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1 ÒÅÕÍÈÊÀ ÁÅÇÎÏÀÑÍÎÑÒÈ

Ïîëüçîâàòåëè ñâàðî÷íîãî îáîðóäîâàíèÿ ÝÑÀÁ íåñóò ïîëíóþ îòâåòñòâåííîñòü çà îáåñïå÷åíèå
âûïîëíåíèÿ ñîîòâåòñòâóþùèõ íîðì òåõíèêè áåçîïàñíîñòè ïåðñîíàëîì, êîòîðûé ðàáîòàåò íà
îáîðóäîâàíèè èëè íàõîäèòñÿ ïîáëèçîñòè.
Ìåðû áåçîïàñíîñòè äîëæíû ñîîòâåòñòâîâàòü òðåáîâàíèÿì, êîòîðûå îòíîñÿòñÿ ê äàííîìó
òèïó îáîðóäîâàíèÿ.
Ñëåäóþùèå ðåêîìåíäàöèè äîëæíû áûòü âûïîëíåíû â äîïîëíåíèå ê ñòàíäàðòíûì
òðåáîâàíèÿì ê ðàáî÷åìó ìåñòó.
Âñå ðàáîòû äîëæíû âûïîëíÿòüñÿ îáó÷åííûì ïåðñîíàëîì, çíàêîìûì ñ ðàáîòîé ñâàðî÷íîãî
îáîðóäîâàíèÿ.
Íåïðàâèëüíî èñïîëüçîâàíèå îáîðóäîâàíèÿ ìîæåò ïðèâåñòè ê òðàâìå îïåðàòîðà è ïîëîìêå
îáîðóäîâàíèÿ.

1. Êàæäûé, êòî èñïîëüçóåò ñâàðî÷íîå îáîðóäîâàíèå äîëæåí áûòü çíàêîì ñ:

S åãî ðàáîòîé

S ðàñïîëîæåíèåì àâàðèéíûõ âûêëþ÷àòåëåé

S åãî ôóíêöèÿìè

S ñîîòâåòñòâóþùèìè ìåðàìè áåçîïàñíîñòè

S ñâàðêîé

Äëÿ îáëåã÷åíèÿ ðàáîòû, êàæäûé ïåðåêëþ÷àòåëü, êíîïêà èëè ïîòåíöèîìåòð çàìàðêèðîâàíû
ñèìâîëîì èëè òåêñòîì. îáúÿñíÿþùèì èõ íàçíà÷åíèå.

2. Îïåðàòîð äîëæåí îáåñïå÷èòü:

S îòñóòñòâèå ïîñòîðîííèõ â ðàáî÷åé çîíå, êîãäà âêëþ÷àåòñÿ îáîðóäîâàíèå.

S ÷òî êàæäûé ñîîòâåòñòâóþùå çàùèùåí ïðè çàæèãàíèè äóãè.

3. Ðàáî÷åå ìåñòî äîëæíî:

S ñîîòâåòñòâîâàòü âûïîëíÿåìîé ðàáîòå

S áûòü ñâîáîäíûì îò ñêâîçíÿêîâ

4. Ñðåäñòâà èíäèâèäóàëüíîé çàùèòû

S Âñåãäà íîñèòå ðåêîìåíäóåìûå ñðåäñòâà èíäèâèäóàëüíîé çàùèòû, òàêèå êàê
çàùèòíûå î÷êè, òåðìîóñòîé÷èâóþ îäåæäó, ïåð÷àòêè.

S Íå ñëåäóåò íîñèòü øàðôû, áðàñëåòû, êîëüöà, èò.ï, êîòîðûå ìîãóò çàöåïèòüñÿ èëè
ïðèâåñòè ê îæîãàì.

5. Îáùèå ìåðû áåçîïàñíîñòè

S Óáåäèòåñü, ÷òî îáðàòíûé êàáåëü íàäåæíî çàêðåïëåí.

S Ðàáîòû íà îáîðóäîâàíèè ñ âûñîêèì íàïðÿæåíèåì äîëæíû ïðîèçâîäèòüñÿ òîëüêî
êâàëèôèöèðîâàííûì ýëåêòðèêîì.

S Ñîîòâåòñòâóþùèå ñðåäñòâà ïîæàðîòóøåíèÿ äîëæíû âñåãäà íàõîäèòüñÿ ïîáëèçîñòè
è áûòü ÿñíî çàìàðêèðîâàíû.

S Ñìàçêà è äðóãèå ðàáîòû ïî îáñëóæèâàíèþ íå äîëæíû ïðîèçâîäèòüñÿ íà
ðàáîòàþùåì îáîðóäîâàíèè.

ÏÐÅÄÓÏÐÅÆÄÅÍÈÅ !
Ýòî îáîðóäîâàíèå ïðåäíàçíà÷åíî äëÿ ïðîìûøëåííîãî èñïîëüçîâàíèÿ.
Ïðè ïðèìåíåíèè â äîìàøíèõ óñëîâèÿõ îíî ìîæåò âûçâàòü ðàäèîïîìåõè.
Îòâåòñòâåííîñòü íåñåò ïîëüçîâàòåëü îáîðóäîâàíèÿ.
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ÏÐÎ×ÒÈÒÅ È ÏÎÉÌÈÒÅ ÈÍÑÒÐÓÊÖÈÞ ÏÎ ÝÊÑÏËÓÀÒÀÖÈÈ ÏÅÐÅÄ ÒÅÌ, ÊÀÊ ÏÎÄÊËÞ×ÈÒÜ
ÎÁÎÐÓÄÎÂÀÍÈÅ È ÍÀ×ÀÒÜ ÐÀÁÎÒÓ

ÇÀÙÈÒÈÒÅ ÑÅÁß È ÎÊÐÓÆÀÞÙÈÕ !

ÏÐÅÄÓÏÐÅÆÄÅÍÈÅ !
ÄÓÃÎÂÀß ÑÂÀÐÊÀ È ÐÅÇÊÀ ÌÎÃÓÒ ÏÐÈ×ÈÍÈÒÜ ÂÐÅÄ ÂÀÌ È ÎÊÐÓÆÀÞÙÈÌ. ÏÐÈÌÈÒÅ
ÍÅÎÁÕÎÄÈÌÛÅ ÌÅÐÛ ÁÅÇÎÏÀÑÍÎÑÒÈ ÏÐÈ ÏÐÎÂÅÄÅÍÈÈ ÑÂÀÐÎ×ÍÛÕ ÐÀÁÎÒ.
ÎÇÍÀÊÎÌÜÒÅÑÜ Ñ ÒÅÕÍÈÊÎÉ ÁÅÇÎÏÀÑÍÎÑÒÈ, ÐÀÇÐÀÁÎÒÀÍÍÎÉ ÍÀ ÂÀjÅÌ ÏÐÅÄÏÐÈßÒÈÈ.

ÏÎÐÀÆÅÍÈÅ ÝËÅÊÒÐÈ×ÅÑÊÈÌ ÒÎÊÎÌ ÎÏÀÑÍÎ ÄËßÆÈÇÍÈ !
S Óñòàíîâèòå è çàçåìëèòå ñâàðî÷íûé àïïàðàò â ñîîòâåòñòâèè ñ ïðèìåíÿåìûìè ñòàíäàðòàìè.
S Íå êàñàéòåñü îãîëåííûõ ýëåêòðè÷åñêèõ ÷àñòåé èëè ýëåêòðîäîâ ãîëûìè ðóêàìè, ìîêðûìè ïåð÷àòêàìè
èëè ìîêðîé îäåæäîé.

S Èçîëèðóéòå ñåáÿ îò çåìëè è çàãîòîâêè.
S Îáåñïå÷üòå áåçîïàñíîñòü íà ñâîåì ðàáî÷åì ìåñòå.

