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MIG-MAG

Cod.953955

GB INSTRUCTION MANUAL
| MANUALE D’ISTRUZIONE
F MANUEL D’INSTRUCTIONS
E MANUAL DE INSTRUCCIONES
D BEDIENUNGSANLEITUNG
RU PYKOBOACTBO MNOJIb3OBATENA
P MANUAL DE INSTRUGOES
GR ErXEIPIAIO XPHZHZ
NL INSTRUCTIEHANDLEIDING
H HASZNALATI UTASITAS
RO MANUAL DE INSTRUCTIUNI
S BRUKSANVISNING
DK INSTRUKTIONSMANUAL
N BRUKERVEILEDNING
SF OHJEKIRJA
cz Nl:\VOD K POUiI:I'i
SK NAVOD NA POUZITIE
Sl PRIROCNIK Z NAVODILI ZA UPORABO
HR/SCG PRIRUCNIK ZA UPOTREBU
LT INSTRUKCIJUY KNYGELE
EE KASUTUSJUHEND
Lv ROKASGRAMATA
BG PBKOBOOCTBO C UHCTPYKLIUU
PL INSTRUKCJA OBSLUGI
»GB  Professional MIG-MAG welding machines with inverter.
>l Saldatrici professionali ad inverter MIG-MAG.
»F Postes de soudage professionnels a inverseur MIG-MAG.
rE Soldadoras profesionales con inverter MIG-MAG.
»D Professionelle SchweiBmaschinen MIG-MAG mit Invertertechnik.
»RU  [lpogheccuoHnanbHbie ceapoyHbie annapambi ¢ uHeepmepom MIG-MAG.
»P Aparelhos de soldar profissionais com variador de freqiiéncia MIG-MAG.
»GR  EmayyeAuarikoi auykoAAnTég pe ivBéptep MIG-MAG.
»NL  Professionele lasmachines met inverter MIG-MAG.
»H Professziondlis MIG-MAG inverthegeszt6k.
RO  Aparate de sudura cu invertor pentru sudura MIG-MAG, destinate uzului profesional.
»S Professionella svetsar med véxelriktare MIG-MAG.
DK  Professionelle svejsemaskiner med inverter MIG-MAG.
PN Profesjonelle sveisebrenner med inverter MIG-MAG.
P SF  Ammattihitsauslaitteet vaihtosuuntaajalla MIG-MAG.
»CZ  Profesiondlni svarovaci agregaty pro svarovani MIG-MAG.
> SK  Profesiondlne zvdracie agregaty pre zvaranie MIG-VAG.
>8I Profesionalni varilni aparati s frekvenénim menjalnikom MIG-MAG.
> HRISCG Profesionalni stroj za varenje sa inverterom MIG-MAG.
LT  Profesionalils suvirinimo aparatai su Inverteriu MIG-MAG.
P EE  Inverter MIG-MAG professionaalsed keevitusaparaadid.
LV Profesionalie metinasanas aparati ar invertoru MIG-MAG metinasanai.
»BG  [poghecuoHanHu uHEEpPMOPHU eneKmpoxeHU 3a 3agapsisaHe MIG-MAG.
> PL__ Profesjonalne spawarki inwerterowe MIG-MAG.
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(GB EXPLANATION OF DANGER, MANDATORY AND PROHIBITION SIGNS. DK OVERSIGT OVER FARE, PLIGT OG FORBUDSSIGNALER. R

1 LEGENDA SEGNALI DI PERICOLO, D’OBBLIGO E DIVIETO. N SIGNALERINGSTEKST FOR FARE, FORPLIKTELSER OG FORBUDT.

F LEGENDE SIGNAUX DE DANGER, D OBLIGATION ET D’INTERDICTION. SF VAROITUS, VELVOITUS, JA KIELTOMERKIT

E LEYENDA SENALES DE PELIGRO DE OBLIGACION Y PROHIBICION. cz VYSVETLIVKY K SIGNALUM NEBEZPECI, PRIKAZUM A ZAKAZUM.

D LEGENDE DER GEFAHREN-, GEBOTS- UND VERBOTSZEICHEN. SK VYSVETLIVKY K SIGNALOM NEBEZPECENSTVA PRIKAZOM A ZAKAZOM.

RU JNEFEHOA CUMBOJIOB BE30I'IACHOCTI/I OBA3AHHOCTU U 3ANPETA. Sl LEGENDA SIGNALOV ZA NEVARNOST, ZA PREDPISANO IN PREPOVEDANO.

P LEGENDA DOS SINAIS DE PERIGO, OBRIGA(;AO E PROIBIDO. HR/SCG LEGENDA OZNAKA OPASNOSTI, OBAVEZA | ZABRANA

GR AEZANTA THMATQN KINAYNOY, YHOXPEQSHS KAI ANAFOPEYSHS. LT PAVOJAUS, PRIVALOMUJU IR DRAUDZIAMUJU ZENKLU PAAISKINIMAS.

NL LEGENDE SIGNALEN VAN GEVAAR VERPLICHTING EN VERBOD. EE OHUD, KOHUSTUSED JA KEELUD.

H A VESZELY, KOTELEZETTSEG ES TILTAS JELZESEINEK FELIRATAL. Lv BISTAMIBU PIENAKUMU UN AIZLIEGUMA ZIMJU PASKAIDROJUMI.

RO LEGENDA INDICATOARE DE AVERTIZARE A PERICOLELOR, DE OBLIGARE $I BG NEFEHOA HA 3HALMUTE 3A ONACHOCT, SAOBIDKUTENHU U 3A 3ABPAHA.
DE INTERZICERE. . N PL OBJASNIENIA ZNAKOW OSTRZEGAWCZYCH, NAKAZU | ZAKAZU.

\S BILDTEXT SYMBOLER FOR FARA, PABUD OCH FORBUD. Yy,

(GB) DANGER OF ELECTRIC SHOCK - (I) PERICOLO SHOCK ELETTRICO - (F) RISQUE DE CHOC ELECTRIQUE - (E) PELIGRO DESCARGA ELECTRICA - (D) STROMSCHLAGGEFAHR

- (RU) ONACHOCTb MOPAXEHMWSA 3NEKTPUYECKUM TOKOM - (P) PERIGO DE CHOQUE ELETRICO - (GR) KINAYNOZ HAEKTPOINAHZIAL - (NL) GEVAAR ELEKTROSHOCK - (H)
ARAMUTES VESZELYE - (RO) PERICOL DE ELECTROCUTARE - (S) FARA FOR ELEKTRISK STOT - (DK) FARE FOR ELEKTRISK ST@D - (N) FARE FOR ELEKTRISK ST@T - (SF)
SAHKOISKUN VAARA - (CZ) NEBEZPECi ZASAHU ELEKTRICKYM PROUDEM - (SK) NEBEZPECENSTVO ZASAHU ELEKTRICKYM PRUDOM - (SI) NEVARNOST ELEKTRICNEGA
UDARA - (HR/SCG) OPASNOST STRUJNOG UDARA - (LT) ELEKTROS SMUGIO PAVOJUS - (EE) ELEKTRILOOGIOHT - (LV) ELEKTROSOKA BISTAMIBA - (BG) ONACHOCT OT
TOKOB Y[AP - (PL) NIEBEZPIECZENSTWO SZOKU ELEKTRYCZNEGO.

(GB) DANGER OF WELDING FUMES - (I) PERICOLO FUMI DI SALDATURA - (F) DANGER FUMEES DE SOUDAGE - (E) PELIGRO HUMOS DE SOLDADURA - (D) GEFAHR DER
ENTWICKLUNG VON RAUCHGASEN BEIM SCHWEISSEN - (RU) ONACHOCTb [bIMOB CBAPKW - (P) PERIGO DE FUMACAS DE SOLDAGEM - (GR) KINAYNOZ KAIMNNQN
ZYITKOAAHZHS - (NL) GEVAAR LASROOK - (H) HEGESZTES KOVETKEZTEBEN KELETKEZETT FUST VESZELYE - (RO) PERICOL DE GAZE DE SUDURA - (S) FARA FOR ROK FRAN
SVETSNING - (DK) FARE P.G.A. SVEJSEDAMPE - (N) FARE FOR SVEISER@YK - (SF) HITSAUSSAVUJEN VAARA - (CZ) NEBEZPECi SVAROVACICH DYMU - (SK) NEBEZPECENSTVO
VYPAROV ZO ZVARANIA - (SI) NEVARNOST VARILNEGA DIMA - (HR/SCG) OPASNOST OD DIMA PRILIKOM VARENJA - (LT) SUVIRINIMO DUMY PAVOJUS - (EE) KEEVITAMISEL
SUITSU OHT - (LV) METINASANAS IZTVAIKOJUMU BISTAMIBA - (BG) ONACHOCT OT MYLUEKA MPU 3ABAPSIBAHE - (PL) NIEBEZPIECZENSTWO OPAROW SPAWALNICZYCH.

(GB) DANGER OF EXPLOSION - (I) PERICOLO ESPLOSIONE - (F) RISQUE D’EXPLOSION - (E) PELIGRO EXPLOSION - (D) EXPLOSIONSGEFAHR - (RU) OMACHOCTb
B3PbIBA - (P) PERIGO DE EXPLOSAO - (GR) KINAYNOZ EKPH=HZ - (NL) GEVAAR ONTPLOFFING - (H) ROBBANAS VESZELYE - (RO) PERICOL DE EXPLOZIE - (S) FARA FOR
EXPLOSION - (DK) SPRENGFARE - (N) FARE FOR EKSPLOSJON - (SF) RAJAHDYSVAARA - (CZ) NEBEZPEC| VYBUCHU - (SK) NEBEZPECENSTVO VYBUCHU - (SI) NEVARNOST
EKSPLOZIJE - (HR/SCG) OPASNOST OD EKSPLOZIJE - (LT) SPROGIMO PAVOJUS - (EE) PLAHVATUSOHT - (LV) SPRADZIENBISTAMIBA - (BG) ONACHOCT OT EKCI/I03MS - (PL)
NIEBEZPIECZENSTWO WYBUCHU.

(GB) WEARING PROTECTIVE CLOTHING IS COMPULSORY - (I) OBBLIGO INDOSSARE INDUMENTI PROTETTIVI - (F) PORT DES VETEMENTS DE PROTECTION OBLIGATOIRE -
(E) OBLIGACION DE LLEVAR ROPA DE PROTECCION - (D) DAS TRAGEN VON SCHUTZKLEIDUNG IST PFLICHT - (RU) OBAI3AHHOCTb HALEBATb 3ALUWUTHYIO OJEXAY - (P)
OBRIGATORIO O USO DE VESTUARIO DE PROTEGAO - (GR) YIIOXPEQZH NA ®OPATE MPOXTATEYTIKA ENAYMATA - (NL) VERPLICHT BESCHERMENDE KLEDIJ TE DRAGEN

- (H) VEDORUHA HASZNALATA KOTELEZO - (RO) FOLOSIREA IMBRACAMINTEI DE PROTECTIE OBLIGATORIE - (S) OBLIGATORISKT ATT BARA SKYDDSPLAGG - (DK) PLIGT
TIL AT ANVENDE BESKYTTELSEST@J - (N) FORPLIKTELSE A BRUKE VERNETQY - (SF) SUOJAVAATETUKSEN KAYTTO PAKOLLISTA - (CZ) POVINNE POUZITI OCHRANNYCH
PROSTREDKU - (SK) POVINNE POUZITIE OCHRANNYCH PROSTRIEDKOV - (Sl) OBVEZNO OBLECITE ZASCITNA OBLACILA - (HR/SCG) OBAVEZNO KORISTENJE ZASTITNE
ODJECE - (LT) PRIVALOMA DEVETI APSAUGINE APRANGA - (EE) KOHUSTUSLIK KANDA KAITSERIIETUST - (LV) PIENAKUMS GERBT AIZSARGTERPUS - (BG) 3AQB/MKUTENHO
HOCEHE HA NMPEANA3HO OBNEKIO - (PL) NAKAZ NOSZENIA ODZIEZY OCHRONNEJ.

(GB) WEARING PROTECTIVE GLOVES IS COMPULSORY - (l) OBBLIGO INDOSSARE GUANTI PROTETTIVI - (F) PORT DES GANTS DE PROTECTION OBLIGATOIRE - (E)
OBLIGACION DE LLEVAR GUANTES DE PROTECCION - (D) DAS TRAGEN VON SCHUTZHANDSCHUHEN IST PFLICHT - (RU) OBA3AHHOCTb HALEBATb 3ALLMTHBIE MEPYATKU

- (P) OBRIGATORIO O USO DE LUVAS DE SEGURANGA - (GR) YNIOXPEQZH NA ®OPATE MPOXTATEYTIKA FANTIA - (NL) VERPLICHT BESCHERMENDE HANDSCHOENEN TE
DRAGEN - (H) VEDOKESZTYU HASZNALATA KOTELEZO - (RO) FOLOSIREA MANUSILOR DE PROTECTIE OBLIGATORIE - (S) OBLIGATORISKT ATT BARA SKYDDSHANDSKAR
- (DK) PLIGT TIL AT BRUGE BESKYTTELSESHANDSKER - (N) FORPLIKTELSE A BRUKE VERNEHANSKER - (SF) SUOJAKASINEIDEN KAYTTO PAKOLLISTA - (CZ) POVINNE
POUZITi OCHRANNYCH RUKAVIC - (SK) POVINNE POUZITIE OCHRANNYCH RUKAVIC - (SI) OBVEZNO NADENITE ZASCITNE ROKAVICE - (HR/SCG) OBAVEZNO KORISTENJE
ZASTITNIH RUKAVICA - (LT) PRIVALOMA MUVETI APSAUGINES PIRSTINES - (EE) KOHUSTUSLIK KANDA KAITSEKINDAID - (LV) PIENAKUMS GERBT AIZSARGCIMDUS - (BG)
SAOBIMKUTENHO HOCEHE HA NMPEANA3HU PBHKABULM - (PL) NAKAZ NOSZENIA REKAWIC OCHRONNYCH.

(GB) DANGER OF ULTRAVIOLET RADIATION FROM WELDING - (I) PERICOLO RADIAZIONI ULTRAVIOLETTE DA SALDATURA - (F) DANGER RADIATIONS ULTRAVIOLETTES DE
SOUDAGE - (E) PELIGRO RADIACIONES ULTRAVIOLETAS - (D) GEFAHR ULTRAVIOLETTER STRAHLUNGEN BEIM SCHWEISSEN - (RU) ONACHOCTb YNIbTPA®UOJIETOBOIO
M3NYYEHUS CBAPKW - (P) PERIGO DE RADIAGOES ULTRAVIOLETAS DE SOLDADURA - (GR) KINAYNOZ YTEPIQAOY:Z AKTINOBOAIAZ AMO IYTKOAAHZIH - (NL)
GEVAAR ULTRAVIOLET STRALEN VAN HET LASSEN - (H) HEGESZTES KOVETKEZTEBEN LETREJOTT IBOLYANTULI SUGARZAS VESZELYE - (RO) PERICOL DE RADIATII
ULTRAVIOLETE DE LA SUDURA - (S) FARA FOR ULTRAVIOLETT STRALNING FRAN SVETSNING - (DK) FARE FOR ULTRAVIOLETTE SVEJSESTRALER - (N) FARE FOR
ULTRAFIOLETT STRALNING UNDER SVEISINGSPROSEDYREN - (SF) HITSAUKSEN AIHEUTTAMAN ULTRAVIOLETTISATEILYN VAARA - (CZ) NEBEZPECI ULTRAFIALOVEHO
ZARENI ZE SVAROVANI | - (SK) NEBEZPECENSTVO ULTRAFIALOVEHO ZIARENIA ZO ZVARANIA - (SI) NEVARNOST SEVANJA ULTRAVIJOLICNIH ZARKOV ZARADI VARJENJA

- (HR/SCG) OPASNOST OD ULTRALJUBICASTIH ZRAKA PRILIKOM VARENJA - (LT) ULTRAVIOLETINIO SPINDULIAVIMO SUVIRINIMO METU PAVOJUS - (EE) KEEVITAMISEL
ERALDUVA ULTRAVIOLETTKIIRGUSEOHT - (LV) METINASANAS ULTRAVIOLETA IZSTAROJUMA BISTAMIBA - (BG) OMACHOCT OT YNTPABUOJNIETOBO OBJTbYBAHE MNPU
3ABAPSIBAHE - (PL) NIEBEZPIECZENSTWO PROMIENIOWANIA NADFIOLETOWEGO PODCZAS SPAWANIA.

(GB) DANGER OF FIRE - () PERICOLO INCENDIO - (F) RISQUE D’INCENDIE - (E) PELIGRO DE INCENDIO - (D) BRANDGEFAHR - (RU) OTACHOCTb MOAPA - (P) PERIGO DE
INCENDIO - (GR) KINAYNOZ MYPKATIAZ - (NL) GEVAAR VOOR BRAND - (H) TUZVESZELY - (RO) PERICOL DE INCENDIU - (S) BRANDRISK - (DK) BRANDFARE - (N) BRANNFARE
- (SF) TULIPALON VAARA - (CZ) NEBEZPECi POZARU - (SK) NEBEZPECENSTVO POZIARU - (SI) NEVARNOST POZARA - (HR/SCG) OPASNOST OD POZARA - (LT) GAISRO
PAVOJUS - (EE) TULEOHT - (LV) UGUNSGREKA BISTAMIBA - (BG) OMTACHOCT OT MOXAP - (PL) NIEBEZPIECZENSTWO POZARU.

(GB) DANGER OF BURNS - (1) PERICOLO DI USTIONI - (F) RISQUE DE BRULURES - (E) PELIGRO DE QUEMADURAS - (D) VERBRENNUNGSGEFAHR - (RU) ONACHOCTb
OXOrOB - (P) PERIGO DE QUEIMADURAS - (GR) KINAYNOX EFKAYMATQN - (NL) GEVAAR VOOR BRANDWONDEN - (H) EGESI SERULES VESZELYE - (RO) PERICOL DE
ARSURI - (S) RISK FOR BRANNSKADA - (DK) FARE FOR FORBRZANDINGER - (N) FARE FOR FORBRENNINGER - (SF) PALOVAMMOJEN VAARA - (CZ) NEBEZPECi POPALENIN

- (SK) NEBEZPECENSTVO POPALENIN - (SI) NEVARNOST OPEKLIN - (HR/SCG) OPASNOST OD OPEKLINA - (LT) NUSIDEGINIMO PAVOJUS - (EE) POLETUSHAAVADE SAAMISE
OHT - (LV) APDEGUMU GUSANAS BISTAMIBA - (BG) ONTACHOCT OT U3rAPSIHUS - (PL) NIEBEZPIECZENSTWO OPARZEN.

(GB) DANGER OF NON-IONISING RADIATION - (I) PERICOLO RADIAZIONI NON IONIZZANTI - (F) DANGER RADIATIONS NON IONISANTES - (E) PELIGRO RADIACIONES NO
IONIZANTES - (D) GEFAHR NICHT IONISIERENDER STRAHLUNGEN - (RU) OTACHOCTb HE MOHU3WUPYIOLLEEN PAOWALIUM - (P) PERIGO DE RADIAGOES NAO IONIZANTES
- (GR) KINAYNOZ MH IONIZONTQN AKTINOBOAIQN - (NL) GEVAAR NIET IONISERENDE STRALEN - (H) NEM INOGEN SUGARZAS VESZELYE - (RO) PERICOL DE RADIATII
NEIONIZANTE - (S) FARA FOR ICKE JONISERANDE - (DK) FARE FOR IKKE-IONISERENDE STRALER - (N) FARE FOR UJONISERT STRALNING - (SF) IONISOIMATTOMAN
SATEILYN VAARA - (CZ) NEBEZPECI| NEIONIZUJICIHO ZARENI - (SK) NEBEZPECENSTVO NEIONIZUJUCEHO ZARIADENIA - (Sl) NEVARNOST NEJONIZIRANEGA SEVANJA
- (HR/SCG) OPASNOST NEJONIZIRAJUCIH ZRAKA - (LT) NEJONIZUOTO SPINDULIAVIMO PAVOJUS - (EE) MITTEIONISEERITUDKIIRGUSTE OHT - (LV) NEJONIZEJOSA
1ZSTAROJUMA BISTAMIBA - (BG) ONMACTHOCT OT HE MOHU3UPAHO OBMbYBAHE - (PL) ZAGROZENIE PROMIENIOWANIEM NIEJONIZUJACYM.

