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Rights reserved to alter specifications without notice.
Îñòàâëÿåì çà ñîáîé ïðàâî èçìåíÿòü ñïåöèôèêàöèþ áåç ïðåäóïðåæäåíèÿ.

Ðóññêèé 3. . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .

ENGLISH 36. . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .
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1 ÂÂÅÄÅÍÈÅ
Â íàñòîÿùåì ðóêîâîäñòâå ïðèâåäåíû óêàçàíèÿ ïî ðàáîòå ñ ïàíåëüþ
óïðàâëåíèÿ U6.

Îáùóþ èíôîðìàöèþ ïî ýêñïëóàòàöèè óñòðîéñòâà âû ìîæåòå íàéòè â
ðóêîâîäñòâå ïîëüçîâàòåëÿ íà èñòî÷íèê ïèòàíèÿ áëîêà ïîäà÷è ïðîâîëîêè.

Åñëè íà ýêðàíå ïîÿâÿåòñÿ òàêîå ïðåäóïðåæäåíèå, çíà÷èò, èñòî÷íèê ïèòàíèÿ íå
ïîääåðæèàåò çòó ôóíêöèþ.

Äïÿ òîãî, ÷òîáûïîó÷èòü îáíîâëåííîå ïðîãàììíîå îáåñïå÷åíèå, áðàòèòåñü ê
îôèöèàëüíîìó èíæåíåðó ïî ýêñïëóàòàöèè.

1.1 Ñíà÷àëà âûïîëíèòå ñëåäóþùåå

Ýòî ãëàâíîå ìåíþ ïîÿâèòñÿ íà äèñïëåå ïðè ïåðâîì âêëþ÷åíèè èñòî÷íèêà
ïèòàíèÿ.

Ïðè ïîñòàâêå ïàíåëü óïðàâëåíèÿ è äèñïëåé íàñòðîåíû íà àíãëèéñêèé ÿçûê.
Âñåãî ïàíåëü óïðàâëåíèÿ ïîçâîëÿåò èñïîëüçîâàòü 14 ÿçûêîâ: âûáåðèòå
òðåáóåìûé ÿçûê, âûïîëíèâ ñëåäóþùèå îïåðàöèè.

S Íàæìèòå , ÷òîáû âûçâàòü ïåðâîå ìåíþ âûáîðà.

S Íàæìèòå , ÷òîáû âûçâàòü ìåíþ êîíôèãóðèðîâàíèÿ.

S Íàæèìàéòå (ò. å. ïðîãðàììèðóåìóþ êíîïêó ñïðàâà ïîä äèñïëååì),
ïîêà íà äèñïëåå íå ïîÿâèòñÿ òðåáóåìûé ÿçûê.
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1.2 Ðàáîòà ïàíåëè óïðàâëåíèÿ

Ïàíåëü óïðàâëåíèÿ ñîäåðæèò êàê áû äâà îòäåëüíûõ óñòðîéñòâà ïàìÿòè:
îïåðàòèâíóþ ïàìÿòü è ïàìÿòü ïàðàìåòðîâ ñâàðêè.

Çàïèñàòü â ïàìÿòü
Îïåðàòèâíàÿ ïàìÿòü Ïàìÿòü ïàðàìåòðîâ ñâàðêè

Âûçâàòü

Â îïåðàòèâíîé ïàìÿòè ñîçäàåòñÿ ïîëíûé íàáîð óñòàíîâëåííûõ ïàðàìåòðîâ
ñâàðêè, êîòîðûé ìîæåò áûòü ñîõðàíåí â ïàìÿòè ïàðàìåòðîâ ñâàðêè.

Â õîäå ñâàðêè óïðàâëåíèå ïðîöåññîì âñåãäà îñóùåñòâëÿåòñÿ â ñîîòâåòñòâèè ñ
ñîäåðæèìûì îïåðàòèâíîé ïàìÿòè. Â ñâÿçè ñ ýòèì ïðåäóñìîòðåíà òàêæå
âîçìîæíîñòü âûçîâà â îïåðàòèâíóþ ïàìÿòü çíà÷åíèé óñòàíîâëåííûõ
ïàðàìåòðîâ ñâàðêè, ñîõðàíåííûõ â ïàìÿòè ïàðàìåòðîâ ñâàðêè.

Ñëåäóåò èìåòü â âèäó, ÷òî îïåðàòèâíàÿ ïàìÿòü âñåãäà ñîäåðæèò ïîñëåäíèå
ââåäåííûå çíà÷åíèÿ óñòàíîâëåííûõ ïàðàìåòðîâ ñâàðêè. Ýòî ëèáî íàáîð
çíà÷åíèé, âûçâàííûé èç ïàìÿòè ïàðàìåòðîâ ñâàðêè, ëèáî çíà÷åíèÿ,
èçìåíåííûå ïî îòäåëüíîñòè. Èíà÷å ãîâîðÿ, äëÿ îïåðàòèâíîé ïàìÿòè
íåâîçìîæíû íè î÷èñòêà “, íè ñáðîñ”

1.3 Ïàíåëü óïðàâëåíèÿ

1 Äèñïëåé

2 Ðó÷êà ðåãóëèðîâêè íàïðÿæåíèÿ

3 Ðó÷êà ðåãóëèðîâêè ñêîðîñòè ïîäà÷è
ïðîâîëîêè è ñâàðî÷íîãî òîêà

4 Ïðîãðàììèðóåìûå êíîïêè
(ôóíêöèîíàëüíûå êëàâèøè)

5 Êíîïêà ÌÅÍÞ (MENU)

Ïðîãðàììèðóåìûå êíîïêè

Ôóíêöèè ýòèõ êíîïîê (ò. å. äåéñòâèÿ, âûïîëíÿåìûå ñ èõ ïîìîùüþ) ìåíÿþòñÿ â
çàâèñèìîñòè îò ïîäìåíþ, ïîêàçàííîãî íà äèñïëåå. Íà êîíêðåòíóþ ôóíêöèþ
êíîïîê óêàçûâàåò òåêñò â íèæíåé ñòðîêå íà äèñïëåå, ñîîòâåòñòâóþùèé ýòèì
êíîïêàì. (Áåëàÿ òî÷êà ðÿäîì ñ òåêñòîì óêàçûâàåò, ÷òî äàííàÿ êíîïêà
àêòèâíà.)

Êíîïêà ÌÅÍÞ (MENU)

Ýòà êíîïêà ñëóæèò äëÿ âûçîâà ìåíþ âûáîðà (ñì. ïóíêò <>), åñëè Âû
íàõîäèòåñü â ãëàâíîì ìåíþ. Åñëè Âû íàõîäèòåñü â êàêîì-ëèáî äðóãîì ìåíþ,
òî ïðè ïîìîùè ýòîé êíîïêè ïðîèñõîäèò âîçâðàò íà îäèí óðîâåíü ìåíþ âûøå.
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1.4 Ñèìâîëû íà äèñïëåå

Íàçàä â ãëàâíîå ìåíþ.

Ïåðåìåñòèòü êóðñîð âíèç íà íîâûé ïàðàìåòð íàñòðîéêè.

Èçìåíèòü ôóíêöèþ â âûáðàííîé ñòðîêå.

Óâåëè÷èòü çíà÷åíèå. Óìåíüøèòü çíà÷åíèå.

2 ÌÅÍÞ

Â ïàíåëè óïðàâëåíèÿ èñïîëüçóþòñÿ íåñêîëüêî ðàçëè÷íûõ ìåíþ: ãëàâíîå
ìåíþ, ìåíþ èçìåðåíèé, ìåíþ âûáîðà, ìåíþ ïðîöåññà, ìåíþ íàñòðîéêè,
ìåíþ êîíôèãóðèðîâàíèÿ è ìåíþ ïàìÿòè. Êðîìå òîãî, ïðè âêëþ÷åíèè
îòîáðàæàåòñÿ íà÷àëüíûé ýêðàí ñ èíôîðìàöèåé î òèïå ïàíåëè è
èñïîëüçóåìîé âåðñèè ïðîãðàììíîãî îáåñïå÷åíèÿ.

2.1 Ãëàâíîå ìåíþ è ìåíþ èçìåðåíèé

Ãëàâíîå ìåíþ âñåãäà îòîáðàæàåòñÿ ñðàçó ïîñëå
âêëþ÷åíèÿ, ïîêàçûâàÿ çàäàííûå çíà÷åíèÿ ïàðàìåòðîâ.
Åñëè â ìîìåíò íà÷àëà ñâàðêè îòîáðàæàåòñÿ ãëàâíîå
ìåíþ, òî îíî àâòîìàòè÷åñêè èçìåíèòñÿ, ÷òîáû ïîêàçàòü
èçìåðåííûå çíà÷åíèÿ (ìåíþ èçìåðåíèé). Èçìåðåííûå
çíà÷åíèÿ îñòàþòñÿ íà äèñïëåå äàæå ïîñëå
ïðåêðàùåíèÿ ïðîöåññà ñâàðêè. Ïðè ïîâîðîòå ëþáîé èç
ðó÷åê áóäåò âíîâü âûâåäåíî ãëàâíîå ìåíþ.

Ê äðóãèì ìåíþ ìîæíî ïåðåõîäèòü ïðè ïðîäîëæàþùåìñÿ îòîáðàæåíèè
èçìåðåííûõ çíà÷åíèé.

Îòîáðàæåíèå óñòàíîâëåííûõ ïàðàìåòðîâ âìåñòî èçìåðåííûõ çíà÷åíèé
âîçìîæíî òîëüêî â òîì ñëó÷àå, êîãäà ïîâåðíóòà ðó÷êà èëè èçìåíåí ìåòîä
ñâàðêè.
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2.2 Ìåíþ âûáîðà

Èñïîëüçóéòå ìåíþ âûáîðà, ÷òîáû âûáðàòü ìåíþ
ñëåäóþùåãî óðîâíÿ, â êîòîðîå Âû õîòèòå ïåðåéòè: ìåíþ
ïðîöåññà, íàñòðîéêè, êîíôèãóðèðîâàíèÿ èëè ïàìÿòè.

Ìåíþ ïðîöåññà
Èñïîëüçóéòå ýòî
ìåíþ äëÿ èçìåíåíèÿ
óñëîâèé ñâàðêè, òèïà
ìàòåðèàëà è ò.ï.

Ìåíþ íàñòðîéêè
Èñïîëüçóéòå ýòî
ìåíþ, ÷òîáû çàäàòü
ïàðàìåòðû ñâàðêè,
òàêèå êàê
ïðåäâàðèòåëüíàÿ
ïîäà÷à çàùèòíîãî
ãàçà, âðåìÿ ãîðÿ÷åãî
ïóñêà, âðåìÿ
çàïîëíåíèÿ êðàòåðà è
ò. ï.

Ìåíþ
êîíôèãóðèðîâàíèÿ
Èñïîëüçóéòå ýòî
ìåíþ, ÷òîáû
èçìåíèòü ÿçûê,
åäèíèöû èçìåðåíèÿ
è ò. ï.

Ìåíþ ïàìÿòè
Èñïîëüçóéòå ýòî
ìåíþ, ÷òîáû
ñîõðàíèòü, âûçâàòü
è/èëè ñòåðåòü
çàïèñàííûå â ïàìÿòü
ïàðàìåòðû ñâàðêè.
Âñåãî ïðåäóñìîòðåíî
äåñÿòü ÿ÷ååê ïàìÿòè
äëÿ õðàíåíèÿ äàííûõ
ñâàðêè.
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1) Â íèæåñëåäóþùåé òàáëèöå ïðèâåäåíû äèàìåòðû ýëåêòðîäîâ, êîòîðûå ìîæíî âûáðàòü
â ìåíþ íàñòðîéêè ïðîöåññà äëÿ ñâàðêè MIG/MAG ñ ïðèìåíåíèåì ôóíêöèè
ñèíåðãèè.

Òèï ïðîâîëîêè Çàùèòíûé ãàç Äèàìåòð ïðîâîëîêè

Íèçêîëåãèðîâàííàÿ èëè íåëåãèðîâàííàÿ
öåëüíàÿ ïðîâîëîêà (Fe)

Ar + 18% CO2
Ar + 8% CO2

0,8 1,0 1,2
0,8 1,0 1,2

Öåëüíàÿ ïðîâîëîêà èç íåðæàâåþùåé ñòàëè
(Ss)

Ar + 2% CO2
Ar+3%CO21%H

0,8 1,0 1,2
0,8 1,0 1,2

Àëþìèíèåâàÿ ïðîâîëîêà, ëåãèðîâàííàÿ
ìàãíèåì (AlMg)

Ar 1,0 1,2 1,6

Àëþìèíèåâàÿ ïðîâîëîêà, ëåãèðîâàííàÿ
êðåìíèåì (AlSi)

Ar 1,0 1,2 1,6

Ïðîâîëîêà ñ ñåðäöåâèíîé èç ïîðîøêîâîãî
ìåòàëëà (Fe)

Ar + 18% CO2 1,2 1,4 1,6

Ïðîâîëîêà ñ ñåðäöåâèíîé èç ðóòèëîâîãî
ôëþñà (Fe)

Ar + 18% CO2 1,2 1,4 1,6

Ïðîâîëîêà ñ ñåðäöåâèíîé èç îñíîâíîãî
ôëþñà (Fe)

Ar + 18% CO2 1,2 1,4 1,6

2) Â íèæåñëåäóþùåé òàáëèöå ïðèâåäåíû äèàìåòðû ýëåêòðîäîâ, êîòîðûå ìîæíî âûáðàòü
â ìåíþ äëÿ èìïóëüñíîé ñâàðêè MIG/MAG.

Òèï ïðîâîëîêè Çàùèòíûé ãàç Äèàìåòð ïðîâîëîêè

Íèçêîëåãèðîâàííàÿ èëè íåëåãèðîâàííàÿ
öåëüíàÿ ïðîâîëîêà (Fe)

Ar + 18% CO2
Ar + 8% CO2

0,8 1,0 1,2
0,8 1,0 1,2

Öåëüíàÿ ïðîâîëîêà èç íåðæàâåþùåé ñòàëè
(Ss)

Ar + 2% CO2
Ar+3%CO21%H

0,8 1,0 1,2
0,8 1,0 1,2

Àëþìèíèåâàÿ ïðîâîëîêà, ëåãèðîâàííàÿ
ìàãíèåì (AlMg)

Ar 1,0 1,2 1,6

Àëþìèíèåâàÿ ïðîâîëîêà, ëåãèðîâàííàÿ
êðåìíèåì (AlSi)

Ar 1,0 1,2 1,6

3) Â íèæåñëåäóþùåé òàáëèöå ïðèâåäåíû äèàìåòðû ýëåêòðîäîâ, êîòîðûå ìîæíî âûáðàòü
â ìåíþ ïðîöåññà ñâàðêè MMA.

Òèï ýëåêòðîäà Äèàìåòð ýëåêòðîäà

ñ îñíîâíûì ïîêðûòèåì 1,6 2,0 2,5 3,2 4,0 4,5 5,0 5,6 6,0 7,0

ðóòèëîâûé 1,6 2,0 2,5 3,2 4,0 4,5 5,0 5,6 6,0 7,0

ñ öåëëþëîçíûì ïîêðûòèåì 2,0 2,5 3,2 4,0 4,5 5,0 5,6 6,0

4) äëÿ âîçäóøíî-äóãîâîé ñòðîæêè

4,0 5,0 6,0 7,0 8,0

5) Òåêñò íà äèñïëåéíîé ïàíåëè ìîæåò âûâîäèòüñÿ íà ñëåäóþùèõ ÿçûêàõ:

øâåäñêîì, äàòñêîì, íîðâåæñêîì, ôèíñêîì, àíãëèéñêîì, íåìåöêîì, ãîëëàíäñêîì,
ôðàíöóçñêîì, èñïàíñêîì (êàñòèëüñêîì), èòàëüÿíñêîì, ïîðòóãàëüñêîì, ïîëüñêîì,
÷åøñêîì, âåíãåðñêîì, òóðåöêîì è àíãëèéñêîì (ÑØÀ).
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3 ÑÂÀÐÊÀ MIG/MAG

Ïðè ñâàðêå MIG/MAG ýëåêòðè÷åñêàÿ äóãà ðàñïëàâëÿåò ïðèñàäî÷íóþ ïðîâîëîêó
(ýëåêòðîä), êîòîðàÿ íåïðåðûâíî ïîäàåòñÿ â çîíó ñâàðêè; ïðè ýòîì çîíà
ïëàâëåíèÿ çàùèùåíà ñðåäîé èç çàùèòíîãî ãàçà.

Èñïîëüçîâàíèå èìïóëüñíîãî òîêà âëèÿåò íà ïðîöåññ ïåðåíîñà êàïåëü ðàñïëàâà
ñ ïðîâîëîêè íà äåòàëü, ïîçâîëÿÿ ïîëó÷èòü óñòîé÷èâóþ äóãó áåç ðàçáðûçãèâàíèÿ
äàæå ïðè íèçêîé âåëè÷èíå ñâàðî÷íîãî òîêà.