ÑÂÀÐÎ×ÍÛÅ ÄÛÌÛ È ÀÝÐÎÇÎËÈ - ìîãóò áûòü îïàñíû äëÿ çäîðîâüÿ.
S Ñòàðàéòåñü, ÷òîáû âàøà ãîëîâà íàõîäèëàñü âíå çîíû äûìà..
S Èñïîëüçóéòå âåíòèëÿöèþ è äûìîîòñîñû äëÿ óäàëåíèÿ äûìîâ è àýðîçîëåé èç çîíû äûõàíèÿ è
îêðóæàþùåãî ïðîñòðàíñòâà

ÈÇËÓ×ÅÍÈÅ ÄÓÃÈ - ìîæåò íàíåñòè âðåä ãëàçàì è êîæå.
S Çàùèùàéòå âàøè ãëàçà è êîæó. Èñïîëüçóéòå ìàñêó ñ ïðàâèëüíî ïîäîáðàííûì çàùèòíûìñòåêëîì è
ñïåöîäåæäó

S Çàùèùàéòå îêðóæàþùèõ ïîñðåäñòâîì ñòåíîê è çàíàâåñîê.

ÏÎÆÀÐÎÎÏÀÑÍÎÑÒÜ
S Èñêðû ïðè ñâàðêå ìîãóò ñòàòü ïðè÷èíîé ïîæàðà. Îáåñïå÷üòå îòñóòñòâèå ïîæàðîîïàñíûõ ìàòåðèàëîâ
â áëèçëåæàùåé çîíå.

ØÓÌ - Ïîâûøåííûé øóì ìîæåò ïîâðåäèòü ñëóõ
S Çàùèòèòå ñâîè óøè ñ ïîìîùüþ íàóøíèêîâ èëè áåðóøåé.
S Ïðåäóïðåäèòå î ðèñêå îêðóæàþùèõ.

ÑÁÎÉ Â ÐÀÁÎÒÅ - Ïðè ñáîÿõ â ðàáîòå îáðàòèòåñü çà ïîìîùüþ ê ñïåöèàëèñòó.

2 ÂÂÅÄÅÍÈÅ

2.1 Îáùèå ñâåäåíèÿ

Áëîê óïðàâëåíèÿ ÐÅÍ (ESAB A2-A6 Process Controller) ïðåäíàçíà÷åí äëÿ
ñîâìåñòíîé ðàáîòû ñ óñòàíîâêàìè àâòîìàòè÷åñêîé ñâàðêè ñåðèè A2-A6 è
ïðèìåíÿåòñÿ êàê äëÿ àâòîìàòè÷åñêîé ñâàðêè ïîä ñëîåì ôëþñà, òàê è ïðè
ñâàðêå â ñðåäå çàùèòíûõ ãàçîâ. Áëîê óïðàâëåíèÿ ïðåäíàçíà÷åí äëÿ
ñîâìåñòíîé ðàáîòû ñî ñâàðî÷íûìè èñòî÷íèêàìè ïèòàíèÿ òèïà LAF è TAF.
Òàêàÿ ñîâìåñòèìîñòü èñòî÷íèêîâ ïèòàíèÿ è áëîêà óïðàâëåíèÿ ïðîöåññîì
ãàðàíòèðóåò âûñîêîòî÷íóþ è íàäåæíóþ ðàáîòó âñåé ñèñòåìû àâòîìàòè÷åñêîé
ñâàðêè.

Âñå íåîáõîäèìûå ðåãóëèðîâêè ïàðàìåòðîâ ñâàðêè ïðîèçâîäÿòñÿ ñ ïàíåëè
óïðàâëåíèÿ.

Ðàçëè÷íûå ðàçú¸ìû äëÿ ïîäêëþ÷åíèÿ êàáåëåé ñèñòåìû óïðàâëåíèÿ
ïðîöåññîì íàõîäÿòñÿ ëèáî íà çàäíåé ñòåíêå áëîêà, ëèáî âíóòðè áëîêà ó
òåðìèíàëîâ ýëåêòðîííûõ ïëàò.
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2.2 Ñâàðî÷íûå èñòî÷íèêè ïèòàíèÿ

Ñâàðî÷íûå èñòî÷íèêè ïèòàíèÿ LAF è TAF àäàïòèðîâàíû ñïåöèàëüíî äëÿ
ðàáîòû ñ áëîêîì óïðàâëåíèÿ ÐÅÍ è ñîåäèíåíû ìåæäó ñîáîé äâóæèëüíîé
øèíîé, ÷òî ïîçâîëÿåò îòñëåæèâàòü è ðåãóëèðîâàòü ïàðàìåòðû ïðîöåññà
çíà÷èòåëüíî òî÷íåå, ÷åì ýòî áûëî âîçìîæíî ïðåæäå. Óïðàâëåíèå ðàáîòîé
ñâàðî÷íûõ èñòî÷íèêîâ ïèòàíèÿ òàêæå ìîæåò ïðîèçâîäèòüñÿ ñ ïàíåëè áëîêà
óïðàâëåíèÿ.

Ñâàðî÷íûå èñòî÷íèêè ïèòàíèÿ ESAB ïðåäûäóùåãî ïîêîëåíèÿ, òàêèå êàê LAH,
LAE è TAE òàêæå ìîãóò áûòü ïðèñïîñîáëåíû äëÿ ðàáîòû ñ ÐÅÍ ïîñðåäñòâîì
óñòàíîâêè äîïîëíèòåëüíîãî íàáîðà äëÿ ïåðåíàëàäêè. Íîâûå èñòî÷íèêè
ïèòàíèÿ óæå ãîòîâû äëÿ íåïîñðåäñòâåííîãî ïîäêëþ÷åíèÿ ê PEH (A2-A6
Process Controller). Ñâàðî÷íûå èñòî÷íèêè ïèòàíèÿ ESAB òàêæå ïèòàþò áëîê
óïðàâëåíèÿ, ÷òî äà¸ò âîçìîæíîñòü îòêàçàòüñÿ îò èñïîëüçîâàíèÿ îòäåëüíûõ
äîïîëíèòåëüíûõ èñòî÷íèêîâ ïèòàíèÿ äëÿ ÐÅÍ.

3 ÒÅÕÍÈ×ÅÑÊÈÅ ÄÀÍÍÛÅ

A2-A6 Process Controller (PEH)

Íîìèíàëüíîå íàïðÿæåíèå ïèòàíèÿ 42V ïåðåìåííîãî òîêà 50/60 Hz

Íîìèíàëüíàÿ íàãðóçêà Ìàêñ. 900 VA

Ïîäêëþ÷åíèå ê ýëåêòðîäâèãàòåëÿì
ñâàðî÷íûõ ñèñòåì A2èëè A6.

Òîê äâèãàòåëÿ ïðîäîëæèòåëüíûé -
5 A, ìàêñèìàëüíûé - 10 A

Ðåãóëèðîâàíèå ñêîðîñòè ïîäà÷è
ïðîâîëîêè

Âíóòðåííèì EMK óïðàâëåíèåì èëè
AC òàõîñèãíàëîì, 6 èìïóëüñ/îáîðîò

Äèàïàçîí ðåãóëèðîâàíèÿ ñêîðîñòè
ñâàðêè

0.1-2 ì/ìèí (â çàâèñèìîñòè îò òèïà
óñòàíîâêè)

Ìàêñèìàëüíàÿ ñêîðîñòè ñâàðêè 2.0 ì/ìèí

Äèàïàçîí ðåãóëèðîâàíèÿ ñêîðîñòè
ïîäà÷è ñâàðî÷íîé ïðîâîëîêè

0.3-25 ì/ìèí (â çàâèñèìîñòè îò òèïà
óñòàíîâêè)

Èçãîòîâëåíèå ñîãëàñíî ñòàíäàðòà EN 50-199, EN 60974-1

Ìàêñèìàëüíàÿ òåìïåðàòóðà îêðóæ.
âîçäóõà

45° C

Ìèíèìàëüíàÿ òåìïåðàòóðà îêðóæ.
âîçäóõà

-15° C

Îòíîñèòåëüíàÿ âëàæíîñòü Ìàêñèìóì 98 %

Âåñ 5,5 kg

Ãàáàðèòû L x B x H 355 x 210 x 164 ìì

Êëàññ çàùèòû IP 23
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4 ÎÏÈÑÀÍÈÅ ÓÏÐÀÂËÅÍÈß ÏÐÎÖÅÑÑÎÌ

4.1 Îáùèå ñâåäåíèÿ

Âêëþ÷èòå èñòî÷íèê ïèòàíèÿ

Ðàáîòà áëîêà óïðàâëåíèÿ ìîæåò âåñòèñü â ðó÷íîì èëè â àâòîìàòè÷åñêîì
ðåæèìå.

