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@ SAFETY PRECAUTIONS

Be Sure To Follow All Safety Rules In This Manual!

Explanation Of Safety
Information

A\

« Safety symbols found in the manual are used to identify potential hazards.

« When any one of the safety symbols are seen in this manual, it must be understood that there is
arisk of injury and the following instructions should be read carefully to avoid potential hazards.

« The possessor of the machine is responsible for preventing unauthorized persons from
accessing the equipment.

¢ Persons using the machine must be experienced or fully trained in welding / cutting they have to
read the user manual before operation and follow the safety instructions.

Explanation Of Safety
Symbols

A\
®

4>
1Qi-

ATTENTION
Indicates a potentially hazardous situation that could cause injury or damage.
In case if no precaution is taken, it may cause injuries or material losses / damages.

IMPORTANT
Specifies notifications and alerts on how to operate the machine.

DANGER
Indicates a serious danger. In case if not avoided, severe or fatal injuries may occur.

Comprehending Safety
Precautions

A\

¢ Read the user manual, the label on the machine and the safety instructions carefully.

* Make sure that the warning labels on the machine are in good condition. Replace missing and
damaged labels.

e Learn how to operate the machine, how to make the checks in a correct manner.

« Use your machine in suitable working environments.

« Improper changes made in your machine will negatively affect the safe operation and its
longevity.

« The manufacturer is not responsible for the consequences resulting from the operation of the
device beyond the specified conditions.

Electric Shocks
May Kill

:q

Fa

Make certain that the installation procedures comply with national electrical standards

and other relevant regulations, and ensure that the machine is installed by authorized
persons.

¢ Wear dry and sturdy insulated gloves and working apron. Never use wet or damaged gloves and
working aprons.

Wear flame-resistant protective clothing against the risk of burning. The clothing used by the
operator must be protective against sparks, splashing and arc radiation.

Do not work alone. In case of a danger make sure you have someone for help in your working
environment.

Do not touch the electrode with the bare hand. Do not allow the electrode holder or electrode to
come in contact with any other person or any grounded object.

Never touch parts that carry electricity.

Never touch the electrode if you are in contact with the electrode attached to the work surface,
floor or another machine.

By isolating yourself from the work surface and the floor, you can protect yourself from possible
electric shocks. Use a non-flammable, electrically insulating, dry and undamaged insulation
material that is large enough to cut off the operator’s contact with the work surface.

Do not connect more than one electrode to the electrode holder.

Clamp work cable with good metal-to-metal contact to workpiece or worktable as near the weld
as practical.

Check the torch before operating the machine. Make sure the torch and its cables are in good
condition. Always replace a damaged, worn torch.

Do not touch electrode holders connected to two machines at the same time since double
open-circuit voltage will be present.

Keep the machine turned off and disconnect cables when not in use.

Before repairing the machine, remove all power connections and / or connector plugs or turn
off the machine.

Be careful when using a long mains cable.

www.magmaweld.com
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6 Safety Precautions RD 500E

Make sure all connections are tight, clean, and dry.

Keep cables dry, free of oil and grease, and protected from hot metal and sparks.

Bare wiring can kill. Check all cables frequently for possible damage. If a damaged or an
uninsulated cable is detected, repair or replace it immediately.

Insulate work clamp when not connected to workpiece to prevent contact with any metal
object.

Make sure that the grounding of the power line is properly connected.

Do not use AC weld output in damp, wet, or confined spaces, or if there is a danger of falling.
Use AC output ONLY if required for the welding process.

If AC output is required, use remote output control if present on unit.

Additional safety precautions are required when any of the following electrically hazardous
conditions are present :

« in damp locations or while wearing wet clothing,

« on metal structures such as floors, gratings, or scaffolds,

¢ when in cramped positions such as sitting, kneeling, or lying,

« when there is a high risk of unavoidable or accidental contact with the workpiece or ground.
For these conditions, use the following equipment in order presented:

¢ Semiautomatic DC constant voltage (CV) MIG welding machine,

« DC manual MMA welding machine,

* DC or AC welding machine with reduced open-circuit voltage (VRD), if available.

Procedures for « Turn off the electric power.
Electric Shock « Use non-conducting material, such as dry wood, to free the victim from contact with live parts

or wires.
« Call for emergency services.

If you have first aid training;

If the victim is not breathing, Administer cardiopulmonary resuscitation (CPR) immediately
after breaking contact with the electrical source. Continue CPR (cardiac massage) until
breathing starts or until help arrives.

Where an automatic electronic defibrillator (AED) is available, use according to ins tructions.
Treat an electrical burn as a thermal burn by applying sterile, cold (iced) compresses. Prevent
contamination, and cover with a clean, dry dressing.

Moving Parts May e Keep away from the moving parts.
Cause Injuries « Keep all protective devices such as covers, panels, flaps, etc., of machinery and equipment

{4 closed and in locked position.
@( % * Wear metal toe shoes against the possibility of heavy objects falling on to your feet.

Fumes and Gases Long-term inhalation of fumes and gases released from welding / cutting is very dangerous.
May Be Harmful To g f fu g fr g/ g Is very dang, 2

Your Health < Burning sensations and irritations in the eyes, nose and throat are signs of inadequate

@z a ventilation. In such a case, immediately boost the ventilation of the work area, and if the
problem persists, stop the welding / cutting process completely.

Create a natural or artificial ventilation system in the work area.
Use a suitable fume extraction system where welding / cutting works are being carried out. If
necessary, install a system that can expel fumes and gases accumulated in the entire workshop.
Use a suitable filtration system to avoid polluting the environment during discharge.
If you are working in narrow and confined spaces or if you are welding lead, beryllium,
cadmium, zinc, coated or painted materials, use masks that provide fresh air in addition to the
above precautions.
If the gas tanks are grouped in a separate zone, ensure that they are well ventilated, keep the
main valves closed when gas cylinders are not in use, pay attention to possible gas leaks.
Shielding gases such as argon are denser than air and can be inhaled instead of air if used in
confined spaces. This is dangerous for your health as well.
Do not perform welding / cutting operations in the presence of chlorinated hydrocarbon vapors
released during lubrication or painting operations.
Some welded / cut parts require special ventilation. The safety rules of products that require
special ventilation should be read carefully. A suitable gas mask should be worn when
necessary.

Ty

=
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Arc Light May Damage -« Use a standard protective mask and a suitable glass filter to protect your eyes and face.
Your Eyes and Skin e« Protect other naked parts of your body (arms, neck, ears, etc.) with suitable protective clothing
. v from these rays.
/ « Enclose your work area with flame-resistant folding screens and hang warning signs at eye level
{éégi :?_é;ﬁ so that people around you will not sustain injuries from arc rays and hot metals.
¢ This machine is not used for heating of icebound pipes. This operation performed with the
welding / cutting machine causes explosion, fire or damage to your installation.
Sparks and Spattering « Performing works such as welding / cutting, surface grinding, and brushing cause sparks and
Particles May Get  metal particles to splatter. Wear approved protective work goggles which have edge guards
Into Eyes and Cause  under the welding masks to prevent sustaining possible injuries.
Damage
24
Hot Parts May Cause e« Do not touch the hot parts with bare hands.
Severe Burns e« Wait until the time required for the machine to cool down before working on its parts.

4

If you need to hold hot parts, use suitable tools, welding / cutting gloves with high-level thermal
insulation and fire-resistant clothes.

Noise May Cause
Damage To Your
Hearing Ability

®

The noise generated by some equipment and operations may damage your hearing ability.
Wear approved personal ear protective equipment if the noise level is high.

Welding Wires Can
Cause Injuries

A\

Do not point the torch towards any part of the body, other persons, or any metal while
unwrapping the welding / cutting wire.

When welding wire is run manually from the roller especially in thin diameters the wire can slip
out of your hand, like a spring or can cause damage to you or other people around, therefore you
must protect your eyes and face while working on this.

Welding Operations
May Cause Fire and
Explosion

Never perform welding / cutting work in places near flammable materials. There may be fire or
explosions.

Before starting the welding / cutting work, remove these materials form the environment or cover
them with protective covers to prevent combustions and flaring.

National and international special rules apply in these areas.

Do not apply welding / cutting operations into completely closed tanks or pipes.

Before welding to tanks and closed containers, open them, completely empty them, and clean
them. Pay the greatest attention possible to the welding / cutting operations you will perform in
such places.

Do not weld in tanks and pipes which might have previously contained substances that may
cause explosions, fires or other reactions.

Welding / cutting equipment heats up. For this reason, do not place it on surfaces that could
easily burn or be damaged !

Sparks and splashing parts may cause a fire. For this reason, keep materials such as fire
extinguishers tubes, water, and sand in easily accessible places.

Use holding valves, gas regulators and valves on flammable, explosive and compressed gas
circuits. Make sure that they are periodically inspected and pay attention that they run reliably.

Maintenance Work
Performed by Unauthorized
Persons To Machines

and Apparatus May

Cause Injuries

A\

Electrical equipment should not be repaired by unauthorized persons.

Errors occurred if failed to do so may result in serious injury or death when using the
equipment.

The gas circuit elements operate under pressure; explosions may occur as a result of services
provided by unauthorized persons, users may sustain serious injuries.

It is recommended to perform technical maintenance of the machine and its auxiliary units at
least once a year.

www.magmaweld.com
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Welding / Cutting in
Small Sized and
Confined Spaces

A\

« In small-sized and confined spaces, absolutely make sure to perform welding / cutting
operations, accompanied by another person.
¢ Avoid performing welding / cutting operations in such enclosed areas as much as possible.

Failure To Take
Precautions During
Transport May Cause
Accidents

A\ B

« Take all necessary precautions when moving the machine. The areas where the machine to be
transported, parts to be used in transportation and the physical conditions and health of the
person carrying out the transportation works should be suitable for the transportation process.

« Some machines are extremely heavy; therefore, make sure that the necessary environmental

safety measures are taken when changing their places.

If the machine is to be used on a platform, it must be checked that this platform has suitable load

bearing limits.

If it is to be transported by means of a haulage vehicle (transport trolley, forklift etc.), make sure

of the durableness of the vehicle, and the connection points (carrying suspenders, straps, bolts,

nuts, wheels, etc.) that connect the machine to this vehicle.

If the machine will be carried manually, make sure the durableness of the machine apparatuses

(carrying suspenders, straps, etc.) and connections.

Observe the International Labor Organization’s rules on carriage weights and the transport

regulations in force in your country in order to ensure the necessary transport conditions.

Always use handles or carrying rings when relocating the power-supply sources. Never pull

from torches, cables or hoses. Be absolutely sure to carry gas cylinders separately.

Remove all interconnections before transporting the welding / cutting equipment, each being

separately, lift and transport small ones using its handles, and the big ones from its handling

rings or by using appropriate haulage equipment, such as forklifts.

Falling Parts May
Cause Injuries

A\

Improper positioning of the power-supply sources or other equipment can cause serious inju
to persons and physical damage to other objects.

o Place your machine on the floor and platforms with a maximum tilt of 10° so that it does not fall
or tip over. Choose places that do not interfere with the flow of materials, where there is no risk
of tripping over on cables and hoses; yet, large, easily ventilatable, dust-free areas. To prevent
gas cylinders from tipping over, on machines with a gas platform suitable for the tanks, fix the
tanks on to the platform; in stationary usage applications, fix them to the wall with a chain in a
way that they would not tip over for sure.

Allow operators to easily access settings and connections on the machine.

Excessive Use Of The
Machine Causes
Overheating

§9%
[ ]

o Allow the machine to cool down according to operation cycle rates.

* Reduce the current or operation cycle rate before starting the welding / cutting again.

¢ Do not block the fronts of air vents of the machines.

« Do not put filters that do not have manufacturer approvals into the machine’s ventilation ports.

Excessive Use Of The
Machine Causes
Overheating

DA

 This device is in group 2, class A in EMC tests according to TS EN 55011 standard.

« This class A device is not intended for use in residential areas where electrical power is supplied
from a low-voltage power supply. There may be potential difficulties in providing electromagnetic
compatibility due to radio frequency interference transmitted and emitted in such places.

This device is not compliant with IEC 61000 -3-12. In case if it is desired to be

My ol
connected to the low voltage network used in the home, the installer to make the
electrical connection or the person who will use the machine must be aware that
¢ Y the machine has been connected in such a manner; in this case the responsibility

belongs to the user.

* Make sure that the work area complies with electromagnetic compatibility (EMC).
Electromagnetic interferences during welding / cutting operations may cause undesired effects
on your electronic devices and network; and the effects of these interferences that may occur
during these operations are under the responsibility of the user.

If there is any interference, to ensure compliance; extra measures may be taken, such as the
use of short cables, use of shielded (armored) cables, transportation of the welding machine to
another location, removal of cables from the affected device and / or area, use of filters or taking
the work area under protection in terms of EMC.

To avoid possible EMC damage, make sure to perform your welding / cutting operations as far
away from your sensitive electronic devices as possible (100 m).
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« Ensure that your welding and/or cutting machine has been installed and situated in its place
according to the user manual.

Evaluation Of According to article 5.2 of IEC 60974-9;
Electromagnetic
Suitability Of The
Work Area

Before installing the welding / cutting equipment, the person in charge of the operation and / or
the user must conduct an inspection of possible electromagnetic interference in the environment.
Aspects indicated below has to be taken into consideration;

a) Other supply cables, control cables, signal and telephone cables, above and below the welding
/ cutting machine and its equipment,

b) Radio and television transmitters and receivers,

c) Computer and other control hardware,

d) Critical safety equipment, e.g. protection of industrial equipment,

e) Medical apparatus for people in the vicinity, e.g. pacemakers and hearing aids,

f) Equipment used for measuring or calibration,

g) Immunity of other equipment in the environment. The user must ensure that the other
equipment in use in the environment is compatible. This may require additional protection
measures.

h) Considering the time during which the welding / cutting operations or other activities take
place during the day, the boundaries of the investigation area can be expanded according to the
size of the building, the structure of the building and other activities that are being performed
in the building.

In addition to the evaluation of the field, evaluation of device installations may also be necessary

for solving the interfering effect. In case if deemed necessary, on-site measurements can also be

used to confirm the efficiency of mitigation measures.

(Source: IEC 60974-9).

Electromagnetic
Interferance
Reduction Methods

DA

* The appliance must be connected to the electricity supply in the recommended manner by a
competent person. If interference occurs, additional measures may be applied, such as filtering
the network. The supply of the fixed-mounted arc welding equipment must be made in a metal
tube or with an equivalent shielded cable. The housing of the power supply must be connected
and a good electrical contact between these two structures has to be provided.

The recommended routine maintenance of the appliance must be carried out. All covers on the
body of the machine must be closed and / or locked when the device is in use. Any changes,
other than the standard settings without the written approval of the manufacturer, cannot be
modified on the appliance. Otherwise, the user is responsible for any consequences that may
possibly occur.

Welding / cutting cables should be kept as short as possible. They must move along the floor of
the work area, in a side by side manner. Welding / cutting cables should not be wound in any
way.

A magnetic field is generated on the machine during welding / cutting. This may cause the
machine to pull metal parts on to itself. To avoid this attraction, make sure that the metal
materials are at a safe distance or fixed. The operator must be insulated from all these
interconnected metal materials.

In cases where the workpiece cannot be connected to the ground due to electrical safety, or
because of its size and position (for example, in building marine vessel bodies or in steel
construction manufacturing), a connection between the workpiece and the grounding may
reduce emissions in some cases, it should be kept in mind that grounding of the workpiece may
cause users to sustain injuries or other electrical equipment in the environment to break down.
In cases where necessary, the workpiece and the grounding connection can be made as a direct
connection, but in some countries where direct connection is not permissible, the connection
can be established using appropriate capacity elements in accordance with local regulations
and ordinances.

Screening and shielding of other devices and cables in the work area can prevent aliasing
effects. Screening of the entire welding / cutting area can be evaluated for some specific
applications.

Electromagnetic Field
(EMF)

9

The electrical current passing through any conductor generates zonal electric and magnetic fields

(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

o In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

* The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

www.magmaweld.com

USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU




10 Safety Precautions

RD 500E

The electrical current passing through any conductor generates zonal electric and magnetic fields
(EMF).

All operators must follow the following procedures to minimize the risk of exposure to EMF;

¢ In the name of reducing the magnetic field, the welding / cutting cables must be assembled and
secured as far as possible with the joining materials (tape, cable ties etc.).

The operator’s body and head should be kept as far away from the welding / cutting machine
and cables as possible,

Welding / cutting and electric cables should not be wrapped around the body of the machine in
any way,

The body of the machine should not get caught between the welding / cutting cables. The source
cables must be kept away from the body of the machine, both being placed side by side,

The return cable must be connected to the workpiece as close as possible to the work area,
The welding / cutting machine should not rest against the power unit, ensconce on it and not
work too close to it,

Welding / cutting work should not be performed when carrying the wire supply unit or power
unit.

EMF may also disrupt the operation of medical implants (materials placed inside the body), such
as pacemakers. Protective measures should be taken for people who carry medical implants. For
example, access limitation may be imposed for passers-by, or individual risk assessments may be
conducted for welders. Risk assessment should be conducted and recommendations should be
made by a medical professional for users who carry medical implants.

Protection

DY

« Do not expose the machine to rain, prevent the machine from splashing water or
pressurized steam.

Energy Efficiency

@f

« Choose the welding / cutting method and welding machine for the welding work you are to
perform.

Select the welding / cutting current and/or voltage to match the material and thickness you are
going to weld.

If you have to wait for a long time before you start your welding / cutting work, turn off the machine
after the fan has cooled it down. Our machines with smart fan control will turn off on their own.

Waste Procedure

A

« This device is not domestic waste. It must be directed to recycling within the framework of the
European Union directive and national laws.

Obtain information from your dealer and authorized persons about the waste management of
your used machines.
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% TECHNICAL INFORMATION
. 1.1 General Information

RD 500E is thyristor (SCR) controlled welding machines, designed to weld all type of coated electrodes
from 2.0 mm up to 5.0 mm, provide high carbon gouging performance. Can go as low as 10 Amps, so it can
perform as a DC TIG welder as well if a proper TIG starting unit is connected. More than one can be grouped
as 4, 6,8 or 9 machines in a rack, for large construction sites like shipbuilding etc. Due to thyristor (SCR) and
electronic close loop control technology, current is adjusted precisely by a potentiometer, initial striking
ability of the electrodes can be improved via Hot Start potentiometer and certain electrodes like basic
electrodes which have tendency to short circuit and stick to the weld pool could be avoided by adjusting the
Arc Force potentiometer. Also due to this technology, pre-adjusted current stays stable even during mains
fluctuations or if additional welding cables are used. Even though there is a certain level of electronics is
involved in this machine, the PCB is protected in a separate cabinet inside of the machine against dust and
corrosion. With its telescopic arms and big wheels it can be pulled easily across the working area especially
at outdoor welding sites. Also stepless remote current controlling is possible as an option. These machines
are fan cooled and thermally protected against overheating and phase failures.

. 1.2 Machine Components
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Figure 1: RD 500E

1- Lifting Eyes 7- Rutile, Basic, Aluminium, Cellulosic Selection Switch
2- Current Display 8- Welding, Carbon Gouging Selection Switch

3- Voltage Display 9- ARC FORCE Adjustment Pot

4- Handles 10- Welding and Earth Cable Outlets

5- Current Adjustment Pot 11- ON/OFF (In Backside of the Machine)

6- HOT START Adjustment Pot
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m . 1.3 Product Label

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
RD 500 E SeriNo :
3~ — EN 60974-1
(‘, EN 60974-10 Class A
?:u 10A / 20.4V - 500A / 40V
_—| T X 25% 60% 100%
I2 500A 325A 250A
D u v U 40V 33V 30V
85 h 65A 40A 30A
S1 44.8kVA | 27.6kVA [ 20.7kVA
N U Vv
D> | ™ I,...= 65A I,.,=32.5A
;~50-60H‘1 400
1P21S [B] Ce
=(Q )= Three Phase Transformer Rectifier X Duty Cycle
Z MMA Welding Uo Open Circuit Voltage
== Direct Current Us Mains Voltage and Frequency
D Vertical Characteristic Uz Rated Welding Voltage
I]D Mains Input 3-Phase Alternating Current I Rated Mains Current
E %ﬂi&l_z}l())lgggn(g)eradon at Hazardous Iz Rated Welding Current
S1 Rated Power
IP21S Protection Class
Duty Cycle

TempeIature (%]
4

Time (min.)

6 min. 4 min. 6 min. 4 min. 6 min. 4 min.

As defined in the standard EN 60974-1, the duty cycle rate includes a time period of 10 minutes.

For example, if a machine specified as 250A at %60 is to be operated at 2504, the machine can weld / cut
without interruption in the first 6 minutes of the 10 minutes period (zone 1). However, the following

4 minutes should be kept idle for the machine cool down (zone 2).
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. 1.4 Technical Data

TECHNICAL DATA UNIT RD 500E
Mains Voltage (3-phase 50-60 Hz) \ 400
Rated Power kVA 429
Welding Current Range ADC 10-500
Rated Welding Current ADC 500 (%25)
Open Circuit Voltage VDC 85
Stick Electrode Diameter Range mm 2.00-6.00
Largest Carbon Electrode Diameter mm 8.00
Dimensions (1x wx h) mm 830x670x760
Weight kg 205
Protection Class IP 21S
. 1.5 Accessories
STANDARD ACCESSORIES QTY RD 500E
Workpiece Clamp and Cable 1 7905307003 (70 mm? - 3 m)
Electrode Clamp and Cable 1 7906307005 (70 mm? - 5 m)
OPTIONAL ACCESSORIES QTY RD 500E
Remote Control 10m 1 7900000210
Remote Control 20m 1 7900000220
Remote Control 30m 1 7900000230
Remote Control 40m 1 7900000240
Remote Control 50m 1 7900000250
Carbon Gouging Clamp 1 7908201000

www.magmaweld.com
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14 Installation RD 500E

% INSTALLATION
. 2.1 Delivery Control

Make sure that all the materials you have ordered have been received. If any material is missing or damaged,
contact your place of purchase immediately.

The standard box includes the following;

¢ Welding machine and connected mains cable « Warranty certificate

» Workpiece clamp and cable e User manual

¢ Electrode clamps and cable

In case of a damaged delivery, record a report, take a picture of the damage and report to the transport
company together with a photocopy of the delivery note. If the problem persists, contact the customer service.

. Symbols and their meanings on the device

Welding may be dangerous. Proper working conditions should be ensured and necessary precautions
j\ should be taken. Specialists are responsible for the machine and have to be equipped with the necessary
equipment and those who are not relevant should be kept away from the welding area.

