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1 BBEOEHUE

[aHHoe pykoBOOCTBO onucbiBaeT nynbsTbl ynpasneHua TA33, TA34 .

O6Lume cBefeHMA NO AKCNyaTaumm NpUBeneHbl B UHCTPYKLMM K MCTOUHUKY
nUTaHuA.

1 : i-i Mpu nopaye ceTeBOro NUTaHWA Ha YCTPOMCTBO HAYMHAETCA
camonpoBepKa CBETOANOOHbIX MHANKATOPOB N AUCMEA, Npu
l_l. d D 3TOM Ha pucrisiee otobpa)kaeTcA BepCuA Nporpammbl; B aHHOM
rnpuMepe paccmarpusaetcA sepcma nporpammebl 0.18.

1.1 Myner ynpaBneHun
lyner ynpasneHna TA33

&

r
ud
(2]

8

o Pyuka ynpasneHna gnq seoga napamerpos (cuibl Toka (A), BpemMeHu (C) nnm
TONWMUHBbI Matepuana (MM/AoAMbl)

e Ovcnnen
?I:I

eBblf)Op mMetopa ceapku TIG -é v MMA - s

o Bbibop BbicOKOouacToTHOro Bo3byxaexHna ayrun (HF) A{; nnu Bo3byXxaeHun

Y

LY KOHTAKTHbIM CNOCOO0M (LIftArC) ™

e Bbibop 2-takTHOrO ¢ T

e NHoukauma sknouveHna pyHkumm VRD (moHmnxeHHoe HarnpAxeHue

pasomkHyTou ternn). MPUMEYAHUE! Ota doyHKUMA eLle He noaaepXmnBaeTcA
MOJSIHOCTbIO.

Unun 4-TaKTHOro pexuma II

o O6o3Ha4veHne napameTpa, otobpakaemMoro Ha gucnnee: cunbl Toka (A),
BPEMEHMU (C) unu ToNWMHbI Matepmnana (MmM/gonMbl)
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e BbibOpa HacTpaneBaemMoro rnapamMeTpa,
TOSLLMHbBI MaTepurana * , Cnapa Toka —\ nogayu rasa nocre

A
»
raweHuA oyru
lMpnmeyaHune! KHorMka ncrosib3yeTcA Takxe U 4J1A BbI30Ba CKPbIThbIX GOYHKUNI, CM.
cTp. 11.

[yner ynpasneHna TA34

o Pyuka ynpasneHna gnqa sBBoga 3HayeHuA cunbl Toka (A) unm spemMmeHn (c)

e Ovcnnen
e Beibop metopa ceapku TIG -é nnn MMA E

DC(-
o Bbibop Tvna ceapku metogom TIG / MMA NOCTOAHHBLIM TOKOM o nnu

cBapkun metogoM TIG nMNynbCHbIM TOKOM M

e Bbibop BbiCcOKOUYACTOTHOro BO36yxaeHusa ayru (HF) L nnu Bo3byxxpeHnA

1

Unun 4-TaKTHOro pexuma II

LYrN KOHTaKTHbIM cnocobom (LiftArc) ™

+1

e Bbibop 2-takTHOrO

e HacTpowka c naHenu ® CMeHa napameTpoB CBapKW C MOMOLLLbIO

KYPKOBOTO NepeksitoyareniA CBapoYHON ropenku 2] UKW NOAKJIIOYEHNE

e NHpoukauma sknoveHna doyHKumm VRD (MOHMKXEHHOe HanprXeHune

pasomkHyTon uenu). MPUMEUAHWE! OTa cpyHKUMA eLle He nogaepXuBaercA
MOJSIHOCTbIO.

610Ka AUCTaHLMOHHOTIO yrpaBneHns
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o O6o3Ha4veHne napameTpa, otobpakaemMoro Ha gucnnee: cuna Toka (A),

HanpAxeHwue (B),
BpeMmA (C)

Bbibop napamerpa, otobpakaemoro Ha aucrsiee BO BPEMA CBapKU: Cusa Toka
(A) unn HanpAxeHune (V).
m NHonkauunsa BbibpaHHOro HacTpaneaemMoro napamMmerpa, CM. CTp. 7.

KHorka cripaBa ncrosib3yeTcA Takxe AJ19 JOCTYyra K CKPbITbIM QOYHKLUMAM,
cM. cTp. 11 1 13.

@ KHonku onA BBegeHvA napamMmeTpoB CBapKu B 3arnoMmnHaroLLee yCTponcTso,
CM. CTp. 14.

2 CBAPKATIG

2.1 YcTtaHOBKM

DyHKUMA HOvana3oH ycTaHOBOK TA33 TA34

HF / LiftArc ™ 2) HF wnu LiftArc ™ X X

2/4 Takta 2 2 TakTa unun 4 TakTa X X

Bpema npepBaputencHoi nogayn |0Lb ¢ X X

rasa

Bpems HapacTaHuA Toka V) o010 ¢ X X

Bpemna cnapa o0 c X X

Bpema nogauu rasa nocne o025 c X X

npeKpaLleHna gyru

Cuna Toka 4 - makc ¥ X X

AKTMBHaA naHesb OFF ("Otkn.”) nnm ON ("Bkn.”) - X

MN3meHeHne pgaHHbIX CryCcKOBOro OFF ("Otkn.”) nnm ON ("Bkn.”) - X

MexaHn3ma

MynsT AMCTaHUWMOHHOIO OFF ("Otkn.”) nnm ON ("Bkn.”) - X

yrpasneHua

MuH. cuna Toka npu cBapke ¢ 0[DB9% - X

ncnonb3osaHuem nynsra AY"