Â ðó÷íîì ðåæèìå ñêîðîñòü ïîäà÷è ïðîâîëîêè, ñêîðîñòü ïåðåìåùåíèÿ, à
òàêæå äðóãèå ïàðàìåòðû óñòàíàâëèâàþòñÿ è ðåãóëèðóþòñÿ âðó÷íóþ.

Â àâòîìàòè÷åñêîì ðåæèìå Âû âûáèðàåòå ãðóïïó ïàðàìåòðîâ è â ïðîöåññå
ñâàðêè âåä¸òå ëèøü èõ òîíêóþ íàñòðîéêó. Äðóãèå ðåãóëèðîâêè, ïðîèçâîäèìûå
ïðåäâàðèòåëüíî â ðó÷íîì ðåæèìå, â àâòîìàòè÷åñêîì ðåæèìå íåäîñòóïíû.

Ïðè âêëþ÷åíèè â ñåòü áëîê óïðàâëåíèÿ ãîòîâ ê ðàáîòå â ðó÷íîì ðåæèìå.
Ïîñëå íà÷àëà ñâàðêè áëîê óïðàâëåíèÿ ïåðåêëþ÷àåòñÿ â àâòîìàòè÷åñêèé
ðåæèì. Ïðè ïðåêðàùåíèè ñâàðêè èëè ñáîÿõ ïðîöåññà áëîê óïðàâëåíèÿ
ïåðåêëþ÷àåòñÿ â ðó÷íîé ðåæèì.

4.2 Ïàíåëü óïðàâëåíèÿ

1 Âûêëþ÷àòåëü àâàðèéíîé îñòàíîâêè
2 Ðåâåðñèâíàÿ ïîäà÷à ïðîâîëîêè
3 Ïåðåìåùåíèå
4 Ðåâåðñèâíîå ïåðåìåùåíèå
5 Ïîäà÷à ïðîâîëîêè
6 Âûáîð ìåíþ
7 Öèôðîâûå êëàâèøè,

íîìåð çàïèñè
8 Êëàâèøà ÂÂÎÄ,

èçìåíåíèå ñòðîêè
9 Êëàâèøà èçìåíåíèÿ ðåãèñòðà
10 Îñòàíîâêà ñâàðêè.

Âîçâðàò â ðó÷íîé ðåæèì
11 Íà÷àëî ñâàðêè. Âêëþ÷åíèå àâòîìàòè÷åñêîãî ðåæèìà
12 Óñêîðåíèå ïîäà÷è ïðîâîëîêè èëè ïåðåìåùåíèÿ
13 Ïðîêðóòêà ñòðàíèö (ìåíþ çàïóñêà) èëè çàêðûòèå êëàïàíà (îñíîâíîå

ìåíþ)

Ñòðåëî÷íûå êëàâèøè èñïîëüçóþòñÿ äëÿ èçìåíåíèÿ
çíà÷åíèé òîêà, íàïðÿæåíèÿ è ñêîðîñòè ïåðåìåùåíèÿ âî
âðåìÿ ñâàðêè.

Íàæàòèåì êëàâèø , , + èëè + îñóùåñòâëÿåòñÿ
óïðàâëåíèå ïàðàìåòðàìè ìåíþ.
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5 ÐÓ×ÍÎÅ ÓÏÐÀÂËÅÍÈÅ

5.1 Ïåðåìåùåíèå è ñêîðîñòü ïîäà÷è ïðîâîëîêè

Äàííûå óñòàíîâêè ïðîèçâîäÿòñÿ äî íà÷àëà ñâàðêè ñëåäóþùèì îáðàçîì:

Âêëþ÷èòå èñòî÷íèê ïèòàíèÿ

S Íàïðàâëåíèå ïåðåìåùåíèÿ óêàçàíî êâàäðàòíûì ñèìâîëîì íà
äèñïëåå.

Ñêîðîñòü íîðìàëüíàÿ .

S Íàïðàâëåíèå ïåðåìåùåíèÿ óêàçàíî òðåóãîëüíûì ñèìâîëîì íà
äèñïëåå.

S Ñêîðîñòü íîðìàëüíàÿ .
Äëÿ îñòàíîâêè ïåðåìåùåíèÿ íàæìèòå ñîîòâåòñòâóþùóþ êëàâèøó.

S Ðåâåðñèâíàÿ ïîäà÷à ïðîâîëîêè. Ñêîðîñòü íîðìàëüíàÿ .

Ïîäà÷à îäîëæàåòñÿ ïîêà êëàâèøà íàæàòà.

S Ïîäà÷à ïðîâîëîêè. Ñêîðîñòü íîðìàëüíàÿ .

Ïîäà÷à îäîëæàåòñÿ ïîêà êëàâèøà íàæàòà.

S Äëÿ óâåëè÷åíèÿ ñêîðîñòè ïîäà÷è íàæìèòå êëàâèøó óñêîðåíèÿ. .

Çàãîðèòñÿ èíäèêàòîð êëàâèøè óñêîðåíèÿ.

S Ïîâòîðíîå íàæàòèå êëàâèøè óñêîðåíèÿ âîçâðàùàåò â íîðìàëüíûé

ðåæèì ïîäà÷è. .

Äëÿ ìãíîâåííîé îñòàíîâêè, íàæìèòå , èëè äàæå íà ìàêñèìàëüíîé
ñêîðîñòè.

Âåëè÷èíà íîðìàëüíîé è ìàêñèìàëüíîé ñêîðîñòè ìîæåò áûòü îòðåãóëèðîâàíà
â “ÌÅÍÞ ÓÑÒÀÍÎÂÎÊ ÑÈÑÒÅÌÛ”.

5.2 Óïðàâëåíèå êëàïàíàìè

Óïðàâëåíèå îñóùåñòâëÿåòñÿ â “ÎÑÍÎÂÍÎÌ ÌÅÍÞ”.

S Îòêðûòèå êëàïàíà äëÿ ïîäà÷è ôëþñà èëè çàùèòíîãî ãàçà

îñóùåñòâëÿåòñÿ íàæàòèåì êëàâèøè .

S Çàêðûòèå êëàïàíà ïîâòîðíûì íàæàòèåì òîé æå êëàâèøè. .



docr -- 9 --

6 ÌÅÍÞ

6.1 Îáçîð ìåíþ

Ïðîãðàììíîå îáåñïå÷åíèå PEH (A2-A6
Process Controller) ðàçäåëåíî íà íåñêîëüêî
ìåíþ, ïåðå÷èñëåííûõ íèæå:

ÎÑÍÎÂÍÎÅ ÌÅÍÞ

w ÓÑÒÀÍÎÂÊÈ w Òåïëîâëîæåíèå w Òîê ñâàðêè
w Ñêîðîñòü ïîäà÷è w Íàïðÿæåíèå äóãè w
Ñêîðîñòü ïåðåìåùåíèÿ w Èíäèêàöèÿ
óñòàíîâîê

ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ

w Ñïîñîá âîçáóæäåíèÿ äóãè w Âèä îêîí÷àíèÿ
ñâàðêè w Íàïðàâëåíèå ñâàðêè w Ñïîñîá
ðåãóëèðîâàíèÿ w Òèï ïðîâîëîêè w Ìàòåðèàë
ïðîâîëîêè w Äèàìåòð ïðîâîëîêè

ÌÅÍÞ ÓÑÒÀÍÎÂÎÊ ÑÈÑÒÅÌÛ / ÌÅÍÞ
ÄÈÑÏËÅß / ÏÅÐÅ×ÅÍÜ ÎjÈÁÎÊ

Ýòî ìåíþ íå ïðåäíàçíà÷åíî äëÿ
Ïîëüçîâàòåëÿ.

