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1

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 recommendations should be observed in addition to the standard regulations that apply to the work-
place.

All work must be carried out by trained personnel well-acquainted with the operation of the welding equipment. Incorrect oper-
ation 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

The operator must ensure that:

¢ no unauthorized person is stationed within the working area of the equipment when it is started up.
e no-one is unprotected when the arc is struck

The workplace must:
¢ be suitable for the purpose
¢ be free from drafts

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.

General precautions

e Make sure the return cable is connected securely.

e Work on high voltage equipment may only be carried out by a qualified electrician.
e Appropriate fire extinquishing equipment must be clearly marked and close at hand.

A CAUTION

Class A equipment is not intended for use in residential locations where
the electrical power is provided by the public low-voltage supply system.
There may be potential difficulties in ensuring electromagnetic
compatibility of class A equipment in those locations, due to conducted
as well as radiated disturbances.

bh31d1e © ESAB AB 2008




A\ WARNING A\

Arc welding and cutting can be injurious to yourself and others. Take precautions when welding and
cutting. Ask for your employer's safety practices which should be based on manufacturers' hazard
data.

ELECTRIC SHOCK - Can kill

. Install and earth the 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.

A WARNING

Do not use the power source for thawing frozen pipes.

A CAUTION

Read and understand the instruction manual before
installing or operating.

A CAUTION

This product is solely intended for arc welding.

bh31d1e © ESAB AB 2008




2 INTRODUCTION

Arc 152i is a welding current power source intended for use with coated electrodes

(MMA welding) and TIG welding.
21 Equipment

Arc 152i is supplied with 3 m of mains cable and an instruction manual.
ESAB's accessories for the product can be found on page 25.

3 TECHNICAL DATA

Arc 152i

Mains voltage
Primary current l{max
No-load power
Setting range
Maximum permissible load at
25% duty cycle
35% duty cycle
60% duty cycle
100% duty cycle
Power factorat maximum current
Efficiency at maximum current
Open-circuit voltage
Operating temperature
Transportation temperature
Constant sound pressure in open circuit
Dimensions, | xb x h
Weight
Enclosure class
Application class

230V, 1 ~ 50/60 Hz
35A

30 W

8-150 A

150 A/ 26.0V

140 A/ 256V

110A/ 244V
90A/236V

0.63

78%

58-75V

-10°C - +40° C

-20°C - +55° C

<70 db (A)

418 x 188 x 208 mm

7.8 kg

IP 23

H

Duty cycle

The duty cycle refers to the time as a percentage of a ten-minute period that you can weld or cut at
a certain load without overloading. The duty cycle is valid for 40° C.

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.

Application class

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

electrical hazard.

4 INSTALLATION

The installation must be carried out by a professional.

A CAUTION

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.

bh31d1e
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4.1 Location

Place the power source so that its cooling air inlets and outlets are not obstructed.

4.2 Mains power supply

Check that the welding power source is connected
to the correct voltage and that the correct fuse
size is used.

The standards for the country in question must be
complied with as regards the mains cable area.

A protective earth connection must be made in
accordance with regulations

Location of rating plate

421 Recommended fuse sizes and minimum cable area

Arc 152i
Mains voltage 230 V +10 %, 1-phase
Mains cable area mm? 3G2.5 mm?
Phase current |4 20 A
Welding cable, area 16 mm?2
Fuse
anti-surge 20 A%)
Type C MCB 32 A

*) NOTE! The installed plug is approved for max. 16A.

NOTE!
The cable area and fuse rating above comply with Swedish regulations. Use the welding power source
in accordance with the relevant national regulations.

bh31d1e © ESAB AB 2008



5 OPERATION

General safety regulations for handling the equipment can be found on
page 4. Read through before you start using the equipment!

5.1 Connections and control devices

1 Connection (+) 4 Toggle switch for mains power supply 0/ 1
MMA: for return cable or welding cable
TIG: for return cable
Control panel, see under 5.2 5 Mains cable

3 Connection (-)

MMA: connection for return cable
TIG: connection for Tig torch

)

PE)

e
T
/
|

?
I

/

AH 0875

5.2 Control panel A31 Caddy™ ss

e Knob for setting the current
e Mains voltage LED (green)

e Thermal overload trip indicator
(yellow)

5.3 Connection of welding and return cable

The power source has two outputs, a positive terminal and a negative terminal, for
connecting welding and return cables. The output to which the welding cable is
connected depends on the type of electrode used. The connecting polarity is stated
on the electrode packaging. Connect the welding cable to the terminal stated on the
electrode packaging.

Connect the return cable to the other output on the power source. Secure the return
cable's contact clamp to the work piece and ensure that there is good contact
between the work piece and the output for the return cable on the power source.

bh31d1e © ESAB AB 2008



5.4 Overheating protection

The welding power source has a thermal overload trip which operates if the
temperature becomes too high, interrupting the welding current and lighting a yellow
indicating lamp on the front of the power source. The thermal overload trip resets
automatically when the temperature has fallen.

5.5 MMA welding

Arc 152i gives direct current, and you can weld most metals to alloy and non-alloy
steel, stainless steel and cast iron. Arc 152i allows you to weld most coated electrodes
from & 1.6 to & 3.25.

MMA welding may also be referred to as welding with coated electrodes. Striking the
arc melts the electrode, and its coating forms protective slag.

If, when striking the arc, the tip of the electrode is pressed against the metal, it immedi-
ately melts and sticks to the metal, rendering continued welding impossible.
Therefore, the arc has to be struck in the same way that you would light a match.

as to give an appropriate arc length (approx. 2 mm). If the arc
is too long, it will crackle and spit before finally going out com-

Quickly strike the electrode against the metal, then raise it so
NS U
pletely.

