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1 BBEOEHUE

[aHHOe pyKOBOACTBO onucbiBaeT nynbrbl yrpasneHnA TA33, TA34 .

O6uwiure ceegeHmAa nNo SKcryarauunn npmeeneHbl B UHCTPYKUUN K UCTOYHUKY
NMUTaHUA.

'_' : i-i [Mpwn nopave ceteBoro NUTaHUA Ha YCTPOMCTBO Ha4YMHAETCA
: camMornpoBepKa CBETOANOAHbIX MHANKATOPOB 1 AuUcnnen, npu
'.—!. d ID 3TOM Ha gucnnee otobpa)kaetcA BepCcuA NporpaMmmsbl; B AaHHOM
npumepe paccMmarpmsaeTcA Bepcua nporpamMmmbl 0.18.

PykoBopgcTBa no aKcnyaraumm Ha gpyrnx A3blkax MOXXHO 3arpy3unTb ¢ Beb-canta
www.esab.com.
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1.1 Myner ynpaBneHun
lyner ynpasneHna TA33

6
® VRD Caddy™ mmass

&

r
ud
(2]

8

o Pyuka ynpasneHna gnqa seoga napamMmeTrpos (cunbl Toka (A), BpemeHu (C) nnm
TONLWMHbI Matepunana (MmM/aonMbl)

e Ovcnnen
?I:I

eBblﬁop Metopa ceapku TIG -é v MMA s

o Bbibop BbicOKOUYaCTOTHOro Bo36yxaeHusa ayru (HF) -&{; nnu Bo3byxxpeHunA

1

Unun 4-TaKTHOro pexuma I I

LY KOHTaKTHbIM cnocobom (LiftArc) ™

e Bbibop 2-takTHOrO ¢ T

e NHovkauma sknouveHna pyHkumm VRD (moHmnxeHHoe HanpAxeHue

pasoMkHyTou yernv). BHumanune! OyHkuma VRD pabotaer ¢ CTOYHMKaMum
MMUTaHWA, B KOTOPbIX OHa peasin30BaHa.

o O6o3Ha4veHne napameTpa, oTobparkaemMoro Ha gucninee: cunbl Toka (A),
BPEMEHU (C) nnu ToNWMHbI Matepuana (MM/AonMbl)

e BbibOpa HacTpanesaemMoro rnapamMeTpa,
TOSLLMHbBI MaTepurana * , Cnapa Toka —\ nogayu rasa nocre

A
»
raweHnA oyru
lMpnmeyaHune! KHorka ncrosib3yeTcA Takxe U 4J1A BbI30Ba CKPbITbIX QOYHKLMY, CM.
cTp. 12.
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lyner ynpasneHna TA34

o Pyuyka ynpasneHunAa gnqa BBoga 3HayeHuA cuibl Toka (A) nnm spemeHu (c)

e Ovcnnen
¢

e Boibop metopa cBapku TIG === 1t MMA s
o Bbibop tvna ceapkun metogom TIG / MMA NOCTOAHHBLIM TOKOM nnu

cBapkun metogoM TIG MNynbCHbIM TOKOM M

e Bbibop BbicOkouacToTHOro Bo3byxaexHua agyrun (HF) -L nnu Bo3byXxaeHuA

Y

LY KOHTAKTHbIM CNOCOO0M (LIftArC) ™

+1

e Bbibop 2-takTHOrO Unn 4-TakTHOro pexxmma I I

e HacTpowka c naHenu ® CMeHa napameTpoB CBapKM C MOMOLLLbIO

KYPKOBOrIO NepeKstouareniA CBapoYHON ropenku 2] UKW NOAKJIIOYEHNE

e NHpoukauma sknoveHna oyHKumm VRD (MOHMXXEHHOe HanprXeHune

pasoMKHyTOW uenv). BauumaHune! OyHkumna VRD paboraer ¢ nctoyHukamm
MMUTaHWA, B KOTOPbIX OHa peasin30BaHa.

610Ka ANCTaHLMOHHOIO YrpaBeHns

e O6o3Ha4veHne napameTpa, otobparkaemoro Ha gucnnee: cuna Toka (A),
HanpAxeHne (B), BpemA (C)

@ Bbibop napamerpa, otobparkaemoro Ha gucrisiee BO BPEMA CBAPKW: cuna Toka
(A) unn HanpAxeHune (V).

m WNHpovkauma BbibpaHHOro HacTpansaemoro napamerpa, cMm. cTp. 9.

KHorka cripaBa ncrosib3yeTcA Takxe AJ19 4OCTyra K CKPbITbIM QOYHKLMAM,
CM. CTp. 12 1 14.
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@ KHonku gnA BBeOeHWA napamMeTpoB CBapKW B 3aroMunHaroLLee yCTPOWCTBO,

CM. CTp. 16.

2 CBAPKATIG

2.1 YcTtaHOBKM

DyHKUMA HOvana3oH ycTaHOBOK TA33 TA34

HF / LiftArc ™ 2) HF vnu LiftArc™ X X

2/4 Takta 2 2 TakTa unun 4 TakTa X X

Bpema npepgsaputensHon nogaun | 0-5c¢ X X

rasa !

