PYKOBOACTBO NOJib30BaTeifd

PulseTig-200AC/DC
250AC/DC
315AC/DC

3. Tospemaciie KownonerTa oxenst
BHICOKOUWICTOTHOTO  yCTpolicTBa,  HalitH W
rnanatop e ropur T BosoAHO 0T eperpysoK 10 ToKy; BhKIOTE
annapar wa spews, noka nospexzienne He Gyier
nenpanzeno, satem nepesanyeTHTE
2 Bowokio  cpadaTHBaHHE  TemnosaumTH,
BHIKTIOUNTE ANNAPAT W MOTOATHTE 2-3 MMHYTH,
rEp——
3. Boswoxio 510

tpasHocTh  whBepTOpHOTE
nenn,  otcoemmmme  ceresoii  MOS-nmerep
TPAHCHOPMATOPA (PAIOM C BEHTHIATOPOM 1TeKeD
1-07) i nepesarpysiTe cheTemy:
(1) Ecan  wwwiatop npojomkaer  ropers,
HITOUNTE W OTCOCTMNNTE UITEKEp MHTaNIS
(om0 memmwnTopa  mrekep  VH-03)  n
TEENNYCTHTE:  HEHOPMATHHAIM  MHINKATOD
ocTaeTCA Ha naTe Henosek nospexzeime MOIL.
oft et nercpamocts

B CXeMe BHCOKOMACTOTHOTO MiTanis
WHKATOp e TOpHT: . BeposTio, maacTima
TpaKchopwaTOpa  MOBpEAAEHA,  MOKHO
HCTOTHIORATH  MOCT A WSMEpeHNS
WHAYKTHBHOCTH  OCHOBHO  riepBHsHOli  0GMOTKH
Tpanchopuarops

npAMTETE  BTOpHAHOT  oBMOTKI
Tanchopatops  mwcer  mpobol, waim

fi- Moxer GumsoGopana e ospariofi curan

TLA0X0 TOPHT BOTLppaNOBHI S71EKTPON PaGounii w1 ABIACTCH | CAMWKOM Gonbum,
eoBxovo paBouni wik yvenbiTh

TIpH CRAPKE AHOMIHI HCBOTMOAHO YAGTHTE, 1. Boswota OHOKa b BHOOPE MECTa CBApHOTO

rE— .

2. Moy 1411 aGOtEro Wwikia CTmuKoM Nata.
3. Bropisbii HHBETOD HNECT NOBPEATEHHA

1. NpunuMnHaIbLHAS CXema

:

eredeuUe sHeLny

auatenollmada|jetedeuve

keLSUoLehONadal

Conepixanne

Texika Gesonachoctn

Onucaime yerpoiictsa

‘TauHIIA TEXHIYECKIX XaPAKTEPHCTIK

PYKOBOACTRO K yCTaHOBKe

Oncarime oriepaiuii

ysKim 1 nOsCHEHIS K NPHGOpHOT Mare

Mepbi NPEAOCTOPOKHOCTH M NpOGHAAKTHKH

TIpoGiieMbl, BOSHHKAIOLLE B TIPOLECCE CBAPKH H HX AHATHS
Exeanenibiit yxon

10, Ocobbie ykasaiis K TEXHIMECKOMY OGCTYKHBANHIO

11 Amans i npoduiakTika Kenenpassocteli

12, AkcoHoMeTpHeckoe wsoGpaKenite i TaGILa sanvacTe

[ T e,

Baxuas undopmauns

TlpocsGa npHCTYIIaTh K paGoTe TOIbKO HOCIE TILATE/ILHOTO H3yYeHHs pyKoBozeTso!!!

1. Tapanmwiiiiii cpok Ha yCTpOVICTBO COCTABIACT OIMH FO, JOTOMHATEIbNbE MATEDHATH He

HOUIEKAT FaPAHTHITHOMY 0GCTyKHBAHIIO.

2. B Teuchie rapaHTHItHOO CPOKa 0GCCIICHHBACTCA GECILIATHOE YCTPAHEHIE MIOTIOMOK.

3. Tlokynarens He MOWeT Oe3  papellieHMs  KOMIAHMM  COMOCTONTENbHO  PasGuparh,
ovensTE B IPOTHBHON Ciyuze, 9TO MOKeT

TIPHBECTH K TSKEBIM MOCTEACTBHAM, 110 TOH MPHUHHE KOMIAHMS OTKA3HBAETCA OT TAPaHTHITHOTO|

PEMOKTA i APYTHX OGA3ATENLCTE.

4. Mavenenns b santoli

5. TUTENRHO WsydHTE ANHYIO MHCTPYKIDHO, NDH BLABICHHN HETOMHOCTEH CBAAMTECH ¢

Koumaneii.

Texuuka Ge3onacHoCTH

TexiiKa Ges0macHOCTH 1 MEPHi MPEAOCTOPORHOCTH
Bo Bpewss NpOlecca CAPKH BOSMOKHO BOSHHKHOBCHHE YFPOSH BAIlleMy 310DOBbIO M 3I0DOBEIO
APYIUX mofeli, MOYTOMY CBAPKD TPeOYET TUIATETHHX SAUMTHBX Mep. B ouemke cuTyamm,
nposepre M0 TOTHOCTEIO TH yenosua Tpyta K TexHike
6 padoTHmKoB,

PaGoTa Ha 2aHHOM 0GODYIOBANNN BOIMOANA TOTLKO NS
cremuaNCTOB, MpomexmIHX 00yuenie!

+ Henomayiire paGonie chapotiiie GPEACTS AT,  mNiioue —»r "‘
TexmiecKof

* PaBoTHIK 003N HMETh ACHCTBHTETLHOE CBILIETETLCTBO O TOM, HTO OF
oGnazaet KpammpHKaLCH "ChapuIKa N0 MeTANTY (rasosas peska)” 1
ABIACTCA CEHATHCTOM.

Bo  Bpews

DENOHTA 1 1 KO&M CyaE He PAGOTAIiTE MOt HATPACHHEN.

VASp TOKOM — BOIMOAIO MPHMMICHIE CEPLEINOTO BPEIA
310POBBIO BILIOTE X0 CMEPTEBHOIO HEX0TA!

crannapra.
* 4NPEMENO KACATRCA IEMENTOB MO HATPAAEHIEN OTOTCHNON KOk,
aTKAMH W BIZKHON QIR0

IO MMEETCH WSOIALNS MEAY BAMH WIH JETATAMH 1
TOBEXHOCTHIO TeNTH

* VBeTeCH, 410 Ha PAGOtEN MecTe COBTIOTAETCR PERIM GE3OMaCHOCTH

JIBIMOBBIE Fa3b1 -~ BOIMOKEH BPE 310pOBBIO!
* Jlepmiech He B 30Me JWNOBMX Tao, e BaXaifTe OTPAGOTAHNHS

« Tlpu crapke HenossyliTe BEHTIINTOP WIN BAITAKY. NOUiEpHBAIITS i
BO31YXa B OKPY patory el

MaayucHue BOALTOBON IYIH - MOAHO MENOPTMTE raasa,

nOAY4HTE ok KOAR!
« HeiomsyliTe cooTRETCTBYIONIYIO CBIPOHYI0 SANUATY, HATERaliTe SAUUITIYIM
ORI, KOTOpA 3ALMTHT B TEO 1 £12%. )

« Bo wiGexanie BPena VIOOBHIO, HCTOTB3YHTE COOTBETCTRYIOMLYIO MACKY HTH
DASMECTITE ATy OT CTOPOHHHX HAGTIOTATEEH

VeTpanenne nencnpasocTeii WSME -200

b Cnocod

‘BeTpocHHli HIUIKATOp BEIKTIONATEIS HE TOPHT, 1 BurkaotaTe s, nuTais we pagoTacr.