If you are working on a welding bench, check before attempting \;T Sa——
to strike the arc that residual waste metal, pieces of electrode omha2p11
or other objects on the bench do not insulate the part to be

welded.

Once the arc has been struck, move the electrode from left to
right. The electrode must be at an angle of 60° to the metal in

relation to the direction of welding.

60°
When you want to weld wide beads, or when you want the weld \
to be so thick that you have to weld in a number of layers, how-

ever, you have to use lateral movements. —_—

56 TIG welding o

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

TIG welding is particularly useful where high quality is demanded and for welding
thin plate. Arc 152i also has good characteristics for TIG welding.

In order to TIG weld, Arc 152i must be equipped with:

* a TIG torch with gas valve

e awelding gas cylinder (a suitable welding gas)
e a welding gas regulator (suitable gas regulator)
e tungsten electrode

e suitable auxiliary material, if necessary.

TIG scrape start

To scrape start lightly scrape the tungsten
electrode against the workpiece to create an arc.

bh31d1e © ESAB AB 2008



6 MAINTENANCE

Regular maintenance is important for safe, reliable operation.

A CAUTION

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

6.1 Inspection and cleaning
Check regularly that the welding power source is not clogged with dirt.

How often and which cleaning methods apply depend on: the welding process, arc
times, placement, and the surrounding environment. It is normally sufficient to blow
down the power source with dry compressed air (reduced pressure) once a year.

Clogged or blocked air inlets and outlets otherwise result in overheating.

The welding torch's wear parts should be cleaned and replaced at regular intervals in
order to achieve trouble-free welding.

7 FAULT-TRACING

Try these recommended checks and inspections before sending for an authorised
service technician.

Type of fault Corrective action

No arc. ¢ Check that the mains power supply switch is turned on.

e Check that the welding current supply and return cables are
correctly connected.

* Check that the correct current value is set.
¢ Check the mains power supply.

The welding current is e Check to see whether the thermal cut-outs have tripped.

interrupted during welding. » Check the mains power supply fuses.

The thermal cut-out trips e Make sure that you are not exceeding the rated data for the

frequently. welding power source (i.e. that the unit is not being
overloaded).

Poor welding performance. e Check that the welding current supply and return cables are

correctly connected.
e Check that the correct current value is set.
e Check that the correct electrodes are being used.
e Check the gas flow.

-10 -
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8 ORDERING SPARE PARTS

Repair and electrical work should be performed by an authorised ESAB service
technician. Use only ESAB original spare and wear parts.

Arc 152i is designed and tested in accordance with the international and European
standards 60974-1 and 60974-10. It is the obligation of the service unit which has car-
ried 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.

9 DISMANTLING AND SCRAPPING

Welding equipment primarily consists of steel, plastic and non-ferrous metals, and must
be handled according to local environmental regulations.
Coolant must also be handled according to local environmental regulations.

Dispose of electronic equipment at the recycling facility!

In observance of European Directive 2002/96/EC on Waste Electrical and Electronic
Equipment and its implementation in accordance with national law, electrical and/or
electronic equipment that has reached the end of its life must be disposed of at a
recycling facility.

As the person responsible for the equipment, it is your responsibility to obtain
information on approved collection stations.

For further information contact the nearest ESAB dealer.

-11-
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1 TEXHWKA BE3OIMNACHOCTH

Monb3oBaTtenu ceapo4YHoro obopynosaHus ESAB oTBevaloT 3a BbIMNONHEHNE NPABUT TEXHUKM
Ge3onacHoCTX nuuamn, paGoTalolmmn Ha o6opyaoBaHUMK U pAOOM ¢ HUM. [paBuna TeXHUKK
6e30MacHOCTU A0MKHbI OTBEeYaTb TpeboBaHNAM k 6e30MacHo aKcnnyaTalumy CBapoyYHOro
o06opyaoBaHMsa aToro Tvna. NMoMumo cTaHaapTHbLIX NPaBMI TEXHUKM 6e30MacHOCTU U OXpaHbI
Tpyna Ha paboyem MecTe pekoMeHOyeTcs crnefyoLlee.

Bce paboTbl AOMKHBI BbINOMHATLCS NOArOTOBMEHHLIMW NMLAMK, 3HAaKOMbIMUK C SKCMyaTaumei
cBapoyHoro o6opyaoBaHusl. HenpaBunbHas akcnnyaTauus o6opyaoBaHUs MOXET Bbi3BaTb
onacHbIM CUMTyaLun, NPUBOASLLME K TPAaBMUPOBaHUIO NEPCOHAarna 1 NOBPEXAEHMIO
obopynoBaHus.

1. Bce nuua, ucnonbayrowme ceapoyHoe o6opyaoBaHue, AOMKHbI 3HATb:
* WHCTPYKLMUM NO 3KcniyaTaumm
e pacnonoxeHve opraHoB aBapUAHOIO OCTaHOBa
¢ HasHayeHue 0b6opyaoBaHUS
* MpaBuna TeXHUKM 6e3onacHoCTU
e TEXHOJOMN0 CBapKm

2. Onepatop obecneynBaer:
e yaaneHue NOCTOPOHHMX N1, u3 paboyert 30HbI 000PYL0OBaHUS MPU Ero 3anycke
e 3alyMTy BCEX NUL, OT BO3OENCTBUSA CBAPOYHOW Ay
3. Pabouee MecTo AOMKHO:
e OTBEYaTb YCMNOBMSAM JKCMyaTauum
* HEe MMETb CKBO3HSIKOB

4. Cpeactsa 3awWuTbl NepcoHana

e Bo Bcex crny4asx UCMonb3ynTe pekoMeH0BaHHbIE CPEACTBA NHAMBUAYANbHOW 3aLLMThI,
TaKMe Kak 3alUTHbIE OYKM, OTHECTOMKYIO OAEXay, 3alMTHbIE NepYaTKu.