3.1 Ïàðàìåòðû

Ñâàðêà MIG/MAG â îáû÷íîì ðåæèìå (áåç èìïóëüñíîãî òîêà)

Ïàðàìåòðû Äèàïàçîí óñòàâîê Ñ øàãîì Óñòàâêà ïî
óìîë÷àíèþ

2/4-øàãîâîå 1) 2-øàãîâîå èëè
4-øàãîâîå

- 2-øàãîâîå

Çàïîëíåíèå êðàòåðà ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (”Âûêë.”)

Âðåìÿ çàïîëíåíèÿ
êðàòåðà

0 - 5 ñ 0,1 ñ 1,0 ñ

Ãîðÿ÷èé ïóñê ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (”Âûêë.”)

Âðåìÿ ãîðÿ÷åãî ïóñêà 0 -10 ñ 0,1 ñ 1,5 ñ
Çàïóñê ìåäëåííîé
ïîäà÷è

ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- ON (”Âûêë.”)

Ïðîäóâêà ãàçà 1) - - -
Õîëîäíàÿ ïîäà÷à
ïðîâîëîêè

- - -

Ñèíåðãèÿ ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- ON 2) (”Âêë.”)

Èíäóêòèâíîñòü 0 - 100 1 70
Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ äóãè

0,1 - 25 ñ 0,1 ñ 0,1 ñ

Âðåìÿ ïîñëåãîðåíèÿ 0 - 0,35 ñ 0,01 ñ 0,10 ñ
Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

0,1 - 20 ñ 1 ñ 1 ñ

Òî÷å÷íàÿ ñâàðêà ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (“Âûêë.”)

Ïðîäîëæèòåëüíîñòú
òî÷å÷íàÿ ñâàðêà

0,1 - 25 s 0,1 s 0,1 s

Íàïðÿæåíèå 8 - 60 0,25 Â
(èíäèöèðóåòñÿ ñ
îäíèì çíàêîì
ïîñëå çàïÿòîé)

îòêëîíåíèå
ñèíåðãèè ¦ 0

Ñêîðîñòü ïîäà÷è
ïðîâîëîêè

0,8 - 25,0 ì/ìèí 2 ë/ìèí 5 ì/ìèí

Ïàðàìåòðû ïóñêà OFF (“Âûêë.”)
ON (“Âêë.”) èëè
ARC OFF (“Äóãà âûêë.”)

- DISABLE
(“Îòêëþ÷åíî”)

Ðàçìåðû METRIC (“Ìåòðè÷åñêèå”)
èëè INCH (“Äþéìû”)

- METRIC
(“Ìåòðè÷åñêèå”)

Âêëþ÷åíèå ïàíåëè OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- ON (”Âûêë.”)
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Ïàðàìåòðû Óñòàâêà ïî
óìîë÷àíèþ

Ñ øàãîìÄèàïàçîí óñòàâîê

Àâòîìàòè÷åñêîå
ñîõðàíåíèå 3)

OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Óñòðîéñòâî ïîäà÷è ñ
êîíòðîëèðóåìûì
íàïðÿæåíèåì äóãè 3)

OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Ïðåäåëüíûå çíà÷åíèÿ 3) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Çàùèòíûé êîä 3) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

1) Ýòè ôóíêöèè íåëüçÿ èçìåíèòü â ïðîöåññå ñâàðêè.
2) Ñèíåðãè÷åñêàÿ ëèíèÿ ïðè ïîñòàâêå: öåëüíàÿ ïðîâîëîêà (Fe), çàùèòíûé ãàç CO2 ñ
ïðîâîëîêîé 0,8 ìì.
3)Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó èíæåíåðó
ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

Ñâàðêà MIG/MAG èìïóëüñíûì òîêîì

Ïàðàìåòðû Äèàïàçîí óñòàâîê Ñ øàãîì Óñòàâêà ïî
óìîë÷àíèþ

2/4-øàãîâîå 1) 2-øàãîâîå èëè
4-øàãîâîå

- 2-øàãîâîå

Çàïîëíåíèå êðàòåðà ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (”Âûêë.”)

Âðåìÿ çàïîëíåíèÿ
êðàòåðà

0 - 5 ñ 0,1 ñ 1,0 ñ

Ãîðÿ÷èé ïóñê ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (”Âûêë.”)

Âðåìÿ ãîðÿ÷åãî ïóñêà 0 - 10 ñ 0,1 ñ 1,5 ñ

Çàïóñê ìåäëåííîé
ïîäà÷è

ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- ON (”Âûêë.”)

Ïðîäóâêà ãàçà 1) - - -

Õîëîäíàÿ ïîäà÷à
ïðîâîëîêè*

- - -

Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ äóãè

0,1 - 25 ñ 0,1 ñ 0,1 ñ

Âðåìÿ ïîñëåãîðåíèÿ 0 - 35 ñ 0,01 ñ 0,10 ñ

Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

0 - 20 ñ 1 ñ 1 ñ

Òî÷å÷íàÿ ñâàðêà ON (”Âêë.”) èëè OFF
(”Âûêë.”)

- OFF (“Âûêë.”)

Ïðîäîëæèòåëüíîñòú
òî÷å÷íàÿ ñâàðêà

0,1 - 25 s 0,1 s 0,1 s

Íàïðÿæåíèå 8 - 60 0,25 Â
(èíäèöèðóåòñÿ ñ
îäíèì çíàêîì
ïîñëå çàïÿòîé)

îòêëîíåíèå
ñèíåðãèè ¦ 0

Ñêîðîñòü ïîäà÷è
ïðîâîëîêè

0,8 - 25,0 ì/ìèí 2 ë/ìèí 5 ì/ìèí

Ïàðàìåòðû ïóñêà OFF (“Âûêë.”)
ON (“Âêë.”) èëè
ARC OFF (“Äóãà âûêë.”)

- DISABLE
(“Îòêëþ÷åíî”)
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Ïàðàìåòðû Óñòàâêà ïî
óìîë÷àíèþ

Ñ øàãîìÄèàïàçîí óñòàâîê

Ðàçìåðû METRIC (“Ìåòðè÷åñêèå”)
èëè INCH (“Äþéìû”)

- METRIC
(“Ìåòðè÷åñêèå”)

Âêëþ÷åíèå ïàíåëè OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- ON (”Âûêë.”)

Àâòîìàòè÷åñêîå
ñîõðàíåíèå 2)

OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Óñòðîéñòâî ïîäà÷è ñ
êîíòðîëèðóåìûì
íàïðÿæåíèåì äóãè 2)

OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Ïðåäåëüíûå çíà÷åíèÿ 2) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Çàùèòíûé êîä 2) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

1) Ýòè ôóíêöèè íåëüçÿ èçìåíèòü â ïðîöåññå ñâàðêè.
2)Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó èíæåíåðó
ïî îáñëóæèâàíèþ êîìïàíèè ESAB.
Ñèíåðãè÷åñêàÿ ëèíèÿ ïðè ïîñòàâêå: öåëüíàÿ ïðîâîëîêà (Fe), çàùèòíûé ãàç Ar 8% CO2 ñ
ïðîâîëîêîé 1,0 ìì.

2-øàãîâîå

Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ äóãè

Ãîðÿ÷è
é
ïóñê

Ñâàðêà Çàïîëíå
íèå
êðàòåðà

Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

Ðàáîòàåò ïðè èñïîëüçîâàíèè 2-øàãîâîãî óïðàâëåíèÿ ñâàðî÷íûì ïèñòîëåòîì.

Ïðè 2-øàãîâîì ðåæèìå óïðàâëåíèÿ ïîñëå íàæàòèÿ ïóñêîâîãî âûêëþ÷àòåëÿ
íà÷èíàåòñÿ ïðåäâàðèòåëüíàÿ ïîäà÷à çàùèòíîãî ãàçà (åñëè òàêîâàÿ
èñïîëüçóåòñÿ), à çàòåì âîçáóæäàåòñÿ ýëåêòðè÷åñêàÿ äóãà (1). Ïðè îòïóñêàíèè
ïóñêîâîãî âûêëþ÷àòåëÿ (2) íà÷èíàåòñÿ çàïîëíåíèå êðàòåðà (åñëè òàêîâîå
âêëþ÷åíî), äóãà ãàñèòñÿ è íà÷èíàåòñÿ ïîñëåïîäà÷à çàùèòíîãî ãàçà (åñëè
òàêîâàÿ çàäàíà).

ÑÎÂÅÒ: Åñëè ïîâòîðíî íàæàòü ïóñêîâîé âûêëþ÷àòåëü ñâàðî÷íîãî ïèñòîëåòà
âî âðåìÿ çàïîëíåíèÿ êðàòåðà, òî ïðîöåññ ñâàðêè ìîæíî ïðîäîëæèòü â
òå÷åíèå òðåáóåìîãî âðåìåíè (ïîêàçàí ïóíêòèðíîé ëèíèåé), èñïîëüçóÿ
ïàðàìåòðû, çàäàííûå äëÿ ôóíêöèè çàïîëíåíèÿ êðàòåðà. Ìîæíî òàêæå
ïðåðâàòü çàïîëíåíèå êðàòåðà, áûñòðî íàæàâ è îòïóñòèâ ïóñêîâîé
âûêëþ÷àòåëü ïî õîäó çàïîëíåíèÿ.

- Àêòèâèçàöèÿ 2-øàãîâîãî ðåæèìà â ãëàâíîì ìåíþ.
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4-øàãîâîå

Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ
äóãè

Ãîðÿ÷è
é
ïóñê

Ñâàðêà Çàïîëíåíè
å êðàòåðà

Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

Ðàáîòàåò ïðè èñïîëüçîâàíèè 4-øàãîâîãî óïðàâëåíèÿ ñâàðî÷íûì ïèñòîëåòîì.

Ïðè 4-øàãîâîì ðåæèìå óïðàâëåíèÿ ïîñëå íàæàòèÿ ïóñêîâîãî âûêëþ÷àòåëÿ
íà÷èíàåòñÿ ïðåäâàðèòåëüíàÿ ïîäà÷à çàùèòíîãî ãàçà (åñëè òàêîâàÿ âêëþ÷åíà)
(1). Ïðè îòïóñêàíèè âûêëþ÷àòåëÿ íà÷íåòñÿ ïðîöåññ ñâàðêè. ×òîáû çàâåðøèòü
ïðîöåññ ñâàðêè, ñâàðùèê ñíîâà íàæèìàåò ïóñêîâîé âûêëþ÷àòåëü (3). Ïðè
ýòîì íà÷èíàåòñÿ çàïîëíåíèå êðàòåðà (åñëè òàêîâîå âêëþ÷åíî), à ñâàðî÷íûé
òîê ñíèæàåòñÿ äî áîëåå íèçêîé âåëè÷èíû. Ïðè ïîâòîðíîì îòïóñêàíèè
ïóñêîâîãî âûêëþ÷àòåëÿ (4) äóãà ãàñèòñÿ, è íà÷èíàåòñÿ ïîñëåïîäà÷à çàùèòíîãî
ãàçà.

ÑÎÂÅÒ: Çàïîëíåíèå êðàòåðà ïðåêðàùàåòñÿ, êîãäà îòïóùåí ïóñêîâîé
âûêëþ÷àòåëü. Åñëè óäåðæèâàòü âûêëþ÷àòåëü íàæàòûì, òî ïðîöåññ ñâàðêè
ïðîäîëæèòñÿ ïðè áîëåå íèçêèõ çíà÷åíèÿõ ïàðàìåòðîâ, çàäàííûõ â ôóíêöèè
çàïîëíåíèÿ êðàòåðà (ïóíêòèðíàÿ ëèíèÿ).

- Àêòèâèçàöèÿ 4-øàãîâîãî ðåæèìà â ãëàâíîì ìåíþ.

Çàïîëíåíèå êðàòåðà

Çàïîëíåíèå êðàòåðà ïîçâîëÿåò ïðåäîòâðàòèòü îáðàçîâàíèå ïîð, òåðìè÷åñêîå
ðàñòðåñêèâàíèå è îáðàçîâàíèå êðàòåðà â ñâàðíîì øâå, êîãäà ïðîöåññ ñâàðêè
ïðåêðàùàåòñÿ.

- Íàñòðîéêà ïðîäîëæèòåëüíîñòè çàïîëíåíèÿ êðàòåðà â ìåíþ íàñòðîéêè.

Ãîðÿ÷èé ïóñê

“Ãîðÿ÷èé ïóñê ” óâåëè÷èâàåò ñâàðî÷íûé òîê íà ðåãóëèðóåìîå âðåìÿ â íà÷àëå
ïðîöåññà ñâàðêè, ñíèæàÿ òåì ñàìûì ðèñê ïëîõîãî ñïëàâëåíèÿ â íà÷àëå øâà.

- Íàñòðîéêà ïðîäîëæèòåëüíîñòè ãîðÿ÷åãî ïóñêà â ìåíþ íàñòðîéêè.

Çàïóñê ìåäëåííîé ïîäà÷è

Ôóíêöèÿ çàïóñêà ìåäëåííîé ïîäà÷è ñíèæàåò íà÷àëüíóþ ñêîðîñòü ïîäà÷è
ïðîâîëîêè äî ïîëîâèíû çàäàííîé ñêîðîñòè äî òîãî ìîìåíòà, ïîêà ïðîâîëîêà
íå êîñíåòñÿ ñâàðèâàåìîé äåòàëè.

- Àêòèâèçàöèÿ çàïóñêà ìåäëåííîé ïîäà÷è â ãëàâíîì ìåíþ.
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Ïðîäóâêà ãàçà

Ôóíêöèÿ ïðîäóâêè ãàçà èñïîëüçóåòñÿ, ÷òîáû èçìåðèòü ðàñõîä ãàçà ëèáî
ïðîäóòü ãàçîâûå øëàíãè äëÿ óäàëåíèÿ èç íèõ âîçäóõà èëè âëàãè ïåðåä òåì,
êàê íà÷àòü ïðîöåññ ñâàðêè. Îíà ðàáîòàåò äî òåõ ïîð, ïîêà âûêëþ÷àòåëü
óäåðæèâàåòñÿ íàæàòûì, ïðè ýòîì áëîêèðóåòñÿ ïîäà÷à íàïðÿæåíèÿ è çàïóñê
ïîäà÷è ïðîâîëîêè.

- Àêòèâèçàöèÿ ïðîäóâêè ãàçà â ãëàâíîì ìåíþ.

Õîëîäíàÿ ïîäà÷à ïðîâîëîêè

Õîëîäíàÿ ïîäà÷à ïðîâîëîêè èñïîëüçóåòñÿ, ÷òîáû íà÷àòü ïîäà÷ó ïðîâîëîêè
áåç âîçáóæäåíèÿ ýëåêòðè÷åñêîé äóãè. Ïðîâîëîêà ïîäàåòñÿ äî òåõ ïîð, ïîêà
âûêëþ÷àòåëü óäåðæèâàåòñÿ íàæàòûì.

- Àêòèâèçàöèÿ õîëîäíîé ïîäà÷è ïðîâîëîêè ãàçà â ãëàâíîì ìåíþ.

Ñèíåðãèÿ

Äëÿ êàæäîé êîìáèíàöèè òèïà ïðîâîëîêè, äèàìåòðà ïðîâîëîêè è ñìåñè ãàçîâ
òðåáóåòñÿ óíèêàëüíîå ñîîòíîøåíèå ìåæäó ñêîðîñòüþ ïîäà÷è ïðîâîëîêè è
íàïðÿæåíèåì (äëèíîé äóãè), ÷òîáû îáåñïå÷èòü óñòîé÷èâîñòü äóãè.
Íàïðÿæåíèå äóãè (äëèíà äóãè) àâòîìàòè÷åñêè êîíòðîëèðóåòñÿ â ñîîòâåòñòâèè ñ
çàðàíåå çàïðîãðàììèðîâàííûì ãðàôèêîì ñèíåðãèè, êîòîðûé áûë âûáðàí
ñâàðùèêîì, ÷òî ïîçâîëÿåò ãîðàçäî áûñòðåå è ëåã÷å íàõîäèòü îïòèìàëüíûå
ïàðàìåòðû ñâàðêè. Ýòî ñîîòíîøåíèå ìåæäó ñêîðîñòüþ ïîäà÷è ïðîâîëîêè è
äðóãèìè ïàðàìåòðàìè ñâàðêè íàçûâàåòñÿ õàðàêòåðèñòèêîé èëè ãðàôèêîì
ñèíåðãèè.

Ðåæèì ñèíåðãèè âêëþ÷åí: â ãëàâíîì ìåíþ
îòîáðàæàåòñÿ çàäàííàÿ ñêîðîñòü ïîäà÷è
ïðîâîëîêè, à òàêæå ïîëîæèòåëüíîå è
îòðèöàòåëüíîå îòêëîíåíèå îò íàïðÿæåíèÿ
ñèíåðãè÷åñêîé ëèíèè.