- =1 This device is not compatible with IEC 61000-3-12. If it is desired to connect to the low voltage mains used
& in homes, it is essential that the installer or the person who will operate the machine to make the electrical

connection has information on the machine’s connectivity. In this case the responsibility will be assumed
by the person who will perform the installation or by the operator.

The safety symbols and warning notes on the device and in the operating instructions must be observed
and the labels must not be removed.

%‘i Grids are intended for ventilation. The openings should not be covered in order to provide good cooling and
* no foreign objects should be inserted.

. 2.2 Installation and Operation Recommendations

o For a better performance, place the machine at least 30 cm away from the surrounding objects. Pay attention
to overheating, dust and moisture near the machine.

¢ Do not operate the machine under direct sunlight. If the ambient temperature exceeds 40°C, operate the
machine at a lower current or a lower duty cycle.

¢ Avoid welding outdoors in windy and rainy weather circumstances. If welding is necessary in such cases,
protect the welding area and the welding machine with a curtain and canopy. If you weld indoors, use a
suitable fume extraction system. Use breathing apparatus if there is a risk of inhaling welding fumes and gas
in confined spaces.

¢ Observe the duty cycle rates specified on the product label. Exceeding duty cycle rates can damage the
machine and this may invalidate the warranty.

o Use the fuse that is compliant with your system.

« Secure the ground cable as close as possible to the welding area.

¢ Do not allow the welding current to pass through equipment other than the welding cables.

« Secure the gas cylinder to the wall with a chain.

o The welding cables and the mains cable must not be wrapped in the machine housing during operation.
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. 2.3 Mains Plug Connection m

A For your safety, never use the mains cord of the machine without a plug.

 No plug has been connected to the mains cable since there may different types of outlets available in plants,
construction sites and workshops. A suitable plug must be connected by a qualified technican. Make sure that
the grounding cable marked with @ and a yellow / green color is present.

» After connecting the plug to the cable, do not attach it to the outlet at this stage.

. 2.4 MMA Welding Connections

o According to the polarity of the electrode to be used, insert welding cables into the appropriate outlet and
tighten them by turning clock-wise.
» Connect the earth clamp tightly to the workpiece as close as possible to the welding area.

. 2.5 TIG Welding Connections

e TIG torch with a valve should be used.

o Connect the TIG torch power cable to the negative outlet and the earth
cable to the positive outlet of the machine.

¢ Install the Argon gas regulator onto the Argon gas cylinder.

» Connect the gas hose of the torch to the gas regulator.

Figure 2 : Connecting Gas Cylinder

. 2.6 Connection to Mains

A When plugging the power plug into the outlet, make sure that the power switch is set to “0".

o Check the 3-phase with a voltmeter before connecting the machine to
the mains. After detecting that each phase is 400V (+ 40V), attach the
plug into the wall outlet.

« Start the machine with the on / off switch.

o Turn the machine off by turning the switch back to the “0” position
after hearing the fan sound and seeing the ammeter and voltmeter
lights are on.

Figure 3 : Mains Connection
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RD 500E

] % oPERATION

. 3.1 User Interface

ceAl

@ rutile / Basic

@ celulosic

v (oy © 2

@ carbon Gouging

b M',
&Arc Force

RD 500 E

Current Adjustment Pot
Used for adjusting the welding current.

Current Display
Displays the welding current during welding, displays the adjusted current when the
machine doesn’t weld.

Voltage Display
Displays the open circuit voltage and the welding voltage during welding.

) o
mc Force

¢’~“7
i } Hot Start Adjustment Pot
,}\\_ g Used for a better ignition in stick electrode welding.
Hot Start
N
l\ } Arc Force Pot
N Used for reducing the electrode’s tendecy to stick into the weld pool during welding.

(4)

Rutile, Basic, Cellulosic Selection Button
Used for selecting the type of the process.

(4)

Welding, Carbon Gouging Selection Button
Used for selecting the type of the process.

. Rutile / Basic

Rutile, Basic, Aluminium Led
Lights when rutile, basic or aluminium electrode is selected.

. Cellulosic

Cellulosic Led
Lights when the cellulosic electrode is selected.
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. Welding

Welding Led
Lights when welding mode is selected.

. Carbon Gouging

Carbon Gouing Led
Lights when the carbon gouging mode is selected.

O

Power Led
Lights when the machine is ON.

l

Thermic Led
Lights when the machine is overheated.

H3ph

Phase Error Led
Lights when any input phase is missing.

Remote Control Led

Lights when a remote controller is connected to the machine.

www.magmaweld.com
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m . 3.2 Welding

M 3.2.1 Welding Mode

¢ Push the welding/carbon gouging selection button for selecting the welding mode. Welding led lights.

o Select the type of the electrode to be used via the selection button. Select the rutile/basic) aluminium
electrode mode for rutile, basic or aluminium electrodes. Select the cellulosic electrode mode for cellulosic
electrodes.

o Adjust the current cia current adjustment knob.

« Below table can be used as a rough reference for mild steel electrodes. For exact parameters, please refer to
the electrode manufacturer’s recommendations.

e For better ignition turn the HOT START knob clock-wise. Welding arc can drill the metal when it is very thin
and HOT START is high.

o ARC FORCE is useful for electrodes which have tendency to stick into the weld pool during welding. Turning
the knob clock-wise will decrease the tendency to stick. If ARC FORCE is adjusted too high, spatter increases.

o Start welding. You can observe welding current (A) and voltage (V) by current display and voltage display.

Diameter (mm) Rutile Basic Cellulosic
2.0 40-60 A - -
2.5 60-90 A 60-90A  60-100A
3.25 100-140 A 100-130A 70-130A
4.0 140-180A 140-180A 120-170A
5.0 200-240 A 200-250A 160-200A
6.0 260-300 A - -

M 3.2.2 carbon Gouging Mode

¢ Push the welding mode selection button for selecting the carbon gouging mode. Carbon gouging lec lights.

¢ Adjust the current via current adjustment knob.

e Start carbon gouging. You can observe welding current (A) and voltage (V) by current display and voltage
display.

| Diameter | 4.0mm ] 5.0mm | 60mm | 80mm | 10mm |

Recommended  g().15( 200-250 300-400 350-450 450-600

Amperage

* Recomended amperages can be different in real conditions.

M 3.2.3 Remote Control (Optional)

e [tis possible to connect wireless or cable remote control unit. In this case, appropriate control socket must be
installed onto the back cover by a certified Magma Service.

¢ When the remote control connector is connected to the machine, ampere adjustment knob on the machine is
disabled automatically and current adjustment is made by the remote control.
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& MAINTENANCE AND SERVICE E3

¢ Maintenance and repairs to the machine must be carried out by a qualified personnel. Our company will not
be responsible for any accidents that may occur by unauthorized interventions.

o Parts that will be used during repair can be obtained from our authorized services. The use of original spare
parts will extend the life of your machine and prevent performance losses.

¢ Always contact the manufacturer or an authorized service designated by the manufacturer.

« Never make interventions yourself. In this case the macufacturer warranty is no langer valid.

o Always comply with the applicable safety regulations during maintenance and repair.

» Before performing any work on the machine for repair, disconnect the machine’s power plug from the power
supply and wait for 10 seconds for the capacitors to discharge.

. 4.1 Maintenance

-
ré Daily Maintenance

* Do not remove the warning labels on the device. Replace the worn/torn labels with
the new ones. Labels can be obtained from the authorized service.

o Check your torch, clamps and cables. Pay attention to the connections and the
durableness of the parts. Replace the damaged/defective parts with the new ones.
Do not ever make additions to/repair the cables. /

¢ Ensure adequate space for ventilation.

» Before starting welding, check the gas flow rate from the tip of the torch with a flow
meter. If the gas flow is high or low, bring it to the appropriate level for the welding
process.

[WARNDZ]

E('.'_) Every 6 Months

¢ Clean and tighten fasteners such as bolts and nuts.

o Check the electrode clamp and grounding clamp cables. A

 Open the side covers of the machine and clean with low pressure dry air. Do not ée/
apply compressed air to electronic components at close distance. 7/

¢ Check the socket to which the power supply plug of the machine is connected. If
there is any looseness in the power cable connection points of the socket, remove o=~ éﬁz
such looseness. If there is an arc or expansion in the socket slots, replace them with

new ones. rﬁj@
e Check the power supply plug of the machine. If there is any looseness in the power or_
cable connection points in the electricity plug, remove such looseness. If there is an v e

arc or deformation at the ends of the plug, replace it with a new one.

NOTE: The above mentioned periods are the maximum ones that should be applied if no problems are

encountered in your device. Depending on the work load and contamination of your work environment,
you can repeat the above processes more frequently.

A Never operate the machine when covers are open.
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RD 500E

m . 4.2 Error Codes

¢ There may be failure either in one or

Cause

¢ Check the connections of phases

FAZ ERR more of the phases (RS,T) (R,S,T). You can go on welding after
error message disappear
« Machine may be overheated and ¢ Wait for a while for machlpe to cool
TR1 ERR . down. You can go on welding after
stopped for auto protection .
error message disappear
¢ Check the connections of phases
« Both there is failure either in one or (R,S,T) and wait for a while for
FAZ TR1 more of phases, and machine is machine to cool down. You can go on

overheated

welding after error messages
disappear

Fan does not work

There may be failure in phase (T)
which is connected to fan

Check the phase (T) which is
connected to fan.

Fuse F1 may be blown out

o Change the fuse (1A- Delayed)

Fan motor may be short circuited

¢ Change the fuse (1A- Delayed)
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M AnNEx

5.1 Spare Parts List

NO DEFINITION RD 500E
1 Electronic Card Front Panel K405000013
2 Potans Button Big A229500002
3 Potans Button Small A229500001
4 Welding Socket A377900106
5 Choke Coil K304500024
6 Wire Resistor A410500002
7 Cooling Fan A250001014
8 Pacco Switch A308034102
9 Primary-Secondary Spool K302200009
10 Main Transformer K304000022
11 Fan Monophase A250001015
12 Electronic Card K405000304
13 Handle A229102050
14 Synchronous Transformer K304400050
15 Diode Thyristor Bridge A430902003
16 Plastic Wheel A225222012
Hall Effect Sensor A834000003
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m . 5.2 Connection Diagrams

Block Diagram

Electrode Clamp
Workpiece

Output Filter

~~——
Output Choke

Hall Effect

Front Panel

Control Unit
Thyristor

Main Transformer

Supply Voltage

Line Filter
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Circuit Diagram m
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@ ITPABHUJIA TEXHUKH BE3OITACHOCTH

Co6.1100aiime 8ce npagu/ia mexXHUKU 6e30NacHOCMU, yKa3aHHble 8 IMoM pykoeodcmee!

OnucaHue ceedeHuli no
mexHuKe 6e3onacHocmu

A\

o 3HaKH 110 TeXHHKe 6e30MacHOCTH, yKa3aHHbIe B PyKOBO/CTBE, UCIIOJIb3YIOTCS JJIs1
omnpe/ie/ieHus IOTeHIHalbHbIX HCTOYHHUKOB ONMACHOCTH.

[Tpu pa3MellleHUH KaKoOro-a160 3HaKa [0 TeXHHKe 6e30MacHOCTH B 9TOM PYKOBO/CTBE €ro
c/lelyeT MOHUMAThb KaK yKa3aHHe Ha HaJIMYKe PUCKa TeJeCHbIX TOBPEXJeHUH 1 BO
n36exaHue NOTeHIMalbHON OMAaCHOCTH BHUMATEIbHO 03HAKOMUTHCS C IPE/I0CTABIEHHBIMHU
Jlasiee MosICHEHUSIMHU.

Buazenier; o6opyioBaHMs HECET OTBETCTBEHHOCTD 3a NPe0TBpalleHHe JJOCTyna
MIOCTOPOHHUX JIUIL| K 060PYL0BaHHUIO.

Jlvna, ocyecTBIsIOMe IKCIIyaTalMio 060PyA0BaHUS, J0/DKHBI UMETh OTIBIT W IPOHTH
MOJIHYIO MTOJTOTOBKY 110 BOITPOCY BBIIIOJTHEHHMsI CBAPOYHBIX CBapKa / pe3ka; nepej paboTol Ha
060py/I0BaHUH 03HAKOMBTECH C PyKOBO/CTBOM I10 3KCIJIyaTallMU U CO6JII0/1aliTe MHCTPYKLUU
0 TeXHHKe 6e30MaCHOCTH.

OnucaHue 3HAK08 no
mexHuke 6e3onacHocmu

A\
@

4>
-be

BHUMAHHUE

YkasbIBaeT Ha MOTeHI[HaJbHO OMACHYI0 CHTYal[HI0, KOTOpas MOKeT MPUBECTH K TpaBMe WU
nospex/eHuio. HecoGoieHye 3T0i Mepbl IPel0CTOPOXKHOCTH MOXKET IIPUBECTH K TPaBMe HJIH
noTepe/MOBPeX/IeHUI0 UMYyLIleCTBa.

BAXKHO

YkasbiBaeT Ha MHGOPMAIMIO ¥ IPeJyNpex/ieHus, Kacaloluecs 3KCIIyaTaluu.

OINNACHOCTBb

YkasbIBaeT Ha cepbé3HyI0 ONACHOCTh. B cilyyae HeMpPUHATHS Mep MOXKeT NPUBECTH K CMEPTH
WJIM CepbE3HBIM TPaBMaM.

IlonHumaHue
npedynpesicdeHull
no mexHuke 6ezonacHocmu

A

¢ BHMMaTeJIbHO MPOYMTANHTE PYKOBOACTBO MO 3KCIJIyaTaljlH, a TAKXKe 03HAKOMBTECh C
MapKUPOBKO#1 (IPJIbIKOM) U TIpe/iypexAeHUSIMU 110 TEXHHUKe 6e30MaCHOCTH, Pa3MelléHHbIMU
Ha 060py/ZlOBaHUHU.

Y6eauTech, 4TO NpeAynpex/anilas MapKMpOBKa HaX0JUThCA B HaJlJIeXallleM COCTOSHUH.
3aMeHHTe OTCYTCTBYIOLIUE U IOBPEX/IEHHDIE SIPJIBIKH.

03HaKOMBTECh CO CIOCO6OM IKCILIyaTallui 060pyA0BaHUs U IPaBUIbHBIMU METOAAMU
ynpaBJieHHs 060pyl0BaHHEM.

Ocy1iecTBJIsIHTE 3KCILIyaTaLMIO Balllero 060pyj0BaHUs B COOTBETCTBYIOILEN Ofex/e.
HecooTBeTcTBYyIOLIME H3MEHEHHUS], TPOBOAMMBIE Ha BallleM 060Pyl0BaHUH, HETaTHBHO
CKaXKyTcs Ha 6e30MacHOM 3KCIJIyaTaljui U CPOKe CJIyKGbl 06OPY/[0BAHHU.

[IponsBoAUTE b He HECET OTBETCTBEHHOCTH 3a KaKHe-/IM6O N0C/Ie/ICTBUS, BOSHUKAIOLIHe B
pe3ysibTaTe SKCIIyaTaliiK YCTPOIMCTBA 3a Npe/ieJlaMU BhlllleyKa3aHHBIX yCIOBHM.

TopasceHue 31eKkmpomokom
_ModHcem npueecmu K
/1emaabHoOMy Ucxody

:q

-

Y6edumecs, ymo npoyedypsl ycmaHo8KU cO0maeemcmayom HayuoHAIbHbIM

J/1eKmpu4ecKum cmaHdapmaM U UHbIM coomeemcmeyroujuM HOpMam, a makaice
oﬁecnequeycmanoeky oﬁopyaoeamm KomnemeHmMHbIMU Auyamu.

e Tlosib3yiiTeCh CYXMMU U HEMOBPEXAEHHBIMU H30JIMPOBAaHHBIMHU MepYaTKaMH M PaGounM
bapTykoM. 3anpelaeTcs UCIOIb30BaTh MOKpPbIE HJIM MOBPEXK/AEHHbIE IepYaTKU U paboyre
dapTyku.

o HocuTe OrHecTOHKYIO 3aIUTHYIO O/i€XK/Y, YUTOGbI H36exaTh 03koroB. Oex/a, UCIIob3yeMast
0IIepaTopPOM, JOJIKHA 3ALHILATD OT UCKP, GPBI3T U U3JIy49eHHUsT AYTH.

« He pa6oTaiiTe B OAMHOYKY. B c/1y4ae omacHOCTH yGeANTECh, YTO y BAC €CTh NOMOIIHHUK Ha
paGoueM MecTe.

« He KacaiiTech 3/1eKTpo/a rosibiMu pykaMu. He foryckaiiTe KOHTaKTa AepKaTesis 3JeKTpoja
WJIM 3J1EKTPOJiA C APYTUMH JIOABMH MU 3a3eMJIEHHBIMU IPeAMETAMH.

o Huxorga He mpuKacaiTech K 4acCTsM, KOTOPbIE Pa3HOCST 3JIEKTPUYECTBO.

o He npukacaiiTech K 3/IeKTPOAY IIPH KOHTAKTE C 3JIEKTPOJOM, OK/IIOYEHHBIM K padoyeii
HOBEPXHOCTH, T0JIy HJIU APYTOMY 060PYAOBAHHUIO.

www.magmaweld.com
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BBl MOXKeTe 3alUTUTB Ce6s1 OT BO3MOXKHBIX IIOPA’KEeHUH 3JIEKTPUUECKUM TOKOM,

HU30JIMPOBAB ce6s 0T paboyell NOBEPXHOCTH U noJia. Mcrosib3yiiTe CyXoH, HenoBpeX1EHHbIH,
HEeBOCIJIaMEeHSAOLIUHICA 3/1eKTPOU30JISILIMOHHBIM MaTepHasl TAKUX Pa3MepoB, UTOGbI OH ObLIT
NPUTOAHBIM [/ TPeJJOTBPallleHNsl KOHTAKTa ollepaTopa ¢ pa6odeil MIOBEpXHOCTbIO.

He noax.oyaiiTe 60siee 0AHOTO 3JIEKTPOAA K A€PKATEIIO 3JIEKTPOAA.

[MoacoeMHUTE 3aKUM 3a3eMJIeHHS] K 3arOTOBKE MJIM PaboueMy CTOJTy KaK MOXKHO GJIHKe,
YTOGBI 06€CIeYHUTh XOPOIMI KOHTAKT MeTaJlJla C MeTa/JIOM.

[IpoBepbTe ropeJiKy nepej paboToil co CBApOYHBIM anapaToM. YGeAUTeCh, YUTO FOpeJIKa ¥ ero
KabeJsiy B XopoleM cocTosiHAU. O6s3aTe/IbHO 3aMEeHUTE MOBPEX/JeHHYI0 H3HOIIEHHYO
TOpEeJIKY.

He kacaiiTecb fep:xaTesieii 3/1eKTPOAOB, OAK/IIOUEHHBIX K IBYM CBAPOYHBIM alNapaTaM
0/JHOBPEMEHHO, TaK KaK OyJeT NPUCYTCTBOBATh ABOWHOE HANPsX)KeHHe X0JI0CTOr0 X0Aa.
Jlep>kUTe annapaT BBIK/IIOYEHHBIM U OTCOEJUHUTE KaGeJlu, KOT/ja OHa He UCIOJ/Ib3yeTCs.
[lepes peMOHTOM MalIMHbI OTK/IIOUUTE BCE 3JIEKTPUYECKUE COeJUHEHNS U / UM pa3’beMbl
WJIW BBIKJIDYXWTE MalllKWHA.

BynbTe 0CTOPOXHBI TPH UCIIO/Ib30BaHUHU JJIMHHOTO CETEBOT0 KaGess.

Y6enuTech, 4TO BCe COeJUHEHUS YUCThIE U CyXUe.

Cnepute 3a TeM, 4TO6GbI KaGesi ObIIM CYXUMH, YUCTBIMU U 00€3)KUPEHHBIMH, a TAKXKE
3allMIeHHBIMHU OT rOpsYero MeTaslIa U UCKP.

OroJieHHast TPOBOAKA MOXeET y6UTb. YacTo NpoBepsiiiTe Bce Kabesy HA MPeAMeT BO3MOXKHBIX
noBpexaeHui. Eciin o6Hapy»eH MOBpex/JeHHbINA WM HEU30JIUPOBaHHbIN Kabeslb,
HeMe/lJIeHHO OTPEeMOHTHUPYITe UK 3aMeHHTe ero.

Ec/M 3a>x1M 3a3eMJIeHUs He IO KJII0YEH K 3ar0TOBKe, U30JIUPYHTe ero, 4To6bl IPeJOTBPATUTD
KOHTAKT C JIIOObIM MeTa/JInYeCKUM npegMeToM.

Y6enuTech, 4TO 3a3eM/IeHHe IMHUN TUTAHUA TOJK/II0Y€HO IPaBHIBHO.

He ucnosb3yliTe HCTOYHUK IEpEMEHHOT0 TOKA BO BJIQXKHBIX, ChIPBIX HJIU I€Perpy:KeHHbIX
MEeCTax, a TAKXKe B MeCTax, I/le CyLeCTBYeT ONAaCHOCTb NaJjeHUsl.

HUcnonb3yiiTe ucTouHuk nepemMenHoro Toka TOJIbKO, ecin aTo Heo6X0AMMO /IS Tporecca
CBapKU.

Ecsiu Tpe6yeTcst MCTOYHHMK ITepeMeHHOr0 TOKa, UCIO0JIb3yHTe AUCTAaHLMOHHOE yIIpaBJIeHne
HCTOYHUKOM, €C/TH OHO UMeeTCs Ha yCTPOMCTBe.

Jono/IHUTE/IbHBIE Mepbl NPeJOCTOPOXKHOCTH TPeGYITCA HPH HAJIUYUU JIIOGOro M3
c/1eJyI0IMX 3/IEKTPHUYeCKH ONACHBIX YC/I0BUM:

BO BJIQ’KHBIX MeCTaX HJIM B MOKPOH ofiex/ie,

Ha MeTa/l/IMYeCKUX KOHCTPYKLHSX, TAKUX KaK [0JIbl, PEIIEeTKH UJIK CTPOUTEJIbHBIE JIeca,
KOr/ia Bbl HAXOAUTECh B CTECHEHHOM I10JIOXKEHW U, HAalIpUuMep, CU/d, Ha KOJIEHAX WUJIU JIexa,
KOT/Ia CyILIleCTBYeT BBICOKHH PHCK HEH36eXHOT0 HJIH CIy4alHOTO KOHTAKTa C 3ar0TOBKOH HJIH
3eMJIel.

