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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopynosaHua OCAB HecyT NonHyHO OTBETCTBEHHOCTb 3a obecneyeHune
BbIMOSIHEHNA COOTBETCTBYIOLLMX HOPM TEXHWKM Be30rMacHOCTW NepcoHanom, KoTopbli paboTtaeT Ha
obopynoBaHuu Unn HaxoguTcA nobnmnsocTu.

Mepbl 6e30racHOCTV O0MKHbLI COOTBETCTBOBATb TpeboBaHWAM, KOTOPble OTHOCATCA K AaHHOMY
TNy obopynosaHuA.

CnepytoLime pekoMeHaauum gomKHbl ObITb BbIMOSHEHbI B JOMOSIHEHNE K CTAHAAPTHBIM
TpeboBaHuAM K paboyemy MecCTy.

Bce paboTbl 0o KHbI BbIMOMHATLCA 0B6YUYEeHHbIM NEePCOHAaNoM, 3HaKOMbIM C paboTor CBapOYHOro
obopypnosaHuA.

HenpaBunbHO ncnonb3oBaHve obopyaoBaHA MOXET MPUBECTM K TPaBMe oneparopa u nosioMke
obopypnosaHuA.

1. Kaxpblii, KTO MCMOMb3yeT cBapoYHOe 060pynoBaHME AOKEH ObiTb 3HAKOM C:
* ero paboron
®  pacrofioXKeHneM aBapuiHbIX BblKSlloUaTenen
®*  ero dpyHKUMAMMU
®  COOTBETCTBYHOLLMMU Mepamn 6e3onacHOCTU

*  cBapkou

Ona obneryeHna paboTbl, KaXObI NepekoYaTesib, KHOMKa Un NMOTEHLMOMETP 3aMapKUPOBaHbI
CVMMBOJIOM WU TEKCTOM. OB BACHAIOLLMM UX Ha3HAYEHUE.

2.  Onepartop pomkeH obecrneunTb:
e  QTCYTCTBUWE MOCTOPOHHUX B pabouer 30He, koraa BknovaeTcA obopynosaHue.
*  YTO KaXKObIi COOTBETCTBYIOLLLE 3ALLMLLEH MPU 32)0KUTaHUN OyTN.
3. Pabouee MeCTO OOMKHO:
e  COOTBETCTBOBATb BbINOSIHAEMOW paboTte
e 6bITb cBOH6OOHBIM OT CKBO3HAKOB
4. Cpepcrea UHOMBUOYANTbHOW 3aLLAThI

»  Bcergpa HocuTe peKOMeHAyeMbIE CPEACTBA MHAMBUAYASIbHOW 3aLLUThI, TAKNE Kak
3aLLUTHBIE OYKM, TEPMOYCTOMUMBYIO OOEXAY, NEPUATKN.

*  He cnenyet HocuTb Wapdobl, bpacneTsbl, KObLa, UT.M, KOTOpble MOTYT 3aLenuTbCA UK
MPUBECTM K OXKOTaM.

5. O6wume mepbl 6e3onacHOCTU
e Ybeputech, uTo 0bpaTHbI Kabernb HaneXXHO 3aKperiyieH.

b PaboTbl Ha Of)opynOBaHVIVI C BbICOKMM HanpAxeHnemM AoJ1XKHbl NPOU3BOAUTLCA TOJIbKO
KBaHI/ICbVILI,VIpOBaHHbIM QJIEKTPUKOM.

*  COOTBETCTBYIOLLME CPERCTBA MNOXXAPOTYLLEHUA OO/MKHbBI BCEr[a HaxoamMTbCA NobnmsocTm
1 6bITb ACHO 3aMapKMPOBaHbI.

e Cwmaska u gpyrvne pabotbl N0 06CNY)XMBaHWMIO HE JOJSKHbLI NMPON3BOOUTLCA Ha
pabotaroem obopynosaHuu.

NMPEAYNPEXOEHUE !

JT10 obopynoBaHue npegHasHa4YeHo AS1A NPOMBbILLSIEHHOrO UCNOSb30BaHMA.
Mpn NpUMEeHeHnn B AOMAaLLHMX YCAOBUAX OHO MOXXET Bbl3BaTb PaguonoMexu.
OTBETCTBEHHOCTb HECET Nosb3oBarenb 06opynoBaHUA.
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/\ NPEQYNPEXXEHUE ! /\

OYTrOBAA CBAPKA U PE3KA MOIr'YT NMPUUNHUTD BPELQ BAM U OKPY>XAIOLLUM. MPUMUTE
HEOBXOAUMbBIE MEPbl BE3SOMACHOCTU NPU NPOBEOEHUN CBAPOYHbIX PABOT.
O3HAKOMbLTECb C TEXHUKON BE3OMACHOCTW, PASPABOTAHHOM HA BAJEM NMPEQMPUATUMN.

NOPA>XEHUE JNEKTPUUYECKUM TOKOM OMACHO AJ14 )KU3HU !

¢ YcTaHOBWTE 1 3a3eM/IMTE CBAPOYHbIV annapar B COOTBETCTBMU C MPUMEHAEMbIMU CTaHAAPTaMMm.

¢ He KacaWTecb OrofieHHbIX 3ANEKTPUYECKNX YacTel Un SNEKTPOAOB rofbIMU PyKaMmn, MOKpPbIMU nepyarkamMmm
U MOKPOW OAEXA0MN.

e W3onupyinTte cebA OT 3eMNn 1 3aroTOBKMU.

¢ O6becneuybre 6e30nacHOCTb Ha cBoeM paboyem mecTe.

CBAPOYHbIE ObiIMbl U AOQPO30J1U - MoryT 6biTb ONacHbl AJ1A 3A,0POBbA.

e CrapanTecb, utobbl Balla ronosa HaXoOAWUIacb BHE 30HbI AbIMA..

¢ Vcnonb3yiTe BEHTUNALMIO U AbIMOOTCOCHI ANA YAANEHNA AbIMOB 1 a3p030s1el U3 30HbI AbIXaHWA U
OKpY><aloLLLero npocTpaHcTea

M3NTYUEHUE OYTU - MmoXeT HaHeCTX Bpep, rnasam 1 Koxe.

e 3awmwanTe Bawu rnasa u Koxy. MicnonesyiTe macky ¢ npasuibHO NoaobpaHHbIM 3aLLUTHBIMCTEKTIOM U
crneuonexany

e 3awmuiante oKpyaroLLnxX NOCPEACTBOM CTEHOK U 3aHABECOK.

MO>XAPOOMNACHOCTb

¢ Vckpbl Npu cBapke MOryT cTatb NpuyrHon noxxapa. Obecneysre OTCYTCTBME MOXapPOOnacHbIX Marepnanos
B 6nm3nexxaiuen 3oHe.

LUYM - MNoBbILWEHHbIA LWWYM MOXET NOBpeauTb CI1yX

¢ 3awmTnTe CBOM YLUM C MOMOLLLbIO HAYLLIHUKOB Unn 6epyLuen.

e [pepynpepunte 0 PUCKE OKPYXKatoLLLUX.

CBEOW B PABOTE - MNpu c60ax B pabote o6partutech 3a NOMOLLLIO K CHEeLLMasiuCTy.

MPOYTUTE N NOMMUTE MHCTPYKLIMIO NO IKCIIJTYATALMU NEPEM TEM, KAK NOAKITIOUUTD
OBOPYOOBAHUE U HAUATb PABOTY

SALLNTUTE CEBA N OKPY>XAIOLLIUX !

2 BBEOEHUE

2.1 O6wwune cBepeHuA

Bnok ynpasnenna PEH (ESAB A2-A6 Process Controller) npegHasHaveH anA
COBMECTHOM paboTbl C ycTaHOBKaMu asTOMarnyeckon ceapku cepumn A2-A6 v
NPUMEHAETCA KaK [J1A aBTOMaTM4eCcKon CBapku nop, cnoem dortoca, Tak v npu
CBapke B cpefe 3aluTHbIX ra3os. bnok ynpasneHua npegHasHayeH oA
COBMECTHOM paboTbl CO CBApPOUYHbIMU UCTOYHUKaMK nutaHuA Tuna LAF n TAF.
TakaA COBMECTUMOCTb UCTOYHUKOB NUTaHWA 1 Bnoka ynpasieHnsa NpoLeccom
rapaHTUpPYET BbICOKOTOUYHYIO N HAAEXXHYI0 paboTy BCel CUCTEMbl aBTOMAaTUYECKON
CBapkKM.

Bce Heobxoanmble perynmpoBkM NapamMeTpoB CBapKW NPOU3BOQATCA C NaHeNu
yrnpaBneHun.

