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WARNING! BEFORE USING THE WELDING MACHINE READ THE INSTRUCTION
MANUAL CAREFULLY! FOR QUALIFIED AND SPECIALLY TRAINED PERSONS
ONLY AFTER PROPER READING OF THIS MANUAL IS ALLOWED TO USE AND TO
MAINTAIN THIS WELDING MACHINE.

The detailed description, safety rules and all required information necessary for proper operation
and maintenance of FUBAG welding machine are provided below. Keep this instruction manual by
machine and refer to it by any doubts concerning safety operation, maintenance storage and
handling of FUBAG welding machine.

1. Safety operation

- Itis highly recommended always to follow the safety rules. Wear protective clothes and
special means to avoid injuries to eyes and skins.

- Use the welding mask or special protective glasses while working with the welding
machine. Only by viewing through the filter lens on the welding mask your eyes are
secured by your operation.

- Prevent the sparks and spatter from harming your body.

- Under no circumstance allow any part of your body to touch the welder's output bipolarity
(torch and work piece).

- Do not operate under water or more humid place.

- Fumes and gases produced when welding are hazardous to health. Make sure to work in
places where there are exhaust or ventilation facilities to keep fumes or emissions away
from the breathing zone.

- Please remember to keep arc rays away from the other nearby people when welding. This
is only due to the interference from arc rays.

- There will be high temperature when welding work piece, so please don't directly touch on it

- No touching on the output connection or any other electrification parts while welding.

- No touching on the electrification parts after turning on the power. Cut off the power supply
after operation or before leaving the welding site.

- No welding in the dangerous site where easily get an electrical shock.

- No welding for the container loaded inflammable or explosive materials.

- Safe measures should be adoptted while operating in high place to avoid accident.

- No entering the welding site for persons not concerned.

- Welders possible have electromagnetism and frequency interference, so keep away people
with heart pace or the articles which can be interfered by electromagnetism and frequency.

WARNING. The welder voltage is always higher, so the safety precaution should be taken
before repair to avoid accidental shock. Switch off the power supply before each type of
maintenance work. The untrained people are not allowed to make maintenance of the
machine.
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- Check the connection of input and output cables and the earth (ground) connection, etc.

- Maintenance should be conducted by the trained personnel.

- The newly installed machine or the welder not in use for some time needs to be checked by
multimeter have the right insulation resistance between each winding and the case.

- When the welder is used outdoors, it should be kept from rain or long exposure to the sun.

- Check is needed from time to time to make sure the welding cable is in good condition if the
welding machine is in frequent use. Check at least once each month if the welder is in
regular use. It is necessary to check when the welder is in mobile use.

- If the welder is not in use either for a long time or temporarily, it should be kept dry and have
good ventilation to free it from moisture, erodible or toxic gas.

- Dust removal is needed every year. Check the machine's fasteners, moving-iron, current
regulation screws, etc to make sure there are no loose connection problems.

- The dust, acid and erodible dirt in the air at the job site can not exceed the amount required
by the norm (excluding the emission from the welder).

- The welder must be installed in the place where it can not be exposed to sun and rain. Also it
must be stored in less humid place with the temperature.

- When the machine is operating, the temperature must not be higher than +40°C or lower
than -10°C.

- There should be 50 cm space about for the welding machine to have good ventilation.

- Make sure that there is no metal-like foreign body to enter the welding machine.

- Electrode must be taken down from holder when no welding.

- No violent vibration in the welder's surrounding area.

- Make sure that there is no interference with the surrounding area at the installation site.

Safety Check:
Each item listed below must be carefully checked before operation:
- Make sure that there is no short circuit connection with welder's both outputs.
- Make sure that there is always sound output and input wire connection instead of exposing it
outside.
Regular check needs to be conducted by the qualified personnel after the welding machine has
been installed over a long period or re-operation, which involves as follows:
- Check the welding cable to see if it can continue to be used before itis worn out.
- Replace the welder's input cable as soon as itis found to be broken or damaged.
- Make sure whether there is enough power supply to make the welding machine work properly.
Any power source required to access the welding machine must be installed with some
protective equipments.

Please do not hesitate to contact us for technical assistance whenever you come across the
problems you can not work out or you may deem difficult to fix.
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2. Technical specifications

. Welding current .
Model R:;tha’\ u;tp;;:t Welding current, A of duty cycle di:rl::tt;:dr:m We':ght,
9 EN 609741(T=40C), %/A ’ 9
IN 176 220 10-160 19/160 (MMA); 24/160 (TIG) 1,6-4,0 4,6
IN 206 LVP 220 10-200 20/200 (MMA); 20/200 (TIG) 1,6-5,0 5,5

The manufacturer reserves himself the right to make the manual's content or welder's function
change without any preliminary notification of the users.