Tok uMnynbca 4 - makc ¥ X X

OnutenbHOCTb UMMynbca 0,0102,5¢c - X
Mukpoumnynscel 1) 0,001J0,250 ¢

Tok choHa 4 - makc ¥ - X

OnutenbHOCTb dOoHa 0,0102,5¢c - X
Mukpoumnynscsl 1) 0,001J0,250 ¢

TonwwwmHa marepuana 3) 30 A/MM c warom 0,1 MM X -

1) 31u QOYHKLUNN ABAIAIOTCA CKPbITbIMU QOYHKUMAMY TIG, CMm. nyHKT 2.3.
2) BT byHKLMM He MOryT 6bITb U3MEHEHb! B MPOLIECCE CBAPKM.
3) Inana3oH HacTpoek 3aBUCHT OT MCMOJb3YEMOro UCTOYHMKA MUTAHMA.
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22 O6bAcHeHMe CUMBOJIOB U CPYHKL NN

=  Cpapka metogom TIG

Mpwn ceapke TIG npoucxoguT pacnnasneHne MeTanna csapuBaeMon peranu C
MOMOLLLbIO JNEKTPUYECKON Ayrn, BO3Oy»KaaemMon Ha BoSfibdopamMOBOM 3J1EKTPO/AE,
KOTOPbI CaM He NnaBUTCA. 30HA CBAPKM 1 CaM 3MEKTPOL, 3aLLuLLLeHbl aTMocdbepom
13 3aLmMTHOro rasa.

oy MocTOAHHBIN TOK

Uem 6ornbLue ToK, TeMm 6onbLue pasmMep 30Hbl CBAPKU U JlyyLlie NPOHNKHOBEHWE B
cBapuBaemyto aetasb.

J-l—l-l- MMnynbCHBbIN TOK

MMNynbCHBbIN peXXnM UCMONb3yeTcA ANA yNyylleHUA ynpasiieHnA CBapO4YHON
BaHHOWM W1 NMpPoLLEecCcoM 3acTbiBaHWA. YacTota uMnynbCoB yCTaHaBIMBaETCA
HACTOJIbKO HU3KOW, YTOBbI B NPOMEXYTKE MEXAY UMIMYfibCaMu CBapOYHaA BaHHa
ycrnesasna 3acTbiTb, M0 KparHen mepe, YaCcTU4YHO. 1A Toro ytobbl yCTaHOBUTL
UMMYNbCHbBIN PEXXUM, HeobXx0OMMO 3apaTb YeTbipe napamMmerpa: ToK UMIynbea,
OJSINTENbHOCTb UMMYNbCa, TOK Nnay3bl U ASIUTENIbHOCTb Nay3bl.

3apaBaeMble napamMeTpbl

HapacraHue

CBapouHbI TOK
OnTenbHOCTb MMNynbca
Tok dooHa
OnutenbHocTb dooHa
Cnag

BpemaA nogaum rasa nocne npekpaLlieHa oyru

No ook~

HapacrtaHue

DyHKLMA HapacTaHUA 03HavaeT, YTo nocne Bo3byxpeHua ayru TIG, TOK MeaneHHo
NOBbLILLAETCA A0 3aAaHHOW BennynHbl. 310 obecneunsaet 6onee "MArKNin”
pasorpes 3M1IeKTpoaa U AaeT BO3MOXKHOCTb CBAPLLMKY NPaBuiibHO PacrofioXuTb
QNEKTPOA, [0 TOro, Kak byoer [OCTUrHYTO 3afaHHOe 3HaYeHne TokKa.
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Tok umnynbca

Bonbluee 3 oByx 3HaYEHUI TOKa NPX UMMYNIbCHOM PEeXUME.

A
Tok OnutenbHocTb ooHa
)
Tok
nMnynsca
DoHOBbIN HnutenbHoc o
TOK Tb MMMynbca BpemnA

Csapka merogom TIG B nMrynbCHOM

pexume.

OnutenbHOCTb nMnynbca

UacTb neprnopa nmnynbca, B Te4eHne KOTOPOW BKJIFOYEH TOK UMMYSbCa.

Tok cpoHa
MeHbLUee 13 AByX 3HaYeHUI ToKa Npu UMMNyIbCHOM PeXXUMe.
OnutenbHoCcTb hoHaA

I NuTenbHOCTb npoTekKaHMA TOKa nay3bl, KOTOpaA BMeCTe C AJINTEJIbHOCTbIO
NnpoTeKaHMA TOKa nMryJsibCa COCTaBJIAET nepnopg nMmnynbcea.

Cnap,

Mpw ceapke TIG ncnonb3yetca TakKe PYHKLMA CHUXKEHUA, KOraa TOK "MeAeHHO”
NOHWU>XXAETCA B TeyeHne 3af,aHHOro BPpeMeHU, YTo No3BosiAeT nsbexxarb
obpasoBaHuA Kparepa n/unu pacTpeckmMBaHWA Npu 3aBepLUEHUI LUBA.

3aknounTtesibHaA nogaua rasa
PerJ'II/IDOBKa BpeMeHn nogavn 3alnTHOro rasa nocjiie ralleHnA ayru.

f‘flé
= HF

®OyHKumA HF Bo3byXOaeT 3neKTpuyecKyto oyry ¢ moMoLLLbIO UCKPbI C
BOJIbCPPaMOBOro 3/1eKTpoAa Ha cBapvBaeMyto AeTalib, Korga arekTpon,
npnbnuanTcA K getanmu.
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Ié LiftArc ™

®yHKuma Lift Arc™ ("MopgHATE ayry”) Bo3by>kpaet ayry, Korga anekTpon, KacaetcA
cBapuBaemMown geranu, a satemM NpuUnogHUMAaETCA Hag Hewn.

BosbyxaeHue ayru ¢ nomoLubro eoyHkumum LiftArc ™. LLlar 1: anektpoa kacaerca aetanu. Llar 2:
HaxxaT KypKOBbIV BbIK/1H0YATE b, N HAYMHAET Teub HebobLLIOV TOK. LLlar 3: cBapLynk OTBOAUT
CBapoOYHYO ropesiky oT aetann: Bo3byxaaercA ayra, U TOK aBTOMaruyecku roBbiLLIaeTca Ao
3a[4aHHOro 3Ha4yeHuA.

u 2-laroBbI peXxum

[Mpw 2-LuarosBom ynpasneHuv npegsapuTenibHaa nogava 3aLmnTHOro rasa (ecnv
NCMNOoNb3yeTCA) HAYMHAETCA NPU HaXXaTum NMyCKOBOrO BbIKJtoUaTeid CBAPOYHOro
nucrornerta. [pu 3ToM HaunMHaeTCA npouecc ceapkn. Korga nyckosown
BbIK/touartenb byner otnyLleH (4), NpoLecc CBapKu NOSIHOCTLIO NPeKpaLLaeTca v
Ha4YMHaeTCA 3aksiounTeNbHaA nogaYa 3aLmnTHOro rasa (Mpw BKIKYEHUN
COOTBETCTBYIOLLLErO PEXUMA).

|

Cnan ' 3aknouunTens |
'HaA nopava
'rasa !