JIJ1s1 TUX YCJIOBUH UCIIO/IBb3YHTE Clefiytoliiee 060pyoBaHue:

[TosryaBTOMaTHYECKHUH annmapar s cBapku MIG noctosiHHoro HanpsbkeHus (CV),

Py4Ho¥i cBapoyHbIi annapaT MMA nocTOssHHOTO TOKa,

CBapO‘{HbIﬁ anmnapaT noCTOAHHOTO WJIU IIEPEMEHHOr0 TOKa C IOHUXXEHHbIM HallpsXKeHUueM
xoJsioctoro xoza (VRD), ecii umeeTcs.

IIpoyedypul npu
nopasceHuu
/1€KmpuYecKuM mokom

VA +

o OTKJIIOYHTE 3JIEKTPUYECTBO.

¢ Mcnosb3yiiTe HeNPOBOAALIMI MaTepHaJl, HANPUMeEP CyXylo JipeBeCHHY, YTO6bl 0CBOGOUTD

[OCTPa/JiaBLIEro OT KOHTAKTa C TOKOBEYIIMMH YacTAMHU UM IPOBOJAMH.

[103BOHHUTE B CJIY>KOY IKCTPEHHOH MOMOILH.

Ecnm y Bac ecTb 06y4yeHHe OKa3aHHI0 IepBoii MOMoInH;

o Eci mocTpa/iaBIIni He JIbILINT, IPOBEUTE Cep/iedHO-I1eroyHyto peanumanuio (CJIP) cpasy
ocJie pa3pblBa KOHTAKTa C MICTOYHUKOM 3JleKTpUdecTBa. [Ipofomkaiite CJIP (Maccax cepaua)
A0 TeX Iop, MOKAa He HAYHEeTCA AbIXaHUEe UJIX II0Ka He le/lﬁyﬂeT NOMOIIb.

o Ecaiv uMeeTcst aBTOMaTH4eCKUH 3/1eKTPOoHHbIN AedubpusiaTop (AED), ncnosib3yiiTe ero B
COOTBETCTBHHU C HHCTPYKLUHAMHU.

¢ OTHOCHTECH K 3/IEKTPHYECKOMY 0XOTY KaK K TepMHU4eCKOMY 0KOT'y, IPUKJ/a/ibIBast
CTepUJIbHbIE X0JI0/IHBIE (JleifHbIe) KoMIpecchl. M36eraiiTe 3arps3sHeHNs U HAKPOHWTe YUCTON
CyXO¥ MOBS3KOM.

Asudcywuecs uacmu
Moz2ym npusecmu

K me/1eCHbIM
noepegocaenuﬂm

¢ He npubimkxaliTech K ABWXYIUMMCA 06beKTaM.

¢ 3akpbIBaliTe ¥ 3aNMpalTe BCe KPBIIIKY, IaHEJH, ABEPIbI U T.I1. 3alllUTHbIE NIPUCIOCOGIEHUS
060pPYZI0BAHUS U YCTPOMCTB.

¢ HocuTe 60THHKH C MeTa/ZIN4eCKMM HOCKOM Ha C/Iy4yail Ma/ieHus TSKEbIX TpeMeTOB.
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Avim u 2azvl mozym |7 8pemsi 8bIN0/IHEHUS CBAPKA / Pe3Ka U pe3Ku Ype38bI4atiHo 0nacHo 83bIXamy 0bIM U 2a3 6|

HaHecmu 8ped
eauiemy 300p0o8bio

S /
Qﬁ%‘jiﬂ

meyeHue 01umeabH020 epemeHu.

2K>keHue 1 pasapakeHHe IJ1a3, HOCA U FOPJIa YKa3bIBAIOT HA HEJJOCTATOYHOCTb BEHTUJISILIUH.
B 3ToM cilydae He06X0JMMO He3aMe/JINTeIbHO YAYYIIUTh YPOBeHb BeHTUJIALMH U, eCH
npo6JieMa He yCTpaHeHa, OCTAHOBUTH CBapKa / pesKa.

[IpepycMoTpHrTe HAa paGoYeM yyacTKe CUCTEMY eCTeCTBEHHOH HJIM HCKYCCTBEHHOM
BEHTUJIALIUMHA.

Ha yyacTkax BbIIOJIHEHHUS CBapKa / pe3Ka HJIM Pe3KH UCIO/Ib3YHTe COOTBETCTBYIOLIYIO
cucTeMynabIMoyzaieHus. [Ipy He06X0AUMOCTH YCTAaHOBUTE CUCTEMY, KOTOpasi 0GeCIIeYuT
BBIBO/, ZibIMa M I'a30B, HAKaIJIMBAIOLIUXCA B LieXe B LiesIoM. Bo n36exxaHue 3arps3HeHus
OKpY>Kalolliel cpe/ibl BO BpeMsl BbI6GPOCa ra3oB UCIO/Ib3YHTe COOTBETCTBYIOILYI0 CHCTEMY
dunpTpanum.

I[Ipu npoBeieHNH paboOT B OrpaHUYEHHOM MPOCTPAHCTBE UM NPH BBINOJHEHUHU CBapKa /
pesKa MaTepuasioB C HIOKPLITHEM U3 CBUHIA, GePUJIINA, KaJMUs, IMHKA, a TAaKXKe OKPaIleHHbIX
MaTepHasoB, IOMUMO BblllleyKa3aHHBIX Mep NPeJOCTOPOXKHOCTH, UCIO/Ib3YHTe MacKH,
obecreynBallye MoJayy CBeXero Bos/yxa.

Ecv rasoBble 6aJIJIOHBI CTPYINMPOBAHBI B OT/Ie/IbHOM 30He y6eAUTeCh B HAJTUYUHU
XOpolllel BEHTHJISILIMY B 3TOM IIOMellleHHH; 3aKpbIBaiiTe IJIaBHble KJIAlaHbl 10 OKOHYaHUHU
HCIO0JIb30BaHUS ra30BbIX 6a/IJIOHOB, NPOBePsANTe Ga/JIOHBI HAa TPeAMeT YTeYKH rasa.
3aluTHBIe rasbl (AproH M T.I1.) IVIOTHee BO3/lyXa U IIPH HCI0JIb30BAHUH B TIOMEIleHUH MOTyT
[ONaJATh B JibIXaTeJbHble IyTH BMECTO BO3/yXa. ITO ONACHO AJIsl BAIEro 3/[0POBbSI.

He NpOBOAUTE CBAPOYHbIE paﬁOTbl MPpHA HAJIMYXUHU [1apOB XJIOPUPOBAHHBIX YIVIEBOLOPO/J OB,
BBI/Ie/IAIOIIMXCS BO BpEMs CMa304HBIX U IIOKPACOYHBIX PabOT.

HexoTopble cBapHble / BbIpe3aHHbIE JieTa/ld TPe6YIOT ClielalbHOM BeHTUIsnuu. Ciesyet
BHHUMaTeJIbHO NPOYUTATh MPaBUJIa 6€30MacHOCTH NPOJYKTOB, TPEGYIOIUX ClIeliMaJIbHON
BEHTHJIALMU. B ciyyasx, koraa TpebyeTcs IpoTHBOras, clefilyeT HaJieTh MOAXOAAIUI
IPOTHUBOras.

H3nyuenue
ceapoy4Holi dyau
Modicem HaHecmu
eped sawum 21a3am

Loms

Jl14 3alMTHI IJ1a3 Y JIMLA UCII0JIb3yHTe COOTBETCTBYIOINIYIO 3alUTHYI0 MacKy U IIPUTOAHBIN
JLJIS1 MAaCKH CTEKJISTHHBIA QUIIBTD.

3aluiaiTe OT 3TOro U3JIyYeHHUsl TaKKe Jpyrue 4acT Tesa (PyKHy, e, YU U T.A.)
COOTBETCTBYIOILEN 3aIIUTHON OZEXK0H.

Jlnst mpefynpex/jeHnsl BOSHUKHOBEHUS Y OKPY>KaIOIUX IOBPEX/eHUH OT BO3/eiCcTBUSA
CBapOYHOM /IyTH U rOpsIYMX METAJIJIOB, OTPAJIUTE Balll paGOYMH y4aCTOK OTHECTOMKUMU
3KpaHaMH BBICOTOM Ha yPOBHe IIa3 M OBeCkTe Npeynpex/jalie 3HaKH.

O6opyz0BaHKe He Ipe/Ha3HA4Y€EHO [JI HarpeBaHUsA 3aMép3lux Tpy6. [I[poBesieHNe TaKUX
paboT CBAapOYHBIM aNNapaToOM MOXET MPUBECTH K B3PbIBY, [10XKapy UJIH

MOBPEX/EHHUIO BaIllero 060py/10BaHHsL.

Hckpolu
pas6pul3zusawujuecs
yacmuys!

Moz2ym HaHecmu
noepesicoeHus 21a3am

=4

IIpu BEINOJIHEHUH TAKKX PAGOT, KaK CBapKa, LIM(OBKa HJIM 3a4MCTKA TOBEPXHOCTH,
MOryT O6pa3OBaTbCﬂ HCKPbI U IPOUCXOUTH pa36phI3I‘I/lBaHI/le MeTaJIJ/IMYeCKUX 4YaCTHUIlL.
Jlns mpefynpex/ieHns TeJleCHbIX MOBPeX/eHUH HaJileBaliTe 110/ MacKy yTBePKAEHHbIE K
NpUMEHEHHIO 3alUTHbIEe Pab0oyre OUKU C 60KOBBIMU IUTKAMH.

Topsiuue demaau
Moz2ym npusecmu K
MAHCENABIM 024C02aAM

|

He npukacaiiTech K TOPsIYUM JIeTaJISIM FOJIBIMUA PyKaMH.

Ilepes paGoToii ¢ AeTaasAMU 0GOPYAOBAHUSA MOJ0XKANTE HEKOTOPOE BpeMs, IOKa OHHU OCTBIHYT.
[Ipu HeO6XOAMMOCTH KOHTAKTA C FOPSIYMMU JeTa/IsIMH, UCII0JIb3yHTe COOTBETCTBYIOLIHE
HMHCTPYMEHTBI, TEIJION30ISL{HIOHHbIE CBAPOYHbIE IEPYATKH 1 OTHEYIIOPHYIO OJEXKAY.

IoevrwenHb1il
Yposens lllyma
Moscem Hanecmu
Bped Cayxy

5

Illy™, BeIAe/IsieMbI HEKOTOPBIM 060py/I0BaHHEM U PaGOTaMM, MOXKET HAHECTH BPeJ, CIyXY.
I[Ipy NOBBIIIEHHOM YPOBHE IIyMa UCIOJIb3YHTe YTBEPXK/JEHHbIE K IPUMEHEHHIO 3alUTHbIE
HayIIHUKH.
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CeapouHasa e Ilpy pa3MaThIBaHWHU KaTYIIKH CBAPOYHOH MPOBOJIOKH He HANPABJIANTe ropesKy Ha
npososioka mModicem  Kakyro-J160 4acTb TeJa, a TAKXKe Ha APYTHX JIIOAeH WK KaKre-TM60 MeTalJu4ecKe
HaHecmu meJ/iecHble  TpeJMeThI.

nosepesicdeHus e Ipyu pasMaTbIBaHUU BPYYHYIO KaTYLIKH CBApPOYHON MPOBOJIOKH, 0COGEHHO, HEGOIBIIOTO0
JUaMeTpa, IPOBOJIOKA MOXeT BLICKOYUTD U3 BallMX PYK, KaK NPY>KHHA, U TPaBMUPOBATh
A BacC UJIK OKPYKAILIUX, IO3TOMY IIPU BBIITOJIHEHUU 3TUX pa60T 0co6eHHOEe BHUMaHHe yaeiurte
3allMTe IV1a3 1 JIUIaA.
Ceapka modicem e 3anpeliaeTcs IPOU3BOAUTD CBAPKY BO/IM3H JIETKOBOCIJIAMEHSIOIUXCA MaTePUaIOoB. ITO
npueecmu Kk  MOXeT IPUBECTH K [10XKapy WUJIN B3PBIBY.
noxcapamu e Ilepes npoBeJileHHEeM CBAPOUHBIX PAGOT yAaJHUTe 3T IPeAMETHI C y9acTKa UM HAKPOHTe UX
83pbleaM  3aIUTHBIMU NOKPBITUAMH JJIS IPeAYIPEXAeHUS BO3TOPAHUH.

s W

Ha aTux y4acTKax IPUMEHSI0TCA ClieljMaJ/ibHble HAlJUOHAJ/IbHbIE U MEeXJYHAapPOJHbIe IpaBUJIa.

He npousBoaxTe CBapKy U Pe3Ky NMOJHOCThIO 3aKPBITBIX TPY6 UM TPYGOK.

Ilepes BbINOJTHEHHEM CBapKa / pe3Ka TPY6 M 3aKPBITIX EMKOCTeH OTKPOHTE UX, TOJTHOCThIO
OINOPOXHUTE, TPOBETPUTE U ourcTHTe. COGII0AANTE MAKCUMAIbHYI0 OCTOPOXKHOCTD ITPU
BBLINOJIHEHUH CBapKa / pe3Ka Ha TaKMX yYacTKax.

He npousBoaxTe CBapKy ONOPOKHEHHBIX TPY6 M TPYGOK, KOTOPbIE paHee CoJiepKaln
Bell|eCTBa, CIOCOGHBIE BbI3BATh B3PhIB, IOXKAp UM JPYTHe PeaKIuH.

CBapouHOe 060py/J0BaHHE UMeeT CBOMCTBO HarpeBaThbCs. [103TOMy He pa3MeliaiTe ero Ha
JIETKO BOCIJIaMeHsIeMbIX UJIM JIETKO OBPEeX/jaeMbIX IIOBEPXHOCTAX!

CBapO‘{HbIE HCKPbI MOTYT IPUBECTHU K BOBHUKHOBEHMUIO ITOKapa. Io saTou NpUYrHE obecrneybTe
HaJ/In4ve B JIErKO JOCTYIIHBIX /1JIf BaC MeCTaX TaKMX MaTepHUaJIoB, KaK OTHETYIIUTEJH, BOJa U
TecoK.

HCHOJIbSyﬁTe OﬁpaTHbIE KJIallaHbl, ra30BbI€ PETYJIATOPbI U KJIAllaHbl B CETAX TOPHOYHUX,
B3PbIBOOIACHBIX I'A30B U CXKATOI'0 rasa.

BvinosiHeHue mexHu4eckoz20

o6cayscusaHus

3

AU ycmp licme
HeKomMnemeHmMHbsIMU
Auyamu Moxcem
nhpusecmu K me/ieCHbIM

noepesicoeHuAM

A

(24

3amnpenaeTcs NpUBJeKaTb HEKOMIETEHTHBIX JIUIL K PeMOHTY 060pyioBaHuA. OIINGKY,
KOTOpBI€ MOTYT GbITh AOMYIIeHbl TP HapyIIEHUH 3TOr0 TPeGOBAHUSA, MOTYT IPUBECTH K
CepbE3HBIM TPAaBMaM HJIH JIETAIbHOMY HCXOAY.

JJIeMeHTBI Fa30BOM CETH PabOTAIOT MO/ laBeHHeM; B pe3y/ibTaTe MaHUIYJIALNH,
POU3BOJUMBIX HEKOMIIETEHTHBIMH JIMIIAMH, MOT'YT BOSHUKHYTb B3PBIBBI, U II0JIb30BATEN
MOTYT MOJIyYUThb CEpbE3HbIE TPABMBI.

PexkoMeH/iyeTcst NPOU3BOAUTD O6C/IyKMBaHHe 060PYyI0BaHHA U ero neprudepruiHbIX
YCTPOHCTB He pexxe 0HOTO pasa B rof.

Ceapka / Pe3ka Ha

BrinmosiHANRTe cBapKy/pe3Ky Ha He6OJIbIINX yYacTKaxX M y4acTKaxX C OTPaHUYeHHbIM

HeGOo/1bWUX yHacmKax  TPOCTPAHCTBOM B IPHCYTCTBUH ellé OJHOTO YesIoBeKa.
uyyacmkax ¢ * Ilo Mepe BO3MOXXHOCTH U36eraiTe NpoBe/ieHHst CBAPOYHBIX PabOT/pe3KU B OrpaHHYEHHBIX
02DAHUYEeHHbIM  TIPOCTPAHCTBAX.
npocmpaxHcmeom
Heco6.100eHue « Tlpu nepeMelieHNH 060pyA0OBaHUSA COOMIOAANTE BCe HEOGXO[UMbIe Mephbl IPeJOCTOPOKHOCTH.
Heo6x00umbIXx Mep  Y4acTKH, Ha KOTOPBIX OyJieT IPOM3BOAUTHCS IepeMelleHHe, YaCTH, MoAJIexalue
npedocmopoxcHocmu  nepeMelleHHIo, a TaKKe GpU3MIecKoe COCTOSTHHE U 3[J0POBbe JIIO/eH, BOBJIEYEHHBIX B
npu nepemeujeHuu  Tpolecc nepeMeleHH 060py0BaHH, JO/DKHBI COOTBETCTBOBATh TPe6OBaHUAM NPOLeypPhl
060py00eaHuss  NepeMelleHUs] U TPAHCIOPTHUPOBKH.

Modcem npueecmu K
HeCc4acmHbIM CAyHaam

A B

HexoTopoe oGopysioBaHie HMeeT 60JIbLIYI0 MAcCy, TI03TOMY NPH NepeMellleHHH y6euTech B
NPUHATHH BCEX Mep NPe0CTOPOKHOCTH MO OXpaHe OKpY»Kalollei cpesbl.

Ecv cBapo4HBIH anmapat npeJoJaraeTcsi KCI0/Ib30BaTh Ha I1IaTGopMe, HEO6XOAUMO
y6euTbCsl B TOM, YTO Takast IylaTGopMa UMeeT COOTBETCTBYIOLLME Pe/iesIbl Harpy3KH.
IIpu nepeMelieHUH 060PYAOBAHHUA NPH TTOMOIIM KaKOr0-1M60 MeXaHU3Ma (TesexKa,
BUJIOYHBIH MOIPY34HK U IP.) yGeAUTECh B HAJlJIeXKallleM COCTOSTHUU TOY€eK KpeIlJIeHUs
MexaHHM3Ma M 060py/i0BaHuUs (KpelleHHe O/BECOK, peMHel [isl mepeMelleHust, 60JITOB,
raek, KoJiéc v T.IL.).

[Ipu BEINOTHEHUH IlepeMellieHUs] BpYYHYI0 YOeAUTEeCh B Ha/lJIeXallleM COCTOSTHUU
npucrnoco6ieHnit 060py0BaHus (MOABECKH, PEMHHU /JIs lepeMelleHus U T.IL) U UX
KpeInJeHuH.
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¢ C espio o6ecnedeHUs HeO6XOAMMBIX TPeGOBAHUH JJIs MepeMellleHHUs cobIIo/jaliTe MpaBuIa
MesxayHapoAHOW OpraHU3alUMy TPy/Ja B OTHOLIEHUH Beca IepeMellaeMoro 060pyjoBaHus, a
TaK)Ke HOPMaTHUBbI 10 IlepeMellleHHI0 060Py/0BaHMUs, JeiCTBYyOlee B Balllel CTpaHe.

 [Ipy nmepeMeljeHUH UCTOYHHKA IUTAHUA MCIIOJIb3YHTE CIel{a/IbHbIe TPUCTIOCO6GTeHHS
(mepkaTeJsy MJIM NIPOYLIMHBI). 3aNpellaeTcs epeMelaTb 060pyA0BaHuUe, YepXKUBasi ero 3a
ropesiky, ka6esib WM LIaHTH. [lepeMeljeHre ra30BbIX 6a1JIOHOB OCYIECTBJISIITE OTAEIbHO
OT BCero 060py/j0BaHHU.

« [lepes nepeMeleHHEM CBAPOYHOTO U PEXYILEro 060py0BaHUs JeMOHTUDYITe Bce
l'lpOMe)KyTO‘{Hble COoeIUHEeHHUS, OCyU.leCTBJTﬂiITe NOoAHATHE U llepeMeleHue He60}'lbLLIl/lX
YyacTel MOCPeJICTBOM pydeK, a 60J1ee KPYIHBIX YacTeH C IOMOIIbIO COOTBETCTBYIOIINX
pUCIOCO6IeHUH (IIPOYLIMHBI) UK BUTOYHBIX IOTPY34YHKOB.

Madenue uacmeii

060opydosaHus Modicem
npusecmu K me/iecHbIM

nospescoeHuAM

A\

Henpaeu/lbnoe pacnosiodxceHue uCmo4YHuUKa numaHus ua1u UHo2o o6opyaoeanwi Modcem
npusecmu K cep HbLM mpaemam u noepe.m'aenulo umywecmea.

¢ Bo usGexxaHHe NaJileHUH ¥ ONPOKU/IBIBAHUSA Balllero 060pyj0BaHHE ero He0OX0ANMO
pa3MecTUThb Ha 0CHOBaHUH (110J1y) WK m1aTdopme ¢ MaKCUMaslbHbIM YKj10HOM 10°. 3TO
npeaynpesuT BOCIIPENnATCTBOBAHUE [10/1a4e MaTepHUasia U pUCK 3aCTOIIOPUBAHUA B Kabessx
U IIUIaHTaX; IpeANoYUTalTe [ yCTAaHOBKH 060PY/[0BaHHS HENO/BI>KHbIE IIIMPOKHUe, He
3alblIEHHBIE, JIETKO BEHTHIMPYyeMble Y4acTKU. Bo U36exxaHne ONPOKHAbIBAHHS [Aa30BbIX
6aJIJIOHOB 3aKpenuTe UX, IIPU HaJINYKK, HA l'lpPlFO}lHOﬁ A 6aJIJIOHOB nﬂaTQ)opme,
HaxoZsllelcs Ha 060py/J0BaHMY, a IPH CTAallMOHAPHOM HCII0JIb30BaHUH, 3aQpUKCUPYHTe
6aJIJIOH Ha/I&XKHBIM CIIOCOGOM, IPUKPENHB €ro K CTEHe.

¢ OGecrneybTe onepaTopaM JIETKUH JOCTYI K HACTPOHKAM Y MOAK/II0OYEHUSM Ha 060Py/I0BaHHH.

YpesamepHas

Jkcnayamayus
Q

K nepezpesy
o6opydoeaHus

» OGecrneybTe OCTHIBAaHNWE 060PYLOBAHMUS B COOTBETCTBUH C PA60YUM L{UKJIOM.

