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BE3MNEKA EKCNITYATALII ATAPATY

* He nepemukaiite dyHKLiOHanNbHI pexxMumMu nig Yac poboTy MaLluHW.
MepemMukaHHSA YHKUIOHANbHUX PEeXMMIB Nig Yac 3BaplOBaHHSA MOXe
MowwKogMTN  MalunHy. [lOWKOMKEHHS, 3aBoaHe TakMM  YMHOM, He
NOKPMBAETBLCA rapaHTielo.

* Bigkntovite kabenb enekTpogoTpMMada Big MalWHW nepeq
YBIMKHEHHSIM MaLUWHW, OO YHUKHYTK OYIn, SIKWO enekTpos 6yae B KOHTaKTi
3 po60YOI0 YACTUHOLO.

» Onepatopu NOBUHHI ByTN HaB4YeHbIMK Ta/abo kBanigikoBaHUMMU.
:,3} . EnektpuuHun ypap: BiH moxe BOuTU. [JOTuK RO KNBUX

7 eNEeKTPUYHUX YaCTUH MOXEe CMPUYMHUTUA CMepTenbHI yaapu
abo ceprosHi oniku.
EnekTtpog i pobounii KOHTYP € ENEKTPUYHO KUBUMMU, KON BUXia
YBIMKHEHO. BXigHWN eneKkTPpUYHWUN KOHTYP i BHYTPILIHI KOHTYpPU MaLUWHU
TaKOX € XMBUMW, KON XMBMEHHS YBIMKHEHO.
Y MIG/MAG 3BaptoBaHHi ApiT, NPUBIOHI PONUKK, KOPMYC Nogadi ApoTy Ta BCi
MeTarnesi YaCTWHK, WO TOPKaKTbCA 3BaploBanbHOrO APOTY, € €NEeKTPUYHO
XUBUMMW.

HenpaBunbHO BCTaHoBneHe abo  HenpaBWibHO  3a3eMrieHe
obnagHaHHA € Hebe3neYyHnMm.

* [igknoMiTb NEPBUHHMIA BXigHMI Kabenb BignoBigHO 4O CTaHAApPTIB i
HOPM.

* YHukante Oyab-AKOro KOHTaKTy 3 JKMBUMMW ENEKTPUYHHUMMU
YacTMHamu 3BaproBanbHOro abo
pi3anbHOro Korna, enekTpogamMu Ta nposogamu ronnuMmn pykamu. « Onepartop
MOBMHEH HOCUTW CyXi 3BapioBarbHi pyKaBUYKW M Yac BWKOHaHHA
3BaptoBarbHUX/pi3anbHUX pobiT.

 Onepatop noOBWHEH TpumaTuM pfeTanb, WO o0bpobnsaeTbes,
i3onboBaHolo Bif cebe.

* Tpumante kabeni cyxumu, 6e3 onii Ta Xupy, i 3axuLLEeHMK Big
rapsyoro Metany Ta ickp.

* YacTto nepesBipsnTe BXigHWN CuUnoBui kabenb Ha 3HOC, HeramHo
3aMiHiTb kabenb, SKLLO BiH MOLIKOAXXEHWI, OrorieHe NPOBOAIHHA Hebe3nevHe
i MOXKe BOUTW.

* He BMKOpPUCTOBYITE MOLLKOAXKEHi, HEAOCTATHLO BENMWKi abo noraHo
3'eaHaHi kabeni.
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* He nepekngaiite kabeni yepes cBOE Tino.
* PekomeHgyemo Bukopuctoysatu (RCD) 3axmcHuin BUMUKaY 3 LM
obnagHaHHAM A BUSIBNEHHS Oyab-siKOro BUTOKY CTPYMY Ha 3eMIio.

Q Oumu Ta rasm HeGe3neyHi.
Ovm i ra3, WO yTBOPIOKTLCA Mia Yac 3BaptoBaHHA abo
= | “ pi3aHHs, MOXYTb OyTV LIKIANMBMMK ANS 300POB'S NIOAEN.
— 3BaploBaHHs BUpobNsSe AuMM Ta rasu. [JuxaHHa umMmn auMamu

Ta razamm moxe OyTu Hebe3neyHum OnNsA BawoOro 3gopos's. He guxanTe
OUMOM i rasamu, WO YTBOPKWTBCA Mig 4ac 3BaploBaHHA abo pisaHHs,
TpumManTe ronosy nogani Big gumy.

* Tpumarite pobouy 30HYy [OOpe MpPOBITPHOBAHOK, BUMKOPUCTOBYMTE
BUTSKKY ab0 BEHTUNALIO ANa BUOANEHHs AUMIB i rasis, O YTBOPHOKTLCA
nig Yac 3BaploBaHHS/pi3aHHs.

* Y 3aMKHEHUX abo 3 BaXKMMW OMMOBUMM YMOBaMW 3aBXAWN HOCITb
3aTBEPOKEHMI pecnipaTop 3 Nogavero noBiTps.

e [lumn Ta rasu, WO YTBOPKKTLCA Mig 4ac 3BaproBaHHs/pi3aHHs,
MOXYTb BUTICHATU NOBITPS i 3HWKYBATU PiBEHb KUCHIO, LLIO MOXeE NPU3BECTU
0o TpaBM abo cmeprTi. [NepekoHanTecs, Wo anxanbHe noBiTpst 6e3neyHe.

* He 3Baptonte/pixkrte B Micuax nobnuay onepauin 3 gerpertawieto,
OYNLLEHHAM abo po3nuneHHsaM. Tenno i NPoOMeHi AyrM MOXyTb pearysartu 3
napammu, yTBOPHOKUYM BUCOKO TOKCUYHI Ta ApaTiBnuMBI rasu.

» Marepianu, Taki sk oUMHKOBaHa, CBUMHLEBa abo KagmieBa crarb,
MICTATb €enemMeHTn, SKi MOXYTb BUAINATU TOKCWYHI AuMKM nig 4yac
3BaptoBaHHS/pi3aHHs.

He 3Baptonte/pikTe Ui MaTepianu, SKWO 30Ha He Oyxe pobpe
NPOBITPIOETLCS, ab0 He HOCITb pecnipaTop 3 nogadeto NoBiTpS.

MpomeHi ayru: WKioNMBi ANA o4en i WKipyu niogen. Apkosi
j,’ NMPOMEHi Big npouecy 3BaploBaHHA/pi3aHHSA BUPOGNATb

R iHTEHCMBHE BMAMME Ta HEBUAUME

yneTpagioneTose Ta iHdpavyepBOHE BUMPOMIHIOBAHHS, SKi

MOXYTb 0BNannTK OYi Ta LUKIpY.

3aBXau HOCiITb 3BapoBaribHy MacKy 3 MpaBUSIbHUM BigTiIHKOM
iNbTpyBanNbLHOro Ckna Ta BIAMOBIOHWMA 3aXUCHUW OOAN  BKOYAUU
3BaploBarnbHi pyKaBUYKKW, Mig Yac BUKOHAHHS 3BaploBanbHUX/pisanbHUX
pobiT.
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* HeobxigHO BXWUTW 3axoniB Ans 3axucTy nogen y abo nobnusy
po6o40i 30HWU. BMKOpUCTOBYITE 3aXUCHi ekpaHn abo Gap'epy Ansa 3axucTy
iHWKX Big cnanaxis, BigGNMckiB Ta ickp; nonepeabTe iHWKWX He AUBUTUCA Ha

ayry.

MoxexHa HeGe3neka.

3BaploBaHHsA/pi3aHHA Ha 3aKpPUTMX KOHTEMHepax, TakuxX SiK
Gaku, 6o4km abo

TpyOu, MOXe NPU3BECTU [0 iX BUOYXY.

