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1 BBEOEHUE

B mnaHHOM pyKOBOACTBE ONUCLIBAETCA MOPALOK MCNONb30BaHWA NaHenu
ynpasneHuA TA34 AC/DC.

O6Lume cBefeHMA MO 3KCnyaTaumm NnpuBeaeHbl B UHCTPYKLMN K UCTOUHUKY
nUTaHuA.

I-t ' Mpu nopaye ceTeBOro NUTaHWA Ha YCTPOMCTBO HAYMHAETCA
camonpoBepKa CBETOANOOHbIX MHAWMKATOPOB W AUCNSEeA, Npu

d D 3TOM Ha pucrisiee otobpa)xkaetcA BepCcuA NporpamMmbl; B aHHOM

npmmepe paccmarpusaercA Bepcua nporpammsbl 0.18.

1.1 Myner ynpaBneHun
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o Pyuka onAa 3apaHuA napameTpos (TOKa, HanpsfXXeHUd, NPOLEHTOB, BPEMEHU
WSIN YacToThbl)

e Ovcnnen
?I:I

9 Beibop metopa ceapku TIG -é M MMA - s

o Bbibop ceapku metogom TIG Ha nepemeHHOM Toke (AC) , MeTogom TIG /
MMA Ha noctoAHHOM Toke (DC) unu metopoM TIG ¢ UMNYNbCHBIM TOKOM
11

e Bbibop BbiCcOKOUYACTOTHOro Bo36yxaeHusa ayru (HF) A{;

Y

LY KOHTAKTHbIM CNOCOO0M (LIftArC) ™

nnu Bo3byXxaeHuA

e Bbibop 2-takTHOrO ¢ T Unn 4-TakTHOro pexxmma II
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e HacTtpoiika c naHenu @ CMeHa NnporpamMmMbl C MOMOLLLbIO KYPKOBOMO

nepeksovarensa CBapoYHOWM ropenku 2] UM NopkKntoueHne 6noka
AMCTaHLMOHHOIO yNpaB/ieHNs

e NHpukauma sknoyveHna doyHKumm VRD (MOHMXEHHOe HanprXeHune
Pa3soOMKHYTOW Lenu). (BHUMAHUE! Tonbko rpu cBapke anektpogamu MMA)

e O6o3Ha4veHne napameTpa, oTobpakaeMoro Ha gucnnee (Tok, HanpAXXeHue,
NPOLEHTLI, BPEMA NN YacToTa).

@ Bbibop napamerpa, otobparkaemoro Ha aucrsee BO BpeMA CBapKu: Toka (A)
unu HanpAxeHuA (V)

mMHD,VIKaLI,I/IFI BbIBpaHHOro HacTpaneBaemMoro napamMmeTrpa, CM. CTp. 7. KHonka
cnpasa UCMob3yeTCA TakXe OJ1A JOCTYyna K CKPbITbIM OYHKLMAM.

@ KHonkun onA BBegeHvA napamMmeTpoB CBapKX B 3aroMuHaroLLee yCTPoOnCTBO.
Cwm. ctpaHuuy 15.

2 CBAPKATIG

2.1 YctaBku

Csapka TIG 6e3 nmnynbcoB Ha nepem. unm nocrt. Toke (AC/DC) u ¢
mMmnynbcamu noct. Toka (DC)

DyHKUMA Ouana3oH ycTaBoK CryneHAMM no: 3HaueHue no
YMOJTUaHUIO

HF / LiftArc ™ 2) HF unu LiftArc ™ - LiftArc™

2/4 Takta 2 2 TakTa unun 4 TakTa - 2 TakTa

Bpema npepgpaputensHon |0-5 ¢ 0,1c 0,5c¢

nogauu rasa '

BpemnA HapacTaHuA 0-10c 0,1c 0,0c

Bpemsa cnapa 0-10c 0,1c 1,0c

Bpemna nopaum rasa 0-25¢c 0,1c 10,0 c

nocrne npekpaLleHun

nyru

Tok 4-220 A 1A 60 A

AKTMBHaA naHesb OFF ("Otkn.”) nin ON - ON ("Bkn.”)
(”BKJ_I.”)

M3meHeHne gaHHbIX OFF ("Otkn.”) nin ON - OFF ("Otkn.”)

CMyCKOBOro MexaHusma ("Bkn.”)

Brnok gucraHUMoOHHOro OFF ("Otkn.”) nin ON - OFF ("Otkn.”)

yrnpasJsieHuA ("Bkn.”)

MuH1UMarnbHbIA TOK 0-99% - 30%
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TIG Ha nepemeHHOM TOKe (AC)

DyHKUUA HOvana3oH ycTaBoK CryneHAMM no: 3HaueHue no
yMoJsiuyaHuio

Perynuposka 6anaHca 50 - 98 %* 1% 50 %

PerynupoBka 4acToThl 10-152 Iy, 1-3Tu 65 'y

MpenBapuTenbHbIv 0-100 1 -

noporpes anekTpona

*) B 3aBUCUMOCTYN OT HACTPONKMN YaCTOThI.

TIG 6e3 uMnynbCOB NOCT. TOKa

DyHKUMA Owvana3oH ycTaBoK CtyneHAMuM no: 3HaueHue no
YMOJTUaHUIO

Tok nmnyneca 401220 A 1A 60 A

OnutenbHocTb umnyneca |0,01-2,5 ¢ 0,01 c 10c
Mukpoumnynbcol 1 10,001-0,250 c 0,001 c

Tok naysbl 4-220 A 1A 20A

OnutenbHOCTb nays3bl 0,01-2,5c¢c 0,01 c 10c
Mukpoumnynbcol 1 10,001-0,250 c 0,001

1 31u GOYHKLUNM ABAAIOTCA CKPBITbIMU QOYHKUMAMY TIG, CM. COOTBETCTBYHOLUMI YHKT OnncaHmAa 2.3.

2) 311 ByHKLMM HE MOTYT 6bITb U3MEHEHBI B MPOLIECCE CBAPKM.

2.2 O6bAcHeHMe CUMBOJIOB U PYHKLUN

éﬁ Csapka metogom TIG

Mpn ceapke TIG npowucxoguT pacnnaeneHne MeTanna cBapuBaeMon ferann C
NMOMOLLLbIO JNEKTPUYECKON Ayru, BO3OyXpaemMown Ha BONbAOPamMOBOM JMEKTPOfae,
KOTOPbI CaM He NnaBuTCA. 30Ha CBapKWM 1 caM 3MIeKTPOL, 3aLllmLLeHbl aTMocdbepor
13 3aLmMTHOro rasa.

m MepeMeHHbIN TOK

MpenmyLLiecTBa NEPEeMEHHOro Toka COCTOAT B YMEHbLLEHHOW OMacHOCTU
MarHUTHOro AyTbA U B XOPOLLEN CnocobHOCTM paspyLLEHUA OKUCa Npu cBapke
antoMUHUAL.

MocToaHHbIi TOK

Uem bornbLue Tok, Tem Bonblue pasmMep 30Hbl CBAPKU U flyyLle NMPOHUKHOBEHWE B
cBapuBaeMmyto getab.
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| | | | MMNynbCHLIN TOK (TOJIbKO MOCTOAHHbIN TOK)

MNynbCHBbIN peXXMM UCMOSNb3yeTCcA ON1A yNyyLleHUA ynpasieHnA CBapOYHOMN
BaHHOM 1 MPoLLEeCcCcoM 3acTbiBaHWA. YacTota uMnynbLCOB yCTaHaBINBAETCA
HACTOJIbKO HU3KOW, YTOBObI B NPOMEXYTKE MEXAY MMMNYfibCaMu CBapOYHaA BaHHA
ycrnesasna 3acTbiTb, MO KparHen mepe, 4YacTuyHo. [nA Toro Ytobbl yCTaHOBUTL
UMMYNbCHBIN PEXUM, He0bX0OMMO 3afaTb YeTbIpe napamerpa: TOK UMMynbCa,
OSINTENbHOCTb UMMYNbCA, TOK May3bl U AJINTENbHOCTbL May3bl.