Ïîëîæèòåëüíîå îòêëîíåíèå îòîáðàæàåòñÿ ïðè ïîìîùè ïîëîñû íàä
ñèìâîëàìè SYN, à îòðèöàòåëüíîå îòêëîíåíèå - ïîä ýòèìè ñèìâîëàìè.

Ðåæèì ñèíåðãèè îòêëþ÷åí: â ãëàâíîì ìåíþ îòîáðàæàþòñÿ çàäàííûå çíà÷åíèÿ
íàïðÿæåíèÿ è ñêîðîñòè ïîäà÷è ïðîâîëîêè.

- Àêòèâèçàöèÿ ðåæèìà ñèíåðãèè â ãëàâíîì ìåíþ.

Êîìïëåêò ñèíåðãè÷åñêèõ ëèíèé

Ïîñòàâëÿåìûé ñ àïïàðàòîì êîìïëåêò ñèíåðãè÷åñêèõ ëèíèé, èìåþùèé
íàçâàíèå “”Òèïîâûå ñèíåðãè÷åñêèå ëèíèè”” , ñîäåðæèò 33 íàèáîëåå ÷àñòî
èñïîëüçóåìûå ñèíåðãè÷åñêèå ëèíèè.

Èìååòñÿ òàêæå âîçìîæíîñòü çàêàçàòü äðóãèå êîìïëåêòû ñèíåðãè÷åñêèõ ëèíèé,
íî èõ ìîíòàæ äîëæåí âûïîëíÿòü óïîëíîìî÷åííûé èíæåíåð ïî îáñëóæèâàíèþ
ESAB.

RU



bi08migr4 -- 15 --

Èíäóêòèâíîñòü

Ïðè âûñîêîé èíäóêòèâíîñòè ïîëó÷àåòñÿ áîëåå òåêó÷èé ñâàðíîé øîâ ñ
ìåíüøèì ðàçáðûçãèâàíèåì. Ïðè íèçêîé èíäóêòèâíîñòè ïîëó÷àþòñÿ áîëåå
ðåçêèé çâóê è áîëåå ñòàáèëüíàÿ ïëîòíàÿ äóãà.

- Íàñòðîéêà èíäóêòèâíîñòè â ìåíþ íàñòðîéêè.

Ïîäà÷à ãàçà äî âîçáóæäåíèÿ äóãè

Ïîäà÷à ãàçà äî âîçáóæäåíèÿ äóãè îçíà÷àåò âðåìÿ, â òå÷åíèå êîòîðîãî
ïðîèçâîäèòñÿ ïîäà÷à çàùèòíîãî ãàçà äî òîãî, êàê áóäåò âîçáóæäåíà äóãà.

- Íàñòðîéêà ïðîäîëæèòåëüíîñòè ïîäà÷è ãàçà äî âîçáóæäåíèÿ äóãè - â ìåíþ
íàñòðîéêè.

Âðåìÿ ïîñëåãîðåíèÿ

Âðåìÿ ïîñëåãîðåíèÿ ýòî çàäåðæêà ìåæäó ìîìåíòîì âðåìåíè, êîãäà áëîê
ïîäà÷è ïðîâîëîêè íà÷èíàåò îñòàíàâëèâàòü ïîäà÷ó ïðîâîëîêè, è ìîìåíòîì,
êîãäà èñòî÷íèê ïèòàíèÿ ïðåêðàùàåò ïîäà÷ó ñâàðî÷íîãî òîêà. Ïðè ñëèøêîì
ìàëîì âðåìåíè ïîñëåãîðåíèÿ ïîñëå çàâåðøåíèÿ ñâàðêè îñòàåòñÿ äëèííûé
âûñòóïàþùèé êîíåö ïðèñàäî÷íîé ïðîâîëîêè, ÷òî ñîçäàåò ðèñê âïëàâëåíèÿ
ïðîâîëîêè â òâåðäåþùèé ñâàðî÷íûé øîâ. Ñ äðóãîé ñòîðîíû, ïðè ñëèøêîì
áîëüøîì âðåìåíè ïîñëåãîðåíèÿ óêîðà÷èâàåòñÿ âûñòóïàþùèé êîíåö
ïðîâîëîêè äî òàêîé ñòåïåíè, ÷òî ýòî ñîçäàåò ðèñê òîãî, ÷òî â ñëåäóþùèé ðàç
ïðè íà÷àëå ñâàðêè äóãà âîçíèêíåò íà êîíòàêòíîì êîíöå ñâàðî÷íîãî ïèñòîëåòà.

- Íàñòðîéêà ïðîäîëæèòåëüíîñòè ïîñëåãîðåíèÿ â ìåíþ íàñòðîéêè.

Ïîñëåïîäà÷à çàùèòíîãî ãàçà

Ïîñëåïîäà÷à çàùèòíîãî ãàçà - ýòî âðåìÿ, â òå÷åíèå êîòîðîãî ïðîäîëæàåòñÿ
ïîäà÷à çàùèòíîãî ãàçà ïîñëå òîãî, êàê äóãà ïîãàøåíà.

- Íàñòðîéêà ïðîäîëæèòåëüíîñòè ïîñëåïîäà÷è çàùèòíîãî ãàçà â ìåíþ
íàñòðîéêè.

Èçìåíåíèå äàííûõ ïóñêà

Ýòà ôóíêöèÿ ïîçâîëÿåò äâîéíûì ùåë÷êîì íà ïóñêîâîì âûêëþ÷àòåëå
ñâàðî÷íîãî ïèñòîëåòà ïåðåêëþ÷àòüñÿ íà ðàçíûå íàáîðû óñòàíîâëåííûõ
ïàðàìåòðîâ ñâàðêè.

Òàêîå ïåðåêëþ÷åíèå îñóùåñòâëÿåòñÿ ìåæó ÿ÷åéêàìè ïàìÿòè 1, 2 è 3 (ñì. ãëàâó
8 “Óïðàâëåíèå ïàìÿòüþ”). Åñëè â ÿ÷åéêå ïàìÿòè 2 äàííûå îòñóòñòâóþò, òî
ïåðåêëþ÷åíèå îñóùåñòâëÿåòñÿ òîëüêî ìåæäó ÿ÷åéêàìè 1 è 3.

ON (“Âêë.”) - Ïåðåêëþ÷åíèå ìåæäó ÿ÷åéêàìè ïàìÿòè ìîæåò èìåòü ìåñòî äî,
ïîñëå èëè âî âðåìÿ ñâàðêè.

ARC OFF (“Äóãà âûêë.”) - Ïåðåêëþ÷åíèå ìåæäó ÿ÷åéêàìè ïàìÿòè ìîæåò èìåòü
ìåñòî òîëüêî äî èëè ïîñëå ñâàðêè.

- Àêòèâèçàöèÿ ïåðåêëþ÷åíèÿ äàííûõ ïóñêà â ìåíþ êîíôèãóðèðîâàíèÿ.
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Óñòðîéñòâî ïîäà÷è ñ êîíòðîëèðóåìûì íàïðÿæåíèåì äóãè

Ïðè àêòèâèçàöèè ýòîé ôóíêöèè ñòàíîâèòñÿ âîçìîæíûì èñïîëüçîâàíèå
óñòðîéñòâà ïîäà÷è ñ êîíòðîëèðóåìûì íàïðÿæåíèåì äóãè èëè ñ âûêëþ÷åíèåì
äóãè, êîãäà íàïðÿæåíèå äóãè îò èñòî÷íèêà ïèòàíèÿ èñïîëüçóåòñÿ äëÿ ïèòàíèÿ
áëîêà ïîäà÷è.

Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó
èíæåíåðó ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

- Àêòèâèçàöèÿ ôóíêöèè óñòðîéñòâà ïîäà÷è ñ êîíòðîëèðóåìûì íàïðÿæåíèåì
äóãè âûïîëíÿåòñÿ â ìåíþ êîíôèãóðàöèè.

Òî÷å÷íàÿ ñâàðêà

Åñëè âû õîòèòå ïðîèýâåñòè òî÷å÷íóþ ñâàðêó òîíêèõ ìåòàëëè÷åñêèõ ëèñòîâ,
Spot welding (âûáåðèòå ðåæèì)

- Âêëþ ÷åíèå è íàñòðîéêà ðåæèìà òî÷å÷íîé ñâàðêè ïðîèçâîäèòñÿ â ìåíþ
setting menu (ìåíþ íàñòðîåê).

Íàïðÿæåíèå

×åì âûøå íàïðÿæåíèå, òåì äëèííåå äóãà, à òàêæå âûøå òåìïåðàòóðà è
áîëüøå ðàçìåð çîíû ñâàðêè.

Íåçàâèñèìî îò òîãî, êàêîå ìåíþ îòîáðàæàåòñÿ, óñòàíîâëåííîå çíà÷åíèå
íàïðÿæåíèÿ âñåãäà ìîæíî èçìåíèòü. Ýòî çíà÷åíèå îòîáðàæàåòñÿ â ãëàâíîì
ìåíþ èëè â ìåíþ âûáîðà.

Ñêîðîñòü ïîäà÷è ïðîâîëîêè

Ñêîðîñòü ïîäà÷è ïðîâîëîêè ýòî ñêîðîñòü, ñ êîòîðîé ïîäàåòñÿ ïðèñàäî÷íàÿ
ïðîâîëîêà, âûðàæåííàÿ â ì/ìèí.

Íåçàâèñèìî îò òîãî, êàêîå ìåíþ îòîáðàæàåòñÿ, óñòàíîâëåííîå çíà÷åíèå
ñêîðîñòè ïîäà÷è ïðîâîëîêè âñåãäà ìîæíî èçìåíèòü. Ýòî çíà÷åíèå
îòîáðàæàåòñÿ â ãëàâíîì ìåíþ èëè â ìåíþ âûáîðà.
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4 ÑÂÀÐÊÀ TIG

Äëÿ ñâàðêè íåïëàâÿùèìñÿ ýëåêòðîäîì (TIG) èñïîëüçóåòñÿ âîëüôðàìîâûé
ýëåêòðîä, íà êîòîðîì âîçáóæäàåòñÿ ýëåêòðè÷åñêàÿ äóãà, ðàñïëàâëÿþùàÿ
ñâàðèâàåìóþ äåòàëü. Çîíà ñâàðêè è ñàì ýëåêòðîä çàùèùåíû ñðåäîé èç
çàùèòíîãî ãàçà.

Èìïóëüñíûé òîê èñïîëüçóåòñÿ äëÿ òîãî, ÷òîáû äàòü áîëüøå êîíòðîëÿ íàä
çîíîé ñâàðêè è îòâåðäåíèåì øâà. ×àñòîòà èìïóëüñîâ äîñòàòî÷íî íèçêà,
÷òîáû îáåñïå÷èòü íà÷àëî îòâåðæäåíèÿ ÷àñòè çîíû ñâàðêè ìåæäó
èìïóëüñàìè. Èìïóëüñíûé ðåæèì èìååò ÷åòûðå êîíòðîëèðóåìûõ ïàðàìåòðà:
äëèòåëüíîñòü èìïóëüñà, äëèòåëüíîñòü òîêà ôîíà, âåëè÷èíà èìïóëüñíîãî òîêà
è âåëè÷èíà ôîíîâîãî òîêà.

4.1 Ïàðàìåòðû

Ñâàðêà TIG â îáû÷íîì ðåæèìå (áåç èìïóëüñíîãî òîêà)

Ïàðàìåòðû Äèàïàçîí óñòàâîê Ñ øàãîì Óñòàâêà ïî óìîë÷àíèþ

2/4-øàãîâîå 1) 2-øàãîâîå èëè
4-øàãîâîå

- 2-øàãîâîå

HF/Lift Arc HF èëè Lift Arc - HF
Ïðîäóâêà ãàçà 1) - -
Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ äóãè

0 - 5 ñ 0,1 ñ 0,5 ñ

Âðåìÿ óâåëè÷åíèÿ òîêà 0 - 5 ñ 0,1 ñ 0,0 ñ
Âðåìÿ óìåíüøåíèÿ òîêà 0 - 10 ñ 0,1 ñ 2,0 ñ
Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

0 - 25 ñ 0,1 ñ 5,0 ñ

Òîê 2) 4 - 500 A 1 A 100 A
Ïàðàìåòðû ïóñêà OFF (“Âûêë.”)

ON (“Âêë.”) èëè
ARC OFF (“Äóãà Âûêë.”)

- DISABLE (“Îòêëþ÷åíî”)

Ðàçìåðû METRIC (“Ìåòðè÷åñêèå”)
èëè INCH (“Äþéìû”)

- METRIC (“Ìåòðè÷åñêèå”)

Âêëþ÷åíèå ïàíåëè ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- ON (“Âêë.”)

Àâòîìàòè÷åñêèå
ñîõðàíåíèå 3)

ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

Ïðåäåëüíûå çíà÷åíèÿ
3)

ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

Çàùèòíûé êîä 3) ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

1) Ýòè ôóíêöèè íåëüçÿ èçìåíèòü â ïðîöåññå ñâàðêè.
2) Ìàêñèìàëüíàÿ âåëè÷èíà òîêà çàâèñèò îò òèïà èñïîëüçóåìîé ìàøèíû.
3)Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó èíæåíåðó
ïî îáñëóæèâàíèþ êîìïàíèè ESAB.
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Ñâàðêà TIG ñ èìïóëüñíûì òîêîì

Ïàðàìåòðû Äèàïàçîí óñòàâîê Ñ øàãîì Óñòàâêà ïî óìîë÷àíèþ

2/4-øàãîâîå 1) 2-øàãîâîå èëè
4-øàãîâîå

- 2-øàãîâîå

HF/Lift Arc HF èëè Lift Arc - HF
Ïðîäóâêà ãàçà 1) - -
Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ äóãè

0 - 5 ñ 0,1 ñ 0,5 ñ

Âðåìÿ óâåëè÷åíèÿ òîêà 0 - 5 ñ 0,1 ñ 0,0 ñ
Âðåìÿ óìåíüøåíèÿ òîêà 0 - 10 ñ 0,1 ñ 2,0 ñ
Ïîñëåïîäà÷à çàùèòíîãî
ãàçà

0 - 25 ñ 0,1 ñ 5,0 ñ

Äëèòåëüíîñòü èìïóëüñà 0,001 -0,1 ñ
0,1 -5 ñ

0,001 ñ
0,1 ñ

0,100 ñ

Äëèòåëüíîñòü ôîíîâîãî
òîêà

0,001 -0,1 ñ
0,1 - 1 ñ

0,001 ñ
0,1 ñ

0,200 ñ

Èìïóëüñíûé òîê 2) 4 - 500 A 1 A 100 A
Ôîíîâûé òîê 2) 4 - 500 A 1 A 25 A
Ïàðàìåòðû ïóñêà OFF (“Âûêë.”)

ON (“Âêë.”) èëè
ARC OFF (“Äóãà Âûêë.”)

- DISABLE (“Îòêëþ÷åíî”)

Ðàçìåðû METRIC (“Ìåòðè÷åñêèå”)
èëè INCH (“Äþéìû”)

- METRIC (“Ìåòðè÷åñêèå”)

Âêëþ÷åíèå ïàíåëè ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- ON (“Âêë.”)

Àâòîìàòè÷åñêèå
ñîõðàíåíèå 3)

ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

Ïðåäåëüíûå çíà÷åíèÿ 3) ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

Çàùèòíûé êîä 3) ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

1) Ýòè ôóíêöèè íåëüçÿ èçìåíèòü â ïðîöåññå ñâàðêè.
2) Ìàêñèìàëüíàÿ âåëè÷èíà òîêà çàâèñèò îò òèïà èñïîëüçóåìîé ìàøèíû.
3)Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó èíæåíåðó
ïî îáñëóæèâàíèþ êîìïàíèè ESAB.
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2-øàãîâîå

Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ
äóãè

Óâåëè÷
åíèå
òîêà

Óìåíüøåíèå
òîêà

Ïîñëåïîäà÷
à çàùèòíîãî
ãàçà

2-øàãîâîå óïðàâëåíèå ïóñêîâûì âûêëþ÷àòåëåì ñâàðî÷íîãî ïèñòîëåòà.

Ïðè 2-øàãîâîì ðåæèìå óïðàâëåíèÿ ïîñëå íàæàòèÿ ïóñêîâîãî âûêëþ÷àòåëÿ
íà÷èíàåòñÿ ïðåäâàðèòåëüíàÿ ïîäà÷à çàùèòíîãî ãàçà (åñëè òàêîâàÿ
èñïîëüçóåòñÿ), à çàòåì âîçáóæäàåòñÿ ýëåêòðè÷åñêàÿ äóãà (1). Òîê ïîâûøàåòñÿ
äî çàäàííîé âåëè÷èíû (â ñîîòâåòñòâèè ñ ôóíêöèåé ïîäúåìà, åñëè îíà
âêëþ÷åíà). Ïðè îòïóñêàíèè ïóñêîâîãî âûêëþ÷àòåëÿ (2) òîê ñáðàñûâàåòñÿ (èëè
íà÷èíàåò ñíèæàòüñÿ, åñëè âêëþ÷åíà ôóíêöèÿ ñíèæåíèÿ), è äóãà ãàñèòñÿ. Åñëè
ýòà ôóíêöèÿ âêëþ÷åíà, íà÷èíàåòñÿ ïîñëåïîäà÷à çàùèòíîãî ãàçà

- Àêòèâèçàöèÿ 2-øàãîâîãî ðåæèìà â ãëàâíîì ìåíþ.