JleTioui ickpu Big 3BaproBanbHOI/pidanbHOI Ayrv, rapsdvx getanen Ta
rapsiyoro obnagHaHHS MOXYTb CPUYMHUTK NOXexi Ta oniku. Bunagkosuii
KOHTaKT enekTpoaa 3 MeTaneBumMu NpegMeTaMmm CrpubnHUTA iCKpU, BUOYX,
neperpie abo noxexy. lNepesipTe i nepekoHanTecs, WO 30Ha 6Ge3neyHa
nepen BMKOHAHHAM Oy[b-sIKOro 3BaproBaHHS/pi3aHHs.

* Ickpn Ta po3bpu3KyBaHHS Mig Yac 3BaplOBaHHS/Pi3aHHA MOXYTb
CMPUYUHNUTL MNOXEXY, TOMYy Buaanite Oyab-aki roprtodi marepiann Ha
[OCTaTHIO BiACTaHb Big pobo4yoi 30HWM. HakpunTe roptodi martepianu Ta
KOHTEMHEPW 3aTBEPIPKEHUMM MOKPUTTSAMU, SKLLIO iX HE MOXHA MEPEMICTUTU
3 30HU 3BapHOBaHHSA/Pi3aHHS.

* He 3Baptonte/piXTe Ha 3aKpUTUX KOHTENHEpPAX, Taknx sik 6akn, 6o4ku
abo Tpybu, SIKLLO BOHU He Bynu HanexH1MM YMHOM MigroToBMEHI BiANOBIAHO
0o BuMor ©Geaneku, Wob6 3abe3neunTn NOBHE BUOANEHHSA roprounx abo
TOKCUYHUX MapiB Ta PEYOBWH, OCKIMbKM Lie MOXEe Mpu3BecTn OO BMOyXy,
HaBiTb SKWO €EMHICTb Oyna «ounweHa». BeHTUrMoNTe MOPOXHUCTI NUTI
BNPOOM abo KOHTENHEPU Nepen HarpiBaHHSM, pidaHHAM abo 3BaptoBaHHSAM.
BoHM MOXYTb BUBYXHYTW.

* He 3BaptonTte/pikte B Micudx, ge armocdepa MoXe MIiCTUTU
nerkosanMucTi nun, ra3 abo pigki napu (Hanpuknag, 6eH3uH)

* ManTe nig pykot BOrHeracHwK i 3HanTe, Ik HAM KOpUCTyBaTuUCS.
Byabre yBaxHi, WO iCKpu Ta rapsdi martepianu Big 3BapoBaHHs/pi3aHHs
MOXYTb NEerko npoxoguTn Yepes MarneHbki TPIWWHU Ta OTBOPWU B CYCIOHI
30HW.

Byobre o6epexHi, WO 3BaploBaHHA/pi3aHHA Ha cTeni, nignosi,
neperopoAi abo CTiHi MOXe BUKIMKATK NMOXEXY Ha MPUXOBAHIN CTOPOHI.
Fa3oBi 6anoHu. a3oBi 6anoHn nig TMCKOM MICTATb ras. AKLWo
©anoH NOLWKOAXEHUI, BiH MOXe BUOYXHYTW.
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Ockinbku rasosi 6anoHu 3a3Bu4yar € YaCTUHOK NpoLiecy 3BaptoBaHHS/
pi3aHHs1, OyabTe BNEBHEHI, WO 3 HAMM Cig NOBOAUTUCS 06EpPEXHO.
BANNOHWU MOXyTb BUBYXHYTU, SKLLO NOLLUKOMXEHI.

+ 3axuvwante rasosi GanoHW BiA HagMiIpHOro Tenna, MexaHiYHWX
yAapis, (PisVYHMX NOLLKOAXEHD, LUMNaKy, BiQKPUTOro BOMHIO, iCKOp Ta Ayr.

* [epekoHavitecss, wWo 6anoHu yTPUMYIOTbCA HadiiHO Ta
BEpPTMKAnbHO, LWO6 3anobirtn ix nepeknaaHHio abo nagiHHL.

*Hikonn He [o3BonsiTe €neKkTpodoBi 3BaploBaHHs/pizaHHA abo
3eMNSIHOMY 3aTuckady TopKaTucs ra3oBoro 0OanoHa, He nepekvpante
3BaptoBarbHi kabeni yepes 6anoH.

* Hikonu He 3BaptonTe/pi>kTe Ha NpecoBaHOMY ra3oBOMY LMMiHAPI, Le
npussege 4o BMByXy i Moxe BBUTKM Bac. * BigkpvBanTe knanaH uuniHgpa
NOBINbLHO i BiaBepTanTe obnuyy4a Big BUXOQY KnanaHa umniHgpa Ta ra3oBoro
perynsaropa.

Q Hakonu4yeHHs rasy. HakonuyeHHs rasy mMoxe CTBOpPUTU
TOKCUYHE CepeaoBULLE, 3MEHLLUTM BMICT KUCHIO B MOBITPI,
w LLIO Np13Beae Ao cmepTi abo TpaBm.
[f] Barato rasis, o BUKOPUCTOBYIOTHCS B
3BaploBaHHi/pi3aHHi, € HeBMAMMUMM Ta 6e3 3anaxy.

+ 3akpuBaiTe nogavy 3axmMcHOro rasy, Komnm He BUKOPUCTOBYETE.

* 3aBxOu NpOBITPOMTE 3aMKHYTI NpocTopn abo BUMKOPUCTOBYMTE
3aTBEPIXKEHMI pecnipaTop 3 nogavero NnoBsiTpsi.

EnekTpoHHi marHiTHi nona. MATHITHI MNOJIA moxyTb
% BM/IMBATU HA iMNITAHTOBAHI MeguyHi NPUCTPOI.
=M

* Hocii kapgioCcTMMynsaTopiB Ta iHWWX iMMNII@HTOBaHUX
MeOUYHMX NPUCTPOIB MOBUHHI TpMMaTUCA Nogarni.

* Hocii iMAnaHTOBaHWX  MEAWYHWX  MPUCTPOIB  MOBMHHI
MPOKOHCYNbTYBATMUCA 3i CBOIM Nikapem Ta BMPOOHUKOM MPUCTPOID nepeq,
TUM, K HabnkaTucs Ao byab-aKUX eNeKTPUYHKX 3BaptoBaribHUX, PidanbHMX
abo HarpiBanbHWX onepavw,in.

Llym moxe nowkoautu cnyx. LLym Big geskux npouecis
abo obragHaHHSA MOXe MOLLKOAMTH CIyX.

HociTb 3aTBepaKeHi 3acobu 3axmcTy ByX, SKLO PiBEHb
LLIYMY BUCOKUA.
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Mapayi yactuHu. MpegmeTy, WO 3BaPHOIOTLCSA/PiKYTHLCS,
reHepyloTb i YTPUMYIOTb BUCOKY Temnepatypy i MOXyTb
M BUKITMKATN CEPUO3HI OMiku.
He TopkanTecs rapsynx 4acTuH ronumm pykamu. [lante yac Ha
OXONoMKeHHs neper poboTo0 3 3BapOBaNbHUM/PiXKYUYMM NiCTONETOM.

BukopucToByiiTe i30nboBaHi 3BaptoBarbHi pykaBUuKkM Ta opgr, Lwob
06pobnaTU rapsdi YacTuHM | 3anobirTv onikam.