« T[lpu cBapke 3anpeLyaeTcsa HOCUTb CBODOAHYIO OAeXay, YKpalleHus 1 T.4., Hanpumep,
wapdsl, bpacneTsbl, konbla, KOTOpbIE MOFYT MONACTb B CBAPOYHOE 0O0OpPYyAOBaHNE MMM
BbI3BaTb OXOrMU.

5. O6Lwme mepbl NpeaoCTOPOXKHOCTU

¢ [lpoBepbTe HaOEeXHOCTb NOAKNIOYEHMS1 0bpaTHOro kabens.

e PaboTbl Ha 060PYAOBaHUN C BLICOKMM HarpsiKeHWEM AOSKHbI MPOU3BOAUTLCS TONMBKO
KBanmMULUUPOBaHHbIM 31IEKTPUKOM.

e B npegenax gocTtyna AOMKHbl HAXOAUTLCS COOTBETCTBYHOLIME CPeAcTBa
NOXapoTyLUEHWS, UMEIOLLME ACHYIO MapK1POBKY.

A OCTOPOXHO!

ObopynoBaHne Class A He NpegHa3Ha4YeHo 415 UCOb30BaHNUs B
JKUTTBIX [TOMELYEHUSIX, A€ /IEKTPOCHAOKEHNE OCYLYECTBIISETCS U3
ObITOBbLIX CETEN HU3KOIrO Harps)KeHus. B Takux mecrax MoryT
M10SIBUTBHCS [TOTEHUMNATTbHBIE TRYAHOCTH obecrieyeHmne
SIIEKTPOMArHUTHOM COBMECTUMOCTH 060pyg0BarHns Class A
BCIELCTBUE KOHLAYKTUBHBIX U PEANALIMOHHBIX TOMEX.

bh31d1r -13 -



/A BHUMAHWE! /A

,ﬂy/’ OBasi cBapka n pe3ka oriacHbl Kak 4Jis UCIOJTHUTESIA pab'or, TaK n 4715 NOCTOPOHHUX JTUL. Tpeb’yﬁ Te cobrio-
AEeHNs Bcex rpasusl be3sornacHocTy, ,[Iel;iCTByIOHII/IX Ha 00bexTe, KOoTOpble 4OJDKHbI yYNTHIBATb CBELAEeHHNA o6
Ol1aCHOCTSIX, MIPELCTAB/IEHHbIE U0 TroBUTENIEM.

OMACHOCTh CMEPTEJIBHOIO NOPAXXEHUA SJTIEKTPUYECKVIM TOKOM
e Arperar ycTaHaBn1BaeTCs M 3a3EMIISIETCSI B COOTBETCTBUM C AENCTBYHOLLMMM HOPMaMK1 1 NpaBunamMu.

» He ponyckaiiTe KOHTaKTa HaxXoAALMXCS MO HANPSHKEHUEM AeTarei 1 3NeKTPOAOB C He3aLUMLLEHHbIMU
YyacTsIMU Tena, MOKpbIMK pyKaBULL@MU U MOKPOI OOEXI0N.

e OGecneybTe 3NEKTPUYECKYH U30NSALUI0 OT 3EMMM 1 CBAPUBAEMBIX AeTarnen.

¢ OGecneybTe cobnogeHne 6e3onacHbix pabovmx pacCTOSHUNA.

AbIMbI U TA3b] mMoryT 6biTb OnacHs! 411 Yes108eka

¢ VIcknounTe BO3MOXHOCTb BO34eNCTBUS AbIMOB.

e [1ns ucknioveHnst BAbIXaHUS AbIMOB BO BPEMSI CBApPKU OpraHnsyeTcsi obLias BEHTUNALMS NOMELLEHUS, a
TaKKe BbITSHXKHAA BEHTUNALMS U3 30HbI CBAPKU.

UBJTYHEHUE YTV Bbi3biBAET IOpa)xeHne r/1as3 1 OXKorv Koxm

e 3awuTnTe rnasa u Koxy. [Ins 3Toro MCNonb3ynTe 3aLMTHbIE LUTKW, LUBETHLIE JIMH3bI U 3aLLUTHYIO
crneuoaexay.

e [1ns 3amTbl NOCTOPOHHUX MWL, NPUMEHSIIOTCS 3aLLMTHbIE 3KpaHbl UM 3aHaBECH.

TTO)>KAPOOIMACHOCTh

¢ Vickpbl (OpbI3rv MeTanna) MoryT Bbl3BaTb Noxap. YoeamTecb B OTCYTCTBUM rOpHOYMX MaTepuanos
noGnun3ocTv OT MecTa CBapKMu.

LY M - 4pesmepHbI LLYyM MOXET MPUBECTH K [MOBPEXKAEHMIO OPraHoB Criyxa

e [MpumunTe Mepbl ANs 3awmTbl crnyxa. Mcnonb3yite 6epylum Ans ywen unm apyrue cpeactsa 3aluThbl criyxa.

¢ [penynpeanTe NOCTOPOHHMX NUL, 06 ONacHoOCTK.