BENTIIATOp He BTIONQCTCA, HT PEANNA CBAPKI 2 Veemwrhcs B Tow, W0 mxomwe  Kabem
HoRCOTRGRS € SCRTpISGE

e oM, WTO KaGen,  BXOmHOTO

crpoicrsa e oSopman.

‘BCTPOCHHIT HIIKATOp BIKTIONATENA He FOPHT, T BOWOAHO, aNNapar OUINGOTHO MOTKTIONEH K

BEHTHIATOP He BKTIONACTCA WK BKTIONACTCH Ha somowy miammo  380B, B pesymsrate

BPENS, HET PEAIMA CHAPKH. nepeRanpAA eI CPAGOTATA CHCTENA QLT
Tlepexmosnre na 220 miacti, nocie ero mowere

nepesarpy,

Heerabininoers nerommka_ mrais 220 B

(b keI BXOT) TN BXOTHBIE THHHI

epECEKOTen 1 MKTPOLE, b pEVILTTE 10

nepeuanpmnuu Teperpysa saem i moe

OTKHOWATCH, NOMOKIAT 23 MMHYTH  noOCHE
nepesarpy 3  cHoBa sanyeTHTS,

4. TIpoBepiTS  CoSTITCII  TOBOAOB  CHTOROTE
ILAATH SATANYTH TOBTOPHO.

5. OcHoBHas nesatHas naata pene 24B noBpeAeHa,
nposepbre G0k nuranms 248  pese.

‘BEHTILINTOP BPUIGETCH, 38YK IPOMKHIL, HAKATOp | 1. BOIGTAMIEPMETPOM MIMEPHTH MHTARHE K GIOKY

(€ TODHT, HET XapaKTEPHOTO 3ByKa i MOS a umekcpe VHLOT, rapaverpu ¢

BHICOKOMACTOTIOTO PaspRAG, HET YTH. NOTORIHTE BIBIN 1 OTPHLATERBIBI HATDREIIEM

o Gt oo 3088,

g

€CoM WHIKITOp He TODHT, BeTOMOTATCnbii
WCTOMINK miTanys ne paGoracr, maiiaTe Mecto
HEHCTPABHOCTH, WK OGPATHTECH K TILIEPY.
TIpOBEpHTE PasTIAHHE COCTHHNTEbIHE MPOBOTA
W BHABHTE HEHCTIDABHbIE
TpoGiewa uemi ynpaiesis, aiizute npiisy,
n oBpariecn K urepy.
mTaloMIEro mTaTa ropeK.
OGpuin wanra ropesK,
Susewernie OTKIOEHO W HE NOTKTONEHO K
saroToske,
KTeMMHBIe COSTHHENHA WIH BEXOTHHE KIEMM!
ropensi
VIRANKATOp He FODHT, HANH'HE XapaKTEPHOTO 6yKa | 1. COCAMHEHHE  OCHOBHOR  JHHIN  3anaibhoro
BHICOKOUACTOTHOTO PASPAAA, €CTh AV tpancopyatopa u Groka mutamis savamyro
T
KHCTeHHE  HAKOWEWHAKG  PEIpRINNKA,
TOBEPXHOCTS  SAMCTHTE  OT  T7EHKH WM
a30p 10 1 sov.

12 HacToTa ect,

He ropa muKaTop, paspa
ayrm

16 1 2 15
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€€ N0BEPXHOCT CTONT 0GPAGOTATH PrOHON, HTOGH OXTAANTH ce. TI0ITOMY B anNapar BETPOH
AahHbli PErYIIATOp, a3 OAETCH HOCIe OKOHYaMA CBAPKH B HiTepBTe 10 10 ceKyH
6) B pexinve pyunoii AyroBofi CBapkk, paGoTaCT TOALKO (YHKLLIA PeryHPOBKH CBApOYHOTO TOKa

3. Muankatopu

Mepb! HPEI0CTOPOKHOCTH
1. Oxpyxawomas cpeaa

1) Chapouiibie paGOTs! AOAHE OCYUIECTRINTECA B CyXoii cpese. YpoBeHs BIUKHOCTH BO3IYXA He
omKen npepsisats 90%

1) MHAWKaTOp TEPMO3AUUITH MpH paGoTe CBAPOUHOTO AMNNapaTa B TeveHHe
BPCMEHH DU BHICOKHX TOKAX BOIMOKHO ementos. [l
1leperopalis b AINapAT BCTPOHA CHCTENA SAILNTH OT ieperpesa. Korta saropaercs tanmbiii
WHJKATOD, Bbl I0;KHEI BHKIIOUNTH QIITAPAT 1 BOSOGHOBHTE PAGOTY CIyCTs 2-3 it

2) MHIKaTop HeHCIPABHOCTH CeTW: AaHHbi WHIMKATOD 3ArODACTCH, KOTAG B annapate
MMEIOTCH Kakie-THG0 HemcnpagnocTH. KOra 3aropenica MHMKATOp, OTKMOWMTE MHTAHME
annapara 1 4T, TI0CIIe TOrO, Kak MHIKATOp noracier. Eci uimkatop
GYJIeT MEPHOHNECKIA 58 0PaTECA, OGPATHTECH K HOCTABIILAKY.

uenne Nanen M ee onucanne

Cxewa nanesn WSME-200:

Mawcarop  Wnaunarop
Trrann neparpesa

7 nepemoaren.

T2 e0oc

nepeemovrene | T o o o 5 o [ | 2T sepemmerarons,
i ) L] st
Q so o O

sousrens . DS s
R o rmion

2) ii cpeast somia GhiTh B npezenax ot -10°C 10 +40°C.

3) MaGerafite MpAMbIX COTHCWNBX ydeil i AOALL, NP MPOBCICHMH CRAPONBX PAGOT He
omycKaifTe OMAaNHS BOXS! B CBAPOSHEi AMMapaT.

4) HsGeraiite npoBe:CHis CBAPONBIX PAGOT B MBLILHBIX MECTAX i ATPECCHBHBIX CPEAAX.

5) He ueno/bsyiiTe rasoByio crapky NpH HATHAMI CHIBHBIX BOAYILINBX TIOTOKOB.

6) Ciaposinbii anapaT A0IKEH PACTIONATATLCA TOPH3ONTATBIIO, HAKION He AOMKEH Mpesbiarh 15
rpazycos.

I1. Yia3zauusi mo Mepam 0e301MaCHOCTH

B ciysae MpemMlCHiE JONYCTAMBX SHaMEHHIi COTCROTO HANPAACHHS, BHXOIHONO 10K W
BHyTPeHHCii  TeMIEpaTYphl  CHCTEMa  SauMTH!
cBaposHoro anmapata Batecte ¢ Tem pe3MepHOE HCTO/L30BANHE ANNApaTa (HANPHMED, NPH
NPCBHLICHH JOYCTHMOTO HANDAKCHHS) MOKET NPUBECTH K €10 MOBPEAJICHHIO, 107TOMY Bant
ke HEOGXOMMO HPHHSTH B0 BHMAHHE ClIetylontee:

1) O Th X0powIYI0 BeHT
Jlaunsii cRaposHbii anMapaT MMEET HEGOABIO PATMEP, HO MPH IKCILIYATAWNH H3-3 GOBUIOH
Cum Toka e wower s

NI05TOMY B CBAPOUHBIi ATINApAT BCTPOCH BEHTHARTOP /UTA Gortee HpHEKTHBHONO OXTAKICHNA, WTOGH!
o paGoran Ges cGoen. K

MECTOPACTIONOKEHHEN CRAPOYHOTO ANAPATA, NIPH HTOM PACCTORHHE 0 OKPYAIOLIIX OGHEKTOR He
JOTKHO cocTanIATh Metee (0,3 NETPa; CBAPUIIK JIOKEH OGCCTIEuHTh NOMIEPKAHHE HEOGXOMNOI
BEHTHIALAI TDH CRAPKe.

