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1 TEXHUKA BE3OIMNACHOCTHU

Monb3oBarenu ceapoyHoro obopynosaHmAa ESAB oTBevatoT 3a BbINOSIHEHME NPAaBUST TEXHNKK
6esonacHocTM nuuamu, paboratoLMMmu Ha 060pyAOBaHWMM U PAAOM C HUM. [paBuna TexXHNKK
6esonacHoCTM OoMKHbI oTBeYaTb TpebosaHUAM K BesonacHom aKcnyaTaunum ceBapoYHOro
obopypnosaHuA aToro Tvna. NoMmnMo cTaHaapTHbIX NpaBus TEXHUKU 6e30nNacHOCTU U OXpPaHbl
Tpyaa Ha paboyem MecTe peKoOMeHAYeTCA cregytoLLee.

Bce paf)OTbI OOJI>XKHbl BbINMOJIHATbCA MOATIrOTOBJIEHHBIMW NMUAMW, 3HAKOMbIMU C aKcnnyaTaumeVl
csapouHoro obopygosaHuA. HenpasunbHaa akcnnyaTaunA obopynoBaHNA MOXKET Bbl3BaTb
onacHbIM cuUTyauuun, NPpUBOAALLME K TPABMUPOBAHUIO NepcoHasna U NoBpeXxaeHuto
obopynosaHuA.

1. Bce nnua, ucnonbaytowime ceapovyHoe obopynosaHue, AOMKHbI 3HATb:
* VHCTPYKLUK NO 3KCrnyaraumm
e pacnosfioXKeHne OpraHoB aBapUNHOIO OCTaHOBA
e HasHauyeHue obopynoBaHuA
e npasuna TexHuKn 6esonacHoOCTU
e TEXHOJOIMIO CBapPKM

2.  Onepartop obecneynBaer:
e yaaneHue NOCTOPOHHUX Nnu, 3 pabouert 30HbI 060pPya0BaHUA NPU ero 3arnyckKe
* 3alMTy BCEX 1L, OT BO3OENCTBUA CBAPOUHOWN Ayru
3. Pabouee MeCTO O0/MKHO:
e OTBeYarb YCIOBUAM JKCrnayaTauum
* HE UMETb CKBO3HAKOB

4. CpegcTsa 3aWmThbl NepcoHana

¢ Bo Bcex cnyyanAx pekomMeHayeTcA NCnosib3oBaTb MHAMBUAYalbHbIE CPEenCcTBa 3aLMThl,
Hanpumep, 3aLUUTHbIE OYKM, OFHECTOVKYIO CMELLOAEXAY U 3aLLUNTHbIE PYKaBULLbI.

e [lpu cBapke 3anpeLaeTcA HOCUTb CBOOOAHYIO OOEXAY, YKpaLleHWA U T.4., HanpuMmep,
wapdobl, bpacnersl, KofbLa, KOTOpble MOryT MONacTb B CBapOUYHOE 06opynoBaHue nnm
Bbl3BaTb OXXOT'U.

5. O6uimne mepbl NPenOCTOPOIKHOCTU

¢ [lpoBepbre HAQEXXHOCTb NogkstoyeHna obpaTtHoro kabena.

e Pabotbl Ha 060pynOBaHMUN C BbICOKUM HanpAXeHUeM O0J/HKHbI NPOU3BOAUTLCA
TOJIbKO KBasIMcpuLMpOBaHHLIM IJIEKTPUKOM.

e B npepenax poctyna gomKHbI HAXOAMTBCA COOTBETCTBYIOLLIME CPEACTBA
NOXapOTYLLUEHUA, UMEIOLLLME ACHYIO MapKUPOBKY.

A OCTOPO)XHO!

[JaHHoe nsaenue npeaHasHavYeHo TOJIbKO AJ1A AYyroBOV CBapKMy.

A BHUMAHMUE!

3anpeu¢aercn ncnosib30Barb UCTOUYHUK NUTAHNA BJIA OTTauBaHUA prﬁ
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BHUMAHME! /\

HAyroaana caapka u pe3ka onacHsl kak gnia ncnosiHutena pa6ot, tak n gna noctoporHuxsnuy. Tpebyiite
cob6unogeHune acex npaauns1 6e30MacHoOCTY, AelcTayroLLnX Ha 06 beKTe, KOTOpbie BOJIKHbI yUnTblaaTb
ceneHna 06 onacHOCTAX, npeacTaasieHHble u3rorautesieM caapoyHoro obopypoaaHua.

OMNMACHOCTb CMEPTEJIbHOIO MNOPAXKEHUA SITIEKTPUYECKUM TOKOM.

¢ (CBapoyHbIl arperar ycTaHaBMBaETCA U 3a3eMIAETCA B COOTBETCTBMU C AENCTBYIOLLMMU HOPMaMU U
npasunamu.

¢ He ponyckainTte KOHTakTa HaXOOALLMXCA MOfA, HAaNpPAXEeHNEM AeTanen n ANeKTPOA0B C He3allULLEHHBIMN
YacTAMW Tena, MOKPbIMU PyKaBnLLaMn 1 MOKPOW OREXA0N.

¢ ObecneuybTe ANEKTPUYECKYIO N3ONALMIO OT 3EMJIN N CBapMBaeMbIX AeTanen.

¢ Obecneuste cobnopeHne 6esonacHbix pabounx pacCToAHNIA.

AbIMbl U TA3bl moryT 6biTb ONacHbl 418 YesioBeka

¢ VcknioumTe BO3MOXXHOCTb BO3LEVCTBUA AbIMOB.

e [1nA NCKNIoYeHNa BObIXaHWA AbIMOB BO BPEMA CBapKU opraHusyetcA obLuan BEHTUNALMA NOMELLEeHWA, a
TaKXXe BbITAXKHAA BEHTUNALMA N3 30HbI CBAPKM.

U3JTYUYEHUE OYT U Bbi3biBaeT nopaxeHue rria3 u 0OXKOru KOXu.

e 3awmTnTe rnasa un Koxy. [nA 3Toro NCnonb3ynTe 3aLnTHbIE LLIUTKW, LLBETHBIE NIMH3bI 1 3aLLUTHYIO
crneuonexay.

e [InA 3awmTbl NOCTOPOHHUX NNL, MPUMEHAIOTCA 3aLLUTHBIE 3KPaHbl NN 3aHaBeCHU.