HEUCTIPABHOCTU - npu HeucripaBHOCTH 06paTuTech K creynanuctam o cBapovYHomy obopyaoBaHNo

I lTepeg Havyarnom MoHTaXa m 3K crizryaraynn BHUMartesibHo N3y4nTe CooTBeTCTBYOLNEe UHCTPYKYNN. I

SALLUNTUTE CEBA 1N OPYTUX!

KomnaHusa ESAB rotoBa npegoctaBuTb BaM BCe 3aWMTHOE CHapshKeHne U
NPUHaANEXHOCTN, HeobxoanMble ANS BbINOSIHEHUS CBapPOYHbIX paboT.

A BHNMAHWE!

3anpetqaerc,q Hcriosib3oBaTb UCTOYHUK MMUTaHNA 4714 OTTanBaHns prd

A OCTOPOXHO!

llepeq Ha4Yarnom MoOHTaxa v sKcrisiyaraymi
BHUMATE/IbHO U3YYUTE COOTBETCTBYIOLYNE
UHCTPYKLNH.

A OCTOPOXHO!

HaHHoe uznernuve npegHasHa4YeHo TosIbKo A/15 AV oBOVI

bh31d1r -14 -




2 BBEOEHWNE

Arc 125li npegcraenseT cobon UCTOYHMK CBAPOYHOrO TOKa ANS UCNOSIb30BaHUA C
NOKpbITbIMK 3nekTpogamu (ceapka MMA) n ons ceapku BorbgpamMoBbIM
3ANeKTpPoaOM B cpefe MHepTHoro rasa (ceapka TI1G).

2.1 O6opynoBaHue

Yctporicteo Arc 152i noctaBngaeTca ¢ 3-MeTpoBbIM CETEBbIM Kabenem u
PYKOBOACTBOM MO 3KCNnyaTauuu.

Akceccyapbl OT gns n3genst MOXXHO HanTu Ha CTpHuue 25.

3 TEXHUNYECKUE XAPAKTEPUCTUKU

Arc 152i
Hanps>keHue ceTu 230 B, 1 ~ 50/60 Ny
MepBUYHBINA TOK | {yakc. 35A
MoTpebnsemas mowHOCTb 63 Harpy3ku 30 Bt
[nana3oH ycTaHOBOK 8-150 A
MakcumanbHas gonyctumasi Harpyska npu
KoadbpuuymneHTte Harpysku 25% 150 A/26,0B
KoadbpuuyueHte Harpysku 35% 140A/25,6B
KoadbpuuymneHTte Harpysku 60% 110A/244B
KoadpdpuuyueHte Harpyskm 100% 90A/23,6B
KoadduuymeHT mowHOCTM Npu MakcumansHom Toke | 0.63
Kna npu makcumanbHOM Toke 78%
HanpsixeHne xonoctoro xoaa 58-75B
Pabouas TemnepaTtypa -10°C - +40°C
Temnepatypa npu TpaHCNOPTUPOBKE -20°C - +55°C
MoCTOSIHHBIN YypOBEHb 3BYKOBOIO AABMNEHUS Ha
XOJIOCTOM XxoAay <70 pb (A)
MaGaputol, 4 x LU x B 418 x 188 x 208 mm
Bec 7,8 kr
Knacc 3awuTbl IP 23
Knacc npumeHeHus @

Pa6ounn yukn

Pabounn umkn npeacrtaenset cobon fonto (B % %) AeCATUMMHYTHOrO MHTEpPBarna, B TEYeHMe
KOTOPOW MOXHO NPOM3BOANTb CBAPKY MUK Pe3Ky Npu onpeneneHHon Harpyake 6e3 neperpysku.
Pabounn umkn ykasaH anst tfemnepatypbl 40°C.

Knacc koxyxa

Hopwmbl IP ykasbiBatoT Knacc Koxyxa, T.e., CTeneHb 3awnTbl OT NPOHUKHOBEHUSI TBEPAbIX 0OLEKTOB
n Bogbl. O6opynoBaHue ¢ mapkupoBkoi IP 23 npeaHa3Ha4veHo 4ns HapY>XHOW U BHYTPEHHEN
YCTaHOBKM.

Knacc 30Hbl yCTaHOBKU

OTOT CMMBON O3HaYaeT, EI YTO UCTOYHUK NUTaHNA npegHa3Ha4veH ana ncnonb3oBaHNA B 30HaAX C
NOBbILLEHHOM OMNAaCHOCTLIO nopaxeHuna 3NeKTPOTOKOM.

bh31d1r -15-



4 YCTAHOBKA

BBog B aKcriiyaraymio 4OJKEH pon3BOAUTLCS KBATTUGULMPOBAaHHbLIM CIIELNau-
crom.

A OCTOPOXHO!

Hac TOALee nsgesine ripbeJHasHav4eHo 4714 rnpomblLLITIeHHOIro NCroJsib30BaHA. /7,DM
UCIOIb30BaHUN B ObITOBbIX YCII0BUNSAX OHO MOXeT cO34aBarbk paano4acTtoTHbIe [ToOMeXU.
[Tonb3oBaresib oTBEYaET 34 TIPUHATNE COOTBETCTBYOLYNX MEP PELOCTOPOXHOCTU.

4.1 PacnonoxeHune

PasmecTnTe UCTOYHUK NUTaHUS TakuM 06pa3om, YToObl ero Bo3ayxo3abopHbie
BbIMYCKHble OTBEPCTUS He Bbinu 3arpaxaeHbl.