4-øàãîâîå

Ïîäà÷à ãàçà äî
âîçáóæäåíèÿ
äóãè

Óâåëè÷
åíèå
òîêà

Óìåíüøåíèå
òîêà

Ïîñëåïîäà÷
à çàùèòíîãî
ãàçà

4-øàãîâîå óïðàâëåíèå ïóñêîâûì âûêëþ÷àòåëåì ñâàðî÷íîãî ïèñòîëåòà.

Ïðè 4-øàãîâîì ðåæèìå óïðàâëåíèÿ ïîñëå íàæàòèÿ ïóñêîâîãî âûêëþ÷àòåëÿ
íà÷èíàåòñÿ ïðåäâàðèòåëüíàÿ ïîäà÷à çàùèòíîãî ãàçà (åñëè òàêîâàÿ âêëþ÷åíà)
(1). Ïî îêîí÷àíèè âðåìåíè ïðåäâàðèòåëüíîé ïîäà÷è çàùèòíîãî ãàçà òîê
ïîâûøàåòñÿ äî íà÷àëüíîãî óðîâíÿ (íåñêîëüêî àìïåð), è âîçáóæäàåòñÿ
ýëåêòðè÷åñêàÿ äóãà. Ïðè îòïóñêàíèè ïóñêîâîãî âûêëþ÷àòåëÿ (2) òîê
ïîâûøàåòñÿ äî çàäàííîé âåëè÷èíû (ñ ïîñòåïåííûì ïîäúåìîì, åñëè âêëþ÷åíà
ôóíêöèÿ ïîäúåìà). Ïî îêîí÷àíèè ïðîöåññà ñâàðêè ñâàðùèê ñíîâà íàæèìàåò
ïóñêîâîé âûêëþ÷àòåëü (3), è òîê ñáðàñûâàåòñÿ îïÿòü äî íà÷àëüíîãî óðîâíÿ
(èëè ïîñòåïåííî ñíèæàåòñÿ, åñëè âêëþ÷åíà ýòà ôóíêöèÿ). Ïðè ïîâòîðíîì
îòïóñêàíèè ïóñêîâîãî âûêëþ÷àòåëÿ (4) äóãà ãàñèòñÿ, è íà÷èíàåòñÿ ïîñëåïîäà÷à
çàùèòíîãî ãàçà.

- Àêòèâèçàöèÿ 4-øàãîâîãî ðåæèìà â ãëàâíîì ìåíþ.

HF

Ôóíêöèÿ HF ïîçâîëÿåò âîçáóäèòü äóãó ñ ïîìîùüþ èñêðû, êîòîðàÿ âîçíèêàåò,
êîãäà âîëüôðàìîâûé ýëåêòðîä ïîäâåäåí íà îïðåäåëåííîå ðàññòîÿíèå ê
ñâàðèâàåìîé äåòàëè.

- Àêòèâèçàöèÿ ðåæèìà HF â ìåíþ ïðîöåññà.
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Lift Arc
Ôóíêöèÿ Lift Arc (”Ïîäíÿòü äóãó”) ïîçâîëÿåò âîçáóäèòü äóãó, êîãäà ýëåêòðîäîì
êàñàþòñÿ ñâàðèâàåìîé äåòàëè, à çàòåì ïðèïîäíèìàþò íàä íåé.

Âîçáóæäåíèå äóãè ñ ïîìîùüþ ôóíêöèè “Lift Arc”. Íà øàãå 1 ïîêàçàí ýëåêòðîä, íàõîäÿùèéñÿ
â êîíòàêòå ñî ñâàðèâàåìîé äåòàëüþ. Çàòåì íàæèìàþò ïóñêîâîé âûêëþ÷àòåëü (Øàã 2) è
ïîäàåòñÿ íåáîëüøîé òîê. Êîãäà ñâàðùèê ïðèïîäíèìàåò ñâàðî÷íûé ïèñòîëåò íàä
ïîâåðõíîñòüþ äåòàëè, âîçíèêàåò ýëåêòðè÷åñêàÿ äóãà (Øàã 3), â ðåçóëüòàòå ÷åãî òîê
àâòîìàòè÷åñêè ïîâûøàåòñÿ äî çàäàííîé âåëè÷èíû.
- Àêòèâèçàöèÿ “ðåæèìà Lift-Arc” â ìåíþ ïðîöåññà.

Ïðîäóâêà ãàçà
Èñïîëüçóéòå ôóíêöèþ ïðîäóâêè ãàçà, ÷òîáû èçìåðèòü ðàñõîä ãàçà ëèáî
ïðîäóòü ãàçîâûå øëàíãè äëÿ óäàëåíèÿ èç íèõ âîçäóõà è/èëè âëàãè, ïåðåä òåì
êàê íà÷àòü ïðîöåññ ñâàðêè. Ïðîäóâêà ïðîäîëæàåòñÿ äî òåõ ïîð, ïîêà
ïóñêîâîé âûêëþ÷àòåëü îñòàåòñÿ íàæàòûì, áëîêèðóÿ âêëþ÷åíèå ñâàðî÷íîãî
òîêà è çàïóñê ïîäà÷è ïðîâîëîêè.

- Àêòèâèçàöèÿ ïðîäóâêè ãàçà â ãëàâíîì ìåíþ.

Ïîäà÷à ãàçà äî âîçáóæäåíèÿ äóãè
Ïîäà÷à ãàçà äî âîçáóæäåíèÿ äóãè îçíà÷àåò âðåìÿ, â òå÷åíèå êîòîðîãî
ïðîèçâîäèòñÿ ïîäà÷à çàùèòíîãî ãàçà äî òîãî, êàê áóäåò âîçáóæäåíà äóãà.

- Íàñòðîéêà äëèòåëüíîñòè ïîäà÷è ãàçà äî âîçáóæäåíèÿ äóãè - â ìåíþ
íàñòðîéêè.

Ïîäúåì òîêà
“Óâåëè÷åíèå òîêà ” îçíà÷àåò, ÷òî íà÷àëüíûé òîê äóãè ïðè ñâàðêå TIG íåâåëèê è
ìåäëåííî ïîâûøàåòñÿ äî çàäàííîé âåëè÷èíû. Ýòî îáåñïå÷èâàåò áîëåå
ïëàâíûé ðàçîãðåâ âîëüôðàìîâîãî ýëåêòðîäà è äàåò ñâàðùèêó âðåìÿ
ïîçèöèîíèðîâàòü ýëåêòðîä è äóãó äî òîãî, êàê áóäåò ïîäàí ïîëíûé ñâàðî÷íûé
òîê.

- Íàñòðîéêà “ äëèòåëüíîñòè óâåëè÷åíèÿ òîêà” â ìåíþ íàñòðîéêè.

Óìåíüøåíèå òîêà
Ôóíêöèÿ “óìåíüøåíèÿ òîêà ” ïðè ñâàðêå TIG èñïîëüçóåòñÿ äëÿ òîãî, ÷òîáû íå
äîïóñòèòü âîçíèêíîâåíèÿ ðàñòðåñêèâàíèÿ êðàòåðà â êîíöå ïðîöåññà ñâàðêè.
Îíà ìåäëåííî ñíèæàåò òîê â òå÷åíèå ðåãóëèðóåìîãî ïðîìåæóòêà âðåìåíè.

- Íàñòðîéêà “ äëèòåëüíîñòè óìåíüøåíèÿ òîêà” â ìåíþ íàñòðîéêè.

Ïîñëåïîäà÷à çàùèòíîãî ãàçà
Ïîñëåïîäà÷à çàùèòíîãî ãàçà � ýòî âðåìÿ, â òå÷åíèå êîòîðîãî ïðîäîëæàåòñÿ
ïîäà÷à çàùèòíîãî ãàçà ïîñëå òîãî, êàê äóãà ïîãàøåíà.

RU



bi08tigr5 -- 21 --

- Íàñòðîéêà äëèòåëüíîñòè ïîñëåïîäà÷è çàùèòíîãî ãàçà â ìåíþ íàñòðîéêè.

Äëèòåëüíîñòü èìïóëüñà

Ýòî âðåìÿ, â òå÷åíèå êîòîðîãî ïîäàåòñÿ èìïóëüñíûé òîê â òå÷åíèå êàæäîãî
öèêëà èìïóëüñíîãî òîêà.

- Íàñòðîéêà äëèòåëüíîñòè èìïóëüñà â ìåíþ íàñòðîéêè.

Äëèòåëüíîñòü ôîíîâîãî òîêà

Ýòî ïðîäîëæèòåëüíîñòü âðåìåíè, â òå÷åíèå êîòîðîãî ïðîòåêàåò ôîíîâûé òîê.
Â ñóììå ñ äëèòåëüíîñòüþ èìïóëüñà ýòî âðåìÿ äàåò îáùóþ
ïðîäîëæèòåëüíîñòü öèêëà èìïóëüñíîãî òîêà.

- Íàñòðîéêà äëèòåëüíîñòè ôîíîâîãî òîêà â ìåíþ íàñòðîéêè.

Ôîíîâûé òîê

Ýòî áîëåå íèçêàÿ âåëè÷èíà òîêà èç äâóõ çíà÷åíèé, èñïîëüçóåìûõ ïðè ñâàðêå ñ
ïîäà÷åé èìïóëüñíîãî òîêà.

- Íàñòðîéêà ñèëû ôîíîâîãî òîêà â ìåíþ íàñòðîéêè.

Èìïóëüñíûé òîê

Ýòî áîëåå âûñîêàÿ âåëè÷èíà òîêà èç äâóõ çíà÷åíèé, èñïîëüçóåìûõ ïðè ñâàðêå ñ
ïîäà÷åé èìïóëüñíîãî òîêà.

Çàäàííîå çíà÷åíèå èìïóëüñíîãî òîêà ìîæíî èçìåíÿòü íåçàâèñèìî îò òîãî,
êàêîå ìåíþ âûâåäåíî íà äèñïëåé. Ýòî çíà÷åíèå îòîáðàæàåòñÿ â ãëàâíîì
ìåíþ, â ìåíþ âûáîðà èëè â ìåíþ íàñòðîéêè.

Òîê Äëèòåëüíîñòü
ôîíîâîãî òîêà

Àìïëèòóäà èìïóëüñà

Àìïëèòóäà
ôîíîâîãî òîêà

Äëèòåëüíîñ
òü èìïóëüñà

Âðåìÿ

Ñâàðêà TIG èìïóëüñíûì òîêîì.

Òîê

×åì âûøå òîê, òåì øèðå è ãëóáæå ïðîíèêíîâåíèå â ñâàðèâàåìóþ äåòàëü.

Çàäàííóþ ñèëó òîêà ìîæíî èçìåíÿòü íåçàâèñèìî îò òîãî, êàêîå ìåíþ
âûâåäåíî íà äèñïëåé. Ýòî çíà÷åíèå ñèëû òîêà îòîáðàæàåòñÿ â ãëàâíîì ìåíþ
èëè â ìåíþ íàñòðîéêè.
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Èçìåíåíèå äàííûõ ïóñêà

Ýòà ôóíêöèÿ ïîçâîëÿåò äâîéíûì ùåë÷êîì íà ïóñêîâîì âûêëþ÷àòåëå
ñâàðî÷íîãî äóòüÿ ïåðåêëþ÷àòüñÿ íà ðàçíûå íàáîðû óñòàíîâëåííûõ
ïàðàìåòðîâ ñâàðêè.

Òàêîå ïåðåêëþ÷åíèå îñóùåñòâëÿåòñÿ ìåæó ÿ÷åéêàìè ïàìÿòè 1, 2 è 3 (ñì. ãëàâó
8 “óïðàâëåíèå ïàìÿòüþ”). Åñëè â ÿ÷åéêå ïàìÿòè 2 äàííûå îòñóòñòâóþò, òî
ïåðåêëþ÷åíèå îñóùåñòâëÿåòñÿ òîëüêî ìåæäó ÿ÷åéêàìè 1 è 3.

ON (“Âêë.”) - Ïåðåêëþ÷åíèå ìåæäó ÿ÷åéêàìè ïàìÿòè ìîæåò èìåòü ìåñòî äî,
ïîñëå èëè âî âðåìÿ ñâàðêè.

ARC OFF (“Äóãà Âûêë.”) - Ïåðåêëþ÷åíèå ìåæäó ÿ÷åéêàìè ïàìÿòè ìîæåò èìåòü
ìåñòî òîëüêî äî èëè ïîñëå ñâàðêè.

- Àêòèâèçàöèÿ ïåðåêëþ÷åíèÿ äàííûõ ïóñêà â ìåíþ êîíôèãóðèðîâàíèÿ.
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5 ÑÂÀÐÊÀ MMA

Ñâàðêà MMA ýòî ñâàðêà ñ èñïîëüçîâàíèåì ïîêðûòûõ ýëåêòðîäîâ. Ïðè
âîçáóæäåíèè ýëåêòðè÷åñêîé äóãè ýëåêòðîä è åãî ïîêðûòèå ðàñïëàâëÿþòñÿ, ïðè
ýòîì ïîêðûòèå îáðàçóåò çàùèòíûé øëàê.

5.1 Ïàðàìåòðû

Ïàðàìåòðû Äèàïàçîí óñòàâîê Ñ øàãîì Óñòàâêà ïî
óìîë÷àíèþ

“Ãîðÿ÷èé ïóñê” 1) ON (“Âêë.”) èëè OFF
(“Âûêë.”)

- OFF (“Âûêë.”)

Âðåìÿ ãîðÿ÷åãî ïóñêà 1 - 30 1 10

Ìîùíîñòü äóãè 0 - 10 0,5 3

Òîê 2) 16 - 500 A 1 A 164 A

Ðàçìåðû METRIC (“Ìåòðè÷åñêèå”)
èëè INCH (“Äþéìû”)

- METRIC
(“Ìåòðè÷åñêèå”)

Âêëþ÷åíèå ïàíåëè OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- ON (“Âêë.”)

Àâòîìàòè÷åñêîå
ñîõðàíåíèå 3)

OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Ïðåäåëüíûå çíà÷åíèÿ 3) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

Çàùèòíûé êîä 3) OFF (“Âûêë.”) èëè ON
(“Âêë.”)

- OFF (“Âûêë.”)

1) Ýòó ôóíêöèþ íåëüçÿ èçìåíèòü â ïðîöåññå ñâàðêè.
2) Ìàêñèìàëüíàÿ ñèëà òîêà çàâèñèò îò òèïà èñïîëüçóåìîé ìàøèíû.
3)Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó èíæåíåðó
ïî îáñëóæèâàíèþ êîìïàíèè ESAB.
Ñèíåðãè÷åñêàÿ ëèíèÿ ïðè ïîñòàâêå: ðóòèëîâàÿ ïðîâîëîêà 4,0 ìì.

Ãîðÿ÷èé ïóñê

Ôóíêöèÿ ãîðÿ÷åãî ïóñêà óâåëè÷èâàåò ñâàðî÷íûé òîê íà ðåãóëèðóåìîå âðåìÿ â
íà÷àëå ïðîöåññà ñâàðêè. Ýòî óìåíüøàåò ðèñê ïëîõîãî ñïëàâëåíèÿ â íà÷àëå
ñâàðêè.

Íàñòðîéêà ïðîäîëæèòåëüíîñòè ãîðÿ÷åãî ïóñêà â ìåíþ íàñòðîéêè.

Ìîùíîñòü äóãè

Îòìîùíîñòè äóãè çàâèñèò, êàê áóäåò èçìåíÿòüñÿ òîê ïðèèçìåíåíèè äëèíûäóãè.
×åì ìåíüøå ìîùíîñòü äóãè, òåì ìåíåå ðåçêèé çâóê è ìåíüøå ðàçáðûçãèâàíèå.

Íàñòðîéêà ìîùíîñòè äóãè â ìåíþ íàñòðîéêè.

Òîê

×åì âûøå òîê, òåì øèðå è ãëóáæå ïðîíèêíîâåíèå â ñâàðèâàåìóþ äåòàëü.