(GB) GENERAL HAZARD - (I) PERICOLO GENERICO - (F) DANGER GENERIQUE - (E) PELIGRO GENERICO - (D) GEFAHR ALLGEMEINER ART - (RU) OBLLASI ONACHOCTb - (P)
PERIGO GERAL - (GR) FENIKOZ KINAYNOX - (NL) ALGEMEEN GEVAAR - (H) ALTALANOS VESZELY - (RO) PERICOL GENERAL - (S) ALLMAN FARA - (DK) ALMEN FARE - %N
GENERISK FARE STRALNING - (SF) YLEINEN VAARA - (CZ) VSEOBECNE NEBEZPECI - (SK) VSEOBECNE NEBEZPECENSTVO - (SI) SPLOSNA NEVARNOST - (HR/SCG) OP
OPASNOST - (LT) BENDRAS PAVOJUS - (EE) ULDINE OHT - (LV) VISPARIGA BISTAMIBA - (BG) OBLLUM ONACTHOCTY - (PL) OGOLNE NIEBEZPIECZENSTWO.

(GB) WARNING: MOVING PARTS - (I) ATTENZIONE ORGANI IN MOVIMENTO - (F) ATTENTION ORGANES EN MOUVEMENT - (E) ATENCION ORGANOS EN MOVIMIENTO - (D)

VORSICHT BEWEGUNGSELEMENTE - (RU) BHUMAHWE, YACTW B IBUXXEHWMU - (P) CUIDADO ORGAOS EM MOVIMENTO - (GR) [IPOZOXH OPIANA E KINHEH - (NL) OPGELET

ORGANEN IN BEWEGING - (H) VIGYAZAT: GEPALKATRESZEK MOZGASBAN VANNAK - (RO) ATENTIE PIESE IN MISCARE - (S) VARNING FOR ORGAN | RORELSE - (DK) PAS

PA DELE | BEVAGELSE - (N) ADVARSEL: BEVEGELIGE DELER - (SF) VARO LIIKKUVIA OSIA - (CZ) POZOR NA POHYBUJICi SE SOUCASTI - (SK) POZOR NA POHYBUJUCE SA

SUCASTI - (SI) POZOR, NAPRAVE DELUJEJO - (HR/SCG) POZOR DIJELOVI U POKRETU - (LT) DEMESIO! JUDANCIOS DETALES - (EE) TAHELEPANU! LIIKUVAD MASINAOSAD
- (LV) UZMANIBU KUSTIGAS DALAS - (BG) BHUMAHVE ABUXELLIY CE MEXAHU3MM - (PL) UWAGA: RUCHOME CZESCI MASZYNY.

b@b?%@@ @%bﬁ&

(GB) MIND YOUR HANDS, MOVING PARTS - (I) ATTENZIONE ALLE MANI, ORGANI IN MOVIMENTO - (F) ATTENTION AUX MAINS, ORGANES EN MOUVEMENT - (E) ATENCION A
LAS MANOS, ORGANOS EN MOVIMIENTO - (D) AUF DIE HANDE ACHTEN, BEWEGUNGSELEMENTE - (RU) ONTACHOCTb Ansl PYK YACTU B OBMXXEHWUMU - (P) CUIDADO COM AS
MAOS, ORGAOS EM MOVIMENTO - (GR) MPOXOXH ZTA XEPIA, OPIANA ZE KINHZH - (NL) OPGELET VOOR DE HANDEN, ORGANEN IN BEWEGING - - (H) VIGYAZAT A KEZEKRE,
GEPALKATRESZEK MOZGASBAN VANNAK - (RO) ATENTIE LA MAINI, PIESE IN MISCARE - (S) AKTA HANDERNA, ORGAN | RORELSE - (DK) PAS PA HAENDERNE, DELE |
BEV/AEGELSE - (N) FORSIKTIG MED HENDENE, BEVEGELIGE DELER - (SF) SUOJAA KADET LIIKKUVILTA OSILTA - (CZ) POZOR NA RUCE, POHYBUJICi SE SOUCASTI - (SK)
POZOR NA RUKY, POHYBUJUCE SA SUCASTI - (SI) PAZITE NA ROKE, NAPRAVE DELUJEJO - (HR-SCG) POZOR SA RUKAMA, DIJELOVI U POKRETU - (LT) SAUGOTI RANKAS,
JUDANCIOS DETALES - (EE) TAHELEPANU KATELE, LIIKUVAD MASINAOSAD - (LV) UZMANIBU KUSTIGAS DALAS - UZMANIBU SEKOJIET TAM, LAl ROKAS NEPIESKARTOS
KUSTIGAJAM DALAM - (BG) BHUMAHUE NA3ETE P'bLlETE OT ABUXELUWUTE CE MEXAHU3MMU - (PL) CHRONIC RECE PRZED RUCHOMYMI CZESCIAMI MASZYNY.

D<:

(GB) DO NOT USE THE HANDLE TO HANG THE WELDING MACHINE. - (I) VIETATO UTILIZZARE LA MANIGLIA COME MEZZO DI SOSPENSIONE DELLA SALDATRICE - éF)
INTERDIT D’UTILISER LA POIGNEE COMME MOYEN DE SUSPENSION DU POSTE DE SOUDAGE - (E) SE PROHIBE UTILIZAR LA MANILLA COMO MEDIO DE SUSPENSI
DE LA SOLDADORA - (D) ES IST UNTERSAGT, DEN GRIFF ALS MITTEL ZUM AUFHANGEN DER SCHWEISSMASCHINE ZU BENUTZEN - (RU) 3AMPELLEHO MNOABELUNBATb
CBAPOYHbIV AMMAPAT 3A PYYKY - (P) E PROIBIDO UTILIZAR A MAGANETA COMO MEIO DE SUSPENSAO DO APARELHO DE SOLDAR - (GR) AMAFOPEYETAI H XPHEH
THZ XEIPOAABHZ ZAN MEZO ANYWQZXHX THZ ZYTKOAAHTHTIKHZ ZYZKEYHZ - (NL) DE HANDGREEP MAG NIET WORDEN GEBRUIKT OM HET LASAPPARAAT AAN OP
TE HANGEN - (H) TILOS A HEGESZTOGEPET A FOGANTYUJANAL FOGVA FELAKASZTANI - (RO) SE INTERZICE FOLOSIREA MANERULUI CA MIJLOC DE SUSTINERE A
APARATULUI DE SUDURA - (S) DET AR FORBJUDET ATT ANVANDA HANDTAGET FOR ATT HANGA UPP SVETSEN - (DK) DET ER FORBUDT AT ANVENDE HANDREBET
TIL AT HEVE SVEJSEMASKINEN - (N) DET ER FORBUDT A BRUKE HANDTAKET FOR A HENGE SVEISEMASKINEN OPP - (SF) ON KIELLETTYA KAYTTAA KASIKAHVAA
HITSAUSLAITTEEN RIPUSTUSVALINEENA - (CZ) JE_ ZAKAZANO POUZIVAT RUKOJET JAKO PROSTREDEK K ZAVESENI SVAROVACIHO PRISTROJE - (SK) JE ZAKAZANE
VESAT ZVARACI PRISTROJ ZA RUKOVAT - (SI) ROCAJA NE SMETE UPORABLJATI ZA OBESANJE VARILNEGA APARATA - (HR/SCG) ZABRANJENO JE UPOTREBLJAVATI
RUCKU ZA PODIZANJE STROJA ZA VARENJE - (LT) DRAUDZIAMA NAUDOTI RANKENA KAIP PRIEMONESUVIRINIMO APARATO SUSTABDYMUI - (EE) ON KEELATUD
RIPUTADA KEEVITUSSEADET KASUTADES SELLEKS KAEPIDET - (LV) IR AIZLIEGTS IZMANTOT ROKTURI METINASANAS APARATA PIEKARSANAI - (BG) 3ABPAHEHO E 1A
CE U3MOJ3BA PLKOXBATKATA KATO CPE[ICTBO 3A OKAYBAHE HA 3ABAPBYHWUSA AMAPAT - (PL) ZABRANIA SIE UZYWANIA UCHWYTU JAKO SRODKA DO ZAWIESZANIA
SPAWARKI.

(GB) EYE PROTECTIONS MUST BE WORN - (1) OBBLIGO DI INDOSSARE OCCHIALI PROTETTIVI - (F) PORT DES LUNETTES DE PROTECTION OBLIGATOIRE - (E) OBLIGACION
DE USAR GAFAS DE PROTECCION - (D) DAS TRAGEN EINER SCHUTZBRILLE IST PFLICHT - (RU) OBA3AHHOCTb HOCWUTb 3ALUMTHBLIE OYKMU - (P) OBRIGAGAO DE
VESTIR OCULOS DE PROTECGAO - (GR) YITOXPEQEH NA ®OPATE NMPOXTETEYTIKA 'YAAIA - (NL) VERPLICHT DRAGEN VAN BESCHERMENDE BRIL - (H) VEDOSZEMUVEG
VISELETE KOTELEZO - (RO) ESTE OBLIGATORIE PURTAREA OCHELARILOR DE PROTECTIE - (S) OBLIGATORISKT ATT ANVANDA SKYDDSGLASOGON - (DK) PLIGT TIL AT
ANVENDE BESKYTTELSESBRILLER - (N) DET ER OBLIGATORISK A HA PA SEG VERNEBRILLEN - (SF) SUOJALASIEN KAYTTO PAKOLLISTA - (CZ) POVINNOST POUZIVANI
OCHRANNYCH BRYLI - (SK) POVINNOST POUZIVANIA OCHRANNYCH OKULIAROV - (Sl) OBVEZNA UPORABA ZASCITNIH OCAL - (HR/ISCG) OBAVEZNA UPOTREBA
ZASTITNIH NAOCALA - (LT) PRIVALOMA DIRBTI SU APSAUGINIAIS AKINIAIS - (EE) KOHUSTUS KANDA KAITSEPRILLE - (LV) PIENAKUMS VILKT AIZSARGBRILLES - (BG)
3AOBIKUTENHO A CE HOCAT NPEQMA3HU OYMIA - (PL) NAKAZ NOSZENIA OKULAROW OCHRONNYCH.
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(GB) NO ENTRY FOR UNAUTHORISED PERSONNEL - (I) DIVIETO DI ACCESSO ALLE PERSONE NON AUTORIZZATE - (F) ACCES INTERDIT AUX PERSONNES NON AUTORISEES
- (E) PROHIBIDO EL ACCESO A PERSONAS NO AUTORIZADAS - (D) UNBEFUGTEN PERSONEN IST DER ZUTRITT VERBOTEN - (RU) 3AMNPET AJ151 LOCTYMNA MOCTOPOHHUX
1L - (P) PROIBICAO DE ACESSO AS PESSOAS NAO AUTORIZADAS - (GR) AlTATOPEYZH MPOZBAZHZ ZE MH ENITETPAMENA ATOMA - (NL) TOEGANGSVERBOD VOOR NIET
GEAUTORISEERDE PERSONEN - (H) FEL NEM JOGOSITOTT SZEMELYEK SZAMARA TILOS A BELEPES - (RO) ACCESUL PERSOANELOR NEAUTORIZATE ESTE INTERZIS -
(S) TILLTRADE FORBJUDET FOR ICKE AUKTORISERADE PERSONER - (DK) ADGANG FORBUDT FOR UVEDKOMMENDE - (N) PERSONER SOM IKKE ER AUTORISERTE MA
IKKE HA ADGANG TIL APPARATEN - (SF) PAASY KIELLETTY ASIATTOMILTA - (CZ) ZAKAZ VSTUPU NEPOVOLANYM OSOBAM - (SK) ZAKAZ NEOPRAVNENEHO PRISTUPU
K OSOB - (SI) DOSTOP PREPOVEDAN NEPOOBLASCENIM OSEBAM - (HR/SCG) ZABRANA PRISTUPA NEOVLASTENIM OSOBAMA - (LT) PASALINIAMS |EITI DRAUDZIAMA
- (EE) SELLEKS VOLITAMATA ISIKUTEL ON TOOALAS VIIBIMINE KEELATUD - (LV) NEPIEDEROSAM PERSONAM IEEJA AIZLIEGTA - (BG) 3ABPAHEH E AOCTbNbT HA
HEYMbJIHOMOLLEHU NUUA - (PL) ZAKAZ DOSTEPU OSOBOM NIEUPOWAZNIONYM.

(GB) WEARING A PROTECTIVE MASK IS COMPULSORY - () OBBLIGO USARE MASCHERA PROTETTIVA - (F) PORT DU MASQUE DE PROTECTION OBLIGATOIRE - (E)
OBLIGACION DE USAR MASCARA DE PROTECCION - (D) DER GEBRAUCH EINER SCHUTZMASKE IST PFLICHT - (RU) OBA3AHHOCTb NMOJIb30BATLCS 3ALLMTHOW MACKOW -
(P) OBRIGATORIO O USO DE MASCARA DE PROTEGAO - (GR) YIIOXPEQXH NA ®OPATE MPOXTATEYTIKH MAZKA - (NL) VERPLICHT GEBRUIK VAN BESCHERMEND MASKER
- (H) VEDOMASZK HASZNALATA KOTELEZO - (RO) FOLOSIREA MASTII DE PROTECTIE OBLIGATORIE - (S) OBLIGATORISKT ATT BARA SKYDDSMASK - (DK) PLIGT TIL AT
ANVENDE BESKYTTELSESMASKE - (N) FORPLIKTELSE A BRUKE VERNEBRILLER - (SF) SUOJAMASKIN KAYTTO PAKOLLISTA - (CZ) POVINNE POUZITi OCHRANNEHO STiTU
- (SK) POVINNE POUZITIE OCHRANNEHO STITU - (SI) OBVEZNOST UPORABI ZASCITNE MASKE - (HR/SCG) OBAVEZNO KORISTENJE ZASTITNE MASKE - (LT) PRIVALOMA
UZSIDETI APSAUGINE KAUKE - (EE) KOHUSTUSLIK KANDA KAITSEMASKI - (LV) PIENAKUMS IZMANTOT AIZSARGMASKU - (BG) 3BA0BJ/DKUTENTHO U3NON3BAHE HA
MPEANA3HA 3ABAPBYHA MACKA. - (PL) NAKAZ UZYWANIA MASKI OCHRONNEJ.

(GB) USERS OF VITAL ELECTRICAL AND ELECTRONIC APPARATUS MUST NEVER USE THE MACHINE - (I) VIETATO L’'USO DELLA MACCHINA Al PORTATORI DI
APPARECCHIATURE ELETTRICHE ED ELETTRONICHE VITALI - (F) LUTILISATION DE LA MACHINE EST DECONSEILLEE AUX PORTEURS D’APPAREILS ELECTRIQUES OU
ELECTRONIQUES MEDICAUX - (E) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE APARATOS ELECTRICOS Y ELECTRONICOS VITALES - (D) TRAGERN
LEBENSERHALTENDER ELEKTRISCHER UND ELEKTRONISCHER GERATE IST DER GEBRAUCH DER MASCHINE UNTERSAGT - (RU) MICMNOJIb3OBAHUE YCTAHOBKU
SAMPELLUEHO NIUUAM, UCMNOJb3YIOLWMM INMEKTPOHHYIO U SNEKTPOAMMAPATYPY OBECNEYEHUA XXUSHEOEATENIbHOCTU - (P) E PROIBIDO O USO DA MAQUINA AOS
PORTADORES DE APARELHAGENS ELECTRICAS E ELECTRONICAS VITAIS - (GR) AMTAFOPEYETAI H XPHZH TOY MHXANHMATOZ ZE ATOMA MOY ®EPOYN HAEKTPIKEZ
KAI HAEKTPONIKEZ ZYZKEYEZ ZQTIKHZ ZHMAZIAX - (NL) HET GEBRUIK VAN DE MACHINE IS VERBODEN AAN DRAGERS VAN ELEKTRISCHE EN ELEKTRONISCHE VITALE
APPARATUUR - (H) TILOS A GEP HASZNALATA MINDAZOK SZAMARA, AKIK SZERVEZETEBEN ELETFENNTARTO ELEKTROMOS VAGY ELEKTRONIKUS KESZULEK VAN
BEEPITVE - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE DE APARATE ELECTRICE $I ELECTRONICE VITALE - (S) FORBJUDET FOR
ANVANDARE AV LIVSUPPEHALLANDE ELEKTRISKA ELLER ELEKTRONISKA APPARATER ATT ANVANDA DENNA MASKIN - (DK) DET ER FORBUDT FOR PERSONER, DER
ANVENDER LIVSVIGTIGT ELEKTRISK OG ELEKTRONISK APPARATUR, AT ANVENDE MASKINEN - (N) DET ER FORBUDT FOR PERSONER SOM BRUKER LIVSVIKTIGE
ELEKTRISKE ELLER ELEKTRONISKE APPARATER A BRUKE MASKINEN - (SF) KONEEN KAYTTOKIELTO SAHKOISTEN JA ELEKTRONISTEN HENKILONSUOJALAITTEIDEN
KAYTTAJILLE - (CZ) ZAKAZ POUZITI STROJE NOSITELUM ELEKTRICKYCH A ELEKTRONICKYCH ZIVOTNE DULEZITYCH ZARIZENI - (SK) ZAKAZ POUZIVANIA STROJA
OSOBAM SO ZIVOTNE DOLEZITYMI ELEKTRICKYMI A ELEKTRONICKYMI ZARIADENIAMI - (SI) PREPOVEDANA UPORABA STROJA ZA UPORABNIKE ZIVLJENJSKO
POMEMBNIH ELEKTRICNIH IN ELEKTRONSKIH NAPRAV - (HR/SCG) ZABRANJENO JE UPOTREBLJAVATI STROJ OSOBAMA KOJE IMAJU UGRABDENE VITALNE ELEKTRICNE ILI
ELEKTRONICKE UREDAJE - (LT) GRIEZTAI DRAUDZIAMA SU |RANGA DIRBTIASMENIMS, BESINAUDOJANTIEMS GYVYBISKAI SVARBIAIS ELEKTRINIAIS AR ELEKTRONINIAIS
PRIETAISAIS - (EE) SEADET EI TOHI KASUTADA ISIKUD, KES KASUTAVAD MEDITSIINILISI ELEKTRI-JA ELEKTROONIKASEADMEID - (LV) ELEKTRISKO VAI ELEKTRONISKO
MEDICINISKO IERICU LIETOTAJIEM IR AIZLIEGTS IZMANTOT MASINU - (BG) 3ABPAHEHO E MNMOJIBBAHETO HA MALUUHATA OT JIUUA, HOCUTENW HA ENIEKTPUYECKU U
ENEKTPOHHU MEOULUMHCKU YCTPOUCTBA - (PL) ZABRONIONE JEST UZYWANIE URZADZENIA OSOBOM STOSUJACYM ELEKTRYCZNE | ELEKTRONICZNE URZADZENIA
WSPOMAGAJACE FUNKCJE ZYCIOWE.

