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1 TEXHUKA BE3OINACHOCTHU

Monb3oBarenu ceapoyHoro obopynosaHmA ESAB oTBevatoT 3a BbIMOMHEHNE NPaBUST TEXHNKU
6esonacHocTM nuuamu, pabotaloLmmMm Ha 06opyaoBaHUM U PAOOM C HUM. NMpaBuna TeEXHUKM
6e30MacHOCT OOMKHbI OTBeYaTb TpeboBaHMAM K 6e30MacHON IKcnyaTaumMm CBapoYHOro
obopynoBaHumA 3Toro Tuna. NMoMrMMo CTaHOapPTHBIX MPaBua TEXHUKK 6e30MacHOCTM 1 OXpaHbl
Tpyaa Ha paboyem MecTe peKOMeHAYETCA crepytoLLee.

Bce paboTbl AOMKHbBI BbIMOIHATLECA NOATOTOBIEHHBIMW NMLLAMUW, 3HAKOMbIMUW C 3KCnyaTtaumen
cBapoyHoro obopynoBaHuA. HenpaeunbHaA akcnnyatauma obopynoBaHnA MOXKET Bbi3BaTb
OrnacHbIM CUTyaLuUn, NPMBOOALLME K TPABMUPOBAHUIO NepcoHana n noBpeXXaeHuo
obopynosaHus.

1. Bce nuua, ncnonbaytowme ceapoyHoe obopynoBaHmne, OMKHbI 3HATb:
* VHCTPYKLMM MO 3KCryaraumm
¢ pacnonoXeHre OpraHoB aBapuHOIro OCTaHOBa
e HasHayeHue obopypnosaHuA
e npaBwna TexHMKM 6e3onacHoCTn
e TEXHOMNOIMKO CBapKM

2. Oneparop obecrieunsaer:
* ypaasieHne noCTopoHHUX NuL, n3 paboyert 30HbI 06OPYLOBaHMA NPKU ero 3anycke
* 3alIUTy BCEX NUL, OT BO3OENCTBMA CBAPOYHOM Ayru

3. Pabouyee MecToO 0OMKHO:
e QTBEYaTb YCNOBMAM 3KCrlyaraumm
* He UMEeTb CKBO3HAKOB

4. Cpepncrsa 3alluMThl NepcoHana
» Bo Bcex crny4yanx PEKOMEHAYETCA UCMONb30BaTb MHAVBMAYASIbHBIE CPEOCTBA 3aLLMUThI,
HanpuMep, 3aLLMTHBIE OYKWU, OTHECTOMKYIO CMELOAEXAY U 3aLLUTHbIE PYKaBULbl.
 [pu cBapke 3anpeLlaeTcA HOCUTb CBOOOAHYIO OAEXAY, YKPALUEHNA U T.4., HANPUMep,
Wwapdobl, BpacneTsbl, KONbLA, KOTOPbIE MOMYT MOMacTe B CBApOoYHOe 060pynOBaHME WK
BbI3BaTb OXKOTW.

5.  06wue Mepbl NPeLoCTOPOXKHOCTU

» [poBepbTe HAREXHOCTb NOOKIOYEHNA obpaTHoro kabens.

» PaboTbl Ha 060pPYyLOBaHNM C BBICOKUM HarnpAXXeHWEM BOSXHBI NPOU3BOAUTLCA
TOJSIbKO KBafIMPMLUUPOBAHHBLIM 3JIEKTPUKOM.

» B npepenax pocTyna fomKHbl HAXO[UTLCA COOTBETCTBYHOLLME CPELCTBa
NOXapoTyLLIEHWA, UMEIOLLNE ACHYHO MapKUPOBKY.

» 3anpeliaeTcA NpoOBOANTL CMasKy U TEXHUYECKoe obcny»xneaHue obopynoBaHue BO
BPEMA 3KCrlyaTaLuu.

dpbidira -4 -



A\ OCTOPOXKHO! /AN

LOYroAAs CAAPKA M PE3KA ONACHbI KAK ONA MCNOJTHUTEJNA PABOT, TAK U OJ1A
MNOCTOPOHHUX NNLL. TPEBYWTE COBNIOOEHUE ACEX I'IPAAI/IH BE3OMNACHOCTMH,
D,EI/ICTAYIOLIJ,VIX HA OBBEKTE, KOTOPbIE OOJT>KHbI YLII/ITbIAATb CAEQEHWNA OB ONACHOCTSAX,
MPEOCTAAIEHHBIE U3rOTOAUTENEM CAAPOUHOIO OBOPYOOAAHUA.

ONACHOCTb CMEPTEJIbHOIO MOPAXKEHUA ANTEKTPUUYECKUM TOKOM.

. CBapO"IHbIVI arperar yctaHaBIMBA€ETCA U 3a3eMJIAETCA B COOTBETCTBUN C AeNCTBYIOLLUMM HOPMaMU U
npasunamMmn.

e He [oryckKanTe KOHTaKTa HaxoA4ALLMXCA MOA HanpAXXeHneM getanen 1 9NeKTponoB C He3allMLLEHHbIMN
YacTAMM Tefna, MOKPbIMU pyKasnuamm 1 MOKPOK OOeXO0M.

¢ Obecneysre aNeKTPUYECKYIO U3OMALMIO OT 3EMJIM U CBapMBaEMbIX geTaneu.

¢ Obecneybre cobntopeHne 6e3onacHbIX paboumx pacCTOAHUIA.

ObIMbl U FA3bI moryT 6bITh ONacHbI AJ1A UesioBeKka

¢ VckniounTe BO3SMOXXHOCTb BO3A,EACTBUA AbIMOB.

¢ [1nA NCKNOYEHWA BAbIXaHVA AbIMOB BO BPEMA CBaPKM OpraHn3yertcA obLuan BEHTUNALMA MOMELLEHWA, a
Tak>Xe BbITAXKHAA BEHTUNALMA N3 30HbI CBapKMU.

M3JTYUEHUE OYT' U Bbi3biBaeT NOpaXKeHUe rfias n 0XXKOru KoXu.

e 3awwmTtuTe rnasa v Koxxy. 1A 3Toro ncnonb3ynTe 3aLmnTHble LLUNTKK, LLBETHbIE INH3bI U 3aLLUTHYIO
cneuopexay.

e [1nA 3awuTbl NOCTOPOHHUX NNL, MPUMEHAIOTCA 3aLLUTHbIE 3KPaHbl M 3aHaBECHU.

NO>XAPOOMNACHOCTb

¢ Vckpsbl (6pbI3rn MeTanna) MoryT Bbi3BaThb noxap. YbeguTech B OTCYTCTBUM rOPHOYMX Matepmasnos
no6an3ocTn OT MecTa CBapKu.

JYM - Upe3mepHbIi LLIYM MOXET NPUBECTU K NOBPEXAEHUIO OPraHoB cryxa

» TpuMunTe MepbI ANA 3aLLMThl Clyxa. Micnonb3ayiTe 3aTbiuku ANA yLLel N opyrue CPeacTsa 3allmThi
cnyxa.

* [Npepynpeamte NOCTOPOHHMUX UL, 06 ONacHOCTM.

HEMCNPAAHOCTM -- Mpu HencnpaBHOCTU o6paTuTeCh K crneuuasiucTaM No CBapouUHoMy
o6opynoBaHuto

| Mepep Hauanom MoHTaxa u aKcnNyaTaunn BHUMaTESIbHO M3yUMTE COOTBETCTBYIOLLNE MHCTPYKLLUN.

