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Operating instructions (Translation of the original operating instructions)

WGW 300

Warning

©p B P

Caution

230
400

O ®

Please read operating instructions carefully before use
L J and keep for further reference.

Danger to life: is electrocution risk due to exposure to live components
and connections. Unplug the device from the outlet before opening.. Prior
to operating, check the power cord, the plug, and the extension cable for
electrical and mechanical damage.

Danger of fire and explosion: If the device is used improperly, there is a risk
of fire and/or explosion (e.g., due to the material overheating), particularly in
the vicinity of flammable materials and explosive gases.

Risk of burning: Do not touch heating element tube and/or nozzle/hot wedge
when they are hot. Allow the device to cool down first. Never point the hot air
flow at people or animals.

Connect the device to a socket with a protective conductor. Any interruption
of the protective conductor inside or outside of the device is dangerous. Only
use extension cables with protective conductors.

The nominal voltage specified on the device must match the local supply
voltage. If the line voltage fails, then the main switch and the drive must be
switched off.

If the device is being used on job sites, a GFI protective switch must be used
to protect site personnel.

The device must be supervised at all times during operation. Excess heat
can come into contact with flammable materials that are in proximity of tool.
Device may be operated only by or under their supervision. Children are not
permitted to operate the device under any circumstances.

Protect the device from moisture and wet conditions.



General Safety Information

The WGW 300 is a high voltage piece of equipment. Always disconnect the power source before performing
service and maintenance to the unit. Never pull or carry welder by the power cord or electrical connection.
Always keep slack in extension cord while in operation to avoid damage to the power connection. Keep hands
and other body parts clear of heating wedge and elements when hot. Do not operate near flammable materials.
Do not apply flammable liquids to seam area. Allow unit to cool down for at least 5 minutes before putting back
into shipping/storage case. Protect unit from exposure to direct rainfall or standing water. Never attempt to weld
in standing water.

Intended Use

For additional product information please refer to the product data sheet. The WGW 300 has been manufactured
according to the latest technology and current safety regulations. However, improper use or abuse may lead to
hazardous conditions for the user or third party or damage to the unit.

Always have this manual handy at the location where the WGW 300 is being used so that it can be referred to
quickly and easily.

The technician assigned to operate this welder must have read through and become familiar with this manual
before starting work, particularly the section on safety.

Do not make changes or modifications to the WGW 300 relative to safety without contacting the manufacturer for
advice.

Maintenance

Maintenance, inspection and adjustment of the WGW 300 may only be carried out by qualified personnel.
Before removing or installing spare parts or performing other repair operations to the WGW 300, consult the
manufacturer for advice on proper procedures. This will help insure a safe and successful outcome. Always make
sure all screw connections are tight before attempting to operate the unit after maintenance or repair. Also make
sure all covers, guards, and other safety devices have been reinstalled before use.

Power Requirements
The voltage requirement of your WGW 300 hot wedge welder depends on voltage specified when ordered. WGW
300 will operate properly at 208VAC to 240VAC.

Note: The above operating voltage ranges refer to actual voltage at point of welder plug-in. In other words, the
voltage under load at the welder end of the extension cord. To measure voltage under load, connect the welder
to the extension cord and generator that will be used. Start the generator and turn both welder power switches to
the on position. While the number 1 indicator light on the temperature controller is illuminated and the wedge is
heating, separate the plug at the end of the welders power cord just enough to expose the prongs. Using a digital
voltmeter, measure the voltage under load between the hot and neutral prongs.

This procedure should only be performed by a qualified electrician.

Generator Recommendation
If using house power from a building circuit, please contact the manufacturer for advice on plug and cord



configuration. In-field generators should be rated for at least 3500 watts; however, a rating of 5000 watts or more
is recommended in order to obtain the best welder performance and temperature control. As a rule, the higher
the wattage of the generator, the better the performance of the welder. Keep in mind that the length and wire
gauge of the extension cord being used, combined with the capacity of the generator, will ultimately determine the
operating voltage reaching the welder.

Extension Cords
Extension cords should be at least 3 x 1.5m’ with ground connections.

Technical Data WGW 300

Voltage V~ 230V

Power W 1750W

Dimension mm 445 x 323 x 315
Weight kg 15

Temperature °C ~450

Speed m/min 0~85

Weldable materials HD-PE, LD-PE, PP, PE

Technical data and specifications are subject to change without prior notice
Material Set-up

The WGW 300 is designed to weld a wide range of material types and thickness from very thin PE and PP to very
thick materials such as 1.5-2.5mm HDPE. The WGW 300 uses a spring-loaded upper contour roller system and
“floating” wedge design that allows the operator to weld several different thicknesses of material without resetting
the adjustments. However, for best results on all materials, the following set-up procedure can be used.

Important! Unit must be cooled down before attempting adjustments.

Please refer to the parts identification photos as instructed throughout the set up procedure.

Figure 1



Set-up Nip Pressure Adjustment:

Adjustment Location:
The nip pressure adjustment is located between the nip lever and upper nip arm; it is a hex shaped turnbuckle
style nut (#6, Figure 1).

The correct amount of nip pressure is needed to get a good weld. It is also important that the nip rollers are
providing enough traction to keep the WGW 300 from “burning out”. This can happen when the nip rollers lose
traction and spin on the material, causing the WGW 300 to stop in the seam and burn a hole in the material.

Note: Pressure Adjustment for thin material and geotextiles:

These materials require less nip pressure. Too much pressure can cause the material to perforate at the edge of
the seam causing a “zipper” effect.

¢ Make sure the heating wedge (#14, Figure 1) is in the disengaged position.

e Turn the nip pressure adjustment hex nut clockwise while looking down from above several turns, raising the
nip arm up to give a fresh starting point for this adjustment. (Loosen set screw(s) on hex nut first if present to
avoid damaging threads on eye bolts)

e Place one end (one thickness) of your adjustment material between the nip rollers and into the unit about 1”
inch. Engage nip rollers by pushing down on the nip lever until it has “clicked” into place and is held in position
by the lock pin. At this point the material should move around freely between the nip rollers.

e Turn the hex nut (#6, Figure 1) counter clockwise until the nip rollers begin to pinch down on the material and
you cannot turn the nut by hand anymore. This zeroes the adjustment.

¢ Disengage nip rollers and turn the hex nut counter clockwise one full rotation.

e Insert the adjustment material (the opposite end of the fold, two thicknesses) between the nip rollers and
engage nip rollers together until the lock pin clicks into its detent as shown on the Figure 1. Check pressure
by attempting to move the material side to side. If you are able to move the material or pull the material
straight out without the nip rollers turning, disengage the nip pressure and turn adjustment nut (#6, Figure 1)
counter clockwise ¥4 turn at a time until the desired pressure is reached. Remember to tighten the set screw(s)
on the adjustment nut after you have completed adjustment of the nip pressure to prevent the pressure from
backing off while welding.