PasnuuHble pasbémbl oA nogknioveHna Kabenen cuctemsbl yripasneHna
npoueccom HaxopATcA nMbo Ha 3apHen cteHke bnoka, nnbo sBHyTpu 6noka y
TEPMUHANOB 3NEKTPOHHbIX Nnar.
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2.2  CapouHble MICTOUHUKU NUTAHUA

CBapouHble UCToYHUKN NuTtaHuA LAF n TAF apantupoBaHbl cneuuanbHO AnA
pabotbl ¢ 6r1okoM yripasneHusa PEH 1 coeguHeHbl mexxay cobon aBYy»XUbHOM
LLIMHOW, YTO MO3BOJIAET OTCNIeXMBAaTh U Perynnposarb napamerpbl npouecca
3HauUMTENbHO TOYHEe, YeM 3TO ObII0 BO3MOXKHO npexae. YnpasneHne paboton
CBapPOYHbIX MICTOYHMKOB MUTAHNA TaKXXe MOXXET Npon3BoguTbCcA ¢ naHenn 6noka

yrnpasneHuA.

CBapouHble UCTOUYHUKNM NuTaHuA ESAB npegbigyLLero NnokosneHnna, Takne Kak LAH,
LAE u TAE Takxxe moryT 6bITb npucnocobnensl anA padbotel ¢ PEH nocpepctsom
yCTaHOBKM A0NoNHUTENbHOro Habopa anA nepeHanagkn. HoBble NCTOUHUKN
NUTaHMA y>Ke roToBbl AN1A HENOCPEACTBEHHOro nogknoyeHnAa k PEH (A2-A6
Process Controller). CBapouHble NCTOUYHUKN NnuTaHnA ESAB Takxke nutatoT 610K
ynpas/ieHUA, 4YTo AaéT BO3MOXHOCTb OTKa3aTbCA OT UCMOSIb30BaHUA OTAENbHbIX
LOOMOJSIHUTENIbHbLIX UCTOYHMKOB nutaHnA gnA PEH.

3 TEXHUUECKUE OAHHbIE

A2-A6 Process Controller (PEH)

HomMunHanbHOe HanpAXXeHne nNuTaHuA
HomunHanbHaA Harpyska

[MopknoueHue K anekTpoaBuratenAm
CBapOoYHbIX cnuctemMm A2unu AG6.

PerynupoBaHne CKOpOCTM Nnopaym
NPOBOJOKU

[lnanas3oH perynMpoBaHnA CKOPOCTH
CBapKu

MakcumanbHaA CKOPOCTU CBapKu

[vanasoH perynMpoBaHuA CKOPOCTU
nopa4n cBapoYHOW MPOBOJIOKN

N3rotoeneHune cornacHo CtaHpapTa

MakcumanbHaA Temneparypa OKpyX.
BO3ayXxa

MuHUManbHaA Temneparypa OKpyX.
BO3ayXxa

OTHOCcUTENbHAA BNaXXHOCTb
Bec

abaputbl Lx B x H

Knacc 3awuTbl

42V nepemeHHoro Toka 50/60 Hz
Makc. 900 VA

Tok gBurarena NPoaoMKUTESNbHbBIA -
5 A, makcumasnbHbIn - 10 A

BHyTpeHHum EMK ynpasneHnem nnu
AC TaxocurHanom, 6 umnynbc/obopot

0.1-2 M/MUWH (B 3aBUCMMOCTM OT TUNa
yCTaHOBKW)

2.0 M/MUH

0.3-25 M/MUH (B 3aBUCMMOCTM OT TUNa
YyCTaHOBKW)

EN 50-199, EN 60974-1
45° C

-15° C

Makcumym 98 %
5,5 kg

355 x 210 x 164 Mmm
IP 23

docr




4 OINMUCAHUE YTNPABJIEHUA NMPOLUECCOM

4.1 O6wwue cBepeHunA

0

[ >1
BKntounTe UCTOYHUK NMUTaHUA

Pabora 6noka ynpasfnieHnA MOXXET BECTUCb B PYUHOM W/ B aBTOMaruueckom

pexume.

B pyuHOM peXuMe CKOpOCTb NOAaun NPOBOSIOKM, CKOPOCTb NepemMeLLeHns, a
Tak)xe Opyrve napameTpbl yCTaHaBIMBAKOTCA U PETrYNIUPYIOTCA BPYYHYHO.

B aBToMaTtuueckom pexume Bbl BbibMpaeTe rpynny napamerpoB 1 B npoLecce
CBapKu Beferte N1LLb UX TOHKYIO HAaCTPOUKy. [lpyrue perynmpoBku, NPON3BOAVMbIE
npensapuTesibHO B PYYHOM peXnme, B aBTOMaTUYeCKOM peXxnme He[oCTYMHbI.

[Mpu BKtOUEeHUN B ceTb BNOK ynpasfieHNA rotoB K pabote B pyYHOM pexume.
lMocne Havana ceapkn 6NOK yrpasfieHVA NepPeKsto4YaeTcA B aBTOMaTnYeCcKui
pexum. Npun npekpatueHnn ceapku nnmn cbonAx npouecca 6ok yrnpasneHna

NepeKsYaeTcA B PyYHOW PEXUM.

4.2 MaHenb ynpaeneHuA

Bbikntovarens aBapninHOM OCTaHOBKU
PesepcuBHana nogaya npoBOJSIOKU
MepemelieHne
PesepcuBHOe nepemellieHne
Mopayua NpoBOOKK
Bbibop meHto
LindopoBble knasuLuu,
HOMep 3anncu
8 Knasuwa BBO/[,

N3MEHEHMe CTPOKHU
9 Knasuwa nameHeHusa perncrpa
10 OctaHoBKa CBapKw.
Bosspar B py4HOn pexxum

N QAU A W -

11 Havano ceapku. BkniouyeHve aBTomarmyeckoro pexcima 7

Sl e R

2=

13

™~

12

AN

[o)(=]L&]

12 YckopeHue nopayv npoBOJSIOKU U NepeMeLLeHu
13 T[pokpyTKa cTpaHuy, (MeHIo 3arnycka) unm 3akpbiTue KnanaHa (OCHOBHOE

MEHIO)

CTpeJ'IO‘*IHbIe KnaBunLn NCNoJsib3yrOTCA OJ71A USMEeHEeHUA
3HaYeHUn ToKa, HanpAXeHnA N CKOpPOCTU rnepemeLL.eHnAa BO

BPEMA CBapKMu.

ﬁ\
1

]

7
4

<[00

|| |||

HaxxaTnem knasuiu , , @ + mnm@ + OCYLLIECTBIIAETCA

yrnpasneHve napamMeTpamm MeHHo.
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5 PYUHOE YTNPABJIEHUE

5.1 MepemelueHne U CKOPOCTb NOJaun NPOBOJIOKU

[aHHble yCTaHOBKM NPOM3BOAATCA A0 HAaYana CBapKy cregdyoLmm obpasom:

0

[ >1
BKntounTe UCTOYHUK NMUTaHUA

e HanpaBsneHwue nepemeLleHna yKkazaHo KBagpaTHbiM CMMBOJSIOM Ha
pucnnee.

CkopocTb HopManbHanA .

e HanpaBneHue nepemMeLLeHNA yKazaHo TPeYyrofibHbIM CMMBOJSIOM Ha
pucnnee.

. CkopocTb HopManbHanA .

[1nA OCTaHOBKM nepemMeLLeHna HaxxMmTe COOTBETCTBYHOLLLYHO KJiaBULLY.

» PeBepcuBHana nopgaya npososiokn. CKOpoCcTb HopMarbHanA .
MNopaya oporkaetcA noka KnasuLla Haxkara.

e lNopaya npososoku. CKopocTb HopMasbHanA .
Mopaya ofoMmKaeTcA Noka Knaeumila Haxara.

e [1nA yBenn4YeHnA CKOPOCTU MOJAYN HXKMUTE KNaBULLY YCKOPEHWUA. .
3aroputcA NHAMKaTOP KNaBULLM YCKOPEHUA.
» [loBTOpPHOE HaXkaTue KnaBULLN YCKOPEHWA BO3BPALLLAET B HOPMaSIbHbIN

PEXNM nou,aqvl..
JnA MrHOBEHHOW OCTAHOBKU, HAXKMUTE , nnm [aXKe Ha MakcMalbHOM

CKOpOCTW.

BennunHa HopmanbHOM 1 MakCUMasibHOW CKOPOCTM MOXET ObITb OTperynMpoBaHa
B “MEHIO YCTAHOBOK CUCTEMbI”.