Bpems HapacTaHua Toka V) 0-10 ¢ X X

Bpemsa cnapa 0-10c X X

Bpemsa nogaun rasa nocne 0-25¢c X X

npeKpaLleHnAa gyru

Cuna Toka 4 - makc ¥ X X

AKTMBHaA naHesb OFF ("Otkn.”) nnm ON ("Bkn.”) - X

M3meHeHne pgaHHbIX CryCcKOBOro OFF ("Otkn.”) nnm ON ("Bkn.”) - X

MexaHu3ma

MynsT AMCTaHUWMOHHOIO OFF ("Otkn.”) nnm ON ("Bkn.”) - X

yrpasneHua

MuH. cuna Toka npwu ceapke ¢ 0-99% - X

ncnonb3osaHuem nynsra AY"

Tok uMnynbca 4 - makc ¥ X X

OnutenbHOCTb MMNynbca 0,01-2,5c¢c - X
Mukpoumnysbceb 1) 0,001-0,250 ¢

Tok choHa 4 - makc ¥ - X

OnutenbHocTb ooHa 0,01-25¢ - X
Mukpoumnynbcsl 1) 0,001-0,250 ¢

TonwwwmHa marepuana 3) 30 A/MM c warom 0,1 MM X -

REC GOYHKLUNM ABIAIOTCA CKPbITbIMU QOYHKUMAMM TIG, CM. nNyHKT 2.3.

2) 311 PYHKLMM He MOTYT 6bITb U3MEHEHBI B MPOLIECCE CBAPKM.

3) [wnana3oH HacTpOeK 3aBUCUT OT UCII0JIb3YyeMOro NCTOYHUKa NMUTaHUA.
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22 O6bAcHeHMe CUMBOJIOB U PYHKLUN

@ VRD

VRD (YctpoucTteo MoHumxeHnAa HanpaxxeHuA)

Korpa ceapka He BbinonHaetcA, pyHkuma VRD obecrnieunsaet yoeprxkaHue
3HaYeHNA HaNPAXXeHNA Pa3OMKHYTOM Lenu Ha ypoBHe, He npesbilatolem 35 B.
Ha ee BkntoueHue ykasbiBaet ceetoauop, VRD.

Korpa cuctema obHapy»>XuBaet Hayano rnpotecca ceapku, yHkuma VRD
bnokunpyercs.

Ecnu npu BkntoueHHon doyHkummn VRD HanpAXxeHne pasoMKHYTON Lenwu
npesbilwaeT npepen B 35 B, Ha 310 yKasbiBaeT coobLueHne o6 owmbke (16),
noAsnAloLLeecA Ha gucnnee. CBapka He MOXET ObITb HayaTa 40 UCYE3HOBEHNA
AaHHOro coobLueHun.

®yHkumA VRD aktnemnposaHa no ymonyaHuio gJia UICTOYHNKOB NUTaHUA,
NOCTaBfIAEMbIX C CETEBbIMU LUTENCENIAMN aBCTPasIMAMCKOro Tuna.

AnA Toro ytobbl BKNHOUYUTL 3TY COYHKLUIO B UICTOYHUKAX NMUTAHWUA APYruX TUMOB,
obpatntecb K yrnosIHOMOYEHHOMY crieumanucTy no obcny»xmeaHnio obopynosaHuaA
komnaHun ESAB.

BHumaHune! ©®yHkumna VRD paboraer ¢ nCTOYHUKaMU NMUTaHWA, B KOTOPbIX OHa
peasim3oBaHa.

=  CBapka metogom TIG

Mpn ceapke TIG npoucxoguT pacnnaeneHue mMmetanna ceapvBaeMoOW Aetanu C
MOMOLLLbIO JNEKTPUYECKON Ayrn, BO3Oy»KaaemMon Ha BoibdopamMOBOM 3/1EKTPO/E,
KOTOPbI CaM He NnaBuUTCA. 30HA CBAPKM 1 CaM 3MeKTPOoL, 3aLLuLLeHbl aTMocdoepor
13 3aLMTHOro rasa.

o0 MoCcTOAHHBIN TOK

Uem bornbLue Tok, Tem Bonblue pasmMep 30Hbl CBAPKU U flyyLle NMPOHUKHOBEHWE B
cBapuBaeMmyto getab.

J-I-I—l MMnynbCHBbIN TOK

MMNynbCHBbIN peXXMM UCMOSNb3yeTCcA ONA yNyyLleHUA ynpasieHnA CBapOYHOMN
BaHHOM W1 MPoLLEeCcCcoM 3acTbiBaHWA. YacTota uMnynbLCOB yCTaHaBINBAETCA
HACTOJIbKO HU3KOW, YTOBObI B NPOMEXYTKE MEXAY MMMNYyNbCaMu CBapOYHaA BaHHA
ycrnesasna 3acTbiTb, MO KparHen mepe, 4YacTuyHo. [nA Toro Ytobbl yCTaHOBUTL
UMMYNbCHBIN PEXUM, HeobX0OMMO 3afaTb YeTbIpe napamerpa: TOK UMMynbCa,
OSINTENbHOCTb UMMYNbCA, TOK May3bl U AJINTENbHOCTbL May3abl.
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3apaBaemMblie napaMeTphl

HapacraHue

CBapouyHbI TOK
OnvTenbHOCTb MMNynbca
Tok dooHa

OnutenbHocTb hoHa
Cnag

BpemaA nogaum rasa nocrne npekpaLieHa oyru

No oMb~

HapacrtaHue

DyHKLMA HapacTaHUA 03HavaeT, YyTo nocne Bo3byxageHna ayru TIG, TOK megeHHOo
NOBbILLIAETCA A0 3a4aHHOW BenNnynHbl. 310 obecneunsaet 6onee "MArKnin”
pasorpes 3f1IeKTpPoAa U AaeT BO3MOXHOCTb CBAPLLNKY NPaBuiibHO PacrofioXuTb
QNEKTPOA, A0 TOro, Kak byaer [OCTUrHYTO 3afaHHOe 3HaYeHne ToKa.

