W WELPING

Plastic Welding Expert

PyKkoBOACTBO MOJIB30BATEIA

ABTOMATHYECKHUN aNNapar CTbIKOBOM CBAPKH

Moxens: WP200Q-630Q

A BHumaHue!

BHuMaTeJbHO mpouyMTaliTe py-
KOBO/ICTBO M0JIb30BaTeIs Nepes
HCMOJIb30BAHNEM HHCTPYMEHTA.
HenonumaHue M mnpeHeOpexe-
HHE MHCTPYKUHUSIMH JIAHHOTO
PYKOBO/JCTBA MOKET CTAThH MpPH-
YHHOW MOpaKeHUsl dJIeKTpuYe-
CKHM TOKOM, MOKapa u/ujM ce-

Pbe3HOI TPaBMBI.
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0030p onepauuii njaBJieHUs

Omnepanus IaBICHUS 3aKII0YAETCs] B HArpeBe TOPIIEBBIX MIOBEPXHOCTEH ABYX TpyO 0 3aJaHHON TeMIepa-
TYpBl, @ 3aT€M B UX CIUIABJICHUU C IPUIOKEHUEM OIPENEIIEHHOW CHIIBL. DTO cO3JacT AaBJIEHHUE, KOTOPOe
BBI30BET TEUEHHE PACIUIABICHHOTO MaTepHaia, 9YTO BEI30BET IIEPEMEIINBAHNE 1, TAKUM 00pa3oM, IIaBjie-
uue. [Ipu HarpeBaHNM TEPMOIUIACTHIHOTO MaTepralia ero MOJICKYISIpHAs CTPYKTypa IMEPEXOquT B aMopd-
Hoe cocrosiHue. [Ipu npuIokeHun JaBieHMs IUIaBIEHHUS MOJIEKYIbl KaKJOW TepMOIUIACTUYHOM AeTaiu
CMEILUBAIOTCs IpyT ¢ ApyroM. 1o Mepe ocThIBaHUS eTaslell MOJIEKYJIbl BO3BPALLAIOTCS B TBEPLOE COCTOS-
HHUE, TOBEPXHOCTH CTAHOBSITCS TNIAAKUMH, a GUTHHT U TPyOa CTaHOBSTCS COUHBIM LENBIM. Pe3yasraTroM

ABJIACTCA MPOYHOEC, IMMOJTHOCTBIO TEPMETUYHOC COCIUHCHHC.

OcHOBHBIE ornepanyum BKJIIOYAI0T:

3akum TpyObl yIepKUBAOTCSI B OCEBOM M paJIMaIbHOM HANPaBJICHUN BO BCEX OMEPAIIHX.
T KoHib! TpyO TOpItyroTCs (3aUUIIaloTCsl, O0TAYMBAIOTCS) JUIS TTOTYUSHHUS YUCTHIX, Ia-
opueBaHme .

paJIICIbHBIX MOBEPXHOCTEH COCIMHEHHS TIEPIICHANKYIISPHBIX OCEBBIM JTUHHSM TPYO.

KoHIbl TpyO BBIpaBHUBAKOTCS JIPYT C JPYroM, YTOOBI CBECTH K MUHUMYMY HECOOTBET-
CoeauHeHnue

CTBHUE CTEHOK TPYOBI.

PacrmaBieHHBIH MOMMATHIICH MPOHUKACT B TPYyOy U GopMHUpyeTcs Ha 000MX KOHIAX
Harpes

TpYyO.

PacnnaBneHHBIC KOHITBI TPYO COCIMHSCTCS C 33aHHBIM YCIIHEM, KOTOPOE MOCTOSHHO
Omnuiasiienne N

Ha BCEH IUIOIAAN COSTUHECHUS TPYO.

CBapHOIi 1IOB yIEPKUBACTCS B HEMOIBMYKHOM COCTOSIHUM TIOJ 3a/IaHHBIM JTaBJICHUECM
OxuiakaeHue

JIO COOTBETCTBYIOIIETO OXJIAKICHUS.

Bu3yanbHO 0CMOTpUTE BHEIITHUH BUI COSIMHEHNS Ha COOTBETCTBUE CTAHAAPTY WU UC-
KonTtpoasn .