MpepBapuTenbHana . Hapac-
nopava rasa 'TaHue

=

LevicTByeT npu 2-TakTHOM yripaBsieHNn CBapOYHON ropesiKoM.

[Mpn 2-TaKTHOM peXxume yrnpasfieHNA NPU HaXxaTum KypKoBOro Bbikntovarena (1)
ropenku TIG 3anyckaeTcA npegeapuTenbHaA nogava 3awmMTHOro rasa (ecnu ara
doyHKUMA BKKOYEHA), a 3aTeM BO3Oy>KaaeTcA anekTpuyeckana gyra. Tok Bo3pacraer
[0 3afaHHOro 3Ha4eHud (B COOTBETCTBMU C OYHKLUMEN HapacTaHWA, ecniv OHa
BKJHOYeHa). [pn oTnycKkaHuu KYpKOBOrO BbIK/ouartena (2) Tok npekpaitaerca (Mnu
HaunHaeT cnagarb, ecnv BkoveHa OyHKLUMA crnaga), u gyra racHet. HaunHaetcaA
3aKsouuTeNbHaA nogaya rasa, ecnu ara PyHKLUUA BKITlOYeHa
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¢ T 4-TaKTHbIN PeXUM

B 4-TakTHOM pexxume npepgsapuTenbHana nogaya rasda HaunHaeTCA, Korga KypKoBbIN
BbIK/IOYartesib Ha CBapPOYHOM MUCTOSETE HAXKMMAETCA, a BO3Oy)KaeHue ayru
NpoucxoanT Npu ero oTrnyckaHnn. lNpouecc cBapkun NPOAOMHKAETCA A0 Tex Nop,
noka nepekntoyaresnb He byoeTr cHoBa Haxkar. Korga Bbikfitoyaresib OTMyCKaeTcA,
[lyra racuTCA N HaYMHAaETCA 3akunTenbHanaA nogaya rasa (npu BKIKOYEHUN
COOTBETCTBYIOLLLErO PEXUMA).

. MpepBaputenbHana ,Hapac- 'Cnan, . .3aknounTens ,

'nopavarasa ' 'TaHue : ' 'HaA nogava
@l 1 @ @ 1 @_asa 1
1 2 3 4

LevicTByeT npu 4-TakTHOM yripaBsieHNn CBapOYHON ropesiKou.

[Mpn 4-TaKTHOM peXume yrnpasfieHNA NPU HaXxaTum KypKoBOro Bbikntovarena (1)
3anyckaercA npegsapuvTenibHasn rnogava 3almnTHOro rasa (ecnv ara goyHKUMA
BKto4eHa) . 1o ncreyeHnn spemeHun nogaym 3amMTHOro rasa ToK NnoBbILLAETCA 00
Ha4anbHOro YPOBHA (HECKOJIbKO amrep) 1 Bo3by)KpaeTcA anekTpuyeckan ayra.
[Mpu oTnyckaHnn KypKOBOIro BbiKtoUaTesia (2) TOK BO3pacTaeT A0 3agaHHOoro
3HayeHuA (C NOCTerneHHbIM HapacTaHNneM, eCcnu BKIIKOYEeHa COOTBETCTBYHOLLLAA
dpyHKuMA). MNMpun cnepyrolem HaXxxatnm KypkoBoro Bbikitouarena (3) Tok cnapaert Ao
3a[,aHHOro Ha4yasibHOro 3Ha4eHuA (MaBHO, €CNK BKJTKOYEHA COOTBETCTBYOLLLAA
dpyHKuMA). [Mpun cnepytoLem oTnyckaHUM KypKOBOro Bbikftouvarensa (4) gyra racHer,
1 MPOUCXOAUT 3ak/ounTeNbHaA nogaya rasa.

* TonwuHa marepuana

Cwuna Toka ycTaHaBnMBaeTCA aBTOMaTUYeCKn B 3aBUCUMOCTU OT TOSILLLUHDI
mMarepmana (MM/gonmbl).

UTtobbl yBENNUNTD UM YMEHbLLLUUTL CUITY TOKA, HXKMMaNTe KHOMKY ﬂ [0 Tex
nop, NoKa CMMBOJIbl TOSLWMHBLI Marepuana, cnaga v 3akno4nTenbHOW nogayv rasa
He ByaoyT OeaKTMBMPOBaHbI; NMOCSe Yero 3aganTe cuny Toka.

E Mopaua ra3a nocrne raweHunA gyru
[ )

PerJ'II/IpOBKa BpeMeHn nogavn 3alnTHOro rasa nocjie ralleHmnA ayru.

® AKTUBHaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.
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t#2] N3meHeHue napaMeTpoB KYPKOBOro nepeksitouaresnn

OT1a PyHKLMWA NO3BONAET NEPENTU OT OAHOro Habopa CoXpaHEeHHbIX NapamMeTposB
CBapKu K gpyromy, nyTemM gBOMHOro HaXkaruA Ha CryCKOBOW MexaHU3M
cBapoyvHoro nucrtoneta. lfpumeHnMOo To/1bKO A1A cBapku metogom TIG.

/ Bnok anMcTaHUMOHHOIO ynpaBsieHUA

Hactporkun penatorcA ¢ 6510ka ANCTaHLMOHHOIO yrpasfeHuA.

lMepen BBOOOM B genictene 6510K AUCTAaHLMOHHOIO yrnpasneHnA gomkeH bbiTb
NOAKIKOYEH K pasdbemMy anA 6roka AUCTaHLNOHHOIO yripasieHus, KOTOPbIN
nmMeeTcA Ha malumHe. lNocne BBopa B gencrteme 6noka oUCTaHLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEaKTUBHOW.

