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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopyposaHma ESAB HecyT NosiHytO OTBETCTBEHHOCTb 3a obecneveHne
BbIMOSIHEHNA COOTBETCTBYIOLLMX HOPM TEXHWKM Be30rMacHOCTW NepcoHanom, KoTopbli paboTtaeT Ha
obopynoBaHuu Unn HaxoauTcA nobnmnsocTu.

Mepbl 6e30nacHOCTV O0MKHbLI COOTBETCTBOBATb TpeboBaHWAM, KOTOPblE OTHOCATCA K AaHHOMY
TNy obopynosaHuA.

CnepytoLime pekoMeHaaunm gOmKHbl ObITb BbIMOSHEHbI B JOMOSIHEHNE K CTAHAAPTHBIM
TpeboBaHuAM K paboyemy MecCTy.

Bce paboTbl 0o KHbI BbIMOMHATLCA OB6YUYEHHbIM NEePCOHAaNoM, 3HaKOMbIM C paboTor CBapOYHOro
obopypnosaHuA.

HenpaBunbHO ncrnonb3oBaHe obopyaoBaHA MOXET MPUBECTM K TPaBMe oneparopa u nosioMke
obopynosaHuA.

1.  Kaxpgbli, KTO UCronb3yeT cBapoyHoe obopynoBaHue gomkeH bbiTb 3HaKOM C:
e ero paboron
*  pacrofioXXeHneM aBapuiHbIX BblKJlloUYaTenen
e ero cpyHKUMAMMU
e COOTBETCTBYHOLLUMU Mepamu 6e3onacHoOCTH
e  CBapkou
Ona obnerueHnA paboTbl, KaXKAbI NepekoYaresb, KHOMKa nnv noTeHUnomMeTp
3amMapKMpoBaHbl CUMBOJIOM USIX TEKCTOM. OO bACHAIOLLIMM UX Ha3HaYeHwue.

2. Onepartop pomkeH obecneynTnb:
e QTCYTCTBUWE NMOCTOPOHHUX B pabouer 30He, korga BknovaetcA obopynosaHue.
° YyTo Ka)KD,bII7I COOTBETCTBYIOLLE 3aLLULLEH NMpU 3axxuraHnn gyru.

3. Pabouyee mecTo QOMKHO:
* COOTBETCTBOBATb BbINOSIHAEMOW paboTte
e 6bITb cBOHOAHBIM OT CKBO3HAKOB

4. CpepncTea MHAMBMAOYANbHON 3aLUUTLI
» Bcerpa HocuTe pekoMeHOyeMble CPEACTBA MHAVMBUAYASIbHOW 3aLLUThI, TAKNE KaK
3aLLUTHBIE OYKM, TEPMOYCTOMUMBYIO OOEXAY, NEPUATKN.
* He cnepyet HocuTb Wapdobl, BpacneTbl, KonbLa, UT.M, KOTOPbIE MOMYT 3aLenTbCA U
MPVBECTU K OXKOram.

5. 06wwme mepbl 6e3onacHoOCTH

e Ybeputechb, uTo 0bpaTHbIV Kabenb HaneHO 3aKperiieH.

e Paborbl Ha 060pPyAOBaHMM C BLICOKUM HanpmXeHneM B0SDKHbl NPOU3BOAUTLCA TOSTbKO
KBasiMcpULMPOBaAHHBIM 3J1IEKTPUKOM.

e CoOTBETCTBYIOLLME CPEACTBA NOXKAPOTYLLEHUA AOMKHbI BCeraa HaxogutbcA nobamMsocTu
1 BbITb ACHO 3aMapKMPOBaHbI.

e Cwmaska u gpyrve pabotbl N0 06CNYXMBaHNIO He JOSKHbI NMPON3BOOUTLCA Ha
pabotaroem obopynosaHuu.
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/\ NPEQYNPEXXEHUE ! /\

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

NOPA>XEHUE JNEKTPUUYECKUM TOKOM OMACHO AJ14 )KU3HU !

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

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

e W3onupyinTte cebA OT 3eMNn 1 3aroTOBKMU.

¢ O6becneuybre 6e30nacHOCTb Ha cBoeM paboyem mecTe.

CBAPOYHbIE ObiMbl U AQPO3O0J1U - moryT 6bITb ONacHbl AJ1A 30,0POBbA.

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

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

M3NTYUEHUE OYTU - MmoXeT HaHeCTX Bpep, rnasam 1 Koxe.

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

e 3awmuiante oKpyaroLLnxX NOCPEACTBOM CTEHOK U 3aHABECOK.

MO>XAPOOMNACHOCTb

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

LUYM - MNoBbILWEHHbIA LWWYM MOXET NOBpeauTb CI1yX

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

e [pepynpepunte 0 PUCKE OKPYXKatoLLLUX.

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

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

SALLNTUTE CEBA N OKPY>XAIOLLIUX !

2 BBEOEHUE

2.1 O6buwee

A2 TFE1 - aBTOMaruueckum CBapouHblil TPAKTOP C YETbIPbMA NMPUBOLHBbIMU
konecamMmu, NnpegHasHa4YeHHbIN 1A CBapKu nog, dositoCOM CTbIKOBbIX M YITIOBbIX
coeaunHEeHnNn.

A2 TGE1 - aBTOMarnueckuin CBapOUHbIN TPAKTOP C YETbIPbMA NPUBOOHbLIMN
Konecamu, npegHasHa4yeHHbIA OS1A CBapPKWU NNaBALLENCA MPOBOJSIOKOM B 3aLLUTHbIX
razax (MUI/MAT) CTbIKOBbIX 1 YyrNOBbIX COEAUHEHUN.

Bce apyrve npuMeHeHUA 3anpeLueHbl.

ABTOMAaTUYECKME CBAPOYUHbIE TPAKTOPbI UCMOJb3YHOTCA B KOMOMHaUUU ¢ 610KOM
ynpasneHuAa SCAB - A2-A6 PEH.

HanprxxeHue Ha 6NnoOK ynpasneHnA u MOTOPbI TpakTopa NoJaeTCA Co CBAPOUHbIX
NCTOYHMKOB nuTaHnA onpmel ACAB - LAF n TAF

CBapouHbI TPaKTOP NPOXOOMUT Yepes OTBEPCTUE MUH. AnamMmeTpom 600 MM, Npu
9TOM CTOMKa U1 npefoxpaHuTesibHaA Lenb JOMKHbI OblTb CHATHI.

MonoyxeHne TOKOCHbEMHOIO HAKOHEYHMKA PEryNMPYETCA Kak B FrOPU30HTaNIbHOWM,
Tak 1 B BEPTUKANbHOW MIOCKOCTM C MOMOLLLbIO KPECTOBOrO CyrnrnopTa, yron
HaKJIOHa yCTaHaBNMBaETCA NOBOPOTOM MexaHn3mMa nogayun npoBOJSIOKM.
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2.2 TexHuuecKue paHHble

. A2 TFE1 A2 TGE1

A2 Multitrac Mop, donocom Mop, donocom
Hanps>xeHne nutaHuA 42 B, nepem. 42 B, nepem.
HDonyctuman Harpyskal00 % 800 A, noctT. 600 A, noctT.
HOuameTtp npos..:

crnoLuHaA NpoBooKa 1.6-4.0 Mm 0.8-1.6 mm

MopoLLKOBAaA MpPOBOJIOKa 1.6-4.0 Mm 1.2-2.4 mm

COBOEHHaA NpoBOJIOKa 2x1.2-2.5 MM -
CKkopocCTb Nogaym NpoB., Makc. 9 M/MUH 19 M/MUH
TopMO3HON MOMEHT 15HM 15HM
CKopoCTb NepemMeLLeHmnA 0.1-2.0 M/MuH 0.1-2.0 M/MuH
MwuH.pagunyc npu cBapke KPyrosbiX LLBOB 1500 MM 1500 MM
MwuH.gnameTp Tpybbl Npu CBapKe N3HYTPU 1100 Mm 1100 MM
Makc. macca KaTyLLKn C NpoB. 30 kr 30 kr
EmkocTtb 6yHKepa ana dontoca (He 3anosiHATb 6n _
HarpeTbiM dpnocoMm)
Macca (6e3 dontoca n nposon.) 47 kr 43 kr
Makc. 60KOBOI HaKJIOH 25° 25°
YpoBeHb LLyma 68 nb 83 nb

2.3 Cnocobbl cBapKu

Csapka nop, conrocom

Ana ceapkn nog, dontocom Tpaktop A2 Multitrac ncnonb3ayerca B ucrnonHeHnn A2
TFE1 UP, ¢ TokoOCbeMHnKOM guamMmeTpom 20 MM, gonyckKarLwwmm Harpysky o 800 A
(npw MB 100%) wnn go 1000 A (rnipu MNB 60%).

