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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopyposaHmAa ESAB oTBevatoT 3a BbINOSIHEHME NPAaBUST TEXHNKK
6esonacHocTM nuuamu, paboratoLMMmu Ha 060pyAOBaHWUM U PAAOM C HUM. [paBuna TexXHNKK
6esonacHoOCTM OoMKHbI oTBeYaTb TpebosaHnAM K BesonacHom aKcnyaTaunum ceapoYHOro
obopypnosaHuA aToro Tvna. NoMmMMo cTaHaapTHbIX NPaBus TEXHUKU 6e30nNacHOCTU U OXpaHbl
Tpyaa Ha paboyem MecTe peKOMeHAYeTCA cregytoLLee.

Bce paf)OTbI OOJI>XHbl BbINMOJIHATbCA MOATrOTOBJIEHHBIMW NTMUAMW, 3HAKOMbIMU C aKcnnyaTaumeVl
ceapoyHoro obopynosaHuA. HenpasunbHaA akcnnyatauma o6opyaoBaHUA MOXKET BbI3BaTb
onacHbIM cUTyauun, NPUBOAALLME K TPAaBMUPOBAHUIO NepcoHasna 1 NoBpeXxaeHuto
obopynosaHuA.

1. Bce nnua, ucnonbaytowime ceapovHoe obopynosaHue, AOMKHbI 3HATb:
* VHCTPYKLUK MO 3KCrnyaraumm
e pacnofioXKeHne OpraHoB aBapUNHOIO OCTaHOBa
e HasHauyeHue obopynoBaHuA
e npasuna TexHUKn 6esonacHoOCTU
e TEXHOJOrMIO CBapPKM

2. Onepartop obecneynBaer:
e yaaneHue NOCTOPOHHUX Nnu, 3 pabouert 30HbI 060pPYyA0BaHUA NPU ero 3arnyckKe
* 3alWMTY BCEX 1L, OT BO3OENCTBUA CBAPOUHOWN Ayru
3. Pabouee MeCTO O0/MKHO:
e OTBeYarb YCIOBUAM IKCrnyaTauum
* HE UMETb CKBO3HAKOB

4. CpegcTsa 3aWmThbl NepcoHana
¢ Bo Bcex cnyyanAx pekomMeHayeTcA NCnosib3oBaTb MHAMBUAYalbHbIE CPEenCcTBa 3aLluMThl,
HanpumMmep, 3aLUTHbIE OYKM, OFHECTOWKYIO CNELLOAEXAY U 3aLLUNTHbIE PYKaBULLbI.
¢ [lpu cBapke 3anpeLaeTcA HOCUTb CBOOOAHYIO OOEXAY, YKpaLleHWA U T.4., HanpuMmep,
wapdobl, bpacnersl, KofbLa, KOTOpble MOryT MONAacTb B CBapOYHOE 060opynoBaHue nnm
Bbl3BaTb OXXOr'U.
5.  O6imne mepbl NPenOCTOPOIKHOCTU
¢ [lpoBepbre HAQEXXHOCTb NogktoyeHna obpaTtHoro kabena.
e Pabotbl Ha 060pynOBaHMUN C BbICOKUM HanpAXeHUeM O0J/DKHbI NPOU3BOAUTLCA
TOJIbKO KBasiMcpuL,MpOBaHHbIM IJ1IEKTPUKOM.
e B npepenax poctyna gomKHbI HAXOAMTBCA COOTBETCTBYIOLLIME CPEACTBA
NOXapOTYLUEHUA, UMEIOLLLME ACHYIO MapKMPOBKY.
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A\ OCTOPOXXHO! /A

D,YFOAAH CAAPKA 1 PE3KA OMACHbI KAK 018 UCNONHUTENA PABOT, TAK U ANA
MOCTOPOHHUX L. TPEBYWUTE COBJTIOAEHUE ACEX NMPAAWI BE3OMNACHOCTMH,
ﬂEﬂCTAYpMMX HA OBBEKTE, KOTOPbIE AO/MKHbl YUUTBIAATD CAEAEHMA OB ONACHOCTAX,
NPEOCTAANEHHbIE N3rOTOAUTESNIEM CAAPOUHOIO OBOPYOOAAHMAL.

OMNACHOCTb CMEPTEJIbHOIO MOPAXKEHWUA JJTIEKTPUUYECKUM TOKOM.

e (CBapou4Hblli arperar ycTaHaB/IMBAETCA U 3a3eMJIAETCA B COOTBETCTBMU C AENCTBYIOLLMMU HOPMaMU U
npasunamu.

e He ponyckariTe KOHTaKTa HAXOAALLIMXCA NOA, HANPAXXEHUEM AeTanei 1 NeKTPO[0B C He3aLLMLLEHHBIMN
YacTAMU Tena, MOKPbIMU PyKaBML,AMU U MOKPOI 0OeXa0M.

¢ ObecneuybTe ANEKTPUYECKYIO N3ONALMIO OT 3EMJIN U CBApMBaeMbIX AeTanen.

» Obecneusre cobnopgeHne 6esonacHbix paboumx paccToAHMN.

AObIMbl U FA3bl moryT 6bITh ONacHbl ANA yenoseka

¢ VcknioumTe BO3MOXXHOCTb BO3LEVCTBUA AbIMOB.

e [1nA UCKNIOYEHNA BObIXaHWA AbIMOB BO BPEMA CBapKU opraHusyetcA obLuan BEHTUNALMA NOMELLEeHWA, a
TaKXXe BbITAXKHAA BEHTUNALMA N3 30HbI CBAPKM.

U3NYYEHUE OYTU Bbi3bIBaeT Nopa)KeHUe rnas v 0XKoru KoXxu.

e 3awmTnTe rnasa un Koxy. 1A 3Toro NCnonb3ynTe 3aLUTHbIE LLIUTKK, LLBETHBIE NIMH3bI U 3aLLUTHYIO
crneuonexay.

e [1nA 3awmTbl NTOCTOPOHHUX NNL, NPUMEHAIOTCA 3aLLUTHBIE 3KPaHbl NN 3aHaBeCHU.

MO>XAPOOIMACHOCTb

¢ Wckpebl (6pbi3rn MmeTanna) MOryT Bbl3BaTb noxxap. Ybegutecb B OTCYTCTBUM FOPHOYNX Marepuasnos
no6nm3ocTn OT MecTa CBapKu.

LLUYM - UpeamepHbIil LLYM MOXKET MPUBECTU K NOBPEXAEHUIO OPraHOB criyxa

e TMpumunTe Mepbl ANA 3awWuThl cnyxa. Micnonb3ayiite 3aTblukn ANA YL Uy gpyrue cpeacrsa s3aluTbl
cnyxa.

¢ [pepynpepunte NOCTOPOHHWUX NUL, 06 ONacHoOCTK.

HEUCMNPABHOCTU -- Mpu HeucnpasHOCTM obpaTuTechb K cneuuasiuctam no CBapouHoMy
obopypoBaHuto

I I'Iepep. HauaJZioM MOHTaXa n 3Kcryiyataumum BHUMaTeJZiIbHO N3yunte COOTBETCTBYHOLLLNEe NMHCTPYKLUNN. I

SALLNTUTE CEBA N OPYTUX!

KomnaHua ESAB roroBa npegoctaButb BaM BCe 3aLLLMTHOE CHapAXeHue u
npuHapeXxHocTu, Heobxoaumsie OA BbINOSIHEHUA CBApPOUHbIX pabor.

A BHUMAHMUE!

Mepen HaYanoM MOHTaXa U SKCMyaTauum BHUMATESIbHO
N3yunTe COOTBETCTBYHOLLME UHCTPYKLUN.

A BHMMAHUE!

Sal'lpeLU.aeTCH ncnonb3oBarb UCTOYHUK NMUTAHUA OJ1A OTTanBaHUA prf)

A OaHHOe uspgenue npepHa3HaueHO TOJIbKO AJ1A AYyroBOW CBapKM.
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2 BBEOEHUE

Tig 150i/Tig 200i npepncTtasnAeT cobor NCTOUYHNK CBAPOYHOIO TOKA, BbIMOHEHHbI
Ha OCHOBE TEXHOJIOMMN CTaTnYeckoro rnpeobpasosarenA, 1 NpegHasHa4YeHHbIA A1
CBapKu BONb(ppamoBbIMUY 3eKTpogamu B cpepe nHeptHoro rasa (T1G), a Takxke
LS CBapKU NOKpbITbiMU anekTpogamu (MMA). BnarogapA TexHonornu
CTaTMYeCKOro KOHBepTopa yaaeTcA CHU3NTb MNoTpebrieHne 3NeKTpo3Hepruu,
YMEHbLUUTb BEC M pa3mepsbl ycTponrictea. CoBpeMeHHanA 3neKTpoHHaA cxema C
MWKPOKOMMbIOTEPHbLIM YrNpaBiieHneM rapaHTUpyeT ObICTpoe perynuposaHue u
rnpeKpacHble CBOWUCTBA CBapPKMW.

2.1 O6opynoBaHue

Tig 150i/Tig 200i MNMocTaBnAeTcA B kKOMMAeKTe ¢ Kabenem NUTaHNA U PYKOBOACTBOM
LA Nofb3oBarerns.

Axceccyapl ot anAa usgena MOXXHO HaWTU Ha CTpHULe 46.

