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1 BBEOEHUE

JaHHoe pykoBOACTBO onucbiBaeT nynst ynpasneHnA TA24 AC/DC .

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

1 : i-i Mpu nopaye ceTeBOro NUTaHWA Ha YCTPOMCTBO HAYMHAETCA
camonpoBepKa CBETOANOOHbIX MHAWMKATOPOB W AUCNSeA, Npu

!_!. ¢ I:! 9TOM Ha gucrinee otobpa)kaercA Bepcus nporpamMmeol, B JaHHOM
npumepe paccmarpmsaeTca nporpammHan sepcua 0,18A

1.1 Myner ynpaBneHun

VRD Oﬂ'go"' TA24 ACIDC

o Pyuyka onAa 3agaHvA napamMeTpoB (TOKa, HanpAXXeHWA, NPOLLEeHTOB, BPEMEHU
WNN YacToThI)

e Ovcnnen
¢ [

e Bbibop crnocoba ceapku TIG === nnn MMA s

o Bbibop TIG-cBapku Ha nepemeHHoM Toke (AC) , TIG / MMA-cBapku Ha

DC(-
noctoAHHOM Toke (DC) nnun TIG-cBapKn MMMNybCHbIM TOKOM M

o

e Bbibop BbiCcOKOUYaCTOTHOro BO36yxaeHusa ayru (HF) L nnu Bo3byxxpeHnA

1

LAY KOHTaKTHbIM cnocobom (LiftArc)

+1

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

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

e Bbibop napamerpa, otobparxkaemoro Ha aucrsee BO BPpeMA CBapKu: Toka (A)
unu HanpAxeHuAa (V)

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

@ Bbibop HacTpamBaemMoro napamerpa
m NHonkauva sbibpaHHOro HacTpaneBaemMoro napamerpa, CM. CTp. 7

@ KHonkun onA BBegeHvA napamMmeTpoB CBapKW B 3aroMuHaroLLee yCTponcTBO.
Cwm. cTpaHuuy 14.

@ NHpukauma sknoyveHna oyHKumm VRD (MOHMXXEHHOe HanprXXeHune
Pa3soOMKHYTOW Lenu). (BHUMAHUE! Tonibko rpu cBapke anektpogamu MMA)

2 CBAPKATIG

2.1 YctaBku

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

DyHKUMA Ouana3oH ycTaBoK CryneHAMM no: 3HaueHue no
YMOJTUaHUIO

HF / LiftArc ™ @) HF unu LiftArc ™ - LiftArc™

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

Bpema npepgsaputensHon |0-5c¢c 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 0-25c 0,1c 20c

nocrne npekpaLleHun

nyru

Tok 4 -300 A 1A 60 A

AKTUBHaA naHesb OFF ("Otkn.”) nim ON - ON ("Bkn.”)
(”BKn.”)

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

CMyCKOBOro MexaHusma ("Bkn.”)

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

yrnpasJsieHuA ("Bkn.”)
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TIG Ha nepemeHHOM TOKe (AC)

nogorpes aAnekTpoaa

DyHKUUA HOvana3oH ycTaBoK CryneHAMM no: 3HaueHue no
yMoJsiuyaHuio
Perynuposka 6anaHca 50 - 98 %* 1% 50 %
PerynupoBka 4acToThl 10-152 Iy, Ny warammno 0,2 |65TL
MC
MpenBapuTenbHbIv 1-100 1 -

* )B 3aBUCUMOCTH OT HACTPONKUN YaCTOThI.

TIG 6e3 umMnynbCoOB NOCT. TOKa

DyHKUMA Owvana3oH ycTaBoK CtyneHAMuM no: 3HaueHue no
yMOJ1uUaHuio

Tok nmnynbca 4 -300 A 1A 60 A

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

Tok naysbl 4 -300 A 1A 20A

OnutenbHOCTb nays3bl 0,01 -25c 0,01 c 10c
Mukpoumnynbcol 1 10,001 -0,250 ¢ 0,001

1) 311 pyHKUMM ABRAOTCA CKPBITLIMU QOYHKUMAMY TIG, CM. MyHKT 2.3.
y P Yy y
2) 311 PyHKLMM HE MOTYT 6bITb U3MEHEHBI B MPOLIECCE CBAPKM.

22 O6bAcHeHMe CUMBOJIOB U PYHKLUN

éﬁ Csapka metogom TIG

Mpn ceapke TIG npowucxoguT pacnnaeneHne MeTanna cBapuBaeMon ferann C
NMOMOLLLbIO JNEKTPUYECKON Ayru, BO3Oy)XpaemMown Ha BONbAOPamMOBOM JMEKTPOfae,
KOTOPbIA CaM He NnaBuTCA. 30Ha CBapKWM 1 caM 3MIeKTPOA, 3allmLLeHbl aTMocdbepor
13 3aLmMTHOro rasa.

m MepeMeHHbIN TOK

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

MocToaHHbIi TOK

Uem 60rbLUe TOK, TEM LUMPE CBapOYHaA BaHHa 1 TEM Jyulle NPOHUKHOBEHWE B
cBapvBaeMyto fetasb.
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| | | | MMnynbCHBbIN TOK

MNynbCHBbIN peXXMM UCMONb3yeTcA ONA yNyyLlleHUA ynpasieHnA CBapOYHOMN
BaHHOM W1 MPoLEecCcoM 3acTbiBaHWA. YacTota uMnynbLCOB yCTaHaBINBAETCA
HACTOJIbKO HU3KOW, YTOBObI B NPOMEXYTKE MEXAY MMMNYfibCaMu CBapOYHaA BaHHA
ycrnesasna 3acTbiTb, MO KparHen mepe, 4acTuyHo. [nA Toro Ytobbl yCTaHOBUTL
UMMYNbCHBIN PEXUM, He0bX0OMMO 3afaTb YeTbIpe napamerpa: TOK UMIMynbCa,
OSINTENbHOCTb UMMYNbCA, TOK May3bl U AJINTENbHOCTbL May3abl.