5.2  YnpaBneHue knanaHamu

YnpasneHue ocyuiectenaercA 8 “OCHOBHOM MEHIO”.
e OTKpbITME KNanaHa oA nogayuun dontoca Unm 3amMTHOro rasa

OCYLLLECTBJIAETCA HaXxartnem KriaBuLln .

b SaKprTl/Ie KnanaHa noBTOPHbIM Ha)Xatnem TOW >Ke KiaBuLLn. .
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6 MEHIO

6.1 0630p MeHI0
0

MporpammHoe obecneveHve PEH (A2-A6
Process Controller) paspgeneHo Ha HECKOSbKO
MEHIO, MEPEYNCIIEHHbIX HXKE:

A v amin
e me J OCHOBHOE MEHIO
MAIN MENU w YCTAHOBKW w TennosnoxeHne w ToK CBapku

w CKopoCTb nopgaym w HanpaxeHune nyru w
CkopocTb nepemeLLeHna w MiHamkauma

‘gl m + ‘g’ yCTAHOBOK

Y CTAPTOBOE MEHIO

Direction A

Start Direct
STOP WELDING

WIRE DATA

Regulation CA
PRESET SYSTEM MENU

w Criocob Bo3by»xgeHuA ayrn w Bup okoH4YaHuA
cBapkun w HanpasneHue ceapku w Cnocob
perynuposaHnA w Tun nposonokn w Marepuan
NPOBOJIOKM W [lnamMeTp rnpoBOJSIOKK

WELDING SETUP

MEHIO YCTAHOBOK CUCTEMbI / MEHIO
AUCIJIEA / NEPEUYEHDb OjUBOK

OTO MEHIO He NpefHa3Ha4yeHo AnA
Nonb3oBaTtens.
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7 OCHOBHOE MEHIKO

C NoMOLLLbKO OCHOBHOMO MEHHO OCYLLIECTBIIAETCA BbIOOP OCHOBHbIX MNApPaMeTpPOB
CBapKW: TOKa CBapKW, HaNpPAXXeHWA Ayrn U CKOPOCTK nepemMeLleHns. Bo BpemaA
cBapku Bbl MOXxeTe Npon3BoaMTbL TOUHYHO HAaCTPOVKY napameTpos, Mnbo
MOJSIHOCTBIO MOMEHATb Habop NapamMeTpoB.

0

BKntounTe UCTOYHUK NMUTaHUA @I .

OcHoBHOe MeHI0 6ypeT BbuirnAgeTb cregyrouwmm obpasom:

Mpumep TOro, Kak BbIMMAQUT gucnnen npu BbIbpaHHOM 3HA4YEHUN NOCTOAHHOMO
Toka ceapku (CA).

SET 1

30 kd/em
A \Y cm/min A
4 350 33.0 23 [ ] 350

30 e

Mpumep TOro, Kak BbIMAQUT gucnnen npu sbIbpaHHOM 3HaYE€HUMN NOCTOAHHOWN
CKOpOCTU nogaym nposonoku (CW).

SET 1

30 kd/cm
em/min \ cm/min cm/min
2 110 33.0 23 ] 110

30 e

Mpumep TOro, Kak BbIMMAQUT OUCMSEN BO BPEMA CBAPKM NPU MNOCTOAHHOM
CKOpOCTU nogaym nposonoku (CW).

SET 1

3n51? A v 30n|‘('7|/(§m

[+ min [+ min

p 110 330 23 n 350 A
30 e

Bbibop 3HaueHuA NocToAaHHOro Toka ceapku (CA) nnm NOCTOAHHOW CKOPOCTH
nopaum npososniokn (CW) cm. CTAPTOBOE MEHHO.

Habopos.

SET 1 |UHpnkauunA BbibpaHHoro 1-ro Habopa napametrpos 13 10-T1 BO3MOXKHbIX

30 NHovkauua TennoBfiOXXeHUA, Kak NPOU3BOAHOW OT BENNYUH
kd/em |cBapoyHOro Toka, HanNPAXeHUA 1 CKOPOCTU NepeMeLLLeHUA.

V33.0 |BbibpaHHOe HanprxeHne oyru B Bonbrax.

cm/min23 | BoibpaHHaA CKOPOCTb NepemMeLLeHnA B CM/MUH.

4 |MHaukaumAa meTopa ctapta

J NHoukauuA HanpaBneHuA nepemMeLleHua

-t Houkauma coOCToOAHUA KnanaHa.
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Mpumep TOro, Kak BbIMAQUT gucnnen B cnyyae cbonA B padore.

SETT o A L okem Error code appears in bottom left section of display.
4 ‘Mo" 330 23"  m Error message is cancelled by pressing
Error 1: T1,54

30 - Max. 20 messages saved in chronological order.

* Hauano cBapku Npoun3BoaUTCA HaXKaTUEM KIlaBULLIK . 3axkuraerca
WNHONKATOP KNaBULLIW.

» OcTaHOBKa CBapKu NPOU3BOAMTCA HAXKaTUEM KilaBULLIN

71 CBapouHble napaMeTpbl

I'IpM BKJTIOYMEHNN NCTOYHNKa NUTaHUA Ha auncriee noABiAEeTCA OCHOBHOE MEHIO.

B “meHto gucnneA” MOXXHO BblibpaTb Konnyectso Habopos NapameTpoB AfA
npYMeHeHnA B nNpouecce ceapku. Ecnn BoibpaHo bonee ogHoro Habopa, 10 B
NeBOM BEpXHEeM yriy aucnien NoABUTCA MHAMKaUMA NOPALKOBOrO HoMepa
Tekyuliero Habopa.

2 3
1 CBapOyHbIl TOK Un s\én \‘\ oo
CKOPOCTb nopaym wj\séo 330 23~
NPOBOJIOKN
2 TlopApKkoBbI HOMEP |
o i@

3 HanpsaxeHue pyru

4 CKopOCTb NepemMeLLeHunn ..

Ecnu BbI pelunnu pabortarb TOSIbKO € 0gHMM HabopoM napameTpoB, TO HAYNHaNTe
paboTy C TpPeTbero rnyHKTa NPUBEAEHHbIX HUXXEe PpEKOMEeHaaunin.

e Haxmute knasmiu + ANA BbligeneHua nonA “Habop napameTpos ©

e HabepwuTte BbIbpaHHbIN HOMEP U HAXXMUTE KnasuLly .
e Bbibepute none Ha gucnnee gnA 3anvcu BeSIMYNHbI TOKA CBapKU UM CKOPOCTH

NoAayun NPOBOSIOKN HaXKaTueM KnasuLun .
e HabepwuTe 3Ha4YeHNe TOKa CBApPKU NN CKOPOCTU rnogayn ( Makc. 4 3Haka) u

HaXKMUTE KNnaBuLLly .
e BbibepuTte none Ha gucnnee onA 3annucu BeIMUYNHbI HANPAXEHUA Qyrn

HaXKatnem KriaBumLin .

e HabepuTte 3HaveHne HanpAXeHnA ayrn ( Makc. 3 3HaKa) N HaXXKMUTe KnasuLly

.

*  BbibepuTe none Ha gucnnee OA 3anMcu BeIMYNHbI CKOPOCTU NepeMELLLEHMA

HaXKatnem KriaBumLin .

e Habepute 3HayeHne CKOPOCTU NepemMeLLeHnA ( Makc. 3 3HaKa) U HaXXKMUTe

KnasumLly .
Tenepb nonHbI HAbop NapameTpoB 3agaH u rotoe k paborte. Eweé 9 Habopos
napamMeTpoB MOryT XpaHUTbCA B NaMATU MuUKponpoueccopa. (Bcero 10 Habopos
napamMmeTpoB).
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7.2 Hacrtpoiika napaMeTpoB BO BpeMA CBapKu

MNMocne Hayana cBapku HaXKatmem KnasuLuu MO>XHO MPON3BOAUTbL TOHKYHO
HaCTPOWKY CBapPO4HbIX MapaMeTPOB C MOMOLLLbIO CTPENOYHO-LMADPOBbIX KNaBULL.

SET 1
30 kd/cm
A \" cm/min
4 350 33.0 23 [ |
3.0 . s
| |
P [ 1
iy yiy iy
1213 F1
3 X O
4 5 6 =%
=
]
.
anE - NE

YBenuumtb YMEHbLLUUTb

Tok CBapKu ninn CKOpOCTb nogayn npoBOJIOKA

HanprxxeHune gyru

CkopocTb nepemMeLLeHna

) [ |
o) [ [

[nA coxpaHeHWnA NOflyYeHHbIX 3HAYEHMI NapamMeTpoB HeObXoaUMO:

e [pepBaTtb CBApKy HAXKaTUEM KMaBULLN . ........ .
e CoxpaHUTb OTKOPPEKTUPOBAHHbIE 3HAYEHMA HAXKATUEM KI1aBULLIN .

b BepHYTbCFI K NCXogHbIM 3HA4Y€HUAM HaKatnem KnaBuLl @ + .

7.3 Bbi3oB HOBOro Habopa napameTpoB BO BpeMA CBapKu

(Bbl30B BO3MOXEH, €CNN B MEHIO ANCMIEA NpeaBapuUTeNbHO 3anporpaMmMmMpoBaHo
HecKonbko HabopoB NapameTpoB)
YCKOpEeHHbIN Bbi30B

MpeanonoXxum, 4To ncnonb3yemoln Npu ceapke Habop napamerpos Ne1 (“SET 17)
Bbl peuunnu 3ameHnTb Ha Habop N26 (“SET 6”) 6e3 npenBapuTenbHOrO NPOCMOoTpa
napameTpos.

e [1nA 3TOro HAXXMUTE KNaBuLLK . . . .. @ + .