3. Description

This is a single phase, Inverter, portable welder, for covered electrode and Lift Arc TIG in DC. It
allows welding with rutiles, basic, stainless steel and cast iron electrodes. In TIG, it allows to weld
most of metals except aluminium and alloys. They are over-voltage protected when used on power
180-265V forIN 176, 130-265V for IN 206 LVP.

O—
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1. Display

2. MMA position indicator

3. TIG position indicator

4. Adjust keys 1

5. Adjust keys 2

6. Selector

7. Thermal protection indicator
8. Switch button
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4. lllustration of signs

SYMBOLS DECIPHERING

A Amps
VvV Volt

HZ Hertz

f Electrode welding (MMA — Manual Metal Arc)

Ea TIG welding

@ Adapted for welding in environment with increased risks of electrical shock.

1P21 Protected against rain and against fingers access to dangerous parts

...... Welding direct current

Single phase power supply 50 Hz

Uo Rated supply voltage
[1max Rated maximum supply current (effective value)
|1eff Maximum effective supply current

EN60974-1 The device complies with standard relative to welding units

Single phase inverter, converter-rectifier

X: 45%; 60%; 100% Duty factor at ...%

1,: 160A; 140A; 110A Corresponding conventional welding current

U,: 26,4V; 256V; 244V  Conventional voltages in corresponding load

c G The device complies with European Directive

@ Conform to standards GOST / PCT (Russia)

Co)
&)

@ The electric arc produces dangerous rays for eyes and skin (protect yourself !)

b

Caution, welding can produce fire or explosion

Caution! Read the user manual

5. Power supply

- IN 176 is delivered with a 16A plugged on a 220V (50 Hz) socket with earth.

- IN 206 LVP is supplied with the in-built power factor correction (PFC) block to
regulate the efficiency of using the current output. Due to this block the machine
could be connected via the 16A-220V plug even in the conditions of intensive
operation. For the same power machines without PFC, the plug 32A-220V is
required. This machine is ideal for construction works with the lengthened cable,
where the voltage drops are frequent. Also, the exclusive quality of welding is
provided by this machine through the output control circuit, which is controlled by a
microprocessor.

-4 -
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- Connect the earth clamp and electrode-holder cables in the quick-plugs. Respect the polarities
indicated on the electrode packaging.
- Starting: switch button.

6. Electrode welding

MMA mode

- Select the MMA position 2 with the selector 6
- Apply the usual welding rules
- Adjust the wished current (display 1) using the keys 4 and 5
- The cooling takes about 2 minutes
- Thermal protection: the indicator lamp 7. The cooling time is about 2 to 5 min according to
external temperature
- Your machine is equipped with 3 specific functions to Inverters:
> Hot start increases the current at the beginning of the welding.
» Arc force increases the current in order to avoid the sticking when electrode enters in
melted metal. Adjustable function.
> Anti-sticking allows you to easily withdraw your electrode without damaging it in case of
sticking.

Adjustable Hot Start

The welding machine Hot Startis adjustable from 0 to 60% for IN 176, from 0 to 90% for IN 206 LVP.

To adjust the Hot Start, follow the following steps:

1. Press the selector 6 during 3 seconds.

2. The “HS” (Hot Start) display flickers and a number
appears.

3. Adjust the wished percentage (display 1) using the keys
4 and 5.

4. Validate the wished value pressing the selector 6.
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TIG mode with Lift Arc function

The DC TIG welding requires a protective gas (argon).

Follow the steps as below :

- Connect the earth clamp on the positive (+) pole.

- Connecta TIG torch with valve on the negative (-) pole.

- Connect the pipe of the gas bottle and adjust the flow.

- Select the TIG position with the selector 6.

-Adjust the wished current (display 1) using the keys 4 and 5.

- To boot: touch the electrode on the welding part; raise the electrode 2 to 5 mm of the part to be
welded.

- Raise the torch for a quick gesture, do not cut the gas only after electrode cooling.

Automatic Arc slope with time adjustable (for IN 206 LVP)

Functjon This corresponds to the end of welding time required for the
activation gradual decline in the welding current until the stop of the arc.
o This function helps to avoid cracks and craters at end of
(), welding.
PRESS 3"

This function is not activated (timer at O sec). To activate it,
proceed as follow:

4

dal); - Press 3 seconds on the selector button 6.
i SETY PRESET - The inscription "dS" (Downslope) starts blinking then one
UL o0 figure appears.
O @ apust - Set the automatic arc slope you wish from 0 to 10 sec (display
i 1) using key 4 and 5.
(&)
PRESS (OK)
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7. Maintenance

- Refer all servicing to qualified personnel.

- Disconnect the generator and wait until the ventilator stopped before working on the unit.
Inside the device, voltages and current are dangerous.

- Regularly blow the welding machine with the pressed air through the ventilation inlets.