4.2 CeTb aneKkTponuTaHus

Y6eaoutecb B TOM, YTO UCTOYHUK CBApPOYHOIO TOKa
MOAKITHOYEH K CETU SMEKTPONUTaHNS ¢ TpebyembiM
HanpsKeHWEM 1 3aLUULLEH NPeaOXPAHUTENAMMN
Tpebyemoro HoMunHana.

f/
lNMnowaab nonepevyHoro ceveHnst kabens uOJ'I)KH/ . =
, QD

COOTBETCTBOBATb CTaHAAPTaM KOHKPETHOM
CTpaHbl.

Heobxoaumo obecneyvnTb 3aWnMTHOE 3a3emMreHme
B COOTBETCTBMUN C AENCTBYHOLMMN HOPMaMu

PacrionoxeHue nacrnopTHou Ta6

421 PekomeHayemble HOMUHarbI NpeaoXpaHuTenem n MMHUMarbHble CeYEHUs

kabenen
Arc 152i

HanpsikeHue cetn 230 B +£10%, 1 chasza
Mnowaab nonepevyHoro ce4eHNs CUOBOro 2
kabens NnUTaHnUs, MM2 3 Kumbl, 2,5 MM
dasHbIi TOK, l1agd 20 A
CBapoyHblii kabenb, nnowaap NonepeYyHoro 16 Mm2
ceyeHus
MpepoxpaHutens
YCTONYMBLIN K NepeHanpsKeHnsam 20 AY)
Tun C, MUHNATIOPHbIN BbIKMOYaTEND 32 A

*) [TIPUMEYAHUE! Ucriornib3yemas Busika paccyntaHa Ha cury Toka 4o 16 amnep.
TTPUMEYAHUE!

Bernnyunra nnowanm rnornepeyHoro Ce4eHnss Kabess u HoOMUHaI 1aBKoro rnpegoxpaHnTess,
YKasaHHble BbILLIE, COOTBETCTBYIOT HOPMATUBHbLIM JOKYMEHTam LLiBeymn. SKcriryarayns MICTOYHUKA
CBEPOYHOro TOKa AO/WKHA OCYILECTBIIATECSH B COOTBETCTBUN C AEUCTBYOLUMU HALNOHATTEHBIMU
HOPMAaTUBHBIMU [OKYMEHTaMM.
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5 NOoPAOOK PABOTHI

ObLymne npasuia TeXHUKN 6€30nacHocTH rpu pabore ¢ obopya0BaHNEM PUBOLSITCH
Ha ct1p. 13. [po4yrure ux 4o mncrosib3oBarHns obopynosaxHms!

5.1 CoeanHeHusA 1 yCTpoOKCTBa ynpaBneHns

1 CoeaunHeHue (+) 4 MepekntoyaTtens BKMTOYEHUS/BbIKIIOYEHNS
MMA: gns obpaTHOro unm cBapo4HoOro HanpskeHua cetn (0 / 1)
kabens
TIG: ansa obpaTtHoro kabens
MaHenb ynpaBneHus, cm. 5.2 5 CeTeBoli kabernb
3 CoepaunHeHue (-)

MMA: coeguHeHne ans obpatHoro kabens
TIG: coeanHenve ana ropenku Tig

N

I

2N ’\’
O~~~ —
Y\, v

o | [~—v—

2 - v

z 7

5.2 [ynbT ynpasneHnsa A31
e Pyuyka perynupoBku Toka

e VHaukaTop HanpsikeHusa ceTtu
NUTaHWs (3ereHbln)

e VHaukatop cpabaTbiBaHMsA npu
TennoBoOwu neperpyske
(xenTbIn)

5.3 lMNopcoeauHeHne cBapo4HOro n obpaTtHoro kabenen

NCTOYHMK NUTaHUA cHabXeH ABYMS BbIXO4aMU, NOSOXUTENbHOW KNEeMMOW 1
oTpuuaTeNbHOM KNEMMOW, CRy>XaLuMmM ANng NoaKNio4eHMs CBapoYHOro n obpaTHoro
kabenen. Bbibop BbIxoaa, K KOTOPOMY MOAKIKOYAETCA CBAPOYHbI Kabenb, 3aBNUCUT
OT TUNa NUCNonb3yemMoro anekTpoaa. NonapHOCTb NOAKMOYEHUS YKa3bliBaeTCH Ha
ynakoBke anekTpoaoB. Mogknoumte cBapOYHbIn Kabenb K Knemme, ykasaHHOW Ha
YyNaKkoBKe 311EKTPOLOB.

MoakntounTe obpaTHbIN Kabenb KO BTOPOMY BbIXOAY Ha UCTOYHUKE NUTAHUS.
3akpenuTe KOHTaKTHbIA 3aXnm obpaTHoro kabensa Ha getanu n ydeamtech B
HanNU4MM JOCTATOYHOrO KOHTaKTa Mexay AeTanbio U BbIXO4O0M AN NOAKMNI0YEHMS
BO3BpATHOro kabens Ha NCTOYHUKE MUTAHUA.
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5.4  3awwuTa oT neperpesa

NCcTOYHUK NUTaHUs cHabXeH perne 3awuTbl OT TEeNsIoBOW Neperpysku, KoTopoe
cpabaTbiBaeT Npu HegoMnycTUMOM Bo3pacTaHuMn Temnepatypbl. [py 3Tom
npekpallaeTcs nogava CBapoOYHOro Toka U 3aropaeTcsl XenTtas MHaukaTopHas
famna Ha nepegHeri naHenn UCTodHMKa NuTaHus. Korga Temnepartypa CHU3MTCS,
pene 3awuTbl OT Neperpyskn aBToMaTUYeCckn BO3BpaLLAETCs B UICXOOHOE
MOnoXeHue.