YBATA

1. Po6ou4e cepepoBuLue.

i. CepepoBuile, B slkOMy BCTaHOBIEHO Le 3BaptoBasibHe/piXKyye
obnagHaHHA, NOBUHHO BYTU BiNlbHUM BiA LMiOYBanbHOMO Nuy, KOPO3iMHNX
XimikaTiB, roptoyoro rasy abo

MaTepianis ToLLo, i He BinbLue Hixx 80% BonorocTi.

ii. Mpn BMKOPUCTaHHI MaWWHW Ha BYNUUi 3axWUCTiTb MalWUHYy Big
NPSMOro COHSAYHOrO CBiTMa, OOLLY Ta CHIiry Towo; Temneparypa pobo4oro
cepenoBuLLia NOBUHHA MiaTpumMmyBaTtmcs B mexax Big -10°C go +40°C.

iii. Tpumante ue obnagHaHHA Ha BiacTaHi 30 M Big CTiHW.

iv. MepekoHanTecs, Wo poboye cepenoBumLle OOPE NPOBITPHETLCS.

2. Nopaawm 3 6e3neku.

i. BeHTunsauis

Llen npuctpin mae manuin po3mip, KOMNaKTHY CTPYKTYpY Ta BigMiHHI
MOKa3HWKN BUXOAY CTPYMy. BEHTUNSATOP BUKOPUCTOBYETHCSA ONA BiABEOEHHS
Tenna, o reHepyeTbCes UMM obnagHaHHAM nig yac
3BaptoBanbHUX/pisanbHux  pobit.  Baxnueo:  [MigTpumyinte  xopolly
BEHTUISALUID PEeLiToK Lboro obnagHaHHs. MiHiManbHa BigCTaHb MK LM
obnagHaHHAM Ta Oygb-akMMu iHWKUMKM ob'ekTamm B pobouii 30HI abo
nobnuay Hei noBnHHa ctaHoBuTM 30 cm. Xopolla BEHTUIIALIS € KPUTUYHO
BaXKMMBOIO A4S HOpMarnbHOI poboTu Ta TepMiHy cnyXbu Lpboro obnagHaHHs.

ii. 3axuct Big neperpiBy.

AKWwo MawwmHa BUKOPUCTOBYETBCA HA HaAMIpHOMY piBHi, abo B
yMOBax BMWCOKOI TemrepaTtypu, MOraHO BEHTUNbOBAaHIN 30Hi, abo AKWO
BEHTUMNATOP HE Mpautoe, BKIIHOYMTBCA BUMMKaY Meperpisy, i MawmHa
nepecrtaHe npavtoBaTtu. Y TakoMy BUMNAAKy 3anuiTe MalMHy YBIMKHEHOLO,
wob  BeHTUNATOpP, WO BOyAOBaHWMI, NPOOOBXKYBaB NpauloBatyM Ans
3HWKEHHSA TEMNEepaTypu BCeEpenHi
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obnagHaHHA. MawwnHa Oyne rotoBa [0 BMKOPUCTa@HHA  3HOBY, KOMM
BHYTpILLHS TeMnepaTtypa AocsarHe 6e3ne4YHoro piBHs.

iii. Mepenanpyra

Llogo pianasoHy HanpyrM >KMBMEHHA MawuHW, Oyab nacka,
3BepHiTbcd Ao Tabnuui «OcHoBHi napametpu». Llen npuctpin mae
aBTOMaTM4yHE  KOMMEHCYBaHHs Hanpyru, WO [OO03BOMsE MiaTpUMyBaTu
Jiana3oH Hanpyrm B MeXax 3adaHoro fianasoHy. Y pasi, sKWo Hanpyra
BXiOHOMO JXMBMNEHHSA CTPYMY MEpEBULLYE BCTAHOBMEHE 3HAYEHHS, Lie MOXe
NPU3BECTM OO0 NOLLKOMKEHHS KOMMOHEHTIB LbOoro obnagHaHHs. byab nacka,
nepekoHanTecs, Lo Balle NePBUHHE XUBMEHHS € NPaBUMbHUM.

iv. He TopkanTeca go BuxigHWx TepMiHanis nig 4yac pobotn MaLumHu.
Moxe BUHUKHYTW enekTpUYHWUIA yaap.

YBATA! - MEPEBIPTE HA HASAIBHICTb BUTIKY F'A3Y

Mpn nodvaTKoBIM yCTaHOBLi Ta 4Yepe3 perynsipHi MPOMDKKM 4Yacy
PEKOMEHOYEMO MEPEBIPATN HASIBHICTb BUTOKY rasy.

PekomeHgoBaHa npouegypa € Takoto:

1. MigkntoYiTe perynaTop i ra3oBuUi WaHr Ta 3aTArHiTb yCi 3'éqHaHHS
Ta XOMyTH.

2. MNoBiNbHO BIgKPUATE LMMIHAPOBUA KranaH.

3. BcTtaHoBITb BUTpaTy Ha perynsitopi npubnmnsHo 8-10 n/xs.

4. 3akpuiTe UMNiHgPOBWIA KrnanaH i 3BEPHITb YBary Ha iHQMKaTop rorku
MaHOMeTpa TUCKY Ha Perynsaropi, SKWO rofka 3HWKYETbCA Ha Hyfb Tam €
BUTIK ragdy. IHoai BUTIK rasy Moxe OyTW MOBINbHWUM, i ONst NOro BUSIBIIEHHS
MOXe 3HagobuTuca 3anuMwuT TUCK rasy B perynsatopi Ta niHii Ha
NPOOOBXEHUN nepiog 4Yacy. Y Ui cutyauil pekoMeHOyeTbCHA BiOKpUTK
UUNIHOPOBMIA  KnanaH, BCTaHOBWUTM Butpaty Ha 8-10 n/xB, 3akputu
LUUNiHOPOBUIA KNanaH i nepesiputy nicnsg MiHimym 15 xBunuH.

5. Axkwo € BTpaTta rasy, nepesipTe BCi 3'€gQHaHHA Ta XOMYTU Ha BUTIK,
06pobmBLIM abo pO3NOPOLUIMBLLM MUITbHY Body, Oynbballku 3'9BnATbCH B
MiCLi BUTOKY TOYKMU.

6. 3aTarHiTe xoMyTH abo 3'eaHaHHS, WO YCyHYTU BUTIK raay.

BAXITMBO! Mu HacTinHO pekoMeHAYEMO nepeBipuTN BUTIK rasy
nepea ekcniyaraui€lo Bawoi MawuHU. My peKoMeHAYEMO 3aKpuBaTu
UMNiHOPOBUM KJlanaH, KONv MallMHa He BUKOPUCTOBYETbCS
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OMnuc AMNAPATY

MAGNITEK CTM-250L— ue cyd4acHui iHBEpTOpHWI anapar, SKui
noegHye B cobi ogpasy 4 dyHkuii 3BaptoBaHHs: PULSE MIG, TIG, MMA Ta
PLASMA. 3aBasku cuHeprii anapaT aBTOMaTM4HO HanawToBYye napameTpu
ans 3py4yHoi pobotu. Jlerkuin y BukopucTaHHi 3aBgskun LCD naHeni, sika
3abe3neyye iHTYITMBHO 3po3yMirle ynpaeniHHS Ta KOHTPOSb. laeanbHui
BMOip Ana npodecioHanis Ta amaTopis, Liel anapaTt 4O3BONSE BUKOHYBaTH
LUMPOKMN CMEKTP 3BaploBamnbHUX | MNasmMoBuX poBIiT 3 MakcUMarbHOK
TOYHICTIO.

BaratodyHkuioHanbHicTb: [loeaHye B cobi 4 pexumn poboTtu
(PULSE MIG, TIG, MMA, PLASMA), wWwWo [J03BONsi€e BWMKOHYyBaTW pisHi
3aBAaHHSA OQHUM anapaTom.