MO)KAPOOITACHOCTb

¢ Wckpebl (6pbl3rn meTanna) MOryT Bbl3BaTb noxxap. Ybegutecb B OTCYTCTBUM FOPHOYNX Martepuasnos
nobnm3ocTn OT MecTa CBapKu.

LLUYM - Upe3mepHbii LLIyM MOXXET NMPUBECTHU K MOBPEXAEHNIO OpraHoB CJiyXa

¢ [MpumunTe Mepbl ANA 3awmThbl cnyxa. Vicnonb3yite 3atblukn ANA yLwen unu gpyrue cpeacTsa 3auTbl
cnyxa.

¢ [Mpepynpepunte NOCTOPOHHWUX NUL, 06 ONacHoOCTK.

HENUCIIPABHOCTHU -- [pu HencnpaBHOCTHU obparurecs K crieLuasimcTaM rno csapoyHomy

obopynosaHuto

I I'lepe,q HauyaJZIOM MOHTaxX<a n dKcnayaraunn BHUMaresibHO N3yuynre COOTBEeTCTBYHOLLNe NMHCTPYKLUNN. I

SALLNTUTE CEBA N OPYTUX!

A OCTOPOXXHO!

lMepen HayasnoM MOHTaxa 1 dKCryaraumm
BHUMATE/IbHO U3YYNTE COOTBETCTBYIOLLME
MHCTPYKLUN.

A OCTOPOXXHO!

O6opyaosaHue Class A He rnpegHa3Ha4YeHo AJIA NCI0J1b30BaHNA B
XKUJIBIX TOMELLIEHUAX, IAe 3/IeKTPOCHabXeHUe OCyLLUEeCTBIIAETCA U3
ObITOBbIX CETeN HU3KOro HarpsAXeHWd. B Takux mectax Moryt
MOABUTLCA rOTeHUMasibHble TPyaHOCTH obecrieyeHne
O/IEKTPOMAarHUTHOVM COBMECTUMOCTu obopyaoBaHna Class A
BCJIeACTBUE KOHAYKTUBHbBIX N pagnaLnOHHbIX MOMEX.

KomnaHua ESAB roroBa npepgoctaBuTb BaM BCe 3aLLLMTHOE CHapAXeHue u
npuHapeXxHocTu, Heobxoaumsle OA BbINOSIHEHUA CBApPOUHbIX pabor.
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2 BBEOEHUE

Arc 151i, Arc 201i npepncraenAeT cobon MCTOYHMK CBAPOYHOro ToKa AJiA
NCNoNb30BaHUA C MOKPbITbIMYK 3nekTpogamu (ceapka MMA) v gna ceapku
BONbCPpamMOoBbIM IIEKTPOOOM B Cpefe MHepTHoro rasa (ceapka TIG).

Axceccyapl ot anAa usgena MOXXHO HaWTU Ha CTpHULe 32.

2.1 O6opypoBaHue

Arc 151i, Arc 201i nocTaBnAeTCA B KOMIMJIEKTe C 3-METPOBLIM CBapPOYHbIM Kabenem,
obpatHbiM Kabenem, 3-MeTPOBbLIM CETEBLIM Kabenem n pykoBogCTBOM MO
aKcnnyaraumMm UCTOYHUKA NUTAHUA U NYSLTOM yNpasieHnA.

2.2 Tynsr ynpaBneHunA

Mynsr ynpasnexnua A31 Caddy™ asr
* Pyuka perynupoBku Toka o0 |

e VHpukartop HanpAXeHuA cetu
NUTaHWA (3eneHbln)

e WHpukarop cpabarbiBaHnA npu
TEnnoBOW rneperpyske
(>kenTbIN)

MaHenb ynpaesneHuna A33

@ VRD Caddy " am

PerynupoBaHue napameTpoB CBAapPKW OCYLLLECTBIIAETCA C MaHEeNN ynpaBfieHUA.

NMPNMEYAHUE! MoppobHoe onuncaHne naHenu yrnpasiieHnA NpuBeneHo B
OTAENbHOM PYKOBOACTBE.
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3 TEXHUUECKUE XAPAKTEPUCTUKHU

Arc 151i

Arc 201i

Hanpna)xeHue cetu

Tok B nepBUUHON 06MOTKE
Ivake. TIG

Imake. MMA
MutaHue ot cetn

Motpebnaeman MowHOCTL 6€3
Harpysku

Owana3oH HanpAXeHusa/Toka, MMA
A31
A33

Owana3oH HanpaXxeHusa/Toka TIG

HDonycTtuman Harpy3ka npu csapke
MMA

KoadbdomumeHT Harpysku 25%
KoadbdomumeHT Harpysku 60%
KoadbdomumeHT Harpysku 100%

Oonyctuman Harpy3ka npu csapke TIG
KoadbdomumeHT Harpysku 20%
KoadbdomumeHT Harpysku 25%
KoadbdomumeHT Harpysku 60%
KoadodomumeHT Harpysku 100%

KoadpchuumeHT MOLLLHOCTU Npu
MaKCMMaJsibHOM TOKe

Kng npu MmakcuMasibHOM TOKe

Hanpn)xeHue xonocrtoro xopa
A31
A33

Pabouana temneparypa
Temnepatypa npu TPaHCNOPTUPOBKE

MoCTOAHHLIN 9KBUBAJFIEHTHbIN YPOBEHb
3BYKOBOrO paBJieHuA Mo wkasne A

Mabaputbl, O x LU x B
Macca

c A31

c A33
Knacc 3awursbl
Knacc npumeHeHun

230 B, 1 ~ 50/60 'y,

13,8 A
21,3A
Zyakc 0,35 Om
30 Br

8A/20B-150A /26 B
4A/20B-150A /26 B
3-150 A

150 A/ 26,0 B
100A/24,0B
90A/2368B

150 A/ 16,0 B
120A/14,8B
110A/14,4B

0,99
80%

58-72 B
72B

-10°C - +40° C
-20°C- +55° C

<70 pb
418 x 188 x 208 MM

7,9 Kr
8,1 kr
IP 23

[s]

230 B, 1 ~ 50/60 'y,

241 A
249 A
Zyakc 0,30 Om
30 Br

4A/20B-170 A /26,8 B
3-220 A

170 A/ 26,8 B
180A/252B
110A/24,4B

220A/18,8B

150 A/ 16,0 B
1M0A/14,4B

0,99
81%

72B
-10°C - +40° C
-20°C- +55° C

<70 pb
418 x 188 x 208 MM

8,3 kr
IP 23

[s]

MutaHue oT cetu, Zyakc.