Ha cBapoO4Hyo rofloBKYy MOryT yCTaHaBIMBaTLCA NofaroLLme posinkn oA CBapKn
OOVHaPHOW U COBOEHHOM (CBapKa “pacLuernsyieHHOn ayromn) npoBoiokon. MNpn
CcBapkKe NMopoLUKOBOW NPOBOJSIOKOW UCMNOMb3YHOTCA CreumasnbHble POSIMKA C
HaKaTKoW, rapaHTUpyloLLMe paBHOMEpPHYIO nogavy 6e3 CMATUA NPOBOJSIOKW.

Csapka B 3awuTHbix radax (MIG/MAG)

[nA ceapkn B 3alMTHbIX radax Tpaktop A2 Multitrac ncnonb3yercA B UCMOSTHEHUN
A2 TGE1, umeronin MakcumMasbHyo gonyctumMyto Harpysky 600 A. CeapoyHas
rosioBKa OXnakaaeTcA BOAOM, NofasaemMoin no wnaHram ¢ 651oka oxnakaeHuA.

NHcTpykunm no nogcoepnHeHuto kabenen npu ceapke nog dositocomMm Unu B
3alUMTHbIX ra3ax MnokKasaHbl Ha anarpammax Ha cTp 8 u 9.
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2.4

O6opynoBaHue

B kOMMNEeKTHYO CBapOYHYHO roSIOBKY BXOOAT OBUraresie MexaHnu3ama nogavm
MPOBOJIOKUN N KOHTaKTHOe obopynoBaHue, obecneunBatoLLee NOABOL TOKa K
MPOBOJIOKE.

KoHTakTHOe obopynoBaHue nocTaBAETCA B UCMOSTHEHNAX:

OcHoBHbie KoMnoHeHTbl A2 TFE1

1
2

8
9
10
11

OcHoBHble KoMnoHeHTbl A2 TGE1

1
2

4230 oNoOOA®

A2 TF - pnA ceapkun Nof, contoCOM.
A2 TG - gnA cBapKy B 3aLLUTHbIX rasax.

[MpoBonokonpasubHOE y-BO

KoHTakTHOe obopynosaHue

COCTOfAILLLEE N3 KOHTaKTHOro .
HaKOHEYHMKa,

KOHTaKTHOW TPYOKu U

dontocosown TpyOKM.

[MoBOpOTHOE YCTPOMCTBO
CynnopT(c py4YHbIM
ynpasfieHnem)
OneKkTpoasurarenb

Kacceta

®nocosbii ByHKep (MOXXeT
KOMMEKTOBATbCA LMKIIOHOM)

Tenexka
CTtolka
PykoATka OTKNoYeHNA NpmMBoaa

[MpoBonokonpasubHOE y-BO
KoHTakTHOEe obopynoBaHue
COCTOfAILLIEE U3 KOHTaKTHON TPYOKw,
conna n BOAAHbIX LUIaHroB
[MoBOpOTHOE YCTPOMCTBO
CynnopT(C py4HbIM ynpasneHnem)
OnekTpoasurarenb

Kacceta

Hanpasnatowan

NPOBOSOKN

Tenexka

Crorika

PykoATka oTkioyeHunA

npveoga
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3 YCTAHOBKA

3.1 O6buwee

Beop B JKCyliyatauuio AoJykKeH npon3BoanTbCA KBanMCbMLI,I/IpOBaHHbIM
cneuuasimcTomMm.

A NMPEAYNPEXOEHUE !

BpawatoLmeca yactm MOryT NnpuYmMHUTL yBeYbe, byasTe

0COOEHHO OCTOPOXKHHbI.

3.2 TlMopknwoueHue

Bnok ynpasnenua A2-A6 PEH nopgknioueH K Tpaktopy Ha 3aBsope.

[lononHUTENBHYO NHAPOPMALLMIO Bbl HAWAETE B MHCTPYKLUM K BNOKY ynpasneHuA
A2-A6 PEH.

Mopkntoumnte TpakTop A2 Multitrac Kak nokasaHo Ha yepTexe

CBAPKA NoA ®oJ1loCOM

e [lopcoeanHute kabenb yrnpasneHus (7) K UCTOYHUKY NUTaHKA (8) u K Br1oKy
ynpasneHnAa A2-A6 PEH (2).

e [logcoeanHute obparHbi kabenb(11) K ICTOUHMKY NUTAHUA(8) N K 3aroToBKe
(9).

e [logcoeanHute cBapoYyHbi kabenb(10) K MICTOUHUKY NUTAHUA(8) U K
CcBapoO4YHOMY TpakTopy (1).

e [logcoeanHute kabenb obparHown cBA3N(12) K UCTOYHUKY NUTaHUA(8) 1 K
3arotoBke(9).

2 7 8
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CBAPKA B 3ALLUUNTHDbIX TA3AX

e [lopcoeaonHute kabenb yrnpaeneHusa(7) K UICTOYHUKY NUTaHuA(8) n K 6noky
ynpasneHnAa A2-A6 PEH(2).
e [lopcoeanHute obparHbii kabenb(11) K UICTOUHMKY NUTaHUA(8) 1 K 3arotoBke(9).

e [logcoeanHute cBapouHbi kKabenb(10) K MICTOYHUKY NUTAHUA(8) U K
cBapo4YHOMY TpakTopy(1).

e [logcoeanHute ra3osbin WNaHr(5) K pepykTopy (6) v kK rasosomy Hunnento (13)
Ha CBapO4YHOM TPaKTOpE.

e [logcoeaonHuTe WNaHrv oxnaxkparowlen magKkoctu(3) K 6noky oxnaxgeHua (4)
N K CBapo4YHOMY TpakTopy(1).

e [lopcoeaonHute kabenb obparHom cBA3N(12) K UCTOYHUKY NUTaHUA(8) 1 K

3arotoBke(9).
6
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4 PABOTA

4.1 O6buwee

O6wire mepbl NpenocTopoXXHOCTU Npu pabore ¢ o6opypoBaHneM onncaHbl
Ha cTp. 4. MpouTute X nepepn TeM, Kak Hauarb pabory!

e [1nA nonyyeHnA KayeCTBEHHOrO LBa Heobxoanma T aresibHaA nogrotoska
NoBEepXHOCTeN cBapvBaeMbix geTanen.
BHUMAHME! 3a3op B coegmHeHun gomkeH bbiTb OQUHAKOBbLIM MO BCEN AJINHE
LBa.

e [1nA cHWKeHUA pucka obpasoBaHMA TPELLUH LWMpUHa Wwea gomKHa bbiTb
6ornbLue rnybuHbl NnponnaseHnA.

e Bcerga nposoguTte npobHyo cBapKy Ha obpasuax C Takom e pasfesnikon u
TOMLLUHOM NNUCTa KakK 1 CBapuBaeMbIX OeTanen.

e PerynupoBka cBapoyYHbIX NapamMeTpoB 1 yrpasrieHne CBapPOYHbIM TPAKTOPOM U
WCTOYHMKOM MUTAHWA ONMMUCAHO B MHCTPYKLUKN MO IKCryaraummn brnoka
ynpasneHuna A2-A6 PEH.
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4.2 Hauano pabortbi

Bbibepute TN NPOBONOKK 1 dontoca unu 3amnTHOro rasa Tak, Ytobbl XM.COCTaB
HannaBfeHHOro MeTasnsa Kak MOXXHO 65m»xe COOTBETCTBOBAST XUM.COCTaBy
OCHOBHOro metanna. lNopgbepute gnameTp NPOBOSIOKM N MapamMeTpPbl CBAPKU B
COOTBETCTBUM C PpeKOMeHJaunAMN NOCTaBLLMKa CBAPOYHbIX Marepunaros.

3arpy3kKa cBapOUHO NMPOBOJSIOKU

e CHumuTte Kaccety (1) ¢ TOpMO3HOM CTynunubl (2)
N CHUMUTE C KacceTbl OOKOBYIO NNaCTUHY (3).

e YcTaHOBUTE KOP3MHY C NPOBOJSIOKOW Ha KacceTty(1).
e Cpexbre 06BA3bIBAIOLLYIO MPOBOSIOKY
e YctaHOBUTE Ha MeCcTO BOKOBYIO NnacTuHy (3).

e YcraHoBuTe Kaccety(1) Ha TOPpMO3HYO CTynnuy(2)
Y6egutecb, 4To pepxkarenb (4) HaXOAUTCA B
NpasuiibHOM MOJTOXKEHUMW.

