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MiakntoyeHHs 40 cMNoBOI Mepexi/cnnosoro wuTa (npu 25°C):
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YBATIA! BpaxoByiiTe ApoTy NpoBeAeHi B CTiHaX i iHWIi NogoBXyBaui

A
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PATON

e

St

ia AllN a
EnekTtpoga, wo BcTraHoBnEeHe Aiamep [Allnouy [A] Makcum.
nonepeyHoro nonepey4yHoro
BUKOPUCTOBYETLCA Y 3HaYeHHA CTpyMy RO T RO RO AOBXMHa NPOBOAY,
i MMA MMAITI
pexami npu iTiG MIG/MAG NpoOBOAY, KB. MM M
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75

1,5 115

22 Mm He Binblwe 80A He 6inblwe Jo,6 Mm 2,0 155

2,5 195

4,0 310

1,5 75

2,0 105

g3 MM He 6inblue 120A He 6inble Jo,8 Mm 2,5 130
4,0 205
6,0 310

2,0 75

D4 Mm He Binblue 160A 45 93

4,0 155
He 6inbwe J1,0 MM 6,0 230

2,5 60
a5 MM He 6inbwe 200A 4,0 100
6,0 150

D5 MM 25 48

26 MM nerkona. Ao 250A A0 B3,2 M 4 8o
6 120
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i All
Enextpoga, wo BcTtaHoB/eHe Aiamep [Allnowa [A] Makcum.
nonepe4yHoro nonepe4yHoro
BUKOPUCTOBYETHCA Y 3HaYeHHsA CTpyMy nepepizy 4poTy npw nepepisy mepexesoro | ACEXMHanposoay,
pexumi MMA npu MMA i TIG Pepisy apoty np pepisy mep ™M
MIG/MAG npoBoAy, KB. MM
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
23 MM He 6inblwe 120A He Binbwe Jo,8 mm 2,5 220
4 350
6 525
2 130
2,5 160
D4 MM He 6inblwe 160A

4 260
He Binblie J1,0 MM 6 385
2,5 115
D5 MM He 6isblie 220A 4 180
6 270
2,5 85

26 Mm . .
. He 6isblwe270A He bisblie @1,2 MM 4 135

Nerkonnaski

6 205
2,5 65
26 Mm A0 350A He biblie @1,4 MM 4 100
6 150

YBAIA! MepexeBa KHOMKa Ha 3a4Hil naHeni anapaTa (419 mogenen StandardTIG-160/200/250) He € cu0BOIO,
TOMY MiJ Yac BMMKHEHHS anapaTy BOHA HEe 3HECTPYM/IIOE MOBHICTIO BCIO BHYTPILIHIO €1eKTPOHIKY. 3 ui€i
MPWYUHWM 3riZHO NpaBW TexHiku 6e3neku Nic/is 3aBepLIeHHs 3BapIoBa/IbHNX PobIT, BUMaliTe BUJIKY 3 Mepexi.

1. 3ArAJZIbHI MOJI0O>KEHHA

AproHogyrosi LudposiiHBepTopHi BUunpsmasyi PATON StandardTIG-160/200/250/270-400V/350-400V
npu3HaYeHi 419 py4Horo gyrosoro 3saptosaHHsa (P 3 «MMAy), aproHogyrosoro 3saptoBaHHs (AP «TIG»)
Ta HaniBaBTOMaTMYHOro 3BaptoBaHHsA (HA «MIG/MAG») B cepe0BuLLi 3aXMCHUX rasiB i cymiwen. Mepesaru
BMKOPWCTaHHSA B LbOMY anapaTi NoBHICTIO LudpoBoro cnocoby ynpasaiHHA NOASrae y BiCyTHOCTI HeA0NiKiB
B/1IACTUBKX baraTopyHKLioHaNbHUM cucTeMaM, 3pobeHUM Ha OCHOBI aHa/NIOrOBUX CUCTEM YNpPaBAiHHA, AKi
3a BU3HAYEHHSIM 3aTOYEHI 3aBXAM Nif AKUNCb KOHKPETHUIM PEXMM, a PeLlTa PexXnMIB K 404aTKOBI MaloTb
HeA0AiKM ynpaB/iHHSA. A B MOBHICTIO LMPPOBIN cUCTeMi, NaaTa ynpaBiHHA MaE BCi pecypcu Axepena, B
MeXax MOro NMoBHOT MOTYXHOCTI i HE BaX/IMBO B SKOMY PeXMMi BOHa BUKOPUCTOBYETbCSA. Lis «Standard» cepis
rpu3HaveHa A8 BUMOI/IMBUX KOPUCTyBadiB, KOMy MoTpibeH MakcvMyMm MOGiNbHOCTI Npu Besnkomy
byHKUioHaN Ha MOro MOBHOMY YeCHOMY HOMiHa/lbHOMY CTpyMi 160A, 200A, 250A, 270A Ta 350A, Yoro
AOCTaTHbO ANA poboTu Byab-akuMU enekTpogamu Bif @1,6 MM Ao @6 MM Ta HaniBaBTOMaTU4YHOro
3BapIOBaHHSA CyLiIbHUM APOTOM Big J0,6 MM A0 @1,4 MM BigNoBiAHO. AnapaTi MaloTb BOyA0BaHUIA 610K
6e3KOHTaKTHOro 3anasitoBaHHs Ayru (ocumaaTop). 3a paxyHOK A0AaTKOBMX MapaMeTpiB anapaTh MOXHa
HanawTyBaTU AAs HanbinblWw onTMManbHOI poboTU B Pi3HMX cUTyallisx. 3 3aBogy anapaTu MaloTb
ONTUMa/bHO HaNALWTOBaHi MapameTpu Ass 6isbWOCTi BUNAZKIB BUKOPUCTaHHSA i € A0CUTb MPOCTUMMK B
eKkcnyaTauii, AKWOo He BAABaTUCA AO TOHKOLLIB HaNaWTyBaHb, AKi BUMaraTb BXe GinbluMX HABUYOK Big,
3BaptoBa/ibHUKa. [ Hebe3neuHnx ymoB poboTu BOYA0BaHMIN 610K 3HUXKEHHS HaMpPYru XON0CTOrO XO4Y B
pexuMi MMA, 3 MOX/UBICTIO MOT0 BK/IIOYEHHS Ta BifKNIOYEHHS.

Y uto mogenb StandardTIG BupobHuuTBa PATON BOyaoBaHWMI 610K 3aXMCTy Bif, KOPOTKOYACHOI
NiABULLEHOI, @ TAKOX Bi/, 3HUXXEHOI Hanpyru.
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Anapat 36epirae nig cBoiM HOMeEpPOM Yy KOXHOMY peXuMi 3BaploBaHHA A0 16 iHAMBIAyasbHUX
HaslalwTyBaHb (Nporpam) KopucTyBaya. AnapaT 36epirae y nam'aTi BCi NOTOYHI HaNaWTyBaHHA HAa MOMEHT
BMMKHEHHS Ta BiHOBJIIOE iX Mif YacC YBIMKHEHHS.

OcHoBHi nepeBaru:

1. LLIMpoki MOXANBOCTI perytoBaHHA NapameTpis 3BaploBaHHS:

a)y pexxumi PA3 "MMA" — 1 (0CHOBHMM) + 10 (40AaTKOBMX)

6) y pexxumi APT "TIG" — 1 (OCHOBHWI) + 10 (4043TKOBUX)

B) y pexxumi HA "MIG/MAG" — 1 (0OCHOBHWMI) + 7 (A04aTKOBI)

2. Kpim 3axucty Big cTpubkiB Hampyru BCTaHOB/eHa cucTema cTabinisauii poboTn npu Besmkmx
J0BroTPUBA/IMX Nepenasax Hanpyru B Mepexi XuB/eHHs Big 160B g0 260B (ana mogenen StandardTIG-
160/200/250) Ta Big 320B A0 440B (ans mogenen StandardTIG-270-400V/350-400V);

3. AAanToBaHO A0 CTaHAAPTHOI NobyToBOi enekTpomepexi. 3a paxyHok Bucokoro KKJ gxepeno
3BapIOBa/IbHOIO CTPYyMy 3abe3neuye BABIYI MeHLUIE CNOXMBAHHSA e/1eKTPOeHeprii B MOPIBHAHHI 3 anapaTamu
TpaHcOpMaTOPHOro TUny;

4. AAANTUBHA WBMWAKICTb BEHTUAATOPA — 36i/IbLLYETLCA NPU HarpiBaHHI anapaTy Ta CMOBI/ILHIOETLCS,
KOJIM BiH XO/I04HUI. Lle eKOHOMUTb pecypc BeHTUAATOPa Ta 3MEHLLYE KiNbKiCTb MUY B anaparTi;

5. 3pY4HicTb pob0TH 3aBAAKM BEIUKiN TPMBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHabHOMY CTPYMi;

6. MigBuLLEHa HAAIMHICTb anapaTy B YMOBaXx 3amnu/aeHoro BUpO6bHULTBY;

7. Ha Bci enemenTn axxepena, Wo rpiloTbCs, BCTAHOB/IEHA CUCTEMA TEM/I0BOMO €/1€KTPOHHOI O 3aXUCTY;

8. Bca enekTpoHika B anapaTi MpocoYeHa ABOMaA Liapamu BMCOKOSIKICHOMO saKy, Lo 3abesneuye
HaZiNHICTb BUPOOY NPOTAroM yCbOro TepMiHy Cyx6u;

9. MoninweHa cTabiNbHICTb FOPiHHA Ayru.

StandardTIG- | StandardTIG- | StandardTIG- | StandardTIG- | StandardTIG-
NAPAMETPU
160 200 250 270-400V 350-400V
f . 220/230 3x380 3x380
HomiHanbHa Hanpyra mepexi 50/60 'y, B 220/230 220/230 X400 x40
HomiHaanMﬁ CTPYM, L0 CMIOXMBAETHCS 3 8. 91 25..28 29,5...35 21 16..185
dasu mepexi, A
HomiHanbHui 3BaploBanbHUi CTpym, A 160 200 250 270 350
MakcuManbHuit Aitounii ctpym, A 215 270 335 350 450
%/npu %/npu 60%/npun
45160[{) 45200;) 2 oAp 70%/npu 270A 70%/npu 350A
TpuBanicTb HaBaHTaxeHHs (TH) 5 100%/npu 100%/npu
100%/npu 100%/npu 100%/npu
225A 290A
106A 134A 193A
Me>i 3MiHV Hanpyru mepexi xuBneHHs, B 160 — 260 160 — 260 160 — 260 +15% +15%
Mexi peryaoBaHHA 38aploBa/ibHOMO
8-160 10 - 200 12 -250 12-270 14 -350
cTpymy, A
Mexi peryntoBaHHs 3BaptoBasibHOI
12-24 12-26 12-28 12-29 12-30
Hanpyru, B
JiameTp WTy4YHOro enekTpoaa, Mm 1,6 — 4,0 1,6 -5,0 1,6-6,0 1,6-6,0 1,6-6,0
JliameTp cyuiNbHOrO 3BaptOBasIbHOrO 0,6-1,0 0,6-1,0 06-1,2 06-1,2 06-1,4
ApoTy, MM
IMNyIbCHI peXu1MK Nij Yac 3BaproBaHHsA MMA: 0,2...500ly; TIG: 0,2...5000L,
lapsunii cTapT (Hot-Start) B pexumi PA13 PerynboBaHa
dopcax gyrv (Arc-Force) B pexxumi P/3 PerynboBaHa
AHTURpUAMNaHHA (Anti-Stick) B pexxumi
ABTOMaTU4Ha
PA3
B10K 3HVUXKEHHS HaNpPyrut X0J10CTOro Xo4y BKJ1 [ BUMK
Hanpyra xonoctoro xoay P/13, B 12 /70
Hanpyra nignany ayrv, B 110
HomiHanbHa cnoxuBaHa NoTyXHiCTb, KBA 4,2 ... 4,8 5,2...6,2 6,5...7,7 7.9...9,3 10,6...12,2
MakcrmanbHa cnoxuBaHa noTyXHICTb,
6,3 81 94 11,3 152
KBA
KKA, % 90
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OX0NoAXKEHHS ApanTtuBHe

JlianasoH pobounx Temnepatyp —25 ... +45°C

[abapuTHi po3mipu, MM (A0BXMHA, 330 X115 X 330 X115 X 330 X115 X

WVPVHA, BUCOTA) 262 262 262 390145335 390X145%335
Maca 6e3 akcecyapis, K& 5,7 5,9 6,3 10,1 10,9
Knac saxucry 1P33 1P33 1P33 1P33 1P33

PekomeHp0BaHa A0BXUHA CUNOBUX 3BaproBasibHUX kabenis HiA 4Yac 3BaproBaHHA:

B i n
MakcumanbHUi cTpym 3] EEReT H A [ A none.peuHoro Mapka kabenio
(B OAHY CTOPOHY) nepepisy
. 2..9M 10 MM? KTl 1x10
He 6inbLue 100A

3..14 M 16 Mm? KI™ 1x16
He Binblie 160A 2..9M 16 MM KI™ 1x16
3..14 M 25 MM? KI1x25

2 KIr
He 6inbLie 200A 2.7 16 mm a6
3..10M 25 MM? KI™ 1x25

2 Kr
He binblue 250A 2..8m 25 MM X35
3..12M 35 MM? KI" 1x35
He 6inble 270A 5..11M 35 MM? KI" 1x35
2,0 350A 6...14M 35 MM? KI" 1x35

1 - Uundposuit gucnnew;

2 — KHOMKW peryntoBaHHA 0bpaHOro napameTpa 3MeHLeHHs Ta 36i/1bLUeHHS;
3 — KHonka Bubopy dyHKLiM gxepena y pexuMmi 3BaptoBaHHS;
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4 — KHonka BMbopy pexx My 3BaptoBaHHs:

a) py4He AyroBe 3BaptOBaHHA WTYYHUM enekTpoaom «MMAy;

6) 3BaptoBaHHs HEMIABKUM e1eKTPOA0M CePeOBUILLi iHepTHUX rasis, «TIGy»;

B) HaniBaBTOMaTMYHe 3BaplOBaHHA Y 3axXMCHMX razax «MIG/MAG»;

5 — IHAWKaTOp neperpisy anapaTta: NPU HOPMa/JbHOMY CTaHi anapaTa iHAMKaToOp He
CBITUTbCSA, NpW Neperpisi — 6MMag;

6 - [Hi340 NoAayi 3aXMCHOrO rasy B NasbHUK;

7 — Po3'em KepyBaHH$S KHONKaMM Ha NabHUKY;

8 — KHonka/aBTOMaT yBiMKHEHHS/BUMKHEHHS arnapaTa (Konip A4eKkopaTuBHUM);

9 — Po3'em nogavi curHanis Big MexaHi3mMy nogadi ApoTy Ha BK/IOYEHHS Ta BUMKHEHHS
AXepena;

10 - LUTyuep nogayi 3axvcHoro rasy 3 6asioHa;

11 — Kabesib 419 NiAKAOUYEHHSA [0 MepPeXi XUBAEHHS.

12 — Micle nigkao4eHHs kabesto 3a3emMieHHs.

A —THI340 CMNOBOrO CTPYMY «+» TUMNY HaMoHeT:

a) npu 3BaptoBaHHi “MMA" — nigkntovaetbca kabenb enektpoga (y piakicHMX
BMNAZAKaX MiJ 4aC BUKOPUCTAHHA CreLiasibHUX eneKkTpoiB MigKNOHaeTbCa Kabenb
«Maca);

6) npwv 3BaptoBaHHi "TIG" - niakntovaeTbea Tinbkn kabenb "maca';

B) Npwu HaniBaBTOMaTW4yHOMY 3BaptoBaHHi “MIG/MAG” cyuinbHum ApoToM —
nigKkA04YaeTbesA kabesb Big MexaHisMy nogavi ApoTy;

r) npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi “MIG/MAG” dnaocoBum agpoTom —
nigkAo4YaeTbca kabenb Maca;

B — MHi340 CMA0BOMO CTPYMY «—» TUMy HanoHeT:

a) npv 3BaptoBaHHi "MMA" - migkato4aeTbes kabenb "3emas” (y pigKicHUX BUNaAKax
MpW BUKOPUCTaHHI CNeLiasibHUX eNeKTPoAiB NigKN0YaETbCa Kabenb enekTpoaa);

6) npu 3BaptoBaHHi “TIG" — NigKAOYAETHCA Ti/IbKW aproOHOBUM NasbHUK;

B) MNPV HaniBaBTOMaTWU4HOMY 3BaptoBaHHi “MIG/MAG” cyuinbHUM gpoTom —
nigKAtoYaeTbCA Kabenb “3emns”;

r) Npu HaniBaBTOMaTW4YHOMY 3BaptoBaHHi “MIG/MAG” dnocoBuM gpoTom —
NiZ4KNOYaETHCA Kabenb Big MexaHi3My nogaui 4poTy.

2. BBEAEHHSA B EKCMN/ZIYATALIIO
Ysara! lNepes BBegeHHAM B ekcnayaTauilo cnig npountati posgin "lpasuna
TexHiku be3nekun” n.13.

2.1 BUKOPUCTAHHA 3A NPU3HAYEHHAM

3BaploBanbHUM anapaT MPWM3HAYEHUN BUKJKOYHO: AN PYYHOrOo AYyroBOro
3BapIOBAHHA LWWITYYHUM €/1eKTPOAOM, 3BaplOBaHHA B CepejoBULLI aproHy, a TakKoX
HaniBaBTOMaTWUYHOI O 3BaptOBaHHA B CEPEZO0BULLL 3aXMCHUX rasi..
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[HLWe BUKOPUCTaHHS anapaTy He BiJNoBiJa€ Moro npnsHaveHHo. BUpobHuk He Hece
BiAMOBIfa/IbHOCTI 3@ MOLWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTy He 3a
NPU3HAYEHHSM.

BrkopucTaHHSA BiANOBIAHO A0 NPU3HAYeHHS, MAE Ha yBasi JOTPMMaHHSA BKa3iBOK
LbOro NocibHMKa 3 ekcnyaTaLii.

2.2 BUMOTI' 40 PO3MILLEHHA

3BaploBa/ibHMI  anapaT 3axMUeHW BiJ, MPOHWKHEHHS CTOPOHHIX TBEpAUX
npesMeTiB, JiaMeTpPOM MOHaJ 5,5 MM. 3BaploBajibHUMA anapaT MOXHa PO3MillyBaTu Ta
€KCMNyaTyBaTU Ha BiAKPUTOMY NOBITPi. BHYTpILIHI enekTpuYHi AeTani anapaTy 3axXuLLeHi Bij,
6esnocepeHbOrO BMJ/IMBY BOJIOrOCTI, a/e He BiJ, Kpanesib KOHAeHcaTy.

YBAT A! Micns 3aKkiH4eHHs 3BaptoBaibHMX PobiT B XxapKky norogy, abo iHTeHCMBHMX
3BaptoBasibHUX pobiT y Oyab-AKy norogy, anapat Bigpasy He Bumwmkatu! HeobxigHo
NPOTAroM 5 XB AaTN MOX/IMBICTb OXONOHYTU e/1eKTPOHHUM KOMMOHEHTaM.

YBATA! Nicna ekcnnyaTtauii B XO/JO4HY MNOpPy pOKY, MiCAS BUMKHEHHS i
NoAanbLIOro OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETbCA KOHAEHCAT, TOMY MOro He
MOXXHa BMUKATU paHille HiX yepes 3 ... 4 roaguHu!!!

Tomy He Bigk/O4alTe amapaT B XO/IO4HY MOPY POKY, SKWO MAaHYeETe MOro
YBIMKHYTM paHille HixX Yepes 4 roAuHMu.

HeobxigHo po3milyBaTu anapar Tak, wob 3abesnevysaBcs 6e3nepelukogHUI BXig
i BUXiZ, OXON04XYO4Oro NOBITPS Yepe3 BEHTUALLIMHI OTBOPU Ha NepeAHil | 3a4Hil naHensx.
Cnigkyvite 3a TuM, W06 MeTaneBuUi NuA (HaNpUKAa4, Nid Yac HaxgauHoro waidpysaHHsa) HE
3acMOKTyBaBCsi be3anocepesHbO B anapaTt BEHTUISTOPOM OXOOAXEHHS.

YBATA! Anapart nicasi cunbHoro nagiHHsA Moxe 6yTn HebesneuHUM Ans XUTTA.
BcTraHOBAIOBATU Ha CTiliKil TBepAill NOBepXHi.

2.3 NIAKJAKOYEHHA 40 MEPEXI
3BaptoBa/ibHUIM anapaT y cepiiHOMY BUKOHaHHI po3paxoBaHuii Ha:
1. MepexeBy Hanpyry 220B (-27% +18%) — ansa mogenen StandardTIG-160/200/250;
2. TpudasHy mepexey Hanpyry 3x380B abo 3x400B (Mogeni StandardTIG-270/350-
400V) — ANA UbOro BMBEAEHO Tpu ApoTu. MNpaBuna TexHikm Ge3nekun nig yac
npoeeAeHHs pobiT 3i 3BapioBasbHMM 0b6JaZHAHHAM BUMaralTb 3a3eMJIEHHS
kopnycy amapaTy. Ans uboro nepeabaveHo aBa BapiaHTU: 1) BUKOPUCTAHHS
YETBEPTOro APOTY Y MepexeBOMY Kabesli )KOBTO-3e/1eHOro KObopy (MiXXKHapOAHUI
CTaHAAPT MapKyBaHHS); 2) BUKOPUCTaHHA HONTOBOI KAeMW Ha 3aAHiN naHeni
anapaTty ()KOPCTKIlMIA CTaHAAPT 3a3eMJIEHHS, KU BUKOPUCTOBYBABCS B KpaiHax
CHA).
YBara! Mpu nigkatoueHHi anapaTa Ao Hanpyru Mepexi BuLie 270B (a5 mogenen
StandardTIG-160/200/250) abo 450B (Mogeni StandardTIG-270/350-400V), BCi rapaHTinHi
30608B'A3aHHs BMPOoOHMKa BTpavatoTb cuy! Taka cuTyauis MOXe TPanuTUCS MpU AyXe
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BE/IMKOMY rnepeKkoci ¢a3Hoi Hanmpyrv B CTaHAAPTHIN Mepexi abo Npu BUKOPUCTAHHI
HeCcTaHAapTHOrO MNiAKNOYEHHS.

MepexHuit po3'em, nepepi3 kabeniB Mepexi, a TakoX MepexHi 3amnobixHWKK
MOBWHHI BUOMPATUCA BUXOASUM 3 TEXHIYHMX JaHUX anaparTa.

2.4 NIAKAKOYEHHA MEPEXXEBOINO LUTEKEPA

LUTekep nOBMHEH BIANOBIAATU HAMPy3i >XWBAEHHA | CTPYMy CMNOXMBAHHSA
3BaploBa/IbHOrO anapaTy (AMB. TexHiuHi gaHi). 3rigHo BuMOr TexHiku 6e3neku
BMKOPUCTOBYMTE PO3ETKM 3 rapaHTOBAHMM 3a3eMJIEHHSAM i Hi B IKOMY pasi He 3aCTOCOBYMTE
AN LWX LiNen HelTpabHUIM NpoBig mepexi!!!

2.5 BUBIP MOBU MEHIO ATTAPATA

Jna BMbopy/3MiHM MOBM MeHIO amapaTa HeobxiZHO HaTUCHYTU Ta YTPUMYIOUM
KHOMKY 3 YBIMKHYTW anaparT. [icas Lboro Ha ekpaHi 3'ABMTbCs MeHI0 BUGOPY MOBY, B IKOMY
KHOMKaMM 2 MOXHa BMBpaTU HeobxigHy MoBy. Yepes 2 cekyHaW nicaa Bubopy, anapat
MPOAOBXNTL pobOTY BiZNOBIAHO MOBOIO.
3. 3BAPIOBAHHA PYYHE AYIOBE WUTYYHUM EJIEKTPO/4OM (P43 «MMA»)
Mopsaok nigroToBKM anapaTy Ao poboTu:
- BCTaBUTK Kabenb enekTpoga B rHi3f0 gxepena A «+»;
- BcTaBuTK Kabenb "3emns" y ruisgo gxepena B "-";
- NpueaHaTy kabenb "3emna" 4o Bupoby;
- MiAKNOYNTU MepeXeBUI LUTeKep A0 Mepexi XM1BNEHHS;
- MepexeBui BUMMKaY 8 Ha 3aAHili NaHeni nepeBecTn B NOOXEHHS |;
- 33 JOMOMOrOI0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA PA3 «MMA», ana uboro ii
HeobxigHO yTpumMyBaTVM npubansHo 5 cek. IHaWKaTop noyHe 6aumaTh, iHbopmytoum
KOPWCTYBauya, Lo FOTOBUM A0 NepeMMUKaHHS Ha PeXMM 3BaploBaHHA. AKLLO nepecTpubHyan
HeobXifHWIM pexnM 3BaptoBaHHS, MOBTOPHO HATUCHITb KHOMKY 4 — PEXMMM NePEMUKAIOTLCS
no Kony;
- 32 ,0MOMOr0t0 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHUI NapaMeTp Lie CTPYM 3BaptoBaHHS;
- NpyY HeobXifHOCTI MOXHa peryaoBaTV A0AaTKOBI (YHKLIii 3BaptoBasbHONO MpoLecy,
NOpSAAOK 3MiHN AMB. y N.6.1

~, 1
220V / 230V ENIEKTPO40TPUMAY

-

KJIEMA «MACA»

e

BUPIB
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YBara! Y pexumi 3BaptoBaHHs "MMA" nicia Toro, sk MepexxeBui BUMMUKAY NepekstoyYeHun
B NoJI0XeHHs "l", WTYYHUIM enekTpos 3HaxoAUTbCSA Nig Hanpyroto. He TopkalTecs
eNeKTPOZiB A0 CTPYMOMPOBiAHMX abo 3a3eM/IeHNX NMPeAMETIB, TaKUX K, HANPUKNAZA,
KOpMyC 3BaptoBas/IbHOro anapaTy TOLWO, OCKiI/IbKM anapaT CNpUiMe Lo CUTYyaLLito K CUrHan
J,0 CTapTy 3BaploBa/ibHOro MpoLecy.

