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Y JIAHETbI HA BUAY

/lcTopuA Hallero 3aBofa 0TCUNTbIBAET Warn K 90-netwio. U 370 MCTopus HeyCcTaHHbIX MOUCKOB,

A300peTeHNit, CTpemneHni ObiTb Nyyliumi. Pasgutie — nyTb K NUAEPCTBY, BOT HaLl NEpPBbIA
npuumun. Cneays emy, komnanua K33CO pa3pa0batbiBaeT, M3roTaBUBAeT BbICOKOIQQEKTUBHOE
(BapoyHoe 000pyA0BaHIe, KOTOPOe 0XBATbIBAET OTPOMHBIA CMIEKTP TEXHOMOTUYECKIX NPOLIECCOB
cBapku: bonee 100 BUA0B NPOAYKLIAN ANA PA3HbIX PHIHKOB U 3aKa34nKOB, HO BCE TOBAPbI 00beAUHALT
0[HA QYHKLMA — INEKTPUYECKana (BapKa. Kaablii, KTO IMeeT OTHOLLEHUE K INEKTPOCBAPOYHOMY

000pyA0BaHWI0, Oe3ycr
LLMen Hallen KoMMaHK

0BHO, 3HAKOM C HaJieXHOU, KaUeCTBEHHOU, BbICOKOTEXHONOTUMYHOW NPOAYK-
A,

Ktoyom K ycneL
COTPYAHNYECTBO HAYKK

HOW fledaTenbHOCTI komnaku K33C0, npexnae Bcero, ABNAETCA TeCHoe
C NPOWU3BOACTBOM U CTPOrOe OTHOLLIEHIE K KaYeCTBY. ITO BTOPOM MPUHLIAT

Haller paboTbl. CerogHA 3aB0J ABAALTCA OCHOBHbIM NaPTHEPOM BCEMUPHO U3BECTHOTO VIHCTUTYTA
nekTpocBapku um. E.0. [1aToHa. 3a KaxabiM HaLLUM COBMECTHbIM MPOAYKTOM — JeCATKIA U300pe-

TeHWI, NATeHTOB, WHH

OBAL|OHHBIX PELUeHIA 11 BbIXOA HA MEXAyHapoAHbIA pbiHOK. Muposoe

NINAEPCTBO MO U3TOTOBNEHNIO CTALIMOHAPHBIX, MOABECHBIX PeNbCOCBAPOUHbIX MALLINH 1 KOMMIEKCOB,
KOTOPbIE YCreLHO PaboTaT 1 MOMb3YITCA CNPOCOM B JECATKAX CTPAH MIPA, AAOT MOAHOE NPaBo
YTBEPX/aTb 0 NPaBUNBHOCTU U30PaHHOTO HAMU NyTH.

3aB0OeBaHMe 0Bep

NA 3dKd34WKd 1 MONIHOE YAOBNETBOPEHNE €r0 3dMPOCOB U MOXenaHui — 310

TPETUA NPUHLKN Hawen paboTbl. Komnanna K33CO rapaHTMpyeT (BOUM 3aKa3unkam BbICOKMUN
TeXHNYECKIIA YPOBeHb 11 HAARXKHOCTb NOCTABAACMON TEXHIKIA, LUAPOKIAK CNEKTP MYCKOHANAA0YUHDIX
DA00T, OMepaTUBHOE rapaHTUInHOE U MOCTErapaHTUIAHOE CePBUCHOE 00CTYKIBAHNE.
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IN FULL VIEW OF THE PLANET

The history of our plant counts the steps to the 90th anniversary. And it is the history of permanent
searching, inventions, the desire to be the best one. Development is the way to leadership — this is our first
principle. Following it, KZESO Company develops, produces high-productive welding equipment, which
covers an extensive range of welding processes: more than 100 kinds of products for different markets and
customers, but all the items are combined with the only purpose — the electric welding. Everyone who has
to do with the electric welding equipment knows of course, the reliable, qualitative and high-technology
products of our company.

A close cooperation of science with production and a strict attitude to the quality is the key to the
successtul operation of KZESO Company. This is the second principle of our work. Today, the plant is the
main partner of the world-known E.O. Paton Electric Welding Institute. Dozens of inventions, patents,
innovated decisions and expansion to the international market stay for each our joint product. The world
eadership in producing stationary, hanging rail welding machines and systems, that work successfully it
and are in demand in many countries around the world, glves usthe fdl nqhtto assertthe correctn@ss of S ST e
chosen way. AR ) S e ;;,

The third pnnuple of our work lies in wmmng the trust of the custimer an __;_56 t "'I S&ISfﬁit}Oﬂi@Eﬁlﬁﬁ L ?”f ‘= wﬂ

and post-warranty service to its customers
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Mbl MPUAAEM OOPMY bYAYLLIEMY

(BapouHble NONYaBTOMaTb! M BbINPAMUTENN ANA
cBapku B cpepe CO* (MUT/MAT)

Komnanua K33CO ypenaer Oonblioe BHWMaHUe NPOU3BOACTBY
(BAPOUHDBIX BbIMPAMUTENEN 11 NONYABTOMATOB, PA3HbIX N0 KOHCTPYKTIABY, N0
[I1ana3oHam AUameTpoB NPUMEHAEMbIX NPOBOMOK, CUCTEMAM YNpaBIEeHNS,
TeXHOMOTNYECKAM BO3MOXHOCTAM. Kaxzas cepua nonyaBTOMaros
(BAPOYHDbIX BbINPAMUTENEN UMEET CBOW, NPUCYLLME TONBKO e/, 0COOEHHOCTH,
4TO Npedonpesendert ee ycnexy notpedutens.

ABTOMAaTbI AnA CBapKU U HannaBKu
nop cnoem ¢nioca

Komnanua K33C0 npon3BoauT aBTomathl AA CBAPKM 1 HanaBki noj
(noem  Qioca, KOTopble LWNPOKO MCMONb3YIOTCA B NPOMbILLNEHHOCTH.
AHanusmpya TpeboBaHIUA pPblHKA, Mbl OCHALLAEM (BOW aBTOMATbl COBpE-
MEHHbIMU BUAAMU 3NEKTPONPUBOLOB, CUCTeMAMU YMPABNEHUA U
DErynupoBaHna, CNEAALLIAMIA CUCTEMAMI C LIebI0 MOBBILLEHNA UX HAZEeX-
HOCTU, 3QQeKTUBHOCTI, TOYHOCTU WU PACLINPEHNA QYHKLIMOHANbHbIX
BO3MOXHOCTEN.

Semi-Automatic Welders & Rectifiers
for Welding in C02 Environment (MIG /MAG)

KZESO Company gives a great attention to the production of semi-
automatic welders and welding rectifiers, which are different in form factor, in
the ranges of used wire diameters, in control systems and technological
capabilities. Each range of semi-automatic welders and welding rectifiers has its
unique features that determine its success with consumers.

Automatic Machines for Welding and Surfacing
Welding under the Flux Layer

The company KZESO manufactures automatic machines for welding and
surfacing under the flux layer, which are widely used in industry. Analyzing the
market demands, we equip our machines with modern types of electric drives,
control and requlation systems, track systems to improve their reliability,
effectiveness, accuracy and to wide their functionality.

WE FORM THE FUTURE

MaluuHbl ANA KOHTAaKTHOWN CTbIKOBOMU,
TOYEYHOU 1 LLOBHON CBapKK

[lapk zaHHoro suaa obopyaosanua komnaHun K33CO Bkntouaet B ceba
KaK CPABHUTENIbHO HECIOXHbIe MalUWHbl ANA HEeOONbLIMX PeMOHTHbIX
MACTePCKMX, Tak W YHUKANbHbIE, NPOrPAMMUPYeMble MaLLIUHbI 1A KOHTAKT-
HOW CTBIKOBOW CBAPKM, NPUMEHAEMbIe MY CTPOUTEbCTBE aTOMHbIX CTAHLINN,
B KOPa0NecTpoeHuu, aBuactpoeruin 1 ap. [oCToAHHaA MOZEepHU3auua v
KOHTPO/b KauecTBa BbIMYCKaemoro 000pyA0BaHNA NO3BOMAET HAM B 3TOM
(ErMeHTE PbIHKa yAepXUBaTh MOCTOAHHDIX A NPUBMEKATL HOBbIX KNEHTOB.

PenbcocBapoyHan
1 nyTeBasA TeXHMKa

[lpOM3BOACTBO PeNbCOCBAPOYHBIX MalLH — BefyLUee HanpasneHue
neatensHocTi komnauy K33C0. CraumoHapHble 1 nepeasIkHble — BCe OHK
npe/iHa3HaueHbl 1A KOHTAKTHOW CTIKOBOIA CBAPKM PENbCOB Kak Mpu PeMOHTe,
TaK W 1PN CTPOUTENbCTBE OE3CTBIKOBBIX CKOPOCTHBIX KENE3HOAOPOXHbIX
Marucrpanei, TDamBailHbIX IMHWIA 1 TUHUA METPOMOMIATEHOB.

[lyTeBble MatnHbl K33CO npegHasHaueHbl 418 0YUCTKIA OT 3aCopuUTenei
LleOEHOYHOTO 0annacta, a Tak e MNaHupoBaHWA, nepepacnpeneneHna 1
OKOHYATeNbHOrO (OPMUPOBAHNA €r0 KOHEUHO (QOPMbI NPU PEMOHTE
CTPOUTEeNBCTBE XKeNe3HbIX J0por.

Welders for Contact Butt,
Spot and Seam Welding

This type equipment stock manufactured by KZESO includes both relatively
simple machines for small repair shops, and unique programmable machines for
contact-butt welding, which are used in construction of nuclear power plants, in
shipbuilding, in aircraft construction, etc. Continuous modernization and quality
control of manufactured equipment allow us to retain reqular customers and to
attract new ones in this market segment.

Rail Welding Equipment
and Maintenance Vehicles

Manufacturing of rail welding machines is one of the leading directions of
KZESO Company's operation. Stationary and mobile machines, all of them are
designed for butt welding of rails both during repair both construction of high-
speed continuous railways, tram lines or underground lines.

Railway machines manufactured by KZESQ are designed for cleaning of
crushed stone ballast out of weeds, as well as for planning, redistribution and
the ultimate formation of its final shape during repair and construction of
railways.

K339CO



HALEXXHAA CBAPKA PENbCOB
[ONBEGHBIMW PEIbCOCBAROYHbIMM
SMALLIHAMUIKOMNAHUMIK33CO,
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K 900A-1 K920-1

MALLMHbI NOABECHbLIE AN1A KOHTAKTHOM

CTbIKOBOM CBAPKMU PE/IbCOB

[YTEBAA W PEJIbCOCBAPOYHAA TEXHUKA K33CO

K922-1

SUSPENDED WELDERS FOR FLASH-BUTT

WELDING OF RAILS

MaluuHbl npeaHa3HaueHbl ANA KOHTAKTHON CTbIKOBOW CBApKW B MOJEBbIX YCIOBUAX
MyJbCUPYIOLLMM ONNaBeHIeM penbcos ceyermnem 6500—10000 Mm? co CHATUEM rpaTa Hemo-
CpeaCTBeHHO nocne CBapK.

B HacToAwlee BpemA npeanpuatie NoCTaBNAeT Ha PbIHOK Kak MOAEepHU3MPOBAHHbIe
(BapoyHble MatlnHbl K 900A-1 ¢ TpaanLMOHHON CXemON 3axaTud, Tak U MalliHbl HOBOTO
nokonexuna K 922-1u K 920-1 ¢ ropu3oHTanbHbIM pacnonoxeHuem UMANHAPOB 3axatua And
C03aHWA MOCTOAHHOTO, He 3aBUCALLIero 0T U3HOCa ry00K, ycunus. laHHble MOZENN NoABeCHbIX
PENbCOCBAPOYHbBIX MALLIUH B 3aBUCUMOCTY OT YCIOBUIA NPOBEAEHNA CBAPKN PENbCoB B COCTaBe
NepeaBIXHbIX PeNbCOCBAPOYHBIX YCTAHOBOK, @ TaKXe B (TaLMOHAPHbLIX YCIOBUAX OTANYHO
3aPeKOMeH/10BaNu Ce0A Ha CTPOUTENLCTBE XeNe3HOLOPOMHBIX MyTeil MHOMAX CTPaH MIAPa.

MatuwHa K 922-1 umeet bonee XecTkiniA Kopnyc 11 yBeNUYeHHbIE N0 CeUeHMI0 AUaMeTpbl
LUITOKOB 0CaZIKM 11 LIEHTPanbHOM 0CK, YTO NO3BONAET Pa3BUTL YBENUYEHHOE YCANUe 0CaaKiA, UTO
NaeT BO3MOXHOCTb NPOWU3BOANUTL CBApKY B NyTW MNeTeil PenbcoB C MOATAXKOW MNeTu B
npoLiecce CBapku. YBenuueHne Xoja LUTOKOB LMNUHAPOB OCAAKK WCKNIYAET onepaLiiio
nepexsata npu CbeMKe rpata, Yto ynpoLLaeT TEXHONOTMI0 CBAPKK, COKPaLLLAeT onepaTuBHoe
BPEMA (BApPKM C(TblKa.

B matwuHax K 922-1u K 920-1 npumeHeHbl 6osee MOLLHbIE N0 CPaBHEHIID ¢ MaLLUHAMM
K 900A-1 1 K 900-1 cBapouHble TpaHChOpMaTOpbl, YTO MO3BONAET BECTU (BAPKY Ha Ooree
MECTKNX DEXUMAX.

Ha mawwuHe K 922-1 KOHCTpyKUMen npeaycMOTPeH HakMAHOW TpaToOCHUMATeNb C
MPUBOZOM OT BCTPOEHHbIX aBTOHOMHbIX TAPOLMNNHAPOB. [Tocne NpoxoxaeHnsa Linkna ceapki
1 CPE3KM rpaTa HakUAHbIM rpaToCHUMATeemM MallHa MOXeT YaepXuBaTb CBaPEHHbIN CTbIK
Heobxoaumoe AnA 0CTbIBAHUA CTbiKa BPema.

MalumHbl 000pyn0BaHbI CUCTEMOIA YNpaBReHna C(BapOYHbLIM MPOLICCOM, KOTopas Mo-
(TPOeHA Ha HOBeiALLEM NPOrpaMMIPYEMOM KOHTpoMIEpe GupMbl «Siemens» 1 obecneynsaet
KOMMNbIOTEPHYI0 MacnopTM3aLIMio TEXHONOTNYECKIX NAPAMETPOB (BAPKN KaX[oro CTbiKa.

The welders are designed for flash-butt welding of rails with the cross section 6500 to
10000 mm” in the field environment with burr-removing just after the weld is done.

Now the enterprise supplies to the market both redesigned K 900A-1 welders with
traditional clamping scheme and K 922-1 and K 920-1 welders of new generation with
horizontal arrangement of the clamping cylinders to create constant force that does not depend
on jaws wear-out. Subject to the welding conditions, being a part of movable rail-welding plants
and under steady-state conditions, these models of suspended rail-welders showed an excellent
performance at tracks construction in different countries of the world.

K 922-1 welder has a more rigid body and increased in cross-section diameters of upset rods
and central axle that allows increasing of upset force of these models. And this, in turn, gives a
possibility to weld rail strings on the way with string tightening during welding. Increasing of the
stroke of the upset cylinder rods eliminates the capture at burr removing, which simplifies the
welding technology and reduces the operation time for joint welding.

K 922-1 and K 920-1 welders have more powerful transformers in comparison with
K900A-T and K900-1 welders. This enables welding in more hard modes.

K 922-1 design has a throw-on deburring unit with drive of built-in autonomous hydraulic
cylinders. After the welding cycle and burr removing with the throw-on deburring unit, the welder
canhold the welded joint for the time required for its cooling.

The welders are equipped with a welding control system based on the up-to-date
programmable controller by Siemens, which provides for a computer certification of the process-
dependent parameters for welding of each joint.

TexHnyeckue XxapakrepucTUKm K 900A-1 K920-1 K922-1 Technical characteristics

HoMIHaNbHOe HanpsxeHue nuTatoLLen ceti, B 380 380 380 Rated mains voltage, V

Yacrora Toka nuTatowen cet, [ 50 50 50 Mains frequency, Hz

1anbobLLKIA BTOPUYHBINA TOK, KA 63 67 6/ Maximum secondary current, kA

HOMUHANbHbIA ANATENbHbIA BTOPUYHBIA TOK, KA 22 24 24 Rated continuous secondary current, kA

HanbonblLas MOLLHOCTb KOPOTKOr0 3aMblKaHig, KBA 400 500 500 Maximum short-circuit power, kVA

ConpoTuBneHue KopoTKoro 3amblkaiid, MKOM 105 105 110 Resistance of short-circuit, microohm

MotwHocts, KBA, npu [1B=50% 150 211 211 Power, at D(=50%), kVA

HOMUHaNbHOE yCuneHne ocagku, kKH, npu Rated upset force, kN, at the maximum operating
500 1000 1200 . .

HanbonbLLEem paboyem aBneHuiA B ruapocucreme pressure in hydraulic system

Hanbonbluee paboyee gasnenue B ruapocucreme, Mila 11 21 21 Maximum operating pressure in hydraulic system, MPa

[Ip1BOJ MEXAHN3MOB 33KaTNA U OCAAKIA rnapaBnndeckmii / hydraulic Drive of upset and clamping device

CKOpOCTb 0CafIKM, MM/C, He MeHee 20 20 20 Upset speed, mm/s, no less

PacxoA OXnaxaatoLLien BOZbl Npy Cooling water flow rate

nasnennn 0,15 MfMa, n/mu: at pressure 0,15 Mpa, I/h:

- MaLLWHbI CBAPOYHOU 20 25 25 - welder

- CTAHUMN HACOCHOM 40 40 40 - pumping station

Macca cBapouHO MaLLHBI, Kr 2600 3200 3450 Weight of welder, kg

Macca KomnnekTa nocTaBku, Kr 5000 5000 5000 Weight of delivery set, kg

[ abapuTHble pasmepbl, MM: Overall dimensions, mm:

- (BapOUHOM Cibuliig 1700x1060x1300 1600x1195x1030 1895x1060x1300 - welder

- (TaHUMIA HACOCHOV 1300x745x1420 1300x745x1420 1300x745x1420 - pumping station

- LKa(a ynpasreHys 1270x660x1600 1270x660x1800 1270x660x1800 - control cabinet
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HNS HALIVX NAPTHEPOB, 3SAHUMAIO

CTPOUTENBCTBOM W PEMOHTOM /[ NYTEI,

Mbl BOM/IOLIAEM B MOABECHbIE PENbCOCBAPOUHblE MaLLMHDI. Kak pe3ynbTaT —
BbICOKOKAUeCTBEHHasA (BapKa PenbCoB, B TOM YMCIE U TePMUYECKN 00pabOTaHHbIX.

MALLMHbI NOABECHbLIE AN1A9 KOHTAKTHOM

CTbIKOBOU CBAPKU PE/Z1IbCOB

MallimHbl npeaHasHaueHbl ANA KOHTAKTHOM CTbIKOBOM CBApKW B MONEBbIX YCIOBUAX
MyAbCUPYIOLLMM ONNIaBNEHIeM Penbcos ceveriem 6400—10000 MM? o CHATUEM TpaTa Hemo-
CPeaCTBEHHO noce CBapKu.

B HacToAwlee BpemA NpeanpuATiAe U3rotaBnnBaeT MalliHbl HOBOTO nokoneHnsa k 945,
K950, K 955. [laHHble MoZeny noJBeCHbIX PeibCoCBAPOUHbIX MaLLUH Pa3padoTaHbl Ha 0CHOBE
CePUIHO BbINyCKaeMon MaLLHbl K 922-1. [laHHble MaLlLHbI, Kak 1 MalluHa K 922-1, umetot
XECTKII KOPNYC U YBENYEHHbIe M0 CEYEHINI0 AMaMETPbl LUTOKOB 0CaAKM U LIEHTPaNbHON 0CH,
4TO N03BOJIACT PA3BUTD Y 3TUX MOJENeN YBEANYEHHOe YCUe 0CAZKN, a 3TO, B CBOK 04epefb,
1aeT BO3MOXHOCTb MPONU3BOANTL CBAPKY B NYTW NieTeil PenbCoB C MOATAXKKOW NieTu B
npovecce cBapki. OTnnunTeNbHON 0C06EHHOCTBIO JAHHBIX MaALLUH ABNAETCA YBENUYEHHBIA X0/
LUTOKOB LIWNUHAPOB OCAZKM, UTO WCKMOYAET Ornepauuio nepexsara npu Cbemke rpata u
YNPOLLIAET TEXHONOT N0 CBAPKK, COKPALL.AeT OnepaTBHOE BPemsa CBapKM CTbiKa.

Ha MalLMHAX KOHCTPYKLMeN npeaycMOTPeH HaKWMAHOW rpaTocHMaTeb ¢ NPUBOAOM OT
BCTPOEHHDIX aBTOHOMHbIX TUAPOLMAUHADOB. [loc/1e NPOXOMAEHUA LIMKNA CBAPKM 1 CPE3KIA rpaTa
HaKIZHbIM rPaTOCHUMATEeNEM MaLLIMHbI MOTYT Y PXUBATb CBAPEHHbIN CThIK HE00X0AMMOe ANd

[YTEBAA U PENIbCOCBAPOYHAA TEXHUKA

K33CO

K 945
K950
K955

SUSPENDED WELDERS FOR FLASH-BUTT

WELDING OF RAILS

The welders are designed for flash-butt welding of rails with the cross section 6400 to
10000 mm” in the field environment with burr-removing just after the weld is done.

Today the company manufactures modern welders K 945, K 950 and K 955. These models of
suspended welders for flash-butt welding of rails are based on the series-produced K 922-1 welder.
Just like K 922-1 welder, these models have rigid body and diameters of upset rods and central axle
increased in cross-section that allows increasing of upset force of these models. And this, in turn,
gives a possibility to weld rail strings in transit with string tightening during welding. The
outstanding feature of these machines is the increased stroke of the upset cylinders that allows
eliminating the capture at burr removing, simplifying the welding technology and reducing the
operation time for joint welding.

A throw-on deburring unit with a drive of built-in autonomous hydraulic cylinders is required
by design of these machines. After the welding cycle and burr removing with the throw-on
deburring unit, the welders can hold the welded joint for the time required for its cooling.
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OCTbIBdHWA CTblkd BPEMA.

TexHuyecKue xapaKkTepucTUKm K945 K950 K955 Technical characteristics
HomIHanbHoe HanpsxeHue nuTatoLei cetn/ 380/400 380/400 380/400 Rated mains yolTage/diesel
UM OT AW3ENb-3N1eKTPOCTaHL K, B generator unit, V
Yucno cunoBbix a3 NUTaloLLel cetu ) ] ) Number of mains phases
Yncno ga3 BCnoMorateNbHbIx Leneit 3 3 3 Number of auxiliary circuits
YacToTa Toka nutatoLeil cetu, Iy 50 50 50 Mains frequency, Hz
Mowwrocts npu [1B=50%, kBA 211 236 236 Power, at D(=50%, kVA
(xema BKNIOUEHMA CBAPOUHbIX Circuit of welding transformer
«(ha3a-(pasa»/phase-to-phase . .
TPAHCOOPMATOPOB B CETh connection to the mains
Ko3gduLmeHT TpaHchopmaLmin CBapOYHBIX Transformation ratio of
54 54 54 .