BHUMAHME! MakcumarnbHbIf yron HakoHa KacceTbl C

npBOJIOKOpPI 25°.

Mpw 6onbLuMX yrnax, M3HOC TOPMO3HOW MydPTbl MPUBEAET K

COCKaJlb3blBAHWUIO KACCEThI.

A BAXKHO!

[AnA npepnoTBpalleHnAa CoOCKasib3blBaHUA KaTyLLKWN C
NPOBOJIOKOM CO BTYSKW 3adpUKCUpynTe ee NoOBOPOTOM
KpacHOW KHOMKW KaK nokasaHo Ha pUCyHKe pAJOM CO
BTYNKOM.

2

g

$
3 L]
- S
Mop, donrocom MIG/MAG
e [lpoBepbre, YTO NogaroLuii ponuKk (1) U KOHTakTHbIe ryOKN UM HaKOHEeYHUK (3)

COOTBETCTBYHOT BblIOpaHHOMY AMaMeTpy CBapO4YHOWN NPOBOJIOKMN.

e [lpoTAHWNTE NPOBOJIOKY Yepes NnpaBusibHOE YCTPOWCTBO (2).[n1A NpoBOSOK
ANaMETPOM CBbiLLEe 2 MM - BbinpAmMKTe 0,5 M NPOBONOKKU U NOJanTe ee
BPYYHYIO BHU3 Yepes npasusibHOe YCTPOWCTBO.
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e YcTaHOBUWTE KOHeL, NMPOBOJSIOKM B KaHaBKy nogaroLuero ponuka (1).

e OrtperynupyiTe gasneHve NogaroLLEero ponka pyKoAaTkon (7). BuumaHue! He
nepetArnBante bonee Toro, Yem Tpebyetca AnAa obecneyeHnA paBHOMEPHOM
nogauu.

e [lopanTe npoBonoky Ha 30 MM, HaXkaB v H Ha 6noke ynpasneHnA A2-A6 PEH.
* BbinpaBuTe NPoOBONOKY MaxoBUKOM (6).

[nA NpoBOSIOK ManbiX AMaMEeTPOB (Kak AfA OgMHAPHbIX, Tak U A1A CABOEHHbIX)
NCNONb3yeTCA creumanbHOe NpaBusibHOE YCTPOWCTBO (4).

Korpa npaBuiibHOE YCTPOWCTBO NPaBuiibHO OTPErynMpoBaHo, NPOBOJIOKa
BbIXOAUT NMPAMOW U3 KOHTaKTHOIO HaKOHEYHMKa.

Bcerpa ucnonb3yrte HanpasnawoLwyto Tpybky (5) ona obecneyeHus
paBHOMEPHOM Nofgayvn NPOBOJSIOKN Marnbix guamMeTpoB (1.6 - 2.5 mm).

[Mpw cBapke B 3aLLUTHbIX ra3ax NpPoBOJSIOKOM AnameTpomM < 1.6 Mm,
NCNonb3ynTe HaNpasALLLYIO crnparnb, KOTOpaA BCTaBAETCA B
HarnpasnAwoLwyto Tpybky(5).

3ameHa nopgaroLmnX posIMKoB

e OpuHapHana NpoBOJIOKa
e OTkpyTnTE MaxoBuku (3) u (4).
e OTKpyTUTE KONECUKKO (2).

e CwmeHuTe nogaowun ponuk (1). dnamerp NnpoBonNoOKu
NPOMapKNpPOBaH Ha PosnKe

e CpBoOeHHaA NpoBoOJsIOKa (pacLiensieHHan ayra)

e CwmeHunTe nopgaroLuni ponuk (1) ¢ ABONHOM KaHaBKOW TEM e
cnocobom Kak v AJiA OANHaPHOW MPOBOJIOKN.

e  BHUMAHME! Takxxe cnenyert 3aMeHUTb 0BbIYHbIN MPUKUMHOWN PONKK (5)
Ha cneunanbHbIn cdoepnyeckuin onA CABOEHHOW NPOBOJSIOKMU.

e YcTtaHOBUTE MPUXXUMHOW POSINK Ha CreLmasnbHbI YKOPOYEHHbIN Bas
(Aptukyn N2 0146 253 001).

e [lopoliKoBaA NPOBOSIOKA (PONIMKK C HAKATKON)

e B 3atomM cnyyae napHO MeHATCA nogarowmin (1) n NnpuxuMHon ponuku (5)
COOTBETCTBYIOLLNE ANAMETPY MPOBOJSIOKN.
BHUMAHME! YctaHoBUTE NPMXNUMHOW POSIMK Ha creumanbHbi
ykopoueHHbii Ban (Aptukyn N2 0212 901 101).

e 3akpyTuTe NPMXXUMHOW BUHT (4) ¢ HebonbLINM ycunmem, Ytobnl
NnpoBOOKa He CMUHanacs.

KoHTakTHOE o6opypoBaHue gnA cBapKu nog ¢pritocom
e OpuHapHana nposorsioka 3.0-4.0 MM

Ncnonbayinte npaBunbHOE YCTPOMNCTBO (3), KOHTAKTHYO
Tpybky D20(1) C KOHTaKTHbIM HAaKOHEYHUKOM (2) (pe3bba
M12).

e 3arAHUTE KNHOUYOM KOHTAKTHbIA HAKOHEYHVK (2) ANA
obecneyeHnna XOpoLLEro KOHTaKTa. |

4 j/z
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e OpuHapHana npoBosioka 1.6 - 2.5 MM

Ncnonbayinte npaBunbHOE YCTPOMUCTBO (3), KOHTAKTHYIO
Tpybky D20(1) C KOHTaKTHbIM HAaKOHEYHUKOM (2) (pe3bba
M12) n gpononHuTenbHOe NpaBuiibHOE YCTPOWCTBO AJIA
TOHKOW NPOBOJIOKU(4) C HanpasnAtoLen Tpybkomn(6).

e YcraHoBUTE 32>)KUM (7) C HarnpasnAoLen Tpybko(6) B
orBepctne M12 Ha npaBunbHOM yCTPONCTBE(3).
Hanpaenatowan Tpybka(6) gomkHa onvparbcA Ha
KOHTaKTHbIN HAKOHEYHUK (2).

e [1pn HeobxopouMoOCTN 0bpexxbTe HanNpPaBAOLLLYO i
TPpybky(6) Tak, 4Tobbl CBOOOOHO BpaLLancA nogarwLLmin

ponuk(5). 3
" o 2
e YcTaHoBMTE NpaBuSibHOE YCTPOMCTBO AJ1A TOHKON \%?/
NPOBOJIOKYN (4) HA BEPXHEN YacTn 3aXKuma OCHOBHOIMO

npaBunSIbHOro yCcTponcraa (3).

e CpBoeHHanA npoBosioka 2 x 1.2 - 2.0 MM

Ncnonbayinte npaBunbHOE YCTPONCTBO(3), KOHTAKTHYIO
Tpybky D35(1) c apantepom(9), 2 KOHTaKTHbIX
HakOHeuYHuKa(2) (pe3bba M6) n pononHuTenbHoe
npasunsibHOE YCTPOMUCTBO AJ1A TOHKOM NPOBOJSIOKU(4) C ABYMA
HarnpasnAavwmmm Tpybkammn(6). JnA npoBOfIOK guamMeTpom
< 1.6 MM B Ka)KAy0 HanpasnAoLLYo TPYOKy BCTaBnAETCA
HarnpasnAwLwana crnuparb.

e 3akpenute apantep(9) ANA KOHTAKTHbIX HAKOHEYHMKOB(2)
6ontamn M5 Ha HENOABUXXHOW NMOSIOBUHE KOHTaKTHOWN

TPYyOKM(1).

e YcraHoBuTe 32)KUM (7) C HarnpasnAoLen Tpybkor(6) B
orBepcTne M12 Ha npaBunbLHOM yCTPONCTBE(3).
Hanpasnsatowana Tpybka gomKHa onvparbcA Ha
apanTtep(9) ANA KOHTAKTHbIX HAKOHEYHUKOB(2).

e 3arAHUTE KNHOUYOM KOHTAKTHbIA HAKOHEYHUK (2) ANA
obecneyveHnna XOpoLLEro KOHTaKTa.