3.1 UMK/ 3BAPIOBAJIbHOIO MPOLLECY - MMA

LA iy H.StJ

t,cex

MopsA0K 3MiHW 3HaUYeHHs By A b-aKoT GyHKLIT AMB. y N.6.1
3.2 OYHKLIA FAPSIYMNM CTAPT, «HOT-START»
[MepeBaru:
- MNOKpalleHHs 3anajloBaHHA HaBiTb MpPM BWMKOPUCTAHHI €NeKTPOAiB, WO MoraHo
3anantolTbCs;
- fKiCHille MpOn/iaB/AeHHSA OCHOBHOIO MaTepiajy Mij 4Yac 3anajloBaHHA, OTXe, MeHLe
HenpoBapis;
- 3an06iraHHs WAAKOBUM BK/IOYEHHSM;
- PyYHe HanalTyBaHHSA: J03BOJISIE BCTAHOBUTU piBeHb PpyHKLiT Ha MiHIMailbHe 3HaYeHHS, L0
CUNIbHO 3MEHLLYETLCA CMOXMBAHHSA €Heprii B NOYaTKOBUA MOMEHT MiAnany, Wo AO03BOSE
AXepeny CTPyMy CTapTyBaTW Ha 3HAYeHHSX Hampyru mepexi 64M3bKOro A0 MiHiMasbHO
MOX/IMBOrO, MPOTE 3HWXYE AKICTb MOMEHTY nignany (anapaT cTae nogibHun Ao
TpPaHCPOPMaTOPHOro Axepena). Takox MOXHa 36isbWKNTU PYHKLiO 40 MaKCUMasbHOMO
3HaYeHHs A5 NOoKpalLeHHs MOMeHTY nignany (npu poboTi Big xopowoi Mepexi). Ane He
3abyBalTe, WO NiABULLEHUM CTPYMOM L€l PYHKLiT MOXHa CnanuTu BUpi6 Npu 3BaproBaHHi
TOHKMX MeTasiB, TOMY PeKOMEHAYEMO B LM CUTyalii 3MeHWyBaTU 3HayYeHHs byHKLiT
«[apsuni ctapT».

Yum pocaraeTbCsi: MPOTArOM KOPOTKOrO 4acy B MOMEHT mignany Ayru
3BapOBa/IbHWUI CTPYM 36i/1bLUYETHCS HA pPiBeHb +40%.
3BapiloBaHHA 3JiMCHIOETBCA enekTpogomM @3 MM, BCTaHOBJIEHE OCHOBHE 3HauYeHHs
3BaplOBa/IbHOr0 CTPYMY Ha PiBHi 9OA.

Pe3ynbTaT: CTPyM rapa4oro cTapTy cTaHOBUTUME 9OA + 40% = 126A.

Y A0AaTKOBMX HaNaWTyBaHHAX MOXHa 3MiHOBaTK Ak cuay "Mapadoro crapTy"
[H.St], Tak i yac poboTu "Tapsayoro ctapTy" [t.HS]. Be3 noTpebu He 3aBuLyHTE CUAY i Yac
CnpaLboByBaHHA «[@pA4oro cTapTy», TOMY WO Ha BEAMKMX FPAHUYHUX 3HAYEHHAX Le
BMMarae Jyxe MOTYXHOI MepeXi XWBAEHHA, a 3a BiACYTHOCTI XOpOLOI Mepexi, npouec
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niznany HaBiTb MOXe 3pnBaTUCS. MopAAOK 3MiHU 3HaUYeHHS By A b-AKOT GYHKLTY TOTOYHOMY
peXnMi 3BaptoBaHHA AMB. ¥ M.6.1

3.3 DYHKLIA ®OPCAX AYTUN «ARC-FORCE»
Mepesaru:
- NiABUWL EHHA cTabisIbHOCTI 3BaptOBaHHA KOPOTKOIO AYroto;
- NOAIMNWEHHSA KpanienepeHocy MeTasy B 3BaptoBasibHy BaHHY;
- NOAIMNWEHHSA 3aNaNeHHs 4yri;
- 3MEeHLUEHHS MOX/IMBOCTI NMPUINMNaHHSA eNekTPOoAa, ase Le He GYHKLiA KAHTUNPUANNAHHSY;
- Py4He HanalTyBaHHA: J03BOJISIE BCTAHOBUTU piBeHb PpyHKLiT Ha MiHIMasibHe 3HaUYeHHS, Lo
He3HaYHO, a/ie 3HMXYE CNOXMBAHHA €Hepril, @ TaKOX KOHL,eHTPaLil0 TeN/I0BKAA4aHHSA Npu
3BaplOBaHHi TOHKMX MeTasiB, Lie 3HUXYE WMMOBIPHICTb MPOMa/toBaHHS, OAHaK i 3HUXYE
cTabiNbHICTb TOpiHHA Ha KOPOTKIM Ay3i (anapaT cTae nogibHWM A0 TpaHchopMaTOpHOro
Axepena). Takox MOXHA i 36ibWMTU YHKLiIO A0 MaKCMMaibHOIO 3HaYeHHs ANA e
6inbLwoi cTabiNbHOCTI FOPiHHA Ha KOPOTKIl Ay3i, ane Le BUMarae KpaLyoi Mepexi XXUBJIeHHs
i 36iNbLWYETHCA MMOBIPHICTb NpONatoBaHHsA BUPObY.

YuM 40CAraeTbCA: NPY 3HMXKEHHI HaNpyru Ha Ay3i HUXYe MiHIManbHO A0MNyCTUMOT
ANs cTabiNbHOro ropiHHA Ayrv 3BaptoBaibHUI CTPYM 3POCTAE Ha BCTAHOBAEHUI piBeHb (3
3aMOBYYBaHHAM +40%).

Y AOAATKOBMX HaNaLITYBaHHAX MOXHa 3MiHioBaTH ik cuny «Dopcaxy ayru» [Ar.F],
TaK i piBeHb cnpaLboByBaHHS L€l GyHKLii [U.AF]. Be3 noTpebu He 3aBuLLyliTe cuAay i piBeHb
crnpauboByBaHHs «Popcaxy AyrM», TOMY L0 Ha BEJIMKMX FPAHUYHUX 3HAYEHHSX, 0cOBA1BO
Mpu 3BaploBaHHI TOHKMMM eNleKTpoAamMun MeHlle @3,2 MM, Lie BMN/MBAE Ha CrpaLbOByBaHHSA

DYHKLIT KAHTUNPUANMAHHSY.
uvi

-

LA
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MopsA0K 3MiHU 3HaYeHHs By b-AKOT GYHKLITY MOTOYHOMY peXuMmi 3BapioBaHHA AMB. y N.6.1

3.4 OYHKLISA AHTUNPUNUNAHHA «ANTI-STICK»

Mpwv noyaTkoBOMY MiAgNani Ayrv eneKTpos Moxe NpuannaTth (MpUXonatoBaTHCA) 40
BUpODY, LbOMY MepeLuKkoaxatoTb 6araTo GyHKLiM B anapaTi, asie Take MOXe CTaTUCS, WO B
CBOIO Yepry NpM3BOAMUTL CNOYATKY A0 PO3XapeHHs, a B N0Aa/IbLIOMY | ICyBaHHA eNeKTPo/a.

Y Taki cuTyauil B faHoMy anapaTi crnpauboBye OyHKLUis «AHTUNPUAMNAHHSAY,
BOysoBaHa Ta npautoioya B pexumi PA3 "MMA" noctiiHo, sika Yepes 0,6...0,8 cek nicas
BUSIBNIGHHA LbOro CTaHy, 3HUXYE 3BaploBa/ibHUMA CTPyM. Takox Le mnoJerwye
3BaploBa/IbHUKY MOX/IMBICTb BigokpemaioBaTu (BigpuBaTh) enekTpos Big Bupoby 6es
pU3MKy 0bnasuTK ovi BUNaAKOBMM Mignaaom Ayru. licns BifjOKpPeMIeHHs eNekTposa Bij
BUpoOy, NpoLec 3BaptoBaHHS Moxe H6yTn be3nepeLKoAHO NPOA0BXEHUN.

3.5 QYHKLIA PEFY/IFOBAHHA HAXWUJTY BOZIbTAMMNEPHOT XAPAKTEPUCTUKU

Lis dyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamu
3 pi3HMMM TUMAMW NOKPUTTA. 3a 3aMOBYAHHAM Haxwa BOAbTaMMNEPHOI XapaKTepUCTUKK
[BAH] BCTaHOB/NIEHUIM HA 3HaYeHHi 1,4V/A W0 BiANOBIAAE HANMOWMPEHILLNM €NEKTPOAAM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPOAaMu 3 OCHOBHUM TuMNom nokputTs (YOHI-13/45, JIK3-70) He € 060B's3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxua [BAH] Ha 3HaueHHs 1,0V/A. Y cBOIO yepry enekTpoam 3
uenonos3Hum tunom nokputta (LL-1, BCL-4A), HaBiTb BMMaratoTb BCTAHOBUTU HaXMWA
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npy ubOMY iHOAI HeObXi4HO NiAHATU PpiBeHb
cnpauboByBaHHA GyHKLiT «Popcax Ayrm» U.AF g0 3HaueHHs 18V. [opsA0K 3MiHM 3HaUYeHHS
Byab-5Koi GyHKLITYy TOTOYHOMY pexuMmi 3BaploBaHHsA AMB. Y N.6.1

3.6 ®YHKL I 3BAPFOBAHHSA KOPOTKOLO AYroto

Lis dyHKLin 0co611BO aKTyasibHa NpY 3BaprOBaHHI CTENbOBKX LWBIB, KOM NOTPIBHO,
wob He CWABHO TArHynacsa 3BaptoBasbHa gyra. Jas uboro B anapati nepegbayeHa
MOX/IMBICTb BKAOUUTU PyHKLito "KopoTka ayra" [Sh.A]y nonoxeHHs "ON". 3a yMOBYaAHHAM
BOHa nepebyBae y nonoxeHHi "OFF”. MopsgoK 3MiHW 3HayeHHs Oyab-fKoOi GyHKLIT Y
MOTOYHOMY peXMrMi 3BapioBaHHA AMB. Y N.6.1

3.7 DYHKLIF BAIOKY 3HUXXEHHA HAMPYITMN XOJ1I0CTOIO Xo4y

Mpuv NpoBeeHHi 3BaptoBasibHUX POBIT y EMHOCTSX, LLUCTEPHAX i TaM, Ae NoTpibHa
nigBuLLeHa cucTeMa enekTpobesneku, Moxe ByTu akTMBOBaHa GYHKL i 3HUXKEHHS HAaNpyru
XONOCTOr0 X04Y.
lMpw BigpuBI enekTpoga BiA BUPobY Yepes 0,1 cek Hampyra Ha k1emax Axepena 3HUXYETbCS
Z0 6e3neyHoro piBHA HUxXYe 12B.

Jns uboro HeobxigHUI 610K 3HUXKEHHS HanNpyrn xonocToro xoay [BSn], sikui € B
Lin moaeni obnagHaHHA, ane 3a 3aMOBYAHHAM 3HAXOAMUTbLCA B noJsioxeHHi "OFF", To6To
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BUMKHEHWN, OCKiZIbKW BiZLOMO, L0 BKAOUYeHHs Byab-aKoi noibHoi GyHKLiT Aewo noriplye
nianan ayrn. TNopagok 3MiHM 3HauYeHHs Oyab-AKoi GYHKUIT Y MNOTOYHOMY pexuMmi
3BaploOBaHHA AuvB. y n.6.1

3.8 OYHKLI1 3BAPIOBAHHSA IMMNY/IbCHAM CTPYMOM

Lis $yHKuUis npyM3HaveHa A5 NOJIErWEeHHS KOHTPOJIO 3BaploBaibHOro npovecy y
MPOCTOPOBMX MOJIOXEHHSAX, BiMIHHWX BiJ, HUXXHbOIO, @ TAKOX NPY 3BaptOBaHHI KOJIbOPOBUX
meTasniB. Bnaue BigbyBaeTbcs 6e3nocepesHbO Ha NepeMilllyBaHHs PO3M/aB/i€HOro MeTany
LWIBA Ta Ha MepeHeCeHHs Kpani y 3BaptoBasibHy BaHHY, a Lie y CBOIO Yepry Ha cTabifbHiCTb
¢$opMyBaHHS WBa Ta NPOLLeCy 3BapOBaHHSA. |HWMMM CI0BaMU, Liei NpoLec NeBHOK Mipoto
3aMIHIOE pyXu1 PyKu 3BaproBasibHNKA, 0COBINBO Lie BaXJIMBO Y BaXKOAOCTYMHUX Micusx. Big
MPaBUAbHOCTI HaNAWTYBaHHS 3a1exuTb GopMa Ta fKicTb GOPMYyBaHHS WBA, WO 3MEHLUYE
MMOBIPHICTb MOSBM MOP i 3MEHLUYE 3EPHUCTICTb CTPYKTYpW, WO Le 36iAbluye MiLHICTb
3BapHOro 3'€JHaHHS.

Ans peanizayii wiei dyHKLiT B anapaTi NoTpibHO BCTAHOBUTU TpU NapameTpu: Cuay
nynbcauii [Po.P], vactoTy nynbcauii [Fr.P] i cniBBigHOwWeHHA iMnynbc/naysa (abo
«wnapysarticTb») [dut]. 3a 3aMoBYyBaHHAM cuaa nyabcauii [Po.P] sk katoyoBuii napameTp
3HaxoAMTbCs y nosoxeHHi “*OFF”, To6To dyHKLiA BUMKHeHa, a YyacToTa nyabcauii [Fr.P] Ta
«wnaposicTb» [dut] Ha HaMnowwMpeHiwmx 3HaveHHax 5.oly Ta 50% BianosiaHo. LLLo6
YBIMKHYTU YHKLiO, AOCTaTHbO BCTAHOBUTU cuay nyabcauii [Po.P] binbwe Hyns, uewt
napameTp 3a/,a€TbCA Y BiCOTKOBOMY BUPaXXeHHi BiJ, NOTOYHOr0 OCHOBHOIO BCTAHOBJ/IEHOIO
3BaploBa/IbHOr o0 CTPyMy.

Mpuknaa: 3BaptoBaHHA enekTpogom (D3MM, BCTaHOB/EHe OCHOBHE 3HayeHHS
3BapIOBA/IbHOr0 CTPYMY CTaHOBUTb 60A, a cuaa nysbcauii [Po.P] = 40%, npu LboMy YacToTa
nyabcauii [Fr.P] = 5,0y i «wnaposicTb» [dut] = 50% 3amMoOBYYBaHHSM.

PesysnbTtaT: cTpym byae nysnbcyBatu Big 36A g0 84A 3 yacToToto 5L, iMAyabcu
MaTMMyTb piBHY GopMy K MO amMnaiTygi, Tak i 3a yacom. MapameTp "wnapysaTicTb" 3a
3aMOBYYBAHHAM BCTAHOB/IEHUM HA 50%, NpU 3MiHi Lboro napameTpa BiZ 50%, BHOCUTbLCS
acMMeTpia MiX 4acoM iMMy/ibCy CTPYMY Ta YacOM naysu CTpyMmy:

3a 3aMOBYEHHAM

"wnapysaTicTh" [dut] = 50%  "wnapysaTicTh" [dut] =20%  "wnapysaTicTb" [dut] = 70%
LA LA 1A |
50% | 50% Ia 80% I_I |—| 70% El |_
o~ ™
t,cex t,cex t,cex

AnapaTt npuv UbOMy 3pearye Tak, WO CepeAHil piBeHb CTPyMy NiJ 4ac 3BaplOBaJ/IbHOMO
npouecy byse Ha piBHI BCTAHOBIEHOIO OCHOBHOMO 3HAaYeHHS 3BapioBasIbHOTO CTPyMy 60A
(7K i 6yn10 3a4aH0), BiANOBIAHO i TENNOBK/IaaHHS B 3BaptoBasIbHUM WOB byAe Ha piBHI TUX
Xe 60A, ane cTabisbHICTL 3BaploBa/IbHOrO MpoLecy Ta MepeMmillyBaHHS 3BaploBasibHOT
BaHHM 3MIHATbCA. Lle gyxe Bax/MBa yMOBa A5 TOYHOI OLLIHKM KOPUCTYyBayeMm KisbKOCTi
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3MiHV TeNI0BKNaAaHHA y 3BaploBasibHy BaHHY, Hanpukaaz, MOPIBHIOYM 3 iHLIMM OCHOBHUM
CTpymMOoM 6€3 iMMyIbCHOrO pexunmy.

JaHi napameTpm BCTaHOBOIOTLCA Y PI3HUX CUTYaLLiAX MO-Pi3HOMY, BIANOBIAHO A0
BMMOT 3BaploBa/ibHUKa. [opAAOK 3MiHU 3HaUYeHHs By b-aKoi GYHKLTy MOTOYHOMY pexumi
3BaploBaHHA AMB. y N.6.1

4. 3BBAPIOBAHHSA B APTOHI (APT «TIG»)

Ysara! 3a 3amM0oBYyBaHHAM BCTAHOBJ/IEHO LMK/ 3BapIOBa/IbHOrO NpoLecy
TIG-2T AMBITLCS MYHKT 4.2.1. 1K 3aXMCHUIM ra3 3aCTOCOBYETbCS HAMYACTILLE YUCTUI aproH
"Ar", iHoai renin "He", a Takox ix cymill y pisHux nponopuisx 40% Ar + 60% He.

HE AOI‘IYCKAVITE BMKOPUCTaHHA roptoumx rasis! BukopucrtaHHa iHWKX rasis
JviLLe 3a NOroAXeHHSM i3 BUPOOHUKOM obnagHaHHS.

Yeara! lNpu TpuBanux cTpymax noHaz 150A HeobxigHO 3aCTOCOBYBaTU NabHUK i3
PiAVHHUM OXONOAXKEHHSM, KU KYNYETHCA OKPEMO Pa3oM 3 6710KOM OXO0KeHHS!

Ypara! BosibdpamoBuin enekTpos noTpibHO 3aTouyBaTM B [OAKY i 4acToto
MOMWAKOKO € 3aTOYYBAHHA enekTpoda B "BiCTpA", Ayra npu LbOMY Ma€E MOXAMBICTb
BiAXWUAATUCH 3 6OKy B Oik. [paBU/IbHUM 3aTOUYEHHSIM € 3/1erka NPUTYMNEHNI HOCUK | UM
MeHLe "n'aTa4yok", Wo BUTPUMYE BCTAHOBAEHUN CTPYM, TUM Kpalle. MNam'aTanTe, Wwo npu
BEJIMKMX CTPYMaX 3BaploBaHHS, AyXe CU/IbHO 3aroCTPEHUI e/1eKTPO/, JIerko OMn/IaBAfETbCS
yepes MaJjy TennosigAady. TakoX «pUCKM» Bif 3aTOYYBaHHA MOBWHHI pPO3TalIOBYyBaTUCA
B3/,0BX OCi @N1eKTpoAa.

4.1.1 LK1 3BAPIOBAJIbBHOIO NMPOLLECY - TIG-LIFT

—Bh\ sk b

EuP dut

p===--
|

| L[4 P 1 =FelP PS5
| I -

| -

MopsAoK 3MiHM 3HaYeHHs Byab-AKoT GyHKLIT AMB. y N.6.1
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APTOHOBMA
NANBHUK
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Mopsaok nigroToBKM anapaTy A0 poboTu:
- BCTaBUTK Kabenb nasbHMKa Yy FHi3A0 Axepena B «-»;
- BcTaBuTK Kabenb "3emns" y rHisgo gxepena A"+
- NpueaHaTK kabenb "3emna" 4o Bupoby;
- BCTAHOBUTM peAyKTOp Ha ra3oBuii 6asioH;
- MiAKAOYMTU Fa30BUI WIAHT NajsibHUKA A0 peayKTopa rasooro 6a/oHg;
- BiKPWUTU KpaH rasoBoro 6anoHa, nepeBipuTM repMeTUYHICTb;
- MiAKNOYNTU MepeXeBUI LUTeKep A0 MepeXxi XM1BNEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hil NaHei nepeBecTn B NOOXEHHS |;
- 3a [JOMOMOrol0 KHOMKW 4 BCTAHOBITb pexXxum 3BaptoBaHHA APl "TIG", pexwumu
nepemMmnKaloTbCA Mo KOoAy;
- BCTaHOBITb PyHKLiO KHOMKM nasbHuka TIG-LIFT, gns uboro KHomky 3 HeobXigHo
HaTUCKaTW A0 MOSIBU Ha iHAMKATOpi «PeXuM KHOMKM» Ta 3a AOMOMOrol KHOMOK 2
BCTAHOBUTHK pexum LIFT. ko f0Bro He BAaBaTUCA A0 XOAHUX AilA, anapaT Bunge 3 Ljiel
byHKUiT. ToBEpHYTUCS MOXHA TUM Xe LWAAXOM. FKL 0 nepecTpubHYIM HEOBXIAHMN pexim
KHOMKW, MOBTOPHO HAaTUCKANTE KHOMKY 4 — GYHKL T NepeMrKatoTbCs No KOY;
- NicaA BUXOAY anapaTa Ha OCHOBHUM NapameTp, 3a 40MOMOrO KHOMOK 2 BCTAHOBITb CTPYM
3BaplOBaHHS;
- NpY HeobXiAHOCTI MOXHA perysioBaTW pewTy A0AATKOBUX GYHKLiM 3BaptoBasibHOrO
npotiecy, NopsA0K 3MiHM AMB. y N.6.1

YBara! ManbHWK aproHoBU Mae ByTu BEHTUIBHOMO TUNY, 3 6alOHEeTHUM po3'eMOM
@13MM. MakcManbHWUA CTPYM NasbHWKa BUBMpanTe 3a cBOiMM pobourmm BUMOramm.

4.1.2 QYHKUIA NIANANY AYTU TIG-LIFT

Lis ¢yHKUia po3pobneHa Ans NafbHWUKIB i3 KOHTaKTHMM nignanom Ayru, 6es
BUKOPUCTaHHSA OCLMAATOPIB Ta iHIWMX NOAIDHUX MPUCTPOIB, asie Ha BiAMIHY Big KJ1aCMYHOMO
KOHTaKTHOro crnocoby MOBHICTIO YCyBa€E yAapHUI CTPYM B MOMEHT MiAMany, a Le B pasu
3MeHLIYE PYWHYBaHHSA HEMAaBKOro BOJIbPPaMOBOro enekTpoja i MNonajaHHs Moro
BKJIIOYEHb Y 3BaptOBa/IbHUM LLOB, L0 € AY>Ke HeraTUBHUM ABULLLEM.

-15- PATON StandardTIG DC MMA/TIG/MIG/MAG



FPATON

YBara! BeHTW/Ib Ha nasbHUKY MOTPIOHO BiAKPWMBaTM CAMOCTIMHO 4O MOMEHTY
3BaplOBaHHA Ta 3aKpMBaTU NiC/1A 3aBePLUIEHHSA NpoLLecy.