TPaHCHOPMATOPOB welding transformers
HOMUHANbHbIV ANUTENbHbIA BTOPUUHbIA TOK, KA | 21,5 21,5 4 Rated continuous secondary current, kA
ConpoTuBNeHue KOPOTKOro 3amblkaHud, MKkOM | 125 115 110 Resistance of short-circuit, microohm
HanbonbLuas MOLLHOCTb KOPOTKOTO 3aMblkaHus, KBA | 500 500 500 Maximum short-circuit power, kVA
HanbonbLnint BTOPUYHBIA TOK, KA | 67 6/ 6/ Maximum secondary current, kA
ycunue ocagki MakcumarnbHoe, KH, npu | Maximum upset force, kN, at the maximum

1200 1200 1200 . . +
HanbonbLLem pabouem aBneHuIA B ruapocucTeme operating pressure in hydraulic system
Hanbonbluee pabouee nasnexue 8 rugpocucteme, Mila 21 A 21 Maximum operating pressure in hydraulic system, MPa
[Ip1BO/ MeXaHN3MOB 3aXaTna 1 0CaKM | ruapasnuyeckiii/hydraulic Drive of clamping and upsetting device
Ycunue 3axatiA MakcumasbHoe npu gasnexim 43 Mlla, kH 2900 2900 2900 Maximum clamping force at pressure 43 MPa, kN
CKOpOCTb 0CAZKN, MM/C, He MeHee | 20 20 20 Upset speed, mm/sec, no less
X0/ LUTOKOB LIMAUHAPOB OCAAKH, MM 400 250 150 Stroke of upset cylinders, mm
Pacxos oxnaxaatoLLel BOAb! MalLUHBI CBAPOYHOIA )¢ ) ) Cooling water flow rate
npu aasnenun 0,15 MMa, n/MuH at pressure 0,15 MPa, [/min:
Macca MalunHbl CBaPOYHOI, Kr 3500 3500 3500 Weight of welder, kg
[abapuTHble pa3mepbl Overall dimensions
MaLLHbI CBAPOYHOM, MM 2220x1030x1080 2000x1030x1000 1950x1060x1300 of welder, mm
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 CTAUMOHAPHbIX PENbCOCBAPOYHBIX MALUIMHAX
3C0 UCNONb30BAHO BOMEE AECATKA HOBALWI,

S

K924

MALLUNHbI CTAUMOHAPHDBIE AJ14

KOHTAKTHOWM CTblIKOBOWU CBAPKU PE/IbCOB

[YTEBAA U PENIbCOCBAPOYHAA TEXHUKA
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K1100

STATIONARY WELDERS
FOR FLASH-BUTT WELDING OF RAILS

MawrHa K 924 npefHasHaueHa ANA KOHTAKTHOWM CTHIKOBOW CBAapKi MyMbCUPYHOLLLAM
OMNaBNEHNEM B CTALWOHAPHBIX YCNOBUAX MEMEHTOB eNe3HOA0POXHbIX KPECTOBUH 13
CneLuanbHon CTanu ¢ COOTBETCTBYIOLAMIA OKOHYAHMAMIA PEIbCOB WK ANA CBAPKK PenbCoB
BbicoTon 140—195 mm, nnowaabio nonepeyroro cederns o 15000 MM,

Matuuna K 1000 npegHa3HayeHa Ans KOHTaKTHOM CTbIKOBOW CBAPKIA HEMPepbIBHbIM ONflaB-
JIEHUEM UK NYNbCUPYIOLLAM ONaBAEHEM B CTALMOHAPHBIX YCIOBUAX PENbCOB MNOLLAALI0
nonepeyHoro ceyerua ot 5000 MM 0 10000 MM €O CHATUEM rpaTa HENocpeACTBEHHO Nocne
(Bapku. [lo cneuuanbHOMY 3akasy MalliHa MOXeET ObiTb W3rOTOBMeHa ANA CBapKW ApYrux
npoduneit cevenem o 18000 M

MatumHa K 1100 asnsetca Mogeprusaumert MatwmHbl K 1000 B ¢BA3M ¢ HE0OX0AUMOCTbIO
(BapnBaTb PENbChI 13 NIErPOBAHHbIX CTANEN, d TAKXKE CBaPUBATH PENbCOBbIE CEKLIAN, UMEIOLLIE B
(BOEM COCTaBe W30MMPOBaHHbBIE CTHIKN.

LInA BO3MOMXHOCTY CBAPKW PefibCOBbIX CKLIK, UMEIOLLIX B CBOEM COCTABE 30/IMPOBAHHbIE
CTbIKI, NPeABapUTesIbHAA LIEHTPOBKA HAPYXHbIMU PONMKOBLIMIA LIeHTPATOPaMIA OCYLLIeCTBAA-
eTCA N0 NOAOLLBE Pefbea, a He Mo Lenke, kak B8 MaLuuHe K 1000.

LIna BO3MOXHOCTY beCnpenaTCTBeHHOr0 NPOX0XAeHUA CeKLUY C U307IMPOBAHHBIMIA CTbi-
Kamin B matwmHe K 1100 uepe3 30HY Bapku MalLUHbI U3MEHEHa KOHCTPYKLMA rpaToCHUMA-
TeNA 11 3aLLUTHBIX LWTOPOK.

Matumnbl K924, K 1000, K 1100 060py0BaHbI CUCTEMOIA YIpaBIeHIA (BAPOUHbIM NPOLEC-
COM, KOTOPaA NOCTPOEHA Ha HOBEMLLIEM NPOrpaMMUPYEMOM KOHTPOAIEPE GUPMbI «Siemens» It
00ecneunBaeT KOMMbIOTEPHYI0 NacnopPTU3aLMI0 TEXHOMOrMUYECKIX MapaMeTpoB CBApKN Kax-
J10r0 (TblKa.

K924 welder is designed for stationary flash-butt welding with a pulsed flashing of
elements of the railway cross pieces made of special steel to appropriate rail ends or for welding of
rails with height of 140—195 mm and cross section area up to 15000 mm"

K 1000 welder is designed for stationary flash-butt welding with continuous flashing or a
pulsed flashing of rails with cross section area of 5000 mm’ up to 10000 mm’ with burr removal
immediately after welding. According to a special order, it can be made for welding of other profiles
with section area up to 18000 mm’”.

K1100is a K 1000 machine upgraded because of the need to weld the rails of alloyed steel and
to weld rail sections having in its composition isolated joints.

Pre-alignment by the outer roller centering devices is performed along the bottom of the
rail, but not by the neck as in K 1000 to be able to weld rail sections having in its composition
isolated joints.

Design of the deburring unit and protective curtains is changed for a smooth passing of the
section with insulated joints to K 1100 through the welding zone of the welder.

K 924,K 1000 and K 1100 are equipped with a control system of the welding process, which is
built on the latest programmable controller by Siemens and provides a computer certification of the
technological parameters of each joint welding.

TexHUYyecKne XxapaKkTepucTuKku K924 K1000 K1100 Technical characteristics
HomiHanbHoe HanpsxeHue, B 380 380 380 Rated mains voltage, V

YacToTa Toka, 1 50 50 50 Current frequency, Hz

HanbonbLUWiA BTOPUYHBIA TOK, KA 55 34 84 Maximum secondary current, kA
HOMUHANbHbINA ANUTENbHbIA BTOPUYHbIA TOK, KA 19 19 19 Rated continuous secondary current, kA
MoLLHOCTb KOPOTKOrO 3aMblkaHuA, KBA 400 600 600 Short-circuit power, kVA

MotHocTb cBapoyHas npi MNB=50%, kBA 180 180 180 Welding power, at DC=50%, kVA
Hanbonbluee pabouee fasnenue B ruapocucreme, Mlla A 20 20 Maximum operating pressure in hydraulic system, MPa
MakcumanbHas CkopocTb 0Caiki, MM/C 200 100 100 Maximum upset speed, mm/sec
MakcumansHoe ycunue ocaakm, KH 1500 800 800 Maximum upset force, kN
MakcumanbHoe ycunue 3axatud, kH 4000 2000 2000 Maximum clamping force, kN

Macca maLLHbI CBapOYHOI, Kr 47000 9350 (12850 K-/set) 12 850 K-7/set Weight of welder, kg

[ abapuTHbIe pa3mepbl, MM: Overall dimensions, mm:

- MaLLVWHbI CBaPOYHOU 4985x2890x3 /00 5660x1640x2/82 5660x1640x2/82 - welder

- [IKada ynpaBneHus 1290%690x1730 1290x690x1730 1290x690x1730 - control cabinet

- CTAHL|IN HACOCHOK 1300x745x1420 1300x745x1420 1300x745x1420 - pumping station

- [IKada ANA CUCTeMbI 33N 690x690x1750 690x690x1/50 690x690x 1750 - recording system cabinet
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[NYTEBAA U PEJIbCOCBAPOYHAA TEXHUKA

K1000

K339CO

KOHTeMHEPHbIN KOMNeKC

MOBW/IbHbI KOHTEUHEPHbBIA KOMMJIEKC
HA BA3E PE/IbCOCBAPOYHOM MALLMHBI K 1000

MOBILE CONTAINER COMPLEX

ON THE BASIS OF K 1000 WELDER

Kommnekc NPEAHA3HAYEH [I1A KOHTAKTHOM CTbIKOBOA (BAPKW B CTALINOHAPHBIX YCTOBUAX
HENPEPbLIBHBIM WKW NYNbCUPYIOLUM OnnaBneHnem pefibCoB Miollaiblo NonepevyHoro ceye-

The complexis designed for stationary flash-butt welding with continuous of pulsed flashing
of the rails with cross-section of 5000 mm° up to 10 000 mm* into the rail strings up to 1000 m in

HiA o1 5000 Mm’ 20 10000 MM’ B penbcoBble nnetu AnuHon Ao 1000 MeTpoB npu CTpoUTeNb-
(TBe 0ECCTLIKOBbIX (B TOM YIAC/Ie CKOPOCTHBIX) ene3HOZ0POXHbIX MyTelt CO CHATMEM rpaTa
HEnocpeCTBEHHO NOCNIE CBaPKM.

(BapOYHbIiA KOMNAEKC aDCOMOTHO aBTOHOMEH: PACMONOXEH B TPEX KOHTElHepax, npeaHa-

length during construction of jointless (including high-speed) railways with burr removal
immediately after welding.

The welding complex is absolutely autonomous. It is located in three containers designed
for transportation by road and can operate in any weather conditions at ambient temperature
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3HAaUeHHbIX [N1A NepeBo3KM aBTOMOOWNbHBIM TPaHCNOPTOM, U CnocobeH pabotatb B MH0ObIX
KIAMATHYECKIX YCIOBUAX, NPY 3TOM TemnepaTypa okpyaioLueit cpeasl ot +5C go +50°C.

B nepBOM KOHTelHepe pacnonoxeHa cobCTBeHHO penbcocBapoyHas Matlnta K 1000, Ha-
COCHaA CTaHLWA, aBTOHOMHBIA MOCT OXNAAEHWUA CBAPOYHOW MaALLIUHBI, ABTOHOMHbIA NOCT
OXNlaX/aeHUa Macna B rnapocucTeme, YCTPOMCTBO BLITAXHONR BEHTUNALNN.

Bo BTOpPOM KOHTeiHepe pacrnofioxeHa A13eNb-reHepaTopHas yCTaHoBKa.

B TpeTbem KoHTeitHepe pacnosioxeHa annapartypa ynpasneHud, KOHANLNOHep 1 paboyee
MeCTO And 00CNYXMBAIOLLEro nepcoHana.

[lp1 ncnonb3oBaHuK penbcocBapoyHoi MatuHbl K 1000 KoHTEIHEpHOrO TUMa 3a CYeT OnTu-
MasbHOr0 N0ZAB03a PesbCoB 1 J0CTaBKM PesbCOBbIX MeTell HenocpeCTBEHHO Ha MeCTo NPOKIaj-
KW DebCOBOr0 MOMOTHA IKOHOMATCA 3HAUUTENbHbIE JeHeMHble (peacTBa. ABTOHOMHOCTH W

+50°C to + 500°C.

The first container consists of K 1000 rail welding machine as such, pump station,
autonomous cooling post of the welder, autonomous oil cooling post of the hydraulic system, and
exhaust device.

There is a diesel generator unit in the second container.

There are control equipment, conditioner and a work place for operating staff in the third
container.

When using K 1000 container type welder, considerable money are saved due to the optimal
transportation of rails and delivery of rail strings directly to the place, where the track bed is laid.
Independence and mobility of K 1000 welding complex allow us to arrange production of rail strings
in the shortest time and to shorten the railway construction period.

MOOUNBHOCTD (BaPOYHOTO KOMTJIEKCd K 1000 no3songer B MUHUMANbHbIE CPOKK OPraH30BdTb
BbIMYCK PENbCOBbIX nnetei, COKPaTUTL CPOKK CTPOUTENDBCTBA AKENE3HBIX A0POr.

MoBunbHbIIA KOHTEMHEPHBIA KOMNEKC Ha Baze
PenbCocBapo4Hoi MatmHbl K 1000/
Mobile container complex on

TexHnyecKune XxapaKTepucTuku Technical characteristics

the K 1000 welder's basis
Yiueno ¢paz nutatoLLel Lenu ) Number of mains phases
4Y11Cno ¢a3 BCNOMOraTeNbHbIX Lienei 3 Number of phases of auxiliary circuits
CoNpoTUBAEHIUE KOPOTKOrO 3aMblKaHua, MKOM /0 Resistance of short-circuit, microohm
HanbonbLLaA MOLLHOCT KOPOTKOr0 3aMblkaHiA, KBA 600 Maximum short-circuit power, kVA
HanbonbLUWiA BTOPUYHBIA TOK, KA 84 Maximum secondary current, kA
HOMUHANbHbIN ANNUTENbHbIA BTOPUYHbBIA TOK, KA 19 Rated continuous secondary current, kA
ToK X0nocToro xoa CBapouHOro TpaHchopmaropa, A 35 No-load current of welding transformer, A
MotHoctb cBapouHas npu [1B=50%, kBA 180 Welding power, at DC=50%, kVA
KO3 QuLieHT TpaHCQOPMALIMIA CBAPOYHbIX TPAHCHOPMATOPOB 56 Transformation ratio of welding transformers
MakcumanbHoe ycunue ocagku, kH 800 Maximum upset force, kN
Hanbonbluee paboyee nasnexue B ruapocucreme, Mlla 20 Maximum operating pressurein hydraulic system, MPa
Hanbonbluas kpaTKoBpeMEHHaA NPON3BOAUTENLHOCTb NPI (BAPKE PeNbCoB 15 Maximum short-time performance at welding of rails with rated cross-

HOMUHaNbHOTo ceyerna Tunos 601, P65, cTbik/y
Pa3mep ycuneHua CBapHOro LLBa Noce CHATIA rpaTa, MM

section of type 60E1, P65, joint/h
0,3-2,0 Size of weld reinforcementafter burr removal, mm

HomIHanbHoe ycunne 3axatud, KH 2000 Rated clamping force, kN

Hanbonbluas BeNuUMHa 0cagki, MM 20 Maximum upset distance, mm

MakcumanbHag ckopoCTb 0Caaku, MM/C 100 Maximum upsetspeed, mm/sec

HanbonbLLNiA X04 NOABUKHON KONOHHBI, MM 115 Maximum movement of the travelling column, mm
Maccakomnnekca, Kr: Weight ofthe complex, kg:

- KOHTeltHep N® | 14600 -containerN® 1

- KoHTeltHep N2 2 7500 - container N°2

- KOHTEenHep N° 3 3100 - container N3

[ abapuTHbIe pa3mepbl KOMMNEKCa, MM: Overall dimensions of the complex, mm:

- KOHTenHep N 1 6058%x2438x2591 -containerN® 1
- KOHTEnHep N2 2 6058x2438x2591 - container N 2
- KOHTenHep N2 3 300x2438x2591 - container N° 3
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MOBW/IbHbIM KOHTEMHEPHbIM KOMMNJIEKC
HA BA3E PE/IbCOCBAPOYHOW MALLIMHbI K 922-1

MOBILE CONTAINER COMPLEX

ON THE BASIS OF K 922-1 WELDER

Komnnekc npegHasHaueH Ana KOHTAKTHOM CTbIKOBOIA CBapKiA B MONEBbIX YCNOBUAX NyNbCK-
DYIOLUMM OrfIaBeHremM penbcos ceuermem 6500—10000 MM® €O CHATUEM TpaTa Hemocpes-
CTBEHHO MOCe CBAPKN. KOMMNeKC BLINONHAETCA B BapuaHTe 20-(yTOBOrO MOPCKOTO KOHTelHepa,
NPeAHa3HAYeHHOro ANA YCTaHOBKM Kak Ha 0a3y rpy30BOr0 aBTOMOOUNA, TaK 11 Ha XKefe3Ho-
NOPOXHYI0 NNaTQOPMY C LIeNbi NepemelLieHna no ene3Hoil Jopore B paiioH npou3B0o/ACTBa
(BapouHbIX pabot. [lpu HeobXoAMMOCTM BO3MOXKHA YCTaHOBKAa 1 paboTa B CTaLMOHAPHbIX
YCNOBUAX 1A U3rOTOBEHUA PeNbCoBbIX METei.

B KOHTEIHepe yCTaHoBNEHa (BapoyHaaA MalumHa K 922-1, KpaH-MaHUNynaTop, An3enb-
[eHEPaTOPHaA YCTAHOBKA, CUCTEeMa NOMXAPOTYLLIEHNA, HACOCHAA CTaHLUA, LWKAQbI ynpaBneHus
(BAPOYHON MALLUHON U KOMMJIEKCOM, NOCT BOAAHOTO OXaX/aeHus.

[Ina paboTbl KpaHa-MaHUNyNATOPa B KOHTeHEpe NpeaycMOTPeHbl OTKPbIBALLUECA 3a]-
HINiA 1 DOKOBbIE O0PTa, ABEPY 1 NIOKIA, HeODX0AMMbIe [NIA IKCMNYaTaLMA KOMIIEKCA I MOHTaXa
060pya0BaHNA. KpaH-maHunynaTop 0becneyinBaeT BbiIB0/ (BAPOUHON MALLIMHbI U3 KOHTEHepa I
NO3ULIMOHUPOBAHME ee Ha CTbIK CBapUBaeMblX PenbCoB. [locne OKOHUAHNA (BAPKK KPaHOM-

The complex is designed for flash-butt welding in the field environment with pulsed
flashing of the rails with cross-section of 6500 mm’ up to 10 000 mm" with burr removal
immediately after welding. The complex is produced in a version of 20-foot sea container
designed for mounting both on a truck base, and on the railway platform for moving through a
railway to the welding works area. If necessary, it can be installed and operated in stationary
conditions for manufacturing of rail strings.

K 922-1 welder, crane-manipulator, diesel generator unit, fire extinguishing system, pump
station, control cabinets for welding machine and complex, water cooling post are installed in the
container.

For operation of the crane-manipulator, in the container there are rear and side opening
boards, doors and hatches necessary for operation of the complex and equipment installation. The
crane-manipulator provides for a back out of the welding machine from the container and
positioningitonajoint of the rails to be welded. After welding is done by the crane-manipulator, the
welding machine will be returned into the container.

MaHUMYNHATOPOM CBAPOYHAA MdllliHAd BO3BPdLLAETCA BHYTPb I{UHTEFIHEDE:I.

MoOunbHbIit KOHTEIHEePHbII KoMNNeKC Ha ba3e
DenbCocBapoyHoil MawmHel K 922-1/

TexHnyeckue XxapakTepucTUKN \iobie Conainer Comple Technical characteristics

on the Basis of K 922-1 Welder

HOMWUHANbHOE HanpskeHue nuTaLlen ceti, B | 400 Rated mains voltage, V

YacToTa ToKa nuTatLlein cetu, I 50 Mains frequency, Hz

/\CTOUHIK 3N1eKTPOIHEepruK ABTOHOMHbIA reHepaTop/autonomous generator Source ofelectricity

HanbonbLunii BTOPUUHbIA TOK, KA | 6/ Maximum secondary current, kA

HOMUHANbHBIA ANUTeNbHbIA BTOPUYHBIA TOK, KA | 24 Rated continuous secondary current, kA
HanoonbLLaa MOLLHOCTb KOPOTKOro 3amMblKaHia, kBA | 500 Maximum short-circuit power, kVA

ConpoTuBneHue KopoTkoro 3amblikaHua, MkOm 110 Resistance of short-circuit, microohm

MotwyHocTb, KBA, npi N1B=50% | 217 Power, at D(=50%, kVA

HomiHanbHoe ycunenne ocafki, kH, npu HanbonbLuem | 1200 Rated upset force, kN, at the maximum operating
pabouem JaBneHnu B ruapocucreme pressure in hydraulic system

Hanbonbluee paboyee aasnexue Brugpocucreme, Mlla \ 21 Maximum operating pressure in hydraulic system, MPa
[1p1BOA MEXaHIN3MOB 33XKaTIA 1 0CA/KN ruapasnnyeckuit/hydraulic Drive of upsetand clamping device

CKOpPOCTb 0CaZKN, MM/C, He MeHee ‘ 20 Upset speed, mm/sec, no less

HanbonbLuad npon3BoANTENbHOCTS NPU CBAPKE PENbCOB Maximum performance at welding of rails with
ceyeHuem 8200 Mm’, cTbik/Y 13 cross-section of 8200 mm’, joint/h

MaLLnHHOe Bpema CBapkit penbCos ceuernem 8200 MM, ¢ \ 180 Machine time of welding of rails with cross-section 0f 8200 mm’, sec
MowHocTb ausenb-reqepatopa, KBA 400 Power of diesel generator, kVA

[ py30M04BEMHOCTb NOABEMHIKA, KT 4000 ifting capacity, kg

Yron noBopoTa NOAbEMHIKA B FOPU30HTAbHON MIOCKOCTY, B NPejenax, rpa,u.; +45’ ift rotation angle in horizontal plane, within the limits, degree
I3MeHeHue BbINETa BblABUKHOM CEKLIAN, B NPeaenax, MM | 0—650 Luffing of extending section, within the limits, mm
Pacxon oxnaxaatoLLen Bogbl npu gasnexui 0,15 MMa, n/mu: Cooling water flow rate at pressure 0,15 MPa, |/min:
- MaLLUHbI CBAPOYHOIA 25 - welder

- CTAHLIUU HACOCHO 40 - pump station

[a0apuTHbIe pa3mepbl KOMMAeKca, MM: | Overall dimensions of the complex, mm:

- INMHa 6058 - length

- LMPIHA 2440 - width

- BbICOTA 2591 - height

Macca komnnekca, Kr, He bonee 20000 Weight of the complex, kg, no more
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CBAPOYHBIX PAGOT -

cepua Boinpamutenen ceapoynbix KAY, KUT, BAM

BbIMPAMUTENN CBAPOYHbIE

KiY-501 (BAY-506K)

BbINPAMUTEIN ANA AYTOBOM CBAPKMU
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KWY-1201 (BAY-1201K)

RECTIFIERS FOR ARC WELDING

YHUBepCanbHble (BapouHble Bbinpamuteny cepun KUY (BLY) npenHasHaueHbl and
aBTOMATUYeCKOI U NONYaBTOMATUYECKOW CBAPKI B CPefie 3aLLUTHBIX ra30B U Nod QriocoMm, a
TaKXe ZNA PYYHOU 1yroBON CBAPKM LUTYYHBIMU 31EKTPOAaMMU BCEX TUMOB,

Ha BbInpAMUTeNaX YCTaHOBEH CUOBOM TUPUCTOPHBINA BNIOK C KO3PULIUEHTOM 3aMaca no
Toky K=1,25. Hanuume cneLuanbHOi Cxembl BbIMPAMICHUA C HUSKUM KOIQOULIUEHTOM NyJib-
caLum obecneyuBaeT BbICOKOR KaueCTBO (BAPHOIO LIBA, MUHIMANbHOE Pa3bpbi3riBaHimie 1 3KO-
HOMIK) CBAPOUHbIX MaTepuanos. ononH1TeNbHbIe BeepHbIe XapakTepucTuki pacLuupsiT Tex-
HONMOTYECKIe BO3MOXKHOCTI (BaPOYHbIX BuinpamuTeneit cepuun KNY-1201. [ina obecneueHus
Hanbonee KaueCTBEHHOTO NPOLIECCa CBAPKM B CBAPOUHbIX BbinpamuTenax KNY nmeerca Boamox-
HOCTb U3MEHEHNA WHAYKTUBHOCTU ApOCCens.

Boinpamutenu KAY-120T n3rotaBnuBaioTca B ABYX UCNONHEHUAX — C antoMUHNEBOI U
Me/HO! 0OMOTKaMIA CBAPOUHDBIX TPAHCPOPMATOPOB.

KaTyLLUKN CBAPOUHBIX TPAHCHOPMATOPOB U COOCTBEHHO (BapOUHbIe TpaHChOpMaATOpbI B
cbope NponuTaHbl B BakyyMHOI YCTaHOBKe KpemHuiopraHuueckim nakom KO-916.

KY (BLY) universal welding rectifiers are designed for automatic and semi-automatic
shielded gas and submerged arc welding and also for manual arc welding by stick electrodes of
all types.

