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1 TEXHUKA BE3OINACHOCTHU

A\ OCTOPOXXHO! /A

D,YFOAAH CAAPKA 1 PE3KA OMACHbI KAK 0718 UCNONHUTENA PABOT, TAK U OnNA
MOCTOPOHHUX L. TPEBYWUTE COBJTIOQEHUE ACEX NMPAAWI BE3OMNACHOCTH,
ﬂEﬂCTAYpMMX HA OBBEKTE, KOTOPbIE AO/MKHbl YUUTBIAATD CAEAEHMA OB ONACHOCTAX,
NPEOCTAANEHHbIE N3rOTOAUTENEM CAAPOUYHOIO OBOPYOOAAHMA.

OMNACHOCTb CMEPTEJIbHOIO MOPAXKEHWUA JJTIEKTPUUECKUM TOKOM.

e (CBapou4Hblli arperar ycTaHaB/IMBAETCA U 3a3eMJIAETCA B COOTBETCTBMU C ALENCTBYIOLLMMW HOPMaMM U
npasunamu.

e He ponyckarite KOHTaKTa HAXOAALLMXCA NOA, HANPAXXEHEM AeTanei U NEKTPO[0B C He3aLLMLLEHHBIMU
YacTAMU Tena, MOKPbIMU PyKaBMLaMU U MOKPOI OfeXa0M.

¢ ObecneybTe ANEKTPUYECKYIO N3ONALMIO OT 3EMJIN U CBapMBaeMbIX AeTanen.

¢ O6becneuste cobnogeHne 6e3onacHbIx pabounx pacCToAHUN.

AObIMbl U FA3bl moryT 6bITh ONacHbl ANA YenoBeka

¢ VcknioumTe BO3MOXXHOCTb BO3LEVCTBUA ObIMOB.

e [1nA UCKNIOYEHNA BObIXaHWA AbIMOB BO BPEMA CBapKN opraHuayetca obLuan BEHTUNALMA NOMELLeHWA, a
TaKXXe BbITAXKHAA BEHTUNALMA N3 30HbI CBAPKWN.

U3NYYEHUE OYTU Bbi3bIBaeT Nopa)KeHUe rnas v 0XKoru KoXxu.

e 3awmTnTe rnasa un Koxy. [1nA 3Toro NCnonb3ynTe 3aLnTHbIE LLIUTKK, LLBETHBIE JIMH3bI 1 3aLLUTHYIO
cneuofexay.

e [InA 3awmTbl NOCTOPOHHUX NNL, NPUMEHAIOTCA 3aLLUTHBIE 3KPaHbl N 3aHaBeCHU.

MO>XAPOOMNACHOCTb

¢ Wckpebl (6pbl3rn meTanna) MOryT Bbl3BaTb noxkap. Yoegutecb B OTCYTCTBUM rOPHOYNX Matepmasnos
nobnm3ocTn OT MecTa CBapKu.

LLYM - UpeamepHbIi LLYM MOXKET MPUBECTU K NOBPEXAEHUIO OPraHoOB criyxa

e TMpumuTe Mepbl ANA 3awWuThl cnyxa. Micnonbayiite 3aTbluku ANA YL Uy apyrue cpeacrsa 3aluTbl
cnyxa.

¢ [Mpepynpepunte NOCTOPOHHUX NUL, 06 ONacHoOCTK.

HEUCMNPABHOCTMU -- Mpu HeucnpaBHOCTM obpaTuTechb K cneuuasuctam rno CBapouHomy
obopypoBaHuto

I I'Iepep. HauaJZioOM MOHTaXa " 3Kcriyatauum BHUMaTes<ibHO U3yunute COOTBETCTBYHOLLNEe UHCTPYKLUUN. I

SALLNTUTE CEBA N OPYTUX!

KomnaHua ESAB roroBa npepgoctasutb BaM BCe 3aLLLMTHOE CHapAXeHue u
npuHageXxHocTu, Heobxogumbie AsiA BbINOSIHEHUA CBapOUHbIX pabor.

2 BBEOEHUE

PSF 250, 305, 405 n 505 npepncrasnAtoT cO60N ceputo camooxnarKgaembix
S-06pasHbix CBApPOYHbIX FOPESIOK.

PSF W - cepua Bopooxnaxgaembix S-o6pasHbIX CBApPOUHbIX FOPESokK.

CeapouHble ropenkn PSF RS3 o6opynoBaHbl nepekntoyarenamm nporpamMmm anA
NepeKtoYeHnA MeXAY PasnnYHbIMKN 3apaHee HaCTPOEHHbLIMWU NporpaMmmMmamMu.
(Mporpammbl HacTpanBaroTCA HA CBAPOYHOM UCTOUYHMKE NUTAHUA).

PSF C - cepuAa cBapO4HbIX ropenok ¢ abiMootcocamu. CBapoUHble FOPENKn
BblNyckatoTcA NMB0 camooxnaxgaembiMu, NMMbo ¢ CUCTeMO BOAAHOIO
OXNaXKAEHUA U UMEIOT S-06pasHy0 KOHCTPYKLUIO.

PSF LD - cBapoy4Han ropenka MeHbLUero pasmepa.
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OTa ropernka BblMyCKaeTCA caMblX pasHOOOpasHbIX TUMOB; AONONHUTENbHAA
nHdoopmaumnA NPUBOAUTCA B HOMEPE 3akasa Ha CTp. 22.

Bbinyckaetca Takxxe pAp NpUHaaneXXHoCTel, BKIoYaA CBApOYHble MYHALUTYKM,
S-06pa3sHble TPYOKM U KOHTaKTHbIE HacaaKu.

NMoppobHoe onucaHue npuHapIeXXHOCTEN K cCBapOUYHbIM ropesikam ESAB
MOXHO HanuTh Ha cTp.31.

3 OTMPABKA U YNMAKOBKA U3OENTUA

Bce koMnnekTyoLme TLwareibHO NPOBEPAOTCA U YMAKOBbIBAKOTCA, OAHAKO BO
BPEMA [OCTaBKM BO3MOXHO MOBPEXAEHNE U3LENUA.

MopApoK NpoBepKU Npu NOJIyUeHUN U3aenun

* MpoBepbTe NPaBUSILHOCTb MNOCTABKMW MO NMOrPY304YHOMY OPLAEPY.

B cnyuae noBpexpaeHuna

* [1poBepbTE YNAKOBKY M KOMMIEKTYIOLLME Ha OTCYTCTBUE NOBPEXOEHUN
(BU3yanbHbIA OCMOTP).

B cnyuae, ecnu y Bac ecTb Xxanoba

Ecnu yrakoBKa n/vnm KOMMJIEKTYOLLME NoBpeXAeHbl BO BpeMA AOCTaBKWU:

e HemepnneHHO CBAXXUTECHb C TPAHCMOPTHOW KOMMaHWEen, OCYLLLECTBIIABLLEN
A0CTaBKy Ha camMOM MocCfefHeM ararne.

e CoxpaHuTte ynakoBkKy (A,1A BO3MOXHOIO OCMOTPa NPeACTaBUTENEM
TPaHCMOPTHOW KOMMNaHUU 1nu nocTasLLka nnbo anAa Bo3spara U3nenui).