3apaBaemMblie napaMeTpbl

HapactaHue

CBapouyHbI TOK
OnuTenbHOCTb UMMynbca
Tok naysbl
OnvTenbHOCTb Nays3bl
Cnap,

BpemaA nopgaum rasa nocrne
npekpaLleHa oyru

8. banaHc
9. YacTtora
10. MNMpepBapuTenbHbIA MOJOrpeB AnekTpoaa

HapacrtaHue

No ook~

DyHKLMA HapacTaHUA 03HavaeT, YTo nocne Bo3byxageHnAa ayru TIG, TOK megeHHOo
NOBbILLIAETCA A0 3a4aHHOW BennunHbl. 310 obecneunsaet 6onee "MArKnin”
pasorpes 3f1IeKTpPoAa U AaeT BO3MOXHOCTb CBAPLLNKY NPaBuiibHO PacrofioXuTb
QNEKTPOA, A0 TOro, Kak byaer [OCTUrHYTO 3afaHHOe 3HaYeHne ToKa.

Tok umnynbca
BonbLuee n3 gByx 3Ha4YeHUn ToKa NPy UMMYNbCHOM pPeXuME.

A
Tok

OnuTedbHOCTL Nays3

Tok nmnynbca

Tok naysbl OnutenbHOCTb

\ UMOYALCE -

BpemnA

Csapka metogom TIG B nmMrysabCHOM
pexume.
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OnuTenbHOCTb UMNYyJibCca
UacTb nepuoga nmnynbca, B TEYEHNE KOTOPOW BK/IFOYEH TOK MMMynbCa.

Tok nays3bl

MeHbLUee N3 AByX 3Ha4YEHWIA TOKa NPU UMMYIbCHOM PEXUME.

OnutenbHOCTb Nay3bl

[ NnTenNbHOCTL NnpoOTeKaHMA TOKa nay3bl, KOTOpaA BMeCTe C AJINTEJIbHOCTbIO
NnpoOTeKaHMA TOKa nMrynbca COCTaBJIAET Nepunon nmMmrnysbca.

Cnap,

Mpwu ceapke TIG ncnonb3yerca Takke “cnapg,”, BO BPEMA KOTOPOro TOK "MefieHHO”
cnapgaeTt B TeueHue 3a4aHHOro BpeMeHu, YTo no3sonAeT nsbexxaro obpasosaHuA
Kparepa n/unu pacTpeckmBaHuA Mo 3aBepLUEeHNN LLBa.

3aknounTtesibHaA nopgaua rasa
PerJ'II/IpOBKa BpeMeHn nogavn 3alnuTHOro rada nocine noracaHunA gyru.

BanaHc

Perynnposka 6anaHca mexay NonoXXuTeNbHbIM (+) 1 oTpuuarenbHbIM (-)
ONEKTPOAOM B TeYeHne nonynepuopa npu ceapke Ha nepemeHHoMm Toke (AC).

MeHbLuee 3Ha4yeHne banaHca crnocobcTByeT OONbLLOMY HarpeBy 3MekKTpoaa 1
nyuyLien crnocobHOCTM paspyLUEeHUA OKMUCNa Ha NOBEPXHOCTU AeTanu.

BornbLiee 3HavyeHne banaHca cnocobeTeyet 6onbLUeMy HarpeBy getanu u
nyyemMy NPOHUKHOBEHUIO.

YacTora

Hwnskana yactoTa (nepemeHHOoro Toka) cnocobcrsyert 6onbLuen nepegaydn Tenna K
petanv n doopmuposaHuio bosnee LWMPOKOW 30HbI CBAPKU.

Bbicokasa yactota doopmupyet bonee y3Kyo oyry BbICOKON MOLLHOCTU (Y3KUN
CBapOYHbIA LLOB).
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MpepBapuTenbHbIli NOAOrPEB AN1eKTpoAa

BonbthpamoBbiil aneKTpops,

3apaHHOe 3HaueHue

3awuTHbIN ra3

1] LiBeTHOM KOp, Tvn Ar Ar + 30%He
1,6 3eneHbiii WP \/ - -
1,6 3eneHbli WP U 30 35
1,6 UepHbiit WL10 \/ 20 20
1,6 UepHbiit WL10 U 30 35
2,4 3eneHbi WP \j 45 -
2,4 3eneHbli WP UJ 55 60
2,4 UepHblit WL10 \/ 40 40
2,4 UepHbiit WL10 U 45 50
3,2 3eneHbii WP v 55 -
3,2 3eneHbi WP U 65 65
3,2 UepHbiit WL10 \/ 60 60
3,2 UepHbiit WL10 U 70 70
4,0 3eneHblit WP \/ 70 75
4,0 3eneHbin WP U 80 85
4,0 UepHbiit WL10 \/ 65 65
4,0 UepHbiit WL10 U 70 75

WP = anekTpoa n3 4yucToro Bosibchpama
WL10 = BonbgbpaMoBbiii 351EKTPOL C rpucankon aHTaHa

e

®OyHKumA HF Bo36y>xpaeT aneKTpuYecKkyto ayry ¢ NOMOLLLbIO NCKPbI C
BOJIbCPPaMOBOro 3/1IeKTPoAa Ha cBapvBaeMyto AeTalib, Koraa 3neKTpon,
npnbnuanTcA K getanmu.
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1 é{; LiftArc™

®yHKuma Lift Arc™ ("MNMopHATb ayry”) Bo3by>kpaet ayry, Korga anekTpon, KacaeTtcA
cBapuBaeMown gertanu, a 3atemM NpuUnogHUMaeTCA Hag, Hen.

Bo3sbyxaeHue ayru ¢ nomolubro goyHkumum LiftArc ™. LLlar 1: anektpoa kacaerca aetanu. Llar 2:
HaxxaT KypKOBbIV BbIK/IH0YaTE b, N HAYNMHAET Teub Hebo/1bLLIOV TOK. LLlar 3: cBapLynk oTBOAUT
CBapOYHYO ropesiky oT aetann: Bo3byxaaerTca ayra, U TOK aBTOMaruyecky rnoBbiLLaeTcAa Ao
3aaHHOIro 3Ha4YeHuA.

¢ T 2-TaKTHBIN PEXNM

|

MpenpaputensHan ,Hapact! Cnap , 3aknounTens ,
nogaua rasa ‘a- ' 'HaA nogaya
JHne ' 'rasa '

=

LevicTByeT npu 2-TakTHOM YripaBsieHUn CBapOYHON ropesiKou.