The power thyristor unit with a ratio of current reserve of K=1.25 is installed on the
rectifiers. Availability of a special rectification circuit with a low pulsation factor provides for high
quality of weld, minimum spattering and saving of welding materials. Additional changing
characteristics are designed to broaden the technological possibilities of KiY-1201 welding
rectifiers. To ensure the highest quality of welding process, there is a possibility of throttle
inductance changing in KIY rectifiers.

KY-1201 rectifiers are produced in two versions - with aluminum and copper winding.

The coils of welding transformers and the welding transformers as such in a set are
impregnated with silicon organic varnish K0-916 in a vacuum unit.

KWUY-1201 (BAY-1201K) Technical characteristics

380 Rated mains voltage, V
50 Rated mains current frequency, Hz
Rated welding current, A

(at welding cycle 5 min):

TexHuyecKne XxapaKTepucTuKu KWY-501 (BA1Y-506K)
HOMUHANbHOE HANPAXKEHUe NUTAIoLLEN ceTu, B 380
YacToTa Toka nuTatoLwen cetu, [y 50
HOMUHANbHbIN CBAPOYHBIN TOK, A
(Npu LWMKnNe CBApKI 5 MItH):
- npu [MB=100% —
- npu [1B=60% 500
[lpeqentl NNaBHOro perynnpoBaHis nagawowi/falling | xecrkuid/rigid
(BapOYHOro TOKa, A 50-500 60—500
[lpezensi perynupoBaHus nagaoLmir/falling | xecrkuit/rigid
paboyero Hanpsxenus, B 2246 18—50
HoMuHanbHasa notpebnsemas 40
MOLLIHOCTb, KBA, He bonee
HanpsaxeHue xonoctoro xoaa, B 85
[lnameTp 3nekTpoa0B, MM 26
Macca, kr 230
[abapuTHble pasmepbl, MM:

- Ha Konecax 805x600x1030

- Ha HOMKaXx 730x590x830

1250 MegH. 0bmoTKa/copper winding
1250 aniom. 0bmotka/alum. winding

nagaiowwmii/falling | ectkuit/rigid
200—1250 250—1250

nagaiowwit/falling | xectkuid/rigid

28-56 20-56
120
85
550
960x680x890

- at D(=100%
- at D(=60%

Smooth control limits of
welding current, A

Control limits of
operating voltage, V

Rated consumable
power, kVA, at most

No-load voltage, V
Flectrode diameter, mm
Weight, kg

Overall dimensions, mm:
- on wheels

- on legs
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KUT-401

BbIMPAMUTE/IN ANA AYTOBOWU CBAPKM

KUT-601

RECTIFIERS FOR ARC WELDING

CBEIDOHHbIE‘ BbINPAMUTENN NPEeAHA3Hd4YEHDI 1A nonyasmmawecmm ,ﬂyFUBOlﬁ C(BdPKU B

cpese

3dWNTHBIX d30B.

YBENMYeHHOe KONUYecTBo CT}’I'IE‘HEIH [epekyIoyeHna CBdPOYHOT0 HallpAAKEHNA NMO3BONAET

nepex

PbIBdTb C Manoi AVCKPETHOCTBIO LLIVIDUKMEI AWdNd30H CBAPOYHbBIX TOKOB be3 [NPUMEHEHWNA

Welding rectifiers are designed for semi-automatic gas-shield arc welding.

Increased number of switching steps of welding voltage allows covering a wide range of
welding currents with small resolution without usage of complicated electronic devices. Special
rectification scheme allows getting welding current with very low pulsation factor that provides for

.
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¥ BbINPAMMUTENN CBAPOYHDIE

BAM-6301K

BbIMPAMUTEJ/IU MHOIOIMOCTOBbIE

AN AYrOBOM CBAPKU

K339CO

BAM-1201K

MULTIOPERATOR WELDING RECTIFIERS
FOR ARC WELDING

BbII'IpFIMMTE‘J'IM MHOIONOCTOBbIE CBAPOYHDBIE, NPEAHA3HAYEHDI 1A KOMIIERTALWI CBaPOY-

Multioperator welding rectifiers are designed to complete welding stations for manual arc

welding with coated electrodes of the articles made of carbon and alloyed steels at direct current.
Welding current control is done for every station independently by means of ballast resistor.
Technical advantages:

HbIX NMOCTOB pyHHUFI ﬂ,yFUBOH (BAPKW MORKPbITbIMW 3J1IEKTPOAdMMI U3Jenui 13 yrnepoancrblx u
NErMPOBAHHDIX (Tanen Ha NOCTOAHHOM TOKe. PEF}U’IHDOBBHHE‘ CBAPOYHOIO TOKd NMPOM3BOAMTCA
ANA KaAK40r0 Noctd HesdBUCUMO C NMOMOLLBH) 0aNNACTHbIX PEOCTATOB.

perfect welding properties, minimum spattering and saving of welding materials.
In their design, the rectifiers design are easy to operate andreliable.
The rectifiers are made with copper winding; they are equipped with a protection system

(JTOPKHBIX STTEKTPOHHDIX )JCTDOEICTB, d CNELUNANIbHAA CXEMd BbINPAMIEHNUA — NOJTYUNTb CBBDDHHbIH
TOK COYEHDb MdJlbIM I{Ua(l)(l)MUHE'HTDM [MyNnbCalln, 4YTO obecneynBaet [1peBOCX0AHbl€ CBAPOYHbIE
(BOICTBA, MUHUMATbHOE p836pr3FMBaHME, JKOHOMMIO CBAPOYHbBIX MATEPUAJIOB.

10 KOHCTPYKLWA BBITPAMUTEN TIPOCTBI B YTNPABJIEHN N HAZAEAKHDI B paGOTE.
3I3II'IDHMMTEJ'IM M3rOTaBUBAIOTCA C MeHOU OﬁMUTKOF‘i, CHabXeHbl CUCTeMOl 3dlWTbl OT

NEPETPY3KN N KOPOTKOTO 3dMbIkdHIA B CBBDOMHOﬁ Ler, d TakKe dBTOMdTUHECKUM OTKJTIOYEHWEM
0T CETW NPKU3aBepLUeHnt (Bapoy4HOTro npotecta, Y4To No3BONAE T CHU3NTb IHEPTO3dTPATbl.

against overload and short-circuit in the welding circuit and also with an automatic
disconnection from the mains at termination of the welding process that allows you to reduce the

enerqy Costs.

TexHuyeckue [penMyLLeCTBd.

-IPOCTOTd KOHCTPYKLWWA,

-[1pOCTOTd DﬁCﬂ}f}KM BAHWA N PEMOHTA4,

- MadkCAMalbHO I'IDMCHOCOﬁJ'IEH ANA paﬁoTbI B THPKEJIbIX YCUTOBUAX SKCMNYaTaLl UK,
~HANNYKNE 3dLLNTBIOT TOKOB MEPETPY3KN N KOPOTKOTO 3dMbIKAHIA B [BaquHUﬁ Lemnw,
- HdJlnyne OThUYHbIX CBAPOYHbIX (BOWCTB:

-simple design;
-easy maintenance and repair;
-maximally adapted for heavy-duty operation;
-availability of protection against overload and short-circuitin the welding circuit;
-availability of excellent welding properties:
-stable arcing;

| _ . - (TabuIbHOE TOpeHue ayry; -minimum of metal splashing;

TexHuyeckue xapakTepucTukm KUTr-401 KUr-601 Technical characteristics - Manoe pasbpbi3ruBaHie MeTanna; high quality of weld.

HomiHanbHoe HanpaxeHue, B 380 380 Rated mains voltage, V - BICOROCRAHECTBO (BAPHOTO LB,

YacToTa Toka, 'L 50 50 Current frequency, Hz .

HOMWHaNbHbIA CBAPOYHbIN TOK, A: Rated welding current, A:

. ) o4 2 DC=80% : TexHuyeckmne xapaKTepucTukiu BAM-1201K BAM-6301K Technical characteristics
- 11B=60% (uukn ceapkyt — 10 mut) 400 630 - at DC=60% (welding cycle 10 min.) Hanpsxenue nutatoweii cetw, B 3x380 3x380 Supply mains voltage, \

Ipezenbl perynupoBaHA CBAPOUHOTo TOKa, A 20400 60630 Control limits of welding current, A HOMUHANbHbIM CBAPOUHBIN TOK, A, nput B=100% 1250 630 Rated welding current, A, at DC=100%
Ipenentl perynupoBaxina pabouero HanpsxeHus, B 40 ctynenei/steps 1637 50 cTyneHeit/steps  17—46 Control limits of operating voltage, V KonnuecTso noctos, L. 8 4 Number of stations, pcs.

HOMIHanbHaA noTpebnAaemas MOLLHOCT, KBA 28 46 Rated consumable power, kVA HOMIAHATbHbIN CBAPOYHBIN TOK 0AHOM0 nocTa, A, npu [18=60% 315 315 Rated welding current of one station, A, at D(=60%
HanpsxeHine XonocrToro xoza, B 50 - 60 No-load voltage, V [lMameTp 31eKTPOL0B, MM 3-6 3-6 Electrode diameter, mm

OxnaxaeHue BO3ZYLLHOE, NPUHYAUTEsIbHOE/air, forced Cooling HomiHanbHoe pabouee HanpaxeHue, B 56 50 Rated operating voltage, V

Macca, kr 190 290 Weight, kg HanpaxeHue xonoctoro xoaa, B 76 85 No-load voltage, V

[abapuTHbIe pazmepbl, MM: Overall dimensions, mm: OxnaxaeHue BO3/YLUHO®, MPUHYAUTeNbHoe/air, forced Cooling

- Ha Komecax 745x520x850 740x590x952 - on wheels Macca, kr 330 | 190 Weight, kg

- Ha HOXKKaX 745%520%755 740x590x836 -on legs [abapuTHble pa3mepbl, MM 1000x685%650 980x560x650 Overall dimensions, mm:

A
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K33CO

BbITPAMUTENN CBAPO4YHbIE

BbIMPAMUTE/1Ib CBAPOYHbIN

AN1A CBAPKU B LUAXTHbIX YCJZIOBUAX

KA3C-401

WELDING RECTIFIER

FOR IN-MINE WELDING

BbINPAMUTENb 3NEKTPOCBAPOUHBIN CreLnanbHblA 04HONOCTOBOW C NajatoLiel BHeLHeN
XapaKTEPUCTUKON, C MEXaHUYeCKUM PerysnpoBaHueM (BapoYyHOr0 TOKa W YCTPOUCTBOM
OrPaHNYEHINA HAaNPAXKEHUA XON0CTOr0 X0Aa NPefiHasHaueH AnA pyyYHOU AyroBow CBapKu, Pe3Kil I
HaMNaBKA LUTYUHbIMU 3NEKTPOZaMi Ha MOCTOAHHOM TOKE B YCIOBUAX YroNbHbIX LUAXT, rae
NI0MYCKaeTCA 3KCnyatauns 0bopyaoBaHna ucnonHeHna PH1. Moxet npumMeHATLCA AN (Bapky
Ha MOBEPXHOCTYM B MeCTax C NOBbILIEHHON 0NACHOCTbI0, BAMKHOCTbIO U 3aMblNEHHOCTBIO.

Boinpamutens KAIC-401 umeet cieayioline 0CobeHHOCTH:

- 33 CYeT BBOJA APOCCeNs B CBAPOYHYIO Lienb YryuLlieHbl CBaPOUHbIe CBOUCTBA annapara
(MeHbLLee pa3bpbi3rBaHue, xopoLlee GopmMupoBaHie (BapoUHOro Banika);

- 714 NoBblleHnA 6e30nmacHoCT paboTbl annapara, KpoMe CBETOBOI CUrHanu3awui,
BBEZeH 010K aBapUitHOI 3aLLWUTbI, KOTOPLIA B (llydae MOABNEHWA OMACHOr0 Hanpsm<eHud B
(BApPOYHOM Lenu BbiaeT KOMaHAy Ha OTKNK4eHue annapata. VIMeeTcA BO3MOXHOCTb
KOHTPONMPOBATL UCMPABHOCTb 3TOr0 O10KA HAXKATUEM KHOMKUA;

- YNyYLLeHbl YCI0BIAA SKCNNyaTaLui: BBeaeH Tymbnep «Pabotax, «3amep CONPOTUBNEHNUAY,
UCKIOYAIOLLMA TPYAOEMKO® CHATWE KPbILKK, Pa3dop Cxembl Mpu 3amMepe CONPOTUBMEHNA
BbICOKOBOMBTHBIM MEroMMETpOM;

- NIPOCTOE NepeknyeHne nepemblyek Ha BbIBEJeHHbIX LWNWIbKAX NO3BOAET BKIUATH
anmnapat Ha 0JHO U3 HanpaxeHun nutatowlen cetn — 3808 unu 6608;

- (TeNeHb 3aLLNThI 0T BHELLHero Bo3encraug Ip54.

Special single-operator electric welding rectifier with external dropping characteristic, with
mechanical control of welding current and device for no-load voltage limitation is designed for
manual arc welding, cutting and building-up by stick electrodes at direct current in coal mine
conditions, where operation of PHI equipment is allowed. The rectifier can be used for welding on
surfaces at the sites of high risk, increased humidity and high dust content.

KAIC-401 rectifier has the features as follows:

- welding characteristics of the device are improved due to introduction of the throttle into
the welding circuit (minor spattering, good formation of the welding roller);

- 10 increase operating safety, except of warning lights, there is installed an emergency
protection unit which generates a command to switch-off the device if dangerous voltage in the
welding circuitappears. There is a possibility to control proper functionality of this unit by pressing
the button;

- operating conditions are increased by installation of the “Operation”, “Resistance
measuring”toggle switch, excluding laborious removal of the cover, examination of the scheme at
resistance measurement by high-voltage megohmmeter;

-simple switching over of the jumpers on the brought-out pins allows rectifier to switch-on
the device to one of the mains voltages — 380V or 660V;

-ingress protection [P54.

TexHnyecKne XxapaKTepucTuku

JIHenHoe HOMUHASbHOE HanpAXeHune
nuTatoLLein cety, B

4acToTa ToKa nuTatoLLen cetu, | U

ToK, noTpebnAemblid U3 CeTV Npi HOMUHANLHOM CBAaPOUYHOM
TOKe B Harpy3ke, A

HOMUHaNbHbIN (BapouHbIi TOK, A, npu [1B=25%
i LuKne ceapku 10 MitH

HomiHanbHoe paboyee HanpaxeHie, B
[lpeensi NnaBHoOro perynnpoBaHus

(BapPOYHOTO TOKa, A

HanpsaxeHue xonocroro xoaa, B

HomIHanbHasa noTpednaemMas MOLLHOCTb,

KBA, He bonee

Llnametp 3nekTpoz0B, MM

Macca, kr

[ abapuTHble pa3mepbl, MM

KA3(C-401

660 unn (or)/
ot (from) 380
50
70 unu (or)/
ot (from) 120

400
36
100-400
12
>4

3-6
400
1230x755x%7 25

Technical characteristics

Rated mains line voltage, V

Mains frequency, Hz

Current consumed from the

mains at rated welding current at load, A
Rated welding current, A, at D(=25%
and welding cycle 10 min.

Rated operating voltage, V

Limits of smooth control

of welding current, A

No-load voltage, V

Rated power consumption,

(VA, at most

Flectrode diameter, mm

Weight, kg

Overall dimensions, mm

DKM 34 4185 {387
1~3808 50 ry 75
Ay BR-THE
308 2504 20% F 75,

T9-3 YEPAWHA 00 213 902-008-83

TAM-259 y2

TAM-259 K 009-315

TPAHCOOPMATOPDI

ANA PYYHOU AYTOBOW CBAPKM

TPAHCOOPMATOPbI 119 PYYHOW AYTOBOW CBAPKM

Ll
ay
.

K339CO

K 002-500

TRANSFORMERS

FOR MANUAL ARC WELDING

OaHO®a3HbIA 0HONOCTOBOI CBapouHbIiA TpaHchopmatop TAM-259 npeaHasHaueH And
DYYHON AYrOBON CBApKW MepemMeHHbIM TOKOM HU3KOYrNEepOANCTbIX 11 HU3KONErpoBaHHbIX
CTaneid NOKpLITHIMIA 3NeKTpodamu. TpaHChopmaTop ManorabapuTeH, C NaBHO Perynmpyembim
(BaPOYHbIM TOKOM (LLYHTOM), MPOCT N0 KOHCTPYKLMIA, HafiexeH B paboTe. HaxoduT Lwmpokoe
NPUMeHeH!e Npu BbIMOMHEHUN DPA3NIUYHbIX CBAPOUHbBIX PA0OT B MPOMbILIIEHHOCTH,
CTPOUTENIbCTBE, CENbCKOM X03AWCTBE. M3roTaBnnBaetca ¢ MefHo 00MOTKOM, N0 Crel3akasy
MOXET ObITb U3rOTOBMEH Ha HanpsxeHue nuTatoLer cetn 220 B.

OaHO(Ga3HbIe OAHONOCTOBbIE CBAPOUHDBIE TPAHCPOPMATOPDI C NAAAIOLLUMI XapaKTePUCTU-
Kami K1 009-315 n KA 002-500 npefHazHaueHbl Ans pyyHoi AyroBOK CBApKM HU3KOYre-
DOAUCTBIX W HU3KONETMPOBAHHbBIX CTanelt MOKPLITbIMIA INEKTPOJAaMKU MEePeMeHHOT0 TOKa.
TpaHcopmaTopbl C MeXaHUUeCKIM PerynmnpoBaHmem CBapoyHOro TOKa (LUYHTOBbIE) NPOCTbI MO
KOHCTPYKLINK, HaZexHbl B paboTe 1 00MafakT UCKIYUTeNbHBIMU (BAPOYHBIMI CBOCTBAMM.
OHM HaxofAT LUIMPOKOE MpUMEHeHWe Npu BbIMOAHEHUM Pa3fUuHbIX CBApPOYHbIX PaboT B
POMbILLIEHHOCTH, CTPOUTENLCTBE, CENbCKOM X03AUCTBe. [10 CneLi3akasy TpaHCQopmaTopbl Mo-
YT ObITb YKOMNIEKTOBaHbI YCTPOMCTBOM OrpaHUYeHUA HaNpPAXKEHNA XON0CTOro XoAa.

TIM-259 single-phased, single-operator welding transformer is designed for manual arc
welding at alternating current of low-carbon and low-alloyed steels using coated electrodes. The
transformer is compactand equipped with smooth control of welding current (shunt); itis simple
in construction and reliable. It's widely used in different types of welding works in industry,
construction and agriculture. The transformers are produced with copper winding; under a
special order, the transformers can be executed for 220V mains voltage.

KIN009-315 and KIM 002-500 are designed for manual arc welding at alternating current of
low-carbon and low-alloyed steels using coated electrodes. The transformers have mechanical
control of welding current (shunt) and they are simple in construction and reliable, they have
excellent welding properties. They are widely used in different types of welding works in industry,
construction and agriculture. Under a special order, the transformers can be supplied with a
device for no-load voltage limitation.

TexHUYecKmne XapakTepucTuku TAM-259 KU 009-315 KW 002-500 Technical characteristics
HoMUHasIbHOe HanpaXeHure nuTatoLLen cetu, B 380 380 380 Rated mains voltage, V
YaCToTa TOKa nuTatoLLen cet, [ 50 50 50 Mains frequency, Hz
HOMIHANbHBIV CBAPOYHBIA TOK, A Rated welding current, A,
(Npu LKKne CBApKI 5 MIH): (at welding cycle 5 min):

- npu [1B=60% = 315 500 at D(=60%

- npu [1B=20% 250 — - at D(=20%
HomuHanbHoe paboyee Rated operating
HanpaxeHue, B 30 32 W0 voltage, V

HanpaXeHue Xon0cToro Xoaa npyu HOMUHaNbHOM e 63 63 No-load voltage at
HanpsxeHuu, B rated voltage, V

[lpenensl NNaBHOTO perynnupoBaHuA 00-950 00-315 100-500 Limit.s of smooth control of
(BAPOYHOI0 TOKa, A welding current, A
HomiHanbHaa notpebnsemas 2 20 19 Rated power

MOLLHOCTb, KBA consumption, kVA
[lnametp 3neKkTpo/0B, MM 3-5 3-6 3—-10 Electrode diameter, mm
Macca, Kr 75 120 200 Weight, kg

[abapuTHble pasmepsl, MM 430x400x455 550x544x630 6/0x665x680 Overall dimensions, mm




NONYABTOMATbI 11 AYTOBOW CBAPKM

MNONIYABTOMATbI 41151 YT OBOI CBAPKM

[lonyaBTOMaTLI C WKPOKIAM AAANA30HOM PErynupoBaHua CBapOUHbIX NapameTpoB npeaHa3HayeHsb
[U1A NIYroBOW CBAPKM NNABALLMMCA 3NEKTPOAOM Ha NOCTOAHHOM TOKe B CPefie 3alLUTHbIX Fa30B CNNOLLIHOW K
MOPOLLKOBOI MPOBOMOKOW HWU3KONErMPOBAHHbIX 1 NETMPOBAHHBIX CTaNeN, a Takke KOPPO3MOHHOCTONKIAX
(HepXaBetLLux) cTanelt B Cpefie 3aLlMTHbIX Ta30B BO BCEX NPOCTPAHCTBEHHLIX MONOXKEHUAX.

KIT 007 — npoBONOKOMOAAKLLUA MeXaHU3M BMECTe C KaCCeTol AnA 3NeKTPOAHONM MPOBOMOKH,
OpraHamu ynpaeneHia u OTCekaTesem ra3a CMOHTMPOBAH Ha KOMMAKTHOM KOpMyce OTKPbITOrO TuMa.
[logKkntoyeHne ropenku yepes LWTbIPeBON pa3bem. [locafoyHoe MeCTo pasmMOTOYHOrO YCTPOMCTBA
U3roToneHo nog espokaccetsl @300 mm (Macca npoonoku — 15 Kr).

KIT 070-3 — npoB0NOKONOAAIOLIMA MeXaHU3M BMECTe C KacCetou ANA 3NeKTPOAHOIA MpOoBOOKN,
OpraHamu ynpasneHnusa 1 oTcexkarenem rasa CMOHTUPOBAH B KOMMNAKTHOM KOpPNYCe 3akpbiToro Tuna, An
y100CTBA NepemelleHna OCHalleH Konecamu. [lofikniueHne ropenku 4yepe3 LWTbIPeBOA pa3bem uiu
eBpopasbem (2 ncnonHenua). [locagouHoe Mecto pasmMoTOYHOTO YCTPOIACTBA U3TOTOBMEHO NOZ eBPOKACCETH
0300 mm (macca nposonoki — 15 Kr).

KIT 075 — npoBONOKONOAAIOWMA MexaH3M BMeCTe C KacCetow ANnd 3NMeKTpOAHOW NpOBOMOKH,
OpraHamu ynpaeneHuA U OTCekaTenem rasa CMOHTUPOBAH B KOMMAKTHOM KOPMYyCe 3akpbiToro Tuna.
[lopknioueHne ropenku uepes LTbIPEBOI pa3bem WK eBpopasbem (2 ucnonHenusa). locagouroe Mecto
DAa3MOTOYHOrO YCTPOMCTBA U3roTOBNEHO noa espokacceTs @ 200 mm (Macca npoBoNOKM — 5 Kr).

B mexaHu3max nodauyu npumeHeH 3nekTponpueod MotdHoctbio 100 BT ¢ peayktopom W
YHUBEPCANbHBIM NPOTAXHBIM YCTPOMCTBOM C ABYMA napamu poinkos (KM 007, KI010-3) u c oaHow napoi
ponukoB (Kl 015) ¢ 3ybuatbiv 3aLensneHuem, uto obecneynBaeT HafexHy PaBHOMEPHYI0 nojauy Kak
CMNOLLHOM, TakK W NOPOLLKOBOW CBAPOYHOM MPOBOMOKY.