Ha pucnnee BbigenntcA none gencreyrouLero Habopa napamerpos N21
(“SET 17)
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*  Haxxmute knasuwiy .

Ha none pucnnen noABMTCA Murarowan nHgmkauma Habopa napamerpos N26
(“SET 67).

e Haxxmute knasuwy Beoga .

Ha BbipeneHHom none gucnnee 6yner o603HayYeH HOBbIN OeACTBYOLLLMA HABop
napametrpos N26 (“SET 67).
Bbi30oB ¢ npepgBapuTesibHbIM MPOCMOTPOM
MpeanonoXxum, Y4To ncnosnb3yemoln Npu ceapke Habop napamerpos Ne1 (“SET 17)
Bbl peumnnu 3ameHntb Ha Habop Ne6 (“SET 6”), HO ¢ npenBapuTENbHbIM
NPOCMOTPOM NapameTPOB.

e Bbigenute none pencreyoLlero Habopa napametpos N1

Ha)XkaTtuem KnasuLL @ + .
e Haxmurte KnaBmmy.

Ha none pucnnea noABuTCA MuUraroLLan nHamkaumAa Habopa napameTpoB
Ne6 (“SET 6”).
e HoBbilt Habop NpenBapUTENIBHO NPOCMATPMBAETCA U MPOBEPAETCA HAXKATUEM

KjiaBuLl @ + .

Ha pucnnee BbICBETATCA BCe NapamMeTpsbl, BxogAlwme B Habop napamerpos N6
(“SET 67), xotA pgencrteytowmm Bynet no npexxHemy octaesarbcA Habop Ne1(“SET

19).

» [locne npoBepkn NapameTpoB HAXXMUTE KaBuLLy BBOD,a.
Ha none pucnnea noABUTCA MHOVKAUWA AeicTByloLLero Habopa napaMmeTpoB
Ne6 (“SET 6”).

8 CTAPTOBOE MEHIKO

8.1 O6wue cBepeHunA

B CTAPTOBOM MEHIO Bbl MOXXeTe onpenenutbCA CO MHOXECTBOM NapamMeTpoB
Hayana cBapku, kak, Hanpumep, cnocob Bo3byXaeHnA ayru, HanpasneHmne
CBapKu, AnameTp CBapOYHOM NPOBOSIOKM N NPOYME NapamMeTpbl A1A KOHKPETHbIX
YCNOBUWI CBApPKWN. YCTAHOBKU 3TUX NapaMeTPOB HeSb3A U3MEHATb BO BPEMA CBapPKM.

Bbl MOXeTe oTMeHUTb coobLueHue 06 owmbke B OCHOBHOM MEHIO HaXKaTtuem

KjaBsuLl .

e [lepexog 3 OCHOBHOIO MEHIO B CTAPTOBOE MEHIO ocyuiecTtensaetcA

HaXKatnem KriaBumLin .

Ha pucnnee B konoHke A noABUTCA nepeyveHb napamerpos (Cm. CTp. 11) n
COOTBETCTBYHOLLMI NepeyeHb 3HayYeHu B KonioHkax B u C. Bce BO3MOXHble
3Ha4YeHWA napamMeTpoB AOCTYMNHbI AnA Bblbopa eguHOBPEMEHHO.

Bbl MOXXeTe BbiIbuparb CTPOKY napamerpa B KOJSIOHKe A.

e [1nA nameHeHunA BeNMMYMHbI HEOOXOOMMO NPENTU U3 KONOHKU A B KOJTOHKK B 1

C HaxkaTnem KnaBuLLMN .

e Bblbop BenMYMHbI NapamMeTpa OCYLLECTBIIAETCA NepeMeLLeHNeM BOOSNb CTPOKM

HaXKatnem KJ'IaBI/ILIJ nnun @ + Unn BrievyaTbiBaHMEM COBCTBEHHbIX

3HayeHun pnA ctpok 3 n4 (Hanpumep B rpadpy "KONMM4eCcTBO NPOBOJSIOK”).
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* BosBpar B KONOHKY A ANA M3MEHEHWA CTPOKM NapaMeTpoB HAXKaTUeM KaBuLL
a -

* [lepexop K crepytoLLen CTPOKE HaXKaTtnem Knasuuu .
[Mocne nocnepHen cTpoku Bl BO3BpaLL,aeTech B MNepBYHO.

e BosBpar k npegplayLLen CTPOKE HaXKaTeM KnaBuLL
a - (=

Takan e KoMOBUHaLMA KNnaBuLL NO3BONUT BaM NePenTn n3 CTpokn 1 B CTPOKY

NMpumeuaHwue:

Mpyn Mcnonb30oBaHUK KNaBULLIM B KOMOUHALLMK C [pYyrov KnaBuLlei cHavana

HaXXMUTE N AepXKUTe HaXkaTon KnaBuLly a 3aTeM HaXXMUTe BTOPYHO KNaBuLLly.

8.2 Tabnuua yctaHOBOK NapameTpoB
CTAPTOBOE MEHIO (WELDING SETUP)
A B C
1 HanpasneHue A (TpeyrosnbHuK),
nepemeLleHnnA W (kBappar)
o |Cnocob Bo3bYxmeHna |7 pirect 4 Scratch
Lyru

3aBapka Kparepa (mcek) | 10-3000

3 [OkoH4aHue cBapku Bpema okoH4aHuA 10-3000
cBapKu (Mcek)
Tun npncago4Horo [nameTtp NpoBOSIOKK
mMarepuana /CeyeHne neHThbl
CeapouHan nposonioka |0.8 1.0 1.2 1.6 2.0 2.4
c%'logJHorg ceyeHunnA 3.0 3.2 4.05.0 6.0
NMOPOLLKOBAA

0.81.0 1.2 1.6 2.0 2.4

4 |CsapouHan nposonoka |MPOBOJIOKA 3.0 3.2 4.0
HannasouHas nexTa 805)( 0.5 60x0.5 100 x
Martepwuan npucapgku Fe, Al, SS
Konnuectso npoBosiok |1, 2

5 |Tun perynupoBaHuA CA, CW

6 |YcTaHOBKM MEHIO

[MepekntoyeHne B NOOMEHIO B CTPOKax 3ué4:

b Boipenute MeHI0 U HaXXmuTe Knasuly .

» Bosepar B “CTAPTOBOE MEHIO ” Ha)xaTnem knasuLi n - [x].

» Bosepar B “OCHOBHOE MEHIO” Ha)kaTviem knasuLL n - [x].
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8.3 TepmuHbl

HanpaBneHue nepemeLueHun

CyliecTByeT gBa BO3MOXHbIX peLleHnA, o6o3HavyaeMbiX A (TPeyronbHuK) 1 |
(kBapgpar) ( 3T CMMBOJSIbI MPUCYTCTBYIOT BO BCEX YCTaHOBKAaX)

* A (TpeyronbHuk) obo3HayaeT nepemeLLleHne B BbiIbpaHHOM HarnpaseHnu.
e M (kBappar) obo3HayaeT nepemeLLeHe B 0bparHOM HarnpasneHun
Bo3byxpeHue pyru npu crapre

CywiectByeTt gBa cnocoba: Bo3byxpeHue ayru 6e3 nepemMeLlLteHnUA nnu
Bo36yxpeHue pyru ¢ nepemelwteHnem (“uapanaHoem”)

. j_ Bo36yxxpeHue pyrn 6e3 nepemMeLleHnn - 03Ha4aeT nepeoHayanbHoe
BO3OY)K[EHME Ayru 1 3aTeM BKHOUYEHNE COYHKLMUN NepeMELLEHMA.

J _é. Bo3byxpeHue pyru ¢ nepemeLueHnem (“LapanaHbem”) - o3Havaer
OOHOBpPEMeHHOe BO30y)aeHue Oyrn n BKIKYeHUe PyHKLUM NepemMeLLeHuns.
JTOT cNocob peKoMeHAYETCA NPU CBapKe 3arpA3HEHHbIX U PXKaBbIX
NnoBepxXHOCTEN AeTanen.

OKOHYAHUE CBAPKU

MoxkeT 6bITb YyCTaHOBMEHbI 3HaYeHUA cPyHKUMIA 3aBapKu Kpatepa n BpemeHu
OKOHUaHMA CBapKu.

Bpemna 3aBapku kparepa Bbibupaerca n3 guanasoHa sHayveHui ot 10 go 3000 mcek
HdaHHaA dpyHKUKMA npegHasHaveHa anA obecnevyeHnA PoBHOM OOPMbI Banvka B

KOHLLe CBaApHOro LUBa. 3aBapka Kparepa B MOMEHT HaXxaTuA KnasuLln CTon ‘9’ , U
LANWUTCA COrnacHO BbICTaBIEHHOMY 3HAYeHMI0. OTa PyHKLMA OCOBEHHO
adochekTmBHA Npu ceapke B cpepe 3awmnTtHbix rasos (MIG/MAG).

Bpema okoH4aHuA cBapku BblbpaeTcA n3 gmnanasoHa sHaveHuin ot 10 go 3000
MCEeK.