3 TEXHUUECKUE XAPAKTEPUCTUKH

Tig 150i Tig 200i
HanpnaxxeHue cetu 230V, 1~50/60 Hz 230V, 1~50/60 Hz
MnaBkuin npepoxpaHuTesb
(3amepniIeHHOro pencTBuUA) 16 A 16 A
MepBUUHbBIN TOK yac. 36 A 36 A
MepBUUHbIN TOK yaxc. 21 A 21 A
Owvana3oH HanpAXXeHUA/ToKa
(TIG) 3A/10V-150A/16V 3A/10V-200A/18V
(MMA) 4A/20V-150A/26V 4A/20V-150A/26V
MakcumasnibHO gonycTtumasn
Harpy3ka npu csapke TIG npu 200A/18B
paboyem uukne 25% 150A /16 B 180A/17 B
pabouyem uukne 35% 120A/15B 140A/155B
paboyem uukne 60% 95A/14B 110A/145B
pabouem uukne 100%
MakcumasibHO gonycTtumasn
Harpy3ka npu ceapkeMMA npu 150A /26 B 150 A /26 B
paboyem uukne 25% 140A/26B 140A/255B
paboyem uukne 35% 110A/25B 110A/255B
pabouem uukne 60% 90A/24B 90A/23,5B
pabouem uukne 100%
KoadpchuumeHT MOLLLHOCTU NpU 0,62 0,62
MakKCMalibHOM TOKe
Knp, npn makcmarnbHOM TOKe 77 % 79 %
HanpsaxxeHue xonocToro xopa 71-78 B 71-78 B
Pabouana Temneparypa -10°C -+ 40°C -10°C -+ 40°C
MocroAHHOEe 3ByKOBOE paBrieHue no | <70 b <70 pb
wkarne A
Mabaputbl, O x LU x B 625 x 394 X 776 MM 625 x 394 X 776 MM
Macca 10 kr 10 kr
Knacc 3awutsl Kopnyca IP 23C IP 23C
Knacc npumeHeHun @ @
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Pabouuni uukn

Pabouunin umkn npepcrasnAet cobon ponto (B % %) LECATUMUHYTHOMO MHTEpPBana, B TeYeHue
KOTOPOW MOXXHO MPOM3BOAUTL CBAPKY MpW onpeneneHHon Harpyske 6e3 neperpysku.

Knacc koxyxa

Hopwmbl IP yKasbiBatoT Kfiacc KOXyxa, T.e., CTeMeHb 3aLLuTbl OT MPOHUKHOBEHWUA TBEPAbIX
06bekToB 1 Bogbl. O6bopynoBaHme ¢ Mapkuposkor IP 23 npegHasHavyeHo anAa Hapy»XHOW u

BHYTPEHHEWN YCTaHOBKMU.

Krnacc 30HbI yCTaHOBKM

OT1OT CMMBON 03HaqaeT,|§| YTO UCTOYHUK NUTaAHNA NpeaHasHa4veH anAa ncnojib3oBaHUA B 30HaAX
C NOBbILLEHHOW ONaCHOCTbIO nopaxeHnA 3NEeKTPOTOKOM.

3.1 YctaBku

3.1.1 Cesapka metogom TIG 6e3 nynbcauui
YcraBKu HOvana3oH ycTaBoK Mo waram: 3HaueHue no
YMOJTUaHUIO
MeTop, cBapku TIG, umnynbcHbin TIG |- TIG
uwnn MMA
2/4-warosoe* 2-L1arosoe unu - 2-warosoe
4-larosoe
BUY / nogxxur gyru™ * BY vnu noppxur gyru™ LiftArc ™
Mopaya rasa oo Bo3byxxaoeHusa 0-5c 01c 05¢c
ayru
Bpemna nogbema 0-10c 01c 0.0c
BpemA cHMXeHuA 0-10c 01c 10c
Mocnenopaya rasa 0-25c¢ 01c 20c
Tok Tig 150i |3 -150 A 1A 60 A
Tok Tig 200i |3-200 A 1A 60 A

3.1.2 Csapka metogom TIG

C UMNYJIbCHbIM PEXNMOM

YcraBKu HOvana3oH ycTaBoK Mo waram: 3HaueHue no
YMOJTUaHUIO
MeTop, ceapku TIG, umnynbcHbin TIG |- TIG
uwnun MMA
2/4-warosoe* 2-L1arosoe unu - 2-warosoe
4-larosoe
BUY / nogxxur gyrn™ * BY vnu nopyxur pyrn™ |- LiftArc ™
Mopaya rasa oo Bo3byxoeHusa 0-5c 01c 05¢c
ayru
Bpema nogbema 0-10c 01c 0.0c
BpemA cHMXeHuA 0-10c 01c 10c
Mocnenopaya rasa 0-25c¢ 0.1c 20c
OnuTenbHOCTb NMMyrnbca 0.1-25c 0.01c 10c
Mukpoumnynbc** 0.001 -0.250 c 0.001 c
OnutenbHOCTb dooHa 0.1-25c 0.01c 10c
Mukpoumnynbc** 0.001 - 0.250 s 0.001 c
Umnynbc Toka Tig 150i |3-150 A 1A 60 A
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YcraBKu HOvana3oH ycTaBoK Mo waram: 3HaueHue no
YMOJTUaHUIO
®OoHOBbIN TOK Tig 150i |3 -150 A 1A 20A
Umnynbc Toka Tig 200i |3 -200 A 1A 60 A
®OoHOBbIN TOK Tig 200i |3 -200 A 1A 20A
3.1.3 YcraBku MMA
YcraBKu HOvana3oH ycTaBoK Mo waram: 3HaueHue no
YMOJTUaHUIO
MeTog cBapku TIG / MMA - TIG
MowHocTb Ayru 0 -99% 1% 5%
KanenbHaA ceapka /0 - 0
Perynatop tuna ArcPlus ™ /0 - I
lopAumni nyck 0 -99% 1% 0%
Tok Tig 150i |4 -150 A 2A 100 A
Tok Tig 200i |4 -150 A 2A 100 A

*) OTu DyHKLMM HE MOryT ObITb U3MEHEHbI PU BbiMOJTHEHNN CBapKU.

**) BpemA rnogayu 3aLUMTHOIo ra3a n MUKpPOUMITYJIbCOB ABJIAFOTCA CKPbLITON QOYHKLMNEN, CM. CTP.
12.

4 YCTAHOBKA

Bsog B SQKCriliyarayunro JOoJIXeH npon3BognNTbCAH KBaﬂMq)MHMpOBaHHHM
cneunasimnCtom.

A BHUMAHMUE!

HacToALlee uspenve npegHasHaveHo AjA NPOMBILLIEHHOTO UCMOoMb3oBaHuA. Mpwu
MCMONb30BaHUM B BBITOBLIX YCIIOBUAX OHO MOXKET CO3AaBaTb PagMoYacTOTHbIE MOMEXM.
Monb3oBaresnb OTBEYAET 3a MPUHATAE COOTBETCTBYIOLLUX MEP NMPEOOCTOPOXKHOCTY.

BHumaHue!

lpucoeanHNTb NCTOYHUK MUTAHUA K SJIEKTPUYECKOUM CETU C 0JIHbIM corpoTusieHnem 0.210 Om
nnn Hnxe. Ecnu nosHoe conpoTtuBrieHne CeTu Bbillie, BOSHUKAET PUCK MUraHUA OCBETUTEITbHbIX
rnpubopos.

4.1 Pa3smMmelneHue

PasmecTuTe UCTOYHUK NUTaAHMA Taknm obpasom, YTobbl ero Bo3nyxo3abopHble n
BbIMYyCKHblE OTBEPCTUA He BbiNn 3arparkaeHbl.

4.2 acnoprtHana Tabnuuka

[MacnopTHaA Tabnuuka pacnonoxxeHa Ha HUXXHE NaHen NCToYHNKa NUTaHUA.

4.3 CeTb 371€KTPONUTAHUA

Yb6epuntecb B TOM, YTO UCTOYHMK CBAPOYHOrO TOKa MOAKIIKOYEH K CETU
AnekTponuTaHma ¢ TpebyeMbiM HanpAXXEeHNEeM 1 3aLLULLLEH NPefoXpPaHUTENAMM
Tpebyemoro HomuHana. lNnowapb nonepeyHoro cevyeHnA KkabenA gomKHa
COOTBETCTBOBATb CTaHOapTaM KOHKPETHOM cTpaHbl. Heobxopumo obecreunTtb
3aLUTHOE 3a3eMIIeHne B COOTBETCTBUN C OENCTBYIOLLLMMN HOPMaMU.
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4.3.1 PekoMeHpyeMble HOMUHasIbI MpeaoOXpaHuTesieil U MUHUMaribHaA

nnowapb NONepeuHoro ceueHun kabenei

Tig 150i Tig 200i
HanpsaxeHue ceTtu 230 B £10 %, 1 dpasa 230 B £10 %, 1 dpasa
Yacrtora ceTu nutaHuA 50-60 I'y, 50-60 I'y,
MnaBkuin npepoxpaHuTesb
(3amepneHHOro pencTeuA) 10A 10 A
85A 35% pabounii uukn MMA | 22 10 A
120A 20% pa6oumit uukn MMA " 6
150A 25% pabounii uukn MMA |20 AY) 20A
CeteBou kabenb, nnowianb 2 5
NonepeyuHoro ceueHun 3X2,5Mm 3x2,5mm
CsapouHbiit Kabesnb, yuacTok 2 2
MMA 25 MM 25 MM
CBapouHblii Kabenb, yuactok TIG |25 mm? 25 MMm*E:

*) MIPUMEYAHUE! CeteBoii LuTericesib cepTngbnumpoBaH Ha MakCumMalsibHbiv TOK 16A.
Bepcua gna CesepHoii AMepuku: LLITericenbHaA Busika cnioBoro kabesa ucrnoitaHa Ha

MaKcuMasibHbIV TOK 18 A.
BHumMaHune!