SALLUTUTE CEBA U OPYTUX!

KomnaHua ESAB roroBa npegoctaBsutb BaM BCe 3aLLUTHOE CHapAXeHue u
npuHapieXxHocTu, Heobxoaumele OA BbINOSIHEHUA CBApPOUHbIX pabor.

BHUMAHUE!

Mepepn HauyanoM MOHTaXa U SKcrnyaraLmm
BHUMAaTESIbHO U3yunTe COOTBETCTBYIOLLIME
WHCTPYKLLMW.

A BHUMAHME!

3al'|peLLl.aeTCF| Mncnonb3oBarb NCTOYHUK NMUTAHUA ONA OTTanBaHUA pr6

A OaHHOe u3penue npepHa3HaueHO TOSIbKO AJ1A AYrOBON CBapKM.
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2 BBEOEHUE

DTE 255 - ABnAeTcA KOMNaKTHbIM CBapPOYHbIM UCTOYHMKOM MUTAHUA,
npefHasHavYeHHbIM AJ1A CBapKM HENNaBALLMMCA 3NeKTpoaoM B cpepe aproHa (TIG)
W ONA PyYHOW OYyroBOW CBApKM LUTYYHbIMU 3nekTpogamu (MMA) noCToAHHBbIM U
nepemMeHHbIM TOKOM.

DTE 255 nocTtasnAeTcA B 2 UCMONIHEHUAX:

e C pasbvémom OKC pgnsa ropenku TIG

e C ueHTpanbHbIM pazbémom ana ropenku TIG
e [lpwu ncnonbsosaHuu ropenku TIG, cHUMUTE geprKaTenb ANeKTpoaa.

Akceccyapl ot onA uspenAa MOXXHO HaUTU Ha CTpHuue 35.

2.1 KoMnIeKTHOCTb NOCTaBKM

B komnnekT noctasku DTE 255 BxogAT:

CeteBoii kabenb (3 m)

e BossparHbin kabenb (5 m)
[a3oBbIV WaHr

e XOMYTUKM ONA WwnaHra

3 TexHnuyeckue pgaHHble

DTE 255
HDonycTtumana Harpy3Ka npu
25% 1B (MMA) 250 A/ 30V
60% 1B (MMA) 200A/28V
100% B (MMA) 165A/26V
50% T1B (TIG) 250 A/ 20V
60% T1B (TIG) 225 A/ 19V
100% B (TIG) 170A/17V
5-250 A, DC
Owvana3oH perynuposaHua, MMA 5*-250 A, AC
5-250 A
HapactaHue ToKka 0-10 cek
Cnap TOKa 0- 10 cek

MpepBapuTensHaAa NnpopyBKa, perynvpyeTcA Ha as. nnare 0- 5cek

MpoayBKa B KOHLUE LiMKNa CBapKu 3 - 30 cek

Hanpsa)xeHue xonoctoro xopa 70 - 90 V, nocrT. ToKa
MowHocTb xonoctoro xoga, MMA 95 Bt

MowHocTb xosiocToro xoga, TIG 50 Bt

MonesHana MowHOCTL, P (Nnpu makc. Toke MMA) 10 kBT

Motpebnaeman MOLWHOCTb, S (Npu Makc. Toke MMA) 10.6 kBT

KoadpuumeHT Mol HOCTU nNpu Makc. Toke, MMA 0.93

K.MN.A. npu makc. Toke, MMA 0.75

Hanpna)xeHue cetu 400V +/-10% 3 chasbl
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DTE 255
YactoTta cetu 50-60 Iy
CeueHne cBapouHoro kabens 35 mm?
MnaBkuit npepoxpaHuTesb 16 A
CeueHne ceteBoro kabens 4 x 2.5 mm?
Mabaputbl | x w x h 510 x 310 x 555mm
Bec 45 kg
Knacc npumeHeHuna [s]
Knacc sawutbl IP 23

*) BeniHa MUHUMaJsIbHOIro JiepeMeHoro Toka Jipu [yroBovi CBapke 3aBUCUT OT cocTaBa
a/IfOMUHWEBOro crijiaBa v YACTOTbl MOBEPXHOCTU MIaCTUH U3 HEro.
Pabouunit uukn

Pabouuii unkn npencraesnAet cobon nonto (B %%) AEeCATUMUHYTHOIO MHTEPBana, B TeYeHne
KOTOPOW MOXXHO MPOM3BOOMTbL CBapPKy Npu onpenesnieHHon Harpyske 6e3 neperpysku.

Krnacc 30HbI ycTaHOBKU

OTOT cUMBON OSHEN&GT,EI YTO UCTOYHUK NTaHUA npefgHasHayveH A UCcnosib3oBaHMA B 30HaX
C NOBbILLEHHOM ONAaCHOCTbIO nopaxeHmnA SNeKTPOTOKOM.

Knacc koxyxa

Hopwmbl IP ykasblBaloT Knacc Koxyxa, T.€., CTEMEHb 3aLLUTbl OT NPOHUKHOBEHUA TBEPAbIX
06bekToB 1 Bopbl. ObopynoBaHme ¢ Mapkuposkoii IP 23 npepgHasHayveHo oA HAPYXHOMU U
BHYTPEHHEN YCTaHOBKM.

4 MOOrOTOAKA K PABOTE

Bsog B SQKCriiyarayuio gOJ1IXXKeH npon3BoanNTbCAH KBaﬂMd)MuMPOBaHHblM
cneunasimnCTtoMm.

A BHUMAHMUE!

HacTonAwee nspenve npenHasHa4eHo anA NpoMbILLIEHHOro NCnosib3oBaHUA. I'Ip|/|
ncnonb3oBaHn B BbITOBbIX YCINOBUAX OHO MOXXET co3aaBaTtb pagno4vacTtoTHble NOMeEXN.
Monb3oBaresib OTBEYAET 3a MPUHATNE COOTBETCTBYOLLLUX MEP NMPeaoCTOPOXXHOCTU.

DTE 255 nmeeT yCcTpOMCTBO AJ1A KOMIMEeHcauun cetesbix KonebaHun, 3a CYET vero
npu konebaHnAX ceTeBOro HanpAeHuaA B npepenax +/- 10% konebaHuA
CBapOYHOro Toka He NpeBbICAT +/- 0.2%.

[Mpw NnpMeHeHnn cBapo4HbIX Kabenen 60NnbLLION ANVHLI PEKOMEHOYETCA
YBEJIMYUTb Ero CEYEHMe B OTNINYNE OT PEKOMEHAYEeMbIX Ha CTp. 3.