MI0JIb3YEMOM TEXHOJIOTHH CBAPKH.

baarogapum Bac 3a Be16op npoaykuun WELPING

ABTOMaTHYECKHUH amnmapar JAjisl CTHIKOBOW CBapKu cepud Q MOIXOMUT JJIsi CTHIKOBOM CBApKU TIABICHHUEM
nonuyTHieHoBsx Tpyo (PE, HDPE, PP, MPP, PVDF). barogapst KOMITaKTHOM KOHCTPYKITMH U IIM(POBOI
CHCTEME YIPaBJIECHUs, C HUM JIETKO padoTaTh NMPH BHINOTHEHUH CBAPKU B CTECHEHHBIX YCIOBUSIX WM Ha
3emJie, 0OCOOCHHO MPH COENMHEHUH TPYOOIPOBOIOB ra30CHAOKEHUSI.

B ammaparax cepun Q ucnonp3yeTcs THAPaBIMYEcKas CTAHIUS 3aKPhITOTO THIIA ATl IepPEeAadn THAPaBIIH-
YEeCKOM CHIIBI pame. 3aKphITasi KOHCTPYKIIHS 3aIIUINACT OT OPBI3T U TPSI3H TP paboTe B IMOJIEBBIX YCIOBHSX.
I'mapaBnrueckas CTaHIMS HHTETPUPOBAHA C MEKTPHUECKOM 4aCThIO YIpaBICHHUS U 00€CIECUNBACT MOIIAro-
BOE BBINOJIHEHHE onepanuii. [IpouHast pama MOXXET BBIICPKUBATh TSHKETBIE HArpy3KH 0e3 nedopmannu 1
nonoMok. 1[BetHoit LCD skpan obecriednBaeT 4eTKoe H300pakeHUE B JIIOOBIX YCIOBHSIX.

[Ipu momkHOM yXojie u 00CTY>)KMBaHUH ariapar MpOoCIyXUT A0JITHe roabl. [lepen sxcmutyaTanueid JaHHON
MAIIUHEL, TOXaTyHCTa BHUMATEIBHO IPOYUTAITE 3TO pYKOBOJCTBO M COXPAHHUTE KOITHIO BMECTE C MALITMHON
JUISL TATbHEHIIEeTO HCIIOIb30BaHMS.

[Ipu cBapke TpyO M3 TEPMOIUIACTUYHBIX MAaTEpHAJIOB PYKOBOJACTBYHTECHh PEKOMEHAAIMSIMU TTPOU3BOANTE-

JIel TpyO MM COOTBETCTBYIOIIMMH CTAHIAPTAMH.
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Mopnens JlnarazoH cBapku JlnameTtpsl cBapuBaeMbIX TPYO (MM)
(mm)

WP200Q % 63-200 63-90-110-160

WP250Q % 90-250 90-110-160-200

WP315Q3% 90-315 90-110-160-200-250
WP355Q 110-355 110-125-140-160-180-200-225-250-280-315
WP400Q 180-400 180-200-225-250-280-315-355
WP450Q 180-450 180-200-225-250-280-315-355-400
WP500Q 200-500 200-225-250-280-315-355-400-450
WP630Q 315-630 315-355-400-450-500-560

3 CTaHIapTHOE OCHAICHHE AaBTOMATHYECKUM MOIBEMHHUKOM HarpeBaTelIbHOW IIACTHHBI, BBICOKOKaYe-
CTBEHHO 00pabOTaHHBIMH JTFOMUHUEBBIMU TTepeXonHUKaMu. JIJist mosrydeHus nHpopMauu 00 OCHAIICHUH

CTaHAPTHBIMU 32)KUMHBIMU PENYKTOPaMH IIPOKOHCYJIBTUPYHUTECH C HAILIUM OTAEIIOM IPOJaX.

