tiiptiniin gaz ¢ikisindaki vida disi ile regiilatoriin somununun
ortiistiiglinden emin olun.

e Tiip hortumunun bir ucunu gaz regiilatoriine, diger ucunu makinenin arkasindaki gaz girisine baglayip gaz tiipii
vanasini agin.

» Basing ayar vanasi ile gaz debisini ayarlayin.

¢ Baglantilarda sizint1 olmadigindan emin olun.

« Giris gaz basincinda iist sinirin asilmasi durumunda hava filtresi hasar gorebilir.

Gaz Kaynag1 Temiz, kuru, yagsiz hava veya azot

Kesme: 5,5 bar’da 1851/ dk.
Oluk Agma: 4,6 bar’da 2081 / dk.

Onerilen gaz giris akis oran1 / basinci

B 2.5.2 Topraklama Pensesi Baglantilari

» Topraklama pensesi kablosunun fisini makine tizerindeki topraklama soketine sokup saga cevirerek iyice sikin.
Baglantinin yapildigindan emin olun.

» Kesim kalitesini arttirmak i¢in, topraklama pensesini, kesim yapilacak bolgeye olabildigince yakin bir yerde, is
pargasina sikica baglayin.
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¢ Metalden metale temasin iyi oldugundan emin olun. Topraklama pensesini metalin diisecek kismina asla
baglamayin.

Kisisel giivenligi saglamak, elektromanyetik parazitlenmeyi azaltmak ve uygun ¢calisma ko-
sullarini olusturmak igin giic kaynagi ulusal ve yerel elektrik mevzuatlari uyarinca toprak-
lanmahdir.

M 2.5.3 Tor¢ Baglantilari

¢ Gii¢ kaynag ile kullanilacak kesim yoéntemine gore
Magmaweld markali plazma kesme torcu kullanilmalidir:

¢ Manuel kesim i¢cin manuel torg, mekanize kesim i¢in
mekanize tor¢ kullanilir:

« Torg baglantisi i¢in tor¢ konnektoriinii giic kaynagi
iizerindeki yuvasina sokup saga dogru ¢evirin. Baglantinin
tamamlandigindan emin olun.

« Torg baglantis1 yapilirken gii¢ kaynagini kapali tutun.

¢ Torglar hakkinda detayh bilgi almak i¢in 5.1’e bakiniz.

. 2.6 Sarf Malzemelerin Yerlestirilmesi

» Manuel ve mekanize plazma kesme torcu i¢in kullanilan malzemeler birbirinden farkhdir:
o Oncelikle torcun sarflarimin hazirlanmas gerekir.

« Kullanilan torg tipine ve yonteme gore uygun sarf malzemeleri se¢ilmelidir.

¢ Belirtilen sirada sarflar takilmahdir.

Girdapl Halka

Elektrod %

Nozul @
Muhafaza Kapag: g
Muhafaza %
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o Sarf malzemelerin 6mrii kesim yapilacak malzemeye, kesim kalinligina, kesim uzunluguna, kesim yontemine,
malzemeye olan uygun mesafeye, hava kalitesine ve patlatma sikligina baghdir: Patlatma sikhg fazla ise sarf
malzeme daha ¢abuk aginacaktir.

o Muhafazal sarf malzemeleriyle calisirken, tor¢ ucu kesim sirasinda kesim yapilacak metale dokunabilir:
Muhafazasiz sarf malzemeleriyle calisirken ise kesim yapilacak par¢a ile tor¢ arasinda 2 - 3 mm gibi bir mesafe
olmalidir:

« Sarflar hakkinda detayl bilgi almak i¢in 5.1’e bakiniz.

Torg tetigine basildiginda plazma arki hemen olusur.
Plazma sarflarini degistirirken giic kaynagun kapali oldugundan emin olun.

W 2.7 pilot Ark

Plazma kesme isleminde yiiksek elektriksel iletkenlige sahip iyonize gaz kullanilir. Plazma torcu tetiklendigi
an DC gii¢ etkinlestirilir ve kisa bir siire i¢erisinde torgta hizli bir gaz akisi baslar. Bu DC gii¢ torgtaki gazi
iyonize eder ve ark olusur. Tor¢ sayesinde daraltilarak yogunlastirilan bu arka pilot ark denir.

Pilot ark, yiiksek hizla akan gazlarla tor¢ agzindan disar1 ¢ikmaya zorlanir. Kesim yapilacak metale temas
ettiginde ana akim olusur ve kesim baslar. Tor¢ hareket ettirilerek kesim islemi devam ettirilir.