3apaBaemMblie napaMeTphl

HapacraHue

CBapouHbI TOK
AnuTenbHOCTb MMyrnbca
Tok naysbl
OnutenbHOCTb Naysbl
Cnap

Bpemsa nogaum rasa nocne npexkpat
BanaHc

. Yacrtota

10. MNMpepBapuTenbHbIA MOAJOrpeB AnekTpoaa

HapacrtaHue

DyHKLMA HapacTaHUA 03Ha4aeT, YTo nocne Bo3byxpeHnAa ayru TIG, TOK megeHHOo
NOBbILLAETCA A0 3a4aHHOW BennunHbl. 310 obecneunsaet 6onee "nnasHbIN”
pasorpes 3M1IeKTpoAa U AaeT BO3MOXHOCTb CBAPLLNKY NPaBuiibHO PacrofioXuTb
QNEKTPOLA, [0 TOro, Kak byaer [OCTUrHYTO 3afaHHOe 3HaYeHne CBapO4YHOro ToKa.

HUA Oyrn

©CoND>O WD~

Tok umnynbca
Bonbluee n3 gByx 3Ha4YeHUn ToKa Npu UMMYNIbCHOM pPeXuMe.

Tok &
OnvTenbHOCTb Nays3bl

> A
Tok
uMnynbca

y ToK naysbl  OnutenbHOCTb UMNyrnbca BpemnA

Csapka metogom TIG B MMIIysIbCHOM peXxnmMe.

OutenbHOCTb UMNySbCa

UacTb neprnopa nmnynbca, B Te4eHne KOTOPOW BKJ/IFOYEH TOK UMMYIbCa.
Tok nays3bl

MeHbLUee U3 OBYyX 3HaYeHU TOKa NPu NMIMYNIbCHOM PEXUMe.
OnutenbHOCTb Nay3bl

I NnTenbHOCTb NnpoTeKaHMA TOKa nay3bl, KOTOpaA BMeCTe C AJINTEJIbHOCTbIO
NnpoTeKaHMA TOKa nmMmrynbca COCTaBJIAET Nepunon nmMmnysbca.

Cnap,

Mpw ceapke TIG ncnonb3yetca Takxe “cnag”’, BO BPEMA KOTOPOro TOK "MeANeHHO’
cnapgaeTt B TeueHue 3a4aHHOro BpeMeHU, YTo no3sonAeT nsbexxaro obpasosaHuA
Kparepa n/unu pacTpeckmBaHuA Mo 3aBepLUEeHNN LLBa.
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3aknounTtesibHaA nogaua rasa

PerynnpoBka BpemMeHu nogayum 3awmnTHOro rasa nocse noracaHvA gyru.
BanaHc

Perynnposka 6anaHca mexay NonoXXuTeNibHbIM (+) 1 oTpuuarenbHbIM (-)
SNEKTPOAOM B TeUYeHne nonynepuopa npu ceapke Ha nepemeHHoMm Toke (AC).

MeHbLuee 3HaveHne banaHca crnocobcTByeT OONbLLOMY HarpeBy 3MekKTpoaa 1
nyuyLuen crnocobHOCTY pa3pyLUEeHUA OKMUCNa Ha NOBEPXHOCTU AeTanu.

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

Yacrora

Hwnskana yacToTa (nepemeHHOoro Toka) cnocobcrsyert 6onbLuen nepegaydn Tenna K
petanv n doopmuposaHuio bonee LWMPOKOW 30HbI CBAPKM.

Bbicokasa yactota doopmupyet bonee y3Kyto oyry BbICOKOW MOLLHOCTU (Y3KUNI
CBapOYHbIA LLOB).

MpepBapuTenbHbIli NOAOrPEB AN1IeKTpoAa

BonbthpamMoBbiil aneKTpops, 3a;;a::::H:-|ﬁa:|::ue
(o) LiBeTHOM KOp, Tvn Ar Ar + 30%He
1.6 3eneHbili WP \/ - -
1.6 3eneHbin WP U 30 35
1.6 UepHblit WL10 \/ 20 20
1.6 UepHbir WL10 U 30 35
2.4 3eneHsbin WP v 45 -
2.4 3eneHbin WP U 55 60
2.4 UepHblit WL10 \/ 40 40
2.4 UepHbir WL10 U 45 50
3.2 3eneHsbin WP v 55 -
3.2 3eneHbin WP U 65 65
3.2 UepHbiit WL10 \/ 60 60
3.2 UepHbir 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 UepHbIr WL10 U 70 75

WP = anekTpoa 13 4yucToro Bosibchpama
WL10 = BonbgbpaMoBbliii 351EKTPOL C rpucanKon laHTaHa
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LHF

®OyHKumA HF Bo36y>xpaeT aneKTpuYeckyto ayry ¢ NOMOLLLbIO NCKPbI C
BOJIbPPaMOBOro 3/1IeKTPoAa Ha cBapvBaeMyto Aetalib, Koraa 3neKTpon,
npnbnuanTcA K getanmu.