[Mpn 2-TakTHOM peXxume yrnpasrieHNA Npu HaXKaTtum KypKoBoro Bbikntovarensa (1)
ropenku TIG 3anyckaeTcA npegeapuTenbHaA nogava 3awmMTHOro rasa (ecnu ara
doyHKUMA BKNOYEHA), a 3aTeM BO3Oy>KaaeTcA anekTpuyeckana gyra. Tok Bo3pacraer
[0 3afaHHOro 3Ha4eHud (B COOTBETCTBMU C OYHKLUMEN HapacTaHWA, ecniv OHa
BKJIHOUeHa). [pn oTnycKkaHuM KYpKOBOrO BbiK/touartena (2) ToK npekpaitaerca (Mnu
HauMHaeT crnagarb, ecnv BKoYeHa OyHKLUMA craga), u gyra racHer. HaumHaetcA
3aKksoumnTeNnbHaA nopgaya rasa, ecnu ara pyHKLUUA BKITHOYEHa
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I I 4-TaKTHbIN peXUM

» MNpepBaputenbHan :HapaCT Cnap .1 3aKnounTeNb |
! nogavarasa ! ‘a- ! 'HaA nopaya !
ﬁP Hue ﬁP Jbrasa
1 2 3 4

LevicTByeT npu 4-TakTHOM YripaBsieHUn CBapOYHON ropesiKou.

[Mpn 4-TakTHOM peXume yrnpasreHNA Npu HaXKaTtum KypKoBoro Bbikntovarensa (1)
3anyckKaetcA npepgsapuvTenbHasa rnogava 3aLmnTHOro rasa (ecnv ara oyHKLmMA
BKto4eHa) . 1o ncreyeHnn spemeHun nogaym 3awmMTHOro rasa ToK NnoBbILLAETCA 00
Ha4asnbHOro YpPoBHA (HECKOJIbKO amrep) 1 Bo30y)XOaeTcA AnekTpuyeckas gyra.
[Mpu oTnyckaHnn KypKOBOIro BbIKftOUaTesA (2) TOK BO3pacTaeT A0 3agaHHOoro
3HayeHuA (C NOCTerneHHbIM HapacTaHneM, eCcnu BKJIKOYEeHa COOTBETCTBYHOLLLAA
dpyHKuMA). Mpun cnepyroLLem HaXkatum KypKoBOro Bbiktoyarend (3) Tok cnapgaer o
3a[,aHHOro Ha4yaJsibHOro 3Ha4eHuA (MIaBHO, eCNN BKJTKOYEHa COOTBETCTBYOLLLAA
doyHKumA). Mpu cnepyroLLem OTNyCKaHUM KYPKOBOIO BbIKStouarena (4) gyra racHer,
N MPOUCXOAUT 3aK/oUnTEeNbHAA nopgaya rasa.

@ AKTUBHAA NaHesb

HacTporikv BeINONHAKOTCA C NaHenun ynpasfieHnA.

2] N3meHeHue paHHbIX KYPKOBOro nepeksouaresna

OTa OYHKLUA NO3BOSIAET NepenTn oT ogHOro Habopa coxpaHeHHbIX NapameTpoB
CBapKu K gpyromy, nytTem ABOWNHOIo Ha)KatuA Ha CryCKOBOW MeXaHn3Mm
CBapOYHOro nucronera.

lpumeHnMmo TosbKO A1A cBapku metogoM TIG.

/’ Bnok ancTaHUMOHHOIO ynpaBsieHUA

HacTpoiku BbinonHATCA ¢ 610Ka AMCTaHLMOHHOIO yrpaBfieHuA.

[0 BKNOYEHNA MaLnHbI 650K ANCTaHLMOHHOIO yripaBfeHUsa A0SHKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6rioka AUCTaHULMOHHOrO yrpasieHus, KOTOPbIN
nmMeetcA Ha malwumHe. [locne BBoga B gencreme 6yoka guctaHuNOHHOIo
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEAaKTUBHON.

2.3 Ckpbitbie chbyHkuum TIG

Ha naHenu ynpaBneHna MMerTCA CKPbITbie COYHKLLUN.
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AnA poctyna K yHKUNMAM HaXXMUTe - Ha 5 cekyHA. Ha pucnnee noAsuTcA
OykBa 1 uncneHHoe 3Ha4veHne. Boibepute pyHKLMIO, HAXXMMAA KnasuLly co
cTpenkon snpaso. KpyrnaA pyyka ncrnonb3yetcA ANA N3MEHEHUA YUCIIEHHOro
3HayeHunA BblIOpaHHOM OYHKLUN.

DyHKUMA YctaBku 3HaueHue no yMosiuaHuro
A = npepBapuTenbHan 0-5c 0,5c
rnopava rasa
b = Mukpoumnynsc 0 = OFF (OTKI); 1 = 0
ON (BK)
| = MUHMManbHbIN TOK 0 - 99% 30%

AnA BbIxoga U3 pexxuma gocTtyna K CKpbITbIM QOYHKUMAM HaXXMUTE u "
yoep>xuBanTe 5 CeKyHA.

NpepBaputenbHana nopaua rasa

3apaHvie NPOAOIMKUTENBHOCTN NpeaBapuTesibHOM NogaYm 3aLMTHOro rasa Ao
MOMEHTa 3a)KUraHuA ayru.

Mukpoumnynbc

Ana sbibopa Mukpoummnynsca Heobxoanmo, YTobbl MalLuMHa Haxoguniach B

pexMMe NMMNYNbCHOMo TOoKa M MpopomknTenbHOCTL UMMyrbca 1 naysbl B
HOpMasibHOM pexnme yctaHasnueaetcA B npepenax 0,01 - 2,50 cekyHa. MNpu
MWKPOUMMysbCax 3T0 BPeMA MOXET ObITb cokpatleHo Ao 0,001 cekyHp. [pu
BKJTIOYEHHOM MUKPOUMIMYNbCHOM PeXnmMe, NPOMEXYTKU BpemeHu meHee 0,25
CekyHp, otobpakarorcA Ha gucrisiee 6e3 [ecATUYHON 3anATON.

MuHuMarnbHbIA TOK

Wcnonb3yetcA gnA ycTaHOBKM MUHUMASIbHOMO 3HaYeHUA TOKa yCTPONCTBa
aunctaHuunoHHoro ynpasneHua T1 Foot CAN.

Ecnu 3HaueHne makcumanbHoro toka 100 A, a 3Ha4YeHne MMHUMAaJIbHOIo ToKa
OOSMKHO paBHATLCA 50 A, yCTaHOBUTE 3HAYEHNE CKPLITON CPYHKLUN MUHUMANbHOMO
ToKa Ha 50%.

Ecnu 3HaueHne makcumanbHoro toka 100 A, a 3Ha4YeHne MMHUMAaJIbHOIo TokKa
LOJMKHO pasHATbCA 90 A, ycTaHOBUTE MUHUMASTbHbIN TOK Ha 90%.

3 CBAPKA MMA

3.1 YctaBku

DyHKUMA HOvana3oH ycTaBoK CryneHAMM no: 3HaueHue no

yMoJluaHuio
Tok 16 - makc. A 2 1A 100 A
FopAunit nyck ") 0-99 1 0
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DyHKUUA Ounana3oH ycTaBOK CryneHAMM no: 3HaueHue no
YMOJTUaHUIO

DOasnexve oyru 0-99 1 5

KanenbHana ceapka ') 0=0TK/1 unu 1=BKJ1 - OFF ("Otkn.”)

PerynaTtop ceapku 1=0TKI1 nnn 0=BKIJ1 - ON ("Bkn.”)

ArcPlus™ 1)

AKTMBHaA naHesb OFF ("Otkn.”) nnn ON - ON ("Bkn.”)
(”BKn.”)

Brnok gucraHUMOHHOro OFF ("Otkn.”) nnn ON - OFF ("Otkn.”)

yrnpasJsieHuA ("Bkn.”)