Note: When the nip pressure adjustment is set correctly, engaging the nip pressure lever should take some effort
but it should feel like a smooth motion. Again, it is important that you are getting enough traction to avoid burning
out and at the same time providing enough nip pressure to create a good weld. Keep in mind that the thicker the
material being welded and especially textured material, the greater the pressure should be.



Set-up Upper Contour Roller Configurations:

Location:
The upper contour roller (#15, Figure 2) assembly is located above the heating wedge and is fixed to the bottom
of the nip arm assembly.

Note: There are two types of springs, one that the roller axle mounts to and one that is used as a stiffener or “back
up spring”. There are also two mounting locations on the mount plate, one for the rear roller set (closest to the nip
rollers) and one for the front roller set (furthest from the nip rollers).

Figure 2
Removing-upper contour roller assembly:

e Remove screw from the end of the shaft that the material guide plate pivots on, then slide material guide off of
shaft and set aside.

e Remove the two Phillips head screws that attach the upper contour roller assembly mount plate to the nip arm
and remove contour assembly from the unit. You may need to move the heating wedge fore or aft for access
with screwdriver.

Front roller set / \ Rear roller set

(furthest from the nip ' (closest to the nip rollers)
rollers) (G
\ & [C.l ] /
Figure 3



Set-up Lower Contour Roller Adjustment

Location:

The lower contour rollers (#12, #13, Figure 4) are located below the heating wedge and are mounted to the lower
frame directly in front of the lower nip roller. For this adjustment you will need a 13mm open end wrench and a
4mm and 6mm Allen wrench.

Figure 4

e \Vith the nip pressure lever in the up position and the wedge in the disengaged position, insert the adjustment
material that you cut earlier from the template into the WGW 300 as shown in Figure 4 above:

e |nsert just enough in so that about 70mm of material is protruding out of the nip rollers from the point where
the nip rollers pinch down on the material. Slide the wedge to its engaged position until it locks into its detent.
Then lock the nip pressure lever down on to the material.

e \With a Phillips screw driver remove lower frame chain cover (#7, Figure 7) to expose the lockdown bolt for the
front lower contour roller.

Note 1:
e Please pull out rubber plugs before adjusting the both rollers #12 and #13 in Figure 4) and insert them back to
original position after adjustment finished.

e Using a 6mm Allen wrench, loosen the lockdown bolt and then temporarily adjust the front lower contour roller
down, clockwise, away from the wedge using a 4mm Allen wrench on the end of the roller (this will give you a
fresh starting point and you will make a final adjustment on this roller later).

e Using a 13mm open end wrench, loosen the lockdown bolt (hex head) for the rear lower contour roller (#13,
Figure 4). You can now adjust the height of the wedge by adjusting the rear lower contour roller up or
down with a 4mm Allen wrench at the end of the roller. Once the desired position has been achieved, tighten
the lockdown bolt (hex head) then check the adjustment again to make sure it did not move when tightened.

e The most important adjustment is the positioning of the wedge in relationship to the lower nip roller (#17,
Figure 4). The distance between the lower tip of the heating wedge and the lower nip roller should be
slightly more than the thickness of the material you will be welding. The distance is set by adjusting

the rear lower contour roller (#13, Figure 4) up or down.
8



Note 2: When adjusting the lower contour rollers (#12) and (#13) rotate them both to the right (counterclockwise)
and up so that in their adjusted positions the rollers are closest to the nip roller (#17). Also because the rear
contour roller (#13) is forcing the wedge up against the upper contour roller spring tension, you may notice the
roller will still spin with your fingers. This is normal. The amount of resistance of the roller when turning it with
your fingers does not matter.

Warning! If the rear lower contour roller is adjusted too high, there will not be enough clearance for the top sheet
to travel through the welder and it will be pinched between the top of the heating wedge and the upper nip frame.
This will result in loss of welding nip pressure and an inconsistent weld.

e Figure 4 until it just comes in contact with the material. The roller should have a slight amount of resistance as
you rotate it. If you adjust it to tight it will rock the wedge and change the rear roller (#13) adjustment.

Note 3: If you are setting up the WGW 300 to weld thin material or in very hot ambient conditions the front
contour roller (#12) adjustment should be set very loose or backed off completely to reduce material dwell time (over
heating material) and minimize the possibility of burn outs.

e Step 4: Set-up Wedge Fore/Aft Adjustment
The fore/aft adjustment sets the limit of travel of the heating wedge in its fully engaged position. In other
words, how close the tip of the wedge is to the nip rollers. If the tip of the wedge is too close to the nip rollers
they will pinch down on the wedge when pressure is engaged, reducing the amount of nip pressure on the
heated material. This can also cause damage to the tip of the wedge when running out of the end of the seam.

Adjustment procedures for lock mount assemblies (Figure 5):

e \Vith the material set-up piece in place and with the nip lever and wedge engaged as shown on Figure 5, use
a 5mm Allen wrench to loosen the wedge mount bolt that connects the wedge hex mount to the wedge slide
lock mount (#18, Figure 5).

e Using a 3mm Allen wrench, loosen the two lock screws that hold the lower piece of the assembly to the upper
piece. You will need to insert the 3mm Allen wrench between the cartridge heater lead wires to access one of
the screws.

¢ Move the heating wedge forward or backward (left or right) so that there is plenty of clearance between the
tip of the wedge and the upper and lower nip rollers. When adjusting WGW 300 for welding HDPE the
tip of the wedge should have the same clearance as shown in Figure 4.

¢ Tighten lock screws to set adjustment. Re-check all adjustments to make sure they are correct before
disengaging nip lever and wedge and removing material set-up piece.

Figure 5



Welding Procedure

Power Up

Connect the WGW 300 power cord to power source making sure that the voltage is correct for the model of
welder you have.

Flip the main power toggle switch #1, Figure 6) to the “on” position (up). The main power switch is located on
the right of the control box, below the front handle. After a 3 second delay, the temperature control unit (#5,
Figure 6) located on top of the control box should light up and display current wedge temperature.

Turn on the drive motor with the motor switch (#3, Figure 6), located on the top of the control box. It is
recommended that the drive motor remain on at all times while the welder is plugged in. This helps to eliminate
hot spots on the nip rollers and makes starting a weld quicker and easier.

Setting Wedge Temperature

e OMRON Controller (5 button style)

Temperature controller has a dual display. The current wedge temperature set point is displayed on the right side
of the display. The actual wedge temperature is displayed on the left side of the display.

To adjust the wedge temperature set point, press the up arrow button to increase the set point or the down arrow
button to decrease the set point. Flip the heating switch (#4, Figure 6) to the "on" position, heating start to work
immediately.