1 é{; LiftArc ™

®yHKumA Lift Arc™ ("MopHATb ayry”) Bo3by>kpaeT ayry, Korga anekTpopn, KacaeTtcA
cBapuBaeMown gertanu, a 3atemM NpuUnogHUMaeTCA Hag Hen.

Bo3sbyxaeHue ayru ¢ nomolubro gpyHkumum LiftArc ™. LLlar 1: anektpoa kacaerca aetanu. Llar 2:
Ha)xaT KypKOBbIV BbIK/H0YaTE b, N HAYNMHAET Teub Hebo1bLLIOV TOK. LLlar 3: cBapLynk oTBOAUT
9J1eKTpOA OT Aetasn: Bo3byxaaeTcA ayra, U TOKk aBTOMaTU4YeCKU roBbILLIaeTCA 40 3a4aHHOro
3HaYeHUA.

¢ T 2-TaKTHBIN PEXNM

|

MpensaputensbHan , Hapact :

nogava rasa :a-
HHe

X Cnapn, ' BaknouuTenn |
. ' 'HaA nogava
1 2

'rasa '
LevicTByeT npu 2-TaKTHOM YripaBsieHUn CBapOYHON ropesiKoM.

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

. MpepgaputensHan 'Hapact

Cnapn, ' 3aknounTtenb |

' nogavarasa 1a- ' ' 1HaA nopaya

ﬁIP ! JLHme qP ! d'brasa !
1 2 3 4

LHevicTByeT npu 4-TakTHOM YripaBsieHUN CBapPOYHON ropesiKou.

[Mpn 4-TakTHOM peXuMe yrnpasrieHNA Npu HaXKaTtum KypKoBoro Bbikntovarensa (1)
3anyckKaetcA npepgsapuvTenbHasa rnogava 3aLmnTHOro rasa (ecnv ara oyHKUmMA
BK/to4eHa) . [1o okoHYaHM BpeMeHu rnpensapuTenbHOW Nogaym 3almMTHOro rasa
TOK MOBbILLAETCA A0 HaYasibHOro YPOBHA (HECKOJIbKO amnep), n Bo3by»xpaercA
anekTpuyeckan gyra. [1pu oTrnyckaHum KypKoBOro Bbiktoyarens (2) Tok
BO3pacTaeT 00 3a0aHHOro 3Ha4YeHuA (C NOCTerneHHbIM HapacTaHnem, ecnu
BKJIHOMEHa COOTBETCTBYIOLLLAA OYHKUNA). [1py crnegyrowemM HaXKaTum KypKOBOro
BbIK/touarena (3) Tok cnagaer o 3afaHHOro HavyasnbHOro 3HavyeHuA (NnaBHO, ecrnv
BKJIOYEHa COOTBEeTCTBYIoLaA dOyHKUMA). [1py cnenyroLem OTrnyCKaHUn KypKOBOro
BblKtouartena (4) gyra racHeT, u MPOUCXOAUT 3ak/ounTeNnbHaA nogaya rasa.

@ AKTUBHaA NaHesb

HacTporikv BbINONHAKOTCA C NaHenun ynpasfieHns.

2] N3meHeHue paHHbIX KYPKOBOro nepeksouaresna

OTa OyHKLMA NO3BOSAET NepenTn oT ogHOro Habopa CoxpaHeHHbIX NapameTpoB
CBapKu K gpyromy, nytem ABOWNHOro Ha)katuA Ha CryCKOBOW MeXaHn3Mm
CBapOYHOro nucronera.

lpumeHnmo TosbkO AA cBapku metogoM TIG.

/’ BnoK AncTaHUMOHHOIO ynpaBsieHUA

HacTpoiku BbinonHATCA ¢ 610Ka AUCTaHLMOHHOIO yrpaBfieHuA.

[0 BKNOYEHNA MaLnHbI 650K ANCTaHLMOHHOIO yripaBfeHUsa A0SKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6ioka AuCTaHUMOHHOrO yripasfieHus, KOTOPbIN
nmMmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka oUCTaHLMOHHOIO
ynpasfeHuA, naHesnb yrpasfeHna CTaHOBUTCA HEAaKTUBHON.
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2.3 Ckpbitbie chbyHKkuum TIG

Ha naHenu ynpaBneHna MMerTCA CKPbITbIe COYHKLLUN.

AnA poctyna K yHKUNAM 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.

OyHKUUA YctaBku 3HayeHue no
YMOYaHuIo
A = npepBapuTenbHaA nogaya rasa 0-5c 0,5c
b = Mukpoumnynbc 0 = OFF (OTKJ); 1 0
= ON (BKIJT)

[nA poctyna K CKpbITbIM (PYHKLMAM HaXXMUTE u Ha 5 CeKyHp.

NpepBaputenbHana nopaua rasa

3apaHue NPOAOMKUTENBHOCTN NMPeaBapuTenbHON nogaym 3aLmMTHOro rasa oo
MOMEHTa 3aXXuraHunAa ayru.