1) 31u byHKLMM ABAAIOTCA CKPBLITLIMU, CM. MyHKT 3.3.
2) [Inana3oH HaCTPOEK 3aBUCUT OT UCIOSIb3YEMOro UCTOYHMKA NNTaHUA.

3.2 O6bAcHeHue CMMBOJIOB U (PYHKLUN

@vro VRD (YctpoucTteo MNoHuxeHnAa HanpaA)xxeHuA)

Korpa ceapka He BbinonHaetcA, pyHKumA VRD obecrnieunsaet yoeprxkaHue
3HaYeHNA HaNPAXXeHNA Pa3OMKHYTOM Lenu Ha ypoBHe, He npesbilatoLem 35 B.
Ha ee BkntoueHue ykasbiBaet ceetoamop VRD. Korga cuctema obHapyxmsaet
Havano npouecca ceapku, pyHkumna VRD oTkntouaercs.

Ecnu npu BkntoueHHon doyHkummn VRD HanpAXxeHre pasoMKHYTON Lenwu
npesbilwaeT npepen B 35 B, Ha 310 yKasbiBaeT coobLueHne o6 owmbke (16),
NMOABNAIOLLLEECA HA AUCTIee; CBapka He MOXET ObITb Hayara 40 MCYE3HOBEHUA
AaHHOro coobLueHusn.

BHumaHune! @yHkuma VRD 0OTHOCUTCA BK/IHOYaAETCA TOJIbKO 1Py CBapKe
anektpogamu MMA.

YCTpOWCTBO nocTaBsJiAeTCA C BbiktoveHHown dpyHkumen VRD (ceBetopmop He ropur).
AnA Toro ytobbl NOOKNIOUNTL 3TY CPYHKLUUIO, 0BpaTnTech K yrioTHOMOYEHHOMY
cneunanucty no obcnyxmsaHuio obopygosaHnA komnaHum ESAB.

?E:' Csapka metogpom MMA

Metog MMA Ha3sbiBaeTCA TakXe CBapPKOW MOKPbITbIMU 3NEeKTPOAaMu. 3axKKeHHanA
[yra pacrnasfifieT 31eKTPOoL, U ero nokpbiTve obpasyer 3alMTHbIN LUfakK.

Mpn cBapke MMA MOXXHO BapuTb C 06parHON NONAPHOCTbLIO.
Bbibepute cBapky MMA, ?E:' a 3aTeM HaXxMuTe .

@ AKTUBHAA NaHesb

HacTporikv BbINONHAKOTCA C NaHenn ynpasfieHns.
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/’ BnokK ancTaHLMOHHOIO ynpaBsieHUA

HacTpoiku BbinonHATCA ¢ 610Ka AUCTaHLMOHHOIO YrpaBfieHuA.

[0 BKNOYEHNA MaLnHbI 650K ANCTaHLMOHHOIO yripaBfeHUsa A0SKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 61oka AUCTaHULMOHHOrO yripasieHus, KOTOPbIN
nmeetcA Ha malwumHe. lNocne BBopa B gercteme 6noka ouCTaHLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEaKTUBHON.

3.3 Ckpbitbie pyHKuun MMA

Ha naHenu ynpaBneHna MMerTCA CKPbITbie COYHKLLUN.

AnA poctyna K yHKUNAM HaXXMuUTe - Ha 5 cekyHA. Ha pucnnee noAsuTcA
OykBa 1 uncneHHoe 3Ha4veHne. Boibepute pyHKLMIO, HAXXMMAA KrasuLly co
cTpenkon snpaso. KpyrnaA pyyka ncrnonb3yetcA ANA N3MEHEHUA YNCIIEHHOro
3HayeHunA BblIOpaHHOM OYHKLUN.

DyHKUMA YctaBku 3HaueHue no
YMOJTUaHUIO
C = paBeneHue poyru 0-99 5
d = kanenbHaA ceapka 0 = OFF (OTKJ); 1 = 0
ON (BKI)
F = perynatop ArcPlus™ 1 = OFF (OTKJ1); 0 = 0
ON (BKI)
H = ropauun 3anyck 0-99 0

[nA BbIxoga U3 pexxuma focTtyna K CKpbITbiIM OYHKUMAM HOXXMUTE Ha u "
yoep>xuBanTe 5 CeKyHA.

OasneHue pyru

[aBneHue poyrm umeet 6onbLUoe 3HAYeHME ANA ONPeaesieHnA Toro, Kak U3MeHAETCA
cuna Toka nNpu U3MeHeHWUM ONuHbl ayrn. Uem MeHblue gaBfieHue pyru, TeMm ayra
CMOKOWHee, 1 TeM MeHbLUE pa3bpbi3rnBaHue.

KanenbHana cBapka

MeTop, kanenbHOW CBapKN MOXET ObITb MCMONb30BaH NpPW CBapke 3NeKTpoaamMun 13
Hep>kaBetoLLel ctanu. Mpu 3TOM pexxmme NPOUCXOAUT NOMNePEMEHHOE 3aXKUraHne
W raweHue gyru, ona Toro Ytobbl Nyylle KOHTPONMPOBAaTh BbigeneHue Tenna. Ana
TOro 4tobbl MOracuTb Oyry, AOCTaTOMHO HEMHOIO NPUMOOHATL 3NIEKTPOLA.

CsapouHbint perynartop - ArcPlus™

CeapouHbin perynAatop ArcPlus ™ npepcrasnAeTr cobon opraH perynuposaHna
HOBOIO TUMNa, KOTOPbIN NO3BOJIAET NONyYUnTb Bonee NHTEHCKBHYIO, bonee
KOHLLEHTPMPOBAaHHYIO U CNOKOWHYIO ayry. OHa 6biCTpee BOCCTaHaBNMBAETCA Nocne
KanesnbHOro KOPOTKOro 3aMblKaHWUA, YTO YMEHbLLAET PUCK NPUUNaHnA 3ekTpoaa.
Ana 6onbLumHCTBa CBapOUHbIX paboT perynAtop ArcPlus no3BONAET NonyyunTb
HaunyJywmne pesynerarbl ™ BKJ1 (0).
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fopauun nyck

FopAYMiA NyCK YBENMUYNBAET CBAPOYHbIV TOK B TeYEHME 3aaHHOro NPOMEeXXyTka
BPEMEHM B Hauasie npoLecca CBapKu, CHUXXaA TeM camMblM BEPOATHOCTb MJI0XOr0
cniaBfieHNA B Ha4Yasie CBapHOro LLBaA.

4 3ANMOMMHAIOLLEE YCTPOUCTBO NAPAMETPOB CBAPKU

B 3anoMuHaroLLLEeM yCTPOWCTBE NaHEeNM ynpasneHmA MOXHO COXPaHUTb [Be
pasnu4yHble NPOrpaMmMbl NAPaMETPOB CBAPKMW.

Haxxmute KHOMKY - nnn - B TeyeHune 5 CekKyHpL, 4JiA Toro YTOODBI

COXpPaHWUTb AaHHble B namMATN. MuraHne 3eneHoro nHaukatopa CBUAETENbCTBYET O
TOM, YTO NapamMeTpPbl CBAPKM COXpaHeHbl B 3aNOMMUHAIOLLLEM YCTPOWCTBE.

[na Toro, 4To6bI NEPENTH OT OQHOMO KOMMJIEKTA CBAPOYHbIX AAHHbIX K APYrOMY,

3anomMuHaroLee yCTPOMUCTBO Af1A COXPAHEHUA NapaMeTpoB CBapku CHabXeHo
3N1eMEHTOM NUTaHWA AJ1A aBTOHOMHOW NMOAMNUTKU, KOTOPLI obecrnevnBaet
COXPaHHOCTb HACTPOEK faXke Nocne BbIKIOYEHNA MaLUUHbI.