BenununHa nnoiaan rioriepe4Horo ce4eHuA kabesiA U HOMUHaJ 1aBKoro ripegoxpaHnTerid,
yKa3aHHbIe Bblllle, COOTBETCTBYHOT HOpMarnBHbIM AOKYMEeHTamM LLiseyun. 3Kcnnyarau14ﬂ NCTOYHUNKa
CBapO4YHOro Toka AoJiKHa OCyLLeCTBJ/IATbCA B COOTBETCTBUUN C ,qu;ICTByI-OLLlMMM HaLnoHaJilbHbIMW

HopmMmatnBHbIMU JOKYMEeHTaMu.
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44 CoeguHeHUA U YCTPOWUCTBA ynpaBJieHUA

1 [MaHenb ynpasneHus, 6 [logcoepomHeHuve wnaHra nogayu rasa K
ropenke TIG

2 TIG: MNopcoeamHeHne obpatHOro 7 NopcoepuHeHune K BbikouaTento ropenku TIG
kabenAa (+)
MMA: MNogcoenmHeHne CBapoOYHOro
kabena (-)

3 [llopcoepuHeHue K 6oKy 8 [lopgcoenunHeHuwe K rasosomy HannoHy
AMCTaHUWOHHOrO ynpaBieHna

4 MMA: lNogcoeauHeHne obpaTtHoro 9 CerteBoli kabernb
kabena (-)

5 MopgkntoueHwne ropenku TIG (-) 10 Boikntouvarens cereBoro 6y1oka NnUTaHWA

2 n 4 ucnonb3ylOTCA AJ1A NOAAYM CBAPOYHOro Toka 1 nogknoyeHusa obpaTtHoro kabenA Bo Bpems
ceapkn metogpoMm MMA

AH 0622
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5 NMOPAOOK PABOTHI

O6buwyme npaBuna TexHukn 6eaonacHoctu npu pabore c obopynoBaHueM
npuBogATCA Ha cTp. 4. [lpouTuTe nx o Ucnosib3oBaHNA o6opynoBaHuA!

5.1 MaHenb ynpaBneHuna TA34

Ha BepxHen CTOpOHEe NCTOYHUKA NUTaHNA MMEETCA NaHesnb yrnpasfeHua, roe
npon3soamnTcA BbIBOP OYHKLUI U HACTpOKiKa napameTpos. NaHenb BKIOYaeT B
cebna gucnnewn, pyyKy HaCTPONKM NapamMeTpoB, CBETOAMOAbI U KHOMKN. C
MOMOLLLbIO KHOMOK Bbl MOXXETE NnepemMeLLarbcA OT OAHON OYHKLUMN K APYroWn.
BbibpaHHble dpyHKUMKM 0603Ha4aoTCA 3aropaHuemM COOTBETCTBYHOLLLErO
cseTtoaunopa.

Mpwn BKNHOYEHUM CETEBOrO BbiKoYaTena 610K NTaHUA NPOM3BOAUT TECTUPOBaHME
CBETOAMOAOB M BCex cermeHToB ancnnen. Kpome Toro, otobparkaercA Tun MallmHbl
1 BepcuA NporpaMmmMHoro obecrneyeHus.

A |Amnep/Bonbt B |CsertoanogHbiin nHgmMKarTop
(3eneHbI) HaNPAXKEHWA CeTu
nuTaHuA

C |OucTtaHuuMoHHOEe ynpasneHue D |CsertoanogHbIn HAMKaTOP

(>kenTbI) neperpesa

E |dwvcnnen otobpaxeHua gaHHbIX F [Pyuka HacTpoliku napameTpos.
YsenunyeHnue (+) nin YMeHbLLUeHue (-)
BbibupaeTcA QyHKUMOHAIbHbIMU
KHOIMKamum.

(DyHKLI,I/IOHaﬂbeIe CUMBOJ1bl HA NaHesIn ynpasBJieHUA

L /é

mmmmm  TIG HF 2 stroke

é
14

LiftArc DC Direct current Pulse I I 4 stroke
Slope up Slope down -\_"‘ = Gas post-flow
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5.2 3awurta OoT neperpesa

NCTOYHUK nuTaHmnA cHabxeH pene 3awiuTbl OT TeNnjI0BOW Neperpyskn, KoTopoe
cpabarbiBaeT npyv HepoNnycTMMOM BO3pacTaHuu Temneparypsbl. [pu atom
npekpaLiaeTcA nogaya CBapo4vHOro Toka 1 3aropaercA entaA MHAnKartopHana
namMna Ha rnepegHen naHenn CToYHMKa NnuTaHuA. Korga temneparypa CHU3UTCA,
perne 3awmnTbl OT Neperpys3kn aBToMarnyecku BO3BpaLLaeTcA B UCXOOQHOEe
MOJIOXKEHME.

5.3 CkpbiTble hyHKLMN

Yctpowncteo Tig 150i/Tig 200i noctasnaetca ¢ ArcPlus, cuctemon ynpasneHua
HOBOrO TMMa, KoTopaA BO BpeMA ceapku metopoMm MMA nossonAer nonyuntb
6onee MHTEHCMBHYIO, 6onee KOHLLEHTPUPOBaHHYO 1 6onee cnokorHyto ayry. OHa
ObICTpee BOCCTaHABIMBAETCA MOCIE KarnefibHOro KOPOTKOro 3aMblKaHUA, YTO
CHU>XaeT pUCK 3anunnaHuA ANeKTpopaa.

YcTponcTBo, Kpome Toro, cHabxeHo napamerpom Arc Force (MOLLHOCTb ayru),
KOTOPbI NO3BOJSIAET PErynmMpoBaTb AMHAMUYECKYIO XapaKTepUCTUKY UCTOYHMKA
TOKa, ocnabnAA unn ycunmeaaA ero, B 3aBMCMMOCTU OT TUNa 3reKTpoga unm
NOCTaBfIEHHbIX 3aga4. TeM He MeHee, KaYeCTBEeHHbIEe XapakTePUCTUKKN perynATopa
Arc Plus™ o3Ha4aroT, 4To n3aMmeHeHne HacTpoek napametrpa Arc Force moxxet
notpeboBarbCA TONbKO B UCKITIOUNTESNbHbIX Cly4YanX.

Mogenb Tig 150i/Tig 200i BkntoyaeT B cebA ONONHUTENBHbBIE BApUaHTbI
HaCTPOWKWN, OOCTYM K KOTOPbIM MOXXHO MOSTyYnTb NPY OAHOBPEMEHHOM HaXKaTuu

[n " - B TeYeHne 1 CeKyHAbl.

Adoctyn kK onumnAmM HacTponku (A -H) Ha aucnnee oCyLLECTBIIAETCA HaXKaTuemM unu
YctaHOBKa 3Ha4YeHUn nn oyHKLUIA NPON3BOAUTCA NOBOPOTOM PYKOATKM.

AOna metopa TIG nocne gBONHOMO HaXKaTtnA MOXXHO NOSYYUTb CReaytoLLmne
OOMONIHUTENbHbIE PYHKUUK nof, BykKBeHHbIMY 0603HaYEeHNAMMU:

A = ycTaHOBKa napamMmeTpoB Nogayn 3aLiMTHOIo ra3a BpPEMA B CeKyHAax
b = yctaHoBKa Mukpoumnynbca (Mmnynsc TIG Otkn.= 0 nnn Bkn.=1

Ana metopa MMA MOXXHO HalTK CriefytoLLe HaCTPOWKKU NapamMeTpoB CBapKU Nop,
OyKBEHHbIMU 0O03HAYEHNAMMU:

C = ycTtaHOBKa MOQHOCTU Ayrun 3HayeHue B %

D = ycraHoBka nepenapnos npu ceapke OTkN.=0 unu Bkn.=1
F = ycraHoBka perynAtopa gyrn ™ Bbikn.=1 unu Bkn. =0
H = ycraHoBKa ropA4Yero nycka 3Ha4eHue B %

C6poc LoNoNHUTENbHBIX MapPaMeTPOB HACTPOWKM OCYLLECTBIAETCA

OOHOBPEMEHHbIM HaXxartnem [n n ¥ g TeyeHwue 1 CeKyH[pbl.
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6 CBAPKA

6.1 Ceapka metopom TIG

Bo Bpemna ceapku metopom TIG, Bo3BpatHbI kabenb JomKeH ObiTb NOOKNIOYEH K
(+), aropenka TIG [ k (-). Ecnn nopkntoueHne 6yneT BoINONHEHO B 06paTtHOM
nopAgkKe, BONbGppamMoOBbIl 3N1IEeKTPOM, pacniaBnUTCA.

Pexxvm nynbcauuin ucnonb3yeTcA ANA yyylleHMA KOHTPOSA 3a CBaPOYHO BaHHOM
M MPOLLEeCCOM 3acTbiBaHMA. YacTtota uUMMynbCOB 3afaHa TakOW HWU3KOW, YTO B
NPOMEXYTKE MEXAY UMMyNbCaMu CBapOYHaA BaHHA MMEET [OCTAaTO4HO BPEMEHM
ONA 3acTbiBaHMA, MO KparHein Mepe, 4actuyHoro. [OnAa Toro 4tobbl 3apatb
WUMIMYNbCHBIA PEXMM, HEOOXOAMMO HacTPOUTb YeTbipe napameTpa: ANIUTENIbHOCTb
UMnynbca, AANTENBHOCTb GOOHA, UMMYNbCHBIN TOK U GOOHOBBIN TOK.

6.1.1 ¢ T 2-wWwaroBbI peXxum

y

faapaaacaa . iaval ! Niesedied ., iiaa0a aaca ,

+ dicadeeadiey 4638 'up ViiRGa '

' . ' ' dicadaeadiey !
ENER

¢
1
Paboraert ripu ncrosib30BaHUMN 2-LLAroBOro yripasB/ieHUA CBapO4YHOU ropesikon.