ABTOMATITIECKITI ITOTbEMHIIK (Tonbko pns mogenu
HarpeBaTeIbHOI IIACTIHEL

WP200-315Q)

Berpoennas cucrema
YIpaBJIeHHs IPOLECCOM |
¢ ¢ukcaneil TaHHBIX

Toueartens

BricokokauecTBeHHBIE (¢pe3a)
3aKIMBI

rHﬂpﬂBHH‘IeCKﬂH CTaHIII C
3JIEKTPOHHBIM YIIPABICHIEM TIEPEXOTHIIKH U3 aJTFOMITHIIA IIpounas pama

IIpounTaiiTe u oco3HaiiTe

He skcrutyatupyiite MHCTpYMEHT, I10Ka BHUMATEJIbHO HE MIPOYMUTAETE U HE MOWMETE BCe paszielibl JaHHOIO
PYKOBOZICTBA M PyKOBOJICTBA IPYTOT0 HHCTPYMEHTA, KOTOPBIN OyIeT UCTIONB30BATECS C HIM.

Barmmra nmnanas 6e30macHOCT # 0€30IaCHOCTh OKPYXKAIOIINX 3aBHCAT OT OCTOPOXKHOCTH U OCMOTPHUTEIHHO-
CTH TIPH SKCIUTYaTaIlliH JaHHOTO 000PYAOBaHHUS.

Colmonaiite Bce okagbHbBIe U BemoMcTBeHHBIC HOpMEI. Kommanns WELPING He MOXeT mpeaycMoTpeTh
BCE BO3MOXKHBIE OOCTOSITEIECTBA, KOTOPBIE MOTYT CTaTh MPUYMHON MOTEHIHNAILHON OMTACHOCTH, TI03TOMY
MpeayNnpekKIeHNs B JaHHOM PYKOBOJICTBE M Ha allapare He SBJISIFOTCS MCUEPIBIBAIOIIMMU. BbI T0IKHbI
yOemuThCsI, YTO OIepanus, HHCTPYMEHT, METOJ] WIH TEXHUKA €€ BBHIIONHCHHS 0e30macHbl it Bac u mis
OKpY)KaloIuX. BeI Takke MOIDKHBI YOSMUTHCS, YTO ammapar He Oy[eT MOBPEXIeH WM He CTaHeT HeOes-

OIIaCHBIM H3-3a BBI6paHHOl"O Bamu meTona OKCIUTyaTalluu U €ro O6CJ'Iy>KI/IBaHI/I5L

O0mue TpedoBaHMs 0€30IIACHOCTH

be3onacHoCTh BaXkHa. O6paLuaI71Te BHHUMAaHHE Ha BCE HEOOBITHOE BO Bpems HaCTpOﬁKH HJIN SKCIUTyaTaliluu

armapara.
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OO0pamiaiiTe BHUMaHHe HA CTYKH, YIapbl, CKPEKET, CKPHII, TIOJICOC BO3yXa WIH HEOOBIYHBIC 3BYKHU.

3AIIAX ropenoii U30ISIIHH, TOPSTUYET0 METAIIA, TOPSIIEH pe3UHBI U T.11.

YYBCTBYETE u3meHenus B pabote 000pynoBaHusl.

BUJAUNTE mpobaeMbl ¢ MpOBOAKOW M KabeneM, THIPABINYCCKUMH COSAMHEHUSAMY WIHA IPYTUM 000PYAO-
BaHHEM.

COOBIIAUTE o060 Bcem, uto Bol BHauTe, omrymiaere, 00OHAETE WIH CIBIITUTE, YTO OTIIMIACTCS OT TOTO,

4yT0 BRI OKMIaeTe wim 4To 1o BaireMy MHEHHIO TIOJDKHO OBITh HEOE30TIaCHBIM.

be3onacHocTh Ha paﬁoqu MeCTe

* Comepxure pabodee MECTO B YHCTOTE M C XOPOLIMM OCBEHICHHEM. 3arpOMOXKICHHBIC YYACTKH HIIH
YYaCTKH IUIOXHM OCBEIIEHHEM IIPOBOLUPYIOT HECYACTHBIE CITyJau.

* He ucrione3yiiTe amnmapar Bo B3pbIBOOMIACHOM Cpelie, HapuMep, IIPH HATMIUHN TOPIOYHX JKHIKOCTEH, ra3a
WK TBUTH. BEICOKast TeMIieparypa MOXKeT BOCIUIAMEHUTD IIBUTH WITH TTApEL.