2.3 Ckpbitbie chbyHKkuum TIG

Ha naHenu ynpaBneHnsa UMerOTCA CKPbITbIe COYHKLUN.

[nAa poctyna K oyHKUMAM yOep)XKMBanTe HaXKaTton KHOMKY u B TedeHune 5
cekyHA. Ha pucnnee noAsutcA BykBa 1 YncneHHoe 3HadeHue. Boibepute
dPyHKUUIO, HAXXMMAA KNnaBuLly CO CTpesnkon Bnpaso. Pyyka ynpasneHusa
ncnonb3yeTcA AfA N3MEHEHNA YNCIIEHHOro 3Ha4YeHUA ONA BbIOpaHHOM CPyHKLMN.

[1nA BbIXOAA U3 peXxxnma AocTyna K CKpbITbIM GOYHKLUAM yAEep)XnBaiTe HaXKaTom

KHOMKY u B TeYEHME 5 CeKyH[,

Mynsr ynpasnexnua TA33

OyHKUMA YctaHOBKMU

A = npepgpapuTenbHaA nogaya rasa oLl5 ¢

b = HapacTtaHue 0L19,9

C = meTpuyeckne eanHuLLbI/aonMbl 0 = pgonMbl, 1 = MM

Mynsr ynpasnexnuna TA34

OyHKUMA YctaHOBKMU

A = npepgpapuTenbHaA nogaya rasa o5 c

b = Mukpoumnynsc 0 = OFF (OTKIJ); 1 = ON (BK/)
| = MuH. cuna Toka 0[199%

NpepBaputenbHana nogaua rasa

3apaHue NPOOOIMKUTENBHOCTU NpeaBapuTeNnbHOW Nogayn 3aLlnMTHOro rasa oo
MOMEHTa 3aXXUraHmA ayru.
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Mukpoumnynbc
Ana sBbibopa Mnkpoumnynbca HeobxogmMmo, YTobbl MaLLMHa Haxoaunach B

peXxvMe CBapKu UMIMYNbCHbIM TOKOM M [MpopomKnTeNbHOCTL UMMybCa U
naysbl B HOpPMasibHOM pexxnme yctaHasnmeaetcA B npepenax 0,01 [1 2,50 cekyHg.
[Mpyn MUKponMnynbcax 3To BpeMA MOXET ObiTb cokpaLleHo 0 0,001 cekyHa. Mpwu
BKJTIOYEHHOM MUKPOUMIYIIbCHOM PEXMMe NPOMEXYTKU BpemeHu meHee 0,25
cekyHp otobparkatoTcA Ha aucniee 6e3 gecATUYHON 3anATON.

MuHumanbHana cuna TokKa
Wcnonb3yetcA anA yCTaHOBKM MUHUMASbHOMO 3HaYeHUA CUslbl TOKa YCTpOMCTBa
anctaHunoHHoro ynpasneHuA T1 Foot CAN.

Ecnu 3HauyeHne makcumanbHoW cunbl Toka coctasnfaeT 100 A, a 3HayeHune
MWHUMasbHOW CUfbl TOKA OOMKHO paBHATLCA 50 A, yCTaHOBUTE 3HAaYEHME CKPbITON
PyHKLMM MUHMMATIBHOIO TOoKa Ha 50%.

Ecnn 3HaueHne makcumanbHow cunbl Toka coctasnAet 100 A, a 3HayeHne
MWHMMasIbHOW CUJbl TOKA A0NMKHO paBHATbLCA 90 A, yCTaHOBUTE MUHUMATIbHbINA TOK
Ha 90%.

3 CBAPKA MMA

3.1 YcTtaHOBKM

ArcPlus™ 1)

AKTMBHaA NaHesb

ﬂyn bT ANCTAaHUMWOHHOIo

OFF ("Otkn.”) nin ON
("Bkn.”)

OFF ("Otkn.”) nim ON

DyHKUMA HOvana3oH ycTaHOBOK TA33 TA34
Cuna Toka 16 - makc. A 2 X X
FopAumii nyck Y 0[P9 - X
DOaenenue gyru ! 0[P9 - X
KanenbHanA ceapka ") 0=OTKJ1 vnn 1=BKJ1 - X
PerynaTtop ceapku 1=0TKI1 nnn 0=BKIJ1 - X

yrnpasJsieHuA ("Bkn.”)

1) 31u byHKLUMM ABAAIOTCA CKPBLITLIMU, CM. MyHKT 3.3.
2) [Inana3oH HacTPOEK 3aBUCHT OT MCIOJb3YEMOro UCTOYHMKA MUTAHMA.

3.2 O6bAcHeHue CMMBOJIOB U (PYHKL UK

@®@vro VRD (YctpoucTteo MNoHuxeHnAa Hanpa)xeHuA)

NMPUMEYAHUME! OTa cpyHKUMA eLLe He Noaaep XXMBaeTcA NOSHOCTLIO.

?:l

= Cpapka metrogom MMA

Metom, MMA HasbiBaeTCcA TakXe CBapKOW C MWCMOJSIb30BaHWEM MOKPbITbIX
QMEeKTPOA0B. 3ax>KeHHaA ayra pacnniasffAeT 3eKTpoq, N ero NoKpbITme obpasyer
3aLLUMTHbBIA LUNakK.
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® AKTUBHaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.

/ Bnok gpucrtaHUMOHHOroO ynpasneHuA

Hactporkun penatorcA ¢ 6110ka ANCTaHLMOHHOIO yrpasreHnA.

MNMepepn sBBOOOM B genrictere 610K OUCTAHLMOHHOMO yrpasneHnA gosmkeH ObiTb
NOOKIIOYEH K pasbeMy Ana 6noka ANCTaHUWMOHHOIO ynpasfieHus, KOTOPbIN

uMeetcAa Ha mawumHe. Nocne BBopa B gencreme 6yoka ouCTaHLMOHHOIo
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEaKTUBHOW.

