Tbl - XOpoOLLIMU CBaAPLUUNK?
Q-Set coenaet Te6s nyyle!




CBapka B pexunme «KopoTkon gyrn»

[Tpy nonyaBTOMaTUYECKOW CBApPKE B PEXMUME KOPOTKOW OYrM OYEHb
Ba)XXHO cobntogaTtb 6annaHc Mexay CKOPOCTbH Nogadun NPOBOSIOKN U
CKOPOCTbIO ee cropaHua (onnasneHns).

TOYHOCTb MPU HACTPOUKE CKOPOCTU Nogadun NPOBOSIOKN U
HanpsXeHusa Ha ayre naeT ctabunbHOe ropeHne ayru.
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KopoTkaqa ayra - TpaguMunoHHas HacTpouKa

KBanudunumnpoBaHHbIN CBapLUMK ByaeT NpomM3BOoANTbL HACTPOMKKN Ha
OCHOBaHMK CBOErO onbITa. [locne Bbibopa CKOPOCTU Nodadun N HanpsKeHUs OH
npon3eedeT NpobHyto cBapKy. 3aTeM NOAKOPPEKTUPYET 3HAYEHUSA CKOPOCTU U
HanpsxeHusa. W Tak oo Tex nop, noka He noabepeT npaBusibHblE NapamMeTpbl.

HacTtpoikn cnenyeTt MeHATb Kaxabin pas,
Korga MeHseTcs:
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3afaHHble napameTpbl NPUBOLAT K TOMY, YTO Ha Ayre ycTaHaBnNuMBaeTCs

npoLiecc, npu KOTopom Yyepenyrotca «KopoTkoe 3ambikaHne» n «l opeHue

ayrny . OTHoweHne BpeMeHn «KopoTKOro 3aMblKaHUA» U1 BPEMEHMU

«['opeHus gyrm» MOXHO BbIpa3nTb MOCTOAHHbLIM KO3 MPULINEHTOM. o 4
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KopoTkasa ayra-KopoTkoe 3amMblkaHue

YacTtoTa CMeHbI 3TUX NPOLLECCOB 3aBUCUT OT:
Twna 3awmTHOro rasa
« CsapuBaemoro matepumana
« [OmnameTpa NnpoBOSIOKN
*  HanpsxeHus
*  CKopocCTu noga4dun npoBOSIOKK
*  BenuuuHbl MHOYKTUBHOCTHN
 Bbineta anektpoga

Kaxxgaa HoBaa KOMOMHaLUUSA AaeT HOBOE 3HaYeHWe YacToThl.



UacToTa. KopoTtkasa gyra/KopoTkoe 3amMmblkaHne

Welding current (Al
Arc Vaoltage (W)

e —2 & thse) —» Kopomkasi dyaa

short circuit cycke 3amedneHHasi cbeMKa

Pexxnum cBapku KOPOTKOW AYron COCTOUT U3:

1: Mpouecca KOPOTKOro saMmbiKaHUA

B MomeHT, KOraga npoBOJiOKa KacaeTcd MeTarsa, nNponcxoamnT KOpoTKoe
3amMmbikaHue. Cuna Toka BO3pacTtaeT, HanpaxedHne nagaet 4O MMHMMYMa.
|_|pOI/ICXO,£I,I/IT OTpPbIB Kannu.

2: NopeHusa ayrm

Kak Tonbko kanns otopBanachb 1 nepeLueek mexay npoBOSIOKON U MeTasniom

pasopBsarcs, ayra Bo3obHoBnseTcs. HaymHaeTcs npouecc pacnnaBieHns A
NPOBOJSIOKM N hopMUPOBaHUS crieaytowen kannu. Cuna Toka nagaert, a SA
HanpskeHWe BO3pacTaeT [0 MOMEHTA CreAYHOLLErO KOPOTKOTO 3aMblKaHMS. L
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KopoTtkas ayra - UHAYKTUBHOCTb

MoMumo npaBunbHOro Bblibopa CKOPOCTM NoAaumn N HANPSKEHUS, HY>KHO TakKxe
YCTAHOBUTb BEMNYUHY MHOYKTUBHOCTU. OT 3TOro 0yaeT 3aBUCETb YacToOTa KOPOTKOMN
Ayrn 1 TennosfoXeHWe B CBapHOW LLOB.

Huskas MHAYKTUBHOCTb [JaeT 6oree BbICOKY YacTOTy CO CPaBHUTENbHO KOPOTKUM
NnepnuoaomM ropeHnst oyru, 4To B CBOK o4vepeb obecnednBaeT bonee «XonogHy»
CBapPOYHYH BaHHY.

Bbicokasi MHOYKTUBHOCTL AaeT Goree NpoAomKUTENbHbI Nepuo ropeHns ayrv a
Takke Oonbllee BpeMs KOPOTKOrO 3aMblkaHUSA, YTO AaeT bonee «Tenny» CBapOYHYHO
BaHHY.
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B yeMm xe cekpeT QSet™ ?