* He momyckaiite nereit 1 TOCTOPOHHUX JIHII K pabodeMy MecTy IpH paboTe ¢ armapaToM CTHIKOBOH CBapKH.

OrTBieUeHe BHUMAHUS MOXKET IIPUBECTH K IIOTCPHU KOHTPOJIA.

JInuHast 60e30IMaACHOCTh

» Hocure Kacky, 3alUTHYIO 00yBb U 3alTUTHBIC OYKH, a TAKXKE JPYTHe CPEACTBA HHIUBUAYAIbHOM 3aIIHUTHI.
* CHUMUTE CBUCAIOIINE YKPAIIIEHHUS 1 KOJbI[a, HE HOCUTE CBUCAIOIIYIO OJEX Y WII JUTMHHBIE BOJIOCHI, KO-

TOPBIC MOT'YT 3aICITUTHCA 3a OPraHbl YIIPABJICHUA WX ABHKYIIHUCCA MEXaHU3MBI.

J1eKTP00e3011aCHOCTD

* Beerna mposepstiiTe IpaBIIIBHOCTD 3a3eMIICHHSI. JTO BaYKHO TIOMHHUTB, €CITM BBl paboTaeTe ¢ 31eKTporH-
CTPYMEHTOM BO BJI@XXHOM cpezne. Hamnexaiee 3a3emieHre M03BOJIAET CBECTU K MUHUMYMY BEPOSTHOCTD
MOPAKEHUS DJIEKTPUUECKUM TOKOM.

* Bceerma mpoBepsiiiTe cocTosiHIE M30IIHU Kalenst u OJoKa Ha HaJHM4YUe MOBPSKACHUA. 3aMeHa MOBpe-
JKJICHHBIX 3JIEMEHTOB U OOCITy)KHBAHUE TOJDKHEI BEITTOTHATHCS KBATH(HUIIUPOBAHHBIM IEPCOHAIIOM.

* He tanute 3a npoBox. JlepkuTe IIHYp BAAJIM OT HAarpeBaTelbHbBIX IEMEHTOB, Macila, OCTPBIX KpaeB U
IBIOKyILUXcs yacTei. [loBpexxieHHbIE MK 3allyTaHHbIE [ITHYPbI OBBIILIAIOT PUCK MOPAXKEHUS JIEKTpHYe-
CKHM TOKOM.

BHUMAHME: Ilogkmtodaiite yCTpOHCTBO K COOTBETCTBYIOIIEMY HCTOUYHUKY MMUTAHUS KaK 3TO YKa3aHO Ha
YCTPOHCTBE WM B PYKOBOICTBE IONIE30BaTeNs. [10 BO3MOXKHOCTH HIIH B CiTydae HEOOXOAUMOCTH UCIIONb-

3yiite anexTpuyeckue coeaunenus ¢ Y30.

IKCIVTyaTaAHsA M 00CTy;KMBaHHE

« Jle3Bust TOPUEBATCIIA OCTPBIC U MOT'YT ITOPE3aTh. Huxkorna He nbITaiTech IMPOU3BECTU UX 3aMCHY BO BPEMA
pa6OTBI TOPUEBATECIIA WM KOrJa OH PACIIOJIOKEH MCKAY 3a)KUMaMU. Bymﬂe OCTOPOXXHBI, pa60Ta;1 C TOpLe-
BaTeCJICM U IIpH O6paH_IeHI/II/I C aliraparoM.

M HarpeBaTeanLH‘/'I OJICMCHT FOpSILII/Iﬁ 1 MOXET CXKCUb OACKAY U KOXY. XpaHI/ITe Harpe€Barcjiib B U30JIUPO-
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BaHHOI MMOJCTAaBKE WJIM M3OJLIIMOHHOM MaTe, KOIjIa OH HE UCIONB3yeTcs U OyIbTe OCTOPOXKHBI IIPH HATpe-

BaHUU TPYO.

* He ucnions3yiite anmapar Ii1st CTHIKOBOW CBAapKH, €CIIN MEPEKITI0YaTe b He BKIIOYAST H HE BHIKITIOYAET €TO.
JI1000i1 cBapOYHEINA ammapaT, KOTOPEIM HENB3sl YIPABIATh C IIOMOLIBIO BBEIKITIOUATENS, OMACCH U JOJDKEH
OBITh OTPEMOHTHPOBAH.