Íåçàâèñèìî îò òîãî, êàêîå ìåíþ îòîáðàæàåòñÿ, óñòàíîâëåííîå çíà÷åíèå òîêà
âñåãäà ìîæíî èçìåíèòü. Ýòî çíà÷åíèå îòîáðàæàåòñÿ â ãëàâíîì ìåíþ èëè â
ìåíþ âûáîðà.
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6 ÂÎÇÄÓØÍÎ-ÄÓÃÎÂÀß ÑÒÐÎÆÊÀ

Âîçäóøíî-äóãîâàÿ ñòðîæêà ïðåäïîëàãàåò èñïîëüçîâàíèå ñïåöèàëüíîãî
ýëåêòðîäà, ïðåäñòàâëÿþùåãî ñîáîé óãîëüíûé ñòåðæåíü â ìåäíîé îáîëî÷êå.
Äóãà ôîðìèðóåòñÿ ìåæäó óãîëüíûì ñòåðæíåì è äåòàëüþ, ïðè ýòîì äëÿ
âûäóâàíèÿ ðàñïëàâëåííîãî ìåòàëëà è ôîðìèðîâàíèÿ øâà ïîäàåòñÿ âîçäóõ

6.1 Óñòàâêè

Óñòàâêè Äèàïàçîí óñòàâîê Ñ øàãîì ïî Óñòàâêà ïî
óìîë÷àíèþ

Äèàìåòð ïðîâîëîêè 4,0 - 8,0 ìì 1 ìì 4,0 ìì

Íàïðÿæåíèå 8 - 60 Â 0,25 Â (Èíäèöèðóåòñÿ
ñ îäíèì çíàêîì
ïîñëå çàïÿòîé)

37,0 Â

Äèàìåòð ïðîâîëîêè

×åì áîëüøå äèàìåòð ïðîâîëîêè, òåì øèðå è ãëóáæå ïðîíèêíîâåíèå â
ñâàðèâàåìóþ äåòàëü.

Íàïðÿæåíèå

×åì âûøå hàïðÿæåíèå, òåì øèðå è ãëóáæå ïðîíèêíîâåíèå â ñâàðèâàåìóþ
äåòàëü.
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7 ÎÁÙÈÅ ÔÓÍÊÖÈÈ

7.1 Ïóëüò äèñòàíöèîííîãî óïðàâëåíèÿ

Äëÿ íàäëåæàùåãî ôóíêöèîíèðîâàíèÿ äèñòàíöèîííîãî óïðàâëåíèÿ íà
ìàøèíàõ ñî âñòðîåííûìè ïàíåëÿìè óïðàâëåíèÿ äîëæíà áûòü óñòàíîâëåíà
âåðñèÿ ïðîãðàììíîãî îáåñïå÷åíèÿ 1.21 èëè âûøå.

Ñîñòîÿíèå ïàíåëè óïðàâëåíèÿ ïðè ïîäêëþ÷åíèè àäàïòåðà ïóëüòà
äèñòàíöèîííîãî óïðàâëåíèÿ

S Ïðè ïîäêëþ÷åíèè àäàïòåðà ïóëüòà óïðàâëåíèÿ íà äèñïëåå ôèêñèðóåòñÿ òî
ìåíþ, êîòîðîå îòîáðàæàëîñü â ìîìåíò ïîäêëþ÷åíèÿ.

Èçìåðåííûå è óñòàíîâëåííûå çíà÷åíèÿ îáíîâëÿþòñÿ, íî îòîáðàæàþòñÿ
òîëüêî â òåõ ìåíþ, â êîòîðûõ ýòè çíà÷åíèÿ ìîãóò áûòü îòîáðàæåíû.

S Åñëè îòîáðàæàåòñÿ ñèìâîë êîäà íåèñïðàâíîñòè, îí íå ìîæåò áûòü óäàëåí
äî òåõ ïîð, ïîêà íå áóäåò îòñîåäèíåí ïóëüòà äèñòàíöèîííîãî óïðàâëåíèÿ.

S Â ñëó÷àå 10-ïðîãðàììíûõ ïóëüòîâ äèñòàíöèîííîãî óïðàâëåíèÿ âîçìîæíî
ïåðåêëþ÷åíèå ìåæäó ÿ÷åéêàìè ïàìÿòè 1, 2, 3, 4, 5, 6, 7, 8, 9 è 10. Åñëè â
ÿ÷åéêå 2 äàííûå îòñóòñòâóþò, òî ôèêñèðóþòñÿ çíà÷åíèÿ èç ÿ÷åéêè 1. Çà
äîïîëíèòåëüíîé èíôîðìàöèåé îáðàùàéòåñü ê ãëàâå 8 “Óïðàâëåíèå
ïàìÿòüþ ”.

7.2 Óñòàâêè

Âêëþ÷åíèå ïàíåëè

Ïðè ïîäêëþ÷åíèè áëîêà äèñòàíöèîííîãî óïðàâëåíèÿ âåëè÷èíó òîêà èëè
íàïðÿæåíèÿ, à òàêæå ñêîðîñòü ïîäà÷è ïðîâîëîêè ìîæíî çàäàòü ñ ïàíåëè
óïðàâëåíèÿ èëè ñ áëîêà äèñòàíöèîííîãî óïðàâëåíèÿ.

Ïðèìå÷àíèå äàííóþ ôóíêöèþ ñëåäóåò àêòèâèçèðîâàòü, ïåðåä òåì êàê áóäåò
ïðîèçâåäåíî ïîäêëþ÷åíèå áëîêà äèñòàíöèîííîãî óïðàâëåíèÿ.

- Àêòèâèçàöèÿ ôóíêöèè âêëþ÷åíèÿ ïàíåëè âûïîëíÿåòñÿ â ìåíþ
êîíôèãóðàöèè.

Àâòîìàòè÷åñêîå ñîõðàíåíèå

Â òîì ñëó÷àå, åñëè èç ïàìÿòè ïàðàìåòðîâ ñâàðêè âûçûâàåòñÿ óñòàâêà
ïàðàìåòðà ñâàðêè è ïîäâåðãàåòñÿ ðåãóëèðîâêå, èçìåíåííàÿ óñòàâêà
àâòîìàòè÷åñêè ñîõðàíÿåòñÿ ïðè âûçîâå èç ïàìÿòè íîâîé óñòàâêè ïàðàìåòðà
ñâàðêè.

Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó
èíæåíåðó ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

- Àêòèâèçàöèÿ ôóíêöèè àâòîìàòè÷åñêîãî ñîõðàíåíèÿ âûïîëíÿåòñÿ â ìåíþ
êîíôèãóðàöèè.
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Ïðåäåëüíûå çíà÷åíèÿ

Ïðè ïîìîùè ýòîé ôóíêöèè ìîãóò áûòü çàäàíû ìàêñèìàëüíûå è
ìèíèìàëüíûå çíà÷åíèÿ ñêîðîñòòè ïîäà÷è ïðîâîëîêè / ñèëû òîêà èëè
íàïðÿæåíèÿ. Ïðåäåëüíûå çíà÷åíèÿ ìîãóò áûòü ñîõðàíåíû â ïåðâûõ 5 ïîçèÿõ
ïàìÿòè ïàðàìåòðîâ ñâàðêè.

Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó
èíæåíåðó ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

- Àêòèâèçàöèÿ ôóíêöèè ïðåäåëüíûõ çíà÷åíèé âûïîëíÿåòñÿ â ìåíþ
êîíôèãóðàöèè.

Çàùèòíûé êîä

Ïðè ïîìîùè ýòîé ôóíêöèè ìîæåò áûòü çàáëîêèðîâàíî ìåíþ óñòàâîê, ïîñëå
ýòîãî ìîæåò áûòü âûáðàíî òîëüêî ãëàâíîå ìåíþ è ìåíþ èçìåðåíèé, ñì. ãëàâó
9 ”Çàùèòíûé êîä”.

Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ýòó ôóíêöèþ, îáðàòèòåñü ê óïîëíîìî÷åííîìó
èíæåíåðó ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

- Àêòèâèçàöèÿ ôóíêöèè çàùèòíîãî êîäà âûïîëíÿåòñÿ â ìåíþ êîíôèãóðàöèè.
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8 ÓÏÐÀÂËÅÍÈÅ ÏÀÌßÒÜÞ

Ðàçëè÷íûå ïàðàìåòðû ñâàðêè, ââåäåííûå â îïåðàòèâíóþ ïàìÿòü, ìîãóò áûòü
ñîõðàíåíû â ìåíþ ïàìÿòè Ìîæíî ñîõðàíèòü äî 10 ðàçíûõ íàáîðîâ
óñòàíîâëåííûõ ïàðàìåòðîâ ñâàðêè.

8.1 Ñîõðàíåíèå ïàðàìåòðîâ ñâàðêè

S Ñîçäàéòå íàáîð óñòàíîâëåííûõ ïàðàìåòðîâ ñâàðêè â îïåðàòèâíîé ïàìÿòè.

S Íàæìèòå äëÿ äîñòóïà ê “ìåíþ âûáîðà”, çàòåì íàæìèòå ,
÷òîáû âûáðàòü íóæíûå çíà÷åíèÿ.

Ïðîâåðüòå ïðàâèëüíîñòü ýòèõ óñòàíîâëåííûõ ïàðàìåòðîâ ñâàðêè.

S Íàæìèòå äëÿ äîñòóïà ê ìåíþ ïàìÿòè.

S Íàæèìàéòå äî âûáîðà ÿ÷åéêè ïàìÿòè, â êîòîðîé âû õîòèòå ñîõðàíèòü
äàííûé íàáîð ïàðàìåòðîâ ñâàðêè, íàïðèìåð ÿ÷åéêó 2.

S Íàæìèòå , è ýòîò íàáîð ïàðàìåòðîâ ñâàðêè áóäåò ñîõðàíåí â ÿ÷åéêå
ïàìÿòè 2. Â äðóãèõ ÿ÷åéêàõ ïàìÿòè äàííûõ íåò.

8.2 Âûçîâ ïàðàìåòðîâ ñâàðêè

S Íàæìèòå äëÿ äîñòóïà ê ìåíþ âûáîðà, çàòåì íàæìèòå , ÷òîáû
âûáðàòü íóæíûå çíà÷åíèÿ.
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S Íàæìèòå äëÿ äîñòóïà ê ìåíþ ïàìÿòè.

S Åñëè âû õîòèòå âûçâàòü, íàïðèìåð, äàííûå ÿ÷åéêè ïàìÿòè 2, òî ñíà÷àëà

íàæèìàéòå äî âûáîðà ÿ÷åéêè 2.

S Íàæìèòå , ÷òîáû âûçâàòü äàííûå ÿ÷åéêè 2. Ïîÿâèòñÿ ñëåäóþùèé
âîïðîñ:

S Íàæìèòå “YES (äà)”, ÷òîáû ïîäòâåðäèòü âûçîâ äàííûõ ñâàðêè èç ÿ÷åéêè
ïàìÿòè 2 è çàìåíèòü èìè çíà÷åíèÿ, èìåþùèåñÿ íà äàííûé ìîìåíò â
îïåðàòèâíîé ïàìÿòè. (Åñëè âàøè íàìåðåíèÿ èçìåíèëèñü, òî íàæìèòå “NO
(íåò)”)

Äàííàÿ ïèêòîãðàììà â ãëàâíîì ìåíþ
ïîêàçûâàåò, ê êàêîé ÿ÷åéêå ïàìÿòè ïðîèçâåäåíî îáðàùåíèå.

8.3 Óäàëåíèå ïàðàìåòðîâ ñâàðêè

S Íàæìèòå äëÿ äîñòóïà ê ìåíþ âûáîðà, çàòåì íàæìèòå , ÷òîáû
âûáðàòü íóæíûå çíà÷åíèÿ.

S Íàæìèòå äëÿ äîñòóïà ê ìåíþ ïàìÿòè.

S Åñëè âû õîòèòå óäàëèòü, íàïðèìåð, äàííûå ÿ÷åéêè ïàìÿòè 2, òî ñíà÷àëà

íàæèìàéòå äî âûáîðà ÿ÷åéêè 2.

S Çàòåì íàæìèòå , ÷òîáû óäàëèòü äàííûå ÿ÷åéêè 2. Ïîÿâèòñÿ
ñëåäóþùèé âîïðîñ:
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S Íàæìèòå “YES (äà)”, ÷òîáû ïîäòâåðäèòü íàìåðåíèå óäàëèòü ïàðàìåòðû
ñâàðêè èç ÿ÷åéêè 2 (åñëè âàøè íàìåðåíèÿ èçìåíèëèñü, òî íàæìèòå “NO
(íåò)”). ß÷åéêà ïàìÿòè 2 áóäåò î÷èùåíà.

9 LOCK CODE (“Çàùèòíûé êîä”)

Äëÿ òîãî, ÷òîáû àêòèâèçèðîâàòü ôóíêöèþ çàùèòíîãî êîäà, îáðàòèòåñü ê
óïîëíîìî÷åííîìó èíæåíåðó ïî îáñëóæèâàíèþ êîìïàíèè ESAB.

S Íàæìèòå äëÿ ïîëó÷åíèÿ äîñòóïà ê ìåíþ çàùèòíîãî êîäà.

S Íàæèìàéòå äî òåõ ïîð, ïîêà íå áóäåò âûáðàí ïåðâûé ñèìâîë PIN-êîäà.

S Íàæìèòå äëÿ ñîõðàíåíèÿ ïåðâîãî ñèìâîëà êîäà. Ïîâòîðèòå äåéñòâèÿ
äëÿ îñòàëüíûõ ñèìâîëîâ.

S Íàæìèòå äëÿ òîãî, ÷òîáû ðàçáëîêèðîâàòü ïàíåëü óïðàâëåíèÿ.
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10 ÊÎÄÛ ÎØÈÁÎÊ

Êîäû îøèáîê èñïîëüçóþòñÿ äëÿ èíäèêàöèè íåèñïðàâíîñòåé â îáîðóäîâàíèè.
Ýòè êîäû âûâîäÿòñÿ íà äèñïëåé â âèäå ñèìâîëîâ ñëåäóþùèì îáðàçîì:

Êîäû îøèáîê îáíîâëÿþòñÿ êàæäûå òðè ñåêóíäû. Âåðõíÿÿ öèôðà â
ñèìâîëå ýòî íîìåð êîíêðåòíîãî êîäà îøèáêè: ñì. ïóíêò 10.1.
Íèæíÿÿ öèôðà óêàçûâàåò, ãäå âîçíèêëà íåèñïðàâíîñòü:

Ïðèâåäåííûé âûøå ñèìâîë óêàçûâàåò, ÷òî îòñóòñòâóåò ñîåäèíåíèå ïàíåëè
óïðàâëåíèÿ (0) ñ èñòî÷íèêîì ïèòàíèÿ.

Åñëè îáíàðóæåíî áîëåå îäíîé íåèñïðàâíîñòè, òî íà äèñïëåé âûâîäèòñÿ êîä
òîëüêî ïîñëåäíåé èç íèõ.

×òîáû ñòåðåòü ñèìâîë ñ äèñïëåÿ, íàæìèòå ëþáóþ ôóíêöèîíàëüíóþ êëàâèøó.

Ñèìâîëû ìîãóò ãîðåòü íåïðåðûâíî èëè ìèãàòü, ÷òî çàâèñèò îò òèïà
íåèñïðàâíîñòè.

Â ïåðå÷íå êîäîâ íåèñïðàâíîñòåé ìèãàþùèå ñèìâîëû âûäåëÿþòñÿ çíàêîì “o”.