MakcrmanbHO gonycTUMOe conpaTtyBiieHUe CETU B COOTBETCTBUM CO cTaHgapToMm IEC

61000-3-11.
Pabouuni uukn

Pabouunin umkn npepcrasnAet cobon ponto (B % %) LECATUMUHYTHOMO MHTEpPBana, B TeYeHue
KOTOPOW MOXXHO MPOM3BOAUTL CBAPKY MpW onpeneneHHon Harpyske 6e3 neperpysku.

Knacc koxyxa

Hopwmbl IP yKa3biBatoT Kiacc KoXyxa, T.e., CTeMeHb 3aLlLuTbl OT MPOHUKHOBEHWUA TBEPAbIX
06bekToB 1 Bogbl. O6bopyaosaHme ¢ Mapkuposkor IP 23 npegHaszHavyeHo anA Hapy»XHOW u

BHYTPEHHEWN YCTaHOBKMU.
Krnacc 30HbI yCTaHOBKMN

OT1OT cMMmBON 03HaqaeT,|§| YTO UCTOYHUK NUTAHNA NpeaHasHa4veH anA ncnojib3oBaHUA B 30HaX
C NOBbILLEHHOW ONaCHOCTbIO nopaxeHnA 3NEeKTPOTOKOM.
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4 YCTAHOBKA

Beog B SQKCriliyarayunro JOoJIXeH npon3BognNTbCAH KBaﬂMCbMuMpOBaHHbIM
cneunasimnCtom.

NMpumeuaHwue!

TpeboBaHUA K CETAM 351IeKTPOCHabXxeHuA

M3-3a 60bLUNX BENMYNH TOKA B NepBuYHON 06MOTKe obopynoBaHne BbICOKOW MOLLHOCTU
MOXXET CyLLEeCTBEHHO MOBSIMATb HA MOLLLHOCTHbIE XapaKTEPUCTUKN CeTu. [MO3TOMY B OTHOLLEHMWM
HeKoToporo o6opynoBaHWA NPUMEHAKOTCA OrPaHUYEHUA UK JONONHUTENbHbIE TpeboBaHuA,
KacaroLLmeca MakCuMasbHO AOMYyCTMMOro COnpoTmBeHMA 060pyaoBaHNA UM MUHUMAsbHOM
cnocobHocTu obecneunTb ctabunbHoe aHeprocHabkeHMe B TOUkax B3aMMOOencTBuaA
obLecTBeHHbIX ceTel. B TakoM cnyyae nonb3oBartenb obopynoBaHUA Unu TOT, KTO ero
yCTaHaBNMBaeT, O0/MKEH NPOKOHCYNETUPOBATLCA C ONepaTtopoM 3HEepProceTy no nosogy
BO3MOXHOCTW MOAKOYEHMA TaKoro poga obopynosaHuA.

4.1 PacnonoxeHue

PasmecTuTe NCTOYHUK CBAPOYHOIro TOKa Takum obpasom, Ytobbl MMetoLLmecH B
HeM OTBepCTUA AJ1A NoaBoga U OTBOAA OXNaXkaarLLero Bo3gyxa He Obinu
3arpakfeHbl.

4.2 CeTb 3/1€KTPONUTAHUA

Y6egutecb B TOM, YTO UICTOUYHUK CBAPOYHOIO TOKa
MNOOKJTHOUEH K

BEPHOMY HarnpAXeHWIo, U YTO NCMOSIb3YeTCA
COOTBETCTBYIOLLUI NNaBKNUW NpepoxpaHnTenb. /
Heobxopgumo obecrneunTb 3awmMTHOE 3a3eMsieHne B
COOTBETCTBUM C O,ENCTBYOLLMMN HOPpMaMu

PacrionoxeHnne nacriopTHou 1absnyku

4.2.1 PekomeHagyeMble HOMUHabl NpepoXpaHuTesien U MUHUMaJsibHble
ceueHud Kabenen

Arc 151i Arc 201i
HanprxeHue cetn 230 B 10 %, 1 ¢paza 230 B +£10 %, 1 cpaza
Yacrtora ceTu nutaHuA 50-60 Iy 50-60 Iy,
CeteBou kabesnb, nnowianb 2 5
NONEepPEeUHOro CeueHuna 3 Xunbl, 2,5 MM 3 Xwunbl, 2,5 MM
®asHbIi TOK, Iy, 1,5A 13,4 A
CsapouHbiit Kabesb,
nnowapb NonepeuHoro 16 MM? 16 MM?
ceueHunA
MpepoxpaHuTtens
YCTOWYMBbIA K 16 A 16 A
nepeHanpAXXeHNAMm 13A
Tmn C MCB 16A
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NMPUMEYAHUE!

BenuunHa nnowaam nonepe4vHoro ceyeHmA kabenAa n HOMUHaN NIaBkoro
npepoxpaHuTena, ykasaHHble Bbillie, COOTBETCTBYOT HOPMAaTUBHbIM A,0KYMEHTaM
LLIseLmn. OkcrnyaraumA UCTOYHUKA CBAPOYHOro TOKa A0/MKHA OCYLLECTBIIATLCA B
COOTBETCTBUWN C AEVCTBYIOLLUMWN HaLMOHaNIbHbIMWA HOPMAaTUBHbLIMW JOKYMEHTaMM.