* Texauueckoe 00CIy)KMBaHUE anmapara Jijls CTBHIKOBOH CBapKH | €ro puHauIexkHocTel. [IpoBepbTe Hamu-
Yue CMEIIEHUHN WM 3aelaHuil JBIKYIUXCA YacTel, MOBPEXKICHNUHN JIeTajeil U IPYruX YCIOBHM, KOTOPHIE
MOTYT IOBJIHSITH Ha paboTy. B ciydae Hann4us HEUCIPABHOCTEH OTPEMOHTHPYHTE amIapar mepes SKCILTy-

ararmei.

IIpouecc cBapku:

P1: Ilpmwxumuoe ycunue (Mlla)

P2: Obwee masinenne, P2=P1+Pt
(MITa)

Pt: laBnenue conporusienus (MIla)

P2
P1

t1: Bpemst gocTmxeHUs] CBApOIHBIM

Pt

IITBOM onpez[eneHHOﬁ BBICOTBI t1 P +3| t4 15
t2: BpeMs niporpeBa (cex) = ToJIIHUHA Obmee Bpemst ‘cmp,m
CTEHKH TPYyObI (MM)* 10 Caapounblii mponecc

t3: TexHonoruueckas naysa (Cex)

t4: BpeMs nogbeMa JlaBiIeHUs (CeK)

t5: Bpems oxnaxmeHus (MUH)

3HAKOMCTBO € M0JIb30BATEJIbLCKUM MHTEPdeiicoM

Bxumrounre ammapar, #a LCD sxpane otoOpasutcs nHpopManus Kak Ha PHCYHKE HIDKE:

Automatic Welding System Automatic Welding System

Welding
Operation

Engineering
Setup

Selection Print

Welding System System
operation settings Setting

OTKpBITHE CTPAHULIB I'maBHOE MeHIO

Factory
Setting

1
I
I
;
Pipe : Query &
1
1
I
I
I
1
1

Ocmotp TpyOBI

Bo-niepBEIX, Iepen cBapKoii MpoBepbTe COOTBETCTBHE MaTepralia TpyOsl U HACTPOEK JaBICHUS. BO-BTOPEIX,
MIPOBEPBTE, HET JIX SIBHBIX [IAPaIiH WU TPEIINH Ha TIOBEpXHOCTH TpyO/dutrHToB. ECinu riryOnHa mapaniH
WK TpeyH npeBbimaeT 10% TONMHHBI CTEHKH, OTPEXKBTE MOBPEKICHHBIN Y9acTOK TpyOsl. OUucTHTE TOP-

LEBYIO IOBEPXHOCTH TPYOBI YUCTOH TKAHEIO.
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Pipe Selection Welding Operation
Project ID: g
Welding
Return TR
°c I Team Leader ID: Welding pressure: MPa
Team Leader Name:
Welder ID: Height of crimping: mm
Welding temperature °C Welder Name:
z 5 Chana| Endothermic time: s
” | i 3 ime:
Displacement. " %" S o :
o [ s gtie: 5
fvmera:
witching time e B cooling time: s

Pressure risi e

Return

Cooling time s

B menro “Bri6op TpyObI” BEIOSpPHUTE TapaMeTphl CIIpaBa Kak MOKa3aHO CHCTEMOM, TapaMeTPhl CBAPKK OyIyT
HACTPOEHBI aBTOMATHYECKH. llapMeTphl BKIIIOUAIOT CTaHAAPTHYIO CBApKY, MaTepuan TpPyObI, JHAMETp
TpyOB1, SDR TpyOHI.

[ocne 3aBepiieHUs HACTPOEK IO BEIOOPY TPYyObI, HEDKEHEPHBIX HACTPOEK, HAKMHTE MeHIo “CBapka’ Iis

MIPOBEPKH U TTOATBEPKACHIS mapameTpoB cBapku. Haxmure “OK” miis mepexona K aTamy 3akuMa TpyOBL,

KaK ITIOKa3aHO HMXKC.