Cnocib 3acTocyBaHHs AaHoi GYHKLIT NOAArae B JOTUKY €/1€KTPOAOM 0 BUPODY,
NPy LbOMY YTPUMYBATW €1eKTPOJ Y LibOMY MOJ0XEHHI MOXHA J,0 HECKIHYEHHO J0BrO i KON
KOpWCTYBay BBAXAE WO FOTOBUI A0 NOYATKY 3BApIOBAHHA (HaNpWUKAaZ: OMyCTMB 3aXMCHY
Macky Ha odi i gobpe npoAyB MicLe 3aXMCHUM rasom), To AocuTb noyatn MOBIJIbHO
nigHiMaTV BICTPA 3aTOYEHOro enekTpoAa Big BMpPoOy. AnapaT BM3HAUYUTb Le MOMEHT i
CnpuiiMe §K CUrHa/i A0 CTapTy Npolecy 3BaploBaHHs, TUM camum nouHe [JIABHO
MiZBULLYBaTV 3BapIOBa/IbHUMA CTPYM A0 BCTAHOBJ/IEHOrO 3Ha4YeHHs, YnM bisiblue OCHOBHUM
pobouunii cTpyMm, TUM LWBKZLIE NOTPIOHO MiAHIMATK €NeKTpos, iHaKLe BiH oniaBnTbCs. Yac
MAaBHOrO 3pOCTaHHA CTPyMy A0 BCTAHOB/IEHOMO 3HAYEHHA MU PO3I/IAHEMO B HACTYMHOMY
MYHKTI.

4.2.1 LWKJ1 3BAPIOBAJIbBHOIO NMPOLLECY - TIG-2T
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MopsAoK 3MiHW 3HaYeHHs Byab-AKoT GyHKLIT AMB. y N.6.1
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Mopsigok nigroToBKM anapaTy 40 poboTu:
- BCTaBUTM Kabesib NasibHUKa Y THi340 Axepena B «-»;
- NPUKPYTUTU LLiIBHO WTYyLep rasy Bif aproHOBOro najibHWKa A0 rHizga 6 (nisopyuy);
- BCTaBUTM PO3'€EM KHOMKM YNpaBAiHHA NajibHUKA B FHi340 7 (NpaBopyy);
- BCTaBUTK Kabenb Maca B rHi3go gxepena A +;
- NpUEAHaTH kabesb MacK 0 BUpPoOYy;
- BCTAHOBUTM peAyKTOp Ha ra3oBuii 6asioH;
- NiZKAOYUTM ra30BUI LWNAHT A0 peAyKTOpa ra3oBoro 6a/10Ha Ta WTyLepa Ha 3a4Hil naHeni
Axepena;
- BiAKpUTW KpaH ra3oBoro 6as10Ha, nepeBipuTh FrepMeTUYHICTb;
- NIAKJOUYUTY MEPEXEBUI LUTEKEP 4,0 MEPEXi XXUBNEHHS;
- MepexeBui BUMMKaY 8 Ha 3aHili NaHei nepeBeCcTn B NOOXEHHS |;
- 33 JONOMOrOt0 KHOMKM 4 BCTAHOBITb pexuM 3BaptoBaHHsA "TIG", pexxumu nepemmkaoTbes
Mo KoAy;
- BCTQHOBITb PYHKLit0 KHOMKK NasbHUKa TIG-2T, A5 LLbOro KHOMKY 3 HEObXifHO HAaTUCKATU
Z,0 NOABM Ha IHAMKATOPI «PeX 1M KHOMKM» Ta 3a ,0NOMOroto KHOMOK 2 BCTaHOBUTM 2T. AKLwo
ZOBro He BAABATUCSA 40 XOAHUX A anapaT BurAe 3 i€l pyHKLii. [ToBepHYTUCS MOXHA TUM
Xe WAAXoM. FKWOo nepecTpubHy/IM HEOBXiAHWA pexXmMM KHOMKW, MOBTOPHO HaTUCKaNTe
KHOMKY 4 — QYHKLIT nepeMmKatoTbCs Nno Koay;
- nicns BUXOAY anapaTa Ha OCHOBHMI NapameTp, 3a 40MNOMOrot0 KHOMOK 2 BCTAHOBITb CTPYM
3BaplOBaHHS;
- NpyY HeobXifHOCTI MOXHa peryaoBaTV A0AaTKOBI (YHKLIii 3BaptoBasbHOrO MpoLecy,
NoOpSAA0K 3MiHWN AMB. y N.6.1

YBara! ManbHWK aproHoBUI MOBUHEH 6yTW KHOMKOBOro Tumy, 3 GalloHeTHWUM
po3'eMoM @13MM. MakcuMMasbHUI CTPyM MajbHUKa BubuparTe 3a CBOIMM poboynmm
BMMOramu. Y KOMMeKTi i3 anapaToM NOCTaBAAETbCA.
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4.2.2 QYHKLIS1 KHOMKW HA MNANIBHUKY TIG-2T

MpU HaTUCKaHHI KHOMKW Ha MasibHUKY CUrHaN KepyBaHHS HaAXoAWTb Yy 60K
KepyBaHHs, SIKMM BigNpaLboBye ¢yHKLiO MNepesnpoAyBKM Fa3oM 30HW 3BaplOBaHHS
(BMMKAE KNanaH rasy) Ta i3 3aTPMMKOLO MOAAE CUMHA HA BK/IOYEHHS A)Kepena CTPyMy, B Liel
€ MOMEHT MOJAETLCS BMCOKOYACTOTHUIN BMCOKOBOJIBTHWUM IMMNYAbC AJf 3amnatoBaHHS
Ayrun. BignpauboBytoTbes iHWI GYHKLIT (A0KAAAHO iX PO3rASHEMO Y HACTYMHUX MYHKTaXx)
3riHO 3 LLMKJ/IOM 3BaptOBaJ/IbHOMO NpoLecy, HaBegeHoro suue. lNicaa BignyckaHHA KHONKM
crnpauboBye GyHKLiA NAaBHOIO CnagaHHs CTPyMY i AXepeno BUMUKAETbCA. Micas uboro
BMUKAETbCA QYHKL st NiCAS-NPOAYBKM ra30M 30HM 3BaptoBaHHS (i3 3aTPMMKOIO BUMMKAETbLCS
KNanaH rasy).

4.3.1 LULUK/1 3BAPIOBAJIBHOIO MPOLECY - TIG-4T
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Mopsgok niaroToBku anapaTty o poboTu:
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BCTaBMTM Kabesib NasibHUKA Y THI340 Axepena B «-»;
- NPUKPYTUTM LLI/IBHO WTYyLep rasy Bij aproHOBOro naJjibHWKa A0 rHizga 6 (nisopyuy);
- BCTaBMTM PO3'EM KHOMKM yNpaBAiHHA NasbHMKa B FHi340 7 (MpaBopyu);
- BCTaBUTK Kabenb "3emnsa" y rHisgo gxepena A "+";
- NpueaHaTH kabenb "3emna" 4o Bupoby;
- BCTAHOBUTU peAyKTOP Ha ra3oBuii 6asioH;
- MiAKYUTY Fa30BUIM WAAHT A0 peAyKTopa rasoBoro 6as0Ha Ta wTyuepa 9 Ha 3a4Hin
naHeni gxepena;
- BiAKpUTW KpaH ra3oBoro 6as10Ha, nepeBipuTh FrepMEeTUYHICTb;
- MiAKNOYNTU MepexeBUI LUTeKep A0 Mepexi X1BNEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hili NaHei nepeBeCcT B NOIOXEHHS |;
- 33 JONOMOrOI0 KHOMKM 4 BCTAHOBITb pexXXuMm 3BaptoBaHHA "TIG", pexxnmmn nepemmkatoTbes
no Kony;
- BCTAHOBITb QYHKL 0 KHOMKM NanbHWKa TIG-4T, AN LbOro KHOMKY 3 HeobXigHO HAaTUCKATH
Z0 NOABM Ha iHAMKATOPI «PeX1m KHoMKM» Ta 3a J,0NOMOror0 KHOMOK 2 BCTAHOBUTM 4T. AKLLO
JLOBro He BAABaTUCSA 0 XOAHUX AiV anapaT BuinAe 3 uiei dyHkuii. MoBepHYTUCS MOXHA TUM
Xe WAAXOM. AKWO NepecTpubHyAn HeobXifHWIA PeXMM KHOMKW, MOBTOPHO HaTUCKaWTe
KHOMKY 3 - GYHKL,il NnepeMrKaloTbCs No KoJy;
- 32 ,0NMOMOTOt0 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHMWM NapaMeTp Lie CTPYM 3BaptoBaHHS;
- Mpu HeobBXiAHOCTI MOXHa peryioBaTM J0AaTKoBi GYHKLIi 3BaptoBasbHOrO npoLuecy,
NopsAA0K 3MiHWN AMB. y N.6.1

YBara! ManbHWK aproHoBUI MOBUHEH 6yTW KHOMKOBOro Tumy, 3 GalioHeTHWUM
po3'eMoM @13MM. MakcuMMasbHUI CTPyM MajbHUKa BubuparTe 3a CBOIMM poboynmm
BMMOraMMu.

4.3.2 QYHKLUIA KHOMKW HA NANIbHUKY TIG-4T

O6pobka curHany HaTUCKaHHS KHOMKW Ha NasbHUKY BigbyBaeTbca noAibHo fo TIG-
2T (AMB. NYHKT 4.2.2), ane € nepLua BiMiHHICTb Ha NOYaTKY 3BaplOBaHHA — MOKU YTPUMYETbLCA
KHoMKa MiA 4ac MepLIoro HaTUCKaHHSA, nepej-npoAyBKM ra3oM 30HM 3BaplOBaHHA Ta
BMCOKOBOJIbTHOIO 3aMasiloBaHHA Ha BUXOAi AxXepesna byae NoCTiMHO monepesHin cTpym
(ninoTHa ayra), TiNbKK NicAs BiANYCKaHHA KHONKWM MOYHETLCA NPOL,eC HAPOCTAHHSA CTPYMY i
AXepeno Bunge Ha pobounii cTpym, To6To KHOMKY He Tpeba yTpumyBaTu nig yac poboyoro
cTpyMmy. Jpyra BiAMIHHICTb B KiHL,i 3BaplOBaHHA — MNiCaA APYroro HaTUCKaHHA KHOMKW Ha
Ma/ibHUKY, MOYNMHAETLCSA CMaj CTPYMY A0 PiBHA CTPyMy 3aBaploBaHHS KpaTepa i Mok KHOrMKa
YTPUMYETLCSH, CTPYM 3HAXOAMTbCA Ha LibOMYy piBHi. licha Apyroro BignyckaHHA KHOMKMW,
JXepeso BiAKNOYAETHCA | BigNpauboBYETbCS YHKLIiA MiCAS-NPOAYBKM Fa3oM 30HU
3BaptoBaHHS (i3 3aTPMMKOIO BiK/IOHAETHCA KAanaH rasy).

4.4 QYHKUIA NEPEA-NPOAYBKN 3AXUCHUAM FA30M
Lia yHKuis HeobxigHa Ans 3aXWUCTy 30HW 3BaplOBaHHA Bij WKiA/IMBOro BM/WBY
atMocdepHOro MoBITPS i MOAsiIrae y rnonepeaHbOMY MPOAYBaHHI 30HW 3BaploBaHHSA
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3aXMCHUM rasoMm nepey, 3anajieHHsIM 3BaploBa/ibHOI Ayrn. 3a 3aMOBYYBaHHAM Yac nepeg-
MPOAYBKM BCTAHOBJ/IEHO Ha 3HAYeHHS 2,0 CeK, Lie 3HaYeHHs MOXHA B OyAb-fKUIA MOMEHT
3MIHWTU Ha CBIlA PO3CyA.

MopsigoK 3MiHWM 3HaYeHHs Byab-aKoi GYHKLIT y MOTOYHOMY pexuMi 3BaproBaHHS
AuvB.yn.6.1

4.5 OYHKL IS TONEPEAHBbOIO CTPYMY (MINNIOTHA AYTA)

Lis ¢yHKLia HeobxifHa AN 3PYYHOCTI KOPWUCTYBaHHS MaslbHUKOM Mij Yac
3anantoBaHHA Ayru. J103BO/IE NOYMHATI MPOLLEC 3BAPIOBAHHA 3 Ma/IMX 3HAYEHb CTPYMY,
3HaYeHHA SKOro JMLle NiATPUMYE NPOoLLeC, ajle He BHOCUTb CepMO3HMX BKAAZAeHb Tena i He
nponaatoe Bupib. MoxHa nonepegHbO  NiAIrpiTM  Micue  3BaploBaHHsA,  AKLLO
BUKOPUCTOBYETbCH pexXuM KHonku TIG-4T. 3a 3aMOBUYYBaHHSAIM MOMEpeAHin CTpym
BCTQHOBJ/IEHO Ha piBeHb 20A.

MopsaoK 3MiHWM 3HaYeHHA Byab-aKoi GYHKLIT y MOTOYHOMY pexuMi 3BaploBaHHS
AuvB.yn.6.1

4.6 OYHKLIA NTABHOIMO HAPOCTAHHS 3BAPIOBAJIBHOIO CTPYMY

Lia dyHKLia KpiM eKOHOMIT pecypcy enekTpoAa i B Aesikii Mipi caMoro naibHuUKa,
Tak camMo HeobxigHa AN 3pYyYHOCTI KOPWUCTYBaHHS MNaJIbHUKOM. YCyBa€ YTBOPEHHS
MOYaTKOBOrO PO3MJecKyBaHHSA 3BaploBasIbHOI BaHHM, a TaKOX 3a BCTAaHOBJEHMI 4ac
MNaBHOrO HAPOCTaHHA CTPYMY (Y pasi BUKOPUCTAHHA pexnmy KHomku TIG-2T) MOXHa TOYHO
HaBeCTM MaJibHUK Ha HeobxiZHe MicLe 3BaplOBaHHSA, TaK AK MicLe NignaatoBaHHA 4yru B
0cobanBO BiANOBiAaNbHUX BUPObax He 3aBXAM 3HAaxXOAUTbCS B MicCli 3BaptoBaHHs, abo
nonepeAHbO NiAIrpiTM MicLe 3BaptOBaHHA. 3@ 3aMOBYYBAHHAM 3HAaXOANTbLCA Y NOIOXKEHHI
“"OFF", T06T0 $yHKLit0 BUMKHEHO.

MopsaAoK 3MiHM 3HauYeHHs ByAb-AKOT GyHKLUIT Y MOTOYHOMY pexuMi 3BaproBaHHS
AuvB.yn.6.1

4.7 DYHKLIS NIABHOIO CNAZAAHHSA 3BAPIOBAJIBHOIO CTPYMY

Us ¢yHkuis HeobxigHa Ans NOKpalLeHHA MpoLecy 3aBapltoBaHHA KpaTepa, Lo
YTBOPHOETHLCSA MNiJ, TMCKOM OCHOBHOIO po6040ro cTpyMy 3BaptoBasibHOI AYrH, i LLer KpaTep €
3apogkom fAedekTiB 3BaploBasIbHOMO LWBA, WO € BKpPal HeraTUBHWUM sBuLieM. Tomy 3a
BCTAHOB/JIEHMI 4YaC MJIABHOrO CMaZaHHA CTPYMy MOXHA 3aBapuUTW PakoBWHY, L0
yTBOpWUAAcs. 3a 3aMOBYYBAHHSAM, 3HAYEHHSI 3HaxXoAUTbCs Yy nosoxeHHi “OFF”, To6To
dYHKL,i0 BUMKHEHO.

MopsaAoK 3MiHM 3HauYeHHs 6yAb-AKOT GYHKLIT Y NOTOYHOMY PeXuMi 3BaploBaHHS
AvB.yn.6.1

4.8 OYHKLIS1 CTPYMY 3ABAPKU KPATEPA
Lia dyHKuis HeobxigHa Ans BCTAHOBEHHS PiBHSA, JO SIKOrO CMaZaE CTPyM MNicAas
3aKiHYEHHS npoLecy 3BaptoBaHHsA. HeobxigHWI Ana NpoBeZeHHs 3aBaplOBaHHS KpaTepa y
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pasi BUKOPUCTaHHA pexXnmy KHonku TIG-4T (Npu Apyromy yTpuMaHHi KHOMKM Ha NasibHUKY).
3a 3aMOBUYYBaHHAM CTPYM 3aBaploBaHHs KpaTepa BCTaHOB/IEHO Ha piBeHb 20A.

Mopsigok 3MiHWM 3HaveHHs Byab-aKoi GYHKLIT y MOTOYHOMY peXxuMi 3BaproBaHHS
AuvB.yn.6.1

4.9 QYHKLIA NICAA-NPO4YBKN 3AXUCHUM FA30M

Lis ¢yHKkuis nonsrae B noAasbliOMy MpOAyBaHHI 30HW 3BaploBaHHS 3aXMCHUM
ra3oM nic/a 3racaHHA 3BaploBasibHOI A4YrM, OCKi/IbKM po3reveHa 3BapioBasibHa BaHHA Lie
Aeskunit Yyac 60iTbCs WKiANMBOro BNAMBY aTMOCchepHOro noBsiTps. 3a 3aMOBYYBaHHAM, Yac
nicas-npoAyBKM BCTAHOBJ/IEHO Ha 3,0 CeK, Lie 3Ha4YeHHS MOXHa B Oy b-fKNA MOMEHT 3MIHUTK
Ha CBili po3cya.

MopsaAoK 3MiHM 3HauveHHs Byab-AKOT GyHKLUIT Y MOTOYHOMY pexuMi 3BaploBaHHS
AuvB.yn.6.1

4.10 OYHKL I 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM
Lis &yHKkuis npusHayeHa AN MOJETWEHHA KOHTPOJIO 3BaploBasIbHOro rMpouecy Yy
MPOCTOPOBMX MONOXEHHSX, BiiMiHHWX BifJ, HUXXHbOrO, @ TaKOX NPY 3BapIOBaHHI KOJIbOPOBUX
meTaniB. Bnave BigbyBaeTbca 6e3nocepesHbO Ha NepeMillyBaHHSA MeTany po3MnaaBaeHoro
LWBa, a Lie B CBOI Yepry Ha cTabifbHicTb dopMyBaHHS LWBa. MNeBHOI Mipoo 3aMiHIOE pyxu
PYKM 3BapiloBasibHMKa NpW 3BaptoBaHHi, 0cOBAMBO Lie BaX/IMBO Y BaXKOAOCTYMHUX MiCLLSIX.
Tak caMoO 4acCTKOBO BiAOYBAETLCS MPUMYCOBUI BMAMB Ha NepeHeceHHs Kpamnii 3 ApoTy
npucaZkun B 3BaproBa/ibHy BaHHy. Big npaBu/ibHOCTI HanalwTyBaHHA 3an1exuTb dopma Ta
fKiCTb GOPMYBaHHS WBa, WO 3MEHLIYE MMOBIPHICTb MOSIBM MOP i 3MEHLIYE 3epHUCTICTb
CTPYKTYpW, a ue 36iabLuye MiLHICTb 3BapHOro 3'€4HaHHS.
Ansa peanizauii wiel PyHkuii B anapaTti noTpibHO cnoyaTky BKAOUMTM pexuM nysbcawii
cTpymy [Po.P]—nepesectu i3 ctany "OFF” y ctan "ON”, a TakoxX 3a4aTu 4YOTUPW NapaMeTpu:
ctpym imnyabcy [LiP], ctpym naysu [I. PS], yactoty nyabcauii [Fr.P] Ta cniBBigHOWeHHSA
imnynbc/naysa (abo «wnapysaTicTb») [dut]. 3a ymMoBYaHHAM YacToTa nysbcauii [Fr.P] Ta
«lunapysaTicTb» [dut] Ha HaMNoWMpeHiLLKnX 3HaYeHHAX 10.0l L, Ta 50% BigNoBiAHO. MpU 3MiHI
napamMeTpa "wnapysaTicTb" Bif 50%, BHOCUTHCA aCMMETPIA MiX YacoM iMMNyAbCy CTPYMY i
yacom "naysu" cTpymy:

3a 3aMOBYYBaHHSAM

"wnapysaTicTb" [dut] = 50% " wnapysaTicTb" [dut] = 20% " wnapysaTicT" [dut] = 70%
LA LA 1A}
50% | 50% |a 80% |—| |—| 70% EI I—
o~ ™
t,cek t,cex t,cex

JaHi napameTpu BCTaHOBIOIOTLCA Y PI3SHMX CUTYaLifIX NO-Pi3HOMY, BiANOBIAHO 40
BMMOT 3BaptoBasibHMKA. MopsaoK 3MiHM 3HaYeHHs By b-aKoi GyHKLiTy MOTOYHOMY peXuMi
3BaplOBaHHA AMB. y N.6.1
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5. HAMNIBABTOMATUYHE 3BAPIOBAHHSA (HA «MIG/MAG»)

AnapaT Moxe BMUCTynaTu B poAi AxXepena 419 HaniBaBTOMaTUYHOrO 3BaptoBaHHS,
AN LLbOro BiH Ma€ HeobXiAHY BO/IbTaMMepPHY XapakTepUCTUKY Ha BUXOZi CUNOBKX KAeM Npu
nepeMuKaHHi Ha el pexum. B akocTi 30BHILUHbOro MexaHi3My noadi 4poTy MoXe NiginTu
abconoTHO ByAb-AKMIN He3anexHWi 610k nogadi, Wo npautoe Ha cneyudivHin Hanpysi
XUWBJIEHHs BOyJOBaHOro ABWryHa, AAS LbOro BiH MOBMHEH MaTW B/aCHE ~AXepeso
XUBJIEHHS, abo XMBWUTUCH BiZ HaMpyrn Jxepena 3BaploBa/ibHOrO CTPyMy (Le MeHL
MpiOPUTETHWU BapiaHT, TaK fK Ay>Xe PifKo Taki CUCTEMU MatOTb XOpOLLY Ta cTabisibHy nogavy
ApOTY).

Ysara! B akocTi 3ax1McHOro rasy npuv 3saploBaHHi YOPHUX METaNIB Y
HaMMpOCTiLLOMY BUNaZKy 3aCTOCOBYETLCS Byrnekmcanii ras "CO2", a npu 3BaptoBaHHi
a/IlOMiHIIO — TiNIbKM iHepPTHI rasw Tuny aproH "Ar", iHoai renin "He", ans Hepxasitounx Ta
BMCOKO/IerOBaHMX CTas1el YacTo 3aCTOCOBYIOTLCS CyMillli B Pi3HUX NPOMOPL,isiX, HANPUKAaZ,
70% "Ar" + 30% "CO2". BUKOPUCTaHHS iHLWMX — ra3iB MLLe 3a NOroAXeHHsM i3 BUpOOHUKOM
obnagHaHHA.

30BHILLHIA MEXAHI3M
1 noAAYI APOTY

>
~—<

HAMIBABTOMATUYHUIA
NAJNIbHUK

KNEMA "MACA"

Mopsgok niarotoBku A0 poboTu:

- BCTaBUTU Kabesb «3eMnsi» y rHi3g0 gxepena B «-»;

- NnpueaHaTH kabenb "3emns" 4o Bupoby;

- 3a3ganerigb BUrOTOB/IEHY CWUIOBY NEPEMUYKY MepeTUHOM Kabeso He MeHLWe 16 MM?
HeobXifHO MpPUEAHATU A0 THi3Aa AxXepesna A «+», @ APYrUM KiHLEM A0 CU/IOBOI KJIeMU
MeXaHi3My nogadi ApoTy, Y KOXXHOMY KOHKPETHOMY BUMaAKYy BOHa iHAUBIAYaNbHa;

- MPUEAHATM 3BaptoBa/IbHWIA HaNiBaBTOMATUYHMI NaJIbHUK 0 MEXaHi3My nogadvi 4poTy;

- BCTAHOBWUTU PeAyKTOp Ha ra3oBuii 6aoH i3 3axmcHuM rasom "CO2" abo "Ar+CO2" abo "Ar";
- NiZKMOYNTY Fa30BUIA WAAHT A0 peAyKTopa razoBoro 6asoHa Ta wWTyuepa Ha MexaHi3mi
noAadi 4poTy, Cnocib NpueAHaHHA MoXe ByTH pisHUM;

- BiAKpUTW KpaH ra3oBoro 6as10Ha, NepeBipuTY FepMETUYHICTD;

- NigAKAUYNTU BN0K XUBNAEHHS MexaHi3My nogavi ApOTy A0 Mepexi XMBAEeHHs (AKLWO0
MeXaHi3M i3 He3a/1eXHUM XUBAEHHAM);

- YBIMKHYTW MeXaHi3M nozadi B1aCHUM BUMMKaYeM;

- NiZKAYUTU MEPEXEBUN LUTEKEP AXKEPENA A0 MEPEXI XMBJIEHHS;
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- MepexeBuI BUMUKaY 8 Ha 3aHil NaHeni nepeBecTu B NMONOXEHHS |;
- 3@ [OMNOMOrol KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA MIG/MAG, pexumum
nepemMmnKaloTbCA Mo KOoAY;
- 33 ,0MOMOrOt0 KHOMOK 2 BCTAHOBITb MOTPIOHY HaMpyry 3BaploBaHHS;
- Ha MexaHi3Mi Nnojavi 4poTy BCTAHOBITb MOTPiIGHY WBUAKICTbL NOAavi 4POTY;
- Npu HeobXiAHOCTI MOXHa peryioBaTM A04aTKoBi GYHKLIiT 3BapioBasbHOro npouecy,
NOpPSAAOK 3MiHN AMB. y N.6.1

[na KepyBaHHA BK/IIOYEHHAM Ta BWMKHEHHAM JXepena Ha 3aAHin naHeni
nepeAbayeHo po3s'em kepyBaHHs 9. Cxema MigKNOUYeHHS:

€ =

He BUKOPHCTOBYETHCA

Mnata ynpasnivua
MexaHismy noaavi
— — — Apoty

He BuKOpHCTOBYETHCA

BukopncToBYIOTLCS INLLE KOHTAKTM 1 Ta 2, fKi 3aMUKaloTbCs Y NOTPiGHWUI MOMEHT
yacy. Konn gxepeno mae npauioBaT, KOHTaKTW 3aMKHYTi, KoM Axepeno Mae bytu
BMMKHEHe — PO3iMKHYTI.