e [lpn HeobxoommocTn obpexbsTe HanpaenAwLyo TPybKy(6) Tak, YToObI
cBobogHO BpaLlanca nogaroLwmn ponuk(s).

e [puHapnexHOCTU ANA CBapKU COBOEHHON NMPOBOJSIOKOW
NOCTaBJIAIOTCA A,0MNOSIHMTENIbHO.Pacnono)xxeHue nNpoBoOJIOK:

e [1loBOPOTOM KOHTaKTHOW TPYOKN pacrnonoXxuTte NpoOBOSIOKU
OTHOCUTESbHO LLIBA TaK, YTOObl 0becneunTb MakCUMasibHO BbICOKOE
KayecTBO CBapKW. [1pOBONIOKM MOTyT pacnonararbCA Kak ogHa 3a
LAPYron BOOMb LLBA, Tak U NMoA yrinoM BnaoTb 0o 90°, T.e. Kaxxaan
NPOBOJIOKA Ha CBOEW CTOPOHE COeANHEHUA.
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KoHTakTHOE o6opypoBaHue pna csapku MIG/MAG

e OpwuHapHasa npoBorsioka 1.6 - 2.5 mm (D35)

Ncnonbayinte npaBunbHOE yCTPOMUCTBO (3),
KOHTakTHY TPybKy D35(1) ¢ KOHTaKTHbIM
HaKOHEeYHUKOM (2) (pesbba M10).

e 3arAHUTE KNHOUYOM KOHTAKTHbIA HAKOHEYHVK (2) AnA
obecneyeHnsa XOpoLLEro KOHTaKTa.

e YcraHoBUTE 32>)KUM (7) C HarnpasnAoLen Tpybkon(6) B
orBepctne M12 Ha npaBunbHOM yCTPONCTBE(3).
Hanpaenatowan Tpybka(6) gomkHa onvparbcA Ha
KOHTaKTHbIN HAKOHEYHUK (2).

e [1pn HeobxoponMOCTN 0BpeXxxbTe HanpPaBAOLLLYO
TPpybky(6) Tak, 4Tobbl CBOOOOHO BpaLLancA nogarwLLmin
ponuk(5).

e OpuHapHana npoBosioka auameTpom< 1.6 mm(D35)

Ncnonbayinte npaBunbHOE YCTPOMNCTBO (3), KOHTAKTHYIO
Tpybky D35(1) C KOHTaKTHbIM HAaKOHEYHUKOM (2) (pe3bba
M10), pononHuTeNbHOE NpaBusibHOE YCTPOWCTBO AJ1A
TOHKOW NPOBOJSIOKU(4) C HanpasnAoLen Tpybkon(6) u
HanpasnAOLLEN crnnparnblo, KOTopadA BCTaB/IAETCA B
HanpasnAwLLyo TPYOKy(6).

e YcraHoBUTE 32>)KUM (7) C HarnpasnAoLen Tpybkon(6) B
orBepcTne M12 Ha npaBunbLHOM yCTPONCTBE(3).
Hanpaenatowan Tpybka(6) gomkHa onvparbcA Ha
KOHTaKTHbIN HAKOHEYHUK (2).

e [1pn HeobxopguMoOCTN 0BpexxbTe HanNpPaBAOLLLYO
TPpybKy(6) Tak, 4Tobbl CBOOOOHO BpaLLancA nogarwLLmin
ponuk(5).

e YctaHoBMTE NpaBuSibHOE YCTPOMCTBO AJ1A TOHKON
NPOBOJIOKN (4) Ha BEPXHEN YacTn 3aXKuma OCHOBHOIMO
npaBunIbHOro yCcTponcrea (3).

b MopcoeonHnTe WNaHMM oxna)kgaroLLen XngKocTu 1 rasa.
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4.3 3acbinka cnoca

e 3akponTe KnanaH nopgayn dontoca Ha byHkepe.
e Ecnu ycTtaHOBMEHO YCTPOWCTBO PELMPKYNALUN dONOCA - CHUMUTE LLUKIIOH.

e 3acbinsre dontoc. BHUMAHMUE! Ontoc gonxxeH 6biTb cyxuM. 10 BO3MOXKHOCTU
He UCnonb3ynTe arrnoMepupoBaHHbIA CPNIOC MPU CBapKe Ha OTKPbLITOM BO3AyXe
WV MPU BbICOKOW BII2XKHOCTW.

e Pacnonoxute cpntocosyto TPyOKy Tak, utobbl OHa He Bbina nepexxara.

e Pacnonoxute cpnitocoBoe Comnso Hapg LWBOM Tak, YTobbl nogasanoch
Heobxoanmoe Konm4yecTso dontoca.
DnioC A0MKEH XOPOLLO YKpbIBaTh LLIOB, YTObbI Ayra He npobuBanacb CKBO3b
Hero.

4.4 TlepemelueHue TpakTopa

OTO npoLle caenarb, NepeKktoyumB Kofeca Ha
XOJIOCTOW X0pf,, OJ1A Yero
Ha0 NOBEepPHYTb MaxoBUK A NPOTMB YaCOBOW CTPESKW.

4.5 [epeobopynosaHue astomata A2 TFE1 (ona ceapku nop,
c¢onrocom) Ha cBapKy B 3aLUTHbIX ra3ax

[Mpon3soanTe COOPKY B COOTBETCTBUM C MHCTPYKLIMEN, NOCTaB/IAEMON BMECTe C
KOMMIEKTOM feTanen AnA nepeocHaLleHnA TpakTopa (KOMMNEKT 3akasbiBaeTcA
LOMNOJSTHUTENBHO).

4.6 MepeobopypoBaHue aBtomara A2 TFE1 (gnAa ceBapku nop,
chrirocom) Ha cBapKy cABOEHHON NMPOBOJSIOKOMN

[Mpown3soanTe COOPKY B COOTBETCTBUU C MHCTPYKLIMEN, NOCTaB/IAEMON BMECTe C
KOMMIEKTOM feTanen AnA nepeocHalleHnA TpakTopa (KOMMNEKT 3akasbiBaeTcA
LOMNOJSTHUTENBHO).
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5 OBCJTY>KUBAHUE

5.1 O6bwee

BHuMaHue:

MocTaBWwKK cHMMaeT ¢ cebA Bce rapaHTUHbIe 06A3aTenbLCcTBa, €CIn
norpeburtenb NoNbITaeTCA CaMOCTOATESIbHO OTPEMOHTUpoBaTb o6opyaoBaHue B
TeueHue rapaHTUnM-HOro nepuopa.

BHumMaHue! Mepen tem, kak nponssoauts paboTbl Mo 06CNyXuBaHuo, ybeautecs.
4TO annapar OTK/OYEH OT MUTAKOLLIEN CETW.

Pabotbl no obcnyxunsanuto 6noka ynpasnenua A2-A6 PEH onucaHbl B MIHCTpYyKLWK NO
akcnnyarauum 6noka.

5.2 ExepHeBHO

b Ounwarb oT cbmoca N rpA3K NMoABM>XHble 4YaCTh aBTOMara.
b npOBepFITb MOLBOM, TOKA N KOHTAKTHbIA HAKOHEYHMUK.

» [lpoBepATb 3aTAXKKY BONTOBLIX COEOQUHEHNIA, UCNPaBHOCTb N N3HOC
HanpaBnAKOLLUX POSIMKOB M KONEC.

e [lpoBepATb TOPMO3HOM MOMEHT CTynuLbl KacceTbl. OH He fOMKeH bbiTb
CNULLKOM Mar, Tak YTo KacceTa NMpoAoKaeT BpaLlarbCA Nocre BblKNOYEeHUA
nopayn rnpPoBOJIOKN, U HE CITULLKOM BEJIUK, Tak YTO NpOCKasb3blBatoT
nogaroLme ponuku. Hanpumep, TOpMO3HON MOMEHT AnA Kaccetbl ¢ 30 Kr
NPOBOJIOKM A0/MKEH BbITb 1,5 Hm.

PerynupoBka TOpMO3HOro MOMEHTa: = / 002

e YcraHosuTe cpukcarop (006)
B 3aNOpPHOE MOJIOXKEHME.

e BcraBsbTe OTBEPTKY B MPY>XUHbI  {—-
TOPMO3HOW CTYNuLbl.

e [loBopoT npy»uH(002) no yacosowm
CTpenke CHMXaeT TOPMO3HOW MOMEHT, a NPOTMB YacOBOW -
ysenuumsaeTt. BHuMaHue! lNosopaunsarite Nnpy»xuHbl Ha
OAVHaKOBbIW Yron.