5.5 Caapka metogom MMA

Mogenb Arc 152i naeT NOCTOSAHHbLIN TOK, U Bbl MOXETe MPOU3BOANTL CBaPKY
GonbWMHCTBA METANMOB C fIEMTMPOBaHHBIMU U HENETMPOBAHHBLIMU CTaNsSMn, C He-
p>aBeloLen cTanbio 1 YyryHom. YCcTponcteo Arc 152i no3sonsieT npoMsBoanTb CBapKy
NOKPbITEIMWU 3NEKTPOo4aMMN BCEX OCHOBHbIX TUMOB, OoT & 1,6 0o & 3,25.

Cnocob MMA Ha3sblBaeTCsl Takke CBapKon NOKPbITbIMU ANeKTpoaamun. 3axokeHHas ay-
ra pacnnasnsieT 9MeKkTpon, N ero NoKpbiTue o6pasyeT 3aLMTHbIN LWaK.

Ecnu npu 3axxuraHum ayru KOHYMK 3NeKTpoaa npwkatb K MeTarnsy, OH cpasy Xe pac-
NNaBUTCA U NPUNUMHET K MeTanny, Aenasi HeBO3MOXHOM HEMPEPbLIBHYHO CBApPKY.
CnepoBaTenbHO, 3a)UraHne Ayrv 4OMMKHO NPOU3BOAMTLCS TakUM e obpa3om, Kak 3a-
XUraHue Crndku.

[MpuKOCHUTECH 3MEeKTPOAOM K MeTanny, 3aTeM NoAHUMUTE ero
Tak, 4Tobbl NoNy4YMnaceL gyra onpeaeneHHon AnuHel (npumep-
HO 2 MM). Ecnv anuHa ayrmn Yepecyyp Benuka, CrblleH Xapak-
TEPHbIA TPECK U UMEET MECTO pa3bpbi3rMBaHmMe meTtanna, no-

crne 4yero gyra okoH4aTenbHO noracHer.

e
Mpun paboTte Ha cBapOYHOM CTEHAE Nepen 3aKuraHmem ayru cmha2p11

Y6eﬂ,I/ITer B TOM, 4YTO OTXOAbl MeTallia, KyCKM 3J1eKTpOA0B UIKN
apyrue npeamMeTbl HEe N30JNTUPYHOT CBapmnBaemyto aetarnb.

[Mocne 3axuraHus gyrn nepemMellante aneKkTpos crnesa Harpa-
BO. JNeKTpoA AOSMKEH pacnonaratbeca nog yrnom 60° k metan-

Jly OTHOCUTENbHO HanpaBJieHNA CBapPKWU.
60°

— Y

—————
cmha2p10

I'IpM Heob6X0aMMOCTM BbIMOMHEHNS LLINPOKOro LBa Uin o4eHb
TOJICTOro LiBa (I'IOCJ'Ie,EI,OBaTeJ'IbeI HanoXeHnemM HeCKOJIbKMNX
LIJBOB) npon3BoaATCA ABMXEHNA B Nonepe4yHoM HarnpaBlieHUN.

5.6 Cpsapka metogom TIG

Mpwn ceapke TIG npoucxoguT pacnnasneHne meTtasnna cBapuBaemMoun getanu ¢ rno-
MOLLbIO 3NEeKTPUYECKOM ayru, Bo30yxgaemor Ha BonbhpamMoBOM 3M1EKTPOAE, KOTO-
pbll cam He NnaBnUTCS. 30Ha CBApKM N caM dNeKTpos 3aLymiLeHbl atmocdepon 3
3alMTHOro rasa.

MeTtopg ceapkn TIG B 0cobeHHOCTM none3eH npu HeobxoanmMocTn obecneyeHuns Bbl-
COKOro KadecTBa 1 Npu cBapuMBaHMM TOHKMX nuctoB. Mogenb Arc 152i Takke obna-
AaeT XopoLnMU XxapakTepuctnkamun anga ceapkum metogom TIG.
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Ana obecneyeHns ceapkm metogom TIG mogenb Arc 152i gormkHa 6bITeb 06opyaoBa-
Ha:

e ropenkon TIG ¢ ra3oBbIM KrnanaHoMm

e HannoHom co cBapoY4HbIM ra3om (COOTBETCTBYIOLLMM ra3om)

*  perynaTopom rasa ans cBapku (NOAXOAsLMM ra3oBbiM PErynaTopom)

* BONb(PaAMOBbLIM INEKTPOAOM

*  COOTBETCTBYHLUMMWN JONOMHUTENBHLIMU MaTepuanaMmv no Heo6Xo0AMMOCTMU.

TIG scrape start

[ns Hayana cBapku B pexume TIG scrape start
cnegyeT OCTOPOXHO MPOBECTM BONbpamMoBbIM
3NEeKTPOAOM NO AeTanu, 4YToobl

obpasoBanacb gyra.

6 TEXHNYECKOE OBCITY>XMBAHUE

PeryrisipHoe TeXHN4YecKoe 0OCITy)KMBaHNE UMEET BAaXHOE 3HaYEHNe 4J15
obecrieyeHnss 6e30rnacHoOCTU U HaLEXHOCTH.

A OCTOPOXHO!

r apaHmMuaHble obsizamernbcmea nocmasujuka mepAarm curny, ecriu rnokKyriamesib
camMocmosamesibHO rblmaemcs ripoussecmu Kakue-nubo pa6omb/ o ycmpaHeHur
HeucrpasHocmedl u3desnius 8 mevyeHue 2apaHmuliHo20 CpoKa.

6.1 lMpoBepka n Ynctka

PerynapHo cnegute 3a Tem, 4ToObl ICTOYHUK CBAPOYHOrO TOKa He Obin 3abut
rps3bio.