XpaHel-wle B 3aKpbITOM NoMeLieHnun

Temneparypa oKkpy»xaroLen cpeabl

- P JOCTaBKe U XpaHEeHUM: OT -25°C po + 55 °C
OTHOCKTENbHAA BNaXXHOCTb BO3Qyxa: 10 90 % npu Temneparype 20 °C

4 TEXHUUECKUE XAPAKTEPUCTUKH

CsapouHan ropernka PSF 250 | PSF 305 | PSF 405, | PSF 505 PSF PSF
405 RS3 410W, 510W,

410W RS3 | 510W RS3

Oonyctumasn
Harpyska npu
60%-HOM pabouem
uuKsie

Yrnekucneiii raz COo 250 A 315 A 380 A 475 A - -

la3oBan cMecb, aproH 225 A 285 A 325 A 410 A - -
(antommHneBan
NPOBOJIOKA)

Oonyctumasn
Harpyska npu
100%-Hom pabouem
uuKsie
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CsapouHan ropernka PSF 250 | PSF 305 | PSF 405, | PSF 505 PSF PSF

405 RS3 410W, 510W,
410W RS3 [510W RS3

Yrnekucneiii raz COo - - 400 A 500 A

la3oBan cMecb, aproH - - 350 A 440 A

(antomnHneBan

NPOBOJIOKA)

PekomeHpyeMbiii 8-13 10-15 11-16 12-18 11-16 12-18

pacxop rasa éfiei é/iei é/iei é/iei é/iei é/iei

Owametp npoBonoku | 0,6-1,0ii | 0,8-1,21ii | 0,8-1,61i | 1,0-2,41ii | 0,8-1,61i | 1,0-2,41ii

Bec wnaHroeoro 1,8 éa 2,5éa 3,1éa 3,9 éa 3,0 éa 3,3éa

y3na gnvHon 3,0 m

Bec wnaHroeoro 2,5éa 3,3éa 4,2 éa 5,3 éa 3,9 éa 4,0 éa

y3na pyvHon 4,5 m

CsapouHan ropernka PSF 250C PSF 315 CLD PSF 405C, PSF 410CW,

PSF 405C RS3 410CW RS3

OonycTtumasn Harpy3ka

npu 60%-Hom pabouem

LuKIe

Yrnekucneii raz COo 250 A 315 A 380 A -

la3oBan cMecb, aproH 225 A 285 A 325 A -

(antomMnHneBan

NPOBOJIOKA)

Oonyctumasn Harpy3ka

npu 100%-Hom pabouem

LuKIe

Yrnekucneiii raz COo - - - 380 A

la3oBan cMecb, aproH - - - 325 A

(antomMnHneBan

NPOBOJIOKA)

PekomeHpyembIin 8 - 13 é&fiei 10 - 15 é&/iei 11 - 16 é/iei 11 - 16 é/iei

pacxop rasa

OwvameTp NpoBOJSIOKM 0,6-1,0ii 0,8-24ii 1,0-1,61i 0,8-1,61i

Bec wnaHrosoro yana 3,5¢éa 4,3 éa 4,6 éa 4,0 éa

onvHon 3,0 m

Bec wnaHrosoro yana 5,0 éa 5,4 éa 6,8 éa 6,2 éa

OJIMHON 4,5 M

Pabouunn uukn

Pabounin umkn npepcraenAet cobor fomto (B %%) LECATUMUHYTHOIO MHTEPBAna, B TeYeHne
KOTOPOW MOXXHO NMPOM3BOOMTbL CBAPKY Npu onpenesieHHon Harpyske 6e3 neperpysku.
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5 NMOPAOOK PABOTDI

O6buwyme npaBuna TexHukn 6esonacHoctu npu pabore ¢ o6opynoBaHueM
npuBoAaATCA Ha cTp. 4. lpourute ux [o ncrnosib3oBaHNA obopynoBaHuA!

5.1 KoHTakTHaA Hacapka

Pasmep oTBepCTUA KOHTAKTHOW Hacafku ornpenensaeTcA ouamMeTpoM MPOBOSIOKH,
TMNOM WMHEPTHOIO rasa 1 BENMYNHOW UCNONb3yemMoro Toka. Cm. ctp. 25-29.

5.2 HanpaBnawowana A NnpoBOSIOKKU

CnupanbHyto CTanbHYO HanpPasnAOLLYIO ANA NPOBOSIOKN, NOCTaBNAEMYIO B
CTaHOapTHOW KOMMeKTaunum cBapo4YHON ropesiku, MOXXHO MCMNOSb30BaThb AJIA
MPOBOJIOKM BCEX TUMOB COOTBETCTBYIOLLEro pasmMmepa, 3a UCK/IIOYEHNEM
antoMUHNEBON.

Hanpasnatowme gna npoBONOKU C TePNOHOBbBIM MOKPLITUEM MPUTOAHbI OS1A
CBapKu C NPOBOJIOKOM Ntoboro Tnna (antoMMHUEBOW, HEPXKaBEKOLLLEN NN
xenesHown). OgHakKo 13-3a YCKOPEeHMA N3HOCa He PEKOMEHAYETCA UCMNOoNb30BaTb
HanpasnAloLLME C TePNOHOBBIM MNOKPLITUEM ASIA XKENE3HOW NPOBOSIOKM NN
NPOBOJIOKN C NOKPbITUEM, UMetoLLEen ToNwmnHy bonee 1,2 mm.

Hanpasnatowime ana npoBONOKU € TedONOHOBbLIM MOKPLITUEM MMEIOT 3HAUUTESNTbHO
bonee KOPOTKUI CPOK CNY»Obl, YeM CTaHOapPTHbIE CTalibHble CrnpasbHble
HanpasnAloLLME.

AnA obecnevyeHnA Hagnexxailem CKoOpoCTU Nopaym NpoBOJIOKU CreayeT Bbibuparb
HarnpasnALLYIO OJ1A NPOBOJSIOKM No Tabn. 4 Ha cTp. 30.

5.3 3ameHa HanpasnAwoLwWen As1A NPOBOJIOKU

1. 3akpenuTe Hapnexalimii HAaKOHEYHUK

LLLLL,

VIOV

CoeouHutens ESAB CoepuHutens EURO

MpumeuaHue: Kaxxpaa HanpasnAaoLwana as1A NpoBOSIOKU NMOCTaBAETCA C 2
HaKoHeYHunKamu - 1 gna coeguHutTena ESAB n 1 pna coegmnHutena EURO.

2. CHuMWTE ra3oBOE COMJIO U NPOMEXYTOYHYHO HACaaKy.
3. BcTaBbTe HaNpaBnAKOLLYHO ANIA NPOBOSIOKUN B LUSIAHTOBbIV Y3erl.

4. Ob6pexsTe HanpaBnAOLLYH AJ1A NPOBOSIOKM HA HAANEXALLYHO ONHY.

[Mpu obpeske cBapoyHasa ropesika gosmkHa bbiTb pacTAHyTa TakuMm obpas3om, YToObl
HanpasnAKOLLAA OJ1A NPOBOJIOKM NOSIHOCTbIO BXOAWUSA B 3afHUN COegUHNTENb.