8. Troubleshooting
ANOMALIES CAUSES REMEDIES
The device does not deliver Wait for the end of the
any current and the yellow The welder thermal cooling time, around 2
indicator lamp of thermal protection has turned on. minutes. The indicator lamp
defect 7 lights up. 7 turns off.
The display is on but the The cable of the earth clamp
device does not deliver any or electrode holder is not Check the connections.
current. connected to the welder.

. When starting, the display The voltage is not within
ndicates two horizontal bars | the range 180-265 V for Get the electric installation

during one second and then IN176 : 130-265V
turns off. for IN 206 LVP . checked.
9. Transport & storage

When the welder is in storage and transportation, please try to keep it from being exposed to the
rain. When loading, attach ATTENTION to the welder packing. It is recommended to free it from
moisture, erodible gas and dust in storage where it must be kept dry and have good ventilation. The
tolerable temperature, and the relative humidity.

After the package has been opened, it is suggested to repack the product as per requirement for
future storage and transport.

10. Warranty

Warranty refer to defects of materials and components and do not refer to components subject to
natural wear and maintenance work.

Only machines cleaned from dust and dirt in original factory packing fully completed, provided with
instruction manual, warranty card with fixed sales date with a shop stamp factory serial number and
originals of sales and ware receipt issued by salesman are subjects of warranty. Within the warranty
period the service center eliminate free of charge all detected production defects. The manufacturer
disclaims warranty and legal responsibilities if nonobservance of the instruction manual by user,
unqualified disassembling repair or maintenance of the machine as well does not bear responsibility
for caused injury to persons or damages.

-7-
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BHUMAHUE! NEPEAN WUCMOJIbBOBAHUEM CBAPOYHOIO AMNMAPATA
BHUMATENIbHO O3HAKOMbLTECbH C HJAHHOU UHCTPYKLIMEW.
K ucnonb3oBaHMio M 0BCAYXMBaHMIO CBApPOYHOrO annapaTta [AoMnyckaeTcsi TOnbKo
KBanuMULMPOBaHHBIN 1 crneumanbHO 00yYeHHbIM NepcoHar, O3HAaKOMIEHHbIN C AaHHOM
VHCTPYKLIMEN.
B aTtoMm wWHCTPyKUUM COAepXUTCA onucaHue, npaeBuna GesonacHOCTM M BcA Heobxogumas
MHdOpMauus AN npaBunbHOWM 3KcnnyaTtauum ceapoyHoro annapata FUBAG. CoxpaHsiite
OaHHYI0 MHCTPYKUMIO M obpaljantecb K HeW npu BO3HUKHOBEHMM BOMPOCOB Mo 6esonacHoun
3KCnnyartaumm, 06Cny>XMBaHuIo, XpaHEHMIo U TPaHCNOPTUPOBKe cBapoyHoro annaparta FUBAG.

1. NMpaBuna 6e3onacHocTH

- Bcerga cobniogarite npaBuna 6esonacHocTy. Hocute 3almMTHy0 oaexay v cneunanbHble
cpencTsa 3alunThl, YTOObl n3bexaTb NOBPEXAEHUS IMa3 N KOXHbIX NOKPOBOB.

- Bcerna HapeBanTe 3allmMTHYI0 Macky BO BpeMsi paboTbl CBAPOYHLIM annapaTom Wnu
MCMNONb3YNTE OYKU C 3aLLMTHLIM 3aTEMHEHHBIM CTEKITOM.

- Ctapaiitecb, 4TOObI UCKpbI 1 OpbI3rM He nonanu Ha Tero.

- N3beraiTe KOHTaKTOB C OTKPbLITEIMY TOKOBEAYLLUMMUN Kabensamu CBapo4yHOro annapara, He
npukacanTech K 3NEKTPOAOAEPXKATENO/TOPENKe U CBapuBaeMon NMOBEPXHOCTH.

- He pabotante noa Bogow Unm B MeCTe C NOBbILLIEHHON BNAXXHOCTbHO.

- ObIM 1 ras, KoTopble NONagakT B BO3AYX Npy CBapke, onacHbl ANns 300poBbs. Mepen
Hayanom paboT ybeanTech, YTO BbITSXKKA M BEHTUNALMS UCNPaBHO paboTatoT.

- Ybegutechb, 4YTO n3nyyeHve gyru He nonageT Ha Apyrux nogen, Haxoaawmxca noénusocTum
OT MecTa CBapKu.

- MomHuTe, YTO NpY CBapke TemnepaTypa obpabaTeiBaemMol NOBEPXHOCTU MOBLILLAETCS,
NnoaToMy cTapanTech He npukacaTbcs K o6pabaTbiBaeMbIM AeTansm Bo n3bexaHne OXOros.