MeproanNYHOCTb NPOBEPKUN N MPUMEHSIEMbIE METOAbLI OYUCTKM 3aBUCAT OT:
TEXHONOINN CBapKuW, ONIMTENbHOCTU FOPEHNst AyTW U YCNOBUIA OKpY)KatoLLen cpeabl.
O6bl4YHO BblBaeT AOCTAaTOYHO NPOAYyBaTb UCTOYHUK MUTAHUS CYXUM CXKaTbIM
BO34yXOM (MPWU NOHWXEHHOM AaBfEeHMN) OAUH pa3 B rof.

3acopeHHble NN 3aKyrnopeHHble OTBEPCTUS ANS NoABo4a U OTBOAA BO3dyXa Takke
MOryT CTaTb NPUYNHON Neperpesa yCTPONCTBA.

[ns obecnedyeHns HaoeXHOM CBapPKN HEOBXOAMMO Yepe3 pPerynsipHble NPOMEXYTKM
BPEMEHM YNCTUTb U 3aMeHsITb BbICTPOM3HALLMBAEMbIE AETaNN CBAPOYHON FOPEenku.
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7 MONCK N YCTPAHEHUE HENCIMPABHOCTEW

llpexzae Yem Bbi3bIBaTb aBTOPU30BAHHOIO CIEYMNATINCTA 10 TEXHUYECKOMY
OBCIYKNBaHUIO, 1OMPOBYIITE CaMOCTOSITEIIbHO BbIMOSIHUTL PEKOMEHIYEMbIE HIKE
[IPOBEPKML.

Tun HencnpaBHOCTU PeKomer,yeMble Mepbl

OTcyTCTBl/Ie ayru. b I'IpOBepre, BKIMHOYEH I BbIKNo4YaTenb NnTaHuA.

* [poBepbTe NpaBUSIbHOCTb NOAKIIOYEHUSI CBAPOYHOIOo U
obpaTtHoro nposoga.

b I'IpOBepre, npaBuUIbHO J11 3a4aHa BENTM4YMNHa TOKa.
o I'IpOBepre Hann4yne HanpsaxeHna B ceTtn NnTaHuA.

B npouecce cBapku nponan * [poBepbTe Hannune cpabaTbiBaHNA YCTPONCTB OTKMHOYEHMUS
CBapOYHbIN TOK. npu neperpese.

* [lpoBepbTe NpeaoXpaHUTENM B LLEMN CETEBOIO NUTaHWS.
Yactoe cpabatbiBaHWe pene e YGeauTtecb B TOM, YTO He NpeBbIWEHbI HOMUHAMbHbIE
3alMTbl OT TENSIOBOM 3Ha4YeHUs NapamMeTPOB UCTOYHMKA CBAPOYHOrO ToKa (T. €. YTO
neperpysku. 6nok paboTtaeT 6e3 neperpyaku).
Huskas agpcpekTMBHOCTb * [poBepbTe NpaBUSIbHOCTb NOAKIIOYEHUSI CBAPOYHOIOo U
CBapKu. obpaTHoro nposoaa.

b I'IpOBepre, npaBuUIibHO J11 3a4aHa BENTM4YMNHa TOKa.

e YGeauTtecb B TOM, YTO MCNONb3YOTCS 3MEKTPOAbI
Tpebyemoro Tuna.

e [lpoBepbTe pacxoa rasa.

8 3AKA3 3ANACHbIX YACTEN

PaboTbl o peMOHTY 1 37IEKTPUYECKOMY MOHTAXY [OIVKHBI BbITOSTHATLCS
KBarmguympoBaHHbIM crieymasnnctom ESAB .
Heobxoqumo mncrosib30Bath TO/ILKO 3aM1aCHbIe YacTu, BbifyLyeHHbIe gupmor ESAB.

3anacHble YacTu MOXHO 3aka3Tb y Gnuxariwero kK Bam ESAB, (cM. nepedeHb Ha
nocnegHen cTpaHvile gaHHOW GpoLutopbl).

9 AEMOHTAX N YTUITN3ALIUA

CBapoyHoe obopynoBaHune, B OCHOBHOM, COCTOUT U3 CTanu, NacTMaccChl U LBETHbIX
METanmoB W JOMKHO YTUNM3MPOBATLCA COrfacHoO AENCTBYHOLWMM HOpMam B obnactum
3aWMTbl OKpYy>XKatoLen cpeabl.

Oxnaxpgatowasn XnakoCcTb Takke noanexuTt obpaboTke B COOTBETCTBUN C LENCTBYIO-
LWMMKW HOpMaMn B 06nacTu 3awmTbl OKpYXatoLen cpeapl.
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Arc 152i

Order number Homep 3akasa

Ordering no. Denomination Type
0460 445 880 | Welding Power source | Caddy® Arc 152i, A31 for 230 V mains voltage
0459 893 027 | Spare parts list Caddy® Arc 151i, Arc 152i, A31

bh310
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Arc 152i

Accessories [lononHuTenbHbIE NPUHAANEXHOCTH

Welding cable kit ........................ 0700 006 898
Returncable kit ......................... 0700 006 899
Strap ... 0460 265 001
Cable holder 2pcs ...................... 0460 265 002
= 1

Shoulder strap .......................... 0460 265 003
Trolley ......

for 5-10 litre gasbottle . .................... 0459 366 885

bh31a11a2
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ESAB subsidiaries and representative offices