AnA obpe3kn HanpasnAoLLEen A1A NPOBOSIOKM NCrnonb3ynTe projectile ”X”, kak
nokasaHo Ha cTp. 21.
Mocne obpeskun ypanuTte oCTpble KPOMKW BHYTPWU Harnpas/iAOLLEN.
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5. [MocTaBbTe Ha MECTO MPOMEXYTOUHYHO HacapKy M rasoBoe ComnJsio.
6. YcTaHOBMTE CBapO4HYIO rOPEsiKy Ha CBapOUHYIO MaLLVHY.

yad

~ -
11

S

a) MNoBopaumBanTe coegNHUTESNbHYIO YacCTb MO YaCOBOW CTPeske 00 Tex
nop, Nnoka He NOABUTCA COMNPOTUBIIEHNE.

b) Hanpaenatowana anAa npoBOSIOKN A0N>KHA BOUTU B

5.4 raaosoe comnJjio

BHyTpb razosoro conna BcrassieHa 3awmnTa ot 6pbi3r. Bo BpemA ceBapku oHa
L0mKHa BbITb YyCTaHOBIEHa Ha CBOE MECTO, YTODbI NPeaoTBpaTuTb HakanmesaHue
CBapOYHbIX HpbI3r, NPUBOAALLEE K KOPOTKOMY 3aMblkaHUIO B S-06pa3Hon Tpybke.

[nA cBapOYHbIX FOPENIOK KaXKA0ro Tvna BbiNyCKakTCA B KayecTse
NnpuHagneXxHocTen ra3oBble cornsa c oTBepCcTMAMM BONbLLEro N MeHbLLEro
pasmepa. Cm. cTp. 25-29.

5.5 Tla3oBanA 3awuTa

[AnA obecrneyeHnA xopoLLen ra3oBor 3amnTbl HEOO6XOOMMO YUNTbIBATb HECKOJSTbKO
dhakTopoB. BaxkHenLwnmmMm n3 HUX ABNAKOTCA:

1. Bwibop 3awmTtHOM ¢ Pacxop rasoson cMecu 1 aproHa gosmkeH 6biTb 60MbLLMM,
aTMocdoepbl YeM pacxop, yrieKuUcsoro rasa.
2. YctaHOBKa BENMNYUHBI e Cwm. pasgen "TexHMYeCKne xapakTepuctukn” (MsmepeHme
pacxopa LO/MKHO NPON3BOAMTBLCA Y ra3oBOro conna).
3. YcraHoBKa cBapO4HOro e bonbLuor cBapoUHbln TOK TpebyeT BonbLUuero pacxopa rasa.
TOKa
4. T[lonoxeHwue ¢ BepTtukanbHoe nonoxeHue Tpebyet 6onbLuero pacxona
cBapvBaemMoro rasa.
COEeNHEHVA
5. Twn cBapuBaemMoro ¢ Hapy»xHble yrnosble coegmnHeHnA TpebytoT 6onbLuero
CoefunHeHuA pacxopga rasa, YemM CTblKkOBble coeguHeHusA. N Haobopor,
LUNYHTOBbIE COeauHEeHnA TPebyroT MeHbLLEero pacxopa
rasa.
6. Orcoc gbima ot e lcnonb3oBaHune AbIMOOTCOCA YBENUUNBAET NOTPEOBHOCTL B
CBapOYHOW ropenku uHepTHOM rase Ha 10-12%.
7. HaknoH cBapoyvHon e [lpun HaKNOHE CBapOYHON ropenkn MeHee 45° Ka4yecTBo
ropenky OTHOCUTENbHO rasoBOW 3aLLMTbl MOXKET YXYALLIUTbLCA.
3aroToBKM

5.6 W3meputenb pacxopa rasa

[nAa namepeHunAa pacxopa rasa Yepes CBapOUHYHO ropesiky BbilyCKaeTCA B Ka4ecTse
NPUHaANEXHOCTM ra3oBbli pacxogomep. Cm. cTp. 31.
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5.7 Centrovac

BcTpoeHHbIN abIMOOTCOC

MHTEeHCMBHOCTb OTCOCa MOXXHO pPerynmpoBarb OTKPbIBAHWEM 3aC/IOHKN Ha BEPXHEWN
CTOPOHE PYKOATKM.

NcTouHUK pa3pexxeHuna OJ1A CBapOUHbIX rOPEesioK ¢ BCTPOEHHbIM AbIMOOTCOCOM

[nA LOCTUXXEHWUA NOSTHOWM MOLLLHOCTU AbIMOOTCOCa CBapOYHanA ropenka c
AbIMOOTCOCOM [0/KHa ObITb NOACOEANHEHA K UCTOYHUKY Pa3peXeHUA, faBeHme
KOTOPOro He OOMKHO onyckaTtbeA Hke 15 kla.

6 TEXHUUECKOE OBCJ1Y>KUBAHUE

PeryndapHoe TexHu4yeckoe obClyXuBaHne MMeET BaxHoe 3HavyeHne AJiA
obecrieyeHunA 6e30rMacHOCTU N HAAEXHOCTH.

lNpumeuaHue:

I apaHTMUViHbIe 06A3aresibCTBa rocTaBLUMKa TePAKOT CUJTy, €CJIN MOKynaresb
CaMOCTOATEJTbHO 1bITAETCA MPON3BECTU Kakne-imbo paboTel 110 yCTPaHEeHUIO
HeuncripaBHOCTEN N3[EJINA B TEYEHNE rapaHTUMHOIO CPOKa.

6.1 E>xepHeBHO unu npu HeobxogumocTu

Hanuune perynApHoi nporpaMmbl yxoga v TEXHUYECKOro obcny»xmeaHuA
COKpaLLLaeT BHEMNMaHOBbIE U [OPOroCTOALLNE NPOCTOM.

e [lpu kaxxpon cmeHe 60OVHbI C MPOBOJIOKOW CrieAyeT OTCOEAVHATL CBAPOYHbIN
wnaHr ot 6510Kka nogaymn 1 ouunLLaTh ero NyTémM NPOAYBKU CXKaTbiM BO3AYXOM.

b KoHeL, NMPOBOJIOKMN, BCTaB/IAEMbIN B HanpasAKOLWYO AJ1A NPOBOJIOKU, HE
OOJIKEH UMETb OCTPbIX KPOMOK. 910 0cobeHHO BaXKHO, Korga NMPMMEHAKOTCA
HanpasnAawowmne OnA NpoBOJIOKK C TquJ'IOHOBbIM NMOKpPbITUEeM.

Hacapku u conna

e CHuMWTE rasoBoe COMJIO, 3aLUTy OT 6PbI3r, MPOMEXXYTOUHYIO HAaCcaaKy v
KOHTaKTHYIO HaCafKy.

e Ypanute 6pbI3rn C ra3oBOro corsa, NPOMeXyTOYHON HaCaaKN U KOHTaKTHOW
Hacapgku, Ytobbl He BbINO NPenATCTBMIA AA cBOOOAHOMO TeYeHNA 3aLUTHOIO
rasa, u Tem cambiM Obis1 6bl UCKHOYEH PUCK KOPOTKOIO 3aMblKaHUA.

» [lpoBepbTe, HET N NOBPEXAEHUN Ha ra3oBoM conjie. NoBpeXxaeHHble UK
N3HOLLEHHble HacapKu/conna HeobxoanMo 3aMeHNTb HOBbLIMMU.

e 3awwuTy ot 6pbI3r B ra30BOM COrJIe CefyeT 3aMeHATb TOraa, kKorga eé
nepepHuin KOHeL, 13-3a M3HOCa CTAHOBUTCA TOHKUM.

* BblbepuTe KOHTAKTHYHO HacapKy, COOTBETCTBYHOLLLYIO AMaMeTpy NPOBOJIOKMN.
e YcTaHOBMWTE COEOAUHUTENbHbIE 3NIEMEHTHI.