Tok umnynbca

Bonbluee 3 aoByx 3HaYEHU TOKA NPU UMMYNBCHOM PEXMME.

A
Tok OnutenbHOCTb ooHa
- A
Tok
nMnynsca
i -
®oHOBbIN HnutenbHoc o
TOK Tb MMnMynbca BpemnA

Csapka merogom TIG B nmMrysabCHOM

pexume.

OnutenbHOCTb nMnynbca

UacTb nepmnopa nmnysnbca, B Te4eHne KOTOPOW BKJ/IFOYEH TOK UMMyIbCa.

Tok cpoHa
MeHbLuee 13 OBYyX 3HaYeHuI ToKa npum NMnNynbCHOM peXxnme.
OnutenbHoCTb poHaA

I NuTenbHOCTb NnpoTeKaHMA TOKa nay3bl, KOTOpaA BMeCTe C AJINTENIbHOCTbIO
NnpoOTeEKaHMA TOKa nMrynbca COCTaBJIAET Nepunon nmMmrnysbca.

Cnap,

Mpw ceapke TIG ncnonb3yerca TakKe PYHKUMA CHUXXEHWA, KOrga TOK "MeffieHHO”
NOHWU>XXAETCA B TeyeHne 3af,aHHOro BPpeMeHU, YTo No3BoJAET nsbexxarb
obpasoBaHuA Kparepa n/unu pactTpeckMBaHuA Npu 3aBepLUEHUI LUBaA.

3aknouuTtesibHaA nogaua rasa
PerJ'II/IpOBKa BpeMeHn nogavn 3alnTHOro rada nocine ralleHnAa ayru.
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La

®OyHKumA HF Bo36y>xpaeT 3neKTpuYeckyto ayry ¢ NOMOLLLbIO NCKPbI C

BOJIbCPPaMOBOro 3/IeKTPoAa Ha cBapvBaeMyto AeTasib, Korfa 3neKTpon,
npnbnuanTcA K getanmu.

1
LiftArc™

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

BosbyxaeHue ayru ¢ nomoLubro goyHkumum LiftArc ™. LLlar 1: anektpoa kacaerca aetanu. Llar 2:
HaxxaT KypKOBbIV BbIK/H0YaTE b, N HAYNMHAET Teub Hebo/1bLLIOV TOK. LLlar 3: cBapLynk oTBOAUT
CBapOYHYO ropesiky oT aetann: Bo3byxaaeTca ayra, U TOK aBTOMaruyecku rnoBbiLLaeTcAa A0
3a4aHHOro 3Ha4YeHuA.

u 2-wwaroBbI peXxum

[Mpw 2-LuarosBom ynpasneHuv npegsapuTesibHas nogada 3almnTHOro rasa (ecnv
NCMNOoNb3yeTcA) HAYMHAETCA NPW HaXXaTum NYCKOBOrO BbIKJKOYaTesiAd CBAPOYHOro
nucrornerta. [1pu 3ToM HaunMHaEeTCA Npouecc ceapkn. Korga nyckosowu
BbIK/itouartenb byner otnyLleH (4), NpoLecc CBapKu NOSIHOCTLIO NPeKpaLLaeTca v
Ha4YMHaeTCA 3ak/iounTeNbHaA nogaya 3aLlMTHOro rasa (npv BKIKOYEHUU
COOTBETCTBYIOLLLErO PEXUMA).

)

MpenpapwTenbHan ,Hapac- Cnap \3aknounTens ,
nogaua rasa 'TaHme ‘HaA nopava

q'F , Jb 'rasa !
1 2

LevicTByeT npu 2-TakTHOM YripaBsieHUn CBapOYHON ropesiKou.

[Mpu 2-TakTHOM peXxnme ynpasfieHUA NPU HaXKaTum KypkKoBOro Bbiktovarens (1)
ropenku TIG 3anyckaeTcA npegeapuTenbHaA nogava 3awmMTHOro rasa (ecnu ara
doyHKUMA BKKOYEHA), a 3aTeM BO3Oy>KaaeTcA anekTpuyeckana gyra. Tok Bo3pacraer
[0 3a0aHHOro 3HayYeHud (B COOTBETCTBUM C OYHKLMEN HapacTaHWA, ecnv oHa
BKJIHOYeHa). [pn oTnycKkaHum KYpKOBOrO BbIK/touartena (2) ToK npekpaitaerca (Mnu
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HauMHaeT crnagarb, ecnv BKoYeHa OYHKLUMA crnaga), u gyra racHet. HaumHaetcA
3aKksounTeNnbHaA nogaya rasa, ecnu ara PyHKUMA BKITlOYeHa

¢ T 4-TaKTHbIN peXUM

B 4-TakTHOM pexxume npepgsapuTenbHan nogaya rasda HaunHaeTCA, Korga KypKoBbIN
BbIK/Iouartesfib Ha CBapPO4YHOM MUCTOSETE HAXKMMAETCA, a BO3Oy)KaeHue ayru
npoucxoauT Npu ero oTrnyckaHuu. lNpouecc cBapKn NPoQoKaeTcA A0 Tex rnop,
noka nepekntoyaresnb He byaeTr cHoBa Haxkar. Korga Bbikjirouaresib OTNyCKaeTcA,
[lyra racuTCA 1 HaYMHAETCA 3akstoUmMTeNIbHAA nogadya rasa (Npu BKIKOYEHUN
COOTBETCTBYIOLLLErO PEXUMA).