Tpasisias annapara Gosee
ONeHD BUKHBIM

2) He JAonycKarh neperpysok!
Tpoissonsauuii pagory ceap WA HOTREH TOMKTT: 1 DCCra COBIONATh MAKCHMATBHO JONyCTHMBT
ToK Harpy3ki (10 paGosieny k), caapostbii TOK, He
NPEBHIIAIONIT MAKCHVATBION0 TOKa HArpy3Ki. Tleperpyska Toka GYIET BECTH K SHAYHTENbHOMY

Cpox erykGH, 0 smTsETCH

MCKTPHHCCTR, & TAKAKE JU1% IPCIOTBPALICHHS HECHACTHBIX CAYHACH B PE3YIIBTATE YTEUKH TOK.
5) Ecu npi cBaposbiX paGoTaX HATPY3Ka GObile, HeM TPEOyeT CTaniapTHbii paGounii Wi, T
CBAPOUHBITE AIIIAPAT MOAKET BHESANNO NPCPBATH PAGOTY, 4TO O3HANACT BHIXOA 32 PANKH CTANAADTHOND
paGouero wikna cBapounoro annapara. Hanpiyep, np SpesvepHoli Aape cpaGaTHBACT TepMOCTAT,
B pesyIsTaTe CBAPONNbIl ANNADAT MOACT NEPECTATH PAGOTATH, MPH 5TOM Ha mepeancii manen
saropactes kpaciili mANKaTop. B 510N ciyuac Baw He NPHACTCA OTKIIONATS KaGETh NHTANNS K

s CBAPOMHOTO  ANNAPATA,  OCCCHIEHMBAIONIETO
yetoiiansyio paGory. Korta Kpacuuii WHIMKTOp NOFACHET, 510 oMiadaer, 4TO patypa

NEpeKTIOUATE, Py|Ka PEryAHPOBKH Ha Mepeieii Nawe He paboract. Ciuia, MPHIOKEHHIS K

NEAQTH, NPONOPLHOHATEHA MHTEHCHBHOCTH CBAPOSHOTO TOKA.

7. Orperyanpyiite nozaty rasa, Bpews NPOAYBKH a3 i 50BAKH KPATEPa B COOTBETCTBIN ¢ THIIOM
paGor.

8. JIepAHTE S1CKTPOI Ha PACCTOAHH 2-4 MM OT WIS, HAKMHTE KHOTIKY Ha TOPCIIKe, KOTA SBYK

BHICOKOUACTOTHOO NOJUKIFA FOPEKH MPONAET, MOKHO HAMHHATh PAGOTY.

IyeTIICh 10 CTAIITIOND A0, 1 NOKID IOTTOPD INATs Crapk
JUis IPEAOTBDALCHIS HECHACTHBX CYNACH NPH HCTIONNIOBANHH NOXHEMHMKD WIH KpaHa

uepcom.u OTKeH TIDHHSTh Mep, HTOGI He 0NYCTHTh NAIEHHS CRIPOMHOTO ANNApATa.

Tlph MOZbeME TPOC J0AKEH GBITh AOCTATONHO WATAHYT W OWTh B COCTOAMMH BRLICPAHBAT BeC

ANNapara, IpH HTOM YTO He A0TKeH NpeRbIIATh 30 IPAAYCOB.

c IMH MOKHO CTOJIKHYTHCS B CBapKH

y cmapia na npsvom Toke:
1. Yeranossre nepexiouarens "AC-DC" b nonokerme "DC" .
2. BRIOWHTE aninapar, BERTHIATOp HatHET PaGOTTh,

3. BKJIIOUMTE 10/1a4y ra3a 1 OTPEryIHpYiTe PACXOTOMETD.

4. Creayiire nyscrav 5, 6, 7 n 8 ykazauubis mbine.

[ nanenn u ee onucanue

A. Oxewanposanne caapounoil Touxn - [lpn nosmiemin  ciysaes, Koraa edpiexrusio
JUMIEHHOE  MECTO  OKMCIRCTCH, BM  MOMCTe  BMNOIHHTH  CACylowMe  mpoLeAYp:l.
VIOCTOREPTECH, 4TO KANAI GprOHOROTO BALI0HA OTKPAIT, 1 IARICHHE JOCTATOUNO — B NPOTHBION
Caysac HEOOXOMMMO yBeIHHTh AaRieHe B Ganione A0 0,5 MIa. 2. Tposepste pacxox aprowa, a
TAIAKE UMEETCA I JOCTATOMHO CROGOAMBI BhyCK. UT00k! COKOHOMMTS PACXOA I3, BBl MOWKETE
BLIGPATL /IPYTOHi PEIMM PACXO/Ia B JABHCHMOCTH OT NIAPAMETPA CBAPOMHONO TOKA, HO He CIMIIKOM
crauii, oGk Ayra He noryxia. Ma pexoveryen Bas He AeIaTh ITOMO HEIABHCHNO OT TOTO,
HACKOJILKO M1 BRIITYCK 10TOKA aprowa 1pi 31 / vt afyinn.

3. Cawbii NPOCTOIi CTIOCOD MPORCPHTS, MMEETCA i BIXOA [A% — CACNATH ITO BPYWNYIO, HTOOH
10"y BCTROBTE CMOMY, €CA CCTH OTOK Ha F30BOM COTIE FOPEAIKH,  NPORPHT FI0BYIO FOPEKY
wa 3acopenite. 4. YIIOTHEHHE M 3aCOPEHME HA NOZBOZIE Ta3a M MPOGTEMbI BLICOKOI YHCTOTHI Ta30B,
TaKKe MOTYT BIIBATH MPOGIEMbI C KatiecTaoM cBapki. 5. Hammiie B OKpyAaiouteii cpeae CHTbibix
NIOTOKOR BO3AYXA TAKIKE MOAKET NPHRECTH K CHITKEHMIO KAYCCTRA CRAPHOTO LR

B. Tlpofriemsi ¢ ayroii i ee HecTaGuABHOCTE: 1. YGEaWTECh, 4TO HCMOMBIYETCH HMEKTPON W3
pordpava xoporwero kaecrsa. Hinoe KINecTBO sONpava MOKET i cooTmererho,

COKPAINICHINIO CPOKa CYAGH CBAPONHOTO ANNAPATA H JAKE MOKCT CTaTh NPHIHOI
HE MOIEKALIX PEMORTY MOBPEICHHT
o

3) He b !

Hanpsoxenme  mitamms  ykaano B Tabme  «OCHOBHbIE OKCIUIYATAUMONHbE  NAAMCTPEDD,

ATOMATINECKYA KOMIICHCAY MANIPTACHIA BIYTPIl CHOPOIIORD QMIAATA NOLIEPKIBICTCA U1t
ananazona. Ecan INTaNMA npeRIECT AomyCTHAOC

aaACHHE, TO 3TO MOKCT NORPCINTS CBAPONHbT ANNAPAT; MEPCONAT, PAOTAIONUI ¢ MM, AOTKeH

GHITL MOIHOCTBIO B KYPCE CHTYAUIH 1 PHHATH COOTRTCTRYIOIINE MPERCHTHBHEIC MEPHL.