(GB) PEOPLE WITH METAL PROSTHESES ARE NOT ALLOWED TO USE THE MACHINE - (I) VIETATO L’'USO DELLA MACCHINA Al PORTATORI DI PROTESI METALLICHE - (F)
UTILISATION INTERDITE DE LA MACHINE AUX PORTEURS DE PROTHESES METALLIQUES - (E) PROHIBIDO EL USO DE LA MAQUINA A LOS PORTADORES DE PROTESIS
METALICAS - (D) TRAGERN VON METALLPROTHESEN IST DER UMGANG MIT DER MASCHINE VERBOTEN - (RU) UCIMOJIb3OBAHUE MALLUMHbI 3ANPELWAETCA NOOAM,
WMEIOLUUM METANINIMYECKUE MPOTE3bI - (P) PROIBIDO O USO DA MAQUINA AOS PORTADORES DE PROTESES METALICAS - (GR) AMAFOPEYETAI H XPHIH THE
MHXANHZ E ATOMA NOY ®EPOYN METAAAIKEZ MPOZOHKEZ - (NL) HET GEBRUIK VAN DE MACHINE IS VERBODEN AAN DE DRAGERS VAN METALEN PROTHESEN - (H)
TILOS A GEP HASZNALATA FEMPROTEZIST VISELO SZEMELYEK SZAMARA - (RO) SE INTERZICE FOLOSIREA MASINII DE CATRE PERSOANELE PURTATOARE DE PROTEZE
METALICE - (S) FORBJUDET FOR PERSONER SOM BAR METALLPROTES ATT ANVANDA MASKINEN - (DK) DET ER FORBUDT FOR PERSONER MED METALPROTESER AT
BENYTTE MASKINEN - (N) BRUK AV MASKINEN ER IKKE TILLATT FOR PERSONER MED METALLPROTESER - (SF) KONEEN KAYTTO KIELLETTY METALLIPROTEESIEN
KANTAJILTA - (CZ) ZAKAZ POUZITI STROJE NOSITELUM KOVOVYCH PROTEZ - (SK) ZAKAZ POUZITIA STROJA OSOBAM S KOVOVYMI PROTEZAMI - (SI) PREPOVEDANA
UPORABA STROJA ZA NOSILCE KOVINSKIH PROTEZ - (HR/SCG) ZABRANJENA UPOTREBA STROJA OSOBAMA KOJE NOSE METALNE PROTEZE - (LT) SU SUVIRINIMO
APARATU DRAUDZIAMA DIRBTI ASMENIMS, NAUDOJANTIEMS METALINIUS PROTEZUS - (EE) SEADET EI TOHI KASUTADA ISIKUD, KES KASUTAVAD METALLPROTEESE
- (LV) CILVEKIEM AR METALA PROTEZEM IR AIZLIEGTS LIETOT IERICI - (BG) 3BABPAHEHA E YNOTPEBATA HA MALUMHATA OT HOCUTENU HA METAJTHU NPOTE3MW - (PL)
ZAKAZ UZYWANIA URZADZENIA OSOBOM STOSUJACYM PROTEZY METALOWE.

(GB) DO NOT WEAR OR CARRY METAL OBJECTS, WATCHES OR MAGNETISED CARDS - (I) VIETATO INDOSSARE OGGETTI METALLICI, OROLOGI E SCHEDE MAGNETICHE -
(F) INTERDICTION DE PORTER DES OBJETS METALLIQUES, MONTRES ET CARTES MAGNETIQUES - (E) PROHIBIDO LLEVAR OBJETOS METALICOS, RELOJES, Y TARJETAS
MAGNETICAS - (D) DAS TRAGEN VON METALLOBJEKTEN, UHREN UND MAGNETKARTEN IST VERBOTEN - (RU) 3ANPELLAETCA HOCUTb METAJUJIMYECKUE NPEOMEThI,
YAChI UM MATHUTHBIE MIATBIIO - (P) PROIBIDO VESTIR OBJECTOS METALICOS, RELOGIOS E FICHAS MAGNETICAS - (GR) ANAFOPEYETAI NA ®OPATE METAAAIKA
ANTIKEIMENA, POAOIIA KAl MAINHTIKEZ MAAKETEZ - (NL) HET IS VERBODEN METALEN VOORWERPEN, UURWERKEN EN MAGNETISCHE FICHES TE DRAGEN - (H) TILOS
FEMTARGYAK, KARORAK VISELETE ES MAGNESES KARTYAK MAGUKNAL TARTASA - (RO) ESTE INTERZISA PURTAREA OBIECTELOR METALICE, A CEASURILOR $I A
CARTELELOR MAGNETICE - (S) FORBJUDET ATT BARA METALLFOREMAL, KLOCKOR OCH MAGNETKORT - (DK) FORBUD MOD AT BARE METALGENSTANDE, URE OG
MAGNETISKE KORT - (N) FORBUDT A HA PA SEG METALLFORMAL, KLOKKER OG MAGNETISKE KORT - (SF) METALLISTEN ESINEIDEN, KELLOJEN JAMAGNEETTIKORTTIEN
MUKANA PITAMINEN KIELLETTY - (CZ) ZAKAZ NOSENI KOVOVYCH PREDMETU, HODINEK A MAGNETICKYCH KARET - (SK) ZAKAZ NOSENIA KOVOVYCH PREDMETOV,
HODINIEK A MAGNETICKYCH KARIET - (SI) PREPOVEDANO NOSENJE KOVINSKIH PREDMETOV, UR IN MAGNETNIH KARTIC - (HR/SCG) ZABRANJENO NOSENJE METALNIH
PREDMETA, SATOVA | MAGNETSKIH CIPOVA - (LT) DRAUDZIAMA PRIE SAVES TURE TI METALINIY DAIKTY, LAIKRODZIY AR MAGNETINIY PLOKSTELIY - (EE) KEELATUD ON
KANDA METALLESEMEID, KELLASID JA MAGENTKAARTE - (LV) IR AIZLIEGTS VILKT METALA PRIEKSMETUS, PULKSTENUS UN NEMT LIDZI MAGNETISKAS KARTES - (BG)
3ABPAHEHO E HOCEHETO HA METAJTHM NPEOMETU, YACOBHULM U MATHUTHU CXEMMU - (PL) ZAKAZ NOSZENIA PRZEDMIOTOW METALOWYCH, ZEGARKOW | KART
MAGNETYCZNYCH.
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(GB) NOT TO BE USED BY UNAUTHORISED PERSONNEL - (I) VIETATO L’'USO ALLE PERSONE NON AUTORIZZATE - (F) UTILISATION INTERDITE AU PERSONNEL NON AUTORISE
- (E) PROHIBIDO EL USO A PERSONAS NO AUTORIZADAS - (D) DER GEBRAUCH DURCH UNBEFUGTE PERSONEN IST VERBOTEN - (RU) UCNOJIb3OBAHUE 3ANPELLAETCA
nogam, HE UMEKOLLMM PASPELUEHUSA - (P) PROIBIDO O USO AS PESSOAS NAO AUTORIZADAS - (GR) AMAFOPEYZH XPHZHZ ZE MH ENMITETPAMENA ATOMA - (NL) HET
GEBRUIK IS VERBODEN AAN NIET GEAUTORISEERDE PERSONEN - (H) TILOS A HASZNALATA A FEL NEM JOGOSITOTT SZEMELYEK SZAMARA - (RO) FOLOSIREA DE
CATRE PERSOANELE NEAUTORIZATE ESTE INTERZISA - (S) FORBJUDET FOR ICKE AUKTORISERADE PERSONER ATT ANVANDA APPARATEN - (DK) DET ER FORBUDT FOR
UVEDKOMMENDE AT ANVENDE MASKINEN - (N) BRUK ER IKKE TILLATT FOR UAUTORISERTE PERSONER - (SF) KAYTTO KIELLETTY VALTUUTTAMATTOMILTA HENKILOILTA
- (CZ) ZAKAZ POUZITI NEPOVOLANYM OSOBAM - (SK) ZAKAZ POUZITIA NEPOVOLANYM OSOBAM - (SI) NEPOOBLASCENIM OSEBAM UPORABA PREPOVEDANA - (HR/SCG)
ZABRANJENA UPOTREBA NEOVLASTENIM OSOBAMA - (LT) PASALINIAMS NAUDOTIS DRAUDZIAMA - (EE) SELLEKS VOLITAMATA ISIKUTEL ON SEADME KASUTAMINE
KEELATUD - (LV) NEPILNVAROTAM PERSONAM IR AIZLIEGTS IZMANTOT APARATU - (BG) 3ABPAHEHO E NON3BAHETO OT HEYMBb/IHOMOLLEHU NUUA - (PL) ZAKAZ
UZYWANIA OSOBOM NIEAUTORYZOWANYM.

(GB) Symbol indicating separation of electrical and electronic appliances for refuse collection. The user is not allowed to dispose of these appliances
as solid, mixed urban refuse, and must do it through authorised refuse collection centres. - (I) Simbolo che indica la raccolta separata delle
apparecchiature elettriche ed elettroniche. L'utente ha I'obbligo di non smaltire questa apparecchiatura come rifiuto municipale solido misto, ma di
rivolgersi ai centri di raccolta autorizzati. - (F) Symbole indiquant la collecte différenciée des appareils électriques et électroniques. L’utilisateur ne
peut éliminer ces appareils avec les déchets ménagers solides mixtes, mais doit s’adresser a un centre de collecte autorisé. - (E) Simbolo que indica
la recogida por separado de los aparatos eléctricos y electronicos. El usuario tiene la obligacién de no eliminar este aparato como desecho urbano
so6lido mixto, sino de dirigirse a los centros de recogida autorizados. - (D) Symbol fiir die getrennte Erfassung elektrischer und elektronischer Gerite.
Der Benutzer hat pflichtgemaR dafiir zu sorgen, daB dieses Geréat nicht mit dem gemischt erfaBten festen Siedlungsabfall entsorgt wird. Stattdessen
muB er eine der autorisierten Entsorgungsstellen einschalten. - (RU) CumBon, yka3sbiBalowwmin Ha pa3fenbHbii C60p 3NMEeKTPUYECKOro U ANEKTPOHHOIo
o6opyaoBaHusi. Monb3oBaTenb He MMeeT NpaBa BbiGpackiBaTh AaHHOe 0GopyAoBaHMe B Ka4ecTBe CMeLlaHHOro TBepAoro 6LITOBOro oTxoAa, a 06s3aH
obpalyarbcs B cneumManmsnpoBaHHble LieHTpbl c6opa oTxoaoB. - (P) Simbolo que indica a reunido separada das aparelhagens eléctricas e electrénicas.
O utente tem a obrigagao de néo eliminar esta aparelhagem como lixo municipal sélido misto, mas deve procurar os centros de recolha autorizados. -
(GR) ZupBoAo 1rou deixvel Tn SiagopoTroinuévn GUAAOYN TV NAEKTPIKWY KId NAEKTPOVIKWY OUOKEUWV. O XpAoTNG utroXpeoUTal va PNV SI0XETEUEI AUTA
T OUOKEUN OOV HIKTO OTEPEO AOTIKO amoBANTOo, aAAd va atreuBuveTal o€ eyKeKpIpéva KEvTpa oulAoyng. - (NL) Symbool dat wijst op de gescheiden
inzameling van elektrische en elektronische toestellen. De gebruiker is verplicht deze toestellen niet te lozen als gemengde vaste stadsafval, maar
moet zich wenden tot de geautoriseerde ophaalcentra. - (H) Jeldlés, mely az elektromos és elektronikus felszerelések szelektiv hulladékgyiijtését jelzi.
A felhasznal6 koteles ezt a felszerelést nem a varosi tormelékhulladékkal egyiittesen gytijteni, hanem erre engedéllyel rendelkez6é hulladékgyiijté
kozponthoz fordulni. - (RO) Simbol ce indica depozitarea separata a aparatelor electrice si electronice. Utilizatorul este obligat sa nu depoziteze
acest aparat impreuna cu deseurile solide mixte ci sa-l predea intr-un centru de depozitare a deseurilor autorizat. - (S) Symbol som indikerar separat
sopsortering av elektriska och elektroniska apparater. Anvdndaren far inte sortera denna anordning tillsammans med blandat fast hushallsavfall, utan
maste vidnda sig till en auktoriserad insamlingsstation. - (DK) Symbol, der star for szerlig indsamling af elektriske og elektroniske apparater. Brugeren
har pligt til ikke at bortskaffe dette apparat som blandet, fast byaffald; der skal rettes henvendelse til et autoriseret indsamlingscenter. - (N) Symbol
som angir separat sortering av elektriske og elektroniske apparater. Brukeren ma oppfylle forpliktelsen a ikke kaste bort dette apparatet sammen med
vanlige hjemmeavfallet, uten henvende seg til autoriserte oppsamlingssentraler. - (SF) Symboli, joka ilmoittaa sdhko- ja elektroniikkalaitteiden erillisen
kerdyksen. Kayttdjan velvollisuus on kaantya valtuutettujen kerdyspisteiden puoleen eika valittaa laitetta kunnallisena sekajatteena. - (CZ) Symbol
oznacujici separovany sbér elektrickych a elektronickych zarizeni. UZivatel je povinen nezlikvidovat toto zafizeni jako pevny smiSeny komunalni
odpad, ale obratit se s nim na autorizované sbérny. - (SK) Symbol oznacujuci separovany zber elektrickych a elektronickych zariadeni. Uzivatel nesmie
likvidovat’ toto zariadenie ako pevny zmieSany komunalny odpad, ale je povinny dorucit’ ho do autorizovany zberni. - (SI) Simbol, ki oznacuje lo¢eno
zbiranje elektri¢nih in elektronskih aparatov. Uporabnik tega aparata ne sme zavreci kot navaden gospodinjski trden odpadek, ampak se mora obrniti na
pooblascene centre za zbiranje. - (HR/SCG) Simbol koji oznacava posebno sakupljanje elektri¢nih i elektronskih aparata. Korisnik ne smije odloziti ovaj
aparat kao obi¢an kruti otpad, ve¢ se mora obratiti ovlastenim centrima za sakupljanje. - (LT) Simbolis, nurodantis atskiry nebenaudojamy elektriniy
ir elektroniniy prietaisy surinkima. Vartotojas negali iSmesti Siy prietaisy kaip misriy kietyjy komunaliniy atlieky, bet privalo kreiptis j specializuotus
atlieky surinkimo centrus. - (EE) Siimbol, mis tdhistab elektri- ja elektroonikaseadmete eraldi kogumist. Kasutaja kohustuseks on péorduda volitatud
kogumiskeskuste poole ja mitte kasitleda seda aparaati kui munitsipaalne segajaéde. - (LV) Simbols, kas norada uz to, ka utilizacija ir javeic atseviski
no citam elektriskajam un elektroniskajam iericem. Lietotaja pienakums ir neizmest So aparatiiru municipalaja cieto atkritumu izgaztuve, bet nogadat
to pilnvarotaja atkritumu savak$anas centra. - (BG) CumBon, koMTo o3HayaBa pa3fieNHO cb6upaHe Ha enekTpuyeckaTta U eneKkTPOHHa anapaTtypa.
MonsBaTenAT ce 3aAbMmkaBa Aa He M3XBbPIIA Ta3u anapaTypa KaTo CMeceH TBbpA OTNaAbK B KOHTENHepUTe 3a CMeT, NocTaBeHU OT obLMHaTa, a TpsabBa
Aa ce 06bpHe KbM cneuManmsnpaHuTe 3a ToBa LeHTpoBe - (PL) Symbol, ktéry oznacza sortowanie odpadéw aparatury elektrycznej i elektronicznej.
Zabrania sie likwidowania aparatury jako mieszanych odpadow miejskich statych, obowiazkiem uzytkownika jest skierowanie si¢ do autoryzowanych
osrodkéw gromadzacych odpady.
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MHCTPYKLUWUU 3A YNIOTPEBA U TTOOAOPDBXKKA .........cooviiieeirnen e cTp. 93
BHUMAHWE: NIPEN [IA MSNOTISBATE ENEKTPOKEHA, NIPOUETETE BHUMATENHO PHKOBOLICTBOTO C UHCTPYK EY

A ”]:[ INSTRUCTIONS FOR USE AND MAINTENANCE ........co i eeeenn s pag. 5
] WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION MANUAL CAREFULLY!

A I]D: ISTRUZIONI PER L’'USO E LA MANUTENZIONE ..........ooiiiriirrereccreerenee e eeeanes pag. 9
] ATTENZIONE! PRIMA DI UTILIZZARE LA SALDATRICE LEGGERE ATTENTAMENTE IL MANUALE DI ISTRUZIONE!

A [ﬂ]: INSTRUCTIONS D’UTILISATION ET D’ENTRETIEN .....ccceoiieeiiiirreeireenrennnns pag. 13
] ATTENTION! AVANT TOUTE UTILISATION DU POSTE DE SOUDAGE, LIRE ATTENTIVEMENT LE MANUEL D’INSTRUCTIONS!

/\ m:[ INSTRUCCIONES PARA EL USO Y MANTENIMIENTO ....coocciiiimiiimeiiiennrennnns pag. 17

! ] ATENCION! ANTES DE UTILIZAR LA SOLDADORA LEER ATENTAMENTE EL MANUAL DE INSTRUCCIONES!

A H]:[ BETRIEBS- UND WARTUNGSANLEITUNG ... e ren s rem e s. 21
] ACHTUNG! VOR GEBRAUCH DER SCHWEISSMASCHINE LESEN SIE BITTE SORGFALTIG DIE BETRIEBSANLEITUNG!

A H]:[ MHCTPYKUUU MO PABOTE U TEXOBCITYXUBAHUIO .......ccceiimnireecieeie, cTp. 25
] BHUMAHME! NEPE[ TEM, KAK UCMONb30BATb MALUUHY, BHUMATESIbHO MPOYUTATb PYKOBOLCTBO MOJIb30BATENS!

A [[D: INSTRUGOES DE USO E MANUTENGAO .......coemerercieeress s eesas s sssssesssssnens pag. 29
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CONTINUOUS WIRE WELDING MACHINE FOR MIG/MAG AND FLUX ARC
WELDING DESIGNED FOR INDUSTRIAL AND PROFESSIONAL USE.
Note: In the following text the term “welding machine” will be used.

1. GENERAL SAFETY CONSIDERATIONS FOR ARC WELDING

The operator should be properly trained to use the welding machine safely
and should be informed about the risks related to arc welding procedures, the
associated protection measures and emergency procedures.

(Please refer to the applicable standard EN 60974-9: Arc welding equipment.
Part 9: Installation and Use).

/N

- Avoid direct contact with the welding circuit: the no-load voltage supplied by
the welding machine can be dangerous under certain circumstances.

- When the welding cables are being connected or checks and repairs are
carried out the welding machine should be switched off and disconnected
from the power supply outlet.

- Switch off the welding machine and disconnect it from the power supply outlet
before replacing consumable torch parts.

- Make the electrical connections and installation according to the safety rules
and legislation in force.

- The welding machine should be connected only and exclusively to a power
source with the neutral lead connected to earth.

- Make sure that the power supply plug is correctly connected to the earth
protection outlet.

- Do not use the welding machine in damp or wet places and do not weld in the
rain.

- Do not use cables with worn insulation or loose connections.

- Do not weld on containers or piping that contains or has contained flammable
liquid or gaseous products.

- Do not operate on materials cleaned with chlorinated solvents or near such
substances.

- Do not weld on containers under pressure.

- Remove all flammable materials (e.g. wood, paper, rags etc.) from the working
area.