Bce nonyasTomarsl cepun Kl obecneunsaior:

-NN1ABHOE PErynnpoBaHite PexxinMoB CBApKI (CKOPOCTb MoJaun NpoBONOKK, HANPAXKEHNUE);

-3aLLATY INeKTPOABUraTeNs MexaHu3ma nofayi NPOBOMOKIA OT Neperpy3ok;

- (TabMIU3aLmMo CKOPOCTIA MOAAYM NPOBONOKU;

- TapUPOBAHHOE YCUAMe NPUKUMHOTO YCTPONCTBA;

- 3BTOMATMYeCKoe ynpasneHne ra3oBbiM TPAKTOM, UCTOUHWKOM NUTAHNA 11 NOAAKLIAM MEXaHM3-
MOM C MOMOLLbIO KHOMKN Ha CBAPOYHON roperike;

- Pa3MOTOYHOE YCTPOICTBO C YCTaHaB/MBAEMOW HA HEro KacCeTon UMeeT CUCTEMY TOPMOXKEeHUS,
NCKNIOYAILLYI0 MHEPLUOHHO® pa3maTbiBaHe NPOBONOKM NPU OCTAHOBKE 3NMEKTPOABUTaTeNns.

TexHuyeckue xapakTepucTukm K1 007
HOMUHANbHOE HanpaAXeHue, B 380
YacroTa Toka, U 50
HOMUHANbHbIN (BaPOUHbIN TOK, A

(B 3aBUCMMOCTY OT UCTOYHIKA): 315, 400, 500
- nput [1B=60% 1 UnKne cBapku 5 MUK

[lpenenbl perynupoBaHina CBAPOYHOT0 TOKa, A, €050

(B 3aBUCUMOCTY OT UCTOYHMKA)

KIno010-3
380 | 380

KN 010-3 K015

SEMI-AUTOMATIC WELDERS FOR ARC WELDING

Semi-automatic welders having a wide control range of welding parameters are designed for gas-
shielded arc welding at direct current by consumable electrode with full or flux-cored wire of low-alloyed and
alloyed steels as well as of corrosion-resistant (stainless) steel in an atmosphere of shielding gas in all
positions.

K007 is a wire feed mechanism including wire reel magazine, controls and gas shutoff, that is mounted
on a compact open-type housing. Welding torch is connected via pin connector. The seat of the unwinding
device is made for European standard magazine with @300mm (weight of wire makes 15kg).

KM 010-3 is a wire feed mechanism including wire reel magazine, controls and gas shutoff, that is
mounted on a compact closed-type housing. For easy moving it is equipped with wheels. Welding torch is
connected via pin connector or CEE plug (2 versions). The seat of the unwinding device is made for European
standard magazine with @300 mm (weight of wire makes 15kg).

KIT 015 is a wire feed mechanism including wire reel magazine, controls and gas shutoff, that is
mounted on a compact closed-type housing. For easy moving it is equipped with wheels. Welding torch is
connected via pin connector or CEE plug (2 versions). The seat of the unwinding device is made for European
standard magazine with @200 mm (weight of wire makes 5kg).

The wire feed mechanism uses an electric drive having capacity of 100 W with a reducer and an
universal drawing device with two pairs of rollers (K[1 007, KIT010-3) and one pair of rollers (K1 015) with
gearing, that provides for areliable uniform feed both full and flux-cored welding wire.

All semi-automatic welders of K1 series provide for:

-smooth control of welding modes (wire feed speed, voltage);

- protection of electric motor of the wire feed mechanism against overloads;

- stabilization of the wire feed speed;

- calibrated force of the clamping device;

- automatic control of the gas circuit, the power source and the feed mechanism using a button on the
welding torch;

- Unwinding device with the magazine installed on it has a braking system excluding the inertial
unwinding of wire when the engine is stopped.

KIo015 Technical characteristics

Rated voltage, V

50 | Current frequency, Hz
Rated welding current, A,

315, 400, 500 315 depending on power source:
- at DC=60% and 5 min welding cycle
50500 50-315 Control limits of welding current, A,

(depending on power source)

PerynupoBaxue HanpsxeHus 1NaBHOE WK CTyNIeHyaToe/ | MnaBHoe Ui CTynexyaroe/ nn1aBHoe/ Arc voltage control
Ha Jyre (B 3aBUCUMOCTIA OT UCTOYHIKA) smooth or step-type smooth or step-type smooth (depending on power source)
[lpezenst perynupoBaHnsa HanpaXeHna Ha ayre, B 1850 1850 1838 Limits of arc voltage control, V
(B 3aBUCUMOCTI OT UCTOYHUKA) (depending on power source)
| 1 LlnameTp 30eKTPOHOI NPOBOJIOKN, MM: Diameter of electrode wire, mm:
- CNNOLLHO 0,8—-2,0 0-2,0 0,8-14 - full
J [ _/ E H J,H M E K M EH T A ¥ | & % / - IOPOLLKOBOIA 1,2-20 1,2-2,0 12-14 - flux-cored
. [ _ i A & Sy ‘B fP a Perynmpoeaﬁwe CKOPOCTM MOZauu TR ARG s P Electrode wire feed
_ , . S o — 3NeKTPOHOIA MPOBOSOKN speed control
d p )= . B o | | 2 SR L _ [lpenensi perynupoBaHua CKOPOCTU NOJAYM Speed control of electrode
0 " 0" _lj f ( ATO J c " / J_J [ H o cj‘}‘}“ o~ w INEKTPOAHOIA NPOBONOKM, M/ 120=120 AL LT wpire feed, m/h
W | .' ey v Rl | R s Macca, «r: Weight, kq:
QIR S TN Y < . AN ‘Y - MEeXaHW3Mma nogayi npoBoONOKN 12,2 28 9,5 - wire feed mechanism
Vl,ﬂ,ea"b U "ET 5UL MT MX HOTPEGH ‘ T ALVID ~" '55 V Cﬂ 0” b30 BaHMﬂ | - INEKTPOAHON ﬂpOBOJ‘IEE]KM 15 15 D - electrode wire
, - . b e e " a3 [abapuTHble pasmepbl MexaH!3ma S60x200x365 | 6605300510 | 495¢160x290 Overall dimensions of the

MoJa4i NPOBONOKIA, MM wire feed mechanism, mm

MOBUNBHOCTb, HAEXHOCTb, KOMNAKTHOCTb.



NONYABTOMATbI )11 AYTOBOW CBAPKH

MOJIYABTOMATbI A9 AYTOBOWU CBAPKM

SEMI-AUTOMATIC WELDERS FOR ARC WELDING

[lonyasToOMaThl C LWMPOKUM AKANA30HOM PETYIUPOBAHUA CBAPOYHBIX NAaPAaMeTPOB NpeaHasHayeHbl AnA
NYrOBOV CBAPKW NNABALLMMCA 3NEKTPOAOM Ha NOCTOAHHOM TOKe CMNOLUHOW U NOPOLLKOBOW NPOBONOKON
HIU3KONIErMPOBAHHbIX, NErMPOBAHHbIX CTaNeNA, @ TaKKe KOPPO3UOHHOCTONKIAX (HepXaBeloLLx) CTanei B cpeae
3aLUATHBIX Ta30B BO BCEX POCTPAHCTBEHHbIX NONOXEHMUAX.

KIT 017 — npoBoNOKONOAALWNIA MEXAHWN3M BbIHECeH 3a npefesbl Kopryca, B KOTOPOM PacrnonoxeHbl
OpraHbl ynpasieHns 1 oTcekaTtesb rasa, AnAa yaobcrea nepemeLleHina Kopnyc oCHallieH ABYMA Konecamu.
Kaccera CanekTpoAHOM NPOBOMOKOW BbIHECEHA 3 Npejenbl Kopnyca v pa3MelleHa Ha noacTaske. [logknioyeHne
FOPeNik Yepe3 WTbIPeBOM pa3bem, MPefyCMOTPEHO NOAKOYEHUEe TOPeNk C BOAAHBIM OXNAXAEHUEM.
[locagouHoe MecTo pa3MOTOYHOro YCTPOMCTBA U3roToBNeHo nojg eBpokaccetsl @ 300 mm (Macca npoBo-
nokn—15kr).

KITO18 — npoBONOKONOAAILINA MeXaHIU3M C OpraHamit ynpasneHus u 0Tcekatenem rada CMOHTUPOBaAH B
KOMMNAKTHOM KOpnyce 3aKpbIToro Tna. Kacceta ¢ 31eKTpoaHo NpoBOIOKOW BbiHeCeHa 3a Npeens! Kopnyca i
pa3MellleHa Ha noAcraske. [lodknwyeHne ropenki yepes egpopasbem. [locagoyHoe Mecto pasmoTOUHOro
YCTPOWCTBA U3roToBNeHO Nof eBpokacceTsl @ 300 Mm (Macca npoBonoku — 15Kr).

KIT 019 — npoB0onoKONOAaLINA MexaHu3mM C OpraHami YNpaBmeHua, OTCEKATeNeM rasa, TOPMO3HbIM
YCTPOICTBOM, Ha KOTOPOM HaXxoAMTCA Kacceta C 3NeKTPOAHOW MPOBONOKOW, CMOHTUPOBAH B KOMMAKTHOM
Kopnyce 3akpbiToro TUna. [ModknwyeHue ropenku yepes espopasbem. [10cafjouHoe MecTo pa3moTOYHOTO
YCTPOACTBA U3rOTOBMEHO oA eBpokacceTbl @ 200 Mm (Macca nPoBONOKN — 5 Kr).

OtnnuntenbHoit ocoberHoctbio nonyastomatos KIT 017, KIT 018, KIT 019 ABnAeTca npumeHeHne Kom-
NAEKTYILLWX (3NeKTPOABUTaTe b NOAAIOLIET0 MEXaHU3Ma, PONUKIA, OTCeKaTeNb ra3a, TOPMO3HOE YCTPOICTBO) C
NOBbILIEHHOW HAJEXHOCTbIO, MOZEepHU3UpoBaHHOro bnoka ynpasnexua bYI1C-03, TpexskunbHoro kabens
NATAHWA.

B mexaHu3max nodauu npumeHeH 3nektponpuBod MouHocTbio 100 BT ¢ peayktopom U
YHIBEPCANIbHBIM MPOTAXHBIM YCTPOUCTBOM C JBYMA Mapamit PoanKoB C 3yOuaTbiM 3aLensieHuem, uTto

00ecreynBaeT HagexHylo PaBHOMEPHYI N0AAYY Kak CNIOLLHOM, Tak M NOPOLLKOBOI CBAPOYHOI MPOBONOKM.

Bce nonyasTomatsl cepuu KIl obecneymnsaior:

-NN1aBHOE PEryupoBaHne pexxumoB CBapKU (CKOPOCTb NMOAAYN NMPOBONOKM, HANPMAXEHNe);

- 3aLLUTY 3NeKTPOBUraTeNA MexaHu3ma nojauv npoBosoKN OT Neperpysok;

- CTa0MAN3aLLAK CKOPOCTIA 0JAY M MPOBONOKM;

- TapUPOBAHHOE YCUAME NPUKIUMHOTO YCTPOCTBA;

- ABTOMATUYECKOE YNPaBfeHUe ra30BbiM TPAKTOM, MCTOUHMKOM MUTAHUA W NOAAIOWUM MEXaHU3MOM C
NOMOLLbI KHOMKK Ha (BapOYHOM ropenke;

- Pa3MOTOYHOE YCTPOACTBO C YCTAHABNNBAEMOM Ha HErO KacCeTon UMEeT CuCTemy TOPMOXKEHUA, NCKITH-
YaloLLy10 MHEPLNOHHOE pa3maTbiBaHie NPOBOMOKK NPU OCTAHOBKE 3NEeKTPOABUraTens.

Semi-automatic welders having a wide control range of welding parameters are designed for gas-shielded
arcwelding at direct current by consumable electrode with full or flux-cored wire of low-alloyed and alloyed steels as
well as of corrosion-resistant (stainless) steelin an atmosphere of shielding gas in all positions.

KIT017 wire feed mechanism is mounted outside the housing, where controls and gas shutoff are located; for
easy moving itis equipped with 2 wheels. Electrode wire magazine is mounted outside the housing and is located on
the support. Welding torch is connected via pin connector. The seat of the unwinding device is made for European
standard magazine with @300mm (weight of wire makes 15kg).

K018 is a wire feed mechanism with controls and gas shutoff, that is mounted on a compact closed-type
housing. The wire reel magazine is mounted outside the housing and is located on the support. Welding torch is
connected via CEE plug. The seat of the unwinding device is made for European standard magazine with @ 300 mm
(weight of wire makes 15kqg).

KIT019 is a wire feed mechanism with controls and gas shutoff and braking device, on which the wire reel
magazine with electrode wire is located; it is mounted on a compact closed-type housing. Welding torch is connected
via CEE plug. The seat of the unwinding device is made for European standard magazine with @ 200 mm (weight of wire
makes 5kg).

A distinctive feature of KI1 017, K1 018 and K 019 semi-automatic welders consists in using of components
(electric motor for feed mechanism, rollers, gas shutoff, braking device) with increased reliability, upgraded control unit
bYIC-03, three-core power cable,

The wire feed mechanisms use an electric drive having capacity of 100 W with a reducer and an universal
drawing device with two pairs of rollers with gearing, that provides for a reliable uniform feed both full and flux-
cored welding wire.

All semi-automatic welders of KI1series provide for:

-smooth control of welding modes (wire feed speed, voltage);

- protection of electricmotor of the wire feed mechanism against overloads;

-stabilization of the wire feed speed;

- calibrated force of the clamping device;

- automatic control of the gas circuit, the power source and the feed mechanism using a button on the
welding torch;

- unwinding device with the magazine installed on it has a braking system excluding the inertial unwinding
of wire when the engine is stopped.

nar-508m

MNONYABTOMATbI A5 YT OBOI CBAPKM

NONYABTOMATbI 11 AYTOBOW CBAPKM

NAr-516M Nnar-603

SEMI-AUTOMATIC WELDERS FOR ARC WELDING

[lonyasTomars! C LWUMPOKUM [UANA30HOM PeryNnpoBaHua (BapoUHbIX NapameTpoB NpefHa3HaueHs! And
NYTOBOW CBApKW NNaBALIMMCA INEKTPOAOM Ha MOCTOAHHOM TOKE CMAOLIHOW WAN NOPOLIKOBOW MPOBOMOKON
HIN3KONerPOBAHHbIX, NIETMPOBAHHbBIX CTaNeid, a Takxe KOPPO3UOHHOCTOMKMX (HEpXaBetoLLux) CTaneii B cpefe
3aLUMTHBIX ra30B BO BCEX MPOCTPAHCTBEHHbIX MONOXEHNAX.

[1A-508M — npoBonoKonoAawLLINA MeXaH!3m, U3roTaBnuBaeTCA B IBYX UCMOTHEHNAX: C 2-PONUKOBOI 1
4-pONUKOBOW NpUCTaBKamu. [pumenexue 4-ponnkosout npucraski B nonyastomare [117-508M 3HauuntenbHo
MOBBICMNO CTAaOUNBHOCTL NOAAYNM INEKTPOAHOM nopolkosoil npoonoku. MM/T-508M obecneunsaer:
(TYNeHyaToe perynupoBaHine CKOpOCTU Nofjauu 3NeKTPOAHOM NPOBONOKW; MOAKMOUEHUE TOPeNKA yepes
IUTHIPEBON PA3bEM.

[111-516M — npoBonokonofatLLnid MexaHn3m BMeCTe ¢ KacCeToun N4 INEKTPOAHON NPOBOJIOKM, Opra-
HAMI YNpaBJIeHUA 1 OTCekaTenem rasa, CMOHTUPOBAH Ha KOMMNAKTHOM kopnyce oTkpbiToro Tuna. [AM-516M
obecneymBaeT: nNaBHOe perynupoBaHne PEXMMOB (BapkM (CKOPOCTb MOAauy NPOBOJOKM, HanpsxeHue);
NOAKNIYEHUE FOPesIKI Yepe3 LUTLIPEBON Pa3beMm.

[1[11-603 — npoBONOKONOAAOLLAA MeXaHU3M BMECTe C KaCCeTon ANA 3NeKTPOAHON NPOBONOKHM, 010KOM
ynpasnennd bYCI 002 u otcekarenem raza, CMOHTUPOBAH Ha KOMMAKTHOM KOPMYCe OTKPBITOTO TUMa; NepeHoCHON
NyNbT ynpasneHnd, obecneynBalyiid onepaTuBHOE nepeknioyeHne AByX 3apaHee YCTaHOBNEHHbIX PEXUMOB
CBAPKM ¥ NNaBHYI0 Ux HacTpoiky. [1[11-603 obecneynBaer: nnaBHOe peryanpoBaHiie pexnmoB CBapKiA (CKOPOCTb
NOfIauit NPOBONOKM, HAMPAXKEHWUE); NOAKMOUEHUE rOPeNKki Yepe3 WTHIPeBON pa3bem, And 0TBOAA Tenna npu
(BapKe Ha MaKCMMANbHbIX peximax npeaycMoTpeHo BOAAHOe OXNaXAeHWUe ropeskil.

B mexanu3amax nogayu (MAM-516M, MAM-603) npumereH anekTponpiusod MoLHocTbio 120 BT ¢ peayk-
TOPOM W YHUBEPCaNbHBIM NPOTAKHbIM YCTPORCTBOM C AiBYMA Napamid POSIUKOB € 3y0uaTbiM 3aLlennieHunem, yto
0becneynBaeT HafexHy PaBHOMEDPHYIO Nofauy Kak CMAOWHOM, Tak W NOPOLIKOBOI (BAPOUHOU MPOBOJIOKN.

[TonyasTomatsl [1A7-508M, M117-516M, [11-603 obecneyunsator:

-3alUTY 3NEeKTpoABUraTeNa MexaHi3ma nojaun NPoBONOKN OT Neperpy3ok;

- (Tabunu3aunio CkopocTi Nojauu npoBONOKY;

-TapUpOBaHHOE yCunue NPUKNUMHOI0 YCTPOUCTBa;

- ABTOMATHUYeCKO® YnpaBeHe ra3oBbiM TPAKTOM, UCTOUHUKOM NITAHWUA U NOAAILIAM MEXaHU3MOM
C MOMOLLbI0 KHOMKN Ha CBAPOYHOI ropenke;

- Pa3MOTOYHOR YCTPOUCTBO C YCTAHABNMBACMON Ha HEr0 KAaCCeTON UMEET CUCTeMY TOPMOXKeHUA, NCKNI0-
YaIOLLYI0 UHEPLMOHHOe pa3maTbiBaHie NPOBONOKW NP 0CTAHOBKE dNEKTPOABUraTeNs.

Semi-automatic welders having a wide control range of welding parameters are designed for gas-shielded arc
welding at direct current by consumable electrode with full or flux-cored wire of low-alloyed and alloyed steels as
well as of corrosion-resistant (stainless) steel in an atmosphere of shielding gas in all positions.

[11-508M is a wire feed mechanism produced in two versions: with 2-roller and 4-roller attachment. Use of
4-roller attachment in the semi-automatic machine [1[1-508M has increased considerably stability of flux-cored
wire feed. M11A7-508M provides for step-type speed control of electrode wire feed; torch is connected via pin
connector.

[1I-516M is a wire feed mechanism with electrode wire magazine, controls and gas shutoff; it is mounted on
a compact open-type housing. l1]I1-516M provides for smooth control of welding modes (wire feed speed, voltage);
torch is connected via pin connector.

[1[11-603 is a wire feed mechanism with electrode wire magazine, control unit bY(f1002 and gas shutoff; itis
mounted on a compact open-type housing; a portable control panel provides for routine switching of two preset
welding conditions and their smooth adjustment.

[11-603 provides for smooth control of welding modes (wire feed speed, voltage); torch is connected via pin
connector; water cooling of the welding torchis provided for to remove heat atwelding in maximum modes.

[1Ar-516M and [11i1-603 feed mechanisms use electric drive having capacity of 120 W with a reducer and an
universal drawing device with two pairs of rollers with gearing that provides for a reliable uniform feed both full and
flux-cored welding wire.

Semi-automatic machines [Ar-508M, [1A7-516M, 1111 -603 provide for:

- protection of electricmotor of the wire feed mechanism against overloads;

- stabilization of the wire feed speed;

- calibrated force of the clamping device;

- automatic control of the gas circuit, the power source and the feed mechanism using a button on the
welding torch;

- unwinding device with the magazine installed on it has a braking system excluding the inertial unwinding of
wire when the engine is stopped.

TexHUYecKune XapaKkTepucTukm K017 KI1018 K019 Technical characteristics
HoMIHANbHOE HanpaXeHue nuTatwLLen ceti, B 380 380 380 Rated voltage, V

YacToTa TOKa NUTAOLWLEn cetu, [ 50 50 50 Current frequency, Hz
HOMIHANbHbI CBAPOYHBIN TOK, A Rated welding current, A,

(B 3aBUCUMOCTI OT UCTOUHIKA): 315, 400, 315, 400, 315 depending on power source:

- npu NB=60% u LnKne (Bapkm 5 MuH 500, 630 500 - at D(=60% and 5 min welding cycle
[lpezensi peryMpoBaHna CBapOYHOro ToKa, A 50-630 50-500 50-315 Control limits of welding current, A,
(B 33BUCUMOCTM OT NCTOYHMKA) (depending on power source)
[lpezens perynupoBaHns Limits of arc

HanpskeHIa Ha ayre, B ot ol 16=36 voltage control, V

PerynupoBaHue HanpaxeHusa Ha ayre NNABHOE WK CTyneHyaToe/ | NNAaBHOE WK CTyneHyaToe/ nnaBHoe/ Arc voltage control

(B 3aBUCUMOCTI OT UCTOYHIKA) smooth or step-type smooth or step-type smooth (depending on power source)
Llnametp 3nekTpoAHON MPOBOMOKM, MM: Diameter of electrode wire, mm:

- CNNOLLHOM 1,0-20 0,8-2,0 08-1,6 - full

- IOPOLLKOBOIA 1,2-3,2 1,2-3,2 12-16 - flux-cored

[lpenensl perynnpoBaHna ckopoctit nogayn Limits of speed control of
3J1pempw1£0ﬁynpopsoﬂoﬁm, M/up 120-1200 120-1200 120-1200 electrode *Erire feed, m/h
Perynuposanme CkopoCTiA nogauy nnaBHoe/ nnaBHoe/ nnagHoe/ Speed control of

3NEKTPOAHOI NPOBOOKM smooth smooth smooth electrode wire feed, m/h

Macca, kr: Weight, kq:

- MeXaHi3ma nojiauit NpoBoOoKK 17 11,2 9 - wire feed mechanism

- 371eKTPO/HO MPOBONOKA 15 15 5 - electrode wire

[abapuTHbIe pa3Mepbl, MM: Overall dimensions of the

- MexaH13ma nozauin npoBosoKK 555x260x320 540x210x300 485x165x300 wire feed mechanism, mm

nar-508m nar-508m
2-PONNKOBas 4-ponuKoBas
TexHMYyeckue XapaKkTepucTuku e bRl
2-roller attachment 4-roller attachment
HoMIHANbHOE HAanpAXXeHue nuTatLLen ceti, B 380 380
YacToTa ToKa nuTakoLLen cetu, I 50 50
HOMMHANbHbIA CBAPOYHDIN TOK, A
(B 3aBMCUMOCTY OT UCTOYHIKA): 400, 500, 630 400, 500, 630
- nipu [1B=60% u yukne capki 10 mux
[lpegens! perynupoBaHna CBapoyHoro Toka, A
(B 3aBUCUMOCTY OT UCTOYUHIKA) 20-630 20-630
[lpenensl perynupoBaHuA HanpAXeHua Ha ayre, B 18—50 18—50
Llnametp 3neKkTpoHoi NPOBOOKIA, MM:
- CNJIOLLHON 1,2-2 12-2
- NIOPOLLKOBONA 1,2-2 1-3,2*
[lpegensl perynpoBaHnA CKOpPOCTH MoAauw 190-1200 190-1200

3NEKTPOAHON NPOBONOKIA, M/Y

PerynupoBaHue CKOpoCTA Nojaui CTyneHyaroe/step-type

(TyneHyaroe/step-type

INEKTPOAHOU NPOBONOKY 2/ 2]
OxnaxzeHue ropenku:

-[1INT 603 - —

- Kl 005-01 ecTecTBeHHoe/natural ecTecTBeHHoe/natural
Macca, kr:

- MeXaHU3Ma Nofiauvt NpoBOMOK 24 24

- 3N1eKTPOZHO NPOBOJIOKIA 12 12
O Dol 470x363x405 470x363x405

- MEXdHW3Md NoAa4i NPpoBOJIOKHK

* TloCTaBAAETCA MO CreLMaNbHOMY 3aKasy * Available by special order

NnAar-s1eM NnAar-603 Technical characteristics
380 380 Rated mains voltage, V
50 50 Mains current frequency, Hz
Rated welding current, A,
400, 500, 630 400, 500, 630 depending on power source;
- at D(=60% and 10 min welding
Control limits of welding current, A,
2000 20-500 (depending on power source)
| 18-50 18-50 Limits of arc voltage control, V
| Diameter of electrode wire, mm:;
1,2-2 1,2-25 - full
2-3,2% 2-3,2 - flux-cored
Limits of speed control of
A de il electrode wire feed, m/h
nnasHoe/smooth nnasHoe/smooth Speed control of electrode wire feed
Torch cooling:
- BOAAHOE/Water -[[1I" 603
ecTecTBeHHoe/natural ecrectBeHHoe/natural | - Kl 005-01
Weight, kg:
17 17,5 - wire feed mechanism
12 12 - electrode wire
470x365x430 475x365x430 O\ferall dmensmn; DRl
wire feed mechanism, mm

-



BbICOYA

) WHATIEXKHOCTD bIX PABOT <

MatuuHamu cepuu MCO n KC, npeaHazHayeHHbIMI AN KOHTg&THoﬁ CTbIKOBOW CBapKI1 apMaTypbl
W apyrux npoduneir. Ina yno6ctBa KnueHtoB Mbl MpOM3BOANM MallvHbl B HECKOMbKMX
BapuaHTax, uto onpeaenaer WUPoKUA AuanasoH UX UCNofb30BaHNA: 0T apMaTypPHOro Liexa Ao
NPUMEeHeHNA B aBMaLUOHHON NPOMbILLNEHHOCTH.