Setting Weld Speed
To set weld speed, use the knob directly (#3, Figure 6) located on top of control box, next to temperature control
unit. Please refer the chart on the top of control box to get the correct speed value.

| marime sosed wtio
RE S B8 Speed i)
0-24

Figure 6

10



Starting a Weld

To start a weld, you must first make sure that the material to be welded is set at the proper overlap. The optimum
overlap is 12.7-15.2cm for field welds.

Start the loading process with the nip lever in the “up” or disengaged position, the heating wedge in the
“forward” or disengaged position (Figure 8), and the motor on with the nip rollers turning.

First, peel back the top sheet to expose the bottom sheet. Load bottom sheet of the material into welder, between
both lower contour rollers and the bottom of heating wedge, then between the two nip rollers.

Second, insert the top sheet into the welder, between the upper contour roller(s) and the top of the heating wedge,
and then between the nip rollers. You may need to roll the welder forward and backward a little for both sheets to
settle into the welder.

Third, pull out on the wedge lock handle and slide wedge toward nip rollers until the lock pin slides off the end on
the slide rail. Make sure wedge is completely engaged before continuing.

Fourth, engage nip rollers by pushing the nip pressure lever down until it “clicks” and is locked in position. At
this time the welder should be moving and welding on its own. [f the nip rollers are spinning on the material
and burning a hole, quickly disengage nip rollers, roll the welder down the seam a few more inches, past the
overheated area, and engage again.

Ending a Weld

Just as the welder is about to run out of the end of the seam, disengage nip rollers, slide welder out of the seam,
and then disengage wedge. At this time it is a good idea to tip the WGW 300 up onto the front handle, raising the
back of the unit, to prevent a hole being melted in the material from heat radiating from the wedge.

Shut-Down

To shut down the WGW 300, simply turn main switch to the “off” position or unplug unit. After 5-10 minutes,
place unit in shipping/storage case provided with welder.

1



WGW 300 Diagram

8 3
6
Figure 7
1

Figure 8 18 — 1 12 13
1 Main Switch 2 Drive Motor Switch 3 Knob Speed Setting
4 Heating Switch 5 Temperature Control Unit 6 Pressure Adjustment Hex Nuf
7 Lower Frane Chain Cover 8 Front Handle 9 Heating Wedge Slide Handle
10 Lock Handle 11 Heating Cartridge 12 Front Lower Contour Roller
13 Rear Lower Contour Roller 14 Heating Wedge 15 Upper Contour Roller
16 Upper Nip Roller 17 Lower Nip Roller 18 Lock Mount
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MHcTpyKkumAa no akcnnyartauum

MoxanyncTta, BHUMaTENBLHO NpoYnTanTe 3Ty MHCTPYKLUMIO Nepes UCNofb3oBaHNEM
W coxpaHuTe Ans ganbHenwen akennyaTauum annaparTa.

WELDY WGW 300

Yka3aHusa no 6e3sonacHocTu

OnacHOCTb ANS XXU3HU: PUCK NOPaXeHWs NIEKTPUYECKUM TOKOM.
OTknounTe NpMbop OT PO3eTKU, NPeXae YeM CHUMATb KOXYX 1
NPOWN3BOAMUTb HACTPOVKY Unn peMoHT! Nepen BKItOYEHUEM B SN1IEKTPOCETb
NpoBepbTE LHYP NUTaHUS, BUNKY U YONMHUTENbHbIN kabenb Ha Hanmune
noBpeXaeHnn.

OnacHocTb noxapa: npu HenpaBUnbHOM UCMOMNb30BaHUM YCTPONCTBA
CyLLIeCTBYET OMNacHOCTb BO3ropaHusi (Hanpumvep, ns-3a neperpesa
MaTepuana), ocobeHHO BONM3n NEerkoBOCMIaMeHSLNXCA MaTepmnanos
U ONAcHOCTb B3pbiBa OKOMO B3PbIBOOMACHLIX FA30B.

OnacHocTb oxora! He kacantecb ropsiyero cBapoyHoro knuHa! [lante
annapaTy oCTbITb!

MoakntoyariTe annapaT TOMbKO K PO3ETKE C MPOBOAOM 3a3EMIIEHNS.
JTio6o1 06pbiB B IPOBOAE 3a3eMeHnsa BHYTPY annapaTta unm cHapyxmu
npeacTaBnseT onacHocTb! Mcnonb3aynTe TONbKO yANMHUTENBHbIV Kabernb
C NpoBOAOM 3a3emneHus!

© PP

BHumaHue!

Mepen nogknioyeHWeM annaparta K CeTy HanpshXeHUs NpoBepbTe
230 COOTBETCTBUE BENMMYMHBI HAMPSKEHWUS B CETU HaMpPSKEHUHO,
400 HeobxoaMMoMy Ans annapara.

TpebyeTca aBTOMaT-BbIKMOYATEND ANS NEPCOHANbHOM 3alLmThl Npu
BKIOYEHUM NMPUGOpa Ha CTPOUTENBHON NIoLaaKe.

He octaBnsiite paboTatowmin annapat 6e3 npucmoTtpal

He ponyckaiiTe nonagaHus Boabl U CbIPOCTU Ha annapar.
3awmwanTte annapar oT BO3AENCTBUSI NPSIMbIX OCaAKOB UK nonagaHus
B Ny>XuW. Hukoraa He nbiTanTecb NpomM3BoauTb CBapky B Boae!

O® @
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Oo6Lwumre cBegeHnsa o 6e3onacHoOCTU

WGW 300 siBnsieTca BbICOKOBONbTHBIM 060pyaoBaHuem. [Nepen AeMoHTaxeM annaparta He 3abyabTte
OTKIOYUTb €ro OT ceTu. Hukorga He TAHUTE M HE NEPEHOCUTE CBAapOYHLIA annapaTt 3a LWHYp NUTaHus
NN anekTpuyeckoe coeduHeHue. Bo Bpemsa paboTbl He HaTArMBamTe NPOBOA YANMHUTENS BO
n3bexaHune noBpexaeHus.

He npukacaiTecb K HarpeTblM 4YacTsM annapaTta: HarpeBaTenbHOMY KMWHY W OPYrUM 3feMeHTaM,
Koraa oHu ropsiuve. 3anpelleHa pabota B6IM3M NErkoBOCMNAaMEHSIOWMXCA MaTepuranos. 3anpeLeHo
HaHOCUTb NErkoBOCMIaMEHSIIOLLMECS XUAKOCTM Ha obnacTb LuBa.