3.3 Ckpbitbie pyHKun MMA

Ha naHenu ynpaBneHnsa UMerOTCA CKPbITbIe COYHKLUN.

[nAa poctyna K oyHKUMAM yOep)XKMBanTe HaXxaTton KHOMKY u B TedeHune 5
cekyHA. Ha pucnnee noAsutcA BykBa 1 YncneHHoe 3HavyeHue. Boibepute
dPyHKUUIO, HAXXMMaAA KNnaBuLLy CO CTpesnkon Bnpaso. Pyyuka ynpasneHusa
ncnonb3yeTcA AfA N3MEHEHNA YNCIIEHHOro 3Ha4YeHnA ONA BbIOpaHHOM CPyHKLMN.

[lnA BbIXOAA N3 peXxxnma focTyna K CKpbITbIM GOYHKLUAM yAEepXnBaiTe HaXKaTom

KHOMKY u B TeYEHME 5 CeKyH[,

Mynsr ynpasnexnuna TA34

OyHKUMA YctaHOBKMU

C = paBneHwue gyru 0[199

d = kanenbHanA cBapka 0 = OFF (OTKIJ1); 1 = ON (BKIJ1)
F = perynatop ArcPlus™ 1 = ArcPlus™Il; 0 = ArcPlus™
H = ropauun 3anyck 0199

| = MuH. cuna Toka 0[199%

OasneHue pyru

[aBnenue oyru umeet 6onbLUOe 3HAYeHVe ANA ONpeaeneHna Toro, Kak U3MeHAETCA
cuna Toka nNpu U3MeHeHuu OnuHbl gyrn. Uem MeHblue gaBrieHue pyru, TeMm ayra
CMOKOWHee, 1 TeM MeHbLLE pa3bpbli3rnBaHume.

KanenbHana cBapka

MeTop, kanenbHON CBapKM MOXXET ObiTb UCMOJSIb30BaH NPY CBAPKE 3NEKTPOSAMM U3
Hep>kaBetoLLel cTanu. B aToM pexxrme nNponcxoanT NonepemMeHHoe 3aXKnraHune u
ralleHve gyru, onAa Toro YTobbl Nyylle KOHTPONMPOBAaTb BbigeneHue tenna. Ona
TOro Ytobbl MoracuTb Ayry, AOCTaTOMHO HEMHOMO NPUMOAHATL 3N1EKTPOL,
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PerynaTtop cBapku

CBapouHbIlt perynAaTtop npeacrasnaeT coboii opraH perynmpoBaHuns,
NMO3BOJIAKOLLMIA NMOSY4YnTb Boniee MHTEHCUBHYIO, 60Jlee KOHLEHTPUPOBAaHHYIO 1
cnokoviHyto ayry. OHa 6bicTpee BOCCTaHaBIMBAETCA MOCHE KarneslbHOro KOPOTKOro
3aMblKaHWA, YTO YMEHbLLIAET PUCK MPUUMaHUA 3N1eKTpoaa.

e ArcPlus™ (0) pekomeHAyeTCA K MPUMEHEHWNIO C 3MIEKTPOAaMN OCHOBHOIO
TMna

e ArcPlus™ Il (1) pekomeHOyeTCcA K MPUMEHEHUIO C PYTUIIOBbIMU 31eKTPpogaMu
1 3nekpogamMun 13 Lenntonosbl

fopauun nyck

FopAYMiA NyCK YBENMUYNBAET CBAPOYHbIV TOK B TeYEHME 3aaHHOro NPOMEeXXyTka
BPEMEHM B Hauasie npoLecca CBapKu, CHUXXaA TeM camMblM BEPOATHOCTb MJ1I0XOro
cniaBfieHNA B Ha4Yasie CBapHOro LLBaA.

4 3ANMOMUHAIOLLEE YCTPOUCTBO NAPAMETPOB

CBAPKMU

B 3anomuHatoLLeM yCTPOMCTBE NaHEeNM ynpaBieHUA MOXXHO COXPaHUTb ABeE
pasnu4yHble NPOrpaMMbl NAPaMeTPOB CBAPKMN.

Yoep>kmBanTe HaxKaTon KHOMKY - nnm - B TeYeHue 5 cekyHp, anA

TOro Ytobbl COXPaHUTL AaHHble B NaMATU. MuraHme 3eneHoro nHgmkaropa
CBUOETENbCTBYET O TOM, YTO NMapamMeTpbl CBAPKU COXPaHeHbl B 3anOMUHAOLLEM
YCTPOWCTBE.

[nA Toro 4Tobbl NepeiT OT OAHOMO KOMMJEKTa NapaMeTPOB CBAPKN K OPYrOMY,

3anomuHaroLee yCTPOMUCTBO Af1A COXPAHEHUA NapaMeTpoB CBapku CHabeHo
3N1eMEHTOM NUTaHWA AJ1A aBTOHOMHOW NMOAMUTKWU, KOTOPLI obecrnevnBaet
COXPaHHOCTb HACTPOEK faXke Nocne BbIKIOYEHNA MaLUNHbI.

5 KOObl HENCNPABHOCTEMN

Kop HencnpaBHOCTU CUrHaNM3NPYeT O BO3HUKHOBEHUN HEUCNPaBHOCTU B
obopynosaHun. OH oTtobparkaetcA Ha gucnnee B Buae bykebl E, 3a koTopon
Cnefyert KoOoBbli HOMEP HEUCMNPAaBHOCTW.

OTobparkaemblii HOMepP YCTPOMCTBA NO3BOJIAET ONPEenenuTb, B KaKOM YCTPONCTBE
npoun3oLuna HeUCNpPaBHOCTb.

Homep kopa owmbkn n Homep ycTponcTea oTobparkaroTcA noovepegHo.