' '% MALLWHBI ANA KOHTAKTHOW CTbIKOBOW CBAPKM

KCO011

MALLMHbI CTALUMOHAPHbIE

AN KOHTAKTHOM CTbIKOBOW CBAPKU

KC 011 — cBapka HenpepbIBHbIM UK UMNYbCHBIM OMAABNeHUEM U3LeNA Pa3INYHOM
GopMbl (Kpyr, Yronok, Ksaapar, Tpyba, monoca v T.4.) ceyeruem fo 4000 mm u3
HI3KOYTIePOAUCTBIX, HU3KONETMPOBAHHBIX, WHCTPYMEHTANbHbIX CTanew, BblCOKONPOYHOIA
apMaTypbl 1 anoMitHIg ceyermrem 0 800 MM, BO3MOXHOCTb NPeABapPUTENbHOTO NOLOrPeBa,
rpatocbema, TepmoobpaboTki CTbika. (MCTema ynpaBneHus (BapOuYHbIM MPOLIECCOM —
NPOrpaMmIPyeMblii KOHTPOSNEP QUPMbI «Siemensy.

MCO 606 — cBapka HenpepbIBHLIM OMIaBNEHUEM 11 ONNABAEHUEM C NPeaBaPUTebHBIM
NOZAOTPEBOM U3LENMIA U3 H3KOYTNEPOAUCTIX 1 IErUPOBAHHbIX CTaNeit KPYrmoro 1 KOMNakTHOMo
(eUeHUA (MpyTok, apmarypa, Tpyoa, yronok). (uctema ynpasneHna — Ha pene BpemeHw.
BO3MOMHOCTH U3rOTOBEHNA 1A CBAPKIA APYTUX NPOQUNEN.

K339CO

A

MCO0 606

STATIONARY
FLASH-BUTT WELDERS

KCO11is designed for welding by continuous or pulsed flashing of different shape articles
(circle, corner, square, pipe, band, etc.) with cross-section up to 4000 mm* made of low-carbon,
low-alloyed and tool steel, high-strength fixtures and aluminum with sections up to 800 mm’.
There is a possibility of preheating, butt removal and thermal treatment of weld joint. The welder
is equipped with Siemens PLC for welding process control.

MCO 606 is designed for welding by continuous flashing or by flashing with preheating of

the artic
fixtures,

es made of low-carbon and alloyed steel with circular and compact sections (bar,
nipe and angle). Control system is based on the time-delay relay. The welder can be

produced to be suitable for other profiles welding.

TexHnyeckmne XxapaKkTepucTUKiu KCO011
HOMUHANbHOE HANPAMKEHIE NUTAIOLLEN CETU, B 380
YacToTa Toka nuTaroLLen cetu, [ 50
HanooNbLLKIA BTOPUUHbIA TOK, KA 32
HOMUHANbHbIA ANUTENbHbIA BTOPUYHBINA TOK, KA /)
HanbosbLLas MOLLHOCTb NMPY KOPOTKOM 3aMblKkaHi, KBA -
MowwHoctb npu [1B=50%, KBA 270
Han0onbLad CKOPOCTb 0CaJKM, MM/C 150

|pUBOA MEXAHIU3MOB 3aXaTus
|pBO/ MexaH!3MOB 0CafKiA

(BapuBaeMoe CeueHie, MM

ruapasanyeckmit/hydraulic
ruppasnudeckuit/hydraulic

- HU3KOYrNepoanCTble Cranu 100—4000
- HU3KONETUPOBAHHbIE CTanu 100-3000
- apMatypa Knaccos:
- Al (A2400) 100—-4000
- Alll (A400C) 100—3000
- AV (A800C) 100—1250
- ANOMUHIIA 100-800
- IHCTPYMEHTaNbHAA CTanb (B 1.4. P6MS) 100-3000
Pacxo/ oxnaxzaloLLer Boabl 20
npu gasneqin 0,15 MI1a, n/MuH
PaccrosaHne mexay ToKoBeayLLumm B
ryokamu, MM, B npeaenax
X0 NOABUMXHOIO 3aX1Ma, MM 100
Macca, kr, He bonee:
- (BaPOYHOW MaLLIWHbI 2100
- LKa(a ynpasneHunsa 310
- HACOCHOM CTaHLuu 130
[ abapuTHble pa3mepbl, MM:
- (BaPOYHOW MaLLIVHbI 1850x980x1830
- [IKa(a ynpaBneHus 1200x640x1730
- HACOCHOMN CTaHLWNA 6/0x560x915

MCO0 606 Technical characteristics
380 Rated mains voltage, V
50 Mains frequency, Hz
52 Maximum secondary current, kA
9 Rated continuous secondary current, kA
46() Maximum short-circuit power, kVA
100 Power, at D(=50%), kVA
- Maximum upset speed, mm/sec
MHEBMATUYECKIiA/pneumatic Drive of clamping device
aneKTpomexaHuueckuir/electromechanical Drive of upset device

Section to be welded, mm’

100—2000 - low-carbon steel
100—1250 - low-alloyed steel
- fixtures of grades:
100—2000 - Al (A2400)
100—1250 - Alll (A4000)
100-500 - AV (A800C)
—~ - aluminum
= - tool steel (including P6M5)
10 Cooling water flow-rate at pressure
of 0,15 MPa, |/min
10-90 Distance between current-leading jaws, mm,
within the limits
= Travel of sliding clamp, mm
Weight, kg, at most:
1740 - welder
— - control cabinet
- -pump station
Overall dimensions, mm:
2050x1252x1380 - welder
- - control cabinet
- -pump station



' '% MALLWHBI ANA KOHTAKTHOW CTbIKOBOW CBAPKM

K339CO

K584M

MALLUHBI NOABECHbBIE

AN KOHTAKTHOU CTbIKOBOW CBAPKU TPYB

K813

SUSPENDED WELDERS

FOR FLASH-BUTT WELDING OF PIPES

MatunHbl nogsectble Kk 584M u K 813 npeaHa3HayeHbl 14 KOHTAKTHOM CTbIKOBOW CBapKMK
HernpepbIBHbIM ONNaBeHnemM TpyO U3 HU3KOYTNEPOANCTbIX U IETMPOBAHHDBIX CTanei C Npeenom
npoyHocTi Ao 685 Mila, npegenom tekyuectn 10 490 Mlla, a TakKe nnowazbo NonepeyHoro
ceuenna 20 14000 MM, nuametpom Tpyb ot 114 mm 10 325 MM — Ana Matnbl K 584M:
MN0LLAZbIO NONEPEYHOro ceyeHnd 40 3300 MM°, AUaMeTpom Tpy6 oT 57 MM 10 114 MM — And
MallinHbl K 813, CO CHATUEM rpaTa HemoCPeACTBEHHO MOCIE CBApKK B MOMEBbIX YCMOBUAX Ha
CTPOUTENBCTBE N PEMOHTE TPyOONpoBO/0B.

MatuHbl 000pya0BaHbI CUCTEMON YnpaBneHua «Siemens.

K 584M and K 813 suspended welders are designed for flash-butt welding by continuous
flashing of pipes made of low-carbon and alloyed steel with ultimate strength up to 685 MPa,
yield point up to 490 MPa, the cross-section area up to 14000 mm" and pipe diameter 114 to
325 mm (K 584M welder); for K 813 welder — the cross-section area up to 3300 mm’, pipe
diameter 57 up to 114 mm; burr removal is carried out directly after welding under field
conditionsat construction or repair of pipelines.

Welders are equipped with Siemens control system.

TexHuyeckune XxapaKkrepucTuku K584M K813 Technical characteristics
TONLLMHBI CTEHOK CBAPUBAEMbIX TPYD, MM, NPHA: Thickness of pipe walls to be welded, mm:
@57 - 3-6 -0 57
(89 - 4-10 -0 89
-0114 4,5-28 4.5-10 -0114
_ 0159 6—36 = - 0159
- (168 6—-30 — - (0168
{219 7-20 — - 0219
- 0273 /16 — - 0273
_ (325 /-14 —~ - (325
HOMWUHANbHOE HAaNpAXeHe nuTaLLen ceti, B 380 380 Rated mains voltage, V
YacToTa ToKa nuTatLien cetu, I 50 50 Mains current frequency, Hz
HanbonbLUKi BTOPUYHbINA TOK, KA, He MeHee 6/ 52 Maximum secondary current, A, at least
HOMUHANBHbIA ANTATENbHBIA BTOPUUHBINA TOK, KA 22 9 Rated continuous secondary current, kA
HanbonbLLUas MOLHOCTb KOPOTKOTO 3aMblkaHud, KBA, He bonee o00 275 Maximum short-circuit power, kVA, at most
MowHocTs npu [1B=50%, KBA, He MeHee 180 110 Power at D(=50%, kVA, at least
HOMUHANbHOE YCnmne 0caziku, KH, npu HanbonbLLem £ 160 Rated upset force, kN, at the maximum operating
\ paboyem faBeHnu B rupocucreme pressure in hydraulic system
| | -- Hanbonbluee paboyee fasineHue 8 rugpocucreme, Mlla 12,5 10 Maximum operating pressure in hydraulic system, MPa
4510101} ‘ M CBO M N B ‘ | EH \ M 0 50 PVﬂOBA H M E nnﬂ Pa3mep ycuneHna CBapoUHOro LWea noaie , 3 Size of the weld reinforcement
I S WS S SRR, " e 4 \ CHATWA rPaTa, MM, He bonee after burr removal, mm, at most
e . CKOPOCTb 0CAZKN, MM/C, He MeHee 30 40 Upset speed, mm/sec, at least
CBAPKM TPyB n M AM ETPOM OT 5 7 M M no 3 2 5 M M Macca Komniekra nocraBk, Kr Weight of delivery set, kg
(ocHacTka ans Tpy6 0219, 325) 530 3800 (accessories for pipes 3219, 325)
KdKk B Ll,ean, TdK 1 B NOJ1EBbIX yCHOBMﬂX "p“ CTpOMTE” b(TBE I pENIOHTE pr60”p080ﬂ,03 CBapKa [abapuTHble pa3mepsbl, MM: Overall dimensions, mm:
- MaLLUHbI CBAPOYHOU 1890x1100x1520 1350x960x980 - welder
HEI'Ip6prBH biM OI'IﬂaBHEHI/IEM, CHATHE rpaTa HE”OCpE,ﬂCTBEHHO [ocJie CBapKVl, KOMHbIOTepI/I- - lIKaQa ynpasnexusa 1300x700x1800 1300x700x1800 - control cabinet
- (TaHLWMK HAaCOCHOW 1300x/745x1420 1300x745x1420 - pump station
31poBaHHOe ynpaBneHue TpybocBapouHbiMu MatinHami K584M un K813. - aBTOTpaChopaTOpd 4503501467 - -autorasformer



MALLWHbBI 419 KOHTAKTHON TOYEYHOWU CBAPKW K339CO

oAHONOCTORAA/ one-post nByxnocrogan/ two-post

MALLMHA NOABECHAA A/11 KOHTAKTHOM SUSPENDED WELDER FOR RESISTANCE
TOYEYHOM CBAPKM SPOT WELDING

[logBecHad MalluHa NpefiHa3HaueHa ANA KOHTAKTHOW TOYEYHOW CBAPKM HAaXNMeCTOYHbIX COeAUHEHUI Suspended welder is designed for resistance spot welding of lap joints of low-carbon and stainless steel as
NINCTOBOW HIN3KOYTNEPOANCTON 1 KOPPO3UOHHOCTONKO CTanM, a TakKe Kpectoo0pa3sHblx COBUHEHIIT CTEPXKHeI well as of cross-shaped joints of reinforcement bars.
apMartypbl. The welder is produced in the versions as follows:
MalLinHa BbinycKaeTca B UCNONHEHUAX: -single-operator welder, working liquid of hydraulicdrive is water (6 kA or 3,2 kA) or oil (6 kA or 3,2 kA);
- 0/IHONOCTORAA, Pabouas XUAKOCTL MAPONpUBOAA — BoAa (6 KA unn 3,2 kA) unu macno (6 kKAunn 3,2 KA); - two- operator welder, with a possibility of connection of two pinch welder gun to one power supply unit for
- [ABYXMOCTOBAA, C BOIMOXHOCTbI0 MOAKMIOUEHNA K OAHOMY DNOKY NUTaHNA ABYX KNeLLleit And nooyepesHol alternate operation, working liquid of hydraulic drive is water (6 kA or 3,2 kA) or oil (6 kA or 3,2 kA).
paboTbl, paboyas XUaKOCTb rMApPonpIUBoaa — BoAa (6 kKA unu 3,2 KA) unu macno (6 kA unu 3,2 kA). By request, the welder can be completed with pinch welder guns with radial stroke, linear stroke or one-spot
MalumHa no 3akasy MOXET KOMNEKTOBATLCA (BaPOUHbIMI KNellamMu C paauanbHbiM X040M, C MpAMO- welding qun.
JINHEAHBIM XOZ0M MY OQHOTOYEYHbBIM CBAPOYHBIM NUCTONETOM. The control system of the welding process allows setting of individual welding modes for each pinch welding
CucTema ynpasnexua CRapouHbIM NPOLIECCOM MO3BONALT 331aBaTh ANA KAXKAbIX KNELLei HANBUAYaNbHbIE gun. Controller type: PKC-801, Serratron 1A or Serratron 18.
pexxumbl cBapku. Tun perynatopa: PRC-801, Serratron TA nnw Serratron 1B.

TexHuYecKue XapaKTepucTmku KT 003 KT 008 Technical characteristics
OAHONOCTOR3A/single-operator JIBYXNOCTOBAA/tWo-0perator
HoMUHANbHOE HanpaAXeHwe nuTatLLed cety, B 380 380 380 380 Rated mains voltage, V
YacToTa TOKa nuTatoLLei cet, [y 50 50 50 50 Mains frequency, Hz
HanboNbLUKI BTOPUYHDINA TOK, KA 14 14 14 14 Maximum secondary current, kA
HOMUHANBHBIN JNUTENbHBIA BTOPUUHBIA TOK, KA 6 3,2 6 3 Rated continuous secondary current, kA
IpUBOJ YCMAVA OKATUA INEKTPOAOB™ MHeBMOrnapasanyeckuil/pneumohydraulic Drive for electrode clamping force*
HanbonbLLadA MOLLHOCTb NPV KOPOTKOM 3aMblKaHui, KBA 176 240 176 240 Maximum short-circuit power, kVA
Motroctb npu [1B=50%, kBA 118 237 118 237 Power, at DC=50%), kVA
Macca, kr: Weight, kg:
_________ - Dn10Ka nuTaHUA 330 457 330 490 - power supply unit
"""" .. - KOMIJIeKTa NOCTaBKI (MoaBecku, kabens, pykasa i T.4. 420 460—-480 395—-475 490-550 - delivery set (suspension, cables, hoses etc. —
_ ot — B 3aBUCUMOCTI OT 3aKa3a) depending on order)
vi#i 332 [abapuTHble pa3mepbl 0710Ka NUTaHNA, MM 810x600x910 750%520x980 810x600x910 750x520x980 Overall dimensions of power supply unit, mm
*Paboyan KuaKkoCTb — BOAA WK Maco (B 3aBUCUMOCTH OT 3aKa3a) *Working liquid is water or oil (depending on order)

TEXHUYECKME XAPAKTEPUCTUKU CBAPOYHbIX K/IELLIEM U MUCTOJIETA
TECHNICAL CHARACTERISTICS OF PINCH WELDER GUNS AND WELDING GUN

Knewi/Pinch welder guns [lucToner AA 0HOCTOPOHHEN CRAPKH

TexHuyeckune xapaKTepucTuku KIC-1 K[C-2 fidemliis ot Technical characteristics

manual drive NC-7

Ycunue Cxatua 3neKTpoaos, AaH, (npy fasneHum Electrode clamping force, daN

——
—
L b
=- :

H | 4 . 4, d = Bo3zyxa 0,18-0,45 MMa) s s . (at air pressure 0.18-0.45 MPa)
" —_— &= C% Bbinet, Mm 300 240 — Qutlet, mm
PUMEHEHUE B HEBOMbLLIX MACTEPCKMX 1A B COCTABE o |G |
| XapakTep BUKEHUA 31eKTPOA0B paauanbHoe/radial | npAMonuHelHoe/rectilinear ~ Electrode movement character
w (BapuBaeMble TOALLHbBI IMCTOBOIA e Thicknesses of low-carbon
MOI-I-lH blx " PO M3BO n(TB E H H blx " M H M M HIN3KOYTMIEPOAUCTON CTanu, MM 0,540,5=2542,5 05+0,5-4+4 0,5+0,57=1,0+1,5 sheet steel to be welded, mm
[lnameTp cBapuBaemoi apMatypbl, MM, KN1accos: Diameter of fixtures to be welded, mm, of the types as follows:
v v v - Al, All 4+4-10+10 44+4-16+16 - - Al All
MaLUUH KOHTAKTHOM ToueyHou cBapku cepuit KT u MT nokasblBaeT Hally rudKocTb u -l 646-3+8 646-124+12 - il
Macca, kr 21 17,5 3 Weight, kg
BO3MOXHOCTb, 4 [N1dBHOE KejldHe PearnpoBatb Ha 3d4MpocCbl PA3NYHbIX TPYIN [aBapuTHbie pasvieps, M 630x3601330 658x267x240 430306x70 Overall dimensions, mm

ﬂ 0Tp€6 MTen er/i p'a H H Oro B M‘D‘a " ponyKuM M . ** (Bapka Ha Me/IHOI NpoKnajke **Welding using copper gasket




K33CO

KT 007

MALLWHbBI 419 KOHTAKTHON TOYEYHOWU CBAPKIA

KT 009

MT 2202

KT 004

MALLWHbBI 419 KOHTAKTHON TOYEYHOWU CBAPKW

K339CO

STATIONARY WELDERS
FOR RESISTANCE SPOT WELDING

MALWWNHDbI CTAUMOHAPHDIE

A1 KOHTAKTHOM TOYEYHOM CBAPKM

STATIONARY WELDERS
FOR RESISTANCE SPOT WELDING

MALWWHBI CTAUMOHAPHDIE

AN KOHTAKTHOU TOYEYHOW CBAPKM

CTaumoHapHble matmHbl KT 007 u KT 009 npeaHa3HaueHbl ANA KOHTAKTHOWM TOUEUHOU
(BAPKM 1eTaner 13 HU3K0YrMepoanCTbIX U HepXaBeroLL X CTanelt WNPOKoro Anana3oHa TONLLMH
1 IMAMETPOB, aniOMIUHKEBBIX 11 TUTAHOBBIX CMNIABOB, NATYHU, @ TAKXKe (BAPKIN KPECTOOOPa3HbIX
COeQINHEHWIA CTEPXKHEN apMaTypbl.

MalLunHbI CHabXeHbl CUCTeMOI YNpaBNeHia CBaPOYHbIM NPOLIECCOM, MOCTPOEHHOI Ha Npor-
PaMMUPYEMOM KOHTpONNepe, 0becneumnBaloLLiem aBTOMATAYECKYH0 CTa0UNN3aLMI0 3a[aHHbIX Na-
DAMETPOB C UHZMKALMEN GaKTUYECKMX 3HaUeHMIA.

Innperynaropa: PRC-801, Serratron 1A unu Serratron 1B.

KT 007 and KT 009 stationary welders are designed for resistance spot welding of items
made of low-carbon and stainless steel with wide range of thickness and diameter, aluminum
and titanium alloys, brass, as well as for welding of cross-shaped joints of reinforcement bars.

The welders are equipped with control system of welding process based on a programmable
controller providing automatic stabilization of the pre-set parameters with indication of actual
values.

Controllertype: PKC-801, Serratron TA or Serratron 1B.

(TaLMOHapHbIe MaLLiMHbI NPeiHa3HayeHbl 418 KOHTAKTHOW TOUYEUHOW CBAPKM AeTaneil u3
HIU3KOYIMEPOANCTBIX U HEPXABEIOLLMX CTaneil LWMPOKOro Auana3oHa TOMWWH 1 AMAMETPOB,
ANOMUHINEBBIX U TUTAHOBBIX CNIABOB, NATYHM, @ TAKXKE CBAPKIA KpecToobpasHbiX COefUHeHWiA
CTEPXHeN apmartypb.

Matuwtbl KT 004 u MT 2202 cHabXeHbl CucTemolt ynpasneHua (BapoUHbIM NPOLECCom,
NOCTPOBHHOM Ha MPOrpaMMUpyeMOM KOHTponepe, obecnedynBailleM aBTOMATUYECKYH
CTabuNM3aLnio 3aaaHHbIX NapaMeTpoB C MHAMKALWE GAKTUUeCKUX 3HAUeHuiA. Tun peryns-

Stationary welders are designed for resistance spot welding of items made of low-carbon and
stainless steel with wide range of thickness and diameter, aluminum and titanium alloys, brass, as
well as for welding of cross-shaped joints of reinforcement bars.

The welders KT 004 and MT 2202 are equipped with control system of welding process based
on a programmable controller providing automatic stabilization of the pre-set parameters with
indication of actual values.

Controller type: PKC-801, Serratron TA or Serratron 1B.
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Topa: PRC-801, Serratron 1A unu Serratron 1B.