4) 3amA wACTH KAKIOrO CRAPOMHOTO. ANNAPATA OCHAIIGHA BHHTOM CMACHIA, TO MCCTO

OTMenaeTCH MapKHPOBKOii 3asemiern. [lepel Henob30BaMeM BHGEpHTE OGHMHBII SaMHIEHHETT

KaeTh CEUEHHEM 6 MM 1 TIOCOCAMHITE K CRAPOHOMY AmMapaTy, OO CHATH 3P CTATHNCCKOTO

‘MomtHocTH paspana; 2. He HaKOHEHIK
MOKeT BhI3BATH HeCTabHIBHOCTh yri. 3. Mcronb3opatie UTiHOIo rasosoro mnanra (10 MeTpos),
B CBASH € BHICOKOTi ACTOTOli 3ATYXaHMA H CO3TQHIN CHAIBHOT IyTH MOXET IPHBECTI K CHIKSHHIO

TIpOM3BOMTEIBHOCTH

C. He 10CTHRaCTCA HOMHHAILIOE JHANCHHE BHIXOHOTO ToKa: TTHTAIONIEE HANPAKEHHE OTKIONACTCA
OT HOMMHATHHOTO BHXOTHOTO TOKA M BHSHBACT HECOOTRCTCTBHE 3ATAHHOMY 3HANCHMIO, CCTM
HANAKEHHE NHTAHIA HIDKE, HEM 3HAUCHHE MAKCHMATHHOTO BHIXOIHOTO TOKa CBpOHOIO anmapara,

D. B npotiecce SKCILYaTaIIMi CBapOTHONO AINAPATa TOK MHTAHNA He 0CTACTCA CTaGWAbHbIM. Takne
CTyuam MOTyT GhITh CBAZAHBI CO creylonumn daktopawi: 1. M3menene cetenoro 2

1

1) Mepexouate AC ¢ DC: iepeKiTiouaTesth yeranonien B nonoxerii "AC", Koria b pagoTacte
Ha TIEEMERHOM TOKE TIDH CBAPKE ATIOMMHIS, KOTIa IEPEKIOATe b YCTAHOBICH B OIOKEHHI
"DC" nepexojure & peskint DC TIG capkm, Crapki HepKaBeromeli CTaH, 4yTyHa, Me/ H pyrux
Merano;

2) Pyunoli / nesabibii nepexiouares

Koma nepeKouaTe yeTatonaCH B nosokenui "OFF", To chapouHbili TOK peryaupyetes 1a
nanen.

Eum nepckmo'la'r:nb yeranomsen B nostoskenie "ON", caapouns
nexan

TOK peryaHpyeres HokHol

. Peryamposotibie pysikn

1) Pyuka peryiMpOBKN BpeMeHH npEIBADHTENBHON MPOYBKH rasa s oGecredeis
esyTaTa cBapiit WTOGHI a3 Aproi NOAABAICS PAHBILE, YIEM TOK TpH

CBAPKe; JAHHBI PErYTATOP YCTAHOBMEH /T PEryMPOBKH PASHMUBL BPEMEHH MEKy nosadeit

aprowa 1 ToKa.

2) Pysaka peryIMpOBKH ToKa: AHHas! PyUKa YCTAHABIHBACTCS JUIA PEry.THPOBKH CBAPOUIOTO TOKA.

3) Pyuka perymupopki paGouero wikna: Tok NOTOKNTENBHBIL; JaNHAS eryIMPOBKA, KOTIA TOK

WIET O HEMIABNLErOCs YMEKTPOA K JeTar, B0 BpeNS CBapKi Ha Toke

IS TIEpeKTioueHIS B OGOUX HANPARICHHSX. DIEKTPON MELIEHHO HAPERAETCH 1 KOHICHTPHPYET

SHEPTHIO, 4TO MOMOKHTETLHO BIMAET HA KA4ECTRO crapki. OTPHUATENbHEI TOK, K0T TOK HIET 0T

JCTAIH K 21€KTPOAY. B ITOT MOMEHT H10BEPXHOCTS ACTA/IM OMHUIACTCA OT OKHCMBILIETOCH HAIETA,

4TO TaksKe GIATOTROPHO BINACT N KaueCTRO cBapki. HO SIICKTPOX MOKET NIEErpenaThes, 0IToMy

A peryTop Conan 211 oro, O T10FD IGEKT. EC nonepiy. YK onotie

"o", " Toka cocTarset 50%. Ecan

B nojowende "+5", COOTHOMUIEHHE OTPHUATENHHOTO TOKA COCTABAAET “80%. Ecmn oma

noropasumactes B nosmutio "-5", atoT NoKawTens cocrantser 20%. Bpaenie mpoTHE acoRoii

CIPCIKI IPHBOIT K IPOTHBONIOIOAIONY pesysTary.

Cepbesibie MOMeXH OT MeKTPOCETH M APYTHX yeTpoiiets. E. Bomsppavossii crepiers mioxo
ropi:

PaGouil LKA ABTACTEA CAMUIKOM MPOTOTAUTEIEHEIN, B PE3YIKTATE Uero KONTAKT 0GPaGaTHBIENOfi
JETAN ¢ BOTBGPANOBHIM CTEPHEM MPOHEXOIHT CIMUIKOM JI07TO, M KaK CAEICTBHE

b0/ OGPATHbIT TOK BbiIle, KOTAa BLGPaH KodpdHuHeHT
Warpyskn 30% wan swie npw 200 A. Heroabsyiite Gosmuii KoXDPHIEHT HArpysKi, Koria oK
HIDKe; HANPHMED: KOra BHGpa KoddmumenT Harpyski 50% 1w soiue npi 100 A.

4) Peryutop Satyxaia: JaHi PErYAOp HYKEH Jutx TOT0, “IOGH CILia TOKA YMEHBIIATACH

CTEpIKEHE TL10X0 TOpHT.

410 Jaet Gortee wos.
p Bo Bpews we HeAaLIOro ynpaBeit, pasaiite perystop

IpOTHE HaCOBO/i CTPEIIKH K oTMETKe 0"

5) PeryaaTop MpoYBKH ra3oM: H3-3 TOTO, HTO ZICTalh MOKET OKHCTHTBCA TI0CIC OKOHUAHHS CBApKH,

TIpaBIIEHO  MOMKIOUATE  KaBeh  BXOAHOTO  HANPAKSHHS — CRAPOYHOIO  anmapata K
pacTIpeACTITEnLHOM KopoOKe miTamis, OyasTe npn muibope

Banpakeina. OAHOBPEMEHHO C THA YOCAUTECh, STO HIOTPEIIHOCTS HANPACHIA TOKA B NPCICII
JomycTuvoro.

7. lpn wcrombsosammm  pywHOii  AYroBoii CBADKH MOTBWANMIi  KOWHEKTOD  KOHTYpa
NEKTPOIEPAATEIIA BCTABKTE B NOTBIKHOE THEYIO C MOMAPHOCTBIO =" 1 CHILHO SAKpYTHTE N0

sacoBoii cIpeke.

8. Tlocie 3aBEpUICHIS BHIIEONHCANNbIX ONIEpaIii CBAPOTHHIE ATIMADAT 1I0CATE MOHTAXA TOTOB K
padore.

CXeMa YCTAHOBKH MEPEXONIMKA BOTSHORO OXIAAEHIS:

R B

[Mucrpykuns no

ADFOHORYTOBA CBAPKA HA TIEPEMERHOM TOKe:
1. "[epeKaouare:1h NepeMeHHOro Toka" YCTaHOBHTE B ooskerne "AC",

2. BIIIOUHTE NepeKIIioNaTe h HTAHHS ATIIApATa, IPH ITOM HAUHHACT BPAILATHCH BEHTHIATOP.

3. PAG0MKHHTE NIEPEKIIOUIT MO APFOH, CKOPOCTS NOTOKA 1232 AOBCTE A0 HOMMHLTHHEX
KDHTEPHER (CM. CXEMY H0CIIEI0BATEIILHOCTH Oriepaiuii