Ecnu obHapy»>xeHO HECKOJSIbKO HeMCnpaBHOCTEN, Ha 3KpaH byaer BblBeAeH TONbKO
Kop, nocnepgHen obHapy)xeHHOW HencnpaBHOCTU. [nA Toro 4tobbl yoanntb C
aucnnen otobparkeHne Koga HeMCNpPaBHOCTU, HAXXKMUTE NHOOY0 KHOMKY Uin
NOBEPHUTE PYUKY.
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NMPUMEYAHUE! Ecnu ycTponcTso ANCTAHLMOHHOMO yrpaBfieHNA BKITHOYEHO,

BbIKJTHOUNTE ero Haxkarmem /’ OnA cﬁpoca MHOWKaLNN HEUCTPaBHOCTN.

5.1 lepeueHb KOJOB HeUcnpaBHOCTEN

UO = 6nok napameTrpoB CBapKu U2 = UCTOYHUK NUTaHuA
U1 = 6nok oxnaxxpeHusa U4 = 6nok gnctaHUMOHHOro
ynpasfieHunA

5.2 OnucaHue KopoB HeucnpaBHOCTEN

Hunxxe npmeeneHo onmcaHne KogoB Tex owmnbok, KOTOPbIEe NMoib30Baresjlb MOXeT

YCTPaHUTb CaMOCTOATENbHO. [Py BO3HUKHOBEHUU OLLUNOKN C APYrMM KOOOM
obparuntechb K crieumanucty no obcnyxmeaHno o6opynoBaHuA.

Kop |Onucanue
Heucn
paBHO

CcTn

E6 Bbicokana Temneparypa
E7 Cpabotana 3aiuta OT TENSIOBOV NEPErPY3KN.

roKa He MOHM3WUTCA Temneparypa.

BO3AyXa He NepeKpbITbl U He 3abuTbl rpA3bio. [poBepsTe ncnonb3yemslin pabouui
LMK, YTobbl y6epuTbCcA B OTCYTCTBUM Neperpy3kn obopynosaHuA.

CBapoyHbIii NPOLLECC OCTAHOBJIEH M HE MOXXET HbITb 3anyLLEeH NOBTOPHO A0 TeX Nop,

OewncrBue: Yoeoutecb B TOM, YTO OTBEPCTMA AJ1A 3abopa u BbinMyCka OXJ1aXXOaroLLLEero

E 14 |Owwubka cBA3MN (WWMHA OTKI1.)
CepbesHan HencnpaBHOCTb B WwnHe CAN bus.

CAN. NMpoBepbte kabenu. Ecnv HeMcnpaBHOCTb HE YyCTpaHuNach, BbI3OBUTE
cneumanucTa no o6cny»xmMBaHuIo.

OeictBue: YbeomTecb B OTCYTCTBMM HENCNPABHbIX 6510KOB, MOOKIIIOYEHHbIX K LUWNHE

E 16 |Bbicokoe HanpfAXeHue pa3oMKHYTOM Lenu npu BKtoueHHon doyHkuum VRD
CnuvwwkoM BbICOKOE HanpAXXeHne PasoOMKHYTOW Lienw.

cocToAHue. Ecnm HemcnpaBHOCTb HE yCTpaHunach, BbI3OBUTE CrieLmanmcra no
obcnyxmBaHuio.

OewncrBue: BoikntounTe ceTeBoe nutaHne, YTobbl MepeBeCTU YCTPONCTBO B UCXOQHOE

E 29 |OtcyTcTBME NOTOKa OXJlaXKpaoLwen Boabl

Cpabotano pene KOHTPOA MOTOKa.

Mpouecc cBapKn OCTaHOBIEH, N €ro NOBTOPHbIV MYCK 3ab/I0KNMPOBaH.
OeictBue: MNMpoBepbTe KOHTYP NOAAYMN OXNaXKgatoLLen Bogbl U HAcocC.

E 41 OTcyTCcTBME KOHTaKTa ¢ 6510KOM OxnaX<peHua

npekpaLLaeTca.

BbI30BUTE cneuunanncra no Of)CJ'Iy)KI/IBaHI/IIO.

MoTepAH KOHTaKT 610ka NapaMeTpoB CBapku ¢ 6110KoM oxnaxxpaeHuA. MNpouecc cBapku

OencrtBue: [NpoBepbTe ANEKTPUUECKYIO CxeMy. ECnM HeMcnpaBHOCTb He YCTPaHAETCH,

6 3AKA3 3AMNACHbIX UACTEMN

3anacHble YacTu MOXXHO 3aKasTb Y bnvxkaniiero k Bam ESAB, (cM. nepeyeHb Ha

nocnegHen crpaHuLe gaHHon 6poLutopsl).
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1 INTRODUCTION

The manual describes the use of TA33, TA34 control panel.
For general information about operation see instruction manual for the power source.

i When mains power is supplied the unit runs a self diagnosis of the
' LEDs and the display, the program version is displayed and in this
l_! example the program version is 0.18.

1.1 Control panel
Control panel TA33

4

=
ud
S

8

o Knob for setting data (current (A), time (s) or material thickness (mm/inch))
e Display

e Choice of welding method TIG === or MMA ===

o Choice of selection of HF start A{; or LiftArc™ startT—

e Choice of 2-stroke ¢ T or 4—strokeI I

e Display of VRD function (reduced open-circuit voltage) is active or inactive.
NOTE! This function is not yet fully supported.
o Indication of which parameter is shown in the display, current (A), time (s) or
material thickness (mm/inch)

e Choise for selection of setting parameter,

material thickness , slope down or gas post flow .

Note! The pushbutton is also used for hidden functions, see on page 23.

-17 -
bi19d2ea



Control panel TA34

o Knob for setting of current (A) or time (s)
e Display
9 Choice of welding method TIG Wa eller MMA Vi

o Choice of TIG- / MMA-welding with direct current or TIG-welding with

pulsed current M

e Choice of HF start A{; or LiftArc™ iﬁ
e Choice of 2-stroke ¢ T or 4-stroke II

o Setting from panel ® welding data change with torch trigger switch m or

/

e Display of VRD-function (reduced open-circuit voltage) is active or inactive.

connecting remote control unit

(NOTE! This function is not yet fully supported)
e Indication of which parameter is shown in the display current (A), voltage (V),
time (s)
@ Choice of current indication (A) or voltage indication (V) during welding, in the
display.
Indication of selected setting parameter, see page 20.
The right-hand button is also used for hidden functions, see page 23 and 25.
@ Buttoms for weld data memory settings, see page 26.