TeXxHUYyecKue XxapaKTepucTUKM KT 007 KT 009 Technical characteristics _ g
TexHuyeckne XxapakTepucTuKu MT 2202 KT 004 Technical characteristics

HOMWHANbHOE HanpAXeHne nuTaLLer cetr, B 380 380 Rated mains voltage, V
UacToTa Toka nuTaloLuedt cetn, T 50 50 Mains frequency, Hz HoMUHaNbHOE HanpAXeHue nuTatoLLen cetu, B 380 380 Rated mains voltage, V
HanbonbLLaa MOLHOCTb NPU KOPOTKOM 3aMblkaHu, KBA 4)(0 200 Maximum short-circuit power, kVA 1acToTa ToKa nuTatowen cetw, [ 50 50 Mains frequency, Hz
MotwHocTb npu NB=50%, kBA 140 110 Power, at D(=50%, kVA Hanbonbluad MOLHOCTb MPY KOPOTKOM 3aMblkaHuu, KBA 98 17 Maximum short-circuit power, kVA
HOMUHANbHbIA ATUTENbHbIA BTOPUYHBITA TOK, KA 10 9 Rated continuous secondary current, kA MouwrocTb npu 118=50%, KBA /1 70 Power, at DC=50%, kVA
Hau6b0nbLLINiA BTOPUYHbITA TOK, KA 40 71 Maximum secondary current, kA HOMUHANBHbIA ANATENbHBIA BTOPUYHBIN TOK, KA 9 9 Rated continuous secondary current, kA
Hanbonbluee ycunue oxatius, faH 1900 2100 Maximum clamping force, daN HaunbonbLLMit BTOPUYHIIA TOK, KA 22 28 Maximum seconQary current, kA
HoMUHANbHbIIA BBINET NPY BAPKe NUCTOB, MM 500 1200 Rated outlet at sheet welding, mm aubonbuuee ycunyte okaTu, AaH 800 800 Maximum clamping force, daN
[lnameTp cBapuBaeMmblx KpecTtoobpasHblx COEAUHEHHA Diameter of cross-shaped joints of reinforcement 10MIHANbHDBIW BbINET NPI CBAPKE JIACTOB, MM 500 500 Rated outlet at sheet welding, mm
CTEpXKHEN apMaTypbl, MM, KNaccoB: ars to be welded, mm, of the types as follows: [lnameTp cBapnBaeMbIx KpectoobpasHblx COEANHEHNIA Diameter of cross-shaped joints of reinforcement
“B1 AT 4445475 44+4-2242) _B1 AT CTEPXKHE apMatypbl, MM, K1acCoB: vars to be welded, mm, of the types as follows:
A1, AT17 64-6—20+-20 6+6—16+16 _ATT AT - B1, AT 44+-4-16+16 44+-4-16+16 -B1, AT

_ -A11, A1 6+6—10+10 6+6—12+12 - A11, AT17
LlnanasoH (BapuBaemblX TONLLMH, MM: Range of the thicknesses to be welded, mm: |
_ ATOMUHNERBIE CTTARbI 0,3403-174+17 0,5+05-0,8+08 - Aluminum alloy [l1ana3oH CBapy1BaeMbIX TONLLIMH, MM: Range of the thicknesses to be welded, mm:
- HU3KOYINEepoANCTbIE CTanu 0,5+0,5-8+438 0,5+0,5-6+6 - low-carbon steel - d/IOMUHUEBLIE CN1J1dBbl 0,+0,5-0,38+0,8 0,6+0,6-0,3+08 - aluminum alloy
- HepKaBeloLLYe CTam 0,54-0,5—5+5 0 5+0,5—4-+4 _stainless steel - HU3KOYIMEPOAUCTbIE CTANM 0,540,5-5+5 0,040,0-5+5 - low-carbon steel
- TUTaHOBbIE CMNaBbI 0,5+0,5-5+5 0,5+0,5-4+4 - titanium alloys - HepxaBeloLL e CTany 0,5+0,5—-1+41 0,5+0,5-15+1,5 - stainless steel
- aTyHb 0,34+03-17+17 0,5405-08+0,8 _brass - TUTAHOBbIE CMINIABb 0,540,5—1+1 Dot a1 a0 - titanium alloys

. - NIATYHb 0,5+0,5-0,8+0,8 0,6+0,6-0,8+0,8 - brass
PacTBOp IMNEKTPOL0B, MM: Electrode spacing, mm: |
— HaUMeHb LU 150 200 _minimum PacTBOp INEKTPOL0B, MM: Electrode spacing, mm:
- HOMUHAbHbI 220 200 - rated ~ HAMEHb LI 80 95 - minimum
_ HaunbonbLLmil 300 300 _maximum - HOMUHANbHbINA 150 165 - rated
Macca, kr 750 1700 Weight, kg - HanbonbLIni 220 375 - maximum
| o Macca, kr 430 483 Weight, kg

[abapuTHble pa3mepbl, MM 1440x520x2200 2230x730x2340 Overall dimensions, mm [a6apiTHbIe a3MEDH, M 1280x630x1880 1280x630x1880 Geealdinersee
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CEPUA LHOBHbIX MALUWMH KOMITAHWUU K33C0

Mbi npeanaraem cBoum KnueHTam HaJieXXHY10 CBapKY OLIMHKOBAHHbIX
I OCBUHLIOBAHHDbIX CTaneli npakTnueckn 6e3 HapyLleHnsa NoKpbITH,

CBApKY AeKOPaTUBHbIX U3Jennii 063 BMATUH, CBAPKY repMETUYHbIX

0TCEKOB.

KLU 001, KLL 001-02

MALLIUHBI A1 KOHTAKTHOU LLIOBHOWM CBAPKU

WELDERS FOR RESISTANCE SEAM WELDING

MatuwHa KIL 001 npegHasHayeHa AnA KOHTAKTHOW LLOBHOW CBApKM NOMepeyHbiM LLIBOM
fleTaneit U3 HU3KOYIMepoaNCTbIX CTaneidl C ranbBaHWUYeCKUM MOKpbITUEM U 0e3 MOKPbITIS,
NIETUPOBAHHbIX CTasel, a Takxe ANA NpUBapKI AHULL K 00eyaiikam U3 CTanin C NOKPbITAEM.
MalumHa MoXeT ObITb U3roTOB/IEHA B OHOM U3 TPeX UCTIONHEHWI, OrOBapUBaeMblX B 3aKa3ax:

- coberBenHo KU 001 — ¢ wapotueyHbiM NPUBOAOM HA Kbl POSMK 1 NPAMO pacno-
JIOXEHHbBIMI PONKOBLIMI INEKTPOAAMU;

- KW 001-0T — ¢ npAmbIM NPUBOAOM Ha HIKHWIA NEKTPOAHBIA BaN U NPAMO pacno-
NIOXEHHbBIMI PONKOBLIMU INEKTPOAAMM;

- KLU 001-02 — € LapoLLeyHbIM NPUBOZOM 1 HAKMOHEHHBIMIA M4 YTIIOM 6 ApYr K APYTY
DONMKOBBIMI 3NEKTPOAAMU ANA NPUBAPKN AHUL K 0bevailkam 13 NUCTOBOW CTanU Kak C
ra/bBAHOMOKPLITEM, TaK 1 0€3 NOKPbITUA.

MatuwHa KL 002 npegHasHaueHa And KOHTAKTHOW LIOBHOW CBAPKI MPOAObHBIM LLIBOM
NeTafen 13 HU3KOYrNepoAUCTbIX U NEernpoBaHHbIX CTanei.

Matuuna KL 003 npegHa3HayeHa AnA KOHTaKTHOW LLIOBHOW CBAPKM NOnepeyHbiM npoy-
HOMNOTHBIM LIBOM Pa3NUUHbIX U3LENUiA, B TOM YUCIe TONAUBHBIX 0akoB N0 0TOOPTOBKe (yro
HaKMOHa PONKOB 6) 1t PUBAPKE AHMLL K 06euaiikam 13 YrepoAUCTbIX It KOPPOUAHOCTOMKMX
MaTepuanoB C ranbBaHUYeCKM NMOKPbITUEM U 0e3 Hero. B malluHe npegycMOTpeHo pery-
JINPOBAHIE HUXHEr0 3NeKTPoAa No BbICOTe ANA KOMMeHcaLu ero 13Hoca.

MaLLKHbI CHa0MeHbl CACTeMOV YNpaBneHna (BapOYHbIM MPOLECCOM, MOCTPOeHHON Ha
NporpaMmMupyemom KoHTponsiepe, obecneyiBatoLLieM aBToMaTAuecky Crabunin3aumnio 3aaaH-
HbIX MAPAMETPOB C UHANKALIMe! QaKTUYECKIX 3HAUEHNI.

Tun perynatopa: PKC-801M, Serratron 1A unun Serratron 1B.

KL 001 welder is designed for resistance seam welding by cross seam of the items made of
galvanized and non-galvanized low-carbon steel, of alloyed steel, as well as for welding of the
bottoms to galvanized steel shells.

Welder can be produced in one of three versions, agreed in orders:

-KILI001 as such withrroller drive for each rollerand with roll electrodes placed in straight line;

- KL 001-0Twith direct drive for lower electrode shaft and with roll electrodes placed in
straight line;

- KLU 001-02 with roller drive and with roll electrodes inclined at an angle 6 to each other
forwelding of the bottoms to both galvanized and non-galvanized steel shells.

KL 002 welder is designed for resistance seam welding by longitudinal seam of the items
made of low-carbon and alloyed steel.

KL 003 welder is designed for resistance seam welding of by transverse composite weld of
various items including fuel tanks flanging (inclination angle of rollers makes 6°) and for welding
of the bottoms to the shells made of both galvanized and non-galvanized carbon and corrosion-
resistant materials. The welder has height requlation of a lower electrode to balance its wear-out.

The machines are equipped with control system of welding process based on a programmable
controller providing automatic stabilization of the pre-set parameters with indication of actual
values.

Controller type: PKC-801M, Serratron 1A or Serratron 1B.

KL 001

TexHnyeckne xapaKTepucruku KLU 001-01 KLl 002 KLl 003 Technical characteristics

KLL 001-02
HoMUHaNbHOE HanpaxeHue nuTaloLen cetu, B 380 380 380 Rated mains voltage, V
HacT0Ta TOKa nuTatoLLein cetu, [ 50 50 50 Mains frequency, Hz
HOMUHANbBHBIA ANUTENbHDIA BTOPUYHDIA TOK, KA 72 22 1) Rated continuous secondary current, kA
HaunbonbLUKIA BTOPUYHBIN TOK, KA 32 32 32 Maximum secondary current, kA
Han00nbLLAA MOLLHOCTb NPY KOPOTKOM 3aMblKaHuu, KBA 2800 280 2800 Maximum short-circuit power, kVA
MowHocts npu [1B=50%, KBA 270 2/0 270 Power, at D(=50%, kVA
HanbonbLuee ycunue oxarna, aaH 1350 1350 1350 Maximum clamping force, daN
HOMUHaNbHbIA BBINET NP CBapke NCTOB, MM 500 (800%) 810 300 Rated outlet at sheet welding, mm
JInHenHaA CKOPOCTb INEKTPOAO0B, M/MUH: 0,4-6,0 0,4-6,0 Linear speed of electrode, m/min:
- KL 001 0,4-4,7 - KL 0071
- KL 001-01 0,4-6,6 - KL 001-01
- KILI 001-02 0,4-4,0 - KL 001-02
PacTBOP 3NMeKTPO/08, MM: Electrode spacing, mm:
- HalbonbLUmiA 83 90 128 - maximum
[lnanazoH cBapuBaeMbIX TOMLLNH, MM: Range of the thicknesses to be welded, mm:
- HU3KOYTNEepoANCTbIe CTanu 0,54+0,5-3,043,0 0,5+0,5-3,0+3,0 0,54+0,5-3,043,0 - low-carbon steel
- HepXaBeloLLue cTanu 0,3+0,3-2,5+25 03+0.3-25+25 0,3+0,3-2,5+25 - stainless steel
Macca, kr 1750 1700 1600 Weight, kg
[abapuTHble pasmepbl, MM 2500x1000x2100 2340x840x2100 1740x795x2060 Overall dimensions, mm

* 3HaueHue B ckobkax — ana sapuadta ucnonHenua KL 001-01

*Value in parenthesis is for KL 001-01 welder
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ABTOMATbI 19 AYTOBOU CBAPKW U HANNTABKM

A-1412 A-1416

A-1412 n A-1416 — noBECHblE CAMOXOAHbIE ABTOMATbI, NPeAHa3HaueHbl AN INEKTPOAYTOBON CBapKit A-1412 and A-1416 automatic suspended self-propelled welders are designed for submerged arc welding of
HIU3KOYTNIEPOAMUCTBIX 1 NErVPOBAHHbBIX CTaneil NNaBAWUMUCA INeKTPOAAMY (CINOLLHOM W MOPOLLIKOBOIA NPOBO- low-carbon and alloyed steel with consumable electrodes (with full or flux-cored wire) at direct current with welding
NIOKOW) NOJ CII0eM GNI0Ca Ha NOCTOAHHOM TOKE C He3aBUCUMbIMIA OT NapameTpoB Ayrit CKOPOCTAMI CBAPKH 1 M0- and wire feed speed independent of the arc parameters with smooth change of welding voltage.

N1auil 3NeKTPOAHON NPOBONOKIA NNABHbIM U3MEHEHIEM CBAPOYHOTO HAMPAXKEeHNA. A-1412 is designed for simultaneous double-seam welding using two rectifiers.

A-1412 — 0HOBDeMeHHasA BYXLLIOBHAA CBApKa, UCMOMb30BaHIE BYX BHINPAMUATENEN TOKA. A-1416 is designed for welding of long straight seams; step-type changing of welding and wire feed speeds

A-1416 — (Bapka ANTUHHOMEDHbIX NPAMONUHEMHbIX LBOB, CTYNEHYATOe U3MEeHeHUe CKOPOCTen CBapku I provides a perfect periodicity of the preset welding modes. The scheme simplicity makes automatic machines highly
N0Jau 3NeKTPOAHON NPOBONOKIA 00eCneynBaloT 6e3yKopU3HEHHYI0 NOBTOPACMOCTb YCTAHOBNEHHbIX PEXIMOB reliable.
cBapku. [1pocToTa Cxembl JeNnaeT aBTOMathl BbICOKOHAAEKHbIMMY. A-1406 is an automatic welder for surfacing machines designed for surfacing of rotation bodies, parts with flat

A-1406 — aBTOMAT K HannaBOYHbIM CTaHKaM, NPeHa3HaueH A HannaBku TeN BpaLleHua, AeTaneit surfaces made of low-carbon, alloyed steel at direct current and can provide the methods of welding and surfacing as
NOCKAMU NOBEPXHOCTAMY 13 HU3KOYINEPOAUCTbIX, NErpoBaHHbIX CTaneil Ha NOCTOAHHOM TOKE W MOXKeT follows: in an atmosphere of shielding gas (C0,); with flux-cored wire at open arc; with full wire at submerged arc;
obecneynsatb CieayloLLme Cnocobbl CBAPKK U Hannaekw: B cpeae 3allutHoro rasa (CO,); oTKpbITOR Ayroi NopoLl- with filler wire.

KOBOW MPOBOMOKOM; MOA C1I0emM (QJI0Ca CNOLWHOW MPOBOIOKON; MOPOLLKOBOW NIEHTON. In A-1412 and A-1406 welders, smooth changing of welding and electrode feed speeds allows correcting

[InaBHoe n3meHeHue B agTomatax A-1412 u A-1406 ckopocTeit (Bapku 1 Nofaui 3NeKTpoAHON NPOBONOKM quickly the welding mode.

NO3BONAET ONEPATUBHO KOPPEKTUPOBATL PEXUM CBAPKW.

T _ _ — e — — — T}

TexHuyeckne XxapakTepucTuku A'1.406 | A-1412 .. A-1416 Technical characteristics
- S00A 1250A S00A  1250A
HoMWHanbHoe HanpaxeHue nuTalLLe cetu, B 380 380 380 ~ Rated mains voltage, V
HacToTa TOKa nuTaloLed cetu, 'y | 50 | 50 | 50 Mains frequency, Hz
HOMUHaNbHbIV CBAPOYUHBIN TOK, A, Npu: Rated welding current, A, at;
- [1B=60% 500 —~ = 500 —~ -D(=60%
3 - [1B=100% —~ 1000 1250x2 —~ 1000 -D(=100%
i llnanasoH perynupoBaHua (BapoyHoro Toka, A 60500 | 2501250 250—1250 60500 | 250-1250 Control range of welding current, A
1 KOMMUeCTBO 3NEKTPOAI0B, LUT. | 1 | ) | 1 Number of electrodes, pcs.
| - LluameTp 3neKTpoAHON NPOBOOKM, MM: Diameter of electrode wire, mm:
g - CMNOLLHOW MOA GI0COM 1,6-2 2-5 3-6 1,2-2 2-5 - submerged full wire
= - cnnotwHoi B cpepe €O, * 1,22 1,2-2 - ~ ~ -fullin CO,*
E - NOPOLUKOBON™ 2—3 -3 - - | = - flux-cored wire *
\—= NopoLuKoBaA NexTa, MM* - | 20 | - | — " Filler wire, nm*
PerynupoBaHme CKopoCTi NoJauy 3eKTPOAHOI nnaHoe/smooth | nnasHoe/smooth CTyneHyaroe/step-type Speed control of
NPOBOJIOKIA, M/Y: r | 1 electrode wire feed, m/h:
-1 AnanazoH 17-1/0 14 9—-149 47-509 - Istrange
- ) nanasoH 55-553 58-533 — - 2nd range
PerynupoBaHue ckopoctu cBapkm, M/u: - nnasHoe/smooth (TyneHyaroe/step-type Control of welding speed, m/h:
- | Anana3oH - 12-60 12-120 - Istrange
- 2 I1ana3oH - 50—-250 — - 2nd range
BepTikanbHoe nepemelLieHie CBapOYHON roNoBKM: MEKTPOMEXAHUUECKI/ |  3NeKTPOMEXaHUUEeCKNA/ | 3NeKTPOMEXaHUUECKIi/ Vertical movement of welding head:
- IPUBOJ electromechanical electromechanical electromechanical - drive
- X001, MM | 500 250 250 - stroke, mm
- CKOPOCTb, M/MUH | 05 ‘ 05 294 29 4 - speed
[lonepeyHoe nepemelLieHine CBapOYHOIA FON0BKM: | | | ~ Transverse movement of welding head:
- IPUBOJ 0T pyku/manual 0T pyki/manual 0T pyku/manual - drive
- X0, MM + 70 475 +75 - stroke, mm
- CKOpOCTb 0T pyku/manual 0T pyku/manual 0T pyKku/manual - speed
PerynupoBaHue yriia Hak/oHa pyyHoe/manual | pyuHoe/manual | pyuHoe/manual Control of the angle of electrode (end-piece)
3NeKTpoaa (MyHALWTYKA) K BEPTUKANM, TPa. + 30 0-16 3045 +)5 inclination to vertical, degree
Amnautyaa konebaHuA NeKTpoaa Npu Hannaeke | 10-70 | - | - Vibration amplitude of electrode at surfacing with
MOPOLLUKOBOW NPOBONOKOW ANAMETPOM [10 3 MM, MM | | | flux-cored wire with diameter up to 3 mm, mm
p- ; = 2 MapLuieBad ckopocTb nepemeLLeHInd CBAPOUHOV ronoBKM, M/Y | - | 950 | 950 Marching speed of welding head movement, m/h
TN - L‘ l A _.'.' | "0 AN | i Oniocoannapatypa: Flux apparatus:
1" J 1/ 1 ﬁg IAVL 11 Wil il - 00bem, AM’ 40 25 25 - capacity, dm’
P | | 3 - PACX0Z BO3AYXa, M*/Y 20 30 30 -air flow rate,m’/h
| a,ﬂ,e)KH 0e peme” ne MX np0M3BOHCTBEHHbIX 3aﬂ, <o - BbICOTA BCACbIBAHNA (ritoca, M | ) ) | 2 | -height of flux absorption, m
| e AT AR kMy=501 | KWY-1201 | KNY—1201x2 KWY-501 | KWY—1201 [T re—
Bo3mMOXHOCTb MO,[I,VI(I)I/IKaLI,l/II/I oA KOHKPETHbIN 3aKa3 W MOCTOAHHBIA KOHTPO/b KauecTBa — . D SI60 B TR L QT2 B S0 R
acca, Kr: , kg:
rapaHTia Bawero ycnexa ¢ obopyaosaHuem K33C0. AP R AgH06 G s M0 35 | -weldnghead -
[abapuTHble pa3mepbl aBTOMATA, MM | 1010x890x1725 1388x800x1820 | 960x860x1860 Overall dimensions of automatic machine, mm
* TloCTaBAAETCA N0 CMeLuansHOMY 3aKasy * Available by special order

[lapameTpbl TEXHUYECKUX XapaKTepMCTUK MOTYT MeHATBCA B 3aBUCUMOCTM 0T KOHKDETHO BbINOMHAEMbIX 33/ay Parameters of technical characteristics may vary depending on the specific task performed
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AQ 231

ABTOMAT A1 AYTOBOU HAMNJIABKM A/ 231

OJIOBKA A/14 ABTOMAT. CBAPKWU TPYB I'4® 1001

A0 1001

AUTOMATIC WELDER FOR ARC SURFACING A4 231

HEAD FOR AUTOMATIC WELDING OF PIPES Tr4A® 1001

ALl 231 — noJBecHOM CaMOXOIHbIA aBTOMAT, MpefHa3HaueH A BbIMOMHEHWUA LWUPOKOT0 Kpyra
HANNABOYHbIX 1 CBAPOYHBIX PabOT Pa3nUuHbIMU INEKTPOAAMI Ha NOCTOAHHOM TOKe. Mcnonb3yetca npu
HaNNaBKe TeN BPallieHnd, a Takxe NoCKkux AeTanei 1 u3aennit CoxHoM GopmMbl B HanNaBOUHbIX YCTaHOBKAX U
(TAHKax M KaK aMOCTOATENbHAA eauHulia. Hanuune konebatend 3nekTpoja no3BONAET BECTU NEHTOYHYI0
HannaBKy NPOBOJIOKAMI Ha TpebyemMy o LIUPUHY.

[J10. 1007 — cBapOyHas ronoBka, npeaHasHayeHa And AyroBoit aBTOMATUYECKOI CBAPKI MNABALLMMCA
SNEKTPOAOM N0A CNOEM Gi0ca NOBOPOTHBIX CTHIKOB TPYO W3 YrepoaucTol 1 HU3KOYTNePoOAUCTON CTanu,

All 231 s an automatic suspended self-propelled welder designed for wide range of surfacing and welding
works using different electrodes at direct current. Itis used for surfacing of rotation bodies and for flat parts end items
of complicated form in surfacing plants and machines and as an independent unit. Electrode oscillator gives a
possibility to perform strip overlay welding for the required width.

[J10 1001 is a welding head designed for submerged arc automatic welding with consumable electrode of
rotating pipe joints made of carbon and low-carbon steel, of oil and gas pipelines and is a part of mobile automatic
welder machine [1AY-1001.The head hasa mechanical device that allows tracing the pipe oscillations diametrically.