JaHHaA pyHKUMA BKIIKOYAETCA NOCIe OKOHYaHWA 3aBapku kparepa. [1paBusbHbIN
BblOOp 3HAYEHN BPEMEHM OKOHYaHWA CBapKU NpepoxpaHAeT OT:

- PUBAPKN MPOBOJIOKN K N30ENUIo

- MPVBAPKN MPOBOJIOKN K KOHTAKTHOMY HaKOHEYHUKY
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OAHHbIE MPUCAQOUYHOW MPOBOJSIOKU
Tun npoBonoku

Ona nogbopa onTMManbHOro pexxnma ceapku HeobxoauMo aarb YCTaHOBKU MO
TMNY NPUMEHAEMOW NMPOBOJSIOKN.

* MpPOBOJSIOKA CMJSIOLLHOIO CeUeHuA

* MOPOLUKOBAA NPOBOJIOKA

e HannaBouYHaA fieHTa

[OvameTp NPOBOSIOKMU

MpaBunbHbIA BbIBOP gMamerpa NPOBOSIOKM OYEHb CUIIbHO BIAIMAET HA KAYECTBO
CBapHOro LLBAa B Havasne n Npy okoH4YaHuu npouecca. Ecnu Tpebyemoro 3HaueHuA
HeT B nepeyHe - Bbibepete Hanbonee 6M3KYO BENIUYMHY.

MpuMeuaHue. Jlyuinii pesynsrar [OCTUraeTcA, ecnm BbIBOP OCYLLLECTBNAETCA U3
Hanbonee 6nuskon GonbLUer BETNYNHDI.

[MepeyeHb ouamMmeTpoB NMPOBOJIOKN ( B METPUUYECKOM U3MEPEHUN):

*  npoBOJQIOKa crsiowHoro ceueHma 0.8/1.0/1.2/16/2.0/2,4/3.0/3.2/
4.0/5.0/6.0 Mm

*  rOpOLUKOBaA NPOBOJSIOKA 08/1.0/12/16/20/2,4/3.0/3.2/
4.0 MM
e  HannaBOYHafA NneHTa 30x0.5/60x0.5/100 x 0.5 mm

[MepeyeHb ouamMmeTpoB NMPOBOJIOKK ( B AONMOBOM U3MEPEHUN):

*  npoBOJSIOKa crsiowHoro ceueHna 0.030, 0.040, 0.047, 1/16, 5/64, 3/32,
7/64, 1/8, 3/32, 7/64, 1/8, 5/32, 3/16, 1/4

*  NOPOLUKOBAA NPOBOSIOKA 0.030, 0.040, 0.047, 1/16, 5/64, 3/32,
7/64, 1/8, 3/32,7/64, 1/8, 5/32
e HanjiaBoOYHaA NeHTa 30x0,5/60x0,5/ 100x0,5

XuMuueckuii coctas NpucagouHoro Marepmana

Boibop napameTpoB Havana, OKOHYaHWUA CBapPKK CUSTbHO 3aBUCUT OT NMPUMEHAEMBbIX
mMarepunanos. [103TOMy BaXKHO B yCTaHOBKax NpenBapuTesibHO OTpasnTb Marepuan
npucagoYHom NpPOBOJSIOKN.

* Fe [lpoBonoka 13 manoyrnepogucTon UM HU3KONernpoBaHHON cTanu

e Al T[lpoBonoka 13 antoMNHUEBLIX Crj1aBOB

eSS lMpoBonoka n3 Hep)xaBetoLLUX cTanem

KonunuecTtBo NpoBOSIOK, OAHOBPEMEHHO MUCMOSIb3yEeMbIX NPU CBapKe

Heobxogumo Bblbparb mexay 1-1 unm 2-mA NpPOBOJIOKaMMU.
Hanpumep npu ncnonb3osaHum 2 NnpoBoniok (CBapka OBOWHOW Ayron) BBEAUTE

Lmndopy 2.

Cnocob perynupoBaHua

CywiectayeT 2 cnocoba perynmpoBaHua Npu cBapke: uinmn nocToAHHbIM TOKOM CA,
WM NOCTOAHHOM CKOPOCTbLIO nogaun CW.
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e CA, NOCTOAHHBIM TOKOM. JTO Cnocob 06bIMHO NCNONb3YETCA NPU
aBTOMaTnYyeckor CBapke nof, crnoem goiroca KPYnHbIX COegUHEHU Ha
6onbLmnx ToKax 1 ¢ bonbwmnm obbemMomMm pacnnaeneHHoro metanna. CkopocTb
nopayu NPOBOSIOKU PErynupyeTcA UCTOYHUKOM MUTaHUA, T.0., YTOObl BENnYnHa
CBapOYHOro Toka ocrasasiacb NOCTOAHHOM.

e CW, NOCTOAHHOW CKOPOCTbIO Nogayn. Ato cnocob obbIMHO MCNONb3yEeTCA NpU
CcBapkKe B cpefe 3allMTHbIX ra3oB Ha HeBOoMbLUMX TOKaxX U3AEeNuUn Masbix
TOSILLMH C NPUMEHEHUeM NPOoBOSOK HebonbLUMX AnameTpoB. B atom cnyyae
nerye QOCTUrHYyTb paBHOMEPHOIO NpoBapa KOpHA Lwsa. lNMpouecc
onpepenAeTcA BbIBOPOM OMKCUPOBAHHOM BENMUYMHBI CKOPOCTU NMogaun
NPOBOJMIOKN , a BENMYMHA CBApHOro Toka nogcrpavmBaeTcA K Hel. Ha gucnnee
BbICBEYMBAETCA TEKYLLLEe 3HaYEeHNe ToKa CBapKu Hapd 3agaHHOW BEIMYUHOWN
CKopoCTU nogaum nposonokn (Cm. Puc. Ha cTp 14).

8.4 MHpaunkauuma ycTaHOBOK Ha pgucnnee

NHonkauva umdop n CMMBOJIOB Ha gucrsee NosIHOCTbIO OTPaXkaeT BblbpaHHbIe
napametpbl npouecca( Cm. HuxenpusegeHHyto Tabnuuy)

/
(SET 1 )
350 A 30 kd/cm
cm/min \'/ cm/min
¥ 110 33.0 23 |
\\3.0 "*')/
NHpukauunA B “CTAPTOBOE MEHKO ”
OCHOBHOM MEHIO onuwumn
¥ Cnocob crapTta Bo3byxxpeHue ayrn 6e3 gBuxeHun
4 Bo3byxpeHue oyru B oBMKEHUN
A HanpasneHwne TPEYTOJIbHUK
[ | nepemMeLLeHunA KBALOPAT
Ouametp 0.8 1.0 1.2 1.6 2.0 2.5 3.0 3.2 4.0 5.0 6.0
MPOBOJIOKY: 0.8 1.0 1.2 1.6 2.0 2,4 3.0 3.2 4.0
cniowHon 30x 0.5 60x 0.5 100x 0.5
MopoLikoBon
JeHThI
"__:" OTKPbIT KnanaH
o ON/OFF
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9 NEPEYEHb OjUBOK

9.1 Kogbl owmnbok

M1.3 [lleperpes Cron [Hoxgutecb HopmManuaauuu
Temneparypbl
Motop nopauu NnpoBOSIOKU
(Motor 1)
M1.1 |Cbown Taxo curHana Cton [lMpoBepbre mexaHM3M nogaum /
penykTop / TaxoMeTp
M1.2 |Bbicoknn TOK Cton |llpoBepbTe MexaHM3M nogayu
Motop nepemelueHusa(Motor
2
M2.1 | Cbon Taxo curHana Cton [lMpoeepbre Motop nepemelteHms /
penykTop / TaxoMeTp
M2.2 | BblCOKUI TOK Cton [lMpoeepbre Motop nepemelteHms /
penyKTop
CBapoUHbI UCTOUHUK MUTAHUA
(T1)
T1.01 |Owmnbka cBA3K Cton [lMpoBepbte kKabenu n coeanHeHnn
T1.51 |HenpasunbHoe Cton [lMpoBepbTe NOAroTOBKY KPOMOK
HanpfXXeHne
T1.52 |HenpaBunbHbI TOK Cton |llpoBepbTe NOAroTOBKY KPOMOK
T1.53 |HenpaBunbHbI cTapT Cton |llpoBepebTe BbINIET M NapaMeTpbl
CBapku
T1.54 [OrpaHuyeHune Toka Cton |KopoTkoe 3amMmblkaHue rnpu ceapke
T1.55 |Cpabotan TepmocTtar / Cron [Hoxgutecb Hopmanuaauuu
neperpes Temneparypbl
T1.57 |dyra racHer Cton |llpoBepbTe CKOPOCTb Nogaun
NPOBOJIOKU
NMopBop / oTBOA,
Display , No cooling water Cton [llpoBepbTe perynATop noToka rasa
(Flashing) (inlet K22 open) *
m =
—
, No gas flow Cton [lNpoBepbTe paeneHve rasa
(Flashing) (inlet K23 open) *
m =
_— ——

* NopBOA aKTUBMPYETCA NPU COOTBETCTBYHOLLIMX YyCTaHOBKax B MeHo “PRESET
SYSTEM MENU”.