[aiiTe ycTpoiiCTBY OCTbITb B TEYEHME HE MEHEE 5 MUHYT, NPEXAe YeM NOMECTUTbL ero 0b6paTHO B Keiic
ANs TPaHCNopPTUPOBKU/XpaHeHUsI.

lNMpeanonaraemoe ncnosib3oBaHue

Annapat WGW 300 13roTtoBrneH B COOTBETCTBUM C HOBEMWLUMMM TEXHOMOIMSAMU M OEWACTBYHOLLMMMU
Hopmamu Ge3onacHocTu. OpfHako HenpaBWUMbHOE WCMOMb30BaHWE WM HapylleHUe TEXHUKU
©e30MacHOCTM MOXET MPUBECTM K ONACHOCTM OIS NOMb30oBaTens, TPeTbUX NUL UM  NOBPEXOEHMUIO
annaparTa.

Bcerga pepxuTe aTo pyKOBOACTBO Nog pykow npu ncnonb3osaHnm WGW 300, 4Tobbl K HEMY MOXHO
6bIn0 BbICTPO U nerko obpaTUTLES.

Onepatop, KOTOpPOMY MopyyeHa paboTa C 3TMM CBApOYHbIM annapaToM, nepen Havyanom paboThbl
AOIKEH NpouYnTaTh M O3HAKOMWUTBLCA C AaHHBIM PYKOBOACTBOM, OCOBEHHO C pasfenom Mo TeXHUKe
6esonacHocTw.

He BHocKTe nameHeHus unu mogudukaummn B koHcTpykumo WGW 300, He obpaTtusLumnce 3a
KOHCYMbTaumen K NponsBoanTento.

TexHuyeckoe obcnyxxnBaHue

TexHunyeckoe obcnyxunsaHune, ocmoTp 1 perynmuposka WGW 300 fomkHbl BbINONHATHCS TOMNBLKO
KBanuguLuMpoBaHHbLIM NEPCOHANoM.

Mpexaoe 4em CHMMaTb UMW yCTaHaBMNMBaTb 3anacHble 4YacTu UMW BbIMOMHSATL APYrMe PEMOHTHbIE
onepauun Ha WGW 300, NpoKOHCYNbTUPYATECH C NPOM3BOAMTENEM O Hagnexallmx npoueaypax. 310
nomoxeT obecneunTb Ge3onacHblil 1 ycrnewHbln pesynbTaT. Bcerga npoeepsinte repMeTUHHOCTb BCEX
pe3bOOoBLIX COEAMHEHWI, Npexae Yem NpucTynaTb K 3KChnyaTauum yCTPOWCTBa MOCre TEXHUYECKOro
ob6cnyxuBaHns Unu pemoHTa. Takke nepes UCNonb3oBaHUEM YOEAUTECH, YTO BCE KPbILLIKW, 3aLLUTHbIE
KOXYXM U Opyrue 3alUTHbIE YCTPOWCTBA YCTaHOBIEHbI HA MECTO.

Tpe6oBaHUA K aNEeKTPONUTaHUIO

Paboyee HanpsbkeHne ans cBapoyHoro annapata WGW 300 c ropsyMm KNvHOM 3aBUCUT OT
HanpskeHusl, ykaszaHHoro Ha annapate. WGW 300 ©yaneT npaBunbHO paboTaTb Mpu HanpsbkeHuu oT
208 no 240 B nepemeHHOro Toka.

MpumeyvaHue: YkasaHHble Bbile AManasoHbl pabovero HanpsikeHust OTHOCATCA K pakTudeckomy
HanpsHKeHUIo B TOYKE MOAKIMIOYEHNA CBApPOYHOro annapata. [pyrMmu croBamu, HanpsbkeHue nop
Harpy3ko Ha KoHUe yanuHutens. Ytobbl M3MepuTb HanmpsikeHue noA Harpys3kow, MoaKmuuTe
CBapoOYHbIf annapaT K YAJVMHWTENIO W reHepaTtopy, KOTopbli GydeT ucrnonb3oBaTtbecs. 3anycturte
reHepaTop v nepeBeauTe oba BbIkNoYaTens MMTaHs CBApOYHOro annapara B NornoxeHue "BKMioYeHo".
Moka roput nHankaTop Homep 1 Ha TepMoperynaTope 1 HarpeBaeTCcs KMuH, U3BMEKNTE BUMKY Ha KOHLIE
LWHYpa MMTaHWsA CBapOYHOrO annapata HacTonbko, YTOObl O6HaXMWTb WThipy. Mcnonb3ys uudposon
BOMbTMETP, U3MepbTe HanpshkeHWe MO Harpyskom Mexay LTbIPSMU dMeKTPoBUMKW. JTa npoueaypa
[OJDKHA BbINOMHATLCA TONBKO KBANMPULIMPOBAHHBLIM 3MEKTPUKOM.

PekomeHOaums No UCNonb30BaHUIO FreHepaTopa

Ecnn Bbl ncnonb3yeTe SfekTponuTaHMe OT  JMEeKTPUYEeCKOW CeTu 3haHusl, obpaTtuTecb K
NPOU3BOAMTENIO 3@ KOHCYNbTaUMen No KOHUIrypauum BUMKU U WHypa. [NoneBble reHepaTopbl AOMKHbI
MMeTb MoLLHOCTb He MeHee 3500 BT; ogHako ANS OOCTUXKEHUS Hawunydlenl npou3BOAUTENbHOCTU
CBapOYHOro annapata M KOHTPONsi TemnepaTtypbl PEKOMEHOYyeTCs MCMonb3oBaTb reHepaTopsbl
MoLHocTblo 5000 BT n Gonee. Kak npaBuno, 4Yem Bbille MOLLHOCTb reHepaTopa, TeM Bbllle
NPOV3BOAMTENBHOCTL CBapoyHoro annapata. [omHuTe, paboyee HanpsxeHue, nony4vyaemoe
CBapoOY4HbIM annapaTtom, onpeaensioT ANMHA U cevYeHue NpPoBoAa UCNOSNb3yeMoro yanuHuTens
B COYeTaHUM C MOLLHOCTbLIO reHepartopa.

YanuHutenbHble WHYPbI

YanuHUTenbHble LWWHYPbI OMKHbI ObiTh He MeHee 3 x 1,5 M2 ¢ 3a3emneHneM. Yem AnvHee nposoa
yanuuuTens, Tem 6onbLue JOMKHO ObITb ero ceveHue.
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TexHuyeckue xapakrepuctuku WGW 300

HanpspkeHne B~ 230 B

MoluHocTb BT 1750 Bt

[aGapuTbl MM 445 x 323 x 315 mm
Bec Kr 15 kr

TemnepaTypa Harpesa °C ~450°C

CkopocTb M/MUH 0 ~ 8.5 M/MUWH
CeapuBaeMble MaTepuans HD-PE, LD-PE, PP, PE

TexHu4eckne gaHHble n XapakTepucTtukmn mMoryt ObITb M3MeHeHbI 6e3 npegBapuTenibHOro yseaomMneHuna

YcraHoBKa maTepuana

WGW 300 npepHasHavyeH ANs CBapKW LUMPOKOro Auana3oHa MaTepuarnoB pasHbiX TUMOB U
pasHbIX TOMLWMH, OT 04eHb TOHKoro M3 u MM Ao o4yeHb TONCTLIX MaTepuanos, Takux kak 1,5-2,5
mm M3AHAO.