- Provide adequate ventilation or facilities for the removal of welding fumes near
the arc; a systematic approach is needed in evaluating the exposure limits for
the welding fumes, which will depend on their composition, concentration and
the length of exposure itself.

- Keep the gas bottle (if used) away from heat sources, including direct
sunlight.

POCLO®

- Use electric insulation that is suitable for the torch, the workpiece and any
metal parts that may be placed on the ground and nearby (accessible).

This can normally be done by wearing gloves, footwear, head protection and
clothing that are suitable for the purpose and by using insulating boards or
mats.

- Always protect your eyes with the relative filters, which must comply with UNI

EN 169 or UNI EN 379, mounted on masks or use helmets that comply with UNI
EN 175.
Use the relative fire-resistant clothing (compliant with UNI EN 11611) and
welding gloves (compliant with UNI EN 12477) without exposing the skin to the
ultraviolet and infrared rays produced by the arc; the protection must extend
to other people who are near the arc by way of screens or non-reflective
sheets.

- Noise: If the daily personal noise exposure (LEPd) is equal to or higher than 85
dB(A) because of particularly intensive welding operations, suitable personal
protective means must be used (Tab. 1).

)
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- The flow of the welding current generates electromagnetic fields (EMF) around
the welding circuit.

Electromagnetic fields can interfere with certain medical equipment (e.g. Pace-

makers, respiratory equipment, metallic prostheses etc.).

Adequate protective measures must be adopted for persons with these types of

medical apparatus. For example, they must be forbidden access to the area in

which welding machines are in operation.

This welding machine conforms to technical product standards for exclusive

use in an industrial environment for professional purposes. It does not assure

compliance with the basic limits relative to human exposure to electromagnetic

fields in the domestic environment.

The operator must adopt the following procedures in order to reduce exposure
to electromagnetic fields:

- Fasten the two welding cables as close together as possible.

Keep head and trunk as far away as possible from the welding circuit.

Never wind welding cables around the body.

Avoid welding with the body within the welding circuit. Keep both cables on
the same side of the body.

Connect the welding current return cable to the piece being welded, as close
as possible to the welding joint.

Do not weld while close to, sitting on or leaning against the welding machine
(keep at least 50 cm away from it).

Do not leave objects in ferromagnetic material in proximity of the welding
circuit.

Minimum distance d= 20 cm (Fig. H).

- Class A equipment:

This welding machine conforms to technical product standards for exclusive
use in an industrial environment and for professional purposes. It does not
assure compliance with electromagnetic compatibility in domestic dwellings
and in premises directly connected to a low-voltage power supply system
feeding buildings for domestic use.

EXTRA PRECAUTIONS
- WELDING OPERATIONS:

- In environments with increased riskof electric shock;

- In confined spaces;

- In the presence of flammable or explosive materials;
MUST BE evaluated in advance by an “Expert supervisor” and must always
be carried out in the presence of other people trained to intervene in
emergencies.
All protective technical measures MUST be taken as provided in 7.10; A.8;
A.10 of the applicable standard EN 60974-9: Arc welding equipment. Part 9:
Installation and Use”.

- Welding MUST NOT be allowed if the welding machine or wire feeder is
supported by the operator (e.g. using belts).

- The operator MUST NOT BE ALLOWED to weld in raised positions unless
safety platforms are used.

- VOLTAGE BETWEEN ELECTRODE HOLDERS OR TORCHES: working with

more than one welding machine on a single piece or on pieces that are
connected electrically may generate a dangerous accumulation of no-load
voltage between two different electrode holders or torches, the value of which
may reach double the allowed limit.
An expert coordinator must be designated to measuring the apparatus to
determine if any risks subsist and suitable protection measures can be
adopted, as foreseen by section 7.9 of the applicable standard "EN 60974-9:
Arc welding equipment. Part 9: Installation and Use”.



A RESIDUAL RISKS

- OVERTURNING: position the welding machine on a horizontal surface that is
able to support the weight: otherwise (e.g. inclined or uneven floors etc.) there
is danger of overturning.

- IMPROPER USE: it is hazardous to use the welding machine for any work
other than that for which it was designed (e.g. de-icing mains water pipes).

- MOVING THE WELDING MACHINE: Always secure the gas bottle, taking
suitable precautions so that it cannot fall accidentally (if used).

- Do not use the handle to hang the welding machine.

AN

The safety guards and moving parts of the covering of the welding machine
and of the wire feeder should be in their proper positions before connecting the
welding machine to the power supply.

WARNING! Any manual operation carried out on the moving parts of the wire
feeder, for example:

- Replacing rollers and/or the wire guide;

- Inserting wire in the rollers;

- Loading the wire reel;

- Cleaning the rollers, the gears and the area underneath them;

- Lubricating the gears.

SHOULD BE CARRIED OUT WITH THE WELDING MACHINE SWITCHED OFF
AND DISCONNECTED FROM THE POWER SUPPLY OUTLET.

2. INTRODUCTION AND GENERAL DESCRIPTION

This welding machine is a source of current for arc welding, made specifically for MAG
welding carbon steel or weak alloys with CO, protective gas or Argon/CO, mixes,
using full or core electrode wires.

It is also ideal for MIG welding stainless steel with Argon gas containing + 1-2%
oxygen, aluminium and CuSi,, CuAl, (brazing) with Argon gas, using electrode wires
that are suitable for the workpiece to be welded.

Suitable core wires can also be used without Flux protection gas, adapting the polarity
of the torch to what is indicated by the wire producer.

SYNERGIC operation guarantees fast and easy welding parameter setting, always
guaranteeing high arc control and welding quality (One Touch Technology).

It is particularly suitable for light metalwork fabrication and in body shops, for welding
galvanized plates, high stress stainless steel and aluminium.

2.1 MAIN CHARACTERISTICS

- Synergic (automatic) or manual operation;

- 17 pre-set synergic curves;

- Wire speed, welding voltage and welding current shown on an LCD screen;

- 2T, 4T and spot operation selection;

- Adjustments: wire up slope, electronic reactance, wire burn-back time, post gas;

- Polarity change for GAS MIG-MAG/BRAZING welding or NO GAS/FLUX;

- Thermostatic safeguard;

- Protection against accidental short-circuits caused by contact between torch and
earth;

- Protection against irregular voltage (power supply voltage too high or too low);

2.2 STANDARD ACCESSORIES
- torch;
- return cable complete with earth clamp.

2.3 OPTIONAL ACCESSORIES
- Argon bottle adapter;

- Trolley;

- Self darkening helmet;

- MIG MAG welding kit.

3. TECHNICAL DATA

3.1 DATA PLATE

The most important data regarding use and performance of the welding machine are
summarised on the rating plate and have the following meaning:

Fig. A
1- EUROPEAN standard of reference, for safety and construction of arc welding
machines.
2- Symbol for internal structure of the welding machine.
3- Symbol for welding procedure provided.
4- Symbol S: indicates that welding operations may be carried out in environments
with heightened risk of electric shock (e.g. very close to large metallic volumes).
5- Symbol for power supply line:
1~ : single phase alternating voltage;
3~ : 3-phase alternating voltage.
6- Protection rating of the covering.
7- Technical specifications for power supply line:

- U, : Alternating voltage and power supply frequency of welding machine (allowed
limit £10%).

- L 1ax - Maximum current absorbed by the line.

- |, - effective current supplied.

8- Performance of the welding circuit:

- U, : maximum no-load voltage (open welding circuit).

- IZ))U2 : current and corresponding normalised voltage that the welding machine
can supply during welding.

- X : Duty cycle: indicates the time for which the welding machine can supply the
corresponding current (same column). It is expressed as %, based on a 10 min.
cycle (e.g. 60% = 6 minutes working, 4 minutes pause, and so on).

If the usage factors (on the plate, referring to a 40°C environment) are exceeded,
the thermal safeguard will trigger (the welding machine will remain in standby
until its temperature returns within the allowed limits).

- AIV-AIV : shows the range of adjustment for the welding current (minimum
maximum) at the corresponding arc voltage.

9- Manufacturer’s serial number for welding machine identification (indispensable for

technical assistance, requesting spare parts, discovering product origin).

10-- == : Size of delayed action fuses to be used to protect the power line.

11- Symbols referring to safety regulations, whose meaning is given in chapter 1
“General safety considerations for arc welding”.

Note: The data plate shown above is an example to give the meaning of the symbols

and numbers; the exact values of technical data for the welding machine in your

possession must be checked directly on the data plate of the welding machine itself.

3.2 OTHER TECHNICAL DATA
- WELDING MACHINE: see table 1 (TAB.1)
- TORCH: see table 2 (TAB.2)

The welding machine weight is shown in table 1 (TAB. 1).

4. DESCRIPTION OF THE WELDING MACHINE
4.1 CONTROL DEVICES: ADJUSTMENT AND CONNECTION.

4.1.1 WELDING MACHINE (Fig. B)
At the front:

1- Control panel (see description).
2- Cable and welding torch.

3- Cable and earth clamp.

At the back:

4- Main ON/OFF switch.

5- Shielding gas hose connector.
6- Power supply cable.

In the reel space:

7- Positive terminal (+).

8- Negative terminal (-).

N.B. Polarity inversion for FLUX welding (no gas).

4.1.2 WELDING MACHINE CONTROL PANEL (Fig. C)

1- Adjustment of the welding power (synergic operation) or of the wire feed speed
(manual operation). Press the knob to select either SYNERGIC or MANUAL
operation.

2- Adjustment of the arc length (synergic operation) or of the welding voltage (manual
operation). Press the knob to access the various welding machine settings menu;

3- LCD display.

5. INSTALLATION

A WARNING! ALL INSTALLATION OPERATIONS AND ELECTRICAL
CONNECTIONS MUST ALWAYS BE CARRIED OUT WITH THE WELDING
MACHINE SWITCHED OFF AND DISCONNECTED FROM THE POWER SUPPLY.
THE ELECTRIC CONNECTIONS MUST ONLY BE CARRIED OUT BY EXPERT OR
QUALIFIED TECHNICIANS.

Return cable-clamp assembly
Fig. D

5.1 POSITIONING THE WELDING MACHINE

Choose the place where the welding machine is to be installed so that there are no
obstructions to the cooling air inlets and outlets; at the same time make sure that
conductive dust, corrosive vapours, humidity etc. cannot be drawn into the machine.
Leave at least 250 mm of free space all around the welding machine.

A WARNING! Position the welding machine on a level surface with
sufficient load-bearing capacity, so that it cannot be tipped over or shift
dangerously.

5.2 CONNECTION TO THE MAIN POWER SUPPLY

- Before making any electrical connection, check the rating plate data on the welding
machine to make sure they correspond to the voltage and frequency of the available
power supply where the machine is to be installed.

- The welding machine must be connected only and exclusively to a power supply with
the neutral conductor connected to earth.

- To guarantee protection against indirect contact use the following types of residual
current devices:

- Atype ( ) for single-phase machines.

In order to satisfy the requirements of the EN 61000-3-11 (Flicker) standard we
recommend connecting the welding machine to the interface points of the main
power supply that have an impedance of less than Zmax = 0.25 ohm.

- The IEC/EN 61000-3-12 Standard does not apply to the welding machine.

If the welding machine is connected to an electrical grid, the installer or user must
make sure that the machine can indeed be connected (if necessary, consult the
company that manages the electrical grid).

5.2.1 Plug and outlet

Connect the power supply plug to a mains socket fitted with fuses or an automatic
circuit-breaker; the corresponding earth terminal should be connected to the (yellow-
green) earth conductor of the power supply. Table 1 (TAB. 1) shows the recommended
delayed fuse sizes, in amps, for the main supply, which have been chosen according
to the maximum rated current output from the welding machine, and to the nominal
power supply voltage.

WARNING! Non-compliance with the above regulations renders the
manufacturer’s safety system (class ) inefficient, with resulting serious risks to
people (e.g. electric shock) and things (e.g. fire).

5.3 WELDING CIRCUIT CONNECTIONS

A WARNING! BEFORE CARRYING OUT THE FOLLOWING
CONNECTIONS MAKE SURE THAT THE WELDING MACHINE IS SWITCHED OFF
AND DISCONNECTED FROM THE POWER SUPPLY.

Table 1 (TAB. 1) shows the recommended sizes of the welding cables (in mm?),
according to the maximum current output from the welding machine.



5.3.1 Connecting to the gas bottle (if used)

- The gas bottle that can be positioned on the trolley supporting surface: max 30kg.

- Screw the pressure reducer(*) onto the gas bottle, inserting the appropriate adapter
supplied as an accessory when Argon or an Argon/CO, mixture is used.

- Connect the gas input hose to the reducer and tighten the clamp.

- Loosen the adjustment ring nut on the pressure reducing valve before opening the
gas bottle valve.

(*) Accessory to be purchased separately if not supplied with the product.

5.3.2 Connecting the welding current return cable
Must be connected to the workpiece or to the metal bench on which it is positioned,
keeping it as close as possible to the joint being done.

5.3.3 Torch
Prepare the torch when loading the wire for the first time, by dismantling the nozzle
and the contact tip, to ease its exit.

5.3.4 Polarity change
Fig. B

- Open the reel area door.
- MIG/MAG welding (gas):

- Connect the torch cable to the red clamp (+).

- Connect the clamp return cable to the black clamp (-).
- FLUX welding (no gas):

- Connect the torch cable to the black clamp (-).

- Connect the clamp return cable to the red clamp (+).
- Close the reel area door.

5.3.5 Recommendations:

- Screw the welding cable connectors right down into the quick couplings (if present),
so as to ensure perfect electrical contact; otherwise, the connectors will overheat,
wear rapidly and become inefficient.

- Use welding cables that are as short as possible.

- Do not use metal structures that are not part of the workpiece to substitute the welding
current return cable; this could endanger safety and produce an unsatisfactory weld.

5.4 LOADING THE WIRE REEL (Fig. E)

A WARNING! BEFORE STARTING THE OPERATIONS TO LOAD THE WIRE
MAKE SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED
FROM THE MAIN POWER SUPPLY OUTLET.

MAKE SURE THAT THE WIRE FEEDER ROLLERS, THE WIRE GUIDE HOSE AND
THE CONTACT TIP OF THE TORCH MATCH THE DIAMETER AND TYPE OF WIRE
TO BE USED AND MAKE SURE THAT THESE ARE FITTED CORRECTLY. WHEN
INSERTING AND THREADING THE WIRE DO NOT WEAR PROTECTIVE GLOVES.
- Open the reel compartment door.

Position the wire reel on the spindle, holding the end of the wire upwards; make sure
the tab for pulling the spindle is correctly seated in its hole (1a).

Release the pressure counter-roller(s) and move them away from the lower roller(s)
(2a);

Make sure that the towing roller(s) is suited to the wire used (2b).

Free the end of the wire and remove the distorted end with a clean cut and no burr;
turn the reel anti-clockwise and thread the end of the wire into the wire-guide infeed,
pushing it 50-100mm into the wire guide of the torch fitting (2c).

Re-position the counter-roller(s), adjusting the pressure to an intermediate value,
and make sure that the wire is correctly positioned in the groove of the lower roller(s)
(3)

Remove the nozzle and contact tip (4a).

Insert the welding machine plug in the power supply outlet, switch on the welding
machine, press the torch button and wait for the end of the wire to pass through the
whole of the wire guide hose and protrude by 10-15 cm from the front part of the
torch, release the button.

A WARNING! During these operations the wire is live and subject to
mechanical stress; therefore if adequate precautions are not taken the wire
could cause hazardous electric shock, injury and striking of electric arcs:

- Do not direct the mouthpiece of the torch towards parts of the body.

- Keep the torch away from the gas bottle.

- Re-fit the contact tip and the nozzle onto the torch (4b).

- Check that wire feed is regular; set the roller and spindle braking pressure to the
minimum possible values making sure that the wire does not slide in the groove and
when feed is halted the loops of wire are not loosened by excessive reel inertia.

- Cut the end of the wire so that 10-15 mm protrude from the nozzle.

- Close the reel compartment door.

6. WELDING: PROCESS DESCRIPTION

6.1 SHORT ARC

The wire melts and the weld bead detaches because the wire tip in the weld pool short-
circuits (up to 200 times per second). The free length of the wire (stick-out) is normally
between 5 and 12 mm.

Carbon steel and low-alloys

- Usable wire diameter: 0.6-0.8-1.0mm

- Usable gas: CO, or Ar/CO, mixes
Stainless steel
- Usable wire diameter: 0.8-1.0 mm

- Usable gas:

Ar/O, or Ar/CO, (1-2%) mixes
Aluminium and CuSi/CuAl

- Usable wire diameter: 0.8-1.0 mm
- Usable gas: Ar
Core wire

- Usable wire diameter: 0.8-0.9-1.2mm
- Usable gas: None

6.2 PROTECTIVE GAS
The protective gas flow rate must be 8-14 I/min.

7. OPERATION MODE
7.1 Operation in SYNERGIC mode

When the parameters such as material, wire diameter Q gas type n have been
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defined by the user, the welding machine sets itself automatically in the best operation
conditions established by the different synergy curves that are saved. The user only
has to select the material thickness to begin welding (OneTouch Technology).

7.1.1 LCD display in SYNERGIC mode (Fig. F)
N.B.: All the values that are shown and that can be selected depend on the type of
welding selected previously.

1- Synergy operation mode ;

2- Material to be welded. Types available: Fe (steel), SS (stainless steel), Al
(aluminium), CuSi/CuAl (galvanized plate - brazing), Flux (cored wire - NO GAS
welding);

3- Diameter of the wire to be used. Values available: 0.6 - 0.8 -0.9-1-1.2 mm;

4- Recommended protective gas. Types available: Ar/CO,, CO,, Ar, Ar/O,;

5- Thickness of the material to be welded. Values available from 0 to 5 mm;

6- Graphic indicator of the material thickness

7- Graphic indicator of the welding seam shape;

8- Welding values;

wire feed speed;
m welding voltage;
n welding current;

7.1.2 Setting the parameters

To access the parameter adjustment menu press the knob (Fig. C-2) for at least 1
second then release it:

a) material selection (Fig. F-2 material flashing)

- rotate the knob (Fig. C-2) to select the required material and confirm by pressing
and releasing the same knob;

b) wire diameter selection (Fig. F-3 wire diameter flashing)

- rotate the knob (Fig. C-2) to select the required material and confirm by pressing
and releasing the same knob;

c) gas selection (Fig. F-4 gas type flashing)

- rotate the knob (Fig. C-2) or directly select the proposed gas and confirm by
pressing and releasing the knob; this allows exiting from the parameter settings
menu and the display on the monitor of the pre-set values.

After having defined with the knob (Fig. C-1) the material thickness (Fig. F-5) the user
can start welding.

7.1.3 Adjusting the welding seam shape

The shape of the welding seam can be adjusted using the knob (Fig. C-2) which
adjusts the arc length, therefore establishing the higher or lower temperature for
welding.

The adjustment scale ranges from -9 + 0 = +9; in most cases the optimal basic setting
is given (the value is shown on the LCD display to the left of the graphic signal showing
the welding seam and disappears after a set time) when the knob is in the intermediate
position (0 HL ).

Using the knob (Fig. C-2) the graphic indication on the display of the welding seam
changes, showing a more convex, flatter or more concave result.

Convex shape. H. It means that there is a low thermal supply therefore welding is

“cold”, with little penetration; rotate the knob clockwise for greater thermal supply to
weld with higher fusion.
Concave shape. HL It means there is a high thermal supply therefore welding is too

“hot”, with excessive penetration; rotate the knob counter-clockwise for lower fusion.
7.2 Operation in MANUAL mode
The user can personalise all the welding parameters.