10 3aka3 3anacHbIx yacrtem

3anacHble YacTu Bbl MOXETE 3akasaTb B bnvkaniiem npepcrasmtenscree ESAB,
CM.MOCNENHIO CTpaHuuy 0b6noxxku. Npu 3akase 3anacHbIX YacTen, NoXxanymcra,
yKasbiBanTe MOAenNb annapara, CepuHbIi HOMep, Ha3BaHUe U HOMep apTUKyna
3anacHoOW YacTu, KOTPbI YKa3aH B CIUCKe Ha CTp. 36. JTo ynpoctut 06paboTky
3akasa u obecneunT nonyyeHme BamMm HeobxoomMmMon geranu.
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1 SAFETY

Users of ESAB welding equipment have ultimate responsibility for ensuring that any-
one who works on or near the equipment observes all the relevant safety precau-
tions.

Safety precautions must meet the requirements that apply to this type of welding
equipment.

The following recommendations should be observed in addition to the standard re-
gulations that apply to the work place.

All work must be carried out by trained personnel who are familiar with the operation
of the welding equipment.

Incorrect operation of the equipment may lead to a hazardous situation which can
result in injury to the operator and damage to the equipment.
1. Anyone who uses the welding equipment must be familiar with:

e its operation

e the location of emergency stops

e jts function

e relevant safety precautions

e welding

To make this easier each switch, pushbutton or potentiometer is marked with a
symbol or text that indicates its function when activated.

2. The operator must ensure that:

e no unauthorized person is stationed within the working area of the equipment
when it is started up.

» that no-one is unprotected when the arc is struck
3. The work place must:

e be suitable for the purpose

e be free from draughts
4. Personal safety equipment

* Always wear recommended personal safety equipment, such as safety
glasses, flame-proof clothing, safety gloves.

e 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.

* Work on high voltage equipment may only be carried out by a qualified
electrician.

» Appropriate fire extinquishing equipment must be clearly marked and close
at hand.

e Lubrication and maintenance must not be carried out on the equipment dur-
ing its operation.
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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.

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 keep fumes and gases 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.
. 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 ear defenders 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!

2 INTRODUCTION

2.1 General

ESAB’s A2-A6 Process Controller (PEH) is a control unit which, when combined with
A2-A6 automatic welding equipment can be used for submerged-arc or MIG/MAG
welding.

The process controller is designed for use with ESAB’s LAF and TAF welding power
sources. Close integration of the control system with the welding power source
makes it possible to ensure very precise process reliability.

All the controls that are needed to control welding travel and the entire welding
process are situated on the control panel.

Incoming cables from various system components are connected to sockets at the
rear of the process controller or to the circuit board terminals inside the controller.
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2.2 Welding power sources

The welding power sources are specially adapted to work with the A2-A6 Process
Controller. The welding power source and process controller are connected by a twin
wire bus that allows the welding process to be controlled and monitored much more
precisely than previously possible. The power source settings can be adjusted from
the control panel on the process controller.

ESAB'’s earlier generation of welding power sources, such as the LAH, LAE and TAE
can be adapted for use with the new process controller with the aid of a conversion

kit. The new welding power sources are already prepared for straightforward

connection to the A2-A6 Process Controller (PEH). The welding power sources also
supply the correct current to the process controller, thus eliminating the need for any

external power supply.

3 TECHNICAL DATA

A2-A6 Process Controller (PEH)

Nominal voltage from power source
Nominal load

Motor connections adapted for ESAB’s
A2- or A6- motors

Wire speed regulation

Welding speed

Max. manual travel speed

Filler wire, wire feed speed
Standards

Max. ambient temperature
Min. ambient temperature

Relative humidity

Weight

Dimensions Lx B x H

Enclosure class

42V AC 50/60 Hz
Max. 900 VA

Motor current 5 A continuous,
max. 10 A

Internal EMK control or with AC tacho,
6 pulses per rev

0.1-2 m/min (depending on travel unit))

2.0 m/min

0.3-25 m/min (depending on wire feed unit)
EN 50-199, EN 60974-1

45° C

-15° C

Max. 98 %

5.5 kg

355 x 210 x 164 mm

IP 23
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4 OPERATIONAL DESCRIPTION

4.1 General

0

I
Switch on welding power source @

The process controller can be used in manual or automatic mode.

In manual mode the wire feed speed and travel speed are controlled manually and
you can preset all other essential welding parameters for the current weld.

In automatic mode you can choose a preset group of welding parameters and
fine-tune the actual welding parameters. Other settings made previously in manual
mode cannot be adjusted in automatic mode.

The process controller is ready for manual operation as soon as the mains power is
switched on. When welding begins the controller switches to automatic mode. When
welding stops, or if there is a fault, the controller switches back to manual mode.

4.2 Control panel

]

1 Emergency stop
2 Retract wire A2-A6
3 Travel ‘ 13
4 Travel, opposite direction 2
5 Advance wire i L ﬁ) _/
3 . mafEaan A2
6 Change menu ‘ t } Oz 3] =
7 Numerical key, number entry N | 4][s][s] =o |
8 ENTER key, {ﬁl/‘g !? {?H?} ‘J” 11
Change row ‘ ——— —
“ ~—  [=l =8 [N
9 SHIFT keY /‘ R =
10 Stop welding. |
Return to manual mode 5 6 7 8 9 10
11 Start welding. Switch to automatic mode
12 Fast, wire feed or travel
13 Scroll page (welding setup menu) or close valve (main menu)
The arrowed keys are used during welding to increase or 2 (¢ 2
decrease the current, voltage and speed. @ L2 | 3 ’
A B [
) [ [

By pressing either , , @ + or@ + it is possible to browse.
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5 MANUAL OPERATION

5.1 Travel and wire feed

Travel and wire feed commands can be given when not welding, as follows:

0

I
Switch on welding power source @

e The direction of travel is as shown by the square symbol on the power
source.

Normal speed .

e The direction of travel is as shown by the triangular symbol on the power
source.

Normal speed .

To stop travel described above, press the same key again.

e Retract wire. Normal speed .

Wire continues to retract until you release the key.

e Advance wire. Normal speed .
Wire continues to advance until you release the key.
» After switching on, you can select maximum speed by pressing the fast key

=)

The LED in the key lights up.

e To return to normal speed press the fast key again .

To stop immediately, press , or even at max. speed.

Normal speed and max. speed can be adjusted under “PRESET SYSTEM MENU”.

5.2 Controlling valves
To operate a valve you must be in the “MAIN MENU”.
e Open the valve for flux or gas by pressing .

¢ Close an open valve by pressing the same key .
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6 MENUS

6.1 Menu overview

0
1 The A2-A6 Process Controller (PEH) software is
divided into several menus. The program structure
is described in the overview below.
1 4?)0 2;0 mll':gin a
5o . MAIN MENU
MAIN MENU

e SET e Heat input per cm « Welding current
» Wire feed speed ¢ Arc voltage » Travel speed
* Preset indicators

(=]  E-[=]
WELDING SETUP

— v " * Arc start method ¢ Type of weld finish
S NG Diroct » Welding direction « Regulation method
Reguiation * Wire type » Wire material « Wire size

Regulation CA
PRESET SYSTEM MENU

WELDING SETUP

PRESET SYSTEM MENU / DISPLAY MENU /
ERROR LIST

Menus that are not accessible by the user
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7 MAIN MENU

In the main menu you choose the welding current, arc voltage and travel speed you
want to use for welding. During welding you can adjust the welding parameters or
choose a complete new set of parameters.

0

Switch on the power source @I.

The main menu will appear as follows:
Example of display if constant current (CA) has been chosen.

SET 1

30 kJ/cm
4 320 3:‘;’_0 °“55"" n 32‘0 Chosen welding current in amperes.
3.0 e

Example of display if welding with constant wire feed speed (CW) is chosen.

SET 1

30 kJ/cm .
4 cﬁnan 3:,y_o cnzv;';" " n cn:/1n8|n Indicates chosen wire feed speed.
30 oo,

Example of display during welding at constant wire feed speed (CW).

SET 1

350 A 30 kJ/icm . .

em/min v cm/min 350 A Resulting welding current after the
. 110 330 23 u welding start.
30 D

For the selection of (CA) or (CW), see the menu WELDING SETUP on page 29.

SET 1 |Indicates that parameter set 1 of 10 available has been selected (can be hidden).
30 kd/em | Indicates the heat input in kd/cm that will result from the chosen values of welding cur-
rent, arc voltage and travel speed (can be hidden).
Vv ,
33.0 Chosen arc voltage in volts.
cmz/:r;nn Chosen travel speed in centimetres per minute.
_f_ Indicates the type of start
| Indicates the travel direction
=k~ |Indicates if the valve output is open or closed.

Example of display in the event of a fault.

SET1 oo A 30 kJjem Error code appears in bottom left section of display.