- He npukacavitecb K MECTY NOOKMIOYEHUSA MUTAHUS UNK K APYTMM YacTsIM CBapO4HOro
annapara, KoTopble HaxogaTcs nog Tokom. OTKMYanTe NMTaHMe cpasy Nocne OKOHYaHus
paboTbl MK nepeq TeM, Kak OCTaBUTb MECTO paboThl.

- Hukorga He pabotaiiTe Tam, rae CyLecTByeT ONAacHOCTb NOMy4YEeHUS SMNeKTPOLLIOKA.

- Hukorga He npounsBoanTe CBapKy €MKOCTEN, B KOTOPbIX MOTYT COAEpXKaTbCs
NerkoBocnamMeHsoLWmnecs Unm B3pbIBooNacHble Matepuarnbl.

- Mpw BbICOTHLIX paboTax Bo n3bexaHne HecHacTHOro crny4vas cobnoganTe npaBuna TEXHUKA
6e3onacHocTV paboThl Ha BbICOTE.

- Cnegute 3a TeMm, 4ToObl Ha paboyeln nnowanke He Obi10 NMOCTOPOHHNUX NIOAEN.

- CBapoyHble annaparbl U3My4aloT NEKTPOMarHUTHbIE BOMHbI U CO34al0T NOMeXxu Ans
pagmnoyacToT, MO3TOMY crieguTe 3a TeM, YTOObI B HEMOCPEeACTBEHHOW BNM30CTh OT
annaparta He 6bIno noaewn, KOTopbie UCMOMb3YHT CTUMYISATOP CepaLla unu apyrme
NPVHAANEXHOCTU, ANt KOTOPbIX 3MEKTPOMarHUTHbIE BOSHbI M paanodacToThl co3garoT
NOMEXMU.

BHUMAHMUE. CBapoyHbIi annapaT Haxo4uTCsi oA HanpshkeHneM, Mo3ToMy npexae, Yem
NPUCTYNWTb K €ro 06CNYyXXMBaHWIO, crieayet 06eCcTounTb ero Bo n3bexxaHue 31eKTpoLLOoKa.
Mepen npoBeneHnem noodbIX paboT Bcerga He0OXOAMMO OTKIYAaTh MCTOYHUK NUTaHUS. K
paboTam co CBapOYHbIM annapaToM AOMNYCKaTCS TOSNbKO CNeLManucTbl.



|/|HCprKL|,I/1$| no aKkcnnyaraunn /”ba!

www.fubag.ru

- MNpoBepbTe NogkntoYeHe BXOAHbIX U BbIXOAHbIX Kabenen, 3a3eMrneHve v T.4.

- TexHnyeckoe 06CnyXnBaHMe AOIMKHbI BbIMOMHATL TOMbKO KBanMdULMPOBaHHbIE
crneumanucTbl.

- Ecnu Baww cBapoyHbIvi annapat Obin TONbKO YTO YCTAHOBMEH Mnu k paboTte npuctynaet
HOBBIV oneparop, credyet NPoOBEPUTL COMPOTUBMEHME M30MALMM Mexay 0bMoTKaMu 1
KOXYXOM.

- Koraa cBapo4HbIf annapat ucrnonb3yeTcs npu pabotax BHe NOMELLEHWUIA, ero crneayeT

6epeyb OT AOXAA M NPEeAOXPaHAT OT ANMUTENbHOMO BO3AEWCTBUS COMHEYHbIX yYen.

Temnepatypa okpyatoLLen cpegbl Mpy aKcnnyatauum annaparta gosmkHa 6eiTe ot -10°C go

+40°C.

- Bpems ot BpemeHu crniegyeT npoBepsATb COCTOSIHNE CBapoyHOro kabens. Ecnv annapar
MCMonb3yeTcs PerynspHo, ero criegyeT NpoBepsATb He MEHEE OAHOTO pa3a B Mecsl,.
CocTosiHMe cBapoyHOro kabens Takke cneayet NPOBEPSAThb, €CNW CBapOYHbIN annapat
MCMoMb3yeTcs Kak NepeHOCHOMN.

- Ecnu cBapoyHbI annapaT BpeMeHHO He MCNOonNb3yeTcs U He UCMOoMb3yeTcs
NPOAOIKUTENBHOE BPEMS, Er0 CredyeT XpPaHWUTb B CyXOM, XOPOLLO MPOBETP1BaEMOM
romeLleHnm, He JonycKas NonagaHus Ha Hero Bnarv, KOPPO3MOHHO-OMACHbIX UMK
TOKCUYHbIX rasos.

- PerynapHo cnegyet ounwats CBapOYHbIN annapar oT nbinu. MNMposepbTe, He ocnabneHb nu
AeTanu KpenneHus annapara, 3NeKTPOMarHUTHY0 CUCTEMY, PYyYKM HACTPOWKKN TOKa U T.4.

- Hannune B Bo3gyxe nbinu, a Takke eakuX 1 KOPPO3MOHHBIX BELLECTB HE AOMKHO
npeB.bILaTh 4ONYCTUMbIX HOPM.