4. B 3aBUCHVOCTH OT CTETICHH OKHCIICHHA IOBEXHOCTH MATEPHATA ETY;MPYFITE WIKQTY B CTOONY
ILoca WK MiHyCa.

5. HaskwiTe KHOMKY Ha FOPEIKE, Bbl YCIBIINTE 3BYK BHICOKOYACTOTHOTO MOJUKHIA JYTH, B 9TO e
Bpewms ras moiizer wepes comio ropenki. [IpmMeuanie: npH mepBoii CRApKe Nepen HadanoM
CBAPOYHBIX PAGOT HEOOXOMHMO HAKHMMATH APy CeKYHL KHONKY Ha FOpElike, 4TOGH NPOSHCTHTE
Kamai nogaun rasa. Tlocie OKOHYANMA CBADKH 123 GYIET WATH €lle HECKONBKO CEKYHI, 4IO0bI
SAMTHTE TIOBEPXHOCTH OT OKHCICHHA, TI0ITOMY B TeUCHHE HECKOTBKHX CEKYHI He OTBOINTE
TOperIKy o MecTa chapk

6. Yeranosnte npu pydHoe nezanbHOE

1) Iepexoa s peint "OFF" npomexoT riepy Ha nasen

2) Tlepexon b pesim Biutioderis "ON" - CBapoHBIi TOK Pery/MPYETCA NDH NOMOIIN MEAATLHOIO

. TIpi CBapke AOMHHHS HEBOMOAHO AOGHTECS OKEHAILI

1. Henpapnisio BuGPaHO MeCTo CBapoumoro wma; 2. Peryauposka pabodero wikia cieiana
Henepio;

3. Bropisbiil WHBCPTOP HACET NI0BEAICHHE TPYGONPOBO.

B AOUOMHEHE K BHIICHIEEMHCICHHAIN CIYSIAM TAKKE MOTYT HMETh MECTO Apyrie (akTopst
BosseiicTain OKpyaaiouteii cpeasi 1 miaoueit cet. TocTapaiitech yyIINTL OKpYRaOIHE
YC10BIA, OB WIGEIKATH TaKIX CHTYAUTL

Tnanonoe Texmmeckoe oGCTyRUBARNE

1. PeryaspHo ¢ OMOIIbIO CYXOTO CKATOTO BO3AYXa YAATATITE MELTh; €CIHM ANNApaT HCMOThIYeTCH B
CHIILHO JArPASHEHHBIX CPENAX, T4 ONEPAINS JONKHA BHNOTHATHCH ekemecsino. 2. Jlannenie
CKATOT0 BO3YXa JOTAHO GHTh Ha PAYMHOM YPORHE C TeM, “ITOBHI He MOBPEIUITE MEAKIE ACTaIN
BHYTpH cBapouHoro anmapara. 3. Ilpoomute p
KOHTYpa CBAPOYHOTO amnapata, mpoBepsiiTe X Hzr(e}mmc'rh TIpy BO3HIKHOBEHHI p)xna‘mnm
VHQIIIHTE OKCIHJHBIE UIEHKH HAKIAHOM GyMAroii.

4. WsGeraiite nONaamms BOGI WA TA3A BO BHYTPh CBAPOWHOTO ANNapaTa, MpH BOBHHKHOBEHHH
N010GHO CHTYALIMH TIPOCYIINTE CrO BHYTPH. BIIOCACICTBIN MPOBCPHTE METOMMETPOM W3OTALMIO
CBAOUHOTO anmapaTa (5 TOM WHCe COCIMHCHMA MEAY YSIaMH W TOUKAMM MOIKTIOUCHHA).
Tpoomkaiite  capounbie  paGoTH, TOABKO B oteyrcTsuM

OGCTOATEIBCTS.

5. Ecan cBapouHnii annapar e HCTIOTB3YETCA b TeUHHE ICTHTEILHOTO BPEMEHH, BHNOTHHTE €ro
TULATETb b 0CMOTP W XPAHHTE B CYXOM MecTe.

YCTOiiHMBOCTE CBApOUHOI JyTH, Fomermpauro YACTBHOR TEIIOT, BACOKYIO MPOISBOVTEAoCTS
oﬁpa'mou FAuHCTRH 1 ee aBoTE

Apyri 2 Kmopue c»apmmw Bnnxpanw oTmuBe
xapaKrepucTuKu cBapk.

Jlawmsii ceapounsii annapar cuaGkei

TaG1Hia XapaKTEpHETHK YCTPOICTE UMY IBCHON et

PYKit 1% PAGOTHE C TIOMOILIIO TIEZUIH MOKHO PeryIIHPORATS TOK B

Hactora (T 05-10
o roka, 10 Padoui ks (%) 2080
i M anaeme (%) 10-90

“Tax, B HaUaIe CBAPKH  BO BPEH 10124 IIPOBOIOKH MOAKHO YBE.HHTS TOK H YCKOPHTS HAIPCR, @ B
KOHIe CBAPKH CHITKCHME TOKA MMECT CMBICA TpH (popMMpORaNMH wa. Hcnoawiomanme nexain
NOBKIIACT QEKTHRNOCT, CBAPKM, YMCHBUIACT NPOGACMEI NP CBAHBAHMH W APAHTHYCT
KaiecTno ceapkit. ECHH BaM HCODNOMMMA MMIYJBCHIA CBADKA, BOIMOAHO, BAM MOAOMACT
IpOI3Be/IeHHAs HALIeli KOMMaHHeHH Nefiath JU1s HMITYIILCHOI Cha)

K.

MBETCTBYeM JOKILHEX MOTpEGHTENeii NPOAYKILN Halleii KOMIAIH, TOTOBSI BHCIYIIATE
DAL UeHBe peKoMenTaH. Mii GyleM CTAATHCA O0ecTIeNHBATS OOCTYAHBANHE Ha BHCHICM
YPOBHE H AOBECTH HAL IPOAYKT 10 COBEPIICHCTE.

TaBiHua OCHOBHEIX XapAKTEPHCTHK

- TaGaMia aPaVETPOB BXOZA H BHINOA CBADOUHOI NHTAIOMIET CETi (1A O3HAKOEHIS).

2. Baueiilume TexHINeCKIE XapaKTEPHCTHKL.

Hnerpykuns no ycranoske

Jlanisii cBapouRbi annapat caGKei YCTOTICTBOM BHIDABHUBAHIA HATDSKCHIS MHTAIOMICH
CeTH, OH MPOOTAACT CTAGWINO pAGOTATH MpH KoneGUMAX HANpAKeHMA cet 5% ot
HOMHHABHOTO HATIpSACHHS.

Tipu smmoro Kaens s chiKenis
NAZeHHA. HADAKEHIS DEKOMEILTyeN WCIONs30BATS KaGenb ¢ GomsuaM cesenmen. Eci Kadens
CBAPOUHOH TOPENKH CAMUIKOM JUIMIHBI, 9T MOKET IHAMHTEIbHO MORTMSTS Ha OGpaoBaie
ICKTPHICCKOTi /YT, & SHAHT H HA APYTHE (YHKINH YCTPOVICTEA, HANPHMEP, CHISHTS OGpasoBaHe
BHICOKONACTOTHO  7EKTpIYECKOli  AYTM  WIM  NPHBECTH K  HADYHICHHIO  HOPMATBHOTO
dywumonmposaiia annapara. Tl03TOMy MBI COBETYEM BaM HCTIONE3ORATH CRAPONHYIO FOPEIKY
KaGeses PeKOMEHI0BaHHOI [UTHHbI

OcylieeTasiiTe YETaHOBKY COTIACHO HIDKCCIEAYIOLIM MYHKTAM:

Mozens annapara - E y Ke
et e e DG " s 1. V6eauTech, 'O REHTILIAINONHOE OTRCPETHE He MEPEKPHITO H He 3COPEHO, UTO0H HIDKATH
. CB0cR B CHCTeME OXTAKACHIA
Mepbt u nepex ACTOVEIS ACIIVEIS
e T 060 2. ToacoeaumiTe NpaBiTbHO 1 Gesomacho HETouHHK rasa. Kalan noJaun ras J0MAeH BKIIONATS
06 yerpoiicrae ool T Kl Tasonbiil GA/LION, WIMEPHTEIh JICKOMIPECCHH APIONA M TA30BYI0 TPYOKY, B MECTE COCAMHEHHS

JlaMHEI  CBAPOUHMI| ANMAPAT HCMONE3yET BENPAMMTENS, paspaboTaHHBi ¢ ydeToM 0w (A 202 JI0IDKEH MCHOAB30BATHCA XOMYT ULUIAHIa W JIPYOii SaHM /1A MCKIIOUEHHS YTedKH aproda i
HoceHX i B oGacTH i L HONAANHA BO3IYXA.