7.2.1 LCD display in SYNERGIC mode (Fig. F)
1- Manual operation mode m

2- Welding values;
Eg wire feed speed;

m welding voltage;
n welding current;

7.2.2 Setting the parameters

In manual mode, the wire feeding speed and the welding voltage are adjusted
separately. The knob (Fig. C-1) adjusts the wire speed, the knob (Fig. C-2) adjusts
the welding voltage (which determines the welding power and influences the seam
shape). The welding current is shown on the display only during welding.

8. CONTROLLING THE TORCH PUSH-BUTTON

8.1 Torch push-button control mode

3 different torch push-button control modes can be set, which remain valid with both
synergic and manual operation:

Spot welding mode (Fig. H-5)
Use for MIG/MAG spot welding with control of welding duration (when at OFF
excluded; 0.1+5 seconds).

2T mode (Fig. H6)
Welding begins when the torch push-button is pressed and ends when the push-
button is released.

4T mode (Fig. H6)

Welding begins when the torch push-button is pressed and released, and ends only
when the torch push-button is pressed and released a second time. This mode is
useful for long welding operations.

8.2 Setting the torch push-button control mode
To access the parameter adjustment menu press the knob (Fig. C-2) for at least 3
second then release it:
a) spot welding time adjustment (Fig. H-2 flashing)
- rotate the knob (Fig. C-2) to select the required time or select “OFF” to disable the
function; confirm by pressing and releasing the same knob.
If the spot welding time is set at a value of between 0.1-5 sec., the “2T/4T” modes



cannot be selected. In this case pressing the knob causes the exit from the menu.
selecting 2T or 4T (Fig. H-3 flashing)

The user can select whether to use the 2T or the 4T mode, but only if the spot
welding time is set at “OFF”. Rotate the knob and select the required mode, then
confirm and exit from the menu by pressing the knob.

b

-

9. ADVANCED SETTINGS

9.1 Adjustable advanced parameters

The following welding parameters can be personalised, both when working in synergic
and manual mode:

Wire up slope (Fig. H-1)
Use to set the wire starting slope to prevent initial accumulation in the welding seam.
Adjustment from 30 to 100 (start as a % of the running speed).

Electronic reactance (Fig. H-2)
Use to set the welding dynamics according to the material and gas used.
Adjustment from 0 (machine with little reactance) to 5 (machine with great reactance).

Wire burning when welding stops (burn back) (Fig. H-3)

Use to adjust the wire burn back time, optimising the final wire cut to make restarting
welding easier.

Adjustment from 0 to 200 (hundredths of a second).

Post gas (Fig. H-4)
Use to adjust the protective gas output time when welding is finished (Adjustment 0+5
seconds). This adjustment guarantees weld protection and torch cooling.

9.2 Setting the advanced parameters

To access the parameter adjustment menu press the knobs (Fig. C-1) and (Fig. C-2)
contemporaneously for at least 1 second then release them. Each parameter can
be set at the required value by rotating/pressing the knob (Fig. C-2) (value shown in
(Fig.H-7)) until the exit from the menu.

10. RESTART DEFAULT
The welding machine can be taken back to the factory settings by keeping the two
knobs (Fig.C-1) and (Fig.C-2) pressed during starting operation.

11. ALARM SIGNALS

Reset is automatic when the reason for alarm activation stops.

Alarm messages that can appear on the display:

- @5 Welding machine thermostatic safeguard intervention. Operation is stopped

until the machine has cooled sufficiently.

- ALL 001: intervention for protection from over/undervoltage. Check the power supply
voltage

- ALL 002: intervention for protection from short-circuit between torch and earth. Make
sure the welding circuit has not short-circuited.

- ALL 003: intervention for protection from overcurrent in the welding circuit. Make
sure the feeder speed and/or welding voltage are not too high.

When the welding machine is switched off, the signal ALL 001 may appear for

a few seconds.

12. MAINTENANCE

A WARNING! BEFORE CARRYING OUT MAINTENANCE OPERATIONS
MAKE SURE THE WELDING MACHINE IS SWITCHED OFF AND DISCONNECTED
FROM THE MAIN POWER SUPPLY.

12.1. ROUTINE MAINTENANCE:
ROUTINE MAINTENANCE OPERATIONS CAN BE CARRIED OUT BY THE
OPERATOR.

12.1.1 Torch

- Do not put the torch or its cable on hot pieces; this would cause the insulating
materials to melt, making the torch unusable after a very short time;

- Make regular checks on the gas pipe and connector seals;

- Every time the wire reel is changed, blow out the wire-guide hose using dry
compressed air (max. 5 bar) to make sure it is not damaged;

- Before every use, check the wear and correct assembly of the parts at the end of the
torch: nozzle, contact tip, gas diffuser.

12.1.2 Wire feeder

- Make frequent checks on the state of wear of the wire feeder rollers, regularly
remove the metal dust deposited in the feeder area (rollers and wire-guide infeed
and outfeed).

12.2 EXTRAORDINARY MAINTENANCE

EXTRAORDINARY MAINTENANCE MUST ONLY BE CARRIED OUT BY
TECHNICIANS WHO ARE EXPERT OR QUALIFIED IN THE ELECTRIC-
MECHANICAL FIELD, AND IN FULL RESPECT OF THE IEC/EN 60974-4
TECHNICAL DIRECTIVE.

A WARNING! BEFORE REMOVING THE WELDING MACHINE PANELS

AND WORKING INSIDE THE MACHINE MAKE SURE THE WELDING MACHINE

IS SWITCHED OFF AND DISCONNECTED FROM THE MAIN POWER SUPPLY

OUTLET.

If checks are made inside the welding machine while it is live, this may cause

serious electric shock due to direct contact with live parts and/or injury due to

direct contact with moving parts.

- Inspect the welding machine regularly, with a frequency depending on use and the
dustiness of the environment, and remove the dust deposited on the transformer,
reactance and rectifier using a jet of dry compressed air (max. 10 bar).

- Do not direct the jet of compressed air on the electronic boards; these can be
cleaned with a very soft brush or suitable solvents.

- At the same time make sure the electrical connections are tight and check the wiring
for damage to the insulation.

- At the end of these operations re-assemble the panels of the welding machine and
screw the fastening screws right down.

- Never, ever carry out welding operations while the welding machine is open.

- After having carried out maintenance or repairs, restore the connections and wiring
as they were before, making sure they do not come into contact with moving parts or
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parts that can reach high temperatures. Tie all the wires as they were before, being
careful to keep the high voltage connections of the primary transformer separate
from the low voltage ones of the secondary transformer.

Use all the original washers and screws when closing the casing.

13. TROUBLESHOOTING

IN CASE OF UNSATISFACTORY FUNCTIONING, BEFORE SERVICING MACHINE

OR REQUESTING ASSISTANCE, CARRY OUT THE FOLLOWING CHECK:

- Check that when general switch is ON the relative lamp is ON. If this is not the case
then the problem is located on the mains (cables, plugs, outlets, fuses, etc.)

- There is no alarm signalling intervention of the thermostat safeguard, over or

undervoltage or short-circuit.

Check that the nominal intermittance ratio is correct. In case there is a thermal

protection interruption, wait for the machine to cool down, check that the fan is

working properly.

Check the mains voltage: if the value is too high or too low the welding machine will

be stopped.

Check that there is no short-circuit at the output of the machine: if this is the case

eliminate the incovenience.

Check that all connections of the welding circuit are correct, particularly that the

work clamp is well attached to the workpiece, with no interferring material or surface-

coverings (ie. Paint).

Protective gas must be of appropriate type and quantity.



PYCCKWUW

1. OBLUASA TEXHUKA BE30OMNACHOCTM MPU YTOBOW CBAPKE 25
2. BBEOEHME U OBLUEE OMUCAHMUE ...... 26
2.1 TNABHBIE XAPAKTEPUCTUKW ..o 26

2.2 NPUHAONEXHOCTW, BXOOALWME B CTAHOAPTHYIO KOMIMNEKTALIMIO ..
2.3 OTAENBHO 3AKA3BIBAEMbIE MPUHAONEXHOCTU
3. TEXHUWYECKUE AAHHbIE
3.1 TABITU4KA JAHHbIX
3.2 MPOYNE TEXHNYECKME OAHHBIE:.
4. OMMUCAHUE CBAPOYHOI' O AMMAPATA...
4.1 YCTPOWCTBA YMNPABIEHUSA, PETYIMPOBKU U
COEOMNHEHNA CBAPOYHOIO AMMAPATA .. 26
4.1.1 CBAPOYHbIV AMMAPAT (puc. B) .. 26
4.1.2 MAHENb YNPABNEHWNA CBAPOYHbLIM AMMAPATOM (puc. C)........ 26
L 0 1Y (0] 26
5.1 PASMELLEHME CBAPO4YHOI'O AMMAPATA .. 26
5.2 MOACOEANHEHME K CETWU ... 26
5.2.1 Bunka n posetka............ 27

.. 26
... 26
26
... 26
26
... 26

5.3 COEOAVNHEHWS CBAPOYHOW LIEMW.... 27
5.3.1 CoeauHeHve ¢ ra3oBbIM 6annoHoOM (ecnv UCnonb3yeTcs) .27
5.3.2 NogcoennHeHne Bo3BpaTHOro kabensi CBapo4HOro Toka .27
5.3.3 Topenka .27
5.3.4 NameHeHne NonspHOCTY... .27
5.3.5 PekomeHgauum: ................ .27

5.4 YCTAHOBKA KATYLLUKM C NMPOBOJTIOKOW (Puc. E) .27

6. CBAPKA: OMMUCAHUE PABOYEN MPOLEAYPDI...
6.1 SHORT ARC (KOPOTKAA AYTA)..
6.2 BALUNTHBIVI TA3

27
27
.27

o ﬂABﬂEHME

cTp.
7. PABOYUN PEXUM

7.1 Pabota B CI/IHEPFETI/ILIECKOM pexuve

7.1.1 XXvgkokpuctannuyeckuii gucnnen B
CUHEPTETUYECKOM pexuMe (PUC. F)..ooverviiiiiiiiieic e 27

7.1.2 Hactpoiika napameTpoBs
7.1.3 PerynupoBka hopmbl CBApHOro LiBa

7.2 Pabota B PYYHOM pexume m .........

7.2.1 Xnpgkokpuctannuyeckuii gucnnent B PYYHOM pexume (puc. G)........ 28

7.2.2 HactpoWika napameTpos...

8. KOHTPOJ1b KHOMKWU FOPEJKM....
8.1 PexvM KOHTPONSI KHOMKN ropenku
8.2 HacTpoiika pexvma KOHTPOIsi KHOMKM ropenku

9. PACLLUMPEHHBIE HACTPOMKU
9.1 Perynupyemble pacluMpeHHble NapameTpbl ..
9.2 HacTpoiika paclumMpeHHbIX NapaMeTpos.....
10. YCTAHOBKA 3HAYEHUM MO YMONYAHMIO ......
11. CUTHANbI TPEBOTU
12. TEX OBCNY>XUBAHUE .
12.1 MNAHOBOE TEXOBCIYXUBAHVIE..........ccoiiiiiiiiiiiei e
12.1.1 lopenka
12.1.2 Nopaya npoBONoku

12.2 BHEMNAHOBOE TEXOBCITYXUBAHMUE ........ccociiiiiiiiiiiicee e
13. MOUCK HEUCTPABHOCTEM

CBAPOUYHbIE AMMAPATbI HEMPEPLIBHOW CBAPKU 1151 YTOBOW CBAPKM
MIG/MAG U BO ®JIOCE And NPOMbILUNEHHOIO U MPO®ECCUOHANBHOIO
NUCNONb30BAHUA.

MpumeyaHue: B npuBeaeHHOM Aanee TeKCTe MCMOMb3YyeTCA TEPMUH “CBapoOYHbIN
annapar”.

1. OBLLAA TEXHUKA BE30OMACHOCTU NPU AIYTOBOW CBAPKE

PabGounii fomkeH ObiTb XOPOLWO 3HaKOM C 6Ge3onacHbIM WCMONb30BaHWEM
CBapoOYHOro annapaTta W O3HaKOMMeH C pUCKaMW, CBSI3aHHbIMU C NMPOLIECCOM
AYroBOW CBapku, C COOTBETCTBYIOLMWMW HOPMamu 3alWuTbl U aBapUHbIMU
cUTyauusimm.

(Cm. Takke ctanaapT “EN 60974-9: O6opynoBaHue ansi ayroBow cBapku. Yactb
9: YcTaHOBKa U ucnonb3oBaHue”).

/N

- N36eraTtb HenocpeaCTBEHHOrO KOHTaKTa C 3feKTPUYECKUM KOHTYPOM CBapKM,
TaK Kak B OTCYTCTBMM Harpy3ku HanpsbkeHue, nogasBaemMoe reHepaTopom,
BO3pacTaeT U MOXeT 6bITb OMACHO.

- OTCOoeaAuHsATL BUNKY MaliMHbI OT 3NEeKTPUYECKOW CeTU nepesn npoBedeHUEeM
nobbIX paboT No coeanHEHUIO KaGenen cBapku, MeponpusiTUi No NpoBepke U
PEMOHTY.

- BblknioyaTb CBapOYHbLIN anmnapat U OTCOeAUHSITbL NUTaHWe nepen TeM, Kak
3aMEeHUTb U3HOLLIEHHbIE AeTanyn CBapO4YHON roperiku.

- BbINONHUTL 3MEeKTPUMYECKyl0 YCTaHOBKY B COOTBETCTBME C [AEeNCTBYHOLUM
3aKoHOAaTeNnbCTBOM M NpaBuUiaMyM TeXHUKN 6e30nacHoOCTH.

- CoeaAuHsATb CBApOY4HYI0 MAaLUMHY TONMBLKO C CETbI0 MUTAHUSA C HEWTpParbHbIM
NPOBOAHUKOM, COEAMHEHHbIM C 3a3eMIIEHUEM.

- Y6eauThbCsA, 4TO po3eTka CeTU NPaBUIbHO COeAMHEHA C 3a3eMMeHUeM 3almThbl.

- He nomnb3oBaTbCcsi annapaToM B CbIPbIX M MOKPbIX MOMELEeHUsiX, U He
npousBoauTe CBapKy noa AoXaeMm.

- He nonb3oBaTbcA kaGenem ¢ MOBpeXAEHHOW U3ONsLMEN UINKN C NIIOXUM
KOHTaKTOM B CO€AUHEHUSIX.

A VAN

- He npoBoauTb cBapouYHbIX paGoT Ha KOHTelHepax, eMKOCTSAX unu Tpy6ax,
KOTOpble cCoAepXKanu Xuakue unv ra3oobpasHble roproume BelLecTsa.

- He npoBoguTb cBapo4HbiXx pabGoT Ha MaTepuanax, 4YUCTKa KOTOPbIX
npoBoAUNack XMoOpocoAepXalMMM pacTBOPUTENSIMU MAM No6nusoctn oT
yKa3aHHbIX BelecTB. He npoBoanThL cBapKy Ha pe3epByapax noj AaBrieHueMm.

- YoupaTtb ¢ pabGouyero mecrta Bce ropitoume matepuanbl (Hanpumep, AepeBo,

Oymary, TpAnku 1 1.4.).
ObecneynTb AOCTATOYHYO BEHTUNSALMIO paboyero Mecta Unu NonbL3oBaThCs
cneuManbHbIMM  BbITSXKKAMW  ANA  yAaneHus pAbima, obGpasytowerocs B
npouecce cBapku psaaom ¢ ayron. Heo6xoammo cucremaTmyecku npoBepsiTe
BO34eMCTBME AbIMOB CBapKM, B 3aBUCMMOCTM OT MX COCTaBa, KOHLIEHTpaLuu n
NpoAOIMKUTENBLHOCTU BO3AENCTBUA.

- U3beraiiTe HarpeBaHusi GannoHa pasnUYHbIMU UCTOYHUKAMU Tenna, B TOM
yucre U NPSIMbIMU CONMHEYHbIMY Nly4amu (ecnu Ucnonb3yeTcs).

POCLO®

- O6ecneybTe [OMKHYI 3MEKTPUYECKYIO M3OMSALMIO MeXAy ropenkoun,
obpabaTbiBaeMoOW AeTanblo U 3a3eMNeHHbIMA MeTannM4yeckumu aeTansmu,
KOTOpble MOryT HaXoAUTbLCA NO6GNM3oCcTH (B paanyce AOCAraemMocTH).

Kak npaBuno, ato MoxHo o6ecneynTb, UCNONb3ys NepyaTku, o6yBb, FONOBHbIE
y6opbl U ogexay, NpeAyCMOTPEHHble Ans 3TUX Liened U NocpeacTBOM
MCMNONb30BaHUA U3ONALMOHHLIX NOACTAaBOK MU KOBPUKOB.

- Bcerpa 3awmwanTe rnasa, MUCNonb3ysi COOTBETCTBylOWME UNLTPDI,
cooTBeTcTBYylOLWMe Tpe6oBaHusim ctaHaaptoB UNI EN 169 unun UNI EN 379,
YCTaHOBMEHHblE Ha Mackax WMIM Kackax, COOTBETCTBYIOLUMX TpeGoBaHMAM
ctaHpapta UNI EN 175.

Wcnonb3yiTe cneuuanbHylo 3alMUTHYIO OrHECTOWKY0 oaexay
(cooTBeTcTBYIOWYIO TpeGoBaHusim ctaHpapta UNI EN 11611) u cBapouHbie
nepyaTku (cooTBeTcTByloWMe TpeGoBaHuam crtaHaapta UNI EN 12477),
crnegs 3a TeMm, 4ToObl 3nuagepMuc He noaBeprancsA O6bl BO3AeNCTBUIO

ynbTpacmoneToBbix U UHMPaAKpPacHbIX Fy4YyeW, U3nyyYaembiX [AYyrow;
HeobX0AMMO TakxXe 3alUTUTL NIoAEN, HaXoAALWMNXCA BONM3N CBapO4HON Ayru,
n“cnonb3ys HeoTpaXalowwme IKpaHbl UMK TEHTbI.

- YpoBeHb wyma: Ecnu BcneacTBue BbINOMHEHMA OCOGEHHO WMHTEHCUMBHOWM
CBapKku exeAHeBHbI ypoBeHb BO3AeNCTBUA Ha paboTtHukoB (LEPd) paBeH
unu npeBbiwaet 85 AB(A), Heo6xoaMMO UCNONbL30BaTb MHAMBUAYalbHbIE
cpeacTBa 3awmThl (Tab. 1).