» [lpucyTcTBME CBAPOYHOrO Crpen B ra30BOM COIMJe YXyALLAET ra3oByto 3aLUuUTy
1 NOBbILLAET ONACHOCTb NPUNNaHnA 6pPbIaT.
PerynAapHo ouuwlante obopymoBaHMe 1 He NCMOJb3yNTe Ype3MeEpPHbIX
KOJIMYECTB CBAPOYHOW NacTbl UM CBAPOYHOrO Crpen.
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e [as3oBoe conso n nepegHWe 4acT NUCToseTa crepyer

npenoxpaHATb OT CBapOYHbIX 6pbI3r. C oByx

HarpasfieHuin, Nog, yrnom, HabpbisranTe B

rasoBO€ COMJo peareHT, yMeHbLUaoLLLNi

pasbpbisrusaHue. [nA Toro, utobbl
npepoTeparnTb npununadne 6pbiar,
NCNONb3ynTe YyMEHbLLAOLLLNIA
pasbpbi3rmBaHue peareHT ESAB.
BHuMaHue! Hukorga He pacnbinAnTe peareHT HernocpencTBeHHO B CBAPOYHOE
conno. Cnuwkom 60o5bLIoe KONNMYECTBO

pacnbiIAEMOro peareHTa MOXeT NPUTArnBaTb rpAsb.

e KoHTaKTHylO Hacapgky HeobxooMMo 3aMeHUTb, eCnu AnamMeTp ee OTBEePCTUA
npeBbILLAET ABa AnameTpa npoBosiokn. YbeauTtechb, YTO HOBaA Hacagka
BBEpPHyTa B OCHOBaHMe.

6.2 Centrovac

Uucrtka CBapPOUYHbIX ropeJsyiok ¢ BCTPOeHHbIM AbIMOOTCOCOM

[nAa nopaep»xaHnA HEM3MEHHOW MHTEHCUBHOCTM OTcoca HEOOBXOANMO PErynApPHO
OuNLLLaTb BHYTPEHHIOK MOIOCTb PYKOATKM CBApPOUYHOW ropenkn. COOTBETCTBYHOLLWIA
NHTEPBas BPEMEHN MEXAY YMCTKaMU 3aBUCKT OT 4acTOTbl UCMOJIb30BaHUA
obopynoBaHMA U OT KOIMYeCcTBa Mblfn U Macna, CoOaep KaLLMXcA B CBAPOYHOM
abiMe.

7 BblABJIEHWUE HEMCMNPABHOCTEMN

lMoxanyvicta, npo4YnTarite Takxe PYKOBOACTBA 10 KCIlyaraumm 419 KOMIOHEHTOB
CBapOoYHOro arirnapara, Harpumep, AJ719 MICTOYHMUKA NMUTaHWA 1 yCTpowcTBa nogaym
MPOBOJIOKM.

Ecnn mepbl, npuBegeHHble HUXXe, He pann Tpebyemoro pesynsrara, noXanymcra,
NPOKOHCYNBTUPYNTECH C BalLUM OUNIEPOM UNU NPeacTaBuTenem
KOMMNaHWN-N3roTOBUTENA.

HeucnpaBHOCTb MpuuuHa Cnocob ycrpaHeHunA

CeapouyHan ropesnka .
CJITMLLKOM CWUJIbHO
HarpeBaeTcA .

KoHTakTHaA Hacagka 3aTAHyTa .
He[Oo0CTaTtoO4YHO MyoTHO.

Ocnabnu anekTpuyeckue .
NOACOEANHEHUA K CBApPO4HOW
ropenke n ceapmsaemon
petanw.

lMpoBepbTe 1 3aTAHUTE

lMpoBepbTe 1 3aTAHUTE

[MyckoBon MexaHU3M
He dOYHKLMOHUPYET

¢ [lpoBepbTe Ha HanMume
paspbiBa / HEMCNPABHOCTU B
npoBofe yrnpasBfieHnA

e [lpoBepbre / OTPEMOHTUMPYITE

Mpowncxoont
HannasneHue
NPOBOJIOKM Ha
KOHTaKTHYIO Hacagky

¢ HenpasunbHO 3apaHO BpeMA
YOJIMHEHWA Oyrn nocne
npekpaLLeHnA nogauu
aneKTpoga.

¢ /I3HOLLEeHHaA KOHTaKTHadA
Hacagka

e  YMeHbLUMTE BpeMA YAMHEHNA
Lyrv nocne npekpaLLeHus
nopaun anekTpoaa.

¢ 3ameHute

bg15d1r
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HeucnpaBHoOCTb

MpuuunHa

Cnocob ycrpaHeHun

HepaBHoMepHan
nopava npoBOOKK

3abnoknposaHo
HanpasnAlLLEee YCTPOUCTBO

KoHTakTHasa Hacapka He
COOTBETCTBYET AuamerTpy
NCrosib3yeMon NPOBOJIOKU

B ycTpowcTee nogauu
MPOBOJIOKN YCTAHOBJIEHO
HEeBEPHOE HaTAXeHne

MpopynTe B 060MX
Hanpas/ieHNAX

3aMeHNTE KOHTaKTHYIO HacamoKky

VMcnpassre B COOTBETCTBUM C
WHCTPYKLUNAMU
KOMMaHWN-N3roToBUTENA

KopoTkana gyra mexay
rasoBbIiM COMJIOM U
cBapusaemMon
petanbio

MocTuk s 6pbIs3r mexay
KOHTakKTHOW HacapKow v
rasoBbIiM COMJ/IOM

Ouncrtute 1 pacnbinuTe
3aLLMTHbIA COCTaB BHYTPb
rasoBoro cora

lMepemeHHan gyra

KoHTakTHaA Hacagka usHolleHa
WNKn He COOTBETCTBYET
OnameTpy CBapOYHOM
NPOBOJIOKMU.

YcTaHOBEHbI HEMPaBUbHbIE
napameTpbl CBapKM

M3HoLwieH BknagbiLl

MpoBepbTe 1 3amMeHUTe
KOHTaKTHYIO Hacagky

Wcnpassre napameTpbl CBapKu

3ameHuUTe HanpPaBnALLYIO ANA
MPOBOJIOKM

MopucTble cBapHble
LWBbI

BonbLuoe konuyecTso 6pbI3r B
rasoBoM comnne

HepocTtaTtoyHana rasoBsasn
3aLumTa unm ee rnosiHoe
OTCyTCTBUE

TAra Bo3gyxa NCKaXkaeT NoTOK
3awmTHOro rasa

OuuncTuTte razosoe comnso

MpoBepbTe cooepxmMmoe
rasosoro 6annoHa n ycrasky
[OaBneHund rasa

OrpapuTe 30HY CBapkKu
3allUTHbIMWU 3KpaHaMu

8 WHOOPMALIMA ONA 3AKA3A 3ANACHbIX YACTEMN

3anacHble YacTu MOXKHO 3aKasTb Y bnvxaniero k Bam ESAB, (cM. nepeyeHb Ha
nocnegHen crpaHuLe gaHHon 6poLutopsl).