5 KOObl HENCNPABHOCTEM

Kop HencnpaBHOCTU CUIrHaNMM3NPYET O BO3HUKHOBEHUN HENCMNPAaBHOCTU B
obopynosaHun. OH oTtobparkaeTcA Ha gucnnee B Buae 6ykebl E, 3a KoTopo
Cnepyert KogoBbli HOMEP HEUCNPAaBHOCTW.

OTobparkaemblii HOMEpP YCTPOMCTBA NO3BOJIAET ONPEAESUTb, B KAKOM YCTPOWNCTBE
npon3oLLia HEUCNPaBHOCTb.

Homep kopa owmbkn n Homep ycTponcTea oTobparkaroTcA noo4vepegHo.

Ecnu obHapy»xeHO HEeCKONbKO HEMCnpaBHOCTEN, Ha 3KpaH OyaeT BbiBeOEH TONbKO
Kop, nocrnegHen obHapy»>KeHHOW HencnpaBHOCTU. A Toro 4tobbl yoanutb C
aucnnen otobparkeHne Koga HeMCNPaBHOCTU, HAXXMUTE NOOYIO KHOMKY Uin
NOBEPHUTE PYUKY.

MpumeyaHne! Ecnn yCcTpONCTBO ANUCTAHLVMOHHOIO YNpaBieHNA BKITHOYEHO,

BbIKJTHOYNTE ero Ha>karmem /’ OnA cf)poca MHOWKaUUM HENCNpaBHOCTWN.
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5.1

UO = 6nok ceapouHbix U2
napamMeTpos

MNMepeueHb KOQOB HeMcNpaBHOCTEMH

UCTOYHUK NuTaHmAa U5 = 6nok

nepemMeHHOro Toka

(AC)
U1 = 6nok oxnaxpeHna U4 = 6nok
ONCTaHLMNOHHOIo
yrnpasneHua
Kop, OnucaHue Uuojut1|ju2]|U4|U>5
HeucrnpaBHOCTU
4 Bnok nutaHnA 5 B X X
6 Bbicokaa Temneparypa X X X
7 Bbicokana Temneparypa X
8 HanpaxeHue nutaHuA 24/15 B X
9 Hanps>xeHue nutanuAa -11 B X
12 Owwnbka cBA3mM (MpepynpexaneHne) X X X X
14 Owmnbka cBA3M (LLUMHA OTKI.)
15 MoTtepa coobLueHun
16 Bbicokoe HanpAXXeHne pasoMKHYTOW LEenu rnpu X
BKJItOYeHHoM dpyHKumm VRD
19 Owwmbka B namATn X
20 BbicOKaA MHAYKTUBHOCTb B LLEMW CBapPKU X
25 OTtcyTcTBME KOHTaKTa ¢ 6J1I0KOM NEPEMEHHOIO X
Toka (AC)
26 C6on B pabote nporpamMmbl
29 OTcyTCTBME NOTOKA OXNaXXAaroLLEA BOAbI X X
4 OTtcyTcTBME KOHTaKTa ¢ 65IOKOM OXNaXKaeHnA
5.2 OnucaHue KopoB oWwMN60K
Kop |OnucaHue
Heucn
paBHO
cTn
E4 |Hwu3koe HanpaXeHue nuTaHuA 5 B
U0 |HanpaxeHne nuTtaHnA CHU3UIIOCh 40 HEAOMYCTUMOroO YPOBHA.
U5 |[lpouecc cBapkn OCTaHOBJEH, U MOBTOPHbLIN €ro nyck 3abnokuposaH.
OenctBua: BoiknounTe nutaHne ot cetn, YTobbl NEPEBECTM YCTPONCTBO B MCXOOHOE
cocTtofAHue. Ecnu HeucnpaBHOCTb He yCTpaHunach, BbI3OBUTE TEXHUKA MO
obcnyxmBaHuio.
E6 Bbicokaa Temneparypa
U1 Cpaborana 3awmTa OT TEMSIOBOV NeperpysKu.
U2 |CsapoyHbIii NPOLLECC OCTAHOBJIEH N HE MOXET BbITb 3amnyLLLEH MOBTOPHO A0 TeX Nop,
U5 |nokaHe noHusmtca Temneparypa.
OewncrBua: Yoeoutecb B TOM, YTO OTBEPCTMA A11A 3abopa 1 BbinMyCka OXJ1aXXOaroLLLEero
BO3AyXa He NepeKpbITbl M He 3abuTbl rpA3bio. [poBepsTe ncnonb3yemblin pabouni
umkn, 4tobbl ybegmtbcA B TOM, YTO 060pynoOBaHME He NeperpyxaeTcs.
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Kop |OnucaHue
Heucn
paBHO

cTn

E7 Bbicokana Temneparypa

U5 |Cpaborana sawmTa OT TEMSOBOW NEPErPY3KU.
CBapoyHbIi MPOLLECC OCTAHOBMEH N HE MOXXET BbiTb 3anyLL,eH NOBTOPHO A0 Tex nop,
noka He NOHU3UTCA Temneparypa.
OenctBua: Yoeoutecb B TOM, YTO OTBEPCTMA OJ1A 3abopa u BbinMyCka OXJ1aXXOaroLLLEero
BO3[yXa He rnepeKkpbITbl N He 3abuTbl rPA3bLI0. [1poBepsTe NCNONb3yeMbln pabounii
LMK, YTobbl ybeamTbcA B TOM, YTO 06opyaoBaHNeE He MeperpyKaeTcs.

E8 |HeucnpaBHOCTb B Lenu nuTalowero HanpaxeHuna 24 B/15 B

U1 HeponycTumo BbICOKOE My HeQoMyCTUMO HU3KOE HarnpAXXeHne rnuTaHus.

U5 |[lpouecc cBapKkn OCTaHOBJEH, U MOBTOPHbLIN €ro nyck 3abnokuposaH.
OeictBuA: BoiknounTe nutaHmne, Ytobbl NepeBecTu yCTPONCTBO B UCXOOHOE COCTOAHME.
Ecnun HencnpaBHOCTb He yCTpaHUNach, BbI30BUTE TEXHUKA MO 06Cy»XMBaHMIO.

E9 |HeucnpaBHOCTb B Lenu nuTalowero HanpaxeHuna 24 B/15 B

U1 HeponycTumo BbICOKOE My HeQoNnyCTUMO HU3KOE HanpAXXeHne rnuTaHus.

U5 |lpouecc cBapkn OCTaHOBJEH, U MOBTOPHbLIN €ro nyck 3abnokuposaH.
OeictBuA: BoiknounTe nutaHmne, Ytobbl NepeBecTu yCTPONCTBO B UCXOOHOE COCTOAHME.
Ecnu HencnpaBHOCTb He yCTpaHUNach, BbI30BUTE TEXHUKA MO 06CNy»XMBaHMIO.

E 12 |Owwunbka cBA3K (NnpepynpexapeHue)

U0 |HesHauutenbHaA HencnpaBHOCTL B LumHe CAN bus.

U1 OewctBua: YbeomTtecb B OTCYTCTBMM HENCNPABHbIX 6/10KOB, MOAKIIIOYEHHbIX K LLUMHE

U4 |CAN bus. lNpoeepsre kabenu. Ecnv HencnpaBHOCTb He YCTPaHMUIIach, BbI3OBUTE TEXHUKA
n YKNBAHUIO.