-18 -
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2 TIG WELDING

2.1  Settings
Function Setting range TA33 TA34
HF / LiftArc ™ 2 HF or LiftArc™ X X
2/4-stroke 2 2 stroke or 4 stroke X X
Gas pre flow time 1) 0-5s X X
Slope up-time 0-10s X X
Slope down time 0-10s X X
Gas post flow time 0-25s X X
Current 4 - max 3 X X
Active panel OFF or ON - X
Changing trigger data OFF or ON - X
Remote control unit OFF or ON - X
Min current remote 1) 0-99% - X
Pulse current 4 - max 3 X X
Pulse time 0.01-25s - X
Micro pulse 1) 0.001 - 0.250 s
Background current 4 - max 3 -
Background time 0.01-25s -
Micro pulse ) 0.001 - 0.250 s

Material thickness 3

30 A/mm in step of 0.1 mm

1) These functions are hidden Tig functions, see description point 2.3.

2) These functions cannot be changed while welding is in progress
3) The setting range is depended on the power source used.

2.2 Symbol and Function explanations

= TIG welding

T1G welding melts the metal of the workpiece, using an arc struck from a tungsten elec-
trode, which does not itself melt. The weld pool and the electrode are protected by

shielding gas.

» o Direct current

A higher current gives a wider weld pool, with better penetration into the workpiece.

J-I-H Pulsed current

Pulsing is used for improved control of the weld pool and the solidification process.
The pulse frequency is set so slow that the weld pool has time to solidify at least

partially between each pulse. In order to set pulsing, four parameters are required:
pulse current, pulse time, background current and background time.

bi19d2ea
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Parameter settings

Slope up

Welding current
Pulse time
Background current
Background time
Slope down

Gas post flow time

No oD~

Slope up

The slope up function means that, when the TIG arc strikes, the current rises slowly
to the set value. This provides ‘gentler’ heating of the electrode, and gives the welder
a chance to position the electrode properly before the set welding current is reached.
Pulse current

The higher of the two current values in the event of pulsed current.

A
Current Background time

Pulse current

y Background Pulse time -
current Time

TIG welding with pulsing.

Pulse time
The time the pulse current is on during a pulse period.

Background current

The lower of the two current values in the event of pulsed current.

Background time

Time for background current which, along with the time for pulse current, gives the
pulse period.

Slope down

TIG welding uses “slope down”, by which the current falls ’slowly’ over a controlled
time, to avoid craters and/or cracks when a weld is finished.

Gas post-flow

This controls the time during which shielding gas flows after the arc is extinguished.

La

The HF function strikes the arc by means of a spark from the electrode to the
workpiece as the electrode is brought closer to the workpiece.

-20 -
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Ié LiftArc™

The LiftArc™ function strikes the arc when the electrode is brought into contact with
the workpiece and then lifted away from it.

Striking the arc with the LiftArc function ™. Step 1: the electrode is touched on to the workpiece.
Step 2: the trigger switch is pressed, and a low current starts to flow. Step 3: the welder lifts the
electrode from the workpiece: the arc strikes, and the current rises automatically to the set value.

Lt 2-stroke

With 2-stroke gas pre-flow (if used) starts when the welding gun trigger switch is
pressed. The welding process then starts. Releasing the trigger switch stops weld-
ing entirely and starts gas post-flow (if selected).

. Gas pre-flow .Slope
] : up

b

Functions when using 2 stroke control of the welding torch.

In the 2 stroke control mode, pressing the TIG torch trigger switch (1) starts gas
pre-flow (if used) and strikes the arc. The current rises to the set value (as controlled
by the slope up function, if in operation). Releasing the trigger switch (2) reduces the
current (or starts slope down if in operation) and extinguishes the arc. Gas post-flow
follows if it is in operation.

'Slope down ,Gas post-
flow

-21 -
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¢ T 4-stroke

With 4 stroke, the gas pre-flow starts when the welding gun trigger switch is pressed
in and the arc is struck when it is released. The welding process continues until the
switch is pressed in again, the arc is extinguished when the switch is released the
gas post flow starts (if selected).

' Gas pre-flow ' :Slope : :Slope down: 'Gas post-
: .oaup : . flow :
1 2 3 4

Functions when using 4 stroke control of the welding torch.

In the 4 stroke control mode, pressing the trigger switch (1) starts gas pre-flow (if
used). At the end of the gas pre-flow time, the current rises to the pilot current (a few
ampere), and the arc is struck. Releasing the trigger switch (2) increases the current
to the set value (with slope up, if in use). When the trigger switch is pressed in (3)
the current returns to the set pilot current (with "slope down” if in use). When the
trigger switch is released again (4) the arc is extinguished and any gas post flow
occurs.

i Material thickness

The current is set automatically due to material thickness (mm/inch).

To increase or decrease the current, push on u until the symbols for material
thickness, slope down and gas post flow no longer are active and set the current.

ﬂ Gas post-flow

This controls the time during which shielding gas flows after the arc is extinguished.

® Active panel

Settings are made from the control panel.

mChanging trigger data

This function permits changing between different welding data memories by a double
press on the trigger of the welding gun. Only applies for TIG welding.

-22 -
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/ Remote control unit
Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.

2.3 Hidden TIG functions

There are hidden functions in the control panel.

To access the functions, press u for 5 seconds. The display shows a letter and
a value. Select function by pressing the right arrow. The knob is used to change the
value of the selected function.

To leave hidden functions, press u for 5 seconds.
Control panel TA33

Function Settings

A = gas pre-flow 0-5s

b = slope up 0-99

C = metric/inch 0 =inch, 1 = mm

Control panel TA34

Function Settings

A = gas pre-flow 0-5s

b = micro pulse 0 =0OFF; 1 =0ON
I = min current 0 - 99%

Gas pre-flow
This controls the time during which shielding gas flows before the arc is struck.