- CBapoyHbIi annapat JorKkeH ObiTb YCTaHOBINEH B TaKOM MecTe, rae Ha Hero He byaet
nonagate AOXAb U COMHEYHbIE fTy4M.

- Heobxoammo obecneuntb JOCTYN BO3AyXa K CBapO4YHOMY annapary, AN 3TOro BOKPYr Hero
AOIMKHO GbITb CBOBOAHOE MPOCTPaHCTBO He MeHee 50 cm.

- Y6egumTecs, 4TO Ha MecTe paboTbl CBAPOYHOIO annapara HeT MeTannMyecknx unm
WHOPOAHbIX NPegMeToB BO n3bexaHve nx nonagaHus B annapar.

- Ecnu annapart He akcnnyatupyeTcs, anekTpoa cnegyeT BbIHUMaTh M3 Aepxarens.

- He yctaHaenuBainTe cBapoyHbI annapaT Ha BUOpMPYIOLLYIO MOBEPXHOCTb.

- Y6eauTech, 4TO B MECTE YCTAaHOBKM CBapOYHOro annaparta OTCYTCTBYIOT MOCTOPOHHNE
rnomexu.

MNepen Hayanom pa6oTbl crneayeT TWaTeNbHO NPOBEPUTD:
- 4yT06bl HE BbINO KOPOTKOrO 3amblKaHUa Mexay KabensMm cBapoyHOro annapara;
- NPOYHOCTb COEAMHEHNS pasbeMoB 1 kabenen.
KBanuduumpoBaHHbIN NepcoHan AOMKeH perynsapHo NPOBOAUTL NPOBEPKY CBAPOYHOro annapara
B TOM Cny4ae, eCrnv OH UCMONb3yeTCH NOCrne ANUTENbHOMO XpaHeHWS UN PEMOHTA. OTU NPOBEPKM
BKITHOYAIOT CriegytoLLme npoueaypbl:
- NpoBepKy ceapo4yHoro kabens. Kabenb gomkeH 6biTe 3aMeHeH npexae, Yem byaet
MOSHOCTbIO M3HOLWEH. BxoaHol kabenb fgomkeH 6biTe 3aMeHEH B crlyyae NoBpeXaeHus:;
- MPOBEPKY MOLLHOCTU UCTOYHMKA NUTaHus. J1lo60o NCTOYHUK MUTaHWSA, NCMOMb3YOLLMINCS
AN CBapo4HOro annaparta, AOHKeH OblTb OCHALLEH 3alWWUTHLIMM CUCTEMaMMU.

Ecnu Bbl cTONKHYNUCb C npobriemamu, C KOTOpbIMW HE MOXeTe CrnpaBuTbCs, obpaliantecb B
CepBU1CHBIN LIEHTP.
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HomuHaneHoe CBapouHeIi ToK OvameTtp
Mopenb CBapoyHbIN TOK, A npu MNB % no EN 609741 (T=40C), Bec, kr
HanpsbkeHue, B %A 3MeKTPoAoB, MM
IN 176 220 10-160 19/160 (MMA); 24/160 (TIG) 1,6-4,0 4.6
IN 206 LVP 220 10-200 20/200 (MMA); 20/200 (TIG) 1,6-5,0 55

Mpou3soamnTens MMEET NPaBo BHOCUTL U3MEHEHUS KaK B COAEPKaHWe AaHHON UHCTPYKLUMU, TaK U B KOHCTPYKLIMIO
cBapoyHoro annaparta 6e3 npeBapuTENbLHOrO yBeLOMEHUS NONb3oBaTeNnein.

3.0nucaHue

[aHHbI cBapOYHbIN annapaTt ABnseTcs OAHOda3HbIM WHBEPTOPOM, NpegHa3HavYeHHbIM Ans
py4YHOW OYroBoOW 1 aproHOAYroBOW CBApKW HENMNaBsLWMMCS 3neKkTpoaom (¢ nogxurom Lift Arc) Ha
NoCTOsSIHHOM Toke. [Mo3BoNsiET NPOM3BOAWTL CBApKYy PYTUMOBLIMU, OCHOBHbIMW 3MEKTPOAaMMU,
anekTpodaMu AN HepxaBerwwmx ctanen u uyyryHa. [pu aroHogyrosou ceapke (TIG), ato
No3BONSIET CBAPMBATb BCE METasSbl KPOME antoMUHNS U Mo CM1aBoB.
Annapat aganTypoBaH K POCCUACKUM YCIOBUSIM 3KCMNIyaTaummn, UMeeT 3allnTy U npeaHasHayveH
Ans paboTbl 0T ceTeBOro HanpsikeHus: 180-265 B ansa IN 176, 130-265 B ans IN 206 LVP.