Korpa bypet BktoyeHa nogava nuTaHuA, CKOPOCTb BPAaLLEHUA OXTaXKaaroLLmx
BEHTEeNATOPOB byner 3amenneHa, 310 NPOUCXOAUT OTYaCTU ANA TOro, YTobbl He
npoucxoanno BcacbiBaHWA 3arpA3HEHNA U ANA TOro, YTobbl CHU3UTb YPOBEHb
wyma. MNpn HeobxogmmocTn 6onee MHTEHCUBHOIO OXSaXKAEHUA UCTOUYHUKA
NUTaHWA YacToTa BPaLLEHUA OXNTaXKAatoLLMX BEHTUNTATOPOB yBEMYMBaeTcA.
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4.1 Pacnono)eHue U NopKJItoueHne yCtaHoBKU

e YCTaHOBUTE UCTOYHUK NMUTAHMA TakK, YTOObI HNYTO HEe NpPenATCTBOBAaJ10 NMPUTOKY
M OTTOKY BO34yXa B CUCTEME BEHTUNTALUN

e [MopkntounTe 3awmtHbI ras (Cm. Puc. ctp 5).

e [MopkntounTe ropenky TIG 1 Bo3BparHbin kabenb UM BO3BPATHbLIN U
cBapoyHbIi kabenb ¢ anekpopopepxarenem anAa MMA. (Cm. Puc. cTp 5).

e Ybeputecb B TOM, YTO BbINPAMUTENb NOACOEAMHEH K MUTAIOLLEN CETU
COOTBETCTBYHOLLIErO HanpfAXXeHnA ¢ TpebyembiM NpefoxpaHUTENIEM.
3asemneHve cornacHo eiCTBYHOLLMM HOPMaM.

Tabnuuka co cxemMon 1 gaHHbIMKU NO NOAKKOYEHNIO HAXOOUTCA Ha 3aHEN
CTeHKe UCTOYHMKa NMUTaHUA.

Tenepb ycTaHOBKa rotosa K pabore.

5 PABOTA YCTAHOAKMU

O6uwme npaBuna TexHukn 6esonacHoctu npu pabore ¢ o6opygoBaHnemM
npuBOAATCA Ha cTp. 4. [IpouTtute nx Ao Ucrnosib3oBaHUA obopyaoBaHUA!

5.1 PerynupoBKu 1 NOAKJIHOUEHUA

M L o]

Pasbém ceapo4Hom
ropenku TIG (CC)

. (Y}
[}
9
- P
o .
®
\/
F G
A Abikniouatens cetn Axn/bikn H KoHTponbHaa namna, CeTeBoe Harps>XeHue
B Pa3bém nynsra oMCTaHUUMOHHOro J KoHTponbHaa namna, ceapoyHoe Hanp. BKI1
ynpasneHus
C Pasbém cetu ynpasneHusa ropenku TIG L WHpukauma neperpesa / cboAa cuctemsl
(OKC)
D Pasbvém csapouHoro kabena (MMA) M WHpuKauma noToka oxi. XUAKOCTU

(chyHKLMOHUPYET TONBKO NPW NOAKOUYEHUN
6noKa BOAAHOro OXnaXxaeHWA)

E Pasbém cBapouHow ropenku TIG (OKC) N T[asosbivi wityuep
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F Pasbém BosBparHoro kabens O LUudoposon gucnnei
G Tla30BbIfi pasbém P Pa3vém ceapouHor ropenku TIG (CC)

MpumeuaHune. Paszbémbl C n G otcytcTBytoT B Bepcun CC (LeHTp. pasbém
ropenku TIG).

Korga Bbikntoyaresib NMTaHnA HAaXOAUTCA BO BKIIKOYEHHOM MOSIOKEHUN,
akTmeupyetcA ceetoauop, (H).

[Mpy BO3HNKHOBEHUM HaMPAXXEHWA XONOCTOro X0A4a B CBAPOYHOW LLenu 3aropaetcA
ceetogmop, (J).

Korpa npoucxoont cbon B paboTe yCTaHOBKU, Hanpumep, OT Neperpesa, -
3aropaertcA cesetoaunop, (L).

Ecnn HapywieHa uMpKyNALNA XXUAKOCTU B CUCTEME BOLAHOIO OXSaXKAEeHUA, TO
3aropaertcA cesetoaunopq, (M).

[Mpy BO3HNKHOBEHMW HEUCMPABHOCTU, KOTOPaA MOXXET NPUBECTUN K BDEMEHHOMY
NOBbILLUEHUIO HanpAXXeHWA, ceetogmon, (J) Oyner BbiKIoYeH, (BbIK/TKOYEHO
BbIXOAHOE HanpsXeHne). Ecu npoonmKknNTenbHOCTb peXxnuma OXXngaHua rnpesbiLLaeTt
30 MUH, NogaYa HanpAXXEeHWA Ha BbIXO[, MPeKpaLLaeTcA n cBetoanop, (J) racHer.
MpownsseaunTe nepesanyck NOBOPOTOM Bbikftovarens (1) B pexxum TIG n 3atem
obparHo B pexxum MMA.

5.2 Mynsr gucraHunoHHoOro ynpasneHua (OY)

Perynuposka napamerpos gna oboux cnocobos ceapku ( TIG u MMA ) moxxeT
Npou3BOaMTCA C NoMoLLbio nynsta Y. Npn 3tom ycTaHOBKa cama cpukcnpyet
NoAKNYeHue K cucteme 1Y u camoHactpamBaeTcA Ha paboTy C HUM.

[nA ynpaeneHusa ¢ nynsra [1¥Y Bcem gnanasoHOM CBapOYHOro TOKa, pyyka
perynAatopa Toka Ha UICTOYHUKE NUTaHUA O0SKHA ObITb BbiBeeHa B NOSIOXKEHME,
COOTBETCTBYIOLLEE MaKCUMasIbHOW BeJSINYNHE TOKa.

5.3 3awwmra oT NneperpeBa yCTaHOBKU

3 TepmMmoperne npenoxpaHArT YCTaHOBKY OT paboThl B pexxume neperpesa. Npu nx
cpabarbiBaHUM cBapo4Han uernb 06eCTounBaeTCA U 3aropaeTCA XenTbli CBETOANOL,
(L) (Cm. CTp. 5.)

[Mpu NnoHWxeHn TemnepaTypbl 4O HOPMaSIbHOro YPOBHA, BOCCTaHaBIMBAETCA
HanpAXXeHne B CBAPOYHOW LLenu 1 CBETOAMOL, racHeT.
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5.4 [laHenb ynpaBneHusA
1

6e3|/|Mr|yn bCHOM peXxumMax.

9 |[MNorteHuunomeTp 12

YctaHoBKa BenMUnHbI 6230BOro TOKa Npy MMMNYbCHOWN
CBapKe M ToKa HN3KOro YpPoBHA Mpu 2-X YPOBHEBOM
cnocobe ceapku.