' MpensaputensHan 'Hapac- Cnag ' :3aKmow|Tenb:

, nogava rasa 'TaHue ' ,HaA nopava ,
q-F ' JL ﬁP ' rasa '
1 2 3 4

LevicTByeT npu 4-TakTHOM YripaBsieHUn CBapOYHON ropesiKou.

[Mpn 4-TakTHOM peXume yrnpasrieHNA Npu HaXKaTtum KypKoBoro Bbikntovarensa (1)
3anyckKaetcA npepgsapuvTenbHasa rnogava 3aLmnTHOro rasa (ecnv ara oyHKUmMA
BKto4eHa) . 1o ncreyeHnn spemeHun nogaym 3awmMTHOro rasa ToK noBbILLAETCA 00
Ha4asbHOro YpPoBHA (HECKOJIbKO amrep) 1 Bo30y)XOaeTCcA AnekTpuyeckas gyra.
[Mpu oTnyckaHnn KypKOBOIo BbIKStOUaTesiA (2) TOK BO3pacTaeT A0 3agaHHOoro
3HayeHuA (C NOCTerneHHbIM HapacTaHneM, eCcnu BKIIKOYEeHa COOTBETCTBYHOLLLAA
dpyHKuMA). Mpu cnepyroLLem HaXkatum KypKoBOro Bbikntoyarend (3) Tok cnapgaer o
3a[,aHHOro Ha4yaJsibHOro 3Ha4eHuA (MaBHO, CNN BKJTKOYEHA COOTBETCTBYOLLLAA
dpyHKuMA). Mpun cnepytoLem OTNyCKaHUM KYPKOBOIO BbIKStouarena (4) gyra racHer,
N MPOUCXOAUT 3ak/ounTeNbHaA nopgaya rasa.

* TonwuHa matepuana

Cwuna Toka ycTtaHaBnMBaeTCA aBTOMarn4yeckn B 3aBMCUMOCTU OT TONLLUHDI
mMarepmana (MM/glonmbl).

UTtobbl yBENNUNTD NN YMEHBLUUTL CUITY TOKA, HAXKUMaWTE KHOTMKY ﬂ [0 Tex
nop, NoKa CUMBOJIbl TOSLWMHbI Marepuana, cnaga v 3aknouMTesibHON nogaym rasa
He ByaoyT neaKTMBMPOBaHbI; NMOCSE Yero 3aganTe cuny Toka.

E Mopaua ra3a nocre raweHuna gyru

»

PerJ'II/IpOBKa BpeMeHn nogavn 3alnTHOro rada nocine ralleHunA ayru.

® AKTUBHaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.
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t#2] N3MeHeHUe napaMeTpoB KYPKOBOro nepeksiouarenn

OT1a PyHKLMA NO3BONAET NEPENTUN OT OAHOro Habopa CoxpaHeHHbIX NapamMeTpoB
CBapKu K gpyromy, nyTemM gBOMHOro HaXkatusA Ha CryCKOBOW MeXaHU3M
cBapo4vHoro nucrtoneta. lpumeHUMOo ToNIbKO AJ1A cBapku metogom TIG.

/ Bnok anMcTaHUMOHHOIO ynpaBsieHUA

Hactponkun genatorcA ¢ 611oka ANCTaHLMOHHOIO yrpas/ieHunA.

lMepen BBOOOM B genicteue 6510K AUCTaHLMOHHOIO yrpasfieHUA Oo/MKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6roka AUCTaHLNOHHOIO yripasieHus, KOTOPbIN
nmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka oUCTaHLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEAKTUBHON.

2.3 Ckpbitbie chbyHKkuum TIG

Ha naHenu ynpaBneHna MMerTCA CKPbITbIe COYHKLLUN.

AnAa poctyna K PyHKUNAM yaep)XnBanTe HaXkaton KHOMKY u B TedeHune 5
cekyHA. Ha pucnnee noAsutcA BykBa 1 YncneHHoe 3HadeHue. Boibepute
dPyHKUUIO, HAXXMMAaA KNaBuLLy CO CTpesnkou Brnpaso. Pyuka ynpasneHus
ncnonb3yeTcA OA N3SMEHEHUA YUCNEHHOro 3HaYeHUA AA BbiIbpaHHOW OYHKLUW.

[nA BbIXOAA U3 peXxumMa gocTyna K CKpbITbIM COYHKLMAM yOep>KUBanTe HaXkatow

KHOMKY u B TEYEHME 5 CEeKyH[,

Myner ynpasnexnua TA33

OyHKUMA YctaHOBKMU

A = npegBapuTenbHaa nogaya rasa 0-5c

b = HapacTtaHue 0-9,9

C = mMmeTpuyeckne eanHuLLbI/gonMbl 0 = pgonMbl, 1 = MM

Mynsr ynpasnexnuna TA34

OyHKUMA YctaHOBKMU

A = npegBapuTenbHaa nogaya rasa 0-5c

b = Mukpoumnynsc 0 = OFF (OTKIJ); 1 = ON (BK/)
| = MUWH. cuna Toka 0-99%

NpepBaputenbHana nopaua rasa

3apaHue NPOAOMKUTENBHOCTN NMPeaBapuTenbHON nogaym 3aLmMTHOro rasa oo
MOMEHTa 3aXXUraHunAa ayru.
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Mukpoumnynbc
Ana Bbibopa Mukpoummnynbca Heobxoanmo, YTobbl MalLuMHa Haxoguniach B

peXxvMe CBapKn UMMyfbCHbIM TOKOM M [MpopomKnTeNbHOCTL UMMYbCa U
naysbl B HOpManbHOM pexume yctaHasnmnsaetcA B npegenax 0,01 - 2,50 cekyHA.
[Mpyn MUKponmMnynbcax 310 BpeMA MOXET ObiTb cokpalleHo o 0,001 cekyHa,. Mpwu
BKJTIOYEHHOM MUKPOUMIYSTIbCHOM PEXUME NPOMEXYTKU BpemMeHn meHee 0,25
CekyHp, otobpaxkarotcA Ha gucriniee 6e3 [ecATUYHON 3anATON.