Oopy.toBaiie AYrORoji CBaPKI HHREPTOPHOTO THIA COGTOMT 3 HHRSPTOPHOTO HETOUHIKA 3. Jlin sasevnena Kopryea yerpoiicrsa yirre ¢ cevcimen nponoIKa e
a1 annapara. VCTOURMK MHTAH HHBEPTOPHOI ZIyTOBO CRAKH HCMOTb3YET o Mefiee 6 MM, U 5100 Savieii CTOPOIE YCTPOFICTBA COCTMHATE 3a3eMIHTEAbHbH GOAT
parueTop Gonoii momnoern MOSFET, wactora toka npeoﬁpaxyevcw B BHCOKIE 4aCTOTH Bpou 5}

(woweT npepsmars 100 kT'), satem M TexHOTOr I 4. T i KOWHEKTOp KAGCIA KOWTYPA JAICMWICHHS BCTABTC B NOARKHOS IHEIIO
wHpoTHO-INIYTbCHOf Moays (PWM) costaeT Mowtbit nocTosHHBii cBapouili TOK. Bmmy o ter CTH10 "+ IAHEIH CBAPOUHOTO AINAPATA H CILTLHO JAKPYTHTE N0 HACOROH CTPEAKE, HIKMHTE
NDHAEHEIIs BeC i FAGAPHTH CHIOBOTO. a KIJL Gonee L e B ApYTOli KOHELL H3CMISIOLLETO IPOROAA.
uen 1a 30%. CRIEWNaIMCTEI 10 BeeMy MHPY BHCOKO OLEHILTH WHBEDTOPIEIi CBapoUNbil annapar, = < .
° 35 35 5. Tipu ympann ¢ movortio neann
IO CBILICTEALCTRYET O PEBOTIOLAH B OGIACTH TEXHOOTHii CBADKIL. i I D
et vongiocri 55 55 KoHHeKmpa neamn s
Cepun WSME sissetcs Hosui s annaparos, Ko i E ¥ et nsywnwom W TPEXKITBIOTO KaGe narea annapara,
P21s Ps

KOTOpOE paspaGaThiBacT Haimia KoMmaniti. HX MOKHO HCTIOE30BATE U1A ProHHO-1YTORON  PyHOli
CRADKH PASTHYHMX MeTannon. VX XapakTepHas 0COGEHHOCTH B TOM, b0
TIOCTORHHOIO TOKA CHOCOGHE! CRAPHBATS HEPIKABEIIKY, YITEPOIICTYIO CTAh, MeJth, GPOH3Y, NaTyHh
W ApYTHE WBSTHHE METALIM, @ C HOMOUILO MEPEMEHHOTO TOKA — WIICHMA W3 alOMMHWA 1
ATMOMHHHEBHX cniaBos. HanpHMEp, 5TH TEXHOTOTHN HCTIOAB3YIOTCH TP CBADKE ATOMHHHERHX
TEMEHTOR CAMOKATOR H BETOCHTIEIOR.

B cuaposisix annaparax cepun WSME Tasike NPHMCHFIOTCH SNATeHTORIMHN Haieit
KoMnanueii TexHoOrUH, i ceapin. Tlo cpasenmio ¢
TPMIMONHEINH NNAPATAMH, HALIM MMEIOT MeHbIe FaCaPHTE H BeC, BHICOKYI0 HdeKTuBHocTh
NepekioderIts 1 OBECIEHBAIOT IKOHOMHIO J1eKTPOIHEpriM. ECIi CpasHuaTh ¢ 3apyGemHsiit

T0 OHH ewenie 1 o it
HCOZB3YIOT TEXHONOIMIO JBOMHOI WHBEPCHH, WMEIOT MHCTHIi BEIXOJ NMPAMOYTOMBHON BOIHbL,
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Read This First ®

Safety Alarm!

Itis highly appreciated that you choose our welding machine.
To protect the safety of you and others, please read this manual seriously and understand it
before inst

lation and operation.

Guarantee

Here we give our unreserved guarantee that the inverter
welding series comply with IEC60974 international
safety standard. Maintenance for one year since the date

of purchase.

Please carry out safety preventing measures to protect you and others from possible
injury during welding. Refer to safety protection guide of operator, which is in

accordance with the accidents prevention requirements of producer for details

Important Notes

Safety protection switch needs to be installed for electricity leakage prevention if this
equipment s put into use!

® Apply the labor protection articles of welding that are approved by the safety
supervision department of state!
®  Operators must be special operation personnel who possess the valid Metal Welding

(Gas Cutting) Operation Certificate!

Electric Shock — possibly leads to severe injury!
jon standard.

®  Install grounding system as per the applica
® Touchi
®  Ensure that it is in isolation state among you, ground and workpieces,

harged pasts s forbidden while skin i bare, wet gloves or clothes are put on.

®  Make sure that your station is safe.

Smoke - possibly be harmful to your health!
®  Keep your head out of smoky area
®  Operate the ventilation or extraction device to avoid the gas suctioned during welding

Arc Light Radiation - possibly leads to your eyes or skin injury!
®  Wear a suitable welding mask and encapsulated suit to protet

your eyes and body

®  Protect the stander-by with suitable mask or curtain to avoid injury

ire Hazard
®  The sparkle during welding will possibly leads to fire. Please make sure that there are no

inflammables next to the welding station and pay attention to fire prevention.

Noise - excessive noise is harmful to people’s hearing!
®  Please wear the ear defender or other hearing protector to get your ear under protection
®  Wamn the stander-by that noise will potentially do harm to their hearing

Fault - search for help from professionals when you confront with difficulties.

®  Carry out elimination as per this manual i difficulty exists during installation and operation.

®  Younced to get contact with your supplier or service center of our company immediately if
you cannot understand completely or problems cannot be solved, searching for the help of

professionals

Product Information

TIGAC/DC is the latest AC/DC machine developed by our company. The key function of the
machine is that it can not only weld stinless steel, alloy steel, carbon steel, steel and other
nonferrous metal with DC function, but also weld aluminum and aluminium alloy product with
AC function. For example, the integrated power inversion rate of welding machine exceeds 8%
during welding on the aluminium products of scooter and bicycle, which saves energy and
electricity. Key models are TIG200AC/DC, 250AC/DC and 31SAD/DC.

‘The application and development of inversion technology on the aspect of welding equipments
benef

enefits from the origination and development of high power electronic components. Especially
the birth of the third generation high speed field effect transistor with high power enables welding
machine to operate stably under 100KHZ high frequency, which dramatically lessens the size and
weight of key components (transformer and reactor). The application of PWM (Pulse Width
Modultion) technology makes welding current centralized and smooth, current adjustment more

convenient and accurate. Unique structure design enables welding machine to be easily removed

and repaired, and to protect welding machine from electromagnetic interference.

Welding machines of AC/DC series, which are of smaller size, lighter weight, higher inversion

efficiency, el

and energy saving comparing with traditional machines; and lower pric

stronger adaptive capacity of power system comparing with importing machines, are also
manufactured with our unique high frequency inversion technology. Especially the adopted
quadratic inversion technology delivers pure square wave, which leads to favorable are stiffness,
centralized heat, strong reverse clearing ability, wide clearing area and arc not easily interrupted of

low current, ensuring the favorable welding features of the machines.