YBATA!!! Cxema nigkatoueHHs Ta peanisauia B 610kax nogadi ApoTy A5 KOXHOro
KOHKPETHOro BUMNaAKYy € iHAMBiAYya/sbHOIO, TOMY He HaBOAWTLCS B LibOMY MOCIGHWMKY 3
ekcnayatauii gxepena XuBaeHHS. [i MOXHa 3HAMTKM B IHCTPYKLIT 3 ekcnayaTauii 610Ky
noAgadi.

Y HesanexHux 6iokax nogadi apoTy BupobHuuTBa PATON Feeder-i5-2 (2-x
PO/IMKOBUI MexaHi3M noAaui) Ta Feeder-15-4 (4-X po/IMKOBUI MeXaHi3M nogavi) agantauis
po3'eMiB ynpaB/iHHA BXe nepegbayeHa, TOMYy CKA3JaHHS npoige 3 MiHIMaibHUMM
3yCUNNAMMWN.

He 3abyBaliTe npo nogauvy 3axmcHoro rasy. fkuwo Bu HoBavoK i HeMae A0cCBiAy B
YCTaHOBL,i ONTMMa/IbHOrO TUCKY A/ 3BaptoBaHHSA KOHKPETHOro BMpoby, TO Ha nepLuiuni
MOMEHT TMCK ra3y MOXHa BCTaHOBUTU bisible ONTUMaibHOMO 3HaYeHHs ~0,2 M3, e mano
BMJIMHE Ha npouec, auwe 36ibWnTb BUTPATy 3axXMCHOro rasy. Ase B MabyTHbOMY A/s
eKOHOMIii KepyMTecb 3arajlbHUMM peKoMeHAaLisiMM  LOAO 3BaploBasibHUX PobIT
HaniBaBToMaTamu. [oumHalTe i3 cepeHbOro NOJIOXEHHS peryasTopa WBUAKOCTI nojadi
APOTY Ha MexaHi3Mi nogaui (~ 4..5 M/XB) i cepeZHbOT HanNpyru Ha axepeni (~19B) npu byab-
SIKOMY ZjiaMeTpi BCTaHOB/IEHOro ApoTy (20,6...1,2MM), Le MOXe byTn He oNTUMasibHO, ane
npu NpaBuabHIN poboTi Ta piBHOMY NogaHHI ApoTy (6e3 pMBKiB), @ TaKOX MPaBUIbHOMY
NPUEAHaHHI, LA 3B'A3Ka "AXepeno 3BaploBasibHOro CTPYMy + MexXaHi3Mm nogadi' noBuHHa
BXe 3abe3neunTu 3BaptoBaHHs. LLLob gocarTu kpaworo pesyibTaTy, NOTPiIGHO perytoBaTy
Hanpyry Ha A>epesi KHOMKamu 2 i WWBMAKICTb NoAaudi APOTY Ha MexaHi3Mi NoAavi BiANOBiAHO
AO 3arajbHWX peKoMeHAauil LWOoAO0 3BaplOBa/IbHOIO MpoLecy HaniBaBTOMaTaMu.
Mam'ATanTe, AN KOXHOMO KOHKPETHOrO BUMAAKY Li MapameTpu € pisHUMM.
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5.1 LK1 3BBAPIOBAJIbHOIO MPOLECY - MIG/MAG-2T
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MopsaoK 3MiHWU 3HaueHHs 6y Ab-AKoT GyHKLT AMB. y N.6.1.

5.1.1 OYHKLIA KHONKW HA MANIbHUKY - 2T

3aCTOCOBYETLCA NPU 3BApPIOBaHHI KOPOTKMX Ta CEpesHbOT A0BXMHM WBiB. QyHKL i
NOJIAra€ B HACTYMHOMY: MPU HAaTUCKAHHI KHOMKM Ha Ma/IbHUKY CUrHa/ KepyBaHHA HAAXOAUTb
y 6710k KepyBaHHS, BiANpaLboBYeTbCSH GYHKLiS Nepes-npoyBKU ra3oM 30HU 3BaplOBaHHS
3a vac [t.Pr] (BiaKkpnBaETbLCA KAanaH rasy), Aani NOAaETbCA CUrHAA Ha BK/KOYEHHSA JXKepena
3BaplOBa/IbHOr0 CTPYMY | ABUFYHA MEXaHi3My noayi ApoTy. 3 LibOro MOMEHTY NOYMHAETHCA
npoL,ec 3BaptoBaHHS, 04HOYACHO BiJNpPaLbOBYETHCS GYHKL A NIaBHOTO BUXOAY Ha PEXUM
3BaploBaHHA 3a 4ac [t.UP], a TakoX MOXyTb BiAMNpaLboByBaTUCH A0AaTKOBI GyHKLIT
(Hanpuknaa, iMAyAbCHUI pexuM), BCe Le 3riAHO 3 LMK/IOM 3BaplOBa/ibHOrO MNpoLecy
HaBeAEeHOoro Ha Lukaorpami n.5.1. Micas BignyckaHHA KHOMKW BiANpaLboBY€ETLCSH QyHKL S
MNaBHOrO CMajaHHA CTPYMy Ta LWBMAKOCTI Nogadi ApoTy 3a yac [t.dn], noTim Axepeno
BUMMKAETbCSA. Jani BignpauboByeTbcs GyHKL s MiCAS-NPOAYBKM ra30M 30HM 3BaploBaHHs 3a
yac [t.Po] (i3 3aTp1MKOIO 3aKpMBAETHLCA KaaMaH rasy).
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5.2 LK1 3BBAPIOBAJIbHOTIO NMPOLLECY - MIG/MAG - 4T
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MopsAoK 3MiHM 3HaYeHHs Byab-AKoT GyHKLIT AMB. y N.6.1.

5.2.1 QYHKLUIA KHONKU HA MAJIbHUKY - 4T ta anbT.4T
a) CBITOBWI CTAHAAPT PEXUMY KHOMKKU — 4T
6) a/IbTEPHATUBHUIN PEXUM KHOMKMU - anbT.4T

3acTOCOBYETLCA NPU 3BaploBaHHi A0Brux WeiB. OyHKLiA NoASrae B HAaCTyMHOMY:
MpU NepLIoMy HaTUCKaHHI KHOMKW Ha MaJjibHUKY CUrHaa KepyBaHHS HaAXxoAuTb Yy 6s10K
yMpaBAiHHA, BiANPaLbOBYETbCA YHKLiA MNepes-npogyBKM ra3oM 30HW 3BaplOBaHHSA
(BiAKPWMBAETLCA KaaNaH rasy), Nicaa nepworo BignyCckaHHA KHOMNKWM NOAAETLCA CUMHAN Ha
BKJ/IIOYEHHS JKepeaa 3BaptoBa/IbHOr0 CTPYMY i ABMIyHa MexaHi3My nogadi ApoTy. 3 LLboro
MOMEHTY MOYMHAETLCS MpoLec 3BaptoBaHHA. OAHOYACHO BiANPaLbOBYETbCA YHKLis
N/IaBHOI O BUXOAY Ha PeXMM 3BaptoBaHHSA 3a Yac [t.uP], a TakoX MOXYTb BiAnpaLboByBaTMCA
AogatkoBi  GyHKUiT (Hanpuknag, iIMNy/AbCHUA pexum), BCe Le 3rigHO 3  LWKIOM
3BaplOBa/IbHOr0 MpoLecy HaBeAeHOro Ha uukaorpami n.s.2. licaa apyroro HaTUCKaHHA
KHOMKWM Ha MajbHWUKY, BiAMNpaLboBYETbC GYHKLiA MAAaBHOMO CMajaHHA Hanpyru Ta
WBMAKOCTI Nogavi ApoTy 3a yac [t.dn], noTim gXepeno cTpyMy BUMUKAETHCS.

Micha apyroro BignycKaHHs KHOMKW BiAMpaLboOBYETbCS PYHKL A MiCAS-NPOAYBKM
ra3om 30HM 3BaplOBaHHA 3a Yac [t.Po] (3 3aTpMMKOIO 3aKPUBAETLCA KNanaH rasy).
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B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTeMa Nponyckae Apyrui TakT
(neplwe BigMyCKaHHA KHOMKW), LUM i BIAPI3HAETLCA Bif CBITOBOro CTaHAapTY 4T. MNoAcHMMO:
B JaHOMy BMNajKy CMCTeMa He 4YeKaE NepLlloro BifMyCKaHHA KHOMKWM Ha MNajbHUKY, a
MOMEHTa/IbHO Micas BiAnpaLtoBaHHA QyHKLIT nepes-npogyBKu ra3oM 30HW 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YrM — Lie aHaN0orM4yHO AK B pexXumi KHonku 2T.
Mpu uboMy MicAA MepLloro BiAnycKaHHs MpoLec 3BaptoBaHHA TpuBae 6e3 3MiH. JaHun
pexum HagaeTbcst kommaHieto PATON sik 60HYCHMIA, BUKOPUCTOBYBATM Ti/IbkM 3a 6axaHHsAM,
OCKiNIbKM BiH 6i/bLU 3BUYHWI 3 NOrAa4Y 6inbll 4HaCTOrO BUKOPUCTAHHSA KAiEHTaMu pexxumy 2T
Y KNaCMYHUX HaniBaBTOMaTax, 6i/bLl iHTYITMBHO 3pO3yMinnii.

5.3 QYHKUIA IHAYKTUBHICTb

List pyHKLis 3MiHIOE NpoLec nepeHeceHHs KpanJi 3a 40NOMOrO0 3MiHU LWBWAKOCTI
HapOCTaHHs CTPyMy BiZ 3MiHW Hanpyrun Ayru. pu 36inblueHHi 3HavyeHHs napameTpy
3MeHLLYETbCA po36pu3KyBaHHS, ane Le NpUsBoANTb 0 3MeHLIEeHHS YacTOTU NepeHeceHHn
Kpanenb. 3MiHIOIYM 3HAUEHHS L€l GYHKLi, AaETbCA MOX/IMBICTb KOXXHOMY KOPUCTYBaYeBi
BMb6paTn cobi onTUManbHUI Npouec 3BaptoBaHHA. B OCHOBHOMY MiHiMasibHi 3HaYeHHSs
3aCTOCOBYIOTbCSA AJ/151 3BapIOBaHHSA TOBLUMH binblue 3 MM, @ MaKCMMa/ibHi 3HAYEHHA — ANA
TOHLINX BUPODIB.
3a3aMOBYYBaHHSAM iHAYKTMBHICTb BCTaHoB/1eHa Y “"OFF”, To6To BCcTaHOB/1€HA Ha HY/IbOBOMY
cTyneHi. MopsaAoK 3MiHWM 3HaYeHHs 6yAb-AKOT GYHKLIT Y MOTOYHOMY PeXuMi 3BaproBaHHs
AvB.yn.6.1.

5.4 OYHKL I 3POCTAHHA HAMNPYTU HA MOYATKY 3BAPHOBAHHSA

La &yHkuis noTpibHa A/ns NAaBHOrO BWMXOAY Ha PeEXMM 3BaplOBaHHA 33
BCT@HOB/IEHMM 4ac [t.UP], WO 3MeHWye po3nieckyBaHHs 3BaploBasibHOI BaHHW Ta
po36pUn3KyBaHHA MeTasly B MOMEHT MiAnany Ayru, KO ApPIT LWe XONoA4HUA. 36inblueHni yac
MAaBHOIO BUXOAY 3aCTOCOBYETLCA A/ MOYaTKOBOro popMyBaHHSA BaHHU. 33 pery/itoBaHHs
MNaBHOCTI LLbOro NpoL,ecy BiANOBiAaE Yac HAPOCTaHHA HaNpyru [t.up] aK y Axepeni CTpyMmy,
Tak i B 610U ynpaBAiHHA WBUAKICTIO Nogadvi NPOBONOKM, AA MakKCUMabHOI KOPEKTHOI
pob0TK Li 3HAYEHHS MaloTb BYTU y3roaxeHi (He KoxeH 610Kk NoAaui MAae MOX/UBICTb 3MiHN
WBMAKOCTI MOAaYi 4POTY B KiHLLi 3BaplOBaHHS).

YBATA! Yum 6inblwinin Yac HapOCTaHHS — TUM MEHLUM MOYATKOBUM NpoBap, TOMY
HeobxifHO 3aCcTOCOBYBaTU AaHy QYHKLiIO TibKK A8 cepefHixX Ta AOBruX WBiB. 3 L€l X
MPUYNHU He NOTPiIBHO 36i/blUYBaTM Yac HAPOCTaHHS Gislblue 0,1 C NPV 3BaprOBaHHI TOUKaMM
ToLLO.

3a 3aMOBYYBaHHAM 4aC HapOCTaHHS BCTAHOBJEHO Ha 3HaveHHi "OFF", TobTO
BUMKHeHO. MopsiA0K 3MiHW 3HaUYeHHs By b-AKoT pYHKLiT y MTOTOYHOMY pexuMi 3BaploBaHHs
AvB.yn.6.1.

YBATIA! lNMpwn 3BaptoBaHHi CTaseBMM APOTOM Yac HapocTaHHs [t.uP] Ha gxepeni
CTpyMy Mae bytu abo gopiBHioBaTH, abo OyTW TpPOXM MeHWMUM HixX Ha 6soui noaaui
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nNpoBo/Iokn. Mpwn 3BaploBaHHI a/llOMIHIEBMM APOTOM 4ac HapocTaHHs [t.uP] Ha Axepeni
CTpyMy Ma€ 6yTv BinblumnMm (+0,2..40,5 ceK) HidX Ha 6101 NoAayi NPoOBOIOKM.

5.5 QYHKLUIA CNAA4AHHA HAMPYTU Y KIHLI 3BAPKOBAHHSA

Lis ¢yHKUia npu3HayeHa A/f MAaBHO! 3aBapku KpaTepa, WO YTBOPKETHCA B
3BapOBa/IbHIM BaHHI Nif Ai€l0 €N1eKTPOMArHiTHOro A4yTTs eIeKTPUYHOIO AYrOLo, WO B CBOIO
yepry B NoAa/bLIOMY € Axepesaom AedekTiB 3BaptoBasibHOro wea. CUrHaaom A0 novatky
byHKUIT € BiANycKaHHA KHOMKM Ha NaJsIbHUKY B KiHLL NMpoLecy 3BaptoBaHHS, NPU LLbOMY pyX
na/ibHUKa HeobXiZAHO MPUMMHWTY | 3aBaplOBaTH CNAZAAOYOI0 HAMPYToo AMKY (Le i € KpaTep)
y 3BaptoBa/ibHOMY LWBi. 3a pery/itoBaHHA MNJaBHOCTI LbOro npouecy BiAMNOBiJa€ 4ac
3HMXKeHHS Hanpyru [t.dn] sk y Axepeni cTpyMy, Tak i B 610U ynpaBAiHHS LWBUAKICTIO NoAaui
APOTY, ANS KOPeKTHOI poboTW Ui 3HayeHHs MOBWHHI cniBnagaTu. 3a 3aMOBYYBaHHAM
3HayYeHHs AaHoro napaMeTpy BCTAaHOB/IEHO Ha PiBHI 0,1 ceK, TO6TO BUMKHeHO. Lle 3HayeHH#
MOXHa 3MiHIOBaTW Ha CBil po3cys, NOpAAOK 3MiHM AMB. y M.6.1

YBATA! Mpu 3BaptoBaHHi CTasIeBUM APOTOM Yac cnagaHHsa [t.dn] Ha axepeni mae
abo gopieHioBaTK, abo HyTK Tpoxu BinblMM Hix Ha 6s10Li nogavi gpoTy. Mpu 3BaplOBaHHI
a/IIOMIHIEBMM APOTOM Yac cnagaHHsa [t.dn] Ha gxepeni cTpymy Mae ByT1 MeHWMUM (-0,3...-0,7
cekK) Hix Ha 6oL nogavi gpoTy.

6. HANALUTYBAHHSA AMAPATY

B cTaHgapTHOMY CTaHi (KOAM A0 KHOMOK Ha MepeAHil NaHesi He TOpKalTbCs),
anapaT 3aBXAW BMBOAUTb Ha LWPOBWMIA iHAMKATOP 3HAYeHHS OCHOBHOrO MapameTpa
MOTOYHOrO PEXMUMY 3BapIOBaHHSA:
1) y pexxumi PA13 "MMA”" — 3BaptoBaibHUIN CTPYM;
2) y pexxumi APT “TIG" — 3BaptoBasibHUI CTPYM;
3) y pexumi HA "MIG/MAG"” — 3BaptoBasibHa Hanpyra.

KHonku 2 nepeZHboi NaHeni Bi4NOBiAalOTb 33 3MiHY 3Ha4YeHHa BUBpaHOT GyHKLT
abo ocHoBHOro napameTpa.

KHonka 3 Ha nepegHin naHeni anapaty 6aratodyHkLioHanbHa Ta BiAMNOBIAAE 3a
HacTymnHe:
1) BMbGIp no kony O6yab-akoi byHKLIT Yy MOTOYHOMY pexuMmi 3BapltoBaHHS (WBMAKE
HAaTUCKAHHA);
2) CKUAAHHSA BCiX YHKLIM J0 3aBOACHKMX Ha/MaLWTyBaHb MOTOYHOIO PEXMMY 3BapHOBaHHS
(yTpumyBaTu bisiblue 12 C).

KHonka 4 Ha nepegHiv naHesi BiAMOBIZAE 33 3MiHY peXwWMy 3BaplOBaHHS,
nepeMuKkaHHs BiabyBa€eTbCA No KoAy.

6.1 MEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

AKL,0 B anapaTi BCTAHOBAEHO CMCTEMY 3aXMUCTY Bif HECAHKLiOHOBAHOr O A0CTYNY A0
MeHI0 PYHKLiM, NPYU HATUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BifOyBaETbCA XOAHNX 3MiH,
T06TO LA KHOMKa 3abs10KkoBaHa. LL o6 po3baokyBaTH, HeObXigHO yTPUMYBATH il HATUCHYTOMY
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cTaHi binbwe 3,5 cekyHA. Mpu po3baoKyBaHHI Ha IHAMKATOP BMBOAMUTLCS 306paKeHHs
3aMOMKIB, LLLO BiKPUBAIOTbLCS, LU0 BKA3YE Npo npoLec po3b1oKyBaHHA MeHo GyHKLin. Micas
yCrilWwHOro po3610KyBaHHs, MPY HATUCKAHHI KHOMKM 3, Ha LMGPOBUIA AUCN/IeN BUBOAUTLCS
noToYHa Ha3Ba PyHKLiT Ta il 3HaUeHHSs.

YBara! lMicns BignyckaHHA KHOMKW 3 Yepes 2 CeKYHAMU eKpaH 3HOBY nepenje Ha
OCHOBHW NapaMeTp MOTOYHOIO PEeXMMy 3BaptoBaHHs. Mokn Aucnaen nokasye NoTOYHY
dyHKLtO, Ti 3HAYEHHS MOXHA 3MIHUTK Y binblly abo MeHLLY CTOPOHY, 3a 4OMNOMOTr0H0 KHOMOK
2. A6o npu WBUAKOMY HaTUCKaHHI Ta BiANyckaHHI Ha KHOMKW 3 MOXHa nepemMmkaTics Ha
HaCcTynHy GyHKLiO Mo KoY.

YBara! fAkwo A0Bro yTpumyBaTu KHOMKY 3 Y MOMEHT pO3rasfy HaliMeHyBaHHS
byHKUiT, NprbaM3HO Yepes 10 cekyH4, Ha LndpoBoMy Tabno NOYHETLCH 3BOPOTHUM BiAAiK
333...222...111, AKUIA NONepeKaE NPO CKUAAHHS BCiX HaNaLLTYyBaHb MOTOYHOMO PEXMMY.

6.2 MEPEK/TFOYEHHA HA HEOEXIAHVII\/'I PE>XUM 3BAPHOBAHHA
HaTuckaHHA KHOMKW 4 NPU3BOAWUTL A0 MNEPEKNIOYEHHS] Ha HACTYMHUM pexuM
3BaproBaHHA No KoAy. Lle BUAHO Ha AUCnael 1 Ha nepeaHil naHeni.

6.3 CKUAAHHA HAJNALWTYBAHb BCIX d)YHKLLIl)'I NOTOYHOIo PEXUMY
3BAPIOBAHHSA

MoxyTb BifbyBaTWUCS cuTyalil, KOAM napameTpu B anapaTti TPOXW 3anjayTaju
kopucTyBaya. /111 Toro wob cKMHYTU IX A0 CTaHAAPTHUX 3aBOACLKMX, 40CUTb yTPUMYBaTH
6e3nepepBHO KHOMKY 3 NpoOTArom bisiblie 10 cekyHA (He 3BepTaTW yBary Ha 306paxeHHs
3aMouYKiB). AK i HABOAWIOCS paHille, Ha Tab/10 NOYHETLCS 3BOPOTHUM Bif/liK 333...222...111 |
MpW A0OCATHEHHi "000" BCi HANALITYBaHHSA MOTOYHOrO PEXMMY 3BaptoBaHHA OyAyTb OHOB/EHI
Ha 3aBogcbki. CKMAAHHA MapameTpiB ANs KOXHOMO PEexXMMy 3BaploBaHHS PobAsiTbCs
okpemo. Lle 3po61eHO A5 3pyYHOCTI, W06 He CKUHYTY iHAMBIAYabHI HAJIAWTYBaHHS B 4BOX
iHLLMX pexumMax.

6.4 3SMIHA HOMEPY NMPOIrPAMU Y NOTOYHOMY PEXXMI 3BAPIOBAHHA

Y KoxHOMY pexumi 3BaptoBaHHsa MMA, TIG i MIG/MAG anapat moxe 36epirati go
16 pi3HWX BapiaHTiB HanawTyBaHb. [lOTOYHMIM HOMeEp HanaWTyBaHHA (nporpamu)
BiZ0OpaXaEeTbCsA Y BEPXHbOMY MPAaBOMY KyTi iHAMKATOPA, WO 3HAXOAUTLCSA Ha MepeaHin
naHeni Axepena. Y MOMEHT Meploro YBIMKHEHHS anapaTa, A/ KOXHOro pexuMy
3BaplOBaHHA, 3aBXAM BUBOAUTLCA Nporpama nig N21. Yci 3MiHM B HanalTyBaHHI anapaTa B
AaHOMY pPeXuMi 3BaptoBaHHA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbes. LLLob nepeiitn
Ha iHWWA HOMep nporpaMu i NoyaTW HajlaWTyBaHHS 3HOBY 3 6a30BWX MNapamMeTpis,
AOCTaTHbO HATUCHYTM KHOMKY 3 i fKWO MeHio Bubopy ¢yHKUiN 3abnokoBaHo, TOAI Ha
iHAVKATOP BUBOAWTBLCSA MOTOYHMIN HOMEP MPOrpamMu, KM MOXHA 3a JOMOMOrol KHOMOK 2
3MiHUTK Y 6inbwy abo MeHWy cTopoHy. Akwo MeHio BMbopy ¢yHKLii He 3abaokoBaHe,
HanNpWKIaZ: KOPUCTYBay fIKpa3 nepes UMM 3MiHIOBaB J0AATKOBI napameTpu yHKL N
onucaHi B n.6.1, To HeobxigHO 3abnokyBaTu MeHO BMOOpPY GYHKLIM 33 AOMNOMOrow
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YTPMMaHHS KHOMKK 3 binblie 3,5 cek. Tak camo fK i Npy po36ioKyBaHHi, Ha iHAMKaTOPpI
ByayTb BifobpaxaTucs 3aMKK, WO 3aKpuBatOTbCA. [icns 3akiHUeHHs Liel onepauil MeHto
Byse 3abs10K0BaHO | Tenep MOXHa 3HOBY MOBTOPUTU CNpoby 3MiHM HOMepa nNporpamu 3a
Joromorolo KHonku 3. lpu uboMy BCi napameTpu nonepeAHbOi nporpamu OyayTb
36epexeHi i 40 Hel 3aBXAM MOXHa NOBEepPHYTUCS 3HOBY.