CuHepria: AnapaT aBTOMATM4YHO  HanawToOBYyE  ONTUMAIbHi
napameTpu 3BaplOBaHHS, L0 3HA4YHO norerwye poboTy Ta NiaBuLLYE SKICTb
3BapHKX LLBIB.

LCD naHenb: 3pyyHun iHTepdenc 3abesnedyye  LwiBUOKe
HanalTyBaHHS Ta NErkUin KOHTPOMb MPOLIECY.

KomnakTHicTb i MOBinNbHicTb: Jlerka Bara i eproHOMiYHMI gM3anH
[03BOMSOTb BUKOPUCTOBYBATM anapar Yy pisHUX ymoBax.

EcdekTMBHiICTb i TOYHiCTb: 3aBAsikM BUCOKIN MOTYXHOCTI Ta
iHHOBaUiNHMM TexHonoriaMm, anapat 3abe3nedvye cTabinbHe Ta SAKiCcHe
3BaplOBaHHS Ha pPi3HUX MaTepianax.

YHiBepcanbHicTb: MigxoauTtb K ona npodecinHMx MancTpie, Tak i
519 HOBaYKIiB y 3BaproBaribHin cripasi.

EkoHomis: BukopuctaHHa ogHoro anaparta ansi pisHuX Tunie pooiT
3HWKYE BUTPATU Ha KYNiBMO OKPEeMUX iIHCTPYMEHTIB.
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TEXHIYHI XAPAKTEPUCTUKU

MNapameTp

BxigHa Hanpyra (V)

3Ha4yeHHs

230V 50/60Hz

[ianasoH suxigHoro ctpymy (A)

CUT: 20-50 (230V)
MMA: 30-160 (230V)
TIG: 10-200 (230V)
MIG: 40-200 (230V)

PoGoumnn umkn (%)

30

Pexxum nignany gyrm

TIG: BucokoyactoTHUM
CUT: BucokovacTtoTHMIA

ToBLMHa poboYoi NacTuHM (Mm)

0.5-6

HiameTp gpoty (Mm)

0.8/1.0 Hepxasitoua ctans,
Byrnewesa cranb
1.0/1.2 Antominin

ToBLUMHA AKICHOTO pi3y (MM) 12

[paHn4yHa ToBLMHA pidy (MM) 15

Knac isonauii F

CryniHb 3axucty IP21S
Mabaputn (Mm) 230x520x335
Bara (kr) 17.8

-11-
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NIAKNIOYEHHA NMPUCTPOLO

MIG/MAG 3BAPKOBAHHA (cyudinbsHuM apoTtom)

[nsi npaBWnbHOTO HamnawTyBaHHA MOMSPHOCTI 3BaploBaHHSA Npu
BukopuctaHHi MIG/MAG 3BapioBaHHS 3 ra3oBUM 3axXMCTOM CYLiNTbHUM
OPOTOM, OOTPUMYMNTECH HACTYMHUX iIHCTPYKLiN:

MosutnBHa nonsipHictb (MIG/MAG 3BaploBaHHA 3 rasoBUM
3axXMCTOM):

MexaHiam nogadi ApoTy NOBMHEH OyTWU MiAKMOYEH OO MNO3UTUBHOIO
po3’emy (+)

MigkntoviTe 3a3emnoBanbHUIA 3aTUcKad 40 HeraTMBHOIO rHisaa (-).
ManbHuk MIG nigkntodiTe B €Bpo-po3’em KZ-2 Ha nepenHiv naHeni.

Takuii cnocib nigkntoyeHHs 3abe3nevye onTMManbHe 3BaptOBaHHS Npu
poGoTi 3 CyUiNbHUM OPOTOM Ta ra3oBMM 3aXMUCTOM, WO € CTaHAapTHUM
HanawTyBaHHaM pAnsa  binbwocti MIG/MAG npoueciB. Lle pgossonsie
cTabinbHo yTBOPIOBATU Ayry Ta 3abe3nedyBaTy SIKiCHUIA 3BaptoBaribHUIA LLIOB.
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MMAGNIEK

MIG/MAG 3BAPIOBAHHA MopolwkoBumMm apoTom )

[na 3BapioBaHHS 3 BUKOPUCTAHHAM CaMO3axuMcHoro apoty (6es
ra3oBOro 3axuMcTy) HeOOXiOHO 3MIHWMTW MOMSIPHICTE MNIAKMYEHHS, LWo6
3abe3neunTn npaBuUibHUIA NPOLIEC 3BaAptOBaHHSA. [OoTpMMynTECH HACTYMHUX
IHCTPYKL,iN:

HeratnBHa nonsipHicTb (3BaprOBaHHA 3 CaMO3aXMCHUM APOTOM):

- MigkntodiTe 3BaptoBanbHun MIG naneHuk oo rHizga tny EURO.

-MigkntodiTe 3a3emnioBanbHMM 3aTMCKay 40 MO3UTUBHOIO rHizaa (+).

YBATA! Ona pob6otm 3 camoO3axUCHMM APOTOM, 3MiHiTb
MOMNAPHICTL BcepeaAuHi NPUCTPOK Ha MexaHiami nogadvi gpoty. Le
0O3Ha4vae, Lo HeobXxigHO NepeHanawTyBaT BHYTPILLHI 3'€AHAHHA MEXaHi3Mi
nogadi Apoty pana 3abesneyeHHs MpaBWIbHOI MOMSAPHOCTI Mig 4ac
3BaplOBaHHSA 3 CaMO3aXUCHMM APOTOM.

Lli HanawTyBaHHA 0O3BOMNAIOTL 3BAapOBaribHOMY anapary npawioBartu
e(eKTUBHO i CTabinbHO 3 CaMO3axMCHMM APOTOM, L0 3abe3nevye BUCOKY
SIKICTb 3BaptoBaHHSA 6e3 HeobXiAHOCTI BUKOPUCTaHHS 404aTKOBOrO ra3oBoro
3aXUCTY.
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TIG 3BAPIOBAHHA

1. Nigkntovite TIG nanbHUK 4O HEraTMBHOIO rHi3aa (-) Ha anapari.

2. TMigkntoviTe 3a3emnioBarnbHUIA 3aTuckad 4o NO3UTUBHOTO rHisga (+).

3. Ona TIG-3BaptoBaHHsi 3 BUKOPUCTAHHAM BMCOKOYACTOTHOrO nignany
nigknoviTe kabenb nignany O BigNOBIAHOIO rHi34a Ha nepegHin nadHeni
anapara.

4. lNepekoHaWTECh, LLO LUIIAHT ra30BOro 3axucTy (aproHy) npaBuibHO
NigKNioYeHn 0o nanbHWKa Ta gxkepena rady. TIG-3sapioBaHHA noTpebye
HasIBHOCTi IHEPTHOTO rady Ans 3axXuCTy 3BapoBarbHOI AyTu.
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MMAGNIEK

MMA 3BAPIOBAHHA

L_,___f_l
.-7—_'-.2___4/“?:\ R
==l

1. Ona nigkntoyeHHss MMA-3BapoBaHHSA OOTPUMYMTECH HACTYMHUX
IHCTPYKLiN:

2. MigknoviTe enekTpogoTpumMay A0 MNO3UMTUMBHOIO rHisga (+) Ha
nepegHin naHeni anapara, Wwo 3abe3neyntb NpaBuIibHY NOMSAPHICTb.