. 2.8 Uzaktan Kontrol

Uzaktan kontrol sadece mekanize torg kullanildiginda aktif olacaktir. Makinenin arkasinda uzaktan kontrol
icin soket yuvasi bulunmaktadir. Gli¢ kaynagi arkasinda bulunan soket yuvasina gerekli baglanti yapildigin-
da ark gerilimine ulasim saglar, ark transferi ve plazma baslatma i¢in sinyal verir.

Otomasyon baglant1 semas1 hakkinda detayl bilgi almak i¢in 5.2’ye bakiniz.

Gerilim Boéliicii Ayar1

Gii¢ kaynag1 bes konumlu bir gerilim bélticiiye sahiptir.

Voltaj bilgisi gerilim béliicii yardimiyla degistirilir. Gerilim béliicii fabrika ayar1 20:1 olarak ayarlanmistir.
Asagidaki tabloda gerilim boéliicii ayari i¢in DIP anahtarlarin konumu gosterilmistir.

el R e
1234 1234 1234 1234 1234
20:1 20.1:1 30:1 50:1

ﬂ : Anahtarin yukarida oldugunu gostermektedir.

ID65 PCA plazma kesme makinesinin kullandig dijital ve analog haberlesme olmak tizere 2 tip otomasyon araytzi

vardir.

ID65 PCB plazma kesme makinesinde ise sadece analog haberlesme otomasyon araytizii vardir.

1) Dijital Haberlesme

Makine igerisine ek soket ve kart eklenir. Bunlari kullanarak Modbus tizerinden dijital haberlesme yapilir.

Analog haberlesmeye ek olarak;

¢ Makine akimi uzaktan ayarlanabilir

» Kesme akimi ve gaz basinci kesim yapilacak malzemelere gore uzaktan ayarlanabilir:

¢ Makine mod degisimi uzaktan yapilabilir.

» Makinedeki hata kodlarinin tamami otomasyon arayiiziine gonderilebilir. Bu sayede tezgahin durmasi ya da
operatoriin uyarilmasi saglanir

Makine arayiiz kablosu boyunca kullanilacak sinyaller i¢in konnektor soketleri asagidaki sekilde gosterilmistir. Tab-

loda sinyaller hakkinda bilgi mevcuttur: Gii¢ kaynaginin makine arayiiz kablosu ile CNC tezgah ya da torg yiikseklik

kontrol cihazina baglanilacagi durumlarda asagidaki tablo dikkate alinmalidir:
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Baglant1 Ad1

24 VDC Agik devre gerilimi bulunur.

Baslat (Tetik) P5, P2 Etkinlestirmek icin kuru kontak kapatma gerektirir.
Normalde agik kontak. Plazma ark gergeklestiginde kontak kapali duru-
Ark Onay: P1P3 ma geger. (Max : 220 VDC 2A)
P10 (A)
Haberlesme P11 (B) ModBus
P12 (GND)

- R P7 (+) Makine ¢ikis gerilimini kontrol sistemine uygun duruma getirir.
Gerilim Boliici P8 (1) 20:1, 21.1:1, 30:1, 40:1, 50:1 bliinmiis cikis verir.

Toprak P6 Techizat giivenligi i¢in sisteminizin topraklama noktasina baglamaniz

onerilir.
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2) Analog Haberlesme

Kuru kontak yapisi ile ¢alisi: Otomasyon birimi kuru kontak ile plazma makinesine ¢alismasi icin uyar1 génderir,
plazma pilot arki olusturur. Plazma makinesi pilot arki olusturduktan sonra kuru kontak yapisi ile otomasyon biri-
mine uyar1 gonderir. Makine, kesim islemine basladigi an otomasyon ara biriminin ytikseklik ayar1 yapabilmesi i¢cin
plazma ark voltajini bildirir

Makine arayiiz kablosu boyunca kullanilacak sinyaller igin konnektor soketleri asagidaki sekilde gosterilmistir. Tab-
loda sinyaller hakkinda bilgi mevcuttur. Gii¢ kaynaginin makine araytiz kablosu ile CNC tezgah ya da torg ytikseklik
kontrol cihazina baglanilacag1 durumlarda asagidaki tablo dikkate almmalidir:

NN NI

. 24 VDC Agik devre gerilimi bulunur.
Baglat (Tetik) P5, P2 Etkinlestirmek i¢in kuru kontak kapatma gerektirir.
Normalde agik kontak. Plazma ark gergeklestiginde kontak kapal duru-
Ark Onay: P1,P3 ma geger. (Max : 220 VDC 2A)
- R P7 (+) Makine ¢ikis gerilimini kontrol sistemine uygun duruma getirir.
Gerilim Bolica P8 (-) 20:1,21.1:1, 30:1, 40:1, 50:1 bolinmiis cikis verir.
Techizat glivenligi i¢in sisteminizin topraklama noktasina baglamaniz
Toprak P6 6nferilir. ¢ o b ¢

Makine arayiiz kablosunun kurulumu ve gerilim béliicii karti montaji yetkili servis tarafindan
yapilmahdir.