7. 3ATAJIbHUW CMTUCOK | NOC/IIAO0BHICTb ®YHKLIN
Pexcum 3saprosaHHsa P/]3 "MMA"
0) [-1-] - ocHoBHW NnapameTp CTPYM = goA (3a 3aMOBYYyBaHHsIM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) gnsa StandardTIG-200
B) 12...250A (KpokK 3MiHu 1A) Ans StandardTIG-250
r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
1) [H.St] cnna "Mapsyoro ctapty" = 40% (3@ 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHK 5%)
2) [t.HS] vac "lMaps4yoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1 ...1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy ayrn" = 40% (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpauboByBaHHS GyHKLiT «Popcax Ayrm» = 12V (32 3aMOBYYBaHHAM)
a)9 ... 18V (kpok 3miHK 1V)
5) [BAH] Haxnn BonbTamMnepHOT XxapakTepucTuku = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3miHu 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto Ayroto = OFF (3a 3aMOBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 610K 3HMXEHHS Hanpyru xonocToro xoay = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3amoBYyBaHHsAM)
a) ON — yBiMKHeHO
6) OFF — BUMKHeHO
9) [l.iP] ctpym iMnynbcy = 9oA (3a 3aMOBYYBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ansa StandardTIG-200
B) 12...250A (KpoK 3MiHu 1A) ansa StandardTIG-250
r) 12 ... 270A (kpok 3miHu 1A) agnqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
10) [I.PS] cTpym nay3u = goA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHK 1A) anqa StandardTIG-160
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6) 10...200A (Kpok 3miHu 1A) ana StandardTIG-200

B) 12...250A (Kpok 3MiHu 1A) ansa StandardTIG-250

r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V

4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcauin ctpymy = 5,0 'L, (32 3aMOBYYBaHHSM)

a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 y...1TL)
12) [dut] cniBBigHOWeHHs iMnyabc/naysa (banaHc) — we BIACOTOK iMMy/bCy CTPYMy A0
nepioAy NPOXOA XeHHS LUX iMMybCiB = 50% (3a 3aMOBYYBaHHSAM)

a) 20...80% (KpOK 3MiHW 5%)

Pexcum 3saprosaHHs TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (3a 3aMOBYYBaHHSAM)
a) 8 ... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ansa StandardTIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardTIG-250
r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
1) [But] pexxum KHomMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [LIFT] — KOHTaKTHWUI pexwum 3anantoBaHHsA aAyrn TIG-LIFT
6) [2T] — 6€3KOHTAKTHUI PEXMM 3aMastoBaHHS, pexum kHonku TIG-2T
B) [4T] — 6€3KOHTaKTHUI peXXmnM 3anasitoBaHHs, PeXuM KHonku TIG-4T
2) [t.Pr] yac nepea-npoayBku = 2,0 ceK. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
3) [t.Po] yac nicna-npogysku rasom = 3,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [Pr.A] nonepeaHin cTpym (ninoTHa gyra) = 15A (3a 3aMOBYYBaHHSIM)
a) 8 ... 40A (kpok 3MiHu 1A) anqa StandardTIG-160
6) 10...40A (kpok 3miHu 1A) anqa StandardTIG-200
B) 12...40A (Kpok 3MiHK 1A) ana StandardTIG-250
r) 12...40A (Kpok 3miHuM 1A) ans StandardTIG-270-400V
4) 14...40A (Kpok 3MiHM 1A) ans StandardTIG-350-400V
5) [Po.A] cTpym 3aBaptoBaHHA KpaTepa = 15A (3a 3aMOBYYBaHHAM)
a) 8.... 60A (kpok 3miHu 1A) ansa StandardTIG-160
6) 10...60A (kpok 3miHu 1A) anqa StandardTIG-200
B) 12...60A (Kpok 3MiHu 1A) ansa StandardTIG-250
r) 12...60A (Kpok 3MiHK 1A) Ans StandardTIG-270-400V
4) 14...60A (kpok 3miHM 1A) ans StandardTIG-350-400V
6) [t.uP] yac HapocTaHHS CTPyMy = 0,3 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1 ... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
7) [t.dn] yac cnagaHHA cTpyMy = 0,3 CeK. (32 3aMOBYYBaHHSIM)
a) 0,1... 5,0 ceK. (KPOK 3MiHW 0,1 ceK.)
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8) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3aMOBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [l.iP] ctpy™ imnynbcy = 100A (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ana StandardTIG-200
B) 12...250A (KpokK 3MmiHu 1A) ans StandardTIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHK 1A) ansa StandardTIG-350-400V
10) [I.PS] cTpym naysu = 100A (3a 3aMOBYYyBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ansa StandardTIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardTIG-250
r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcauin ctpymy = 10,0 'l (3a 3aMOBYYBaHHsAM)
a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 Y...1 TL)
12) [dut] cniBBigHOWeHHA iMNyabc/naysa (6anaHc) — ue BiACOTOK iMMNY/AbCy CTPYMY A0
nepiozy NPOXoA XeHHs LUX iMMyAbCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3MiHK 5%)

Pexcum 3saprosaHHa MIG/MAG
0) [-3-] ocHoBHWMIM napameTp HATPYTA = 19,0V (3a 3aMOBYyBaHHsM)
a) 12,0...24,0V (Kpok 3MiHM 0,1V) ans StandardTIG-160
6) 12,0...26,0V (kpok 3MmiHu 0,1V) g StandardTIG-200
B) 12,0...28,0V (Kpok 3MiHu 0,1V) ansa StandardTIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) ans StandardTIG-270-400V
4) 12,0...32,0V (Kpok 3MmiHK 0,1V) ana StandardTIG-350-400V
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — peXxum KHONKM Ha NaabHUKY 2T
6) [4T]— cTaHAAPTHUIN PEXMM KHOMKWU Ha NaNbHUKY 4T
B) [aNbT.4T] — anbTEPHATUBHUMN PEXMM KHOMKW Ha NaNbHUKY 4T
2) [Ind] iHgykTMBHICTL = OFF (33 3aMoBYyBaHHsIM)
a) o [OFF] ... 6 piBHiB (KpOK 3MiHW 1 piBEHb)
3) [t.up] yac HapocTaHHs Hanpyru = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 ceK.)
4) [t.dn] yac cnagy Hanpyru = 0,1 ceK. (32 3aMOBYYBaHHSM)
a) 0,1...5,0 ceK. (KPOK 3MiHM 0,1 CeK.)
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8. PEXXMM POBOTW BI4 TEEHEPATOPA

Jl>xepenio XX1BAEHHA NpUAATHe AA poboTH Big reHepaTopa 3a YMOBM:

Mig yac pobotun 33AaHe 3HaveHHA Mia yac poboTu giameTpom ApoT MiHima/bHa
. P ctpymy npy MMA i o P A pomapory NOTYXHICTb
€/1eKTPOA0M npu MIG/MAG
TIG reHepaTtopa
22 He 6inbwe 80A He 6inbwe Jo,6MMm 3,0 kVA
a3 He Binbwe 120A He 6inbwe Jo,8mMm 4,5 kVA
[Z)A He Binbwe 160A He 6inbwe J1,0MM 6,0 kVA
7] He Binbwe 200A He 6inbwe J1,0MM 7,7 KVA
@6 nerkonn. He 6inbwe 250A He 6inbwe J1,2MM 10 kVA
@6 nerkonn. He Hinble 270A He 6inbwe J1,2MM 12,0 kVA
26 4,0 350A 40 @1,4MM 16,0 kVA

Ana 6e3BigmoBHOT pob60oTH! BuxigHa MixdasHa Hampyra reHepaTopa He NOBUHHA BUXOAUTH
3a A40NYCTUMI MeXi:

-160-260V (ans mogenen StandardTIG-160/200/250);

- 320-440V Ans BCiX Tpbox da3 (a5 mogenen StandardTIG-270/350-400V).

9. Aornaa 1 TEXHIYHE OBC/IYTOBYBAHHA

YBara! lNepeg 1M, AK BiaAKpUTM anapaT A5 NpodinakTUKK, HeObXiAHO BUMKHYTH
MOro Ta BiAKIOUYUTU Bif Mepexi XUBAeHHs. [aTn MOXIUBICTb PO3PAAUTUCS BHYTPILLHIM
NaHutoram anapata (npmbausHo 5 xB) | Avwe nicaa wboro pobutu iHwi Aii. Mpwu
obcnyroByBaHHi BCTaHOBUTUK Tabsinuky, sika 3abopoHse BMMKaTK anapar.

Ans Toro, wob 36epertn anapat npauesgaTtHuMM Ha 6araTo pokiB, HeobXigHO
AOTPUMYBATUCA KiIbKOX NPaBU:
- MPOBOAUTM iHCMEKL i 3 TexHiku 6e3neku y 3agaHi iHTepBaau vacy (ams. Posgin
»BKa3iBkuM 3 TexHikn 6e3nekn”);
- npw iIHTEHCMBHOMY BMKOPUCTaHHI PEKOMEHAYEMO Pas3 Ha NiBPOKY NpoAyBaTun anapaT
CyXUM CTUCHeHMM noBiTpAM. YBara! lNMpogyBaHHA 3 3aHAATO KOPOTKOI BiACTaHi Moxe
MPU3BECTU A0 NOLKOAXEHHS eNeKTPOHHUX KOMMOHEHTIB;
- NPV BEJIMKOMY CKYMYEHHI MUY MPOYNCTUTU KaHaIM CUCTEMU OXOIOAKEHHS BPYUHY.

10. MPABWUJIA 3BEPIFTAHHSA

3aKoHCepBOBaHe Ta YMakKoBaHE JXepeso 3BapltoBasibHOrO CTpyMmy 3bepiraTu B ymoBax
36epiraHHs 4 3a FOCT 15150-69 CTPOKOM 5 POKiB.

Po3koHcepBoBaHe gXepeno MoBUHHE 36epiratMcs B CyXMX 3aKpUTUX MPUMILLEHHSX 3a
TeMnepaTypu NoBiTps He Hux4Ye ntoc 5°C. Y nNpuMilLeHHsX He MaEe ByTu nmapu KUC/IOT Ta
iHLIMX aKTUBHWX PEYOBMUH.
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11. TPAHCNOPTYBAHHA

YnakoBaHe JXepeno MoXe TPaHCMOpPTyBaTUCA BCiMA BUAAMW  TPAHCMOPTY, WO
3abe3neyytoTb Moro 6e3neky 3 AOTPUMAHHAM NpPaBWA MepeBe3eHb, BCTAHOBIEHWUX ANS
TPaHCMOPTY LbOro BUAY.

12. KOMMNJIEKT MOCTABKHA

1. [lxxepeno Xu1BJIeHHs 3BaplOBa/IbHOT Ay 3 MepexXHUM Kabesem —1uwT;

2. Kabesnb 3BaptoBanbHMi 3 knemoto «maca» ABICOR BINZEL, 3 m —1uwT;

3. PeMiHb Ansi nepeHeceHHs anapaTy Ha nedi —1uWwT;

4. IHCTPyKLUif 3 ekcnayaTauii —1Wwr.
Ans modeneli StandardTIG-160/200:

- nanbHuk aproHogyrosuin ABICOR BINZEL, 4 m —1WT;

- kabenb 3BaptoBaibHUI 3 kKNemoto «maca» ABICOR BINZEL, 3 m -1

- pipmoBuI niacTukosumii keic PATON —1uwT;
Ana modenell StandardTIG-250/270-400V/350-400V:

- dipmoBuii roppokopod PATON —1uwT;

13. MPABUJIA TEXHIKW BE3MNEKU
3ATAJIbHI MOJIOXXKEHHA
3BaptoBasibHUI anapaT BUIOTOB/EHWIM BiJMOBIAHO A0 TEXHIYHMX CTAHAAPTIB Ta
BCTAQHOBJ/IEHUX MPaBW TexHikn 6e3nekun. MNpoTe Npu HeMpaBWbHOMY NMOBO/AXEHHI BUHUKAE
Hebe3neka:
- TpaBMYyBaHHs 06C/1lyroBylOHOro nepcoHany Ym TpeTboi 0cobu;
- 3anoAifAHHA LWKOAM CaMOMY anapaTy 41 MaTepia/lbHUM LiHHOCTAM MNi4NPUEMCTBA;
- nopyLeHHsi epekTnBHOro poboyoro npouecy.
Yci ocobu, siki noB’si3aHi 3 BBeAeHHAM B eKCnyaTalilo, KepyBaHHAM, AOr1s840M Ta
TexHiYHMM 06C/1lyroByBaHHSAM anapaTy NOBUHHI:
- MpOWTU BiANOBIAHY aTecTaw,ito;
- MaTW 3HaHHSA 3 3BaplOBaHHS;
- TOYHO JOTPUMYBATUCH LiET IHCTPYKLLIT.
HecnpaBHocTi, siki MOXYTb 3MeHLINTYN Be3neKy, NOBUHHI By T TepMIHOBO yCyHeHi.

OBOB'A3KN KOPUCTYBAYA

KopucTyBay 3060B'A3yeTbCs gonyckaTu 40 pobiT Ha 3BaptoBa/ibHOMY anapari ive
ocib, aki:
- 03HaNOMUANCA 3 OCHOBHWMM MpaBWIaMK TexHiku Be3neku, NMPOMWAN HaBYaHHSA 3
BUKOPUCTAHHS 3BaptoBasibHOr0 061aiHaHHS;
- npounTann po3ain «MpaBuna TexHikn Ge3snekm» Ta BKasiBKM WOAO HeObXigHUX
3ano0bidXXHUX 3aX04iB, HaBeAEHUX Y LLbOMY MNOCIOHMKY, Ta NiATBEPAUTU Lie CBOIM NiANUCOM.

OCOBWUCTE 3AXNCHE OCHALLLEHHA
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Ans ocobucTtoro 3axmcty ocobu, siki nMos'si3aHi 3 BBEAEHHSIM B eKCrJyaTauito,
KepyBaHHAM, JOr/1S40M Ta TEXHIYHUM 0OC/TyroBYBaHHAM anapaTty NOBUHHI:
- HOCWUTK MillHe B3yTTs, WO 36epirae i30/110t04i BNACTMBOCTI, Y TOMY YMCAi Y BOJOTUX
ymoBax;
- 3axumLLaTV PyKK i3011010HUMK PyKaBUUYKaMK;
- OYi 3aXMILATM 3aXMCHOKO MACKOl 3 BIAMOBIAHMM CTaHAApPTaM TexHikM 6e3neku
$inbTpoM NpoTH yNbTpadios1eTOBOro BUNPOMIHIOBaHHS;
- BMKOPUCTOBYBATU Ti/IbKM BiZMOBiHUIA BaXXKO3aMMUCTUI OAST.

HEBE3MNEKA WKIANBUX F'A3IB | BANAPIB

- AWM | WKiAAMBI rasu, WO BMHMKAKOTb B MpOLECi ekcnayaTalil anapaTy BUAAANTK 3
pob0oyoi 30HM cneuiasibHUMK 3acobamu;

- 3abe3neynTH ZOCTATHIN NPUNIMB CBIXKOrO NOBITPS;

- napu PO3YMHHUKIB HEe MOBUHHI NOTPaNASATA A0 30HU BUMPOMIHIOBAHHS 3BaptoBasIbHOT
AyTN.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeObXi4HO BUAAANTM 3 poHOYOT 30HY;

- He ZOMyCKalTbCs 3BaptoBasibHi PobOTM Ha €EMHOCTAX, Yy fAKWUX 36epiratoTbCs un
3bepiranuncs rasu, nanbHe, HapTONPOAYKTU. € Hebe3reka BUbYXy 3aNULLKIB LUX NPOAYKTIB;
-y noxexoHebesneuHunx Ta BUOyxoHebe3neuHuX MPUMILLEHHAX AOTPUMYBATUCH
0cob611BMX NpaBw, BiANOBIAHO A0 HaLiOHabHUX Ta MiXXKHaPOAHWX HOPM.

HEBE3MEKA HAMPYI'U MEPEXXI )KUBJIEHHSA | 3BBAPIOBAJIbHOI'O CTPYMY

- YPaXKeHHs e1IeKTPUYHNM CTPYMOM MOXe ByTu CMepTenbHNM;

- CTBOPEHi BUCOKOYACTOTHMUM CTPYMOM MarHiTHi MO MOXYTb HEraTMBHO BMNJ/MBATU Ha
npaLe3AaTHICTb eN1eKTPONpUAaZiB (Hanpukaaga, kapgioctumyaatop). Ocobw, ki MatoTb TaKi
npuaagW, MOBUHHI MOpaguMTUCA 3 JiKapeMm, nepw Hix Habamxatucs go poboyoro
3BaploBa/IbHOr0 ManAaHuMKa;

- 3BaploBasbHUIM Kabenb Mae OyTW MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'eHaHHA Ta NOWKOAXEHUIM Kabenb HeobxiAHO HeranHo 3amiHUTU. Mepexesi
kabeni Ta kabeni 3BaproOBasIbHOro anapaTy NMOBMHHI CUCTEMATUYHO MNepeBipATUCL daxiBLem
e/1eKTPMKOM Ha CNpaBHICTb i30aaLl;

- MiZ 4ac BUKOPUCTaHHA 3a00POHAETHCSA 3HIMATM 30BHILLHIM KOXYX anapaTa.

HE®OPMAJIbHI 3AXOAUN BE3MNEKU

- iHCTpyKLWilo 3 ekcnsyaTauil HeobxigHO nocTiMmHo 36epiratv nobsavsy micus
3aCTOCYBaHHSA 3BaploBa/IbHOro anapary;

- A0AATKOBO A0 iHCTPYKLiT HeOBXiZHO AOTPUMYBATUCh YNHHMX 3arajibHUX Ta MiCLeBUX
npaBuAa TexHiku 6esneku Ta ekonorii;

- BCi BKa3iBKM Ha 3BaptoBa/IbHOMY anapati TpUmMaTh B UnTabesibHOMY CTaHi.

B/1YKAIOYI 3BAPIOBAJIbHI CTPYMU
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- HeobXigHO CTeXuUTH 3a TuM, Wob Knema kabento «Macu» Byna MiLHO NpUEZHaHA A0
MiCLLfl 3BapIOBAHHS;

- MO MOX/IMBOCTI He BCTAHOBJ/IIOBATM 3BaploBasibHUM anapaT 6esnocepegHbo Ha
eNeKTponpoBigHe MOKpUTTA Migsorn abo poboyoro cTony, BUKOPUCTOBYBATMU i30/110HOM
MPOKAAAKM.

3AXOAMN NONEPEA>KEHHA Y 3BUYAMHNX YMOBAX

LlloHalMeHWe oAWMH pa3 Ha TUXAeHb HeobXxiAHO nepeBipsATM anapaT Ha 30BHILLHI
MOLIKOAXKEHHS Ta GYHKLiOHYBaHHSA 3anobiXKHWUX NPUCTPOIB.
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14. TAPAHTINHI 3060B’A3AHHS

KomnaHia «[MATOH IHTEPHELLH/1» rapaHTye cnpaBHy poboTy AxXepena 3BaptoBa/ibHOMo
CTPyMy 3a YMOBM JAOTPMMAHHS CMOXWBayeM YyMOB ekcnjyaTauii, 36epiraHHa Ta
TpaHCNOPTyBaHHS.

YBATA! bBe3skowToBHe rapaHTiiHe 06CNyroByBaHHA BIACYTHE Mif Yac MeXaHiYHUX
MOLIKOAXXeHb 3BaptoBasibHOro anaparty!

StandardTIG-160 oxie
StandardTIG-200 5P
StandardTIG-250

3 poKu
StandardTIG-270-400V
StandardTIG-350-400V 2 poku

OCHOBHWM rapaHTiHWIA nepiog 0bYMCAIOETLCA BiZ4 AHA MpoAaxy iHBEPTOPHOro
ob1agHaHHA KiHL,eBOMY NOKymML,eBi.

MpOTSAroM OCHOBHOIO rapaHTiMHOr O NepioAy NpoZaeeLib 3060B’A3yeTbCs 6€3KOWTOBHO A5
BJIaCHUKa iHBepTOpHOro obnagHaHHa PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJOMKM;

- 3abe3neunTn HeOBXiAHUMM AN BUKOHAHHS PEMOHTY BY3/1aMU1 Ta e/1eMEHTaMK;

- npoBecTu poboTH i3 3aMiHKN esleMeHTIB i By3iB, L0 BUNLLAN 3 NajY;

- MPOBECTU TECTYBaHHS BiZpPEMOHTOBAHOMO 0613 HAHHS.

OCHOBHi rapaHTiviHi 3060B'13aHHA He NOLWMPIOTLCSA Ha 061aZHAHHS:

- 3 MeXaHiYHMMM MOWKOAXEHHAMMW, WO BMJMHYAN Ha Mpaue3faTHICTb anapaty
(aedopmaLiis kopnycy Ta geTanen yHacnifoK najiHHA 3 BUCOTM abo nagiHHA Ha 061aHaHHS
BaXKMX NpeAMeTiB, BUNaZaHHA KHOMOK Ta po3‘emiB);

- 3i crigamu Koposii, Wo CNpUYMHUAG HECNPaBHUI CTaH;

- WO BWILLIO 3 NaZy Yepes BIJ/IMB HA MOro CUJIOBI Ta €1eKTPOHHI e/leMeHTU 3HaYHOT
BOJIOTY;

- WO BWALWIO 3 N3aZy Yepe3 HaKOMWYEHHS BCEpPeAMUHi CTPYMOMPOBIAHOro nuay
(BYrifibHUI NN, MeTaneBa CTPYXKa Ta iH.);

- y pasi cnpobu caMOCTIMHOro pemMOHTYy MOro BY3/iB Ta/abo 3aMiHW eneKTPOHHUX
eNleMeHTIB;

PekomeHAyeTbCA, 3a/1€XHO Bij YMOB eKcriyaTaulii, O4MH pas Ha NiBPOKY, 334159 YHUKHEHHSA
BMXOZ4Y anapaTty 3 naay, MPOBOAUTU YMUCTKY BHYTPIWHIX e/leMeHTIB i BY3/iB AaHOro
061aHaHHA CTUCHEHUM MOBITPAM, A5 YOrO HEODBXiZAHO 3HATU 3aXMCHY KPULLKY. YL eHHS
HeobXiHO NPOBOAUTM aKypaTHO, YTPUMYIOUM LUNAHT KOMMPECopPa Ha AOCTaTHIl BigCTaHi,
33719 YHUKHEHHS MOLWKOAXEHHS NanKy eNeKTPOHHUX KOMMOHEHTIB | MeXaHI4YHMX YaCTUH.
TakoX OCHOBHI rapaHTiHi 3060B’A3aHHA He MOWMPIOOTLCA HAa 30BHILHI e/eMeHTU
0613 HaHHA, W0 BUNLLAK 3 a4y, WO NiAAA0TbCsA Gi3UYHOMY KOHTAKTY, Ta CynyTHI/BUTpaTHI
mMaTtepiaav, npeTeHsii 3a AKMMU NPUNMAIOTBLCS He Ni3Hille 4BOX TUXKHIB NiCas MPOAaXY:

- KHOMKa YBIMKHEHHS Ta BUMUKaHHS;
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PYYKM pery/toBaHHSA 3BaploBasIbHUX NapaMeTpiB;

po3‘eMu nigkntoveHHs KabeniB Ta pykaBis;

po3'eMU yrnpaBAiHHS;

MepexeBui Kabenb Ta BUIKa MepexeBoro kabeto;

py4Ka A5l NepeHeceHHs, peMiHb Ha Njeui, Kelc, Kopobka;
eNeKTPoA0TPMMaY, KIEMa «Macu», NaJibHUK, 3BaptoBasibHi kKabeni Ta pykaBu.