[Mpu 2-W1aroBoM pexxnme ynpasiieHNA NOCIe HaXKaTuA NMYCKOBOro BblKKoYarensa
HauYMHaeTCA npegBapuTenbHan nogaya 3awmnTHOro rasa (ecnv Takoeas
ncnonb3yertcA), a 3ateM Bo3byxxpaercA anekTpuyeckan gyra (1). Tok nosbiLaercA
[0 3a0aHHOM BeNNYNHbI (B COOTBETCTBUM C CPYHKLMEN nogbemMa, eciivm oHa
BKJHOYeHa). [pn oTnycKkaHum NycKOBOro BbiKtouarena (2) Tok copacbisaercA (Mnm
HaYMHaEeT CHUXXaTbCA, eCNU BKITHoYeHa OYHKLUA CHKEHWA), U ayra racutcA.
HaunHaeTtcA nocnenopaya 3alMTHOMO rasa, ecnuv ara PyHKLWA BKITHOYEHa

6.1.2 I I 4-l1aroBbIA peXxum

laan aaacaat,  liacal fiaara aaca
1alcadaeadiey 4088 +up iinea

alcAdanaAiey
ﬁp Jb ﬁP 4658
1 3

2

Z
o
)
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Paboraert ripu ncrosib308aHUMN 4-LLaroBoro yripasB/ieHUA CBapO4YHOU ropesiKon.
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[Mpu 4-L1aroBoM pexxnme yripasfieHUA NOC/e HaXKaTuA NMyCKOBOro BblKto4aresna
HauYMHaeTCA nogava 3almMTHOro rasa oo Bo3by)XaeHusa ayru (ecnv TakosanA
dpyHKUMA BKNtoYeHa) (1). Mo okoHYaHUW BpeMeHu NpeaBapuTenbHOM nogayu
3aLLMTHOrO rasa ToK MoBbILLAETCA A0 Ha4aslbHOro YPOBHA (HECKOJIbKO amnep), v
BO30y»xpaertcA anekTpuyeckan gyra. [pu otnyckaHuu nycKoBOro Bbiktouarens (2)
TOK MOBbILLIAETCA A0 3afaHHOM BENUYUHbI (C MOCTENEHHbIM NOABEMOM, ECNU
BKJIHOUeHa oyHKUMA nogbema). [1o oKkOHYaHuKM npoLuecca cBapkn CBapLLUK CHOBa
HaXXKUMaeT NyCKOBOW BbiKftouarenb (3), U ToK cbpacbiBaeTcA OnATb A0 HayasibHOro
YPOBHA (MM NOCTENEHHO CHUMXAETCA, eCNM BKIOYeHa ata oyHKuUKA). MNpur
NMOBTOPHOM OTMYCKaHUWN MyCKOBOIO BbiKNto4varesnA (4) gyra raCuUTcA, U Ha4YMHaeTCA
nocnenopaya 3almMTHOro rasa.

[

6.1.3 ——— HF

®OyHKumA HF Bo36y>xpaeT 3neKTpuYeckyto oyry ¢ NOMOLLLbIO NCKPbI C
BOJIbCPPaMOBOro 3/1IeKTPoAa Ha cBapvBaeMyto AeTalib, Korfa 3neKTpon,
npnbnuanTcA K getanmu.

1t

6.1.4 | jftArc™

®yHKuma Lift Arc™ ("MNMopHATb ayry”) Bo3by>kpaeT ayry, Korga anekTpon, KacaeTtcA
cBapuBaeMown gertanu, a 3atemM NpuUnogHNMaeTCA Hag Hen.

BosbyxaeHue ayru ¢ nomoLubro eoyHkumm Lift Arc. LLlar 1: anekTpos kacaerca getanu. Llar 2:
HaxxaT ryCKoOBOU BbIKJIHOYaTe b, N HaYnHaeTcA rnogaya HebosibLUuoro Toka. Llar 3: ceapLumk
OTBOAUT CBapPOYHYHO ropesiky ot getasn: Bo30yxaaeTcA ayra, U TOK aBTOMaTu4eCKU roBbILLaeTCA
[0 3alaHHOU BESTINYUHBI.

6.1.5 Tok

Uem bornbLue Tok, Tem Bonblue pasmMep 30Hbl CBAPKU U flyyLle NMPOHUKHOBEHWE B
cBapuBaeMmyto getab.

3apaHHoe 3HaYeHne ToKka MOXXHO M3MEHUTb, HE3aBUCMMO OT TOrO, KaKoe MEHHO
otobparkaercA. JTO 3HaYeHMe oTobparkaeTCA TONbKO B MMAaBHOM MEHHO.
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6.1.6 J-|'|-|'

I'IpM BKJTIOYEHNUN MMNYNbCHOIo peXXmnmMma NCTOYHUK TOKa O0J1XKEeH ObITb FOTOB K
HaCTpOIZKe BeJINYNH OJINTENNIbHOCTU I/IMI'IyJ'Ibca/D,J'II/ITeJ'IbHOCTI/I nays3bl.

MMNynbCHbIN peXxum

. Nopayva rasa po Bo3byxoeHvA ayru

. Mogovem

. UMNynbCHbI TOK UM NOCTOAHHbIA TOK
. AnntenbHOCTb MNynbca

. OOHOBbLIN TOK

. dnutenbHOCTb poHa

. CHmxKeHue

. Mopava rasa nocne Bo3byxgeHWA oyru

ONOOTDWN—

6.1.7 [OnutenbHOCTb UMNysibca U PoH

[nana3oH ycTaBoK AsiA 3TUX napamMmeTpos 0bblvHO cocTtasnfaet 0,01-2,5 ¢.B 10 ke Bpems,
npwv UCronb3oBaHNN MUKPOUMIMYJIbCOB YCTaHaBNMBaEeMble MPOMEXXYTKN BPEMEHN MOTyT
6bITb CHUXXeHb! 00 0,001 c. Korpa cpyHKUMA nogavym MUKPOUMMNYNbCOB aKTUBUPOBaHA,
NPOMEXYTKU BpemeHu MmeHee 0,25 c otobpaxkarotrcA 6e3 oecATUYHON 3arnATon.

MuKkponMnynbCbl ABMAKOTCA CKPbITON dOYHKLMEN 1 ANIA UX aKTUBauuu crnepymnTe
NHCTPYKLUMAM 5.3 "CKpblTaA doyHKUMA”.

OnuTenbHOCTb MMNYyJibca
AT0 BpeMA nogayn NMnynbCHOro Toka BO BPEMA nepuoga MMmnynbca.

OnutenbHoCcTb hoHaA

310 BpemMA nogaun ooHOBOro TOKa, KOTOPOE BMECTe C BpeMEHEM nogauu
MMMYNbCHOIO TOKAa AaeT BENMUMHY nepuoaa umMmnynbea.

MOHOBbLIN TOK
Mpwn Nynbcmpytoem Toke L1 TOK MeHbLUe BENNYMHBI.
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MMnynbCHBbIN TOK

Uem bornbLue Tok, Tem Bonblue pasmMep 30Hbl CBAPKU U flyyLle NMPOHUKHOBEHWE B
cBapuBaeMmyto getab.

3apaHHoe 3HaYeHne ToKka MOXXHO M3MEHUTb, HE3aBUCMMO OT TOrO, KaKOe MEHHO
otobparkaercA. JTO 3HaYeHMe 0TobparkaeTCA TONbKO B MMAaBHOM MEHHO.

Tok
A
DOoHOBbIN
dooHa

UmMnynbCHbIRA
TOK

DOHOBLIN dnntensHoc o

TOK Tb UMNYNbCa o

OnutenbHoCTb
Csapka metogom TIG B UMIIysIbCHOM peXxnmMe.
6.1.8 bBrnok gucTtaHUMOHHOrO yrnpassieHuA

C nomoLubto rHe3ga onA NOAKIIYEHUA NynsTa ANCTaHLMOHHOMO ynpasfeHuns,
NMEIOLLLEerocA Ha YCTPOWCTBE, MOXKHO OCYLLIECTBJ/IATb OUCTaHLMOHHYIO PErynnpoBKy ToKa
anAa oboux pexumos L TIG 1 MMA.

Ecnu B pexxume TIG BbibpaH nNynbcupytowmii Tok, Oyaer ocyLLLeCTBAATLCA
ONCTaHLUMOHHOE perynnposaHe MMnynbCHOro Toka. BennunHa, 3apaHHan ¢ nynsra
ANCTaHLMOHHOIO yrpasfeHnA, oTobpa)xkaeTcA Ha gucriiee, 1 MOXeT ObiTb MPOCMOTPeHa
[0 3Ha4YeHWA , KoTopoe bbino Bbl 3apaHo 6e3 nynsra AUCTaHUMOHHOIO ynpasneHus.

910 NMOATBEPXOaeTcA 3aropaHnemM 3esieHOro CBetoanoaHoro nHgmnkKaropa.

6.1.9 NMopaua rasa po Bo36yxpeHuAa ayru

OTOT NnapamMeTp 3agaeT BPeMA, B TeYEHMEe KOTOPOro Nnpon3soguTcA nogada
3aLMTHOro rasa oo Toro, kKak éynet Bo3byxpgeHa gyra.

6.1.10 , Mopbvem

®yHKUMA nogbemMa o3Hadvaert, uto korga Bo3byxpgeHa agyra TIG, Tok megneHHo
MoBbILLAETCA A0 3agaHHOW BeNn4vnHbl. 1o obecnevnBaet 6onee "MArkun”
pasorpes aMeKTpona n gaetr BO3MOXXHOCTb CBAPLLUMKY NPaBUSIbHO PaCcroioXUTb
ANeKTpoa A0 Toro, kak byaer AOCTUrHyTa NoNHaA BeNuYMHa ToKa.

6.1.11 \ CHunxeHue

Mpwn ceapke TIG ncnonb3yeTcA TakXKe PYHKUMA CHUKEHWUA, KOraa TOK "MeaieHHO’
NMOHWKAETCA B TeYeHNe 3a0aHHOro BPEMEHM, YTO NO3BOJIAET nsbexxarb
obpasoBaHuA Kpatepa U/unm pacTpeckuBaHuA Npu 3asepLUeHnn LBa.
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6.1.12 _\- NMopaua nocne Bo36yXxpeHua ayru
[ J

Q10T NapamMeTp 3afaeT BPeMHA, B TEUEHNE KOTOPOro NPOU3BOAMTCA Nocnenonaya
3aLLMTHOrO rasa rnocrie Toro, Kak ayra noratueHa.

6.2 Csapka metogom MMA

Mogenb Tig 150i/Tig 200i gaeT NOCTOAHHBIN TOK, 1 Bbl MOXeTe Nnpon3soguTb
cBapky 60onbLIMHCTBA METassIoB C NIerMpoOBaHHbIMU U HENErmpoBaHHbIMU CTanAMM,
C HepXKaBeloLLen cTanbio U YYyryHOM.

