UHCTPYKLUUA MO SKCMNYATALUUN.
MacnopTt o6opynoBaHusi.
INSTRUCTIONS MANUAL

COMPACT 360 AC/DC

CBapoO4YHbIU NHBEPTOP
WELDING INVERTER

Ce€

lMoxanyucma, eHuMamesibHO_rnpo4yumalume OaHHble UHCMPYKyuu mnepead
ycmaHoeKouU, 3Kcrlyamayuel U mexHU4Yeckum obcrlyxueaHueM 0aHHO20
annapama. He yHuumos)xaume 0aHHYH UHCMPYKYUIO.

PLEASE READ THESE INSTRUCTIONS BEFORE INSTALLING, OPERATING, OR
SERVICING THIS PRODUCT. DO NOT DESTROY THIS MANUAL.

www.tiberis.ru sales@tiberis.ru 8-800-100-6756
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BE3OMNACHOCTb

BAXHO! BHumaTenbHO npo4yutanTe
MHCTPYKUUM NO 3KCNyaTtauuum nepepq
yCTaHOBKOM annaparta u ybeauTechb,
YTO XeJiTo-3efieHbIN 3a3eMIALWnn
NpoBOA HaNpPSAMYIO NOAKIIOYEH K
3a3eMJIeHNIO0 B 30HEe CBapKMu.

He BkniovanTte annapart, ecnu OTKPbITbI
OokoBble naHenu, T.K. 9TO onacHO Afis
XW3HMU U MOXET Bbl3BaTb CEPbE3Hble
noBpexaeHns obopynoBaHus.

Annapat paboTaeT ToMbKo npu

HanpsbkeHun 380B, 500y, 3 dasbl.
Kabernb annapara HaxoguTcs noa
HanpsbkeHneMm, Oaxe  ecnv  rnaBHbIA
BblKMNtoYaTeNb HaxoaAUTCs B MOSIOXEHUU
“07, noaTomy nepen nposeneHNEM

TeXHU4eckoro obcnyxmBaHus obs3aTenbHO
BblAEPHUTE BUIKY U3 PO3ETKN.

CBapoyHbI annapaT MOXeT
MCNOJSIb30BaTbLCS TOMbKO C AN3ENbHbIM
reHepaTopoM, TEXHUYECKNE XapaKTEPUCTUKM
KOTOPOro AOMKHbI B6bITb HE MeHee
TpebyembIX ANd AaHHOW Moaenwu
CBapOYHOro nHeeptTopa. Anga yTouHeHus
TEXHUYECKMX NapameTpoB HeobxoamMmo
03HaKOMWUTLCS C MACNOPTOM JaHHOM
Moaenw.

www.tiberis.ru
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WuamnBnayanbHasa 3awmTa M NMUO, a Takke GOKOBblE YaCTW romnoBbl.
« [1nS 3aWNTbI COBCTBEHHOMO Tena 3alUMTHBIA LWMeM Wnu WUTOK AOMKHBI MMETb

MCMOSb3YyNTE HeBOCNameHsiemyto, nnoTHo ~ 3alUMTHBIE CTEKIa, noaxoAdswwue AnA

NOAOrHaHHYI0 ofeXay 6e3 KapMaHoB U AHHOrO TUMa CBapkM M MCMonb3yemoro
OTBOPOTOB Ha Opiokax. epen Tem kak TOKa B cooTBeTCTBMU ¢ Tabnuuen 1. Ctekno

HageTb oaexay, C Hee JOSMKHbI ObITh OOJTXXHO ObITb Bcerga 4MCTbiM; €eClin CTEeKI10

TLLATeNbHO yAaneHbl Macio U cMaska. foliapanaxo WM rNospexAeHo, €ero
McnonbayiiTe 3aKpbITYIO 3aLUMTHY0 06YBb Heobxoanumo 3ameHuTb ( puc. 3). XKenatenbHo

CO CTanbHbIMM HOCKAMU M C pesnHoBbimy — YCT@HaABNMBATL NOBEPX a[ANaKTUHNYECKOro
nogowsamu (puc. 1).

Mna3smeHHa
DIN pe3ka MMA  Crpoxka TIG

1. KoxxaHble nepyaTku
2. KoxaHbIn gpapTyk

3. 3alnTHOE NOKpbITUE
Ans Hor 2

4. 3awmTHaga obyBb
5. CneunanbHas

9 20 - 39A 5-19A
10 40 -79A 125-174A 20 - 39A
11 50 - 149A 80 -174A 175-224A 40 -99A
12 150 - 249A 175 - 299A 225 - 274A 100 - 174A
13 250 -400A 300 - 499 275 - 349A 175 - 249A

CBAPOHAN MACKA ’ 14 500A 350 - 449A 250 - 400A
,?é‘l:oféill.l..ll/ﬁbl nuua u DIN MIG / MAG
6. KypTka v wraHbl 13 9

MNOTHOIo Heropr4ero

maTepuana . 10 80-99A 80-99A 40-79A

11 100 -174A 100 - 174A 80 - 124A
12 175-249A 175 - 299A 125 - 274A
13 250 - 349A 300 - 499A 275 - 349A
14 350 - 499A 500 - 550A 350 - 449A

4 Tabn.1

R e

cTeKkna LWMTOK M3 NPO3payHoOro CTekrna.
BHUMaHue : coaepxuTe Bauly pa- LLINTOK MOXHO 3ameHATb Mo Mepe ero

" 3arpsisHeHuns. [pu cBapke NMCTOB C
Gouylo onexay v 3aWMTHBIE NPU-  [ounyiten npn HarpeBe 0BpasyloTCs

HaAnNeXHoCTn B UCNPABHOM CO - tokcuyHble Napbl, NO3TOMY B 3TOM Criyyae
CTOSIHUM , NPU HEOGXOANUMOCTH HeobXoaNMO UCNONb30BaTh BO3AYLLUHbIN

npousBoauTe CBOeBPEMEHHYH0 pecnvparop.
3aMeHy Onsl Haunyullen 3awWuThbl.

CBETOBOE W3NYYEHMUE

Bo BpeMsi cBapku KaTeropu4iecku
3anpeljaeTcss CMOTpeTb Ha i
anekTpu4yeckyro Ayry 6es NO 3
COOTBETCTBylOLWIEA 3aWuTbl ANA rnas “
(pnc.2).

- NOMELLEHNN, KOTOPOe He AOIMKHO ObliTb
7-7&/ CMEXHbIM C ApYyrMMu paboummu
Puc.2 nomeLleHnammn, 4Tobbl 3aWmTUTb
OKpY>KatloLLMX OT M3NYYEeHUs U UCnapeHuin.
OnepaTop AOMKEH HOCUTb HEBOCMIAMe -  Ecnn HeBO3MOXHO OBECNeuUTb 3aKpbiToe
HAEMbI 3alWUTHbIA WINeM U1 cneuynanb- nomelleHne, TO 30Ha CBaApPKM OOSMKHa

HbI LUMTOK CBapLyuKa, BbIMOJTHEHHbLIN ObITb OoTAeneHa cneuuanbHbiM, 0OMbLIMM

TakMMm 00pasQM, YTOOLI 33LIIUTUTK LIS U 3AlLUUTHLIM OrDaXIeHUeM YEeDHOro LBeTa,
www.tiberis.ru sales@tiberis.ru 8-800-100-6756
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4yTOObI Mpouecc cBapku He Obin BUAeH
naam, Haxoaawmmes psagom (puc.4).

[o ceBapku yganute Bce N e ).
xrnopcogepxaiume pacTtsopbl U3 paboyen 2 F s
30Hbl. [JaHHble pacTBOpbI pasnaratTcs, = 2l B A
Korga noggeprarTcs ynbTpaduoneToBoMy B rer| o
nanyveHnto 1 obpasytoTt ras pocreH. e

. Puc.6
Bcerga HapeBanTe 3alUUTHbIE OYKU C - CBapka [0MKHA BLINOAHATLCS Ha

Npo3payHbIMK NH3aMK, YTODbI 3aLUMTUTL  MeTannMUYecKOM NOKPLITUM TLLATENbHO
rnasa ot nonagaHust UCKp, OpbI3r U APYTUX  QuULLLEHHOM OT PXXaBUMHbI U Kpacku, 4Tobbl
MHOPOZAHbIX YacTuy (puc.5). nsbexaTb 0b6pasoBaHMA BPeOHOro AbiMa.
Hetann, obpaboTaHHble 06e3XnpuBaroLLMMK
pacTBOpamMu, OOIDKHbl ObiTb BbICYLUEHbI
A0 Havana cBapkKw.

- He cnegyet cBapuBatb meTann unu
OKpaLlEeHHbIM MeTann, cogepXawnn UUHK,
CBWHeU, Kagmuin, Gepunnun, oo Tex nop,
noka COTPYAHUKM Haxoaswmecs B
NMOMELLEHUN HE HaEHYT pecnupaTopbl UK
3aLLNTHbIE MACKWN.

- TexHu4yeckass M MeguUMHCKast 3awimTta
pabo4yero, KOCBEHHO WM HanpsiMyto
3a[e/ICTBOBaHHOIO B MpoLecce CBapKw,

B nomeweHnn, B KOTOPOM nNpoBOOATCSA obecneynBaeTcs COOTBETCTBYHOLLMMMU
cBapoyHble paboTbl, JOMmKHa ObITb AEeNCTBYIOLWMMN HOPMaMMU.

obecneyeHa MeCTHasl BbITSXXHaAA

BeHTMNAUMA. OHa AomkHa Mpu paGoTe B 3aKpbITOM MOMELLEHUM,
obecneunBaTbCsl Yepes NoABMKHOE MCTOYHMUK NMUTAHUA OOJMKEH HaXoAUTbCH
BbITSHXKHOE YCTPOMUCTBO WUSM Yepes BHE 30Hbl CBapKu, a 3aseMnsilownun

Kabenb AOMKeH ObITb NMPUCOeAUHEH K
BCTPOEHHYKO CUCTEMY Ha pabo4yem cTone, obpabatbiBaemomy uzpenmio. He

KOTOpas obecneunBaet BbITAXKY C akcnnyaTupyute annapart B
pPasfnnYHbIX CTOPOH, C DPOHTA CBapKu U nomMeueHuAX C BbICOKOU CTENEeHbHO

HIXE, HO He C 30HBI, PACMIONOXEHHOM Hay ~ BMAXHOCTU 1 cbipocTy (puc.7).
MECTOM CBapKm, Ana Toro, Ytobbl n3bexartb
nogHATMS NbinM M abiMa. BbiTskHas
BEHTUNAUMA OO0KHA MCNONb30BaThCA
BMECTE C COOTBETCTBYOLEN 0OLien
BEHTUNAUMEN M UMPKYNsSunen Bo3ayxa,
ocobeHHO B cny4vasx, Korga cBapka
NpoOXo4uT B 3aKpbiTOM MOMELLEHUN (puc.
6). Npun HenpaBunbHOM cucTeme
BEHTUNALMN BO3MOXHbI 60onb 1
HEMNpPUATHbIE OLLYLEHUA B rnasax, Hoce
unu ropne, npu 3ToM HeobxoaMmo cpasy
npekpaTuTb CBapKy u obecneuntb
HEeobXo4MMYI0 BEHTUNALMIO

www.tiberis.ru sales@tiberis.ru 8-800-100-6756
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He npukacaitecb HM KakMMu 4acTAMM MpenoTepaweHne noxapa

Bawlero Tesna K ropavMm mMetaryindecknm Paboyasa 30Ha gomkHa cCOOTBETCTBOBATb
Aetansam (puc.8). npaBuUnaM TexHUKM Ge3onacHoCT
(pnc.10) : B nomMeLweHnn OOMKHbI BbITb
OFHETYLUMTENW; CTEHbl, NOTOMOK, M MNOn
AOIMKHbI ObITb BbIMOSTHEHbI M3
HeBOCNIaMeHsieMbIX MaTepuanoB. Bce
roptoune marepuarnbl Heo6xoanmo
yaanute u3 30HblI cBapku. Ecnu roptoume
maTepuanbl He MoryT ObITb yaaneHsl,
OHW OO0SMKHbI ObITh 3aLUULLEHbI
OrHeycTon4MBbIM NOKpbITMEM. [epen

cBapKou npoBeTpmBanTe MnoTeHumnanbHO
CoeovHnte BCe MeTannuyeckue getanu, OrHeonacHyto aTMOCCbepy.

KOTOpble HaxoOsaTCss B 30HE CBapku, npu NO
nomowm kabensa ¢ 6onblWMM UNN TakKUM )

K€ CeYeHMEM KaK CBapoO4Hbii kabenb K
Knemme 3asemMiieHus.

He ucnonb3ynte noBpexaeHHble CBAPOYHbIE
kabenu n WHypbl NuTaHus (puc.9). Puc.10

He pabotante B atmocdepe, coaepxallen
CUNbHYKO KOHLEHTpauuio nbisu,
OrHeonacHble rasbl WUn roproumne Xuakue
napbl. ICTOYHUK NUTaHMS OOSMKEH ObliTb
pa3mMelleH B 6esonacHoM mMecTe Ha
MNPOYHOM M POBHOM MOfy; He
pasMeLlanTe UCTOYHUK MUTAHUSA OKOJSI0
CTeHbl. He ocyulecTBnanTe cBapky Ha
BGannoHax, B KOTOPbIX XpaHATCA roproyne,
CMa304Hble M MHble BOCMNSIaMeHsieMble
mMaTtepuansl. [locne 3aBeplleHus paboTol,

- He o6maTbiBaiiTe NpoBoga BOKpYr ceoero  YO€AUTECH, 4TO Ha paboyem MecTe He
Tena. OCTanochb packaneHHbIX UM TReLWmnx

* He Hanpaensite ropenky Ha pabouero MaTepranos.

Mnu Ha Apyrux nogen. VICTOYHUK MUTaHUA  3auuTHLIN ras

MIMEET yPOBEHb 3aL!MTb' IP 228, noatomy Vcrnonb3ynte 3alnTHbIA ras, nogxoasLinn
OH NpefoTBpaLlaeT: * KOHTaKT C ropsaydnmMm NS TOrO BMAA CBAPKM, KOTOPbIA BbI

MM OBUKYLLIMMUCA BHYTPEHHUMN AETANAMW;  ocyiiiecTBRsieTe. YBEAUTECH, YTO

* nonagaHne TBepAblX 4acTul, AMamMeTpom perynatop/pacxogomMeTp, YCTaHOBMEHHbIN

bonee 12mwm; » obecneynBaeT 3awumTty OT Ha 6annoHe paboTaeT AOMKHbIM 0Opasom.
BepTMKanbHO Najaromnx kKanesnb BOAbI 6annoH crnegyet npefoxpaHaTb OT
(koHOeHcaTa) n nog HakroHOM MeHee 15 BO3OencTeus Tenna.
rpagycos; ° y

He akcnnyatvpynte annapat 6e3 AonycTMbin ypoBeHb wyma
GOKOBbIX MaHenenm T.K. 3TO MOXET
BbI3BATH Mpn cTangapTHbBIX YCNoBUsIX annapart Ans

. 3NEeKTPOJYroBoN CBapkM He npeBbllaeT
R OpHako, npu onpeaeneHHbIX YCNoBuUsX,
BbI3BaTb CEPbe3HbIE TPaBMbl onepartopa u Hanpumep, Npu MCMNoJSib30BaHUU BbICOKNX
MOXeT nospeauTb obopyaoBaHue. napameTpoB CBapKW YpOBEHb LUyMa
npeBbIaeT AONYCTUMbIA, MO3TOMY
peKoOMeHAyeTCA HageBaTb HayLUHUKN.
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OneKkTpoMarHnuTHasi COBMECTUMOCTb Cyxum gepeBsiHHbIM NPeaAMETOM Ui ApYrnm

. AN3NEKTPUKOM, CHUMNUTE Kabernb C
MNepen ycTaHOBKOW CBapOYHOro annapaTta nocTpagasLLero.