5 NMOPAOOK PABOTDI

5.1 KomneHcauuna koacpduumeHta mowHoctu (KKM)

Annapartbl Caddy™ Arc 151i/201i npegctasnAloT cobon ogHOMasHble NCTOUHUKN
nutaHnA HanpsxeHnem 230 B, obopynoBaHHbIE LLeMNbio KOMMNEHcaLnum
koadpbdomumeHTa MOLLLHOCTU, 3a CYET KOTopour obecneunBaeTcA BO3MOXHOCTb
NCNoNb30BaHWA NOJIHOMO AManasoHa PeXxMMOB annapara ¢ npegoxpaHuTenemM Ha
16 A. Lenb KKM Takxe 3aluumiiaer annaparbl OT KoniebaHnin HanpAXXeHWA B CETU U
nosbiwaeT 6esonacHocTb Npu pabote ¢ reHepatopomM. Caddy™ Arc 151i/201i moryT
pabotatb ¢ cBepXAIMHHbIMU Kabenamun cetn nutaHuA (cebiue 100 M),
obecneunBas onA Nonb3oBartesnd CyLLeCcTBEHHO bonbLuMin pabouunii papnyc.

5.2 CoepguHeHMA N YyCTPOWUCTBA yrnpaBJieHUA

1 CoeguHeHuve (+) 4 CoeguHeHrue (+)
MMA: ona obparHoro nnmM cBapo4HoOro MMA: onAa obparHoro nnmM cBapo4Horo
kabens kabens
Csapka TIG: pna obparHoro kabenA Csapka TIG: gna ropenku TIG |
2 CoenmHntens apanTtepa nynesra 5 Mepeknoyarens
AMCTaHUWOHHOrO ynpaBfieHna BKJIHOUYEHMA/BBIKTIOYEHNA HaNPAXKEHUA
cetn (0/1)
3 MaHenb ynpaeneHusa, cMm. 2.2 6 CeteBoli kabernb

[
)

5.3 lNpucoegunHeHne ceapouHoro n obparHoro Kabenemn

NCTOYHUK nuTaHnA cHabxeH OByMA BbIXOA4AMU, NOSIOXUTENIbHON KNIeMMOW (+) n
oTpuLaresibHOM KnemMmom (-), cny»<alnumm asida nogKtoYeHnsa CBapoYHOro u
obparHoro kabenen. Boibop Bbixoaa, K KOTOPOMY MOJKIHOYAETCA CBAPOYUHbIN
kabernb, 3aBUCUT OT TUNA UCMNONb3YeMOro 3rekTpopa. [NonApHOCTL MNOAKIIHOYEHA
yKa3blBaEeTCA Ha ynakoBKe 3/1eKTPoaoB. [oaknounTe cBapoYUHbIn Kabernb K
KnemMmMme, ykasaHHOW Ha yrakoBKe 3/1eKTPOJ0B.

Mopkntounte obpaTHbI Kabenb KO BTOPOMY BbIXOAY HA MCTOUHMKE NMUTAHUA.
3akpenute KOHTaKTHbIA 3a>xUM 0bpaTtHoro kabenA Ha getanu n ybegutecob B
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Hannymm goctaro4HOro KOHTakTa Mexxay aetasjibio U BbIXOOOM [OJ1A NOAKJTHOYEeHA
BO3BparHoro kabenAa Ha UCTOYHNKE NUTaHWUA.

5.4 3awwurta OT neperpesa

NCTOYHUK nuTaHmnA cHabxeH pene 3awiuTbl OT TernjI0OBOW Neperpyskn, KoTopoe
cpabarbiBaeT npuv HepoNnycTMMOM BO3pacTaHuu Temneparypsol. [pu atom
npekpaLiaeTcA nogaya CBapo4YHOro Toka 1 3aropaetcA XentaA MHAnKartopHana
namMna Ha rnepegHen naHenn CToYHMKa nNnuTaHuA. Korga temneparypa CHU3UTCA,
perne 3awmnTbl OT Neperpys3kn aBToMarnyecku BO3BpaLLaeTcA B UCXOOQHOEe
MOJIOXKEHME.

5.5 Csapka metogpom MMA

Mogenb Arc 151i / 201i paeT NOCTOAHHbLIV TOK, U Bbl MOXKETE MPOU3BOOUTbL CBAPKY
O0MbLUMHCTBA METAJIOB C JIErMPOBaHHBIMWU U HENErnpoBaHHbIMU CTanAMU, C
Hep>KaBeloLLen cTasnbio U YYyryHOM.

Arc 151i / 201i no3BONAET BbINOMHATL CBAPKY OOMbLUMHCTBOM MOKPbIThIX
QNeKTpoaoB anameTpom ot P 1,6 po @ 3,25.

Cnocob MMA Ha3blBaeTCA Tak>Ke CBAPKOM MOKPbITbIMU 3NEKTPOAaMU. 3axOKeHHanA ayra
pacnnasJifieT 3NEKTPOL, U ero NokpbiTMe obpasyer 3alMTHbIN LUfakK.

Ecnu npu 3axkmraHum gyrn KOHUMK 31eKTpPoAa NpMXKaTb K MeTany, OH cpasy e
pacnnaBuTCA U NPUIMIMHET K MeTanny, AenanA HEBO3MOXXHOW HEMPEPBLIBHYHO CBApPKY.
CnepoBarenbHO, 3a)KuraHme oyr 0omMKHO NMPOM3BOANTLCA TakKUM »xe 06pa3oM, Kak
3aKUraHNe CryKu.

[MpuKOoCHUTECH 3NEKTPOAOM K MeTassy, 3atemM NogHUMuTe ero
Tak, 4Tobbl Nonyyunack gyra onpeneneHHon gnHbl
(npumepHo 2 mM). Ecnu pnuHa gyru yepecuyp Benuvka,
CrbILLIEH XapakKTepHbIA TPECK N UMEeEeT MecCTo pasbpbi3rnsaHune
MeTasnna, nocrne Yero ayra oKoH4aresibHO MOracHer.

-_.,'..-_ . '.--.l..:..;
[Npwn pabote Ha cBAPOYHOM CTEHAE NEPen, 3aXnraHnem fyru cmha2pti

ybeoutecb B TOM, YTO OTXOAbI MEeTasna, KyCKu 311eKTponoB
UNu gpyrue NpeaMeTbl He M30NIMPYIOT CBapuMBaeMyto AeTasb.

[Mocne 3akuraHvA oyrv nepemMeLlanTe f1eKTpoL, crnesa
Hanpaeo. JNekTpopd, AO/MKEH pacnonaratbCA nog, yrnom 60° K
MeTasly OTHOCUTESNIbHO HanpasfieHNA CBapPKU.