12
13
6 9 10
1 |MepeknouaTtens BUpa ¢ MMA cBapka (py4Hana gyrosan LUTYYHbIMU 3MEKTPOAAMM)
cBapku » TIG cBapka, 2- TaKTHbIi PeXxuM (Takxe ¢ nynsrom AY)
e TIG cBapka, 4- TaKTHbIA PEXUM
e TIG cBapka, 4- TaKTHbIA PEXMM, C BOSMOXHOCTbIO
NepPEeKIOYEHNA Ha 2 YPOBHA CBApPOYHOro TOKA.
2 |MNepekniouatens Bupa « Ay (BBICOKOYAUTOTHbIN) - NOAKUT
nopxxura pyru e TomXur OTPLIBOM ayru.
3 [Mepekniouartensb e besumnynbcHana ceapka, AC (Mepem. Tok) unn DC (Mocr.
pPeXXUMOB UMMYJSIbLCHOW TokK) .
CBapKu « KsaapaTHOBONHOBaA MMMyfbcHaaA ceapka, AC (Mepem.
Tok) nnu DC (MocrT. Tok) .
e WmnynbcHana ( TpaneuumpansHaa oopmMa BOSHbI) CBapkKa
AC (Mepem. Tok) unu DC (MocT. Tok) .
4 |Mepekniouartesnb e [lepeMeHHbIn TOK
MOJIAPHOCTH e KBampaTHOBONHOBO NEPEMEHHbIN TOK
e TlocT. Tok, NpAMaA NonApHOCTb (06bi4HO Npu ceapke TIG)
¢ [loct. Tok, obpaTtHaA NOAAPHOCTb
e T[locT. Tok, npAManA NOAIAPHOCTb, HO C UMMYJIbCOM
obpartHom NoNAPHOCTKU B Havane ceapku (Hanp. ona
BOSIbOPAMOBOro 3f1eKTpoaa guameTpom 3,2 MMm).
5 |[MoteHunomeTp chyHKUMM | [1nA yCTaHOBKM N ONTUMMU3ALMM Hayana CBapku B
Hot Start 3aBMCUMOCTM OT gMaMeTpa anekTpopa.
Mpwm ceapke TIG ( 10...500 mcek )
Mpu ceapke MMA (100Mcek...2cek)
6 |lMoteHunomeTp chyHKUuM | [lnA ycTtaHOBKM N onTumMusaumm doyHkumnm Arc-Force
Arc-Force (npotme “npumepsaHnA“ anekTpoga), npu cesapke MMA.
7 |MNoTteHuuomeTp e YcTaHOBKa BPeMeHW HapacTaHuA ToKa B Hayase cBapku
(ot 0 oo 10 cek ).
‘ 8 |[MoteHunomertp I1 e YcTaHOBKa BEMMYUHbBI TOKa CBAPKWU NPU UMIMYSIbCHOM U ‘
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10 |MNoTeHuuomeTp e YCTaHOBKa BpPEMEHM Crafa Toka B KOHLLE CBapKm
(ot 0 oo 10 cek ).

11 | MoTteHuunomeTp e YcTaHOBKa BpeMeHW NpofyBKW 3allMTHOMO ras3a B KOHLE
CBapKu
12 |MoTteHuuomeTp lMoTeHuMoMeTp ABOWHOrO Ha3HaYeHuA:
yCTaHOBKMW UacTOThI .

[nA yctaHoBKU YacToTbl uMnynscos oT 0,3 po 300 My, npu
UMMYJIbCHOW PEXMMe CBApPKN MOCTOAHHBIM TOKOM

e [InA yctaHoBKM YacTtoThl oT 0,3 no 300 Ny anA
6e3MMNyNbLCHOro peXxxnmMa ceapku nepemMeHHbIM TOKOM.

MpumeuaHue. NMpy UMNYNbLCHOM peXuMe CBapKu
nepeMeHHbIM TOKOM UacTtoTa NepeMeHHOro Toka
aBTOMaTUUECKM ycTaHaBnuBaeTcA pasHomn 100 Iu.

T.0. MakcuMarsibHaA yactota UMNysibCOB He npeBbiiaeT 100
M.

13 | MoreHunomeTp 6anaHca | [loTeHUMOMETP OBONHOIO Ha3HAYEHWs:

e [1nA yctaHoBKun BanaHca Mexay NosioXKUTENIbHON U
oTpuLATENbHOW MOMYBOJSTHOM MPU CBapKe NepemMeHHbIM
TOKOM C LLEMNbio ONTUMMU3auumn adodoeKkTa OUUCTKU
NOBEPXHOCTU N perynuposaHuA nponnasneHuna. (Mpw
BpaLLeHUV BNpaso = >MNporyiaBieHne yBenmymMBaeTcs.)

e [1nA yCTaHOBKW BPEMEHHOIO COOTHOLLUEHUA MEXAY
6a30BbIM TOKOM M TOKOM UMMysbca Npu ceapke
NOCTOAHHBIM TOKOM B UMMYSIbCHOM PEXUME.

(Mpw BpalleHnn BNpaBo =>pAAUTENbHOCTb TOKa MMMybca
yBennyMBaeTcA.)

CooTHOLLEHVE MeXay NOMOXKMUTENbHON 1 OTpULATENbHOW
MONyBOJIHOW PErynuMpyeTcA Tak e, Kak U Npu B HEMMMYIbCHOM
pexume ceapku AC.

Pexxum = PyuHou gyrosoun ceapku(MMA).

A stom pexume yctaHoBKa rotosa K ceapke MMA. Pexxumbl nogykura gyru He
PYHKLMOHMPYIOT, HO akTuBupyeTcA doyHKumMA Hot-start, paroLan NoBbILLEHHbIN
UMMYJibC TOKa B HaYyasnbHbI MOMEHT, YTO obneryaeT Bo30yxaeHue oyru.

Pexxum £— = AY ( BLICOKOUACTOTHOrO) - NOAXKMUra

Mpy HaXKaTU KHOMKW ropesiki HaunHaeTCA NpefBapuTenbHan NpoayBKa
3awmTHOro rasa. [lanee 3a cyét BbicokovactoTHoro (AUY) 6noka HacTynaet npobon
[yroBOro NMPOMeXXyTKa MeX[y J/IeKTPOA0M 1 U3feNiMem, BCIeAcTBme Yero ras
noHusnpyetcA n Bo3by»xpaetca gyra. [ocne crabunusaunm ropeHuna ayrm 6nok AY
aBTOMaTM4eCKun OTKIHOYaeTCA.

}
Pexum & = Lift-Arc (nop)xura oTpbIBOM AVru).

Mpu atom cnocobe BonbdpamMoBbIv INEKTPOL, pacrofaraeTcA Ha nsgennum B Mecre
Hayana cBapKu, NOCMe Yero HAXXKMMAaETCA KHOMKa BKKOYEHUA FOPESNKU U 3NeKTPos,
oTpblBaeTcA OT napenva, Bo3by>xgana ayry.

[Mpw BbIBOpPE pexxnma "yKrnoH BBEPX”, TOK MOCTENEeHHO yBEeNnYnBaeTcA A0
YyCTaHOBJIEHHOIO YPOBHA. ECNnn Bbl XOTUTE 3aKOHUYUTb CBAPKY, TO KOHTaKT A0JKEH
ObITb 0CBOOOXXAEH U TOK B PeXXUMeE “YKIOH BHU3” ByaoeT noCTENeHHO
YMEHbLLATbCA.
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HaknoHute HemHoro anektpod, [nA npekpaileHua
OTOPBUTE €ro OT U3AENNA AJ1A BO3OYXAEHUA Lyri. CBapku OTIyCTUTE KHOIMKY
ropesiku.

-
11

-)
Pexum ! 2/4-takTHON paboTbl KHOMKU BKJIIOUEHUA rOpenku

2 - TaKTHBIN: NPU HAXXaTUN KHOMKW FOpenku ayra Bo30y»aaeTcA 1 Npu omxaTum
racHer.

4- TaKTHBIN: NPU HAXXaTUM/OTKaTUM KHOMKK ropesiku gyra Bo3by»xgaetca v npu
crnepyloLemM Haxkatmum/omkarum racHet. HeT HeobxoanMocCTn aep)xarb KHOMKY
HaXkaTol Ha NPOTAXXEHUN BCEro LMKna CBapKMU.

4- TaKTHbIN 4- TAKTHbIA C BO3MOXXHOCTbIO MEPEKSIIUYEHNA TOKa MeXAy ABYMA
YPOBHAMM (CPYHKLMA MEPEKNOYEHNA).