MuHumanbHana cuna TokKa
Wcnonb3yetcA anA ycTaHOBKM MUHUMASbHOMO 3HaYeHWA CUSbl TOKa YCTpPOMCTBa
aunctaHuunoHHoro ynpasneHua T1 Foot CAN.

Ecnu 3HaueHne makcumanbHoW cuibl Toka coctasnfaeT 100 A, a 3HayeHune
MUWHUMAasbHOW CUSbl TOKA OOMKHO paBHATLCA 50 A, yCTaHOBUTE 3HAYEHNE CKPbITOM
PyHKLMM MUHUMABHOIO TOKa Ha 50%.

Ecnu 3HaueHne makcumanbHoW cunbl Toka coctasnfaeT 100 A, a 3HayeHune

MWHUMAasbHOW CUSlbl TOKA OOMKHO paBHATLCA 90 A, yCTaHOBUTE MUHUMAaSbHbIA TOK
Ha 90%.

3 CBAPKA MMA

3.1 YcTtaHOBKM

DyHKUMA HOvana3oH ycTaHOBOK TA33 TA34
Cvna Toka 16 - makc. A 2 X X
FopAumii nyck Y 0[P9 - X
DOaenenue gyru ! 0[P9 - X
KanenbHan ceapka ') 0=0TK/1 unu 1=BKJ1 - X
PerynaTtop ceapku 1=0TKI1 nnn 0=BKIJ1 - X
ArcPlus™ 1)
AKTUBHaA naHenb OFF ("Otkn.”) unn ON - X
(”BKn.”)
Myner QMCTaHULMOHHOrO OFF ("Otkn.”) unn ON - X
yrnpasJsieHuA ("Bkn.”)

1) 31u byHKLUMM ABAAIOTCA CKPBLITLIMU, CM. MYHKT 3.3.
2) [Inana3oH HacTPOEK 3aBMUCUT OT UCIIO/b3yeMOro MCTOYHNKA NNTaHMA.
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3.2 O6bAcHeHue CMMBOJIOB U (PYHKLUN

@ VRD

VRD (YctpoucTteo MoHumxeHnAa HanpaxxeHunA)

Korpa ceapka He BbinonHaetcA, pyHKumAa VRD obecrnieunsaet yoeprxkaHue
3HaYeHNA HaNPAXXeHNA Pa3OMKHYTOM Lenu Ha ypoBHe, He npesbilatoLem 35 B.
Ha ee BkntoueHue ykasbiBaet ceetoauop, VRD.

Korpa cuctema obHapy»>XuBaet Ha4yano rnpotecca ceapku, yHkuma VRD
bnokunpyercs.

Ecnu npu BkntoueHHon doyHkummn VRD HanpAxeHne pasoMKHYTON Lenu
npesbilwaeT npepen B 35 B, Ha 310 yKasbiBaeT coobLueHne o6 owmbke (16),
noAsnAloLLeecA Ha gucnnee. CBapka He MOXET ObITb HayaTa 40 UCYE3HOBEHNA
AaHHOro coobLueHun.

®yHkumA VRD aktnemnposaHa no ymonyaHuio gJia UICTOYHNKOB NUTaHUA,
NOCTaBfIAEMbIX C CETEBbIMU LUTEMNCENAMN aBCTPasIMACKOro Tuna.

AnA Toro ytobbl BKNIOUYUTL 3TY COYHKLUIO B UICTOYHUKAX NMUTAHWUA APYruX TUMOB,
obpatntecb K yrnosIHOMOYEHHOMY crieumanucTy no obcny»xmeaHnio obopynosaHuaA
komnaHun ESAB.

BHumaHune! ©yHkumna VRD paboraet ¢ nCTOYHUKaMU NMUTaHWA, B KOTOPbIX OHa
peasim3oBaHa.

—: Csapka metogpom MMA

Metom, MMA HasbiBaeTcA TakXe CBapKOW C WCMNOJSIb30BaHMEM MOKPbIThIX
QMEeKTPOA0B. 3axX>KeHHaA ayra pacnnasfiAeT 3NeKTpon, N ero NoKpbITMe obpasyer
3aLLUMTHbBINA LUNakK.

® AKTUBHAaA naHe’sb

HacTtporkun genatotcA ¢ naHenu ynpasneHus.

/ BnoK ancTaHLMOHHOIO yrnpaBsieHUA

Hactponkn genatorcA ¢ 6110ka ANCTaHLMOHHOIO yrpas/ieHunA.

lMepen BBOOOM B genicteue 6510K AUCTaHLMOHHOIO yrpasfieHA Oo/MKeH ObiTb
NOAKIKOYEH K pasdbemMy anA 6oka AUCTaHULNOHHOrO yrpasfieHus, KOTOPbIN
nmeetcA Ha malumHe. lNocne BBopa B gercteme 6noka ouCTaHLLMOHHOIO
ynpasfeHuA, naHenb yrpasfeHna CTaHOBUTCA HEAaKTUBHON.