« [lepes NOBTOPHBIM HAYa/I0M CBAPOYHbBIX PA6OT yMEHbLINUTE KO3 UIUEHT TOKA UK 3aTPY3KY
paboyero LKA,

« He 3aKkpbiBaiiTe BEHTUIISILIUOHHbBIE OTBEPCTHUS 060PY0BAHHUSI.

o HeycranaBsiuBaiitTe GUIbTPbI B BEHTUJISALIMOHHBIE OTBEPCTHsI 060PYI0BaHMUSA 6€3 paspelieHus
NPOU3BOJUTEIA.

/Jly2oeas ceapka

Modlicem 8bl3eamb
I/1IEKMpOoMaAZHUMHbIe

nomexu

DA

L4 [[aHHOe yCTpOﬁCTBO OTHOCHUTCA K rpynne 2, KJ1acC A B UCTIBITAaHUSIX BHBKTPOMHFHHTHOﬁ
coBmectuMocTH (AMC) B cooTBeTcTBHM o ctaHAapToM TS EN 55011.

o JlaHHOe ycTpoiicTBa KJacca A He pe/{Ha3HaYeHo /JIst SKCIULyaTaliK B XKUJIbIX IOMELLeHHUsIX
C l'loﬂ,a"leﬁ 3JIEKTPO3HEPTHH OT HU3KOBOJIBTHOU ceTH. BO3MOXXHbBI 3aTpyAHEHHUA B JOCTUKEHHU U
3JIEKTPOMArHUTHOM COBMECTHMOCTH B CBSI3H C Pa/{HO4aCTOTHBIMH IOMeXaMH, epejada i
pacnpocTpaHeHHe KOTOPbIX UMEIOT MECTO Ha TAKUX y4acTKax.

JToycTpoiCcTBO He cooTBeTCTBYeT cTaHAapTy IEC61000-3 -12. [Tpr HEOGXOAMMOCTH

K s)| moAK/IIOYEHUS K HM3KOBOJIBTHOH CETH, HCIOJIb3YeMOH B OBITOBBIX YC/IOBHAX,
CNELMAIUCT, KOTOPbIA 6yAeT OCyLeCTBAATb 3JeKTPUYecKoe IMOAK/II0UEHHE,
WM JIMIO, KOTOpoe OyAeT 3KCIUIyaTHPOBaThb 06Opy/J0BaHME, JOKHBI GBITH
! M| ocBefOMIIEHBI B BOIPOCE OCOGEHHOCTEH NMOAK/IIOYEHUs] 0GOpYJOBaHHUS, B 3TOM

cJly4yae 10J1b30BaTe/b HECET OTBETCTBEHHOCTD 3a IPOBe/leHHe TaKUX pa60T.

e Y6eauTeck, 4TO paGoyasi 30Ha COOTBETCTBYET 3JIeKTPOMAarHUTHOH coBMecTuMocTH (IMC).
JJIeKTPOMAarHUTHbIE IOMEXU BO BpeMsl CBapKa / pe3ka WJIM pe3KU MOTYT BbI3BaThb
He)keJlaTeJIbHble BO3/IeHCTBHSA Ha BalllX 3/IeKTPOHHbIE YCTPOMCTBA B Balleil ceTu, U
M0JIb30BaTe/Ib HECET OTBETCTBEHHOCTD 3a KaKHe-MG0 TOMeXH, KOTOpble MOTYT BO3HUKHYTh
BO BpeMsl IPOBe/ieHHs paGoT.

le/[ BO3HUKHOBEHUH KaKUX-THU6O noMex, MOryT 6bITh NPUHATDBI JONOJIHUTEJ/IbHbIE Mepbl JJIf
obecreyeHHsa COBMECTUMOCTH B BU/Ie MCII0JIb30BAaHUA KOPOTKHX Kabesel, SKpaHHPOBAHHBIX
KabeJiel, mepeMellleHHs] CBAPOYHOro almapara B Jpyroe MecTo, OTAAJIeHUs KabeJss OT
060pyJ0BaHuUs U/HUJIH YYaCTKa, OMaBIIEro 110/ BO3/ieHCTBHEe HUCI0/Ib30BaHUA GUIBTPOB UK
3alMThI paboyero yyacTka B acnekte IMC.

Bo u36exxaHre BO3MOXHbBIX NOBPEXKJAEHUN B CBA3U ¢ HapyiueHueM IMC BbINoIHANTE
cBapoYyHble paGoTbl KaK MOXKHO Jajblie (100M) OT Ballero 4yBCTBUTENBHOTO 3JIEKTPOHHOTO
060py/Z10BaHUSs.

Y6enuTech B yCTAHOBKE U pa3MellleHHH Balllero CBApOYHOTo annapaTa UM ra30BOro pe3aka B
COOTBETCTBHH C PyKOBOACTBOM I10 3KCIJIyaTallkH.
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OyeHka
3/1eKMpOMazHUMHOL
coemecmumocmu
pat6oyezo

yuacmka

ComtacHo nyHKTY 5.2 cranaapTa IEC 60974-9,

[lepes; yCTAaHOBKOH CBapOYHOIO M peXyIlero 060pyJOBaHUs YIOJHOMOYEHHOE JIMLO

npeAnpusTUs M/ WM 10JIb30BaTeJb AOJDKHBI TPOM3BECTH OCMOTpP y4yacTKa Ha NpeaMeT

BO3MOXHBIX 3JIEKTPOMarHUTHBIX [IOMeX Ha NpuJlerarmieil Tepputopru. Heo6xoanmo o6paTuTh

BHUMaHHe Ha CJieJlylol{ie BOIPOCHI:

a) HaJMuue APYrux KabeJsiel MUTaHus, Kabesiel ynpaB/aeHUs], CATHAJIbHBIX U TeJleOHHBIX
KabeJiel cBepXy, CHU3Y U PsAJJOM CO CBAPOYHBIM alllapaToM U 060pyj0BaHHEM;

b) Hasnuue pasuo- U TeJIeBUSHOHHBIX IEPeATYUKOB U IPUEMHUKOB;

C) HaJInYre KOMIIbIOTEPHOr'0 U UHOTO OﬁOpyﬁLOBaHI/lH, UCIIOJIb3YEMOT0 /11 yIIpaBJIEHUS;

d) Ha/MYMe KPUTHYECKOTO 060py/j0BaHHe /I 0GecriedeHUs] 6e30MacCHOCTH, HallpuMep JJis
3aLIKThl IPOMBIIIJIEHHOTO 060PYAOBAHUS;

€) Ha/iM4YMe MeJUIMHCKUX annapaToB (HanpuMmep, KapAUOCTUMYJISITOPOB U CIyXOBBIX
annapaToB), UCIIOJIb3yeMbIX HaceJeHHeM Ha NpHJleralolleil TeppuTOpHY;

f) Hasmuue 06OpPYAOBaHMS, UCIIOJIb3yeMOr0 JJist U3MEPEHUs WIN KaTuGpPOBKY;

g) HEeBOCIIPUHUMUYHBOCTb MHOTO 060PY/I0BaHUsl, HAXO/SIIErocs Ha NpuJeraiouied TeppuTOpPUH.
[Tos1b30BaTe b JOKEH y6eJUThCS, 4TO HHOe 060py/[0BaHHe, UCII0/Ib3yeMOe Ha IpHJIeralei
TEPPUTOPUH, SIBJISIETCS COBMECTUMBIM. ITO MOXKET OTPeGOBATD JONOJHUTENbHBIX MEP
3alLUThI;

h) 'paHuUIBI paccMaTpPHUBaeMOro y4acTKa MOTYT 6bITh pacIIMpPeHbI B COOTBETCTBUH C Pa3MepaMu
NpuJjeramolleld TeppUTOPUH, KOHCTPYKLMEH 3JaHMH U UHBIMU Pa60TaMH, BbIIOJIHSAEMbIMU
B3/1aHUHU, Cy‘—léTOM BpEMEHH, B TeYeHHW e KOTOPOro npejnoJiaraeTcsd Nponu3BoAUTh CBAPOYHbIEe
WJIM MHBIE PaGOTHI B TeUeHHE JHA.

B JonosHeHHe K OLieHKe y4acTKa TaKKe MOXET IOTpe6OBaThbCs OLEHKA MECT YCTaHOBKU

YCTPOMCTB € Lesbl0 YCTPAaHEHHs HapylIAIolero COBMECTHMOCTb Bo3zjelcTBus. Ilpu

HEeoGXOJUMOCTH, [/ TOATBePKAeHHA 3G PeKTUBHOCTH Mep M0 CHIUKEHHUIO BO3JeHCTBHUS TaKxkKe

MOXKHO IPOBeCTH u3MepeHus Ha Mecte. (Mctounuk: MIK 60974-9).

Memodsi cHudtceHus1
nomex

DA

. yCTpOl‘/JICTBO AOJIKHO 6ObITh NOAKJIDYEHO K UCTOYHUKY MMUTAHWUA KOMIIETEHTHbIM
CMelMaJucTOM B COOTBETCTBHHM C peKOMeHJalusAMH. [Ipy BOSHMKHOBEHUH TIOMeX MOTYT
PUMEHSATHCA JONOJHUTENbHbIE MePbI, TAKHe KaK GUIbTPALUS CETH. DJIEKTPONUTaHUE
060pyZ0BaHUS JIJIst yTOBOM CBapKa / pe3ka ¢ QUKCHPOBAHHBIM KpeIJIeHUEM JJ0JDKHO
OCyILIeCTBJIATHCA MPU MOMOLIM KabeJisl, IPOJIOKEHHOT0 Yepe3 MeTa/UIMYeCKyI0 TPyGy WIn
5KBHBAJIEHTHOT0 3KPAaHUPOBAHHOTO Kabesisl. Heo6Xo4MMO MOAKIIIOYUTb 3KpaH U KOPIyC
HUCTOYHHKA MMUTAHHWSA, U MEXY 3TUMU IBYMS KOHCTPYKIUAMU JOJIKEH 6bITh 06ecIeYeH
XOPOUIMH 3JIEKTPUYECKUH KOHTAKT.

Heo6xo1Mo BBINOJHATE PEKOMeH/lyeMoe IJIaHOBOe 06C/TyKMBaHHe ycTpoiicTBa. [Ipn
3KCIJIyaTalMy YyCTPOMCTBA JJOJKHBI 6bITh 3aKPbIThI M /UM 3allepThl BCe KPBILIKK KOpIIyca
o6opy/i0BaHKs. Be3 nucbMeHHOro paspelleHHs NPOU3BOAMTE/IA B YCTPOHCTBO 3anpeniaeTcs
BHOCHUTB KaKHe-JT160 U3MeHeHUs UM MOANHUKALUH, OTJIMYHbIE OT CTAHAAPTHBIX HACTPOEK.
B NPOTHUBHOM CJiy4ae BCA OTBETCTBEHHOCTb 3a Kakue-an60o Mmocse/iCTBUA BO3J1araeTcd Ha
M0JIb30BaTeIs.

CBapo4HbIe KaGe/I1 JJO/DKHBI 6bITh MAKCUMaIbHO KOPOTKUMHU. Kabesu 0/KHBI BEIXOAUTD U3
rnoJsia pa6oyero yyactka 60k o 60k. HamMaTbiBaHMe CBApOYHBIX Kabesiel 3anpelieHo.

Bo BpeMs cBapKH / pe3KH B 060py/J0BaHUHU FeHepUpPyeTCsl MarHUTHOE MoJie. ITO MOXKeT
HPUBECTH K IPUTATUBAHUIO 0G0PYA0BAHUEM META/UINYECKUX IIPe/IMETOB.

Jlist mpefloTBpalleHusl 3TOro yoeAuTech B pa3MelleHUH MeTa/lJIM4eCKUX MaTepuasioB Ha
6e301aCHOM PacCTOSTHUY UJIM B HaAEKHON HKCcalMi TaKMX MaTepHasioB. OnmepaTop JomKeH
GBbITh U30JIMPOBAH OT BCEX TAKHUX B3aHUMOCBsA3aHHBIX MeTa/UINYECKUX MaTepUasIOB.
BcaydaeoTcyTcTBHs 3a3eMJIeHHs1 00pabaThIBAEMOr0 06'beKTa UJIU U3/1eJHsl, 110 COO6paKeHUAM
3/JIEKTPHUYECKOH 6e30MacHOCTH UJIM B CBSI3M C ero rabapUTHBIMU Pa3MepaMHt U MOJI0XKeHHeM
(HanpuMep, IpU U3rOTOBJIEHUH KOPITyca Cy/{HA UM CTaJIbHOM KOHCTPYKLMH), HOAKII0OYeHHe
Mex/ly 06pabaTbiBaeMbIM 00bEKTOM UJIM U3/I€JIUEM U 3€MJIEH B HEKOTOPBIX C/1y4yasix MOXKeT
CHU3HTB BBIGPOCH], 1 HEOOGXOANMO IOMHHUTE, YTO 3a3eMJIeHHe 06pabaThIBaeMOro 06beKTa MK
U3JIeJIUsI MOXKET IPUBECTH K TeJIECHBIM IOBPEX/eHUAM 110JIb30BATEJIs] HJIM HEUCIIPABHOCTAM
HHOTO 3/IEKTPHYECKOr0 060PYA0BAHUS, HAXOASILIIErocsl Ha NIpHJIeraoleil TeppuTOpUN.

IIpu HE06XOMMOCTH, 3a3eMJIeHHe 06pabaThIBAEMOro 06'beKTa UK U3/e/ 1M MOXKET GbITh
BBINOJTHEHO MPSIMBIM CIIOCOGOM, HO B HEKOTOPBIX CTPaHaX, B KOTOPBIX IPSIMOe 3a3eMJIEHHe
3amnpeleHo, MoJK/II0YeHHe MOXeT O6bITh CO3JJaHO MPU IOMOLIM COOTBETCTBYIOLUX
3/IeMeHTOB €MKOCTH B COOTBETCTBUH C MECTHBIMH HOPMaMH U PaBUIaMH.

JKpaHUPOBaHHeE U 3allMTa APYTHX YCTPOHCTB U KaGesiel Ha paGo4eM yyacTKe MOXKeT
NpeZloTBPaTUTh BO3HHKHOBEHHE BO3/IeCTBUH, HAPYIIAIOLIUX COBMECTUMOCTb. [lyist
HEKOTOPBIX C/IydaeB MOXeT pacCMaTPHBAThLCA M0JHOe SKpaHHPOBaHUeE yyacTKa

CBapKH / pe3KH.
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Jly20eas ceapka
Modicem co3dasamsv

/1eKmpoMazHumHoe
nose (IMF)

J/IeKTPUYECKHH TOK, NPOXOJAIMH dYepe3 KaKOH-TM60 IPOBOAHUK, CO3JAET JIOKaJbHbIE
3JIeKTpUYeCKHe U MarHUTHble noJs (IMII). Bce cBapuiMKY JOIKHBI IPUMEHSITh CIeAyOle
MpoLeypbI C IleJIbI0 MUHUMHU3ALUK pUcKa Bo3aeldcTBUs IMIT oT cBapouHOi Lenu:

o /g yMeHblLIeHUA MarHUTHOTO MOJISl CBAPOYHbIe KabeJH J0/KHBI ObITh 06'beIMHEHB] U KaK
MO>XHO G0JIee Ha/leXKHO 3aKpeIlIeHbI C TIOMOIbI0 KPEIE&XHbIX MAaTEPUAIOB (JIEHTBI,
KabeJIbHbIe CTAKKH U T.IL).

TeJ1o ¥ roJI0Ba CBapIIMKa/paGoyero A0KHBI HAXOAUTHCA KaK MOXHO Jja/ibllle OT CBAPOYHOTO
annapara 1 kabeJsen.

CBapO‘{HbIe U 3JIEKTpHUYEeCKUue KabeJsii HU B KOeM CJly4qae HeJ1b3d HaMaTbIBaTh Ha KOPIYC
ammapara.

TeJ1o cBapIIMKa He J0/DKHO HAXOAUThCS MEX/AY CBAPOUHBIMU KabesiMu. 06a CBapOYHbIX
Kabesist JOKHBI HAXOUThCSA BJJa/IM OT TeJIa CBApIUKa, PSZOM APYT C JPYroM.

OGpaTHbIN KabeJsb 0IKEH ObITh MOJKJII0UEH K 06pabaThiBaeMOMY 00'bEKTY UK U3/[eIHI0
MaKCHUMaJIbHO 6JIM3KO K Y4aCTKy CBapKHU / Pe3KH.

3anpeuaeTcst OMUPAThCsl, CAAUTHCS HAa UCTOYHMK MUTAHHs CBAPOYHOrO anmapara, a Takxe
pa6oTaTh B HENOCPe/[CTBEHHOH 6IM30CTH K HEMY.

3anpelaeTcst IPOU3BOAUTD CBAPKHU / PE3KH BO BpeMsi lepeMellleHHUs] yCTPOHCTBA OAAYU
CBapO'—lHOﬂ NPOBOJIOKH UJIM UCTOYHHUKA [IMTAHWUA CBAPOYHOTO arraparTa.

IMII Takxe MOXeT HapyllaTb PaboTy MeJUIMHCKHX HMIUIAHTATOB (KapAHOCTHUMYIATOPBI
U TIL). B Buay sToro asis sojei ¢ MeJUIMHCKUMU MMILIAHTATaMU JOJKHBI 6bITh IPUHSATBI
OTZe/IbHble Mepbl NMPeAoCTOPOXKHOCTH. HampuMep, BBeJileHHe OrpaHUYeHUH Ha JOCTyn [Js
nepeceKamIUX JOPOTY JJiel, a TaKxkKe OlleHKa MHAMBUAYaJbHBIX PHUCKOA /IS CBAPIIUKOB.
OLieHKa PUCKOB U BblZla4a peKOMeH AL /IS T0JIb30BaTesel ¢ MeJULIMHCKUMHU UMILIAaHTaTaMU
AO0JIKHA BBINOJHATHCA MEJUIITMHCKUM pa60THl/IKOM.

3awyjuma

Ol

* He nmojBepraiiTe 060pyj0BaHUe BO3/IeHCTBUIO JOXK /s, U30eraiTe nonajaHus Ha
060pyj0BaHKe 6PBI3T BOABI UM 1apa MO/ JaBJIE€HUEM.

me

@f

* BriGepuTe MeTO/ CBapKa / pe3Ka U CBapOYHbBIH anmnapaT, COOTBETCTBYIOIHUI
3aNJJaHUPOBAHHBIM CBapPOYHBIM PaboTaM.

YcTaHOBHTE IapaMeTpbl CBAPOYHOIO TOKA U/HUJIM HANPSKEHUsl, COOTBETCTBYIOLINE
MaTepHaJy, ojJjiexalleMy CBapKM / pe3KH, a TaKKe ero TOJIIIMHE.

I[Ipu AUTEIEHOM NMTPOCTOE CBAPOYHOT0 060PY/I0BAHHS BBIKJIIOYHTE 060py/J0BaHHE MOC/IE ero
OXJIXK/eHUsl BeHTHIsATOpoM. Halte o6opysoBaHye (Halla IpoAyKIus),

OCHal.LLéHHOE BEHTUJIATOPOM C MHTEJIJIEKTYaJIbHBIM YIIpaBJI€eHUEM, OTKJII0OYaeTCA
aBTOMAaTHYECKH.

IIpoyedypa ymuauzayuu
omxodoe

¢ ITO yCTPOMICTBO He SABJISAETCS GBITOBBIM MYCOPOM. Y TUJIM3aLlUs YCTPOHCTBA JO/DKHA
OCYLIeCTBJISIThCS B paMKax HallMOHA/IbHOT'0 3aKOHO/JaTeJIbCTBA B COOTBETCTBUH C JUPEKTUBOM
EBponeiickoro Coro3a.

[ony4nTte nHGOPMaNHUIO 06 yTUIM3AL UK OTXO/0B BAIIEr0 UCI0Ib30BaHHOI'0 0GOPYAOBAHUSA Y
Balllero Jujepa ¥ KOMIETEHTHBIX JIULL.

www.magmaweld.com
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% TEXHUYECKAS HH®OPMAIIUA
. 1.1 O6uwee onucaHue

RD 500E cBapo4Hble annapaTsl C TAPUCTOPHBIM YIIPaBJeHHeM, Tpe/iHa3HaYeHHbIe /I CBApKH BCEX BUJIOB
MOKPBITBIX 3JIEKTPOJIOB, B TOM 4YHCJIe IIeJUII0JI03HbIX. O6GecredyrnBaeT BBICOKYIO MPOM3BOJUTEIBHOCTb
pesKH yriepoja NpU HeNpepbIBHOM CBAapKe MOKPBITBIMHU 3JIeKTpojaMH AuameTtpoM oT 2,0 go 5,0 MMm.
Ero Tak)ke MOXXHO MCI0JIb30BaTh B KaueCTBe UCTOYHHUKA NMUTAaHUA A4 cBapkd TIG Ha NOCTOSSHHOM TOKe
6J1arojiaps MOAXOAAILLEMY IyCKOBOMY 0GopyAoBaHMIO A cBapku TIG, Tak Kak OH MOXeT BBINOJHATb
CBapKy NpHu cuje Toka A0 10 ammep. OH MOXeT 06ecrneyuTh MPOCTOTY SKCILIyaTalldd Ha KPYMHBIX
CTPOMTEJIBHBIX IUIOLIAJIKAaX, TaKUX KakK Bepdu, myTeM rpynnuposaHus 2, 4, 6, 8 u 6oJsee 6JIOKOB.
Bnarogaps TeXHOJOTMM THPUCTOPHOW CHJIOBOW 3JIEKTPOHUKM CBAapOYHBIM TOK 06eccTyneHYaTo
peryaupyeTca mnoTeHuuoMerpoMm. C momompblo kHonku Hot Start moBblmIaeTcss BocmaMeHsOLAs
CNOCOGHOCTDb 3JIEKTPOJIOB, C MOMOIIbI0 KHONKHK Arc Force MOXXHO YMEHBIIUTD CKJIOHHOCTb 3JIEKTPO/IOB
K KOPOTKOMY 3aMbIKaHWI0 M MPUJIUINAHHUIO K CBapOYHOH BaHHe, HANpHMep, 3TO MOXeT O6bITb
O4YeHb BaXHO B 0a30BBbIX 3JIEKTPOJHass cCBapka. biylarojjaps TeXHOJIOTMM yNpaBJieHUs € 06paTHOM
CBSI3bI0 HA OTPETYJIMPOBAaHHBIA CBAapOYHBIM TOK He BJIMAKT KOJeOaHUA CeTH WM Iepenajpl
HanpsDKeHHs, KOTOpble MOTYT BO3HHUKHYTb IPH HCIOJb30BAaHWM JUIMHHBIX CBAapOYHBIX KabeJsei.
HecmoTpss Ha Hajauuyue 3JIEKTPOHHMKH, TeyaTHas IjlaTa 3allillleHa OT MbLIM WM KOPPO3UHM B
OTAeJbHOM IIKady BHYTPH MalIMHBL bBylarojapsi TesecKONMUYeCKHUM CTpesaM M GOJIBIIMM KojecaM
€ro MOXHO JIeTKO IlepeMeliaTh 110 pabodeld 30He, OCOGEHHO B 30HAX CBapKM Ha OTKPBITOM
Bosayxe. CyliecTByeT  TakKe  BapHaHT  0GeCCTYNeHYaTOro  JUCTAaHIMOHHOTO  yNpaBJIeHHUs.
MarrHa ox/1aXAaeTcss BEHTUIATOPOM U 3allfMIlieHa OT eperpesa v o6pbiBa (pasbl.