P ‘Mo" 330 23"  m Error message is cancelled by pressing

. _OE"°' TS - Max. 20 messages saved in chronological order.

e Start welding by pressing . The LED in the key lights up.
e Stop welding by pressing
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71 Entering welding parameters

When the power source is switched on, the main menu appears on the display.

In the “Display menu” you can choose how many sets of parameters you want to
work with. If more than one set of parameters is used then the SET number appears
in the top left corner.

2 3
1 Welding current or wire s\én \\ S\ 4
feed speed 1 3 klicm
p o 330 3w
30 ol
2 SET no. 'ﬁ ] _L_'
o (e F1
n ‘ 1213
3 Arc voltage — T ? o i
A Y AEEm
4 Travel speed n UL —
— %o || & ©

If you choose to work with just one set of parameters then start at step 3.

e Press + to mark the “parameter set field “.
e Type in the desired SET number and press .

e Select the field for welding current or wire feed speed by pressing .
e Type in the desired welding current or wire feed speed. Max. 4 numbers, press

.
e Select the field for arc voltage by pressing .
e Type in the desired arc voltage, max. 3 numbers, press .
e Select the field for travel speed by pressing .
e Type in the desired travel speed, max. 3 numbers and press .

Now the whole set has been marked and is ready to use. A further 9 additional sets
can be stored. (Total 10 SETs).
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7.2  Adjusting parameter values (during welding)

Once welding has started the welding parameters can be fine-tuned using the
arrowed numerical keys.

SET1
30 kd/cm
A \" cm/min
¥ 350 33.0 23 [ |
3.0 . ; s
| |
PR [ 1
iy yiy iy
=== —
3 X O
4 5 6 =%
e
e e
- e
L )=0 [

Increase Decrease

Welding current or wire feed speed

Arc voltage

e [+ (B
e B |

Travel speed

Save the values as follows:

. Stop welding with .. ... &

e Save the changed values with .

e Torevert to the original values, press @ + .

7.3 Choosing a new set of parameters during welding

(Only possible when you have chosen to work with several sets of parameters by
programming the “Display” menu)

Immediate selection

Suppose that while welding with parameter set 1 (“SET 1”) you decide to change to
parameter set 6 (“SET 6”) without checking the parameters first.

e Press @ + .

The field “SET 1” is marked and parameter set 1 is active

e Press .

The field “SET 6” flashes.
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e Press .

The field “SET 6” is marked and parameter set 6 is active
Check before choosing

Suppose that while welding with parameter set 1 (“SET 1”) you decide to change to
parameter set 6 (“SET 6”) after first checking the parameters.

e Mark the field “SET 1 “ by pressing @ + .

e Press .
The field “SET 6” flashes.

* The new parameter set can be checked before being chosen by pressing
[ + [

The complete row displaying the welding parameters flashes and displays the values
for parameter set 6 (“SET 6”), although parameter set 1 (“SET1”) remains in use
during the current welding cycle.

e Press .

The field “SET 6” is marked and parameter set 6 is active.

8 WELDING SETUP

8.1 General

In WELDING SETUP you can choose a variety of settings including start method,
welding direction, wire diameter and similar variables in order to carry out a specific
welding task. These settings cannot be changed during welding.

You can cancel any error message in the main menu by pressing .

e Switch from the MAIN MENU to WELDING SETUP by pressing .

The display will now show a number of variables in column A (see page 30) and the
relevant options in columns B and C. Other options can be scrolled forward one at a
time.

You can change row in column A.

e To change a setting, move from column A to columns B and C by pressing .

e Scroll forward to the chosen option by pressing or @ + or type in

your own values for rows 3 and 4 ("Number of wires”).
e Return to column A to change row by pressing @ + .

e Jump to the next row by pressing .
After the last row you will return to row 1.
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* Return to the previous row by pressing @ + .
This combination will also take you straight to row 6 from row 1

Explanations of terms:

When is indicated in combination with another key you should press first and
hold it down while pressing the second key.

8.2 Available settings
WELDING SETUP
A B C
o A (TRIANGLE),
1 |Direction B (SQUARE)
2 |Start |7 Direct 4 Scratch
3 | sTOP WELDING Crater fill (ms) 10-3000
Burnback time (ms) 10-3000

Wire type

Solid wire, Flux cored, Strip

Wire diameter
if “Solid wire” is chosen

if “Flux cored” is chosen

08 1.0 1.2 1.6 2.0 2.4 3.0 3.2
4.05.0 6.0

4 |WIRE DATA 0.81.0 1.2 1.6 2.0 24 3.0 3.2
4.0
if “Strip” is chosen 30 x 0.5 60 x 0.5 100 x 0.5
Wire material Fe, Al, SS
Number of wires 1,2
5 |Regulation CA, CW

6 |PRESET SYSTEM MENU

Switches to sub-menus in rows 3 and 4:

e Mark menu and press .

e Return to “WELDING SETUP” by pressing @ + .

e Return to “MAIN MENU” by pressing @ + .
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8.3 Definitions

Direction

Two alternatives can be chosen A (triangle) and B (square) (these symbols are
repeated on all units)

e A (triangle) indicates travel in one direction.

e MW (square) indicate

Start
Two alternatives can be chosen: Direct start or Scratch start.

J j_ Direct start means that travel starts when the arc ignites.

. _é. Scratch start means that travel starts at the same time as wire feed. Scrape
start is used when welding rusty or dirty material.

STOP WELDING
Crater fill and Burnback time can be set.

Crater fill times between 10 and 3000 ms (0.01 - 3 sec.) can be selected.
The crater fill function is used to finish the weld without leaving a crater. Crater fill

starts when the welding stop key ‘ © ’ is pressed, and continues for the preset crater
fill time. This function is most useful when MIG/MAG welding.

Burnback times between 10 and 3000 ms (0.01 - 3 sec.) can be selected.

The burnback time starts after the crater fill sequence has ended. Correct choice of
the burnback time prevents:

- the wire sticking to the work piece

- the wire sticking to the nozzle

doce -31-



WIRE DATA

Wire type

The equipment can be preset for the wire you intend to weld with. The control
system must be given information about the wire shape in order to achieve optimum
start/stop characteristics.

o solid wire

e cored wire
e strip

Wire diameter

The chosen wire diameter has a big effect on the start cycle and crater filling. When
welding with a wire diameter that is not given in the options table, choose the nearest
diameter from the menu.

Remark. For certain wire materials a better welding result can be achieved, if a
value deviating from the real wire dimension by 1 step is set (normally 1 step from
the real value).

When metric units are used the following alternatives are available:

e solid wire 0.8/10/12/16/2.0/2,4/3.0/3.2/4.0/5.0/6.0 mm
e cored wire 08/1.0/12/16/2.0/2,4/3.0/3.2/4.0 mm
e strip 30x0.5/60x0.5/100 x 0.5 mm

When inch units are used the following alternatives are available

e solid wire 0.030, 0.040, 0.047, 1/16, 5/64, 3/32, 7/64, 1/8, 3/32,
7/64,1/8, 5/32, 3/16, 1/4

e cored wire 0.030, 0.040, 0.047, 1/16, 5/64, 3/32, 7/64, 1/8, 3/32,
7/64, 1/8, 5/32

e strip 30x0,5/60x0,5 / 100x0,5

Wire composition

When welding with different filler materials the start and stop method is affected by
the choice of materials. It is therefore important that the settings show whether you
are welding with steel-based or aluminium-based filler wires.

e Fe Steelfiller wire

e Al Aluminium filler wire

¢ SS Stainless steel filler wire
Number of wires

Values between 1 - 2 can be entered.
For example, if welding with two wires (Twin Arc) enter the value 2.
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Control

Two different operating modes can be used for welding, either constant current, CA,
or constant wire feed speed, CW.

e CA, constant current. Normally used for submerged arc welding, which involves
working with large welds, large currents and large weld pools. The wire feed
speed is controlled by the power source to maintain a constant current.

 CW, constant wire feed speed. Normally used for MIG/MAG welding, for small
weld pools, thin sheet metal and thin filler wire. It is easier to achieve a constant
throat thickness when welding with this method. Welding is controlled by
selecting a fixed wire feed speed and the current is adjusted to achieve this
speed. The resulting current is displayed above the selected wire feed speed
(see display shot on page 33).

8.4 Preset indicators

The numbers and symbols on the display show the chosen preset values, see table
below.