()

EMEF "
SIAIEE
- MpoxoxpaeHune CBapO‘-IHOI'O TOKa npuBoanT BO3HUKHOBEHUIO

aneKkTpomarHuTHbIx nonen (EMF), Haxoaswmxcs psaaom c KOHTYPOM CBapKMu.
OnekTpoMarHUTHbIE MOMSA MOFyT OTpUUATENbHO BIUATbL Ha HeKoTopble
MeAVUMHCKMe annapatbl (Hanpumep, BoAWUTENb CepAEeYHOro  pUTMA,
pecnupartopbl, MeTannMyeckue nporesbl U T. 4.).
Heo6xoaMMo npuHATE COOTBETCTBYHOWME 3alUTHble Mepbl B OTHOLIEHWUU
nioAen, UMelOWMX YKasaHHble annapatbl. Hanpumep, cneayer 3anpeTuTtb
AOCTYN B 30HY paboThbl CBapOYHOro annapara.
OToT cCBapouYHbIA annapaT yAOBNeTBOPSAET TEeXHUYECKMM CcTaHAapTam
M3nenus AN UCMNofb30BaHMA MCKIOYUMTENbLHO B MPOMbILWNEHHON cpede B
npodeccuoHanbHbIX Uensx. He rapaHTupyeTcsi cCOOTBETCTBME OCHOBHbIM
npeaenam, KacarwLMMca Bo3AeNCTBUA HA YerloBeKa 3MeKTPOMarHUTHbIX nonewn
B ObITOBbIX YCIIOBUSAX.
OnepaTtop p[oMmkeH ucNonb3oBaTb creAyloline npouedypbl TaK, 4YTOObI
COKpaTUTb BO3AENCTBUE MEKTPOMArHMTHbIX NONen:
- MpuKkpenuTbL BMECTe Kak MOXHO Gnuke ABa kabens cBapku.
- [epxaTb ronoBy U TYNOBULLE KaK MOXHO Aarblle OT CBapO4YHOro KOHTypa.
- Hukorpa He HamaTbIBaTb CBapo4Hble Kabenu Bokpyr Tena.
- He BecTu cBapKy, ecnu Balle Terlo HaAXOAUTCA BHYTPU CBApPO4HOrO KOHTYypa.
MepxaTb 06a kabens c OAHOW M TOW Xe CTOPOHbI Tena.
- CoeauHUTbL Oo6paTHbIN KabGenb CBapO4YHOro TOKa CO CBapuMBaeMoW AeTanbio
KaK MOXHO Gnuxe K BbINONHAEMOMY COeANHEHUIO.
- He BecTu cBapky psiioM CO CBapoOYHbLIM annapaTtoMm, CUAA Ha HeM unu
onupasicb Ha CBapo4HbIi annapar (MMHUManbHoe paccTosiHue: 50 cm).
- He octaBnsaTb cheppMMarHuTHbIe NpeAMETbI PSAOM CO CBapPO4HbIM KOHTYPOM.
- MuHumansHoe pacctosinne d=20cm (Puc. H).

/N

- O6opypoBaHue knacca A:

OTOT CcBapouHbIA annapat YAOBIETBOPSIET TEXHUYECKOMY CTaHAaApTy
M3genus Ans UCMONb30BaHUA MCKIHOYUTENBHO B MPOMbILWIEHHOW cpeAe B
npodeccuoHanbHbIX Uensx. He rapaHTupyetcsa coorBeTcTBUE TpeGoBaHMSAM
3MeKTPOMarHUTHON COBMECTUMOCTU B GbITOBLIX MOMELLEHUSAX U B MOMELLEHUSX,
NpsAMO COEAMHEHHbIX C 3MEKTPOCETHH HU3KOro HanpshkeHWs, noAarolien
nuTaHue B GbITOBbIE MOMELIEHUS.

AONONMHUTENbHBLIE NPEAOCTOPOXHOCTHU
- ONEPALUN CBAPKMU:

- B NOMELLEHUN C BbICOKMM PUCKOM 31IEKTPUYECKOrOo paspsaaa

- B NOrpaHMYHbIX 30HaX

- NpY HanNU4MM Bo3ropaemMbixX U B3pbIBYaTbIX MaTepuanoB.
HEOBXOOUMO, u4Tto6Gbl “OTBETCTBEHHbIM 3KcnepT’ npeABapUTesNIbHO
OLIeHUN PUCK M paboTbl AOMKHbI NPOBOAUTLCA B NPUCYTCTBUW APYTUX NuL,
yMelLmnx AeicTBOBaTb B CUTyaLMn TPeBOrU.
HEOBXOOMUMO ucnonb3oBaTb TEXHUYECKME CPeACTBa 3aluUThbl, ONUCaHHble
B pasgenax 7.10; A.8; A.10 ctaHpapta "EN 60974-9: OGopynoBaHue ans
[yroBou cBapku. YacTb 9: YcTtaHoBKa m ucnonb3oBaHue”.

- HEOBXOAMMO 3anpeTtutb CBapKy, KOr4a CBapo4HbI annapart unu nopatowiee
YCTPONCTBO NMPOBOSIOKA NOAAEPXKMBAIOTCA paboynm (Hanpum., NocpeacTBOM
pemHen).

- HEOBXOAMMO 3anpeTuTb cBapKy, koraa pabounit npunoaHAT Hapg Norom, 3a
WCKIIOYeHUeM criy4aeB, Korga ucnonb3yrorcs nnatgopmMbl 6e3onacHocTw.
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HANPSAXEHUE MEXAOY OEPXATENSAMW 3NEKTPOAOB MU TOPENKAMMU:
paboTas ¢ HeCKONbKMMW CBapoO4HbIMW annapatamu Ha OAHOW AeTanu WUnu
Ha COEAMHEHHbIX 3MEeKTPUYECKU AeTansAx BO3MOXHa reHepauusi onacHowm
CYMMbI “XONOCTOro” HanpsXXeHusi Mexay ABYMS pa3nuyHbIMU AepXKaTensamu
3NeKTPOAOB UNU ropenikaMmu, A0 3Ha4YeHUA, MOTyLLEero B Ba pa3a NpeBbICUTb
AoNycTUMbIWA Npeaen.

KBanuduumpoBaHHoMy cneumManucty Heo6XxoouMMO MOpYyyYUTb NpuGopHoe
M3MepeHue AN BbISIBIIEHUS1 PUCKOB U BbIGOPa NOAXOAALIMUX CPEACTB 3alUThbl
cornacHo pasgeny 7.9. craHgapta "EN 60974-9: O6opyaoBaHue Ans Ayrosoun
cBapku. Yactb 9: YcTaHOBKa U UCnonb3oBaHue”.

A ICTATOYHbIN PUCK

- ONMPOKUABLIBAHUE: pacnonoxutb CBapoYHbIN annapaTt Ha ropu3oHTanbLHOW
NoOBEePXHOCTM Hecyllel CNOCOGHOCTHU, COOTBETCTBYHOLLEN Macce; B NPOTUBHOM
cnyyae (Hanp., Non NoA HaKNOHOM, HEPOBHbIN U T. A..) CylLleCTBYeT ONacHOCTb
ONpOoKUAbLIBAHUS.

NMPUMEHEHUE HE NO HA3HAYEHUIKO: onacHO nNpUMeHsTb CBapOYHbIA
annapaTt AnsA no6bix paboT, OTNMYaloWMUXCA OT NpPeAyCMOTPeHHbIX (Hanp.
Pa3smopaxuBaHue Tpy6 BoAonpoBOAHON ceTH).

NEPEMELLEHUE CBAPOYHOIO AMMAPATA: Bceraa 3akpenssinTe rasoBbii
6annoH Npyu NOMOLLM NOAXOAALMX NPUHAATIENKHOCTEN, YTOObI M36exaTb ero
cny4yaWHoro nageHus (ecnm oH ucnonb3yeTcs).

- 3anpelyeHo noaBellMBaThL CBapOYHbIA annapar 3a PY4KYy.

3awmuTbl U1 NOABUXHbLIE 4acTu KOXyXxa cBapo4yHOro annapata v yCTpOﬁCTBa
noga4vyv NnpoBOJIOKU AOMKHbI HAXOAUTLCA B TpeﬁyeMOM norioXxeHuu, nepen Tem,
KakK noacoeauHATb CBapOHHbIﬁ annapart K CeTu NUTaHus.

BHUMAHUE! Jo6oe py4yHOoe BMelIaTeNibCTBO Ha YacTaX B ABUXKEHUU
YyCTpPOMCTBa NoAa4un NPOBONOKU, Hanpumep:

- 3aMeHa ponvKoB U/UNK HanpaBnALWUX NPOBOOKM;

- BBegeHne NnpoBONoOKM B PONUKK;

- YcTaHOBKa KaTyLIKN C NPOBOIOKOA;

- OuYncTKa PONMKOB, LLECTEPEHOK M 30HbI HaxoAsILLeNCs Noa;

- Cmas3sKa LecTepeHoK.

HEOBXOAUMO BbINONHATL NMPU OTKNHOYEHHOM U OTCOEAUMHEHHOM OT
CETU NUTAHNA CBAPOYHOM AMMAPATE.

2. BBEOEHUE U OBLLUEE ONMNCAHUE

OTOT CBapouHbliA annapar SIBMsSIeTCs WCTOYHUKOM ToKa Afsl OYroBOW CBapku,
npefHasHaveHHbI cneuvanbHo Aanst ceapku MAG yrmepogucton crtanu unu
MaronerposaHHon ctanu B cpefe 3awuTHoro rasa CO, wnu cmecu aproHa/CoO,,
MCMonb3ysi LENbHY0 3MeKTPOAHYK MPOBOMOKY WAW MPOBOSIOKY C HamnorHWTenem
(Tpybuartyto).

OH noaxoauT Takke Ans ceapkun MIG HepaBetoLlel cTany B cpefe 3aluMTHOro rasa
aproH + 1-2% kucnopoaa, anomuHus u CuSi,, CuAl, (naiika) B cpefe 3alimTHOro
rasa aproH, MCnonb3ysi 3NeKTPOAHYI MNPOBOMIOKY, COCTaB KOTOPOW MOAXOAMT Ans
cBapuBaeMow Aetanu.

MoXHO Takke Ucnonb3oBaTb MPOBOMOKY C HAMOMHWTENEM, NPefHa3HaYeHHyo Ans
ncnonb3oBaHust 6e3 3awmuTHoro rada Flux, ycTaHOBMB NONSPHOCTb FOPEeskun CornacHo
yKa3aHWsIM M3roTOBUTENS MPOBOJIOKU.

Pabota B CMHEPTETUYECKOM pexume obecrneunBaeT ObICTPyld U MPOCTYiO
HacTpoWKy napameTpoB CBapku, BCErga rapaHTUpyst ynyulleHHylo ynpaBnsemocTb
Oy 1 kadecTBa cBapku (TexHonorns OneTouch).

AnnapaT B 0COGEHHOCTM NOAXOAUT ANsi paboTbl C NETKUMU KOHCTPYKUMSIMU U Anst
NpoBefeHUs Ky30BHbIX paboT, Ans CBAPKWU OLMHKOBaHHbIX NIUCTOB, TUCTOB C BbICOKUM
npeaernom TeKy4YecTu, NMUCTOB U3 HEPXKABEIOLLEN CTanu U antOMUHKSL.

2.1 TMABHbIE XAPAKTEPUCTUKU

- CuHepreTuyeckuii (aBTOMaTUYECKNin) UK PyYHON PexmMm OyHKLMOHNPOBAHUS;
17 NoAroToBNEHHbIX CUHEPreTUHECKNX KPUBBIX;

OTobpaxkeHWe Ha KWUOKOKPUCTANSIMYecKoM AWcChnee CKOpOCTU
HanpsKeHUs 1 Toka CBapKu;

BbiGop pexuma pabotbl 2T, 4T, spot (ToueyHasi cBapka);
PerynupoBka: kpuBasi Ha4ana ABW>KEHUsI NPOBOMOKWU, PEaKTUBHOE COMPOTUBMEHNME,
BpeMsi OTXKWra NPOBOMOKK B KOHLUE cBapku (burn-back), nogava rasa nocne csapku
(post gas);

MameHeHue nonsipHocTv ans ceapku B CPEJE FASA MIG-MAG/BRAZING wnu BE3
FA3A/FLUX;

- TepmocTaTuyeckas 3awmTa;

3awuTa OT CnyyYanHbIX KOPOTKMX 3aMblKaHUA U3-3a COMPUKOCHOBEHUSI TOPEnku 1
maccel;

3awyTa OT HemnpaBUIIbHOTO HANPSPKEHUs! NUTaHUs (CIIULLKOM BbICOKOE U HU3Koe
HanpsikeHne NUTaHus);

NpPOBOSIOKY,

2.2 MPUHAONEXHOCTWU, BXOOALWME B CTAHOAPTHYIO KOMMNNEKTALUIO
- ropersika;
- kabenb BO3BpaTa ToKa C 3aKMMOM Macchbl;

2.3 OTAENBbHO 3AKA3bIBAEMbIE NPUHAONEXHOCTHU
- MepexoaHuvk Anst 6GannoHa ¢ aproHom;

- Tenexka;

- Camo3saTeMHsoLlasca Mmacka;

- Komnnekt ansa ceapku MIG/MAG.

3. TEXHUWYECKUE JAHHbIE
3.1 TABITU4KA OAHHBIX
TexHuyeckne [faHHble, xapakTepusylowme paboTy M nofnb3oBaHWe annapatom,
npuBefeHbl Ha cneumanbHou Tabnuuke, Ux pasbsCHEHNE AaeTcs HUXe:
Puc. A
1- CootBeTcTByeT EBponeickum Hopmam 6esonacHocTu
KOHCTPYKLMM AYroBbIX CBAPOYHbIX annapaTos.
2- BHyTpeHHsIA CTPYKTypHasa Cxema CBapO4HOro annapara.
3- CumBon npeayCcMOTPEHHOrO TUMa CBapKu.
4- CvmBON S: yKa3sblBaET, YTO MOXHO BbIMOMHATH CBAPKY B MOMELLEHWUM C MOBbILLEHHbLIM

n TpeboBaHuAM K

PUCKOM 3MEKTPUYECKOTO LLoKa (HanpuMep, PSAOM C MeTanimyeckmm Maccamm).

5- CumBoOn nuTatoLLei cetu:

OpHoasHoe nepeMeHHoe HamnpshxeHue.

TpexdasHoe nepemMeHHoe HanpsikeHue.

6- CreneHb 3awWwuTbl Kopnyca.

7- TMapameTpbl ANEKTPUYECKON CETU MUTAHUSA:

- U, nepemMeHHoOe HampsbkeHMe W YactoTa nuTalolleid ceTv annaparta
(makcumanbHbi gonyck = 10 %).

: MaKcUManbHbI TOK, NOTpebnsemblii oT ceTu.

et - QPDEKTUBHBIN TOK, NOTPEBNAEMBIN OT CETU.

8- [lapameTpbl CBAPOYHOrO KOHTYpa:

- U_: makcumanbHoe HanpsbkeHne 6e3 Harpysku (OTKPbITbIA KOHTYP CBapKu).

- 1,/U,: ToK 1 HanpsbkeHue, COOTBETCTBYIOLLME HOPMaM30BaHHbIM NMPOM3BOAUMbIE
annapaTtom BO BpeMsi CBapKu.

- X : koacpcpuumeHT npepbiBUCTOCTU paboTbl. MokasbiBaeT Bpemsi, B TEYEHUM
KOTOPOro annapat MoXeT obecrneunTb ykal3aHHblii B 9TON e KOMOHKe TOK.
KoadppuumeHt ykasbiBaetcss B % K OCHOBHOMY 10 - MUHYTHOMY LMKMY.
(Hanpumep, 60 % paBHsieTcs 6 MUHYTam paboTbl ¢ NocneayoLUM 4-X MUHYTHBLIM
nepepbiBom, 1 T. [1.).

- AIV-A/V : ykasbiBaeT AmanasoH perynnpoBKA TOKa CBapKM (MUHUMaIbHbIA/
MaKkcuMMarbHbI) NPpU COOTBETCTBYIOLLEEM HANPSHKEHWUN AYTN.

9- CepuiiHbll Homep. WpoeHTudukaums mawwmHbl (Heobxoaum npu  obpalleHum
33 TEXHMYECKOW MOMOLLbIO, 3anacHbiMU 4acTsMW, MPOBEPKE OPUIUMHAIbHOCTU
n3aenus).

10--——=- : BenuuuHa nnaBKkux npeaoxpaHuTenen 3amearieHHoro OencTBuUS,
npegycMaTpuBaeMbix Ans 3awuTbl TUHUN.

11- CumMBOIbI, COOTBETCTBYIOLLME NpaBunam 6€30nacHOCTH, Ybe 3HaYeHKe NprBeaeHo
B rnase 1 “O6Luas TexHMka 6e30nacHOCTM Ansi AyroBoW cBapku”.

Mpumeyanue: MNMpumep naeHTUUKALMOHHOM Tabnuykn SBNSETCA yKasaTenbHbIM Ans

OOBACHEHNS] 3HAYEHUSI CMMBOJIOB M LMAP: TOYHbIE 3HAYEHUS| TEXHUYECKMX AaHHbIX

BaLLero annapara npusedeHbl Ha ero Tabnuyke.

3.2 MPOYUE TEXHUYECKUE OAHHBIE:
- CBAPOYHbIWU AMMAPAT: cm. Tabnuuy 1 (TAB. 1)
- TOPENKA: cm. Tabnuuy 2 (TAB. 2)

Bec cBapoyHoro annaparta yka3saH B Tabnuue 1 (TAB. 1).
4. ONMUCAHME CBAPOYHOIO AMMNAPATA

41 YCTPOWCTBA YMPABIEHUA, PEMYNUPOBKU
CBAPOYHOI'O AMMAPATA.

W COEOUHEHUA

4.1.1 CBAPOYHbIW AMMAPAT (puc. B)
MepenHnan cTopoHa:

1- MaHenb ynpaBneHusi (CM. onvcaHue).

2- CBapouHblii kabenb v ropenka.

3- Kabenb 1 knemma Bo3Bpata Toka Ha Maccy.

3apHAA cTopoHa:

4- [naeHbli BbikntoyaTens ON/OFF.

5- CoeguHuTenb TpybKM 3allMTHOrO rasa.
6- Kabenb nutaHus.

OTaeneHue KaTyLKK:

7- TMonoxuTenbHas knemma (+).

8- OrtpuuartenbHas knemma (-).

Mpumeyanue. UsmeHeHne nonsipHocTu Ans cBapku FLUX (6e3 rasa).

4.1.2 MAHENDb YNPABJIEHUA CBAPOYHbLIM AMMAPATOM (puc. C)

1- PerynupoBka MOLLHOCTY CBapKu (CUHEPreTUYeckuii pexxmm paboThbl) Ui CKOPOCTH
nogayv MpoBOMOKKU (Py4HOM pexum paboTtbl). Haxatne Ha pyyky nos3BonsieT
Bblbpatb paboty B CUHEPTETUYECKOM unu PYYHOM pexume;

2- PerynupoBka AMHbI Oyrv (CUHEepreTU4Yecknini pexum paboTbl) UK HanpskeHNs
cBapku (py4HoW pexum paboTbl). HaxaTme Ha pyyky nossonsieT monacTb B
pasnunyHble MeHI0 HAaCTPOMKN CBApOYHOro annapara;

3- KugkokpucTtannuyeckuin gucnnen.

5. YCTAHOBKA

A BHUMAHUE! BO BPEMA YCTAHOBKUW U OCYLUECTBIEHUA
ANEKTPUYECKUX COEOMHEHWUM CBAPOYHOIO AMMAPATA, OH OOJIKEH
BbITb MONMHOCTbLIO BbIKINOYEH U OTKIKOYEH OT ANEKTPOCETHU.
ANEKTPUYECKUE COEOUHEHUA PASPELLAETCA OCYLUECTBNATL TONbKO
ONbITHbIM NN KBANTU®GULIMPOBAHHBLIM PABOTHUKAM.

C6opka obpaTHoro kabens-3axuma
Puc.D

5.1 PASMELLEHUE CBAPOYHOI'O AMMAPATA

Mpwn BbIOOPE MecTa yCTaHOBKM CBapOYHOro annaparta creaute, YTobbl y BXOAHbIX U
BbIXOAHbIX OTBEPCTUM OXMaxdaloLlero Bo3ayxa He Obino npenaTcTBuii; ybeamtech,
4YTO B annapaT He BCAaCbIBalOTCS 3MEKTPOMPOBOASLLME YACTULbI, EAKMEe UCNapeHus,
Bnara v T.4.

Bokpyr cBapouHOro annaparta HeobxoAuMMO OCTaBUTb CBOGOAHOE MPOCTPAHCTBO
LLIMPUHOWN, NO KparHen mepe, 250 mm.