Us o obcny aHuo

E 14 |Owwubka cBA3MN (WWMHA OTKI1.)

U0 |CepbesHana HencnpaBHOCTb B LumMHe CAN bus.
OeucrtBuA: YbeomTtecb B OTCYTCTBMM HENCMNPABHbIX 6/10KOB, MOAKIIOYEHHbIX K LLUMHE
CAN bus. lNposepste kabenu. Ecnu HencnpasBHOCTb HE YyCTPaHWIach, BbI3OBUTE TEXHUKA
no obcny>xmMBaHuio.

E 15 |[Mpo6sembl co CBA3bIO (NOTEPAHO COObLLLEHME)

U0 |[lMNeperpy3ska wuHbl CAN bus cuctemsbl
OewctBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIAaCh, BbI3OBUTE TEXHMKA NO
obcnyxvsaHumio.

E 16 |Bbicokoe HanpaAXeHue pa3oMKHYTON LLenu npu BKroueHHon coyHkumm VRD

U2 | CnnwKom BbICOKOE HanprXXeHne pasoMKHYTOM Lenu.
OeictBuA: BoiknounTe nutaHmne, Ytobbl NepeBecTu yCTPONCTBO B UCXOOHOE COCTOAHME.
Ecnu HencnpaBHOCTb He yCTpaHUNach, BbI30BUTE TEXHUKA MO 06Cy»XMBaHMIO.

E19 |Owwunbka B namAatm

UO |B cooepXXMMOM CyLLLECTBYHOLLLErO 3anoMUHAOLLLErO YCTPONCTBA MMEKOTCA OLLUMOKN.
CnegnyeT ucnonb3oBaTb NCXOAHbIE AAHHbIE.
OeictBuA: BoiknounTe nutaHmne, ytobbl NepeBecTn yCTPONCTBO B UCXOOHOE COCTOAHME.
Ecnun HencrnpaBHOCTb HE yCTpaHUIach, BbI30BUTE TEXHUKA MO 0O6CYXMBaHMIO.
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Kop |OnucaHue
Heucn
paBHO

cTn

E 20 | BbicOkafA MHAYKTMBHOCTb B LLEMU CBapKu

U2 |[WcToYHMK nUTaHuA He B COCTOAHUN NOJAEPKUBATb TOK YKeaeMow CUbl U3-3a TOro, YTo
N3MepeHHanA MHAYKTUBHOCTb B LLENW CBapPKU CAULLIKOM Benvka. COpoc nHankauum
HencrnpaBHOCTM MPOU3OMAET, ECNN NoKa3aHUA N3MepPEeHNA MHAYKTUBHOCTU ByayT MMeTb
LOMyCTMMOE HU3KOe 3HauYeHue B Hauyane ceapku. COpOCUTb MHANKALMNIO TakKKe MOXHO
BbIKJTFOYEHNEM UCTOYHUKA NMUTAHWA.
OewncrtBua: Vicnonb3ynte 6onee KOPOTKME CBApPOUYHbIE Kabenu u He JonyckanTe mx
CKpyuuBaHuA B KosnbLa. Pacnonarante ceapoyHble kabenn n kabenn nogknoueHnA
napannenbHo gpyr apyry. Ecnn gonyctMmMo, MHOYKTUBHOCTb MOXXHO YMEHbLUUTb,
BbIMONHAA cBapKy 605iee KOPOTKOM AYron.
Ecnun HencnpaBHOCTb He yCTpaHUNach, BbI30BUTE TEXHUKA MO 06CNy»XMBaHMIO.

E 25 |OtcyTcTBue KOHTakKTa ¢ 6110koM nepemeHHoro Toka (AC)

U0 |OrcyTtcTBre coegmHeHna naHeny ynpasneHna ¢ 6710KOM nepemMeHHoro Toka.
MpoLecc cBapku nNpekpatlaerca.
OeictBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIACh, BbI3OBUTE TEXHMKA NO
obcny>xKmBaHuio.

E26 |Cb6ou B paboTte nporpaMmmbl

U0 [Urto-To MeluaeT NpoLeccopy BbIMOJIHATbL Er0 HOpMasibHble OYHKLUW B MpoOrpamMme.
[MoBTOPHBIN NYCK NporpamMmMbl MPOM3BOAUTCA aBToMaTnyeckn. CBapoyHbIli npoLecc
6ynert ocTaHOBMIEH. OTOT OTKa3 He NPENATCTBYET BbINOHEHNIO COYHKLMIA.
OewctBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIACh, BbI30OBUTE TEXHMKA NO
obcnyxmBaHuio.

E 29 |OtcyTcTBME NOTOKa OXJiaXKparoLwen Boabl

U0 [Cpaborano pene KOHTPOMA NOTOKA.

Ui MpoLecc cBapku OCTAHOBSIEH, U MOBTOPHbLIA ero Nyck 3abnokMpoBaH.
OeictBuA: MNMpoBepbTe KOHTYP Nogayun oxna)kgaroLlen Bogbl U HacocC.

E 41 |OtcytcTBue KOHTaKTa ¢ 6710KOM OoxnaX<peHus

U0 |lloTepaH KOHTakT 6510Ka napamMeTpoB cBapku ¢ 6nokoM oxnakaeHuA. [Npouecc ceapku
npekpatlaercs.
OeiictBuA: MNMpoBepbTe SNEKTPUYECKYIO CxeMy. ECnn HeMcnpaBHOCTb He yCTpaHAETCA,
BbI30OBUTE creuunanncTa no obcny>KmsaHuio.

6

3AKA3 3ANACHbIX YACTEMN

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

The manual describes the use of TA34 AC/DC control panel.
For general information about operation see instruction manual for the power source.

i When mains power is supplied the unit runs a self diagnosis of the
' LEDs and the display, the program version is displayed and in this
l_! example the program version is 0.18.

1.1 Control panel

 Caddy” )

TA34 AC/DC
oA
& ‘ \V/

Dc(-) 12 ® %
®s

|
. . . (7] v
L 10

o Knob for setting data (current, voltage, percentage, seconds, or frequency)

e Display

eChoice of welding method TIG

£

o Choice of TIG welding with alternating current , TIG / MMA- welding with

or MMA ==

direct current or TIG welding with pulsed current M
g

e Choice of HF start A{; or LiftArc™ iﬁ
GChoice of 2-stroke ¢ T or 4—strokeI I

0 Setting from panel @ program change with torch trigger switch m or

/

e Display of VRD function (reduced open-circuit voltage) is active or inactive.
(NOTE! only during welding with MMA electrodes)

connecting remote control unit

-20 -
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e Indication of which parameter is shown in the display (current, voltage,
percentage, seconds or frequency)

@ Choice of current indication (A) or voltage indication (V) during welding, in the

display

mlndication of selected setting parameter, see page 22. The right-hand button is

also used for hidden functions

@ Buttons for weld data memory settings. See page 29.