9 PAS50PKA U YOAJIEHUE B OTXOA4bl

CucTema ra3oBovi ropesiku B OCHOBHOM M3roTOBMEHa M3 cTanu, TedpsioHa u

LLBETHbIX METASNIOB, U €e CNneayeT yaanAaTb B OTXOAbl B COOTBETCTBMU C MECTHBIMU
npasunamMu no 3aLLnTe OKpY KatoLLel cpeabl.
YTnnusauna oxnakgaroLLen XXMAKOCTA A0MKHa NPON3BOaUTLCA B COOTBETCTBUN C
MEeCTHbIMU TpeboBaHUAMM.

bg15d1r
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1 DIRECTIVE

DECLARATION OF CONFORMITY
ESAB Welding Equipment AB, S-695 81 Laxa, Sweden, gives its unreserved guarantee that welding
gun PSF 250, 305, 405, 505, PSF 410W, 510W, PSF 410W RS3, 510W RS3, PSF 250C, PSF 315
CLD, PSF 405 C, PSF 405 C RS3, PSF 410 CW, PSF 410 CW RS3 from serial number 105 com-
plies with standard EN 60974-7, in accordance with the requirements of directive (73/23/EEC) and
addendum (93/68/EEC).

Laxa 2001-01-26

%J%_;

Joakim Cahlin

Vice President

ESAB Welding Equipment AB

695 81 LAXA

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

2 SAFETY

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.
J 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.

-13 -
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3 INTRODUCTION

PSF 250, 305, 405 and 505 form a series of self-cooling swan neck welding torches.
PSF W form a series of water-cooled swan neck welding torches.

PSF RS3 welding torches are equipped with program selectors for switching
between preset programs. (Programs are preset at the welding power source.)

PSF C form a series of welding torches with smoke exhausters. The welding torches
are available with either self-cooling or water cooling systems and are of a
swan-neck design.

PSF LD is a smaller welding torch.

This welding torch is available in a variety of types; for more information see the
ordering number on page 22.

A range of accessories including welding tips, swan necks and contact tips are also
available.

Details of ESAB’s welding torch accessories can be found on page 31.

4 SHIPMENT AND PACKAGING

The components are carefully checked and packaged, however, damage may occur
during shipping.
Checking procedure on receipt of goods

» Check that the shipment is correct by referring to the shipping note.

In case of damage

* Check the package and components for damage (visual inspection).

In case of complaints
If the package and/or components have been damaged during shipment:

e Contact the last carrier immediately

e Keep the packaging (for possible inspection by the carrier or supplier, or for
returning the goods).

Storage in an enclosed space
Ambient temperature

- for shipment and storage: —25 °Cto + 55 °C
Relative air humidity: up to 90 % at a temperature of 20 °C

-14 -
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5 TECHNICAL DATA
Welding torch PSF 250 | PSF 305 | PSF 405, | PSF 505 PSF PSF
405 RS3 410W, 510W,
410W RS3 | 510W RS3
Permitted load at 60%
duty cycle
Carbon dioxide 250 A 315 A 380 A 475 A - -
CO»
Mixed gas, Argon 225 A 285 A 325 A 410 A - -
(Al wire)
Permitted load at
100% duty cycle
Carbon dioxide - - - - 400 A 500 A
CO»
Mixed gas, Argon - - - - 350 A 440 A
(Al wire)
Recommended gas 8-13 I/min 10-15 11-16 12-18 11-16 12-18
flow I/min I/min I/min I/min I/min
Wire diameter 0.6-1.0 0.8-1.2 0.8-1.6 1.0-2.4 0.8-1.6 1.0-2.4
mm mm mm mm mm mm
Weight 3.0 m hose 1.8 kg 2.5kg 3.1 kg 3.9kg 3.0 kg 3.3 kg
package
Weight 4.5 m hose 2.5kg 3.3 kg 4.2 kg 5.3 kg 3.9kg 4.0 kg
package
Welding torch PSF 250C PSF 315 CLD PSF 405C, PSF 410CW,
PSF 405C RS3 410CW RS3
Permitted load at 60%
duty cycle
Carbon dioxide CO» 250 A 315 A 380 A -
Mixed gas, Argon (Al 225 A 285 A 325 A -
wire)
Permitted load at 100%
duty cycle
Carbon dioxide CO» - - - 380 A
Mixed gas, Argon (Al - - - 325 A
wire)
Recommended gas flow 8-13 I/min 10-15 I/min 11-16 I/min 11-16 I/min
Wire diameter 0.6-1.0 mm 0.8-1.2 mm 1.0-1.6 mm 0.8-1.6 mm
Weight 3.0 m hose 3,5kg 4,3 kg 4.6 kg 4.0 kg
package
Weight 4.5 m hose 5,0 kg 5,4 kg 6.8 kg 6.2 kg
package

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.

bgi15die
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6 OPERATION

General safety regulations for the handling of the equipment can be found on
page 13. Read through before you start using the equipment!

6.1  Contact tip

The hole size of the contact tip is determined by the diameter of the wire, the type of
inert gas and the level of current used. See on page 25-29.

6.2 Wire liner

The spiral steel wire liner that comes as standard with the welding torch can be used
for all types of wire of the intended size with exception of aluminium.

Teflon coated wire liners are suitable for welding with all types of wires (Al, Ss, and
Fe). However, it is recommended that Teflon coated wire liners are not used when
welding using Fe and CW wires that are thicker than 1.2 mm due to the increased
instance of wear.

Teflon coated wire liners have a considerably shorter life than the standard steel
spiral.

In order to ensure that you enjoy a satisfactory level of wire feed, select a wire liner
using table 4 on page 30.

6.3 Replacing the wire liner

1. Fit the correct nipple

g/////
VIOV

7
ESAB Connection EURO Connection
NB Each wire guide is supplied with 2 nipples, 1 for ESAB connection and 1 for EURO

connection.

2. Remove the gas nozzle and tip adaptor.
3. Fitthe wire liner in the hose package.

4. Cut the wire guide to the correct length

During cutting, the welding torch must be extended with the wire guide fully inserted
into the rear connector.

Cut the wire guide using a projectile “X” as shown on the page 21.
Remove sharp edges inside the liner after cutting.

5. Re-fit the tip adaptor and gas nozzle
6. Fit the welding torch on the machine.

-16 -
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a) Turn the connecting section clockwise until resistance is met
b) The wire guide should go in

6.4 Gas nozzle

There is a spatter protector fitted inside the gas nozzle. This must be in position
during welding in order to prevent the welding spatter jamming and thereby causing
a short circuit in the swan neck.

Gas nozzles with larger and smaller openings are available as accessories for each
type of welding torch. See on page 25-29.

6.5 Gas protection

Several factors come into play for good gas protection. The most important ones are:

1. Selection of shieldinggas <  Mixed gas and Argon require a greater flow than carbon

dioxide
Set flow quantity e  See Technical data (to be measured at the gas nozzle).
Set welding current e High welding currents require greater gas flows.

Position of welding joint e Avertical position requires greater gas flow

o DN

Type of welding joint e  External corner joints require a greater gas flow than butt
joints. Conversely, fillet joints require a lower gas flow.

6. Smoke evacuation on wel- ¢  Using smoke evacuation increases the need for inert gas by

ding torch 10-12%
7. Angle of weldingtorchto ¢  Angling the welding torch at less than 45° may result in poor
the job. gas protection.

6.6 Gas flow meter

A gas flow meter to measure gas flow through the welding torch is available as an
accessory se on page 31.

6.7 Centrovac

Integrated smoke evacuation

You can tailor the level of suction by opening the damper on the topside of the
handle.

Suction source for welding torches with integrated smoke evacuation

In order to achieve full suction power, the smoke evacuation welding torch must be
connected to a suction source where pressure does not fall below 15 kPa.

-17 -
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7

MAINTENANCE

Regular maintenance is important for safe, reliable operation.

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.

71

Daily or as necessary

A regular programme of care and maintenance reduces unnecessary and expensive
downtime.