Makine arkasindaki arayiiz yuvasinin tizerindeki kapak kullanilmadigi durumlarda toza, neme
karsi kapali tutulmalidir.
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% KULLANIM BiLGILERI
. 3.1 Kullanici Arayiizii

Dijital Gosterge
Ayarlanan kaynak akimi, basing degerleri, basing grafigi ve hata kodlar dijital ekran saye-
sinde gorsel olarak izlenebilir.

Kesme Modlari
..Q;..— Izgara Kesim
_~

Izgara gibi sirasiyla metal ve bosluklardan olusan malzemelerin kesiminde kullanili: Eger
1zgara gibi delikli malzemelerin kesiminde bu mod kullanilmazsa pilot ark basladiginda
malzeme kesimi baslar ancak gordiigii ilk boslukta pilot ark sona erer. Bosluktan sonraki
metal kisma geldiginde kesime devam etmek i¢in tekrardan tetigi birakip basmak ve pilot
arki baslatmak gerekir. Bu is yiikiinii kaldirmak icin 1zgara tipi malzemelerde kullanilmak
lizere 1zgara kesim modu olusturulmustur. Izgara kesim modunda torg tetigine bastiginiz
anda pilot ark olusur ve malzeme kesimi yapili;, bosluga gelindigi an pilot arki keser; tekrar
malzeme kismina gelindiginde pilot arki devreye alir. Bu dongii tetigi biraktiginiz ana kadar
devam eder: Tetigi biraktiginiz an kesme islemi sona erer.

_Qj Normal Kesim
”_~

Normal Kesim

Normal kesim modunda tetige bastiginiz an pilot ark olusur ve kesim islemi baslar. is parca-
s1 bittigi anda siz tetigi birakmasaniz bile ark soner; tetigi birakabilirsiniz. Eger malzemenin
ortasinda tetigi birakirsaniz yine ark sénecektir. isleme devam etmek icin tetige tekrar bas-
tigimizda pilot ark yeniden olusur.

& Torg Tetik Kilidi
-~

Bu modda tetige bastimiz an pilot ark olusur. Kesim islemine bagsladiktan sonra elinizi
tetikten ¢ekip kesim islemine devam edebilirsiniz. Is pargasi bittigi anda (bosluk gérdigi
an) pilot ark sénecek ve mod devreden ¢ikacaktir. Tekrar tetige basip is parcasi kesmeye
basladigimizda mod aktif olacaktir. Bu mod 6zellikle uzun is parcalarinin kesiminde kolaylik
saglar, parmak siirekli tetikte durmadan kesim yapilabilir:
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N Q Oluk Agma

Otomatik modda oluk agma yontemi segildiginde gaz debisi makine tarafindan otomatik
olarak ayarlanacaktir. Oluk agma yonteminde torcun sarflari oluk agma yontemine uygun
olarak degistirilmelidir. Tetige basildig1 an pilot ark olusur. Is pargasi boyunca kesim yapilir,
is pargasi bittigi an ya da bosluk gordugii an pilot ark soner, parmaginizi tetikten birakabi-
lirsiniz.

Ayar Potu

(M/A: Manuel/ Otomatik Mod)

Makine agildiginda otomatik modda baslar, ekranda gaz basinci grafigi goriilmez. Otomatik
modda ayar potu sadece akim ayart icin kullanili. Pot saga sola dondiiriilerek istenen akim
degeri belirli tolerans araliklarinda ayarlanir:

Otomatik modda gii¢ kaynagy, torg tipine ve uzunluguna gore gaz ayarin kendisi yapar.
En optimum gaz basicini otomatik olarak ayarlar. Gaz basincinin gii¢ kaynag tarafindan
ayarlanmasi; hem kolaylik saglar hem de kullanicilarin gaz basinci ayarinda hata yapmasini
engeller.