Yctporicteo Tig 150i no3BONAET BaM NPOU3BOAUTL CBAPKY 31EKTPOAaMU C
NOKPbITUEM BCEX OCHOBHbIX TUMOB, OT & 1,6 o & 3,25.

Tig 200i no3BoNAET NPON3BOAUTL CBAPKY C UCMOJib30BaHMeM B0nbLUMHCTBA
3NeKTpoaoB ¢ KonpbiTnem ot & 1,6 oo I 4,0.

Ecnu npu 3aXknraHum oyrn KOHYMK 3N1EKTPOAA NPUXKaTb K MEeTay, OH cpasy Xe
pacnnaBuTCA U NPUAUMNHET K MeTanny, AenaA HEBO3MOXHOW HENPEepPbIBHYHO
CBapKYy.

CnepoBarenbHoO, 3axuraHme oyru AOMKHO NPOU3BOAMTLCA TakKUM »xe 06pasom,
Kak 3ayKuraHme Crnyku.

[MpuKOCHUTECH 3NEKTPOAOM K MeTassy, 3atemM NogHUMuTe ero
Tak, 4Tobbl Nonyyunack gyra onpeneneHHon gnHbl
(npumepHo 2 mM). Ecnun pnuHa gyru yepecuyp Benuvka,
CrbILLIEH XapakKTepHbIA TPECK U UMEeEeT MecCTo pasbpbi3rnsaHune
MeTasnna, nocrne Yero ayra oKoH4aresibHO MOracHer.

[Mpw paboTe Ha cBapOYHOM CTEHAE Nnepeq, 3aXXuraHmem ayru omhazptt
ybeontecb B TOM, YTO OTXOAbl MeTanna, KyCku 31eKTpogos
nUnun gpyrve NpegMeTbl He N30INPYIOT CBapUBaEMYo eTasb.

[Mocne 3akuraHvA oyrv nepemMeLlanTe f1eKTpoL, cresa
Hanpaso. JNekTpopa, AO/MKEH pacnonaratbCA nog, yrnom 60° K
MeTasly OTHOCUTESNIbHO HanpasfieHNA CBapPKU.

Mpy HEOHBXOAMMOCTH BbIMOSIHEHUA LUMPOKOIO LLIBA UM OYEHb
TONCTOrO LWBA (NOCnepoBaresibHbl HANTOXKEHNEM HECKOMNbKMX
LLIBOB) NPOWN3BOAATCA OBVXXEHUA B MOMEPEYHOM
HanpasneHuu.

cmha2p10
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6.2.1 Hacrtpouka perynaropa - ArcPlus™

Mogenb Tig 150i/Tig 200i noctasnAetcA ¢ ArcPlus™, perynATopomM HOBOIroO TMnNa,
KOTOpbIA BO BpeMA ceapku B pexume MMA obpasyer 6onee nHteHcusHyto, bonee
KOHL,EHTPMPOBaHHYIO, 1 bonee criokorHyto ayry. OHa bbiCTpee BoccTaHaBIMBaETCA
nocre KarnesbHOro KOPOTKOrO 3aMblKaHWA, YTO YMEHbLUIAET PUCK NpununaHua
aneKkTpopa.

6.2.2 MowHocCTb ayru

HacTpowka napametpa Arc Force setting nameHAeT guHaMUYeCKyrO XapakKTepucTmuky
ycTponctea. MOXXHO NonyunTb 6onee MArKyto/>)KeCTKY0 XapakTepucTuky. “MoLLLHOCTb
LYrn ” UMEET BaXKHOE 3HaYeHne ONA 3afaHunA TOro, Kak U3MEHAETCA TOK B OTBET Ha
N3MEHeHMe ANuHbl Ayrn. Yem mMeHbLue MOLLHOCTb Oyrv, TEM TULLE 3BYK N MEHbLLE
pasbpbi3ruBaHue.

6.2.3 KanenbHana cBapka

MeTopn, KarnenbHOW CBapKuU MOXET BbITb MCMONbL30BaH NPW CBapKe 3N1eKTpogamMu 13
Hep>KaseloLLen cTanu.

JTa MeToauMKa npeanonaraet NonepeMeHHoe 3aXKnuraHme u raleHme ayru, gna Toro
yTObbI NyyLLIEe KOHTPONMMPOBATL BbigeneHue Tenna. [nA Toro ytobbl noracuTb Ayry,
ANEeKTPOoL HY)XHO HEMHOIO NPUMOOHATb.

6.2.4 TopAauui nyck

FopAYMIA NyCK YBENMUMBAET CBApPOUHbI/ TOK Ha perynmpyemoe BpemMsa B Hayane
npoLecca CBapku, CH»Xaa TeM CaMbIM PUCK MAIOXOro CrjlaBfeHnsa B Havane Lwsa.

7 COXPAHEHUE NMAPAMETPOB CBAPKHU

Mogenb Tig 150i/Tig 200i MOXXeT CoxpaHUTb B CBOEM 3aroOMUHAaIoLLEM YCTPOWUCTBE
AaHHble 4 pPasfNYHbIX CBAPOYHbIX HACTPOEK, 2 U3 KOTOPbIX OTHOCATCA K PEXUMY
TIG, n 2 — k pexumy MMA.

MoryT 6bITb COXpaHeHbl crenyroLLne napameTpbl:
B pexxume TIG MOryT BbITb COXpaHeHbl BCe napameTpbl HACTPOMKMU.
B pexxume MMA COXpPaHAETCA TOJIbKO CBAPO4HbIN TOK.

[nA HacCTpOWKK napamMeTpoB nogayum rasa oo so3byxapenua gyru, TIG MicroPulse,
ArcForce n KanenbHOW CBapKu:

Ha)kmunte KHOMKy ..nJ unm an B TedeHue 5 cekyHA, oA Toro Ytobbl CoOXpaHUTb
faHHble B namATn. CHavana 3eneHbin ceetoanopn byner ropetb HenpepbIBHO, a
rnocre coxpaHeHnA gaHHbIX OH HAYHET MUraTb.

Ana Toro, ytobbl NepenTn OT OAHOM NpPeaBapuTeNbHO 3afaHHOW YCTaBKU K APYron,

BOCMOJSIb3YNTECH KHOMKOM ..nmnm an

o 142

N3meHAnTe perynnpoBky, HaXKumMas Ha Pbl4a)KOK FopesKu [:l :

BbicTpo HaXXMUTE Ha pblvaXkok ropesnku (0,3 cek.) onA NepekntoYeHnA yCTaHOBEHHbIX
PEXNMOB.

Mogens Tig 150i/Tig 200i cHab)xeHa pe3epBHbIM 3/IEMEHTOM MUTAHWUA, KOTOPbI
NO3BOJIAET COXPaHUTb NapameTpbl HACTPOMKK AaxKe NPV BbIKIFOYEHUM MaLLUHbI,
NN OTCOEOMHEHUMN €e OT CETU NMUTaHUA.
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8 TEXHUUECKOE OBCJ1Y>KUBAHUE

PerynapHoe TexHu4yeckoe obClyXuBaHne MMeEeT BaxHoe 3HavyeHne AJiA
obecrieyeHnA 6e30rMacHOCTU N HAAEXHOCTH.

lNpumeuaHue:

I apaHTMUViHbIe 06A3aresibCTBa rocTaBLUMKa TePAOT CUJTy, eCJIN MOKynaresb
CaMOCTOATEJTbHO bITAETCA MPON3BECTU Kakne-inbo paboTel 110 yCTpaHeHUIO
HeuncripaBHOCTEN N3[EJINA B TEYEHNE rapaHTUMHOMO CPOKa.

Mogenb Tig 150i/Tig 200i Tpebyer MUHMMaNbHOro TexHu4yeckoro obcnyxmeaHma. B
HOpPMaJSIbHbIX YCITOBUAX AOCTATOYHO pa3 B rof NPOU3BECTN ero OYNCTKy, obayean
CXKarbIM BO3[yXOM, HO €Cfi1 YCTPOMCTBO pa3MeLL,aeTcA B MNblfIbHOM MPA3HOM
MecCTe, 3TO HY)KHO fenarb YaLle.

8.1 Ouuctka npotusonbisieBoro cousisTpa

e CHMMMUTE 3aLLUTHYIO PELLETKY BEHTUNATOPA; CM. CXEMY.
e V3Bnekute npoTMBOMbINIEBON QOUNLTP.
e [lpoaynTte OUNLETP HAYNCTO CXKATbIM BO3OYXOM (MOHUXXEHHOIo AaBfeHUn).

e YcraHOBMTE HA MECTO 3aLLMUTHYIO PELLETKY BEHTUIIATOPA C NPOTUBOMbIIEBbLIM
dounsrpom.
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9 BblABJIEHWE HEMCNPABHOCTEMN

lNpexae YeM BbI3biBaTb aTTECTOBAHHOIO CrieunanncTa rno 06CyXnBaHuH,
rnornpobyiTe CaMOCTOATESIbHO BbIMOJIHUTH PEKOMEHAYEMbIE HUXE MPOBEPKU.

Tun HeucnpaBHOCTU

OewncrBun:

OtcyTcTBME OyrK .

MpoBepkTe, BKAOYEH NN BbIKKOYATENb MUTAHUA.
lMpoBepbTe NpaBuUNbHOCTbL NoacoeguHeHna Kabenen
nopgayn CBapoYHOro Toka u obpartHbix kabenen.
MpoBepkTe, NPaBUIBHO NU 3afaHa BENUUMHA TOKa.

B npouecce cBapku nponan .
CBapPOYHbIA TOK.

MpoBepbte, He cpaboTanu nu pene 3almTbl OT TEMSIOBOM
neperpysku (3To onpeaenaeTcA No 3aropaHnio XKenTomn
namMnbl Ha NepegHen naHenu).

lMpoBepbTe ceTeBbIE MPEAOXPAHUTENMN.