A BHUMAHME! YcraHaBnuBaiTe cBapo4HbI annapat Ha pPOBHOM
NOBEPXHOCTHU, TPYy30NOABLEMHOCTL KOTOPOM COOTBETCTBYET Becy annapara,
4TOGbI N36€XKaTb ONPOKNALIBAHUA U CMELLEHUs annaparta, YTo MOXeT NPUMBeCTU
K BO3HMKHOBEHMIO ONMacCHbIX CUTYyaLUN.

5.2 NTOACOEOWHEHUE K CETU

- Mepen BbINONHeHVEM MOGbIX AMEKTPUYECKNX CoeNHEHN ybeamnTech, YTo AaHHbIe
Ha Tabrnmyke CBapOYHOrO annapara COOTBETCTBYIOT HaNpsHKEHWIO U YacToTe ceTy,
MMEIOLLIENCS B MECTE YCTaHOBKM.

- CeapoyHbIii annapat paspellaeTcs MoAkMYaTh TOMbKO K CUCTEME NUTaHUs C
3a3eMIeHHbIM HelTpasibHbIM NPOBOAOM.

- na  obecneveHns  3alWnTbl  OT  HENpPsAMOro
andepeHUmManbHble BbIKNKYaTeny crneyoLlero Tuna:

- Tun A ( ) ANs ogHodbasHoro o6opyaoBaHUS.

- Ytobbl 0becneuntb cooTBeTCTBME TpeboBaHusiM cTaHgapta EN  61000-3-11

KOHTaKTa, I/ICI'IOJ'Ib3yIZTe
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(Flicker), cBapo4HbIi annapaT pekOMeHAyeTCcs MOACOeAUHATL TOMbKO K Takum
TOYKaM CeTU NUTaHWUSA, UMNeJaHc KOTopbIX HWke Zmax = 0.25 Om.

CBapoyHbIil annapat He cooTBeTcTBYeT TpeboBaHusim ctangapta IEC/EN 61000-3-
12.

Mpn nogcoeaMHeHUM cBaApOYHOro annaparta K ObITOBOW 3NeKTPOCEeTU, MOHTaXHMK
1nu nonb3oearesnb 0683aH y6eanTbCs, YTO K Hell MOXKHO NOACOEANHSATE CBapOYHble
annapartbl (B criy4ae HeobXOOMMOCTU CBSXXUTECb C MpeAcTaBUTENeM KOMMaHuu,
3aBefyloLLe pacnpeaenuTenbHON CETbIo).

5.2.1 Bunka n poseTtka

MopcoeanHute BUNKY kabens NUTaHWMS K po3eTke CETW NWUTaHUS, 3alLULLEeHHOW
NpeaoxXpaHUTENsSMM UM aBTOMATMYECKMM  BbIKMIOYaTeNeM; COOTBETCTBYHOLLMIA
3a3eMNSALWMIA KOHTAKT AOMKeH OblTb COeAMHEH C 3a3eMIISIOLLMM NPOBOAOM (KenTo-
3eneHbI NpoBoA) ceTu nutanus. B Tabnuue 1 (TAB. 1) ykasaHbl pekoMeHayeMble
3HayeHWss B amnepax fUHENHbIX NpeaoxpaHuTeneil 3amMefneHHOro AencTBuS,
BblOpaHHble COrMacHO MakCMMaribHOMY HOMWHAaNbHOMY TOKY, KOTOPbIA CnocobeH
nogasaTb CBApPOYHbIV annapar, a Takke HOMVUHaNIbHOMY HanPsHKEHWIO MUTaHKS.

BHUMAHME! HecobnioaeHve npuBeAeHHbIX Bbille NMpaBuUil CHUXaeT
apchekTMBHOCTL cucTeMbl 6e3onacHOCTH, NPeAyCMOTPEHHOW Npon3BoauTenem
(knacc 1), cospaBasi Npu 3TOM cepbe3Hyl Yrposy Ans nogei (Hanpumep,
3NEeKTPOLLOK) U MMyLLecTBa (Hanpumep, noxap).

5.3 COEQUHEHWUA CBAPOYHOW LIEMN

BHUMAHUE! TNEPEQ BbINONMHEHUEM _ OMUCAHHBLIX HWXE
COEAUHEHWM YBEOAUTECH B TOM, YTO CBAPO4YHbIN ANNAPAT BbIKITIOYEH
W OTCOEAUHEH OT CETU NUTAHUA.

B tabnuue 1 (TAB. 1) ykaszaHbl pekOMeHAyeMble 3Ha4YeHUs MOMepeyHoro ceveHust
CBapoYyHbIX kabenen (B MM2) B 3aBUCMMOCTU OT MakcuMarnbHOro Toka, nojaBaemoro
CBapOYHbIM annapaTom.

5.3.1 CoepguHeHune c ra3oBbIM 6annoHoM (ecnu ucnonb3yeTcs)

- Ma3oBbIi 6annoH, ycTaHaBnMBaeMbli Ha OMOPHYK MOBEPXHOCTb TENEXKM: Makc.
30 kr.

- MpukpyTuTe peaykTop AaBneHus(*) k rasoBoMy 6annoHy, ncnonbays crneumanbHbIn

nepexofHUK, BKMIOYEHHbI B KOMNMEKTaLmio, B Criydyae UCnonb3oBaHUsA aproHa unm

cmecm aproHa/CoO,,.

MopacoenunHuTe BXOAHYIO TPYGKY rasa k pefyKkTopy W 3aTSHUTE CTSHKKY.

- Mepen Tem kak OTKPbITb knanaH 6annoHa, ocnabeTe perynupyiollee KonbLo
peayKkTopa AaBreHus.

(*) Detanb, npuobpetaemasi OTAENbHO, €CMIM OHAa He BKIOYEHA B KOMMIEKTaLuio

n3genvs.

5.3.2 MNoacoeanHeHne Bo3BpaTHOro kabernsi CBapoOYHOro Toka
Kabenb noacoenuHsieTcs k CBAapMBaEMO AeTany Unv K MeTannmuyeckoMy cteHay, Ha
KOTOPOM pacronoxeHa AeTarnb, kak MOXHO 6rimke K MECTY CBapKu.

5.3.3 Nopenka
MoaroToBbTe ee K 3arpyske MPOBOMOKU, CHUMUTE (POPCYHKY WU KOHTAKTHYK TpyGKy,
YTOBbI yNPOCTUTL BCTaBKY NMPOBOSIOKU.

5.3.4 U3ameHeHMe nonsipHOCTH
Puc. B

- OTKkpoWiTe ABEPLY OTAENEHUS KaTyLLKU.
- Csapka MIG/MAG (ras):

- MNopcoennHuTe Kabenb ropenku k KpacHom knemme (+).

- MopcoeamHute ob6paTHbIN kabenb 3axuma K HepHoOW Knemme (-).
- Ceapka FLUX (6e3 rasa):

- MopcoeanHuTe kabenb ropenku K YepHow knemme (-).

- MopcoeamHuTe 06paTHbIi kabenb 3axumMa K KpacHoW Knemme (+).
- 3akpoiiTe ABepLy OTAENEHNS KaTyLLKK.

5.3.5 PekomeHgaumu:

- [lo ynopa BKpyTUTE COEAMHUTENU CBapOYHbIX Kabenen B ObiCTpOAENCTBYHOLLME
3aXMMbl (€Cnn MetoTcs), 4Tobbl 06ecneunTs 6e3ynpeyHblii ANeKTPUYECKNIA KOHTAKT,
B MPOTMBHOM CIly4ae KOHTaKTbl NeperpetoTcs, YTo NpmBeaeT K Ux BbICTpOMy U3HOCY
1 notepu acppekTMBHOCTH.

Mcnonb3yiTe kak MOXHO Goree KOpoTkMe cBapoyHble kabenu.

He ucnonbayite meTannuyeckne KOHCTPYKLMM, KOTOpble He SIBMSIOTCA 4acTbio
obpabaTbiBaemMon Aetanu, BMeCTo kabens Bo3BpaTa CBapOYHOro TOKa, 3TO MOXET
cosaaTtb yrpo3dy 6e30macHOCTM 1 NPUBECTU K HEYAOBNETBOPUTENbHLIM pedynbraTtam
cBapKu.

5.4 YCTAHOBKA KATYLLUKW C MPOBOJIOKOW (Puc. E)

BHUMAHMUE! NEPEA TEM, KAK HAYUHATb OMEPALIUM MO 3ANMPABKE
NMPOBOJIOKW, NMPOBEPUTb, YTO CBAPOYHbLIUA AMMAPAT BbIKIMIOYEH U
OTCOEOWHEH OT CETU NUTAHUA. B
YBEOUTECbH, YTO PONMVKW ANA NOJAYM MPOBOJOKN, HAMPABNAOLLNA
LWIAHT M HAKOHEYHWMK CBAPOYHOIO MNCTONETA COOTBETCTBYIOT TUMY A
OVAMETPY NCMOMb3YEMOW MPOBOJTOKN 1 MPABUITbHO NMPUCOEOVHEHbI.
HA OTAMNAX 3ATMNPABKWM TMPOBOJIOKM HE MOJNBb3OBATLCA 3ALWNTHBIMA
MEPYATKAMMW.

OTKpbITb pa3martblBaTesb.

HapeHbTe KaTyliKy C NPOBOMIOKOW Ha LUMUHAENb, MNPOBepbTe, YTO CTepPXKeHb
npoTack1BaHUs WNUHAENSA NPaBUIIbHO YCTAaHOBMNEH B COOTBETCTBYIOLLEEM OTBEPCTUN.
(1a).

MoaHUMUTE BEPXHUIA HAXXMMHOWM PONnuK (1) 1 0TBeanTe ero(Mx) OT HWDKHEro ponuka
(oB) (2a).

MpoBepuTb, YTO PONMKU/PONMK MPOTArMBAHWUS MOOXOAWUT K TUMY WCMONb3yemo
npoBonoku (2b).

Bo3bMute CBOGOAHLIM KOHEL, CBapO4YHOW MPOBOMOKM Ha KaTylwke U o6pexbre
MOTHYTYIO YacTb NMPOBOMOKM Tak, YTOBbI Ha TOPLIEBOI U GOKOBOW YacTsX MPOBOMOKN
He 6bino 3ayceHueB. MoBepHUTE KaTYLLKY B HanpaBneHU NPOTUB YacoBOW CTPErKM
M BCTaBbTe KOHEL, MPOBOMOKW B Hampaensitolyto TpybKy, NpoTonkHUTE ero Ha
rny6uHy npumepHo 50 - 100 MM B HanpaBsnsioLlee OTBepCTUE CBAPOYHOrO pykaBa
2c).

OnycTnTe Ha MECTO BEPXHUI HAXKUMHOW POSINK, U PETYNSTOPOM BEMUYMHBI AaBNeHNs!
yCTaHOBUTE CpefHIo BeNUYMHY AaBreHus NpwkUMHOMo ponuka. Y6eauTtech, YTo
NpOBOMOKa HaxoAMTCA B crneyunansHo 6oposae HpkHero ponuka (3).

- CHsITb COMNIIO ¥ KOHTaKTHYt0 TPy6Ky (4a).

BcTaBbTe BMIKY CBapoOYHOrO anmnaparta B pO3eTKy NMUTaHuWsi, BKIIOYUTE CBAPOYHbIV
annapart, HaXXMUTE Ha KHOMKY TOperikv UM Ha KHOMKY OBWXEHUS! NMPOBOJSIOKU Ha
naHenu ynpasneHust (eCnn MMELOTCS), NOAOXAUTE, NoKa NPoBOSioka He mponaeT
no BCEMY HampasnsoLEeMy LUMaHry U ee KOoHel, He mokaxetcs Ha 10 - 15 cm n3
nepegHen 4acTu ropenkn n OTAyCTUTE KHOMKY.

BHumaHue! B TeyeHun aaHHOW onepauuun NpoBosioka HaxoAuTCs nop
HanpspkeHUeM U UCTbITbIBAaeT MeXxaHUM4eckue Harpysku, noatomy B criyyae
HecoGnioAeHUsi TeXHUKM 6e30MNacHOCTU, MOXET MPUBECTU K 3IreKTpuyYeckomy
LLIOKY, PaHEeHUSIM U NPUBECTU K 3aXKUraHUIO HeXernaTenbHbIX ANeKTPUYecKux Ayr:
- He HanpaBsnsnTte ropenky B CTOpOHy Tena.

- He nogHocwTe roperky 6nmako k rasoBomy GanmnoHy.

- 3aHOBO MOHTMPOBATb Ha Froperiky KOHTaKTHyt Tpy6Ky v conno (4b).

- HactpoiiTe MexaHusMm nopayu MpoBOSIOKM Tak, YToObl MpoBONOKa MoaaBanach
nnaeHo u 6e3 pbiBkoB. OTperynupyiite AaBneHe PorIMKOB U TOPMO3silliee ycunme
LWINUHAENS Ha KaTyLKy Tak, 4Tobbl ycunve GbiNno MUHMMAIbHBIM, HO MPOBOMOKa
He npockarnb3biBana B 60po3ae v npy npekpaileHnn nogadm He obpa3oBbiBanach
neTnsi U3 NPOBONOKYW NMOZ BO3AENCTBUEM UHEPLIMM KaTYLLKH.

- ObpexbTe BbICTYNAKOLLMIA KOHeL, MPOBOMNOKM U3 HAaKOHEYHMKa Tak, YTobbl ocTanoch
10-15 mm.

- 3akpbITb OTAENEHVE Anst pa3MaTbiBaTens.

6. CBAPKA: OMUCAHWE PABOYEN NPOLIEQYPbI
6.1 SHORT ARC (KOPOTKASA OYTA)

[naBneHve NPOBONOKM 1 OTAENEHWE Kanenb NPOMCXOAUT 3a CYET NocrnefoBaTenbHbIX
KOPOTKMX 3aMbIKaHMI KOHLIA MPOBOMOKM 1 MNaBuiibHON BaHHbI (40 200 pa3 B cekyHAy).
[inuHa BbICTynatoLLe YacTu nposornokm (stick-out) 06bl4HO cocTaBnseT oT 5 40 12 MM.
YrnepoaucTas u ManonermpoBaHHas ctanb
- [inameTp MCnosib3yeMoi NpOBOIOKY:

- Ncnonbayemblii ras:

HepxxaBetowas ctanb

- AnameTp ncnonb3yemon NpoBOMOKU:

- Ncnonbayembliii ras:

AntomuHui n CuSi/CuAl

- [nameTp MCnonb3yemon NpoBOSOKK: 0.8-1.0 Mm
- Ncnonb3yemblii ras: Ar
MpoBonoka ¢ HanonHuTenem

- [nameTp Mcnosib3yeMoit NpoBONIOKY:
- Ncnonbayembliii ras:

0.6-0.8-1.0 mm
CO, unu cmecs Ar/CO,

0.8-1.0mMm
cmech Ar/O, nnn Ar/CO, (1-2%)

0.8-0.9-1.2mMm
OtcyTcTBYET

6.2 3ALUUTHbIN A3
Pacxop 3awmuTHoro rasa AomkeH coctaBnsatb 8-14 n/mMuH.

7. PABOUYUW PEXUM
7.1 Pa6ota B8 CAHEPFTETUYECKOM pexume

Mocne Toro kak nonb3oBaTernb HaCTpOUT Takne napameTpbl Kak matepuan, unameTp
NpPOBOSIOKM g, KN rasa n, csapqubM annapat aBToMaTn4eckn yctaHaBnmBaeT

onTMmanbHble paboune yCrnoBMS Ha OCHOBAHWMM  Pa3NUYHbIX  COXPAHEHHbIX
CUHEepPreTU4ecknx KpuebIx. [ns Toro YTobbl Ha4YaTb CBAPKY, NOMb30BaTENO0 AOCTAaTOYHO
ykasaTb TONWMHY MaTepuana (TexHonormst OneTouch).

7.1.1 Xuakokpucrannuyeckun aucnnen 8 CUHEPFETUYECKOM pexume (puc.
F

MPUMEYAHUE Bce oTobpaxaemble u BblbMpaemble 3Ha4YeHWst 3aBUCAT OT Tuna
BbIGpaHHO CBapKM.
1- Pabota B CUHEPreTU4ecKoM pexvme ;

2- CapuBaembli MaTepuarn. [Npeanaraemble Tunbl: Fe (ctanb), Ss (HepxasetoLias
ctanb), Al (amomunnin), CuSi/CuAl (ouMHKOBaHHbIE NUCTLI - CBapKa-naiika), Flux
(npoBonoka ¢ HanonHuTenem - ceapka NO GAS);

3- [Owmametp ncnonbdyemon nposonoku. MNMpeanaraemble 3Havenuns: 0.6 - 0.8 -0.9 - 1
- 1.2 mv;

4- PexomeHAyeMblIlt 3aWwmTHbIN ras. MNpeanaraemelie Tunel: Ar/CO,, CO,, Ar, Ar/O,;

5- TonwwuHa ceapvBaemoro matepuana. lNpeanaratotcsa 3HadeHns ot 0 4o 5 mm;

6- padunyecknin MHAMKATOP TOMLWMHBLI MaTepuana;

7- Tpadwuyeckuin HANKATOP DOPMbI CBAPHOTO LUBA;

8- 3HayeHus BO Bpemsi CBapKu:

Q CKOPOCTb NMOAAaYM NPOBOSIOKM;

m HanpspkeHue cBapku;

n CBapOY4HBbIN TOK.

7.1.2 Hactpoiika napameTpoB

YT00bl OTKPbITb MEHIO PErynpoBKM MapaMeTpoB, HaxmuTe pyuky (puc. C-2) u
yAepXXuBanTe ee HaxxaTon, No KparHen mepe, 1 cekyHay, nocne Yero oTnycTuTe:

a) BbIGop mMaTtepuwana (puc. F-2, matepman muraer)

- noBepHuTe pyyky (puc. C-2), 4ytobbl BbIOpaTb HEOOXOOMMBbIN MaTepuan u
NOATBEPAWTE, HAXaB W OTMYCTUB PYYKY;

6) BbIGOp AnMameTpa nposonoku (puc. F-3, AanameTp NPOBONOKM MUraeT)

- noBepHUTE pyyKy (puc. C-2), 4tobbl BbIOpaTh HEOOXOAMMBIN AamMeTp NPOBOMOKN
1 NOATBEPAWTE, HAXaB 1 OTMYCTUB PYYKY;

a) BbIGop rasa (puc. F-4, Tun rasa muraer)

- noBepHuTe pyyKy (puc. C-2) unu HenocpeacTBeHHO BbibepuTe npeanaraemMbii
ras v noaTBepAUTe, HaXaB WM OTMYCTMB PYYKy; 3TO MO3BOMWT BLINTU U3 MEHIO
HaCTPOKM NapaMeTpOB U BbIBECTU Ha ANCHIEN YyCTaHOBIIEHHbIE 3HAYEHNS.

Mocne Toro kak ¢ nomoLupbio pyykn (puc. C-1) Byaet BoibpaHa TonwmHa mMatepuana
(puc. F-5), MOXHO NPUCTYNUTL K CBapKe.

7.1.3 PerynupoBka ¢popMbl CBapHOro LWIBa

PerynupoBka hopmbl CBapHOro LUBa OCYLLECTBSETCS C NOMOLLBIO pyyku (puc. C-2),

KoTOpas perynupyet AnNuHY Ayry u, Takum obpas3om, onpepensieT Gonblimidi unu

MEHbLLMWIA TEMNONPUTOK BO BPEMSI CBapPKW.