3. TMigkntodiTe 3a3emnioBanbHUIN 3aTUCKad 40 HeraTMBHOIO rHizga (-).

4. Ha naHeni kepyBaHHs 06epiTb pexxum MMA-3BaptoBaHHS.

Lli HanawTyBaHHs [03BOMSATL anapaty MpautoBaTtM MNpaBWUilbHO B

pexumi MMA-3BaptoBaHHS.
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NEPELN NOYATKOM POBOTU:

1. MepeBipTe Hanpyry, KinbkicTb a3 i 4acToTy XWBMNEHHA nepes
NigKMIOYEHHAM NPUCTPOIO A0 MepeXi.

2. MapameTpu Hanpyrnm XMBMEHHA BKasaHi B po3dini 3 TeXHiYHUMMU
AaHUMK Ta Ha Tabnuuui 3 xapakTepucTMkaMmm NpuUCTPOLo.

3. lMepeBipTe NiOKMIOYEHHA 3a3eMIIoIYUX MPOBOAIB MPUCTPO A0
Mepexi.

4. TMNepekoHanTeCs, WO Mepexa XMBIEHHS MOXe 3a0e3neqnT NoKpUTTS
noTpedbn BXigHOI MOTYXXHOCTI AN LUbOro NMpPUCTPOI0 B HOpMarbHUX YMOBaX
ekcnnyartauii. Poamip 3anobikHuka, napameTpu LWHypa XWBNEHHS BKasaHi B
TEXHIYHUX AaHMX Ta Ha Tabnuuui 3 xapaktepucTukamu. [ligkniodeHHs Ta
3aMiHa LUHypa XWBMNEHHS | BUMKU MOBUHHI BMKOHYBAaTMUCA KBanigikoBaHUM
€NEeKTPUKOM.

5. BupganiTb yci nerkosanMmucTi maTtepianu 3 30HM 3BaptoBaHHS.

6. BukopucToByiTe BIONOBIOHUIM 3aXWCHUA OQAr ONsl 3BAPHOBAHHS:
pykaBuykn, aptyx, pobodi yepeBukn, Macky abo LMTOK 3 BiAMOBIAHMMM
cepTudikatamu.

BUBIP NMPUBIOHOIO POJIUKA ANA NOAAYI APOTY

TBepauMn pOpiT - TakMi SK CTanb, HepXxasitoya CcTanb BUMarae
npueigHoro ponuka 3 V-nogibHum xonobom aAng onTuManbHOro 34ensieHHs
Ta 30aTHOCTI npuBoay.

TeBepavMm gpotam MOXHa 3actocyBaTtu Binblue HaTAry Bid BEPXHbLOMO
MPUTUCKHOIO PONUKa, SIKMA YTPUMYE OpiT Yy Xonobi, i V-nogibHuin xonob
OinbLue nigxoanTb Ansa uboro. TBepai 4poTh € Ginbl nobnaxnmei 4o nogadi
yepes iXHI0 BULLY MOMEpeYHy KOMOHHY MILHICTb, BOHM XOPCTKIlWi i He Tak
nerko 3rmHalTbCS.

M’'sakun gpiT — TakuMn K anoMiHin Bumarae U-nogibHoro xono6a.

AnIomiHiEBUI OpIiT Mae HabaraTo MEHLLY KOITOHHY MiLHICTb, MOXe JTerko
3rmHaTucs i ToMy € BinbLy cknagHum Anst nogadi. M'aki ApoTM MOXYTb ferko
3riamMaTncs B MexaHi3aMi nogadi ApoTy, Ae APIT NOAaETbCA B HAMpaBrisiody
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MMAGNIEK

TpyoKy nanbHuka. U-nogibHuii ponvk nponoHye Ginbluy nnoLy noBepxHi
34enreHHs i Tary, Wwob AonoMorT1 NogaBaTi M'SKUiA OpiT.

M'aki OpoTM TakOX BUMaralTb MEHLUOro HaTaAry Big BepXHbOro
NMPUTUCKHOIO pornuka, Wwob yHUKHYTM gedopMalii popmMm OpoTy, 3aHagTo
BESMKMN HAaTAr BULITOBXHE APIT 3 (POpMU i 3MyCUTb MOro 3ayenutucs 3a
KOHTaKTHUA HAKOHEYHUK.

AKCECYAPMU:

V-NOAIBHU MPUBOAHU PONVIK - CTANEBUI OPIT
1x0.8-1.0V

U-NOAIEHN MPUBOLOHUW PONUK - ANFOMIHIEBUIA OPIT
1x1.0-1.2U

10mm

30mm
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IHCTPYKLUIA NAHENI YNPABNIHHA

\ Ll /
K 7%
. s O35

A
&

N IN [l
MEHH/V NAPAMETP/A

481

PULSE MIG HA3AD BUBIP W

E‘E‘;MA CTM250L MA(;N|I1EK(

LCD aucnnen
OcHOBHMI eKkpaH, Ha AKOMY BigoOpaXKatoTbCsl BCi HanaliTyBaHHS,
pexummn poboTn Ta NapaMmeTpu 3BaprOBaHHS.

2 NiBun perynartop

MoeepTante gns BMOOpPY MEHK (NMiBUA MOKA3HWK Ha eKpaHi),
HaTUCHITb | TpUManTe noHag 5 cekyHa, LWob BMKIMKATU CTOPIHKY
30epexeHHs.

3 MpaBun perynarop

MoeepTanTe anga Bubopy napameTpiB (NapaMeTpu B KOIi Ha eKkpaHi),
HaTUCHITb | TpumanTe noHag 5 cekyHd, Wob BigKPUTM CTOPIHKY
BMKITUKY 3aBAaHHS

4 KHonka “HA3AL”

HaTucHiTb 4ns NoBEPHEHHS 00 nonepeaHbOol CTOPIHKM.

[nsa cknoaHHs 0O 3aBOACHKUX HanalwTyBaHb (HanawTyBaHHA 3a
3aMOBYYBaHHSAM), HATUCHITb | TPMMaNTe NoHaA 5 cekyHa

5 KHonka “BUBIP”

Lis kHoMKa BUKOPUCTOBYETLCA ANS NiTBEPOKEHHS] BUOpaHMX
HanawTyBaHb abo Onuil y MEHIO.

HaTtucHiTe i TpumaniTe noHag 5 cekyHn Ans 36epeXkeHHs1 NOTOYHMX
HanawTyBaHb y Nam'aTtb.
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MMAGNIEK

HANALWITYBAHHA PEXKUMY 3BAPIOBAHHA MIG

[MoBepHiTb NiBUI perynartop, Wob BMOpaTn pexmm 3BaproBaHHSA, SKUA

BM XOYEeTEe BMKOPUCTOBYBATW, MOTIM HATUCHITb KHOMKY BWKOHAHHS ")p,nﬂ
nepexoay 40 HACTYMHOrO KPOKY (abo HaTUCHITL NpaBuin perynaTop).

Bubip meToaiB py4Horo
y \ KepyBaHHSA:

Pulse Mossis 7 181 | 2T, 4T, SPOT, S2T, S4T
Wire e I | GaraTodyHKuioHanbHI pexvMu.
2-kpokoBe 3BaptoBaHHs (2T):
HaTnckaeTte KHOMKY Ha NanbHUKY —
3BaplOBaHHA NOYNHAETLCS,
YTPUMYETE KHOMKY, KOMK
BignyckaeTe — 3BapoBaHHSA
3YMUHSETLCA.
4-kpokoBe 3BaptoBaHHs (4T):
HaTuckaeTe Ta BignyckaeTe KHOMKY
— 3BapHOBaHHS NOYNHAETHLCH.
HatuckaeTe we pas —
3BapHOBaHHSA 3YMNHAETBLCS.
SPOT-3BaptoBaHHs: [Nst TOHKMX
getanewn, LBMAKE XonogHe
3BaploBaHHA 6e3 gedopmaldli.