UacTto cpabatbiBatoT .
YCTPOWCTBA 3aLUNUThI OT
TEnsIoBO NeperpysKku.

Y6egutecb B TOM, UTO He MpeBbILLEHbI HOMUHASIbHbIE
3HaYeHWA NapamMeTpPOB CBAPOUYHOro UCTOUYHMKA NMUTaHUA (T.
€. UTO yCTponcTBo pabotaer 6e3 neperpyskn).

Ybeputechb, YTO Nbifieynasnuearowmii coumnsTp YUCT.

Huskana adpdpeKkTnBHOCTb .
CBapKu.

lMpoBepbTe NpaBunNbHOCTbL NoacoeguHeHns Kabenen
nogayn CBapoYHOro Toka u obpartHbix kabenen.
lMpoBepbTe, NpaBuUbLHO N 3aaHa BeMYMHA TOKa.
YbeguTtecb B TOM, UTO NCMOSb3YIOTCA ANEKTPOLAbI
Tpebyemoro Tuna.

lMpoBepbTe ceTeBble NpegoXpaHNTeNu.

9.1 Kop owmbku

The Tig 150i/Tig 200i comes with built-in fault monitoring. B cny4yae BO3HNMKHOBEHUA
HencnpaBHOCTU, Ha Aucnee otobpa)kaeTcA ee KOp.

Ecnn kakue-nnbo 13 atnx KogoB HencnpasHOCTEN OTOBpaXkaroTCA NOCTOAHHO UK
NOABJIAKOTCA YacCTo, YCTPOWCTBO ClieflyeT OTNpaBuUTb Ha PEMOHT B aBTOPU30BaHHYHO

PEMOHTHYIO MacTepcKyto ESAB.

Heucn | OnucaHue
paBHO
CTb

C6poc OewncreBumA:

E1 HeuncnpasHoOCTb
BCTpOeHHoro O3Y

lMpownssenunTe NOBTOPHbIV
NyCcK yCTPOWCTBA.

Ecnu HencnpaBHOCTb
ocrtaeTtcA, obpatutech B
PEMOHTHYIO MaCTEPCKYHO

E2 HewncnpaBHoOCTb
BHeLwHero O3Y

lMpownssenunTe NOBTOPHbIV
NyCcK yCTPOWCTBA.

Ecnu HencnpaBHOCTb
ocraeTtcA, obpatutech B
PEMOHTHYIO MaCTEPCKYHO

E3 HeuncnpasHocTb MM3Y

lMpownssenunTe NOBTOPHbIV
NyCcK yCTPOWCTBA.

Ecnu HencnpaBHOCTb
ocraeTtcA, obpaTtutech B
PEMOHTHYIO MaCTEPCKYHO

E4 HeucnpasHocTb B O3Y ¢
pesepBHbIM HaTaperiHbiM
nuTaHuem

lMponssenunTe NOBTOPHbIV
NyCcK yCTPOWCTBA.

Ecnu HencnpaBHOCTb
ocraeTtcA, obpaTtutecs B
PEMOHTHYIO MaCTEPCKYHO

bt27d2r
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Heucn | OnucaHue C6poc OeucrtBuA:
paBHO
CTb
E5 |Owwubka poctyna K lMponsseanTe NOBTOPHBLIN
ornepartvBHOW NamATH, NycK yCTpOWnCTBa.
nepemMeHHanA BenmunHa Ecnu HencnpaBHOCTb
BbIXOOMT 3a npepernbl ocTaetcA, obpaTutech B
pornycka PEMOHTHYIO MacTepPCKYIO
E6 Huskoe HanpsaXxeHne Hakatnem KHonku Ecnu HencnpaBHOCTb
3/IeMeHTa nuTaHuA npovsseguTe rnepesarpysky |ocraetcA, obparuTtech B
PEMOHTHYIO MacTepPCKYHO
E10 |HewncnpasHocTb + 20 B AsTOMaTU4eckKan
(18,5[121,5B) nepesarpyska nocrne
yCTpaHeHWA HeMcnpasHOCTH
E11 |-15 B He nopgaHo AsTOMaTN4eCKan
(-13.0 - -16.0) nepesarpyska nocrne
yCTpaHeHWA HeMcnpasHOCTH
E13 |Bbicokana Temneparypa AsTOMaTN4eckKan
rnepesarpyska nocrne
yCTpaHeHWA HeMcnpasHOCTH
E14 |HewucnpasHocTb B AsTOMaTN4eCKan
CUCTEME CIIEXKEHUA 3a rnepesarpyska nocne
TOKOM yCTpaHeHWA HeMcnpasHOCTN.
Kpowme Toro, npousseaunte
nepesarpysky Haxkatmem
KHOMKM
E99 HeypauHoe coeguHeHne | [nA coeguMHeHWA npu lMponssenunTe NOBTOPHbIV
NCMoJib30BaHUM KapThbl NycK yCTpOWnCTBa.
LMOPOBOro ynpasfeHun Ecnu HencnpaBHOCTb
ncronb3oBaHa ocTaeTtcA, obpaTutech B
HeonpepeneHHanA PEMOHTHYIO MacTepPCKYIO
koMbuHauuA.
10 3AKA3 3AMNACHbIX YACTEU

Tig 150i / Tig 200i is designed and tested in accordance with the international and Eu-

ropean standards IEC/EN 60974-1, 60974-3 and EN 60974-10. It is the obligation of the
service unit which has carried out the service or repair work to make sure that the pro-
duct still conforms to the said standard.

PaboTbl 110 peMOHTY U 3/1IEKTPUYECKOMY MOHTaXy AOJ/IXHbI BbIMOJIHATLCA
KBasimguumpoBaHHbIM crieunamctom ESAB .
Heobxoamnmo ncrosib3oBarb TO/IbKO 3aracHble YacTu, BblMyLLEeHHbIe GOoUPMO

ESAB.

3anacHble YyacTu MOXXHO 3aKkasTb y bnvxariwero k Bam ESAB, (CM. nepeyeHb Ha
nocnegHen crpaHuLe gaHHom 6poLuopsl).

bt27d2r
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1 DIRECTIVE

DECLARATION OF CONFORMITY
ESAB AB, Welding Equipment, SE-695 81 Laxa, Sweden, gives its unreserved guarantee that weld-
ing power source Tig 150i / Tig 200i from serial number 620 complies with standard IEC/EN 60974-1
/-3, in accordance with the requirements of directive (73/23/EEC) and addendum (93/68/EEC) and
with standard IEC/EN 60974-10 in accordance with the requirements of directive (89/336/EEC) and
addendum (93/68/EEC).

Laxa 2006-05-22

Kent Eimbrodt

Global Director Equipment and Automation

ESAB AB |

695 81 LAXA

SWEDEN Tel: + 46 584 81000 Fax: + 46 584 411924

2 SAFETY

Users of ESAB welding equipment have the ultimate responsibility for ensuring that anyone who
works on or near the equipment observes all the relevant safety precautions. Safety precautions
must meet the requirements that apply to this type of welding equipment. The following recommen-
dations should be observed in addition to the standard regulations that apply to the workplace.

All work must be carried out by trained personnel well-acquainted with the operation of the welding
equipment. Incorrect operation of the equipment may lead to hazardous situations which can result
in injury to the operator and damage to the equipment.

1. Anyone who uses the welding equipment must be familiar with:
 its operation

location of emergency stops

its function

relevant safety precautions

welding

2. The operator must ensure that:
¢ no unauthorised person is stationed within the working area of the equipment when it is
started up.
¢ no-one is unprotected when the arc is struck

3. The workplace must:
¢ be suitable for the purpose
¢ be free from draughts

4. Personal safety equipment
e Always wear recommended personal safety equipment, such as safety glasses, flame-proof
clothing, safety gloves.
¢ Do not wear loose-fitting items, such as scarves, bracelets, rings, etc., which could become
trapped or cause burns.

5. General precautions
¢ Make sure the return cable is connected securely.
e Work on high voltage equipment may only be carried out by a qualified electrician.
e Appropriate fire extinquishing equipment must be clearly marked and close at hand.

-23-
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A WARNING A\

ARC WELDING AND CUTTING CAN BE INJURIOUS TO YOURSELF AND OTHERS. TAKE PRECAU-
TIONS WHEN WELDING. ASK FOR YOUR EMPLOYER’S SAFETY PRACTICES WHICH SHOULD BE
BASED ON MANUFACTURERS’ HAZARD DATA.

ELECTRIC SHOCK - Can kill

. Install and earth the welding unit in accordance with applicable standards.
. Do not touch live electrical parts or electrodes with bare skin, wet gloves or wet clothing.
. Insulate yourself from earth and the workpiece.

Ensure your working stance is safe.

FUMES AND GASES - Can be dangerous to health

. Keep your head out of the fumes.

. Use ventilation, extraction at the arc, or both, to take fumes and gases away from your breathing zone
and the general area.

ARC RAYS - Can injure eyes and burn skin.

. Protect your eyes and body. Use the correct welding screen and filter lens and wear protective

clothing.
J Protect bystanders with suitable screens or curtains.
FIRE HAZARD

. Sparks (spatter) can cause fire. Make sure therefore that there are no inflammable materials nearby.

NOISE - Excessive noise can damage hearing
. Protect your ears. Use earmuffs or other hearing protection.
. Warn bystanders of the risk.

MALFUNCTION - Call for expert assistance in the event of malfunction.

| READ AND UNDERSTAND THE INSTRUCTION MANUAL BEFORE INSTALLING OR OPERATING. |

PROTECT YOURSELF AND OTHERS!

ESAB can provide you with all necessary welding protection and accessories.

A WARNING!

Read and understand the instruction manual before installing
or operating.

A WARNING!

Do not use the power source for thawing frozen pipes.

A This product is solely intended for arc welding.

Do not dispose of electrical equipment together with normal waste!

In observance of European Directive 2002/96/EC on Waste Electrical and Electronic
Equipment and its implementation in accordance with national law, electrical equipment
that has reached the end of its life must be collected separately and returned to an
environmentally compatible recycling facility. As the owner of the equipment, you should
get information on approved collection systems from our local representative.