KopoTKoe BKJIHOUEHME KOHTaKTa ropesnku akTusmpyet oyHKLNIO NepeKITtoYeHnA
MeXny ABYMA perynmpyemMbiMn YPOBHAMMU TOKa.

[Mpw yoep>xmMBaHUM KOHTaKTa ropesnikv B HaXXaTtoM MOSIOXKEHUN TOK HaunMHaeT
NMOHMXaTbCA.

5.5 PyuHasa pyroBana cBapka WITYuHbiMM 35ieKTpogamu (MMA)

5.5.1 PerynupoBku Ha naHenu ynpasrieHua npu ceapke MMA

e [MopcoepmHute cBapoYHbIN 1 BO3BpaTHbI kabenb k OKC pasbémam D u F

e [lepeknoyarens (1)noctassre B nonoxeHue ceapkn MMA.
Ceetogumop, (J) saropuTcA , YTO CBUAETENbCTBYET O HANMMYNN HANPAXKEHWUA B
ceapoyHon uenun. (Cm. Takke NyHKT 5.2.)

e [loTeHumomeTpom (8) yctaHoBUTe Tpebyemoe 3Ha4YeHne CBapO4YHOro TokKa.
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Tak>xe BO3MOXXHO MPYMEHEHUe UMMNYSIbCHOW CBapKW. YCTAHOBKU aHanNornyHble
Metoay ceapku TIG.

e [loteHuuomeTpom (5) nnaeBHO perynupyetcA cpyHkumnA Hot-Start, a
noTeHuMomMeTpoMm (6) nnasHoO perynupyetcA dpyHkumnA Arc-Force.

« A 3aBucumocTy OT BULA CBApKW 1 TVINA 3N1EKTPOAA U3MEHEHWE NOMAPHOCTY 1
pofa Toka MOXET MEHATBCA C MOMOLLLbIO Nepekstovarens (4), B pesynbsrare
Yyero otTnagaer HeobXoaMMOCTb MEHATL kabenv CBapOYHOW LLeNn MecTamu.

AeﬂI/IHI/IHa TOKa CBapKn MOXET TaK)XXe yCTaHaB/imBaTbCA C NOMOLLLbIO Mnynbra
ONCTaHUMOHHOIO ynpasieHUA.

5.6

Mpwn ceapke TIG BO3MOXHO NpUMeHeHue 3-X PeXXMMOB pPaboTbl FOPenKu:

e 2-TaKTHbIN
e 4- TaKTHbIN

4- TaKTHbIW C BO3MOXXHOCTbIO MNEepPEeK/ItoYEeHU Ha 2 YPOBHA CBAPOYHOM0 TOKA.
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5.6.1 PerynupoBka napameTpoB Ha nepegHen naHenu npu ceapke TIG

e [logkntoumnte ropenky TIG 1 KoHTakTbl 3a3emneHuna K Boixopam OKC E u F, (npwu
LeHTpasibHOM NogKyeHnn: K TepmuHanam P n F).

* [locTaBbre nepekntovaresns (1) B COOTBETCTBUN C BbIOPaHHbIM PEXXUMOM
paboTbl.

Mpu ncnonbsoBaHnn neganbHoro nynsra Y nepekntovarens (1) Heobxogumo
NOCTaBUTb B MOSIOXEHUE 2-X TAKTHOIO pexxuma paboTbl KHOMKN rOpPenKu.

NB. NMpwn ncnonb3osaHuu neganbHOro nynsra [1Y B pexxnmMe ceapku
NOCTOAHHbLIM TOKOM nepekntovarenu (7) v (10) gomkHbl BbITb YCTAHOBSEHDbI B
nonoxxeHue 0.

Mpw ncnonb3osaHuu pyyHoro nynsta Y AnAa perynupoBKU BENMUYUHDI
CBapOYHOro Toka pPeXxnm paboTbl KHOMKW FOpesikn MOXET ObiTb Kak 2-
TaKTHbIM , TaK U 4- TaKTHbIM.

. AblﬁepMTe cnocob nogykuraHuA ayru nepekniovarenem (2).
e  OTperynupynte BENUNHY CBAPOYHOIrO TOKa NOTEHLMOMETPOM (8).
. AblﬁepMTe Tpebyemyo dbopmMy MMNYNbLCOB rnepeknoyarenem (3).

e [1nA gBYyXypOBHEro pexxnma oTperynupymnTte sennuuHy 6onee HU3KOro ypoBHA
CBapOYHOro Toka NoTeHuMomMmeTpom (9).

dpbidira -14 -



5.6.2 CxemarnuHaa cekBeHLUA UMMYSIbCHOW CBapKu:

A

9]

>

ApeMﬂ npenBapuTenibHOW NPOAYBKM 3aLLUMTHOMO rasa ycrtaHosneHo 10 Mcek.
2. TlopAunn ctapT(Hot start):
e Tok 100 A.

. ApeMﬂ yCcTaHoBJIeHO Ha naHenu ynpasneHuna: 20 - 500 mcek.
(Ana ceapkn MMA : 200 - 2000 mMmcek.)

3. [lyckoBon Tok paBeH 15 A.

4. ApeMﬂ HapacTaHuA ToKa ycTaHOBJeHO Ha naHenu ynpasneHua: 0 - 10 cek.

5. Tok umnynbca yctaHaBnMBaeTCA Ha naHenu ynpasneHus: 5 - 250 A.

6. basoBbin TOK ycTaHaBnmMBaeTcA Ha naHenu ynpasneHua: 10 - 90 %O0T Toka
nmnynbeca.

7. ApeMﬂ crapa Toka yctaHasnueaeTcA Ha naHenu ynpasneHua: 0 - 10 cek.

8. [lpw TepMmuHaumm, ypoBeHb TOKa rnpenBapuTesibHO yCTaHOBMEH Ha 5 A.

9. [lpopyska 3aWwmMTHOroO rasa nocrie CBapKy yctaHaBIMBAETCA HA NaHenm
ynpasneHuAa: 3 - 30 cek.
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5.6.3 YctaHOBKa NOCTOAHHOIO U NepPeMeHHOro Toka

MoCTOAHHbIN TOK:

e YcraHoBUTE Nepeksoyaresib (4) B NOSIOXKEHWE CBAPKN NMOCTOAHHLIM TOKOM
NPAMOW MONAPHOCTM.

[nA cBapKy B UMMNYNIbCHOM pexxnmMme Heobxoanmo:
e YcTaHOBUTb 3HA4YeHWE TOKa MMMysibCca NOTEHLMOMETPOM (8).

e YcTaHoBUTb 3Ha4YeHne 6a30BOro Toka B % OTHOLLUEHUWN K TOKY UMMynbca
noTeHuMomeTpom (9).

e YCTaHOBUTb YacTOTYy UMIMYNbCOB NOTEHLUOMETPOM (12).

* YcTaHOBWUTb COOTHOLLIEHNE BPeMeHU UMMYSbca U nay3bl NOTEHLMOMETPOM
(13).

MepeMeHHbIN TOK:

Abibepete ofHy U3 pasHOBUOHOCTENM CBAPKU MEPEMEHHbBIM TOKOM
nepeknoyarenem (4):

e CuHycoupanbHbIA TOK , AAOLWNA MAFKYIO OYry C HU3KUM YPOBHEM LUyMa.
OcobeHHO 3dbdheKTUBEH NPU HU3KUX 3HAYEHMAX YacTOoThbl!