O—
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1

2
3
4
5.
6
7
8

. Qucnnen

. Mnankatop MMA pexuma

. MHpukatop pexuma TIG

. KHonka ymeHbLUIeHNss CBapOYHOro Toka
KHomnka yBenuyeHus cBapoYHOro Toka
. CenekTop pexxumoB CBapKu

. Mhamkatop TepmosalumTel

. KHonka BkntoveHums
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4. PacwuncpoBKa nUKTOrpamm n npeaynpeamnTernbHbIX 3HAKOB

cumBon PACLLUN®POBKA
A Awmnep
VvV BonbT
Hz Tepu
= Pyutas ayrosasi ceapka MMA
_ﬁj' ApronHoayroeas TIG csapka
@ MpurogeH Ans paboT B CPeae C NOBbILLEHHBIM PUCKOM 3MEKTPOLLIOKA
1P21 CTeneHb 3alunThl
T TTTT CBapka NoCTOSIHHbIM TOKOM
XapaKTepucTUKV dNeKTPonUTaHust
U, HanpsikeHne anektpoceTn
[Mmax MakcumarnbHbIi ceTeBon ToK
11eff MakcumarnbHbIi 3hdeKTUBHbIN CETEBOI TOK
EN60974-1 CoOTBeTCTBME €BPONeVickM cTaHaapTam

CTpyKTypa cBapo4HOro annapara

X: 45%; 60%; 100%

MpoaonmkUTENbHOCTL BKIOYEHUS

I,: 160A; 140A; 110A

Tok, COOTBETCTBYIOLLNI CBAPOYHOMY LMKy

U,: 26,4V; 25,6V; 24,4V

HanpsbkeHue, cooTBeTCTBYIOLLEE CBAPOYHOMY LIMKITY

C€

CooTBeTCTBME EBPOMNENCKMM HopMaMm

@&

COOTBETCTBME POCCUIACKM CTaHAapTam

A
&)

®

HeobxoamMmo npuMeHeHve 3allMTHON OAeXAbl, NepyaTok N OYKOB

b

OnacHocTb noxapa unu B3pbia

BHuMaTenbHO YnTanTe MHCTPYKLMIO MO SKChnyaTaumm

fubag

5. MoaknoyeHUe NnuTaHnA

- CBapouHbIvi annapart IN 176 Heobxogmmo noakntoyats K posetke 16A cetn 220B (50
y) c 3azemneHvem.

- CeapouHbiin annapat IN 206 LVP cHabeH BCTPOEHHbIM B1TOKOM KOppeKLMK
motHocTh (PFC), perynupytowimm adheKTUBHOCTb UCNONMb30BaHWS TOKa Ha
BbIxoge. bnarogaps atomy 6roky annapat MOXHO nogkntoyaTth OT Burku 16A-220B
Aaxe B YCIOBUSAX MHTEHCUBHOW aKcnnyaTtauuv. [ing annapaTtoB TOW e MOLLHOCTH
6e3 6noka koppekuun MoLHoCTK TpebyeTcs Bunka 32A-220B. Annapat ngeaneH
ANst UCNONb30BaHUSA Ha CTPOWKaXx C YANIMHEHHbIM LUHYPOM, rAe YacTbl cnagbl
HanpsHKeHUs.

-11 -
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- MNoacoeguHuTe 3a)XXnm Macchl K anekTpogodepXarternb K cBapo4yHOMY annapaTty B 3aBUCUMMOCTHU
OT NONAPHOCTH, COOTBeTCTByIOLLI,eﬁ ncnonb3dyemMomy Tuny anekTpona.
- BkntoyeHne cBapo4yHOro annaparta NpPou3BOAMUTCA HaXXaTUeM KHOMKW BKIHOYEHWS.

6. CBapoyHbie paboTbl

Pexum MMA

- Bbibepute MMA nosuuuio 2 cenektopom 6
- Cobniogarite obLenpuHATLIE MPaBMa CBapKU
- PerynupoBka Toka (nokasbiBaeTcsa Ha aucnnee 1) npom3eoguTcs kHonkamu 4 n 5
- OcTaBbTe annapat BKNIOYEHHbIM NOCNe CBapK/ Ha 2 MUHYTbI, YUTOObl OH AOCTaTOYHO
oxnaaumrncs
- Ecnu 3aropencs xenTbii ntHaukaTop 7 3HauuT cpaboTtana TepMo3aluuTa. Bpems
oXNnaXkaAeHWsi CBapO4HOro annapara CoCTaBnseT oT 2 40 5 MUHYT B 3aBUCUMOCTU OT
TemnepaTypbl OKpy>KaloLLen cpeapl.
- [JaHHbIN cBapOYHbIV annapat cHabxeH 3 OyHKLUMAMUN, CBOMCTBEHHBIMWU MHBEPTOPAM:
» Hot start (ropsiunii ctapTt) obecneunBaeTt nopeBbiLLEHME (MMMYIbC) CBAPOYHOIO TOKa B
HayanbHbIA MOMEHT AN YNy4LleHWUs Noaxura ayru.
> Arc force BbIaET ceputo UMMYyNbCOB B MOMEHT MOPY>XEHMWS 3NeKTpoaa B CBAPO4HYHO
BaHHY, BO n36exaHnn npununaHms anektpoaa. ®yHkuns perynupyemas.
> Anti-sticking no3sonset nerko otopeaTb 3NEKTPOA, HE Bbi3biBas €ro NpokanmsaHus B
crnyyae 3anvnaHus.