Mukpoumnynbc
Ana Bbibopa Mukpoummnynbca Heobxoanmo, YTobbl MalLuMHa Haxogunach B

pexMMe NMMNYNbCHOro ToKa M [MpopomknTenbHOCTL UMMybca 1 naysbl B
HOpMasibHOM peXxuMme ycTaHaBnmBaeTcA B npepenax 0,01 [1 2,50 cekyHg,. Mpwu
MWKPOUMIMysbCax 3T0 BPeMA MOXET ObITb cokpatleHo A00,001 cekyHp. [pu
BKJTIOYEHHOM MUKPOUMIMYNbCHOM PeXnMe, NPOMEXYTKU BpemeHu meHee 0,25
CekyHp, otobpaxkarotcA Ha gucrisiee 6e3 [ecATUYHON 3anATON.

3 CBAPKA MMA

3.1 YctaBku

DyHKUUA Ounana3oH ycTaBoOK CryneHAMM no: 3HaueHue no
YMOJT1UaHMIO

Tok 16 -300 A 1A 100 A

FopAumii nyck Y 0-99 1 0

DOaenenue gyru ! 0-99 1 5

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

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

ArcPlus™ 1)

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

brok puctaHUMOHHOro OFF ("Otkn.”) unn ON - OFF ("Otkn.”)

yrnpasJsieHuA ("Bkn.”)

1) 31u byHKLUMM ABAAIOTCA CKPBLITLIMU, CM. MyHKT 3.3.
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3.2 O6bAcHeHue CMMBOJIOB U (PYHKLUN

@ o VRD (YctpoucTteo MNoHuxeHnAa HanpaxxeHuA)

Korpa ceapka He BbinonHaetcA, pyHKumAa VRD obecrnieunsaet yoeprxkaHve
3HaYeHNA HaNPAXXeHNA Pa3OMKHYTOM Lenu Ha ypoBHe, He npesbilatolem 35 B.
Ha ee BkntoueHue ykasbiBaet ceetoamop VRD. Korga cuctema obHapyxmsaet
Havano npouecca ceapku, pyHkumAa VRD oTkntouaercs.

Ecnu npu BkntoueHHon doyHkummn VRD HanpAXxeHre pasoMKHYTON L.enwu
npesbilwlaeT npepen B 35 B, Ha 310 yKasbiBaeT coobLueHne o6 owmbke (16),
NOABAIOLLLEECA HA AUCTiee; CBapka He MOXET ObITb Hayara 40 MCYE3HOBEHUA
[AaHHOro coobLueHusn.

BHumaHune! ©yHkuma VRD 0THOCUTCA BK/IKOYAETCA TOJIbKO MpU CBapKe
anektpogamu MMA.

YCTpOWCTBO NnocTaBsJifAETCA C BblktoveHHon dpyHkumen VRD (ceBetopmop He ropur).
AnA Toro ytobbl NOAKNIUNTL 3TY CPYHKLMIO, 0BpaTtuTeCh K yNoSIHOMOYEHHOMY
cneunanucty no obcnyxmsaHuio obopygosaHnA komnaHum ESAB.

?E:' Csapka metogpom MMA

Metog MMA Ha3sbiBaeTCA TakXe CBapPKOW MOKPbITbIMU 3NEeKTPOAaMu. 3axKKeHHanA
[lyra pacrnnasfifieT 31eKTPOof, U ero nokpbiTve obpasyer 3almTHbIN LUfakK.

Mpwn cBapke MMA MOXXHO BapuTb C 06parHOM NONAPHOCTbLIO.
Bbibepute cBapky MMA, ?E:' a 3aTeM HaXXMuTe .

@ AKTUBHaA NaHesb

HacTporikv BbINONHAKOTCA C NaHenun ynpasfieHns.

/’ BnoK AncTaHUMOHHOIO ynpaBsieHUA

HacTpoiku BbinonHATCA ¢ 610Ka AUCTaHLMOHHOIO YrpaBieHuA.

[0 BKNOYEHNA MaLnHbI 650K ANCTaHUMOHHOIO yripaBfeHUsa A0SKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 61oka AUCTaHULMOHHOrO yripasieHus, KOTOPbIN
nmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka oUCTaHLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEAaKTUBHON.
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3.3 Ckpbitbie pyHKuun MMA

Ha naHenu ynpaBneHna MMeroTCA CKPbITbie COYHKLLUN.

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

DyHKUMA YctaBku 3HaueHue no
YMOJTUaHUIO
C = pasneHwue gyru 0-99 5
D = kanenbHaA ceBapka 0 = OFF (OTKJ); 1 = 0
ON (BKI)
F = perynatop ArcPlus™ 1 = OFF (OTKJ1); 0 = 0
ON (BKI)
H = ropauun 3anyck 0-99 0

[nA poctyna K CKpbITbIM (PYHKLMAM HaXXMUTE u Ha 5 CeKyHp.

OasneHue pyru

[aBneHue poyrn umeet 6onbLUoe 3HAYeEHME ANA ONPeaesIeHNA Toro, Kak U3MeHAETCA
cuna Toka nNpu U3MeHeHUM ONuHbl ayrn. Uem MeHblue gaBfieHue pyru, TeMm ayra
CMOKOWHee, U TeM MeHbLUE pa3bpbi3rnBaHue.