Manuel moda gegmek i¢in ayar potuna 1 kez basmak gerekir, ekranda gaz basinci grafigi
gortlir. Manuel modda ayar potu ile akim ve gaz basing ayar1 yapiliz Akim / Gaz se¢imi
butonuna basip akim ya da gaz ayar1 sekmesine gecilir. Akim sekmesine gelindiginde yanin-
da ok goriilecektir. Akim ayar1 yapmak icin ayar potu saga sola gevrilerek istenen akim dege-
ri belirli tolerans araliklarinda ayarlanir. Gaz basinci grafiginde oklar ortada ise makinenin
onerdigi optimum deger ayarhdir.

o i
.A Con

o] W 1. Here

+ ILIF'SI

Akim / Gaz se¢imi butonuna basip gaz ayar1 sekmesine gecildiginde yaninda ok gori-
necektir. Gii¢ kaynagi gaz basincini otomatik olarak ayarlar. Ancak kullanici belirli tolerans
araliginda ayar yapilir. Ayar potu saga dogru gevrildiginde gaz basinci artacak ve gaz basinci
grafigi saga dolu ilerleyecektir. Ayar potu sola dogru cevrildiginde gaz basinci azalacak ve
gaz basinci grafigi sola dogru ilerleyecektir. Ayarlanan akima gore en optimum gaz basinci
ayar grafigin tam ortasindaki degerdir:

= CC
.A I i

D ﬂ 4. EBHM-

+ ILIF'SI

www.magmaweld.com

USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU




98 Kullanim Bilgileri

ID 65PX /ID 65 P

1
»}(—
+

Gaz Basinci Grafigi
Gaz basinci degerini grafik olarak gosterir.

Eger grafik ici bos ise gii¢ kaynag tarafindan ayarlanan optimum gaz basinci segilidir: Grafi-
§in tam ortas1 optimum gaz basincini gosterir (4.8 BAR / 70 PSI).

Gaz basinci ayarinda eger ayar potu saga dogru gevrilirse gaz basinci artar. Grafikte sag ala-
nin i¢i dolmaya baslar. Maksimum gaz basinci ayar1 5.5 BAR (80 PSI) dir:

L
- T +

Gaz basinci ayarinda eger ayar potu sola dogru gevrilirse gaz basinci azalr: Grafikte sol ala-
nin i¢i dolmaya baglar. Minimum gaz basinci ayar1 4.4 BAR (64 PSI) dir.

]

- T +

Akim/ Gaz Secimi Butonu
Manuel modda akim ve gaz basinci degerlerine gecisi saglar. Ayar potu ile bu sekmelerde
ayar yapilir.

Hata Kodu
Hata simgesi ve kodunu gosterir.

Eﬁlbg

Uzaktan Baglanma
Uzaktan baglantinin aktif oldugunu gosterir.
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Dijital Gosterge
Ayarlanan kaynak akimi, basing degerleri, basing grafigi ve hata kodlarn dijital ekran saye-
sinde gorsel olarak izlenebilir.

Kesme Modlar1

..Eb..-' Izgara Kesim
kel

Izgara gibi sirasiyla metal ve bosluklardan olugsan malzemelerin kesiminde kullanilir. Eger
1zgara gibi delikli malzemelerin kesiminde bu mod kullanilmazsa pilot ark basladiginda
malzeme kesimi baslar ancak gordiigii ilk boslukta pilot ark sona erer. Bogluktan sonraki
metal kisma geldiginde kesime devam etmek i¢in tekrardan tetigi birakip basmak ve pilot
arki baglatmak gerekir. Bu is ytikiinii kaldirmak i¢in 1zgara tipi malzemelerde kullanilmak
lizere 1zgara kesim modu olusturulmustur. Izgara kesim modunda torg tetigine bastiginiz
anda pilot ark olusur ve malzeme kesimi yapili;; bosluga gelindigi an pilot arki keser; tekrar
malzeme kismina gelindiginde pilot arki devreye ali. Bu dongii tetigi biraktiginiz ana kadar
devam eder: Tetigi biraktiginiz an kesme islemi sona erer.

_EE Normal Kesim
”_~

Normal Kesim

Normal kesim modunda tetige bastiginiz an pilot ark olusur ve kesim islemi baslar. is parca-
s1 bittigi anda siz tetigi birakmasaniz bile ark soner; tetigi birakabilirsiniz. Eger malzemenin
ortasinda tetigi birakirsaniz yine ark sénecektir. isleme devam etmek icin tetige tekrar bas-
tigimizda pilot ark yeniden olusur.