ONS CBapKM 3NEKTPO4OM U CBapKu
BONbPaMOBbLIM 3MEKTPOAOM B WHEPTHOM
rase, npoBepbTe ONM3Nexallyr 30HY,
cobntogasn cnegyrowme KnoyYeBble MOMEHTHI:
1. ybeguTechb, 4TO OKOSIO annaparta
OTCYTCTBYIOT NOCTOPOHHWNE Kabenn NCTOYHNKOB
NATaHWs, NVHUW Nepefadyn CurHarnos,
TenedoHHblE CoefMHUTENbHbIE MPOBOAA U
apyroe obopyaoBaHue;

2. ybeantecb, YTO OTCYTCTBYHOT
pagnonpueMHUKN 1 TENEBU30PHI;

3. ybeauTtech, YTO OTCYTCTBYHOT KOMMbIOTEPDI U
Apyrne cuctembl ynpaBneHus;

4. ybeguTtecb, 4TO MOGMM3OCTU HET noaen
C KapAWOCTUMYMATOPOM WIN CIyXOBbIM
annapartow;

5. NpoBepbTe NOMEXOYCTONYMBOCTbL NPUBOPOB,
paboTatoLwwmx B paboyern 30He CBapOYHOro
annaparta. BoamoxHo, notpebyroTcs
AONONHUTENbHbIE MEpPbI 3aLUUTHI.

Momexun moryT BbITb COKpaLLEHbI CrieayoLWwmnmm
cnocobamu:

1. ecnu ecTb NOMEXU B UCTOYHMKE NUTAHUA, TO
Heob6Xx0aMMO yCTaHOBUTb punbTp-
cTabmnunsatop HanpskeHus Mexay
3NEKTPUYECKON CETbIO U annapaTom;

2. BbIXOAHble kabenu annaparta OOMKHbI ObITb
YKOpPOY€EHbI; MPOBOAA AOMKHbI NieXXaTb BMeCTe,
Ha 3emne;

3. nocne TeXHN4YeCKoro obecnyxneBaHus
obs3aTenbHO 3aKponTe BCe NaHenu annapara.

OkaszaHue nepBon NOMOLLN

[1ns okasaHus HemeaneHHoOW MeauLMHCKON
NOMOLLM NOCTpaZaBLLEMY OT 3IIEKTPOLLOKA,
HEo6XoaANMO MMETb B HaNM4nm
COOTBETCTBYHOLLME CpeacTBa. Takke AOSMKHbI
ObITb CcpeacTBa Anga okasaHusa NnepBou
NMOMOLLM MPU OXOrax KOXu 1 rnas.

OKCTPEHHAA MNMEPBAA NMOMOLL.

HemenneHHO NO3BOHUTE AOKTOPY U BbI3OBUTE
CKOpYo nomoLub. Mcnonbaynte cnocobbl
oKa3aHus NepBov NOMOLLN, peKOMeHO0BaHHbIe
KpacHbim KpecTtom.

BHUMaHWe: npu NonyyYyeHnn anekTpuyeckKoro
LLIOKa BO3MOXEH feTaribHbIN UCXO0[.

Ecnn yenosek notepsn cosHaHue, 1 Bol
nogo3peBaeTe Yy Hero ANeKTPUYecKnm LLOoK, He
AoTparmBanTech A0 YenoBeka, ecrnn oH
corpuKacaeTcsi Co CBapO4HbIM arnnapaTom unu
APYrMMU 3IEKTPUYECKUMN eTansaMu.
OTkntounTe annapart OT ceTu, U 3aTeM
oKasblBanTe NepBylo NOMOLLL NOCTpagaBLLEMY.

www.tiberis.ru sales@tiberis.ru 8-800-100-6756
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NMPE3EHTALIUA

MHBEPTOPHbLIE TEXHOJIOIMA

TEXHUYECKAA NHO®OPMALIUA

3Ha4yeHuns xapakTepucTuK obopyaoBaHus

B Tabn.2 mMoryt oTnnyaTbCA OT AaHHbIX,

Cepusa nuseptopos COMPACT
pa3paboTtaHa ana paboTbl ¢ HecTabunbHbiIM  UHBEPTOPOB .
BXOOHbIM HanpsikeHnem. bnarogaps
aKTUBHbIM COCTaBNSAOLUM U
3MEKTPONMUTUYECKMM KOHOEHCaTOopaMm C
Gonee BbICOKMM HaNpsKeHMEM, a Takke
Gnarogapsi Hann4YMo cneunanbHOM CXeMbI
ynpaBneHusi obecneymBaeTcst CTabunbHOCTb

YKa3aHHbIX Ha HaKneunkax CBapoO4HbIX

MpumeyaHue : ana nony4vyeHna Hambonee
TOYHOM UH(pOPMaLIMMN O3HAKOMbTECH C
MHJOPMaLMOHHOMN NNACTUHOW (HaKnenkon)
Ha TbINbHOW YacTu annapara.

BbICOKOrO CBApO4HOro TOKa, He CMOTPS Ha TIGDC

CKa4Kn HanpspKeHns B 400V

cetn. Annapatel COMPACT nossonsioT = ¢ 50/60Hz

nepexoanTb OT CBApPKM MOKPbLITbIM -

anektpogomM (MMA) k cBapke Power KVA 60%13_

BONTb)PaMOBbIM 3IEKTPOLAOM B MHEPTHOM Wo v 10 (VRD attivo)

rase (TIG). Amp. Min-Max 5+ 350
TexHonorusi N(pon3BoAcTBa CBAPOYHbIX Amp. 60974-1 50°/3 350

MHBEPTOPOB MO3BONSAET COBMECTUTb 100% 260

dyHkummn MMA n TIG, n obecneunTtb bonee GETIGDC  mm 1,0 + 3,2

NErkyt aKcnyaTauuio CBapOYHbIX
annapatoB. CBapOYHble MHBEPTOPbLI UMEIOT
NaHenb ynpaBneHus u neyaTHyo nnary,
TpaHcopmaTop N YCTPOUCTBO

BblpaBHMBAHUA MHOYKTMBHOCTK. [MevyaTHas TIGAC
nnaTa obecrneuynsaeT pasnuuHble MyHKLUK,
4YTOObI YNYYLINTL 3aXuUraHve ayrv u D= @ph 53/%%}{'2
AVNHAMUKY CBapKW, sl TOro, YTo6bl :
Nony4YnTb ONTUMArbHYIO CBApKy NMoGbIM Power KVA 60% 13
TUMNOM 3MeKTPOAa C MaKCUMAarbHO MPOCTOM Uo v 10 (VRD attivo)
akcnnyatauveit. MOIM-TpaH3aucTop Amp. MinMax A 10 + 350
obecneunBaeT BbICOKYH CKOPOCTb PEAKLIMM N Amp. 60974-1 50% 350
BbICOKYIO TOYHOCTb, @ Takke obecneunsaeT 100% 260

GETIGAC  mm 1,0+ 3,2

CUJIbHOE YMEHbLUEHNE MAarHUTHbIX

KOMMOHEHTOB C COOTBETCTBYHOLUM
3HaAYNTENbHbLIM CHUXEHMEM Beca
reHepaTopa. Pyyka obecneunBaeT bonee
yao6Hy0 TpaHCMopTUPOBKY annapaTta. Bee

BblLLENEePEeUNCIIEHHbIE XapaKTepUCTUKU, a MMADC
Takke HM3Koe NoTpebreHne anekTpnyecTea
JenaeT 3T cBapO4vHble NHBEPTOPbI (3ph) 5&%%2
naeanbHbIMU ANs NobbIX CBapOYHbIX paboT. Soner VA 0% 13

[ns Toro, 4tobbl NONYYUTE HAUNYYLLNIA Uf’ v 76
pesynbTaT, B COOTBETCTBUM CO BCEMMU Amp. MinMax A 30 + 350
cTaHgapTamu 6e3onacHocTH, paboumni Amp. 609741 A 50% 350
[OMKEH XOPOLLO 3HaThb: ' 100% 280
* MPOLECChl 3NEKTPOLHON CBAPKM U CBAPKM QE mm 1,646
BONb(PaMOBbIM 3f1IEKTPOAOM B MHEPTHOM Insulation - H H H
rase, Protec. Degree - IP22S IP22S IP22S
* PErynMpoBKy CBapOYHbIX NapaMeTpPOB; Weight kg 50
* TEXHOMOIMIO BbINOSTHEHNSI CBAPKMW.

Tab6n.2
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HdocTynHble hyHKLMU CBapKu
Tabnuua 3 npegnaraeT CNMCOK OCHOBHbIX
dyHKUMn, goctynHbix ana MMA u TIG
cBapku. YacTb 3TnX PyHKUUIN ABNSAOTCA
cneundon4ecknMmn O HEKOTOpPbIX Moaenen,
B TO BpeMS KaK Apyrme MMerT OTHOLLEHMKE K
BbIOpaHHOM TexHonornn ceapku. Bee
dYHKUNN MOTYT ObITb BblBpaHbI 1
perynupyeTcs ¢ NOMOLLbIO NaHenu

yrnpaB/ieHus , KoTopas yCTaHOBMNEHa Ha
nepefHen 4yacTu UCTOYHMKA, YTOObI
YNyULNTb NPON3BOAUTESILHOCTL CBapPKMU.
NckntoueHnem aTnx cnyvaes SABMAKOTCA
"OxnaxgeHue no HeobxoaumocTtn" n Heavy
Duty thyHKUMSA : nepBas - aBTOMaTUYeCKM
perynupyeT BEHTUNALMIO B COOTBETCTBUM C
Temneparypoi BHyTPU UCTOYHUKA, a BTOpas
- onpeaensieT NPOMBbILLSIEHHYIO KOHLEMNLNIO
npoaykTa.

(&) w > O w o o
- KGO -0 & %9 Z. & Q. 8 o 3£
& O < 22 ® OQ 2w o 2 o ¥ g
<= =O < Jx 94 5@ o = = Q=
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Tabn.3

YCTAHOBKA OBOPYONOBAHUA

PacnakoBka
OTOT aneKkTpuYeckui Npnudop noctaensaeTcs
B KAPTOHHOWN KOpOOKe, B KOMMNMEKTE C
kabenem nutaHmsa (6e3 BUNKK), ra3oBbIM
lwnaHrom (6e3 wryuepa) n NCTpykumnen no
aKcnnyataumm n o6CnyXuBaHuio.
* BblHbTE cBapOYHbIV annapaT U3 ynakoBKu U
ybeauTechb, YTO OH He Obin NoBpexaeH BO
BpeMs TpaHCNopTUpoBKK. B cnyyae
COMHeHus, obpaTutech k Bawwemy
NOCTaBLUMKY UMW B HALL LEHTP NOOAEPXKKM.
» Y6eautech, 4YTO TOBap, KOTOpbIl Bbl
NONy4Ynnn COOTBETCTBYET TOMY, YTO Bbl
3akasanu. YNakoBKy MOXHO UCMOMb30BaTh
BTOPUYHO.

CEPWUNHbIA HOMEP

CepuiHbI HOMEpP UCTOYHUKA YKa3aH Ha
Tabnuyke C TbifIbHOM CTOPOHBI Kopryca. 3TO
4YnCno onpeaensieT NPOAYKT , KOTOpbI Bbl
npunobpenu n Heobxoanm Npu 3akase
3anacHbIX YacTeu.

PA3SMELLEHUE
» PasamecTtute annapat Ha yCTOMYMBOWN,
CYyXOW MOBEPXHOCTU 1 ybeanTech, YTO Nbifb
He BCacblBaeTCA BEHTUSTOPOM.
* ACTOYHMK JOMmKeH BbITb YCTaHOBNEH BAANM
OT TpaeKkTopun ABMXeHUA NobbIX YacTul, ,
nonyyaembiX BO BpeMS LWNNGOBanbHbIX NN
TOKapHO-ppe3epHbIX ornepauunn.
* A\cTOYHMK JomkeH BbITb pacrnonoXeH Kak
MUHMMYM B 20 CM OT Kakux-nnbo
NpenaTcTBUM (B TOM YMCIi€ CTEH), YTOObI He
orpaHu4mBaTb 3P PEKTUBHOCTb PaboThl
BEHTUNATOPA.
» Temnepatypa B NOMELLEHNN BO BPEMS
paboTbl formkHa 6biTb Mexay -10 n +40 ° C.
* He ponyckanTte nonagaHusa Ha NCTOYHUK
CUNBbHOIO A0XAA W NPSAMbIX COMTHEYHbIX
nyyen.
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THEEFI—II:

MpeaynpexaeHue: YctaHoBUTE
MCTOYHMK Ha POBHYIO MOBEPXHOCTD.
MakcumanbHO AONYCTUMbIN HaKmMoH 15°.

MoaknroyeHue K ceT NUTaHuA

KauectBeHHasa paboTa NCTOYHMKA MOXET ObITb
obecneyeHa TOMbKO NpY NpaBuUiIbHOM
NOOKITHOYEHNNN K CETU INEKTPONUTAHNS,
KOTOpOE AOSMKHO ObITb BbINOMHEHO OMNbITHBIM
nepcoHanom n npu nonHom cobnageHnm
AENCTBYHOLLMX NPaBUT OTHOCUTENBHO
YCTaHOBKM MPOMBbILLUSIEHHbIX 3M1EKTPONPUGOPOB.

[Ana nonyyeHuu nHopmaumm o
XapaKTepuUCTUKax, HeobxoanMbIX 4N
CUCTEMbI pacrnpegeneHnsa nuTaHus,
O3HaKOMbTECH NoXanyncra ¢ JaHHbLIMU B
9TOM JOKyMEHTe.