3.3 Ckpbitbie pyHKuun MMA
Ha naHenu ynpasneHnA NMeroTCA CKPbITble OYHKLMN.

AnA poctyna K OyHKUUAM yoep)KMBanTe HaXKartom KHOMKY u B TeueHue 5
cekyHpa. Ha pucnnee noasntcA Bykea 1 uncneHHoe 3HayeHune. Boibepute
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OYHKLMIO, HAXXMMaA KNaBuLLy CO CTPENKOoW Bnpaso. Pyyka ynpaBneHus
MCNoNb3yeTcA ANA M3BMEHEHNA YNCIEHHOTO 3HAaYEeHUA ANA BbIBpaHHOW COYHKLLUN.

[nA BbIXOAA U3 peXxumMa gocTyna K CKpbITbIM COYHKLMAM yOep>KUBanTe HaXkatow

KHOMKY u B TEYEHME 5 CEeKyH[,

Mynsr ynpasnexnuna TA34

OyHKUMA YctaHOBKMU

C = paBneHwue gyru 0[199

d = KanenbHaA ceBapka 0 = OFF (OTKIJ1); 1 = ON (BKIJ1)
F = perynatop ArcPlus™ 1 = ArcPlus™Il; 0 = ArcPlus™
H = ropAuun 3anyck 0199

| = MuH. cuna Toka 0[199%

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, 1 TeM MeHbLUEe pa3bpbi3rnBaHue.

KanenbHana cBapka

MeTop, KanenbHOW CBapKN MOXET ObITb MCMONb30BaH NPV CBapKe 3NeKTpoaamMu 13
Hep>kaBetoLLel cTanu. B aToM pexxrme NponcxoanT NonepeMeHHoe 3aXKnraHne u
ralleHve gyru, onA Toro YTobbl Nyylle KOHTPONMPOBaTh BbigeneHue tenna. Ona
TOro Ytobbl MoracuTb Ayry, ALOCTaTOMHO HEMHOMO NPUMOAHATL JNEKTPOL,
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PerynaTtop cBapku

CBapOoyHbIlt perynAaTop npeacrasnAeT coboi opraH perynmpoBaHus,
NO3BOJIAKOLLUIA NMONY4YMTb Bonee MHTEHCUBHYIO, 6Hoee KOHLEHTPUPOBAHHYHO U
cnokoviHyto ayry. OHa 6bicTpee BOCCTaHaBIMBAETCA MOCHE KaneslbHOro KOPOTKOro
3aMblKaHWA, YTO YMEHbLLAET PUCK NMPUNNMNaHUA 3NEeKTPoAaa.

e ArcPlus™ (0) pekomeHpyeTcA K MPUMEHEHMIO C 3NeKTPoAaMU OCHOBHOIO
TMna

e ArcPlus™ Il (1) pekomeHOyeTCA K MPUMEHEHUIO C PYTUIIOBbIMU 31IEKTPOAaMU
1 anekpogamMun 13 Lenntonosbl

fopaunn nyck

FopAYMiA NyCK YBENMUYNBAET CBAPOYHbIV TOK B TeYEHME 3aaHHOro NPOMEeXXyTka
BPEMEHM B Hauasie npoLecca CBapKu, CHUXXaA TeM camMblM BEPOATHOCTb MJ1I0XOr0
cniaBfieHNA B Ha4Yasie CBapHOro LLBaA.

4 3ANMOMUHAIOLLEE YCTPOUCTBO NAPAMETPOB

CBAPKHU

B 3anoMuHaroLLLeM YCTPOCTBE NaHEeNM ynpasneHmA MOXHO COXPaHUTb [Be
pasnuyHble NPOrpaMmMbl NAPaMETPOB CBAPKMW.

Yoep>kmBanTe HaxKaTon KHOMKY - nnm - B TeYeHue 5 cekyHp, anA

TOro Ytobbl COXpaHUTb AaHHble B NamMATU. MuraHne 3eneHoro nHgmkaropa
CBUOETENbCTBYET O TOM, YTO MapamMeTpbl CBAPKU COXpPaHeHbl B 3anoMUHaloLLLEeM
YCTPOWCTBE.

[nA Toro 4Tobbl NepenT OT OAHOIO KOMMJIEKTa NapaMeTPOB CBAPKN K OpYrOMY,

3anomuHaroLee yCTpOMUCTBO Af1A COXPAHEHUA NapaMeTpoB CBapku CHabXeHo
3N1eMEHTOM NUTaHWA AJ1A aBTOHOMHOW NMOAMUTKWU, KOTOPLI obecrnevnBaet
COXPaHHOCTb HACTPOEK faXke Nocne BbIKIOYEHNA MaLUNHbI.

5 KOObl HENCNPABHOCTEM

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

OTobparkaemblii HOMEpP YCTPOWCTBA NO3BOJIAET ONPEAENUTb, B KAKOM YCTPOWNCTBE
npon3oLLa HEUCNPaBHOCTb.

Homep kopa owmbkn n Homep ycTponcTea oTobparkaroTcA noovepegHo.

Ecnu obHapy»xeHO HEeCKONbKO 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.
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NMPUMEYAHUE! Ecnu ycTponcTso ANCTAHLMOHHOMO yrpaBfieHNA BKITHOYEHO,

BbIKJTHOYNTE ero Ha>karmem /’ OnA c6poca MHOWKaUUM HENCNpPaBHOCTWN.