Material Selection
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2141

Wire Diameter

2141
Pulse Mode

(__Pulse Mode )

/Carbon stee['x
1/ Stainless steel |
Al-Si

; .%,;- 33mm 105

@)

S2T: HatuckaeTte KHOMKY — CTpyM
nnaeHO 30iNbLUYETLCA A0 NIKOBOT
BErMYMHU, BiAnyckaeTe — CTPyM
NNaBHO 3MEHLLYETLCSA A0
3aBepLUeHHA.

S4T: HaTuckaeTte KHOMKY — CTpym
nnaeHO 30iNbLUYETLCS, BignyckaeTe
— nikoBun cTpyM. HatuckaeTte we
pas — CTPyM MriaBHO 3MEHLLYETLCS
[0 3aBepLUEHHS.

Pexum 4T pekomeHaoBaHUM Ans
TpuBanux 3saproBanbHUX POoGiT.

BuGip 3BaproBanbHoro
iMmnynbcy:

3BepHiTb yBary, Wo (pyHKLis
iMmnynbcy npautoe nuwie B
pexumi cuHeprii.

Be3 imnynbcey: Akwo obuagi
namnu BUMKHEHI, NPUCTPIN npautoe
B pexumi 6e3 imnyrnbey.
OanHoYHMM imnynbce: Konu
3aropsieTbCs iHANKATOpP
OOMHOYHOrO iMMNYNbCY.

MoaginHun imnynbc: Konu
3aropsieTbCs iHOMKATOP NOABIMHOIO
iMMynbCy.

Bu6ip maTepiany ans
3BaplOBaHHA:

Anapat MIG moxe 3BaptoBatu 5
TMNiB maTepianis. Hatnckante
KHOMKY, o6 BMOpaTtu BignoBigHun
marepian.

Konu 3aropsieTbcs iHgMKaTop
AISi/AlMg, Bn Bubpanu AlSi.
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'.\/VJMAGNIEK

21/41
Pulse Mode
(_ Wire Diameter )

} Material Selection

ORCH CONTR
e

(_Feeding Speed )
2T (_feeding Speed )
WELDING MODE ‘ Vonage
Inductance
Pulse Frequency

Pulse Duty Cycle
—

Feeding Speed
Voltage )
Inductance
Pulse Frequency
Pulse Duty Cycle

Konu iHankatop AISi/AlMg
bnumae, BubpaHo AlMg.
[ns 3BaproBaHHA KpEMHIEBOI
©OpOoH3M NOTPIGEH peXxum
NOABIMHOIO IMNYIbCY.

BubGip piameTtpy gporty:
HaTtuckante kHonky, Wwob Bnbpatu
Bi4NOBIgHMI AiameTp ApOTY:
0.8/1.0/1.2 mm.

Bubip wBuakocTi nogavi gpory:
PeryntonTte wBMakicTe nogavi
OPOTY, NOKM 3HAYEHHS Y BEPXHLOMY
niBOMY KyTi ekpaHa He
BignosigaTumMe peanbHin TOBLLWHI
getani.

Bubip Hanpyru:

Ha no4aTKky BCTaHOBITb 3HAa4YEHHS
Ha "0" i cnpobyiTe 3BaplOBaHHS.
Axwo ayra 3aHagTo KOpPOTKA,
nigBuLLTE HaNpyry, SKWO 3aHaaTo
[oBra — 3meHLTe.
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oL

Pu

1%

| ( Pul

1%

MIG SETTING

Feeding Speed i

Voltage

_Inductance
Pulse Frequency

Ise Duty Cycle
M

MIG SETTING

Feeding Speed

Voltage
Inductance

Ise Frequency )
Pulse Duty Cycle

—/

\

MIG SETTING

Feeding Speed
Voltage
Inductance

IHAYKTUBHICTb:

CnoyaTky BCTaAHOBITb 3HAa4YEHHSA Ha
"0" i cnpobynTe 3BaptoBaHHSA. AKLO
Ayra 3aHaaTo M'sika, MOXXHa TPOXK
3MEHLUNTN iIHOYKTUBHICTb, SKLLO
XopcTka — 36inbwunTy.

Mpumitka: IHAYKTUBHICTBL 3a
3aMOBYyBaHHAM HanawToBaHa
CUCTEMOIO, AKLIO HEMaE
ocob6nuBux noTped, amiHOBaTH i
He NoTpibHo.

Bubip yactotu imnynbcy:
PekomeHnaoBaHui giana3oH
HanawTtyBaHHa — 1-2 'L 3anexHo
B[, BalLMX 3BaptoBanbHUX notpeod.

Bubip pobouoro uukny
noABIMHOIO iMNynbCy:
PekomeHayeTbCs BUKOPUCTOBYBATU
B Mexax 30%-40%.
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Tabnuus BiANOBiAHOCTI 3BaplOBaNbLHOrO CTPyMy, AiameTpa APOTY Ta TOBLMHMU
nnactuHu ana MIG-3BaploBaHHA:

MMAGNIEK

Matepian/[OiameTp|ToBwMHa 1mm omm 3mm 4mm  15mm

apoty nnacTuHn
Lenakictb
nogadi gpoty  |2.0 4.2 5.8 7.0 8.5
(m/xB)

AL-Si1.0/(4043)

(DCEP) 3BaptoBarnbHui o4 58 85 107 133
cTpym (A)
Hanpyru gyrm  [16.0 18.3 19.2 21.0 22.5
Lenakictb
nogadi 4poTy 1.5 3.0 4.5 6.5 7.8
(m/xB)

AL-Si1.2/(4043)

(DCEP) SsapiosaneHuit |57 5 gy 100  [|143  |173
cTpym (A)
Hanpyrn gyrm  [16.5 17.8 19.5 22.5 24.5
LLBmAakicTb
nogadi 4poTy 2.5 6.0 8.0 11.0 12.5
(m/xB)

Al-Mg1.0/(5356)

(DCEP) 3BaptoBanbHuii 30 70 95 130 148
cTpym (A)
Hanpyrn gyrm  (14.8 18.3 19.8 22.8 23.4
LUBnakictb
nogadi 4poTy 2.2 4.0 5.3 7.5 8.5

Al-Mg1.2/(5356) [(m/xB)

(DCEP)
SBapioBanbHuit |35 65 89 128|141
cTpym (A)
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Hanpyrn gyrm  [15.7 17.2 17.7 19.3 20.0
Lenakictb
nogadi gpoty 2.8 5.3 7.0 8.5 10.0
(m/xB)

AL1.0/(1070)

(DCEP) 3BaptoBarnbHUm 37 77 107 133 160
cTpyM (A)
Hanpyrn gyrm [16.9 18.9 21.0 22.5 23.6
Lenakictb
nogadi gpoty  |1.7 3.2 4.0 5.8 6.9
(m/xB)

Al-Si 1.2/(1070)

(DCEP) SsapiosaneHut 1o 5 lgg o [ggo  [127.0 [152.0
cTpym (A)
Hanpyrn gyrm [16.7 18.0 18.8 21.6 22.9
LLBnAakicTb
nogavi gpory 4.0 9.0 12.0 14.0 16.0
(m/xB)

Cu-Si 1.0/(CusSi)

(DCEP) Ssaplosanbhui |76 4560 2000 [237.0 [260.0
cTpym (A)
Hanpyrn gyrm {19.0 23.8 25.5 27.0 29.0
LLBmAakicTb
nogadi 4poTy 2.8 54 6.8 8.5 9.4
(m/xB)

Cu-Si 1.2/(CuSi)

(DCEP) SsaploBanbhui 2o 6 4530|1940  [220.0 [241.0
cTpym (A)
Hanpyrn gyrm  [19.7 23.5 25.6 28.5 29.6

IHcTpyKuin: Opotu 3 Al Ta Al-Si BukopuctoByoTb hyHKUito Al-Si.
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MMAGNIEK

HANALUTYBAHHA PEXXUMY 3BAPIOBAHHA TIG

Bubip pexumy TIG

MoBepHIiTb NiBUIA perynatop Anst BUOOpy pexxumy 3BaptoBaHHS, NoTiM

HaTUCHITb KHOMKY BUKOHAHHS "),u,nﬂ nepexoay A0 HaCTYMHOro Kpoky (abo
HaTUCHITb NpaBuiA PerynaTop).