KanenbHana cBapka

MeTop, KanenbHON CBapKN MOXET ObITb MCMONb30BaH NpPW CBapKe 3NeKTpoaamMu 13
Hep>kaBetoLLel ctanu. Mpu 3ToM pexxmme NPOUCXOAUT NOMNePEMEHHOE 3aXKUraHne
W raweHue gyru, ona Toro Ytobbl yylle KOHTPONMPOBaTh BbigeneHne Tenna. Ana
TOro 4tobbl MOracuTb Ayry, AOCTaTOMHO HEMHOIO NPUMOAHATL 3N1EKTPOLA.

CsapouHbint perynatop - ArcPlus™

CeapouHbin perynAatop ArcPlus ™ npepcrasnAeTr cobon opraH perynuposaHuA
HOBOIO TUMNa, KOTOPbIN NO3BOJIAET NONyYnTb Bonee NHTEHCKBHYIO, bonee
KOHLLEHTPMPOBAHHYIO U CNOKOWHYIO ayry. OHa 6biCTpee BOCCTaHaBNMBaETCA Nocne
KanesnbHOro KOPOTKOro 3aMblKaHWUA, YTO YMEHbLLAET PUCK NPUUNaHNA 3eKTpoaa.
Ana 6onblumHCcTBa cBapoUHbIX paboT perynAtop ArcPlus no3BONAET NonyyunTb
HaunyJwmne pesynerarbl ™ BKJ1 (0).

fopauun nyck

FopAYMiA NyCK YBENMUYNBAET CBAPOUYHbIV TOK B TeYEHME 3aaHHOro NPOMEeXyTka
BPEMEHM B Hauasie npoLecca CBapKu, CHUXXaA TeM camMblM BEPOATHOCTb MS1I0XOr0
cniaBfieHNA B Ha4Yasie CBapHOro LLBaA.
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4 3ANMOMMHAIOLLEE YCTPOUCTBO NAPAMETPOB CBAPKU

B 3anoMuHaroLLLeM YCTPOCTBE NaHEeNM ynpasneHnA MOXHO COXPaHUTb [Be
pasnuyHble NPOrpaMmMbl MAPaMETPOB CBAPKMW.

Haxxmute KHOMKY - nnn - B TeueHune 5 CekKyHpL, OJiA Toro YTOODI

COXpPaHWUTb AaHHble B namMATN. MuraHne 3eneHoro MHaukatopa CBUAETENbCTBYET O
TOM, YTO NapaMeTpbl CBAPKM COXpPaHeHbl B 3anNOMMUHAIOLLLEM YCTPOWCTBE.

[na Toro, 4To6blI NEPENTH OT OQHOMO KOMMJIEKTA CBAPOYHbIX AAHHbIX K APYrOMY,

3anomuHaroLLee yCTPOMCTBO ANIA COXpaHEHMA NapaMeTpoB CBapku CHabXeHo
9NEMEHTOM NMUTaHWA OJ1A aBTOHOMHOW MOANUTKN, KOTOPbI obecrevrBaeTt
COXPaHHOCTb HACTPOEK Oake Mocse BbIKHOUYEHUA MaLLWHBbI.

5 KOObl HENCNPABHOCTEM

Kop HencnpaBHOCTU CUrHaNM3NPYET O BO3HUKHOBEHUN HEUCMNPAaBHOCTU B
obopynosaHun. OH oTtobparkaeTcA Ha gucnnee B Buae 6ykebl E, 3a kKoTopo
Cnepyer KogoBbli HOMEP HEUCNPAaBHOCTW.

OTobparkaemblii HOMEpP YCTPOMCTBA NO3BOJIAET ONPEAESNUTb, B KAKOM YCTPOWNCTBE
npon3oLLa HEUCNPaBHOCTb.

Homep kopa owmbkn n Homep ycTponcTea oTobparkaroTcA noo4vepegHo.

Ecnu obHapy»>xeHO HECKONbKO HeMCnpaBHOCTEN, Ha 3KpaH OyneT BbiBeOEH TONbKO
Kop, nocrnegHen obHapy»>XeHHOW HencnpaBHOCTU. A Toro 4Ytobbl yoanutb C
aucnnen otobparkeHne Koga HeMCNPaBHOCTU, HAXXMUTE NOOYIO KHOMKY Uin
NOBEPHUTE PYUKY.