. 1.2 Komnaekmyrouwjue ceapo4Ho20 annapama
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Pucynok 1: RD 500E

1- KoJibLia KapeTKH KpaHa 7- KHonka BbI6opa TUIA 3J1eKTpoja

2- TekymMi HHAUKATOP 8- KHonka BbIGopa THUIA TPaH3aKIUH

3- UnaukKaTop HanpsKeHUs 9- Perynsatop cuibl yru

4- Py4ku AJ151 IEPeHOCKHU 10- Ka6enbHble BBOABI JJIs1 CBAPKH U 3a3eMJIEHUS
5- PerynsaTop cu/bl Toka 11- Ilepex/toyaTe b BKIIOYEHHs /BbIK/IIOYEHHUS

6- TOPIYMI CTAPT Tekymuii Gak
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. 1.3 3mukemka npodykma

MAGMA MEKATRONIK MAKINE SAN. VE TIC.A.S.

Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE

RD 500 E SeriNo :
3~ — EN 60974-1
(‘, EN 60974-10 Class A
?zu 10A / 20.4V - 500A / 40V
_—| T X 25% 60% 100%
I2 500A 325A 250A
D u v U 40V 33V 30V
85 h 65A 40A 30A
S1 44.8kVA | 27.6kVA [ 20.7kVA
N U Vv
D> | ™ I,...= 65A I,.,=32.5A
;~50-60H‘1 400
1P21S [B] Ce
3~ = TpexdasHbiil TpaHCPOPMATOPHBIN o
(.) BBINPAMUTEb X PaGoriui upkn
Z MMA - CBapka Uo HanpsikeHue paGoThbl 6e3 Harpysku
== ITocTosIHHBIH TOK Uz HanpskeHue v 4acToTa ceTu
D BepTuka/sbHbIH XapaKTepUCTHKA Uz ?g;gﬁ%?g?@:: TpAKEHNE
DD CeTeBo# B0/ - 3-ba3Hblil I HomunanbHOe noTpe6ieHue
riepeMeHHbBIH TOK B TOKa CeTH
E ?g]’gﬁf‘:}? AJ151 paGOTDI B OMACHBIX I2 HoMHHa/IbHBIN CBAPOYHBIN TOK
S1 MoTpebisieMast MOLHOCTb CETH
1P22S KJIACC 3alLUThI

Pa6oumii HUKI
Temre PaTypa ()]
4

6 MHH.

CorsacHo ctaHgapty EN 60974-1, npoJio/KUTENbHOCTh paboyero LMK/Ia BKJIKOYAeT nepuoj BpeMeHu 10
MUHYT. HanpuMep, ecin MamuHa, ykasaHHas kak 250A npu% 60, fomkHa pa6oTtaTth npu 250A, MamuHa
MOXKET BBINOJIHATD CBApKy / pe3Ky 6e3 nepepbiBa B nepBble 6 MUHYT U3 10-MHUHYTHOTO nepuoza (3oHa 1).

4 MMH. 6 MUH.

4 MMH.

Bpems (MHUH.)

4 MMH.

OpHako cienyouye /st oX/1aXK/eHUsl MalllMHbl HE0O6X0IMMO 4 MUHYTbI IPOCTOS1 (30HA 2).

www.magmaweld.com
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. 1.4 TexHuueckue xapakmepucmuku

TEXHUYECKHE XAPAKTEPUCTHUKH Ex. usm. RD 500E
CeTeBoe HanpsbkeHHe (1 dpasza - 50-60 I'ny) B 400
Cujia ToKa ceTu KBA 429
/lManasoH peryJiMpoBKH CBapOYHOI0 TOKa A noct.Toka 10-500
HomuHanbHBIN CBapOYHBIN TOK A nmoct.ToKa 500 (%25)
HanpskeHHe OTKPBITOTO KOHTYpa CBapKHU B noct.ToKa 85
/lnanasoH iMaMeTpOB CBapOYHbIX 3JIEKTPO/IOB MM 2.00-6.00
Haub6ousbiuit AaMeTp yrobHOTO 3JIeEKTPOAA MM 8.00
Pasmepsr ([Ix111xB) MM 830x670x 760
Bec KT 205
Kuacc 3amuthl IP 21S
. 1.5 IIpunadaexcHocmu
CTAHJAPTHBIE
MPUHAJJIEXKHOCTH KO0JI-BO RD 500E
KieMMa v Ka6eJib 3a3eMJIeHUs 1 7905307003 (70 MM? - 3 M)
3axKUM 3JIeKTpo/ia U Kabesb 1 7906307005 (70 MM? - 5 M)
JOMNOJTHUTE/IbHBIE
AKCECCYAPbBI KO0JI-BO RD 500E
JluctaHyroHHoe ynpasjeHue 10m 1 7900000210
JlucTaHMoHHOe yrpaB/eHrde 20M 1 7900000220
JluctaHuuoHHoOe ynpas/eHue 30M 1 7900000230
JlucTaHMoHHOe ynpaBieHde 40M 1 7900000240
JlucTaHIMoHHOe yripaBjaeHue 50M 1 7900000250
YriepozHble MJIOCKOTY 6L bI 1 7908201000
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‘X UH®OPMAIIMA 110 YCTAHOBKE U HACTPOUKE

. 2.1 Konmposbs docmasku

Y6enuTech, YTO BMeCTe CO CBAPOYHBIM allapaToOM JOCTaBJeHbl BCe 3aKasaHHble MaTepuaabl. B ciydae
OTCYTCTBUS WM NOBPEX/EHUs KaKOro-1160 MaTepHasa, HeMe/JIEHHO CBSDKUTECH C KOMIIaHUEH, Y KOTOpOH
ObLJ1 IPUOGPEeTEeH CBAPOYHBIN annapar.

CTaHJapTHasA KOMILJIEKTALMS CBAPOYHOIO aNnmnapara COEePKHUT Ce/yloliee:

o [J1aBHBIH KOPIyC CBAPOYHOI'0 aNapaTa U ceTeBoM KabeJb, NOAK/II0YeHHbIH K annaparty

o KsilemMa 1 kabeJib 3a3eMJIeHHST o [apaHTUIHBINA TaJ0H

o 3aKUM 3J1eKTPOZia U KabeJb ¢ PYKOBO/ZICTBO 110 3KCIIyaTalluu

B ciyyae ecnu Bo BpeMsl MOJIydeHHUs anmapaTa 6yAyT BbISBJEHbI IOBPEXJEHHUS, COCTABbTE MPOTOKOJ
U coororpadupyiiTe noBpexaeHus. [Ipunoxute npotokos U ¢ororpaduu Kk GOTOKONUK HAKJIAZHON U
M3BECTHUTE TPAHCIOPTHYIO KOMIIAaHUIO. B cily4yae oTCcyTCTBHSA OTBETa Ha Ballle 0OpallleHHe B TPaHCIOPTHYIO
KOMIIaHHUI0, 06PATUTECh B CIYKOY MOAJePXKKH KIUEHTOB.

. Cumeo.1bl U 0603HAYEHUS, ycmaHo8/1IeHHbIe Ha ceapo4YHoM annapame

TIpo1iecc cBapKH MPe/CTaBIIsIeT ONACHOCTD JiJIs1 YeJIOBeKa M OKPYKaloLIKX IpeiMeTOB. BoinoiHeHHe

CBapKU JOJKHO OCYLIECTBIISTHCS B COOTBETCTBYIOLIMX YCJIOBUSAX C IPUHITHEM HEOGXOJUMBIX
7\ Mep 6e3omacHoCTH. OTBETCTBEHHOCTb 3a COXPAHHOCTb M HCIPABHOCTb CBApPOYHOIO almapara,

obecneyeHHe HEOGXOAMMOro OCHAIeHWsl BO3JlaraeTcsi Ha chequanuctoB. [lpeaymnpenute
HaxO0X/leHHe MOCTOPOHHUX JIF/iel BOJIM3U CBAPOYHOTO anmapara.

JlaHHBIM CBapoyHBIA anmapaT He cooTBeTcTByeT craHzaapTy IEC 61000-3-12. B cayyae ecau
—— CBapOYHbIH anmapar 6yjeT MOAKIIYEH K CeTH HM3KOrO HaNpsDKeHHs, HCIOJIb3yeMOro /s
& 3JIEKTPOCHA0XKEHHs] KUJIbIX MOMEIeHHUH, I0Jb30BaTeJb HECET IOJHYI OTBETCTBEHHOCTb 3a
#—\,| obecneyeHue BBINOJIHEHUS PAGOT MOJKIIOUEHHs 3JEKTPUYECKUX COeJUHEHHH CBapOYHOro
anmapara 3JIeKTPOTEXHHKOM WJIM I10JIb30BaTeJleM annapara, UMEeLIMM 3HaHHWs M HaBBbIKH 110
BOINpOCaM NOJK/II0YEeHHUs CBAPOYHOro annapara.

ByzbTe BHHUMaTesIbHBI U CTPOTO COGJIIOAANTE BCe CUMBOJIBI U MpPeAyNpexJeHus 06e30MacHOCTH,
yCTaHOBJIEHHble Ha CBAapOYHOM allapaTe W YyKasaHHble B PyKoBOACTBe IO 3KCIUIyaTaLUH.
3amperaeTcs yAaIsTh STUKETKH, YCTAaHOBJIEHHbIE HAa CBAPOYHOM amnmapare.

annapara. C LeJIbI0 ob6ecreyeHust Xopourero OoxJIaXXJAeHusd, 3anpeliaeTcsd 3aKpbIBATb AOCTYI K

r{‘p PeméTky npeaHasHayeHbl [ oGecredeHHs BEHTHJALMM BHYTPEHHHUX YacTell CBapoOYHOro
k OTKPBITBIM YacTAM allapaTa 1 pa3MellaTb MHOPOJHbIe IPeAMeThl BHYTPb KOPIIyca yCTPOMCTBA.

. 2.2 PexomeHndayuu Ilo YemaHoeke H Ikcniyamayuu

o Jly1s1 06ecniedeHHst XOPOLIMX paboYMX XapaKTePUCTHK 0GecIiedbTe pa3MellieHHe CBAPOYHOro annapara He
MeHee 4eM Ha 30 CM OT OKpy»alolux IpeAMeToB. [IpesynpexaiTe Yype3aMepHbIN HarpeB, 3anblIeHHe U
yBJIQXKHEHHUE CPe/ibl, B KOTOPOH BBINOJIHSAETCS SKCIIyaTalysl CBAPOYHOro annapara.

o He BbINoHsIHTE 3KCIUTyaTaLMI0 CBAPOYHOTO annapara o/ MpsiMbIMU COJTHEYHbIMU Jiydamu. [Ipu paGoTe
B cpeJie ¢ TeMIlepaTypoi Bo3jyxa Bbille 40°C, BbIMOJHANTe paboThbl Ha CBAPOYHOM alapare npu 6osee
HHM3KOM CBApOYHOM TOKE HJIM NP G0Jiee HU3KOM YPOBHE MPO/0KUTENbHOCTH BKIIOYEHHSI.

¢ [I36eraiiTe BbIOJHEHHS CBAPOYHBIX pabOT BHe IOMellleHUH py BeTpe Uy Aoxje. Eciu Heo6xogumo
BBINIOJIHEHHE CBAPOYHBIX PA6OT NMPH TAKUX MOTOJHBIX YCJIOBHSX, 06eCrevbTe 3alUTy CBAPOYHOM 30HBI U
CBapOYHOTr0 aNnapaTa 3aBeCOH WM TeHTOM. Ec/iM cBapka BBINOJIHSIETCS BHYTPH NOMeILeHuUs, 0GecreybTe
JIOCTATOYHYIO CUCTEMY BBITSI)KKH CBAPOYHOTO AbIMA. [IpH BBINOJIHEHUH CBAPKH B 3aKPBITHIX IOMELEHHUSX,
B CBSI3H C PUCKOM B/IbIXaHUsI CBAPOYHOTO JIbIMa U Ta30B, UCIOJIb3YHTe pecIipaTOpHbIe CUCTEMBI.

» CoG.rofjaiiTe ypoBeHb IPOJOKUTENLHOCTH BKJIIOUEHHUS CBAPOYHOTO aNnapara, yka3aHHOro Ha 3aBO/ICKOM
TabM4YKe ycTpoiicTBa. YacToe npeBbllieHNe BpeMeHU paboThl 110/} Harpy3Koi MOXeT CTaTh IPUYUHON
MOBpEX/[€HHUs1 CBAPOYHOr0 aNapaTa ¥ aHHYIMPOBAHHUS FapaHTUHHOTO CPOKa.

www.magmaweld.com USER MANUAL | PYKOBOZACTBO I10 3KCIIVIYATALIMM | KULLANIM KILAVUZU




36 WnHpopmanus [lo YcranoBke U HacTpoiike RD 500E

e Vcnosnb3yiTe npeoXpaHUTe b C XapaKTEPUCTUKAMHU, TIOAXOASIMMU J1Jisl Ballled CUCTEeMBbI.

e [logksil04MTe 3a3eMJISIIOIIMIN Kabesib 0 Mepe BO3MOXKHOCTH GJIMKE K 30He CBApKH.

» He gomnyckaiTe NpoxoX/jeHre CBApOYHOTO TOKA [0 060PYI0BaHHUIO, 32 UCKJIKOYEHHEM CBAPOYHBIX Kabesien.

 3aKpenuTe ra3oBbli 6AJIJIOH HA CTEHE C OMOLIbIO LIEMH.

» Bo BpeMst paGoThl CBApOYHOI0 allapaTa He HaMaThIBalTe CBapOYHbIe KabesIi U CETEBOM Kabesib Ha KOPITyC
CBapOYHOTr0 anmnapara.

. 2.3 IModk1104yeHue wmence/AbHoll UJAKU

B uyesnsix 6e3o0nacHocmu HUKozda He ucmmssyﬁme cemeeoli Ka6e/s1b MAWUHbI 63 U/IKU.

» Busika He MOJKJIIOUYEHA K CETEBOMY KabeJsIto, TaK KaK Ha 3aBO/IaX, CTPOMKAX U B MAaCTEPCKUX MOTYT GbITh
pasHble po3eTkU. KBainpUIMPOBAHHbBIN 3JIEKTPUK J0JDKEH MOJKIKYUTD MOAXO/SLIYI0 BUJIKY K PO3ETKE.
YKenTo-3e/1eHOro 11BeTa ¥ 0TMedeHbl 3HaKoM (D) Y6eauTech, 4To 3a3eMIIAIONIUIA TPOBOJ, IPUCYTCTBYET.

o [ToAKJII0YUB BUJIKY K KabeJito, He BCTABJISIMTE ee B PO3eTKY Ha JJaHHOM JTarlle.

. 2.4 CcbL1Ku Ha pecypcsl

e BcTaBbTe CBAapOYHbIM M 3a3eMJISIOLIMN KabesJud B rHe3/a JJis1 CBAPOYHBIX U 3a3eMJISIOLIMX Kabesel
B COOTBETCTBUHM C HCIOJb3yeMBbIM 3JIEKTPOJOM U IIOJIIOCAMH, PEKOMEH/JOBAHHLIMHM IPOU3BOJUTEJIEM
3JIEKTPO/Q, Y 3aTSHUTE UX, TOBOPAYMBasi 10 YACOBOM CTpeEJIKe.

 3aKpenuTe 3a)KUM 3a3eMJIEHHs] Ha 3ar0TOBKE KaK MOXHO GJIM)KE K 30He CBapKU.

. 2.5 Coedunenus das ceapku TIG

e CnesyeT ucnosib3oBaTh ropesky TIG ¢ ra30BbIM KJIallaHOM.

e [losicoequHuTe Kabesb nuTanus ropesiku TIG k pazbemy ¢
OTpHLATe/IbHBIM MOJIIOCOM, a KabeJIb 3a3eMJIEHHUS K pa3beMy C
MOJIOXKUTEJIbHBIM N0JII0COM.

* [lofcoeANHUTE PETYIATOP aproHa K 6aJIJIOHY C aprOHOM.

o [loficoeAHNTE ra30BbIH LIIAHT FOPEJIKU K FA30BOMY PETryJsITopYy.

PucyHok 2: CoeayHeHMs ra30BOro 6a/yioHa

. 2.6 Ilodka04eHue kK cemu

Y6edumecw, umo nepekoyame/1b 8KA0YeHUS/8bIKAI0YEHUS MAWUHb! HAXOAUMCS 8
nosioxcenuu «0», K02da ecmasJisiene ee 8 po3emky.

o [lepes; MOAKJ/IIOYEHHEM MalIMHBl K CeTH NpoBepbTe 3 ¢asbl C
[IOMOLIBI0 BOJIETMETpPA. YOeAWBIIMCh, 4TO Kakzass ¢asza HMmeeT
HanpspkeHue 400 B (£40 B), BcTaBbTe BUJIKY B PO3ETKY.

e 3anycTHTe MAIIMHY C TIOMOIBIO BBIKJIIOYATEJIS.

e Ye/IbIIAaB  LIyM BEHTW/IATOpPA W YBUAEB, 4YTO HWHJUKATOPbI
BOJILTMETPA Y aMIepMeTpa TOpsT, NOBEpHHUTE IepeKJoyaTe/b
06paTHO B NoJ10XKeHUe «0» ¥ BBIK/IIOUUTE MaIIUHY. PucyHok 3: [loaK/TI09eHHe K ceTH
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'x UH®OPMAIUA 110 IKCIIJIYATALLU A

. 3.1 HHmepdbeiic lonv308amens
CeAl

@ rutile / Basic

@ celulosic

o

/ . @ Welding

” \% {
(] \, KA : g @ Carbon Gouging
&Arc Force

@ magmaweld RD 500 E

quKa PperyJimpoBKH TOKa
YcranaBinBaeTtcs CBapO‘{HbIﬁ TOK.

Tekywmuii MHAUKATOP
A | Bo BpeMsi CBapKH anmapar [0Ka3blBaeT CBAPOUYHbBIN TOK, B IPOTHBHOM CJIy4ae -

OTpPeryJIMpoOBaHHbIN CBAPOYHbBIH TOK.

HHAuKaTOp HanpsHKeHUs
V| Bo BpeMsi CBapKH ammapaT 0TOGpaxkaeT CBapOYHOe HalpsDKeHHe U pabodee

HallpsA>KeHH e X0JIOCTOr'o Xo4a.

) )’5_\7 KHoIIKa ropsiuyero crapTa

{ I OH ucroJsb3yeTcs JJis1 06ecrnedeHys Jy4Iero BociiaMeHeHus npy ceapke MMA.
N a [Tocko/IbKy MaTepuasl TOHKHH, a 3HaYeHHe napaMeTpa «[opsiunil myck» BbICOKOE,

r\‘"°' Start Jlyra MOXKET IPOXKeYb JIeTalb.

. 7N KHomnka cuibl Ayru

i } OH uCIoJIb3yeTcs /1Jis1 yMEHbLIEHHsI CKIIOHHOCTH 3JIEKTPO/A K MPU/IUIIAHHUIO

\ Kd K CBapO4YHOM BaHHe npu cBapke MMA. Korza cusia Iyry CTaHOBUTCS CJIMIIKOM
m° Force GOJIBLIOH, UCTOYHUK CTAHOBUTCS PAa3ApaXKUTENTbHBIM.

KHomnka BbIGOpa TuMa 3/1eKTpoja (pyTU/10BbINA, 0OCHOBHOM, a/TIOMHUHM EBBII,
LIeJLTI0JI03HBIN)
Bbi6MpaeTcs pyTH/I0BbIH, OCHOBHOM, a/IlOMUHHUEBBIHN WU LEJUUTH0JI03HbIH 3J1EKTPO/.

KHonka BbIGOpa THIIA TPAH3AKIUH (HCTOYHUK, YIIEPOZ)
BbIGpaH peKuM CBapKU MJIM PEXUM PE3KHU yIIeposa.

PyTHJI 1 OCHOBHOM CBETOAUOJ,
. Rutile / Basic | OH 3aropaeTcs, KOT/ia C IOMOLIbIO KHOIIKY BbIGOPA THIIA 3JIEKTPO/ja BEIGPaH
PYTHJIOBBIM OCHOBHOM THII 3JIEKTPOZA.

Lle/1110/103HbIN CBETOAMOJ,
. Cellulosic OH 3aropaeTcsi, KOr/ja ¢ IOMOILbI0 KHOIIKY BbI6OPA THUIA 3/1eKTPOAA BbIGPAH TUII
NeJITKJI03HOTQ 3JIEKTPoJa
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. Welding

CBapoOYHBIH CBETOAMOZ,
3aropaeTcst IpH BbIGOpE PexKKMMa CBapKH 3JIEKTPOZAOM C IIOMOLIbI0 KHOIIKY BbIGOpa
THIIA OTlepaLiHH.

. Carbon Gouging

YriepoaHasi peska
3aropaeTcst Ipy BbIOOpe PeXXHUMa pe3KH yIjiepoAa ¢ IOMOIIbI0 KHOIIKY BbIGopa THIa
nporecca.

O

"HAHKHTOP NUTAaHUA
On 3aropaeTtcd, Korjia MallrhHa 3aIyCKaeTCd € IOMOIIbIO BbIKJIIOYATe .

l

Ten/10BO# CBETOAUO],
3aropaeTcsi IpH NeperpeBe MalluHbI.

H3ph

CBeToAMOA 0GpBIBA (pa3bl
BkJIt0uaeTcst Mpyu BO3HUKHOBEHUH NPOGJIEMbI Ha OJJHOU U3 da3.