Each time an wire bobbin is changed, the welding hose should be removed from
the supply unit and blown clean with compressed air.

The wire end must not have sharp edges when inserted into the wire guide. This
is especially important when using Teflon coated wire guides.

Tips and nozzles

Remove the gas nozzle, spatter protector, tip adapter and contact tip.

Clean any spatter from the gas nozzle, tip adaptor and contact tip so that the
shielding gas can flow freely, thus eliminating the risk of a short circuit.

Check that the gas nozzle is free from defects. Damaged or worn tips/nozzles
should be replaced with a new one.

The spatter protector in the gas nozzle must be replaced once its front end
wears thin.

Select contact tip to suit wire dimension.
Mount the fittings.

Welding spray in the gas nozzle diminishes gas protection and increases the
danger of spark-over.

Clean the equipment on a regular basis and use sparing amounts of welding
paste or welding spray.

The gas nozzle and the front parts of the
welding torch must be kept free of weld ?— ’]
spatter. Spray anti-spatter agent at an Eﬂ\

angle into the gas nozzle from two //ﬁ\ '
directions. Use ESAB anti-spatter agent g / [ |\

to prevent spatter sticking.

Note! Never spray directly into the
nozzle. Too much spray can attract dirt.

The contact tip should be replaced when the hole opening is worn to more than
double the wire diameter. Make sure that the new tip is screwed into the base.

-18 -
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7.2 Centrovac

Cleaning welding torches with integrated smoke evacuation

In order to maintain a constant level of suction, the inside of the welding torch handle
should be cleaned on a regular basis. The appropriate length of time between cleans
is dependant on how often the equipment is used and the amount of dust and oil
contained in the welding smoke.

8 FAULT-TRACING

Please also read the operating instructions for the welding components, e.g. power
source and wire feed unit.

If the measures described below are not successful, please consult your dealer or

the manufacturer.

Problem Cause Solution
Welding torch becomes |« Contact tip is not tight enough. e Check and tighten.
too hot
e Electrical connections to the e Check and tighten.
welding torch and to the
workpiece are loose.
No trigger function e Control cable interrupted/faulty. |+ Check/repair.

Wire burnt back onto
the contact tip at stop

Wrong burn back time set.
Worn contact tip.

Decrease the burn back time.
Replace.

Irregular wire feed

Liner blocked.

Contact tip and wire diameter do
not match.

Wrong tension set on the wire
feed unit.

Blow through in both directions.
Replace contact tip.

Correct according to
manufacturer’s instructions.

Short arc between the
gas nozzle and
workpiece

Spatter bridge between the
contact tip and gas nozzle.

Clean and spray the inside of the
gas nozzle.

Variable arc

Contact tip is worn or does not
match the wire diameter.

Incorrect welding parameters
set.

Liner worn.

Check/replace the contact tip
Correct the welding parameters.

Replace the wire liner.

Porous welds

Large amount of spatter in the
gas nozzle.

Insufficient or total lack of
shielding gas.

Draught is disturbing the
shielding gas.

Clean the gas nozzle.

Check contents of the gas
bottle/hoses and the pressure
setting.

Shield welding area with
protective screens.

bgi15die

-19 -




9 ORDERING OF SPARE PARTS

PSF 250/305/405/505/405 RS3, PSF 410W/510W/410W RS3/510W RS3, PSF
250C/315CLD/405C/405C RS3/410CW, 410CW RS3 is designed and tested in accordan-
ce with the international an European standards IEC/EN 60974-7 .

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.

10 DISASSEMBLY AND DISPOSAL

The welding torch system is mainly made from steel, plastics and non-ferrous metal
and must be disposed of in compliance with local environmental regulations.
The disposal of coolant is also subject to local requirements.

-20 -
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Cutting length

Welding torch Length Adapter Size X Helix Size X
PSF 250 3.0m 0366 314 001 21 mm 0368 310 001 14 mm
PSF 250 45m 0366 314 001 25 mm 0368 310 001 18 mm
PSF 305 3.0m 0366 394 001 24 mm 0368 311 001 20 mm
PSF 305 45m 0366 394 001 27 mm 0368 311 001 23 mm
PSF 405/405 RS3 3.0m 0366 394 002 17 mm 0368 311 001 20 mm
PSF 405/405 RS3 45m 0366 394 002 20 mm 0368 311 001 23 mm
PSF 505 3.0m 0366 395 001 21 mm 0368 312 001 20 mm
PSF 505 45m 0366 395 001 24 mm 0368 312 001 23 mm
PSF 410W/410W RS3 3.0m 0366 394 002 23 mm 0368 311 001 26 mm
PSF 410W/410W RS3 45m 0366 394 002 32 mm 0368 311 001 35 mm
PSF 510W/510W RS3 3.0m 0366 394 002 23 mm 0368 311 001 26 mm
PSF 510W/510W RS3 45m 0366 394 002 32 mm 0368 311 001 35 mm
PSF 250 C 3.0m 0366 314 001 21 mm 0368 310 001 14 mm
PSF 250 C 45m 0366 314 001 25 mm 0368 310 001 18 mm
PSF 315 CLD 3,0m 0366 394 001 24 mm 0366 311 001 20 mm
PSF 315 CLD 45m 0366 394 001 27 mm 0366 311 001 23 mm
PSF 405 C 3.0m 0366 394 002 17 mm 0368 311 001 20 mm
PSF 405 C 45m 0366 394 002 20 mm 0368 311 001 23 mm
PSF 410CW/410CW RS3 3.0m 0366 394 002 23 mm 0366 311 001 26 mm
PSF 410CW/410CW RS3 45m 0366 394 002 32 mm 0366 311 001 35 mm

-21- .
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PSF weldina torches

Ordering number Homep 3aka3a

=
/;_\

Order Nos Type

\

Description

0368 100 882 PSF 250 Welding torch 3.0 m
0368 100 883 PSF 250 Welding torch 4.5 m
0458 401 880 PSF 305 Welding torch 3.0 m
0458 401 881 PSF 305 Welding torch 4.5 m
0458 401 882 PSF 405 Welding torch 3.0 m
0458 401 883 PSF 405 Welding torch 4.5 m
0458 401 884 PSF 505 Welding torch 3.0 m
0458 401 885 PSF 505 Welding torch 4.5 m
0458 401 892 PSF 405 RS3 Welding torch 3.0 m
0458 401 893 PSF 405 RS3 Welding torch 4.5 m

0459 694 990

Order Nos

0458 400 882
0458 400 883
0458 400 884
0458 400 885
0458 400 898
0458 400 899
0458 400 900
0458 400 901
0459 694 990

Spare Parts Catalogue

Type

PSF 410W
PSF 410W
PSF 510W
PSF 510W
PSF 410W RS3
PSF 410W RS3
PSF 510W RS3
PSF 510W RS3

Spare Parts Catalogue

Description

Welding torch 3.0 m
Welding torch 4.5 m
Welding torch 3.0 m
Welding torch 4.5 m
Welding torch 3.0 m
Welding torch 4.5 m
Welding torch 3.0 m
Welding torch 4.5 m

The spare parts list is available on the Internet at www.esab.com

Under "Products” and "Welding & cutting equipment”, you will find a link to the page where you can

both search for and download instruction manuals and spare parts lists.

bg1501
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PSF weldina torches

Order Nos Type Description

0468 410 882 PSF 250C Welding torch 3.0 m
0468 410 883 PSF 250C Welding torch 4.5 m
0468 410 885 PSF 315CLD Welding torch 3.0 m
0468 410 886 PSF 315CLD Welding torch 4.5 m
0458 499 882 PSF 405C Welding torch 3.0 m
0458 499 883 PSF 405C Welding torch 4.5 m

0458 499 889
0458 450 880
0458 450 881

PSF 405C RS3

PSF 410CW
PSF 410CW

Welding torch 4.5 m
Welding torch 3.0 m
Welding torch 4.5 m

PSF 410CW RS3
PSF 410CW RS3

Spare Parts Catalogue

0458 450 884
0458 450 885
0459 694 990

Welding torch 3.0 m
Welding torch 4.5 m

The spare parts list is available on the Internet at www.esab.com
Under "Products” and "Welding & cutting equipment”, you will find a link to the page where you can
both search for and download instruction manuals and spare parts lists.