Mpy HEOHBXOAMMOCTU BbIMOSIHEHUA LUMPOKOIO LLBA UM OYEHb
TONCTOrO LWBA (NOCnepoBaresibHbl HATOXKEHNEM HECKOMNbKMX
LLIBOB) NPOWN3BOAATCA OBVXXEHUA B MOMEPEYHOM
HanpasneHuun.

cmha2p10

5.6 Csapka metopom TIG

Mpwn ceapke TIG npoucxoguT pacnnasneHve MeTasnna ceapMBaeMon geranm ¢
NMOMOLLLbIO 3NIEKTPUYECKOM Ayru, Bo30yxaaemMon Ha BOfIbdopamMoBOM JM1EKTpoae,
KOTOPbI CaM He nnaBuTCA. 30Ha CBapKM U caM 3f1eKTPOoL, 3allmLLEeHbl
arMocdoepon 13 3aLlMTHOro rasa.

MeTtop ceapku TIG B ocobeHHOCTM noneseH npu HeobxogmmocTn obecrneyeHunn
BbICOKOIO KayecTsa v nNpu ceapusaHnm ToHKUX nuctos. Mogens Arc 151i / 201i
Takxxe obnagaer XopoLUMMU XapakTepnuctTukamm anAa ceapku metrogom TIG.

bh32d1r -10 -



Ona obecneuenuna ceapkm metogoM TIG mogensb Arc 151i / 201i pormkHa bbITb
obopynoBaHa:

e ropenkon TIG c ra3oBbiM KnanaHoOM

e 6annoHoOM CO CBapOYHbIM ra3omM (COOTBETCTBYHOLLLUM ra3om)

* perynATopoM rasa oA cBapku (NOAXOOALLUIA ra3oBbIv PerynAaTop);

e BONbPaMOBbLIMUK 3NEKTPOOAMMU

*  COOTBETCTBYHOLLMMWU OOMNONHUTENBHBIMW Marepuanamm no HeobxoaMMocTHw.

Pexxum TIG scrape start (Tonbko A31)

OnA Hayana ceapku B pexxume TIG scrape
start cnepgyetr oCTOPOXXHO NPOBECTU
BO/IbCPpPaMOBbIM 3IEKTPOLOM MO AETanu,
yT0bbl O6pasosanaco ayra.

Pexxum Live TIG-start (tonbko A33)

Mpn nomowm doyHKuum “Live TIG start” gyra Bo3by»xgaetca, korga
BOJIbPPaMOBbI JNIEKTPOA, KacaeTcA CBapuBaeMon geranu, a 3arem
NnpUNogHNUMaeTcA Haf, Hew.

5.7 MNyner gUCTaHLUOHHOIO ynpaBJfieHuA

I'Iyan OVNCTaHUMOHHOIO ynpasjieHUA nogkno4vaeTcAa K rHe3ny naAa noaKno4vYeHunA
cuctemMmbl oUCTaHUMOHHOIO ynpasjieHNA Ha NCTOYHUKE NMUTaHUA.

bh32d1r -1 -



6 TEXHUUECKOE OBCJ1Y>KUBAHUE

PerynapHoe TexHu4eckoe obClyXuBaHne MMeEeT BaxHoe 3HavyeHne AJiA
obecrieyeHunA 6e30rMacHOCTU N HAAEXHOCTH.

lMopkntoueHne, o6CyxuBaHNe M PEMOHT CBapOYHOro o60pyanoBaHune, CBA3aHHbIE
CO CHATUEM 3aLLUUTHbIX LIMTKOB, BbIMOJIHAKOTCA JIMLIAMM, MPOLLEALLNMM
COOTBETCTBYIOLLYHO 3JIEKTPOTEXHUYECKYHO MOAIOTOBKY M arTeCTOBaHHbIMU Ha rpaBo
BbIOJIHEHUA Takux paboT.

lNpumeuaHue:

I apaHTMUViHbIe 06A3aresibCTBa rocTaBLUMKa TePAOT CUJly, eCJIN MOoKynaresb
CaMOCTOATEJTbHO bITAETCA MPON3BECTU Kakne-inbo paboTel 110 yCTpaHeHUIO
HeuncripaBHOCTEN N3[EJINA B TEYEHNE rapaHTUMHOM CPOKa.

6.1 MpoBepka n unctka

NcTOUHUK nutaHuA

PerynapHo crnegute 3a 1eM, YToObl CBAPOYHbBIA UCTOYHUK NUTAHMA He Obin 3abut
rPA3bLIO.

MeprnoaMYHOCTb MPOBEPKU N MPUMEHAEMbIE METOALI OYMCTKM 3aBUCAT OT:
TEXHONOMNUN CBapKW, OJIMTENbHOCTM FOPEHWA AYr U YCIOBUN OKPYXKatoLLE Cpenbl.
Ob6bI4HO bbIBAET O,OCTATOYHO NPOAYBaATb MCTOYHWUK MUTAHMA CYXUM CXXaTbIM
BO34YyXOM (MpY MOHWXXEHHOM [AaBfIEHNN) OAUH pas3 B rop,

3acopeHHble Unu 3aKyrnopeHHble OTBEPCTUA ASA NOABOAA M OTBOOA BO3AyXa TakKe
MOryT CTaTb NPUYMHON Meperpesa yCTPOWUCTBA.

lopenka pna ceapku TIG (ayroeBaa cBapka BosibchpaMOBbIM 3JIEKTPOAOM B
cpepe MHepPTHOro ra3a)

[AnA obecrneyeHnA HAOEXXHOW CBapKU HEOOXOAMMO Yepes perynAapHble
NPOMEXKYTKN BPEMEHU YNCTUTb N 3aMeEHATb BbICTpOM3HaLLMBaEMble OeTanu
cBapoyHou ropenku TIG.

bh32d1r -12 -



7 NMOUCK U YCTPAHEHVE HEUCNPABHOCTEN

lpexxae 4YeM Bbl3biBaTb aBTOPM30BaHHOIO CrieymnaancTa rno TeEXHUYeCKoMy
o6CyMuBaHUIO, rnornpobyiTe caMoCTOATEIbHO BbIMOTHUTL PEKOMEHAYEMbIE HUXE

MpoBEePKM.