5.1 lepeueHb KOJ,0B HeMcnpaBHOCTEM

UO = 6nok ceapoyHbix U2 = nctounuk nutaHnAa U5 = 6nok

napamMmeTpos nepemMeHHOoro Toa
(AC)
U1 = 6nok oxnaxpeHma U4 = 6nok
ONCTaHLUMOHHOIo
yrnpasneHua
Kop, OnucaHue Uuojut1|ju2]|U4|U>5
HeumcnpasHOCTM
4 Bnok nutaHnA 5 B X X
5 CnuwkoM BbICOKOE/HU3KOE NPOMEXYTOYHOE X
HanpAXXeHne NOCTOAHHOMO ToKa
6 Bbicokana Temneparypa X X X
7 Bbicokana Temneparypa X
8 HanpaxeHue nutaHuA 24/15 B X
12 Owwnbka cBA3mM (MpepynpexneHne) X X X X
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Kop, OnucaHue Uuo|uUi1|U2|U4 |US5
HeucnpaBHOCTU
14 Owmnbka cBA3M (LUMHA OTKI.) X X
15 MoTepsa coobLueHun
16 Bbicokoe HanpAXeHne pasoMKHYTOW LEenu rnpu X
BKJTHOUEHHOW doyHKumn VRD
19 Owwmbka B namATn X
20 BbicOKaA MHAYKTUBHOCTb B LLEMW CBapPKU X
25 OTcyTCTBME KOHTaKTa X
26 C6on B pabote nporpamMmbl X
29 OTcyTCTBME NOTOKA OXNaXKAArLLEA BOAbI X X
4 OTcyTcTBME KOHTaKTa C 6JIOKOM OXNaXKAeHnA X
5.2 OnucaHue KopoB oWwMN60K
Kop |OnucaHue
Heucn
paBHO
cTun
E4 |Hwu3koe HanpaXeHue nuTaHuA 5 B
U0 |HanpaxeHne NnutaHUA CHU3NIOCH OO HEAOMYCTUMOrO YPOBHA.
U5 |[lpouecc cBapkn OCTaHOBJEH, U MOBTOPHbLIN €ro nyck 3abnokuposaH.
OeictBuA: BoikntounTe nutaHmne ot cetu, YTobbl NepeBecTy YCTPOWCTBO B MCXOQHOE
cocTofHue. Ecnu HemcnpaBHOCTb He yCTpaHunach, BbI3OBUTE TEXHUKA MO
obcnyxmBaHuio.
E5 |Bbixog npoMeXyToOUuHOro HanpfA»XXeHuA NOCTOAHHOrO TOKa 3a npepersibl
U2 |monyctumoro guana3oHa
CrvLLKOM BBbICOKOE WM HU3KOE HanpAXXeHue B ceTu nutaHnA. CAnLLKOM BbICOKOE
HanpsXXeHne MOXeT BbITb BbI3BAHO pe3kuMu KonebaHuAMM B CETU NUTaHNA NN
cnabblM UCTOUYHNKOM NUTAHUA (BbICOKAA MHAYKTUBHOCTb MCTOYHUKA MUTAHNA UK
notepnA dpasbl).
OenctBua: Bbi30BUTE TEXHUKA MO 0OCY>KMBAHMIO.
E6 Bbicokana Temneparypa
U1 Cpaborana 3awimTa OT TEMSIOBOV NeperpysKku.
U2 | Ceapo4Hblili NPOLLECC OCTAHOBIEH U HE MOXKET BbITb 3anyLueH NOBTOPHO A0 TEX Nop,
U5 |nokaHe noHusmtca Temneparypa.
Oencreua: Yoeoutecb B TOM, YTO OTBEPCTMA O71A 3abopa 1 BbinMyCka OXJ1aXXOaroLLLEero
BO3[yxa He NepekpbITbl U He 3abuTbl rpAsblo. MNpoBepbTe UCMONb3yeMbir pabounn
umkn, 4tobbl ybegmtbcA B TOM, YTO 060pynoBaHNE He NeperpyxaeTcs.
E7 Bbicokana Temneparypa
U5 |Cpaborana sawmta OT TEnsI0BOW NeperpysKu.
CBapOoyHbI NPOLLECC OCTAHOBIEH U HE MOXET ObITb 3anyLLEeH MOBTOPHO A0 TeX Nop,
nokKa He NOHU3UTCA Temneparypa.
OeictBuA: YbegmTecb B TOM, YTO OTBEPCTUA AN1A 3abopa 1 BbiNyCKa OXS1aXKaatoLLero
BO3yXa He rnepeKkpbITbl N He 3abuTbl rPA3bLI0. [poBepsTe NCNOoNb3yemMbln pabounia
umkn, 4tobbl ybegmtbcA B TOM, YTO 060pynoBaHME He NeperpyxaeTcs.
ES8 HeucnpaBHOCTb B Lenu NUTaroLwwero HanpaxxexHua 24 B/15 B
U1 HeponycTuMO BbICOKOE UM HEA0MYCTUMO HU3KOE HanpAXXeHue nuTaHuA.
U5 |lpouecc cBapKkn OCTaHOBJEH, U MOBTOPHbLIN €ro nyck 3abnokuposaH.
OencrBuaA: BoiktounTe NUTaHne OT ceTun, YToObl NEPEBECTM YCTPONCTBO B MCXOOHOE
cocTofHue. Ecnu HemcnpaBHOCTb He YCTpaHUnach, BbI3OBUTE TEXHUKA MO
obcnyxKmBaHuio.
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Kop |OnucaHue
Heucn
paBHO

cTn

E 12 |Owwunbka cBA3K (NnpepynpexapeHue)

U0 |HesHauutenbHaA HemcrnpaBHOCTL B LumHe CAN bus.

U1 OeuctBuA: YbeomTecb B OTCYTCTBMM HENCMNPABHbIX 6/10KOB, MOAKIIIOYEHHbIX K LLUMHE

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

Us o obcny aHuo

E 14 |Owwubka cBA3MN (WUMHA OTKI1.)

U0 |CepbesHana HencnpaBHoOCTb B LumMHe CAN bus.

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

us |CAN bus. lpoeepsre kabenu. Ecnv HencnpaBHOCTb He YCTPaHMUIIach, BbI3OBUTE TEXHUKA
no obcny>xmMBaHuIo.

E 15 |[Mpo6sembl co CBA3bIO (NOTEPAHO COOOLLEHME)

U0 |[MNeperpy3ska wuHbl CAN bus cuctemsbl
OeictBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIACh, BbI3OBUTE TEXHMKA NO
obcny>xKmBaHuio.