5.1 lepeueHb KOJ,0B HeMcnpaBHOCTEM

UO = 6nok napameTrpoB CBapKu U2 = UCTOYHUK NUTaHuA
U1 = 6nok oxnaxxpeHusa U4 = 6nok gncrtaHuMOHHOro
ynpasfieHunA

5.2 OnucaHune KOgoOB HEMCNpPaBHOCTEN

Hunxxe npmeeneHo onmcaHme KogoB Tex owmnbok, KOTOpPbIE€ Nnonb3oBareslb MOXXET

YCTPaHUTb CaMOCTOATENbHO. pn BO3HUKHOBEHUKN OLLUNOKN C APYrMM KOOOM
obparuntechb K crieumanucty no obcny»xmeaHnio o6opynoBaHuA.

Kop |Onucanmue
Heucn
paBHO

CTn

E6 Bbicokana Temneparypa
E7 Cpaborana 3awiuta OT TENSIOBOV NEPErPy3KN.

roKa He MOHM3WUTCA Temneparypa.

BO3yXa He rnepeKkpbITbl U He 3abuTbl rPA3bLI0. [1poBepsTe NCNONb3yeMbln pabounii
LMK, YTobbl y6epuTbCcA B OTCYTCTBUY Neperpyskn obopynosaHuA.

CBapoyHbIi MPOLLECC OCTAHOBIIEH M HE MOXXET HbITb 3anyLLEeH NOBTOPHO A0 TeX Nop,

OewncrBue: Yoeoutecb B TOM, YTO OTBEPCTMA O11A 3abopa 1 BbinMyCka OXJ1aXXOaroLLLEero

E 14 |Owwubka cBA3MN (WWMHA OTKI1.)
CepbesHan HencnpaBHOCTb B winHe CAN bus.

CAN. MpoBepkte kabenu. Ecnv HemcnpaBHOCTb HE YyCTpaHunach, BbI3OBUTE
cneuunanucTa no obCcny>XKnBaHuio.

OewctBue: YbeomTecb B OTCYTCTBMM HENCNPABHbIX 6/10KOB, MOAKIIOYEHHbIX K LLUMHE

E 16 |Bbicokoe HanpfAXeHne pa3oMKHYTON LLenu npu BKroueHHon coyHkumm VRD
CnuwwKoM BbICOKOE HanpAXXeHne PasoOMKHYTOW Lenw.

cocToAHne. Ecnv HemcnpaBHOCTb He yCTpaHunach, BbI3OBUTE crieumnanmcta rno
obcnyxmBaHuio.

OewncrBue: BoikntounTe ceTeBoe nutaHne, YTobbl MeEPeBECTU YCTPONCTBO B UCXOAHOE

E 29 |OtcyTcTBME NOTOKa OXJiaXKparoLwen Boabl

Cpabotano pene KOHTPOsA MoToKa.

lMpouecc cBapKu OCTaHOBIEH, N €ro NOBTOPHbIV MYCK 3abOKMpOBaH.
OeictBue: MNMpoBepbTe KOHTYP Nogayun oxnaXkKgaoLlen Bogbl U HacocC.

E 41 OTcyTCcTBME KOHTaKTa ¢ 6710KOM OxnaXxpeHua

npekpaLLaeTc.

BbI30BUTE cneuunanncra no Of)Cﬂy)KI/IBaHI/II'O.

MoTepAH KOHTaKT 610ka NapaMeTpoB CBapKu ¢ 6110KOM oxnaxxpaeHuA. MNpouecc cBapku

OencrtBue: [NpoBepbTe ANEKTPUUECKYIO CXxeMy. ECnv HeMcnpaBHOCTb HE YCTPaHAETCH,

6 3AKA3 3AMNACHbIX UACTEN

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 TA33, TA34 control panel.
For general information about operation see instruction manual 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
'.—!. { ID example the program version is 0.18.

Instruction manuals in other languages can be downloaded from the website,
www.esab.com.
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1.1 Control panel
Control panel TA33

6
® vrD Caddy™ mas

4

=
ud
B

8

o Knob for setting data (current (A), time (s) or material thickness (mm/inch))
e Display

e Choice of welding method TIG === or MMA ===

o Choice of selection of HF start -&{; or LiftArc™ startT—

e Choice of 2-stroke ¢ T or 4—strokeI I

e Display of VRD function (reduced open-circuit voltage) is active or inactive.
NOTE! This function works for power sources where it is implemented.

o Indication of which parameter is shown in the display, current (A), time (s) or
material thickness (mm/inch)

e Choise for selection of setting parameter,
\I ':‘

material thickness , slope down or gas post flow (

Note! The pushbutton is also used for hidden functions, see on page 26.

-20 -
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Control panel TA34

o Knob for setting of current (A) or time (s)
e Display
9 Choice of welding method TIG Wa eller MMA Vi

o Choice of TIG- / MMA-welding with direct current or TIG-welding with

pulsed current M

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

o Setting from panel ® welding data change with torch trigger switch m or

/

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

connecting remote control unit

(NOTE! This functions works for power sources where it is implemented)
e Indication of which parameter is shown in the display current (A), voltage (V),
time (s)
@ Choice of current indication (A) or voltage indication (V) during welding, in the
display.
Indication of selected setting parameter, see page 23.
The right-hand button is also used for hidden functions, see page 26 and 28.
@ Buttoms for weld data memory settings, see page 29.
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2 TIG WELDING

2.1  Settings
Function Setting range TA33 TA34
HF / LiftArc ™ 2) HF or LiftArc™ X X
2/4-stroke 2 2 stroke or 4 stroke X X
Gas pre flow time 1) 0-5s X X
Slope up-time 1 0-10s X X
Slope down time 0-10s X X
Gas post flow time 0-25s X X
Current 4 - max 3 X X
Active panel OFF or ON - X
Changing trigger data OFF or ON - X
Remote control unit OFF or ON - X
Min current remote 1) 0-99% - X
Pulse current 4 - max 3 X X
Pulse time 0.01-25s - X
Micro pulse 1 0.001 - 0.250 s
Background current 4 - max 3 - X
Background time 0.01-25s -
Micro pulse 1 0.001 - 0.250 s
Material thickness 3) 30 A/mm in step of 0.1 mm X -

1) These functions are hidden Tig functions, see description point 2.3.
2) These functions cannot be changed while welding is in progress
3) The setting range is depended on the power source used.