Tun HeucnpaBHOCTU

PekomMeHpyemble mepbl

OtcyTcTBME Oyrn

MpoBepbTe, BKAKOYEH NN BbIKOYATENb NMUTAHUA.
MNpoBepbTe NPaBUIbHOCTbL NOAKKOUYEHUA
CBapOYHOro n obparHoro Nposopa.

MpoBepbTe, NPaBUbHO N 3ajaHa BenmunHa
TOKa.

MNpoBepbTe, HE OTKITHOYEH NN MUHUATIOPHBIN
BbIKJIHOYaTeNb.

B npouecce cBapku nponan
CBapPOYHbINA TOK.

lMposepsbTe, He cpaboTtanu nu pene 3awuTbl OT
TEeNnNOBOW rneperpysku (cpabarbiBaHue pene
OnpeaenAeTcA No 3aropaHnio OpaH>XeBon namnbl
Ha NMLUEeBON NaHesnw).

[MpoBepbTe NPEAOXPAHUTENM B LLENU CETEBOIO
NUTaHKUA.

UacTtoe cpabatbiBaHue pene
3aLUMUTbI OT TEMNIOBON
neperpysku.

[MpoBepbTe, HE 3aCOPUNCA NN MPOTUBOMbISIEBO
dounetp.

Ybegutecb B TOM, YTO HE NPEBbILLEHbI
HOMWHasbHbIE 3HA4YEeHMA NapamMeTPOB NCTOYHMKA
nUTaHWA (T. €. YTO yCTPOMNCTBO paboTaet be3
neperpysKu).

Huskana acpdpeKkTnBHOCTb
CBapKu.

[MpoBepbTe NPaBUNIbHOCTb NOAKIHOYEHUA
cBapo4YHOro n obparHoro rnposoga.

[MpoBepsbTe, NpaBuIbHO NN 3agaHa BenmynHa
TOKa.

Y6egutecb B TOM, YTO UCMOSb3YIOTCA 3NIEKTPOAbI
Tpebyemoro Tmna.

[MpoBepbTe pacxop, rasa.

7.1 Kop owmbku

Arc 151i, 201i cHabxaroTCA BCTPOEHHOW PYHKLUMEN ANarHOCTUKU HEVUCNPaBHOCTEMN.
B cnyyae BO3HMKHOBEHMA HEUCNPABHOCTU, Ha Ancnnee otobparkaetcA ee Ko, CMm.
PYKOBOACTBO Mo paboTte ¢ naHesnbio yrnpasieHuA.

8 3AKA3 3AMNACHbIX UACTEN

PaboTbl 110 pEMOHTY U 3/IEKTPUYECKOMY MOHTaXXy AOJ/IXHbI BbIMOJIHATHCA
KBasimgbuumpoBaHHbIM crieunamctom ESAB .
Heobxoamnmo ncrosib3oBarb TO/IbKO 3aracHble YacTu, BblMyLLEeHHbIe GOoUpPMO

ESAB.

3anacHble YyacTu MOXXHO 3aka3sTb y 6nvxxariwero k Bam ESAB, (cM. nepeyeHb Ha
nocnegHen crpaHuLe gaHHom 6poLuopsl).

bh32d1r
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9 OEMOHTAX U YTUITUSALIUA

CeapouHoe obopynoBaHve B OCHOBHOM COCTOUT U3 CTanu, NaacTMaceChl U LBETHbIX
METasNoB, N OMKHO YTUIN3NPOBATbCA COrMacHO AenCcTBYIOLWLUM HOpMaMm B obnactu
3aLlnTbl OKpY»KaroLLLen cpeabl.

Oxnaxparowiana >»UOKOCTb Takke nognexut obpabotke B COOTBETCTBUN C
OEeNCTBYHOLWMMU HOPpMaMK B 0651aCTu 3aLLMThl OKPY>KaroLLen cpeqbl.
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1 DIRECTIVE

DECLARATION OF CONFORMITY
ESAB AB, Welding Equipment, SE-695 81 Laxa, Sweden, gives its unreserved guarantee that weld-
ing power source Arc 151i, 201i from serial number 803 are constructed and tested in compliance with
the standard EN 60974-1 and EN 60974-10 (Class A) in accordance with the requirements of direc-
tive (2006/95/EC) and (2004/108/EEC).

Laxa 2008-01-23

Kent Eimbrodt
Global Director
Equipment and Automation

2 SAFETY

Users of ESAB welding equipment have the ultimate responsibility for ensuring that anyone who works on or near the equipment
observes all the relevant safety precautions. Safety precautions must meet the requirements that apply to this type of welding
equipment. The following recommendations should be observed in addition to the standard regulations that apply to the work-
place.

All work must be carried out by trained personnel well-acquainted with the operation of the welding equipment. Incorrect oper-
ation of the equipment may lead to hazardous situations which can result in injury to the operator and damage to the equipment.

1. Anyone who uses the welding equipment must be familiar with:
e its operation

location of emergency stops

its function

relevant safety precautions

welding

2. The operator must ensure that:
¢ no unauthorized person is stationed within the working area of the equipment when it is started up.
e no-one is unprotected when the arc is struck

3.  The workplace must:
e be suitable for the purpose
e be free from drafts

4. Personal safety equipment
¢ 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, rings, etc., which could become trapped or cause burns.

5. General precautions
¢ Make sure the return cable is connected securely.
e Work on high voltage equipment may only be carried out by a qualified electrician.
e Appropriate fire extinquishing equipment must be clearly marked and close at hand.

A CAUTION!

This product is solely intended for arc welding.

-16 -
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A WARNING A\

Arc welding and cutting can be injurious to yourself and others. Take precausions 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 take fumes and gases away 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.
J 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 earmuffs 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!

A WARNING!

Do not use the power source for thawing frozen pipes.

A CAUTION!

Read and understand the instruction manual before
installing or operating.

A CAUTION!

Class A equipment is not intended for use in residential locations where
the electrical power is provided by the public low-voltage supply
system. There may be potential difficulties in ensuring electromagnic
compatibility of class A equipment in those locations, due to conducted
as well as radiated disturbances.

ESAB can provide you with all necessary welding protection and accessories.

3 INTRODUCTION

Arc 151i, Arc 201iis a welding current power source intended for use with coated
electrodes (MMA welding) and TIG welding.