BucokoyacTtoTHWUI nignan ayrv, HanawTynTe BignoBiAHWUN CTPYM ANnd
[OOCSATHEHHs! iaeanbHOro 3saptoBaHHs B pexxumi TIG.
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HANALUTYBAHHA PEXXUMY 3BA

PIOBAHHA MMA

Bu6ip pexumy MMA

[MoBepHiTb NiBUN perynatop Anst BUbopy pexnmy 3saptoBaHHS,

NOTiM HaTUCHITb KHOMKY BUKOHAHHS

"),u,nﬂ nepexony A0 HacTyMHOro

KpOKy (ab0 HaTUCHITb NpaBuii pPerynsitop).

(3] @

MMA SETTING

WL @ 25mm
- M
( WeldingCurrent ) 9

Hot Start Current

5.5mm

-
Force Current 1 O O
VRD Function A

_— Welding Current

&)

MMA SETTING

—

A
_~ Hot Start Current

Welding Current

\ Hot Start Current ) ]

Force Current
VRD Function

3BaptoBanbHUNA CTPYM.
HanawTywvTe BignoBigHUn CTpyMm.
LianasoH: 30-160A..

Fapsuun ctpym (Hot Current):
dyHKUiS, Wo nonerwye
3BaptoBaHHs. [Mpu nignani gyrm
CTPYM TUMYacoBO 36iNbLUY€ETHCA
Ons nporpiBy matepiany Ta
enekTpoga B TOYL KOHTaKTy, LLO
[03BOMNSiE NPaBUIbHO ChOpMyBaTh
NMPOHNKHEHHS Ta NOBEPXHIO
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MMAGNIEK

3BapHOrO LLIBA Ha NOYATKOBIN cTafii

3BapHOBaHHS.
[Oiana3zoH: 0-100A.
N MMA SETTING Cuna ctpymy (Force Current):
a cTabiniaye Ayry He3anexHo Bia
i = KOMNUBaHb il JOBXMHU, 3MEHLLYE

Welding Currer / A KiNbKICTb GPU30K.

5_5 [Liana3zoH: 0-100A.
A

Hot Start Current
( ForceCurrent )
VRD Function
— Force Current

S MMASETTING @) | ®yHKuUisn VRD: HAaTUCHITL KHOMKY
ans aktmeauii dyHkuii VRD. Konn
3arops€TbCs 3ereHa namnoyka,
dyHkuia VRD akTtmBoBaHa.
HaTucHiTb KHOMNKy e pas, wob
BUMKHYTW Ti. PekomeHayeTbes

Welding Current

Hot Start Current 2 O N
Force Current

( VRD Function 3 ) . 8
_~ VRD Function yBiMkHYTK VRD nig vac

BUkopuctaHHa MMA-3BaptoBaHHS.
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MMA 3BAPIOBAHHSA: OIAMETP ENNIEKTPOOA, TOBLUMHA

NNACTUHU TA CTPYM

HiameTp enektpona/ 2.5Mm 3.2mMMm 4mm
ToBLWKHa nnacTuHa Amnepu. Amnepu. Amnepu.
1.5MMm 30 / /
2.0mMMm 50 50 /
3.0mMm 70 70 70
4.0mMMm 90 90 90
5.0mMm / 140 140
6.0MMm / / 200
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MMAGNIEK

HANALWITYBAHHA PEXXUMY PIBAHHA CUT

BuGip pexumy pisaHHsa (CUT)

MODE SELECTION

MoBepHiTb NiBUIA perynaTtop, Wwob BuOpaTn pexmm pisaHHsl, SKUA BU

xo4yete BuKOpUCTOBYBaTW. [MOTIM HATUCHITb KHOMKY BWKOHAHHS ") ans
nepexoay 40 HACTYMHOrO KPOKY (abo HaTUCHITL NpaBuin perynaTop).

THOKNESS/mm e Pexxum pizaHHsa (Cutting Mode)

(100) ~ . MoBepHiTL perynsaTop, Lwob

CUT SPEED/M/min | | 2T/NT f Ty "
BNGpaTn pexum pizaHHs: "Citka

(1.0 )\
) Ay /LGS | 960 "MnacTuHa".

G(ngszuémia Y posT-FLOW

—— e
CUTTING MODE 2T/4T CUTTING AMPS. POST-FLOW

Ve | ;|
LGRID M 47 L 50 L 30.0.

Eﬁc;uz)ssgm) \ : B A MODE Pexum 2T/4T (2T/4T MOde)
2 MoBepHiTL perynsTop, Lwob
P BUGpaTh pexum 2T abo 4T:
2T: Wo6 posnoyatn pizaHHs,
POST-FLOW HaTMCHITb NepeMmKay Ha nasibHUKY
CUTTINGMODE ___ 2T/4T CUTTINGAMPS._ POSTFLOW T

B T O S ™ | 051 3anycKy NrasMoBoOi Oyru.
LGRID | 4T ) 50 .} 30.0. NEcHlWe R o=
3yMMHMTE NPOLEC pi3aHHS.

=
/ CUTTING AMPS.
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—

,/\\ CUTTING MODE

GRS PRESSURE/MPR < 4 0

(042)

CUTTING MODE BT/MT

-
l_GRID

THICKNESS/mm
(100) .,

CUT SPEED/M/min |

(1.0 )|

\ 2T/MT
}

J(EUTTING AMPS.

POST-FLOW

E—
POST-FLOW

30.0.]

4T )50, L

S—

THICKNESS/mm /‘\
(100) / \_ CUTTING MonE

(10 )

GAS PRESSURE/MPR -~

(042)

L L
1.0 | CUTTING AMPS.

I POST-FLOW
: —

CUTTING MODE —aaT CUTTING AMPS.

Va1 5
LPLATE N 47 L 50 o

“POST-FLOW _

10 .

4T: LLlo6 posnoyaTty pizaHHs,
HaTUCHITb i BIANYCTITb NepemMunkay.
Mpouec pizaHHA 3yNUHUTLCS Nicns
NOBTOPHOIO HATUCKAHHSA |
BigNycKaHHSA nepemunkada.

HanawTtyBaHHA cunu cTpymy
(Cutting Amperage Setting)
MoBepHiTb perynatop Ans
HanawTyBaHHsI CUMNK CTPYMYy.
NianasoH: 20-50A.

HanamTyBaHHﬂ NOCT-NOTOKY
(Post Flow Setting)
HanawTyBaHHA B Mexax Big 0 o
30 cekyHz, 3a 3aMOBYYBaHHSIM
BCTaHOBMEHO 5 CeKyHA.

WELDING DISPLAY. (@)

No-Order

000000 : 00 : 00S

g
Work Time:

IHchbopmauia Ha aucnnei (Welding
Display)

Binobparkae 3BaptoBanbHuiA CTPyM
i yac pobotn.
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NMONEPEOXEHHSA
MonepeaxeHHA Npo 3aMiHy BUTpPaATHUX MaTepianis.

Akwo 3'aBnaeTbCa nonepeaXeHHs Npo 3MiHy BUTPaTHUX MaTepianis,
Oyab nacka, nepeBipTe BUTpPATHI Matepiany Ha NanbHUKY. 3aMiHa BUTPaTHUX
maTepianis 3a6e3ne4nTb oNTUMarnbHy NPOAYKTUBHICTb Ta YHUKHE MOXITUBUX
NornoMoK nanbHuKa.