-23 -
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PSF 250

Wear parts bBbicTpoMaHaluMBeMble pgetanu

Item Denomination Ordering number Notes
101 | Gas Nozzle “slip-on” 0469 752 880
102 | Spatter protection “slip-on” 0469 538 001
103 | Cooling sleeve 0469 756 880
104 | Gas nozzle 0458 464 881 Standard
105 |Gas nozzle 0458 470 881 Straight
106 |Gas nozzle 0458 465 881 Conica
107 | Spatter protection 0458 471 003
108 | Contact tip See table on page 25.
109 | Tip adaptor M6 0366 314 001 Standard
Tip adaptor M7 0368 310 001 Helix

110 | Swan neck complete 0366 315 880 Standard
111 | Swan neck complete 0467 985 880 60°
112 | Swan neck complete 0366 329 880 Straight

111

112

§\/‘mw

102 103

101
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PSF 250

Contact tips

i

Lﬁ 19
Shielding gas / Welding wire @ Contact tip l_%
CO, Mix / Ar M6 f f
0.6 - 0468 500 001 WO0.6 0.8
- 0.6 0468 500 002 WO0.8 0.9
0.8 - 0468 500 003 WO0.8 1.0
0.9 0.8 0468 500 004 WO0.9 1.1
1.0 0.9 0468 500 005 W1.0 1.2
1.2 - 0468 500 006 W1.2 1.4
1.2 1.0 0468 500 007 W1.2 1.5
Nib M6 T 5.0
&~
Shielding gas / Welding wire @ Contact tip | }
Co, Mix / Ar M6 f %f%
0.6 - 0468 501 001 WO0.6 0.8
- 0.6 0468 501 002 WO0.8 1.0
0.8 - 0468 501 003 WO0.9 1.1
0.9 0.8 0468 501 004 W1.0 1.2
1.0 0.9 0468 501 005 W1.2 1.5
1.2 - 0468 501 006 W1.4 1.7
1.2 1.0 0468 501 007 W1.6 1.9
Helix M7 @
P
35
Shielding gas / Welding wire @ Contact tip l_%
co, Mix / Ar M7 f T
0.6 - 0468 313 880 WO0.6
- 0.6 0468 313 881 WO0.8
0.8 - 0468 313 882 WO0.9
0.9 0.8 0468 313 883 W1.0
1.0 0.9 0468 313 884 W1.2
1.2 - 0468 313 885 W1.4
1.2 1.0 0468 313 886 W1.6

bg15wi
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PSF 305, PSF 405, PSF 505, PSF 410W, PSF 510W

bg15w2

201

202

203

- 26 -

Item Denomination PSF 305, PSF 405, PSF 505 Notes
PSF 410W PSF 510W
201 | Gas nozzle 0458 464 882 0458 464 883 0458 464 884 | Standard
202 | Gas nozzle 0458 470 882 | 0458 470883 | 0458 470 884 | Straight
203 | Gas nozzle 0458 465 882 0458 465 883 0458 465 884 | Conical
204 | Spatter protection 0458 471 003 | 0458 471 004 | 0458 471 005
205 (Contacttip See table on page 27.
206 | Tip adaptor M6 0366 394 001 0366 394 001 - Standard
Tip adaptor M8 0366 394 002 | 0366 394 002 | 0366 395 001 | Standard
Tip adaptor M7 0368 311 001 0368 311 001 0368 312 001
207 |Swan neck 0366 388880 | 0366 389880 | 0366 390 880 |Standard
Swan neck water 0458 403 881 0458 403 882 - Standard
208 |Swan neck 0467 988 881 0467 988 880 | 0467 989 880
Swan neck water 0458 403 884 0458 403 885 -
209 |Swan neck 0469 333880 | 0469 334880 | 0469 335880 | Straight
Swan neck water 0458 403 886 | 0458 403 887 -
209
208
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PSF 305, PSF 405, PSF 505, PSF 410W, PSF 510W

Contact tips

l

!

177
Standard M6 ‘ T 5.0 Standard M8 W T T6-5
Lﬁ 19 L‘9’ 28
Gas / wire @ PSF 305, PSF 410W PSF 405, PSF 510W PSF 505 1 1
t f
CO, Mix / M6 M8 M6 M8 M8 M6 M8
Ar
0.6 - 0468 500 001 - 0468 500 001 - - WO0.6 0.8 -
- 0.6 0468 500 002 - 0468 500 002 - - W0.8 0.9 -
0.8 - 0468 500 003 | 0468 502 003 | 0468 500 003 | 0468 502 003 | 0468 502 003 | W0.8 1.0 |W0.8 1.0
0.9 0.8 0468 500 004 | 0468 502 004 | 0468 500 004 | 0468 502 004 | 0468 502 004 |W0.9 1.1 |W1.0 1.1
1.0 0.9 0468 500 005 | 0468 502 005 | 0468 500 005 | 0468 502 005 | 0468 502 005 |W1.0 1.2 | W1.0 1.2
1.2 - 0468 500 006 | 0468 502 006 | 0468 500 006 | 0468 502 006 | 0468 502 006 |W1.2 1.4 |W1.2 1.4
1.2 1.0 0468 500 007 | 0468 502 007 | 0468 500 007 | 0468 502 007 | 0468 502 007 |W1.2 1.5 | W1.2 1.5
1.4 1.2 0468 500 008 | 0468 502 008 | 0468 500 008 | 0468 502 008 | 0468 502 008 |W1.4 1.7 |W1.4 1.7
1.6 - 0468 500 009 | 0468 502 009 | 0468 500 009 | 0468 502 009 | 0468 502 009 |W1.6 1.9 W16 1.9
- 1.6 0468 500 010 | 0468 502 010 | 0468 500 010 | 0468 502 010 | 0468 502 010 |W1.6 2.1 |W1.6 2.1
2.0 2.0 - - - 0468 502 011 | 0468 502 011 - W2.0 24
2.4 2.4 - - - 0468 502 012 | 0468 502 012 - W2.4 2.8
Nib M6 T 5.0
&~
Shielding gas / Welding wire @ Contact nozzle l_%
cO, Mix / Ar M6 f T
0.6 - 0468 501 001 WO0.6 0.8
- 0.6 0468 501 002 W0.8 1.0
0.8 - 0468 501 003 WO0.9 1.1
0.9 0.8 0468 501 004 W1.0 1.2
1.0 0.9 0468 501 005 Wi1.2 1.5
1.2 - 0468 501 006 Wi1.4 1.7
1.2 1.0 0468 501 007 W1.6 1.9
— (8
IR
35
Shielding gas / Welding wire @ Contact nozzle l_%
cO, Mix / Ar M7 M8 f !
06 - 0468 313 880 - W0.6
- 0.6 0468 313 881 - W0.8
0.8 - 0468 313 882 - WO0.9
0.9 0.8 0468 313 883 0368 313 983 W1.0
1.0 0.9 0468 313 884 0368 313 984 Wi1.2
1.2 - 0468 313 885 - Wi1.4
1.2 1.0 0468 313 886 - W1.6
-27 -
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PSF 250C, PSF 315 C LD, PSF 405C, PSF 410CW