YupasJisieMblii JUCTAHIMOHHO
3aropaeTcsi Py MOAK/I0YEHUH My/IbTa JUCTAHIMOHHOTO YIIPaBJIeH s MAlIMHOM.
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. 3.2 HcmoYvHuk
M 3.2.1 Hcnoav3oeaHue pexcuma ceapku

¢ BriGepuTe pexHM CBapKHU € NOMOLIbIO KHOIIKY BblGopa THIa npoliecca. PexxuM cBapkH NpeJHa3HaueH JJ1s
CBapKH IITYYHBIMH 3JIEKTPOJIaMH.

e BeiGepuTe THUI 3JIEKTPOJAQ, KOTOPBIM Bbl OyJeTe HCIO/Ib30BaThb, C MOMOLIbI0 KHONKK Bbl6Opa THIA
3/7eKTpoAa. /Il pyTH/IOBBIX, OCHOBHBIX U a/JlOMUHHEBBIX 3JIEKTPOZOB BBIGEPHUTE PEXUM PYTUJIOBBIH,
OCHOBHOH, a/IlOMHUHUEBBIH, 3aropuTcs CBeTOAMOJ. /[lsi 1e/UII0JIO3HBIX 3JIEKTPOJOB BblGepUTe
L|eJIJII0JIO3HBIN PEXXUM, 3aTOPUTCS CBETOLUO/,

e OTperynupylTe CBapoO4HbIH TOK C IOMOLIbIO PYYKH PeryJMpOBKU ToKa. [IpuBejeHHas Hue TabsuLa
COCTOMT U3 OPHEHTHPOBOYHBIX 3HAUE€HHUH /IJISl CBAPKH 3JIEKTPOJIaMH U3 HeJIeTHPOBaHHOM cTasu. CiieflyHTe
peKoMeH/JallusIM IPOU3BOJUTE/IS 3IeKTPOOB [0 TOUHBIM [1IapaMeTpaM.

o [ToBepHute pyuky HOT START no 4acoBoi cTpesike A/ Jyduiero posxura. Ecau 3HayeHue napaMeTtpa
FOPSIYUH CTAPT C/IMILIKOM BEJIHKO, Jiyra MOXKeT CKeub JleTallb.

¢ ARC FORCE MOXHO MCIOJIb30BaThb AJIS1 3JIEKTPOJOB, CKJIOHHBIX K NPUJIMNAHUIO K CBApOYHOM BaHHe.
[MoBopoT pyuku ARC FORCE no yacoBoii cTpeJike yMEHBUIUT NPUJIUIIaHUE.

¢ HayaTsb cBapky. [lo MHJMKaTOpaM MOXHO CJIeZIUTh 3a CBAPOYHBIM TOKOM M CBAPOYHBIM HaNPSHKEHHUEM.

JuameTtp (MM) PyTun bazoBbii  llesi0/103HbIM
2.0 40-60 A - -
2.5 60-90 A 60-90 A 60-100 A
3.25 100-140A 100-130A 70-130 A
4.0 140-180 A 140-180A  120-170A
5.0 200-240A 200-250A  160-200 A
6.0 260-300 A - -

B 3.2.2 Hcnoavzoeanue pesicuma Carbon Cut

¢ BriGepHTe yrosibHbINM pesKUM C TOMOIIBIO KHOIIKK BbI60pa THNa JeiicTBus. Pexxum Carbon Gouging
npe/iHasHayYeH /Il pe3KHU yrjaepo/a.

e OTperynuMpyiTe TOK C IOMOILbIO PYYKH PEeryJIMPOBKHU TOKa.

¢ HauaThb pesKy yrieposia. Bel MoxeTe cie[JUuTh 32 TOKOM M HaNpsKeHUeM [0 MH/AMKaTopaM.

| tuaverp | 40mv ] somv | 6omm | 8omm | 10mv |

Pexomendyemsie  9().15() 200-250 300-400 350-450 450-600

ycuaumeau

* PekoMeHdyemble 3HA4eHUs1 CU/Ibl MOoKd MO2ym OmAu4amucsi.

M 3.2.3 Jucmanyuounoe ynpasaenue (00noHUMEALHO)

e MalIMHOM MOXKHO YINpaBJsATb Ha GOJIBIIOM PACCTOSHUM C TOMOLIBI0 NMPOBOAHBIX U OeCHpPOBOAHBIX
BapUaHTOB AMCTAHIIMOHHOIO YIpaBJieHUs, JOCTYNHbIX OT Magma. B 3ToM ciy4ae cooTBeTCTByHOLas
KOHTpPOJIbHAsA po3eTKa JOJ/DKHA GBbITh YCTAHOBJIEHA Ha MalllMHe aBTOPHM30BAaHHOM MacTepckoil Magma.

e Kora mysbT AMCTAaHIIMOHHOTO yNpaB/eHUs MOJKJIYeH K MalllMHe, KHOIKA PeryJMpoBKH CUJIbl TOKa
Ha MallMHe aBTOMATUYECKH OTKJIIOYAETCs, W TeKyllash HAaCTpPOWKa BBINOJIHSETCS C MOMOLIbI MyJbTa
JUCTAHLMOHHOTO yIIpaBJIeHHs.
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@ TEXOBCJIY’KUBAHUE U YCTPAHEHUE HEUCIIPABHOCTE!

o Texo6cmyKMBaHKMe M PEMOHT CBAPOYHOTI0 alfapaTa 0/DKHBI BBINOJHATBCS TOJBKO KBATHQUIIMPOBAaHHBIMU
criequanyicTaMy. KoMmnaHus He HECET OTBETCTBEHHOCTH B CBSI3U C aBapUUHBIMU CUTYALUSIMH,
BO3HHUKAIOUIUMU B pe3y/IbTaTe BbIIOJHEHHs TEX06CAYKUBAHUSI K PEMOHTA JIMLAMH 6€3 COOTBETCTBYOLIel
KBaJIMPUKaIMH.

3amacHble 4acTH, UCI0JIb3yeMble BO BpeMsI PEMOHTA, MOXKHO TPHOGPECTH B aBTOPHU30BAHHBIX TEXCTYHKOaX.
Hcnosib30BaHKMEe OPUTHHABbHBIX 3aMIACHBIX YaCTEH 06eCeynT MPOAJIeHHE CPOKA IKCILIyaTalliy U
npeynpesuT CHIDKeHHe paboynx oKa3aTesell CBApO4YHOTo anmnapara.

OGpalaiTech TOIBKO K TIPOU3BOJUTEJIO UJIU B ABTOPHU30BAHHbIE TEXCTYXKObI, yKa3aHHbIE IPOU3BOJUTE/IEM.
B TeueHHe rapaHTHUIHOTO CPOKA BbIMOJHEHHE JIIO6bIX BMELIATENbCTB B KOHCTPYKIIMIO CBAPOUHOTO
anmnapara 6e3 IpeZiBapUTeJbHOr0 COIVIACHS IPOU3BOANUTE/I MOXKET CTATh IPUYUHOM aHHYIMPOBAHHUSI BCEX
rapaHTUHHBIX 06513aTEJIbCTB NPOU3BOAUTEIIS.

Bo BpeMsi BBITNOJIHEHHS JIIOObIX MPOLIEYP TEXO6CAYKUBAHUS U PEMOHTA 00513aTeJIbHO COGTI0ZaiTe
NpaBUJia TEXHUKU 6e30MacHOCTH.

[lepe HauaI0M BBITNIOJIHEHUSI JII0OBIX BUJIOB POLEAYP TEX0OCTY)KUBAHHUS U1K PEMOHTA OTCOEMHUTE
BUJIKY CETEBOTO KabeJisi CBApOYHOro anmnapara u BepkAuTe 10 ceKyH/ [J1s1 pa3psi/ia HanpsDKeHHst Ha
KOH/IEHCATOpax.

. 4.1 Texo6cayxncusaHue

-
Eé EscedHesHoe Texo6cayxicusaHue

¢ 3anpenaeTcs yAaJIsATb STUKETKH C IOBEPXHOCTH CBAPOYHOTO aImapara.

U3HolIeHHble /TIOBPEXAEHHbIE ITUKETKH 3aMEeHUTE Ha HOBbIE. JTHUKETKH MOXHO
NpPHOGPECTH B aBTOPU30BAHHBIX TEXCIYIKOAX. \
[IpoBepbTe ropeJiky, 3aX1Mbl U Kabesu. O6paTHTe BHUMaHHUE Ha COCTOSIHUE U
NPOYHOCTb COe/JUHEHU yacTell. [loBpexxjEéHHble/HerCpaBHble YaCTH 3aMeHNUTe
Ha HoBble. KaTeropnuecku 3anpeniaeTcst BbIIOIHATb PEMOHT/yJIMHEHHEe Kabestsl.
Y6enuTech, 4TO UMeeTcs 0CTaTOYHAas II0WAb /I 06ecriedeHUs] BEHTHIIALUH.
[lepes HayasI0M CBapKU NPOBEPbTE PAcX0JOMETPOM CKOPOCTh PAacxo/ia rasa Ha
KOHI[e ropesiki. EcJii pacxos raza BbICOKHIM WM HU3KUH, YCTAaHOBUTE YPOBEHD
pacxo/ia B COOTBETCTBUH CO CBAPOYHBIM ITPOLIECCOM.

\|

® 0O0uH Pa3 B 6 Mecsiyes

OYHCTHTE U 3aKMUTE COe/JUHUTE/IbHbIE 3JIeMEHTBI, TAKHe KaK FalKH 1 GOJITHI.

[IpoBepbTe Kabesu 3J1eKTPOJI0AepKaTe s U KJIEMMbI 3a3eMJIEHHSI.

OTKpoHTe 60KOBbIE KPBILIKK CBAPOYHOTr0 aNapaTa U OYHUCTUTE BHYTPEHHIO

YacTh NPH TIOMOIIY CyXOTo BO3/yXa N0 HU3KUM JlaBieHreM. He ucnosb3yiiTe A
BO3/lyX II0/1 JaB/IeHHEM Ha 6JIM3KOM PACCTOSIHUH OT 3JIEKTPUYECKUX COeIMHEHUH. 4/;
[IpoBepbTe pO3eTKy NOACOEANHEHHsT BUIKU 3JIEKTPUYECKOT0 Kabesisi TUTaHuUs /
CBapOYHOTrO anmapaTa. B Toukax mozscoeinHeHN 3/IeKTPUYECKOT0 Kabes

IUTaHUSA K pO3eTKe YyCTPAHUTe MecTa 0c/lab/IeH)sl CoeIUHEHNH, eC/TU UMEIOTCS. B éﬂ
Ec/u B rHE31aX PO3E€TKU UMEIOTCsI CJIe/ibl BO3/I€HCTBHSI 3JIEKTPUYECKOH JYTH UK

paciuupeHye rHé3 i, 3aMeHHUTe PO3eTKy Ha HOBYIO. ﬁ/
[IpoBepbTe BUJIKY 3/IEKTPHUYECKOT0 KabeJ/Isl IUTaHUs CBAPOYHOTro annapaTa. B ““or
TOYKaX I10/JCOeJMHEHHS] 3JIEKTPUIECKOro Kabesist MUTaHUsI K BUJIKE YyCTPaHUTe %
MecTa oc/1abIeHUsA COeAMHEHHUH, eC/TM UMeroTcs. EcJIM Ha IIThIpAX BUJIKY HMEI0TCSA '
cJle/ibl BO3/IEMCTBUSA 3/1IEKTPUYECKON AyTH WU AedopMalivy, 3aMeHUTe BUJIKY Ha

HOBYIO.

IIPUMEYAHHE: Boluieyka3aHHble nepuodbsl 16.15110mcsi MAKCUMAAbHbIMU Nepuodamu 015
8bIN0/IHEHUSs1 MeX06C/AYHCUBAHUSA 8 CAYHAAX, ec/1U C8apoYHbIl annapam paGomaem 6e3 KaKux-1u6o

c60es. B3asucumocmu om uHmeHcugHocmu paéom u 3azpsi3HeHus1 pa6oyeii cpedsl, npoyeadypbl
mexo6C/yxCU8aHusl, yKkasaHHbule 8blule, 00/19CHbI 8bINOIHAMbBCA C 60/1ee 4acmoli nepuooUYHOCIMbI0
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. 4.2 Kodvl HeucnpagHocmell

YcrpaHeHue

npuBoza.

N « [IpoBepbTe Coe/JMHEHUsT a3
e [IpoGsieMa B OAHOM HJIM HECKOJIBKHX
FAZ ERR basax (R, S, T) (R, S, T), KoTopble MOXHO
r NpOJ0JIKATh UCI0JIb30BaTh, KOT/a
coobIieHne 06 ONIMOKe HCUEe3HET
e [logoxANTE  HEKOTOpoe  Bpemsd,
[0Ka MallWHA OCTBIHET, Bbl MOXKeETe
» MarmuyHa neperpeJsiacb ¥ cpa6oTtas
TR1 ERR M NpoJIoJIKaTh €€  UCIOJIb30BaTh,
TEPMO3ALIUTHBIA KOXKYX
Korza coobmeHwe 06 omubke
HCYe3HET
« [IpoBepbTe COoe/{MHEeHUsT das
e He ypmaercs ycranoBuTb cBsizb c| (R,S, T) M mofOXAMTE, IOKA MallIMHA
FAZ TR1 KapTOH NMTaHMA U IJIaATOH IPOBOJHOTO | OCTBIHET. Bbl MOxeTe MpOJo/KaTh

HCII0JIb30BaTh, KOria Co061IeHHs 06
olmun6Kax HCYE3HYT

Bo3morkHo, mpo6siema ¢ pasoi,
MOAK/JIIOYEHHOH K BEHTHJIATOPY

MposepbTe dasy (T), mogKII0OUEHHYIO
K BEHTUJIATOPY

BeHTunsTOp He paGoTaeT

e [Ipepoxpanutenb (F1) MOXeT GBITh
HEHYKHBIM

¢ 3aMeHMTe NpeloXpPaHUTeNb
(1A c 3azeprkKoit)

BosmoxxHO KOpPOTKO€ 3aMbIKaHH e
B iIBUraTeJie BEHTUJIATOpA.

e 3aMeHHUTE MPe/JOXPAHUTEb
(1A c 3azep:kKoit)
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M npuioxkeEHUSA

5.1 Cnucok 3anacHbwIx yacmeil
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Ne OINNMCAHUE RD 500E
1 [lepeaHss naHe b 3JIEKTPOHHOU NJIaThI K405000013
2 Py4dxa noreHuuu 60JibIast A229500002
3 Pyuka noteHuuu, MajieHbKasi A229500001
4 CapouHast Mydra A377900106
5 JlpoccesibHasA KaTyliKa K304500024
6 [IpoBoaHOM pe3ucTop A410500002
7 Kynep Bentunarop A250001014
8 [Tako [epektoyaresb A308034102
9 [lepBUYHO-BTOPUYHAA KaTyLIKa K302200009
10 [naBHBIA TpaHchopMaTop K304000022
11 BenTtuisitop MoHoda3HbINA A250001015
12 JJIeKTPOHHAs KapTa K405000304
13 PyxkosTku pyns A229102050
14 CHUHXPOHHBIN TpaHchOpMaTOp K304400050
15 JIMOAHBIN TUPUCTOPHBIN MOCT A430902003
16 [L1acTukoBoe KoJieco A225222012
JaTtauk XoJiia A834000003
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) GUVENLIiK KURALLARI

Kilavuzda Yer Alan Tiim Giivenlik Kurallarina Uyun!

Giivenlik Bilgilerinin

Tantmlanmasi
A

« Kilavuzda yer alan giivenlik sembolleri potansiyel tehlikelerin tanimlanmasinda kullanilir.

* Bu kilavuzda herhangi bir giivenlik sembolii goriildiigiinde, bir yaralanma riski oldugu
anlagilmali ve takip eden agiklamalar dikkatlice okunarak olasi tehlikeler engellenmelidir.

« Makine sahibi, yetkisiz kigilerin ekipmana erigsmesini engellemekten sorumludur.

o Makineyi kullanan kisiler kaynak / kesme konusunda deneyimli veya tam egitimli kisiler olup;
¢alisma dncesinde kullanma kilavuzunu okumali ve giivenlik uyarilarina uymalidir.

Giivenlik Sembollerinin
Tanimlanmasi

A
L

gt

DIKKAT

Yaralanma ya da hasara neden olabilecek potansiyel tehlikeli bir durumu belirtir.

Onlem alinmamasi durumunda yaralanmalara veya maddi kayiplara / hasarlara neden olabilir.
ONEMLI

Kullanima ydnelik bilgilendirmeleri ve uyarilari belirtir.

TEHLIKE

Ciddi tehlike oldugunu gosterir. Kaginilmamasi durumunda 8liim veya agir yaralanmalar
meydana gelebilir.

Giivenlik Uyarilarinin
Kavranmasi

A\

o Kullanim kilavuzunu, makine tizerindeki etiket ve giivenlik uyarilarini dikkatli bir sekilde
okuyunuz.

¢ Makine iizerindeki uyari etiketlerinin iyi durumda oldugundan emin olunuz. Eksik ve hasarli
etiketleri degistiriniz.

¢ Makinenin nasil ¢alistirildigini, kontrollerinin dogru bir sekilde nasil yapilacagini 6greniniz.

* Makinenizi uygun ¢alisma ortamlarinda kullaniniz.

« Makinenizde yapilabilecek uygunsuz degisiklikler makinenizin giivenli ¢alismasina ve kullanim
omriine olumsuz etki eder.

o Cihazin belirtilen kogullar disinda ¢alistirilmasindan dogan sonuglardan tiretici sorumlu
degildir.

Elektrik Carpmalart
Oldiirebilir
=3

>

Kurulum prosediirlerinin ulusal elektrik standartlarina ve diger ilgili yénetmeliklere

uygun oldugundan emin olun ve makinenin yetkili kisiler tarafindan kurulmasini saglayn.

« Kuru ve saglam izolasyonlu eldiven ve is 6nligii giyin. Islak ya da hasar gérmts eldiven ve is
onliklerini kesinlikle kullanmayin.

¢ Yanma riskine karsi aleve dayanikli koruyucu kiyafetler giyin. Operatériin kullandig: kiyafetler
kivilcim, sigranti1 ve ark radyasyonuna karsi koruyucu olmalidir.

¢ Yalniz basiniza ¢alismayin. Bir tehlike durumunda, ¢alistiginiz ortamda haber verebileceginiz
birinin oldugundan emin olun.

« Elektroda giplak elle dokunmayin. Elektrod pensesinin veya elektrodun herhangi bir kisi ya da
topraklanmis nesne ile temas etmesini engelleyin.

o Elektrik tasiyan parcalara kesinlikle dokunmayin.

« Eger calisma yiizeyine, zemine ya da baska bir makineye bagl elektrodla temas halindeyseniz
kesinlikle elektroda dokunmayin.

e Calisma ylizeyinden ve zeminden kendinizi izole ederek olas1 muhtemel elektrik soklarindan
koruna bilirsiniz.Calisma ytizeyiyle operatoriin temasini kesecek kadar biiyiik, yanmaz,
elektriksel agidan yalitkan, kuru ve hasarsiz izolasyon malzemesi kullanin.

« Elektrod pensesine birden fazla elektrod baglamayin.

« Topraklama pensesini ¢alisma pargasi ya da ¢alisma masasina metal metale iyi bir temas
saglayacak sekilde olabildigince yakin baglayn.

* Makineyi ¢alistirmadan 6nce torcu kontrol edin. Torcun ve kablolarinin iyi durumda
oldugundan emin olun. Hasarli, yipranmis torcu mutlaka degistirin.

« Cift agik devre voltaji olacagi igin 2 farkli makinaya bagl elektrod penselerine ayni1 anda
dokunmayin.

« Makineyi kullanmadiginiz durumlarda kapali tutun ve kablolarin baglantilarini sokiin.

« Makineyi tamir etmeden dnce tiim gii¢ baglantilarini ve/veya baglanti fislerini ¢ikartin ya da
makineyi kapatin.

« Uzun sebeke kablosu kullanirken dikkatli olun.

o Tiim baglantilarin siki, temiz ve kuru oldugundan emin olun.
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Kablolarin kuru, temiz olmasina ve yaglanmamasina 6zen gosterin. Sicak metal pargalardan ve
kivileimlardan koruyun.

izolasyonsuz, giplak kablolar 8liimciil tehlike yaratir. Tiim kablolari olasi hasarlara karst sik stk
kontrol edin. Hasarl ya da izolasyonsuz bir kablo tespit edildiginde derhal tamir edin veya
degistirin.

Topraklama pensesi is par¢asina bagh degil ise herhangi bir metal nesneyle temasini 6nlemek
igin izole edin.

o Elektrik hattinin topraklamasinin dogru yapildigindan emin olun.
¢ AC kaynak ¢ikigini 1slak, nemli ya da sikigik alanlarda ve diisme tehlikesi bulunan yerlerde
kullanmayin.

AC ¢ikist yalnizca kaynak prosesi igin gerekli oldugu durumlarda kullanin.

AC ¢ikis gerekli oldugu durumlarda eger makinenizde mevcut ise uzaktan kontrol iinitesini
kullanin.

Asagidaki elektriksel acidan tehlike iceren durumlardan biri mevcut oldugunda ekstra
giivenlik 6nlemleri alin;

« Nemli yerlerdeyken veya 1slak kiyafetler giyerken,

e Metal zemin, 1zgara veya iskele yapilarinda iken,

e Oturma, diz ¢6kme veya yatma gibi sikigik konumlarda iken,

« I pargasi veya zemine temas etme riski yiiksek veya kaginilmaz oldugunda.

Bu durumlarda asagidaki ekipmanlar kullanilabilir;

¢ Yar1 otomatik DC sabit gerilim (CV) MIG kaynak makinesi,

« DC manuel Ortiilii elektrod kaynak makinesi,

o Var ise diisiik agik devre gerilimine (VRD) sahip DC veya AC kaynak makinesi.

Elektrik Carpmasi
Durumunda
Uygulanmasi
Gerekenler

A2

o Elektrik giiciinii kapatin.

« Elektrik sokuna kapilmis kazazedeyi elektrik tasiyan kablo veya pargalardan kurtarmak igin
kuru odun gibi iletken olmayan malzemeler kullanin.

¢ Acil servisi arayin.

ilk yardim egitiminiz var ise;

* Kazazede nefes alamiyorsa elektrik kaynagi ile temasi kesildikten hemen sonra kalp masaji
(CPR) uygulayin. Solunum baslayana veya yardim gelene kadar kalp masajina devam edin.

« Otomatik bir elektronik defibrilatoriin (AED) mevcut oldugu durumlarda talimatlara uygun
sekilde kullanin.

¢ Elektrik yanigini termal yanik gibi soguk kompres uygulayarak tedavi edin.
Enfeksiyon kapmasini dnleyin ve temiz, kuru bir ortii ile orttin.

Hareketli Pargcalar
Yaralanmalara
Yol Acabilir

WM

¢ Hareket halinde olan nesnelerden uzak durun.
¢ Makine ve cihazlara ait tiim kapak, panel, kap1 vb. koruyucular1 kapali ve kilitli tutun.
o Agir cisimlerin diisme olasiligina karsi metal burunlu ayakkabi giyin.