Welding Operation

Welding Operation

Return

Clamping pipe Test drag pressure

Clean the pipe ends and clamp the pipe In process, please wait ...

Displacement

Return

dukcamnys TPyobI ¢ IOMOIILIO XOMYTOB

[TomecTuTe TPyOB/(PUTHHTH B TIEPEXOTHUKN (BCTaBKH) KapeTKU (paMbl) U OCTaBBTE OCTATOUHYIO ITHHY
TpyOBI It cBapku. Ecim TpyOa, BEIXOISIIAst U3 OCHOBHOM paMbl, CIMIIKOM JUTHHHAS, €€ CIIEAYeT IOIAep-
KaTh, YTOOBI OHA OCTABAJIACh HA OHOM YPOBHE CO CBAPOYHBIM aIlllapaTroM. 3aTSHUTE BUHTHI XOMYTOB ISt
¢ukcanun Tpyo/durnaroB. Ilocne ¢pukcamun Tpyd xomyramu Haxmute «OK» mms mepexoma k ciemyro-
memy dtany “IIpoBepka maBieHus COMMPOTUBICHHS KaK MOKa3aHO HAa PUCYHKE BHIIIIE.

Welding Operation

Drag pressure testing complete

® Drag pressure: MPa

® Welding pressure: MPa
© Total pressure: MPa

Welding Operation

No milling cutter detected

Please make sure that the milling
cutter is in place

IMocite mpoBepKy TaBIeHMUs CONMPOTHBIEHHS JaHHbIe 0TOOpasaTcs Ha 3kpane. Haxmvure “OK” s nepexona
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K ClleyronieMy myHKTy—dpe3epoBaHue KOHIOB Tpy0. s ¢ppesepoBanus KOHIIOB TPYO HEOOXOIUMO BpyY-

HYIO BBIIOJIHUTH HACTPOWKY TopieBarens (¢ppe3bl) Ha pame. Ecim ToprieBaTens He HACTPaUBAETCS JOJDK-
HbIM 00pa3oM, Ha JAHCIUIee 0TOOpa3uTCs NpeaynpexaeHue “@pe3a He oOHapyx)eHa”.

[ocne ycnentHo# HACTPOWKY omepanus TOPLUEBAHUS 3aIlyCTUTCS aBTOMaTHIECKU KaK IIOKa3aHO Ha PUCYHKE
HIKE.

3akpoiiTe TOpIbl TPyO/(PUTHHIOB M TIPOBEPETE NMapaUIIbHOCTD MX MOBEPXHOCTEH. MakcHManbHOE CMeIIe-
HHUE TPyO He TOIDKHO HpeBHIIaTh 10% TOMIIUHEI CTEHKH U MOXET OBITh YCTPAHEHO IyTEM OCIAa0ICHUS WITH
3aTSTUBAHUS raek 3akuMoB. Lllens Mexy Topriamu TpyO He ZOMDKHA MpeBhmarth 10% TONIIMHEI CTEHKH, B

MIPOTUBHOM CJIydae MpoIeaypy TOPLEBaHUI HEOOXOIUMO IIOBTOPHTb.

Welding Operation

o Milling countdown

Return

Welding Operation

m Check the milling effect
and
clean the carriage

Return

Milling finished

1. Pressure relief start.
3. Pressure relief milling.

2. Pressure milling

4. Stop Re-milling

[Toce ormepanuu Gppe3epoBaHus MPOU3OUAET NEPeXo K KaTMOPOBKE I HACTPOUKH TOJIOKEHUS CBApKHU..

Harpes Tpy0sbI

OuncTrTe MOBEPXHOCTH HATPEBATEIHFHOTO AIIEMEHTA OT MBUIH U Tpsi3u (Bunmanune: He moBpenure cioit
[T®3). Y momemneit WP200Q, 250Q, 315Q HarpeBaTenbHYIO INIACTUHY HEOOXOAUMO OITyCTHTH BPYUHYIO,
Mo3Ke OHa TOXHUMeTCs apToMariuecku. Y monenud WP355Q u WP630Q HarpeBaTenpHYIO IIIaCTHHY HEO0-

XOIIMMO yCTaHaBJIMBaTh U CHUMATh BPYUHYIO.