HanpskeHne nutaHus uctodHukoB 360AC/DC
asngaetca 400B + / -10% - 3 dasbl - SO/60Hz.
[Mepepn Tem Kak NCrnonb30BaTh AIEKTPUYECKYHO
ceTb, MPOBepbTE, YTO AOCTYMHbIE
HanpshkeHne NMTaHUsa 1 YyacToTa,coBnagarT C
yKasaHbIM/ B MapKUpOBKe Ballero annapara.
Ecnn aHeprocuctema cooTBETCTBYET 3TUM
3Ha4YeHUsIM U COOTBETCTBYET MakCUMarnbHMY
noTpebneHnto NCTOYHMKA (CM. Tabnuubl C
TeXHU4Yeckon nHpopmaumnen), NpocTo
nogknoumMTe ctaHgapTHyto Bunky (3P + T) k
kabento nuTaHuna. [na nogknoyYeHnsa BUMKK K
kKabento NuTaHusd, BbINOSTHUTE crnegytowime
AEencTBuUS:

* KOPMYHEBBIN (hasa) NpoBoa LOMKEH BbITb
NOAKMNIOYEH K pasbemy ¢ Gykson L1

* CMHMI NN CepbIn NPOBOA AOJTKEH ObITb
NoaKIMoYeH K pasbemy ¢ bykson L2

* YEePHbI UK CEePbIN NPOBOA A0STKEH BbITb
NOOKIMOYEH K K pasbemy ¢ byksomn L3

* XXEeNTO-3€emeHbIn (3emMnda) NPoBOA OOMMKEH
ObITb NOAKMOYEH K pasbemy ¢ bykBon PE nnu
cumBosriom " &= "
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MpeanynpexaeHue:

XenTto-3eneHbin NpoBOA AOMKEH
ObITb NpUCOeAUHEH B NepBYHO
ouepeab. OcTtanbHble npoBoAa
NUTaHUA - B NOCNEQHI0K oyepeab .
310 GyaeT rapaHTUpPOBaThb, 4YTO
MCTOYHMK 3a3eMJIeH.

* He ncnonb3ynte atu annapaTsbl C
yonnHHUTENnsMun donee 10 meTpoB U
ceyeHmeMm kabena meHee 10 mm2 .

» Kabenb nutaHusa He 4omKeH BbITb CKpyYeH
Ha KaTyLwKy nnun B knybok. OH aosmkeH
ocTaBaTbCH BAanu OT UCTOYHUKOB Tenna,
Macna u pactsopuTenen, 1 3aluLleH oT
MEXaHN4YeCKOro BO34eNCTBMS (BO3MOXKEH
PUCK NOpaXXeHUs1 INEKTPUYECKMM TOKOM).
» Kabenb nutaHus HaxoamuTca nopa
Hanps>keHMem, No3ToMy ero Heob6xoanmo
nepnoanyeckn NpoBepsiTb N 3aMEHATL B
cny4ae noBpexaeHus.

MopkniovyeHne 3aWMTHOrO rasa

3alUMTHBIN ra3a Ha 3TUX UCTOYHMKaX
MCNOSIb3yeTCs TOMbKO B PEXUME CBapKU
Hennasswmmcs anektpoaoMm (T1G). OH He
TpebyeTcsa B NpoLecce CBapKM NOKPbITbIMA
anektpogamun (MMA).

MpeaynpexpeHue: ra3oBbin 6annoH
[OJKeH ObITb 3aKpensieH Ha MecTe C
NOMOLLbLIO PeMHA 6e30MNacHOCTMU.

PS PS
PRESSOSTAT

e

®

380/400v
380/400v '

Puc.11

MHCTpYKLuMA No npumMeHeHUo

MNMepeaHas paHenb (Puc.12)

1. MaHenb ynpaBneHnsd

2. PerynupoBo4Has pyyka a5s UsSMeHeHus

CBapO4HOro ToKa U napameTpoB CBapKu

3. ducnnen. Noka3biBaeT 3agaHHbIe

napameTpbl , HANPsPKEHWUE U TOK BO BPEMS

cBapkKu.

4. OTpyuaTtenbHbi 6aoOHETHLIN pa3beM (-):
MoakntounTe 3a3eMnsaowmin NpoBo4 Unm

anekTpogonepXaTernb B Cnyvyae CcBapku

MMA (B 3aBUCMMOCTW OT NOSISIPHOCTU

HeobxoaMMON aneKkTpoay - ykasaHo Ha

YyNaKoBKe) U CBApO4HYIO FOpPernkKy - B

cnyyae aproHogyroson ceapku (TIG).

5. NonoxuteneHbln 6anoHETHLIN pasbeMm (+):

* He 3abyabTe NpuOTKPbITL, @ 3aTem 3akpbiTe [10AKN0UMTE 3a3eMNSOLLMIA TPOBOA UITK

KpaH 6annoHa, 4tobbl n3baBuTbLCSA OT
nobbIX Nnpumecen.

» 3akpenuTte perynaTtop AaBrneHus Ha
BbannoHe, ybeamnBLUNCH, YTO py4yKa
PErynMpoBKMN NOTOKAa ra3a ferko AOCTynHa.

» Y6eaunTech, YTO ramka KpenseHus 3aTtaHyTa

A0 OTKPbITUSA KpaHa BansioHa.

* [MogkntounTe ra3oBbIv LWMNAHT OT UCTOYHMKA
K LWITYyUepy perynatopa AaBneHus Ha
GannoHe.

» MeaneHHo OTKponTe KpaH banmnoHa.

Bo Bpems cBapku NOTOK rasa siBnsgeTcs
dyHKUMEN KadeCTBa U LIEHbI CBaPKMU.
[AnanasoH perynvpoBku, Kak npasuno, ot 10
00 20 NnNTpoB B MUHYTY .

Nopaknio4yeHne BoAsIHOro
oxnaxaeHusa (Puc.11)

* Hangute 610K anekTpu4eckmx
coegnHUTenen ons nogknoyeHns 6roka
BOASAHOIrO OXJTaXAEHNSA K UICTOYHUKY, OH
Haxo4WTCHA BHYTPU KOpnyca, Ha 3agHen neBon
BGoKOBOWM MOBEPXHOCTW.

* [MoagkntounTe kabenb NUTaHUA 1 pene
AaBreHnsa , Kak NokasaHo Ha
WMHPOPMaLMOHHON Haknenke psaaom ¢ 6s10Kom
coeAuHUTErNen.
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anekTpogogepxarernb B Criydae CBapku
MMA (B 3aBMCMMOCTU OT NOSIAPHOCTU
Heo6X0AMMON 3NEKTPOAY - yKasaHo Ha
ynakoBke) unm kabenb 3a3emMneHns - B
cnyyae aproHogyroson ceapku (TIG).

6. WTyuep Ana nogkntioyYeHns ra3oBoro
LunaHra ropenku npu ceapke TIG.

7. Pasbem ansa kabens ynpasneHnsa (KHOMKK)
ropenku TIG.

8. 14-KOHTaKTHbIN pa3beM Ans NOAKITHOYEHUS
nynbTa AUCTAHLUNOHHOIO ynpasieHns Nnu
neganu ynpaeneHus.

3apHsaa naHenb (Puc. 13)

A. OcHoBHOW nepeknoYvaTenb NUTaHus
nctoyHuka ctapt / cton (ON / OFF).
B. Kabenb nutaHus.

C. WTyuep onga nogknovyeHns
rasosoro wnaHra ans TIG ceapku.
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Punc.12 Puc.13

Puc.14
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MepeaHsan naHenb. U3meHeHUue
napameTpoB cBapku (Puc.14)

9.

A

10.

11.

12.

KHonka Bbibopa (KpacHbli cBeToanos) -
perynupoBKka CBapO4YHOro Toka C
nepegHen naHenu, ¢ nynbTa
ANCTAHLUNOHHOIO ynpassieHns unum ot
neganw. NpumeyaHue: oT neganu
NCTOYHMKM paboTaloT TONbKO B pexume
2T. Ecnun nCcToYHMK noctaBnseTcs ¢
610KOM BOASAHOIO OXNaXKAEHUS - OH
AOJTKEH OblTb aKTUBUPOBaAH.
YpoepxuBanTte 3Ty KHOMKY HaXXaTon B
TeyeHune 5 cekyH: CBeTOaMOo 4 HayHeT
mMuraTtb, a Ha gucnnee (no3s. 3) NOABUTCA
coobuieHne "H20" B TeyeHne HeCKONbKUX
cekyHA. Bckope nocne atoro,
obopynoBaHune BbINOSTHUT MPOBEPKY
rMOpaBinNYecKoro KOHTypa OXnaXXaeHus
cBapO4HOM ropesikn. Ecnu gasneHne
oxfnaxgaroLiem XXUOKOCTN unm obbem
noToKa He ABNsieTCa 4OCTaTOYHbIM - Ha
aucnnee cHoBa NoSABUTCS coobLleHne
"H20" , »enTbln curHanbHbIM CBETOANOA
(no3. 12) HayHeT muraTb 1 NpoLecc
cBapkun 6yaet npepsaH. YTobbI
BEPHYTLCS K PEXUMY BO34YLLUHOMO
OXJTaXXOeHWsi TOpenkn B KOHUrypauum
CUCTEMBI , KHOMKY 9 Heobxoanmo
yAep>XuBaTb HaXaTou B TedeHne 5
cekyHA. KpacHbl cBeTOAMO, KOTOPbIN
mMuran, byget ropeTb NOCTOSHHO.

KHonka Bbibopa (kpacHbI cBeToAMnoa)
oTobpaxeHust Ha gucnnee (noa. 3)
HanpsKeHWs1 Uy Toka npu ceapke. B
KOHLIEe CBapKku 0TOBpaxatoTcs TOSNbKO
TekyLwee 3Ha4YeHne nnun npeasapuTensHo
N3MEHEHHbIE 3HAYEHMS C MOMOLLIbIO
py4dku (nos. 2).

Hanunune HanpsixkeHus nuTaHns (3eneHbIn
ceetoauoa). Npumeyanue: nHamMkaTop
MUraeT B NepBble CEKYHAbI BKITHOYEHNS
NCTOYHMKA. Ecnun HanpsikeHne CnmwKoMm
BbICOKOE - UHOUKATOP He ropuT, annapaTt
He paboTaer.

NHaukaTop TepmosawmTbl (kenTbIn
ceetoguopa). NMpumeyanue: Ecnn cuctema
¢ 6510kOM BOOSHOIO OXNaXxaeHus -
XenTbl CBETOAMOA HAYHET MUraThb,
4YTOObI NPeaynpeanTb O He4OCTaTOYHOM
AaBEHNN XUAOKOCTU nnn obbeme NnoToka -
npouecc cBapkun byaeT npepBaH.
BHUMAHMUE: Ecnu ropuT XenTtbin
MHAOMKATOp , He BbIKIIOYauTe NuTaHme
MCTOYHMKA, TaK KaK 3TO OCTaHOBUT
oxnaxaeHue neperpeTbix Moaynen.
Ecnu xenTbln MHAMKaTOpP norac -
npouecc CBapku MOXeT ObITb
NPOAOJIKEH.
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. KHonka

13. MHaukaTop (KpacHbIM cBeToamMon)

OTCYTCTBUSA HAMNPSHKEHUST MeXAy
KnemmMmamu (+) 1 (-) ICTOYHUKA (3erneHbIn
ceetoguopa, (nos.11) roput ). OH roput ,
ecnu : * Ceapka anektpogom (MMA) c
dyHkumen VRD (ON) 3aBeplieHa; * [lyra
npu ceapke TIG noracna, u KHomnka
ropenku He HaxaTta (OFF); * paboTtatoT
BHYTPEHHWE 3aLlUMTbl UICTOYHUKA UNN eCTb
NUHble OedeKTbI.

. HeI/ICI'IpaBHOCTb HanpsaxeHnd nntTaHnsa

(3eneHbIn cBeTOaMOA).

. KHonka BbIb6opa (kpacHbIN cBETOAMOA)

TIG nnn MMA meToaa cBapku.

6. KHonka Bblbopa 2T unn 4T pexuma

(kpacHbIN cBeTOAMOA). HaXxmnTe KHONMKY -
KpacCHbI CBETOANO HAYHET MUraTb U
nepekntountcd Ha 2T nnu 4T
MMMNYNbCHBIA PEXNM (B 3aBUCMMOCTM OT
BbIOpaHHOro paHee pexuma).

7. KHonka BbIGopa napameTpoB CBapku

(kpacHbIN cBeTOAMOA). HaxkMuUTe KHOMKY
HEeCKOrbKO pa3 Afis Bu3yanusaumm Ha
aucnnee napameTpos cBapkn. OHK
CBSI3aHHbI C BblOpaHHbIM METO40M
CBapKn N MOryT OblTb OTKOPPEKTUPOBAHDI
C MOMOLLbIO PY4KM (N03. 2).

B pexume MMA - yaoepxutsanTte
KHOIMKY HaXxaToun B TedeHue 5 CekyH[,
4yT106bI BKJ1 nn BbIKIT dyHkumnio VRD
(KpacHbIN CBETOAMOA BKITHOYEH UK
BbIKItoyeH). Ecnu VRD BknoYeH - yepes
2 ceKyHObl HaNpsXXeHne 3NeKTpuyYeckomn
Ayr1 Ha XOnoCTOro xo4y CHU3NTCA OO
12B.

B pexxume TIG AC cBapku, yaepxuTte
KHOMKY Ha)kaTon B TeveHne 5 cekyH[,
4YTOObI BbIOPATL MNN OTKNIOYNTD
(KpacCHbI CBETOAMNOL, BKITHOYEH UMK
BbIKITHOYEH) DYHKLMIO BbICOKOW YacTOThl
(HF) onst Bcex nepMogoB CBapku Unm
TOMbBKO AN18 NnogKura ayru.

B pexxume TIG DC cBapku pyHKUMS
HF paboTaeT ToNbkoO ANA nogxura gyru.

Mpumeyanue 1: B pexume TIG DC
MOXeT BbITb akTuBMpoBaHa pyHKuUms Lift
TIG. [Ans aTOro BbINONHUTE crieayrowme
OEUCTBUA : yaepXusanTte HaxaTon
KHOMKY roperikv 1 BKM4YUTb annapar ¢
NMOMOLLLbIO OCHOBHOIO BbIKItOYaTess
NUTaHUS.

MpumeyaHue 2: ecnn annapat
BbIKIMIOYNTb Y MOBTOPHO BKIMIOYNUTD
dyHkuma Lift TIG He BygeT akTuBHa.

BblOOpa pexuma (KpacHbIN
CBETOANOA) CBapKM Ha MOCTOSAHHOM
Toke (DC) nnu nepemeHHom Toke (AC).
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19. KHornka Bbl6opa yactoTbl (Hz) Bl
nepemMeHHoro Toka nnun 6anaHcMpoBKM BOSTH
nepemMeHHOro Toka (KpacHbIn cBeToauMOoA).

BHumaHwue: [laHHasa kHonka paboTaeT
TONbKO NpY BbIOPaHHON GOYHKLMM
nepemeHHoro Toka (AC) ¢ MOMOLLbIO KHOMKK
(nos. 18.) O6a 3Ha4YeHnsa moryT ObiTb
N3MEHEHbI C NOMOLLbIO PETYNMPOBOYHOWN
py4dKuM (Nos. 2):

* YacrtoTta Bapbupyetcs ot 20 go 250 Iu.
Uem Bonblue YyacToTa, TeEM NHTEHCUBHEE
cBapoyHas ayra, oHa ctabusibHa u
KOHUEHTpMpoBaHa.