By applying this European Directive you will improve the environment and human health!

-24 -
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3 INTRODUCTION

The Tig 150i/Tig 200i is a welding current power source based on the static
converter technology intended TIG welding and welding with coated electrodes
(MMA). The static converter technology contributes to low energy consumption, low
weight and small dimensions. Advanced electronics with microcomputer control
produces e.g. rapid regulation and top-class welding properties.

3.1 Equipment

The Tig 150i/Tig 200i is supplied with 3 m of mains cable and an instruction manual.
ESAB’s accessories for the product can be found on page 46.

4 TECHNICAL DATA

Voltage/current range
(TIG)
(MMA)

Maximum permissible load at TIG
25% duty cycle
35% duty cycle
60% duty cycle

100% duty cycle

Maximum permissible load at MMA
25% duty cycle
35% duty cycle
60% duty cycle

100% duty cycle

Power factor at maximum current
Efficiency at maximum current
Open-circuit voltage

Operating temperature

Constant A-weighed sound
pressure

Dimensions, I xb x h
Weight

Enclosure class
Application class

3A/10V-150A/16V
4A/20V -150A/26V

150A/ 16V
120A/15V
95A/14V

150 A/ 26V

140 A/ 255V
110A/ 245V
90A/235V

0,62

77 %

71 -78V
-10°C - +40°C
<70 db

394 x 267 x 274 mm
10 kg
IP 23C

[s]

Tig 150i Tig 200i
Mains voltage 230V, 1~50/60 Hz 230V, 1~50/60 Hz
Fuse (delayed-action) 16 A 16 A
Primary current |5« 36 A 36 A
Primary current I 21 A 21 A

3A/10V-200A/18V
4A/20V-150A/26V

200A/18V
180A/17V
140 A/ 155V
110A/145V

150 A/ 26V

140 A/ 25,5V

110 A/ 24,5V
90 A/ 23,5V

0,62

79 %

71 -78V
-10°C - +40°C
<70 db

394 x 267 x 274 mm
10 kg
IP 23C

[s]

Duty cycle

The duty cycle refers to the time as a percentage of a ten-minute period that you can weld at a cer-

tain load without overloading.

Enclosure class

The IP code indicates the enclosure class, i. e. the degree of protection against penetration by solid
objects or water. Equipment marked IP23 is designed for indoor and outdoor use.

Application class

The symbol El indicates that the power source is designed for use in areas with increased

electrical hazard.

bt27d2e
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4.1  Settings

4.1.1 TIG welding without pulsing
Settings Setting range In steps of: Default value
Welding method TIG, TIG pulse or MMA | - TIG
2/4 stroke * 2 stroke or 4 stroke - 2 stroke
HF / LiftArc™ * HF or Liftarc™ - LiftArc™
Gas pre-flow 0-5s 0.1s 05s
Slope up time 0-10s 0.1s 00s
Slope down time 0-10s 0.1s 1.0s
Gas post-flow 0-25s 0.1s 20s
Current Tig 150i |3 -150 A 1A 60 A
Current Tig 200i |3 -200 A 1A 60 A
4.1.2 TIG welding with pulsing
Settings Setting range In steps of: Default value
Welding method * TIG, TIG pulse or MMA | - TIG
2/4 stroke * 2 stroke or 4 stroke - 2 stroke
HF / LiftArc™ * HF or Liftarc™ - LiftArc™
Gas pre-flow 0-5s 0.1s 05s
Slope up time 0-10s 0.1s 0.0s
Slope down time 0-10s 0.1s 1.0s
Gas post-flow 0-25s 0.1s 20s
Pulse time 01-25s 0.01s 1.0s
Micro pulse** 0.001 - 0.250 s 0.001 s
Background time 01-25s 0.01s 1.0s
Micro pulse** 0.001 - 0.250 s 0.001 s
Pulse current Tig 150i |3 - 150 A 1A 60 A
Background current Tig 150i |3 - 150 A 1A 20 A
Pulse current Tig 200i |3 -200 A 1A 60 A
Background current Tig 200i 3-200A 1A 20 A
4.1.3 MMA settings
Settings Setting range In steps of: Default value
Welding method TIG / MMA - TIG
Arc Force 0 - 99% 1% 5%
Drop welding /0 - 0
Regulator type ArcPlus™ /0 - I
Hot start 0 - 99% 1% 0%
Current Tig 150i |4 - 150 A 2A 100 A
Current Tig 200i |4 - 150 A 2A 100 A

*) These functions cannot be changed while welding is in progress.
**) Gas pre-flow time and micro pulse are hidden functions, see page 30 .

bt27d2e
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5 INSTALLATION

The installation must be executed by a professional.

A WARNING!

This product is intended for industrial use. In a domestic environment this product may cause radio
interference. It is the user’s responsibility to take adequate precautions.

Note!
Connect the power source to the electricity mains with a network impedance of 0.210 ohm or lower. If the
network impedance is higher, there is a risk of flicker in the illuminators.

5.1 Placing

Place the power source so that its cooling air inlets and outlets are not obstructed.
5.2 Rating plate
The rating plate is located on the underside of the power source.

5.3 Mains power supply

Make sure that the welding power source is connected to the correct supply voltage
and that it is protected by the correct fuse rating. The standards for the country in
question must be complied with as regards the mains cable area. A protective earth
connection must be made in accordance with regulations.

5.3.1 Recommended fuse sizes and minimum cable areas

Tig 150i Tig 200i

Mains voltage 230V £+10 %, 1-phase 230V £10 %, 1-phase
Mains frequency 50-60 Hz 50-60 Hz
Fuse (delayed-action)

85A 35% duty cycle MMA 10A 10A
120A 20% duty cycle MMA 16 A 16 A
150A 25% duty cycle MMA 20 A¥) 20 A
Mains cable, area 3x 2.5 mm2 3x 2.5 mm2
Welding cable, area MMA 16 mm?2 16 mm?2
Welding cable, area TIG 16 mm?2 25 mm?2

*) NOTE! The mains plug is approved for maximum 16A.
North American version: The mains cable is approved for maximun 18 A.

Note!
The cable area and fuse rating above comply with Swedish regulations. Use the welding power source
in accordance with the relevant national regulations.

-927 -
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5.4 Connections and control devices

1 Control panel, 6 Gas hose connection to the TIG torch

2 TIG: Return cable connection (+) 7 Connection for the TIG torch switch
MMA: Welding cable connection (-)

3 Remote control unit connection 8 Gas bottle connection

4 MMA: Return cable connection (-) 9 Mains cable

5 TIG torch connection (-) 10  Mains power supply switch

2 and 4 are used for welding current supply and return cable connection during MMA welding

AH 0622
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6 OPERATION

General safety regulations for the handling of the equipment can be found on
page 23. Read through before you start using the equipment!

6.1 Control panel TA 34

On the upper side of the power source there is a control panel for choosing functions
and setting parameters. This comprises a display, setting knob, LEDs and
pushbuttons. Using the pushbuttons, it is possible to move between the various
functions. The selected function is indicated by the relevant LED lighting up.

The power source checks the LEDs and all segments in the display when main
switch is turned on. The machine type and program version are also
displayed.

A Ampere/Volt B LED (green) mains voltage
C Remote control D LED (yellow) overheating
E Data display F Knob for setting data.

Increase (+) or Decrease (-) selected by
the function pushbuttons

6.1.1 Function symbols in the control panel

mmmmm  TIG DC Direct current === T|G HF 2 stroke

me ¢ 13

— MMA Pulse === | iftArc

Slope up Slope down -\_"‘ = Gas post-flow

4 stroke

-29 -
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6.2 Overheating protection

The welding power source has a thermal overload trip which operates if the
temperature becomes too high, interrupting the welding current and lighting a
yellow indicating lamp on the front of the power source. The thermal overload trip
resets automatically when the temperature has fallen.

6.3 Hidden functions

The Tig 150i/Tig 200i is supplied with ArcPlus, a new type of control that, during
MMA welding, produces a more intensive, more concentrated and calmer arc. It
recovers more quickly after a drop short-circuit, which reduces the risk of the
electrode becoming caught.

The machine is also equipped with Arc Force, which means that the power source’s
dynamics can be adjusted, softer or harder depending on the type of electrode and
according to preference. However, the Arc Plus™ regulator’s good properties mean
that there is only reason to alter the Arc Force setting in exceptional cases.

The Tig 150i/Tig 200i includes additional setting options that are obtained by pres-

sing [ﬂ and n simultaneously for 1 second.

Access to the setting options (A -H) are displayed by pressing [ﬂ or n .
Set the values or function by turning the knob.

Hidden functions TIG welding

For TIG, the following options under the double press function can be found under
the letters:

A = setting gas pre-flow time in seconds
b = setting micropulse (TIG pulse Off= 0 or On=1

The following welding data setting options for MMA can be found under the letters:

Hidden functions MMA welding

C = setting ArcForce value in percent
D = setting Drop welding Off=0 or On =1
F = setting regulator ArcPlus™ Off=1 or On =0
H = setting Hot Start value in percent

Reset additional settings by pressing [ﬂ and - simultaneously for
1 second.

-30-
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7 WELDING

7.1  TIG welding

During TIG welding, the return cable must be connected to (+) and the TIG torch to
(-). If they are connected in reverse, the tungsten electrode will melt.

Pulsing is used for improved control of the weld pool and the solidification process. The
pulse frequency is set so slow that the weld pool has time to solidify at least partially be-
tween each pulse. In order to set pulsing, four parameters are required: pulse time,
background time, pulse current and background current.

7.1.1 ¢ T 2 stroke

. Gas pre-flow  Slope ! ! Slope down . Gas post- .
' ‘up ' ' ' flow '

1 2
Functions when using 2 stroke control of the welding torch.

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

7.1.2 II 4 stroke

.Gas pre-flow .  .Slope . Slope down . Gas post-
: .uP ; : ;) flow :
1 2 3 4

Functions when using 4 stroke control of the welding torch.