2 @ Torg Tetik Kilidi
3

Bu modda tetie bastiginiz an pilot ark olusur. Kesim islemine basladiktan sonra elinizi
tetikten cekip kesim islemine devam edebilirsiniz. Is pargasi bittigi anda (bosluk gordigii
an) pilot ark sénecek ve mod devreden ¢ikacaktir: Tekrar tetige basip is pargasi kesmeye
basladiginizda mod aktif olacaktir. Bu mod 6zellikle uzun is pargalarmim kesiminde kolaylik
saglar, parmak siirekli tetikte durmadan kesim yapilabilir:

www.magmaweld.com
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Ayar Potu v
A: Akim Ayari / | Gaz Ayar
Akim ayar1 yapmak i¢in ayar potu saga sola gevrilerek istenen akim degeri belirli to-

lerans araliklarinda ayarlanir.

Gaz ayarina ge¢mek icin ayar potuna 1 kez basmak gerekir. Makine serbest gaz mo-
duna geger, basing gostergesinde () yaklasik 4.2 bar okunur. Hava filtresi iistiindeki
gaz basinci ayar potunu iiste dogru ¢ekip serbest konuma getirdiginizde saga / sola
doéndiirerek basinci arttirlp / azaltabilirsiniz.

Basing Gostergesi
Torg icerisindeki basinci gosterir.

. 3.2 Tor¢ Kullanimi

Kesim yapilacagi zaman torg tetigi tizerindeki korucu kapagi 6ne dogru iterek, torg tetigine basin. Torg tetigine
basar basmaz plazma arki olusacaktir. Dlizgilin kesim yapmak i¢in tor¢ ucu kesim yapilacak malzeme boyunca
yavasca ilerletilmelidir. Otomasyon torcu baglandiginda makine otomasyon torcunu algilar ve otomasyon ara
biriminden tetik bekler. Otomasyon ara birimine gerekli verileri gonderir.

Torglar hakkinda detayl bilgi almak igin 5.1’e bakiniz.

Gii¢ kaynagi acik konumda iken torg tetigi aktiftir. Elinizin kesim yoluna gelmediginden emin
olmalisiniz.
Calisma parcasini elinizle tutulmamal, torcu kendinize ya da baskasina dogrultmamalisiniz.

USER MANUAL | PYKOBO/CTBO IO 3KCIIJIYATAIMH | KULLANIM KILAVUZU www.magmaweld.com




ID65PX/ID 65P Bakim ve Ariza Bilgileri 101

& BAKIM VE ARIZA BiLGILERI

» 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 parcalar yetkili servislerimizden temin edebilirsiniz. Orijinal yedek parca
kullanim1 makinenizin 6mriinii uzatacag gibi performans kayiplarini engeller.

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

» Garanti siiresi icerisinde liretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti
hiikiimleri gecersiz olacaktir.

» Gegerli giivenlik kurallarina bakim onarim islemleri sirasinda mutlaka uyunuz.

e Tamir i¢in makinenin herhangi bir islem yapilmadan 6nce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatorlerin bosalmasi i¢cin 10 saniye bekleyiniz.

. 4.1 Bakim

B Giinliik Bakim

e Torg lizerindeki sarf malzemeler diizenli olarak kontrol edilmeli asinmis veya
hasarliysa degistiriniz. Bu malzemelerin uzun stireli kullanilmasi ve ytiksek
performans i¢in orijinal Girtinler olmasina dikkat ediniz.

-}
% 3 Ayda Bir

e Cihaz tizerindeki uyari etiketlerini sékmeyiniz. Yipranmis / yirtilmis etiketleri \
yenisi ile degistiriniz. Etiketleri yetkili servisten temin edebilirsiniz.

* Penselerin ve kablolarinizin kontoliinii yapiniz. Par¢alarin baglantilarina ve /
saglamligina dikkat ediniz.

e Hasar gormis / arizal pargalari yenisi ile degistiriniz.
Kablolara ek / onarim kesinlikle yapmayiniz.

¢ Havalandirma i¢in yeterli alan olduguna emin olunuz.

(-}
%) 6 Ayda Bir

« Civata, somun gibi birlestirici parcalar1 temizleyiniz ve sikistiriniz.
Topraklama pensesi kablolarini kontrol ediniz. Makinenin yan kapaklarini agarak
dustik basingh kuru hava veya bir vakum aleti ile temizleyiniz. Elektronik pargalara
yakin mesafeden basingli hava uygulamayiniz.

« Hava filtresinin temiz oldugundan emin olunuz. Kirlenmis ise yenisi ile degistiriniz.