Welding Operation

«C Put in the heating plate

Current temperature:
Reference temperature:

Welding Operation

i@
G

Wait for the temperature to reach the
standard before positioning the heating

Curling stage

Current crimping height:
Reference crimping height:

It enters the stage of pressure relief and
heat absorption after the curling reaches

pite

Displacement

the standard.

Return

Omneparnys HarpeBa BBITIONHIETCS aBTOMaTHIecky. Bo Bpems omeparyst HarpeBa anmapar nepeiieT K aTamy
CIalfK¥ ¥ TIOTTIOIIEHNIO Tetuta. [locie moromenus Temia HarpeBaTesIbHyIo IIIAaCTHHY HEOOX0IUMO OBICTPO
yopate. Y momeneit WP200Q, 250Q, 315Q HarpeBarenpHas IUTACTHHA TOXHUMACTCS aBTOMAaTHYCCKH. Y
Mmozeneit WP355Q u WP630Q HarpeBarelbHYIO TIIACTHHY HEOOXOAMMO CHUMATh BPYYHYIO.
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Welding Operation

oc Pressurize timing

Welding Operation

Cooling countdown

The reference boosting time
is less than
Long-press 3S Emergency to stop welding.

The reference cooling time
is greater than  S.
Long-press 3S Emergency to finish welding.

©

Displacement

Displacement

Emergency Emergency

Return

[Tocne cHsATUS HarpeBaTeIbHOM TUIACTUHBI,
TpyObl aBTOMATHYECKH TMEPEAyT B PEKUAM
CBapKU W Jajiee IUIABIICHUS U OXJIAXKICHUS.
Omneparus cBapku TpyO OymeT 3aBepllieHa 1o
OKOHYAHWH OOpPaTHOTO OTCYETa OXJIAKICHHUS

TpyOs1. CripaBa Ha 3KpaHe OyIyT MOKa3aHBI pe-

Operation

Print

Return

Machine model:

Machine no.:

1PpO

Welding serial no.:

Cylinder area: mm*

Standard:
Material

o
SDR:

adig
=1

Project ID:
Name:
Team Leader ID:

Name:

Welding complete!
Please remove the pipe.

Welding data

Ambient Temperature:

Welding temperature:
Total pressure:

Drag pressure:
Welding pressure:
Height of protrusion:
Heat absorption time:

Switch time:

vonesado

S
Welder No.: Pressurize time: S
S

3yJbTaThl U apaMeTpbl CBAPKU.

Welder Name:
Weld No.:

Cooling time:

Time:
Welding result:

OcnabpTe TaflKkMl 3aKUMOB W BLIHETE

COCIIMHEHHBIE TPYOHI.

KOHTpOJIL KadyeCTBa CBaApHbIX IBOB

B cmydae mosiBnenns cienyromux ne(eKTOB COCAMHEHHH, MOXKaIyiicTa, IepenpoBepbTe MPaBUILHO JIN
YCTaHOBJICHBI TIEPBOHAYANILHBIC TapaMeTPhl CBApKH, K KOTOPHIM OTHOCSTCS MaTepHal TpyOBI, THAMETP

TpyOs1, SDR. B ciydae HeoOXOAUMOCTH MTPOKOHCYIBTUPYHTECH Y HAIIICH TEXHIUECKOM MOAICPIKKH.

BusyanbHbIil 0cMOTp: paBHOMEPHBIN KPYITIbII BAIUK, KAYECTBO CBAPKHU

xopoliee

(I)OpMLI OCTPBIX JICIECTKOB. CJIMIIIKOM BBICOKOE JaBJICHUEC MIPU CBApKE

CrnmmrkoM ManneHbKuit BeICTyT. HeocTaTounoe naBineHue mpu cBapke

HesannaBnenHble yrmyOneHUsT MEXTy CBAPEHHBIMH IMTOBEPXHOCTAMH.

Henocrarounas Temneparypa HarpeBa WM CIHIIKOM JUTUTENbHAS TEX-

HOJIOTHYECKas T1ay3a MPU CBapKe

Beicokuii n Hu3Kuil BeICTYN. Pa3Hoe Bpems mporpeBa M OINJIaBICHUS

TOPIIOB.