Argon welding gun is equipped for the inversion welding machine, with corresponding length of
cables, air ducts and water-cooled connector. Besides, some accessories applied on gun head with
different sizes are supplied, such as ceramic nozzle, connector and long-short pressing handle. The
size and number of these accessories can get from random loading list. If more accessories are
needed, you can make further purchase order.

/} Instruction!
“This equipment is applied mostly in the field of industry. Operators should

carry out adequate preventive measures to avoid possible radio jamming at indoor environment

(@ This product series applies only to AGIDC argon arc welding (TIG).

Key Performance Specification Table

Type PulseTig-200AC/DC| PulseTig-250AC/DC| PulscTig-315AC/DC
AC20VEIS%
Supply volt AC380VE1S% S0/601L
upply voltage 50/60Hz + 1z
Rated output current 180A 2204 2904
Regulation range of
20-180A 20-2204 20-290A
output current
No-load voltage 65V av 424
Operating voltage 17.2v 18.8V 2164
Fore-blow period (S) 02 02 02
Dutyfactor (%) 2080 2080 2080
Damping period (S) 05 05 05
il gas period (5) 210 210 210
- High frequency High frequency High frequency
Are striking method oscillation oscillation oscillation
Effciency (%) 8 8 85
Continuous loading
rate (%) * * »*
Power factor 093 093 093

Panel Function and Description

PulseTig-200AC/DC:

power light  Overheat indication
ACIDC exchange switch

CB oooo OO e
D coooo 00T
07

Current display.

O

N .
~l o

~+4C

Lo

Eafthing  Infake port

ACIDC exchange switch

PulseTig-250AC/DC:
PulseTig-315AC/DC:

power light (_Overhgat indication

L power switch

Current disptay- ¢ —

0000 [ .

= 2T switch

EDOOOOODE

o % %

Ooq O

4
\ Positive output
Negative output .. gyigcn Remote Control Positive outpu

Interface

T~ TIGIMMA switch

(@]
A\

o Earthing

Intake port

1 Transfer Switch

AC/DC transfer switch  when transfer switch places at AC, the AC argon arc welding is
functioned to weld aluminium product;

‘When transfer switch places at DC, the DC argon arc welding is functioned to weld stainless
steel

Manualffoot step transfer switch ~ when transfer switch places at OFF, current is to be
adjusted by panel knob;

When transfer switch places at ON, welding current i to be adjusted by foot step switch.

T Adjusting knob

Fore-blow period adjustment ~ to ensure welding effect, argon reached prior to current is

Choose major dutyfactor when current is weak; choose dutyfactor above 50% while current is
below 100A.

4. Attenuation adjusting knob — to complete a welding process, the current should gradually
attenuates to end during are stopping period for a favorable molding. This knob is used to
adijust the fallen period of current

5. Adjusting knob of after blow period — workpiece that is just welded will be oxidized for the

intense heat. Therefore, argon is needed to protect it from oxidization by blowing from the
welding gun after welding stopped. This knob is used to adjust the after blow period with tail
gas, the maximum period can reach 10 seconds.

T Use of Indicators

Indicator with over-heat protection ~ to protect the inner parts of welding machine bumed out

Installation

‘Welding machine is cquipped with compensation device for supply voltage. It can work on if the
supply voltage varies within 1% rated voltage.

Cable of much larger section is suggested to damp the fallen down of voltage as a longer output
cable is adopted. Provided that the cable of welding gun is excessively long, it might be of great
effect to the arc striking performance and even other performance of system such as the abnormal
operation of system or the attenuation of high frequency are striking performance. Therefore, the
designated length of cable s highly recommended.