» banaHcupoBKa ANWUHHLI BOSTHbI UMEEeT
pnanasoH ot 30 go 80% u namensiet
COOTHOLUEHNE MeXay NPOHUKatoLLEen
CMOCOBHOCTBLIO Y U BO3MOXHOCTbIO
pa3buTb OKMCIbI HA MOBEPXHOCTN MeTanna.

30% (pyuka M103.2 Ha MUHUMYME)
HeobxoaAMMOo Npu MakcMManbHOM
BO3ENCTBUN HA OKCUOHYIO MIEHKY
artoMUHNEBBIX CNSIAaBOB N MarHus.

80% (py4ka Mo03.2 Ha makcumyme)
MaKkcMMarnbHasi KoHUeTpaLums Oyrm .

MNpenBaputenbHaa npoayska rasa
(ropuT KpacHbI cBeToauon). Bpems
NpoayBKK peré/nmpyemﬂ oT 0 0o 2 cek.
pyykon (nos. 2).

B aBTOMaTn4eckom pexumme
(KpacHbI cBeToAMOA MUraeT 1 Ha
aucnnee roput cnoso "Aut"), korga
pyuyka (no3.2) Ha MUHUMYME, MOXHO
nepenTn nocne perynmpoBKN BPEMEHU
NPOAYBKN HEMNOCPEACTBEHHO K
N3MEHEHUIO NOCTENEHHOrO YBEeSTIMYeHNs
CBapO4HOro Toka (up-slope).

cnu pyyka (no3s. 2) B gpyrmnx
NOSTIOXXEHUAX, BO3MOXHO U3MEHUTb
3Ha4YeHmne Ha4yanbHOro MMHMMAasbHOro
TOKa B 3aBMCUMOCTM OT TEKYLLEro
cBapo4vHoro Toka (Iw).

POOOITKUTENBHOCTb HaYanbHOro
ToKa cBapku (li) onpegensaetcs
onepaTtopoM Mpu HaXaTuUM KHOMKK Ha
ropernke B pexume yHkumm (4T).
[MpnmeyaHue: OyHKLUMS He OOCTYMNHa B
pexnme 2T.

Bpems nocteneHHoOro ysenuueHus
! 3| Toxa (up-slope), perynupyetcs pyykoil
(no3.2) ot 0 oo 25 cex.

Hs/Af ®yHKuMg ropsunn ctapt (roput
KpacHblM cBeToguod + Ha aucnnee

6ykea "H"). ®dyHkuma Arc Force
(KpacHbIn cBeTOoanoL muraet + Byksa

"A" Ha gucnneee). Ib
Hs QPYHKUMSA ropsunm ctapT (neperpyska
no Toky, B pexvume MMA npwu

nomxure gyrm). 3To 3HaveHue moxHo ef.19

OTperynmpoBaTth C MOMOLLLI PY4KK
(no3.2) ot 0 po 75.

Af Arc Force (neperpyska no Toky, B
pexnme MMA, ans obecnedeHus
CcTabunbHOCTU Qyrn); 3TO 3HaYeHne

MOXHO OTPerynmpoBatk C MOMOLLIO |,

py4ku (nos. 2) ot 0 oo 99.
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®yHkums Bi-level nossonsieT BbibpaTb
2 YpPOBHS CBApPO4YHOro TokKa, ToK (lw) u
BTOPOW YPOBEHb MO Ha3BaHMEM
"Ga30BbIN TOK", KOTOPbIN
perynupyeTcs oT MUHUMyMa J0
BESIMYUHLI OT 3a4aHHOro Toka (lw) .
Bbibop 1 HacTporika coyHKuum Bi-level
OCYLLIECTBNSAETCS C MOMOLLBIO PYYKM
(nos. 2) . Korga perynsartop HaxoauTcs
B MaKCMMaribHOM MOSIOXEHWUMU,
dyHKUnA Bi-level He akTuBHa 1 Ha
aucnnee (nos. 3) roput "OFF" |
NOBEPHYB PYy4Ky (N03.2) B Apyroe
nonoxeHue, Bbl BbIGEPUTE BTOPON
ypoBeHb ToKa . Bo Bpems
perynmpoBkn , 3Ha4yeHus "6a3oBoro
Toka" oToOpaxxatTca Ha gucnnee
(no3.3) . MNMpwu cBapke Anga akTMBaumm
dyHKunn Bi-level, npocTto HaxxmuTe U
ObICTPO OTNYCTUTE KHOMKY roperiku
(<0.8 cek.) 1 yepes HekoTOpOE
BpeMs, ornpeaensieTcs onepaTtopom,
MOBTOPHO HAXMWUTE Ha KHOMKY
ropenku (ON | OFF) ansa BosBpaTta K
3HayeHuto Toka (lw) . Ha nepegHen
naHenn NCTOYHUKA KpacHbIN
CBETOAMOA NOKa3blBaeT BbIOPaHHbLIN
cBapoYHbIn ToK ( lw unn BL).
[MpekpalleHne npoLecca cBapku
(HavyanbHaga asa down slope )
OCYyLLEeCTBNAETCH HaxaTuem u
yaep>XaHMeM KHOMKN ropeskn Ha
Bpemsa >0,8 cek.

[MpumeyaHue : dyHkumio Bi-level
MOXHO MCMOMNb30BaTb TOMbKO B
pexume ceapku (T4).

®yHKkums Bi-level moxeT ObITb
ncrnonb3oBaHa :

- [lna perynnupoBkn TensI0BNOXeHUs
B MeTann ;

- [Mpn n3meHeHUN NoONoOXeHnsa Npu
cBapke (HWXH., BEPTUK.,NOTONOYHOE);
- Ecnu npunon pasnnyHon TONWMNHLI
nnn Heobxogmmo gobaBuTb
npucagky 6e3 npepbiBaHUA npolecca

cBapku;

- Mpwn 3aBapke kpaTepa B KOHLE
cBapku, ecnu Bbl He xoTute
ncrnonb3oBaTtb PyHKUUo down slope.
Ba3oBbIN TOK B UMMNYNBCHOM peXuMe:
perynupyetca pydkon (nos.2) ot
MUHMUMYMa SA 00 3Ha4yeHus Toka |w .
OpawuH ceeTtoaguoa Ans 2 oyHKUUK:
yacToTa uMmnysbca (KpacHbI cBeTOANOL
rOpUT); COOTHOLLIEHWNE NyrnbcaLui
(KpacHbIN cBeTOANO4 MUraeT).
MpumevaHue : PyHKUMKN OOCTYMNHbI
TOMNBKO €CNn PEXNM aKTUBUPOBaH
Ha)kaTMem KHOMNKu (nos.16).

YactoTta MMnynbLCHOro Toka

12
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Dﬂ;

(mepeMeHHOro nnn NOCTOAHHOIO)
perynupyeTtcs pyykon (nos. 2) ot 1 go
500 lNu. MpoueHT oT BpemeHu (ot 20
0o 80%), B KOTOPOM CBapPOYHbIN TOK
MMeeT MakcumaribHoe 3HavyeHne
4YacToTbl NyfbCaLMW.

CBapo4HbI TOK (KpaCHbIN cBeToanoa
ropuT), pErynnpyeTcsi C MOMOLLIbHO
PYyYKM (N03.2), pacnonoXXeHHOM Ha
nepeaHen 4acTn NCTOYHMKA (OT
MWHMUMAanbHOro 40 MakCuMarnbHO
BO3MOXHOr0) Uin Ha NynbTe
ANCTaHLMOHHOIO YrpaBrieHus
(kpacHbI cBeTOaMo lw muraeT). B
3TOM Cfnyyae MakcumarsbHbIA TOK
OGyneT orpaHn4eH NONOXeHNnem
perynmpoBOYHON py4ku (Nos. 2).
Bpems nocteneHHoro CHMXeHWs Toka
(down-slope), perynupyeTca pyykon
(no3.2) ot 0 oo 25 cex.

Tok 3aBapku KpaTepa. Perynnpyetca
pyykon (no3s.2) ot MuHuUMyma (5A)
A0 BENUYUHbI CBapo4yHoro Toka (lw).
B pexume 4T aOnutenbHOCTb ToKa
3aBapku (Ilw) onpegensietcs
onepaTopoM C NMOMOLLLIO KHOMKK
ropersku.

MpeoynpexaeHve: JaHHasa QyHKUMS
He JOCTyrnHa B pexume 2T.

OkoHuaTenbHasa npoayBka rasa
perynupyeTca C MOMOLLBI  PYYKK
(no3. 2) ot 0 oo 25 cek.

cf

[MprmeyaHus:

- JltoBGble KOPPEKTMPOBKN NapamMeTpoB
CBapKN HEMEANEHHO 3anOMUHAKOTCS U
CTaHOBATCS AOCTYMNHbI 4115
Mcnonb3oBaHNA Npu padore.

- Yepes nATb cekyHA Nocrne OKOHYaHus
perynmpoBaHusa napameTpoB, MCTOYHUK
aBTOMATMYECKN BbIXOOUT U3 MEH0, NMnbo
NPOMCXOaNT HEMEANEHHbBIN BbIXOA,
KOrfa HavyMHaeTCcs NpoLecc CBapKM.

CBAPKA MNMOKPbITbIM 3JIEKTPOAOM

(

MMA)
CoeguHuTe 3a3emMnsa0LWLnN Kabenb ¢

oTpuuaTeribHbIM pasbeMoM (-) (no3.4)
MHBEPTOpPA, a 3aroToBKY C 3a3eMnstoLLen
KNeMMown.

CoeaunHuTte cBapo4HbIn kabenb ¢

NONoOXuUTesbHbIM (+) (N03.5) pazbeMom
MHBEPTOpPa M XOPOLLIO 3adouKCupymnTe
30eKkTpo B AepxaTerse.

lNMpeaynpexpeHue: CobnropanTte
nonsipHocTb anektpoaa (DC +, DC-). 3tn
AaHHble yKa3aHbl Ha YyNaKkoBKe

3NEeKTPOAOoB.
BknounTe MCTOYHMK, HaXkaB cTapT/CTon

www.tiberis.ru

(ON/OFF) nepekntovatens Ha 3agHeun
naHenu (nos. A). MNpeaynpexaeHue:
CBapoyHbIV annapaT NpeasioxuT
KOHOUrypaumo cBapoYHbIX NapaMmeTpos,
NpUMEHsEeMbIX B NpeablayLnn pas.

* Mcnonb3ynte KHOmMKy (no3.15), 4toObl
BblOpaTb meTog ceapku (MMA).

* Wcnonbaywte kHonky SET (no03.17), 4Tobbl
BOMTW B "MeHI0" (KpacHbIN cBeToanon
ropuT) U NPOCMOTPETL NapameTpbl CBAPKM B
MMA (Hs/Af u lw).

* icnonb3ynTe pyyky (no3.2), 4Tobbl
HacTpouUTb NapamMeTpbl (ABa KpacHbIX
cBeToauoaa ropsT unm Murator).
LindpoBble 3Ha4yeHUa napameTpoB
oTobpaxtoTca Ha gucnnee (no3.3)
nepeaHen NaHenn NCTOYHUKA.

* YaepxusanTte kHornky SET (no3.17) B
TeyeHune 5 cekyHA, YTOObl BKIOYUTD
nnu oTkNYNTL PyHKumio VRD.

BAXHO: ina nonyyeHus
OOonosnHuTenbHon nHpopmauum o
hbyHKUMAX U napamMeTpax ANA pexuma
MMA cBapku, noxanymncra, npoumtante
nyHKT o "lMepeaHsan naHenb. U3ameHeHue
napamMmeTpoB CBapKu".

* Nopoxante 5 cekyHa. ICToUHUK BbINOET
N3 MEHIO perynmpoBaHns napamMmeTpoB
aBTOMAaTUYECKN.

» CBapOYHbI TOK MOXHO OTrperynupoBaTh
npy NnomoLLM pyydkm (nos. 2) (lw ceetogmon
FOPUT) UIN C NOMOLLIBIO PYYKU Ha NyNbTe
ANCTaHUMOHHOIO ynpaBrieHus, ecnn nynbT
1Y ©bin akTMBNPOBaH C MOMOLLbI KHOMKK
(nos. 8) (lw ceetogmoa muraer).

» BennunHa cBapo4HOro Toka 3aBUCUT OT
cBapuBaemoro marepuvana, Tmna
anekTpoaa, ero guameTpa u B3aBUCMMOCTU
OT pekoMeHaauum, npeaocTaBnsiemMblX
npou3BOaMTESIEM 3MIEKTPOAA Ha YNaKoBKe.
* B npnBeaeHHon HUXe Tabnuue HaxoanTcsa
6asoBasi MH(hopmMaunsa o gManasoHe TOKOB,
ncnonb3yeMblx ONA KaX4oro gnameTpa
anektpoaa.

Cneaytolime NHCTPYKLUMU MOTyT BbITb
NonesHbl ANs XOpOoLnX pe3ynbTaToB
CBapKu :

* He cTyunTte anekTtpogom no metansy,
NMOCKOSIbKY 3TO MOXET UCNOPTUTb NOKPbITUE
N OCITIOXXHUTb 3aXKUraHue ayru.

* [Nocne 3axuraHusa gyrn nogasante
3M1eKTPOA B CBAPOYHYO BaHHY MOA Yriom
45°, npoaBurasicb crieBa Ha npaso, YTOObI
BU3yarnbHO KOHTPOSIMPOBATbL CBAPOYHbIN
npotecc.

« [INnnHy cBapo4HOM Oy MOXHO U3MEHUTb
NpY NOMOLLIM NOAHATUS NN ONMYyCKaHWUS
anekTpoaa.

* lameHeHne yrna HaknoHa ceapkm
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yBEIIM4nBaEeT pas3mep CBapO‘-IHOI7I BaHHbI,

BCneacrTeue yero yBenuymnBaeTcs
KONMMYEeCTBO  LUMaka BCMMbIBAKOLWEro Ha
NMOBEPXHOCTb.

* [lo OKOH4YaHWM cBapku JanTe LInaky
OCTbITb, @ MOTOM yganuTe ero c
nomMoLLblo 06py6bo4HOro MonoTka.

OvameTp anekTpoaal CBapo4HbIN TOK
1.5mm 30A - 50A
2.0m 40A - 70A
2.5m 60A - 100A
3.25mm 90A - 140A
4.0mm 120A - 180A
5.0mm 150A - 250A
6.0mm 250A - 350A
MpeaynpexpeHue :

Mpu ypaneHun wnaka obpy6oYHbIM
MOJIOTKOM HafeHbTe 3alUUTHbIE OYKW,
4yTO6bl NPEeaoTBPaTUTL NOBPEXAEHNS rNas.

MNMpeaynpexaeHue : 3arpsa3HeHHas
3aroToBKa, Nnoxoe coeauHeHue
Mexay 3asemMnAalowmm kKabenem wm
3aroToBKOM, NNIOXO 3aKpensieHHbIN
3NneKTpoa B 3neKkTpogoaepxartene
MOryT cTaTb NMPUYMHOM
HeKayecTBEeHHOro LiBa.