5.3 [lMepuopnueckm

aza5dp08

e [MpoBepATb NPUBOOHbBIE POSIUKM U KOHTAKTHbIA HAKOHEYHUK.

e 3aMeHATb U3HOLLEHHbIE NN NOBPEXAEHHbIE AeTann (CM. CINCOK
6bicTpounsHalumsatomxcaA Yacten Ha cTp.NO TAG).

e [lpoBepATb CynnopTbl, CMa3biBaTb UX NPU YXYALLEHUW NOABUXKHOCTN.
¢ (CmasbiBarb Uenb.
e HarAaxeHue uenu Tenexku Mexxpy nepepHen n 3agHen oCAMM.

e [emoHTUpOBaTb Koneca v Kpbilku. OTKpYyTUTb 6OATLI KpenieHuA
donaHues.

e HarAHyTb Lenb, CMeCTMB 3af4HIOK OCb NapansenbHo nepegHen.

e Cbopka B obpatHoI nocnenoBaresibHOCTMW.

HatA)xeHune uenu Tenexkn mexay nepeaHen oCbio U MOTOP-PEAYKTOPOM.
e HaraHyTb uenb, cMeLLana MOTOP C PeayKTOPOM..
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6 YCTPAHEHUE HEUCMPABHOCTEW

Ob6opymoBa < VIHCTpyKumMA No akcnnyatauun 6noka ynpasneHnA A2-A6 PEH.
Hue

I'Iposepvm; YTO annapar NogKto4YeH K npaBsuiibHOMY HarpAXeHNto CETU

*  YTO BCE TPY hasbl UMEIOT NPaBUSIbHOE HaNpPAXXEHne
(mocnepoBatenbHOCTb dpas He UMEeEeT 3HaYEeHU )

*  YTO He MoBpEeXAeHbl CBAPOUHbIA N 0bpaTHbIn Kabenu
*  YTO YCTaHOBJSIEH NPaBUSIbHbIA PEXNM CBapPKU

*  YTO annapar OTKJKYEH OT CETU, A0 TOro, Kak NPoOBOAMUTb
paboTbl N0 PEMOHTY

BO3MO)XHbIE HEUCINMPABHOCTHU

1. MpusHak Bonbwine konebaHnA nokazaHMit CBAPOUHOro TOKa U
HanpAXeHuA

Mpuuunna 1.1 KoHTakTHble rybKu uiv HaKOHEYHUK N3HOLLEHbI UTN He
COOTBETCTBYIOT ANaMETPY NPOBOJIOKM.

OencrBunA 3amMeHUTb ry6Kn nnm HakKOHEeYHNK

Mpuuunna 1.2 HenpasunbHoe NpXMMHOE ycunne Ha NopaaroLLLUA POSUK

OencrBuA OTperynupoBsarb NPYXMMHOE ycunue.

2. NMpusHak HepaBHOMepHaA nogaua npPoBOSIOKU

Mpuuunna 2.1 HenpasunbHoe NpXMMHOe ycunne Ha NopaaroLLLUA POSUK
OencrBuA OTperynupoBsarb NPYXMMHOE ycunue.

MpuunHa 2.2 MNMopatowme ponmku He COOTBETCTBYIOT ANAMETPY NPOBOSIOKN
OencrBuA 3amMeHuTb nogaroLLme POSMKn

MpuuunHa 2.3 N3HoLeHbl kaHaBKM NoparoLLmnX POSINKOB

OencrBuA 3amMeHuTb NogaroLLMe POSTUKNA.

3. NMpusHak MNMeperpeB cBapouHbix Kabenen

Mpuuunna 3.1 [noxon 3NeKTPUYECKUn KOHTaKT
OenctBuA 3aunCTUTb U 3aTAHYTb BCE ANEKTPUYECKUE COeANHEHWH

MpuuunHa 3.2 CeueHune cBapo4HbIx Kabenew CAULLIKOM Maro.

OencrBunA Ncnonbayinte kabenu ¢ BynbLUnMM CeYeHreM nnm HECKOSIbKO
kabenen B napannerb.

7 3AKA3 3AMNACHbIX YACTEMN

3anacHble YacTu Bbl MOXETE 3akasaTb B bnvxkaniiem npepcrasutenscree ESAB,
CM.MOCNENHIO CTpaHuuy 0b6noxxku. Npu 3akase 3anacHbIX YacTen, NoXxanymcra,
yKasbiBanTe MOAeNb annapara, CepuiHbIi HOMep, Ha3BaHUe U HOMepP apTUKyna
3anacHoOW YacTu, KOTpbI YKasaH B cnncke Ha cTp. 33. 31o ynpoctut ob6paboTky
3akasa u obecneunT nonyyeHme BamMm HeobxoomMmMon getanu.
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1 SAFETY

Users of ESAB automatic welding machines have ultimate responsibility for ensuring that anyone who
works on or near the equipment observes all the relevant safety precautions.
The following recommendations should be observed in addition to the standard regulations that apply
to the work place.
All work must be carried out according to the specified instructions by personnel who are thoroughly
familiar with the operation of the welding machine.
Incorrect or unintentional operation of the equipment may lead to a hazardous situation which can
result in injury to the operator and damage to the equipment.
1. Anyone who uses the automatic welding machine must be familiar with:
e jts operation
e the location of emergency stops
e its function
e relevant safety precautions
2. The operator must ensure that:
¢ no unauthorized person is stationed within the working area of the machine when it is started
up.
e that no-one is in a hazardous position when the carriage or slide mechanisms are operated.
3. The work place must:
e be clear of mechanical components, tools, or other obstructions that could prevent the oper-
ator from moving freely within the working area.
e be organized so that there is free access to the emergency stop.
4. Personal safety equipment
e Always wear recommended personal safety equipment, such as safety glasses, flame-proof
clothing, safety gloves.
¢ Do not wear loose-fitting items, such as scarves, bracelets, etc., which could become
trapped.
5. General precautions
Live electrical components are normally shielded from accidental contact.
e Make sure the return cable is connected securely.
¢ Work on high voltage components may only be carried out by a qualified electrician.
e Appropriate fire extinguishing equipment must be clearly marked and close at hand.
e Lubrication and maintenance must not be carried out on the equipment during its operation.

-18 -
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A WARNING A\

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

ELECTRIC SHOCK - Can kill

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

. Ensure your working stance is safe.

FUMES AND GASES - Can be dangerous to health

. Keep your head out of the fumes.

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

ARC RAYS - Can injure eyes and burn skin.

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

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

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

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

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

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

PROTECT YOURSELF AND OTHERS!

2 INTRODUCTION

2.1 General

The A2 TFE1 automatic welding machine has four-wheel drive and is designed
for UP welding of butt and fillet joints.

The A2 TGE1 automatic welding machine has four-wheel drive and is designed
for MIG/MAG welding of butt and fillet joints.
All other applications are prohibited.

The automatic welding machines are used in combination with ESAB’s control box
A2-A6 Process Controller (PEH).

The voltage for the control box and the motors of the welding machine is supplied by
the ESAB power sources LAF and TAF.

When dismantled (with post and safety chain removed) the automatic welding
machine can be inserted through a hole with a minimum diameter of 600 mm.

The position of the contact tip can be adjusted both horizontally and vertically by
means of a slide mechanism. The angle is adjusted by rotating the wire feed unit.

-19 -
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2.2 Technical data

. A2 TFE1 A2 TGE1
A2 Multitrac
UP MIG/MAG
Supply voltage 42V AC 42V AC
Rating 100 % 800 ADC 600 ADC
Wire sizes:
solid single wire 1.6-4.0 mm 0.8-1.6 mm
hollow wire 1.6-4.0 mm 1.2-2.4 mm
twin wire 2x1.2-2.5 mm --
Wire feed speed, max 9 m/min 19 m/min
Brake hub braking torque 1.5 Nm 1.5 Nm
Travel speed 0.1-2.0 m/min 0.1-2.0 m/min
Turning radius for circumferential welding, min 1500 mm 1500 mm
Pipe diameter for internal joint welding, min 1100 mm 1100 mm
Electrode weight, max 30 kg 30 kg
Flux container volume (Must not be filled with
preheated powder) 6l o
Weight (excl. wire and flux) 47 kg 43 kg
Transverse inclination, max 25° 25°
Continuous A-weighted noise pressure 68 dB 83 dB

2.3 Welding method

Submerged-arc welding

For submerged-arc welding, an A2 Multitrac of type A2 TFE1 UP light duty is used,
with a @ 20 mm connector which permits a load of up to 800 A (100%) or 1000 A
(60%).