E 16 |Bbicokoe HanpaAXxeHne pa3oMKHYTON LLenu npu BKroueHHon coyHkumu VRD

U2 | CnnwKom BbICOKOE HanpsrXXeHne pasoMKHYTOM Lenu.
OeictBuA: BoiknounTe nutaHmne, ytobbl NepeBecTu YCTPONCTBO B UCXOOHOE COCTOAHME.
Ecnun HencnpaBHOCTb He yCTpaHUNach, BbI30BUTE TEXHUKA MO 06CNy»XMBaHMIO.

E19 |Owwunbka B namatm

UO |B cooepXXMMOM CyLLLECTBYHOLLLErO 3aroMUHAOLLLErO YCTPONCTBA MMEKOTCA OLLUMOKN.
CnegnyeT ucnonb3oBaTb NCXOAHbIE AAHHbIE.
OenctBua: BoiktounTe NUTaHne OT ceTun, YToObl NEPEBECTM YCTPONCTBO B MCXOOHOE
cocTtofAHue. Ecnn HeumcnpaBHOCTb He yCTpaHunach, BbI3OBUTE TEXHWKA MO
obcnyxmBaHuio.

E 20 | BbicokafA MHAYKTMBHOCTb B LLEMU CBapKu

U2 |[WCcToYHMK nUTaHuA He B COCTOAHUN NOJAEPKUBATb TOK YKeflaeMoW CUnbl U3-3a TOro, YTO
N3MepeHHanA HAYKTUBHOCTb B LLENW CBapKU CAULLIKOM Benmka. COpoc nHankauum
HencrnpaBHOCTM MPOU3OMAET, ECNN NoKasaHUA N3MepPEHNA MHAYKTUBHOCTU ByayT UMeTb
LOMYyCTMMOE HU3KOe 3HauYeHue B Hauyane ceapku. COpOCUTb MHANKALMIO TakKKe MOXHO
BbIK/TIOYEHNEM UCTOYHUKA NUTAHWA.
OewncrtBua: Vicnonb3ynte 6onee KOPOTKME CBApPOUHbIE Kabenu u He JonyckanTe mx
CKpyuuBaHuA B KosnbLa. Pacnonarante ceapoyHble kabenn n kabenn nogknoueHnA
napannenbHo gpyr apyry. Ecnn ponyctMmMo, MHOYKTUBHOCTb MOXXHO YMEHbLUUTb,
BbIMONHAA cBapKy 605iee KOPOTKOM Ayron.
Ecnun HencnpaBHOCTb He yCTpaHUNach, BbI3OBUTE TEXHUKA MO 0O6CNy»XMBaHMIO.

E 25 |OtcyTrcTBMe KOHTaKTa

U0 |OrcyTtcTBre coegmHeHna naHeny ynpasneHna ¢ 6710KOM nepemMeHHoro Toka.
MpoLecc ceBapku nNpekpatlLaerca.
OewctBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIACh, BbI3OBUTE TEXHMKA NO
obcnyxmBaHuio.

E26 |Cb6ou B paboTte nporpaMmmbl

U0 [Urto-To MeluaeT NpoLeccopy BbIMOIHATbL Er0 HOpMasibHble OYHKLUW B MPoOrpamMmme.
[MoBTOPHBIN NYCK NporpamMmMbl MPOM3BOANTCA aBTOMaTnyeckn. CBapoUHbIi NpoLecc
6ynert ocTaHOBMIEH. OTOT OTKa3 He NPENATCTBYET BbINOHEHNIO COYHKLMIA.
OewctBuA: Ecnn HemcnpaBHOCTb HE YCTPaHWIACh, BbI3OBUTE TEXHMKA NO
obcnyxvsaHumio.
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Kog, |Onucanue
Heucn
paBHO
cTn
E 29 |OtcyTcTBMe NOTOKa OXJsiaXKparoLwen Boabl
U0 [Cpaborano pene KOHTPOMA NOTOKA.
Ui MpoLecc cBapky OCTAHOBSIEH, U MOBTOPHbLIA ero Nyck 3abnokupoBaH.
OeictBuA: MNMpoBepbTe KOHTYP Nogayun oxna)kgaroLlen Bogbl U HacocC.
E 41 OTcyTCcTBME KOHTaKTa ¢ 6710KOM OxnaXxpeHua
U0 |[lNotepAH koHTakT 6510Ka napamMeTpoB CBapKu ¢ 610KkoM oxnaxaeHuA. CBapOYHbI
NpoLecc OCTaHOBJSIEH.
OenctBua: [NpoBepsTe 3NEKTPUUECKYIO CxeMy. ECnv HemcnpaBHOCTb HE YCTPaHAETCH,
BbI30OBUTE cneumanncta no o6Cny>KmMBaHuio.

6

3AKA3 3ANACHbIX YACTEMN

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

The manual describes use of TA24 AC/DC control panel.

For general information about operation see the user’s instructions for the power
source.

=1 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
'.—!r. { I:! example the program version is 0.18A

1.1 Control panel

\.rm:%o Oﬂ'go"' TA24 ACIDC

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

eChoice of welding method TIG === or MMA ===

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

direct current or TIG welding with pulsed current M
g

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

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

Vi

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

connecting remote control unit

-19 -
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e Indication of which parameter is shown in the display (current, voltage,

percentage, seconds or frequency)

@ Choise of setting parameter

m Indication of selected setting parameter, see page 21

@ Buttons for weld data memory. See page 28

@ Display of VRD function (reduced open-circuit voltage) is active or inactive.