NOT: Yukarida belirtilen siireler, cihazinizda hi¢chbir sorunla karsilasilmamasi durumunda

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

A Asla plazma kesme makinesinin kapaklar1 acikken kesme islemi yapmayin.
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. 4.2 Hata Giderme

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

Ariza

« Makinenin elektrik baglantisi sorunlu

Makinenin elektrige bagh
oldugundan emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geginiz

Makine ¢alismiyor

« Sebeke baglantilar1 hatali

Sebeke baglantilarinin dogru
oldugunu kontrol ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

* Sebeke besleme sigortasi hatali veya
sebeke kablosu hasarl

Sebeke besleme sigortalarini, sebeke
kablosunu ve fisini kontrol ediniz
Sorun devam ediyorsa yetkili servis
ile iletisime geginiz

¢ A¢ma/ kapama anahtari dogru
calismiyor

Ag¢ma/ kapama anahtarini kontrol
ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

« Hava basinci ve debisi uygun
olmayabilir

Hava basincini ve hava kalitesini
kontrol ediniz. Hava basinci ve
debisinin uygun, havanin kuru

ve temiz oldugundan emin olunuz
Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

« Sebeke voltaji uygun olmayabilir

Makineye gelen sebeke voltajinin
uygun oldugundan emin olunuz
Sorun devam ediyorsa yetkili servis
ile iletisime geginiz

Makine ¢alisiyor,
fakat kesim yapmiyor

« Topraklama pensesi is par¢asina
veya makineye bagh olmayabilir

Topraklama pensesinin is par¢asina
ve makineye bagh oldugundan emin
olunuz. Topraklama pensesinin i
pargasina temas ettigi alani
temizleyiniz.

Topraklama pensesini hasarl
olmadigindan emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

¢ Torg ve / veya sarf malzemeleri
asinmis veya hasarli olabilir

Torg ve / veya sarf malzemelerinin
asinmis veya hasarh olmadigindan
emin olunuz, gerekiyorsa yenisi ile
degistiriniz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

¢ Ark is parcasina transfer yapmiyor

is parcasi yiizeyinin boyasiz ve temiz
oldugundan emin olunuz

Torcun is pargasiyla olan mesafesinin
uygun oldugundan emin olunuz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz
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e T e

« Hava basincini ve hava kalitesini
kontrol ediniz. Hava basinci ve
debisinin uygun, havanin kuru

ve temiz oldugundan emin olunuz
Sorun devam ediyorsa yetkili servis
ile iletisime geginiz

« Hava basinci ve debisi uygun
olmayabilir, hava filtresi elemanlari
kirlenmis olabilir

Torg ve / veya sarf malzemelerinin

asinmis veya hasarli olmadigindan

« Torg ve / veya sarf malzemeleri emin olunuz, gerekiyorsa yenisi ile
asinmig veya hasarli olabilir degistiriniz.

Sorun devam ediyorsa yetkili servis

ile iletisime ge¢iniz

Torg ve / veya sarf malzemelerini
dogru kullanildigindan ve
takildigindan emin olunuz

Sorun devam ediyorsa yetkili servis

¢ Torg ve / veya sarf malzemeleri
dogru secilmemis veya takilmamig

olabilir
ile iletisime geciniz
¢ Kesim modunun dogru oldugundan
. emin olunuz
Makine calisiyor, * Kesim modu yanhs secilmis olabilir | « Sorun devam ediyorsa yetkili servis

fakat iyi kesim yapmiyor ile iletisime geginiz

Kesim yapilacak malzemeye uygun
(malzeme kalinhig1 ve tipi) amper
¢ Kullanilan amper degeri yanlhs degeri segilmelidir

secilmis olabilir Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

Kesim hizi ve kesim kalinliginin
uygun oldugundan emin olunuz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

¢ Makinenin performansina uygun
kesim hiz1 ve kalinlig1 asilmis olabilir

« Torcun is pargasina olan
yiiksekliginin ve agisin1 dogru
oldugundan emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

e Torcun is pargasina olan yiiksekligi
veya agis1 hatali olabilir

Kesim yoniiniin dogru oldugundan
emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

« Kesim yonti hatal olabilir

www.magmaweld.com USER MANUAL | PYKOBOACTBO M0 3KCIIVIYATALIUM | KULLANIM KILAVUZU




104 Bakim ve Ariza Bilgileri

ID 65 PX /ID 65 P

. 4.3 Hata Kodlari

Asagida tiim makinelere ait tiim hata kodlar1 bulunmaktadir. Kendi makineniz ile ilgili hata kodlarini dikkate aliniz.