The welding head can be equipped with feed rollers for single or twin wire welding
(twin-arc). A special knurled feed roller is available for flux-cored wire, which
guarantees even wire feed without the risk of deformation due to high feed pressure.

MIG/MAG welding

For MIG/MAG welding, an A2 Multitrac A2 TGET1 is used, which has a maximum
rated load of 600 A. The welding head is water cooled, with the cooling water
supplied by hoses from connections intended for the purpose.

Connection instructions for submerged-arc and MIG/MAG welding are shown in the
connection diagram, see pages 22 and 23.
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24 Equipment

Included in a complete welding head are a feed motor to feed in the wire and contact
equipment which supplies current to the wire and provides a good contact.

Contact equipment is available in several different versions.

e A2 TF is used for submerged-arc welding.
e A2 TG is used for MIG/MAG welding.

Main components of the A2 TFE1
1 Straightener.

2 Contact equipment which
consists of a contact tip, .
connector and flux tube.

3 Angular slide

4 Slide (hand operated)
5 Motor
6
7

Wire drum

Flux hopper (may be
fitted with a cyclone)

8 -
9 Trolley
10 Column

11 Disengagement knob

Main components of the A2 TGE1
1 Straightener

2 Contact equipment which
consists of a connector, gas
nozzle and water hoses

3 Angular slide.

4 Slide (hand operated)
5 Motor

6 Wire drum

7 -

8 Wire guide.

9 Trolley

10 Column

11 Disengagement knob
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3 INSTALLATION

3.1 General

The installation shall be executed by a professional.

/A warnime!

Rotating parts can cause injury, take great care. )

3.2 Connections

1. The connection of the A2-A6 Process Controller (PEH) to the automatic welding
machine has been done on delivery.
For further information, see the A2-A6 Process Controller (PEH) instruction
manual.

2. Connect the A2 Multitrac as shown in the drawing.

SUBMERGED ARC WELDING

¢ Connect the control cable (7) between the power source (8) and the control
box A2-A6 Process Controller (PEH) (2).

e Connect the return cable (11) between the power source (8) and work piece (9).

¢ Connect the welding cable (10) between the power source (8) and the
automatic welding machine (1).

¢ Connect the measurement cable (12) between the power source (8) and
workpiece (9).

2 7 8
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ARC WELDING MIG/MAG

¢ Connect the control cable (7) between the power source (8) and control box
A2-A6 Process Controller (PEH) (2).

e Connect the return cable (11) between the power source (8) and work piece
9).

e Connect the welding cable (10) between the power source (8) and the
welding machine (1).

¢ Connect the gas hose (5) between the reducer valve (6) and the gas
connection (13) on the welding machine.

¢ Connect the cooling water hoses (3) between the cooling unit (4) and the
welding machine (1).

¢ Connect the measurement cable (12) between the power source (8) and

workpiece (9).
6
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4 OPERATION
4.1 General

General safety regulations for the handling of the equipment appear from
page 18. Read through before you start using the equipment!

e Thorough preparation of the weld surfaces is necessary to achieve a good weld.
NOTE! The width of the weld joint gap must be uniform.

« To minimise the risk of heat crack formation, the width of the weld must be
greater than the penetration depth.

e Always carry out a test weld with the same joint type and sheet thickness as the
production work piece.

e For control and adjustment of the automatic welding machine and welding power
supply, see the instruction manual for the A2-A6 Process Controller (PEH).

4.2  Starting work

1. Select electrode type and flux powder or shielding gas so that the weld material
is as close as possible to the analysis of the base metal. Select electrode size
and welding data in accordance with the values recommended by the welding
materials supplier.

-23 -
dhaddiea



2. Loading the welding wire 1

* Remove the wire drum (1) from the brake hub (2) ,
and take off the side plate (3).

e Locate the wire reel on the wire drum (1).

e Cut off the binding wires from around the
wire reel.

* Replace the side plate (3).
¢ Replace the wire drum (1) on the brake hub (2)
Check that the carrier (4) is in the correct position.

NOTE! The maximum angle for the wire bobbin is 25°.
At extreme angles, wear will occur on the brake hub locking
mechanism and the wire bobbin will slide off the brake hub.

2

A IMPORTANT!

To prevent the reel sliding off the hub: Lock the reel in place
by turning the red knob as shown on the warning label atta- N
ched next to the hub. —

Ci—=
A
A/
==
D’)
&=

SAW MIG/MAG
¢ Check that the feed roller (1) and contact jaw or contact tip (3) are of the correct
dimension for the selected wire size.

e Pull the end of the wire through the straightener (2). For a wire diameter greater
than 2 mm; straighten out 0.5 m of wire and feed it by hand down through the
straightener.

e Locate the end of the wire in the feed roller (1) groove.

e Set the wire tension on the feed roller with the knob (7). Note! Do not tension
more than is required to achieve an even feed.

e Feed the wire forward 30 mm by pressing v H on the control box A2-A6
Process Controller.
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Changing the feed roller

Contact equipment for submerged-arc welding

Direct the wire by adjusting the knob (6).

For fine wire, the special fine wire straightener (4) is used for both single and
twin wire.

Ensure that the straightener is correctly adjusted so that the wire emerges
straight out through the contact jaws or contact tip.

Always use a guide tube (5) to ensure even feeding of fine wire (1.6 - 2.5 mm).

For MIG/MAG welding with wire sizes < 1.6 mm, use a guide spiral, which is
inserted in the guide tube (5).

Single wire
* Release the knobs (3) and (4).
* Release the hand wheel (2).

¢ Change the feed roller (1). They are marked with their
respective wire sizes.

Twin wire (Twin-arc)

¢ Change the feed roller (1) with twin grooves in the same way as
for single wire.

 NOTE! The pressure roller (5) must also be changed. A special curved
pressure roller for twin wire replaces the standard pressure roller for single
wire.

e Assemble the pressure roller with special stub shaft
(order no. 0146 253 001).

Flux-cored wire (for knurled rollers)

¢ Change the feed roller (1) and pressure roller (5) as a pair for the wire size
to be used.
NOTE! A special stub shaft is required for the pressure roller
(order no. 0212 901 101).

e Tighten the pressure screw (4) with moderate pressure to ensure that the
flux-cored wire does not deform.

For single wire 3.0 - 4.0 mm. Light duty (D20)

Use the straightener (3), connector (1) D20 with contact tip
(2) (M12 thread).

e Tighten the contact tip (2) with a key in order to ensure
that a good contact is achieved.
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e For single wire 1.6 - 2.5 mm Submerged-arc.
Light duty (D20)

Use the straightener (3), connector (1) D20 with contact

tip (2) (M12 thread) and separate fine wire straightener (4)

with guide tube (6).

e Assemble the clamp (7) with guide tube (6) in the M12
hole on the straightener (3). The guide tube (6) should
bottom on the contact tip (2).

e If necessary, cut the guide tube (6) to length so that the
feed roller (5) runs freely.

¢ Assemble the fine wire straightener (4) on the upper
side of the clamp for the straightener (3). < j/
2

e Fortwin wires 2 x 1.2 - 2.0 mm, Light Twin (D35) (Accessories)

Use the straightener (3), connector (1) D35 with twin adapter 4
(9) and 2 contact tips (2) (M6 threads) and separate fine wire
straightener (4) with two guide tubes (6). For twin wires < 1.6
mm, a guide spiral, inserted into each guide tube, is used.

¢ Assemble the twin adapter (9) for M6 contact tips (2) with
the M5 bolts in the fixed half of the two-piece connector
(1).

e Assemble the clamp (7) with guide tube (6) in the M12

hole on the standard straightener (3). The guide tube
should bottom on the twin adapter (9) for the contact tip
(2).

e Tighten the contact tip (2) with a key to ensure that a good
contact is achieved.

e If necessary, cut the guide tube (6) to length so that the
feed roller (5) runs freely. Vel 0

e Adjustment of the wires for Twin-arc welding:

* Position the wires in the joint so as to achieve optimal weld quality by
rotating the connector. The two wires can be rotated so that they are

positioned one after the other along the line of the joint, or in any position

up to 90° across the joint, i.e. one wire on each side of the joint.