ABTOMATbI A5l 1YFOBOW

CBAPKH N HATJIABKU

ABTOMATbI 19 AYTOBOU CBAPKW U HANNTABKM

KA 002 KA 009

AUTOMATIC WELDERS FOR

ARC WELDING AND SURFACING

Hid;f%o'q Eﬁ?}gﬂgm& },”;T;;E?gﬂ iﬂgggﬂaﬁmE%gp,ﬁﬁg;HH”B}LTEi%iﬂ%gmﬂfpyaﬁabﬁﬁﬁg:qg?gy_y Lok KA 001, KA 002, KA 009 — aBTOMATbI TPAKTOPHOIO TUMA, NPeAHa3HaueHHbIe AN 3eKTpo- KA 001, KA 002, KA 005 are automatic welders of tractor type designed for submerged
| NIYrOBOIA CBAPKI A HANTIABKM MOZ CI0EM GIIH0CA HU3KOYTNePOAUCTbIX U NerMpoBaHHbIX CTasell electric arc welding or submerged surfacing of low-carbon and alloyed steel by consumable
NNABALLMMCA INEKTPOLOM Ha MOCTOAHHOM TOKe C HEe3aBUCUMbIMU OT MapameTpoB AyriA electrode at direct current with welding and wire feed speed independent of the arc parameters
TexHnyeckune XxapaKkTepucTuku An 231 ”]‘(D 1001 Technical characteristics CKOPOCTAMU CBAPKW 11 NOAAYN 3NEKTPOAHON NPOBONOKN MNABHBIM U3MEHEHIEM (BAPOYHOTO with smooth change of welding voltage. The welders provide butt welding with and without
: . HanpsxeHua. ObecneunBaoT cBapKy COeANHEHNIA BCTBIK C pa3fieNkoli 1 0e3 pazieNnki KpoMok, edqge preparation, fillet and lap welds. While working, the automatic welders move on the article
ﬁommnaanoe HanpAXeHIe NuTalower ceru, 8 380 380 Rated mains voltage, V YTNOBbIX It HAXMECTOYHbIX LLIBOB. ABTOMATbI B MPOLIECCE PAOOTbI NEPEABUTAIOTCA N0 U3AETMI0 Ui or onthe quide located on it. Recommended sources: KI1Y 1201 and BIY-1201K.
aCT0Ta T0Ka NWTajoLLelt CeTw, [ 0 ) Mains frequency, Hz M0YNOXEHHON Ha HeM HanpasnAloLuedt. Pexomerayemblit uctounmk: Ky 1201, BY-1201K. KA 001 automatic welder performs welding of the boat-type joints inside the track and fillet
HOMAHaNSHBIMCBapOHHEMTORAPIIE=T00%, A lEo0 S Bt el g Ukt LSO KA 00T ocyLLiecTBAAET CBapKY BHYTPYU KONEW COBAUHEHNI «B NIOA0YKY» I HAKNOHHBIM f1eK- welds by inclined electrode, it also provides for high periodicity of the preset welding modes. B
[lnanasoH perynupoBaHna CBAPOYHOTO TOKa, A 250-1250 250-1250 Control range of welding current, A /M PRY BRYTD A AOSRY >0 . 1Ly P Oriignp Y P : 5
KOMMYECTBO JNEKTDO0B, T : : Number of electrades, pcs, TPOZOM YIJIOBbIX LUBOB, BbICOKAA MOBTOPAEMOCTb YCTAHOBMEHHbIX PeXUMoB cBapkit. [lo special order, it can be delivered with flux ab*scmrptrun device. |
[UaMETD 371eKTPOSHOM NDOBONIOKI, M Diameter of electrode wire, mm: CneLj3akasy MoXeT NocTaBaAaTbCA ¢ GACOOTCOCOM. KA 002 automatic welder performs both in-track and out-of-track welding. Independent
- TGl 46 3_t Hillwrre KA 002 ocywlecTBndeT (BapKy Kak BHYTPYU Konen, Tak 11 BHe 0a3bl. [1ogaua 3nekTpogHoil DC closed-loop drives provide for electrode wire feeding and welding speed. Microprocessor
- NOPOLIKOBOT 36:5-6 ~ _flux-cored wire NPOBOMOKY U CKOPOCTH CBAPKM 06ECNEUNBAIOTCA HE3aBUCUMBIMI NPUBOAAMU NOCTOAHHOO TOKA control system with digital indication of parameters allows using quickly one of the ten preset
[luameTp ceapBaeMbix Tpy6, M ) 5791420 Diameter of the pipes to be welded, mm C obpatHoi (BA3bK. MuKponpoueccopHas cucTema ynpasneHus C UMOPOBOA WMHANKALMEN welding mn@es. On request, it can bg de[iv{?red witﬁhﬁ flux absorptionl devjte.
TONLLIAHA NIEHTH], MM: Strip thickness, mm: NapaMeTpoB N03BONAET 0NepPaTUBHO NCMOb30BATb OAUH 13 AeCATI YCTAaHOBEHHBIX PEXUMOB The main feature of KA 009 consists in its mobility and permeability in narrow passages
- XONOAHOKaTaHo 05_1 B cold-rolled CBapKkiA. [ocTaBnAeTca ¢ GiCoOTCOCOM Mo TpeboBaHM. (minimum passage diameter makes 500 mm) due to quick release of the magazine from the
- M10POLKOBOI i-ﬁi B Hietared [naBHoOi 0cobeHHOCTbI0 KA 009 ABNAETCA ero MOOUIBHOCTL U NPOXOAUMOCTL Y3KUMMU chassis. This allows welding of the bodies of rail tank cars from the inside; at that, the welding
[LIMpYHa NIeHTb, MM: S npoxoAamu (MUHUMANbHbIA AuameTp npoxoga — 500 MM) 3a CyeT ObICTPOro 0TCOBANHEHNA seam is formed out-of-track of the automatic machine. The design of the machine KA 009 has an
 X0NI0HOKATaHOl 30, 40, 60 _ coldral f;d KacCeTbl 0T X0Z0BOW YacTu. 3T0 NO3BONAET OCYLLIECTBAATH (BAPKY KOPMYCOB Xefe3H0A0POXKHbIX indicator with the help of which the operator can monitor direction of movement of the machine
- 10POLLIKOBOI 0 o - flivcorad BArOHOB-LIACTEPH W3HYTPX, NPK 3TOM CBAPOUHBIV LLIOB 00pa3yeTca BHe Koseu aBTomara. B through the weld and, if necessary, direct the machine using the grip handle on the flux bunker.
[lnana3oH perynupoBaHig CKOPOCTIA NOAYN Speed control range of electrode KOHCTPYKLM aBTOMaTa RA 009 MMeeTCA ykasaTenb, N0 KOTOPOMY ONEPaToP MOXET CNIeANTH 3a
3NeKTPOAHON NPOBONOKM (NeHTbI), M/y: nnasHoe/smooth nnasHoe/smooth wire (strip) feed, m/h: HanpaBneHuem [BWKEHUA ABTOMATa Mo (BAPOYHOMY LUBY W MO MEPe HeobXOAUMOCTH
-1 AnanasoH 10-100 32-173 - Istrange HanpaBNATb aBTOMAT NOCPEACTBOM PYKOATKM Ha GiocobyHKepe.
- ) nanasoH 46—-460 108—-583 - 2nd range
[lnana3oH peryninpoBaHua CkopoCTA (TyneHyatoe/step-type - Control range of
CBAPKM, M/ 6-61 - welding speed, m/h TexHuyeckune xapaKTepucTuku KA 001 KA 002 KA 009 Technical characteristics
BepTukanbHoe nepemellieHine CBapoYHOIA ronoBKi: Vertical movement of welding head:
- %02, MM 400 750 - stroke, mm HoMUHanbHOe HanpaxeHrue, B 380 380 380 Rated voltage, V
- CKOPOCTb, M/Y 04 25,8 - speed, m/h YacToTa Toka, [ | 50 50 50 Current frequency, Hz
MoniepeyHoe nepemeLLeHie CBapOUHOii FONIOBKI: Transverse movement of welding head: HoMUHaNbHbIA (BapoyHbliA ToK npu [1B=100%, A 1000 1000 1000 Rated welding current at DC=100%, A
X0, MM 200 +75 - stroke, mm Perynuposanue: Control of:
- CKOPOCTH, M/ 0T pyku/manual oT pyku/manual speed, m/h - (BAPOYHOr0 TOKa, A 250-1000 250-1000 250-1000 - weld?ng current, A
KoppekTupoBKa MEKTPOAA (MyHALLTYKA), MM: 0T pyku/manual 0T pyku/manual Correction of electrode (end-piece), mm - (BAPOUHONO HaNpAxeHiA, B 20-26 20-26 20-26 - welding voltage, V
_ BOMb HAMTABOYHOTO BAVK 90 +100 - along the surfacing roll PerynupoBaHue, M/y: (TyneHyaroe/step-type nnasHoe/smooth CTynexHyaroe/step-type Control of, m/h:
- flonepeK HannaBoyHoro Banvka 200 +75 - across the surfacing roll - CKOpOCTVM NOAAYM INEKTPOAHON NPOBONOKIA 59404 30-300 59-404 - electrode wire feed
PeryanpoBaHxue yrna HaknoHa NeKTpoda (MyHALTYKa), rpag. +30 0-25 Control of the inclination angle of electrode (end-piece), degree S ISR 18-110 10100 18=110 - welding speed
MapLueBas ckopocTb nepemeLLeHus B — I ' Konuuectso EHEKTDPQOB, LIT. _. ] ] ] NlLmeE[DfE[EEUUdES, DCs. |
HaMNABOYHOI FONIOBKI, M/ 800 arching speed of surfacing head movement, m/ [lnameTp CnAoLLIHOI 3NEKTPOAHOIA NPOBONOKY, MM 3-5 3-5 3-5 Diameter of full electrode wire, mm
[lnana3oH ckopocTeii nonepeyHblx Konebanui, m/u 29-118 - Speed range of lateral oscillation, m/h PerynupoBarue yrna Haknoa +45, pyuroe/manual +45, pyuHoe/manual +0, pyuroe/manual Control Ufindination angle of
Oniocoannaparypa: Flux apparatus: 3N1eKTpoaa (MyHAWTYKa), rpaa. electrode (end-piece), degree
- 00bem, am’ 55 55 - capacity, dm’ Cnocob 3awuTbl gyru ontoc/flux dnoc/flux onoc/flux Arc safety method
- Pacxof BO34YyXa, M /4 30 0 -air flow rate,m’/h BMeCTUMOCTb KacCeTbl 1A NPOBOJIOKM, KT 15 30 15 Capacity of wire magazine, kg
- BbICOTA BCACbIBAHMA GAtOCa, M ] 2 -height of flux absorption, m Oniocoannaparypa: Flux apparatus:
VICTOUHWK NIATAHNA KIWY 1201 (BAY-1201K) Power source - 0bbem, am’ 6 6 3,5 -Capacity, dm’
Macca, kr: Weight, kg: - Pacxoz BO3yXa, M/Y - 15 — -air flow rate,m’/h
- CBAPOYHOI FONOBKM 310 280 - welding head - BbICOTA BCACbIBaHMA Atoca, M - 1 - -height of flux absorption, m
= R ‘ - Y ~JAEE D . Macca (BapouHoro aBTomara, Kr 46 /2 50 Weight of automatic welding machine, kg
facﬁaaaT)iLHHbc]; ?Ziﬁsgﬁl MM 090x360x2350 680X1050X1845 ?ﬂﬂl"?én;}:;‘“”& T [abapuTHble pa3mepbl CBAPOYHOTO aBTOMATA, MM 770x380%565 1225x472x800 485x490x550 Overall dimensions of automatic welding machine, mm
- 010K NUTaHuA - 560x254x464 - power supply unit




A-535

AMMAPATbI /19 3/IEKTPOLLJIAKOBOW CBAPKM

060PYZ10BAHUE A4 SNEKTPOLLIAKOBOUN CBAPKU

AUTOMATIC WELDERS FOR ELECTROSLAG WELDING

Annapat A-535 npefHa3HaueH AnA 0QHONPOXOAHON 3NEKTPOLLNAKOBOW (BAPKW NepemMeHHbIM TOKOM
OIHWM, IBYMA, TPEMA INeKTPOAAMMU OJHOBPEMEHHO C BYXCTOPOHHUM NPUHYAUTENbHBIM GOPMUPOBAHUEM
1IBa MeTanna TonuHon 2o 450 mm. Annapar no3BonAeT OCyLWeCTBAATL CBAPKY NPOAOIbHBIX U KOMbLEBbIX
ILIBOB C HapyXHbIM Auametpom A0 3000 MM, YrnoBbiX 1 TaBPOBbIX COefuHeHUn. MoXeT nocTaBnAThCA B
UCIOTTHEHWN, NPeIHA3HAYEHHOM ANA (BAPKN BEPTUKANbHO-CTIKOBbIX LLIBOB MeTasnna ToNWHon ot 30 MM 0
450 MM, a TakXe pa3NyHbIX ApYrux LWBOB U TONLLMH N0 Cnew3akasy. [yTem 3aMeHbl COOTBETCTBYIOLLINX Y3108
annapar MoXeT ObITb HACTPOEH Ha C(BAPKY MMACTUHYATBIMU IMEKTPOAAMU CPABHUTENIbHO KOPOTKUX LLUBOB
(anuHon no 1-1,5 M) metanna TonmHon 2o 800 MM.

Annapat A-550 npenHasHayeH A4 OAHOMPOXOAHOMW 3NEKTPOLLNAKOBOM CBAPKM MOCTOAHHLIM TOKOM
OfHUM, IBYMSA, TPEM#A 3MeKTPoamu OHOBPEMEHHO C ABYXCTOPOHHUM MPUHYAUTENbHBIM GOPMUPOBAHMEM
[LIBA METasia NpoAoabHbIX CThIKOBBIX LBOB TONLWMHON 0T 30 MM 10 450 MM 1 KOMbLIEBbIX LIBOB C HAPYXHbIM
nuametpom 10 3000 mm npu TonguHe creHok o1 30 MM 70450 M.

A-535 welder is designed for one-pass electroslag welding at alternating current with one, two or three
electrodes simultaneously with double-sided forced steel seam formation with thickness up to 450 mm. The device
allows performing welding of longitudinal and annular seams with outside diameter of 3000 mm, of angularandT-
joints. It can be supplied in a version designed for welding of vertical butt welds of steel with thickness 30 to 450 mm,
as well as for welding of other seams and thicknesses according to the special order. By replacing of appropriated
units the device may be EUﬂfi?UrE'd for welding of relative short seams (with length up to 1-1,5 m) of steel with
thickness up to 800 mm by laminar electrodes.

A-550 welder is designed for one- pass electroslag welding at direct current with one, two or three electrodes
simultaneously with double-sided forced steel seam formation of longitudinal butt welds with thickness 30 to
450 mm and angular seams with outside diameter of up to 3000 mm at wall thickness of 30 to 450 mm.

Advantages of A-550 welder:

-the deviceisequipped with control system of welding process based on Siemens programmable controller;

[IpeumyLLecta A-550: ) ) -abilit_gp_fthe operatorto moveina special bogie with A-550 welder and to monitor the welding process;

- annapat 000pyJoBaH CUCTEMON YNpaBneHas (BapOUHbIM NPOLECCOM, MOCTPOEHHOM Ha MPorpammu- -possibility of setting additional 3 coils on the movable operator's bogie;

DYEMOM KOHTponnepe «Siemens; -weldingis performed by rectified current;

-BO3MOKHOCTb ONePaTopd ABWUTrdTbCA Hd CTEL NN bHOW TRNEKKE BMECTe CallndpdTom A-550u CNeiNTb 3d -smooth control wire feed.

NPOLLeCCOM CBAPKU; A-820K welder is designed for electroslag welding of vertical seams at direct current of reversed polarity with

- BO3MOXHOCTb YCTaHOBKM J0NONHUTENIbHBIX 3-X KaTyLLeK Ha NOABIKHOI TeNeXKe onepatopa; consumable end-piece of metal with the thickness 18 to /0 mm as well as for electric arc welding by flux-cored wire

- (Bapka NpOUCX0AUT BbINPAMAEHHBIM TOKOM; of metal with thickness 14 to 35 mm with double-sided forced steel seam formation by copper sliders. Arc welding

- NINaBHaA PEryNnpoBKa NoAaun CBapoYHON NPOBONOKN. with full wire is performed with metal thickness 14 to 20 mm.

Annapat A-820K npegHaszHaueH ANA 3INEKTPOLINAKOBOW C(BapKW MIaBALMMCA MYHALITYKOM A-1304 welder is designed for electroslag welding with consumable end-piece of items made of stee|,
BEPTUKaNbHbIX LUBOB Ha NOCTOAHHOM TOKe 00paTHON NONAPHOCTY MeTanna TonwuHoi ot 18 mm Ao 70 Mm, a aluminum or its alloys. The automatic device can be used at production of thick-walled parts, parts of composite
TaKXe /14 3NeKTPoAYroBOM CBapKM MOPOLLKOBON NPOBONOKON MeTanna TONLMHOM 0T 14 MM 10 35 MM C ZIBYX- configuration and at repair works.

CTOPOHHUM QOPMUPOBAHUEM LLIBA MEJHbIMMU NON3YHAMU. INEKTPOAYroBas (Bapka Cr/IOWHOW NPOBOOKON
MPOM3BOAUTCA MpU TONLWMUHE meTanna 0T 14 mm 0 20 M.

A-820K Annapat A-1304 npeaHa3HaueH AnA SNeKTPOLLINGKOBOW CBaPKM NNABALIMMCA MYHALITYKOM U3LeNi U3
CTdnid unu anioMUHWUA WU ero CnnaBoB. AnnapaT MOPKET MPUMEHATBCA NPW USTOTOBJIEHWI AETANEW. TONCTOCTER-
HBIX, CNIOXKHOI KOHQUTYPALIMK, @ TAKXE NPY PeMOHTHbIX paboTax.

TexHuyeckue XxapakTepucTuku A-535 A-550 A-820K A-1304 Technical characteristics

HOMUHaNbHOE HanpsXexwe nutatLLen cetn, B 380 380 380 380 Rated voltage, V

YacToTa ToKa nuTatoLLen cetu, 50 50 50 50 Current frequency, Hz

HOMUHaNbHbIK CBAPOUHbIN TOK, A: * " - - Rated welding current, A:

- npu M1B=80% 1000 1000x3 = - - at D(=80%

- ipu [1B=100% 900 900x3 700 3000 - at DC=100%

KOnyecTBo 3neKTpo/oB, LLT. 3 3 ] 4 Number of electrodes, pcs.

KonuyecTBo NnacTHuaTbIX 3NeKTPOA0B™ ™, WT 3 — = - Number of laminar electrodes™™, pcs.

Llnametp 3nekTpogHOM NPOBOMOKK, MM: Diameter of electrode wire, mm:

- CNNOLLHO 3 3 20-3,2 3 - full wire

- NOPOLLKOBOY » — 253 — - flux-cored wire

Pazmepbl NNacTUHYATbIX 3NEKTPOA0B™ ™, MM: Dimensions of laminar electrodes**, mm:

- LIKPIHA 80—200 - width

- TONLLMHA 0o 10/up to 10 N = = - thickness

- Macca, Kr 200 - weight, kg

LlnanazoH perynpoBaHua CKOpoCTy NoJaun Speed control range of electrode

3NeKTPOAHON NPOBOMOKM , M/Y; wire feed, m/h:

- T ananasoH 60—450 60-450 120-720 20-150 - Istrange

- IanasoH - = — 50-330 - 2nd range

TonuiuHa cBapuBaemoro MeTansa, Mm 50-450 30—450 14-35, 20-35, 18—70 60—250 Thickness of the metal to be welded, mm

CKOPOCTb BEPTUKANLHOTO MepemMelLLeHIs Speed of vertical movement of the

A-1304 annapara npu ceapke, M/y 0,4-9 0,4-9 4-15 - device at welding, m/n

MapLuieBad ckopocTb BePTUKANBHOMO NepemeLLieHa, M/Y 0-70 0—/0 0-70 - Marching speed of vertical movement, m/h

CKopoCTb KonebaHuid 3MeKTpoA0B, M/Y 21=75 2175 — - Oscillation speed of electrodes, m/h

Pacxozl BOAbI NG OXNaXAEHNS, NI/ MUH 10—30 10-30 10-30 10-30 Cooling water flow rate, |/min

Macca, Kr: Weight, kg:

- (BaPOYHOW rONOBKA 375 260 3 61,6 - welding head

- KONOHHbI — 1010 — — - column

- KaTyLLKM C NOACTaBKOM 3/%3 25,60x3 37 3/ - coil with support

- lKaha ynpasneHus 220 460 105 50 - control cabinet

- (BaPOYHOro TPAHCPOpMaTopa: - — — - - welding transformer:

- TPMK 3000-T1 - — - 1750 - TPMK 3000-1

- TWWC 1000-3 1250 — - - - TWC 1000-3

- (BapouHoro Buinpamutena KY-1201 (BLLY 1201K) - 550x3 550 - - welding rectifier KWY-1201 (BLY 1201K)

- MeXaHi3ma nojaui - — 19,4 - - feed mechanism

[abapuTHblEe pazmepbl, MM: Overall dimensions, mm:

- CBAPOUHOI FONOBKIA 1650x690x1230 2155x415x1300 455x390x740 400x542x790 - welding head

- KONOHHbI — 2266x1600x6280 = — - column

- KaTYLLUKK C NOACTABKOW 860x420x/40 870x290x900 = 860x420x740 - Coil with support

- [IKada ynpaBneHus 940x695x830 1300x670x1800 /85x470 x890 650x300x310 - control cabinet

- CBAPOYHOr0 TPAHCPOPMATOpa: - - = - - welding transformer:

- TPMK 3000-T1 - — = 1250x1200x1500 - TPMK 3000-1

A-550 - TWIC 1000-3 1442x1000x1763 = = - - TWC 1000-3
- (BapouHoro Boinpamutenda KIAY-1201 (BA1Y 1201K) - 960x680 x890 960x680x890 — - welding rectifier KY-1201 (BLIY 1201K)
- MEXaHW3Mma NoAayu — - 410175 x276 - - feed mechanism

* On each electrode
** Available by special order

* Ha Kaa0M 31eKTpoje
**[locTaBnAeTCA N0 CNewnanbHoOMY 3aKasy
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[YTEBAA U PENIbCOCBAPOYHAA TEXHUKA K39CO

KCM-005 KCM-007

ROMIMJIEKCbI PE/IbCOCBAPOYHbIE MOBU/IbHbIE

MOBILE RAIL WELDING COMPLEXES

KOMNAeKCbl NpeiHa3HaueHbl N4 KOHTAKTHOM CTbIKOBOI CBAPKM PEMbCOB MO NOMNEPEYHOT0 (eYeHIs
01 6500 MM™ 710 10000 MM" CO CHATUEM TpaTa HEemocpeACTBEHHO NOCNE CBAPKM B MONEBbIX YCIOBIAX HA PenbCo-
BOW Konee wupuHon 1520 Mm unm 1435 mm,

Komnnexco! BbiNONHeHb! Ha aBTOMOOUIBHOM LLACC 11 MMEIOT KOMOUHUPOBAHHBIV X04 /1A NepemeLLeHins
10 eNe3H0A0POXKHON Konlee, YTo M03BONMAET UM B KOPOTKIE CPOKM NPUObITH K MECTY CTPOUTeNLCTBA UK PeMOHTA
XeNe3Hoil Jopork. B Ky30Be KOMNJIEKCOB PaCnoNokeHbl: aBTOHOMHbIN N3eNb-reHepatop, (BapoyHas MallinHa
K 922-1 (unu K 920-1), ruapoduUMpOBaHHbIA KpaH-MaHUNYNATOD, HACOCHAA CTaHUWA, LKad ynpaBneHua I
BCNOMOraTenbHoe 0b0pyaoBaHue.

ba3zoit komnnekca KCM-005 anaetca agTomobunbHoe waccn MA3, 000pya0BaHHOE Xene3Hoa0P0XKHbIM
XOZ0M C TENeXKaMM, KOTOPble 00eCneyuBaT ABMMKEHIE M0 XeNne3H00POXKHOIM Konee ¢ NPUBOAOM OT TPEHNA
aBTOMOOUNBHBIX KOMEC 0 PENbCbl.

bazoi komnnekca KCM-007 aBnsetca cneuuanbHoe agtomobunbHoe wacc DAF obopymoBaHHoe
KeNe3H0A0POMKHbIM XOA0M C TeieXXKamu Ha ruapoCTaTuUeckoM NpuBoze.

(BapoyHaa MallMHA OCHALLeHa KOMMbITEPU3MPOBAHHOA CUCTEMOW KOHTPONA PEXUMOB C(BapKU U
NacnopTU3aLmMiA KXKA0T0 CBAPEHHOTO CTbiKa Ha 0a3e COBPEMEHHOro Nporpammupyemoro KOHTposiepa QUpMbl
«Siemens.

JnexkTpocHabxeHne KOMNNekCcoB obecneunsaeTca OT aBTOHOMHOW AW3eb-TeHepaTopHOM YCTaHOBKMY,
OCHALLLEHHON AN3enem U CUHXPOHHBIM TeHepaTopoM.

Complexes are designed for flash-butt welding of rails with cross section area 6500 to 10000 mm" with butt
removal immediately after welding under field conditions on the rail track of 1520 mm or 1435 mm in width.

Complexes are manufactured on vehicle chassis and are hybrid road-rail track vehicles. This gives a possibility
to arrive at construction or railway repair site within a short time. The complexes body contains autonomous diesel
generator, K 922-1 welder (or K 920-1 welder), hydraulically operated crane-manipulator, pump station, control
cabinet and auxiliary equipment.

The base of KCM-005 complex is MAZ vehicle chassis equipped with rails with carriages, which provide for
movement along the railway track driven by friction of the truck wheels on the rails.

The base of KCM-007 complex is a special DAF vehicle chassis equipped with with rails and carriages with
hydrostatic drive.

The welding machine is equipped with a computer-aided control system of welding modes and certification
of each welded joint on the basis of modern programmable controller by Siemens.

Complexes power supply is provided for by autonomous diesel generator set equipped with diesel engine and
a synchronous generator.