+

MAIN MENU

Direction Y
Start Direct
STOP WELDING
WIRE DATA
Regulation CA
PRESET SYSTEM MENU

WELDING SETUP
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7 ÎÑÍÎÂÍÎÅ ÌÅÍÞ

Ñ ïîìîùüþ îñíîâíîãî ìåíþ îñóùåñòâëÿåòñÿ âûáîð îñíîâíûõ ïàðàìåòðîâ
ñâàðêè: òîêà ñâàðêè, íàïðÿæåíèÿ äóãè è ñêîðîñòè ïåðåìåùåíèÿ. Âî âðåìÿ
ñâàðêè Âû ìîæåòå ïðîèçâîäèòü òî÷íóþ íàñòðîéêó ïàðàìåòðîâ, ëèáî
ïîëíîñòüþ ïîìåíÿòü íàáîð ïàðàìåòðîâ.

Âêëþ÷èòå èñòî÷íèê ïèòàíèÿ .

Îñíîâíîå ìåíþ áóäåò âûãëÿäåòü ñëåäóþùèì îáðàçîì:

Ïðèìåð òîãî, êàê âûãëÿäèò äèñïëåé ïðè âûáðàííîì çíà÷åíèè ïîñòîÿííîãî
òîêà ñâàðêè (CA).

A
350

Ïðèìåð òîãî, êàê âûãëÿäèò äèñïëåé ïðè âûáðàííîì çíà÷åíèè ïîñòîÿííîé
ñêîðîñòè ïîäà÷è ïðîâîëîêè (CW).

cm/min
110

Ïðèìåð òîãî, êàê âûãëÿäèò äèñïëåé âî âðåìÿ ñâàðêè ïðè ïîñòîÿííîé
ñêîðîñòè ïîäà÷è ïðîâîëîêè (CW).

350 A

Âûáîð çíà÷åíèÿ ïîñòîÿííîãî òîêà ñâàðêè (CA) èëè ïîñòîÿííîé ñêîðîñòè
ïîäà÷è ïðîâîëîêè (CW) ñì. ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ.

SET 1 Èíäèêàöèÿ âûáðàííîãî 1-ãî íàáîðà ïàðàìåòðîâ èç 10-òè âîçìîæíûõ
íàáîðîâ.

30
kJ/cm

Èíäèêàöèÿ òåïëîâëîæåíèÿ, êàê ïðîèçâîäíîé îò âåëè÷èí
ñâàðî÷íîãî òîêà, íàïðÿæåíèÿ è ñêîðîñòè ïåðåìåùåíèÿ.

V33.0 Âûáðàííîå íàïðÿæåíèå äóãè â Âîëüòàõ.
cm/min23 Âûáðàííàÿ ñêîðîñòü ïåðåìåùåíèÿ â ñì/ìèí.

Èíäèêàöèÿ ìåòîäà ñòàðòà

J Èíäèêàöèÿ íàïðàâëåíèÿ ïåðåìåùåíèÿ

Èíäèêàöèÿ ñîñòîÿíèÿ êëàïàíà.
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Ïðèìåð òîãî, êàê âûãëÿäèò äèñïëåé â ñëó÷àå ñáîÿ â ðàáîòå.
Error code appears in bottom left section of display.

Error message is cancelled by pressing

Max. 20 messages saved in chronological order.

S Íà÷àëî ñâàðêè ïðîèçâîäèòñÿ íàæàòèåì êëàâèøè . Çàæèãàåòñÿ
èíäèêàòîð êëàâèøè.

S Îñòàíîâêà ñâàðêè ïðîèçâîäèòñÿ íàæàòèåì êëàâèøè
7.1 Ñâàðî÷íûå ïàðàìåòðû

Ïðè âêëþ÷åíèè èñòî÷íèêà ïèòàíèÿ íà äèñïëåå ïîÿâëÿåòñÿ îñíîâíîå ìåíþ.

Â “ìåíþ äèñïëåÿ” ìîæíî âûáðàòü êîëè÷åñòâî íàáîðîâ ïàðàìåòðîâ äëÿ
ïðèìåíåíèÿ â ïðîöåññå ñâàðêè. Åñëè âûáðàíî áîëåå îäíîãî íàáîðà, òî â
ëåâîì âåðõíåì óãëó äèñïëåÿ ïîÿâèòñÿ èíäèêàöèÿ ïîðÿäêîâîãî íîìåðà
òåêóùåãî íàáîðà.

1

2

3
4

Ñâàðî÷íûé òîê èëè
ñêîðîñòü ïîäà÷è
ïðîâîëîêè
Ïîðÿäêîâûé íîìåð
íàáîðà
Íàïðÿæåíèå äóãè
Ñêîðîñòü ïåðåìåùåíèÿ

Åñëè âû ðåøèëè ðàáîòàòü òîëüêî ñ îäíèì íàáîðîì ïàðàìåòðîâ, òî íà÷èíàéòå
ðàáîòó ñ òðåòüåãî ïóíêòà ïðèâåäåííûõ íèæå ðåêîìåíäàöèé.

S Íàæìèòå êëàâèøè + äëÿ âûäåëåíèÿ ïîëÿ “íàáîð ïàðàìåòðîâ “.

S Íàáåðèòå âûáðàííûé íîìåð è íàæìèòå êëàâèøó .
S Âûáåðèòå ïîëå íà äèñïëåå äëÿ çàïèñè âåëè÷èíû òîêà ñâàðêè èëè ñêîðîñòè

ïîäà÷è ïðîâîëîêè íàæàòèåì êëàâèøè .
S Íàáåðèòå çíà÷åíèå òîêà ñâàðêè èëè ñêîðîñòè ïîäà÷è ( ìàêñ. 4 çíàêà) è

íàæìèòå êëàâèøó .
S Âûáåðèòå ïîëå íà äèñïëåå äëÿ çàïèñè âåëè÷èíû íàïðÿæåíèÿ äóãè

íàæàòèåì êëàâèøè .
S Íàáåðèòå çíà÷åíèå íàïðÿæåíèÿ äóãè ( ìàêñ. 3 çíàêà) è íàæìèòå êëàâèøó

.
S Âûáåðèòå ïîëå íà äèñïëåå äëÿ çàïèñè âåëè÷èíû ñêîðîñòè ïåðåìåùåíèÿ

íàæàòèåì êëàâèøè .
S Íàáåðèòå çíà÷åíèå ñêîðîñòè ïåðåìåùåíèÿ ( ìàêñ. 3 çíàêà) è íàæìèòå

êëàâèøó .
Òåïåðü ïîëíûé íàáîð ïàðàìåòðîâ çàäàí è ãîòîâ ê ðàáîòå. Åù¸ 9 íàáîðîâ
ïàðàìåòðîâ ìîãóò õðàíèòüñÿ â ïàìÿòè ìèêðîïðîöåññîðà. (Âñåãî 10 íàáîðîâ
ïàðàìåòðîâ).
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7.2 Íàñòðîéêà ïàðàìåòðîâ âî âðåìÿ ñâàðêè

Ïîñëå íà÷àëà ñâàðêè íàæàòèåì êëàâèøè ìîæíî ïðîèçâîäèòü òîíêóþ
íàñòðîéêó ñâàðî÷íûõ ïàðàìåòðîâ ñ ïîìîùüþ ñòðåëî÷íî-öèôðîâûõ êëàâèø.

Óâåëè÷èòü Óìåíüøèòü

Òîê ñâàðêè èëè ñêîðîñòü ïîäà÷è ïðîâîëîêè

Íàïðÿæåíèå äóãè

Ñêîðîñòü ïåðåìåùåíèÿ

Äëÿ ñîõðàíåíèÿ ïîëó÷åííûõ çíà÷åíèé ïàðàìåòðîâ íåîáõîäèìî:

S Ïðåðâàòü ñâàðêó íàæàòèåì êëàâèøè .. . . . . . . . .

S Ñîõðàíèòü îòêîððåêòèðîâàííûå çíà÷åíèÿ íàæàòèåì êëàâèøè .