In the 4 stroke control mode, pressing the trigger switch starts gas pre-flow (if used)
(1). At the end of the gas pre-flow time, the current rises to the pilot level (a few
ampere), and the arc is struck. Releasing the trigger switch (2) increases the current
to the set value (with slope up, if in use). At the end of welding, the welder presses
the trigger switch again (3), which reduces the current to pilot level again (with slope
down, if in use). Releasing the switch again (4) extinguishes the arc and starts gas
post-flow.

-31-
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i

7.1.3 = HF

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

1t

7.1.4 | iftArc™

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

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

7.1.5 Current

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

The current set value can be changed irrespective of which menu is displayed. This
value is displayed in the main menu only.

-32-
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s UL

When activating pulse, the power source must be in the position for setting pulse
time/pause time.

Pulse

. Gas pre-flow

. Slope up

. Pulse current or continuous current
. Pulse time

. Background current

. Background time

. Slope down

. Gas post-flow

oNOOThWOWN =

@

7.1.7 Pulse and background time

The setting range for these parameters is normally 0.01-2.5 s. However, by using micro
pulse, times down to 0.001 seconds can be set. When the micro pulse function is active,
times shorter than 0.25 seconds are displayed without a decimal point.

Micro pulse is a hidden function, to activate micro pulse, follow the description 6.3 “Hidden
function”.

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

Background time

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

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

-33-
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Pulse current

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

The current set value can be changed irrespective of which menu is displayed. This
value is displayed in the main menu only.

Current A
Background
time
> 4
Pulse current
ackground Pulse time
urrent >

Time
TIG welding with pulsing.
7.1.8 Remote control unit

Using the remote control unit socket on the machine, the current can be controlled remotely
for both TIG and MMA.

If pulsed current is chosen in TIG mode, it is the pulse current that is remotely controlled.
The value set from the remote control unit is shown on the display by browsing to the
position where the current would have been set without the remote control unit.

This is confirmed by the green LED lighting up.

7.1.9 Gas pre-flow

This controls the time during which shielding gas flows before the arc is struck.

7.1.10 , Slope up

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

7.1.11 \ Slope down

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

7.1.12 _\ﬁ Gas post-flow

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

The Tig 150i/Tig 200i gives direct current, and you can weld most metals to alloy and
non-alloy steel, stainless steel and cast iron.

The Tig 150i allows you to weld most coated electrodes from & 1.6 to & 3.25.

The Tig 200i allows you to weld most coated electrodes from & 1.6 to & 4.0.

If, when striking the arc, the tip of the electrode is pressed against the metal, it im-
mediately melts and sticks to the metal, rendering continued welding impossible.
Therefore, the arc has to be struck in the same way that you would light a match.

as to give an appropriate arc length (approx. 2 mm). If the arc
is too long, it will crackle and spit before finally going out com-

Quickly strike the electrode against the metal, then raise it so N
=

pletely. i )
If you are working on a welding bench, check before attempting —V—\ =
to strike the arc that residual waste metal, pieces of electrode omha2pit
or other objects on the bench do not insulate the part to be

welded.

Once the arc has been struck, move the electrode from left to
right. The electrode must be at an angle of 60° to the metal in
relation to the direction of welding.

When you want to weld wide beads, or when you want the weld
to be so thick that you have to weld in a number of layers, how-
ever, you have to use lateral movements.

cmha2p10

7.2.1 Setting regulator - ArcPlus™

The Tig 150i/Tig 200i is supplied with ArcPlus™, a new type of control that, during
MMA welding, produces a more intensive, more concentrated and calmer arc. It
recovers more quickly after a drop short-circuit, which reduces the risk of the
electrode becoming stuck.

7.2.2 Arc Force

The Arc Force setting alters the machine’s dynamics. A softer/harder arc can be obtained.
The arc force is important in determining how the current changes in response to a change
in the arc length. A lower value gives a calmer arc with less spatter.

7.2.3 Drop welding

Drop welding can be used when welding with stainless electrodes.

This technique involves alternately striking and extinguishing the arc in order to achieve
better control of the supply of heat. The electrode needs only to be raised slightly to
extinguish the arc.

7.2.4 Hot Start

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

The Tig 150i/Tig 200i can store 4 different welding data setups in the machine’s
memory, divided between 2 in TIG mode and 2 in MMA mode.

The following can be stored:
In TIG mode all settings can be stored.
In MMA mode only welding current can be stored.

For setting gas pre-flow, TIG MicroPulse, ArcForce and drop welding:

Press button _nJ or [EJ for 5 seconds to store the data in the memory. At the be-
ginning the green LED shines constantly, and then starts flashing when the data has
been saved.

To switch between the predefined settings, use button gJor [EJ
Change settings with the torch trigger by pressing D - )
Press the torch trigger quickly (within 0,3 seconds) to switch between the stored settings.

The Tig 150i/Tig 200i has a back-up battery so that the settings remain even if the
machine has been switched off or disconnected from the mains.

9 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

Note!
All guarantee undertakings from the supplier cease to apply if the customer himself
attempts any work in the product during the guarantee period in order to rectify any
faults.

The Tig 150i/Tig 200i requires little maintenance. In normal cases, it is sufficient to
blow it clean using dry compressed air once a year, but this should be done more
often if it is set up in a dusty, dirty area.

9.1 Cleaning the dust filter

* Remove the fan grille: see sketch.

e Release the dust filter

e Blow the filter clean with compressed air (reduced pressure).
e Replace the fan grille with the dust filter.

R

AH 0623
AN
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10 FAULT TRACING

Try these recommended checks and inspections before sending for an authorised
service technician.

Type of fault Action

No arc. e Check that the mains power supply switch is turned on.

e Check that the welding current supply and return cables are
correctly connected.

e Check that the correct current value is set.

The welding current is interrup- |¢  Check whether the thermal overload trips have operated
ted during welding. (indicated by the yellow lamp on the front panel).
e  Check the main power supply fuses.

The thermal overload trip opera- |«  Make sure that you are not exceeding the rated data for the

tes frequently. welding power source (i.e. that the unit is not being
overloaded).

e Check that the dust filter is clean.

Poor welding performance. e Check that the welding current supply and return cables are
correctly connected.

e Check that the correct current value is set.

e  Check that the correct electrodes are being used.

e Check the main power supply fuses.

10.1 Fault codes

The Tig 150i/Tig 200i comes with built-in fault monitoring. If a fault occurs, a code is
shown in the display.

If any of these fault codes is displayed permanently or recurs often, the machine
should be sent to an authorised ESAB service workshop for repair.

Fault |Description Resetting Action

E1 Internal RAM fault Restart the machine.
If the fault persists, contact a
service workshop

E2 External RAM fault Restart the machine.
If the fault persists, contact a
service workshop

E3 EPROM fault Restart the machine.
If the fault persists, contact a
service workshop

E4 Fault in RAM with battery Restart the machine.
backup If the fault persists, contact a
service workshop
E5 Memory error, variable va- Restart the machine.
lue outside limits If the fault persists, contact a
service workshop
E6 Low battery voltage Reset by pressing a button If the fault persists, contact a
service workshop
E10 |+ 20V fault Automatic reset once fault
(18.5—-21.5V) has disappeared
E11 |-15V fault Automatic reset once fault
(-13.0 - -16.0) has disappeared
E13 |High temperature Automatic reset once fault

has disappeared

-37-
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Fault [Description Resetting Action

E14 | Current servo fault Automatic reset once fault
has disappeared Also reset
by pressing a button

E99 |Bridging fault The digital control card is Restart the machine.
bridged in a non-defined If the fault persists, contact a
combination. service workshop

11 ORDERING SPARE PARTS

Tig 150i / Tig 200i is designed and tested in accordance with the international and Eu-

ropean standards IEC/EN 60974-1, 60974-3 and EN 60974-10. It is the obligation of the
service unit which has carried out the service or repair work to make sure that the pro-
duct still conforms to the said standard.

Repair and electrical work should be performed by an authorized ESAB serviceman.
Use only ESAB original spare and wear parts.

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

bt27d2e
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Tig 150i, Tig 200i

Ordering number Homep 3aka3a

€§

&

@)
=,

Ordering no.

Denomination

Type

Notes

0459 199 881

0459 199 885

0459 199 887

0459 199 888

0459 199 883

0459 199 889

0459 264 990

Welding Power source

Welding Power source

Welding Power source

Welding Power source

Welding Power source

Welding Power source

Spare part list

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i, TA34 for
230 V mains voltage

Caddy ™ Tig 150i/
Caddy ™ Tig 200i

Incl welding kit

CSA version for the North
American market.
Incl welding kit

CSA version for the North
American market

Incl welding kit

English only

bt270
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Tig 150i, Tig 200i

Spare parts list Cnucok 3anacHbix uacteu

Item | Qty | Ordering no. Denomination

101 1 0459 277 001 | Filter

N

NN
MM

AN

3

N

bh26s -45 -

Edition 060523



Tig 150i, Tig 200i

Accessories [lonosiHUTesIbHbIE NPUHAAJIEXXHOCTU

MMA welding and return cable kit ...

("crocodile” type holder)

..... 0349 501 078

MMA welding and return cable kit ...

("screwe” type holder)

..... 0349 501 079

Remote control MMA 1 (10 m cable) ..

MMA and TIG: current

..... 0349 501 024

Footcontrol FS002 .................

MMA and TIG: current

..... 0349 090 886

Remote control unit AT1 ............

MMA and TIG: current

..... 0459 491 896

Remote control unit AT1CF ........

MMA and TIG: rough and fine setting of
current.

..... 0459 491 897

Remote cable 12 pole - 8 pole

DM e

0459 552 880
0459 552 881
0459 552 882
0459 552 883

Shoulderstrap .....................

..... 0459 367 880

bt27a
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Tig 150i, Tig 200i

Trolley small gas bottle

.................. 0459 366 880

TIGTorch.............

BTF 150 OKC25

.................. 0458 218 890

bt27a
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