TexHnyecKkue XxapaKkTepucTuku KCM-005 KCM-007 Technical characteristics
TexHuyeckue xapakrepucrtuku 6asosoro waccu/Technical characteristics of basis chassis
MA3 DAF |
CKOpOCTb BUXKEHNA MaLLUHBI N0 aBTOA0POTe, KM/Y /0 70 Truck speed along the highway, km/h
Cnocob nepemelieHua X.[ Koneq, aBTogopora/railway truck, highway Movement mode
[abapuTHbIE pa3mepbl KOMMIEKCA, MM: Overall dimensions of complex, mm:
- INNHa 10000 11100 - length
- LINPIH3 2550 2550 - width
- BbICOTA Ha aBTOAOPOre / Ha X.[. NONOTHe 3850 3990/4850 - height on highway/railway track
[lonHas macca, Kr 28000 32000 Total weight, kg

TexHnyeckune xapakrepuctuku obopyaoBanuns ana nepemeireduna no penbcam/Technical characteristics of equipment for movement on railway track

—

NCIo Tenexkek / Tun
ACNO KOMec / BeayLLuX
[IpnBoA BeAYyLLX KONeC

Topmo3
MakcumansHas CkopocTb NepeaBIKEHIA MaLLUHbI N0

NPAMONUHEAHBIM YUACTKAM X A1 NYTI, KM/Y, Bnepen/Ha3aj

MakcumanbHas CkopoCTb ABUKEHNA Yepe3 CTpenkiA
A CMIeL]. YYaCTKI MYTI U B KPUBBIX PanyCOM
menee 300 M, Km/Y

—

2/ IByX0CHbIe/two-axle
4/)

TpeHuem agTomobunbHbIX konec/friction of vehicle

Dab0uWii, CTOAHOYHBIN, aBapuitHbli/service brake, parking brake, emergency brake

25

2/ 1ByX0CHble/two-axle
8/4

rugpocTaTiyeckuit/hydrostatic

25

Number of carriages/type

Number of wheels/driving

Driving wheel drive

Brake

Maximum speed of machine movement along the
straight sections of railway track, km/h,

Maximum speed of machine movement through
railway switches and special sections and curves with
radius less than 300 m, km/h

TexHuyecKkue xapakTepucTuku gusenb-reHeparopHoit ycranoBku AArY/Technical characteristics of diesel generator set

HoMIHanbHoe HanpsxeHue nuTatLLen cetn, B
YacToTa ToKa nuTaroLLeil cetu, I

Rated mains voltage, V
Mains current frequency, Hz

TexHuYeckune XxapakTepucTuku ruapasnuyeckoro kpaH-manunynaropa/Technical characteristics of hydraulically operated crane-manipulator

Yron noBopoTa CTpenibl KpaH-MaHumynaTopa B
rOPU30HTANBHOW NNOCKOCTW, rPaj.

/I3MeHeHWe BbINeTa BblABIKHON CEKLK, B Peenax, MM
[ py30M0ABEMHOCTb KpaH-MaHUNYAATOPa, KT

Turning angle of crane-manipulator
arm in horizontal plane, degree

Luffing of drawer, within the limits, mm
Lifting capacity of crane-manipulator, kg

TexHuyecKne XxapakTepucTUKU NogBecHon penbcocBapouyHon mawuubl K 922-1/Technical characteristics of suspended rail-welding machine K 922-1

HoMUHanbHbIA pexim padoTbl 1B, %

HOMUHANBHBIA ANUTeNIbHBIA BTOPUYHBIA TOK, KA
Paboyee faBneHne maaia B rugpocucreme, Mlla
HanbonbLaa Npou3BOAUTENBHOCTb NPK (BapKe PeNbCoB
ceyernem 8200 mm (P65), cTbik/y

400 | 400
50 | 50
+45 +45
0-650 0650
4000 4000
50 50
N5 215
)T A
13 13

Rated operation mode DC, %

Rated continuous secondary current, kA
Operating pressure of hydraulic system oil, MPa
Maximum performance at welding of rails with
cross-section of 8200 mm (P65), joint/h

PenbcocBapoutbie komnnexcs KCM-005 n KCM-007 no cneupanbHoMy 3akasy MOTYT UMETb KOMTIEKTALMIO:
- YCTPOVCTB CUTHANMU3ALMMK;

- (PEACTB PaAnOCBA3Y;

- CPe/CTB TeNle(OHHOM CBA3MN;

- YCTPONCTB CUCTEMbI MOXAaPHOI 0€30NaCHOCTH.

YCTaHOBKa JaHHbIX 0L Ha KOMIIEKCax NPOU3BOAUTCA N0 COTMACOBAHNIO C 3aKa3UUKOM.

By special order, KCM-005 and KCM-007 rail-welding complexes can be equipped as follows:
-alarm devices;

- radio facilities;

- telephone facilities;

- fire safety devices.

Installation of these options on complexes shall be carried out by agreement with the customer,
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MALLUHA PE/IbCOCBAPOYHAA CAMOXOAHAA

[YTEBAA U PENIbCOCBAPOYHAA TEXHUKA

K339CO

SELF-PROPELLED RAIL WELDING MACHINE

MatuuHa KPC-1 npegHasHaueHa And KOHTAKTHO CTbIKOBOW CBAPKIA PeNbCOB CeYeHMem 0T
7
6500 MM~ 20 10000 MM" HEMOCPEACTBEHHO Ha MyT BO BPEMSA CTPOUTENbCTBA W PEMOHTA

ARENE3IHOA0POKHOIO NMONOTHA.

B coctaB KPC-1 BXOAMT COBpEMEHHaA penbcocBapoyHas MatinHa K 922-1 ¢ ycunuem
ocanku 120 TOHH, YTO MO3BOMAET NPOU3BOAUTL CBAPKY BCTABOK PesibcoB be3 aedopmalini
BCTaBKM B (QOPMY «MeTnu», NpecC ANA WUCMbITAHUA KOHTPOJIbHBIX (BAPEHHbIX CTHIKOB,
YCTPOIACTBO 1A NOATATUBAHUA PENbCOB, TEXHONOTUUECKOE 000Dy 10BaHMe.,

MawwHa KPC-1 cnocobHa BbiNOMHATL KauecTBeHHble paboTbl N0 CTPOUTENbCTBY CKO-

POCTHbIX AKENE3IHOA0POKHbIX I'I}/TEH.

KPC-1 welding machine is designed for in-track flash-butt welding of rails with cross
section of 6500 mm — 10000 mm" during railway construction and repair.

The machine comprises up-to-date K 922-1 rail welding machine with upset force of 1201, It
allows performing welding of rail inserts without insert deformation into the so-called «loop», a
press for testing the welded joints, a rail tightening device and manufacturing equipment.

KPC-1machine can perform quality operations for construction of high-speed railways.

TexHUYyecKue XxapaKTepucTuKku

[abaput B TpaHcnopTHoM nonoxeHium [OCT 923883

ba3a 1o 0cAM aBTOCLENOK, MM
(KOPOCTb KOHCTPYKLIUOHHAA, KM/Y

CHDDOCTb [NPW TPAHCNOPTUPOBKE OTAENbHBIM NOKOMOTUBOM

W B COCTABE M0e3/d, KM/Y

CKOpOCTb CAMOXO0M, KM/Y
(kopoCTb B pabouem pexume npi ynpaBneHum
¢ DOKOBBIX NYNbTOB, KM/Y

Macca npuuenHoro cocrasa, T

PeccopHoe nofBeLLInBaHue
3anacTonnusa, T

MuHManbHbIA paguyc BNCbIBAHUA B KPUBbIE
Ha rOPU30HTANbHOM Mpodune, M

Macca mallnHbl, T

06cnyiBatoLL A nepcoHan (6e3 yueTa nepcoHana,
HeobX0AMMOr0 ANA BbIMONHEHNA
TEXHONOTNYECKIX OnepaLii), uer.

MoLLHOCTb CUN0BO YCTAHOBKM, KBT, He MeHee

MaLLnHHoe Bpems CBapku CTbika penbcatunaPes, ¢, Hebonee

KPC-1

20320
100

100

100

130 (naccakmpckuiA BaroH +
4-0CHad nnatdopma)/
(passenger car+4-axle platform)

: [1Byxcrynenyaroe/double-stage

24
150

/0

315
120

Technical characteristics

Overall dimension for transport according to GOST 9238-83

Base on axis of vehicle coupling, mm
Designed speed, km/h

Speed at transportation by separate locomotive
or as a part of train, km/h

Self-propelled speed, km/h
Speed in operation mode at control from
side control panels, km/h

Weight of trailer train, t

Spring suspension
Fuel capacity, t

Minimum radius of curve negotiation
in horizontal plane, m

Weight of machine, t

Service staff (excluding personnel required
for production operations), persons

Capacity of power unit, kW, at least

Machine welding time for one rail joint, type P65, sec, at most
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[NYTEBAA U PENIbCOCBAPOYHAA TEXHUKA

[NPCM-3

K339CO

(mogepHu3auus)

|

MALUNHA PE/IbCOCBAPOYHAA CAMOXOAHAA

SELF-PROPELLED RAIL WELDING MACHINE

MatwuHa [TPCM-3 npeaHa3HaueHa ana KOHTAKTHON CTbIKOBOI CBAPKM PeJIbCOB (YEHUEM

[IPCM-3 welding machine is designed for in-track flash-butt welding of rails with cross

0T 6500 MM’ 10 10000 MM’ HeMoCpeACTBEHHO Ha NyTi BO BpeMA CTPOMTEIbCTBA 1 PEMOHTA section of 6500 mm” — 10000 mm’ during railway construction and repair.

XKENE3HOA0POXKHOI0 NyTH.
Ha MoaepHu3upoBaHHon Mawwune [PCM-3 ycTaHoBnEHb!:
- IN3eN1b-3/1EKTPOCTAHLMA MOLLHOCTL0 He MeHee 350 KBA;

The modernized NPCM-3 is equipped with:
- diesel-power station of 350 kVA (at least);
- the up-to-date K 922-1 rail welder with upset force of 120 t that allows welding of rail

- COBPEMEHHaA penbcocBapouHas Matlinta K 922-1 ¢ yaunnem ocagku 120 T, 4T No3BonAeT inserts without insert deformation into the so-called «loop»;

NPOM3BOANTL CBAPKY BCTABOK PeNbCoB 03 AepopMaLinin BCTABKM B GOPMY «MeTuy;
- TWAPABNNYECKI NOABEMHUK BMECTO KayaloLwleinca pamb;

-NOCT OXNaXAeHWs;

- L0NONHUTENbHbIA MOTOP-HACOC ANA aBAPUIHbIX CUTYALINIA;

- KanoT Ha/ NOABEMHUKOM CO CBAPOYHOI MALLVHOIA;

- cicTema 6e30MacHOCTI IBUKEHNS;

- CUCTeMA 00HAPYKeHWA U TYLIEHNA NOXapa.

- hydraulichoistinstead of swinging frame;

- cooling station;

- extramotor-pump for emergency situations;

-hood above the hoisting device with welder;

- traffic safety system;

- detection and fire extinguishing system.

The modernized [1PCM-3 machine can perform quality operations for construction of high-

MoaepHu3uposaHHaa MawwnHa MPCM-3 cnocoOHa BbINONHATH KauecTBeHHble paboTbl Mo speed railways.

CTpONTENbCTBY CKOPOCTHLIX KENTESHOLO0POMHDBIX I'IyTEFI.

Technical characteristics

Overall dimension for transport according to GOST 9238-83

Base on axis of vehicle coupling, mm
Designed speed, km/h

Speed at transportation by separate locomotive
or as a part of train, km/h

Self-propelled speed, km/h
Weight of trailer train, t

Fuel capacity, t

Minimum radius of curve negotiation
in horizontal plane, m

TexHnyeckne XapakTepucTMKi MPCM-3
(MoziepHu3aLma/modernization)
[abapwT B TpaHcnopTHom nonoxeHun FOCT 923883 1-T1
ba3a no 0CAM aBTOCLENOK, MM 14520
CKOPOCTb KOHCTPYKLIMOHHAA, KM/ 65
CKOpOCTb NpY TPAHCMOPTUPOBKE OTAENbHBIM IOKOMOTUBOM 20
MW B COCTaBe Noe3za, KM/u
CKOpOCTb CAMOX0A0M, KM/ 65
Macca npuuenHoro coctasa, T 40
OAIUHAPHOE C NPOLOMbHBIMIA
PeccopHoe nojiBeLLnBaHue banaHcupamu/single with Spring suspension
longitudinal equalizers
3anac Tonnuea, T 1,05
MuHUManbHbIA paanyc BNUCbIBAHUA B KPUBbIE 150
Ha rOPU30HTANbHOM NPodUIE, M
Macca matliuubl, T 68

06cnymnBatoLLMi nepcoHan (0e3 yuera nepcoHana, Heo0Xo4MMoro AnA BbINos-

: )
HEHWA TEeXHONMOTYECKUX onepaLiuie), en.
Bpema npuseaeHna B pabouee ;
AN TPAHCNOPTHOE NONOXKEHIe, MIH
MolLLHOCTb CUNOBOW YCTAHOBKM, KBT, He MeHee 3l
MalunHHOe Bpema (Bapku CTbika penbca Tuna P65, ¢, Hebonee 120

Weight of machine, t

Service staff (excluding personnel required for production operations), persons

Preparation time for operation or transportation, minutes

Capacity of power unit, kW, at least
Machine welding time for one rail joint, type P65, sec, at most




V117111111

CN3-5

NMNJTAHUPOBLLUUK BAZIJTIACTA

[NYTEBAA U PEJIbCOCBAPOYHAA TEXHUKA K39CO

unﬁﬂﬁ\i

{11
\
11
I|I|| |
(1

|

l||.l||”.”“

BALLAST LEVELING MACHINE

[InanmpoBLLmK bannacta CM13-5 npeaHasHaueH And NNaHUPOBaHWS, nepepacnpeaeneHus
I OKOHYATENbHOr0 (GOpPMUPOBAHIA (BEXEHACbINAHHOTO Bannacta Npu CTPOUTENLCTBE, BCEX
BU/aX PEMOHTA U TEKYLLEEM COZePKaH N Xene3H0A0POXKHOr0 NyTH.

(M13-5 npencraBnqer coboii MallMHY C HakonuTenem W C COBCTBEHHbIM MPUBOAOM
[IBUKEHNA KaKk Npy TPaHCMOPTUPOBKE, Tak 11 npu pabote. Takad MallWHa paboTaeT Ha BCex
TIANaX PeNbCoB, WNAN 1t KpenneHuid, 00pasyeT 1 NpuaaeT KoHeyHy Gopmy bannacty koneu
aKKyMynaLueid n30bITOYHOro LebHa B HakonuTene ¢ ero MocneaywLLMM pa3MeLleHuem B
Heobxogumblx mecTax. OJHOBPeMEHHO MNaHUPOBLLMK bannacta npu HeobXoAUMOCTU
TPAHCNOPTMPYET APYryi MalluHy Maccoit 40 T, BKMOYaA NOAKMIOYEHMe raBHOMO Tpy6o-
NpOBOJA NHEBMATYECKOr0 TOPMO3a Xene3H0A0POXKHOro Tuna.

CM13-5 ballast leveling machine is designed for leveling, redistribution and final shaping of
the freshly laid ballast during construction, all kinds of repair and maintenance works on the
railway track.

CM3-5 is the machine equipped with hopper and its own movement drive both for
transporting and operation. This kind of machine operates on all types of rails, sleepers and
bracings; it gives a final shape to the track ballast and accumulates excessive ballast in the hopper
which can be used later in the places requiring it. At the same time, the ballast leveling machine
can transport the othermachine up to 401, if necessary, including connection of the main pipeline
of the compressed-air brake of railway type.

TexHnyeckue XxapakTepucTUKN Cn3-5 Technical characteristics

[abaput B TpaHcnopTHoM nonoxeniu [0CT 9238-83

MolLHOCTb CMnoBOW YCTaHOBKM, KBA

LnpuHa Komeu, Mm

00cnyuBaOLLNA NEPCOHAT, Yen.

InpuHa 3axBata NOAMETAIOLIEr0 YCTPONCTBA, MM, MUHUM.
LInpuHa 3axeara OOKOBbIX IeMeX OT 0CK Konel
(BbIABUXKEHUEM), MM, MUHUM.

LInpuHa 3axBata OOKOBBIX JIEMEX OT 0CH Koslew
(BbIBMKEHME + Pa3BOPOT), MM, MITHIM.
AKKyMYNALINAA LLEOHS B HAKONUTENE, M, MUHUM.
Konuuectgo ocent

KONMYECTBO MPUBOHbBIX OCEM

CKOpOCTb IBIKEHNUSA, KM/Y:

- MPW TPAHCMOPTUPOBKE CAMOXOL0M

- B COCTaBe Noe3a

- ipun pabore

HaumeHbLLIViA paaunyC KpuBOW npu pabote, M
HauMeHbLLIA paawnyC KpUBOIA NPU TPAHCNOPTUPOBKE, M
LInuHa MaLwLWHBI MO CLenKkam, MM

LLInp1Ha MaLLInHbI B TPAHCMIOPTHOM MOOXKEHUM, MM

BbICOTA MaLLIMHbI B TPAHCMOPTHOM MONOXEHMIA, MM
Macca MatuHbl, T

300
1520

2600
2400

4500

80
100
1-38
150
120

15330
3310
4795
479

Overall dimension for transport according to GOST 9238-83
Capacity of power unit, kW, at least

Track gauge, mm

Service staff, persons

Operating width of sweeping device, mm, min

Operating width of side shares from

track axle (pull out), mm, min

Operating width of side shares from
track axle (pull out + turn), mm, min
Ballastaccumulationin hopper, m’, min
Number of axles

Number of driving axles

Travelling speed, km/h:

- at self-propelled transportation
- 3sa part of train

- at operation

Minimum curve radius at operation, m
Minimum curve radius at transportation, m
Machine length with couplings, mm
Machine widthin transportation mode, mm
Machine heightin transportation mode, mm
Weight of machine, t
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(4-1000

(1P MAHEBPAX HE LU TOBXATH
3 TIPOK HE CMSCKATH

BKMIOYATH 00
CKNADY NOTAMY

MALINHA WLEBHEOYUCTUTE/IbHAA

K339CO

BALLAST LEVELING MACHINE

MallimHa npegHa3HaueHa ANA OUNCTKI OT 3acoputenelt LiebeHoyHoro bannacra Ha
NeperoHax, CTaHLNOHHbIX MyTAX, B T.4. Y NNATOOPM, C NPEABAPUTENBHBIM NOAHEMOM 1 CABATOM
Komeln, C 0TOPOCOM 3acopuTeneli B CTOPOHY OT KoNew Ui B CnewuanbHbI NOABUKHON COCTaB I
Da3MeLLleHEM OUMLLLEHHOrO Oannacta noj NyTeBYH PeLeTky, a Takke And Bblpesku (0e3
0YNCTKI) Dannacra.

(4-1000 npeacraBnset coboit CAMOXOAHYI0, ABYXCEKLIMOHHYIO NYTEBYKD MaLLnHY. CeKum
COeZIMHEHbl MeXay Coboi 1 npu HeoOXOAUMOCTIA MOTYT JIerko pa3beauHATbca. MalunHa
YCTaHOBNEHA Ha 4-X TenexKax (ABYX TArOBbIX U ABYX 0erosbix). Obe ceKuum MaLlinHbl (BA3aHbI
Mexzy C000i 3NeKTPUYECKUMU, NHEeBMATUYECKUMU U TUAPABANYECKUMU COBLUHUTeNAMM.

TexHUYecKue XxapaKTepucTuKu

[abapuT B TpaHcnopTHOM nonoxeHum FOCT 9238-83
WnpuHa konen, Mm

[1pOM3BOANTENLHOCTD BHIPE3AHHOTO W PA3PbIXJEHHOTO LebHsA, npu
rnyonHe Bbipeski 300—650 MM 0T NoZOLBSI LWNan 63 ¢aBura Koneu, npiu
paboTe Ha bannacrax C BNaXHOCTbIO A0 5%, nepBUUHOM 3arpA3HEHUN

C4-1000

The machine is designed for cleaning from ballast contaminants at the waysides, station tracks
as well as near the platforms with the preliminary lifting and displacement of the railway track. The
contaminants are removed aside from the track or into the special rolling stock. The cleaned ballast is
distributed under the track grid. The ballast can be also cut out without cleaning.

CY-1000 ballast cleaning machine is a self-propelled two-section track machine. The
sections are firmly coupled together (can be easy disconnected if necessary). The machine is
mounted on four bogies (two traction bogies and two running ones). Both parts of the machine
are interconnected by electric, pneumatic and hydraulic connectors.

Technical characteristics

Overall dimensions for transport according to GOST 9238-83
Track gauge, mm

Output of the cut out and loosened ballast with the cutting depth of 300—
650 mm from the base of the sleepers without track shift, when operating with
the ballast having humidity up to 5%, with the primary contamination of max

409% max, Ha NPAMOM YYacTKe Konen Unm KpuBou € paanycom He meHee
0

250 ™ npu Temnepatype OKpyawoLlero Bosayxa +5..+25C u npu

OTCYTCTBUI ATMOCHEPHBIX 0CaZKOB, NP yKnoHax konen He bonee 10%, npu
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yIPaBIEHNN MalLLHON KBHHH$MHHDUB&HHbIM [TEPCOHATIOM, M /Y

06CnyxmBatLLIA NepcoHan, yen.

[ yO1HA 0UNCTKIA LeOHA NOZ NOAOLIBOW LLNAS, MM:
- MaKCIManbHa#
- MUHUMaNbHaA

LUMDV]HE:] OYNCTKIA, MM:
- MdRCUMdJ1bHdA
- MUHNMAJTbHAA

[TonepeuHblit yKNoH cpe3a, %

CozepxaHue 3acoputenent, KOTopble 0CTanuch B LiebHe nouie 0YNCTKY,
%, He bonee

3ePHICTOCTb LLEOHS, KOTOPbIA BO3BPALLIAETCA B KOMEH, MM

[logbeMHOE YCTPOIACTBO LUNANBHOM PeLLETKY:
- pabounii NOgbEM, MM
- NIONePeYHbIi CABUT, MM

MakcumanbHoe noHuKeHune (HUBENMPOBAHUE) KOMEW B PEXUME NOAHOI
BbIPE3KM 33 0/1H Paboumil NpoXoa, MM

(KOpOCTb ABUKEHIAA:

- 11PY TPAHCMOPTUPOBKE CAMOXOZIOM, KM/Y
- B COCTaBe M0e3/ja, KM/u

- npi pabote, m/u

HaumeHbLLWI paanyc Kpusoil npu pabote, M
HauMeHbLLWIA paZnyC KpUBOW NPU TPAHCMOPTUPOBAHNK, M
3anac TonfuBa, 11, He MeHee

Macca matluHbl, T, He bonee

T 40%, on the straight or curved (radius at least 250 m) track section at the
ambient temperature +5...4+250C and failing atmospheric precipitation, with
the track slope of 10% at most, when operated by qualified staff, m’/h
5 Operating staff, person
Depth of ballast cleaning under the base of sleepers, mm:
300 - maximum
300 - minimum
Width of cleaning, mm;
2100 - maximum
5900 - minimum
48 Cross slope of cutting, %
; Content of contaminants left in the ballast
after cleaning, %, at most
20-70 Grain of ballast returned on the track, mm

o1-50 g0 +130

+ 350

400

80
100
0-500
150
120
2800
181

Lifting device for the track grid:
- operating lift, mm
- |ateral shear, mm

Maximum track lowering (leveling) in the full
cutting-out mode for one working run, mm

Speed:

- 35 a self-propelled machine, km/h

- as a part of train, km/h

- during operation, m/h

Minimum curve radius during operation, m
Minimum curve radius when being transported, m

Fuel reserve, |, at least
Weight of machine, , at most
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DEVELOPMENT — THE PATH TO LEADERSHIP

Made in Ukraine

KaxoBckun 3aBop anektpocsapouHoro o6opyaoBanus (MAQ «K33C0»)

yn. [ytikuna, 109, r. KaxoBka, XepCoHckaa 00nacTtb, YkpanHa, 74800

Kakhovka plant of electric welding equipment (PJSC «<KZESO»)
109, Pushkin Str., 74800, Kakhovka, Kherson region, Ukraine

Fax: 438 (05536) 2-00-03, 4-10-41
E-mail: info@kzeso.com

Komnaxua K33C0 octaBnaeT 3a cob0ii npaBo Ha BHECEHWE TEXHUYECKIX U3MEHeHWI
/| HE HeCeT OTBETCTBEHHOCTM 3@ BO3MOXHbIe OMeyaTKy

Technical changes reserved. KZESO Company shall not bear any
responsibility for possible printing errors.