* KBapgparHO-BOSTHOBOW TOK, AaOLLININ XECTKYIO U CTabunbHYO Ayry, HO CO
3HauuTeNnbHO 6onee BbICOKUM YPOBHEM LUYyMa.

Mop xur gyru NnpoucxopuT Ha NOCTOAHHOM TOKEe, KOTOpPbLI 3aTeM
aBTOMaruuecku nepexoguT B NepeMeHHbIN.

YBenuyeHne 4acTtoTbl NepeMeHHOro Toka gaet 6onee KOHLEHTPUPOBAHHYIO U
CcTabunbHyo Oyry, NPUrogHyro0 TeM He MeHee ONA CBapKU Ha MalnbiX TOKax
CBEPXTOHKMX NuctoB. CmelleHne 6banaHca nonyBOSIHbI B NONOXKUTENIBHOM
HanpasneHun ynyuwaet 3pdpeKT KaTogHOW OUMCTKU, a CMELLIEHVE B
oTpuvuaTesibHOM HarnpasneHun ysenuuusaet nponsnasneHue (MNpwv BpallueHum
noteHumometpa (13) BnpaBo nponnasneHne ysenmuneaetcal).

5.7  AblHyXpeHHOe oTKNoueHne

Ecnu gyra He 3a)kuraeTcA Npu HaXxatnm Ha KHOMKY ropesniku unu negans Y B8
TeYeHue 2 CeKyHA, TO CBapOYHanA Lenb asTomarnyeckun obectoumBaercA. To xe
camoe npoucxoguT rnpu obpbise ayru.

JaHHaA oyHKUMA NpepoxpaHAeT oT:

*  CamMOmnpou3BOJIbHOIO BO3OyXOeHuA ayrm
*  MOBPEXOEeHWA NMOBEpPXHOCTU AeTanu

*  yTeYku 3aLMTHOro rasa

* Hec4acTHbIX Cnyyaes
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6 TEXHUWYECKOE OBCITY>KUAAHUE

PerynapHoe TexHu4eckoe obcriyxnBaHne MMeeT BaxHoe 3HavyeHue aJiA
obecrie4yeHna 6e30MacHOCTN U HaAEXHOCTH.

lMoaknroyeHme, ob6CryuBaHne u PEMOHT CBapo4YHOro obopynosaHue, CBA3aHHbLIE
CO CHATUEM 3aLLUMUTHbIX LLIMTKOB, BbIMOJTHAKOTCA JINLAMM, MPOLLEALLINMU
COOTBETCTBYIOLLYIO 3JIEKTPOTEXHUYECKYIO MOAIOTOBKY M aTTeCTOBaHHbLIMM Ha rpaBo
BbIMOJTHEHWUA Takux paboT.

lNpumeuaHue:

I apaHMmuniiHble obA3amesibCcTBa MNocTaBLUMKa TEPAIOT CUJTY, €CJTIN MOKyraresb
CaMOCTOATEJTbHO 1bITAETCA MPON3BECTU Kakne-inbo paboTel Mo yCTpaHEeHUIo
HeucripaBHOCTEU N3[e/INA B Te4YeHUe rapaHTUMHOMo CPOKa.

6.1 [lpoBepka un unctkKa

He pexxe ogHoro pasa B rog HeobxogmMmo
NnpoayBaTb YCTaHOBKY YMCTbIM CXXaTbIM BO3yXOM
N perynApHoO oyuLlarb BO3ayLHbIM dounstp. Ecnu
yCTaHOBKa 3KCMJlyatupyeTcA B OYEHb
3arpA3HEHHbIX YCNOBUAX - YACTKY HaAAO0
NPOBOAUTbL KaK MOXXHO YaLLe.

Ona obecneueHnna HapexHon 6ecnepebonHomn
paboTbl pekomMeHayeTCA eXXerogHo NnpoBoauT
npodouniakTMUEeCKnini OCMOTpP YCTaHOBKMU
aBTOPU3UPOBAHHLIMU CEPBUCHBLIMU Cryx6amu
ESAB.

AH 0207

bt07d109

7 3AKA3 3AMNACHbIX YACTEMN

3anacHble YacTu MOXXHO 3akasTb Y bnuxkariero k Bam ESAB, (cM. nepeyveHb Ha
nocnegHen cTpaHuLle gaHHon 6poLutopsl).
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1 DIRECTIVE

DECLARATION OF CONFORMITY
ESAB Welding Equipment AB, S-695 81 Laxa, Sweden, gives its unreserved guarantee that welding
power source DTE 255 from serial number 833 complies with standard IEC/EN 60974-1, in accord-
ance with the requirements of directive (73/23/EEC) and addendum (93/68/EEC) and with standard
EN 50199 in accordance with the requirements of directive (89/336/EEC) and addendum
(93/68/EEC).

Laxa 1998-08-11

[4’4/@“( /GM

Anders Birgersspn
Managing Direotor
Esab Welding Equipment AB

695 81 LAXA

SWEDEN Tel: + 46 584 81000 Fax: + 46 584 411924

2 SAFETY

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

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

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

location of emergency stops

its function

relevant safety precautions

welding

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

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

4. Personal safety equipment
¢ Always wear recommended personal safety equipment, such as safety glasses, flame-proof
clothing, safety gloves.
* Do not wear loose-fitting items, such as scarves, bracelets, rings, etc., which could become
trapped or cause burns.

5. General precautions
e Make sure the return cable is connected securely.
* Work on high voltage equipment may only be carried out by a qualified electrician.
* Appropriate fire extinquishing equipment must be clearly marked and close at hand.
¢ Lubrication and maintenance must not be carried out on the equipment during operation.
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A WARNING A\

ARC WELDING AND CUTTING CAN BE INJURIOUS TO YOURSELF AND OTHERS. TAKE PRECAU-
TIONS WHEN WELDING. ASK FOR YOUR EMPLOYER’S SAFETY PRACTICES WHICH SHOULD BE
BASED ON MANUFACTURERS’ HAZARD DATA.

ELECTRIC SHOCK - Can kill

. Install and earth the welding unit in accordance with applicable standards.

Do not touch live electrical parts or electrodes with bare skin, wet gloves or wet clothing.

Insulate yourself from earth and the workpiece.

Ensure your working stance is safe.

FUMES AND GASES - Can be dangerous to health

. Keep your head out of the fumes.

. Use ventilation, extraction at the arc, or both, to take fumes and gases away from your breathing zone
and the general area.

ARC RAYS - Can injure eyes and burn skin.

. Protect your eyes and body. Use the correct welding screen and filter lens and wear protective

clothing.
. Protect bystanders with suitable screens or curtains.
FIRE HAZARD

. Sparks (spatter) can cause fire. Make sure therefore that there are no inflammable materials nearby.

NOISE - Excessive noise can damage hearing
. Protect your ears. Use earmuffs or other hearing protection.
. Warn bystanders of the risk.

MALFUNCTION - Call for expert assistance in the event of malfunction.

| READ AND UNDERSTAND THE INSTRUCTION MANUAL BEFORE INSTALLING OR OPERATING. |

PROTECT YOURSELF AND OTHERS!

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

WARNING!

Read and understand the instruction manual
before installing or operating.

A WARNING!

Do not use the power source for thawing frozen pipes.

A This product is solely intended for arc welding.
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3 INTRODUCTION

DTE 255 is a compact welding power source for two different welding methods.