Perynupogka Hot Start

[aHHbI CBapOYHbIN annapaTt MMeEeT BO3MOXHOCTb perynupoBku gyHkumm Hot Start ot 0 go 60%
anaIN 176 not 0 4o 90% onsi IN 206 LVP.

Ons perynuposku Hot Start Heobxoammo caenatb
cnegytoulee:

1. HaxaTb Ha KHOMKy 6 B Te4yeHun 3 cek.

2. MNocne TpoekpaTHOrO MOpPraHUs Ha Aucniee CUMBONa
“HS” (Hot Start) nosBnsieTcst YncneHHoe 3HavYeHne
dyHkumm Hot Start B npoueHTax.

3. PerynupoBka Heobxogumoro npoueHTa dyHkumm Hot Start
(nokasbiBaeTcst Ha gucnnee 1) NPon3BoAUTCSA KHOMKamu 4
nbs.

4. CoxpaHuTe 3Ha4eHue, ycTaHOBNeHHON dyHKuun Hot
Start, HaxxaB Ha KHOMKy 6.
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Pexxum aproHogyrosoun TIG cBapku ¢ dpyHkumen Lift Arc

Ceapka TIG DC (npv noCTOstHHOM TOKe) TpeOyeT MCMOoNb30BaHNS MHEPTHOIO 3aLLMTHOrO rasa
(Apron).
[ns ceapku B pexume TIG:
- NMopcoeanHuTe kabenb Macchl K NONOXUTENBHOW KNneMMe (+) cBAapOYHOro annapara u K
CBapuBaEMOL NMOBEPXHOCTM.
- NMopcoeanHuTte TIG ropenky ¢ BEHTUNEM K OTpULLATENbHOM KNeMME (-) CBapo4YHOro
annaparta.
- NoacoeanHuTe ra3oBbIN LWUNAHT OT FOPESKM K ra3oBoMy OanmoHy, Yepes peayKTop, u
oTperynvpynTte nogady rasa.
- Beibepute pexum TIG cenektopom 6.
- OTperynupynte cBapo4HbIN TOK (NOka3biBaeTcsa Ha gucnnee 1) npy nomoLm KHoNnok 4 n 5.
- Ins nogxwura Ayrm KOCHUTECh AeTanu aneKkTPoAOoM, a 3aTeM NOAHUMUTE ANeKTpod Ha 2-5 MM
OT CBapuBaeMou aetanu
- [Insi OkOHYaHWe CBapKM HY>XHO GbICTPLIM ABWMXKEHMEM MOAHATL rOpernky. 3aTemM 3akpbiTbh
BEHTUIMb ropernku 4Tobbl NpekpaTUTb JOCTYN ra3a nocre oxnaxaeHns anekTpoaa.

ABTOMaTH4ecKoe 3aTyxaHue Ayrv ¢ perynupyemon anutenbHocTbio (ans IN 206
LVP)

Akmueayusi [aHHoe [ecTBMe COOTBETCTBYET BPEMEHU Heobxoaumomy
P ANA MOCTENEHHOro CHWXXEHUS CBapOYHOro ToKa mnpwu
() OKOHYaHUM CBapKWM [Ons 3aTyxaHus ayrn. 3T1a YHKUMS

PRESS 3" nosBsornseT n3bexars 06pasoBaHNs TPELUMH 1 KpaTepoB npu

~ OKOHYaHUM CBAPKM.

T =)
b Mo ymonyaHwmio ata yHKUMA HeakTnsHa (= 0 cek).
- v v .
e —— [nsa akTuBauum npogenanTe crneaytoLlee:
uull  oo” - Haxxmute Ha kHonky 6 B TedeHuu 3 cek
O @ apust - 3amuraet Hagnuck "dS" (Downslope) 1 noasuTcs yncno.
i - OTperynupywTe xenaemoe BpeMs 3atyxaHusi ot 0 go 10
\;"‘1] cek (MHaukaTtop 1) C MOMOLLBbHO KHOMOK 4 1 5.
PRESS (OK)
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7. TexHu4eckoe obcnyxuBaHue

- ObcnyxvBaHWe annapata MOXeT NPOM3BOAUTLCS TOMBKO KBanNM@ULMPOBaHHbLIM NEPCOHAMNOM.
- Bcerpa oTkntovariTe annapat u 4OXMAANTECH OCTAHOBKW BEHTUNATOpa. BHyTpy annapaTta
CYLLECTBYIOT BbICOKME HaNPSKEHWUS N TOKW, ONacHbIe ANS KU3HW.