2 TIG WELDING

2.1  Settings

TIG without pulsing AC/DC and TIG with pulsing DC

Function Setting range In steps of: Default value
HF / LiftArc ™ 2) HF or LiftArc™ - LiftArc™
2/4-stroke 2 2 stroke or 4 stroke - 2 stroke
Gas pre flow time 1) 0-5s 0.1s 05s
Slope up-time 0-10s 0.1s 0.0s
Slope down time 0-10s 0.1s 1.0s
Gas post flow time 0-25s 0.1s 10.0s
Current 4-220A 1A 60 A
Active panel OFF or ON - ON
Changing trigger data OFF or ON - OFF
Remote control unit OFF or ON - OFF
Min current 0-99% - 30%
TIG with AC
Function Setting range In steps of: Default value
Balance setting 50 - 98 %* 1% 50 %
Frequency setting 10 - 152 Hz 1-3Hz 65 Hz
Electrode preheating 0-100 1 -
*) Depending on frequency setting.
TIG with pulsing DC
Function Setting range In steps of: Default value
Pulse current 4 -220 A 1A 60 A
Pulse time 0.01-25s 0.01s 1.0s
Micro pulse 1 0.001 - 0.250 s 0.001 s
Background current 4-220A 1A 20 A
Background time 0.01-25s 0.01s 1.0s
Micro pulse 1 0.001 - 0.250 s 0,001 s

1) These functions are hiddenTIG functions, see description point 2.3.
2) These functions cannot be changed while welding is in progress

bi18d1ea
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2.2 Symbol and Function explanations

é{; TIG welding

TI1G welding melts the metal of the workpiece, using an arc struck from a tungsten elec-
trode, which does not itself melt. The weld pool and the electrode are protected by
shielding gas.

m Alternating current

The advantages of alternating current are reduced risk of magnetic arc blow and
good oxide break-up capacity when welding aluminium.

Direct current

A higher current produces a wider weld pool, with better penetration into the
workpiece.

| | | | Pulsed current (only DC)

Pulsing is used for improved control of the weld pool and the solidification process.
The pulse frequency is set so slow that the weld pool has time to solidify at least
partially between each pulse. In order to set pulsing, four parameters are required:
pulse current, pulse time, background current and background time.

Parameter settings

Slope up

Welding current
Pulse time
Background current
Background time
Slope down

Gas post flow time
Balance

9. Frequency

10. Electrode preheating

Slope up

The slope up function means that, when the TIG arc strikes, the current rises slowly
to the set value. This provides ‘gentler’ heating of the electrode, and gives the welder
a chance to position the electrode properly before the set welding current is reached.

© N O~ LDN
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Pulse current
The higher of the two current values in the event of pulsed current.

i
Current

-

B A 1
‘ckgrogr i \

me

Pulse current

o
L

Background cur-  Pulse time
rent

Time
TIG welding with pulsing.
Pulse time
The time the pulse current is on during a pulse period.

Background current
The lower of the two current values in the event of pulsed current.

Background time

Time for background current which, along with the time for pulse current, gives the
pulse period.

Slope down

TIG welding uses “slope down”, by which the current falls ’slowly’ over a controlled
time, to avoid craters and/or cracks. when a weld is finished.

Gas post-flow

This controls the time during which shielding gas flows after the arc is extinguished.

Balance

Setting the balance between the positive (+) electrode and negative (-) electrode
half period during alternating current welding (AC).

Lower balance value produces more heat on the electrode and better oxide
break-up on the workpiece.

Higher balance value produces more heat to the workpiece and better penetration.

Frequency

Lower frequency (alternating current) transfers more heat to the workpiece and
produces a wider weld pool.

Higher frequency produces a narrower arc with higher arc force (narrower weld
pool).

-23 -
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Electrode preheating

Setting value
Tungsten electrode Shielding gas
(%] Colour Type Ar Ar + 30%He
1,6 Green WP \j - -
1,6 Green WP U 30 35
1,6 Black WL10 \j 20 20
16 Black WL10 U 30 35
2.4 Green WP \j 45 -
2,4 Green WP UJ 55 60
2.4 Black WL10 \/ 40 40
2.4 Black WL10 U 45 50
3,2 Green WP \/ 55 -
3,2 Green WP U 65 65
3,2 Black WL10 \/ 60 60
3,2 Black WL10 U 70 70
4,0 Green WP \/ 70 75
4,0 Green WP U 80 85
4,0 Black WL10 \/ 65 65
4,0 Black WL10 U 70 75

WP = Pure tungsten electrode

WL10 = Lantha alloyed tungsten electrode

i e

The HF function strikes the arc by means of a spark from the electrode to the

workpiece as the electrode is brought closer to the workpiece.

bi18d1ea
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1 é{; LiftArc™

The LiftArc™ function strikes the arc when the electrode is brought into contact with
the workpiece and then lifted away from it.

Striking the arc with the LiftArc function ™. Step 1: the electrode is touched on to the workpiece. Step
2: the trigger switch is pressed, and a low current starts to flow. Step 3: the welder lifts the electrode
from the workpiece: the arc strikes, and the current rises automatically to the set value.

¢ T 2 stroke

|

. Gas pre-flow .Slope ! Slope down  |Gas post- |
' 'up ' 1flow '
1 2

Functions when using 2 stroke control of the welding torch.

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

I I 4 stroke
'—./\.\—

, Gas pre-flow ,  !Slope ' Slope down! Gas post-
] ] |up ' ] lﬂOW ]
1 2 3 4

Functions when using 4 stroke control of the welding torch.
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In the 4 stroke control mode, pressing the trigger switch (1) starts gas pre-flow (if
used). At the end of the gas pre-flow time, the current rises to the pilot current (a few
ampere), and the arc is struck. Releasing the trigger switch (2) increases the current
to the set value (with slope up, if in use). When the trigger switch is pressed in (3)
the current returns to the set pilot current (with "slope down” if in use). When the
trigger switch is released again (4) the arc is extinguished and any gas post flow
occurs.

@ Active panel

Settings are made from the control panel.

mChanging trigger data

This function permits changing between different welding data memories by a double
press on the trigger of the welding gun.
Only applies for TIG welding.

/’ Remote control unit

Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.

2.3 Hidden TIG functions

There are hidden functions in the control panel.

To access the functions, press u for 5 seconds. The display shows a letter and
a value. Select function by pressing the right arrow. The knob is used to change the
value of the selected function.

Function Settings Default value
A = gas pre-flow 0-5s 05s

b = micro pulse 0= OFF;1=0N 0

I = min current 0 - 99% 30%

To leave hiddenfunctions, press u for 5 seconds.

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

Micro pulse
In order to select micro pulse, the machine must be in the pulsed current function

M. The value for pulse time and background current is normally 0.01 — 2.50
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seconds. By using the micro pulse, the time can go down to 0.001 seconds. When
the micro pulse function is active, times that are shorter than 0.25 seconds are
shown in the display without decimal points.

Min current

Used to set the minimum current for the remote control T1 Foot CAN.

If the max current is 100 A and the min current is to be 50 A, set the concealed
function min current to 50%.

If the max current is 100 A and the min current is to be 90 A, set the min current to
90%.

3 MMA WELDING

3.1  Settings

Function Setting range In steps of: Default value
Current 16 - max. A2 1A 100 A
Hotstart 1) 0-99 1 0

Arc force 1) 0-99 1 5

Drop welding " 0=0FF or 1=ON - OFF

Weld regulator ArcPlus™ 1 | 1=OFF or 0=ON - ON

Active panel OFF or ON - ON

Remote control unit OFF or ON - OFF

1) These functions are hiddenfunctions, see description point 3.3.
2) The setting range is dependent on the power source used.

3.2 Symbol and Function explanations

@®vro VRD (Voltage Reduction Device)

The VRD function ensures that the open-circuit voltage does not exceed 35 V when
welding is not being carried out. This is indicated by a lit VRD LED. The VRD
function is deactivated when the system senses that welding has started.

If the VRD function is activated and open-circuit voltage exceeds the 35 V limit, this
is indicated by an error message (16) appearing in the display and welding cannot
be started whilst the error message is displayed.

Note! VRD active — only applies to welding with MMA electrodes.