It can be used for:

e welding with tungsten electrodes (TIG), using direct or alternating current.
e manual metal arc welding with coated electrodes (MMA), using direct or

alternating current.
DTE 255 is available in two designs:

¢ with OKC connection for the TIG torch
e with central connection for the TIG torch

Note: Remove the TIG torch when using the MMA method.

When TIG-welding, remove the electrode holder.

ESAB’s accessories for the product can be found on page 35.

3.1 Equipment
DTE 255 is delivered with:

e Mains cable (3 m)
e Return cable (5 m)
e Gas hose

e Hose clamps

4 TECHNICAL DATA

DTE 255

Permissible load at

25% duty cycle (MMA)
60% duty cycle (MMA)
100% duty cycle (MMA)

50% duty cycle (TIG)
60% duty cycle (TIG)
100% duty cycle (TIG)

Setting range, TIG

Setting range, MMA

Slope up

Slope down

Gas preflow, adjustable on the circuit board
Gas postflow

Open circuit voltage

No-load power, MMA

No-load power, TIG

Useful power, P (at max. current MMA)

Apparent power, S (at max. current MMA)

250 A/30V
200A/28V
165A/26V

250A/20V
225A/19V
170 A/17V

5-250 A, DC
5*-250 A, AC
5-250 A
0-10s
0-10s

0- 5s
3-30s
70-90V DC
95 W

50 W

10 kW

10.6 kW
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DTE 255
Power factor at max. current, MMA 0.93
Efficiency at max. current, MMA 0.75
Mains voltage 400V +/-10% 3 phases
Mains frequency 50 - 60 Hz
Welding cable, sectional area 35 mm?2
Fuse, slow-acting 16 A
Mains cable, sectional area 4 x 2.5 mm?2
Dimensions | xw x h 510 x 310 x 555 mm
Weight 45 kg
Application class [S]
Enclosure class IP 23

*) The minimum current during AC welding depends on the alloy used for the aluminium plates and
their surface cleanliness.
Duty cycle

The duty cycle refers to the time as a percentage of a ten-minute period that you can weld at a cer-
tain load without overloading.

Application class

The symbol @ indicates that the power source is designed for use in areas with increased
electrical hazard.

Enclosure class

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

5 INSTALLATION

The installation must be executed by a professional.

A WARNING!

This product is intended for industrial use. In a domestic environment this product may cause radio
interference. It is the user’s responsibility to take adequate precautions.

DTE 255 has mains voltage compensation, which means that +/- 10% variation in
the supply voltage produces only +/- 0.2% variation in the welding current.

To reduce the voltage drop resulting from the use of long welding cables, a cable
with a larger sectional area than the one indicated under Technical Data on page 21
can be used.

When the power source is started, the cooling fans work at a reduced rotation
speed, partly to reduce the amount of dirt that can be sucked in and partly to ensure
a lower noise level.

When the power source requires increased cooling, the fans work at a higher
rotation speed.
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5.1 Location and connection

» Place the welding power source so that the cooling air in— and outlets remain
free.

e Connect the shielding gas (see fig. on page 23).

e Connect the TIG torch and the torch return cable, alternatively the welding and
return cable of the electrode holder (see fig. on page 23).

* Make sure the welding power source is connected to the right mains voltage and
that it is properly fused. Connect to earth according to applicable regulations.

Rating plate with connection data is located on the rear of the welding power
source.

The machine is now ready for use.

6 OPERATION

General safety regulations for the handling of the equipment can be found on
page 19. Read through before you start using the equipment!

6.1 Controls and connections

M L (¢]

Central connection

A Mains switch ON/OFF H Mains voltage ON, LED

B Connection for remote control unit J  Welding voltage ON, LED

C  Torch connector L  Error/ Overheating, LED

D Connection for electrode holder (MMA) M  Flow guard, LED
(Functions when the cooling unit is
connected)

E  OKC connection for TIG torch N  Connection for shielding gas to the machine

F  Return cable connection O Control unit, digital display

G Shielding gas connection P  Central connection for TIG torch

N.B. The positions C and G are dropped when the central connection is used.
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When the mains switching device is turned on, the diode (H) goes on.
When open circuit voltage is applied diode (J) goes on.

When an error occurs, for example overheating, diode (L) goes on.
When there is no water flow diode (M) goes on.

When there is a fault that can cause temporary high output voltage, the LED
switches off (J), (output voltage has been switched off). When idling for longer than
30 minutes, the output voltage is switched off and diode (J) goes out.

Restart by turning the switch (1) to TIG mode and then back to MMA mode.

6.2 Remote control unit

For both the TIG and MMA methods the welding current can be adjusted by way of a
remote control unit. The welding power source registers automatically when a
remote control unit is connected.

If the remote control is to include the whole current range, the current must be set to
max. on the welding power source.
Max. value = The reference value set on the welding power source.

6.3 Protection against overheating

Three thermal cut-outs prevent the power source being overloaded as a result of too
high temperature. If this should happen, the welding current is interrupted and the
yellow diode (L) goes on. (See page 23.)

When the temperature has gone down, the welding current circuit is reclosed and
the diode goes out.

6.4 Control panel

1 Method selection switch ¢ MMA welding (hand welding electrodes)
e TIG, two-stroke (also for remote control)
e TIG, four-—stroke

¢ TIG four-stroke with the possibility to shift
between two currents (shift function). See items 8
and 9 on page 25 for setting of the two currents.

2 |Ignition selection switch e HF ignition
e Lift-Arc ignition, see page 26.
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3 |Pulsing selection switch ¢ Non-pulsed welding, d.c. and a.c.
¢ Welding with square-wave pulsing; d.c. and a.c.
¢ Welding with trapezi—form pulsing; d.c. and a.c.
4 | Polarity selection switch e Alternating current
e Square-wave alternating current
¢ Direct current, negative electrode (normal in TIG
welding)
e Direct current, positive electrode
« Direct current, negative electrode, but with positive
electrode at the start (for example for 3.2 mm
electrodes, TIG welding).

5 |[Potentiometer for Hot Start e For setting and optimising the starting cycle with
regard to the electrode size.

TIG welding ( 10...500 ms )
MMA welding (100ms...2s)

6 | Potentiometer for Arc-Force e For setting and optimising the Arc-Force function
(Anti- Stick), for MMA welding only.

7 | Potentiometer e For setting the slope-up time of the welding
current (0 to 10 seconds).

8 | Potentiometer I1 e For setting the non-pulsed welding current and the
current pulse when welding with pulsed current.

9 | Potentiometer 12 e For setting the background current for pulsed
welding and the lower current level when using the
shift function.

10 | Potentiometer ¢ For setting the welding current slope-down (0 to
10 seconds).

11 | Potentiometer ¢ For setting the gas postflow time (3 to 30
seconds).

12 | Potentiometer for setting the fre- | This potentiometer has double functions:

uenc
g v ¢ For setting the pulse frequency between 0.3 and
300 Hz for pulsed welding with direct current.
¢ For setting the a.c. frequency between 30 and 300
Hz for non-pulsed welding with alternating current.
N.B. When welding with pulsed alternating current,
the a.c. frequency is automatically set to 100 Hz!
The max. pulse frequency to be set is then 100 Hz!
13 | Potentiometer for setting the bal- | This potentiometer has double functions:
ance
e For setting the balance between positive and
negative half-wave when welding with alternating
current to optimise the cleaning or the penetration.
(Turning right =>increased penetration.)
¢ For setting the time relation between the
background and the peak current when welding
with direct current.
(Turning right =>longer pulse current time.)
N.B. When welding with pulsed a.c. the time
balance between the pulse current and the base
current will automatically be 50/50%.
The relationship between positive and negative
halfwave is adjusted in the same way as nonpulsating
AC welding.

dpbidiea
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Position &= = MMA

In this position the welding power source is prepared for welding with coated
electrodes. The HF unit and the Lift-Arc are disconnected, and the hot-start function
is activated in order to supply incresaed current at the start.