- )
SET 1
350 A 30 kdJ/cm
cm/min \"/ cm/min
Fi 110 33.0 23 u
e
\\3.0 )
Shown in display “WELDING SETUP”
“MAIN MENU” as options
i Start Direct
i Scratch
A Direction TRIANGLE
[ | SQUARE
Shown in plain English Wire diameter:
(e.g. 3.0 Solid wire 0.8 1.0 1.2 1.6 2.0 2.5 3.0 3.2 4.0 5.0 6.0
Flux cored 0.8 1.0 1.2 1.6 20 2,4 3.0 3.2 4.0
Strip 30x0.5 60x0.5 100x 0.5
-
& OUTPUT Valve
.. ON/OFF
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9 ERROR LIST

9.1 Error codes

M1.3 |Overheating Stop Wait until temperature has fallen

Wire feed motor (Motor 1)

M1.1 | Tacho fault Stop Check wire feed unit / gearbox / tacho
M1.2 |Current too high Stop Check wire feed

Travel motor (Motor 2)
M2.1 | Tacho fault Stop Check travel motor / gearbox / tacho
M2.2 | Current too high Stop Check travel motor / gearbox

Welding power source (T1)

T1.01 | Communication error Stop Check cables and connections
T1.51 |Incorrect welding voltage Stop Check joint preparation
T1.52 |Incorrect current Stop Check joint preparation
T1.53 | Unsuccessful start Stop Check stick-out and welding parameters
T1.54 |Current limit Stop Welding short-circuited / Cure short-circuit
T1.55 |Thermostat / overheating Stop Wait until temperature has fallen
T1.57 |Arc extinguished Stop Check wire feed
Inputs / outputs
Display No cooling water Stop Check if the gas is flowing or if the limit
(F'Eh:‘ig)_*_ (inlet K22 open) * switch is open.
———
No gas flow Stop Check gas pressure
(F'E‘”g) 4 || (inlet K23 open) *
)

* Inputs are activated by using settings in menu “PRESET SYSTEM MENU”.

10 ORDERING SPARE PARTS

Spare parts are ordered through your nearest ESAB representative, see back cover.
When ordering spare parts, please state machine type and number as well as desig-
nation and spare part number as shown in the spare parts list on page 36.

This will simplify dispatch and ensure you get the right part.
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Spare parts list Cnucok 3anacHbix uacteun

A2-A6 Process controller
PEH

Edition 9809

C = Component designation in the circuit diagram
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:gfn Qty Ordering no. Denomination Notes Cc
0443 741 880 | Control box

3 1 0443 638 880 | Control panel KB1
4 1 0443 740 001 | Emergency stop ST1
8 1 0457 278 001 | Rail
9 1 0443 748 880 | Cable, complete XS1
10 0443 730 880 | Circuit board AP1 + AP2
14 1 0443 849 001 | Insulation
20 1 0443 726 001 | Display DY1
21 0192 526 003 | Sealing strip 530 mm
22 0262 612 714 | Cable 330 mm
24 0443 729 002 | Inlet
25 0193 045 001 | Connection block 2-pole X2
26 1 0467 911 883 | Capacitor Valid from programversion PEH1.2

YA
PROCESS CONTROLLER

@;c:c@c:@f@acvc@
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Ir:gm Qty Ordering no. Denomination Notes Cc
0443 730 880 | Circuit board AP1 + AP2

2 0456 489 002 | Connection terminal 6 poles K10, K11

3 0456 489 001 | Connection terminal 2 poles K12, K17, K22, K23

4 0456 489 004 | Connection terminal 2 poles K13, K14

5 1 0486 471 880 | Flash memory IC15

6 1 0486 473 880 | EPROM Capsule 1C304

7 0456 489 005 | Connection terminal 4 poles K9, K9X

-
P101 1IC304 K24

K3

[nea)
Lo2

¥
33

KoX | Ko | oo ]

K1z | K14 K10 K11 m - K17/|// K22K23
||\/|| l \ | / H// H\/H
4 2 3 7 3
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ESAB subsidiaries and representative offices

Europe

AUSTRIA

ESAB Ges.m.b.H
Vienna-Liesing

Tel: +43 1 888 25 11
Fax: +43 1 888 25 11 85

BELGIUM

S.A. ESAB N.V.
Brussels

Tel: +32 2 745 11 00
Fax: +32 2 726 80 05

THE CZECH REPUBLIC
ESAB VAMBERK s.r.0.
Prague

Tel: +420 2 819 40 885
Fax: +4202 819 40 120

DENMARK
Aktieselskabet ESAB
Copenhagen-Valby
Tel: +45 36 30 01 11
Fax: +45 36 30 40 03

FINLAND

ESAB Oy

Helsinki

Tel: +358 9 547 761
Fax: +358 9 547 77 71

FRANCE

ESAB France S.A.
Cergy Pontoise

Tel: +33 1 30 75 55 00
Fax: +33 1 30 75 55 24

GERMANY

ESAB GmbH
Solingen

Tel: +49212298 0
Fax: +49 212 298 204

GREAT BRITAIN

ESAB Group (UK) Ltd
Waltham Cross

Tel: +44 1992 76 85 15
Fax: +44 1992 71 58 03

ESAB Automation Ltd
Andover

Tel: +44 1264 33 22 33
Fax: +44 1264 33 20 74

HUNGARY

ESAB Kit

Budapest

Tel: +36 1 20 44 182
Fax: +36 1 20 44 186

ITALY

ESAB Saldatura S.p.A.
Mesero (Mi)

Tel: +39 02 97 96 81
Fax: +39 02 97 28 91 81

THE NETHERLANDS
ESAB Nederland B.V.
Utrecht

Tel: +31 30 248 59 22
Fax: +31 30 248 52 60

NORWAY

AS ESAB

Larvik

Tel: +47 3312 10 00
Fax: +47 33 11 52 03

POLAND

ESAB Sp.z.0.0
Warszaw

Tel: +48 22 813 99 63
Fax: +48 22 813 98 81

PORTUGAL

ESAB Lda

Lisbon

Tel: +351 1 837 1527
Fax: +351 1 859 1277

SLOVAKIA

ESAB Slovakia s.r.o.
Bratislava

Tel: +421 7 44 88 24 26
Fax: +421 7 44 88 87 41

SPAIN

ESAB Ibérica S.A.
Alcobendas (Madrid)
Tel: +34 91 623 11 00
Fax: +34 91 661 51 83

SWEDEN

ESAB Sverige AB
Gothenburg

Tel: +46 31 50 95 00
Fax: +46 31 50 92 22

ESAB International AB
Gothenburg

Tel: +46 31 50 90 00
Fax: +46 31 50 93 60

SWITZERLAND
ESAB AG

Dietikon

Tel: +41 1741 2525
Fax: +41 1 740 30 55

North and South America
ARGENTINA

CONARCO

Buenos Aires

Tel: +54 11 4 753 4039

Fax: +54 11 4 753 6313

BRAZIL

ESAB S.A.
Contagem-MG

Tel: +55 31 333 43 33
Fax: +55 31 361 31 51

CANADA

ESAB Group Canada Inc.
Missisauga, Ontario

Tel: +1 905 670 02 20
Fax: +1 905 670 48 79

MEXICO

ESAB Mexico S.A.
Monterrey

Tel: +52 8 350 5959
Fax: +52 8 350 7554

USA

ESAB Welding & Cutting Products
Florence, SC

Tel: +1 843 669 44 11

Fax: +1 843 664 44 58

Asia/Pacific
AUSTRALIA

ESAB Australia Pty Ltd
Ermington

Tel: +61 2 9647 1232
Fax: +61 2 9748 1685

CHINA

Shanghai ESAB A/P
Shanghai

Tel: +86 21 6539 7124
Fax: +86 21 6543 6622

INDIA

ESAB India Ltd
Calcutta

Tel: +91 33 478 45 17
Fax: +91 33 468 18 80

INDONESIA

P.T. Esabindo Pratama
Jakarta

Tel: +62 21 460 01 88
Fax: +62 21 461 29 29

MALAYSIA

ESAB (Malaysia) Snd Bhd
Selangor

Tel: +60 3 703 36 15

Fax: +60 3 703 35 52

SINGAPORE

ESAB Singapore Pte Ltd
Singapore

Tel: +65 861 43 22

Fax: +65 861 31 95

ESAB Asia/Pacific Pte Ltd
Singapore

Tel: +65 861 74 42

Fax: +65 863 08 39

SOUTH KOREA

ESAB SeAH Corporation
Kyung-Nam

Tel: +82 551 289 81 11
Fax: +82 551 289 88 63

UNITED ARAB EMIRATES

ESAB Middle East
Dubai

Tel: +971 4 338 88 29
Fax: +971 4 338 87 29

Representative offices

BULGARIA

ESAB Representative Office
Sofia

Tel/Fax: +359 2 974 42 88

EGYPT

ESAB Egypt
Dokki-Cairo

Tel: +20 2 390 96 69
Fax: +20 2 393 32 13

ROMANIA

ESAB Representative Office
Bucharest

Tel/Fax: +40 1 322 36 74

RUSSIA-CIS

ESAB Representative Office
Moscow

Tel: +7 095 937 98 20

Fax: +7 095 937 95 80

ESAB Representative Office
St Petersburg

Tel: +7 812 325 43 62

Fax: +7 812 325 66 85

Distributors
For addresses and phone

numbers to our distributors in
other countries, please visit our

home page

www.esab.net

ESAB AB .
SE-695 81 LAXA
SWEDEN

Phone +46 584 81 000
Fax +46 584 123 08

www.esab.net

020219