Mpogaselb 3aiuMwae 3a coboto NpaBo BiAMOBUTM Yy HaZaHHI FrapaHTIMHOro peMoHTy, abo
BCTAHOBUTU K AaTy NOYATKY BUKOHAHHS rapaHTiMHUX 3060B’A3aHb MiCsillb Ta ik BUMYCKY
anapaTy (BCTaHOBIOKOTLCS 3a CEPIIHUM HOMEpPOM):

npu BTpaTi NacnopTa BAaCHUKOM;

3a BiCyTHOCTI KopekTHOro abo B3arani 6y b-sKOro 3anoBHEHHs NacnopTa NPoAaBLEM

nig yac npoAaxy anapary.
lapaHTiMHWI TepMiH MPOAOBXYETLCS, Ha TEPMIH FrapaHTiiHOro o6c/lyroByBaHHs anaparty B
CepBiCHOMY LLeHTpI.
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MogcoesVHeHNe K CMI0BON ceTu/cnnoBomy WwuTy (Npu 25°C):
BHUMAHMUE! yunuTtbiBaliTe NpoBoja NpoBeAEHHbIE B CTEHAX U ApYyrue yAJIMHUTENN

A

|
|
I
! i |
|
i o
|
| ° o
) PATON
J = =
i M o
Wcnonbayembliit YcTaHoBneHHoe [AinameTp ceueHus [A] Cevenne ceresoro [A] Makcum
3/1eKTPOA B pexume 3HaueHue Toka npu NpOBOOKU NpU ANVHa
MMA MMA u TIG MIG/MAG NpoBOAa, KB. MM YANMHUTENS, M
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
22 Mm He 6onee 80A He 6onee @o,6 Mm 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
g3 MM He 6osiee 120A He 6onee 0,8 Mm 2,5 130
40 205
6,0 310
2,0 75
Ot MM He 6onee 160A 25 23
40 155
He 6onee 1,0 MM 6,0 230
2,5 60
@5 MM He 6os1ee 200A 4,0 100
6,0 150
2,5 48
@5 MM -
6 1 ACTKORA. 2,0 250A A0 @1,2 MM 4 8o
6 120
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WUcnonbayembiit YcTaHoB/NIeHHOE AvameTp ceueHus [A] Makcum.
[A] CeueHue ceTesoro
3/1eKTPOA B pexume 3HauyeHue Toka npu NPOBOJIOKM NpU ANVHa
MMA MMA 1 TIG MIG/MAG NPOBOAR, KB MM YAMHUTENS, M
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
g3 MM He 6oniee 120A He 6onee 0,8 MM 2,5 220
4 350
6 525
2 130
2,5 160
D4 MM He 6osiee 160A .
4 260
He 6onee 1,0 MM 6 385
2,5 115
@5 Mm He 6osiee 220A 4 180
6 270
2,5 85
26
M He 6osiee270A He 6osiee @1,2 MM 4 135
nerkonnaBkue
6 205
2,5 65
26 Mm A0 350A He 6osiee @1,4 MM 4 100
6 150

BHUMAHME! CeTeBasi KHOMKa Ha 3aZHe naHe v annapaTa (415 mogenen StandardTIG-160/200/250) He sBAsieTCs

CMHOBOVI, MO3TOMY MNPWU BbIKJOYEHUM annapaTa He 06€eCTOUYMBAET MOJIHOCTbIO BCIO BHYTPEHHIOIO 3N1€KTPOHUKY. Mo
3TOM npuynHe No TexHnke 6e3onacHocTM nocsie 3aBepLieHnsa cBapo4YHbIX pa60'r, BbIK/tOYaNTE BUJIKY U3 CETU.
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1. OBLWUE NMOJIOXKEHUNA

AproHogyroBble LudpoBbie MHBepTOpHble Bbinpsamutenn PATON StandardTIG-160/200/250/270-
400V/[350-400V NpegHa3HayeHbl 415 pydHol Ayrosoit ceapku (PAC «MMA»), aproHogyrosoii ceapku (API
«TIG») 1 nonyasTomaTuyeckom ceapku (MA «MIG/MAG») B cpege 3alLMTHbIX Fa30B U CMecel Ha NOCTOAHHOM
Toke. MpeunmyLiecTBa UCMO/Ib30BaHUS B 3TOM anmnapaTte MOJIHOCTbIO LMPPOBOro cnocoba ynpassieHus
3aK/II04YaEeTCs B OTCYTCTBMM HEAO0CTaTKOB MPUCYLMX MHOMOGYHKLMOHAIbHBIM CUCTEMaM, CAeNaHHbIM Ha
OCHOBE aHa/IoroBbIX CUCTEM YMpaB/ieHWsl, KOTOpble MO ONpeAesieHNo 3aToUeHHble BCerga nog Kakon-To
KOHKPETHbIN PeXM1M, a BCe 0CTasIbHble PeXMMbI KaK A0MOJIHUTE/IbHbIE UMEIOT He40CTaTKM yripaBaeHus. A B
MOIHOCTbIO LMPOBOI CUCTEMe, NAaTa ynpaBaeHUs pacnoaraet abcotoTHO BceMu pecypcaMm MCTOUHMKA,
B Mpe/esiax ero no/IHON MOLLHOCTM U He BaXXHO B KaKOM pexumMe OHa ucnosibayetcs. 3Ta «Standard» cepus
rpezHasHayeHa 4151 TpeboBaTe/IbHbIX N0/Ib30BaTeIel, KOMY HyXeH MakcMMyM MOBM/ILHOCTU NpK 60/1bLLIOM
dYHKLMOHaNe HA ero NOJIHOM YeCTHOM HOMUHA/IbHOM ToKe 160A, 200A, 250A, 270A 1 350A YEro J0CTaTOYHO
ANs paboTbl N0OLIMM 31eKTpogaMu OT @1,6 MM BNOTL 4,0 @6 MM 1 N0lyaBTOMaTUYECKOM CBapKM CMJIOLLHOM
NpoBO/IOKON AnameTpom oT @o,6 MM go @1,4 MM cooTBeTCTBeHHO. B annapat BcTpoeH 610k
6eCKOHTaKTHOroO NoAxura Ayru (ocLMANATOp). 3a CYeT AOMOJHUTENbHBIX PEryIMPOBOK anmnapaT MOXHO
HacTpavBaTb Ha Hanbosiee ONTUMabHbIE YCTAaHOBKM B Pa3/IMUHbIX CUTyaLUsAX. Mi3Ha4anbHO OH yCTaHOB/EeH
B OMTUMaJibHble 3HaYeHWUs AaA BO/bLIMHCTBA C/y4YaeB UCMO/b30BaHUA M AOCTAaTOYHO MPOCT, eC/IM He
BAaBaTbCsl B TOHKOCTU HAaCTPOMKK, KOTOpPble TPebyIoT yxe BONbLNX HaBbIKOB OT CBapLyMKa. J/1s onacHbIX
ycn0BMin paboTbl BCTPOeH 610K CHUXEHUSI HampskeHUst Xo0s0cToro xoga B pexume PAC «MMA», ¢
BO3MOXHOCTbIO €ro BK/IIOYEHWUS U OTK/IHOUYEHMUS.

B aaHHyto wmogenb StandardTIG npowusBogctBa PATON BcTpoeH 610K  3awmTbl  OT
KPaTKOBPEMEHHOIO MOBbILLEHHOr O, @ TakXe OT MOHWMXXEHHOIO HanpsXeHNs.

AnnapaT CoXpaHsieT NoJ CBOMM HOMEPOM B KaXJOM pexuMe CBapku A0 16 MHAMBUAYa/bHbIX
HacTpoek (nMporpamm) nosb3oBaTesisi. AnnapaTt COXpaHAeT B NaMATM BCe TekyliMe HAaCTPOMKM Ha MOMEHT
BbIK/IIOYEHWS M BOCCTaHAB/IMBAET UX BO BPEMS BK/IOUEHUS.

OcCHOBHble NpenMmyLiecTBa:
1. LLnpokue BO3MOXHOCTM PerynpoBKin NapamMmeTpoB CBapKu:

a) B pexume PAC "MMA" — 1 (OCHOBHOM) + 10 (40NONHUTENbHBIX)

6) B pexxnme AP "TIG" — 1 (OCHOBHOM) + 10 (40NO/HUTE/NbHDBIX)

B) B pexume MNA "MIG/MAG" -1 (0CHOBHOW) + 7 (4,0MOJIHUTENbHBIX)

2. MOMMMO 3aLMTbl OT CKAYKOB HAMpPSXKEeHUs YCTaHOBJIEHA CUCTeMa CTabuamsaumm paboTsl Npu 6oablumMx
AONroBpeMeHHbIX nepenazax HanpsXKeHus B NuTatoL el ceTn oT 160B g0 260B (a1a mogenert StandardTIG-
160/200/250) 1 0T 320B A0 440B (415 Mogeneit StandardTIG -270-400V/350-400V);

3. A4anT1poBaH K CTaHAapTHOM bbITOBOM 31eKTpoceTU. 3a cHéT Bbicokoro KM/ McTouHMK CBapo4HOro Toka
obecneunBaeT BABOE MeHblUee 31eKTponoTpebeHme No CpaBHEHMIO C annapaTamm TpaHCHOPMaTOPHOro
™na;

4. AJanTvBHas CKOPOCTb BEHTUAATOPA, TO eCTb YBEe/IMUYMBAETCS NPU HarpeBe amnnapaTa W 3ameznseTcs,
KOT 1@ OH XO/I0AHbIN, 3TO SKOHOMUT PECYpC BEHTUAATOPA U YMEHbLUIAET KOJIMYECTBO MNbl/IW B annapare;

5. Ya06cTBO paboTbl 61arogaps 601610 NPOAOMKUTENBHOCTH Harpy3ku (MH) Ha HOMUHAIBHOM TOKE;

6. MNoBbilWeHHas HaAEXHOCTb annapaTa B YC/10BUSAX 3aMnbl1EHHOrO NPOU3BOACTBY;

7. Ha Bce rpetowymecs a3n1eMeHTbI UCTOYHMKA YCTAaHOB/IEHA CUCTEMA TEN/I0BOM 3/1eKTPOHHO 3aLMUThbl;

8. Bcs 3/1eKTpOHMKa B annapaTe NponuTaHa ABYMS CIOAIMMU BbICOKOKAYECTBEHHOTO /1aka, KOTOPbIN
obecneunBaeT HaZeXHOCTb U3Je/IMst B TeHeHUM BCEro CpoKa Cy>KObl;

9. YAyJlleHHas cTabubHOCTb FOPeHUs Ayrut.
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StandardTIG- StandardTIG- StandardTIG- StandardTIG- StandardTIG-
MAPAMETPU
160 200 250 270-400V 350-400V
HomuHanbHoe HanpsixeHwe nuTatoLen 220/230 8 8
P . 220/230 220/230 /23 339 »ace
cetnsoly, B 3X400 3X400
HomuHanbHbIN noTpebasieMblii TOK 13 18 21 25..28 29,5...35 - 6185
cetn, A
HoMuHanbHbIN CBapOYHbIN TOK, A 160 200 250 270 350
MaKcuManbHbIN AeNCTBYOW MM TOK, A 215 270 335 350 450
%/npun %)/npu 60%/npn
45 P 45 P P 70%/npu 270A 70%/npu 350A
160A 200A 250A
MpoaonxunTensHocTb Harpysku (MH) 100%/npu 100%/npu
100%/npu 100%/npu 100%/npu
225A 290A
106A 134A 193A
Mpeaenbl U3MeHEHUS HanpAXeHNs 160 — 260
pea . P 160 - 260 160 — 260 +15% +15%
nutatowen cet, B
Mpege e oBa CBapO4HOro
PEAC/Ib! pEry/IMpOBaHNA cBapoUHor 8-160 10 — 200 12-250 12-270 14-350
TOKa, A
0
pe/esibl peryiMpoBaHus CBapo4HOro 12-24 1226 1228 12-29 12-30
HanpsaxeHus, B
JlMamMeTp WTY4YHOro 31eKTPoAa, MM 1,6 — 4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
JlnameTp cBapOYHOM NPOBOJIOKM, MM 0,6 -1,0 0,6 —1,0 0,6-1,2 0,6-1,2 0,6-1,4
VIMnyibCHbIE peXxuMbl Npu cBapke MMA: 0,2...500ly; TIG: 0,2...5000L,
Fopsunii ctapT «Hot-Start» B pexxinme Peryanpyemas
MMA yampy
dopcax ayru «Arc-Force» B pexume
MMA Perynnpyemasn
AHTUNpUAMNaHus «Anti-Stick» B
AsTOoMaTunueckas
pexume MMA
B10K CHUYXEHWs HanpsikeHWs X0N0CTOro
BKJ1 [ BbIKA
xoza
Hanpsxenune xonoctoro xoga MMA, B 12 /70
Hanpsxenune nogxura ayru, B 110
HomuHanbHas notpebnsiemas ) s s 6 6,5...7,7 106 122
MOLLHOCTb, KBA 42 . by 52...6 7993 ;0 ... 12,
MakcumanbHas notpebasiemas 94
63 81 1,3 15,2
MOLHOCTb, KBA
KN4, % 90
OxnaxgeHve ApantuBHoe
[Jlnana3soH pabounx TemnepaTyp —25 ... +45°C
[abapuTHble pasmepbl, MM (411Ha, 330X 115X 330X 115X 330 X 115 X
WVPWHA, BbICOTA) 262 262 262 390X 145335 390X 345335
Macca 6e3 KaTyLIKu 1 akCceccyapos, KX 5,7 5,9 6,3 10,1 10,9
Knacc 3awuTbl IP33 P33 P33 P33 P33

PekomeHAyeMmas AMHA CUNIOBbLIX CBApOYHbIX kKabenei npu cBapke:

MakcumanbHoe [B] AnvHa kabenent Mnowagb Mapka kabenn
3HayeHue ToKa (B 0OAHY CTOPOHY) ceyeHus
2 Kl
He 6os1ee 100A 2. JM 20 MM 9
3..14 M 16 Mm? KI™ 1x16
6 MMm* Kl 1x16
He 6osiee 160A 2. OM MY >
3..14 M 25 MM? KI™ 1x25
He Bonee 200A 2...7M 16 MM Kl 1x16
3..10M 25 MMm? KI™ 1x25
2..8 2 2 Kl 1x2
He 6onee 250A M > U 25
3..12M 35 MM? KI" 1x35
He 6os1ee 270A 5..11M 35 MM? KI" 1x35
2,0 350A 6..14M 35 MM? KI" 1x35
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1 - Uundposoni gucnney;
2 — KHONKM peryanpoBaHuns BbIOpaHHOMO NapaMeTpa Ha YMEHbLUIEHUE U YBEeIUYEHUE;
3 — KHonka Bbibopa GyHKL MM UCTOYHMKA B TEKYLLEM PEXMME CBAPKY;
4 — KHorka Bbibopa pexunma cBapKu:
a) pyyHast AyroBasi CBapka LTY4YHbIM 3n1ekTpogom «MMAy;
6) cBapKa B aproHe, He NAaBAWMMCS 31eKTposoM «TIG»;
B) CBapka Mo/slyaBTOMaTMyecKas B 3aWMTHbIX razax «MIG/MAG»;
5—VHamKaTop neperpesa annapaTta: Npyv HOPMasibHOM COCTOAHMM annapaTa UHAMKaTop He
CBETUTCS, NpU Neperpese - MUraeT;
6 — He30 NoAaun 3alWMTHOrO rasa B ropesiky;
7 — Pa3bém ynpaBaeHunsi KHONKamMu Ha ropeske;
8 — KHonka/aBToOMaT BKJ/IlOUYEHUSI/BbIKIOYEHUS annapaTa (LLBET JeKOpPaTUBHbIN);
9 — Pa3béM noAaum cCMrHanoB OT MexaHM3Ma NoAaun NPOBOJIOKUN Ha BKOYEHUE U
BbIK/IOYEHNE UCTOUYHUNKS;
10 — LUTyuep nogaum 3aWwnTHOro rasa c 6annoHa;
11 — Kabenb 419 NOAKAOYEHMSA K NUTAOLWEN CETY;
12 — MecTo noAk/toueHus Kabens 3azemaeHus.
A —THe3/10 CMI0BOro TOKA «+» TMNa 6anoHeT:
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a) npu cBapke "“MMA" — nogktouaeTcs kKabenb anekTpoga (B 6osiee peakunx ciyyasx npu
MCMO/Ib30BAHNM CNeLMaabHbIX 3/1eKTPOAO0B NOAKIOYAETCS Kabesib «Maccan);
6) npu cBapke “TIG” — nogknto4aeTcs TO/IbKO Kabenb «Maccay;
B) Npv NoJsiyaBToMaTu4eckol ceapke “MIG/MAG” cnioliHOM NpoBOJ/IOKOM — NOAK/H0YaETCS
kabenb OT NogatoLero MexaH13ma;
r) npu noslyaBToMaTuyeckon ceapke “MIG/MAG” ¢aiocoBoi NpoBOIOKOM — MOAK/OYAETCS
kabenb «Maccay;
B — 'He340 CMN0OBOro Toka «—» TUna 6aloHeT:
a) npu ceapke “MMA" — nogkntoyaeTcs kabesb «3emnsa» (B 6osee pegkumx ciydasx npu
MCMo/1Ib30BaHMM CreLnaibHbIX 3/1eKTPOA0B NojKto4aeTcst kabesib anekTposa);
6) npu cBapke “TIG" — noAKAOHAETCS TOBKO aproHOBas ropeska;
B) Npu nosiyaBToMaTnyeckon ceapke “MIG/MAG" cnaoWIHOM NPOBOIOKOMN —
noAkatoyaeTcs kabenb «3emany;
r) npu nosyasToMaTuyeckon ceapke “MIG/MAG"” ¢aiocoBoi NpoBO/IOKOM — MOAK/OYAETCA
kabenb OT NogatoLero MexaH3ma.

2. BBO/J B OSKCNNYATALNIO
BHumaHue! [epes BBOAOM B 3KCMyaTaL Mo CiedyeT NnpoyuntaTe pasgen [pasuaa
TexHWKM 6esonacHocTM” n.13.

2.1 MICNOJIb3BOBAHUE COMMACHO HA3SHAYEHUIO

CBapouHbIV annapaT npeHasHa4YeH UCKIIYUTE/IbHO: A/151 PYYHOW yrOBOM CBapKM
WTYYHbIM 3/1EKTPOAOM, CBapKM B CPeie aproHa, a TakXe MoJlyaBTOMAaTUYeCKOM CBapKu B
cpeje 3alUTHbIX ra3oB.

MHoe ncnosb3oBaHWe annapata CYMTAeTCH He COOTBETCTBYIOWMM Ha3HaYeHUIo.
N3roToBuTenb He HeCET OTBETCTBEHHOCTM 33 ylepb, BbI3BaHHbIM MCMO/b30BAHMEM
annapara He Mo Ha3Ha4yeHuto.

MNcnonb3oBaHWe coriiacHo HasHayeHuio, NoApasymeBaeT cobaofeHne yKasaHui
HacTosLLLero pykoBoACTBa Mo 3KCayaTaLun.

2.2 TPEBOBAHNA K PASMELLEHUIO

CBapouYHbIM annapaT MOXHO pa3MelaTb WM 3IKCMAYyaTUPOBAaTb Ha OTKPbLITOM
BO3Ayxe.  BHyTpeHHMe  snekTpuyeckme  geTannM  annapata  3alulieHbl  OT
Henocpe/ CTBEHHOI 0 BO34,eWCTBUS BAAXHOCTU, HO He OT KareJslb KOHAEeHcaTa.

BHMMAHME! Mocne okoHYaHWs CBapouHbIXx paboT B Xapkyk norogy, anbo
MHTEHCMBHbBIX CBapoOYHbiXx paboT B /obyto moroAdy, anmapaT cpasy He BbIK/AOYaThb!
Heobx041MO B TeYUEHUN 5 MMH ,@aTb BO3MOXHOCTb OCTbITb 3/IEKTPOHHBIM KOMMOHEHTAM.

BHUMAHUE! Tlocne »skcnayatauum B XONOAHOE Bpemsa roja, nocne
BbIK/IIOYEHUSA U NOC/IeAylOlLEero OCTbiIBaHUA annaparta, BHYTpu obpasyeTcs KOHAEHcaT,
Nno3TOMY ero He b3l BK/Ilo4YaTb paHblue, YeMm yepes 3...4 Yaca!!l
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MoaToMy He OTK/IlOUaliTe annapaTt B X0/104HOe BPeMSsi F0/a, eC/Iv NAaHUpyeTe ero BKAUNTb
paHblle, YeM Yepes 4 Yaca.
Heobxogummo pasmelyatb annapart Tak, 4Tobbl obecneunsancs becnpensiTcTBeHHbIN BXOA U
BbIXOZ, OX/1aX/atoLLLero Bo3/yXa Yepes BEHTU/IALMOHHbIe OTBEPCTUS Ha NepesHei 1 3a4Hel
naHensx. Cneaute 3a TeM, 4TOObl MeTaniMyeckasi NblAb (HanpuMep, MpU HaxAayHoOM
WwandoBKe) He 3acacblBafacb HEMOCPeCTBEHHO B arnnapaT BEHTUASTOPOM OX/1aXAeHWs.
BHUMAHME! AnnapaT nocie cuabHOro najeHus MoXeT 6biTb OomacHbIM Ans
>KM3HW. YCTaHaB/AMBaTb Ha YCTONYMBOM TBEPAOI MOBEPXHOCTHU.

2.3 NMOAK/HOYEHUE K CETU

CBapouYHbIY annapaT B CEPUAHOM UCMOIHEHWUM PAaCCUMTaH Ha:
1. CeTeBOe HanpsxeHue 220B (-27% +18%) — ana mogenei StandardTIG-160/200/250;
2. TpexdasHoe ceTeBoe HanpsxeHune 3x380B mam 3x400B (Mogenn StandardTIG-270/350-
4o0oV), aAns 3Toro BbiBeJeHO Tpu npoBoAa. [lpaBuna TexHuku 6HesonacHocTV npu
npoBegeHun paboT co cBapoyHbiM obopysoBaHMEM TpebyloT 3a3eMseHWs Koprnyca
annapata. [Jns 3Toro npegycMOTPeHO ABa BapuWaHTa: 1) WCMNO/b30BaHWE 4YeTBEPTOro
npoBoga B ceTeBOM Kabene >enTo-3eN€HOro LBeTa (MeXAyHapoAHbIA CTaHaapT
MapKMpPOBKM); 2) UCMNOb30BaHWe 6ONTOBOM KJAeMMbl HA 3ajHel naHenn annapaTa (bonee
KECTKUIN CTaHAAPT 3a3eM/IeHUs, UCNOJb30BaCs B cTpaHax CHI).

BHumaHue! MNpn nogkaoveHnn annapaTta K CeTeBOMY HamnpsXeHuto Bbiwe 270B
(ana StandardTlG-160/200/250) uam 450B  (ans  StandardTIG-270/350-400V), Bce
rapaHTuiiHble 0b6si3aTesIbCTBa M3roToBUTeNs TepsitoT cuay! Takaa cuTyaums MoXeT
MPOM30MTU NPY O4EHb OFPOMHOM nepekoce $a3HOro HanpsXKEHNs B CTaHZAPTHOM CETU UK
MpW UCNOb30BAHUM HECTaHAAPTHOrO MOAK/IOYEHMS.

CeTeBol pa3béM, ceyeHua kabenel ceTM nNWUTaHUS, a TakxKe CeTeBble
npesoXpaHUTENN AOIXKHbI BbIOUPATLCSH UCXOAS U3 TEXHUYECKUX AaHHBIX annapaTa.

2.4 NOAK/HOYEHUE CETEBOIO LUTEKEPA

BHumaHue! CeTeBoM WTEKep AO/KEH COOTBETCTBOBATb HAMPSXKEHUIO NMUTAHUS U
TOKOMNOTpebIeHUIO CBAPOYHOrO annapaTta (CM. TexHU4eckue gaHHble). CornacHo TexHUKe
6e30MacHOCTUN UCMOJ/Ib3YNTE PO3ETKM C FapaHTUPOBaHHbLIM 3a3emsieHem!!!

2.5 BbIBOP A3bIKA MEHIO AMMAPATA

[Ans BblbOpa/vaMeHeHVs f3blka MeHKO annapaTta HeobxoAWMO yAepiKuBas
HaXkaToM KHOMKY 3 BKIOYMTb annapat. MNocsie 3Toro Ha skpaHe oTobpasnTcs MeHto Bblbopa
A3bIKa, r4e KHOMKaMK 2 MOXHO Bbl6paTbh HeobxoauMbIN s3biK. CyCTs 2 CeKyHAbl nocae
BbIbOpa, annapaTt NpoAoKUT paboTy Ha COOTBETCTBYIOLLEM fA3bIKE.