Make sure that the ventil

ion opening of welding machine is uncovered or unhindered to

Installation Hlustration of Water Cooling Gun

10} SUIpPM

20N

=
. =
reqired. This knob is used to adjust the time interval between argon and current. from high heat caused by operating continuously under a long period and strong current avoid the invalidaion of cooling system. 5 = ==
conditi - i s indicator is s s o B
2. Current adjusting knob — it is the welding current knob. Only when the manualffoot siep ondition, the over-heat protecting function is set. When this indicator is on, work is needed to 2. Make sure tha the source of prfection gas is connected well, The s supply pasage conains = =
transfer switch places at OFF will the knob operaes. stop but not to shut the machine down. After 2 10 3 minutes around, it can recover eylinder, argon decompressing flowmeter and air duct. The Joint of air duct should be g = _g
3. Dutyfactor adjusting knob — current alternately transfers from forward direction to reverse automatically, ightened with hose clamp or other artiles to protet rom the argon leskage and incorming i L= § g
direction during AC argon arc welding. When current flows from tungsten electrode directly 2. Abnormal indicator — this indicator wil be on while abnormal stuation occurs during welding 3. Ground th shell of welding machine with  cabl of at east 6 section aren of elctricty g2 [ g
to workpiece, a s low a a a s hi tion. Please shut the machine down once the abnormal indicator lights on. The . 2 o E
piece. the current flow is forwardly that produces low and centralized heat of tungsien machine operaion. Please shut the machine down once the sbnormal ndicaor lights on. Then conduction elably. The way is o connee the ground screw on the rear of welding machine gz [B
electrode, favored welding process; when current flows from workpiece directly to tungsten trn on the machine again, it can make further use if the situation returns to normal, otherwise, with grounding sysie & 2 g
B} at can clea » § sionals & z =
electrode, the current flow s reversely that can clear the oxidized surface layer of workpiece, you need search professionals or factories o repair. 4. Plug the quick mount plug of circuitcable o the quick mount socket withelecrode + ofthe 5 & & =
which helps to form a favorable welding effect, but the tungsten electrode wil be easy to burn panel of welding machine, wind up clockwise and clip workpicce with the ground wire clamp z2 = = z
out caused by high heat. The knob is set 1o adjust the proportion of forward and reverse over the other end 2 £ g
current period. When knob places at 0, forward and reverse current period possesses 50% 5. Plug the power plug into corresponding socket and make sure that supply volage is 380V AC 5= s
respectively; when knob places at +5, the proportion of forward and reverse current period is with a allowable difference. g 3
while at -5, the proportion of forward and reverse current period s 20%. Forwar 2
805, while at -5, the proportion of forward and  period s 20%. Forward 6. Install water cooling gun correctly as per the illustration. Connect the integrated gas and 2
current perod extends and reverse cument period shortns while rotates clockwise roltes electical interface on the front panel of his machine with cooper nut on the othr end of = — &
counter clockwise shows opposicely water cooling gun and wind up clockisc &= g
Note: choose minor dutyfactor when current is strong; choose dutyfactor below 30% while 7. Conneet the 2-pole acrial plug of foot step device with the 2-pole and 3-pole acrial socket of 5 E]
cureat 3 above 200A, for instance machine panel respectively. After all the above operations are completed, the installation of g i
welding machine is over and the machine can be used o weld 2 £
g =
Installation Hlustration B g
Z s
Pover sply Arzon able = = ]
= g
=
=
&=
ok piece
kg orch
Step switch
0.
5) Provided that the standard of continuous loading rate is exceeded during the operation of
Operation Notice or Preventive Measures ® welding machine, it will stop working while suddenly turns to protection mode. This shows Maintainance
the welding machine exceeds the standard of continuous loading rate that the overheating
Tt applics o the serics of WSEAC/DC250, WSEAC/DC315 1. Environment makes temperature control swilch be ted on, which stops the welding machine from Warring
= e e el e o o o o o et o e e N
Take the AC Function Description of Argon Arc Welding as References. 1) Welding should be operated under a relative dry condition with no more than 90% air conmector out to make the coolng fan keep working for the cooling down of welding cut off. Make sure that the power connector has been plugged out before removing the
machine. Welding can be operated once again after red indicator is off and temperature falls
humidity shell of machine.
1. Place the AC/DC transfer switch at AC. 2) Ambient temperature should be within the range of —10°C -40°C. into the standard range.
2. Turn on the power switch, the blower in machine begins to rotate 3) Exclude water or rain from entering into welding machine and avoid welding under sunlight 1) Blow the dust with compressed air of dry and clean regularly: provided that the welding
3. “Tum on the argon switch and adjust the gas flow to the rated standard (refe (o the flow table). orrain machine s applied under the condition of smoky and severely polluted air condition, dust
4. Adjust the proportion of forward and reverse current period according 1o the oxidization 4) Avoid welding under the condition of dust area or containing corrosive g removal shall be carried out every day.
degree on the surface of workpicce (o be welded. 5) Avoid welding under gas protection in the environment of strong air flow. 2) The pressure of compressed air shall be within a reasonable range to avoid damage of small
5. As soon as the switch on welding torch is pressed and solenoid valve starts, you can hear the componens in welding machine.
sound of high frequency sparkling in welding machine. Meanwhile, there s argon flowing out 2. Key Points of Safety Protection 3) Check the connection of inner circuit of welding machine regularly. Make sure that the
of the welding torch nozzle. Notice: you need to press switch for several seconds before cireuit is connected correctly and connectors are firm (especially the plug-in connector or
welding until all the air is vented out of the air duct, provided that it is the first. time 10 weld. The welding machine is equipped with protection circut for voltage, current and heat exceeding ‘component). Provided that rust and loose oceurs, grind the rusted layer or oxidized film with
After welding is stopped, there’s still argon flowing out for several seconds. This s When output current and temperature inside exceeds the standard, welding machine will stop sandpaper, connet once again and tighten,
particularly designed to protect welding point before cooling down. Therefore, you should automaically. However, the overuse of welding machine (such as the voliage s over large) will 4) Avoid water or steam entering in the welding machine. IF it occurs, dry the inner of welding
remove welding gun by keeping welding position for a period of time afier the welding arc tllTead to damage. Therefore, you still e o not the items below. machine, and then measure the insulation performance (include the insulation performance
extinction. between connectors and between shell and connector) of welding machine with megger
6. Set manualffoot step swilch as per the practical need. 1) Ensure favorable ventilation! ‘Welding can be carried on only when abnorma situation s proved to be none.
1. When transfer switch places at OFF, current i to be adjusted by panel knob. ‘Welding machine is of large-scale industrial equipment, Strong working current flows during 5)If the welding machine will not be applied for a long period of time, it should be put into
2. When transfer switch places at ON, welding curtent i to be adjusted by remote control operation, which makes the natural venilation unsatisfied for the need of cooling of welding original packing box and stored under dry environment
swtch. Here, the current adjusting knob on panel i invalid machine. Thus, two fans are insalled in the welding machine to cffectively cool down o
7. Adjust the fore-blow, after blow and attenuation period as per the practical necd. make smooth operation. Before Repair
8. Keep distance between ngsten electrode and welded workpiece for 2 to 4MM: press the Operators shall check that the vent s not covered or hindered. Keep the distance between
control switch of welding torch: high frequency sparkling will oceur between the electrode of welding machine and peripheral artcles above 0.3m. Users must pay atention to keep Warnin:
welding gun and workpiece; the high frequency spark in welding machine will disappear right favorable ventiltion constantly, because it is important for a better performance and longer g
aftr stiking the are. Here we can get into work service life of welding machine. Unadvisable experiment and incautious repair can enlarge the fault area, causing troubles
Take the Argon Arc Weldi 2) Overloading is forbidden! for the formal repair work.
1. Place the AC/DC transfer switch at DC. Operators shall keep observation on the maximum loading current (continuous loading rate “The bare parts of this equipment can cause dangerous high voltage under conductive mode.
2. Turm on the power switch, the blower in machine begins to roate that can be selected comparatively) and ensure the welding current do not exceed the Any direct or indirect contact may cause electric shock accidents; severe shock can even
3. Turn on the argon switch and adjust the gas flow to the rated standard (refe to the flow able). maximum loading current. cause death!
4. Refer o the same article 5,6, 7 and § in AC argon arc welding description. Overloading current wil lead to markedly reduce the service lfe of welding machine cven

Attention
& Any cable or connector on operation plugging infout during welding is strictly
forbidden. Otherwise, it will lead to serious hurt to the human body and severe
destroy of equipment.

burning out.
Voltage over large is forbidden?
Supply voltage is listed on the Key Performance Specification Table. Generally speaking, the

compensated circuit of voltage in welding machine ensures welding current stay within the

C

allowable range. Welding machine will be destroyed if supply voltage exceeds the allowable
value. Operators shall fully understand this situation and take corresponding preventive
measures

A ground screw is attached on all the welding machines, marked with grounding tag. Ground
ine with a cable of at least 6mm’ section area reliably to discharge

£

the shell of welding mact

electro-staic or to protect accident from oceurring of electricity leaking.

‘Attention: Any wrong diagnosis and repair on the fault of welding machine and cutting
machine by users themselves during the period of guarantee without permission of our
company will lead to invalid free service provided by supplier.

- - S -
Fault Description Possible Reasons Solving Measures
Diagnosis and Repair
1 No response when string up | 1. No supply volage or phase lack. 1. Check the power supply:
2. Power cabe s in open cicut. 2. Check the voltage of s switch
@ Attention: The opertions below require operators with adequate profssional knowledge of 3. Paril danage of ausilry power sup] by opening th el
electrical aspect and overall safety common sense. Operator shall possess valid certificate 1o show phase 3. Search professional personnel for
his ability and qualification to operate. It is suggested that you get contact with our company and help to repair or contact with dealer.
2. The gavge head indicates with | 1. The switch, connection and 1 2pole

reach a consensus before repairing.

5.

o igh frequency sparking
sounded or abnormal siuation
indicated.

aerial plug of welding gun
is in open circuit or poor contact.

acrial socket be in short ciruit with
screwdriver.If sparkling sound is

short crcuit o fur away.

3. Aerial plug s not nstalled correely.

heard, oceurs from
the welding gun.

2. Adjust the distance

of discharging nozzle.

3. The switch of welding gun

‘Should be plugzed onto 2 pole

socket with corresponding acrial plug.

3. High frequency sparkling occurs
With no current flowing out.

1. Giround cable contacts poorly.
2. Cable of welding gun i in open circuil.

1. Checkif the connection of
round cable is refiable.
Check or replace welding gun.

4 Current flows out with adjusting|
function failur.

1. Theknobof regulation
resistance damages,

2. Contact cable in the machine is
Toosened.

Check with shell removal

Replace the regulation resisane

[ protection.
2. Excessive dust causes

short circuit in the machinc.

3. Part damages in the machine

1. Start up again after shutting
down and indicator being off.

2. Clean up dust with compressed
air after opening the shell,

3. Search professional personnel for
help to repair or contact with dealer

6. Oxidized flm cannot be broken

Welding range is selected mistakenly.

I
2 justed over low.

1. Choose AC function during welding.
2

3. Field effect transistor of
quadratc inversion damages.

or lean
up the oxidized film on the surface
of workpicce.

3. Search professional personnel
for help o repaie

7. Current works normally with no)

argon flowing out

Pullin sound heard
Solenoid valve nozzle i hindered.

I
a 4. Clean up the sem.

b Air duct of b, Repair and repl

2. No pullin of solenoid valve.

a. Solenoid valve damages. a. Replace solenoid valve.

b C solenoid valve faulis. | b, al personnel

for help to repair the control board

8. Severcly buming out of
tungsten electrode

Dutyfactor i adjusted over

“Adjust the knob of dutyfactor
counter clockvise.

9. High heat producing of ground
cable

Ground cable contacts poorly.

‘Connecting the bolt of ground cable onto
work bench is suggested.
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