10.1 Ñïèñîê êîäîâ íåèñïðàâíîñòåé

0 = Ïàíåëü óïðàâëåíèÿ 3 = Áëîê ïîäà÷è ïðîâîëîêè

1 = Áëîê îõëàæäåíèÿ 4 = Áëîê äèñòàíöèîííîãî óïðàâëåíèÿ

2 = èñòî÷íèê ïèòàíèÿ

Êîä
îøè
áêè

Îïèñàíèå 0 1 2 3 4

1 Îøèáêà äîñòóïà ê ïàìÿòè, ÑÏÏÇÓ x x x x x

2 Îøèáêà äîñòóïà ê ïàìÿòè, ÎÇÓ x x x x

3 Îøèáêà äîñòóïà ê ïàìÿòè, âíåøíåå ÎÇÓ x x

4 Íàïðÿæåíèå ïèòàíèÿ 5 Â x x

5 Âûñîêîå ïðîìåæóòî÷íîå íàïðÿæåíèå ïîñòîÿííîãî òîêà x

6 Âûñîêàÿ òåìïåðàòóðà x x

8 Íàïðÿæåíèå ïèòàíèÿ 1* x x x x x

9 Íàïðÿæåíèå ïèòàíèÿ 2* x x x

10 Íàïðÿæåíèå ïèòàíèÿ 3* x

11 Ñåðâîìåõàíèçì ïîäà÷è ïðîâîëîêè x

12 Îøèáêà ñâÿçè (ïðåäóïðåæäåíèå) x x x x x

14 Îøèáêà ñâÿçè (øèíà îòêë.) x x

15 Ïîòåðÿ ñîîáùåíèé x x x x

16 Íàïðÿæåíèå õîëîñòîãî õîäà x

17 Îòñóòñòâóåò êîíòàêò ñ áëîêîì ïîäà÷è ïðîâîëîêè o

18 Îòñóòñòâóåò êîíòàêò ñ èñòî÷íèêîì ïèòàíèÿ o

19 Íåâåðíûå ïàðàìåòðû íàñòðîéêè âî âíåøíåì ÎÇÓ x

20 Îøèáêà ðàñïðåäåëåíèÿ ïàìÿòè x

22 Ïåðåïîëíåíèå áóôåðà ïåðåäàò÷èêà x x

23 Ïåðåïîëíåíèå áóôåðà ïðèåìíèêà x x
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Êîä
îøè
áêè

43210Îïèñàíèå

26 Ñòîðîæåâîé òàéìåð x x x

27 Îòñóòñòâóåò ïðîâîëîêà o

28 Ïåðåïîëíåíèå ñòåêà x x x x

29 Îòñóòñòâóåò ïîòîê îõëàæäàþùåé âîäû o

31 Îòñóòñòâóåò îòâåòíûé ñèãíàë îò äèñïëåéíîãî áëîêà x

32 Îòñóòñòâóåò ïîòîê ãàçà o

Áëîê Íàïðÿæåíèå ïèòàíèÿ
1*

Íàïðÿæåíèå ïèòàíèÿ
2*

Íàïðÿæåíèå ïèòàíèÿ
3*

Ïàíåëü óïðàâëåíèÿ +3 Â

Èñòî÷íèê ïèòàíèÿ +15 Â -15 Â +24 Â

Áëîê îõëàæäåíèÿ +15 Â + 20 Â

Áëîê ïîäà÷è
ïðîâîëîêè 30/48-4

Áëîê ïîäà÷è
ïðîâîëîêè 30/L-4

+15 Â

+15 Â

+ 20 Â

+ 60 Â

ïóëüòà
äèñòàíöèîííîãî
óïðàâëåíèÿ

+13 Â +10Â

10.2 Îïèñàíèå êîäîâ îøèáîê

Êîä
îøèáêè

Îïèñàíèå

1 Îøèáêà â ïðîãðàììíîé ïàìÿòè (ÑÏÏÇÓ)

Ïðîèçîøåë ñáîé â ïàìÿòè ïðîãðàìì.

Ýòîò îòêàç íå ïðåïÿòñòâóåò âûïîëíåíèþ ôóíêöèé.

Äåéñòâèÿ: Âíîâü âêëþ÷èòå àïïàðàò â ðàáîòó, ÷òîáû ïåðåâåñòè óñòðîéñòâî â
èñõîäíîå ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî
îáñëóæèâàíèþ.

2 Îøèáêà â ÎÇÓ ìèêðîïðîöåññîðà

Ìèêðîïðîöåññîð íå ìîæåò âûïîëíèòü ÷òåíèå îïðåäåëåííîé ÿ÷åéêè èëè çàïèñü â
îïðåäåëåííóþ ÿ÷åéêó ñâîåé âíóòðåííåé ïàìÿòè.

Ýòîò îòêàç íå ïðåïÿòñòâóåò âûïîëíåíèþ ôóíêöèé.

Äåéñòâèÿ: Âíîâü âêëþ÷èòå àïïàðàò â ðàáîòó, ÷òîáû ïåðåâåñòè óñòðîéñòâî â
èñõîäíîå ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî
îáñëóæèâàíèþ.

3 Îøèáêà âî âíåøíåì ÎÇÓ

Ìèêðîïðîöåññîð íå ìîæåò âûïîëíèòü ÷òåíèå îïðåäåëåííîé ÿ÷åéêè èëè çàïèñü â
îïðåäåëåííóþ ÿ÷åéêó â ñâîåé âíåøíåé ïàìÿòè.

Ýòîò îòêàç íå ïðåïÿòñòâóåò âûïîëíåíèþ ôóíêöèé.

Äåéñòâèÿ: Âíîâü âêëþ÷èòå àïïàðàò â ðàáîòó, ÷òîáû ïåðåâåñòè óñòðîéñòâî â
èñõîäíîå ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî
îáñëóæèâàíèþ.

4 Íèçêîå íàïðÿæåíèå ïèòàíèÿ 5 Â

Íàïðÿæåíèå ïèòàíèÿ ñíèçèëîñü äî íåäîïóñòèìîãî óðîâíÿ.

Òåêóùèé ïðîöåññ ñâàðêè ïðåêðàùàåòñÿ è íå ìîæåò áûòü âîçîáíîâëåí.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
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5 Âûõîä ïðîìåæóòî÷íîãî íàïðÿæåíèÿ ïîñòîÿííîãî òîêà çà ïðåäåëû
äîïóñòèìîãî äèàïàçîíà

Íàïðÿæåíèå ñòàëî íåäîïóñòèìî íèçêèì èëè âûñîêèì. Ñëèøêîì âûñîêîå
íàïðÿæåíèå ìîæåò áûòü âûçâàíî ðåçêèìè êîëåáàíèÿìè â ñåòè ïèòàíèÿ èëè
ñëàáûì èñòî÷íèêîì ïèòàíèÿ (âûñîêàÿ èíäóêòèâíîñòü èñòî÷íèêà èëè ïðîïàäàíèå
ôàçû).

Èñòî÷íèê ïèòàíèÿ îòêëþ÷àåòñÿ è íå ìîæåò áûòü ñíîâà âêëþ÷åí.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

6 Âûñîêàÿ òåìïåðàòóðà

Ñðàáîòàëî ðåëå çàùèòû îò òåïëîâîé ïåðåãðóçêè.

Èñòî÷íèê ïèòàíèÿ îòêëþ÷àåòñÿ àâòîìàòè÷åñêè è íå ìîæåò áûòü âêëþ÷åí, ïîêà
âíîâü íå áóäåò âêëþ÷åíî ðåëå çàùèòû îò òåïëîâîé ïåðåãðóçêè.

Äåéñòâèÿ: Óáåäèòåñü â òîì, ÷òî îòâåðñòèÿ çàáîðà è âûïóñêà îõëàæäàþùåãî
âîçäóõà íå ïåðåêðûòû è íå çàáèòû ãðÿçüþ. Ïðîâåðüòå èñïîëüçóåìûé ðàáî÷èé
öèêë, ÷òîáû óáåäèòüñÿ â òîì, ÷òî îáîðóäîâàíèå íå ïîäâåðãàåòñÿ ïåðåãðóçêå.

8 Íèçêîå íàïðÿæåíèå áàòàðåè +3 Â (ïàíåëü óïðàâëåíèÿ)

Íàïðÿæåíèå áàòàðåè ïîääåðæêè ïàìÿòè óïàëî äî íåäîïóñòèìî íèçêîãî óðîâíÿ.
Åñëè áàòàðåÿ íå áóäåò çàìåíåíà, òî ñîäåðæèìîå ïàìÿòè äàííûõ ñâàðêè â ïàíåëè
óïðàâëåíèÿ áóäåò ïîòåðÿíî.

Ýòîò îòêàç íå ïðåïÿòñòâóåò âûïîëíåíèþ ôóíêöèé.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ, ÷òîáû çàìåíèòü áàòàðåþ.
8 Íàïðÿæåíèå ïèòàíèÿ +15 Â (áëîê ïîäà÷è ïðîâîëîêè è èñòî÷íèê ïèòàíèÿ)

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
8 Íàïðÿæåíèå ïèòàíèÿ +13 Â (ïóëüòà äèñòàíöèîííîãî óïðàâëåíèÿ)

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
9 Íàïðÿæåíèå ïèòàíèÿ -15 Â, (èñòî÷íèê ïèòàíèÿ)

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
9 Íàïðÿæåíèå ïèòàíèÿ +20 Â (áëîê ïîäà÷è ïðîâîëîêè)

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
9 Íàïðÿæåíèå ïèòàíèÿ +10 Â (ïóëüòà äèñòàíöèîííîãî óïðàâëåíèÿ)

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
10 Íàïðÿæåíèå ïèòàíèÿ +24 Â

Íåäîïóñòèìî âûñîêîå èëè íåäîïóñòèìî íèçêîå íàïðÿæåíèå.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
11 Ñêîðîñòü ïîäà÷è ïðîâîëîêè

Ñêîðîñòü ïîäà÷è ïðîâîëîêè îòëè÷àåòñÿ îò çàäàííîãî çíà÷åíèÿ.

Åñëè âîçíèêíåò ýòà íåèñïðàâíîñòü, ïîäà÷à ïðîâîëîêè ïðåêðàùàåòñÿ.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
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12 Îøèáêà ñâÿçè (ïðåäóïðåæäåíèå)

Íàãðóçêà íà øèíó óïðàâëåíèÿ (CAN) ñèñòåìû âðåìåííî ñòàëà ñëèøêîì áîëüøîé.

Ìîãëî íàðóøèòüñÿ ñîåäèíåíèå ïàíåëè óïðàâëåíèÿ ñ èñòî÷íèêîì ïèòàíèÿ èëè
áëîêîì ïîäà÷è ïðîâîëîêè.

Äåéñòâèÿ: Ïðîâåðüòå îáîðóäîâàíèå, ÷òîáû óáåäèòüñÿ, ÷òî ïîäêëþ÷åí òîëüêî
îäèí áëîê ïîäà÷è ïðîâîëîêè èëè ïóëüò äèñòàíöèîííîãî óïðàâëåíèÿ ñ àäàïòåðîì.
Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

14 Îøèáêà ñâÿçè

Øèíà óïðàâëåíèÿ (CAN) ñèñòåìû âðåìåííî ïðåêðàòèëà ðàáîòàòü èç-çà
÷ðåçìåðíîé íàãðóçêè.

Òåêóùèé ïðîöåññ ñâàðêè îñòàíàâëèâàåòñÿ.

Äåéñòâèÿ: Ïðîâåðüòå îáîðóäîâàíèå, ÷òîáû óáåäèòüñÿ, ÷òî ïîäêëþ÷åí òîëüêî
îäèí áëîê ïîäà÷è ïðîâîëîêè èëè ïóëüò äèñòàíöèîííîãî óïðàâëåíèÿ ñ àäàïòåðîì.
Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå ñîñòîÿíèå.
Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

15 Ïîòåðÿ ñîîáùåíèé

Ìèêðîïðîöåññîð íå â ñîñòîÿíèè îáðàáàòûâàòü ïðèõîäÿùèå ñîîáùåíèÿ ñ
äîñòàòî÷íîé ñêîðîñòüþ, â ðåçóëüòàòå ÷åãî ïðîèñõîäèò ïîòåðÿ èíôîðìàöèè.

Äåéñòâèÿ:Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

16 Íàïðÿæåíèå õîëîñòîãî õîäà

Íàïðÿæåíèå õîëîñòîãî õîäà îêàçàëîñü ñëèøêîì áîëüøèì.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

17 Îòñóòñòâóåò êîíòàêò

Íàðóøèëîñü ñîåäèíåíèå ïàíåëè óïðàâëåíèÿ ñ áëîêîì ïîäà÷è ïðîâîëîêè.

Òåêóùèé ïðîöåññ ñâàðêè îñòàíàâëèâàåòñÿ.

Äåéñòâèÿ: Ïðîâåðüòå êàáåëè. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà
ïî îáñëóæèâàíèþ.

18 Îòñóòñòâóåò êîíòàêò

Íàðóøèëîñü ñîåäèíåíèå ïàíåëè óïðàâëåíèÿ ñ èñòî÷íèêîì ïèòàíèÿ.

Òåêóùèé ïðîöåññ ñâàðêè îñòàíàâëèâàåòñÿ.

Äåéñòâèÿ: Ïðîâåðüòå êàáåëè. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà
ïî îáñëóæèâàíèþ.

19 Íåâåðíûå çíà÷åíèÿ ïàðàìåòðîâ âî âíåøíåì ÎÇÓ

Ýòà îøèáêà âîçíèêíåò â òîì ñëó÷àå, åñëè èíôîðìàöèÿ â ïàìÿòè ñ áàòàðåéíîé
ïîääåðæêîé îêàæåòñÿ íåâåðíîé.

Äåéñòâèÿ: Ýòà îøèáêà áóäåò èñïðàâëåíà àâòîìàòè÷åñêè, îäíàêî äàííûå êîòîðûå
íàõîäèëèñü â òåêóùåé ÿ÷åéêå ïàìÿòè, áóäóò ïîòåðÿíû.

20 Îøèáêà ðàñïðåäåëåíèÿ ïàìÿòè

Ìèêðîïðîöåññîð íå â ñîñòîÿíèè çàðåçåðâèðîâàòü äîñòàòî÷íûé îáúåì ïàìÿòè.

Ýòîò îòêàç ãåíåðèðóåò êîä îøèáêè 26.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

22 Ïåðåïîëíåíèå áóôåðà ïåðåäàò÷èêà

Ïàíåëü óïðàâëåíèÿ íå â ñîñòîÿíèè ïåðåäàâàòü èíôîðìàöèþ íà äðóãèå
óñòðîéñòâà ñ äîñòàòî÷íî âûñîêîé ñêîðîñòüþ.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå.
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23 Ïåðåïîëíåíèå áóôåðà ïðèåìíèêà

Ïàíåëü óïðàâëåíèÿ íå â ñîñòîÿíèè îáðàáàòûâàòü èíôîðìàöèþ îò äðóãèõ
óñòðîéñòâ ñ äîñòàòî÷íî âûñîêîé ñêîðîñòüþ.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå.

26 Ñòîðîæåâîé òàéìåð

Ïî êàêîé-òî ïðè÷èíå ïðîöåññîð íå ñïðàâèëñÿ ñî ñâîåé îáû÷íîé çàäà÷åé.

Ïðîãðàììà áóäåò àâòîìàòè÷åñêè ïåðåçàïóùåíà. Òåêóùèé ïðîöåññ ñâàðêè áóäåò
îñòàíîâëåí.Ýòîò îòêàç íå ïðåïÿòñòâóåò âûïîëíåíèþ ôóíêöèé.

Äåéñòâèÿ: Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî
îáñëóæèâàíèþ.

27 Îòñóòñòâóåò ïðîâîëîêà (áëîê ïîäà÷è ïðîâîëîêè)

Èç áëîêà ïîäà÷è ïðîâîëîêè íå ïîäàåòñÿ ñâàðî÷íàÿ ïðîâîëîêà. Òåêóùèé ïðîöåññ
ñâàðêè áóäåò îñòàíîâëåí è íå ìîæåò áûòü âîçîáíîâëåí.

Äåéñòâèÿ: Çàãðóçèòå íîâóþ ïðîâîëîêó.

28 Ïåðåïîëíåíèå ñòåêà

Íåâîçìîæíî âûïîëíåíèå ïðîãðàììû.

Äåéñòâèÿ: Âûêëþ÷èòå ïèòàíèå îò ñåòè, ÷òîáû ïåðåâåñòè óñòðîéñòâî â èñõîäíîå
ñîñòîÿíèå. Åñëè îòêàç íå óñòðàíÿåòñÿ, âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.

29 Îòñóòñòâóåò ïîòîê îõëàæäàþùåé âîäû

Ñðàáîòàëî ðåëå êîíòðîëÿ ïîòîêà.

Òåêóùèé ïðîöåññ ñâàðêè áóäåò îñòàíîâëåí è íå ìîæåò áûòü âîçîáíîâëåí.

Äåéñòâèÿ: Ïðîâåðüòå êîíòóð ïîäà÷è îõëàæäàþùåé âîäû è íàñîñ.

31 Îòñóòñòâóåò îòâåòíûé ñèãíàë îò äèñïëåéíîãî áëîêà

Ìèêðîïðîöåññîð íå ïîëó÷àåò îòâåòíîãî ñèãíàëà îò ïëàòû äèñïëåÿ.

Äåéñòâèÿ: Âûçîâèòå ñïåöèàëèñòà ïî îáñëóæèâàíèþ.
32 Îòñóòñòâóåò ïîòîê ãàçà

Ðàñõîä ãàçà ñîñòàâëÿåò ìåíåå 6 ë/ìèí.

Äåéñòâèÿ: Ïðîâåðüòå ãàçîâûé êëàïàí, øëàíãè è ñîåäèíèòåëè.
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11 ÈÍÔÎÐÌÀÖÈß ÄËß ÇÀÊÀÇÀ ÇÀÏÀÑÍÛÕ ×ÀÑÒÅÉ

Ïðèìå÷àíèå:
Ã àðàíòìèéíûå îáÿçàòåëüñòâà ïîñòàâùèêà òåðÿþò ñèëó, åñëè ïîêóïàòåëú
ñàìîñòîÿòåëúíî ïûòàåòñÿ ïðîèçâåñòè êàêèå-ëèáî ðàáîòû ïî óñòðàíåíèþ
íåèñïðàâíîñòåé èçäåëèÿ â òå÷åíèå ãàðàíòèéíîãî ñðîêà.