Contact equipment for MIG/MAG welding.

e For single wire 1.6 - 2.5 mm (D35) =
Use the straightener (3), connector (1) D35 with contact

tip (2) (M10 thread). 8 { 5
e Tighten the contact tip (2) with a key to ensure that a 7
good contact is achieved. E | @

e Assemble the clamp (7) with guide tube (6) in the M12
hole on the standard straightener (3). The guide tube (6)

should bottom on the contact tip (2). @1
e If necessary, cut the guide tube (6) to length so that the ]
feed roller (5) runs freely. g/z
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e For single wire < 1.6 mm (D35) 4

Use the straightener (3), connector (1) D35 with contact tip
(2) (M12 thread), fine wire straightener (4) with guide tube L 3
(6) and guide spiral, which is inserted in the guide tube (6).

e Assemble the clamp (7) with guide tube (6) in the M12
hole on the standard straightener (3). The guide tube (6) ¢
should bottom on the contact tip (2). o s

T
i

e If necessary, cut the guide tube (6) to length so that the
feed roller (5) runs freely.

L@
TE—
N

e Assemble the fine wire straightener (4) on the upper side
of the clamp for the straightener (3). A

e Connect the cooling water and gas (MIG/MAG welding).

4.3 Refilling with flux powder (submerged-arc welding)

e Close the flux valve on the flux hopper.
e Remove the cyclone on the flux recovery unit, if fitted.

e Fill with flux powder. NOTE! The flux powder must be dry. Where possible avoid
using agglomerating flux powder outdoors and in damp environments.

¢ Position the flux tube so that it does not become kinked.

e Adjust the height of the flux nozzle above the weld so that the correct amount of
flux is delivered.
Flux coverage should be sufficient so that penetration of the arc does not occur.

4.4 Moving the automatic welding machine

This is easier if the wheels are disengaged, which can _|
be carried out by turning the knob A anti-clockwise.

4.5 Conversion of A2 TFE1 (Submerged-arc) to MIG/MAG welding
Assemble in accordance with the instructions accompanying the conversion kit.

4.6 Conversion of A2 TFE1 (submerged-arc welding) to
TWIN-ARC (twin-wire)

Assemble in accordance with the instructions accompanying the conversion kit.
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5 MAINTENANCE

5.1 General

Note:
All warranty undertakings given by the supplier cease to apply if the customer
attempts to rectify any faults on the machine during the warranty period.

NB! Before doing any kind of maintenance work, make sure the mains is disconnected.
For the maintenance of the A2-A6 Process Controller (PEH), see the instruction manual.

52 Daily

e Clean flux and dirt off moving parts of the welding machine.
e Check that the contact tip and all electrical cables are connected.

e Check that all bolted joints are tight and that guides and drive rollers are not
worn or damaged.

e Check the brake hub braking torque. It should not be so low, that the wire reel
continues to rotate when wire feed is stopped and it should not be so great that
the feed rollers slip. As a guide, the braking torque for a 30 kg wire reel should
be 1,5 Nm.

Adjusting the braking torque: = / 002

e Set the locking button (006)

to the locked position. )
e Insert a screwdriver into the - —H4
hub springs. 3
e Turning the springs (002) clockwise aza5dp08

reduces the braking torque. Turning the springs anti-clockwise
increases the torque. NOTE! Turn the springs by the same
amount.

5.3 Periodic

e Inspect the electrode feed unit’s electrode control, drive rollers and contact tip.
e Replace worn or damaged components (see consumables on page 30).
e Inspect the slides, lubricate them if they are binding.
e Lubricate the chain.
* Tensioning the chain between the trolley’s front and back axles.
* Dismantle the trolley wheels and blanks. Remove the Y flange bearing bolts.

* Tension the chain by moving the trolley’s rear axle parallel in relation to the
front axle.

¢ Reassemble in the reverse order.

e Tensioning the chain from the trolley’s front axle to the drive motor and
gearbox.

e Tension the chain by moving the drive motor and gearbox.
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6 TROUBLESHOOTING

Equipment
Check

Instruction manual control box A2-A6 Process Controller (PEH).

that the power supply is connected for the correct mains supply
that all three phases are supplying the correct voltage (phase se-
qguence is not important)

that welding cables and connections are not damaged

that the controls are correctly set

that the mains supply is disconnected before starting repairs

POSSIBLE FAULTS

1. Symptom
Cause 1.1
Action

Cause 1.2
Action

2. Symptom
Cause 2.1
Action
Cause 2.2
Action
Cause 2.3
Action

3. Symptom
Cause 3.1
Action

Cause 3.2
Action

Current and voltage readings show large fluctuations.
Contact jaws or nozzle are worn or wrong size.
Replace contact jaws or nozzle.

Feed roller pressure is inadequate.
Increase pressure on feed rollers.
Wire feed is irregular.

Pressure on feed rollers incorrectly set.
Adjust pressure on feed rollers.

Feed rollers wrong size.
Replace feed rollers.

Grooves in feed rollers are worn.
Replace feed rollers.
Welding cables overheating.

Poor electrical connection.
Clean and tighten all electrical connections.

Cross-sectional area of welding cables too small.
Use cables with a larger cross-section or use parallel cables.

7 ORDERING OF SPARE PARTS

Spare parts are ordered through your nearest ESAB representative, see back cover.
When ordering spare parts, please state machine type and number as well as desig-
nation and spare part number as shown in the spare parts list on page 33.

This will simplify dispatch and ensure you get the right part.

dhaddiea
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Wear components

Feed rollers

SAW and MIG/MAG

Part no D (mm)
0218 510 281 1,6
0218 510 282 2,0
0218 510 283 25
0218 510 286 4,0
0218 510 298 3,0-3.2

SAW Twin (D35)

Part no D (mm)
0218 522 480 25
0218 522 484 2,0
0218 522 486 1,2
0218 522 488 1,6

SAW and MIG/MAG tubular wire

Part no D (mm)
0146 024 880 0,8-1,6
0146 024 881 2,0-4,0

MIG/MAG

Part no D (mm)
0145 538 880 0,6
0145 538 881 0,8
0145 538 882 1,0
0145 538 883 1,2

Part no D (mm)

148 772-880 2,0-3,0

dhadsiia
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Pressure rollers

SAW and MIG/MAG tubular wire

Part no D (mm)
0146 025 880 0,8-1,6
0146 025 881 2,0-4,0

SAW Twin

Part no
0218 524 580
0146 253 001 Stub shaft
0144 953 001 Sperical ball bearing
0190 452 178 Washer

Stub shaft for pressure roller

SAW tubular wire

Part no

0212 901 101

Contact tip
SAW LD (D20)
Part no D (mm)
0154 623 003 4,0
0154 623 004 3,2
0154 623 005 3,0
0154 623 006 25
0154 623 007 2,0
0154 623 008 1,6

MIG/MAG and SAW Twin LD (D35)

Part no D (mm)
0153 501 002 0,8
0153 501 004 1,0
0153 501 005 1,2
0153 501 007 1,6
0153 501 009 2,0
0153 501 010 2,4-2,5

dhadsiia
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Spare parts list Cnucok 3anacHbix uacteun

Edition 990224

Ordering no. Denomination Notes

0456 506 880 | Automatic welding machine A2 TFE1
0456 505 880 | Automatic welding machine A2 TGE1

-33-
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Item | Qty. | Ordering no. Denomination Notes
no.
0456 506 880 | Automatic welding machine A2 TFE1 (SAW)

1 1 0456 495 888 | Wire feeder unit 36 rpm

5 1 0413 318 001 | Holder

10 1 0332 994 883 | Flux hopper

11 1 0333 094 880 | Clamp

12 1 0332 948 001 | Flux delivery tube

13 1 0413 510 001 | Contact tube

14 2 0413 518 880 | Slide 90 mm Travel

15 1 0413 506 880 | Circular slide

18 2 0162 414 004 | Insulating tube

25 1 0413 317 001 | Handle

26 1 0413 530 880 | Arm

27 1 0413 540 001 | Clamp

28 1 0413 528 001 | Column

29 1 0413 525 001 | Insulating tube

33 6 0162 414 002 | Insulating tube

35 2 0218 301 113 | Eye bolt

36 1 0443 741 880 | Control box PEH
39 1 0334 185 886 | Mounting bracket

42 1 0413 317 003 | Handle

45 1 0415 855 882 | Carriage

49 6 0163 139 002 | Insulator

52 1 0413 527 001 | Plate

54 1 0413 539 002 | Pillar rota clamp

55 1 0193 570 131 | Locking arm

57 1 0153 872 880 | Wire reel holder

58 1 0146 967 880 | Brake hub

59 1 0413 532 001 | Attachment

61 1 0413 597 001 | Safety chain

62 1 0413 671 001 | Attachment

63 1 0416 984 880 | Styrpinne

dhadriia
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Item | Qty. | Ordering no. Denomination Notes
no.
0456 505 880 | Automatic welding machine A2 TGE1 (MIG/MAG)