B WGW 300 wucnonb3yetca NOAMNPYXWHEHHas cuCTemMa pOMWKOB BEPXHEro KOHTypa MU
"nnaBatowan” KOHCTPYKUMSA KIWHA, 4YTO MNO3BOSSEeT onepaTopy MNPOU3BOAUTb KayeCTBEHHYIO
cBapky. OgHako ANS [OOCTMXEHUS Haunyylimx pe3ynbTaTOB Ha BCEX MaTepuanax MOXHO
nucnonb3oBaTh CReayoLyo npoueaypy HacTpOVKN.

BaxHo! MNepen perynupoBKon, HACTPONKOW NN PEeMOHTOM, annapaT AoMmkeH 6biTb oxnaxaeH!

Mpwn BbINONHEHUN Mpouenypbl HAaCTPOMKM obpalantecb k poTorpaduamM MAEHTUDPULMPYIOLLNUM
netanu.

PucyHok 1

PerynupoBka gaBneHus 3axuma: PacnonoxeHue.

MydpTa perynvpoBkun AaBneHus pacnosnioXeHa Mexay pbl4arom 1 BepXHen 4acTbio NPWXMMHOIO
MexaHu3Ma; 3TO LwecTurpaHHas ramnka (Ne6, puc.1).

Ons nony4yeHna KadeCTtBeHHOro cBapHOro wiBa HeobxoaMmo npaBuiibHO BbICTaBUTb OaBJlieHUWE Ha

mMaTepuan. Takke BaxHO, 4ToObl ponuku obecneymBanu [OCTATOYHYK TAry (MOrNM ABUratbCa Mo
MaTepuvany), nHadye MOXHO noBpeantb matepuan u/unu annapat WGW 300. 310 MOXET Npon3onTw,
Korga NpWKUMHbIE POMMKM TEPSIIOT CLENMEeHe U Npockanb3biBalT HA MaTepuvarne, B pesynbtate yero
WGW 300 He MmoxeT ABWUraTbCs NO LUBY M NPOXUraeT OTBEPCTME B MaTepuarne.

MpumeyaHue. PerynmpoBka AaBneHus Ans TOHKUX MaTepuanoB U reoTeKCTUNS:

Ons aTux matepuanos TpebyeTcs MeHblUee AaBneHue npmxkmnma. Crnukom CUnbHoOe AaBreHNe MOXET

npuBeCTU K Nepdopauny matepuarna no Kpato LWBa, Bbl3biBad apdekT "MonHun".
— Yb6epgutecb, 4TO HarpeBaTenbHbI kNH (Ne14, puc.1) OTKIIOYEH N OXNaXAEH.

15



— PacnonoxwuTe cnoxeHHbI nornonam obpaseL, cBapMBaeMoro Matepuana Mexay npwxuMHbIMU
ponvkamu, kak Ha puc.1. MoBepHNUTE LIECTUrPAHHYIO raiiky peryrnvpoBky AaBneHus (6) no 4yacoBou
CTpenke Ha Heckomnbko 060OpOTOB, MMsAsi CBEPXY BHW3, NPY NOAHSTOM BBEPX pblyare 3axuma,
4TOObI CO34aTb HOBYO OTMPABHYH TOYKY Ans 3Ton perynmpoBkn. (CHavana ocnabbTe KOHTPSLLYHO
raiiky Ha LUeCTMrpaHHO raiike, ecrnv TakoBasi UMeeTcsi, YTODObl M36exaTb NoBpeXaeHNs pesbibl).

— 3akponTe 3aXNMHON MEXaAHN3M C ponnkamm, cHsB coukcatop (10) u HagasmB Ha pblyar (8) oo wenyka,
noka OH He BCTaHeT Ha MecTo 1 He ByaeT yaepxuBaTbCs CTONOPoM. B aToT MoMeHT obpasel
maTepwuana gormkeH cBOGOAHO nepemelLaTbcs Mexay ponukamu.

— TMMoBopaunBanTe LwecTurpaHHyto raviky (Ne6, puc.1) npoTUB YacoBOW CTpenku 40 Tex Mnop, noka
NPWXKMMHbIE PONINKU HE HaYHyT cAaBnMBaTb MaTepuan, U Bbl Gomnblle HE CMOXEeTe NOBOPaYMBaTh
raviky Bpy4Hyto. OTO OOHYNsAET KOPPEKTUPOBKY.

— OTkporTe NPUKNUMHON MEXAHM3M U MOBEPHUTE LLIECTUTPAHHYIO FalKy NPOTMB YaCOBOW CTPENKM Ha
OAVIH MOMHBI 060pOoT.

— BcraBbTe o6pasel, matepuana (aBa cros, kpai, NPOTUBOMNOMOXHIA CrMBy) MeXay NPYXKUMHBLIMU
pOnUKaMU 1 3aKpoWTe MPUXMMHbIE POMMKM OO TEX MOP, MOKa CTOMOPHbIA LWITUMT He BOWMAET B
dukcaTop, Kak nokasaHo Ha pucyHke 1. MNpoBepbTe AaBrieHve: NonbiTakTecb CABUHYTL MaTepuan
M3 CTOPOHbI B CTOpPOHY. Ecrnv Bbl MoxeTe nepemellaTe Matepuan Wnu BbITArMBaTb Matepuarn
npsiMo, 6e3 noBopoTa MNPWKMMHBIX POMMKOB, OTKPOWTE 3aXMMHOW MEXaHW3M W MOBEepHUTE
perynupoBoydHyto ramky (Ne 6, puc. 1) npoTMB 4acoBoW CTpesnku Ha Y. obopoTa 3a pa3s (npu
Heob6xoaMMOCTH, MOBTOPWTE), Moka He OyaeT AOCTUrHyTo TpebGyemoe naenenue. He 3abyabTe
3aTAHYTb KOHTPOraviky Ha raivike peryriMpoBkM [OaBreHusi, 4YToObl MNpeaoTBpaTUTbL  CHUXKEHWE
[aBreHust BO BPEMSI CBapKW.

MpumeyaHme: Korga perynvpoBka [OaBMeHWst 3aXuUMa YCTaHOBIEHA MPaBWIbHO, 3aKpbiTWE pblyara
OaBrneHns 3axuma TpebyeT HEeKoTOporo ycwunusi, HO 3TO [OSHKHO owywaTbCs Kak MnaBHOe
ABWKeHve. BaxHo obecneunTtb OOCTaTOYHYO TAry, YTOGbl M36exaTb NeperopaHns matepuana, v B To e
BpeMsi yCTaHOBUTb AOCTAaTOYHOE AaBreHne Ansi CO34aHMsA XOPOLUEro CBapHoro wea. MiMente B Buay, 4To
YyeM TOSWE CBapvBaeMmbll MaTepuarn, 0cCOBeHHO TEeKCTYPUPOBaHHbLI MaTepuan, TeM Gonblue [OSHKHO
ObITb OaBneHue.