Ilepexoc. HecoocHocth TpyO mpu cBapke mpeBbimaer 10% TOIIIHBL

TpyOBI




\\’ WELPING  Butt fusion welding

TexHuveckoe 00CIy:;KMBaHHUE

1. Jlnst obecriedeHusl ONTUMAIBHOM MPOU3BOAUTENFHOCTH HHCTPYMEHT HEOOXOIMMO CONIEPKATh B UUCTOTE
U TOAIEPKUBATH B XOPOILEM COCTOSIHUH. [IpH pa3syMHOM yXozie JaHHBI HHCTPYMEHT HPOCIY)KUT JONTHE
TOJIbI, TIO3TOMY BaXKHO COOIIONATh PETYISAPHBIN rpaduK MPoOUIAKTHIECKOTO 00CTYKHBAHUS.

2. XpaHWUTe HHCTPYMEHT 110 BO3MOKHOCTH ITOJ] HABECOM, 3AIIHUINAs OT OCAIKOB.

3. [Ipu HEOOXOMUMOCTH anmapar MOKHO TIOMBITh BOIIOW ¢ MbUTOM. He MoliTe non nasnenuem. Beicymure
ammapaT ¥ CMaKbTe HEKOTOPBIC YaCTH BO N30€KAHUE MOSBICHIUS P>KaBUMHEL.

4. MaHoMeTp CIIeZlyeT €XKEeTHEBHO MMPOBEpsATh. MaHOMETp TOJKEH MoKasbiBaTh 0, Korma yCTpoHCTBO HE pa-
Ootaet. HencrpaBHBI MaHOMETp CIICTyeT 3aMEHHTb.

5. Ins mpenoTBpalieHus IpOCKaIb3bIBAaHUS U 00€CIeUeHHUsI TIPaBIIIBHOM IICHTPOBKH, 38KUMHBIC YacTH U
BCTaBKH (TIEPEXOMHUKH) JOJDKHBI ObITh YUCTHIMU. OYHCTUTE 38)KMMHBIC YaCTH U BCTABKH (TIEPEXOMHUKH )
OT I'PSI3H U OCTAaTKOB MaTepHaa ¢ IIOMOLIBIO MIETKH C )KECTKOH MIETHHOM.

6. CromopHbIe TallKK JOJDKHBI Bpamarhesi cBoOomHO. CiequTe 3a YUCTOTON pe3bObl CTOIMIOPHOTO 00JITa U
raek 3axuMa. [Ipr HeoOXOMUMOCTH CMaXETe PE3h0y.

7. Jle3Bus ToprieBaTens (CTPOraJIbHOTO HHCTPYMEHTHI) CIIEAYeT IPOBEPSTH HA OTCYTCTBUE IMMOBPEKICHUH 1
OCTpPOTY. 3aTyIUBIIHECS JIC3BUS HIIH JIE3BHUS CO CKOJIAMH OJDKHBI OBITh 3aMEHCHBI.

BHUMAHME: HuKor/Ia He BBIIBUTAWTE JIE3BHE 3a MIPECITbl OKPYKHOCTH TOPIIEBATEIS (CTPOTaIbHOTO HH-
CTPYMEHTA).

8. [loBepXHOCTH HarpeBaTels JOJDKHA CONEPKATHCS B UUCTOTE M HE MMETh IUIACTUKOBBIX OTIIOKCHHUH MITH
3arpsizHeHui. [lepen KaKIbIM CBapHBIM IITBOM ITOBEPXHOCTH HArPEBATENHEHOTO AIEMEHTa HEOOXOJIMMO TIPO-
TUPATh YHCTOH, CyXOH, 0€3BOPCOBOIL, HE CHHTETHIECKOU TKAHBIO TKAaHBIO.

BHUMAHME: He ucrions3yiiTe abpa3uBHbBIC MaTepUaibl U METAUTMYECKHE MEeTKU. Mcronp3yiiTe He CHH-

TETUYECKYIO TKaHb, KOTOpasi HE IIOBPEIUT TOBEPXHOCTb.