1 1 0456 495 889 | Wire feeder unit 68 rpm

5 1 0030 465 389 | Contact device

7 1 0162 414 004 | Insulating tube

14 2 0413 518 880 | Slide

15 1 0413 506 880 | Circular slide

18 1 0155 300 001 | Plate

23 1 0156 800 002 | LF-hose

25 1 0413 317 001 | Handle

26 1 0413530 880 | Arm

27 1 0413 540 001 | Clamp

28 1 0413 528 001 | Column

29 1 0413 525 001 | Insulating tube

33 6 0162 414 002 | Insulating tube

35 2 0218 301 113 | Eye bolt

36 1 0443 741 880 | Control box PEH
39 1 0334 185 886 | Mountain bracket

42 1 0413 317 002 | Handle

45 1 0415 855 882 | Carriage

49 5 0163 139 002 | Insulator

52 1 0413 527 001 | Plate

54 1 0413 539 002 | Pillar rota clamp

55 1 0193 570 131 | Locking arm

57 1 0193 054 002 | Solenoid value

58 1 0146 967 880 | Brake hub

59 1 0413 532 001 | Attachment

61 1 0413 597 001 | Safety chain

62 1 0413 671 001 | Attachment

63 1 0333 754 001 | Hose L=0,75m
64 1 0333 754 001 | Hose L=1m
66 2 0147 336 880 | Hose connector

dhadriia
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Item Qty. Qty. Ordering no. Denomination Notes
no.
X 0456 495 888 | Wire feeder unit 36 rpm
X 0456 495 889 | Wire feeder unit 68 rpm
1 1 0334 339 001 | Cable fixture
0334 678 001 | Motor 24 V 36 rpm
1 0334 678 002 | Motor gear 68 rpm
8 1 1 0456 493 881 | Control cable L=1,5
19 1 1 0413 517 001 | Bracket Motor Attachment
21 1 1 0413 072 881 | Bearing housing
22 1 1 0147 639 882 | Straightener right D=20
24 1 1 0218 810 183 | Insulated hand wheel
25 1 1 0456 504 880 | Arc welding cable

dhadriia
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Item Qty Orderingno. | Denomination Remarks
413 072-881 | Bearing housing with stub shaft
1 1 413 073-002 | Searing housing
2 2 190 726-003 | Ball bearing
3 1 334 575-001 | Stub shaft
4 1 2157 010-14 | Betaining ring D17
5 3 334 576-001 | Spacer
1 3 5
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Item | Qty. | Ordering no. Denomination Notes
no.
0147 639 882 | Straightener right

1 1 0156 449 001 | Clamp

4 1 0215503 601 | Insulating collar

5 0156 530 001 | Clamp half

6 2 0212900 010 | Fixing screw

7 4 0215201 209 | O-ring

8 2 0218 400 801 | Arm (pressure roller)

9 1 0218 810 181 | Insulated hand wheel top

10 1 0218 810 182 | Insulated hand wheel bottom

11 3 0332 408 001 | Stub shaft

13 3 0153 148 880 | Roller

14 1 0415 498 001 | Top roller shield

15 2 0212 902 601 | Spacing screw

16 1 0415 499 001 | Low roller shield

28 1 0156 531 001 | Clamp half

29 1 0456 504 881 | Arc welding cable

9 6 8
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Item | Qty. | Ordering no. Denomination Notes
no.
0332 994 883 | Flux hopper
1 0332 837 001 | Flux hopper
1 0153 347 881 | Flux valve
1 0020 301 780 | Sieve
16 1 0443 383 002 | Flux hose L=500 mm
Item | Qty. | Ordering no. Denomination Notes
no.
0413 518 880 | Slide 90 mm
3 1 0413 521 001 | Support
5 1 0413 522 001 | Lead screw
7 1 0334 537 002 | Handle
9 2 0413 523 001 | Shaft
17 4 0190 240 107 | Bearing

dhadriia
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Item | Qty. | Ordering no. Denomination Notes
no.
0415 855 882 | Carriage
1 2 0332 979 880 | Guide arm
7 4 0415 857 001 | Wheel
9 2 0415 856 001 | Shaft
10 1 0332990 880 | Motor & gear carriage
14 1 0218 810 187 | Insulated handle
16 1 0456 491 881 | Cable
21 1 0218 201 501 | Chain L=400 mm
22 1 0218 201 501 | Chain L=705 mm
24 3 0333 086 002 | Sprocket carriage
29 4 0333 087 007 | Y-flange unit
34 1 0332 975 001 | Bottom plate
\ \ — © [
R e ? j ]
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Item | Qty.

no.

Ordering no.

Denomination

Notes

© 0o O b =

—_ A A a4

0332 990 880
0332 967 880
0332 968 880
0332 971 001
0215 701 009
0332 972 001

Motor & gear carriage
Motor C/W gearbox
Sprocket complete
Coupling

Circlip

Shaft for gear

dhadriia
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ESAB subsidiaries and representative offices

Europe

AUSTRIA

ESAB Ges.m.b.H
Vienna-Liesing

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

BELGIUM

S.A. ESAB N.V.
Brussels

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

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

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

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

FINLAND

ESAB Oy

Helsinki

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

FRANCE

ESAB France S.A.
Cergy Pontoise

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

GERMANY

ESAB GmbH
Solingen

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

GREAT BRITAIN

ESAB Group (UK) Ltd
Waltham Cross

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

ESAB Automation Ltd
Andover

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

HUNGARY

ESAB Kit

Budapest

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

ITALY

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

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

THE NETHERLANDS
ESAB Nederland B.V.
Utrecht

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

NORWAY

AS ESAB

Larvik

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

POLAND

ESAB Sp.z.0.0
Warszaw

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

PORTUGAL

ESAB Lda

Lisbon

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

SLOVAKIA

ESAB Slovakia s.r.o.
Bratislava

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

SPAIN

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

SWEDEN

ESAB Sverige AB
Gothenburg

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

ESAB International AB
Gothenburg

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

SWITZERLAND
ESAB AG

Dietikon

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

North and South America
ARGENTINA

CONARCO

Buenos Aires

Tel: +54 11 4 753 4039

Fax: +54 11 4 753 6313

BRAZIL

ESAB S.A.
Contagem-MG

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

CANADA

ESAB Group Canada Inc.
Missisauga, Ontario

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

MEXICO

ESAB Mexico S.A.
Monterrey

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

USA

ESAB Welding & Cutting Products
Florence, SC

Tel: +1 843 669 44 11

Fax: +1 843 664 44 58

Asia/Pacific
AUSTRALIA

ESAB Australia Pty Ltd
Ermington

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

CHINA

Shanghai ESAB A/P
Shanghai

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

INDIA

ESAB India Ltd
Calcutta

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

INDONESIA

P.T. Esabindo Pratama
Jakarta

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

MALAYSIA

ESAB (Malaysia) Snd Bhd
Selangor

Tel: +60 3 703 36 15

Fax: +60 3 703 35 52

SINGAPORE

ESAB Singapore Pte Ltd
Singapore

Tel: +65 861 43 22

Fax: +65 861 31 95

ESAB Asia/Pacific Pte Ltd
Singapore

Tel: +65 861 74 42

Fax: +65 863 08 39

SOUTH KOREA

ESAB SeAH Corporation
Kyung-Nam

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

UNITED ARAB EMIRATES

ESAB Middle East
Dubai

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

Representative offices

BULGARIA

ESAB Representative Office
Sofia

Tel/Fax: +359 2 974 42 88

EGYPT

ESAB Egypt
Dokki-Cairo

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

ROMANIA

ESAB Representative Office
Bucharest

Tel/Fax: +40 1 322 36 74

RUSSIA-CIS

ESAB Representative Office
Moscow

Tel: +7 095 937 98 20

Fax: +7 095 937 95 80

ESAB Representative Office
St Petersburg

Tel: +7 812 325 43 62

Fax: +7 812 325 66 85

Distributors
For addresses and phone

numbers to our distributors in
other countries, please visit our

home page

www.esab.net

ESAB AB .
SE-695 81 LAXA
SWEDEN

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

www.esab.net

020219