The VRD function is not active (LED has gone out) on delivery. Contact an
authorised ESAB service technician to activate the function.

f:' MMA welding

MMA welding may also be referred to as welding with coated electrodes. Striking the
arc melts the electrode, and its coating forms protective slag.
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During MMA welding, it is possible to weld with reversed polarity.
Select MMA welding ?E:' and then press .

@ Active panel

Settings are made from the control panel.

/’ Remote control unit

Settings are made from the remote control unit.

The remote control unit must be connected to the remote control unit socket on the
machine before activation. When the remote control unit is activated the panel is
inactive.

3.3 Hidden MMA functions

There are hiddenfunctions in the control panel.

To access the functions, press ﬂ for 5 seconds. The display shows a letter and
a value. Select function by pressing the right arrow. The knob is used to change the
value of the selected function.

Function Settings Default value
C = Arc Force 0-99 5
d = drop welding 0= OFF;1=0N 0
F = regulator type ArcPlus™ 1= OFF; 0=0ON 0
H = Hotstart 0-99 0

To leave hidden functions, press ﬂ for 5 seconds.

Arc Force

The arc force is important in determining how the current changes in response to a
change in the arc length. A lower value gives a calmer arc with less spatter.

Drop welding

Drop welding can be used when welding with stainless electrodes. The function
involves alternately striking and extinguishing the arc in order to achieve better
control of the supply of heat. The electrode needs only to be raised slightly to
extinguish the arc.

Welding regulator ArcPlus ™

Welding regulator ArcPlus™ is a new type of control that produces a more intense,
more concentrated and calmer arc. It recovers more quickly after a spot
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short-circuit, which reduces the risk of the electrode becoming stuck. Most welding
applications obtain the best results with ArcPlus™ ON (0).

Hot Start

Hot start increases the weld current for an adjustable time at the start of welding,
thus reducing the risk of poor fusion at the beginning of the joint.

4 WELDING DATA MEMORY

Two different welding data programs can be stored in the control panel memory.

Press button - or - for 5 seconds to store the welding data in the

memory. The welding data is stored when the green indicator lamp starts to flash.

To switch between the different welding data memories press button - or

The welding data memory has a back-up battery so that the settings remain even if
the machine has been switched off.

5 FAULT CODES

The fault code is used to indicate that a fault has occurred in the equipment. It is
indicated in the display by an E followed by a fault code number.

A unit number is displayed to indicate which unit has generated the fault.
Fault code numbers and unit numbers are shown alternately.

If several faults have been detected only the code for the last occurring fault is
displayed. Press any function button or turn the knob to remove the fault indication
from the display.

NOTE! If the remote control is activated, deactivate the remote control by pressing
/’ to remove the fault indication.

5.1 List of fault codes

UO = weldingdataunit U2 = power source U5 = AC-unit
U1 =cooling unit U4 =remote control unit
Fault code Description uo|juUut1|jUu2|U4]|US5
4 Power supply 5 V X X
6 High temperature X X X
7 High temperature X
8 Supply voltage 24V/15V X X
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Fault code Description Uuo|uUu1|U2|U4|US5
9 Supply voltage -11V
12 Communication error (warning) X X X
14 Communication error (bus off)
15 Messages lost
16 High open-circuit voltage VRD X
19 Memory error X
20 High inductance in the welding circuit X
25 Lost contact with AC-unit X
26 Program operating fault X
29 No cooling water flow X X
41 Lost contact with the cooling unit X
5.2 Fault code descriptions
Fault |Description
code
E4 (5V power supply low
U0 |The power supply voltage is too low.
U5 | The current welding process is stopped and starting is prevented.
Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.
E 6 |High temperature
U1 | The thermal overload cut-out has tripped.
U2 |The current welding process is stopped and cannot be restarted until the temperature has
us |fallen.
Action: Check that the cooling air inlets or outlets are not blocked or clogged with dirt.
Check the duty cycle being used, to make sure that the equipment is not being overloaded.
E7 |High temperature
U5 | The thermal overload cut-out has tripped.
;I'he current welding process is stopped and cannot be restarted until the temperature has
allen.
Action: Check that the cooling air inlets or outlets are not blocked or clogged with dirt.
Check the duty cycle being used, to make sure that the equipment is not being overloaded.
ES8 Faulty 24 V/15 V supply voltage
Ui The supply voltage is too high or too low.
U5 | The current welding process is stopped and starting is prevented.
Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.
E9 Faulty 24 V/15 V supply voltage
Ui The supply voltage is too high or too low.
U5 | The current welding process is stopped and starting is prevented.
Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.
E 12 |Communication error (warning)
U0 [Less serious interference on the CAN bus.
U1 [Action: Check that there are no faulty units connected on the CAN bus. Check the cables.
U4 |Send for a service technician if the fault persists.
Uus
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Fault |Description
code
E 14 |Communication error (bus off)
U0 [Serious interference on the CAN bus.
Action: Check that there are no faulty units connected on the CAN bus. Check the cables.
Send for a service technician if the fault persists.
E 15 |Communication problems (lost message)
U0 |The system’s CAN bus has been overloaded.
Action: Send for a service technician if the fault persists.
E 16 |High open-circuit voltage VRD
U2 [Open circuit voltage has been too high.
Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.
E 19 [Memory error
U0 (Content of existing memory is incorrect. Basic data will be used.
Action: Turn off the mains power supply to reset the unit. Send for a service technician if
the fault persists.
E 20 |High inductance in the welding circuit
U2 | The power source cannot produce the desired current because the measured inductance
in the welding circuit is too high. The fault indication is reset if the inductance reading
receives a sufficiently low value at weld start. Resetting can also be achieved by turning off
the power.
Action: Use shorter welding cables and ensure that the cables are not coiled up. Place the
welding cable and connector cable next to each other. If possible, the inductance can be
reduced by welding with a shorter arc
Send for a service technician if the fault persists.
E 25 |Lost contact with AC-unit
U0 | The control panel has lost contact with the AC unit.
The current welding process stops.
Action: Send for a service technician if the fault persists.
E 26 |Program operating fault
U0 [Something has prevented the processor from performing its normal tasks in the program.
The program restarts automatically. The current welding process will be stopped. This fault
does not disable any functions.
Action: Send for a service technician if the fault persists.
E 29 |No cooling water flow
U0 ([The flow monitor switch has tripped.
Ui The current welding process is stopped and starting is prevented.
Action: Check the cooling water circuit and the pump.
E 41 |Lost contact with the cooling unit
U0 |The welding data unit has lost contact with the cooling unit. The welding process stops.
Action: Check the wiring. If the fault persists, send for a service technician.

6

ORDERING SPARE PARTS

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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TA34 AC/DC

Ordering number Homep 3aka3a

TA34 AC/DC

oA
oV
® %
®s

@H:z

A/V

Ordering no.

Denomination

0460 250 880
0460 227 070
0460 227 071
0460 227 072
0460 227 073
0460 227 074
0460 227 075
0460 227 076
0460 227 077
0460 227 078
0460 227 079
0460 227 080
0460 227 081
0460 227 082
0460 227 083
0460 227 084
0460 227 027

0459 839 014

Control panel Caddy ™ TA34 AC/DC

Instruction manual SE
Instruction manual DK
Instruction manual NO
Instruction manual Fl

Instruction manual GB
Instruction manual DE
Instruction manual FR
Instruction manual NL
Instruction manual ES
Instruction manual IT

Instruction manual PT
Instruction manual GR
Instruction manual PL
Instruction manual HU
Instruction manual CZ

Instruction manual RU, GB

Spare parts list

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