KAYECTBO CBAPKH

KayecTBO cBapku 3aBUCUT B OCHOBHOM OT
onbiTa pabo4ero, oT BUAa CBapku u ot
KayecTBa anekTpoda, noaTtomy
BblOMpanTe noaxoasilmnin 3nekTpod A0
TOro, Kak MpUCTynuTE K CBapkKe,
y4nTbiBasi TOMLWMHY N COCTaB
CBapMBaeMbIX METarnsos.

PerynupoBka cBapo4HOro ToOKa.

B cny4ae, ecnv TOK CRAULIKOM BbICOKUNA,
TO 9NeKkTpoq ObICTPO cropaeT; npu 3TOM
LIOB MOJSTy4aeTCs LUMPOKNA N HEPOBHbIN.
Ecnv TOK CNMLWIKOM HU3KUI, TO MOLLLHOCTb
MarneHbKas 1 LLOB NoflyYaeTcs Y3KUM 1
HEepPOBHbLIN.

OnuHa cBapo4yHOM Ayru.
Cnuwkom gnvHHasi ceapoyHas ayra
BbI3bIBAET UCKPbI N cnaboe nnasneHve
obpabaTbiBaemMoro metanna; npwu
CNULLKOM KOPOTKOW [yre anekrpon,
npununaeT K Metanny.

PerynupoBka CKOpPOCTU CBapKw.
Mpy npaBunbHOM BbIGOpE CKOPOCTU
CBapku LWOB Mnony4yaeTtcs Heobxoammon
LUMPWHbI 6e3 gecdopmaLnin 1 KpaTepos.

www.tiberis.ru

CBapka HennassiLLMMCS IneKTpoa

(TIG AC/DC)
Csapky TIG Ha noctosiHHom Toke (DC)
NPUMEHSIOT NS CBAPKM CTanu u
Hep)xaBetowen ctanu. [Ansa atoro Buaa
CBapKM ernaTtenbHO UCMNOfb30BaHUe
3NEeKTpoaoB € BoNbdpamom + uepuin 2%
(cepbivi uBeT). TopeL HennaesLWerocs
anekTpoda JomkeH 6bITb KOHNYECKUM TakK,
4yT06bI Ayra Obina ctabunbHa n aHeprus
KOHLIEHTpMpoOBanachb B TOYKe cBapku. [AnuHa
3aTOuKM anekTpoaa byaeT 3aBuceTb OT
AnameTpa anekTpoaa : Npy HA3KOM TOKe
ANUHa paccyuTbiBaeTcs no popmyne -
"L =3 x D", npn 6onbliom Toke - "L =1 x D".

) d

Puc. 15

TIG cBapka Ha nepemeHHoM Toke (AC)
ncnonb3yeTcs Ansi CBapKy antoMUHUS U ero
CNNaBoOB C MPMMEHEHNEM HEMMaBALLNXCA
3MEeKTPOAOB 13 YNCTOro Bonbdpama
(3eneHbIn uBeT) unn ¢ gobasneHnem 2%
naHTaHa (cuvHuin uBeT). Bo Bpema cBapku
Ha nepeMeHHoM Toke (AC) cooTHoLWEeHne
MeXay NONOXUTENbHBbIM U OTpULaTENbHbIM
nosiynepnogamm Toka HasblBaeTcs
"GanaHc". [pn namMeHeHnn 3Ha4YeHns
GanaHca BOSHbI (CM. ONMcaHue pexuma
"YacTtoTta n 6anaHc", kHorka no3.19)
N3MEHSIeTCA nogaya Tenna mMexay
HennaeAWwuMcs BofibpamoBbIM
9NEKTPOAOM M 3aroTOBKOM :

* ecnu 6anaHc BOMHbI OTpUUATENEH,
9TO 3HAYUT, YTO BPEMSI MOSOXKNTENBHOMN
NosyBOSHbI OonbLUE, YeM BpeMS
oTpuvuaTeribHOM MOMYBOSIHbI,N
TemnepaTtypa CKOHLEeHTpupoBaHa
bonblle Ha 3anekTpoae, YeM Ha
3arotoBke. Pe3ynbTar - npoucxoanT
O4YUCTKa MOBEPXHOCTN CBapMBaEMOro
n3nennsa oT OKCUOHOW MIEHKN.

* 1 HaobopoT, ecnu GanaHc BOSHbI
NOSNOXNTESbHbIN (BpEMS
oTpuuaTenbHOW NONYBOSHbI 6onbLue,
4yeM BPEMEHM MONOXUTENbHOWN
NONyBOMHbI), TEMnepaTtypa
CKOHLIEHTpMpOBaHa Ha 3aroToBKe.
PesynbTtaT - cBapoyHas ayra 6onbluee
NPOHMKAET BHYTPb N3aenus.

* onepaTtop AO0JKeH oTkanmbpoBaTb
BGanaHc BOMH B 3aBUCMMOCTU OT
AnameTpa HennaesLerocs anekTpoaa,

sales@tiberis.ru 8-800-100-6756
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3Ha4YeHNa CBApPOYHOro ToKa, TOMLMNHbI U
mMaTepuana 3aroToBKMv.

* Npy oTpuuaTensHOM H6anaHce BOMHbI
OCTpue HennaesLerocs anekTpoaa
AOJTKHO BbITb B (hopmMe KoHyca, AnvHa
3atoukn L =1 x D (puc.15) ansa nony4eHuns
KOHLEHTPMPOBAHHOWN 3NeKTpUYecKkomn
ayrn. Takoe codeTaHne Heob6xoanmo npu
cBapke HeBOMbLINX TONWWH UK BONbLLOK
NPOM3BOANTENBHOCTU Ha CPEOHUX U
BbICOKMX TOKaXxX.

* pY NONOXUTENBLHOM BGanaHce BOSHbI,
Ha cpeaHUX N HU3KNX 3HAYEHUSAX ToKa
KOHeL, an1ekTpoaa oKpyrnaeTcs
(nonycdepa) n anekTpuyeckas ayra
MeHbLUEe CKOHLUEHTpMpoBaHa. Takoe
coyeTaHne HeobxoaMMOo ANsA CBapKK
BCTbIK U HA HApPY>XHMX yrnax.

Momxur ayrn B pexume TIG moxeT
OblTb AUCTAHLUMOHHBIM (OCUMNATOP) -
peanu3oBaH TOKaMu BbICOKOM YacTOThI
(HF), He TpebyeT KOHTaKTa Mexay
31EKTPOAOM U 3aroTOBKOW.

UTtobbl 3axeub ayry 6e3 HF (goctynHa
Tonbko B pexume DC TIG) anektpoa
[OOJMKEH corpukacaTtbcs ¢ 3arotoBkown (Lift
Arc). Cuctema Lift Arc pabotaet
cnegyowmm obpasom :

* nogHecuTe BOJIb(PPaMOBbIN 3NEKTPOL

Ha 3-4 MM K CBapuBaemMoMy Kycky, obpasys

yros B 45°, HaXXMUTE KHOMKY ropenku
KacasiCb ero Kepamm4ieckon Hacagkowm
(puc. a)

* BbICTpbIM OBMXEHNEM 3aKopoTUTE
BONb(pamMoBbIi anekTpoq (puc. b) u
BEPHWUTE Has3ad Ha paccTosiHne 3-4 Mm
(puc. ¢ ). 3aroputca gyra, obpasys
WHTEHCUBHbIN 1 ropsiunn ceeT. [Burante
ropenky crnpaea Haneso, cobniogas
paccTosiHne oTobpabaTbiBaeMoro Kycka.
« [1na ocTaHOBKM NpoLecca cBapku
OTNYCTUTE KHOMKY ropesnikv nnu nogHnMmTe
ropernky oT obpabaTbiBAeMOro Kycka .

puc. a puc. b puc. ¢

BHUMAHUE: lnsa aktuBauum cUMCTeMbl
Lift TIG, cneaynTe MHCTPYKLUAM HUXKE :
 [1o noga4ym nMTaHnUa Ha UCTOYHMK TOKa
Ha)XMUTE KHOMKY ropenkn, yaepxueasi ee
HaXxaToWn, BKMNKOYMUTb MHBEPTOP.

» OTNyCTUTE KHOMKY roperikm ToNbKo nocne
TOro Kak MHBEPTOP BbIMOSTHUT
npeaBapuUTerbHble NMPOBEPKN.

www.tiberis.ru

NMocnenoBaTenbHOCTL COOPKU
nctoyHuka TIG c ropenkown
BO34YyLIHOro U BOASIHOrO
oxnaxaeHus (B 3aBUCMMOCTHU OT
KOMMJieKTauum).

* [logkntounTte Kabenb 3azeMneHus K
NONOXUTENbHOMY (+) pasbemMy UCTOYHMKA
(no3.5), a Knewm K 3aroToBke , KoTopas
AosmkHa ObITb NpuBapeHa .
* [ogkntounTte kKabernb NUTaHMUS FOPENKN K
oTpuuaTenbHoMy (-) pa3bemy UCTOYHMKA
(nos.4).
* [logkniounTte pasbemM KHOMKU FOpersku K
TPEX-KOHTaKTHOMY rHe3ly Ha UCTOYHUKE
(nos.7).
* [logknoumTe rasoBbl LWMAHT FOPEnKu K
razoBOMy LUTYLlEpY Ha UCTOYHMKE (N03.6).
* [loakno4YMTb ra3oBbIl LWSAHT K ra30BOMY
LWITYLeEepy, pacnofioXXeHHOMY Ha 3adHewn
naHenun nctodHunka (no3.C) u Kk pegykropy,
CMOTUPOBAHHOMY Ha ra3oBoM GansoHe.

B Mogensax ¢ BOAsSHbIM OXNaXKAEHUEM :
» [logkntounTte aBe TpybKM ( KpacHyto n
CVIHIOI) OT roperku K 6noky BOAAHOro
oxnaxaeHusa. Bkntoynte 6ok BOgAHOro
OXNaXaeHus € NMOMOLLbIO MMaBHOrMo
BbIKItoyaTens . AKTUBMpynTe ero , criegys
NHCTPYKLMAM M3 MyHKTa 9 YyacTu naHesnb
ynpasneHus . ( NMpumedaHne: npu ceapke
HeobX0AMMO UCMOoNb30BaTh YNCTLIN aproH).

» [epxuTe ropernky 6e3 HaxkaTnsa Ha KHOMKY;

BKITOYMTE NUTAHNE UCTOYHMKA UCMONb3Y4
nepeknoyatenes ctapt/cron (On/Off) Ha
3agHen naHenu (nos. A) NCTOYHUKA.
(BHuMaHne: Annapat npeasioxuT
napameTpbl CBapKW, UCMNONb3yeMble B
npegblaywun pas).
*  Wcnonb3ynte kHonky (No3.15), 4ToObl
BblOpaTb pexuM CBapKu HENMaBALWNMCS
anektpogom (TIG).
*  Vcnonb3ynte kHonky (no3. 16), 4Tobbl
BblOpaTh pasfiMyHble peXxnmbl CBapOYHOM
rOpenkn ans ceapku:

* 2-X TaKTHbIW - 2T cBeTOANOL rOpPUT

* 2-X TaKTHbIW UMNYMbCHbIN - 2T
cBeToaMo4 MUraeT,

* 4-X TaKTHbIW - 4T cBETOANOA rOPUT,

* 4-X TaKTHbIW UMNYNbCHbIA - 4T
cBeToaMo4 MUraer.
*  Haxmute kHonky (noc.17), 4tobbl

aKkTMBMpoBaTh "MeH" unm "Habop" dyHKUMIA

Ans Bolbopa n perynmpoBKnN 3HAYEHUS C
nomoLLbto pyyku (No3.2) anga uukna TIG.

*  KWcnonb3ynte kHomky (No3.18) ans
BblOOpa pexnma Toka - NoCTOosIHHbIN (DC)
nnu nepemeHHbIn (AC).

*  Wcnonb3ynte kHonky (No3.19), 4ToObI
BblOpaTb U OTPerynmpoBaTb pyyKkomn (no3s.2)

sales@tiberis.ru 8-800-100-6756
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YacTtoTy (Hz) n 6anaHc BOIH NEpeMeHHOro  PexuMbl paboTkl ropenku 2T/4T :

Toka (AC). BHumaHue: kHonka (no3.19) MpenMyLLecTBa yHKLUMM 4T :

aKTMBEHa, TOMbKO ecnu BblbpaHa yHKUmMa . Caapka ocyluecTensieTcs 6es

nepemeHHoro Toka (AC) (kHonka nos.18).  eoBxoaUMOCTU yAEPKaHWS KHOMKI HAXaTOM
BAXHO: ina nony4yeHus (B aBTOMaTM4YECKOM peEXNME);
AonofnHuTensHoM uHopmaumm o * Tok 3aBapku kpatepa (Icf) MoxHO
(hyHKUMAX 1 napameTpax Ans pexuma OoTperynmpoBaTtb py4dkomn (no3. 2) , a Bpems C
TIG AC/DC cBapku, noxanyucra, MOMOLLIbHO KHOMKW FOPENKu.

npouutanTe NyHKT o "lMepeaHsasn naHenb. .

M3MmeHeHne napameTpoB CBapku". Modalita

* Mopoxgute 5 cekyHa. VICTOYHMKK ¢ 2T ¢

aBTOMAaTMYECKN BbIMAET N3 MEHIO
perynupoBaHus napamMeTpoB.

* OTperynupymnTte CBapoOYHbIA TOK C
nomoLLblo py4kn (nos. 2) (lw ceetoanon

Iw ‘
FOpUT) NN perynaTopoM Ha nynbTe
ANCTaHUMOHHOIO yNpaBneHusl, ecnu nynsT ¥ 5 A
AY 6bIn aKTMBMPOBAH C MOMOLLIbHO KHOMKK
(nos. 9) (lw ceeTogmoa muraer).
* Bblbop 3HavyeHMs cBapOYHOro Toka bﬁ

3aBUCUT OT NOJNOXEHUA CBapKn, ouamMeTpa

HennassALWeroca anekrpoga v ToNWmHbI

3aroToOBOK, KOTOPbIE AOSTKHbI OblTb CBAPEHbI. ¢ Pulsante torcia premuto (ON)
MpumeyaHue: [ing meTannnuyeckmx fiMcTos

TOMLLMHOW A0 2 MM. NpUCaoYHbIi Matepuan T Pulsante torcia rilasciato (OFF)

MO>XHO HE UCIMOoJIb30BaTb, €CJTN KPOMKA
3alroToOBOK pPacCnoJioXeHbl onusko Apyr K apyry.