2.2 Symbol and Function explanations

@ VRD

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 blocked when the system senses that welding has started.

If the VRD function is activated and the 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.

The VRD function is activated in power sources delivered with Australian mains plug.
For other power sources contact an authorised ESAB service technician to activate
the function.

Note! The VRD function works for power sources where it is implemented.
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= TIG welding

T1G welding melts the metal of the workpiece, using an arc struck from a tungsten elec-
trode, which does not melt itself. The weld pool and the electrode are protected by
shielding gas.

» o Direct current

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

J-l-l-l- 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

No ok owDd~

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.

Pulse current
The higher of the two current values in the event of pulsed current.

A
Current Background time

> A

Pulse current

y Background Pulse time
current Time

o

TIG welding with pulsing.

Pulse time
The time the pulse current is on during a pulse period.

-23 -
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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.
/

La

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.

1
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.

Lt 2-stroke

With 2-stroke gas pre-flow (if used) starts when the welding gun trigger switch is
pressed. The welding process then starts. Releasing the trigger switch stops weld-
ing entirely and starts gas post-flow (if selected).

>

 Gas pre-flow +Slope ,Slope down  Gas post- '
1 2

Functions when using 2 stroke control of the welding torch.

-24 -
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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.

¢ T 4-stroke

With 4 stroke, the gas pre-flow starts when the welding gun trigger switch is pressed
in and the arc is struck when it is released. The welding process continues until the
switch is pressed in again, the arc is extinguished when the switch is released the
gas post flow starts (if selected).

' Gas pre-flow 'Slope :Slope down: 'Gas post- '
; .oaup ; . flow ;
1 2 3 4

Functions when using 4 stroke control of the welding torch.

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.

i Material thickness

The current is set automatically due to material thickness (mm/inch).

To increase or decrease the current, push on u until the symbols for material
thickness, slope down and gas post flow no longer are active and set the current.

ﬂ Gas post-flow

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

® 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.
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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.

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.

To leave hidden functions, press u for 5 seconds.
Control panel TA33

Function Settings

A = gas pre-flow 0-5s

b = slope up 0-99

C = metric/inch 0 =inch, 1 =mm

Control panel TA34

Function Settings

A = gas pre-flow 0-5s

b = micro pulse 0 =0OFF; 1 =0ON
I = min current 0 - 99%

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.

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%.
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3 MMA WELDING

3.1  Settings
Function Setting range TA33 TA34
Current 16 - max. A2 X X
Hotstart 1) 0-99 - X
Arc force 1 0-99 - X
Drop welding " 0=0FF or 1=ON - X
Weld regulator ArcPlus™ 1 | 1=OFF or 0=ON - X
Active panel OFF or ON - X
Remote control unit OFF or ON - X

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

@ VRD

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 blocked when the system senses that welding has started.

If the VRD function is activated and the 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.

The VRD function is activated in power sources delivered with Australian mains plug.
For other power sources contact an authorised ESAB service technician to activate
the function.

Note! The VRD function works for power sources where it is implemented.

?I:l

L= 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.

® 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 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.

To leave hidden functions, press u for 5 seconds.

Control panel TA34

Function Settings

C = Arc Force 0-99

d = drop welding 0 =OFF; 1 =0N

F = regulator type ArcPlus™ 1 = ArcPlus™Il; 0 = ArcPlus ™
H = Hotstart 0-99

I = min current 0 - 99%

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

Welding regulator is a 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.

e ArcPlus™ (0) recommended for basic type of electrodes
e ArcPlus™ Il (1) recommended for rutile and cellulosa typ of electrodes
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 settings 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

U0 = welding data unit U2 = power source
U1 =cooling unit U4 =remote control unit
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5.2 Fault code descriptions

Below are described event codes at which the user himself can take corrective
action. If any other code is shown, send for a service technician.

Fault |Description
code

E 6 |High temperature

E7 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 14 |Communication error (bus off)
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 16 |High open-circuit voltage VRD
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 29 |No cooling water flow

The flow monitor switch has tripped.

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
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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TA33, TA34

Ordering number Homep 3aka3a

Ordering no.

Denomination

0460 250 882
0460 250 886
0460 447 070
0460 447 071
0460 447 072
0460 447 073
0460 447 074
0460 447 075
0460 447 076
0460 447 077
0460 447 078
0460 447 079
0460 447 080
0460 447 081
0460 447 082
0460 447 083
0460 447 084
0460 447 085
0460 447 089
0460 447 090
0460 447 091
0460 447 092
0460 447 027

Control panel Caddy ™ TA34
Control panel Caddy ™ TA33

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 SK
Instruction manual EE
Instruction manual LV
Instruction manual SL
Instruction manual LT

Instruction manual RU, GB

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