S Âåðíóòüñÿ ê èñõîäíûì çíà÷åíèÿì íàæàòèåì êëàâèø + .

7.3 Âûçîâ íîâîãî íàáîðà ïàðàìåòðîâ âî âðåìÿ ñâàðêè

(Âûçîâ âîçìîæåí, åñëè â ìåíþ äèñïëåÿ ïðåäâàðèòåëüíî çàïðîãðàììèðîâàíî
íåñêîëüêî íàáîðîâ ïàðàìåòðîâ)

Óñêîðåííûé âûçîâ

Ïðåäïîëîæèì, ÷òî èñïîëüçóåìûé ïðè ñâàðêå íàáîð ïàðàìåòðîâ ¹1 (“SET 1”)
Âû ðåøèëè çàìåíèòü íà íàáîð ¹6 (“SET 6”) áåç ïðåäâàðèòåëüíîãî ïðîñìîòðà
ïàðàìåòðîâ.

S Äëÿ ýòîãî íàæìèòå êëàâèøè + .. . . . .

Íà äèñïëåå âûäåëèòñÿ ïîëå äåéñòâóþùåãî íàáîðà ïàðàìåòðîâ ¹1
(“SET 1”)
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S Íàæìèòå êëàâèøó .
Íà ïîëå äèñïëåÿ ïîÿâèòñÿ ìèãàþùàÿ èíäèêàöèÿ íàáîðà ïàðàìåòðîâ ¹6
(“SET 6”).

S Íàæìèòå êëàâèøó ââîäà .
Íà âûäåëåííîì ïîëå äèñïëåå áóäåò îáîçíà÷åí íîâûé äåéñòâóþùèé íàáîð
ïàðàìåòðîâ ¹6 (“SET 6”).

Âûçîâ ñ ïðåäâàðèòåëüíûì ïðîñìîòðîì
Ïðåäïîëîæèì, ÷òî èñïîëüçóåìûé ïðè ñâàðêå íàáîð ïàðàìåòðîâ ¹1 (“SET 1”)
Âû ðåøèëè çàìåíèòü íà íàáîð ¹6 (“SET 6”), íî ñ ïðåäâàðèòåëüíûì
ïðîñìîòðîì ïàðàìåòðîâ.
S Âûäåëèòå ïîëå äåéñòâóþùåãî íàáîðà ïàðàìåòðîâ ¹1

íàæàòèåì êëàâèø + .

S Íàæìèòå êëàâèøó .
Íà ïîëå äèñïëåÿ ïîÿâèòñÿ ìèãàþùàÿ èíäèêàöèÿ íàáîðà ïàðàìåòðîâ
¹6 (“SET 6”).

S Íîâûé íàáîð ïðåäâàðèòåëüíî ïðîñìàòðèâàåòñÿ è ïðîâåðÿåòñÿ íàæàòèåì

êëàâèø + .
Íà äèñïëåå âûñâåòÿòñÿ âñå ïàðàìåòðû, âõîäÿùèå â íàáîð ïàðàìåòðîâ ¹6
(“SET 6”), õîòÿ äåéñòâóþùèì áóäåò ïî ïðåæíåìó îñòàâàòüñÿ íàáîð ¹1(“SET
1“).

S Ïîñëå ïðîâåðêè ïàðàìåòðîâ íàæìèòå êëàâèøó ââîäà .
Íà ïîëå äèñïëåÿ ïîÿâèòñÿ èíäèêàöèÿ äåéñòâóþùåãî íàáîðà ïàðàìåòðîâ
¹6 (“SET 6”).

8 ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ

8.1 Îáùèå ñâåäåíèÿ

Â ÑÒÀÐÒÎÂÎÌ ÌÅÍÞ Âû ìîæåòå îïðåäåëèòüñÿ ñî ìíîæåñòâîì ïàðàìåòðîâ
íà÷àëà ñâàðêè, êàê, íàïðèìåð, ñïîñîá âîçáóæäåíèÿ äóãè, íàïðàâëåíèå
ñâàðêè, äèàìåòð ñâàðî÷íîé ïðîâîëîêè è ïðî÷èå ïàðàìåòðû äëÿ êîíêðåòíûõ
óñëîâèé ñâàðêè. Óñòàíîâêè ýòèõ ïàðàìåòðîâ íåëüçÿ èçìåíÿòü âî âðåìÿ ñâàðêè.

Âû ìîæåòå îòìåíèòü ñîîáùåíèå îá îøèáêå â îñíîâíîì ìåíþ íàæàòèåì

êëàâèø .
S Ïåðåõîä èç ÎÑÍÎÂÍÎÃÎ ÌÅÍÞ â ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ îñóùåñòâëÿåòñÿ

íàæàòèåì êëàâèøè .
Íà äèñïëåå â êîëîíêå À ïîÿâèòñÿ ïåðå÷åíü ïàðàìåòðîâ (Ñì. Ñòð. 11) è
ñîîòâåòñòâóþùèé ïåðå÷åíü çíà÷åíèé â êîëîíêàõ B è C. Âñå âîçìîæíûå
çíà÷åíèÿ ïàðàìåòðîâ äîñòóïíû äëÿ âûáîðà åäèíîâðåìåííî.
Âû ìîæåòå âûáèðàòü ñòðîêó ïàðàìåòðà â êîëîíêå À.
S Äëÿ èçìåíåíèÿ âåëè÷èíû íåîáõîäèìî ïðåéòè èç êîëîíêè À â êîëîíêè Â è

Ñ íàæàòèåì êëàâèøè .
S Âûáîð âåëè÷èíû ïàðàìåòðà îñóùåñòâëÿåòñÿ ïåðåìåùåíèåì âäîëü ñòðîêè

íàæàòèåì êëàâèø èëè + èëè âïå÷àòûâàíèåì ñîáñòâåííûõ
çíà÷åíèé äëÿ ñòðîê 3 è4 (Íàïðèìåð â ãðàôó ”êîëè÷åñòâî ïðîâîëîê”).
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S Âîçâðàò â êîëîíêó À äëÿ èçìåíåíèÿ ñòðîêè ïàðàìåòðîâ íàæàòèåì êëàâèø

+ .

S Ïåðåõîä ê ñëåäóþùåé ñòðîêå íàæàòèåì êëàâèøè .
Ïîñëå ïîñëåäíåé ñòðîêè Âû âîçâðàùàåòåñü â ïåðâóþ.

S Âîçâðàò ê ïðåäûäóùåé ñòðîêå íàæàòèåì êëàâèø

+ .

Òàêàÿ æå êîìáèíàöèÿ êëàâèø ïîçâîëèò âàì ïåðåéòè èç ñòðîêè 1 â ñòðîêó

Ïðèìå÷àíèå:

Ïðè èñïîëüçîâàíèè êëàâèøè â êîìáèíàöèè ñ äðóãîé êëàâèøåé ñíà÷àëà

íàæìèòå è äåðæèòå íàæàòîé êëàâèøó à çàòåì íàæìèòå âòîðóþ êëàâèøó.

8.2 òàáëèöà óñòàíîâîê ïàðàìåòðîâ

ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ (WELDING SETUP)

A B C

1 Íàïðàâëåíèå
ïåðåìåùåíèÿ

Y (òðåóãîëüíèê),
J (êâàäðàò)

2 Ñïîñîá âîçáóæäåíèÿ
äóãè

ScratchDirect

Çàâàðêà êðàòåðà (ìñåê) 10--3000
3 Îêîí÷àíèå ñâàðêè Âðåìÿ îêîí÷àíèÿ

ñâàðêè (ìñåê)
10--3000

Òèï ïðèñàäî÷íîãî
ìàòåðèàëà

Äèàìåòð ïðîâîëîêè
/Cå÷åíèå ëåíòû

4 Ñâàðî÷íàÿ ïðîâîëîêà

Ñâàðî÷íàÿ ïðîâîëîêà
ñïëîøíîãî ñå÷åíèÿ
ÏÎÐÎØÊÎÂÀÿ
ÏÐÎÂÎËÎÊÀ

Íàïëàâî÷íàÿ ëåíòà

0.8 1.0 1.2 1.6 2.0 2.4
3.0 3.2 4.0 5.0 6.0
0.8 1.0 1.2 1.6 2.0 2.4
3.0 3.2 4.0

30 x 0.5 60 x 0.5 100 x
0.5

Ìàòåðèàë ïðèñàäêè Fe, Al, SS
Êîëè÷åñòâî ïðîâîëîê 1, 2

5 Òèï ðåãóëèðîâàíèÿ CA, CW
6 Óñòàíîâêè ìåíþ

Ïåðåêëþ÷åíèå â ïîäìåíþ â ñòðîêàõ 3è4:

S Âûäåëèòå ìåíþ è íàæìèòå êëàâèøó .