HacTtpoiika HanpaBnsAOLWMX POSIUKOB:

HacTpoiika BepxHUX HanpaBRAKLWMNX PONTUKOB:

Y3en BepxHux ponukos (Ne15, puc.2) pacnonoxeH Hag HarpeBaTenbHbIM KIMHOM U KPEMUTCH K HUKHEN
YacTu y3na pblyara NpUKNUMHOIo MexaHuama.

MpumeyaHue: CyuiectByeT ABa Tvna NnacTuH, O4HA M3 KOTOPbLIX KPEMUTCA K OCY pornuka, a apyrast
ucnonb3yeTcs B kayecTBe pebpa XecTkocTu unu "aybnupytowen”. Ha MOHTaXHON NnacTuHe Takke ecTb
OBa MecTa KpenfeHusa: O4HO AN 3a4HEero KOMMMeKTa HanpaensitoWMX POSIMKOB (Haxogdatcst Gnvke K
NPUBOOHBLIM PONMKaM) 1 OOHO Afsi NepefHEro KOMIMeKTa porvkoB (4anbLue OT NPUBOAHbBIX POITUKOB).

CHATHe y35a BepxXHero HanpaBndawLwero posfivka:

PucyHok 2
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— BbIKpyTUTE BUHT C KOHLIa Bana, Ha KOTOPOM BpalLaeTcsl HanpaBnAlLWMIA PONUK AN
mMaTepuana, 3aTeM CABUHbTE HanpaBnsAIoLLYy0 MaTepuarna c Barna u OTNIOXXUTE B CTOPOHY.

— BbIKpyTuTe ABa BMHTaA C KPeCTOOOpa3HbIM LUNTULIOM, KOTOPbIE KPEeNAT MOHTaXHYO NIacTUHY
y3na BepXHero HanpaBnsiloLWero pofiMka K pblyary 3aKMMHOrO MeXaHU3ma, U CHUMUTe y3en
c ycTpoucTBa. [inA AocTyna C MOMOLbLIO OTBEPTKM MOXET MOHaZobuTbCcs CABUHYTb
HarpeBaTenbHbIWA KIMUWH.

m:ﬂ:’

KomnnekT . il
nepegHnx % KomMnnekT 3agHux
HanpaBnaoLWmX / 0 \ HanpaBnsaLLWMX
ponnkoB 96 ponukoB (bnuke K
(banbHue ot (T NPUBOAHBLIM
NPUBOAHbIX o o - pornukam)
POMMKOB) - O (o
|
PucyHok 3
HacTpoiika HanpaBnALWWUX PONUKOB:
HacTtpoika HUXHUX HanpaBNALWMUX POMMKOB:
PucyHok 4

HwxHue Hanpasnstowme ponukn (Ne12, Ne13, puc. 4) pacnonoxeHbl Nog HarpeBaTenbHbIM KITMHOM U
3aKpenneHbl Ha HWXKHEeW pamMe HenocpeACcTBEHHO MNepen HWKHWUM MPUBOAHBIM POSIMKOM (PONMKOM
MexaHu3ma 3axuma). Ons 3ToW perynMpoBKM Bam MOHAZOOMTCA POXKOBBIN K4 Ha 13 MM K
LUIECTUrPaHHbIE KoY Ha 4 1 6 MM.

Korpga pblyar npuxmnma 3axBaTa HaxoAMTCH B BEpPXHEM MNOMOXEeHUW (OTKPbLIT), @ KMWH BbIKIHOYEH U
OCTYXXEH, BCTaBbTE PEryrMpoBOYHbIN MaTepuarn, Kak nokasaHo Ha pUCYHKe 4.

e BcraBbTe cTonbko maTtepuana, 4tobbl okono 70 MM MaTepuana BbICTynano us NnpuBogHbIX
PONMKOB MexaHn3Ma 3axBaTa (OTHOCUTENbHO TOYKW, FAE POMUKM NPpUXMMAIOT Matepuan).
MepemecTuTe KNMH B paboyee nonoxeHve. 3atem 3abnokMpynTe pblyar gaBneHns Ha
martepwvan.

e C noMoLLblo KPECTOBOW OTBEPTKM CHUMUTE KPbILKY Lienn HuxkHen pambl (Ne 7, puc. 7), 4Tobbl

OTKPbITb CTOI'IOprIl7I 6onT ans nepenHero HWXHero HanpaenaLwlero posimka. 17



MpumeyaHne 1:

e [lepen perynupoBkon oboux ponmkoB (Ne 12 m Ne 13 Ha puc. 4) msBnekute
pe3nHOBbIE 3arnyLllku, a Mocrne 3aBepLUEHUs PEeryrnvpoBKM YCTaHOBUTE WX B
NCXOZHOE MOSIOXEHME.

e C nomoLLblo LIECTUrpaHHOro Krya Ha 6 MM ocnabbTe cTOnopHbIM 6oONT, a 3aTem
npeaBapuTeNnbHO  OTPEryNMPYNTE MNEPEenHUA  HWKHUA  HanpaBnsiioWMA  porvK
(noBopaymBasa KN4 BHM3, MO 4acOBOW CTpenke, OT knuHa). C nomowbio 4 MM
LUECTUIPAHHOIO KItoYa Ha KOHLIE poruvka (3To A4acT Bam HOBYKO OTMPaBHYO TOYKY, a
OKOHYaTeNbHY PErYNMPOBKY 3TOFO POSNKA Bbl BbINOMHUTE MO3XKeE).

e C noMoLLbI0 POXKOBOrO Krtoda Ha 13 MM ocnabbTe CTOMOPHbIN 6ONT (LuecTurpaHHas
rorioBka) 3agHero HwxHero Hanpaenstowero ponuka (Ne 13, PucyHok 4). Tenepb
MOXHO OTPErynupoBaTth BbICOTY KMMHA, YCTAHOBUB 3a[HUA HWKHUIA HanpasrisitoLLMn
POMVIK BbILLE UIN HXE C MOMOLLLbIO 4 MM LLUECTUIPAHHOIO KMoYa (Ha KOHLIE PONUKa).