Position £— = HF unit ON

When pressing the torch trigger the gas starts flowing, the HF unit goes on,
generating an electric spark between the electrode and the welding material, the gas
is ionised and an arc is produced. When the arc is stable, the HF unit will
automatically be disconnected.

}
Position 9 = Lift-Arc

By Lift-Arc is meant that you place the torch with the electrode on the spot where
you want to start the welding, press the torch trigger and lift up the torch. In doing so
an arc is produced.

The current slowly increases up to the set value during the set “slope up” time. When
you want to finish welding, the contact is released and the current slowly decreases
to the set “slope down” time.

Tilt the torch a little, lift and an arc is produced. To stop, release the torch trigger.
-
11
mgw -
Position *!?! Two/four-stroke

Two-stroke means that the arc is struck when the torch trigger is pressed and
extinguished when it is released.

Four-stroke means that it is not necessary to keep the torch trigger pressed while
the welding is going on. The arc is struck by pressing an releasing the switch and is
extinguished by repeating the action.

Four-stroke with the possibility to switch between two currents (switching function).
Through short activation of the burner cpontact, the switching function gives rise to
switching between two adjustable currents.

If the burner contact is kept pressed in the current starts to slope down.

- 26 -
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6.5 MMA welding (Hand welding electrodes)

6.5.1 Adjusting the control panel for MMA welding

e Connect the welding and return cable to the OKC terminals D and F.

e Set switch (1) to the position for hand welding electrodes.
The LED (J) indicates that open circuit voltage is available on the welding
terminals.
(See also point 5.2.)

e Set the desired value for welding current using potentiometer (8).

It is also possible to use pulsed welding current. The settings are made in the
same way as for pulsed TIG welding.

e Potentiometer (5) is used for stepless setting of the Hot-Start function,
potentiometer (6) for stepless setting of the Arc-Force function, and thereby the
control dynamics.

e Depending on the electrode type to be used, direct current and polarity or one of
the alternating current alternatives can be selected by way of switch (4) without
shifting the welding cables.

The welding current can be set over a hand-operated remote control unit.

- 927 -
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6.6 TIG welding

9 10
In TIG welding the torch trigger has three different functions:

e Two-stroke

* Four-stroke

e Four-stroke with the possibility to shift between two currents (shift function).
6.6.1 Adjusting the control panel for TIG welding

e Connect the TIG burner and the earth lead into the OKC outputs E and F, (for
central connection: terminals P and F).

e Set switch (1) to the desired position.

If a foot—operated remote control unit is to be used, set switch (1) to position
two-stroke.

NB. For direct current control over the foot-operated remote control unit, the
potentiometer (7) and (10) must be set to position 0.

A hand-operated remote control unit can be used for both two-stroke and
four—stroke to set the welding current.

e Select the desired striking method using switch (2).
e Adjust the welding current using potentiometer (8).
e Select the desired type of pulsing using switch (3).
e For the shift function/pulsing, adjust the lower current value using potentiometer

9).

- 28 -
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6.6.2 Schematic pulsed welding sequence:

oo &~ W

© N

A

9]

The gas preflow time is preset at 10 ms.
Hot start:
e The start current is preset at 100 A.

e The time is adjusted on the front panel: 20 - 500 ms.
(For MMA welding: 200 — 2000 ms.)

The start current is 15 A.
The slope-up time is adjusted on the front panel: 0 - 10 s.
The pulse current is adjusted on the front panel: 5 - 250 A.

The background current is adjusted on the front panel: 10 - 90% of the pulse
current.

The slope-down time is adjusted on the front panel: 0 - 10 s.
At termination, the current is pre-set to 5 A.
The gas postflow time is adjusted on the front panel: 3 - 30 s.

- 29—
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6.6.3 Setting direct and alternating current

Direct current:

e Set switch (4) to the position for direct current with negative polarity.
If pulsing has been selected:
e Set the pulse current value using potentiometer (8).

e Set the background current in per cent of the pulse current value using
potentiometer (9).

e Set the pulse frequency using potentiometer (12).

e Set the time relation between pulse and background current using
potentiometer (13).

Alternating current:

Two different types of alternating current can be set over switch (4):

e A sine-wave type, characterised by low noise and a soft arc. Effective when low
frequencies are used!

A square-wave type, characterised by a hard and stable arc, resulting in a
somewhat higher noise level.

The arc is always struck by way of direct current which is then automatically
switched over to alternating current.

Increased alternating current frequency gives a concentrated and stable arc, suitable
above all when a low amperage is used and when welding in extremely thin plate.
The displacement (balance) of the half-wave in positive direction leads to increased
cleaning, and in negative direction to increased penetration.

(Turn potentiometer (13) more to the right for increased penetration!)

6.7 Forced disconnection

If the torch trigger or the foot—operated remote control unit has been activated and
no arc has been generated, the open circuit voltage is automatically disconnected
after 2 seconds. The same applies in the event of an arc interruption.

This function protects from:

e Uncontrolled arc strike
e Material damage

e Shielding gas drop-out
e Accidents

-30 -
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7 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

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

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

7.1  Check-up and cleaning

Clean the welding power source once a year using
dry compressed air (reduced pressure). The dust
filter is to be checked up and cleaned regularly.

If the welding power source is used in a dusty and
dirty environment, the cleaning should be
performed more frequently.

For maximal service reliability it could be
advisable to let an authorised retailer service the
machine once a year.

AH 0207

8 ORDERING OF SPARE PARTS bo7d109

DTE 255 is designed and tested in accordance with the international and European
standards IEC/EN 60974-1 and EN 50199. It is the obligation of the service unit which
has carried out the service or repair work to make sure that the product still conforms
to the said standard.

Spare parts may be ordered through your nearest ESAB dealer, see the last page of
this publication.
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DTE 255

Ordering number Howmep 3aka3sa

Ordering no. Denomination Type Notes

0301 035 880 | Welding power source |DTE 255 | with central connection for the TIG torch
0301 035 881 | Welding power source |DTE 255 |with OKC connection for the TIG torch
0457 784 990 | Spare part list DTE 255

-33 - "
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DTE 255

Spare parts list Cnucok 3anacHbix yacteun

Item

Qty

Ordering no.

Denomination

a » O N

0301 028 001
0301 054 001
0441 819 001
0301 027 001
0301 053 001

Grill
Filter
Screw
Grill

Filter

dpbis
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DTE 255

Accessories [lonosiHUTesIbHbIe NPUHaAJIEXHOCTU

Trolley (with room for gas bottle)

0301 100 880

Return cable

0369 857 888

Foot control FS 002

0349 090 886

Cooling unit OCF 2D

..................... 0457 216 881
D eoqg o
— kS
SSss
—~

TIG torches

HW 26 R, 4 m with OKC connection ......... 0588 000 738

HW 26 R, 4 m with central connection ....... 0588 000 740

HW 20, 4 m with OKC connection ........... 0588 000 744

HW 20, 4 m with central connection ......... 0588 000 746

dpbiatia
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