Duman ve Gaz_lar
Saghginiz Igin
Zararh Olabilir

SIS |
Q@%‘Qig

Kaynak ve kesme islemi yapilirken ¢ikan duman ve gazin uzun siire solunmasi ¢ok tehlikelidir.|

e Gozlerde, burunda ve bogazda meydana gelen yanma hissi ve tahrisler, yetersiz
havalandirmanin belirtileridir. Béyle bir durumda derhal havalandirmay arttirin, sorunun
devam etmesi halinde kaynak / kesme islemini durdurun.

e Calisma alaninda dogal ya da suni bir havalandirma sistemi olusturun.

« Kaynak / kesme islemi yapilan yerlerde uygun bir duman emme sistemi kullanin.

Gerekiyorsa tiim atolyede biriken duman ve gazlari disariya atabilecek bir sistem kurun. Desarj
esnasinda gevreyi kirletmemek i¢in uygun bir filtrasyon sistemi kullanin.

« Dar ve kapali alanlarda ¢alisiyorsaniz veya kursun, berilyum, kadmiyum, ¢inko, kaplh ya da
boyali malzemelerin kaynagini yapiyorsaniz, yukaridaki énlemlere ilave olarak temiz hava
saglayan maskeler kullanin.

« Gaz tlipleri ayr1 bir bolgede gruplandirilmigsa buralarin iyi havalanmasini saglayin, gaz ttipleri
kullanimda degilken ana vanalarini kapali tutun, gaz kagaklarina dikkat edin.

¢ Argon gibi koruyucu gazlar havadan daha yogundur ve kapali alanlarda kullanildiklar: takdirde
havanin yerine solunabilirler. Bu da saghginiz i¢in tehlikelidir.

« Kaynak / kesme islemlerini yaglama veya boyama islemlerinde agiga ¢ikan klorlu hidrokarbon
buharlarinin oldugu ortamlarda yapmayin.

« Bazi kaynak / kesim yapilan pargalar i¢in 6zel havalandirma gerekir. Ozel havalandirma
gerektiren Uriinlerin giivenlik kurallar1 dikkatlice okunmalidir. Gaz maskesi takilmasi gereken
durumlarda uygun gaz maskesi takilmahdir.
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Sigranti ve Ark Isigi
Gozlerinize ve Cildinize
Zarar Verebilir

=1

Gozlerinizi ve yiiziintizti korumak i¢in standarda uygun koruyucu maske ile ona uygun cam
filtre kullanin.

Viicudunuzun diger ¢iplak kalan yerlerini (kollar, boyun, kulaklar, vb) uygun koruyucu giysilerle
sigranti ve ark 1isinlarindan koruyun.

Cevrenizdeki kisilerin ark 1sinlarindan ve sicak metallerden zarar gérmemeleri i¢in ¢alisma
alanimzi goz hizasindan yiiksek, aleve dayanikli paravanlarla ¢evirin ve uyari levhalari asin.
Buz tutmus borularin isitilmasinda kullanilmaz. Kaynak / kesme makinesiyle yapilan bu islem
tesisatinizda patlama, yangin veya hasara neden olur.

Kivilctmlar ve Sigrayan

Kaynak / kesme yapmak, ylizey taglamak, fircalamak gibi islemler kivilcimlara ve metal

Pargalar Gézlerinizi  pargaciklarinin sigramasina neden olur. Olusabilecek yaralanmalar1 6nlemek i¢in koruyucu
Yaralayabilir  maskesinin altina, kenar korumaliklari olan onaylanmis koruyucu is gézliikleri takin.
:iéﬁ
Sicak Pargalar < Sicak pargalara ¢iplak el ile dokunmayin.
Agir Yaniklara < Makinenin pargalari tizerinde ¢alismadan 6nce sogumalari igin gerekli siirenin gegmesini
Neden Olabilir  bekleyin.

e,

Sicak pargalar1 tutmaniz gerektiginde, uygun alet, 1s1l izolasyonu yiiksek kaynak / kesme
eldiveni ve yanmaz giysiler kullanin.

Giiriilti, Duyma
Yeteneginize
Zarar Verebilir

®

Bazi ekipman ve islemlerin olusturacag giiriiltli, duyma yeteneginize zarar verebilir.
Eger giiriiltii seviyesi yiliksek ise onaylanmigs kulak koruyucularini takin.

Kaynak Teli + Kaynak teli sargisini bosaltirken torcu viicudun herhangi bir béliimiine, diger kisilere ya da
Yaralanmalara herhangi bir metale dogru tutmayn.
Yol Acabilir « Kaynak telini makaradan elle acarken 6zellikle ince ¢aplarda tel, bir yay gibi elinizden firlayabilir,
size veya ¢evrenizdeki diger Kisilere zarar verebilir, bu islemi yaparken 6zellikle gozlerinizi ve
A yiiziiniizii koruyun.
Kaynak / Kesme Islemi « Yanici maddelere yakin yerlerde kesinlikle kaynak / kesim yapmayin. Yangin cikabilir veya
Yanginlarave  patlamalar olabilir.
Patlamalara « Kaynak / kesme islemine baslamadan 6nce bu maddeleri ortamdan uzaklastirin veya
Yol Acabilir ~ yanmalarini ve harlamalarini 6nlemek i¢in koruyucu ortiilerle iistlerini ortiin.
‘L ¢ Bu alanlarda ulusal ve uluslararasi 6zel kurallar gegerlidir.
/)

Tamamen kapali tiiplere ya da borulara kaynak / kesme islemi uygulamayin.

Tiip ve kapali konteynerlere kaynak / kesme yapmadan 6nce bunlari agin,

tamamiyla bosaltip, havalandirip temizleyin. Bu tip yerlerde yapacaginiz kaynak / kesme
islemlerinde miimkiin olan en biiyiik dikkati gosterin.

Icinde daha 6nce, patlama, yangin ya da diger tepkimelere neden olabilecek maddeler bulunan
tiip ve borulara bos dahi olsalar kaynak / kesme yapmayin.

Kaynak / kesme islemi esnasinda ytiksek sicaklik olusur. Bu nedenle kolay yanabilecek veya
hasar gorebilecek ytzeylerin tizerine yerlestirmeyin !

Kivilcimlar ve sigrayan pargalar yangina sebep olabilir. Bu nedenle yangin séndiiriicii tiip, su,
kum gibi malzemeleri kolay ulasabileceginiz yerlerde bulundurun.

Yanicy, patlayici ve basingh gaz devreleri tizerinde geri tepme ventilleri, gaz regiilatorleri ve
vanalarini kullanin. Bunlarin periyodik kontrollerinin yapilip saglikli ¢calismasina dikkat edin.

Makine ve Aparatlara Yetkisiz
Kisiler Tarafindan Bakim
Yapilmasi Yaralanmalara

Neden Olabilir

Elektrikli cihazlar yetkisiz kisilere tamir ettirilmemelidir. Burada yapilabilecek hatalar
kullanimda ciddi yaralanmalara veya 6liimlere neden olabilir

Gaz devresi elemanlari basing altinda ¢alismaktadir; yetkisiz kisiler tarafindan verilen servisler
sonucunda patlamalar olabilir, kullanicilar ciddi sekilde yaralanabilir.

C * Makinanin ve yan birimlerinin her yil en az bir kez teknik bakiminin yaptirilmasi tavsiye edilir.
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Kiiciik Hacimli » Kiigiik hacimli ve kapali alanlarda mutlaka bir bagka kisi esliginde kaynak / kesme islemlerini
Kapali Alanlarda  yapin.
Kaynak / Kesme ¢ Mimkiin oldugu kadar bu tarz kapal yerlerde kaynak / kesme islemleri yapmaktan kaginin.

A\

Tasima Esnasinda « Makinenin tasinmasinda gerekli tiim 6nlemleri aliniz. Tagima yapilacak alanlar, tasimada
Gerekli Onlemlerin  kullanilacak pargalar ile tasimayi gergeklestirecek kisinin fiziki kosullari ve saglg tasima
AliInmamasi Kazalara islemine uygun olmahdir.
Neden Olabilir  Bazi makineler son derece agirdir, bu nedenle yerleri degistirirken gerekli cevresel giivenlik
onlemlerinin alindigindan emin olunmalidir.
A _@ « Makine bir platform iizerinden kullanilacaksa, bu platformun uygun yiik tasima sinirlarina
sahip oldugu kontrol edilmelidir.

o Bir vasita yardimi ile (tasima arabasy, forklift vb.) taginacak ise vasitanin ve makineyi vasitaya
baglayan baglanti noktalarimin (tasima askisy, kayis, civata, somun, tekerlek vb.) saglamhigindan
emin olunuz.

 Elle tasima islemi gercgeklestirilecek ise Makine aparatlarinin (tagima askis, kayis vb.) ve
baglantilarinin saglamligindan emin olunuz.

« Gerekli tasima kosullarinin saglanmasi igin Uluslararasi Galisma Orgiitiiniin tasima agirligi ile
ilgili kurallarini ve iilkenizde var olan tagima yonetmeliklerini goz dniinde bulundurunuz.

o Glig kaynaginin yerini degistirirken her zaman tutamaklari veya tagima halkalarin kullanin.
Asla torg, kablo veya hortumlardan ¢ekmeyin. Gaz tiiplerini mutlaka ayri tagiyin.

¢ Kaynak / kesme ekipmanlarini tasimadan dnce tiim ara baglantilarini sokiin, ayr1 ayri olmak
iizere, kiiglik olanlari saplarindan, biiytikleri ise tasima halkalarindan ya da forklift gibi uygun
kaldirma ekipmanlari kullanarak kaldirin ve tasiyin.

YLl Giic kaynaginin ya da diger ekipmanlarin dogru konumlandiriimamast, kisilerde ciddi

Yaralanmalar g Isebbfp yaralanmalara ve diger nesnelerde de maddi hasara neden olabilir.
abilir
j « Makinenizi diismeyecek ve devrilmeyecek sekilde maksimum 10° egime sahip zemin ve

platformlara yerlestirin. Malzeme akisina engel olmayacak, kablo ve hortumlara takilma
riskinin olusmayacag), hareketsiz; ancak genis, rahat havalandirilabilecek, tozsuz alanlari tercih
edin. Gaz tiiplerinin devrilmemesi i¢in tiipe uygun gaz platformu bulunan makinelerde
platformun tizerine, sabit kullanimlarda ise devrilmeyecek sekilde zincirle duvara sabitleyin.

¢ Operatdrlerin makine iizerindeki ayarlara ve baglantilara kolayca ulasmasini saglayin.

Asirt Kullanim Makinenin < Calisma gevrimi oranlarina gore makinenin sogumasina miisaade edin.
Asirt Isitnmasina » Akimi veya calisma ¢evrimi oranini tekrar kaynaga / kesmeye baslamadan 6nce diistirtn.
Neden Olur « Makinenin havalandirma girislerinin éniinii kapamayin.
SSSS « Makinenin havalandirma girislerine, iiretici onay1 olmadan filtre koymayin.

Ark Kaynagi « Bu cihaz TS EN 55011 standardina gére EMC testlerinde grup 2, class A dir.
Elektromanyetik < Bu class A cihaz elektriksel giiciin algak gerilim sebekeden saglandigl meskun mahallerde
Parazitlere  kullanim amaciyla iiretilmemistir. Bu gibi yerlerde iletilen ve yayilan radyo frekans
Neden Olabilir  parazitlerinden dolay: elektromanyetik uyumlulugu saglamakla ilgili muhtemel zorluklar olabilir.

i »1| Bu cihaz IEC 61000 -3 - 12 uyumlu degildir. Evlerde kullanilan al¢ak gerilim sebeke-
& sine baglanmak istenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya

makineyi kullanacak kisinin, makinenin baglanabilirligi konusunda bilgi sahibi olmas1

L 4| gereklidir, bu durumda sorumluluk kullaniciya aittir.

* Calisma bolgesinin elektromanyetik uyumluluga (EMC) uygun oldugundan emin olun.
Kaynak / kesme islemi esnasinda olusabilecek elektromanyetik parazitler, elektronik
cihazlarinizda ve sebekenizde istenmeyen etkilere neden olabilir. Islem sirasinda olusabilecek
bu parazitlerin neden olabilecegi etkiler kullanicinin sorumlulugu altindadir.

o Eger herhangi bir parazit olusuyorsa, uygunlugu saglamak i¢in; kisa kablo kullanimi, korumali
(zirhl1) kablo kullanimi, makinenin bagka bir yere taginmasi, kablolarin etkilenen cihaz ve/veya
bolgeden uzaklastirmasi, filtre kullanimi veya ¢alisma alaninin EMC agisindan korunmaya
alinmasi gibi ekstra 6nlemler alinabilir.

¢ Olas1 EMC hasarlarini engellemek i¢in kaynak / kesme islemlerinizi hassas elektronik
cihazlarimizdan miimkiin oldugunca uzakta (100 m) gergeklestirin.

« Makinenizi kullanma kilavuzuna uygun sekilde kurulup yerlestirildiginden emin olun.
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Calisma Alaninin
Elektromanyetik
Uygunlugunun
Degerlendirilmesi

9

s

i

IEC 60974-9 madde 5.2’ye gore;

Kaynak / kesme donanimi tesis etmeden 6nce, isletme yetkilisi ve / veya kullanici, ¢evredeki olasi

elektromanyetik parazitler hakkinda bir inceleme yapmahdir. Asagida belirtilen haller géz 6niin-

de bulundurulmalidir;

a) Kaynak / kesme makinesi ve donaniminin iistiinde, altinda ve yanindaki diger besleme
kablolari, kontrol kablolars, sinyal ve telefon kablolari,

b) Radyo ve televizyon vericileri ve alicilari,

c) Bilgisayar ve diger kontrol donanimi,

d) Kritik giivenlik donanimi, érnegin endiistriyel donanimin korunmasi,

e) Cevredeki insanlarin tibbi aparatlari, 6rnegin kalp pilleri ve isitme cihazlari,

f) Olgme veya kalibrasyon i¢in kullanilan donanim,

g) Ortamdaki diger donanimin bagisikligi. Kullanicy, cevrede kullanilmakta olan diger donanimin
uyumlu olmasini saglamalidir. By, ilave koruma onlemleri gerektirebilir,

h) Kaynak / kesme isleminin giin icindeki gerceklestirilecegi zaman, goz dniine alinarak ¢evrenin
biiyiikligi, binanin yapisina ve binada yapilmakta olan diger faaliyetlere gore inceleme alani
sinirlar1 genisletilebilir.

Alanin degerlendirilmesine ek olarak cihaz kurulumlarinin degerlendirilmesi de bozucu etkinin

¢oziimii i¢in gerekli olabilir. Gerek goriilmesi durumunda, yerinde dlgiimler azaltict 6nlemlerin

verimliliklerini onaylamak i¢in de kullanilabilir.

(Kaynak: IEC 60974-9).

Parazit Azaltma
Yontemleri

DA

 Cihaz tavsiye edilen sekilde ve yetkili bir kisi tarafindan elektrik sebekesine baglanmalidir. Eger
parazit olusursa sebekenin filtrelenmesi gibi ek 6nlemler uygulanabilir. Sabit montajh ark kaynag:
ekipmaninin beslemesi metal bir boru igerisinden veya esdeger ekranl bir kablo ile yapilmalidir.
Ekran ile gii¢ kaynaginin mahfazasi bagl olmali ve bu iki yap1 arasinda iyi bir elektriksel temas
saglanmalidir.

Cihazin tavsiye edilen rutin bakimlari yapilmalidir. Cihaz kullanimdayken, kaportanin tim
kapaklari kapali ve / veya kilitli olmalidir. Cihaz tizerinde tireticinin yazili onay1 olmadan standart
ayarlar1 disinda herhangi bir degisiklik, modifikasyon kesinlikle yapilamaz. Aksi durumda
olusabilecek her tiirlii sonugtan kullanici sorumludur.

Kaynak / kesme kablolar1 miimkiin oldugunca kisa tutulmalidir. Caligma alaninin zemininden yan
yana olacak sekilde ilerlemelidirler. Kaynak / kesme kablolar1 hi¢bir sekilde sarilmamalidir.
Kaynak / kesme esnasinda makinede manyetik alan olusmaktadir. Bu durum makinenin metal
pargalari kendi lizerine cekmeye sebebiyet verebilir. Bu ¢ekimi engellemek adina metal
malzemelerin giivenli mesafede veya sabitlenmis oldugundan emin olunuz. Operatér, biitiin bu
birbirine baglanmis metal malzemelerden yalitilmalidir.

Is parcasinin elektriksel giivenlik amaciyla veya boyutu ve pozisyonu sebebiyle topraga
baglanmadigi durumlarda (6rnegin gemi govdesi veya celik konstriiksiyon imalati) is pargasi

ile toprak arasinda yapilacak bir baglant1 bazi durumlarda emisyonlar diisiirebilir. is par¢asinin
topraklanmasinin kullanicilarin yaralanmasina veya ortamdaki diger elektrikli ekipmanlarin
ariza yapmasina neden olabilecegi unutulmamalidir. Gerekli hallerde is pargast ile toprak
baglantis1 dogrudan baglanti seklinde yapilabilir fakat dogrudan baglantiya izin verilemeyen bazi
tilkelerde baglant1 yerel diizenleme ve yonetmeliklere uygun olarak, uygun kapasite elemanlari
kullanilarak olusturulabilir.

Calisma alanindaki diger cihazlarin ve kablolarin ekranlanmasi ve muhafazasi bozucu etkilerin
ontine gecilmesini saglayabilir. Kaynak / kesme bdlgesinin tamaminin ekranlanmasi bazi 6zel
uygulamalar i¢in degerlendirilebilir.

Elektronmanyetik Alan
(EMF)

9

Herhangi bir iletken iizerinden gegen elektrik akimi, bolgesel elektrik ve manyetik alanlar (EMF)

olusturur.

Operatorler EMF’ye maruz kalmanin sebep oldugu riski en aza indirmek i¢in agagidaki prosediirleri

uygulamalidir;

« Manyetik alani azaltmak adina kaynak / kesme kablolari bir araya getirilmeli, miimkiin oldugunca
birlestirici malzemelerle (bant, kablo bag1 vb.) emniyet altina ahmmahdir.

« Operatoriin gévdesi ve basi, kaynak / kesme makine ve kablolarindan miimkiin oldugunca uzakta
tutulmahdir,

« Kaynak / kesme ve elektrik kablolar1 viicudun etrafina higbir sekilde sarilmamalidir,

 Viicut, kaynak / kesme kablolarinin arasinda kalmamalidir. Kaynak / kesme kablolarinin her ikisi
yan yana olmak iizere viicudun uzaginda tutulmalidir,

« Doniis kablosu is parg¢asina, kaynak / kesme yapilan bélgeye miimkiin oldugunca yakin bir sekilde
baglanmalidir,

o Gii¢ linitesine yaslanmamal, lizerine oturmamali ve ¢ok yakininda ¢alisiilmamalidir,

« Giig linitesini veya tel besleme linitesini tagirken kaynak / kesme islemi yapilmamahdir.
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EMF ayrica, kalp pilleri gibi tibbi implantlarin (viicut i¢ine yerlestirilen madde) ¢alismasini bozabi-
lir. Tibbi implantlari olan Kisiler i¢cin koruyucu énlemler ahnmalidir. Ornegin, yoldan gegenler icin
erisim sinirlamasi koyulabilir veya operatorler igin bireysel risk degerlendirmeleri yapilabilir. Bir
tip uzmani tarafindan, tibbi implantlari olan kullanicilar igin risk degerlendirmesi yapilip, 6neride
bulunulmalidir.

Koruma

DY

¢ Makineyi yagmura maruz birakmayin, lizerine su sigramasina veya basingh buhar gelmesine
engel olun.

Enerji Verimliligi

@f

¢ Yapacaginiz kaynak / kesme islemine uygun yontem ve makine tercihinde bulunun.

« Kaynak / kesme yapacaginiz malzemeye ve kalinligina uygun akim ve / veya gerilimi segin.

« Kaynak / kesme yapmadan uzun siire beklenilecekse, fan makineyi soguttuktan sonra makineyi
kapatin. Akilli fan kontrolii olan makinelerimiz kendi kendine duracaktir.

Atik Prosediirii

A

¢ Bu cihaz evsel atik degildir. Avrupa Birligi direktifi ile ulusal yasa ¢ercevesinde geri doniisiime
yonlendirilmek zorundadir.
o Kullanilmis makinenizin atik yonetimi hakkinda saticinizdan ve yetkili kisilerden bilgi edinin.

www.magmaweld.com
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[© TEKNIK BILGILER
. 1.1 Genel A¢ciklamalar

RD 500E seliilozik dahil her tiirli ortilii elektrodun kaynagini yapmak i¢in tasarlanmus, tristor kontrolli
kaynak makinesidir. 2.0 ila 5.0 mm c¢apindaki ortiilii elektrodlarin siirekli kaynagini yapabilirken, yiiksek
karbon kesme performansi saglar. 10 ampere kadar diisiik akimlarda da kaynak yapabildgini i¢in uygun bir
TIG baslatma ekipmani sayesinde DC TIG kaynak gii¢ kaynagi olarak da kullanilabilir. 21i, 414, 611, 8li ve daha
fazla sayida linitenin gruplanmasiyla tersane gibi biiytik santiyelerde isletme kolaylig1 saglayabilir.
Tristorli gli¢c elektronigi teknoloji sayesinde, kaynak akimi, potansiyometre ile kademesiz olarak ayarlanir.
Hot Start diigmesi ile elektrodlarin tutusma kabiliyeti arttirilir, Arc Force diigmesi ile elektrodlarin kisa dev-
re ve kaynak banyosuna yapisma egilimi azaltilabilir, 6rnegin bazik elektrod kaynaginda bu olduk¢a 6nemli
olabilmektedir. Geri beslemeli kontrol teknolojisi sayesinde, ayarlanmis olan kaynak akimi, sebeke dalgalan-
malarindan, ya da uzun kaynak kablosu kullanimlarinda olusabilecek gerilim diisimlerinden etkilenmez.
Elektronik parcalara sahip oldugu halde, PCB makinenin icinde ayr1 bi kabinde toza ve korozyona karsi ko-
rumalidir. Teleskopik kollar1 ve biiyiik tekerlekleri sayesinde ¢alisma alaninda, 6zellikle dis mekanlardaki
kaynak sahalarinda kolayca hareket ettirilebilir. Ayrica kademesiz uzaktan kumanda opsiyonu da mevcuttur.
Makine fan sogutmalidir ve asir1 1sinma ve faz hatalarina karsi korumalidir.