PucyHok 5

¢ Kak Tonbko xenaemoe nonoxeHue Oyaet AOCTUrHYTO, 3aTSAHUTE CTOMOPHbIA BonT
(wecTturpaHHas ronoeka), 3aTemM CHOBa NPOBEPLTE PErynmMpoBKy, YToObl y6eamTbes,
YTO OHa He CABWHYNach Npu 3aTArMBaHUN.
Hanbonee BaXkHOW perynumpoBKON SIBNSIETCA NO3NLMOHMPOBAHNE KIMMHA MO OTHOLLEHWUIO K
HWKHeMY npuBogHomy ponuky (Ne 17, PucyHok 4). PaccTtosiHne mexay HWXKHEeN 4acTbio
HarpeBaTenbHOro KNMHa U HWKHUM NPUBOOHBIM POMMKOM AOIMKHO ObITb HEMHOrO 6onblue,
4YeM TOMLUHA MaTepuana, KoTopbli Bbl OyeTe cBapuBaTb. PaccTosiHMe yCcTaHaBnMBaeTcs
nyTeM PErynmpoBKM MOJIOXKEHUS 3aOHEr0 HWKHEro Hanpaenstowero ponuka (Ne 13,
PucyHok 4).

MpumeyaHne 2: lMpu perynnpoBke HWXHUX Hanpasnsawowmx ponukos (Ne12) n (Ne13)
noBepHMTE UX BNpaBo (MPOTMB 4acoBOW CTPESikM) U BBEPX Takum obpas3om, 4Tobbl B
OTPErynMpoBaHHOM MOJIOXKEHUN POSNMKA Haxoounucb Onwxke K HUKHEMY MNPUBOOHOMY
npukatodHomy ponuky (Ne 17). Kpome Toro, nockosbKy 3aaHuii Hanpaenswowmi ponuk (Ne
13) nmpwxMMaeT KNWH K MPYXWHE BEPXHEro HanpaBMslOWEro porivka, Bbl MOXeTe
3aMeTUTb, YTO PONMK BCE ellle MPOKpy4MBaeTcst nanbuamu. 3To HopMmanbHo. BenunumHa
COMNPOTMBIEHWS POnKMKa MpU BpaLLEHUN ero nanbuamm He UMeeT 3HaYeHNsI.
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Lar 4: PerynupoBka knuHa

PerynupoBka NonoxeHus KnuHa ycTaHaBnmMBaeT NpeAen nepemMeLleHns HarpeBaTenbHOro KivHa.
OpyrvMn cnoBamm, Hackonbko BNN3KO KOHEL, KIMHa HaxoAaMTCsa K NPUBOAHBIM ponukam. Ecnu
KIMWH HaxogmMTcsa CAMWKOM 6rmM3Ko K NPMBOAHBIM POMMKaM, OHM ByayT NpMXMMaTh KNnH

npu HaXxxume, MeLlas HopmarnbHOMY NPOLECCY CBapkn. ATO TakkKe MOXET NPUBECTM K
NOBPEXAEHNI0 HAKOHEYHUKA KIMHa NP BbIXOAE U3 KOHLA LBa.

Mopsaaok perynnpoBKK Y3roB KpenneHusa 3amka (puc. 5):

Korga ycTaHOBOYHbIN 3N1eMeHT MaTepuana yCTaHOBIIEH HAa MeCTO, a pblvar 3axBaTa W KivH
3aelCTBOBaHbI, Kak MOKa3aHO Ha PUCYHKe 5, NCNONb3ynTe 5 MM LLECTUrPaHHbIV KoY,
4YTO6bI 0CNabuTe BONT KPENIeHNs KMHa, KOTOPbIA COEeANHSET LWeCTUrpaHHoe KpenseHue
KINMHa C KpenneHnem 3amka ckonb3siero knuHa (Ne18, pucyHok 5).

C nomoLLbio LWeCTUrpaHHoro kno4va 3 MM ocrnabbTe ABa CTOMOPHbLIX BUHTA, KOTOPblE

KPEenAT HUXKHIOK YacTb y3na K BepxHen Yactu. [ina gocTyna K o4gHOMY M3 BUHTOB BaMm
notpebyeTcs BCTaBUTb LIECTUrPAHHbIN KoY 3 MM Mex4y NpoBoAaMu Harpesatens KapTpuaxa.
lMepemecTnTe HarpeBaTenbHbIN KIMWH BNepea unu Hasag, (BNeBo Unv BnpaBo) Tak, 4Tobbl
MeXAy KOHYMKOM KIMHA U BEPXHWUM N HWKHUM POMMKaMM HaKOHEYHVKa ocTaBarnoch
JocTtaTo4Ho cBoboaHoro npoctpaHcTia. Mpu HacTtporike WGW 300 gns ceapku NM3HA
KOHYMK KNHAa AOMMKEH MMETb TaKOW e 3a30p, Kak Moka3aHo Ha puc. 4.

3aTaHWTE CTOMOPHbIE BUHTLI ANS HACTPONKK. [1poBepbTe BCe perynnpoBku, 4Tobbl
ybeanTbcs B X NPaBUIbHOCTY, Npexae YeM OTCOeANHUTDL pblvar 3axsaTa W KMuH 1

yAanuTb yCTaHOBOYHYIO AeTarb.
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Mpoueaypa cBapku

BkntoyeHue

MogkniounTte WHyp anektponuTanms WGW 300 Kk UCTOYHWMKY nNuTaHusl, ybeavBLUUCD,
4YTO HanpsiKeHne COOTBETCTBYET MOAENU CBApOYHOro annapara.

MepeBeguTe rmMaBHbIA BblkoyaTenb nuTaHna (Nel1, puc. 6) B nonoxeHue "BKMAOYEHO".
[MaBHbIA BbIKMHOYATENb MUTAHWUS PaCcMONioXeH crpaBa OT Onoka ynpasBneHus, nog
nepegHen pydkon. Nocne 3-cekyHOHOW 3agepxku B6rnok koHTpons Temnepatypbl (Ne 5,
puc. 6), pacnonoXeHHbli B BepxHenW 4acTu Gnoka ynpasreHusi, JOIMKEH 3aropeTbCs U
0TOOpasnTb TekyLLy TeMnepaTypy KnuHa.

Bkniounte npmBoa ¢ nomoLlblo Bbiknoyatens npusoga (Ne 3, puc. 6), pacnonoxeHHOro
cnpaBa Ha BepxHewn yacTu 6noka ynpasneHus. PekomeHayeTcs, 4ToObl NpuBOL OCTaBancs
BKITIOYEHHBIM  BCE€ BpeMsl, TMOKa CBapOuYHbI  annapaTr MOAKMKYEH K  CeTu.
370 nomoxeT wu3bexaTb NOKanbHOro HarpeBa NPUBOOHbLIX PONIMKOB WM CAENaeT Hayano
cBapku 6onee ObICTPbIM U NErkUM.