(NOTE! only during welding with MMA electrodes)

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 0,5s

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 20s

Current 4 -300 A 1A 60 A

Active panel OFF or ON - ON

Changing trigger data OFF or ON - OFF

Remote control unit OFF or ON - OFF
TIG with AC

Function Setting range In steps of: Default value
Balance setting 50 - 98 %* 1% 50 %
Frequency setting 10 - 152 Hz Hz with 0.2 ms step |65 Hz
Electrode preheating 1-100 1 -

* )Depending of frequency setting.

TIG with pulsing DC

Function Setting range In steps of: Default value
Pulse current 4 -300 A 1A 60 A
Pulse time 0.01 -25s 0,01 1.0s

Micro pulse 1 0.001 -0.250 s 0,001
Background current 4 -300 A 1A 20 A
Background time 0.01-25s 0.01s 1.0s

Micro pulse 1 0.001 -0.250 s 0,001

1) These functions are concealed TIG functions, see description point 2.3.
2) These functions cannot be changed while welding is in progress
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2.2 Symbol and Function explanations

é{; TIG welding

TI1G welding melts the metal of the work piece, 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 work
piece.

| | | | Pulsed current

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 positioned weld current is
received.

©N®OAODND A
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Pulse current
The higher of the two current values in the event of pulsed current.

Currenth
Background time

>

> A

Pulse current

Background Pulse time
current

\j

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).

-22 -
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Electrode preheating

Tungsten electrode ::it:ilf;?n\;a;es
%] Colour Type Ar Ar + 30%He
1.6 Green WP \/ i -
1.6 Green WP U 20 "
1.6 Black WL10 \/ 0 ”
1.6 Black WL10 U 20 -
2.4 Green WP V 45 -
2.4 Green WP U 55 0
2.4 Black WL10 \/ 40 20
2.4 Black WL10 UJ 45 50
3.2 Green WP v - -
3.2 Green WP U - —~
3.2 Black WL10 V 60 ”
3.2 Black WL10 U 20 -
4.0 Green WP v - -
4.0 Green WP U 50 -
4.0 Black WL10 V o5 -
4.0 Black WL10 U 20 -

WP = Pure tungsten electrode
WL10 = Tungsten electrode alloyed with lantan

s

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

piece as the electrode is brought closer to the work piece.

bi14diea
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1 é{; LiftArc™

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

Striking the arc with the LiftArc function ™. Step 1: the electrode is touched on to the work piece. Step
2: the trigger switch is pressed, and a low current starts to flow. Step 3: the welder lifts the electrode
from the work piece: 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.

m Changing 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 Concealed TIG functions

There are concealed 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 0,5s
b = micro pulse 0= OFF;1=0N 0

To access concealed functions, 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
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.
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3 MMA WELDING

3.1  Settings

Function Setting range In steps of: Default value
Current 16 -300 A 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 concealed functions, see description point 3.3.

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.

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.
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/’ 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 concealed 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
C = Arc Force 0-99 5
d = drop welding 0= OFF;1=0N 0
F = regulator type ArcPlus™ 1= OFF; 0=0N 0
H = Hotstart 0-99 0

To access concealed functions, press u 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
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.
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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
given in the display with 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.

5.1 List of fault codes

U0 = weld data unit U2 =power source U5 =AC unit
U1 =cooling unit U4 =remote control unit
Fault code Description Uuo|uUt1|U2]|U4]|US5

4 Power supply 5 V X X
5 Intermediate DC voltage too high/low
6 High temperature X X
7 High temperature X
8 Supply voltage 24V/15V X
12 Communication error (warning) X X X X
14 Communication error (bus off) X
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 X
26 Program operating fault X
29 No cooling water flow X X
41 Lost contact with the cooling unit X
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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.
E5 |Intermediate DC voltage outside limits
U2 |The mains power supply is too high or too low. Too high a voltage can be due to severe
transients on the mains power supply or to a weak power supply (high inductance of the
mains power supply or a phase missing).
Action: Send for a service technician.
E 6 |High temperature
Ui 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.
E 7 |High temperature
U5 | The thermal overload cut-out has tripped.
The current welding process is stopped and cannot be restarted until the temperature has
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.
E 8 |Faulty 24 V/15V 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 to the CAN bus. Check the cables.
U4 |Send for a service technician if the fault persists.
Uus
E 14 |Communication error (bus off)
U0 [Serious interference on the CAN bus.
U1 [Action: Check that there are no faulty units connected to the CAN bus. Check the cables.
us |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.
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Fault |Description
code
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
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.
U1 | 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 weld data unit has lost contact with the cooling unit. The welding process is stopped.
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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TA24 AC/DC

Ordering number

Homep 3aka3sa

VRD

[On'go” TAZ4 ACIDC I

Ordering no.

Denomination

0459 773 885
0459 944 170
0459 944 171
0459 944 172
0459 944 173
0459 944 174
0459 944 175
0459 944 176
0459 944 177
0459 944 178
0459 944 179
0459 944 180
0459 944 181
0459 944 182
0459 944 183
0459 944 184
0459 944 127

0459 839 003

Control panel Origo™ TA24 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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