Micro pulse
In order to select micro pulse, the machine must be in the pulsed current function

M. The value for pulse time and background current is normally 0.01 — 2.50
seconds. By using the micro pulse, the time can go down to 0.001 seconds. When
the micro pulse function is active, times that are shorter than 0.25 seconds are
shown in the display without decimal points.

Min current

Used to set the minimum current for the remote control T1 Foot CAN.

If the max current is 100 A and the min current is to be 50 A, set the concealed
function min current to 50%.

If the max current is 100 A and the min current is to be 90 A, set the min current to
90%.

-23 -
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3 MMA WELDING

3.1  Settings
Function Setting range TA33 TA34
Current 16 - max. A2 X X
Hotstart 1) 0-99 - X
Arc force 1 0-99 - X
Drop welding " 0=0FF or 1=ON - X
Weld regulator ArcPlus™ 1 | 1=OFF or 0=ON - X
Active panel OFF or ON - X
Remote control unit OFF or ON - X

1) These functions are hiddenfunctions, see description point 3.3.
2) The setting range is dependent on the power source used.

3.2 Symbol and Function explanations

@®vro VRD (Voltage Reduction Device)

NOTE! This function is not yet fully supported.

?:l

L= MMA welding

MMA welding may also be referred to as welding with coated electrodes. Striking the
arc melts the electrode, and its coating forms protective slag.

® Active panel

Settings are made from the control panel.

/ Remote control unit
Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.
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3.3 Hidden MMA functions

There are hidden functions in the control panel.

To access the functions, press u for 5 seconds. The display shows a letter and
a value. Select function by pressing the right arrow. The knob is used to change the
value of the selected function.

To leave hidden functions, press u for 5 seconds.

Control panel TA34

Function Settings

C = Arc Force 0-99

d = drop welding 0 =OFF; 1 =0N

F = regulator type ArcPlus™ 1 = ArcPlus™Il; 0 = ArcPlus ™
H = Hotstart 0-99

I = min current 0 - 99%
Arc Force

The arc force is important in determining how the current changes in response to a
change in the arc length. A lower value gives a calmer arc with less spatter.
Drop welding

Drop welding can be used when welding with stainless electrodes. The function
involves alternately striking and extinguishing the arc in order to achieve better
control of the supply of heat. The electrode needs only to be raised slightly to
extinguish the arc.

Welding regulator

Welding regulator is a type of control that produces a more intense, more
concentrated and calmer arc. It recovers more quickly after a spot short-circuit,
which reduces the risk of the electrode becoming stuck.

e ArcPlus™ (0) recommended for basic type of electrodes
e ArcPlus™ Il (1) recommended for rutile and cellulosa typ of electrodes
Hot Start

Hot start increases the weld current for an adjustable time at the start of welding,
thus reducing the risk of poor fusion at the beginning of the joint.
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4 WELDING DATA MEMORY

Two different welding data settings can be stored in the control panel memory.

Press button - or - for 5 seconds to store the welding data in the

memory. The welding data is stored when the green indicator lamp starts to flash.

To switch between the different welding data memories press button - or

The welding data memory has a back-up battery so that the settings remain even if
the machine has been switched off.

5 FAULT CODES

The fault code is used to indicate that a fault has occurred in the equipment. It is
indicated in the display by an E followed by a fault code number.

A unit number is displayed to indicate which unit has generated the fault.
Fault code numbers and unit numbers are shown alternately.

If several faults have been detected only the code for the last occurring fault is
displayed. Press any function button or turn the knob to remove the fault indication
from the display.

NOTE! If the remote control is activated, deactivate the remote control by pressing
/’ to remove the fault indication.
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5.1 List of fault codes

U0 = welding data unit U2 =power source

U1 =cooling unit U4 =remote control unit
5.2 Fault code descriptions

Below are described event codes at which the user himself can take corrective
action. If any other code is shown, send for a service technician.

Fault |Description
code

E 6 |High temperature

E7 The thermal overload cut-out has tripped.

The current welding process is stopped and cannot be restarted until the temperature has
fallen.

Action: Check that the cooling air inlets or outlets are not blocked or clogged with dirt.
Check the duty cycle being used, to make sure that the equipment is not being overloaded.

E 14 |Communication error (bus off)
Serious interference on the CAN bus.

Action: Check that there are no faulty units connected on the CAN bus. Check the cables.
Send for a service technician if the fault persists.

E 16 |High open-circuit voltage VRD
Open circuit voltage has been too high.

Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.

E 29 |No cooling water flow

The flow monitor switch has tripped.

The current welding process is stopped and starting is prevented.
Action: Check the cooling water circuit and the pump.

E 41 |Lost contact with the cooling unit
The welding data unit has lost contact with the cooling unit. The welding process stops.
Action: Check the wiring. If the fault persists, send for a service technician.

6 ORDERING SPARE PARTS

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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TA33, TA34

Ordering number Homep 3aka3sa

Ordering no.

Denomination

0460 250 882
0460 250 886
0460 447 070
0460 447 071
0460 447 072
0460 447 073
0460 447 074
0460 447 075
0460 447 076
0460 447 077
0460 447 078
0460 447 079
0460 447 080
0460 447 081
0460 447 082
0460 447 083
0460 447 084
0460 447 085
0460 447 089
0460 447 090
0460 447 091
0460 447 092
0460 447 027

Control panel Caddy ™ TA34
Control panel Caddy ™ TA33

Instruction manual SE
Instruction manual DK
Instruction manual NO
Instruction manual Fl

Instruction manual GB
Instruction manual DE
Instruction manual FR
Instruction manual NL
Instruction manual ES
Instruction manual IT

Instruction manual PT
Instruction manual GR
Instruction manual PL
Instruction manual HU
Instruction manual CZ
Instruction manual SK
Instruction manual EE
Instruction manual LV
Instruction manual Sl

Instruction manual LT

Instruction manual RU, GB

Instruction manuals and the spare parts list are available on the Internet at www.esab.com

bi190
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