S Âîçâðàò â “ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ ” íàæàòèåì êëàâèø + .

S Âîçâðàò â “ÎÑÍÎÂÍÎÅ ÌÅÍÞ” íàæàòèåì êëàâèø + .
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8.3 Òåðìèíû

Íàïðàâëåíèå ïåðåìåùåíèÿ

Ñóùåñòâóåò äâà âîçìîæíûõ ðåøåíèÿ, îáîçíà÷àåìûõ Y(òðåóãîëüíèê) è J
(êâàäðàò) ( ýòè ñèìâîëû ïðèñóòñòâóþò âî âñåõ óñòàíîâêàõ)

S Y (òðåóãîëüíèê) îáîçíà÷àåò ïåðåìåùåíèå â âûáðàííîì íàïðàâëåíèè.

S J (êâàäðàò) îáîçíà÷àåò ïåðåìåùåíèå â îáðàòíîì íàïðàâëåíèè

Âîçáóæäåíèå äóãè ïðè ñòàðòå

Ñóùåñòâóåò äâà ñïîñîáà: Âîçáóæäåíèå äóãè áåç ïåðåìåùåíèÿ èëè
Âîçáóæäåíèå äóãè ñ ïåðåìåùåíèåì (“öàðàïàíüåì”)

S Âîçáóæäåíèå äóãè áåç ïåðåìåùåíèÿ - îçíà÷àåò ïåðâîíà÷àëüíîå
âîçáóæäåíèå äóãè è çàòåì âêëþ÷åíèå ôóíêöèè ïåðåìåùåíèÿ.

S Âîçáóæäåíèå äóãè ñ ïåðåìåùåíèåì (“öàðàïàíüåì”) - îçíà÷àåò
îäíîâðåìåííîå âîçáóæäåíèå äóãè è âêëþ÷åíèå ôóíêöèè ïåðåìåùåíèÿ.
Ýòîò ñïîñîá ðåêîìåíäóåòñÿ ïðè ñâàðêå çàãðÿçíåííûõ è ðæàâûõ
ïîâåðõíîñòåé äåòàëåé.

ÎÊÎÍ×ÀÍÈÅ ÑÂÀÐÊÈ

Ìîæåò áûòü óñòàíîâëåíû çíà÷åíèÿ ôóíêöèé Çàâàðêè êðàòåðà è Âðåìåíè
îêîí÷àíèÿ ñâàðêè.

Âðåìÿ çàâàðêè êðàòåðà âûáèðàåòñÿ èç äèàïàçîíà çíà÷åíèé îò 10 äî 3000 ìñåê
Äàííàÿ ôóíêöèÿ ïðåäíàçíà÷åíà äëÿ îáåñïå÷åíèÿ ðîâíîé ôîðìû âàëèêà â

êîíöå ñâàðíîãî øâà. Çàâàðêà êðàòåðà â ìîìåíò íàæàòèÿ êëàâèøè ñòîï , è
äëèòñÿ ñîãëàñíî âûñòàâëåííîìó çíà÷åíèþ. Ýòà ôóíêöèÿ îñîáåííî
ýôôåêòèâíà ïðè ñâàðêå â ñðåäå çàùèòíûõ ãàçîâ (MIG/MAG).

Âðåìÿ îêîí÷àíèÿ ñâàðêè âûáèðàåòñÿ èç äèàïàçîíà çíà÷åíèé îò 10 äî 3000
ìñåê.
Äàííàÿ ôóíêöèÿ âêëþ÷àåòñÿ ïîñëå îêîí÷àíèÿ çàâàðêè êðàòåðà. Ïðàâèëüíûé
âûáîð çíà÷åíèé âðåìåíè îêîí÷àíèÿ ñâàðêè ïðåäîõðàíÿåò îò:
- ïðèâàðêè ïðîâîëîêè ê èçäåëèþ
- ïðèâàðêè ïðîâîëîêè ê êîíòàêòíîìó íàêîíå÷íèêó
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ÄÀÍÍÛÅ ÏÐÈÑÀÄÎ×ÍÎÉ ÏÐÎÂÎËÎÊÈ

Òèï ïðîâîëîêè

Äëÿ ïîäáîðà îïòèìàëüíîãî ðåæèìà ñâàðêè íåîáõîäèìî äàòü óñòàíîâêè ïî
òèïó ïðèìåíÿåìîé ïðîâîëîêè.

S ïðîâîëîêà ñïëîøíîãî ñå÷åíèÿ

S ïîðîøêîâàÿ ïðîâîëîêà

S íàïëàâî÷íàÿ ëåíòà
Äèàìåòð ïðîâîëîêè

Ïðàâèëüíûé âûáîð äèàìåòðà ïðîâîëîêè î÷åíü ñèëüíî âëèÿåò íà êà÷åñòâî
ñâàðíîãî øâà â íà÷àëå è ïðè îêîí÷àíèè ïðîöåññà. Åñëè òðåáóåìîãî çíà÷åíèÿ
íåò â ïåðå÷íå - âûáåðåòå íàèáîëåå áëèçêóþ âåëè÷èíó.

Ïðèìå÷àíèå. Ëó÷øèé ðåçóëüòàò äîñòèãàåòñÿ, åñëè âûáîð îñóùåñòâëÿåòñÿ èç
íàèáîëåå áëèçêîé áîëüøåé âåëè÷èíû.

Ïåðå÷åíü äèàìåòðîâ ïðîâîëîêè ( â ìåòðè÷åñêîì èçìåðåíèè):

S ïðîâîëîêà ñïëîøíîãî ñå÷åíèÿ 0.8 / 1.0 / 1.2 / 1.6 / 2.0 / 2,4 / 3.0 / 3.2 /
4.0 / 5.0 / 6.0 ìì

S ïîðîøêîâàÿ ïðîâîëîêà 0.8 / 1.0 / 1.2 / 1.6 / 2.0 / 2,4 / 3.0 / 3.2 /
4.0 ìì

S íàïëàâî÷íàÿ ëåíòà 30 x 0.5 / 60 x 0.5 / 100 x 0.5 ìì

Ïåðå÷åíü äèàìåòðîâ ïðîâîëîêè ( â äþéìîâîì èçìåðåíèè):

S ïðîâîëîêà ñïëîøíîãî ñå÷åíèÿ 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

S ïîðîøêîâàÿ ïðîâîëîêà 0.030, 0.040, 0.047, 1/16, 5/64, 3/32,
7/64, 1/8, 3/32, 7/64, 1/8, 5/32

S íàïëàâî÷íàÿ ëåíòà 30 x 0,5 / 60 x 0,5 / 100 x 0,5

Õèìè÷åñêèé ñîñòàâ ïðèñàäî÷íîãî ìàòåðèàëà

Âûáîð ïàðàìåòðîâ íà÷àëà, îêîí÷àíèÿ ñâàðêè ñèëüíî çàâèñèò îò ïðèìåíÿåìûõ
ìàòåðèàëîâ. Ïîýòîìó âàæíî â óñòàíîâêàõ ïðåäâàðèòåëüíî îòðàçèòü ìàòåðèàë
ïðèñàäî÷íîé ïðîâîëîêè.