» B Tabnuue HWxe npuBeaeHbl OCHOBHbIE
CBeleHNsl 0 ArMana3oHax TOKOB, KOTopble

lw Corrente disaldatura

MOFYT GbITb MCMOMb30BaHbI, B COOTBETCTBUM Modalita
C AnaMeTpoM 3neKTpoaa 1 TOMLNHOM NncTa: ¢T 4T ¢ T
= © = <
@© i) o i)
: - BN BRI | |
> O s X = w
£ 5 EREAEEEN R AR
(0] o F s O < F s O
= @ g 5 i S
(@) @ Q o _n a
40 -70 1,6 40 - 60 1,6
70 -120 2,4 70 -110 1,6
130 - 160 2,4 90-110 | 1,6-24 Iof ”ﬁ
130 - 160 2,4 120-150 | 1,6-24
170 - 220 3,2 125-155 | 2,4-3,2 ¢ Pulsante torcia premuto (ON)
220 - 260 4,0 180 - 250 3,2
270 - 330 5,0 220 - 330 3,2 T Pulsante torciarilasciato (OFF)
330 - 350 5,0 300-350 | 3,2-4,0
Iw Corrente di saldatura
lef Correntefinale
Puc. 16
Onsa nonyyvyeHua nHdopmaumm o
nepcoHanbHOM 3awWwmTe U 6e3onacHocTn
Ha paboyem MecTe, BHUMaTENbHO
npoyuTtante rnasy o BE3ONMACHOCTM.
www.tiberis.ru sales@tiberis.ru 8-800-100-6756
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TexHn4yeckoe 06C11y)KVI BaHue

BHUMAHMUE! MNepen npoBeaeHnem
nobbLIX paboT yoeauTech, YTO MalLMHA
OTKJIHOYEHa OT CeTH NUTaHuSA.

HagexxHocTb 1 3 dEKTUBHOCTb paboThl

CBapoO4YHOro ob6opyaoBaHMs Ha NPOTAKEHUMN

BCEro cpoka aKcnryarauum cBs3aHa c

pPEerynapHoOCTbO NPOBEAEHUS TEXHNYECKOrO

obcnyxmBaHus. CBapoyHble annaparthbl

TpebyloT TwaTenbHOro yxoga 3a

BHYTPEHHMMK aeTanamn. Yem Gonblue

Nbinn B paboyem noMeLleHun, Tem 4alle

Heob6xoQMMO NPOBOANTL TEXHUYECKOE

obcnyxumBaHue.

* CHUMUTE KPbILLKY;

* Yoanute nbifib C BHYTPEHHUX geTanewn

annaparta CTpyen cxaToro Bo3gyxa npwu

AasneHun 3kr/cwm;

* [lpoBepbTe BCce anekTpuyeckue

coeguHeHnsa, ybeauTecb, YTO BCE ramku U
BUHTbI NIOTHO 3aTSHYTHI;

» 3ameHuTe n3HOCKBLUMECH AeTanu;

» 3aKpounTe KpblLLKYy annapaTa;

» [Mocne BbINONHEHUS 3TUX onepawlummn

annapaTt rotoB K paboTe B COOTBETCTBUM
C WHCTPYKUMAMN, ONUCAHHBbIMX B AAHHOM

PYKOBOLCTBE.

MUHdopmaumnsa o TexHU4eCcKux
XapaKTepucTukax

1. CepunHbIN HOMEP.

2. Mopgenb MCTOYHMKA NMUTaHUS.

3. Tun xapakTepucTuk

4. MuHuMarnbHoOe 1 MakcumarnbHoe
HOMUWHarbHOE HanpsbkeHne 6e3 Harpysku.
5. Twn cBapku.

6. KonuyectBo cpas.

7. HomuHanbHOe 3Ha4YeHne nogaBaemoro
HanNps>KeHUs.

8. bykBeHHOe 0603Ha4YeHue cTeneHu
N30naumn.

9. CrteneHb 3alunThI.

10. MoLHOCTb.

11.Pasmep Heob6xoaMMOro rnaBHOro
npegoxpaHuTens.

12.lMopaBaeMbln TOK.

13. CBapOYHbIN TOK N HaMNpsKeHne.
14. KoadbnumneHT ytunmsaumm.

15. [lnanasoH ynpasneHus
(Tok/HanpsixeHue)

16. Ccbinka Ha ctaHgapT

e |
Type: Serial number: e s
- i .
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FOREWORD

Thank you for purchasing our products. When
assembled and used correctly, our welding
generators are reliable and long-lasting and
will help increase the productivity of your bu-
siness with minimum maintenance costs.
These generators of direct and alternating
current, when completed with their own ac-
cessories, may only be used for the welding
of coated electrodes (celluloid/aluminum,
excluded) or for welding with tungsten infu-
sible electrode under the protection of inert
gases. In the latter case, the power genera-
tors can be used with air- or water-cooled tor-
ches, with their relative cooling unit.

All these appliances were designed, manu-
factured and tested entirely in ltaly, in full ac-
cordance with the European Directives of Low
Voltage (2006/95/EC) and EMC (2004/108/
EC), by applying norms EN 60974.1 (safe-
ty rules for electric material, Part 1: source
of welding current) and EN 60974-10 (EMC
Electromagnetic Compatibility) and are iden-
tified as Class A products.

Class A appliances were not designed for use
in domestic environments in which power is
supplied through a public low-voltage grid; it
is therefore potentially difficult to ensure the
electromagnetic compatibility of Class A ap-
pliances in such environments, due to radia-
ted and conduced disturbances.

These professional electric appliances must
therefore only be used in industrial envi-
ronments, connected to private power distri-
bution cabins.

These generators are therefore not subject
to the European/International EN/IEC regula-
tion 61000-3-12 which defines the maximum
levels of harmonic distortion induced in the
public grid of low-voltage power distribution.

The installer or the user (if necessary, con-
tact your power distributor) is responsible for
ensuring that these appliances can be con-
nected to a public low-voltage grid.
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Warning: the manufacturer refu-
A ses all responsibility in the event of

unauthorized modifications perfor-

med on its products. These power
generators must only be used for the welding
procedures described above; they must ne-
ver be employed to recharge batteries, for
the thawing of water pipes, for the heating of
buildings by means of added resistances etc.
Compliance to RoHS Directive: We here-
by declare that the range of the generators
described in this manual is in accordance
with RoHS EU Regulations 2002/95/CE of
27 January 2003 regarding the restriction of
the use of certain substances harmful for hu-
man health present in Electric and Electronic

Equipment (EEE).

E generator or to its packaging, indica-
tes that, at the end of its useful life,
W= the product must not be treated as
ordinary waste, but must be collected
separately from other waste and in accordan-
ce with European Directive 2002/96/CE of 27
January 2003 regarding the disposal of waste
electrical and electronic equipment (WEEE).
These must be collected separately and di-
sposed of in an environmentally compatible
way. As owner of an EEE product (Electrical
Electronic Equipment), you are responsible
for contacting your area dealers for informa-
tion on authorized collectors. Applying the
above mentioned European Directive impro-

ves the environment and our own health.
A gerous operations for the worker
and for anyone near the working

area. Please carefully read the SAFETY
chapter below in order to reduce risks.

This symbol, applied to the welding

Warning: Welding, cutting and
similar techniques may be dan-
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SAFETY

WARNINGS
This manual contains instructions for the
proper installation of the Electric Electronic
Equipment (EEE) you have just purchased.

The owner of an EEE must make sure that
this document is read and understood by wel-
ding technicians and their assistants and by
maintenance technicians.

Warning: Even when the ON/OFF
switch of the EEE is at “O”, voltage
from the power grid is still present
within the generator and in the po-
wer cable. Prior to any internal inspection,
make sure the appliance has been discon-
nected from the power source (this means
taking a series of steps in order to separate
the appliance from the power source and to
keep it free from voltage).

Electrical electronic appliances may never be
used without their panels and covers, as this
may be dangerous for the workers involved.
Using the appliances without these protec-
tions may cause serious damage to the ap-
pliances themselves.

These generators may be supplied by an
electricity generator, which must absolutely
be equipped with a diesel engine with a po-
wer higher than the power required by the
generator at the maximum performance. Its
output voltage and frequency must compa-
tible with the supply values required by the
generator, see the technical data table.

www.tiberis.ru
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PERSONAL PROTECTION

* Workers and their assistants must protect
themselves by wearing closed, non-flamma-
ble protection coveralls, without pockets or
rolled sleeves or legs. Any residue of oil or
grease must be cleaned from the garments
before wearing them. Only wear EC marked
garments suitable for arc welding (Fig. 1):

1. Gloves;

2. Apron or jacket
made of crust lea-
ther;

3. Gaiters to protect
the shoes and the
bottoms of the trou-
Sers;

4. Protection shoes
with steel toes and
rubber soles;

5. Mask (please con-
sult the paragraph
on light radiations); (:

6. Crust leather slee-
ves to protect the
arms.

A

LIGHT RADIATIONS

Fig.1

Caution: Make sure all protection
garments are in good conditions
and replace them regularly in or-
der to ensure perfect personal
protection.

* Warning: Never stare at an electric arc wi-
thout suitable eye protection (Fig. 2).

» « Users must wear fireproof helmet or
mask, designed in such a manner as to offer
protection to the neck and face (including the
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sides) against the light of the electric arc (gla-
re from the visible light and infrared and ul-
traviolet radiations). The helmet or the mask
must be equipped with a protector whose
degree of opacity will depend on the welding
procedure and on the value of the electric arc
current, according to the values contained in
Table 1 (EN 169).

Arc/Air
ow Plsema Coated | Cabon TG
9 20 - 39A 5-19A
10 40-79A 125-174A 20-39A
1 50 -149A 80-174A 175-224A 40-99A
12 150 - 249A 175 - 299A 225 - 274A 100 - 174A
13 250 -400A 300-499 275-349A 175 - 249A
14 500A 350 - 449A 250 - 400A
MIG for  MIG for
DIN Light Al- Steel MAG
'S Pieces
9
10 80-99A 80-99A 40-79A
1 100 - 174A 100 - 174A 80 - 124A
12 175-249A 175 -299A 125 - 274A
13 250 - 349A 300 - 499A 275 - 349A
14 350 -499A 500 - 550A 350 - 449A

Table 1

» The colored filter (inactinic filter) must be
kept clean at all times. Should it break or dete-
riorate (Fig. 3), replace it with a new filter, with
the same degree of opacity. The colored filter
must be protected against impact and welding
projections by means of a transparent glass
positioned on the anterior part of the mask.
This transparent glass must be replaced whe-
never visibility is reduced during welding.

WORKING AREA
Welding operations must be carried out in
a sufficiently ventilated place, isolated from
other working areas. If this is not possible,
anyone near the person operating the wel-
ding machine and their assistants must be
protected by curtains and transparent opa-
que screens, self-extinguishable and in ac-
cordance with regulation EN 1598 (the color
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of the screen will depend on the welding pro-
cess and on the value of the currents used),
anti-UV goggles and, if necessary, masks
with suitable protection filter (Fig. 4).

Prior to any welding operation, clear the wor-
king area from all chlorine solvents, which are

normally used to clean or degrease the wor-
king material. The fumes of these solvents,
when submitted to the radiations of an electric
arc, even from afar, may, in some cases, tran-
sform into toxic gases. Make sure all the pie-
ces which are to be welded are absolutely dry.
Warning: When the welding operator is in a
closed space, the use of chlorine solvents is
absolutely forbidden in the presence of elec-
tric arcs.

During the grinding, brushing and
hammering operations involving the
welded pieces, always wear protection gog-
gles with transparent lens to prevent projected
chips and any other foreign particles from hur-
ting your eyes (Fig. 5).

Unhealthy or dangerous gases or fumes must
be collected (as they are produced) as close

and efficiently as possible to the source of
emission (Legislative Decree no. 81 of 9 April
2008), in such a manner that the concentra-
tion of pollutants does not exceed the permit-
ted limits (Fig. 6). In addition, all welding ope-
rations must be carried out on metal surfaces
devoid of rust and paint, to avoid the formation
of hazardous fumes.

Any symptom of discomfort or pain in the
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fet

Fig.6

eyes, nose or throat rglay be caused by ina-
dequate ventilation; if this is the case, imme-
diately interrupt work and ventilate the area.
Do not weld metals or painted metals contai-
ning zinc, lead, cadmium or beryllium, unless
the operator and the persons nearby are
using breathing apparatuses or wearing hel-
mets with oxygen cylinder.

Should welding operations be carried out in
conditions different from the usual working
conditions, with an increased risk of electric
shock (reduced or damp working area), ad-
ditional precautions must be taken, such as:

- Using power generators marked “S”;

- Placing the power generator out of the wor-
king area;

- Reinforcing personal protection devices,
ground insulation and insulation between the
piece to be welded and the operator (Fig. 7).
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Workers and their assistances must never
allow any parts of their bodies to come into
contact with metallic materials at high tempe-
ratures or which are moving (Fig. 8).

24

Using the arc welding and cutting equipment
requires strict respect for safety conditions
regarding electric currents. Make sure that
no metallic parts accessible to the operators
may come into direct or indirect contact with
a phase conductor or with the neutral of the
power grid.

All electrode holder pincers and torches used
must be in good conditions. Do not coil the
welding cables around your body and never
point the torches to other people (Fig. 9).

Make sure that no power cables from other ap-
pliances, control lines or phone cables are near
the welding generators.

Any other electric equipment in the welding
area must be in conformity with the correspon-

ding EMC regulation.
operation generators is forbidden to

anyone wearing pacemakers or other

such electric devices.

Caution: Access to the the working
area and near the welding/cutting

At least once every 6 months make sure that
all electric appliances and accessories are well
insulated. Contact your supplier for more infor-
mation on the maintenance and repair of such
equipment.
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Warning: Never touch the welding
cable or the electrode and the piece
which is being welded at the same
time.

A

ELECTRIC SYSTEM
Any intervention on electrical and electronic
equipment must be entrusted to qualified tech-
nicians capable of performing such operations.
Prior to connecting your appliance to the power
grid, make sure that the counter, the overload
and short-circuit protection devices, the so-
ckets, the plugs and the electric system as a
whole are compatible with the maximum power
of the appliance and its voltage (please check
the information on the plate) and in conformity
with the norms and regulations in force.
The ground single-phase or three-phase con-
nection (yellow/green cable) must be protected
by a medium or high-intensity differential-resi-
dual current device (sensitivity between 1 and
30 mA).
If the power cable is connected, the ground
cable (when present) must not be interrupted
by the protection device against electric shock.
The switch, if present, must be at “O”; the po-
wer cable, if not supplied, must be of the har-
monized type.
Ground all metal parts near the operator, using
cables that are thicker or as thick as the wel-
ding cables.

The protection class of the appliance is IP22S,
which means it prevents:

- manual contact with internal parts in high tem-
perature, which are moving or live;

- the introduction of solid bodies with more than
12 mm of diameter;

- protection against rain with maximum inclina-
tion of 15°.

FIRE PREVENTION
The working area must be in conformity with
safety regulations. This means that fire extin-
guishers must be installed, compatible with the
type of fire which may happen.

The ceiling, the floor and the doors must be
non-flammable. All combustible material must
be moved away from the workplace (Fig. 10).
If this is not possible, cover it with a fireproof
cover.

sales@tiberis.ru 8-800-100-6756


http://www.tiberis.ru

Before you start welding, ventilate all areas that
are potentially flammable.

Do not use the equipment in places with signi-
ficant concentrations of dust, flammable gas or
combustible liquid vapor.

The generator must be placed on solid, smooth
floor, and should never lean against walls.

Do not weld containers filled with gasoline, lu-
bricant or other flammable substances.

Do not weld or cut near ventilation ducts, gas
ducts or any other installation which could ac-
celerate the spreading of a fire.

After concluding the welding operation, always
make sure that no incandescent or burning ma-
terial has been left in the area.