3. CBAPKA PYYHASA AYTOBAS LUTYYHbIM 3NIEKTPO40M (PAC «MMAY)
Mopsigok NOAroTOBKM annapaTa K pabore:
- BCTaBUTb Kabesib 371eKTPOAa B FHE3/0 UCTOUHMKA A «+»;
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- BCTaBUTb Kabesib «3eMAsi» B FTHE3/,0 UCTOUYHMKA B «—»;

- NpUCOeAMHUTb Kabesib «3eMAs» K U3ZeNunio;

- MOAK/IIOUNTL CETEBOM LUTEKEP K CETU NUTAHWUS;

- ceTeBOW BbIK/tOYaTEb 8 Ha 33HeN NaHe M NepeBecTy B NOJI0XEHNE «|»;

- C NOMOLL b0 KHOMKM 4 yCcTaHoBUTe pexxnm ceapkm PAC «MMA», ans atoro eé
HeobXoANMO yAepXMBaTb NPUMEPHO 5 cek. MIHAMKATOP HauyHeT MopraTtb, MHGOPMUpPYS
M0/1b30BaTE/Ifl, YTO FOTOB K NMEPEKJ/IUEHMIO HA C/IeAYIOLW N pexum cBapku. Ecan
repenpbIrHy/ I HEOHXOAMMbIN PEXUM CBAPKW, MOBTOPHO HAXXMUTE KHOMKY 4 - PEXUMbI
nepek/to4aTCca No Kpyry;

- C MOMOLL IO KHOMOK 2 YCTaHOBUTE TeKYLLLMIN OCHOBHOM NapameTp — 3TO TOK CBapKY;

- MpY HeOH6XOANMOCTM MOXHO PETY/IMPOBaTh AOMOJHUTE/IbHbIE GYHKL MU CBAPOYHOrO
npouecca, NopAA0OK U3MeHeHna cmoTpuTe B n.6.1

~220V / 230V 3NEKTPOAOAEPXATE/Tb

V3AENMUE

BHumaHue! B pexume ceapku PAC "“MMA" nocne Toro, Kak CeTeBOM BbIK/lOYaTe b
nepek/ilodeH B MOJOXeHWe «l», WTYYHbIA 3/1eKTPOA HaxXOAUTCS Mog HanpskeHuem. He
NpUKacamTech 31eKTPOA0M K TOKOMPOBOASLLMM UM 3a3eMIEHHBIM NPeAMeTaM, TakUM Kak,
Hanpumep, KOpryc CBapoOYHOro annapaTta 1 T.4., Tak Kak annapaT BOCMpUMeT 3Ty CUTyaLnio
KaK CMrHas K cTapTy CBapo4YHOro npouecca.

3.1 UMK/1 CBAPOYHOI'O NMPOLECCA - MMA

L U Kok

|
| | '
| =

EHS |

| [ LIP
|
|

t,cex
MopsaoK M3MeHeHWs 3HaueHus tobol GyHKL MM cMoTpUTe B M.6.1
3.2 OYHKLUA FOPSIYUMN CTAPT «HOT-START»
MpenmywecTsa:
-yAyyLeHne 3aX1raHns gaxe Npu Ucnoib30BaHMM N0X0 3aXUratoLMxcs 31eKTPoA0B;
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-bosee KayecTBeHHOe MpOMJaB/JeHME OCHOBHOIO MaTepuasa BO BpPems 3aXuraHus,
C/lel0BaTe/IbHO, MeHbLLUE HEMpPOBapOB;
-NpeAoTBPaLLEHME LUIAKOBbIX BKIOUYEHUN;
-py4Has HacTpOMKa: NO3BOJIAET YCTAHOBUTb YPOBEHb GYHKLMU HA MUHUMa/IbHOE 3HAUYeHNE,
UTO CWNBHO YMeHblUaeTcs noTpebsieHne 3HeprMM B HAYasibHbll MOMEHT MOZAXMIa,
6arosapsa 3ToMy No3BO/IET UCTOYHUKY CTApTOBATb Ha 3HAYEHUSIX CETEBOrO HANPSXEeHUS
6/M3KOr0 K MUHUMa/NbHO BO3MOXHOMY, OAHAKO CHUXAET KauyeCTBO MOMEHTa MOAXMra
(annapat cTaHoBUTCS NogobeH TpaHCPOPMaTOPHOMY MCTOYHMKY, HO B OMpegesieHHbIX
CUTyaLMAX 3TO e4AMHCTBEHHO BO3MOXHbIN Cnocob). Takxke MOXHO yBENNUYUTb GYHKLUIO A0
MaKCMMaIbHOIO 3HAYEHUA A8 el é 6o/bLIero yayylweHns MOMEHTA nogxwra (npu pabote
oT xopollei cetn). Ho He 3abbiBaliTe, YTO MOBbILEHHBIM TOKOM 3TOW GYHKLUM MOXHO
NpoXxeyb U3Zene Npu cBapke TOHKMX METAI/I0B, MO3TOMY PEKOMEHAYEM B 3TOM CUTyaLum
yMeHbLaTb «[opsauni cTapT».

YeM JoCTuraeTcs: B TeyeHMe KOPOTKOrO BPeMeHW B MOMEHT MOAXMUra Ayru
CBApOYHbIV TOK YBE/IMUMBAETCS HA YCTAHOB/IEHHBIM MO YMONYAHUIO YPOBEHb +40%.

Mpumep: cBapka 371eKTpoAoM P3IMM, YCTaHOB/IEHHOE OCHOBHOE 3HaYeHue
CBApOYHOro TOKa COCTaBASET GOA.

Pe3ynbTaT: TOK ropsyero ctapTta byseTt cocTaBasATb QoA + 40% = 126A.

B A0NOAHUTENbHBIX HACTPOMKAX MOXHO M3MeHATb Kak cuay «opsayero ctaptar,
Tak ¥ Bpems «lopsyero cTapta». be3 HagobHOCTM He 3aBbllwalTe cuay U Bpems
cpabaTbiBaHua «opsyero ctapTa», NOTOMY YTO Ha 6OAbWMWX NpeAebHbIX 3HAYeHUAX
TpebyeT OYeHb CWIbHOW MUTAlOWEN CeTW, a Mpu OTCYTCTBMM XOpOLUeRn ceTu, npouecc
noAxura gaxe byaeT cpbiBaTbCS.

MopsaAoK M3MeHeHUs 3HauyeHus Nobol GYHKUMM B TeKylem pexume CBapku
cmoTpuTe B n.6.1

3.3 OYHKLNA POPCAX AYTU «ARC-FORCE»

Mpenmywecrtsa:

-NoBbILLEHME CTabUABHOCTH CBApPKM HA KOPOTKOM Ayre;

-yAydlleHne KanisanepeHoca MeTanla B CBAPOUHYIO BaHHY;

-yAydlleHne 3aXnraHmsa Ayru;

-yMeHbLUaeT BEPOATHOCTb 3a/IMNaHNUSA 3/1eKTPOAA, HO 3TO He QYHKLNSA KAHTUNPUANNAHUSY,
0 KOTOPOW Mbl MOrOBOPUM B C/IEAYIOLLEM MYHKTE;

-py4Has HaCTPOMKa: NMO3BOJIAET YCTAHOBUTb YPOBEHb GYHKLMU HA MUHUMa/IbHOE 3HaUYEeHME,
UYTO HEe3HAUUTEeNbHO, HO CHWXaeT noTpebseHVe 3HepruK, a TakXKe KOHLEHTpaLuto
TenJ/IoB/IOXKEHWUS MPU CBapke TOHKMX METaa/oB, 3TO MOHMXAeT BEPOATHOCTb MPOXMUra,
OZlHAaKO WM CHWXAeT CTabu/bHOCTb FOpPeHUs Ha KOPOTKOW ayre (ammapaT CTaHOBWUTCS
nogobeH TpaHcPOpPMaTOPHOMY MCTOYHMKY). Takxke MOXHO M YyBEANUUTb GYHKLUIO A0
MaKCUMMaIbHOMO 3HaYeHUs A5 elwé 6osibliein cTabubHOCTU FOpeHUs Ha KOPOTKOM Ayre, HO
3To TpebyeT Ayullen NMTaloWeN CeT 1 YBeIMYNBAERTCS BEPOSITHOCTb MPOXMIa U3genus.
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YeMm 40CTUraeTCs: NPU CHUXKEHWUU HANPSKEHUS Ha AyTe HUXKe MUHUMA/IbHO
A0MYyCTUMOrO AN CTabUAbHOMO FOPEHNS AT, CBAaPOYHbIV TOK BO3PaCcTaeT Ha
YCT@HOBJ/IEHHbIN MO YMONYAHUIO YPOBEHb +40%.

B 40NOAHUTE/IbHBIX HACTPOMKaX MOXHO M3MeHATb Kak cnay «Dopcaxa Ayrun», Tak
N «ypoBeHb cpabaTbiBaHWA» 3TOM PyHKLMW. Be3 HagobHOCTH He 3aBbllanTe CUY U YPOBEHb
cpabatbiBaHua «Popcaxa Ayru», NOTOMY YTO 3TO Ha GONLLWMX NPeAesbHbIX 3HAYEHUSX,
0CcOBEHHO MpW CBapKe TOHKMMU 3/1eKTpojaMu MeHee @3,2MM, BAMSIET Ha cpabaTbiBaHue

bYHKLUUM «AHTUNPUAMNEHUA» KOTOPYIO byAem paccMaTpuBaThb B CeAYIOLEM NYHKTE.
uvi

LA
MopsaAOK M3MeHEHWUs 3HaYyeHus boM GYHKLMM B TeKYyLLEeM pexXMMe CBapKu
cmoTpuTe B N.6.1

3.4 OYHKL A AHTUNPUJIUNAHUSA «ANTI-STICK»

Mpw Ha4yaNbHOM MOAXKUre AyrM 3N1eKTPOJ MOXET MPUANMAaTh, MPUXBaTLIBATLCA K
n3genunio, 3TOMy NpenaTCTBYOT MHOMO GYHKLMIA B annapaTe, HO Takoe BCe-Taku MOXeT
MPOM30MTK, YTO B CBOIO OYepesb NPUBOAMUT CHayasla K PackasieHuto, a B Noc/ieaytolwem u
nopye 371eKTPoAa.

B Takol cuTyaumm B saHHOM annapaTe cpabaTbiBaeT GyHKLMUSA «AHTUNPUAUNAHNS»
BCTpOeHHas 1 paboTatowas B pexume PAC "MMA" nocTosiHHO, KoTopas yepes 0,6...0,8cek
nocse BbISIBJIEHUS 3TOMO COCTOSIHUS, CHUXAaeT CBapOYHbIM TOK. Tak e 3To obneryaer
CBapLLMKy BO3MOXHOCTb OTAENNATb (OTPbIBaTb) 3/1eKTPOA OT usgenus 6e3 pucka obxeub
r71a3a C/ly4anHbiM NOAXWUroM Ayru. MNocne oTAeneHns 31eKTPoAa OT U3jesuns, npouecc
CBapKM MOXeT HbITb HecnpenaTcTBEHHO NPOAOJIXKEH.
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3.5 OYHKLMSA PEFYINPOBAHUS HAK/IOHA BOJIbTAMIMEPHOM
XAPAKTEPUCTUKA

3Ta ¢yHKUMS B nepByl ouyepeAb MNpefHasHavyeHa A1 KOMGOPTHOW CBapKwu
3/71eKTPOAAMM C PA3INYHBIMU TUMAMM NOKPbLITUI. [0 YMOYaHMIO HAKIOH BOJIbTaMMEPHON
XapaKkTepUCTUKN yCTaHOBJAEH Ha 3HayeHwe 1,4V/A  4TOo COOTBeTCTBYeT CaMbiM
pacnpoCcTpaHeHHbIM 31eKTpoAaM C PYTWUAOBbIM TunoM nokpbitua (AHO-21, MP-3). [nas
6onee kompopTHOM paboTbl 371€KTPOZAMM C OCHOBHBIM TUMOM MnokpbiTUsa (YOHW-13/45,
JIK3-70), He fBAfeTCsA 06513aTe/IbHbIM, HO PEKOMEHYeM YCTaHOBUTb HAKJ/IOH Ha 3HaveHne
1,0V/A. B cBOIO ouepesb 3/1eKTPOAbI C Lie/1t0103HbIM Tunom nokpbeitus (LU -1, BCLL-4A),
Jaxe TpebyloT YCTaHOBUTL HAKJ/IOH BOJIbTAMMEPHOM XapakTepPUCTUKM Ha 3HavyeHue
0,2...0,6V/A 1 npn 3TOM MHOrAa HeobXoAMMO NOAHATUE YPOBHS cpabaTbiBaHUs GyHKLUM
«@opcax gyru» BNAOTb 40 3HaYeHns 18V.

MopsaAOK M3MeHEHWUs 3HavyeHus 6ol GYHKUMM B TeKyLleM pexume CBapKu
cmoTpuTe B N.6.1

3.6 ®YHKL A CBAPKA HA KOPOTKOMN AYTE

3Ta PyHKLMSA 0CODEHHO aKTyasibHa NpU CBapke MOTOJOYHbIX LWBOB, KOr4a HYXHO
4TOObl HE CWABLHO TAHY/acb CBapoyHas gyra. [Jsa 3Toro B anmnapaTte NpejycMoOTpeHa
BO3MOXHOCTb BKAOUYUTL PyHKL M0 «KopoTkas gyra» B nosaoxeHune “"ON”. Mo ymon4aHuio
OHa HaxoAuTcst B nosoxeHun "OFF”. Mopagok nsmeHeHus 3HayveHus a060n GyHKUUK B
Tekyl,em pexume cBapki cMoTpuTe B n.6.1

3.7 DYHKLUUNA BNIOKA CHUXKEHUSA HANPAXKEHNA XOJ1I0CTONO XO4A

Mpy npoBejeHWM CBApOYHbIX paboT B EMKOCTAX, LMCTEPHaxX W TaM, rae
HeobxoAMMa MOBbILWEHHAs cMcTeMa 31ekTpobe3onacHoCTH, MOXeT bblTb akTMBMPOBaHa
DYHKLMSA CHUXKEHNS HAMPSIXXEHMS XOI0CTOrO X04a.

Mpu oTpbiBe 3/1eKTpoAa OT MU3Aenns, Yepes 0,1 CeK HanpsbkeHne Ha KaeMmax UCTOYHMKA
CHUXaeTcs A0 6e30MacHOro ypoBHS Huxe 12B.

[na 3Toro HeobxoAUM BN0K CHUXEHWUA HAMPSXEHUS XOJI0CTOrO XOAa, KOTOPbIM
eCTb B 3TOM Mo e/ 060pyA0BaHMs, HO MO YMOYAHUIO HAX0AUTCs B nosoxeHun "OFF”, To
€CTb BbIK/IIOYEH, Tak Kak U3BECTHO, YTO BKJItOUeHMe Ntobo Nogo06HoM GyHKLMN HECKObKO
YXYALAeT NOAXMUT AYTrU.

MopsiaoK M3MeHeHWs 3HaveHus Mobon yHKLMM B TeKYLLEM pexume CBapku
cmoTpuTe B n.6.1

3.8 DYHKUUA CBAPKA MMNYJ/IbCHbIM TOKOM

37a yHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OT/IMUYHBIX OT HUXHEro, @ TakXe MpPU CBapKe LBeTHbIX
mMeTansoB. Bo3sgeicTBuMe  NpouMcXoAMT  HEMOCPeACTBEHHO Ha  MepemeluvBaHue
pacn/iaB/ieHHOro MeTasifia WBa M Ha MepeHOC Kanau B CBApPOYHYIO BaHHY, @ 3TO B CBOIO
ouepesb Ha CTabuibHOCTL GOPMUMPOBaHMS WBA U MpoLecca cBapku. Jpyrumu cnosamu,
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3TOT NPOL,EeCC B HEKOTOPOM CTEMNEHWN 3aMeHsIeT ABUXEHUS PYyKM CBaplimKa, 0cobeHHO 3To
BaXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBM/IbHOCTU HaCTPOMKM 3aBUCUT dopma U
KayecTBO GOPMMPOBAHUA LLIBA, YTO YMEHbLLIAeT BEPOSTHOCTb NOSB/IEHWS NOP W yMeHbLuaeT
3@PHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMYMBAET NPOYHOCTb CBAPHOIr0 COEAMHEHUS.

Ans peannsauum 3ol GyHKLMKM B annapaTte Hy>XXHO CHavasia BKIIOUUTb PEXMM MyJ/ibCaLnm
Toka [Po.P], nepesectn n3 coctoaHus “OFF” B coctoaHne "ON”, a Takxe 3agaTb yeTblpe
napameTpa: Tok umnysbca [1iP], Tok nayssi [I.PS], yactoTy nyabcauunm [Fr.P]vn cooTHowweHme
uMnyabc/naysa (Mam «ckBaxHocTb») [dut]. Mo ymonyaHuio yactoTa nyabcauum [Fr.P] v
«CKBaXHOCTb» [dut] Ha caMblxX pacnpocTpaHeHHbIX 3Ha4YeHUAX 5.0[ L, 1 50% COOTBETCTBEHHO.
Mpn wn3mMeHeHMn napameTpa "CKBaXHOCTb" OT 50%, BHOCMTCA acMMMETPUS MeXAy
BPEMEHEM UMMy 1bCa TOKa U BpeMeHeM "naysbl"” Toka:

Mo YMOJYaHUIO

"ckBaXHocTh" [dut] = 50% "ckBaXkHoCTL" [dut] = 20% "ckBaXHoCTL" [dut] = 70%
LA LA LA|
50% | 50% Ia 80% |_| |—| 70% El |_
o~ ™
t,cek t,cex t,cex

JlaHHble MapameTpbl YCTaHaBAMBAKOTCA B PA3/IMYHLIX CUTYaLUsX MO-PasHOMY,
cornacHo TpeboBaHWAM cBaplymka. [MopsAoK M3MeHeHWs 3HavyeHus nobon dyHKLMK B
TeKYLWEM pexnmMme CBapkn cMOTpuUTe B n.6.a

4. CBAPKA B APIOHE (APT «TIG»)

BHumaHue! o ymoa4aHMIO yCTaHOB/IEH LMK CBAPOYHOro npouecca
TIG-2T cMOTpUTE NYHKT 4.2.1.

B KayecTBe 3aWMTHOroO ra3a NPMMEHAETCS Yallle BCEro YMCTbIM aproH "Ar", nHorga
renunin "He", a Takxe 1x cMecb B pasnyHbIX Nponopuusax 40%Ar + 60%He.
HE AOI‘IYCKAVITE MCNoNb30BaHWe roproymx rasos! Vicnonb3osaHme gpyrux rasos T0/bKo
Mo COr/1IacoBaHuio C NponsBoanTenem obopyaoBaHus.

BHumaHue! MNpu anmTtenbHbix Tokax 6onee 150A He06X04MMO NPUMEHSATL rOpesKy
C BOASHbIM oxnaxaeHunem! MpuobpeTtaeTcs oTAeNbHO BMecTe ¢ 610K0M oxnaxeHus!

BHumaHue! BosbdpamMoBbI 31eKTPOA HYXHO 3aTauvMBaTb B «MIy» U 4acToOM
owmnbkow fBAAeTCsA 3aTouKa 31eKTpoga B "ocTpue", gyra npu 3TOM MMeeT BO3MOXHOCTb
"BUAATL" M3 CTOPOHbI B CTOPOHY. [paBWIbHOM 3aTOUYKOM ABASETCA C/erka NpuUTynaeHHbIN
HOCMK W YeM MeHblie "MATOYEK", BbIZEPXKUBAIOWLMIN YCTAHOBNEHHbIA TOK, TEM Jyylue.
MoMHUTe, 4TO NpY BONBLIMX TOKAX CBAapKM OYEHb CUJIbHO 330CTPEHHBIA 371EKTPOZ, /1erKO
OMNaBASETCS, MW3-33 MaJo TEena0oTAaun. TakK Xe «PUCKU» OT 3aTOUYKWU JOJXKHbI
pacnosiaraTbCs BAO0/Ib OCU 31€KTPOAa.
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4.1.12 LWKJZ1 CBAPOYHOI'O NPOLLECCA - TIG-LIFT

h 2hn
=R\ =8N

EuP duk

mh

LA

Ar+He
He

~220V / 230V

(3~
-

APrOHOBAS

Mopsaok NOAroToBKM annapaTa K pabore:

- BCTaBUTb kabesib ropenkun B rHe34,0 UCTOYHUKA B «—»;

- BCTaBUTb Kabesib «3eMANsi» B FTHE3/,0 UCTOUYHMKA A «+»;

- NpUCcoeAMHUTbL Kabeslb «3eMNsA» K U3 enmnio;

- YCTaHOBUTb PeAyKTOp Ha ra3oBbii 6an/I0H;

- MOAK/IIOUYNUTb ra30BbIM LWIAHT FOPesIKU K peAyKTOpY ra3oBoro 6a1oHa;

- OTKPbITb KpaH rasoBoro 6an/10Ha, NPOBEPUTL FrePMETUYHOCTb;

- MOAK/IIOUNTL CETEBOM LUTEKEP K CETU NUTAHWS;

- ceTeBOW BbIK/tOUaTeNb 8 Ha 3aHel NaHe M NepeBecTy B NoJI0XeHNe «|»;

- C MOMOLLbIO KHOMKM 4 yCTaHOBUTe pexxnm cBapku APT «TIG», pexuMbl nepekatoyatoTcs

no Kpyry;

- ycTtaHoBuTe ¢yHKLUMIO KHOMKK ropenku TIG-LIFT, Ans 3Toro KHomnky 3 HeobxoAnMo
HaXumaTb [0 NOSIBJAEHUA Ha WMHAMKATOPE «PeXMM KHOMKM» M C MOMOLbIO KHOMOK 2
ycTaHoBUTb pexum LIFT. Ecam gonaro He npeAnpyvHUMAaTh HUKAKUX AeNCTBMIA annapat
BblZeT M3 3TOM O YHKUWMM, BEPHYTbCA MOXHO TEM Xe& MyTem, eCNn MepenpbirHyu
Heo6X0ANMbIN PeXMM KHOMKM, MOBTOPHO HAXMUMaWTe KHOMKY 4 - GYHKL MM Nepek/ovatoTcs
no Kpyry;

-noc/ie BbIX0/a annapaTa Ha OCHOBHOW NapaMeTp, C NMOMOLLbIO KHOMOK 2 yCTaHOBUTE TOK
CBapKy;
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- NPY HEOBXOAUMOCTM MOXHO Pery/IMpoBaTh OCTa/lbHble AOMNOJHUTENbHbIE QYHKL UK
CBapOYHOro NpoL,ecca, NopsAOK U3MEHEHWUS CMOTpUTeE B M.6.1

BHuMaHwMe! [opesika aproHoBas 40/1KHA 6bITb BEHTULHOMO TUNA, C 6aNOHETHBIM
pasbeMoM @13MM. MakCMManbHbIN TOK Fropesky BbibMpaiTe No cBoMM paboymm
TpeboBaHMAM.

4.1.2 QYHKLUUA NOAKUNTA AYTU TIG-LIFT

3T1a ¢yHKUMs pa3paboTaHa A/1F rOpPeNoK C KOHTAKTHbIM MOAXUIom Ayru, 6es
MCMOJIb30BaHUA OCUWUANSATOPOB WM T.M. YCTPOWCTB, HO B OT/MYMM OT KJIACCMYECKOrO
KOHTAKTHOro cnocoba NnoIHOCTbIO YCTPaHSET yAapHbIA TOK B MOMEHT MOZAXKMIa, @ 3TO B pasbl
YMEHbLUAEeT paspyLieHNe HemnaBswWwerocs Bo/bGpaMoBOro 3/1eKTpoga W nonajaHue ero
BKJ/IOYEHMI B CBAPOYHBIN LWOB, YTO SIBJASETCSH OYEHb HEraTUBHbBIM IBJIEHUEM.

BHumaHue! BeHTu/b Ha ropesike Hy>XHO OTKPbIBaTb CAMOCTOSITE/IbHO 4,0 MOMEHTa
CBapKM 1 3aKpbiBaTb NOC/e 3aBepLUeHMs npoLecca.

Cnocob npumMeHeHUs JaHHOW QYHKLWM  3aKNOY3eTCS B MPUKOCHOBEHMUU
3N1eKTPOAOM K U3LEeNI0, NPU 3TOM YA ep>XMBaTb 3/1eKTPOJ B 3TOM MOJIOXEHUN MOXHO A0
6eCcKOHEeYHOCTM U KOrAa NoJ1b30BaTe b NMOCYUTAET YTO FOTOB K Havany cBapku (Hanpumep:
ONyCTUA 3alMUTHYIO MACKy Ha r/71a3a M XOpOWO MNPOAY/ MeCTO 3alUTHbIM rasom) TO
AoctaToyHo HavyaTb MEAJIEHHO nogHvMaTh OCTpYe 3aTOYEHHOr0 3/1eKTpoAa OT U3Aenuns.
AnnapaT onpeAennT 3STOT MOMEHT 1 BOCNPUMET KaK CUrHaA K CTapTy npoLl,ecca CBapku, Tem
cambiM HayHeT MJTABHO noBbilwaTh CBAPOYHbIN TOK A0 YCTAHOB/IEHHOrO 3HAYEHUS, YeM
6onblle OCHOBHOM pabouuii TOK, TeM ObICTpee HYXHO MNOAHMMATb 3/1eKTPOA, WHaue
onsaBuTcA. Bpemsa nnaBHOrO HapacTaHWs TOKa A0 YCTAHOB/NEHHOIO 3HAYeHUs Mbl
paccMOTpMM B NocaeAytolem NyHKTe.