Hata Kodu

EO1

Termal Koruma
(Birincil)

* Makinenizin devrede kalma orani
asilmis olabilir

Bir siire bekleyerek makinenin
sogumasini saglayiniz . Ariza ortadan
kalkiyor ise daha diisiik amper
degerlerinde kullanmaya ¢aliginiz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

o Fan ¢alismiyor olabilir

Fanin ¢alisip ¢alismadigini goz ile
kontrol ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

¢ Hava giris-¢ikis kanallarinin 6ni
kapanmis olabilir

Hava kanallarinin oniinii aginiz
Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

* Makine ¢aligma ortami agir1 sicak
ya da havasiz olabilir

Makine ¢alisma ortaminin asir1 sicak
ya da havasiz olmadigindan emin
olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E02

Sebeke Voltaji
Digiik

« 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 ge¢iniz

EO03

Sebeke Voltaji
Yiiksek

« Sebeke voltaji yilikselmis olabilir

Sebeke baglant1 kablolarini ve
voltajini kontrol ediniz. Dogru voltaj
girisi saglandigindan emin olunuz.
Sebeke voltaji normal ise yetkili
servis ile iletisime geginiz

E04

Akim / Voltaj
Okuma Hatas1

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E05

Sicaklik Sensori
Okuma Hatas1

¢ Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E06

Su Sogutma
Unitesi Hatasi

¢ Su sogutma tinitesinde hata olabilir

Su sogutma linitesi konnektorii ve
torg giris / cikislarini kontrol edin
Su sirkiilasyonun sagladigindan
emin olun

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E07

E08

Sistem Hatas1

E09

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E10

Torg Baglanti
Hatasi

« Torgta ve tor¢ baglantilarinda hata
olabilir

Torg ve tor¢ baglantilarini kontrol
edin

Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E11

E12

Sistem Hatas1

¢ Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E13

Tel Siirme Unitesi
Hatasi

o Tel stirmede hata olabilir

Tel sepeti, makara / makara baskisi
ve torg baglantilarini kontrol edin
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz
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E14

Sistem Hatas1

« Donanimsal hata olabilir

« Yetkili servis ile iletisime geginiz

E15

Uzaktan Kumanda
Haberlesme Hatasi

o Uzaktan kumanda baglantilarinda
hata olabilir

o Uzaktan kumanda baglantilarini
kontrol edin

e Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

E16

E17

E18

Sistem Hatas1

* Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E19

Term_al Koruma
(Ikincil)

e Makinenizin devrede kalma orani
asilmis olabilir

Bir stire bekleyerek makinenin
sogumasini saglayiniz. Ariza ortadan
kalkiyor ise daha diigik amper
degerlerinde kullanmaya ¢alisiniz
Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

e Fan ¢alismiyor olabilir

Fanin ¢alisip ¢calismadigini goz ile
kontrol ediniz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

« Hava giris - ¢ikis kanallarinin 6nii
kapanmis olabilir

Hava kanallarinin dniinii aginiz
Sorun devam ediyorsa yetkili servis
ile iletisime ge¢iniz

« Makine ¢aligma ortami agir1 sicak
ya da havasiz olabilir

Makine ¢alisma ortaminin asir1 sicak
ya da havasiz olmadigindan emin
olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E20

E21

E22

E23

Sistem Hatas1

* Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E26

Giris Basinci
Diistik

 Giris basinci diistik olabilir

Hava / gaz baglantilarinizi kontrol
ediniz giris basincinin uygun
oldugundan emin olunuz giris
basinci normal ise yetkili servis ile
iletisime geciniz

E27

Tor¢ Muhafazasi
Takili Degil

« Tor¢ muhafazasi takilmamis,
yerine oturmamis olabilir

Tor¢ muhafazasinin dogru sekilde
takildigindan emin olunuz

Sorun devam ediyorsa yetkili servis
ile iletisime geciniz

E28

Sistem Hatas1

« Donanimsal hata olabilir

Yetkili servis ile iletisime geciniz

E29

DC Bara Voltaji
Digiik

« 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

E30

DC Bara 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 geciniz

E31

Sistem Hatas1

¢ Donanimsal hata olabilir

o Yetkili servis ile iletisime geciniz
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M ExiER
. 5.1 Plazma Kesme Otomasyon Baglanti Semasi

Onden Goriiniis

PIN NO KABLO BAGLANTI ADI ACIKLAMA
1 Sar1 Normalde agik kontak.
Ark Onay1 Plazma ark gergeklestiginde kontak kapali duruma gecer.
3 Kahve (Max: 220 VDC 2A)
2 Yesll 24 VDC Agik d ilimi bul
. ¢1k devre gerilimi bulunur.