Make sure the ground connection is sound; a
defective ground connection may result in an
electric arc which can become the cause of a
fire.

PROTECTION GAS
Strictly follow all instructions of use and handling
provided by the gas supplier. In particular: the
areas of storage and use must be open and
ventilated, sufficiently away from the working
area and from sources of heat (< 50°C). Fix the
cylinders, protect them from impact and from
any technical accident.
Make sure the cylinder and the pressure gauge
correspond to the gas required for the welding
operation.
Never lubricate the cylinder taps and do not for-
get to remove all gas from the cylinders before
connecting the pressure gauge. The protection
gases must be dispensed at the pressures re-
commended for the different welding/cutting
procedures.
Periodically inspect the ducts and rubber tubes
to make sure they are properly sealed. Never
use a source of flame/fire to detect gas leaks;
use a suitable detector or brush the suspected
area with soapy water.
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Warning: Improper use of the gas,
A in particular in small spaces (cargo
holds, tanks, reservoirs, silos etc), will
expose the user to the following risks:
1 — Suffocation or intoxication with gas and
gassy mixtures containing less than 20% of
carbon dioxide (these gases replace oxygen in
the air);
2 — Fire and explosion with gassy mixtures
containing hydrogen (hydrogen is light and
flammable; it accumulates beneath ceilings or
in nooks, resulting in risk of fire and explosion).

NOISE

The safety prescriptions regarding workers’
protection against the risks derived from expo-
sure to noise are treated by European Directive
2003/10/CE of 6 February 2003, which descri-
bes the need to adopt measures to promote sa-
fety, hygiene and good health in the workplace.
The noise emitted by the welding and cutting
generators depends on the intensity of the
welding/cutting current, on the procedure used
(MIG, pulsed MIG, TIG etc), on the work envi-
ronment (size of the area, reverberation of the
walls etc).

Under normal work conditions, the noise emit-
ted by a welding/cutting generator does not
exceed 80 dBA,; should it be necessary to emit
noise above 85 dBA, the worker involved must
be equipped with suitable protections, such as
helmet and ear plugs, and be informed by sui-
table signaling.

FIRST AID
The ltalian Ministry Decree no. 388 of 15 July
2003 specifies the minimum personal protec-
tion equipment that employers must provide
their first aid team with, for immediate help in
the event of electric shock, suffocation, burns

of different types, eye burns etc.

A tient if the power source is still active.
Cut off the appliance from the power

source and remove all power cables from the

victim using a piece of dry wood or any other

insulating material.

Beware of electric shock and electric
burns: the workplace may be dange-
rous; do not attempt to help the pa-
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PRESENTATION

INVERTER TECHNOLOGY

These current generators with inverters are
designed to work under unstable voltages.
The use of power components and elec-
trolytic condensers with higher voltage and a
particular control circuit ensure high stability
of the welding current even in the event of po-
wer variations. These inverters allow for wel-
ding with coated electrodes (MMA - DC) and
using scratch start, with infusible electrodes
(TIG - AC/DC), equipped with HF. Thanks to
the technology used in their manufacturing,
the generators make it particularly easy to
use the two MMA-TIG functions right from the
start. These inverter generators consist of a
power control board, a switching transformer
and an impedance. The board includes se-
veral electronic functions to improve the arc
trigger and the dynamic action of the welding,
in order to obtain perfect weldings with both
applications.

An IGBT bridge ensures quick reaction and
maximum accuracy, together with a remar-
kable reduction of the magnetic components.
As a consequence, the weight of the genera-
tor is reduced. All these features, other than
their low power consumption, make these ge-
nerators perfect for all kinds of welding. They
are also equipped with a handle for easy mo-
vement.

For satisfying results, and in accordance with
all safety standards, users must be familiari-
zed with:

MMA (DC) and TIG (AC/DC) welding;

Regulation of welding parameters;

Welding performance.
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TECHNICAL INFORMATION

The figures in Table 2 may differ from the
values on the information plates fixed to
the rear panel of their generators.

Note: For more information on the perfor-
mance of the product you have just pur-
chased, please refer to the values on the
information plates.

g 06
m 400V
(3 ph) 50/60Hz
Power KVA 60% 13
Uo v 10 (VRD active)
Amp. Min-Max A 5+ 350
0,
Amp. 60974-1 1530/% :;56(())
GETIGDC  mm 1,0+3,2
TIGAC
D, 400V
(3 ph) 50/60Hz
Power KVA 60% 13
Uo v 10 (VRD active)
Amp. Min-Max A 10 + 350
Amp. 609741 A 1500(;’{2 325600
GETIGAC  mm 1,0+32
MADC
m 400V
(3 ph) 50/60Hz
Power KVA 60% 13
Wo v 76
Amp. Min-Max A 30 + 350
Amp.60974-1 A 1%0(;’{2 325800
9]= mm 1,6+6
Insulation - H H H
Protec. Degree - IP22S IP22S IP22S
Weight kg 50
Tab.2
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AVAILABLE FEATURES FOR WELDING
Table 3 offers a list of the main features avai-
lable for MMA and TIG welding of the genera-
tors. Some of these features are specific for
some models, while others are related to the
selected welding procedure.

All features can be selected and regulated
using the control panel assembled on the

front of the generators, to improve the wel-
ding performance. The exceptions to these
cases are the FAN ON DEMAND and HE-
AVY DUTY functions: the first automatically
regulates ventilation according to the internal
temperature of the generator, while the latter
defines the industrial concept of the product.

Q = = Qu = 3] (=]
(] [ =
2o o %232 3 835w, 8 St & 5 u
ey b2 =z > 3E 80 %« Oz 5 « O
L Q so g9 2 48 @ go 38 5 g 58&
=1 —4 [TT]
? T Y 8o 2 o £ © Egg
360AC/DC X X X X X NO X X X X X X X
Tab.3
INSTALLATION Warning: Machine stability is ensured
for a maximum inclination of 15°.
UNPACKING

This electric appliance comes in a cardboard
box, complete with power cable (without a
plug), gas tube (without a connector) and a
use and maintenance booklet.

 Remove the welding generator from its
packaging and make sure it has not been
damaged during transportation. In case of
doubt, contact your supplier or our assistan-
ce center.

* Make sure the material you have received
corresponds to what you have ordered. The
packaging can be recycled.

SERIAL NUMBER
The serial number of the appliance is prin-
ted on the data plate of the generator. This
number identifies the product you have pur-
chased and must be provided when ordering
spare parts.

POSITIONING
* Place the appliance on a stable, dry base
and make sure that no dust from the base is
sucked by the fan.
» The generator must be placed far from the
trajectory of any particles released from mil-
ling operations.
» The generator must be placed at least 20
cm away from any obstacles (including walls)
so as not to limit the efficiency of the fan.
* The room temperature during work must re-
main between -10 and +40°C.
* Protect the machine against heavy rain and
direct exposure to sunlight.
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CONNECTION TO THE POWER MAINS
The good functioning of the generator is en-
sured by its proper electric connection to the
power mains, which must be carried out by
experienced personnel and fully respecting
the current regulations regarding the installa-
tion of industrial electric appliances.

For relevant information regarding the cha-
racteristics required for the power distribution
system, please read the relative paragraph in
this document.

The supply voltage of these generators
360AC/DC is 400Vac +/-10% - 3Ph -
50/60Hz. CAUTION: Before you make any
electrical connection, check that supply vol-
tage and frequency available at site are those
stated in the ratings label of your generator.
If the power grid corresponds to these values
and is calibrated according to the maximum
consumption of the generators (please see
the tables with technical information), simply
connect a standardized plug (3P+T) to the
supply cable.

To connect the plug to the supply cable, fol-
low these instructions:

« the brown (phase) wire must be connected
to the terminal identified by the letter L1

* the blue or grey wire must be connected to
the terminal identified by the letter L2

 the black or grey wire must be connected
to the terminal identified by the letter L3

» the yellow/green (ground) wire must be
connected to the terminal identified by the
letter PE or by the symbol <+ .

sales@tiberis.ru 8-800-100-6756
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* Do not use the current generators with ca-
ble extensions exceeding 10 meters and with
less than 10 mm? of diameter.

» The power cable must not be allowed to coil
or tangle. It must remain away from sources
of heat, oil, and solvents and protected from
crushing (risk of electric shock).

* The power cable contains power voltage; it
therefore must be periodically inspected and
replaced when deteriorated.

Warning: The yellow/green cable must
be fixed to the ground clamp in such a
manner that the power cable is the last
one to yield in case the cable ruptures.
This will ensure that the generator is
grounded.

WELDING GAS CONNECTION
The protection gas of the electric arc on these
generators is only used during welding with
infusible electrode (TIG). It is not required du-
ring welding with coated electrodes (MMA).
Warning: The gas cylinder must be fixed
in place with a safety belt.
* Do not forget to slightly open and then close
the tap of the cylinder to eliminate any impu-
rities.
» Assemble the pressure regulator on the
cylinder, after making sure that the gas flow
regulation knob is loose.
» Make sure the connector is tightened before
opening the cylinder tap.
» Assemble the connection on the gas tube of
the generator and the gas tube to the exit of
the pressure regulator.
» Slowly open the cylinder tap. During wel-
ding, gas flow is a function of the parameters
and accessories of the welding. The regu-
lation range is normally between 10 and 20
liters per meter.
Note: Additional information on how to work
safely with gas, please carefully read the
PROTECTION GAS paragraph of this docu-
ment.

WATER COOLER CONNECTION
(FIG.1)

» Locate the plate for the water cooler con-
nection inside the generator, on the bottom
back left side.

» Connect the power cable and the presso-
stat cable as shown in the label affixed close
to the connection plate.
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PRESSOSTAT

e

Fig.11
ISTRUCTIONS OF USE

FRONT PANEL (FIG. 12)

1. Control panel

2. Regulation knob for welding current and
welding parameters

3. Display showing the preset parameters
(not voltage), voltage or current during
welding

4. Negative Dinse plug (-): Connect the
ground lead or the electrode holder pin-
cers in case of MMA welding (depending
on the polarity requested by the electro-
de, printed on the packaging) and the
torch in case of TIG welding

5. Positive Dinse plug (+): Connect the
ground lead or the electrode holder pin-
cers in case of MMA welding (depending
on the polarity requested by the electro-
de, printed on the packaging) and the
ground lead in case of TIG welding

6. Attachment for the connection of the torch
gas tube

7. Connector for the torch button cable.

8. 14-pole connector for the manual or pedal

remote control cable

REAR PANEL (FIG.13)
A. Generator start/stop (ON/OFF) switch
B.Power cable
C. Connector for the protection gas tube for
TIG arc welding

sales@tiberis.ru 8-800-100-6756


http://www.tiberis.ru

Fig.12 Fig.13

Fig.14
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WELDING PARAMETER CONTROL
AND SETTING PANEL

9.

Selection button (red LED on) for the re-
gulation of the current from the front pa-
nel or from the remote control, manual or
foot. Note: with foot remote control, gene-
rators work only in 2T mode.

Alf the generator is supplied with water co-

10.

11.

12

13.

oling unit, this must be activated. Keep
this button pressed for 5 seconds: the
LED will start flashing and the display
(pos. 3) will show the message “H20” for
a few seconds. Soon after, the equipment
performs an inspection to make sure the
hydraulic circuit to cool the welding torch
is functioning well. When cooling fluid
pressure/flow is not sufficient, the display
will show the message “H20” again,
the yellow alarm LED (pos. 12) will start
flashing and the welding process will be
interrupted. To return to the air version of
the system configuration (in the cooling
unit and H20 torch), keep button 9 pres-
sed for 5 seconds. The red LED that was
flashing will now remain on.

Selection button (red LED on) for the vi-
sualization of welding voltage or current
on the appliance. At the end of welding
only current or new values presetting is
viewed (no information on voltages va-
lues: on wedlong or no load).

Power voltage present (green LED on).
Note: blinking at the first power seconds
and in the case of overvoltage, unit is not
working.

. Thermal protection intervention (yellow

LED on)

Note: With the system in H20 configura-
tion, the yellow LED will start flashing to
warn of insufficient cooling fluid pressure/
flow and the welding process will be in-
terrupted.

WARNING: When the yellow LED is on,
do not cut off power from the current
generator, as this would interrupt ven-
tilation to the overheated parts. When
the yellow LED goes off, the welding
process may continue.

Indicates the absence of voltage between
the output (+) and (-) clamps of the live
generator (green LED, pos. 11. on). The
red LED pos. 13 will light up:

* when the electrode welding (MMA) with
active VRD function (ON) is completed;
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14.

15.

16.

17.

18.

19.

* when the TIG arc-off welding is com-
pleted and the torch button is released
(OFF);

* due to the intervention of internal protec-
tions of the generator or for other defects.
Anomalies on the power voltage (green
LED on).

Selection button (red LED on) for TIG or
MMA welding procedure.

Selection button for 2T or 4T torch (red
LED on); press the button again and the
red LED will start flashing and will switch
to 2T or 4T pulsed mode (depending on
the selection made before).

Menu button for the regulation of welding
parameters (red LED on). Press the but-
ton several times to visualize on the di-
splay the welding parameters related to
the selected process, and which can be
adjusted using the knob (pos. 2). In MMA
welding, keep the button pressed for 5 se-
conds to select or disable (red LED on or
off) the VRD function (if activated, after 2
seconds from the electric arc stopped, no
load voltage goes down to 12Vdc). In TIG
AC welding, keep the button pressed for
5 seconds to select or disable (red LED
on or off) the high frequency (HF) fun-
ction for all the welding process or only
at the arc strike. In TIG DC welding, the
high frequency is working only at the arc
strike. Note: in TIG DC the arc can be
struck also in TIG Lift, follow these steps:
hold the torch trigger and turn the unit
on through the ON/OFF switch. Note: if
unit is turned off, once it will be turned on
again, TIG Lift function won'’t be activated
if torch trigger is not hold again.

Selection button (red LED on) for direct
current (DC) or alternating current (AC).
Selection button (red LED on) for alterna-
ting current frequency (Hz) or balancing
wave (wave balance) of the alternating
current (Warning: This button is operatio-
nal only if you select the AC function (alter-
nating current) with the button (pos . 18).
Both values are set by the knob (Pos. 2):

* The frequency varies from 20 to 250 Hz;
more the value increases, the more the
welding arc is stable and concentrated.

» The balancing wave length varies from
30 to ‘80% and changes the relationship
between penetration and cleaning action
of the arc welding. At 30% (knob Pos.2 at
minimum) there is the maximum cleaning
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action of the aluminum alloys and magne-
sium heavily oxidized, while at 80% (knob
Pos.2 maximum) there is the maximum
penetration (arc concentrate) and pro-
ductivity.

fa

Hs/Af

Hs

Hf

Bl

Pregas function (red LED on); time
adjustable from 0 to 2s with knob (item
2) / automatic mode (red LED flashing
and the word “Aut” on the display) al-
lows with the knob Pos.2 at minimum
to pass after the Pregas time directly
to the gradual increase of welding cur-
rent (up-slope); with knob (Pos. 2) in
other positions it sets the value of the
initial current variable from minimum
to set welding current (lw). The dura-
tion of the initial current welding (li) is
determined by the operator in torch
trigger function mode (4T). Note: fun-
ction not available in 2T mode.