- PerynsipHo npogyBaiTe annapar ckaTblM BO3AYXOM Yepe3 BEHTUISILMOHHbIE OTBEPCTUS.

8. HeucnpaBHOCTU M UX ycTpaHeHUe

HEUCNPABHOCTb NMPUYUHA YCTPAHEHUE
AnnapaT He noaaeT MopoxanTe oxnaxaeHus B
CBapOYHbIN TOK, NpY 3TOM TeyeHue nNpubnmManTenbHoO 2

CpaboTana Tennosas 3awmTa

ropuT Xenrtas ramna MUWHYT, A0 BbIKITIOYEHNUS
MHAMKaTopa TepmosalmTbl 7 namnbl MHgukaTopa 7
KaGenb macchl unm

Ovcnnen annapata cBeTuTCS, anekTpogoaepxaTesnb He MpoBepbTe noakntoyeHne

HO annapar He nogaeT ToK COEAMHEHbI UMW NII0XO0 CBapoO4HbIX kKabenen
COeAMHEHbI C annapaTom

Mpu cTapte aucnnen Hanps»keHne nutaHus

noka3blBaeT Be HaxoAuTCH BHe npeaenos MpoBepLTe HanpsKeHne

ropu3oHTanbHblEe NHUN B ananasoHa 180-265 B ansa

TeyeHne 1-0n cekyHAabl U IN176 ; 130-265B SneKTpoceTH

3atem racHet ans IN 206 LVP .

9. XpaHeHue 1 TpaHCNOpPTUPOBKa

Bo BpeMsi TpaHCMOPTMPOBKM WM XPaHEHUs CBapOYHOrO annapara cTapaiTecb Oepeyb ero ofT
nonafjaHua Bnarn. PekomeHaoyeTcs XpaHUTb CBapoOYHbIA annapar B CYXOM, XOPOLLO
NpOBETPMBAEMOM MOMELLEHUN U He NoaBepraTb €ro BO3OEWCTBUIO MOBLILIEHHOW BRAXHOCTH,
KOPPO3NOHHO-OMACHBIX ra30B U Mbirn. Mocne BCKpbITUS YNAKoBKM PEKOMEHAYETCS CHOBa YrNaKoBaThb
CBapOYHbIN annapart, ecnv npeanonaraeTcs NepeBo3nTb €ro K MECTY paboTbl UMK HA XpaHEHNE.

10. MTapaHTUMHbIE 06sI3aTeNnbLCTBA

[apaHTUIHBLIN CPOK Ha 06opyAOBaHME YKa3blBaeTCs B NpuiaraeMoM CEPBUCHOM TanoHe.

[apaHTna oTHocKTCA K AedeKTam B MaTepuanax v yanax v He pacnpoCTPaHSAETCS Ha KOMMOHEHTI,
noaBeP>KeHHbIE eCTECTBEHHOMY U3HOCY M paboThbl MO TEXHUYECKOMY 06CMYXUBAHUIO.

[apaHTVMHOMY PEMOHTY nognexar TONbKO OYMLLEHHbIE OT MbIK U IPSA3K annapaTtbl B 3aBOACKON
ynakoBKe, MOMHOCTbI0 YKOMMNIEKTOBAHHbIE, UMEIOLLE NHCTPYKLIMIO MO 3KCNIlyaTaummn, rapaHTUAHbIA
TanoH C ykasaHuem AaTbl MPOAAXW, MPU HanNMyMKM LWITaMna marasuHa, 3aBOACKOro Homepa Wt
OpUWrMHanoB TOBapHOIO M KaCCOBOIO YEKOB, BblAAHHbIX MPOAABLIOM.

B TeyeHve rapaHTuMHOrO cpoka CepBUCHBIN LEHTP YCTpPaHAET 3a CBOW CHET BbISBIEHHbIE
Npon3BOACTBEHHbIE AedekTbl. [Mpon3BoanTenb CHUMaET CBOWM rapaHTUHble obs3atenscteBa U
HOPUONYECKYIO OTBETCTBEHHOCTB NMPY HecobnogeHnn notTpebrTenemM MHCTPYKLUMIA MO SKCnnyaTaumm,
CaMOCTOATENbLHOW pa3bopku, PEMOHTA 1 TEXHUYECKOro 06CnyXmMBaHMA annapara, a Takke He HeceT
HMKaKoW OTBETCTBEHHOCTY 3a MPUYNHEHHbIE TPaBMbl M HAHECEHHBIV yLLepb.
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