PucyHok 6

YcraHoBKa TemnepaTypbl KNnMHa

KoHTponnep OMRON (5 kHOMoK)

KoHTponnep Temnepatypbl (Ne5, puc 6.) umeeT gBonHon aucnnen. 3agaHHoe 3HayeHue
TemMnepaTypbl KNMHa oTobOpaXkaloTcsa B NpaBon YyacTu gucnnes. ®aktuyeckasi TemnepaTypa
KrnnHa oTobpakaeTcs B /IEBOW YacTu aucnnes.

[na perynupoBkM 3adaHHOTO 3HA4YeHWst TemnepaTypbl KMHA HaXMUTE KHOMKY CO
CTPENKo BBEPX AN YBENMYEHUS 3a4aHHOIO 3HAaYEHUS! UMK KHOMKY CO CTPESKOW BHWU3 A4S
YMeHbLUEHUSI 3a4aHHOro 3HaveHus. lNepeBeaunTe BoikoyaTenb HarpeBa (Ne 4, puc. 6) B
nonoXxeHune "BKIMOYEHO", HAarpeB Ha4YHeT paboTaTb HEMeANEHHO.




YcTaHOBKa CKOpPOCTU CBapKu

[na ycTaHOBKM CKOPOCTW CBapKW MCMNOMNb3yWTE MOBOPOTHLIA PErynsaTop - NOTEHUMOMETP
(Ne 3, puc. 6), pacnosnioXeHHbIn crnpaBa B BepxHeM 4acTm 6noka ynpaeneHus.
Moxanyncrta, obpatutecb K Tabnuue Ha BepxHeW 4YactTu O6noka ynpaBneHusi, 4ToObI
Nony4nTb NPaBUNbHOE 3HAYEHUE CKOPOCTU.

Hauano cBapku

YT0ObI HayaTb cBapKy, HeOOXOOUMO CHavana ybeaouTbcs, YTO CBapvBaeMbli MaTtepuan
YyCTaHOBMEH C Hagnexawmm HaxnectoMm. OnTumanbHbIA nNepexnect cocTasnset
12,7-15,2 cm onsi nonesBbIX CBApPHbIX LUBOB.

HauHuTe npouecc 3arpysku maTepuana, Korga pblyar 3aKMMHOro MexaHusMa HaxoauTes
B MONOXeHun "BBepX" MMM OTKMIOYEH, HarpeBaTembHbIA KNMH - B NMOnoxeHun "Bnepen”
unun oTkntoYeH (puc. 8), a NpuBOA BKIKOYEH U POMMKN 3axBaTa BpaLlaloTCs.

3aBeanTe HWKXHWA NUCT MaTepuana B CBapOuYHbIN annapart, mexgy 060UMU HUXKHUMUK
HanpaBnSoLWMMK PONMKAMMN N HUXKHEW YacTbio HarpeBaTerbHOro KruHa, a 3atemMm mexay
OBYMS NPVXKMMHBIMU ponvKamu (NpUBOAHbIE POMMKU C Haceykamm).

3aTem BCTaBbTE BEPXHUIN NUCT B CBAPOYHbIN annapar, Mexay BepXHUM HanpasnsoLwmmMm
ponvkamMu 1M BepXHEeW 4acCTbi0 HarpeBaTeribHOro KNuHa, a 3aTeM Mexay MNpUBOAHbIMU
ponvkamu. Bo3MOXHO, MpuMaeTca HEMHOro nokataTb CBapOYHbIA annapart Brnepen u
Hasapf, 4Tobbl 06a NUcTa pasmMecTUnNUChb B HanpaBsoLLMUX.

3aTtem noTsHUTE 3a PYKOATKY buKcaTopa KNnHa U COBUMHBTE KITUH K MPUBOAHBLIM POSIMKaM
MexaHu3Ma 3axBaTa, noka WTUMT ukcaTtopa He COCKOSMb3HET C KOHLA HanpaenstoLwen.
Y6eautech, YTO KIMWH NOMHOCTBIO 3athMKCUPOBaH, Npexae Yem NpoaoskuTe paborTy.
3akporiTe MEXaHN3M 3aXUMa, HaXMMasi Ha pblyar BHM3 OO Lenyka u dpukcauun. B aTo
BPEMSI CBApOYHbIV annapart OOIMKEH OBUraTbCsl U BbIMOMHSATL CBApPKY CaMOCTOSITENBHO.
Ecnu npmxvMHble pOMnMKM BpalLaroTCcs Ha MaTepuane u NpoXurawT OTBepcTue, ObICTpo
OTKPOMTE MPWKUMHOW MEeXaHW3M, MPOKaTUTE CBapOYHbIA annapaT BHM3 MO LWBY €Llle Ha
HECKOJITbKO CAaHTUMETPOB, MUHYS! MEPErPETYHO 30HY, U CHOBA 3aKPOWUTE 3aXXMM.
OKoHYaHue cBapKu

B TOT MOMEHT, korga CcBapoOuHbIA annapaT 3akaHuuMBaeT LUOB, OTKPOMTE MPUXKXUMHbIE
ponviku, BblBEAWTE CBAPOYHbIN annapaTt U3 LWBa, a 3aTeM OTKMYUTEe HarpeB KnuHa. B
370 Bpems pekomeHayetcst onpokuHyTe WGW 300 Ha nepeaHIo pyKoATKY, NPUMNOLHAB
3a[HI0K0 YacTb annapaTa, YTobbl NpefoTBpaTUTL NPONnaBneHne OTBEepCTUS B Matepunane
OT Tenna, u3ny4aemMoro KrmHOM.

BbikntoyeHune

YUTto6bl Bbikntounte WGW 300, NpocTo nepeBeauTe rnaBHbI BbIKIOYaTeNb B NOMOXEHNE
"BbIKITIOMEHO" M OTKIHOYNTE YCTPONCTBO OT ceTn. Yepes 5-10 MUHYT, KOorga KnuH OCTbIHET,
noMecTuTe annapat B TPAHCMOPTUPOBOYHLIN KEWC, MOCTaBfiiEMbIA CO CBapO4HbIM
annapaTom.
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WGW 300 OnucaHue annaparta

1 TnasHbli BbIKNOYATEND 2 BbIkMtoYaTeNb NPMBOAA 3 PerynsTop CKOpoCTK
4 BbikntoyaTenb Harpesa 5 KoHTponnep 6 MydTa perynMposkm faBneHuns
7 KpblWKa HUXHen uenu Temnepatypel 9 PyKoATKa NepemeLLeHMa KnHa

10 ®ukevpytowas pykoatka 8 PykoATka 12 MepeaHUit HUKHWIA
13 3a4HUIA HUKHUI 11 HarpeBaTebHbii HanpaBAAOWMIN POIUK
HanpaBAAOLWMIA PONUK SNeEMeHT 15 BepxHuWi HanpaBAaoLLMit
16 BepXHwit NpusKUMHOM 14 CBapoYHbIi KNWH POMK
ponK 17 HUKHUI NPUKUMHOM 18 KpoHwTeiH

PONVK
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