LLikana perynvpoBku Haxogutcs B AnanasoHe -9 + 0 + +9; B 6ONbLUMHCTBE Cry4aes,

Korga pyyka HaxoauTcsl B MPOMEXYTOUHOM nornoxeHuu (0, HL ), obecneymBatoTcs
o,

onTumanbHble 6asoBble yCTaHOBKM (3Ha4yeHWe oTobpaxaeTcs B NEBOW 4acTu
XUOKOKPUCTANMYeckoro [Aucnnes rpaduyeckuMm CUMBOSIOM CBapHOro LiBa W
nponaaaet Yepes npegycTtaHOBMNEHHOe Bpemsl).

Mpn nomowm pyykn (puc. C-2) MOXHO M3MEHWUTb OToOpaxaemylo Ha gucnnee
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rpad)mquKy}o WHOMKaUuKo CBapHOro wiea, caenas ero 6onee BbIMYyKMNbIM, MMOCKUM
NN BOTHYTbIM.

Bbinyknasa copma. OsHavaeT, 4YTO TEenmnonpuToK HWU3KWIA, MO3TOMY CBapka

A

MOMy4aeTCst “XONOAHON”, NEHETPALIS SBMSIETCS HU3KOIA; MOITOMY NOBEPHUTE PYUKy MO
YacoBOW CTpernke, YBENUYUTb TEMmonpUTOK, obecneuns BOMee MHTEHCHBHOE
nnaeneHne BO BPEMS CBapKU.

BorHyTas copma. HL OsHayaet, 4To TENMOMNpUTOK BbICOKUI, MOITOMY CBapka

nony4yaeTcs CrULLKOM “ropsiyeit”, MeHeTpauus SBNSeTCA Ype3MepHON; Mo3Tomy
NOBEPHUTE PYYKY MPOTMB YaCOBOWN CTPENKM, YTOObl 06ecneynTb MeHee NHTEHCUBHOE
nnaeneHue.

7.2 Pa6oTta B PYYHOM pexume m
Monb3oBaTenb MOXET HAaCTPOUTL BCE NMapameTpbl CBAPKY.

7.2.1 Xugkokpuctannuyeckuin aucnnen 8 PYYHOM pexume (puc. G)
1- PYYHOW paBounit pexum m

2- 3HaueHus BO BpeMsl CBapku:
{g CKOPOCTb Mofayv NpOBOIOKM;

m HanpskeHne CBapKu;

n CBapOYHbIii TOK.

7.2.2 HacTpolika napameTpoB

B py4HOM pexume, CKopoCTb Nofga4un NPOBOJIOKU 1 HaMpsiXeHne CBapKu perynmpyoTcs
oTaenbHo. Pyyka (puc. C-1) perynupyeT CKOpOCTb NPOBOMOKM, pyyka (puc. C-2)
perynupyeT HampshkeHue cBapku (4To onpeaensieT MOLHOCTb CBapku W BUSIET Ha
opMy cBapHoro LwBa). CBapoyHbI TOk 0TOGpaxkaeTcs Ha aucnnee (puc. G-2) Tonbko
BO BPEMS CBapKu.

8. KOHTPOIb KHOMKW FOPENKN

8.1 PeXXMM KOHTPONSA KHOMKMN ropenkun

MOoXHO yCTaHOBUTb 3 PasnMyHbIX PEXMUMA KOHTPOSSH KHOMKU FOPErku, KOTopble MOXHO
MCMonb3oBaTh Kak B CMHEPreTUYeckoM, Tak U Py4HOM pexumMe paboTbi:

Pexum ToyeuHou cBapku (puc. H-5)
MosBonsieT ocyLlecTBNATb TodeyHyto cBapky MIG/MAG c KOHTponem AnuTenbHOCTH
cBapku (perynuposka: OFF BbikntoyeH; 0.1+5 cek. akTUBHBbIN).

Pexum 2T (puc. H6)
CBapka HauMHaeTcs Npy HaXaTuu KHOMKW ropenku 1 3aBepluaeTtcs, korga KHomnka
oTnyckaeTcs.

Pexwum 4T (puc. H6)

CBapka HauvMHaeTCs MpU HaXaTuW U OTMYCKaHWWM KHOMKW FOPENKU U 3aBepluaeTcst
TONMbKO TOrAA, KOTAa KHOMKa ropernkyt MOBTOPHO HaXMMAEeTCst U OTnyckaeTcs.. JToT
pEeXvM npefHa3Ha4eH Ans ANUTENbHBIX CBapOK.

8.2 HacTpoiika pexxmma KOHTPOSSA KHOMKWU ropernku
YToBbl OTKPbITb MEHIO PErynMpoBKM MapaMeTpoB, Haxmute pyyky (puc. C-2) wm
yOepXuBanTe ee HaXaTow, No KpanHen Mepe, 3 cekyHAy, Mocre Yero oTnycTure:
a) perynupoBka AnMTENbHOCTU TOYEYHOW cBapku (puc. H-2 muraer)
- noBepHWTe pyyKy (puc. C-2), 4ToGbl BbIOPaTh Xenaemyro ANMUTENbHOCTb UMK
BblbepuTe “OFF” (BbIKJT), 4To6bl GriokupoBaTh hyHKLMIO; NOATBEPAUTE, HaXaB
1 OTNYCTUB PYYKYy.
Ecnn annTenbHOCTb TOYEYHOW CBapkM YCTaHOBMEHa Ha 3HayeHue B AuanasoHe
0.1-5 ¢, Henb3s BbIGpaTh pexum “2T/4T”; B 3TOM CrnyyYae HaxaTve pyyku npusenet
K BbIXOZY U3 MEHIO.
b) BbIGop 2T unu 4T (puc. H-3 muraer)
Pexxum 2T unm 4T MoxHO BbIGpaTb TONbKO B TOM cryvae, ecnv ANUTENbHOCTb
TOYEYHOW cBapku ycTaHosneHa Ha “OFF” (BbIKIT). MosepHuTe pyuky v Bbibepute
HeoBXoANMbIN PEXVM, NOATBEPAUTE HaXaTUeM PyyKku, YTOBb! BBINTU U3 MEHIO.

9. PACLUMPEHHBIE HACTPOMKHU

9.1 Perynupyemble pacluMpeHHble napaMmeTpbl

Kak B cuHepreTMyeckom, Tak ¥ B PyYHOM PeXMMe MOXHO HacTpouTb criedyloLime
napameTpbl CBapKu:

KpuBas Hauyana aBwxeHus nposonoku (puc. H-1)

Mo3BoNsieT ycTaHOBUTL KPUBYIO Havamna [ABWXEHUS MPOBOJSIOKWU, YTOObI n3bexaTb
ee HayarbHOro CKOMmneHus Ha ceapHoM Lwee. Perynuposka ot 30 go 100 (Havano
[BWXKEHNSI B % OT HOMUHAIbHOWM CKOPOCTH).

PeakTuBHoe conpotuBneHue (puc. H-2)

Mo3BonsieT HacTpoOWTb [AUHAMUKy CBapku B 3aBUCKMOCTU OT  UCMOMb3yeMOro
matepuana u rasa.

PerynupoBska ot 0 (HM3koe peakTWBHOE COMPOTMBMEHWe annapata) 4o 5 (Bblcokoe
peakTUBHOE COMPOTUBIEHNE annapara).

OTXUr NPOBONIOKN Npu ocTaHoBKe cBapku (burn back) (puc. H-3)

Mo3BonsieT oTperynupoBaTb BPeMsi OTXWra MpOBOSIOKM MPU OCTAHOBKE CBapKu,
ONTUMU3VMPYS ee KOHeYHOoe obpesaHune 1 ynpoLlasi BO30GHOBIEHUE CBapKW.
Perynuposka ot 0 go 200 (coTble 40NN CEKYHABI).

Mopaua rasa nocne cBapku (Post gas) (puc. H-4)

Mo3BonsieT oTperynupoBaTb BpeMmsi MOAayyM 3alUTHOTO fasa B KOHLE CBapku
(perynupoBka 0+5 cekyHa). OTta perynupoBka obecneyvBaeT 3aluTy CBapku u
OCTbIBaHWe roperky.

9.2 HacTpoiika pacliMpeHHbIX NapaMeTpoB

YToBbl OTKPbITb MEHI0 PErynMpoBKU paclUMpeHHbIX MapameTpoB, OAHOBPEMEHHO
Haxmute pydku (puc. C-1) n (puc. C-2) n yaepxuanTe UX HaxaTbIMu, NO KpanHemn
Mepe, 1 cekyHay, nocne 4ero otnyctute. Kaxapli napameTp MOXHO YCTaHOBWUTb
Ha Tpebyemoe 3HaueHWe, noBopauuBas/HaxumMas pydky (puc. C-2) (3HauyeHue
oTobpaxaeTtcs Ha (puc.H-7)) oo Bbixoda U3 MEHHO.

10. YCTAHOBKA 3HAYEHUM MO YMONYAHUIO

HacTpoiiku cBapoyHOro annapara MOXHO YCTaHOBUTb Ha 3aBOACKWE HACTPOMKKW, ANst
3TOro BO BPEMs1 BKITOYEHUst HEOBXOAMMO yAepKMBaTh HaxaTbiMu ABe py4km (puc.C-1)
n (puc.C-2).

11. CUTHATbI TPEBOI'U

Bo3o6HoBrneHne paboTbl OCYLLECTBISETCA aBTOMATUYECKM NPY YCTPAHEHUN MPUYUHBI
BO3HUKHOBEHWS CUTHana TPEeBOTU.

Ha gucnnee MoryT nosiBUTCs crieaytolme coobLLeHNs O curHanax TpeBoru:

- @ CpaboTana TepMosaluuta cBapoyHoro annapata. Pabota npepsaHa, noka

annapat He OCTbIHET 40 AOMNYCTUMOI TeMnepaTypbl.

- ALL 001: cpabatbiBaHve 3aluTbl OT M3GbITOYHOrO/HEAOCTATOMHOIO HaMpPsHXKEeHUS.
MpoBepbTe HaNpsPKeHne anekTponuTaHus

- ALL 002: cpabaTtbiBaHMe 3alyuTbl OT KOPOTKOTO 3aMblKaHUS MeXAay ropenkon u
mMaccow. Y6eanuTech, YTO B CBAPOYHOM LIENW HET KOPOTKMX 3aMblKaHM.

- ALL 003: cpabatbiBaHvWe 3almMTbl OT Meperpyskn No TOKYy CBApPOYHOW Lenu.
Y6eauTech, 4TO CKOPOCTb NoAauM M/MNW HaNpsXKeHne CBapKn He CIMLLKOM BbICOKME.

Mpu BbIKNIOYEHMM CBapOYHOrO annapaTta Ha HeCKONbKO CeKyHA MOoXeT

nosiBuTbLCA coobuweHune ALL 001.

12. TEX OBCNY>KUBAHUE

BHUMAHUE! NEPEQ NPOBEOEHUEM OMEPALIUA
TEXOBCIY>XUBAHUSA NPOBEPUTb, YTO CBAPOYHbIV AMMAPAT OTKNIOYEH
N OTCOEOUHEH OT CETU MUTAHMA.

12.1 NNMIAHOBOE TEXOBCJTYXXUBAHUE
ONMEPALMU NNAHOBOIO TEXOBCNY>XUBAHUA
OMEPATOPOM.

BbINMONHAKTCA

12.1.1 Nopenka

He octaensinTe ropesnky nunu e€ kabenb Ha ropsymx npeameTax, 3To MOXET NPUBECTH
K pacnnaBneHuio U3onsaLmMn n caenaeT ropenky 1 kabenb HenpurogHsIMmn kK pabore.
PerynsipHo npoBepsiiiTe kpenneHue Tpy6 1 naTpy6koB nogaym rasa.

Mpw KaXxgon CMeHe KaTyLLKN CO CBApO4HO NPOBOJIOKOW NPOAYBaNTE CyXUM CXaTbIM
BO34yXOM Mof AaBrneHveM He Gonee (makc. 56ap) LunaHr nogadn NPoOBOMOKA K
npoBepsiTe ero COCTOsHKE.

ExxeqHEBHO NpoBepsAiTe COCTOSAHWE U NPaBUMbLHOCTb MOHTaXa AeTanei KOHeYHon
4YacTu roperku: conna, KOHTaKTHON TPyGkK 1 razoBoro Anddy3opa.

12.1.2 Nopa4ya NpoBONOKMU

- MpoBepuTb CTeneHb M3HOCa POMMKOB, NPOTArMBAIOLLMX NPOBONOKY. Mepunoanyecku
yAansTe METANIMYECKYHO Nbifb, OTKNaAbIBaAIOLLYIOCA B 30HE NPOTArMBaHNUS (PONMKM
W HanpaensioLas NPOBONOKM Ha BXOAE U BbIXOAE).

12.2 BHEMNJIAHOBOE TEXOBCNYXXWUBAHUE

BHEMJIAHOBOE TEXOBCIYXUBAHUE JJOMMKHO OCYLLUECTBNATLCATONBLKO
ONbITHbIM WU KBANU®ULUPOBAHHBLIM B 3JNIEKTPOMEXAHUYECKOWU
OBJIACTU TMNEPCOHAJIOM COITIACHO TMOJIOXEHUAM TEXHUYECKOU
HOPMbI IEC/EN 60974-4.

BHUMAHME! HUKOTOA HE CHUMAMWTE NAHENb U HE NPOBOAUTE
HUKAKUX PABOT BHYTPU KOPMYCA AMNMAPATA, HE OTCOEOWHUB
MPEOBAPUTENBHO BUINKY OT 3NEKTPUYECKOWU CETWU.

BbinonHeHne npoBepok NoA HanpshkeHWeM MOXeT NMPUBECTU K Cepbe3HbIM
3NeKTpoTpaBMaM, TaK Kak BO3MOXeH HernocpeACTBEHHbLIA KOHTaKT C
ToKOBeAYLUMM HacTAMK annapaTta u/unm noBpeXxaeHUsAM BCreAcTBME KOHTaKTa
C 4acTAMMU B ABWKEHUM.

- PerynsipHo ocmaTpuBaiiTe BHyTPEHHIOI YacTb annapara, B 3aBUCUMOCTU OT YacToThl
MCMONb30BaHNs U 3anbiNeHHOCTU pabodvero MecTa. Ygansnte HaKoMMBLLYHOCS
Ha TpaHccopmaTtope, COMpOTUBMEHUN U BbINPSMUTENE Mbiflb NPU MOMOLLM CTPYW
CyXOro CXXaToro Bo3gyxa C HU3kuM gaenenvem (makc. 106ap).

He HanpaBnatb CTPyto CxaToro BO3Ayxa Ha anekTpuyeckue nnatbl; NPOM3BECTU NX
OYNCTKY OYeHb MSATKOW LLETKOW UMK CrneuyanbHbIMU pacTBOPUTENAMU.

MpoBepuTb NPU OYUCTKE, YTO 3MIEKTPUYECKNE COEAVHEHNS XOPOLLIO 3aKpy4eHbl U Ha
kabenenpoBoaKke OTCYTCTBYIOT NOBPEXAEHNS U30MNSLIUN.

Mocne okoH4aHWs onepauun TexobCnyxuBaHWS BEpHUTE NaHenu annaparta Ha
MECTO U XOPOLLIO 3aKpyTUTE BCE KPEMEeXHble BUHTbI.

Hukorga He npoBoauTe CBapKy Npu OTKPbLITON MalLuHeE.

Mocne BbINOMHEHWS TexobCnyXMBaHWS UMM peMoHTa noacoeauHWTe obpaTHo
coeaunHeHnst 1 kabenu Tak, Kak OHM OblMM NoacoedVHeHbl M3HavanbHo, cneas
3a TeM, 4Tobbl OHM He conpvKacanucb C MOABWKHBIMW YacTSAMKU WIM 4acTaMWU,
Temneparypa KOTOpbIX MOXET 3HaYMTENbHO MOBbLICUTLCA. 3akpenuTe Bce NpoBoaa
CTSKKaMW, BEPHYB X B NepBOHaYasbHbIN BUA, crieas 3a Tem, Y4Tobbl coeanHeHnst
nepBUYHOI OBMOTKM BLICOKOIO HanpshkeHs 6binn Bbl 4OMKHBIM 06pasom oTaeneHb!
OT COeIMHEHUIN BTOPUYHO OBMOTKM HU3KOTO HanpshKeHUs.

[Insi 3aKpbITUS METaNNOKOHCTPYKLMK yCTaHOBUTe 06paTHO BCe raiku 1 BUHTHI.

13. MOUCK HEUCIMPABHOCTEN

B cnyvasx HeygoBnetsopuTenbHoi paboTbl annaparta, nepes NMPOBEOEHNEM
CUCTEMATUYECKOW MPOBEPKU U obpallieHem B CepBUCHbIiA LIEHTP, NpOBEpLTE
cnegyoliee:

- ¥6eanTbCs, YTO OCHOBHOW BbIKMNIOYATENb BKIIOYEH W FOPUT COOTBETCTBYMOLLAS
namna. Ecnu aTo He Tak, TO HanpshKeHne CeT He JOXOAUT A0 annapara, No3ToMy
npoBepbTe NIMHUIO NUTaHus (kabenb, BUNKY WU po3eTky, NpeAoXpaHnTenb U T. A4.).
MpoBepbTe, He BKIKOYUICS N CUrHan TpeBorn 13-3a cpabaTbiBaHNs TEPMO3aLLmUTh,
3alMTbl OT M3BBLITOYHOrO MMM HEOOCTATOMHOrO HAMpshKEHWUst WMIM 3aluTbl OT
KOPOTKOrO 3aMblKaHWs.

- Ans  oTAenbHbIX PEXUMOB CBapku Heobxoaumo cobnogate HOMMHAnNbHbLINA
BPEMEHHOW pexuMm, T. e. AenaTb nepepbiBbl B paboTe ANs oxnaxaeHus annaparta.
B cnyyasix cpabatbiBaHUA Tepmo3salluTbl MOAOXKAMTE, NOKa annapaTt He OCTbIHET
ecTecTBEHHbIM 06pa3om, U NpoBepbTe COCTOSHWE BEHTUNATOPA.

MpoBepuTb HaNpskeHe NUHUN: eCru 3HAYeHNe CRINLLKOM BbICOKOE UMK CIIVLLKOM
HW3KOe, CBApOYHbIN annapar ocTaeTcsi 3abroKMpoBaHHbIM.

Y6eauTbCs, YTO Ha BbIXOAE annapaTta HeT KOPOTKOro 3amblkaHWs, B cCryyae ero
Hanu4usi, ycTpaHuTe ero.

MpoBepnTb Ka4eCTBO U MPaBWUIIbHOCTb COEOMHEHU CBApOYHOTO KOHTypa, B
0COBEHHOCTN 3axum Kabens maccbl OOmKeH ObiTb COoeauHeH ¢ aetanbio, 6es
HanoXeHWsa N30NMpytoLLEero Matepmana (Hanpumep, Kpacok).

3aWwunTHBIA ra3 gomkeH OblTb NpaBunbHO nopobpaH Mo TUNy WM MNPOLEHTHOMY
cneumanbHbIX YNakoBKax UMM KOHTENHepax.
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WELDING MACHINE TECHNICAL DATA - DATI TECNICI SALDATRICE

MODEL | = | D= | ==X S | O

I, max (A) 230V 230V mm? kg m/min dB(A)
180 T16A 16A 16 12.3 1-20 <85
| TAB. 2 EN ([T

MIG TORCH TECHNICAL DATA ACCORDING TO EN 60974-7 - DATI TECNICI TORCIA MIG INACCORDO ALLA EN 60974-7

MODEL 6: VOLTAGE CLASS: 113V

|, max (A) | Imax (A) | X (%) ﬁ

150 60 Ar Co,
STEEL: 0.6 + 1

180 AL: 0.8 =1
INOX: 0.8

180 60 Co
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