Europe

AUSTRIA

ESAB Ges.m.b.H
Vienna-Liesing

Tel: +43 1 888 25 11
Fax: +43 1 888 25 11 85

BELGIUM

S.A. ESAB N.V.
Brussels

Tel: +322 745 11 00
Fax: +32 274511 28

BULGARIA

ESAB Kft Representative Office
Sofia

Tel/lFax: +359 2 974 42 88

THE CZECH REPUBLIC
ESAB VAMBERK s.r.o.
Vamberk

Tel: +420 2 819 40 885
Fax: +420 2 819 40 120

DENMARK
Aktieselskabet ESAB
Herlev

Tel: +45 36 30 01 11
Fax: +45 36 30 40 03

FINLAND

ESAB Oy

Helsinki

Tel: +358 9 547 761
Fax: +358 9 547 77 71

FRANCE

ESAB France S.A.
Cergy Pontoise

Tel: +33 1 30 75 55 00
Fax: +33 1 30 75 55 24

GERMANY

ESAB GmbH
Solingen

Tel: +49 212 298 0
Fax: +49 212 298 218

GREAT BRITAIN
ESAB Group (UK) Ltd
Waltham Cross

Tel: +44 1992 76 85 15
Fax: +44 1992 71 58 03

ESAB Automation Ltd
Andover

Tel: +44 1264 33 22 33
Fax: +44 1264 33 20 74

HUNGARY

ESAB Kft

Budapest

Tel: +36 1 20 44 182
Fax: +36 1 20 44 186

ITALY

ESAB Saldatura S.p.A.
Bareggio (Mi)

Tel: +39 02 97 96 8.1
Fax: +39 02 97 96 87 01

THE NETHERLANDS

ESAB Nederland B.V.

Amersfoort

Tel: +31 33 422 35 55
Fax: +31 33 422 35 44

NORWAY

AS ESAB

Larvik

Tel: +47 33 12 10 00
Fax: +47 33 11 52 03

POLAND

ESAB Sp.zo.o.
Katowice

Tel: +48 32 351 11 00
Fax: +48 32 351 11 20

PORTUGAL

ESAB Lda

Lisbon

Tel: +351 8 310 960
Fax: +351 1 859 1277

ROMANIA

ESAB Romania Trading SRL
Bucharest

Tel: +40 316 900 600

Fax: +40 316 900 601

RUSSIA

LLC ESAB

Moscow

Tel: +7 (495) 663 20 08
Fax: +7 (495) 663 20 09

SLOVAKIA

ESAB Slovakia s.r.o.
Bratislava

Tel: +421 7 44 88 24 26
Fax: +421 7 44 88 87 41

SPAIN

ESAB Ibérica S.A.

Alcala de Henares (MADRID)
Tel: +34 91 878 3600

Fax: +34 91 802 3461

SWEDEN

ESAB Sverige AB
Gothenburg

Tel: +46 31 50 95 00
Fax: +46 31 50 92 22

ESAB international AB
Gothenburg

Tel: +46 31 50 90 00
Fax: +46 31 50 93 60

SWITZERLAND
ESAB AG

Dietikon

Tel: +41 1741 25 25
Fax: +41 1 740 30 55

UKRAINE

ESAB Ukraine LLC

Kiev

Tel: +38 (044) 501 23 24
Fax: +38 (044) 575 21 88

North and South America

ARGENTINA
CONARCO

Buenos Aires

Tel: +54 11 4 753 4039
Fax: +54 11 4 753 6313

BRAZIL

ESAB S.A.
Contagem-MG

Tel: +55 31 2191 4333
Fax: +55 31 2191 4440

CANADA

ESAB Group Canada Inc.
Missisauga, Ontario

Tel: +1 905 670 02 20
Fax: +1 905 670 48 79

MEXICO

ESAB Mexico S.A.
Monterrey

Tel: +52 8 350 5959
Fax: +52 8 350 7554

USA

ESAB Welding & Cutting Products
Florence, SC

Tel: +1 843 669 44 11

Fax: +1 843 664 57 48

Asia/Pacific

AUSTRALIA

ESAB South Pacific
Archerfield BC QLD 4108
Tel: +61 1300 372 228
Fax: +61 7 3711 2328

CHINA

Shanghai ESAB A/P
Shanghai

Tel: +86 21 2326 3000
Fax: +86 21 6566 6622

INDIA

ESAB India Ltd
Calcutta

Tel: +91 33 478 45 17
Fax: +91 33 468 18 80

INDONESIA

P.T. ESABindo Pratama
Jakarta

Tel: +62 21 460 0188
Fax: +62 21 461 2929

JAPAN

ESAB Japan

Tokyo

Tel: +81 45670 7073
Fax: +81 45 670 7001

MALAYSIA

ESAB (Malaysia) Snd Bhd
usJ

Tel: +603 8023 7835

Fax: +603 8023 0225

SINGAPORE

ESAB Asia/Pacific Pte Ltd
Singapore

Tel: +65 6861 43 22

Fax: +65 6861 31 95

SOUTH KOREA

ESAB SeAH Corporation
Kyungnam

Tel: +82 55 269 8170
Fax: +82 55 289 8864

UNITED ARAB EMIRATES
ESAB Middle East FZE
Dubai

Tel: +971 4 887 21 11

Fax: +971 4 887 22 63

Africa

EGYPT

ESAB Egypt
Dokki-Cairo

Tel: +20 2 390 96 69
Fax: +20 2 393 32 13

SOUTH AFRICA

ESAB Africa Welding & Cutting Ltd
Durbanvill 7570 - Cape Town

Tel: +27 (0)21 975 8924

Distributors

For addresses and phone
numbers to our distributors in
other countries, please visit our
home page

www.esab.com
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