. 1.2 Makine Bilesenleri
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Sekil 1: RD 500E

1- Vingle Tagima Halkalar1 7- Elektrod Tipi Se¢im Diigmesi

2- Akim Géstergesi 8- Islem Tiirti Se¢im Digmesi

3- Voltaj Gostergesi 9- ARC FORCE Ayar Potu

4- Tasima Kollar1 10- Kaynak ve Toprak Pensesi Kablosu Girisleri
5- Amper Ayar Potu 11- Agma / Kapama Anahtari

6- HOT START Akim Potu
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W 1.3 Uriin Etiketi

MAGMA MEKATRONIK MAKINE SAN. VE TIC. A.S.
Organize Sanayi Bolgesi 5.Kisim Manisa-TURKIYE
RD 500 E SeriNo :
3~ — EN 60974-1
(‘, EN 60974-10 Class A
?zu 10A / 20.4V - 500A / 40V
_—| T X 25% 60% 100%
I2 500A 325A 250A
D u v U 40V 33V 30V
85 h 65A 40A 30A
S1 44.8kVA | 27.6kVA [ 20.7kVA
N U Vv
D> I,...= 65A I,.,=32.5A
;~50-60H‘1 400
1P21S [B] Ce
- (‘) = Ug Fazli Transformatdr Dogrultucu X Calisma Cevrimi
Z Ortiilii Elektrod Kaynag Uo Bosta Calisma Gerilimi
== Dogru Akim Uz Sebeke Gerilimi ve Frekansi
D Diisey Karakteristik Uz Anma Kaynak Gerilimi
DD Sebeke Girisi - 3 Fazli Alternatif Akim I Sebekeden Cekilen Anma Akimi
E Tehlikeli Ortamlarda Calismaya Uygun I2 Anma Kaynak Akimi
S1 Sebekeden Cekilen Giig
1P21S Koruma Smifi

Calisma Cevrimi
SlCaklllf €
4

Zaman (dak.)

6 dak. 4 dak. 6 dak. 4 dak. 6 dak. 4 dak.

EN 60974-1 standardinda da tanimlandig iizere ¢alisma ¢evrim orani 10 dakikalik bir zaman periyodunu
icerir. Ornek olarak %60’da 250A olarak belirtilen bir makinede 250A’'de ¢alisilmak isteniyorsa, makine 10
dakikalik zaman periyodunun ilk 6 dakikasinda hi¢ durmadan kaynak / kesme yapabilir (1 bolgesi). Ancak
bunu takip eden 4 dakika makine sogumasi i¢in bosta bekletilmelidir (2 bolgesi).
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. 1.4 Teknik Ozellikler

TEKNIK OZELLIKLER BiRIM RD 500E
Sebeke Gerilimi (3 - Faz 50-60 Hz) \' 400
Sebekeden Cekilen Giig kVA 429
Kaynak Akim Ayar Sahasi ADC 10-500
Anma Kaynak Akimi ADC 500 (%25)
Acgik Devre Gerilimi VDC 85
Kaynak Elektrod Cap1 Aralig1 mm 2.00-6.00
En Biiytik Karbon Elektrod Cap1 mm 8.00
Boyutlar (ux gxy) mm 830x670x 760
Agirlik kg 205
Koruma Smifi IP 21S
. 1.5 Aksesuarlar
STANDART AKSESUARLAR ADET RD 500E
Topraklama Pensesi ve Kablosu 1 7905307003 (70 mm? - 3 m)
Elektrod Pensesi ve Kablosu 1 7906307005 (70 mm? - 5 m)
OPSIYONEL AKSESUARLAR ADET RD 500E
Uzaktan Kumanda 10m 1 7900000210
Uzaktan Kumanda 20m 1 7900000220
Uzaktan Kumanda 30m 1 7900000230
Uzaktan Kumanda 40m 1 7900000240
Uzaktan Kumanda 50m 1 7900000250
Karbon Pensesi 1 7908201000
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¥ KURULUM BILGILERI
. 2.1 Teslim Alirken Dikkat Edilecek Hususlar

Siparis ettiginiz tiim malzemelerin gelmis oldugundan emin olun. Herhangi bir malzemenin eksik veya hasarli
olmasi halinde derhal aldiginiz yer ile temasa gegin.

Standart kutu sunlar1 icermektedir :

* Ana makine ve ona baglh sebeke kablosu ¢ Garanti belgesi

» Topraklama pensesi ve kablosu  Kullanim kilavuzu

« Elektrod pensesi ve kablosu

Hasarli teslimat halinde tutanak tutun, hasarin resmini ¢ekin, irsaliyenin fotokopisi ile birlikte nakliyeci
firmaya bildirin. Sorunun devam etmesi halinde miisteri hizmetleri ile irtibata gecin.

. Cihaz iizerindeki sembol ve anlamlari

Kaynak yapma islemi tehlike icermektedir. Uygun ¢alisma kosullar1 saglanmali ve gerekli 6nlemler
j\ alinmahdir. Uzman Kisiler makinede sorumlu olup, gerekli donanimlar saglamaldir. ilgili olmayan
kisiler kaynak sahasindan uzak tutulmalidir.
—— Bu cihaz IEC 61000-3-12 uyumlu degildir. Evlerde kullanilan algak gerilim sebekesine baglanmak is-
& tenmesi durumunda, elektrik baglantisini yapacak tesisat¢inin veya makineyi kullanacak kisinin, ma-
A—,| kinenin baglanabilirligi konusunda bilgi sahibi olmasi gereklidir, bu durumda sorumluluk kullaniciya
aittir.

m Cihaz iizerinde ve kullanim kilavuzunda bulunan giivenlik sembollerine ve uyari notlarina dikkat edil-

meli, etiketleri sokilmemelidir.

‘%‘i Izgaralar havalandirma amaghdir. Agikliklarin tizeri iyi bir sogutma saglamak amaciyla ortiilmemeli ve
* iceriye yabanci cisim sokulmamalidir.

. 2.2 Kurulum ve Calisma Tavsiyeleri

¢ Daha iyi performans i¢in, makineyi ¢evresindeki nesnelerden en az 30 cm uzaga yerlestirin.
Makine ¢evresindeki asir1 1sinma, toz ve neme dikkat edin.
* Makineyi direk gilines 15181 altinda ¢alistirmayin. Ortam sicakliginin 40 °C’ yi astig1 durumlarda, makineyi daha
diisiik akimda ya da daha duisiik ¢alisma ¢evrim oraninda ¢alistirin.
¢ Di1s mekanlarda riizgar ve yagmur varken kaynak yapmaktan kag¢inin. Bu tiir durumlarda kaynak yapmak
zorunluysa, kaynak bélgesini ve kaynak makinesini perde ve tenteyle koruyun. igeride kaynak yapiyorsaniz,
uygun bir duman emme sistemi kullanin. Kapali mekanlarda kaynak dumani ve gazi soluma riski varsa,
solunum aparatlari kullanin.
Uriin etiketinde belirtilen calisma cevrimi oranlarina uyun. Calisma cevrimi oranlarini sikhikla asmak,
makineye hasar verebilir ve bu durum garantiyi gegersiz kilabilir.
« Sisteminize uygun sigortayi kullanin.
» Toprak kablosunu kaynak bélgesinin olabildigince yakinina, sikica baglayin.
« Kaynak akiminin kaynak kablolar1 disindaki ekipmanlar tizerinden gegmesine izin vermeyin.
» Gaz tliptinti zincirle duvara sabitleyin.
¢ Calisma sirasinda kaynak kablolar1 ve sebeke kablosu makine govdesine sarili olmamalidir.
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. 2.3 Elektrik Fisi Baglantisi

A Giivenliginiz icin, makinenin sebeke kablosunu kesinlikle fissiz kullanmayin.

« Fabrika, santiye ve atolyelerde farkl prizler bulunabilecegi i¢in sebeke kablosuna bir fis baglanmamistir.
Prize uygun bir fis, kalifiye bir elektrikgi tarafindan bag lanmahdir. Sar1 / Yesil renkte ve (D) ile isaretlenmis
olan toprak kablosunun mevcut oldugundan emin olun.

« Fisi kabloya bagladiktan sonra, bu agsamada prize takmayin.

. 2.4 Kaynak Baglantilari

 Kaynak ve topraklama kablolarini kullanilacak elektroda ve elektrodun iireticisinin tavsiye ettigi kutuplara
gore kaynak ve toprak kablosu soketlerine takip saat yoniinde cevirerek sikilayin.
« Toprak pensesini kaynak bolgesine olabildigince yakin olacak sekilde is par¢asina baglayn.

. 2.5 TIG Kaynag Icin Baglantilar

e Gaz valfli bir TIG torcu kullanilmahdir.

o TIG torcunun gii¢ kablosunu eksi kutuplu sokete baglayin ve topraklama
kablosunu art1 kutuplu sokete baglayin.

¢ Argon gaz regiilatoriinii argon gaz tiipiine baglayin.

e Torcun gaz hortumunu gaz regiilatoriine baglayin.

Sekil 2 : Gaz Tiipii Baglantilar:

. 2.6 Sebekeye Baglama

Fisi prize takarken, makinenin agma kapama anahtarinin “0” konumunda oldugundan
‘ : s emin olun.

» Makineyi sebekeye baglamadan 6nce 3 fazi bir voltmetre ile kontrol edin.
Her faz arasinin 400V (¥40V) oldugunu tespit ettikten sonra fisi prize
takin.

e A¢ma / kapama anahtari ile makineyi ¢aligtirin.

e Fan sesini duyduktan ve voltmere ile ampermetrenin 1s1g1inin yandigini
gordiikten sonra anahtari tekrar “0” konumuna getirerek makineyi
kapatin.

Sekil 3 : Sebeke Baglantisi
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% KULLANIM BiLGILERI
. 3.1 Kullanici Arayiizii

ceAl

@ @ rutile / Basic

@ celulosic

v (oy © 2

@ carbon Gouging

b M',
&Arc Force

RD 500 E

AKkim Ayar Diigmesi
Kaynak akimi ayarlanir.

Akim Gostergesi
Makine kaynak yaparken kaynak akimini, onun disinda ayarlanan kaynak akimini gos-
terir.

Voltaj Gostergesi
Makine kaynak yaparken kaynak voltajini, onun disinda bosta ¢alisma gerilimini gos-
terir.

)
s

4
mc Force

i ) Hot Start Diigmesi
\ " Ortiilii elektrod kaynaginda daha iyi tutusma saglamak i¢in kullaniliz Malzeme ince ve
r\;ﬂo' s Hot Start ayar yiiksek oldugundan ark pargayi delebilir.
7N Ll
i ) Arc Force Diigmesi
L " Ortiilii elektrod kaynaginda elektrodun kaynak banyosuna yapisma egilimini azaltmak
L\

icin kullanilir. Arc Force fazla geldiginde kaynak hir¢inlasir.

Elektrod Tipi (Rutil, Bazik, Aliiminyum, Seliilozik) Secim Diigmesi
Rutil, bazik, aliiminyum ya da seltilozik elektrod tipi segilir.

(4)
(&)

islem Tiirii (Kaynak, Karbon) Secim Diigmesi
Kaynak modu ya da karbon kesme modu segilir.

@ rotie/ sasic

Rutil & Bazik Ledi
Elektrod tipi se¢im diigmesi ile rutil, bazik elektrod tipi secildiginde yanar.

. Cellulosic

Seliilozik Ledi
Elektrod tipi secim diigmesi ile seliilozik elektrod tipi secildiginde yanar.

www.magmaweld.com
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. Welding

Kaynak Ledi
[slem tiirti secim diigmesi ile ortiilii elektrod kaynagi modu segildiginde yanar.

. Carbon Gouging

Karbon Kesme Ledi
Islem tiirti secim diigmesi ile karbon kesme modu segildiginde yanar.

O

Gii¢ Ledi
A¢ma-Kapama anahtari ile makine ¢alistirildiginda yanar.

l

Termal Ledi
Makine agir1 1sindiginda yanar.

H3ph

Faz Arniza Ledi
Fazlardan birinde sorun oldugunda yanar.

Uzaktan Kumanda Ledi
Makineyi uzaktan kumanda baglandiginda yanar.
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. 3.2 Kaynak
M 3.2.1 Kaynak Modunun Kullanimi

o Islem tiirii secim diigmesi ile kaynak modunu secin. Welding modu értiilii elektrod kaynag icindir.

o Elektrod tipi se¢im diigmesi ile kullanacaginiz elektrod tiiriini secin. Rutil, bazik ve aliminyum elektrodlar
icin rutil, bazik, aliiminyum modunu secin, led yanacaktir. Seliilozik elektrodlar i¢in seliilozik modunu
secin, led yanacaktir.

o Akim ayar diigmesi ile kaynak akimini ayarlayin. Asagidaki tablo alasimsiz gelik elektrodlarin kaynagi i¢in
verilmis yaklasik degerlerden olusmaktadir. Kesin parametreler i¢in elektrod tireticisinin tavsiyelerine

uyunuz.

e Daha iyi tutusma i¢in HOT START diigmesini saat yoniinde ¢evirin. HOT START ayar1 fazla geldiginde ark

parcay1 yakabilir.

¢ Kaynak banyosuna yapisma egiliminde olan elektrodlar i¢cin ARC FORCE kullanilabilir. ARC FORCE diigmesini
saat yoniinde ¢evirmek yapismayi azaltir.
» Kaynaga baslayin. Kaynak akimi ile kaynak gerilimini gostergelerden takip edebilirsiniz.

Cap (mm) Rutil Bazik Seltilozik
2.0 40-60 A - -
2.5 60-90 A 60-90A  60-100A
3.25 100-140 A 100-130A 70-130A
4.0 140-180 A 140-180A 120-170A
5.0 200-240 A 200-250A 160-200 A
6.0 260-300 A - -

M 3.2.2 Karbon Kesme Modunun Kullanimi

o [slem tiirii segim diigmesi ile karbon modunu segin. Carbon Gouging modu karbon kesme i¢indir.
o Akim ayar diigmesi ile akimi ayarlayin.
« Karbon kesmeye baslayin. Akim ve gerilimi gostergelerden takip edebilirsiniz.

L cap | 40mm | 50mm | 60mm | 80mm | 10mm |

Onerilen 90-150

Amper

200-250

300-400 350-450 450-600

* Tavsiye edilen amper degerleridir, farklilik gésterebilir.

M 3.2.3 Uzaktan Kumanda (Opsiyonel)

e Magma dan temin edebileceginiz kablolu ve kablosuz uzaktan kumanda segenekleri ile makineyi uzun
mesafelerden kontrol etmeniz miimkiindiir. Bu durumda, uygun kontrol soketi yetkili bir Magma servisi
tarafindan makineye monte edilmelidir.

¢ Uzaktan kumanda makineye baglandiginda, makine tizerindeki amper ayar diigmesi otomatik olarak devre
dis1 kalir ve akim ayar1 uzaktan kumanda ile yapilir.

www.magmaweld.com
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& BAKIM VE ARIZA BiLGILERIi

¢ Makineye yapilacak bakim ve onarimlarin mutlaka yetkin Kisiler tarafindan yapilmasi gerekmektedir.
Yetkisiz kisiler tarafindan yapilacak miidahaleler sonucu olusacak kazalardan firmamiz sorumlu degildir.

¢ Onarim esnasinda kullanilacak pargalari yetkili servislerimizden temin edebilirsiniz. Orjinal yedek par¢a
kullanimi makinenizin 6mriinii uzatacag gibi performans kayiplarini engeller.

¢ Her zaman lireticiye veya iiretici tarafindan belirtilen yetkili bir servise bagvurun.

» Garanti siiresi igerisinde tretici tarafindan yetkilendirilmemis herhangi bir girisiminde tiim garanti
htikiimleri gegersiz olacaktir.

o Gegerli gtivenlik kurallarina bakim onarim islemleri sirasinda mutlaka uyunuz.

¢ Tamir i¢cin makinenin herhangi bir islem yapilmadan dnce, makinenin elektrik fisini sebekeden ayiriniz ve
kondansatorlerin bosalmasi i¢in 10 saniye bekleyiniz.

. 4.1 Bakim
r" Giinliik Bakim

¢ Cihaz tizerindeki uyari etiketlerini sokmeyiniz. Yipranmis / yirtilmis etiketleri yenisi
ile degistiriniz. Etiketleri yetkili servisten temin edebilirsiniz.

¢ Torcun, penselerin ve kablolarinizin kontoliinii yapiniz.Parcalarin baglantilarina ve (sl
saglamligina dikkat ediniz. Hasar gormiis / arizali parcalari yenisi ile degistiriniz. % A
Kablolara ek / onarim kesinlikle yapmayiniz.

« Havalandirma i¢in yeterli alan olduguna emin olunuz. “

¢ Kaynaga baslamadan 6nce torcun ucundan ¢ikan gaz debisini debimetre ile kontrol
ediniz. Gazin debisi yiiksek veya diisiik ise yapilacak kaynaga uygun seviyeye getiriniz.

IE(".'_D 6 Ayda Bir

« Civata, somun gibi birlestirici parcalar1 temizleyiniz ve sikistiriniz.

¢ Elektrod pensesi ve toprak pensesi kablolarini kontrol ediniz. A

» Makinenin yan kapaklarini agarak diisiik basingh kuru hava ile temizleyiniz. M
Elektronik parcalara yakin mesafeden basingli hava uygulamayiniz.

» Makinenin elektrik besleme fisinin baglandigi prizi kontrol ediniz. Prizin enerji s g
kablosu baglanti noktalarinda gevseklik var ise gideriniz. Prizin yuvalarinda ark veya
genisleme var ise yenisi ile degistiriniz. r‘&?/

o Makinenin elektrik besleme fisini kontrol ediniz. Elektrik fisinin icindeki kablo veya &@
baglanti noktalarinda gevseklik var ise gideriniz. Fisin uclarinda ark veya ﬁ ~
deformasyon var ise yenisi ile degistiriniz. ¢

NOT: Yukarida belirtilen siireler, cihazinizda hicbir sorunla karsilasilmamasi durumunda uygulanmasi

gereken maksimum periyotlardir. Calisma ortaminizin yogunluguna ve kirliligine gére yukarda
belirtilen islemleri daha sik araliklarla tekrarlayabilirsiniz.

A Asla kaynak makinesinin kapaklari acikken kaynak yapmayin.
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. 4.2 Hata Kodlari

¢ Fazlardan (R, S, T) bir veya bir

e Faz (R, S, T) baglantilarini kontrol

FAZ ERR edin, hata mesaji gectiginde
kaginda sorun var O
kullanima devam edebilirsiniz
. . - . ¢ Makinenin sogumasi i¢in bir siire
TR1 ERR Makine agirt isindigindan termik bekleyin, hata mesaj1 gectiginde
atmistir RSN
kullanima devam edebilirsiniz
e Faz (R, S, T) baglantilarini kontrol
o Glig kart1 ve tel siirme karti ile edin ve makinenin sogumasi i¢in bir
FAZ TR1 haberlesilemiyor stire bekleyin. Hata mesajlari

gectiginde kullanima devam
edebilirsiniz

¢ Fana baglanan fazda sorun olabilir

¢ Fana baglanan fazi (T) kontrol edin

Fan ¢alismiyor

 Sigorta (F1) atik olabilir

e Sigortay1 degistirin (1A Gecikmeli)

« Fan motoru kisa devre olabilir

e Sigortay1 degistirin (1A Gecikmeli)

www.magmaweld.com
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RD 500E

M ExLER
5.1 Yedek Parga Listesi

NO TANIM RD 500E
1 Elektronik Kart On Panel K405000013
2 Potans Diigmesi Biiyiik A229500002
3 Potans Diigmesi Kiigiik A229500001
4 Kaynak Prizi A377900106
5 Sok Bobin K304500024
6 Telli Direng A410500002
7 Sogutucu Fan A250001014
8 Pako Salter A308034102
9 Primer-Sekonder Bobin K302200009
10 Ana Transformator K304000022
11 Fan Monofaz A250001015
12 Elektronik Kart K405000304
13 Gidon Elcik A229102050
14 Senkron Trafosu K304400050
15 Diyot Tristor Kopriist A430902003
16 Plastik Tekerlek A225222012
Hall Effect Sensor A834000003
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. 5.2 Baglanti Semalari
Blok Diyagram

On Panel

Kaynak Pensesi
is Pargasi

Cikus Filtresi

A~
Sok Bobini

Hall Effect

Ana Trafo

Kontrol Unitesi
Tristor

Voltaji

Giris Filtresi

www.magmaweld.com
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MAGMA MEKATRONiK MAKINE SANAYi VE TICARET A.S.

www.magmaweld.com

DECLARATION OF CONFORMITY c € )
UYGUNLUK DEKLARASYONU
Company/ Firma

Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalin Ozaras Caddesi No:1 45030 Manisa / TURKIVE

Factory/ Fabrika
Magma Mekatronik Makine Sanayi ve Ticaret A.S.
Organize Sanayi Bélgesi 5. Kisim Yalgin Ozaras Caddesi No:1 45030 Manisa / TURKIVE

The Product / Uriin
Appropriate for professional and industrial usage.
RD 500 E 500Amp (%25) Shielded metal arc welding machine

Profesyonel ve endiistriyel kullanima uygun
RD 500 E 500Amp (%25) Ortiilii elektrod kaynak makinesi

Date of assessment / Degerlendirme Tarihi
18.11.2019

European Standard / Avrupa Standarti
ENIEC60974-1:2018 , EN 60974-10:2014

Meet the requirements of the European Directive

Gereklilikler Karsilanan Avrupa Direktifleri
EMC Directive 2014/30/EU - LVD Directive 2014/35/EU

Magma Mekatronik Makine Industry and Trade Co. We declare that the above mentioned
products comply with the standard. This declaration will loose its validity in case of
modification on the welding machine without our written authorization.

Magma Mekatronik Makine Sanayi ve Ticaret A.S. olarak yukarida gecen iiriiniin standartlara
uygun oldugunu beyan ederiz. Yazili iznimiz olmaksizin makine iizerinde yapilan degisiklikler
bu belgeyi gegersiz kilacaktir.

Date of issue/ Yayn Tarihi Banis Gzgiir TUGGAN
Manisa-12.10.2021 Ar-Ge Miidiirii / R&D Manager
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YETKILI SERVISLER

MERKEZ SERVIS

Organize Sanayi Bélgesi, 5. Kisim 45030 MANISA
Telefon : 444 93 53
E-Posta : info@magmaweld.com

YETKILI SERVISLER
= Ly

Giincel servis listemiz icin www.magmaweld.com.tr/servis-listesi
web sitemizi ziyaret ediniz.
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