5 Beyaz Baglat (Tetik) Etkinlestirmek i¢in kuru kontak kapatma gerektirir.
6 Shield Toprak Teghlzat guv:enllg.l icin sisteminizin topraklama noktasina

baglamaniz 6nerilir.
7 Kirmiz: Vo (+) Makine ¢ikis gerilimini kontrol sistemine uygun duruma
8 Siyah Vo (1) getirir. 20:1, 21.1:1, 30:1, 40:1, 50:1 boliinmiis ¢ikis verir.
10 Gri ModBus A

ModBUS-RTU / 19200bps / 8N1
1 Pembe ModBus B (Bu ozellik sadece PCA modeli i¢in gegerlidir.)
12 Mavi ModBus GND

USER MANUAL | PYKOBO/CTBO IO 3KCIIJIYATAIMH | KULLANIM KILAVUZU www.magmaweld.com




ID65PX/ID 65P

Ekler 107

. 5.2 Manuel Torg Sarflari ve Yedek Parg¢alari

Hassas Kesim Normal Kesim  Oluk Agma

NO TANIM MALZEME KODU
1 Torg Kabzasi Y542000019
2 Torg Kafasi Y542000016
3 0-Ring Y542000018
4 Girdapli Halka 7042220947
5 Elektrod 7042E00001
6 Nozul 7042220930
7 Muhafaza Kapagi 7042220854
8 Muhafaza 7042220955
9 Muhafaza 7042220931

10 Girdapl Halka (Standart) 7042220857

10 Girdapli Halka (MAX Life) 704222085M

11 Nozul 7042220819

12 Muhafaza 7042220818
13 Nozul 70422208NG
14 Muhafaza 70422209SG
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. 5.3 Mekanize Torg Sarflari ve Yedek Parg¢alari
& - I A

JWL

SRR 1VUVUVVIVAAA AL TV UV UEVAREA AL VLV VA VMLV N AN AV

NO TANIM MALZEME KODU
1 O-Ring Y542000018
2 Torg Kafasi Y542000017
3 Tor¢ Konumlandirma Pargasi Y542000020
4 Girdapl Halka (Standart) 7042220857
4 Girdapli Halka (MAX Life) 704222085M
5 Elektrod 7042E00001
6 Nozul 7042220930
7 Muhafaza Kapagi 7042220854
8 Muhafaza 7042220948
9 Nozul 7042220819
10 Muhafaza 7042220817
11 Nozul 7042220953
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. 5.4 Plazma Kesme Makinesi Yedek Parca Listesi
ID 65 PX

THLIIISIITIIIIS
V77777777

Ve
V7777777777777

V7777777777777 A
V777777777777
I
V777 5
© LI ©

N TANIM ID 65 PX
1 Membran Etiket K109900170
2 Potans Diigmesi A229500001
3 Plazma Tor¢ Konnektorii K309000033
4 Kaynak Prizi A377900103
5 Elektronik Kart E230A-1 V2.3 K405000330
6 Filtre A256001242
7 Pako Salter A308000017
8 Fan A250001141
9 Elektrolitik Kondansator A420200016
10 Giig Trafosu A366000034
11 Sok Bobini A421050007
12 Elektronik Kart E230A-4 V1.0 K405000327
13 Valf A253003050
14 Elektronik Kart E230A-2 V1.3 K405000329
15 Basing Anahtari A253001150
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ID 65 P

NO TANIM ID 65 P
1 Manometre A827000017
2 Membran Etiket K109900171
3 Potans Diigmesi A229500001
4 Plazma Tor¢ Konnektorii K309000033
5 Kaynak Prizi A377900103
6 Elektronik Kart E230A-1 V2.3 K405000330
7 Filtre A256001240
8 Pako Salter A308000017
9 Fan A250001141
10 Elektrolitik Kondansator A420200016
11 Gii¢ Trafosu A366000034
12 Sok Bobini A421050007
13 Elektronik Kart E230A-4 V1.0 K405000327
14 Valf A253001151
15 Elektronik Kart E230A-1 V1.1 K405000328
16 Basing Anahtari A253001150
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. 5.5 Baglanti Semalari
Blok Diyagram
ID 65 PX
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ID 65 P
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Devre Semalari
ID 65 PX
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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.
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