Çàïàñíûå ÷àñòè ìîæíî çàêàçòú ó áëèæàéøåãî ê Âàì ESAB, (ñì. ïåðå÷åíú íà
ïîñëåäíåé ñòðàíèöå äàííîé áðîøþðû).
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1 INTRODUCTION
This manual describes operation of the U6 control panel.

For general information on operation, see the wire feed unit and power source
operating instructions.

If this warning is shown in the display it means that the power source don’t support
this function.

Contact an authorised ESAB service engineer to get an updated software.

1.1 Do this first

This menu appears on the display the first time that you start the power unit.

When delivered, the control panel and display are set to English. There are 14
languages stored in the control panel: change to the one that you want as follows.

S Press to reach the first selection menu.

S Press to reach the configuration menu.

S Press (i.e. the soft button on the right beneath the display) until the correct
language is shown in the display.
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1.2 Control panel’s working method

The control panel can be said to comprise two units: the primary memory and the
welding data memory.

Store
Primary memory Welding data memory

Recall

In the primary memory, a complete set of welding data settings are created which
can be stored in the welding data memory.

When welding, it is always the content of the primary memory which controls the
process. It is therefore also possible to recall welding data settings from the welding
data memory to the primary memory.

Note that the primary memory always contains the most recently set welding data
settings. These can be recalled from the welding data memory or individually altered
settings. In other words, the primary memory is never empty or “reset”

1.3 Control panel

1 Display

2 Knob for setting the voltage

3 Knob for setting the wire feed speed and
current

4 Soft pushbuttons (function keys)

5 MENU button

Soft pushbuttons

The functions of these buttons (i.e. what each one does) change, depending on the
sub--menu shown on the display. The particular function for each button is shown by
the text in the bottom line of the display, corresponding to the buttons. (A white dot
beside the text indicates that the button is active.)

MENU pushbutton

This pushbutton brings you to the selection menu (see item <>) if you are in the main
menu. If you are in some other menu, it moves you back up one menu.
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1.4 Symbols in the display

Back to the main menu.

Move the cursor down to a new setting parameter.

Change the function in the selected line.

Increase the value. Decrease the value.

2 MENUS
The control panel uses several different menus: the main menu, the measurements
menu, the selection menu, the process menu, the settings menu, the configuration
menu and the memory menu. A startup display is also shown when starting, with
information on the type of panel and the software version in use.

2.1 The main menu and the measurements menu
The main menu always appears immediately after starting,
showing the values that are set. If you are in the main menu
when you start to weld, the menu changes automatically to
show the measured values (the measurements menu). The
measured values remain on the display even after welding
stops.

Other menus can be accessed without losing the measured values.

It is only when a knob is turned or the welding method changed that the setting
values are displayed instead of the measured values.

2.2 The selection menu
Use the selection menu to select the next level of menu to
which you want to go: process, settings, configuration or
memory.

The process menu
Use this menu to
change the welding
process, material type
etc.

The settings menu
Use this menu to set
welding parameters,
such as gas pre--flow,
hot start time, crater fill
time etc.

The configuration
menu
Use this menu to
change the language,
measurement units etc.

The memory menu
Use this menu to store,
recall and/or erase
various stored welding
data settings. There
are ten storage
positions for welding
data.
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1) The table below shows the electrode diameters that can be selected in the process settings me-
nu for MIG/MAG synergy welding.

Wire type Shielding gas Wire diameter

Low--alloy or non--alloy solid wire (Fe) Ar + 18% CO2
Ar + 8% CO2

0.8 1.0 1.2
0.8 1.0 1.2

Stainless solid wire (Ss) Ar + 2%CO2 1.0 1.2

Magnesium--alloyed aluminium wire (AlMg) Ar 1.0 1.2 1.6

Silicon--alloyed aluminium wire (AlSi) Ar 1.0 1.2 1.6

Metal powder--filled cored wire (Fe) Ar + 18% CO2 1.2 1.4 1.6

Rutile flux--filled cored wire (Fe) Ar + 18% CO2 1.2 1.4 1.6

Basic flux--filled cored wire (Fe) Ar + 18% CO2 1.2 1.4 1.6

2) The table below shows the electrode diameters that can be selected in the menu for pulsed
MIG/MAG welding.

Wire type Shielding gas Wire diameter

Low--alloy or non--alloy solid wire (Fe) Ar + 18% CO2
Ar + 8% CO2

0.8 1.0 1.2
0.8 1.0 1.2

Stainless solid wire (Ss) Ar + 2%CO2 1.0 1.2

Magnesium--alloyed aluminium wire (AlMg) Ar 1.0 1.2 1.6

Silicon--alloyed aluminium wire (AlSi) Ar 1.0 1.2 1.6

3) The table below shows the electrode diameters that can be selected in the MMA welding pro-
cess menu.

Electrode type Electrode diameter

Basic 1.6 2.0 2.5 3.2 4.0 4.5 5.0 5.6 6.0 7.0

Rutile 1.6 2.0 2.5 3.2 4.0 4.5 5.0 5.6 6.0 7.0

Cellulose 2.0 2.5 3.2 4.0 4.5 5.0 5.6 6.0

4) Following electrode diameters can be selected in the process menu for air--arc gouging:
4.0 5.0 6.0 7.0 8.0

5) The text on the display panel is available in the following languages:

Swedish, Danish, Norwegian, Finnish, English, German, Dutch, French, Spanish (Castilian),
Italian, Portuguese, Polish, Czech, Hungarian, Turkish and US English.
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3 MIG/MAG WELDING

The arc in MIG/MAG welding melts a filler wire (the electrode) that is continuously fed
into the weld, with the molten zone being protected by a shielding gas.

Pulsing the current affects the transfer of molten droplets from the wire , to produce a
stable, spatter--free arc even at low welding data.

3.1 Settings
MIG/MAG welding without pulsing

Settings Setting range In steps of Default setting

2/4--stroke 1) 2--stroke or 4--stroke -- 2--stroke
Crater filling OFF or ON -- OFF
Crater fill time 0 -- 5 s 0,1 s 1,0 s
Hot start OFF or ON -- OFF
Hot start time 0 -- 10 s 0,1 s 1,5 s
Creep start OFF or ON -- ON
Gas purging 1) -- -- --
Cold wire feed -- -- --
Synergy OFF or ON -- ON 2)

Inductance 0 -- 100 1 70
Gas pre--flow 0,1 -- 25 s 0,1 s 0,1 s
Burnback time 0 -- 0,35 s 0,01 s 0,10 s
Gas post--flow 0,1 -- 20 s 1 s 1 s
Spot welding OFF or ON -- OFF
Spot welding time 0,1 -- 25 s 0,1 s 0,1 s
Voltage 8 -- 60 0,25 (displayed with

one decimal)
synergy deviation
¦ 0

Wire feed speed 0,8 -- 25,0 m/min 0,1 m/min 5 m/min
Trigger data OFF,

ON or
ARC OFF

-- OFF

Dimensions METRIC or INCH -- METRIC
Panel enable OFF or ON -- ON
Automatic save 3) OFF or ON -- OFF
AVC feeder 3) OFF or ON -- OFF
Limits 3) OFF or ON -- OFF
Lock code 3) OFF or ON -- OFF

1) These functions cannot be changed while welding is in progress.
2) The synergy line on delivery: solid wire (Fe), shielding gas CO2 with wire 0.8 mm.
3)Contact an authorised ESAB service engineer to activate this function.

MIG/MAG welding with pulsing

Settings Setting range In steps of Default setting

2/4--stroke 1) 2--stroke or 4--stroke -- 2--stroke
Crater filling OFF or ON -- OFF
Crater fill time 0 -- 5 s 0,1 s 1,0 s
Hot start OFF or ON -- OFF
Hot start time 0 -- 10 s 0,1 s 1,5 s
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Settings Default settingIn steps ofSetting range

Creep start OFF or ON -- ON
Gas purging 1) -- -- --
Cold wire feed -- -- --
Gas pre--flow 0,1 -- 25 s 0,1 s 0,1 s
Burnback time 0 -- 0,35 s 0,01 s 0,10 s
Gas post--flow 0 -- 20 s 1 s 1 s
Spot welding OFF or ON -- OFF
Spot welding time 0,1 -- 25 s 0,1 s 0,1 s
Voltage 8 -- 60 0,25 (displayed with

one decimal)
synergy deviation
¦ 0

Wire feed speed 0,8 -- 25,0 m/min 0,1 m/min 5 m/min
Trigger data OFF,

ON or
ARC OFF

-- DISABLE

Dimensions METRIC or INCH -- METRIC
Panel enable OFF or ON -- ON
Automatic save 2) OFF or ON -- OFF
AVC feeder 2) OFF or ON -- OFF
Limits 2) OFF or ON -- OFF
Lock code 2) OFF or ON -- OFF

1) These functions cannot be changed while welding is in progress.
2)Contact an authorised ESAB service engineer to activate this function.
The synergy line on delivery: solid wire (Fe), shielding gas Ar 8% CO2 with wire 1.0 mm.

2--stroke

Gas pre--flow Hot
start

Welding Crater
fill

Gas post--flow

Functions when using 2--stroke control of the welding gun.

In the 2--stroke control mode, pressing the welding gun trigger switch starts gas
pre--flow (if used) (1) and strikes the arc. Releasing the trigger switch (2) starts
crater filling (if in operation), extinguishes the arc and starts gas post--flow (if in
operation).

TIP: If the welding gun trigger switch is pressed again during the crater fill time,
welding can be continued for as long as required (shown by the dotted line), using
the crater fill data. Crater filling can also be interrupted by quickly pressing and
releasing the trigger switch while crater filling is in progress.

-- Activation of 2--stroke performed in the main menu.
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4--stroke

Gas pre--flow Hot
start

Welding Crater fill Gas post--flow

Function when using 4--stroke control of the welding gun.

In the 4--stroke control mode, pressing the welding gun trigger switch starts gas
pre--flow (1). Releasing the trigger switch (2) starts the welding process. At the end
of welding, the welder presses the trigger switch again (3), which starts crater filling
(if in operation) and reduces the welding data to a lower value. Releasing the trigger
switch again (4) extinguishes the arc and starts gas post--flow (if used).

TIP: Crater filling stops when the trigger switch is released. Keeping the button
pressed continues welding at the lower data of the crater filling function (dotted line).

-- Activation of 4--stroke performed in the main menu.

Crater filling

Crater filling helps to avoid pores, thermal cracking and crater formation in the
workpiece at the end of the weld.

-- Setting of crater filling time performed in the settings menu.

Hot start

The hot start function increases the welding current for an adjustable time at the start
of welding, which reduces the risk of poor fusion at the start of the weld.

-- Setting of hot start time performed in the settings menu.

Creep start

The creep start function reduces the initial feed speed of the wire to 50 % of the set
speed until the wire contacts the workpiece.

-- Activation of creep start performed in the main menu.

Gas purging

The gas purging function is used when measuring the gas flow rate, or to purge the
gas hoses of any air or moisture before starting to weld. It continues as long as the
button is held pressed, and prevents voltage from being applied and wire feed from
starting.

-- Activation of gas purging performed in the main menu.
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Cold wire feed

Cold wire feed is used in order to feed out wire without energising the arc. The wire
is fed out for as long as the button is held pressed.

-- Activation of cold wire feed performed in the main menu.

Synergy

Every combination of wire type, wire diameter and gas mixture requires a unique
relationship between wire feed speed and voltage (arc length) in order to ensure a
stable arc. The arc voltage (arc length) is automatically controlled in accordance
with the preprogrammed synergy line that has been selected by the welder, which
makes it much easier quickly to find the optimum welding parameters. The
relationship between the wire feed speed and the other parameters is referred to as
the synergy characteristic or synergy line.

Synergy ON: the main menu shows the set wire
feed, as well as positive and negative deviation
from the synergy line’s voltage.

Positive deviation is displayed with a bar above
SYN, negative is displayed below.

Synergy OFF: the main menu shows the set value for voltage and wire feed.

-- Activation of synergy performed in the main menu.

Synergy line package

The synergy line package supplied with the machine is called “Standard synergic
lines” and contains the 33 most frequently used synergy lines.

It is also possible to order other packages of synergy lines, but these must be
installed by an authorised ESAB service engineer.

Inductance

Higher inductance produces a more flowing weld and less spatter. Lower inductance
produces a harsher sound and a stable, concentrated arc.

-- Setting of inductance performed in the settings menu.

Gas pre--flow

The gas pre--flow time is the time during which the shielding gas flows before the arc
is struck.
-- Setting of gas pre--flow time performed in the settings menu.

Burnback time

The burnback time is a delay between when the wire feed unit starts to brake the
wire until the power unit shuts off the welding current. Too short a burnback time
leaves a long piece of filler wire projecting after welding has stopped, with resulting
risk of the wire freezing into the solidifying weld pool. On the other hand, too long a
burnback time reduces the stickout to such an extent that there is a risk of the arc
striking from the welding gun contact tip when welding is next started.

-- Setting of burnback time performed in the settings menu.
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Gas post--flow

The gas post--flow function controls the time during which shielding gas continues to
flow after the arc has been extinguished.

-- Setting of gas post--flow time performed in the settings menu.

Change of trigger data

Using this function, it is possible to switch to various pre--set welding data
alternatives by double--clicking on the welding gun’s trigger.

Switching takes place between the memory positions 1, 2 and 3 (see under chapter
8 “memory management”). If there is no data in memory position 2, switching takes
place instead between positions 1 and 3.

ON -- Switching between memory positions can take place before, after or during
welding.

ARC OFF -- Switching between memory positions can only take place before or
after welding.

-- Activation of trigger data switching performed in the configuration menu.

AVC feeder

When this function is activated it is possible to use an Arc Voltage Controlled or
Off--The--Arc feeder, where the arc voltage from the power source is used to power
the feed unit.

Contact an authorised ESAB service engineer to activate this function.

-- Activation of AVC feeder performed in the configuration menu.

Spot welding

Select Spot welding when you want to “spot--weld” thin metal sheets.

-- Activation and setting of Spot welding is performed in the settings menu.

Voltage

A higher voltage gives a longer arc, with a hotter and wider weld pool.

Irrespective of which menu is displayed, the setting value for the voltage can always
be changed. The value is displayed in the main menu or selection menu.

Wire feed speed

The wire feed speed is the speed at which the filler wire is supplied, measured in
m/min.

Irrespective of which menu is displayed, the setting value for the wire feed speed can
always be changed. The value is displayed in the main menu or selection menu.
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4 TIG WELDING

TIG welding uses a non--melting tungsten electrode from which the arc is struck that
melts the workpiece. The molten weld pool and the tungsten electrode are protected
by a shielding gas.

Pulsing is used in order to give better control of the weld pool and solidification. The
pulse frequency is sufficiently low to allow some of the weld pool to start to solidify
between each pulse. Pulsing has four controllable parameters: pulse duration,
background current time, pulse current and background current.

4.1 Settings

TIG welding without pulsing

Settings Setting range In steps of Default setting

2/4--stroke 1) 2--stroke or 4--stroke -- 2--stroke

HF / Liftarc HF or Liftarc -- HF

Gas purging 1) -- --

Gas pre--flow 0 -- 5 s 0,1 s 0,5 s

“Slope up” time 0 -- 5 s 0,1 s 0,0 s

”Slope down” time 0 -- 10 s 0,1 s 2,0 s

Gas post--flow 0 -- 25 s 0,1 s 5,0 s

Current 2) 4 -- 500 A 1 A 100 A

Trigger data OFF,
ON or
ARC OFF

-- DISABLE

Dimensions METRIC or INCH -- METRIC

Panel enable OFF or ON -- ON

Automatic save 3) OFF or ON -- OFF

Limits 3) OFF or ON -- OFF

Lock code 3) OFF or ON -- OFF

1) These functions cannot be changed while welding is in progress.
2)Maximal current depends on which machine type is used.
3)Contact an authorised ESAB service engineer to activate this function.
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TIG welding with pulsing

Settings Setting range In steps of Default value

2/4--stroke 1) 2--stroke or 4--stroke -- 2--stroke

HF / Liftarc HF or Liftarc -- HF

Gas purging 1) 0 -- 5 s 0,1 s 0,5 s

Gas pre--flow 0 -- 5 s 0,1 s 0,5 s

“Slope up” time 0 -- 5 s 0,1 s 0,0 s

”Slope down” time 0 -- 10 s 0,1 s 2,0 s

Gas post--flow 0 -- 25 s 0,1 s 5,0 s

Pulse duration 0.001 -- 0.1 s

0.1 --5 s

0.001 s

0.1 s

0,100 s

Background duration 0.001 -- 0.1 s

0.1 --1 s

0.001 s

0.1 s

0,200 s

Pulse current 2) 4 -- 500 A 1 A 100 A

Background current 2) 4 -- 500 A 1 A 25 A

Trigger data OFF,
ON or
ARC OFF

-- DISABLE

Dimensions METRIC or INCH -- METRIC

Panel enable OFF or ON -- ON

Automatic save 3) OFF or ON -- OFF

Limits 3) OFF or ON -- OFF

Lock code 3) OFF or ON -- OFF

1) These functions cannot be changed while welding is in progress.
2) Maximal current depends on which machine type is used.
3)Contact an authorised ESAB service engineer to activate this function.