S Fe Ïðîâîëîêà èç ìàëîóãëåðîäèñòîé èëè íèçêîëåãèðîâàííîé ñòàëè

S Al Ïðîâîëîêà èç àëþìèíèåâûõ ñïëàâîâ
S SS Ïðîâîëîêà èç íåðæàâåþùèõ ñòàëåé
Êîëè÷åñòâî ïðîâîëîê, îäíîâðåìåííî èñïîëüçóåìûõ ïðè ñâàðêå

Íåîáõîäèìî âûáðàòü ìåæäó 1-é èëè 2-ìÿ ïðîâîëîêàìè.
Íàïðèìåð ïðè èñïîëüçîâàíèè 2 ïðîâîëîê (Ñâàðêà äâîéíîé äóãîé) ââåäèòå
öèôðó 2.

Ñïîñîá ðåãóëèðîâàíèÿ

Ñóùåñòâóåò 2 ñïîñîáà ðåãóëèðîâàíèÿ ïðè ñâàðêå: èëè ïîñòîÿííûì òîêîì ÑÀ,
èëè ïîñòîÿííîé ñêîðîñòüþ ïîäà÷è CW.
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S CA, ïîñòîÿííûì òîêîì. Ýòî ñïîñîá îáû÷íî èñïîëüçóåòñÿ ïðè
àâòîìàòè÷åñêîé ñâàðêå ïîä ñëîåì ôëþñà êðóïíûõ ñîåäèíåíèé íà
áîëüøèõ òîêàõ è ñ áîëüøèì îáúåìîì ðàñïëàâëåííîãî ìåòàëëà. Ñêîðîñòü
ïîäà÷è ïðîâîëîêè ðåãóëèðóåòñÿ èñòî÷íèêîì ïèòàíèÿ, ò.î., ÷òîáû âåëè÷èíà
ñâàðî÷íîãî òîêà îñòàâàëàñü ïîñòîÿííîé.

S CW, ïîñòîÿííîé ñêîðîñòüþ ïîäà÷è. Ýòî ñïîñîá îáû÷íî èñïîëüçóåòñÿ ïðè
ñâàðêå â ñðåäå çàùèòíûõ ãàçîâ íà íåáîëüøèõ òîêàõ èçäåëèé ìàëûõ
òîëùèí ñ ïðèìåíåíèåì ïðîâîëîê íåáîëüøèõ äèàìåòðîâ. Â ýòîì ñëó÷àå
ëåã÷å äîñòèãíóòü ðàâíîìåðíîãî ïðîâàðà êîðíÿ øâà. Ïðîöåññ
îïðåäåëÿåòñÿ âûáîðîì ôèêñèðîâàííîé âåëè÷èíû ñêîðîñòè ïîäà÷è
ïðîâîëîêè , à âåëè÷èíà ñâàðíîãî òîêà ïîäñòðàèâàåòñÿ ê íåé. Íà äèñïëåå
âûñâå÷èâàåòñÿ òåêóùåå çíà÷åíèå òîêà ñâàðêè íàä çàäàííîé âåëè÷èíîé
ñêîðîñòè ïîäà÷è ïðîâîëîêè (Ñì. Ðèñ. íà ñòð 14).

8.4 Èíäèêàöèÿ óñòàíîâîê íà äèñïëåå

Èíäèêàöèÿ öèôð è ñèìâîëîâ íà äèñïëåå ïîëíîñòüþ îòðàæàåò âûáðàííûå
ïàðàìåòðû ïðîöåññà( Ñì. Íèæåïðèâåäåííóþ òàáëèöó)

Èíäèêàöèÿ â
Îñíîâíîì ìåíþ

“ÑÒÀÐÒÎÂÎÅ ÌÅÍÞ ”
îïöèè

Ñïîñîá ñòàðòà Âîçáóæäåíèå äóãè áåç äâèæåíèÿ
Âîçáóæäåíèå äóãè â äâèæåíèè

Y
J

Íàïðàâëåíèå
ïåðåìåùåíèÿ

ÒÐÅÓÃÎËÜÍÈÊ
ÊÂÀÄÐÀÒ

Äèàìåòð
ïðîâîëîêè:
ñïëîøíîé
Ïîðîøêîâîé

Ëåíòû

0.8 1.0 1.2 1.6 2.0 2.5 3.0 3.2 4.0 5.0 6.0
0.8 1.0 1.2 1.6 2.0 2,4 3.0 3.2 4.0

30 x 0.5 60 x 0.5 100 x 0.5

ÎÒÊÐÛÒ
ON/OFF

Êëàïàí
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9 ÏÅÐÅ×ÅÍÜ ÎjÈÁÎÊ

9.1 Êîäû îøèáîê

M1.3 Ïåðåãðåâ Ñòîï Äîæäèòåñü íîðìàëèçàöèè
òåìïåðàòóðû

Ìîòîð ïîäà÷è ïðîâîëîêè
(Motor 1)

M1.1 Ñáîé òàõî ñèãíàëà Ñòîï Ïðîâåðüòå ìåõàíèçì ïîäà÷è /
ðåäóêòîð / òàõîìåòð

M1.2 Âûñîêèé òîê Ñòîï Ïðîâåðüòå ìåõàíèçì ïîäà÷è
Ìîòîð ïåðåìåùåíèÿ(Motor

2)
M2.1 Ñáîé òàõî ñèãíàëà Ñòîï Ïðîâåðüòå Ìîòîð ïåðåìåùåíèÿ /

ðåäóêòîð / òàõîìåòð
M2.2 Âûñîêèé òîê Ñòîï Ïðîâåðüòå Ìîòîð ïåðåìåùåíèÿ /

ðåäóêòîð
Ñâàðî÷íûé èñòî÷íèê ïèòàíèÿ

(T1)
T1.01 Îøèáêà ñâÿçè Ñòîï Ïðîâåðüòå êàáåëè è ñîåäèíåíèÿ
T1.51 Íåïðàâèëüíîå

íàïðÿæåíèå
Ñòîï Ïðîâåðüòå ïîäãîòîâêó êðîìîê

T1.52 Íåïðàâèëüíûé òîê Ñòîï Ïðîâåðüòå ïîäãîòîâêó êðîìîê
T1.53 Íåïðàâèëüíûé ñòàðò Ñòîï Ïðîâåðüòå âûëåò è ïàðàìåòðû

ñâàðêè
T1.54 Îãðàíè÷åíèå òîêà Ñòîï Êîðîòêîå çàìûêàíèå ïðè ñâàðêå
T1.55 Ñðàáîòàë òåðìîñòàò /

ïåðåãðåâ
Ñòîï Äîæäèòåñü íîðìàëèçàöèè

òåìïåðàòóðû
T1.57 Äóãà ãàñíåò Ñòîï Ïðîâåðüòå ñêîðîñòü ïîäà÷è

ïðîâîëîêè
Ïîäâîä / îòâîä

No cooling water
(inlet K22 open) *(Flashing)

Display Ñòîï Ïðîâåðüòå ðåãóëÿòîð ïîòîêà ãàçà

No gas flow
(inlet K23 open) *(Flashing)

Ñòîï Ïðîâåðüòå äàâëåíèå ãàçà

* Ïîäâîä àêòèâèðóåòñÿ ïðè ñîîòâåòñòâóþùèõ óñòàíîâêàõ â ìåíþ “PRESET
SYSTEM MENU”.

10 Çàêàç çàïàñíûõ ÷àñòåé

Çàïàñíûå ÷àñòè âû ìîæåòå çàêàçàòü â áëèæàéøåì ïðåäñòàâèòåëüñòâå ESAB,
ñì.ïîñëåäíþþ ñòðàíèöó îáëîæêè. Ïðè çàêàçå çàïàñíûõ ÷àñòåé, ïîæàëóéñòà,
óêàçûâàéòå ìîäåëü àïïàðàòà, ñåðèéíûé íîìåð, íàçâàíèå è íîìåð àðòèêóëà
çàïàñíîé ÷àñòè, êîòðûé óêàçàí â ñïèñêå íà ñòð. 36. Ýòî óïðîñòèò îáðàáîòêó
çàêàçà è îáåñïå÷èò ïîëó÷åíèå âàìè íåîáõîäèìîé äåòàëè.
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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:

S its operation

S the location of emergency stops

S its function

S relevant safety precautions

S 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:

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

S that no--one is unprotected when the arc is struck

3. The work place must:

S be suitable for the purpose

S be free from draughts

4. Personal safety equipment

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

S Do not wear loose--fitting items, such as scarves, bracelets, rings, etc., which
could become trapped or cause burns.