3MmiHloNTE conno abo enekTpon y HAaCTYMNHWUX BUNagKax:
e [edbopmauia conna.
e PizanbHun 3a30p HagToO LUMPOKUIA.

o [logpsanuHn abo 3a3ybpuHu, nopyLleHHs dopmn (oBanbHa dopma
abo 3aoKpyrneHi kpai).

e PekomeHOyeEMO OO4HOYACHO 3MiHIOBATM COMSIO Ta eNeKTpos.

e [liaTpumynTe BignNoBigHMM NOTIK rady. Hu3bkuin NOTIK MoOXe
NPU3BECTM 40 CEPNO3HOro NOLLIKOAXKEHHS conna.

NONEPEAXEHHA NPO NEPEBUWLEHHA CTPYMY

WARNING

ERROR 001

OVER CURRENT | ?

—

NONEPEOXEHHA NMPO NEPErPIB.

WARNING

ERROR 002

y =
OVER HEAT ( @
—
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3BEPEXEHHA | BUKITUK HANTALLTYBAHb

PyHKUIA nam'aTi
CTM250L mae dyHKLii 36epexeHHs HanawTyBaHb aAns pexumis MIG, TIG,
MMA ta CUT.

e HartucHiTb i yTpumynTe niBuin perynsatop npotarom 5 cekyHa, o6
36eperTi NOTOYHI HanalTyBaHHS.

e HaTucHITb | yTpuMyInTe NpaBuin perynaTop NpoTarom 5 cekyHa,
o6 BUKNMKATK 30epeXeHi HanawTyBaHHS.

—
SETTING LIST
THIEKNESE SAVE T0 108

CUTTING MODE CUTTING AMPS.

2T/HT POST-FLOW

R —

CKugaHHA 0 3aBOACbKUX HaNnalTyBaHb

Mpocto yTpumyite kHonky "HA3AL" Ginblie 5 cekyHa, wob CKuHyTH
CUCTEMY [0 3aBOACHKNX HanalTyBaHb.
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TEXHIYHE OBCITYITOBYBAHHA

PerynapHo Buagansite nNuUn YUCTUM CTUCHEHUM MOBITPSM. AKLO
3BaploBarnbHU anapaT npaule B 3aAUMMNEHUX YMOBaX, Y CUNbHO
3abpyagHeHOMY NOBITPI, BUAANsinTe HAaKONUYEHWUIA NI LLOHS.

TuWCK CTUCHEHOTO NOBITPSA Crif NiATPUMYBAaTK Ha TakoMy piBHI, LWOO6 He
nowukoguTy ApibHi AeTtani BcepeanHi NnpucTpoto, makc. 2-4 6ap.

PerynapHo nepesipsanTe BHYTPILLHI CUCTEMU 3BaptoBanbLHOro anapary,
nepesipsiiTe NpaBUIbHICTb | HAAIMHICTL 3'eAHaHb (0COBNMBO 0GNagHaHHs Ta
nertanen). AKWwo BM NOMITUNK ipXy Ta ocnabneHHs 3'eqHaHHs, BUAANITb ipXxy
abo oKCMAHE NOKPUTTHA HaXgavyHMM nanepom, 3HOBY MiAKIOMITE | 3aTArHITh.

YHukanTe cutyauin, konu Boga abo nap MOXyTb noTpanuTn B
NpUCTPIN. AKWO 3BaproBanbHUA anapaTt HamoK, BUCYLUITb MOro, a MoTiM
nepesipTe i30MALi0 MPUCTPOID (TAKOX MK 3'€QHAHHAMM Ta KOHTaKTamu).
Micns nepeBipky, WO BCE B NOPSIAKY, BM MOXETE NMPogoBXKyBaTn poboTy.
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IHOOPMALUIA NMPO FAPAHTIIO

FAPAHTIA HA 3BAPIOBAJTbHWIN AMAPAT 2 POKUA
YMoBM rapaHTii Ha 3BaptoBarnbHi anapatu

1. TepmiH gii rapaHTii: MapaHTia gie NpoTAroMm 2 pokiB 3 MOMEHTY MOKYMKK
3BaptoBarnbHOro anapara.

2. MapaHTinHe 06CcnyroByBaHHS:

- MpoTarom rapaHTiMHOrO TEPMiHY MOKyneLb Mae NpaBo Ha OE3KOLUTOBHUIA
peMoHT abo 3amiHy HecrnpaBHUX KOMMOHEHTIB 3BaploBarbHOro anapara,
SKLLO HECMpPaBHICTb BUHUKMA 3 BUHU BUPOBOHMKA.

- lapaHTiiHe 00BCNyroByBaHHA 3OINCHIOETLCA TiNbKM B aBTOPU3OBAHUX
CEPBICHNX LiIeHTPax 3a HassBHOCTI OpuriHany Yeky Ta rapaHTiiHOro TanoHa.

3. YMOBM HagaHHSA rapaHTii:

- [apaHTia nowWMWpPHETBCS TiNbkM Ha OedEeKTW, WO BUHUKIM 3 BUHU
BUPOBHMKA.

- [apaHTia He NOLMPIOETLCA Ha NMOLLKOOXKEHHS, CNPUYMHEHI HENPaBUIbHUM
BVKOPUCTAHHAM, MOPYLWIEHHAM MpaBuIl  eKcrfyartauii, MexaHiYHUMMK
MOLLIKOPKEHHAMM, BMIIMBOM PiAMHMW, BOrHIO abo XiMiYHUX PEeYOBUH.

- [apaHTis aHynmETLCA Y BUNagkax camoCTiMHOrO peMOHTY abo BTpyYaHHs
B KOHCTPYKLiO0 anapata 6e3 0o3sony BMpobHuKa.

4. MNpouenypa rapaHTIMHOTO PEMOHTY:

- [Ons 30iACHEeHHs rapaHTiHOrO pPEMOHTY HeobxigHO 3BEepHyTUCS B
aBTOPU30BaHUN CEPBICHUA LIEHTP 3 OpuriHamoM 4eky Ta rapaHTinHUM
TarloHOM.

-CepBiCHMIA LEHTP npoBede AiarHOCTUKY 3BaploBanbHOMO anapara Aans
BM3HAYEHHS MPUYMHU HECMPABHOCTI.
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- Y BMNagKy, KO HECNPAaBHICTb BUHMKIA 3 BUHM BUPODOHMKA, pEMOHT Oyae
30iiCHEHO Ge3KoLWTOBHO. Y pasi HEMOXIMBOCTI PEMOHTY, anapaT Oyae
3aMiHEHO Ha HOBWI.

5. BUHATKM 3 rapaHTii:

- MapaHTia He nowwunpETECA Ha BUTPATHI MaTepiany, Taki K 3BaploBarbHi
OpOTK, enekTpoam, kabeni Ta Hacagkw.

- [apaHTia He nOWMWPKETECA  Ha  MOLUKOAXEHHS,  CMPUYMHEHI
nepeBaHTaXEHHSAM, MepeHanpyrol B Mepexi abo iHWWUMKW 30BHIWHIMK
drakTopamu, Lo He 3anexarb Big BUpOoOHMKa.

Lli ymoBM € 060B’A3KOBUMW O51S1 BUKOHAHHS MPOTSArOM YCbOro TepMiHy aii
rapaHTii.

B pasi BUHWKHEHHSI NMUTaHb BW MOXETE HanmMcaTM Ha MOoWTY CepBiCHOI
cnyxoéw.

info@magnitek.ua
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