2--stroke

Gas pre--flow Slope
up

Slope down Gas post--
flow

2--stroke operation of the welding gun switch button.

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

-- Activation of 2--stroke performed in the main menu.
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4--stroke

Gas pre--flow Slope
up

Slope down Gas post--
flow

4--stroke operation of the welding gun switch button.

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

-- Activation of 4--stroke performed in the main menu.

HF

The HF function strikes the arc by a spark produced when the tungsten electrode is
brought to within a certain distance from the workpiece.

-- Activation of HF performed in the process menu.

Lift Arc

The “Lift Arc” function strikes the arc when the electrode comes into contact with the
workpiece and is then lifted off.

Striking the arc with the “Lift Arc” function. Step 1 shows the electrode in contact with the workpiece.
The button is then pressed (Step 2), and a low current flows. The arc strikes when the welder lifts the
gun away from the workpiece (Step 3), which causes the current to rise automatically to the set value.

-- Activation of “Lift--Arc” performed in the process menu.
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Gas purging

Use the gas purging function to measure the gas flow or to purge the gas hoses of
any air and/or moisture before starting to weld. Purging continues for as long as the
switch button is held pressed, and prevents the current from flowing or the wire feed
from starting.

-- Gas purging performed in the main menu.

Gas pre--flow

The gas pre--flow setting controls the time during which the shielding gas flows
before the arc is struck.

-- Setting of gas pre--flow time performed in the settings menu.

Slope up

“Slope up” means that the initial TIG arc current is low and increases slowly to the
set value. This provides less harsh heating of the tungsten electrode and gives the
welder time to position the electrode and arc before full welding current starts.

-- The setting of “slope up” time performed in the settings menu.

Slope down

The “slope down” function in TIG welding is used to avoid the formation of crater
cracking at the end of welding. It reduces the current slowly over an adjustable
period of time.

-- The setting of “slope down” time performed in the settings menu.

Gas post--flow

Gas post--flow controls the time during which the shielding gas continues to flow
after the arc is extinguished.

-- Setting of gas post--flow time performed in the settings menu.

Pulse duration

This is the length of time during which the pulse current is on during a pulse cycle.

-- Setting of pulse duration time performed in the settings menu.

Background time

This is the length of time during which the background current flows. With the pulse
duration time, it gives the total pulse cycle time.

-- Setting of background time performed in the settings menu.

Background current

This is the lower current value of the two currents used in pulsed current welding.

-- Setting of background current performed in the settings menu.
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Pulse current

This is the higher current value of the two currents used in pulsed current welding.

Irrespective of which menu is displayed, the setting value for the pulse current can
always be changed. The value is displayed in the main menu, the selection menu or
the settings menu.

Current

Background time

Pulse amp

Background amp Pulse time

Time

TIG welding with pulsing.
Current
Higher current produces wider and deeper penetration into the workpiece.

Irrespective of which menu is displayed, the setting value for the current can always
be changed. The value is displayed in the main menu or selection menu.

Change of trigger data
Using this function, it is possible to switch to various pre--set welding data
alternatives by double--clicking on the welding blowpipe’s trigger.

Switching takes place between the memory positions 1, 2 and 3 (see under chapter
8 “memory management”). If there is no data in memory position 2, switching takes
place instead between positions 1 and 3.

ON -- Switching between memory positions can take place before, after or during
welding.

ARC OFF -- Switching between memory positions can only take place before or
after welding.

-- Activation of trigger data switching performed in the configuration menu.
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5 MMA WELDING

MMA welding is welding with the use of coated electrodes. Striking the arc melts the
electrode and the coating, with the coating forming a protective slag.

5.1 Settings

Settings Setting range In steps of Default setting

Hot start 1) ON or OFF -- OFF

Hot start time 1 -- 30 1 10

Arc force 0 -- 10 0,5 3

Current 2) 16 -- 500 A 1 A 164 A

Dimensions METRIC or INCH -- METRIC

Panel enable OFF or ON -- ON

Automatic save 3) OFF or ON -- OFF

Limits 3) OFF or ON -- OFF

Lock code 3) OFF or ON -- OFF

1) This function cannot be changed while welding is in progress.
2)Maximal current depends on which machine type is used.
3)Contact an authorised ESAB service engineer to activate this function.
The synergy line on delivery rutile electrode 4.0 mm.

Hot start

The hot start function increases the welding current for an adjustable time at the start
of welding. This reduces the risk of poor fusion defects at the start of the weld.

Setting of hot start time performed in the settings menu.

Arc force

The arc force function controls how the current changes when the arc length changes.
A lower value gives a less harsh arc with less spatter.

Setting of arc force performed in the settings menu.

Current

Higher current produces wider and deeper penetration into the workpiece.

Irrespective of which menu is displayed, the setting value for the current can always
be changed. The value is displayed in the main menu or selection menu.
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6 ARC--AIR GOUGING

Arc--air gouging involves the use of a special electrode consisting of a carbon bar
with a copper case. An arc is formed between the carbon bar and the workpiece, air
is supplied to blow away the melted material, and a seam is formed.

6.1 Settings

Settings Setting range In steps of Default setting

Wire diameter 4.0--8.0 mm 1 mm 4,0 mm

Voltage 8--60 V 0,25 V (Displayed with
one decimal.)

37.0 V

Wire diameter

A larger wire diameter produces wider and deeper penetration into the workpiece.

Voltage

Higher voltage produces wider and deeper penetration into the workpiece
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7 GENERAL FUNCTIONS

7.1 Remote control unit

Machines with intergral control panels should have program version 1.21 or higher,
in order for the remote control to function correctly.

Control panel’s behaviour on connection of the remote control unit

S The display freezes in the menu showing when the remote control unit is
connected.

Measurement and setting values are updated, but only displayed in those menus
in which the values can be shown.

S If a fault code symbol is displayed, it cannot be removed until the remote control
has been disconnected.

S With 10--program remote control units, it is possible to switch between memory
positions 1, 2, 3, 4, 5, 6, 7, 8, 9 and 10. If memory position 2 is empty, the values
from position 1 are retained. For further information, see chapter 8 “memory
management”.

7.2 Settings

Panel enable

When a remote control unit is connected it is possible to set current or voltage and
wire feed speed by the control panel or the remote control unit.

Note: this function must be activated before the remote control unit is connected.

-- Activation of panel enable performed in the configuration menu.

Auto save

If a welding data setting is recalled from the welding data memory and the settings
are adjusted, the changed settings will automatic be saved when a new welding data
setting is recalled from the memory.

Contact an authorised ESAB service engineer to activate this function.

-- Activation of auto save performed in the configuration menu.

Limits

By this function max. and min. values for wirefeed / current or voltage can be set.
The limits can be saved in the first 5 memory positions of the welding data memory.

Contact an authorised ESAB service engineer to activate this function.

-- Activation of limits performed in the configuration menu.

Lock code

By this function the settings menu can be locked, then it is only possible to select the
main menu and the measurements menu, see chapter 9 “Lock code”.

Contact an authorised ESAB service engineer to activate this function.

-- Activation of lock code performed in the configuration menu.
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8 MEMORY MANAGEMENT

Various welding data created in the primary memory can be stored in the memory
menu. Up to 10 different welding data settings can be stored.

8.1 Store welding data

S Set a welding data setting in the primary memory.

S Press to access the “selection menu” and then on to access the
relevant settings.

Check that the welding data settings are correct.

S Press to access the memory menu.

S Press until you come to the memory position in which you want to store the
welding data setting, e.g. position 2.

S Press , a welding data setting is now stored in memory position 2. The
other memory positions are empty.
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8.2 Recall welding data

S Press to access the selection menu and then on to access the
relevant settings.

S Press to access the memory menu.

S Choose which memory position you want to recall, e.g. position 2. Press
until you come to position 2.

S Press to recall memory position 2. The following question appears:

S Press “YES” if you want to recall welding data from memory position 2 and
change the settings that are currently in the primary memory. (If you change your
mind, press “NO”)

This icon in the main menu shows which
memory position that is recalled.
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8.3 Delete welding data

S Press to access the selection menu and then on to access the
relevant settings.

S Press to access the memory menu.

S Choose which memory position you want to delete, e.g. position 2. Press
until you come to position 2.

S Press to delete memory position 2. The following question appears:

S Press “YES” if you want to delete welding data from memory position 2, (if you
change your mind, press “NO”). Memory position 2 is now empty.

9 LOCK CODE
Contact an authorised ESAB service engineer to activate the lock code.

S Press to access the lock code menu.

S Press until the first digit of the PIN code is selected.

S Press , to store the first digit of the code. Repeat the procedure for the
remaining digits.

S Press to unlock the control panel.
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10 FAULT CODES

Fault codes are used to indicate that a fault has occurred in the equipment. They
are shown in the display in the form of a symbol as follows:

Fault codes are updated every three seconds. The upper numeral in the
symbol is the number of the particular fault code: see Item 10.1. The
lower figure indicates where the fault is.

The above symbol shows that the control panel (0) has lost contact with the power unit.

If several faults have been detected, only the code for the last fault to occur will be
displayed.

Press any of the function keys in order to clear the symbol from the display.

Symbols may be steady or flashing, depending on the type of fault.

Flashing symbols are highlighted with “o” in the list of fault codes.

10.1 Fault code list

0 = control panel 3 = wire feed unit

1 = cooling unit 4 = remote control

2 = power source

Fault
code

Description 0 1 2 3 4

1 Memory error, EPROM x x x x x

2 Memory error, RAM x x x x

3 Memory error, external RAM x x

4 5V power supply x x

5 Intermediate DC voltage outside limits x

6 High temperature x x

8 Power supply 1* x x x x x

9 Power supply 2* x x x

10 Power supply 3* x

11 Wire feed servo x

12 Communication error (warning) x x x x x

14 Communication error (bus off) x x

15 Messages lost x x x x

16 High open--circuit voltage x

17 Lost contact with the wire feed unit o

18 Lost contact with the power unit o

19 Incorrect settings values in external RAM x

20 Memory allocation error x

22 Transmitter buffer overflow x x

23 Receiver buffer overflow x x

26 Watchdog x x x

27 Out of wire o

28 Stack overflow x x x x

GB



-- 59 --
bi08fele9

Fault
code

43210Description

29 No cooling water flow o

31 No reply from the display unit x

32 No gas flow o

Unit Power supply 1* Power supply 2* Power supply 3*

Cooling unit +24V

Control panel +3V

Power unit +15V --15V +24V

Wire feed unit

Wire feed unit L

+15V

+15V

+ 20V

+ 60V

Remote control +12V +10V

10.2 Fault code descriptions

Fault
code

Description

1 Program memory error, (EPROM)
There is a fault in the program memory.

This fault does not disable any functions.

Action: Restart the machine. If the fault persists, send for a service technician.
2 Microprocessor RAM error

The microprocessor is unable to read/write from/to a certain memory position in its internal
memory

This fault does not disable any functions.

Action: Restart the machine. If the fault persists, send for a service technician.
3 External RAM error

The microprocessor is unable to read/write from/to a certain memory position in its external
memory

This fault does not disable any functions.

Action: Restart the machine. If the fault persists, send for a service technician.
4 5 V power supply low

The power supply voltage is too low.

The current welding process is stopped, and cannot be restarted.

Action: Turn off the mains power supply to reset the unit. If the fault persists, send for a
service technician.

5 Intermediate DC voltage outside limits
The voltage is too low or too high. Too high a voltage can be due to severe transients on
the mains power supply or to a weak power supply (high inductance of the supply or loss
of a phase).

The power unit is stopped, and cannot be restarted.

Action: Turn off the mains power supply to reset the unit. If the fault persists, send for a
service technician.

6 High temperature
The thermal overload cutout has operated.

The current welding process is stopped, and cannot be restarted until the cutout has reset.

Action: Check that the cooling air inlets or outlets are not obstructed or clogged with dirt.
Check the duty cycle being used, to make sure that the equipment is not being overloaded.
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Fault
code

Description

8 +24V power supply (cooling unit)
The voltage is too high or too low.

Action: Send for a service technician.
8 Low battery voltage +3V (in the control panel)

The voltage of the memory backup battery is too low. If the battery is not replaced, the
contents of the welding data memory in the control panel will be lost.

This fault does not disable any functions.

Action: Send for a service technician to replace the battery.
8 +15V power supply (wire feed unit and power unit)

The voltage is too high or too low.

Action: Send for a service technician.
8 +13V power supply, (remote control unit)

The voltage is too high or too low.

Action: Send for a service technician.
9 --15V power supply (power unit)

The voltage is too high or too low.

Action: Send for a service technician.
9 +20V, +60V power supply, (wire feed unit)

The voltage is too high or too low.

Action: Send for a service technician.
9 +10 V power supply (remote control unit)

The voltage is too high or too low.

Action: Send for a service technician.
10 +24V power supply

The voltage is too high or too low.

Action: Send for a service technician.
11 Wire feed speed

The wire feed speed differs from the set value.

Wire feed stops if this fault occurs.

Action: Send for a service technician.
12 Communication error (warning)

The load on the system CAN bus is temporarily too high.

The power unit or wire feed unit may have lost contact with the control panel.

Action: Check the equipment to ensure that only one wire feed unit or remote control unit
is connected. If the fault persists, send for a service technician.

14 Communication error
The system’s CAN bus has temporarily ceased to work due to excessive load.

The current welding process is stopped.

Action: Check the equipment to ensure that only one wire feed unit or remote control unit
is connected. Turn off the mains power supply to reset the unit. If the fault persists, send
for a service technician.

15 Messages lost
The microprocessor is unable to process incoming messages sufficiently quickly, with the
result that information has been lost.

Action: Turn off the mains power supply to reset the unit. If the fault persists, send for a
service technician.

GB



-- 61 --
bi08fele9

Fault
code

Description

16 High open--circuit voltage
The open--circuit voltage has been too high.

Action: Turn off the mains power supply to reset the unit. If the fault persists, send for a
service technician.

17 Lost contact
The control panel has lost contact with the wire feed unit.

The current welding process is stopped.

Action: Check the cables. If the fault persists, send for a service technician.
18 Lost contact

The control panel has lost contact with the power unit.

The current welding process is stopped.

Action: Check the cables. If the fault persists, send for a service technician.
19 Incorrect settings values in external RAM

This fault will be detected if the information in the battery--backed memory has become
corrupted.

Action: The fault will correct itself, but the data stored in the current memory position will
be lost.

20 Memory allocation error
The microprocessor is unable to reserve sufficient memory space.

This fault will generate fault code 26.

Action: Send for a service technician.
22 Transmitter buffer overflow

The control panel is unable to transmit information to the other units at a sufficiently high
speed.

Action: Turn off the mains power supply to reset the unit.
23 Receiver buffer overflow

The control panel is unable to process information from the other units at a sufficiently high
speed.

Action: Turn off the mains power supply to reset the unit.
26 Watchdog

Something has prevented the processor from performing its normal program duties.

The program restarts automatically. The current welding process will be stopped.
This fault does not disable any functions.

Action: If the fault recurs, send for a service technician.
27 Out of wire (wire feed unit)

The wire feed unit is not feeding any wire. The current welding process will be stopped,
and cannot be restarted.

Action: Load new wire.
28 Stack overflow

Program execution is not working.

Action: Turn off the mains power supply to reset the unit. If the fault persists, send for a
service technician.

29 No cooling water flow
The flow monitor switch has operated.

The current welding process is stopped, and cannot be restarted.

Action: Check the cooling water circuit and the pump.
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Fault
code

Description

31 No reply from the display unit
The microprocessor is not in contact with the display board.

Action: Send for a service technician.
32 No gas flow

Gas flow is less than 6 l/min. Welding cannot be started.

Action: Check the gas valve, hoses and connectors.

11 ORDERING SPARE PARTS

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

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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Ordering no. Denomination

0458 535 890 Aristot U6

0459 287 170 Instruction manual SE
0459 287 171 Instruction manual DK
0459 287 172 Instruction manual NO
0459 287 173 Instruction manual FI
0459 287 174 Instruction manual GB
0459 287 175 Instruction manual DE
0459 287 176 Instruction manual FR
0459 287 177 Instruction manual NL
0459 287 178 Instruction manual ES
0459 287 179 Instruction manual IT
0459 287 180 Instruction manual PT
0459 287 181 Instruction manual GR
0459 287 182 Instruction manual PL
0459 287 183 Instruction manual HU
0459 287 184 Instruction manual CZ
0459 287 187 Instruction manual US
0459 287 127 Instruction manual RU, GB

0459 287 990 Spare parts list Aristot U6

Instruction manuals and the spare parts list are available on the Internet at www.esab.com
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