bg15w3

M

302

303

- 28 -

Item Denomination PSF 250C PSF 315CLD PSF 405C PSF 410CW Notes
301 [ Gas nozzle 0458 464 881 | 0458 464 882 | 0458 464 884 | 0458 464 883 | Standard
302 | Gas nozzle 0458 470 881 | 0458 470 882 | 0458 470 884 | 0458 470 883 | Straight
303 | Gas nozzle 0458 465 881 | 0458 465 882 | 0458 465 884 | 0458 465 883 | Conical
304 | Spatter protection | 0458 471 002 | 0458 471 003 | 0458 471 005 | 0458 471 004
305 | Contacttip See table on
page 29.
306 | Tip adaptor M6 0366 314 001 | 0366 394 001 | 0366 394 001 | 0366 394 001 | Standard
Tip adaptor M8 - 0366 394 002 | 0366 394 002 | 0366 394 002 | Standard
Tip adaptor M7 0368 310 001 | 0368 311 001 | 0368 311 001 | 0368 311 001 | Helix
Tip adaptor M8 - 0366 394 002 | 0366 394 002 | 0366 394 002 | Helix
307 [ Swan neck 0366 315 880 | 0457 862 880 | 0457 763 880 | 0458 487 880
307
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PSF 250C, PSF 315 C LD, PSF 405C, PSF 410CW

Contact tips

i

!

bg15w3

Standard M6 T 5.0 Standard M8 — Te's
. e
"8 19 "9~ 28
Gas/wire @ | PSF 250C | PSF 315 PSF 405C PSF 410CW I
CLD T—@%
CO, Mix / M6 M6 M6 M8 M6 M8 M6 M8
Ar
0.6 - [o468 500 001 [ 0468 500 001 | 0468 500 001 - 0468 500 001 - W0.6 0.8 -
- 0.6 | 0468 500 002 | 0468 500 002 | 0468 500 002 - 0468 500 002 - W0.8 0.9 -
0.8 - | 0468500 003 | 0468 500 003 | 0468 500 003 | 0468 502 003 | 0468 500 003 | 0468 502 003 | W0.8 1.0 | W0.8 1.0
09 | 08 |0468500004 |0468500004 |0468 500004 | 0468502004 | 0468 500 004 | 0468 502004 | W09 1.1 | W1.0 1.1
10 | 09 |0468500005 | 0468500005 | 0468 500 005 | 0468 502 005 | 0468 500 005 | 0468 502 005 | W1.0 1.2 | W1.0 1.2
12 - | 0468 500 006 | 0468 500 006 | 0468 500 006 | 0468 502 006 | 0468 500 006 | 0468 502006 | W1.2 1.4 | W1.2 1.4
12 | 10 |0468500007 | 0468500 007 | 0468 500 007 | 0468 502 007 | 0468 500 007 | 0468 502007 | W1.2 1.5 | W1.2 1.5
14 | 12 - 0468 500 008 | 0468 500 008 | 0468 502 008 | 0468 500 008 | 0468 502008 | W1.4 1.7 | W14 1.7
16 - - - 0468 500 009 | 0468 502 009 | 0468 500 009 | 0468 502009 | W1.6 1.9 | W1.6 1.9
- 16 - - 0468 500 010 | 0468 502 010 | 0468 500 010 | 0468 502010 | W1.6 2.1 | W1.6 2.1
Nib M6 : 5.0
BC TN |
Shielding gas / Welding wire @ Contact nozzle l_%
CO, Mix / Ar M6 f T
0.6 - 0468 501 001 W0.6 0.8
- 0.6 0468 501 002 W0.8 1.0
0.8 - 0468 501 003 WO0.9 1.1
0.9 0.8 0468 501 004 W10 1.2
1.0 0.9 0468 501 005 Wi1.2 1.5
1.2 - 0468 501 006 W14 17
1.2 1.0 0468 501 007 W16 1.9
Helix M7 / M8 @
SR
35
Shielding gas / Welding wire @ Contact nozzle l_%
Co, Mix / Ar M7 M8 f T
0.6 - 0468 313 880 - WO0.6
- 0.6 0468 313 881 - W0.8
0.8 - 0468 313 882 - WO0.9
0.9 0.8 0468 313 883 0368 313 983 W1.0
1.0 0.9 0468 313 884 0368 313 984 Wi1.2
1.2 - 0468 313 885 - W1.4
1.2 1.0 0468 313 886 - W1.6
-29-

Edition 050415



PSF welding torches

Wire liner
Welding torch Welding wire Steel spiral liner Teflon ceramic liner*) (beige)
3m 45 m 3m 45 m
PSF 250, 0.6-0.8 mm | 0366 549 882 0366 549 883 - -
PSF 250C 0.9-1.0 mm 0366 549 884 0366 549 885 0457 969 882 0457 969 883
PSF 305, 1.2 mm 0366 549 886 0366 549 887 0457 969 882 0457 969 883
PSF 315 CLD
PSF 405, 1.4 mm 0366 549 888 0366 549 889 0457 969 884 -
PSF 405C,
PSF 410W, _ _
Bor Ano 1.6 mm 0366 549 890 0366 549 891
PSF 505, 2.0 mm 0366 549 892 0366 549 893 - -
PSF 510W 2.4 mm 0366 549 894 0366 549 895 - -

The wire guide is marked with the max. wire diameter (stamped on the nipple).
*) No wear insert needed.

Welding torch Welding wire Teflon liner incl. wear insert Wear insert separate for Teflon liner
(steel, white)
3m 4.5m Steel Teflon (Al)
0.6 mm 0366 550 880 0366 550 881 0366 545 880 0368 742 880
PSF 250,
PSF 250C 0.8 mm 0366 550 882 0366 550 883 0366 545 880 0368 742 880
0.9-1.0 mm 0366 550 884 0366 550 885 0366 545 881 0368 742 880
PSF 305, 1.2 mm 0366 550 886 0366 550 887 0366 545 882 0368 742 883
PSF 315 CLD
PSF 405, 1.4 mm 0366 550 888 0366 550 889 0366 545 883 0368 742 881
PSF 405C,
PSF 410W,
PSF 410CW 1.6 mm 0366 550 890 0366 550 891 0366 545 884 0368 742 881
PSF 505, 2.0 mm 0366 550 892 0366 550 893 0366 545 885 0368 742 882
PSF 510W 2.4mm 0366550894 | 0366 550 895 0366545886 | 0368 742 882

The wire guide is marked with the max. wire diameter (stamped on the nipple).

bg15w4
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PSF welding torches

Accessories [lonosiHUTesIbHbIE NPUHAaAJIEXXHOCTU

Gas flow meter 0155 716 880

MIG handy support 0760 022 300
with strong magnetic foot

Spot welding accessory Self and water cooled

PSF 250, PSF 250C 0366 643 881

PSF 305, PSF 410W, PSF 315 CLD, 0366 643 882

PSF 410CW

PSF 405, PSF 510W, PSF 405C 0366 643 883

PSF 505 0366 643 884
-31-
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