5. General precautions

S Make sure the return cable is connected securely.

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

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

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



-- 21 --doce

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.

WARNING

READ AND UNDERSTAND THE INSTRUCTION MANUAL BEFORE INSTALLING OR OPERATING.

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
S Install and earth the welding unit in accordance with applicable standards.
S Do not touch live electrical parts or electrodes with bare skin, wet gloves or wet clothing.
S Insulate yourself from earth and the workpiece.
S Ensure your working stance is safe.
FUMES AND GASES -- Can be dangerous to health
S Keep your head out of the fumes.
S 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.
S Protect your eyes and body. Use the correct welding screen and filter lens and wear protective

clothing.
S Protect bystanders with suitable screens or curtains.

FIRE HAZARD
S Sparks (spatter) can cause fire. Make sure therefore that there are no inflammable materials nearby.
NOISE -- Excessive noise can damage hearing
S Protect your ears. Use ear defenders or other hearing protection.
S Warn bystanders of the risk.
MALFUNCTION -- Call for expert assistance in the event of malfunction.

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 42V AC 50/60 Hz

Nominal load Max. 900 VA

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

Motor current 5 A continuous,
max. 10 A

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

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

Max. manual travel speed 2.0 m/min

Filler wire, wire feed speed 0.3--25 m/min (depending on wire feed unit)

Standards EN 50--199, EN 60974--1

Max. ambient temperature 45_ C

Min. ambient temperature --15_ C

Relative humidity Max. 98 %

Weight 5.5 kg

Dimensions L x B x H 355 x 210 x 164 mm

Enclosure class IP 23
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4 OPERATIONAL DESCRIPTION

4.1 General

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

3 Travel

4 Travel, opposite direction

5 Advance wire

6 Change menu

7 Numerical key, number entry

8 ENTER key,
Change row

9 SHIFT key

10 Stop welding.
Return to manual mode

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
decrease the current, voltage and speed.

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:

Switch on welding power source

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

Normal speed .

S 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.

S Retract wire. Normal speed .

Wire continues to retract until you release the key.

S Advance wire. Normal speed .

Wire continues to advance until you release the key.

S After switching on, you can select maximum speed by pressing the fast key

.

The LED in the key lights up.

S 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”.

S Open the valve for flux or gas by pressing .

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

6.1 Menu overview

The A2--A6 Process Controller (PEH) software is
divided into several menus. The program structure
is described in the overview below.

MAIN MENU

S SET S Heat input per cm S Welding current
S Wire feed speed S Arc voltage S Travel speed
S Preset indicators

WELDING SETUP

S Arc start method S Type of weld finish
S Welding direction S Regulation method
S Wire type S Wire material S Wire size

PRESET SYSTEM MENU / DISPLAY MENU /
ERROR LIST

Menus that are not accessible by the user

+

MAIN MENU

Direction Y
Start Direct
STOP WELDING
WIRE DATA
Regulation CA
PRESET SYSTEM MENU

WELDING SETUP
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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.

Switch on the power source .

The main menu will appear as follows:

Example of display if constant current (CA) has been chosen.

A
350 Chosen welding current in amperes.

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

cm/min
110 Indicates chosen wire feed speed.

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

350 A Resulting welding current after the
welding start.

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 kJ/cm Indicates the heat input in kJ/cm that will result from the chosen values of welding cur-
rent, arc voltage and travel speed (can be hidden).

V
33.0 Chosen arc voltage in volts.

cm/min
23 Chosen travel speed in centimetres per minute.

Indicates the type of start

J Indicates the travel direction

Indicates if the valve output is open or closed.

Example of display in the event of a fault.

Error code appears in bottom left section of display.

Error message is cancelled by pressing

Max. 20 messages saved in chronological order.

S Start welding by pressing . The LED in the key lights up.

S Stop welding by pressing
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7.1 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.

1 Welding current or wire
feed speed

2 SET no.

3 Arc voltage

4 Travel speed

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

S Press + to mark the “parameter set field “.

S Type in the desired SET number and press .

S Select the field for welding current or wire feed speed by pressing .

S Type in the desired welding current or wire feed speed. Max. 4 numbers, press

.

S Select the field for arc voltage by pressing .

S Type in the desired arc voltage, max. 3 numbers, press .

S Select the field for travel speed by pressing .

S 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.

Increase Decrease

Welding current or wire feed speed

Arc voltage

Travel speed

Save the values as follows:

S Stop welding with .. . . . .

S Save the changed values with .

S To revert 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.

S Press + .
The field “SET 1” is marked and parameter set 1 is active

S Press .
The field “SET 6” flashes.
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S 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.

S Mark the field “SET 1 “ by pressing + .

S Press .

The field “SET 6” flashes.

S 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.

S 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 .

S 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.

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

S Scroll forward to the chosen option by pressing or + or type in
your own values for rows 3 and 4 (”Number of wires”).

S Return to column A to change row by pressing + .

S Jump to the next row by pressing .

After the last row you will return to row 1.
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S 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

1 Direction Y (TRIANGLE),
J (SQUARE)

2 Start ScratchDirect

3 STOP WELDING
Crater fill (ms) 10--3000

3 STOP WELDING
Burnback time (ms) 10--3000

Wire type Solid wire, Flux cored, Strip

4 WIRE DATA

Wire diameter
if “Solid wire” is chosen

if “Flux cored” is chosen

if “Strip” is chosen

0.8 1.0 1.2 1.6 2.0 2.4 3.0 3.2
4.0 5.0 6.0
0.8 1.0 1.2 1.6 2.0 2.4 3.0 3.2
4.0
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:

S Mark menu and press .

S Return to “WELDING SETUP” by pressing + .

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

Direction
Two alternatives can be chosenY (triangle) and J (square) (these symbols are
repeated on all units)

S Y (triangle) indicates travel in one direction.

S J (square) indicate

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

S Direct start means that travel starts when the arc ignites.

S 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
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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.

S solid wire

S cored wire

S 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:

S solid wire 0.8 / 1.0 / 1.2 / 1.6 / 2.0 / 2,4 / 3.0 / 3.2 / 4.0 / 5.0 / 6.0 mm

S cored wire 0.8 / 1.0 / 1.2 / 1.6 / 2.0 / 2,4 / 3.0 / 3.2 / 4.0 mm

S strip 30 x 0.5 / 60 x 0.5 / 100 x 0.5 mm

When inch units are used the following alternatives are available

S 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

S 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

S strip 30 x 0,5 / 60 x 0,5 / 100 x 0,5

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.

S Fe Steel filler wire

S Al Aluminium filler wire

S 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.

S 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.

S 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.

Shown in display
“MAIN MENU” as

“WELDING SETUP”
options

Start Direct
Scratch

Y

J

Direction TRIANGLE
SQUARE

Shown in plain English
(e.g. 3.0)

Wire diameter:
Solid wire
Flux cored

Strip

0.8 1.0 1.2 1.6 2.0 2.5 3.0 3.2 4.0 5.0 6.0
0.8 1.0 1.2 1.6 2.0 2,4 3.0 3.2 4.0

30 x 0.5 60 x 0.5 100 x 0.5

OUTPUT
ON/OFF

Valve
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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

No cooling water
(inlet K22 open) *(Flashing)

Display Stop Check if the gas is flowing or if the limit
switch is open.

No gas flow
(inlet K23 open) *(Flashing)

Stop Check gas pressure

* 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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A2-A6 Process controller
PEH

Edition 9809

C = Component designation in the circuit diagram
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Item
no. Qty

Ordering no.
Denomination Notes C

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
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Item
no. Qty

Ordering no.
Denomination Notes C

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 IC304

7 0456 489 005 Connection terminal 4 poles K9, K9X
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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 1 741 25 25
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