Time of gradual current increase (up-
slope), adjustable with knob (pos. 2)
from O to 25 s.

Hot start function (red LED on + letter
H on the display)/Arc force function
(red LED flashing + letter A on the di-
splay);

Hot start function (over current when
the MMA arc is triggered); this value
can be adjusted using the knob (pos.
2) from 0 to 75 (Hs max).

Arc force function (over current for arc
stability in MMA); this value can be
adjusted using the knob (pos. 2) from
0 to 99 (Af max).

The function Bi-level allows choosing
2 levels of welding current, the current
(lw) and a second level called “base
current” adjustable from the minimum
to the value of the set current (Iw).
The selection and adjustment of the
Bi-level function is carried out with
the knob (item 2). When the knob is
at the maximum setting, the Bi-level
function is not active and the display
(item 3) shows “OFF” while, by turning
the knob in other positions, you select
the second current level. During the
adjustment, values of the base cur-
rent are displayed on the display (pos.
3). In welding to activate the Bi-level
function, simply press and quickly re-
lease the trigger (<0.8 s) and after a
time set by the operator the action on
the torch button (ON / OFF) quickly re-
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ref.19

Hz

Icf

sales@tiberis.ru

peats to return to value of the welding
current (lw). The on red LED on the
front panel of the generator indicates
the level of the selected current (lw
or Bl). The interruption of the welding
process (early phase of down slope)
is done by pressing and holding the
trigger for a time greater than 0.8 s.
Att.: Bi-level function can only be used
in torch trigger mode (T4).

The function Bi-level can be used in
welding to:

- adjust the heat input,

- vary the operative positions,

- Solder of different thicknesses or
add filler metal without having to inter-
rupt the welding process,

- fill the crater at the end of welding
if you do not want to use the function
current reduction (down slope) of final
current.

Base current in pulsed mode: percen-
tage value adjustable with knob pos.
2 from the minimum of 5A to the Iw
current value.

One LED for 2 functions: pulsed fre-
quency (red LED on) / pulsation ratio
(red LED flashing). Att.: functions are
activated only if pulsed current mode
is activated by pressing the button
(pos.16).

frequency of pulsed current (AC or
DC) adjustable by knob (item 2) from
1 to 500 Hz.

Percentage of time (from 20 to 80%) in
which the welding current has the peak
value in the frequency of pulsation.
Welding current (red LED on), adju-
stable with the knob (pos. 2) located
on the front part of the generator (from
the minimum to the maximum current
issued by the generator) or on the re-
mote control (red LED Iw flashing). In
this case the maximum current will be
the current set using the knob (pos. 2)
on the front part of the generator.
Time of gradual current reduction
(down-slope), adjustable with knob
(pos. 2) from 0 to 25 s.

Final current /crater filler function) per-
centage adjustable with knob pos. 2
from the minimum (5A) to the set wel-
ding current (lw).

In 4T mode the duration of the final
current (Icf) is established by the user
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by means of the torch button.
Warning: This function is not available
in 2T mode.

Post gas adjustable by means of knob
pos. 2 (from 0 to 25 s).

Notes:

- Any adjustments to a welding pa-
rameter are immediately memorized
and made available for welding.

- Five seconds after the last parame-
ter regulation, the generator automati-
cally exits menu configuration (imme-
diate exit when the welding process
starts).

WELDING WITH COATED
ELECTRODES (MMA)

» Connect the ground lead to the negative (-)
Dinse socket of the generator (pos. 4) and
the ground clamp to the piece which is to be
welded.

« Connect the welding cable to the positive
(+) Dinse socket of the generator (pos. 5) and
correctly fix the plated electrode (filler mate-
rial) on the electrode holder.

Warning: Respect the positive or nega-
tive polarity (DC+, DC-) marked on the
packaging of the used electrodes.

* While holding the electrode holder pincers,
supply the generator with power by pressing
the start/stop (ON/OFF) button on the rear
panel (pos. A) of the generator. Warning: The
welding machine will suggest the configura-
tions used in the previous welding

» Use the button in pos. 15 to select the elec-
trode welding procedure (MMA).

» Use the SET button in pos. 17) to select
‘menu” (red LED on) and view with more
pressures the welding parameters in MMA
(Hs/Af and Iw).

« Use the knob pos.2 to adjust the parame-
ters (both red LEDs on or flasing). relative va-
les are viewed on the display (pos.3) on the
generator front panel.

» Hold the button SET pos. 17 for 5 seconds
to enable or disable the VRD function.
IMPORTANT: For further information on
parameter functions and regulation in
MMA welding, please read the paragraph
on “WELDING PARAMETER CONTRO-
AND SETTING PANEL”.

« Wait 5 seconds. The generator will exit the
automatic parameter regulation menu.
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* If necessary (as consequence of changed
operation conditions) adjust the welding cur-
rent previously set using the knob pos. 2 (Ilw
LED on) or with the remote control knob if the

Electrode diameter | Welding current
1.5mm 30A - 50A
2.0m 40A - 70A
2.5m 60A - 100A
3.25mm 90A - 140A
4.0mm 120A - 180A
5.0mm 150A - 250A
6.0mm 250A - 350A

remote control has been activated with but-
ton pos. 8 (flashing Iw LED).
* The set current value depends on the ap-
plication of the welding, the type of electrode,
its diameter and on the instructions provided
by the electrode manufacturer (and present on
the packaging of the electrodes themselves).
» The table below contains basic information
regarding the range of currents used for each
diameter of electrode.
The following instructions can be useful for
good welding results:
 Delicately use the electrode (to avoid de-
terioration of the coating) to touch the piece
which is to be welded, to trigger the electric
arc.
« After triggering the arc, keep the electrode
in position at an angle of about 45° and move
it from left to right to control the arc and the
welding range.
« The length of the arc is a function of the
electrode/piece distance.
 Variations on the welding angle may incre-
ase the size of the welding area, improving
the covering capacity of the slag.
* When the welding is completed, allow the
residue to cool down before removing it with
a toe-ended brush.
Warning:
* Protect your eyes;
* Avoid injuries to you and other person-
nel when removing the residue with the
toe-ended brush.
Warning!
A bad start can be caused by dirt on the
material to be welded, by the incorrect
connection between the ground lead and
the piece to be welded, or by the impro-
per fixing of the electrode holder.
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WELDING QUALITY

The quality of the welding depends mainly on
the skill of the welder, the type of welding (pi-
ping, plates etc) and the quality of the electro-
de. Prior to welding, select the most suitable
model and diameter of electrode, being par-
ticularly careful regarding its thickness, the
composition of the metal to be welded and
the welding position (flat, front, descending/
ascending vertical etc).

WELDING CURRENT
If current intensity is too high, the electrode will
burn too fast and the welding will be irregular
and difficult to control. If the current is too low,
you will lose power and the welding will be nar-
row, irregular, with easy attachments between
the electrode and the piece.

ARC LENGTH
If the arc is too long, it will result in dripping
and in a small fusion of the piece being wor-
ked. If the arc is too short, the heat will not be
sufficient and the electrode will attach to the
piece being worked.

WELDING SPEED
Using a suitable welding speed, according
to the parameters employed, will allow for a
welding seam of the right size and with the
proper penetration.

WELDING WITH INFUSIBLE
ELECTRODE (TIG AC/DC)

TIG welding with direct current (DC) is used
to weld steel and stainless steel. For these
types of welding, it is advisable to use tung-
sten + cerium infusible electrodes (grey).
The tip of the infusible electrode is tapered so
that the arc is stable and the energy is con-
centrated on the contact point/area which is
to be welded. The length of the tapering will
depend on the diameter of the electrode: with
low current, tapered tip with tapering length
| = 3 x d; with high current, pointed tip with
tapering length I = 1 x d.

e

Fig. 15
TIG welding in alternating current (AC) is
used for welding aluminum and its alloys
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using infusible electrodes of pure tungsten
(green) or 2% lanthanum tungsten electrodes
(blue color).

During welding in alternating current (AC) the
ratio between the positive and negative half-
cycle of the current is called “balance.” By
varying the value of the balance of the wave
(see AC button functions pos.19) varies heat
input between the infusible tungsten electro-
de and the workpiece:

« if the balance of the wave is negative, it
means that the time of the positive half-wave
is greater than the time of the negative half-
wave; in this case, the heat is more concen-
trated on the electrode than on the part to be
welded; the operating result is a pickling ac-
tion (cleaning) of the weld pool (bead).

 on the contrary, if the balance of the wave
is positive (negative half-wave time is longer
than the positive half-wave time), the heat is
more concentrated on the piece than on the
electrode and the operating profit is an incre-
ased penetration of electric arc welding.

» the operator must calibrate the balance of
the wave in function of the diameter of the
infusible electrode in use, of the welding cur-
rent value, of the thickness and material of
the workpiece to be welded.

« with negative balancing the sharpening
of the infusible electrode will be in a cone
shape (length sharpening | = 1 xd - Fig.15)
to obtain a concentrate electric arc, required
when welding thin thickness or to improve the
penetration and productivity to the medium-
high current; on the other side with positive
balancing and medium to low current values
the electrode tip is rounded (hemispherical)
and the electric arc less concentrated making
it suitable for butt welds (butt joint) and on the
outer corners.

» The triggering of the arc in TIG may be
performed with peaks of high voltage at high
frequency; this solution (HF system) does not
require contact between the electrode and
the piece in order to trigger the welding arc.
To trigger the arc without HF (available only
in TIG DC Mode) the electrode must come
into contact with the piece (Lift Arc system).
The operational phases of the Lift Arc system
are:

 Lightly press the electrode on to the piece
which is to be welded.

» Press the torch button. The gas will flow
and the current will pass through the electro-
de.

sales@tiberis.ru 8-800-100-6756

33


http://www.tiberis.ru

34

* Move the electrode away from the piece,
rotating it so that the nozzle of the torch re-
mains in contact with the piece.

« The arc has now been established and the
current will reach the level of welding set be-
fore.

WARNING: To trigger the electric arc
with the Lift TIG system, follow the in-
structions below prior to supplying po-
wer to the current generator:

* Press the torch button. While keeping it
pressed, switch on the inverter.

» Release the torch button only after the in-
verter has performed the preliminary checks.

COMPLETING THE TIG SYSTEM
WITH A NATURAL COOLING TORCH
OR WATER COOLED TORCH

» Connect the ground lead to the positive (+)
Dinse socket of the generator (pos. 5) and
the ground pincer to the piece which is to be
welded.
» Connect the power cable of the torch to
the negative (-) Dinse socket of the generator
(pos. 4).
» Connect the torch trigger cable connector
to the three-pole socket on the generator
(pos. 7).
» Connect the gas tube connector of the torch
to the gas connector on the generator (pos.6).
« Connect the gas tube to the “gas connec-
tion” located on the rear panel of the gene-
rator (pos. C) and to the pressure reducer
assembled on the suitably fixed cylinder.
In models with water cooling:
» Connect the two tubes (red and blue) of the
torch to the cooling unit. Turn the cooling unit
on by the main switch. Activate it by following
the instructions of point 9 of the functions panel.
(Note: The gas which must be used is pure
argon; for further information on “PROTEC-
TION GAS CONNECTION?”, please read the
relative paragraph).
* Hold the torch without pulling the trigger;
supply voltage to the generator using the
start/stop (ON/OFF) switch assembled on the
rear panel (pos. A) of the generator (Warning:
The welder will suggest the settings used in
the previous welding).
+ Use the button (pos. 15) to select the welding
procedure with the infusible electrode (TIG).
» Use the button (pos. 16) to select the diffe-
rent torch trigger function modes for welding:
» 2 stroke — 2T LED on with fixed light,
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» 2 stroke pulsed — 2T LED flashing,

* 4 stroke — 4T LED on with fixed light,

* 4 stroke — 4t LED flashing.
» Press button pos. 17 to activate the “menu”
or “set” function to select and adjust the va-
lues (using knob pos. 2) of the relative TIG
cycle functions.
» Use the button pos. 18 to select the AC or
DC welding mode.
» Use the button pos. 19 to select and the
knob pos. 2 to adjust the frequency (Hz) and
the waveform unbalance of the alternated
current (AC). Attention: button pos. 19 is ac-
tive only if the alternated current function is
also active (use button pos. 18).
IMPORTANT: For further information on
parameter functions and regulations du-
ring AC/DC TIG welding, please read the
paragraph on WELDING PARAMETER
CONTROL AND SETTING PANEL.

« Wait 5 seconds. The generator will auto-
matically exit the parameter regulation menu.
» Adjust the welding current using the knob
(pos. 2; lw LED on) or the remote control
knob if the remote control has been activated
with the button (pos. 9; lw LED flashing).

» The set current value is subject to the ap-
plication of the welding, the diameter of the
infusible electrode and the thickness of the
pieces which are to be welded.

Note: For metal sheets up to 2 mm thick, it is
possible to work without filler, as long as the
edges to be welded are close to each other
and ready for this application.

» The table below contains basic information
on the range of currents which can be used,
according to electrode diameter and to sheet
thickness:

2 _ ERIEEM EREE
IR WC s |EEE|Se8|5EE
=z |25 |3 |22
< o w o 1T}
40 -70 1,6 40 - 60 1,6
70 -120 2,4 70 -110 1,6
130 - 160 2,4 90-110 | 1,6-2,4
130 - 160 2,4 120 - 150 1,6-2,4
170 - 220 3,2 125 - 155 2,4-32
220 - 260 4,0 180 - 250 3,2
270 - 330 5,0 220 - 330 3,2
330 - 350 5,0 300 - 350 3,2-4,0
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2T/4AT TORCH BUTTON FUNCTION

The advantages of the 4T function are:

» Welding is performed without the need to
keep the button pressed (automatic mode);

» The final welding current (Icf) can be adju-
sted for value (manual, pos. 2) and time by
means of the torch button.

4T
MODE J'

vt t

lw ‘

[

Icf
Torch button pressed (ON)

v

T Torch button released (OFF)

Welding current
Final current

lw
lef

2T
MODE

v

N

\L | Torch button pressed (ON)

v

T | Torch button released (OFF)

Welding current

Fig. 16

lw

For information on personal protection
and on safety in the workplace, carefully
read the chapter on SAFETY.
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ROUTINE MAINTENANCE

WARNING! PRIOR TO ANY INTERVEN-
TION MAKE SURE THE MACHINE IS
DISCONNECTED FROM THE POWER
SOURCE.

The efficiency of the welding equipment over
time is directly related to the frequency of
the maintenance operations. In the particular
case of welding machines, simply cleaning
their internal parts is sufficient; this must be
carried out more often if the workplace is par-
ticularly dusty.

Togliete la copertura.

« Remove the cover.

» Clear all traces of dust from the internal
parts of the generator using compressed air
with pressure below 3 kg/cm.

» Check all electric connections, making sure
that all screws and nuts are well tightened.

» Replace any deteriorated parts.

» Put the cover back on.

« After all these steps, the generator is ready
to work again, according to the instructions
contained in this manual.
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