ESAB’s accessories for the product can be found on page 32.

-17 -
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3.1 Equipment

Arc 151i, Arc 201i is supplied with a 3 m welding cable, return cable, 3 m mains
cable and an instruction manual for power source and control panel.

3.2 Control panel

Control panel A31 Caddy™ asr
e Knob for setting the current o0 |
e Mains voltage LED (green)

e Thermal overload trip indicator
(yellow)

Control panel A33

@ VRD Caddy " am

Welding process parameters are controlled via the control panel.

NOTE! See the separate instruction manual for a detailed description of the control
panel.

4 TECHNICAL DATA

Arc 151i Arc 201i

Mains voltage 230V, 1 ~ 50/60 Hz 230V, 1 ~ 50/60 Hz
Primary current

Imax TIG 13.8 A 241 A

Imax MMA 21.3A 249A
Mains supply Zmax 0.35 ohm Zmax 0.30 ohm
No-load power 30W 30W
Voltage/current range, MMA

A31 8A/20V - 150 A /26 V -

A33 4A/20V -150A /26 V 4A/20V-170A/26.8V

-18 -
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Dimensions, I xb x h
Weight

with A31

with A33
Enclosure class
Application class

418 x 188 x 208 mm

7.9 kg
8.1 kg
IP 23

[s]

Arc 151i Arc 201i
Voltage/current range TIG 3-150A 3-220A
Permissible load at MMA

25% duty cycle 150 A/26.0V 170 A/26.8V

60% duty cycle 100A/24.0V 130A/25.2V
100% duty cycle 90A/23.6V 110A/24.4V
Permissible load at TIG

20% duty cycle - 220A/18.8V

25% duty cycle 150 A/16.0V -

60% duty cycle 120A/ 148V 150A/16.0V
100% duty cycle 110A/14.4V 110A/14.4V
Power factor at maximum current 0.99 0.99
Efficiency at maximum current 80% 81%
Open-circuit voltage

A31 58-72V -

A33 72V 72V
Operating temperature -10°C - +40° C -10°C - +40° C
Transportation temperature -20°C- +55°C -20°C- +55°C
Constant A-weighted sound pressure |< 70dB <70dB

418 x 188 x 208 mm

8.3 kg
IP 23

[s]

Mains supply, Zax

Maximum permissible line on the network impedance in accordance with IEC 61000-3-11.

Duty cycle

The duty cycle refers to the time as a percentage of a ten-minute period that you can weld at a cer-

tain load without overloading.

Enclosure class

The IP code indicates the enclosure class, i. e. the degree of protection against penetration by solid
objects or water. Equipment marked IP23 is designed for indoor and outdoor use.

Application class

The symbol El indicates that the power source is designed for use in areas with increased

electrical hazard.

5 INSTALLATION

The installation must be executed by a professional.

Note!
Mains supply requirements

High power equipment may, due to the primary current drawn from the mains supply, influence the
power quality of the grid. Therefore connection restrictions or requirements regarding the
maximum permissible mains impedance or the required minimum supply capacity at the interface
point to the public grid may apply for some types of equipment (see technical data). In this case it
is the responsibility of the installer or user of the equipment to ensure, by consultation with the
distrubution network operator if necessary, that the equipment may be connected.

bh32d1e
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5.1 Location

Position the power source such that its cooling air inlets and outlets are not
obstructed.

5.2 Mains power supply

Check that the welding power source is connected to
the correct voltage and that the correct fuse size is used.
A protective earth connection must be made in accordance

with regulations

Location of rating plate

5.2.1 Recommended fuse sizes and minimum cable area

Arc 151i Arc 201i
Mains voltage 230 V +10 %, 1-phase 230 V +10 %, 1-phase
Mains frequency 50-60 Hz 50-60 Hz
Mains cable, area 3G2.5 mm? 3G2.5 mm?
Phase current | 11.5A 13.4A
Welding cable, area 16 mm?2 16 mm?2
Fuse
anti-surge 16 A 16 A
type C MCB 13A 16 A
NOTE!

The cable area and fuse rating above comply with Swedish regulations. Use the
welding power source in accordance with the relevant national regulations.

6 OPERATION

6.1 PFC - Power factor correction

The Caddy™ Arc 151i/201i are 230 V single-phase power sources equipped with a
PFC circuit making it possible to use the full range of the machine on a 16 A fuse.
The PFC also protects the machines against fluctuating mains voltage and makes it
safer to use with a generator. Caddy ™ Arc 151i/201i can operate with extra long
mains cables, over 100 m, giving you a very larger working radius.

-20 -
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6.2 Connections and control devices

1 Connection (+) 4 Connection (+)
MMA: for return cable or welding cable MMA: for return cable or welding cable
TIG: for return cable TIG: for Tig torch |
2 Connection for remote control unit 5 Toggle switch for mains power supply 0/ 1
3 Control panel, see under 3.2 6 Mains cable

6.3 Connection of welding and return cable

The power source has two outputs, a positive terminal (+) and a negative terminal
(-), for connecting welding and return cables. The output to which the welding cable
is connected depends on the type of electrode used. The connecting polarity is
stated on the electrode packaging. Connect the welding cable to the terminal stated
on the electrode packaging.

Connect the return cable to the other output on the power source. Secure the return
cable’s contact clamp to the work piece and ensure that there is good contact
between the work piece and the output for the return cable on the power source.

6.4 Overheating protection

The welding power source has a thermal overload trip which operates if the
temperature becomes too high, interrupting the welding current and lighting a yellow
indicating lamp on the front of the power source. The thermal overload trip resets
automatically when the temperature has fallen.

6.5 MMA welding

Arc 151i/ 201i gives direct current, and you can weld most metals to alloy and non-
alloy steel, stainless steel and cast iron.
Arc 151i/ 201i allows you to weld most coated electrodes from @ 1.6 to ¢ 3.25.

MMA welding may also be referred to as welding with coated electrodes. Striking the arc

melts the electrode, and its coating forms protective slag.

If, when striking the arc, the tip of the electrode is pressed against the metal, it immedi-

ately melts and sticks to the metal, rendering continued welding impossible.
Therefore, the arc has to be struck in the same way that you would light a match.