B cTtabunbHoOM npoLiecce KOPOTKOWN Ayrn COOTHOLLEHME MeXy BPEMEHEM 3aMblKaHUS U
BPEMEHEeM ropeHust Ayru NexnT B OTHOCUTENbHO Y3KOM AuanasoHe.

QSet nogaepxmBaeT AaHHbIN KO3MULMEHT NOCTOSAHHBIM, HEMPEPbLIBHO YCTaHaBNBas
COOTBETCTBYHLLEE HanpshkeHne. To obecneymBaeT CTabunbHOCTb Npouecca u
rapaHTupyeT onTUMarnbHble CBApOYHbIe NapamMeTpsbl.
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Pyuka QSet™

C nomoLbto pyykn QSet MOXXHO YCTAaHOBUTb OTHOLLEHME MEXAOY BPEMEHEM
OyrM N BpEMEHEM KOPOTKOro 3aMblKaHMS N NOMNy4YnTb Bonee Tennyro nnm
MEHEee XONOAHY0 Ayry. OTO Takke MeHseT ANUHY Oyri.

Hot arc Cold arc
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QSet™ — HacTpolikm Ha naHenn MA23A

CBeToamoa NnokasbliBaeT, YTO
dyHkumna QSet akTBMpoBaHa

YcTaHoBKa
NHOYKTUBHOCTH
= yCTaHOBKa
4yacToThbl

YcTaHoBKa
ypoBHs Q-Set.
MoBopaymBas no
4aCoOBOW CTperike
nosiy4aem
bonbLlue
TEnnoBIIOXeHMe.

YcTaHoBKa
CKOpOCTH
nogayu
MNPOBOJSIOKM




Q-Set™ B nencrTeumn

Ecnu BbineTt anektpoaa meHsietcs, To Q-Set™ aBTomaTuveckn ycTaHaBnMBaeT napamMeTpsl,
obecneymBaloLLne Ka4eCTBO CBapKU.

[Mpumep 1: Ecnu ropenka npubnmxkaeTtca K paboyen NoBEPXHOCTH
QSet™ yenuunBaeT HanpsxeHne, YTobbl cxxuratb donbLuee
KONMYECTBO NPOBOSIOKN. OTO NOLAAEPKUT FOPEHMNE AYTN U COXPAHUT
KauyecTBO CBapKMW.

Y [Mpumep 2: MNpwn cBapku B y3kux yrrax (meHee 45%)
Tshkeno obecneunTb CTabunbHbIN BbINET AN1eKTpoaa.

C nomoubio QSet™ Bbl MoxeTe MeHsATb BbISieT 6e3
yXyALleHna pesynbTaTa CBapku.

>— QSet™ He yyecmeumesneH Kk ebliemy 3sieKmpooda u
obecrnedyueaem cmabusibHOe Ka4ecmeo ceapkKu.
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QSetTM - Benefits

KayecTtBO

*  YnpaBnsembin CBApPOYHbIN NPOLECC — OAMHAKOBO XOPOLUUM pe3ynbTaT Kaxabln pas,
Aaxke npu cMeHe ceapLumka

*  MeHbluee pa3bpbl3rMBaHNe — MeHbLLIE YCUINUI, BpEMEHM U 3aTpaT Ha yaaneHue bpbiar
« [locTosiHHasa onvHa Ayrm — Ka4ecTBeHHas cBapka B TPYAHOAOCTYMHbIX MecTax

MpocToTa CcnonNb30BaHUA
. BbicTpoTa HacTponku — GonbLle BPpEMEHU ANA CBAPKU, Bbllle NMPOU3BOAUTENBHOCTb

« PaboTta co Bcemu meTannamMmm — yrnepoaucTtas ctanb, Hep)kaBetolas cTanb, antoMUHUN,
ranbBaHW3MpoBaHHasa cTanb U T.4.

+ CTtabunbHas gyra Bo BCEM gmnanasoHe pexnmMmoB

« AsTomaTtudeckas HacTtponka npu MIG/MAG cBapke u navke

*  YnpaBneHue ogHon py4dkon — [1pocToTa n3MeHeHns HacTpoeK ANna pasnnyHbIX TOMWMH
* [lpocToTa npu nepegaye annapaTa Apyromy cBapLimKy
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CkopocTHada CBapka

C nomouwibro QSet Bl moxeme eapumb 8 o6s1acmu CkopocmHoUu ceapku!

Arc voltage
30V

Wirefeed speed S0 m/min




QSet™ - Pesiome

* YcTaHoBKa 1-1 py4kou
« CtabunbHaga gyra
* bbicTpas HacTpouka

As good a welder as you are
this will make you better