-21 -
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Quickly strike the electrode against the metal, then raise it so N
e U

as to give an appropriate arc length (approx. 2 mm). If the arc
is too long, it will crackle and spit before finally going out com-
pletely.

If you are working on a welding bench, check before attempting \—‘—\

to strike the arc that residual waste metal, pieces of electrode omha2p1t
or other objects on the bench do not insulate the part to be

welded.

Once the arc has been struck, move the electrode from left to
right. The electrode must be at an angle of 60° to the metal in
relation to the direction of welding.

When you want to weld wide beads, or when you want the weld

to be so thick that you have to weld in a number of layers, how- _

—
cmha2p10

ever, you have to use lateral movements.

6.6 TIG welding

TIG welding melts the metal of the workpiece, using an arc struck from a tungsten
electrode, which does not itself melt. The weld pool and the electrode are protected
by shielding gas.

TIG welding is particularly useful where high quality is demanded and for welding
thin plate. Arc 151i/ 201i also has good characteristics for TIG welding.

In order to TIG weld Arc 151i / 201i must be equipped with:

e aTIG torch with gas valve
e awelding gas cylinder (a suitable welding gas)
e awelding gas regulator (suitable gas regulator)
e tungsten electrode

e suitable auxiliary material, if necessary.

TIG scrape start (only A31)

To scrape start lightly scrape the tungsten
electrode against the workpiece to create an
arc.

”Live TIG-start” (only A33)

With “Live TIG start” the arc strikes when the tungsten electrode is brought into
contact with the workpiece and then lifted away from it.

-22 .
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6.7 Remote control unit

The remote control unit is connected to the remote control socket on the power
source.

7 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

Only those persons who have appropriate electrical knowledge (authorized
personnel) may remove the safety plates to connect or carry out service,
maintenance or repair work on welding equipment.

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

7.1  Inspection and cleaning

Power source

Check regularly that the welding power source is not clogged with dirt.

How often and which cleaning methods apply depend on: the welding process, arc
times, placement, and the surrounding environment. It is normally sufficient to blow
down the power source with dry compressed air (reduced pressure) once a year.

Clogged or blocked air inlets and outlets otherwise result in overheating.

TIG torch

The TIG torch’s wear parts should be cleaned and replaced at regular intervals in
order to achieve trouble-free welding.

8 FAULT-TRACING

Try these recommended checks and inspections before sending for an authorized
service technician.

Type of fault Corrective action

No arc. e Check that the mains power supply switch is
turned on.

e Check that the welding current supply and return
cables are correctly connected.

e Check that the correct current value is set.

e Check to see whether the MCB has tripped.

The welding current is interrup- (e Check whether the thermal cut-outs have tripped
ted during welding. (indicated by the orange lamp on the front panel).
e Check the mains power supply fuses.

-23-
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Type of fault Corrective action
The thermal cut-out trips fre- e Check to see whether the dust filter is clogged.
quently. e Make sure that you are not exceeding the rated

data for the power source (i.e. that the unit is not
being overloaded).

Poor welding performance. e Check that the welding current supply and return
cables are correctly connected.

e Check that the correct current value is set.

e Check that the correct electrodes are being used.

e Check the gas flow.

8.1 Fault codes

Arc 151i, 201i comes with built-in fault monitoring. If a fault occurs, a code is shown
in the display. See instruction manual for the control panel.

9 ORDERING SPARE PARTS

Repair and electrical work should be performed by an authorized ESAB serviceman.
Use only ESAB original spare and wear parts.

Arc 151i, Arc 201i is designed and tested in accordance with the international and Eu-

ropean standards IEC/EN 60974-1/-3 and IEC/EN 60974-10. It is the obligation of the
service unit which has carried out the service or repair work to make sure that the pro-
duct still conforms to the said standard.

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.

10 DISMANTLING AND SCRAPPING

Welding equipment primarily consists of steel, plastic and non-ferrous metals, and must
be handled according to local environmental regulations.
Coolant must also be handled according to local environmental regulations.

Do not dispose of electrical equipment together with normal waste!

In observance of European Directive 2002/96/EC on Waste Electrical and Electronic
Equipment and its implementation in accordance with national law, electrical equipment
that has reached the end of its life must be collected separately and returned to an
environmentally compatible recycling facility. As the owner of the equipment, you should
get information on approved collection systems from our local representative.

By applying this European Directive you will improve the environment and human
health!
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Arc 151i/ Arc 201i

Ordering number Homep 3aka3a

Ordering no.

Denomination

Type

0460 445 881
0460 445 883

0460 445 884
0460 449 074
0459 839 027

0459 839 028

Welding Power source
Welding Power source

Welding Power source
Control panel
Spare parts list

Spare parts list

Caddy™ Arc 151i, A31
Caddy™ Arc 151i, A33

Caddy™ Arc 201i, A33
Caddy™ A32, A33, A34

Caddy™ Arc 151i, Arc 152i, A31
Caddy™ Arc 151i, Arc 201i, A33

bh320
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Arc 151i/ Arc 201i

Accessories [lonosiHUTesIbHbIE NPUHAAJIEXXHOCTU

Strap ... 0460 265 001
Cable holder 2pcs ...................... 0460 265 002
Shoulderstrap .......................... 0460 265 003
Trolley

for 5-10litre gasbottle .................... 0459 366 885
Welding cable kit, Arc151i .............. 0700 006 898
Return cable kit, Arc 1511 ................ 0700 006 899
Welding cable kit, Arc201i ............... 0700 006 900
Return cable kit, Arc201i ................ 0700 006 9201
Tig torch TXH 150V, Arc 151i ............ 0460 011 843
Tig torch TXH 200V, Arc 201i ............. 0460 012 841
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Arc 151i/ Arc 201i

Only for A33 control panel

Remote control MMA 1 (10 mcable) ....... 0349 501 024
MMA and TIG: current

Footcontrol FS002 ...................... 0349 090 886
MMA and TIG current

Remote control unit AT1 ................. 0459 491 896
MMA and TIG: current

Remote control unit AT1CF ............. 0459 491 897

MMA and TIG: rough and fine setting of
current.

Remote cable 12 pole - 8 pole

L3 1 T 0459 552 880
O M e 0459 552 881
TS M e 0459 552 882
2D M e e e e e 0459 552 883
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