4.2.1 UMKJ/1 CBAPOYHOI'O NMPOLECCA - TIG-2T
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MopsZoK M3MEeHEHWS 3HaYeHNs tobon GyHKLUN cMOTpUTe B N.6.1

~220V / 230V

APrOHOBAS

MopsZoK NOArOTOBKM annapaTa k paborTe:
- BCTaBUTb kabesb ropesiku B rHe34,0 UCTOYHUKA B «—»;
- IPUKPYTUTb MJIOTHO LWTYLLEP Fra3a OT aprOHOBOM ropeniku K rHesay 6 (cnesa);
- BCTaBUTb Pa3b&M KHOMKM YNpaB/ieHWsa ropesiku B rieso 7 (cnpasa);
- BCTaBUTb Kabesib «Macca» B FHE3Z,0 UCTOUYHMKA A «+»;
- MpUCoOeAMHUTb Kabesib «MaCChbi» K U3AeNnio;
- YCTaHOBUTb PeAyKTOp Ha ra3oBbii 6an/oH;
- MOAK/IIOUYNTb ra30BbIM WAAHT K peAyKTOpy ra3oBoro 6a/10Ha v WTyLepy Ha 3a4Hen
NaHe/ M UCTOYHMKS;
- OTKpbITb KpaH razoBoro 6an/10Ha, NpoOBEPUTL FepMETUYHOCTb;
- MOAK/IIOUYNTL CETEBOM LUTEKEP K CETU NUTAHUS;
- CeTeBOW BbIK/tOYaTENb 8 Ha 33 HeN NaHe M NepeBeCTU B NMOJIOXEHNE «I»;
- C MOMOLLbIO KHOMKW 4 YCTAaHOBUTE pexum CBapku «TIG», pexuMbl NepekaoyatoTcs no
Kpyryi
- ycTaHoBUTe QYHKUMIO KHOMKM ropenku TIG-2T, ana 3Toro KHomky 3 Heobxogumo
HaXMMaTb A0 MOSIBJIEHWS Ha WHAMKATOPE «PEeXWUM KHOMKU» U C MOMOLLbIO KHOMOK 2
ycTaHoBuTb 2T. EC/IM f0Ar0 He NpeAnpvHUMATL HUKAKUX AEUCTBMIM annapaT BblMAeT 13
3TON PYHKLMKN, BEPHYTLCS MOXHO TeM Xe MyTeMm, eC/M MepenpbirHy/iv HeobXxoAUMbIN
PEXMM KHOMKM, MOBTOPHO HaXMMaWMTe KHOMKY 4 - GYHKL MM NepekatodaoTcs No Kpyry;
-noc/e BbIXx0Aa annapaTa Ha OCHOBHOM NapameTp, C MOMOLL b0 KHOMOK 2 YCTaHOBUTe TOK
CBapKY;
- NP1 HeOH6XOANMOCTU MOXHO PeryMpoBaTh AOMOJHUTe/IbHblE PYHKL UM CBAPOYHOrO
npoLecca, NopsjoK 3IMeHeHs CMoTpuTe B N.6.1

BHuMaHue! [opesika aproHoBas A0/XHa 6blTb KHOMOYHOro TUNA, C 6aOHETHLIM
pasbemMoM @13MM. MaKcUMManbHbIM TOK rOpesku BbibMpalTe Mo cBouM paboyum
TpeboBaHMsAM. B koMniekTe c annapaToM NocTaBAseTCS.

- 55 - PATON StandardTIG DC MMA/TIG/MIG/MAG



FPATON

4.2.2 YHKLUNA KHOMKW HA TOPEJIKE TIG-2T

Mpy HaXaTuUM KHOMKW Ha rOpenke CUrHaa ynpaBAeHus nocTynaeT B 610K
yrpaBaeHns, KOTOpbin oTpabaTbiBaeT GYHKUMIO NPeAnpoAyBKM ra3oM 30HbI CBapKu
(BK/IIOYAET KNanaH rasa) v C 3a4ep>KKon NoZaeT CUrHa Ha BKJIKOYEHWE UCTOYHMKA, B STOT Xe
MOMEHT MOJAAEeTCS BbICOKOYACTOTHLIN BbICOKOBO/IbTHbLIA WUMMYAbC ANS MOAXWra AYru.
OTpabaTbiBatoTcA BCe OCTasjbHble GyHKLMU (MOAPOBHO KX PacCMOTPUM B CAeAYHOLLUX
I'IYHKTaX) cornacHo LuunKay CBapOHHOFO npou,ecca, I'IpVIBe,CI,eHHOFO BbiLle. [Tocne OTI'IyCKaHVIFl
KHOMKMU, OTpa6aTbIBaETCH CI)YHKLI,VIH N/1aBHOro cnagaHma Toka N NCTOYHUK BbIK/IKOYaeTCA.
Mocne sToro oTpabaTeiBaeTcs GyHKLMSA NOCAENPOAYBKMN Fra30M 30HbI CBAPKM (C 3a4ePXKKOM
OTK/IIOYAETCA KAanaH rasa).

4.3.1 UAK/Z1 CBAPOYHOI'O NMPOLECCA - TIG-4T
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Mopsgok NoAroToBKM annapaTa K pabore:
- BCTaBUTb Kabesib ropesikm B rHe340 NCTOYHUKa B «=»;
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- NPUKPYTUTb NJIOTHO WTYLLEep ra3a OT aproHOBOW ropesiku K rHesay 6 (cneBa);
BCTaBWUTb Pa3bEéMm KHOMKM yrnpaB/ieHWUs ropeku B rHeszo 7 (cnpasa);
- BCTaBUTb Kabesb «3eMAs» B THE3/,0 MCTOYHMKA A «+»;
- IPUCOEAMHUTL Kabesib «3eMAA» K U3AE/NI0;
- YCTaHOBUTb PelyKTOp Ha rasoBblil 6aniok;
- NOAKJ/IOUNTL Fa30BbIN LUNAHT K peAyKTopy razoBoro 6anioHa 1 WTyLepy 9 Ha 3ajHek
naHe/ I UCTOYHMKA;
- OTKPbITb KpaH rasoBoro 6a/10Ha, NPOBEPUTL FrePMETUYHOCTb;
- MOAK/IIOYNTL CeTEBOM LUTEKEp K CeTU NUTaHUS;
- ceTeBOW BblK/ItOYaTe b 8 Ha 3a/Hel NaHe M NepeBecTy B NoJ10XeHMe «l»;
- C MOMOLLbIO KHOMKW 4 YCTAHOBUTE pexum cBapku «TIG», pexumbl nepekaioyaoTcs no
Kpyry;
- ycTaHoBUTe ¢YHKUMIO KHOMKM ropeskn TIG-4T, Ans 3TOoro KHomky 3 HeobxoAumo
HaXWUMaTb 40 MOSBJAEHUS HA MHAMKATOPE «PEXMM KHOMKU» WM C MOMOLLbIO KHOMOK 2
ycTaHoBUTL 4T. EC/M 010 He npeAnpuUHMMaTL HUKakUX AEeMCTBUI annapaT BblijeT u3
3To GYHKLUM, BEPHYTbCSI MOXHO TeM e MyTeM, eC/M MepenpbirHyan HeobxoAnMbIN
PEXUM KHOMKK, MOBTOPHO HaXuMMaliTe KHOMKY 3 - GyHKL MM NepeksitoYatoTcs no Kpyry;
- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKyLLMI1 OCHOBHOM NapameTp — 3TO TOK CBapKy;
- NP1 HEOHBXOAMMOCTH MOXHO PeryIMpoBaTh AOMNOJHUTEbHbIE YHKL UM CBAPOYHOTO
npouecca, Nopsi0K U3MeHeHUs CMOTpuTe B N.6.1

BHumaHume! [opesika aproHoBas 40/kHa 6bITb KHOMOYHOrO TUMA, ¢ HaOHETHbIM
pasbemMoM @13MM. MakcUMManbHbIM TOK Fopesku BblbupanTe no cBoum pabounm
TpeboBaHMsM. B koMnaekTe Cc annapaToM NocTaBAsETCS.

4.3.2 QYHKLUUNA KHOMNKW HA TOPEJIKE TIG-4T

ObpabaTbiBaHWe HaxXaTUs KHOMKW YPaBJAEHNS Ha ropesiKe MPOUCXOANT Nog06HO
TIG-2T (CM. NYHKT 4.2.2), HO eCTb NepBOe OT/IMYME B Ha4asie CBapKu - NOKa yAepXunBaeTcs
KHOMKa BO BPeMsi MepBOro HaxaTus, MNpeAnpoAyBKM Tra3oM 30Hbl CBapku MU
BbICOKOBOJ/IbTHOIO MOZXMIa Ha BbIXOAE UCTOYHMKA ByAeT MOCTOSHHO MpeABapUTe/IbHbIN
TOK (AeXypHas gyra), ToNbKO Noc/e OTNyCcKaHWs KHOMKW HaYHeTCsl Npouecc HapacTaHus
TOKa W UCTOYHUK BbIZeT Ha paboumni ToK, TO eCTb KHOMKY He Haj0 YAepX1BaTb BO BpPeMms
pabouero Toka. BTopoe oTaMuMe B KOHLLe CBapKu - MOC/e BTOPOrO HaXaTWsi KHOMKM
yrpaBAeHns Ha ropesike, HAUYMHAEeTCs CrMag TOoKa A0 YPOBHS TOKa 3aBapku KpaTepa v noka
KHOMKa YAEepXMBaeTCs, TOK HaXOAUTCS Ha 3TOM ypoBHe. [locsie yxe BTOPOro oTMnyCcKaHus
KHOMKM, UCTOYHWK OTKJ/ItouaeTcs U oTpabaTbiBaeTcs GyHKLMA NOCAENPOAYBKM ra3oM 30Hbl
CBapKM (C 3a4,epXKKOM OTK/IIOYAETCA KanaH rasa).

4.4 PYHKLUUNA NPEA-NPOAYBKU 3ALLIUTHBIM TA3OM

3Ta ¢yHKUMSA HeobxoaMMa ANS 3aLMTbl 30HbI CBAapKWM OT BPEAHOrO BAUSIHUS
aTMochepHOro BO3AyXa W 3aK/IIOYaeTCs B MpeABapuUTesibHOM MpOoZyBKe 30Hbl CBapKu
3alWMTHBIM Fa30M Mepej 3aXWraHnem CBapouyHou Ayru. o ymonyaHuio «Bpems npeg-
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MPOAYBKM» YCTAHOBJ/IEHO HA 3HAYeHWe 2,0 CeK, 3TO 3HA4YEeHMe MOXHO B /060N MOMeHT
M3MEHWUTb MO CBOEMY YCMOTPEHMIO.

MopsaAoOK M3MeHEHWs 3HavyeHus Nbol GYHKUMM B TeKyLleM pexume CBapKu
cmoTpuTe B N.6.1

4.5 OYHKLU WA NPEABAPUTE/IbHOIO TOKA (AEXKYPHASA AYTA)

O3Ta ¢$yHKUMA Heobxoamma Anst yaobcTBa MO/Ib30BaHUS FOPENKOM B MOMEHT
nogxwra Ayru. MNo3BoaseT HauMHaTb NPOLLECC CBaPKM C MasiblX 3HAYEHWUIN TOKa, 3Ha4YeHne
KOTOPOro TO/IbKO NOAAEPXMUBAET NPOLECC, HO He BHOCUT Cepbe3HbIX BIOXEHUIN Tenaa 1 He
npoxuraeT usgenne. MoxHo npesBapuTe/ibHO NOAOrPeTb MECTO CBapKK, B C/1ydae pexuma
kHOMKW TIG-4T. Mo yMon4aHuMIO NpeABapuTe/IbHbIN TOK YCTaHOB/IEH Ha YPOBEHb 20A.

MopsaAoK M3MeHeHUs 3HauyeHus Nobol GyHKUMM B TeKylleM pexume CBapKu
cmoTpuTe B N.6.1

4.6 OYHKLNA NNABHOIO HAPACTAHNSA CBAPOYHOIO TOKA

3Ta PyHKL M KPOME SKOHOMUM pecypca 3/1eKTPOAA U B HEKOTOPOM CTENEHM CaMoM
ropesky, TakK Xe Heobxoauma AAs yz06cTBa MO/Ib30BAaHUA FOpeskon. YcTpaHseT
obpazoBaHMe Ha4YaIbHOrO PaCMnIeCKMBAHUS CBAPOYHOM BaHHbI, @ TaK Xe 33 YCTaHOBJ/IEHHOE
BPeMS NJ1aBHOr0 HapacTaHWA ToKa (B C1yyae pexxunma kHonku TIG-2T) MOXHO TOYHO HaBeCTH
ropesiky Ha HeobxoAMMOe MecTO CBapKkW, TaK Kak MecTo nogxura Ayrn B 0cobo
OTBETCTBEHHbIX WU3Ae/NAX He BCerga Haxo4uTCa B MecCTe CBapkW, WM MOXHO Jaxe
npeABapuTesibHO NOAOrpeTb MecTO CBapkW. [10 yMOMYaHUIO HAxXOA4UTCA B MOJIOXEHUM
“"OFF”, To ecTb PpyHKLMA BbIK/IOYEHA.

MopsifoK M3MeHeHWs 3HauveHus Mobon GyHKLMK B TeKyleM pexunme CBapku
cmoTpuTe B n.6.1

4.7 DYHKL A NJTABHOIO CNAA4AHNSA CBAPOYHOIO TOKA

3Ta ¢yHKUMA HeobxoauMa AN yAydlleHUs MpoLecca 3aBapku KpaTepa,
obpasytouierocs nog AaBaeHUEM OCHOBHOMO paboyero Toka CBapoYHOM Ayru v 3TOT KpaTep,
SIBNSIeTCS 3apoAbllleM AedeKTOB CBAPOYHOro LWBa, 3TO KpalHe HeraTMBHOe siBJIeHMe.
Mo3ToMy 3a YyCTaHOBAEHHOe BpeMA MJ1AaBHOIO CNajaHWAa TOKa MOXHO 3aBapuTb
obpazoBaBlUyOCH pakoBuHY. Mo ymosivaHuo HaxoauTcs B nonoxeHun “OFF”, To ecTtb
dYHKL WS BbIK/IOYEHA.

Mopsisok M3MeHeHWs 3HauveHus Mobon GyHKLMK B TeKyleM pexunMe CBapku
cmoTpuTe B n.6.1

4.8 PYHKLMNHA TOKA 3ABAPKU KPATEPA

3T1a byHKUUS HeobxoaMMa A/1A YKa3aHUsl YPOBHS A0 KOTOPOro CrafjaeTt TOK Mo
OKOHYaHMKM mpouecca cBapkn. Heobxoanm ans nposeAeHUs 3aBapku kpatepa B C/yvae
pexxuma kHonku TIG-4T (Npy BTOPOM yAep>XaHUn KHOMKK Ha ropenke). [1o ymonyaHumio Tok
3aBapKu KpaTepa yCTaHOB/IEH Ha YPOBEHb 20A.
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MopsAAoK M3MEHeHUsi 3HaueHUst Nto6oN PyHKLMM B TeKylleM pexume CBapKu
cmoTpuTe B N.6.1
4.9 OYHKLUNA NOCNE-NPOAYBKU 3ALLLNTHBIM FTA30M

3Ta byHKUMSA 3aKNlOYaeTCs B Noc/eytolein NpojyBKe 30Hbl CBapKWN 3alyUTHbIM
rasoM nocse noracaHWsi CBapouHOM Ayru, Tak Kak packajeHHas CBapouHasi BaHHa elyé
HekoTopoe Bpems 6oUTCA BpPeAHOro BAWSHUA aTMoCpepHOro BosAyxa. Mo ymonvaHwuio
BPeMs noc/e-npoAyBKM yCTaHOB/IEHO Ha 3HaYeHue 3,0 ceK, 3TO 3HaYeHMe MOXHO B o060l
MOMEHT U3MeHMUTb MO CBOEMY YCMOTPEHMIO.

MopsaAoK M3MeHeHUs 3HauyeHus obor GyHKUMM B TeKylleM pexume CBapKu
cmoTpuTe B n.6.1

4.10 OYHKLNA CBAPKA MMMNYJ/IbCHbIM TOKOM

3Ta PyHKLMA NpegHa3HaveHa A4S 06/1eryeHns KOHTPOIS CBapOYHOro NpoLecca B
NMPOCTPAHCTBEHHbIX MOJIOXKEHUAX OT/IMYHBIX OT HUXHEro, a Takxe Mnpu CBapke LBeTHbIX
MeTannoB. Bo3zgencrtsMe  NpoMCXOAUT  HEMOCPeACTBEHHO Ha  MepemelunBaHue
pacniaB/iieHHOro MeTa/l/la LWBa, @ 3TO B CBOK o4vepesb Ha CTabuabHOCTb GopMUpOBaHUS
WwBa. B HeKOTOpOM cTeNeHN 3aMeHSET A4 BUXEHUS PYKU CBApLLMKa NpW CBapKe, 0CO6eHHO 3To
BaXXHO B TPYAHOAOCTYMHbIX MeCTax. TaK >Xe YacTUYHO NPOUCXOAUT MPUHYAUTENbHOE
BO3AEMNCTBME Ha NEPEeHOC Kanau C MpUCcaso4YHON MPOBOJIOKM B CBAPOYHYK BaHHy. OT
MPaBUIbHOCTU HACTPOMKM 3aBUCUT HOpMa M KauecTBO GOPMMPOBAHUS LIBA, YTO YMEHbLUAET
BEPOSATHOCTb NOSIB/IEHUSA MOP M YMeHbLUAeT 3epHUCTOCTb CTPYKTYPbI, @ 3TO yBeanYMBaeT
MPOYHOCTb CBAPHOIO COeAMHEHUS.
[ns peanvsauunm 3ToM GyHKLUM B annapaTe HYXHO CHavyasa BKAYUTb PEXUM My ibCalium
Toka [Po.P] — nepesectn u3 coctoanus "OFF” B coctosiHme "ON”, a TakxXe 3agaTb YeTblpe
napameTpa: Tok umnyabca [1.iP], Tok nay3el [I.PS], yactoTty nyabcaumnm [Fr.P]un cooTHoweHmne
uMnyabc/naysa (Mam «ckBaxHocTby») [dut]. Mo ymonyaHuto yacToTa nysabcauum [Fr.P] n
«CKBaXHOCTb» [dut] Ha cambIx pacnpoCTpaHeHHbIX 3HauveHusx 10.0fL u  50%
COOTBETCTBEHHO. [Tpy M3MeHeHnM napameTpa "cKBaXHOCTb" 0T 50%, BHOCUTCA aCMMMeTpUs
MeXJy BpeMeHeM UMnyibca Toka 1 BpeMeHeM "nay3ssbl” Toka:

Nno YMONYaHMIo

"ckBaxkHoCcTb" [dut] = 50% "ckBaxkHoCTL" [dut] = 20% "ckBaxkHOCTL" [dut] = 70%
LA LA 1A |
50% | 50% Ia 80% I_I |—| 70% El |_
o~ ™
t,cex t,cex t,cex

JlaHHble MapameTpbl YCTaHaBAMBAIOTCA B PA3/IMUHBIX CUTYaLUsAX MO-Pa3HOMY,
cornacHo TpeboBaHMAM cBaplmka. [MopsaAoK M3MeHeHWs 3HaueHus nobon GyHkuMK B
TeKyLLEM pexumMe CBapkn CMOTpuTe B M.6.1
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5. MOZTYABTOMATUYECKASA CBAPKA (MNMA «MIG/MAG»)

AnnapaTt MOXeT BbICTYNaTb B POJIY UCTOYHWUKA A5 MONyaBTOMATUYECKOW CBApKK,
AN 3TOrO OH MMeeT HeODXOAMMYIO BO/IbTaMMEPHYHO XapakTepUCTUKY Ha BbIXOAE CU/I0BbIX
KJIEMM MPY NePeKTIOYEHNN Ha AaHHbIA PEXUM.

BHELUHWIA MEXAHU3M
MOAAYM NPOBOJIOKM
\ 1 PEKOMEHAOBAHO C COBCTBEHHBIM
| S B/IOKOM NUTAHUS ABUFATENA

—<

~220V / 230V

-~
CO:
Ar+CO02
~220V / 230V Ar

MONYABTOMATUHECKAS
TFOPEJIKA

K/IEMMA "MACCA"

SN

QF

B kauecTBe BHELHEro nojatLero MexaH13ma noayv npoBoJIOKN MOXeT MOAOMUTY
abcontoTHo sobor HesaBucuMbIA 610K Mogaun, paboTalowmin Ha cneunduyeckom
HaNpPs>XXeHUWN MUTAHNSI BCTPOEHHOTO ABUraTens, 4151 STOr0 OH A0J/1KeH MMETb COOCTBEHHBIN
WCTOYHMK NUTaHWS, MO0 NUTAIOLLMINCSA OT HANPSXEHUS CUNOBOTO MCTOYHMKA (HO 3TO MeHee
MPUOPUTETHLIA BapWaHT, Tak KakK O4YeHb PpeAKO Takme CUCTEMbl WMEKT XOPOLIWM
bYHKLMOHaN 1 cTabuabHYIO NoAady NPpOBOJIOKM).

BHumaHue! B kayecTBe 3alWMTHOrO ras’a MNpUMEHSETCA MpU CBapke YEpHbIX
MeTa/IIoB B NPOCTEMLIEM CayYae yraekucabl ras "CO2", a npu cBapke asloMUHUS TObKO
MHepTHble rasbl TMNa aproH "Ar", uHorga goporoi reamii "He", kak anbTepHaTvMBa AAs
Hep>KaBelLL X M BbICOKOErMPOBAHHBIX CTafel YacTo NPUMEHSIOTCS CMECU B Pas/IUYHbIX
nponopuuax "70%Ar+30%C02".

Ncnonb3oBaHue Apyrux rasoB TOJbKO MO COMacoBaHUIO C MPOU3BOAUTENIEM
obopyzoBaHus.

MopsaoK NOATroTOBKM K paboTe:

- BCTaBUTb kKabesb «3eMs» B rHe3/0 UCTOYHMKA B «—»;

- MPUCOEAMHUTb Kabesib «3eMs» K U3 eNnio;

- 3apaHee M3roTOBJIEHHYIO CU/IOBYIO NepeMbluky ceyeHneM Kabens He meHee 16 Mm?
HeobXoAMMO NPUCOEANHUTL K FHE3AY UCTOYHMKA A «+», @ BTOPbIM KOHLOM K CWIOBOM
KJemMme MexaHuM3Ma MojauyuM MpPOBOJIOKM, B KaXAOM KOHKPETHOM C/ayvae oOHa
MHANBUAYAbHA, MO3TOMY HET CMbIC/1a NEPEUYNCAATL BCE BapUaHTbI;

- MNpUCOEAMHUTL CBapOYHYIO MONYaBTOMATUYECKYIO TOpesnky K MexaHU3My mnojauu
NMPOBOIOKY;

- YCTAHOBWUTb PEAYKTOP HA ra3oBblii 6a//IoH € 3aWuTHBLIM rasom "CO2" nan "Ar+CO2" nau
"Ar";

- MOAK/OUYUTL Fa30BbIM WJIAHT K PpeAyKTOpY ra3oBoro 6asioHa v WTylepy Ha MexaHusme
MoAaun NPOBOJIOKM, CMOCOD NpUCOeAMHEHNSA MOXET bbITb Pa3NINYHbIM;

- OTKPbITb KpaH rasoBoro 6an/10Ha, NPOBEPUTL FePMETUYHOCTb;
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- MOAKYUTL BJIOK NMUTaHWA MeXaHW3Ma MOAAaYM MPOBOJIOKM K CETU MUTaHWA (ec/u
MeXaHW3M C He3aBUCUMbIM NUTaHMEM);
- BK/IOYMTb MEXaHM3M NOAa4M COBCTBEHHBIM BbIK/OYaTe1EM;
- MOAK/IIOUYNTL CETEBOM LUTEKEP UCTOYHUKA K CETU NMUTAHUS;
- ceTeBOW BbIK/tOYaTENb 8 Ha 3aHeN NaHe M NepeBecTy B NOJI0XEHNE «|»;
- C NOMOLLbIO KHOMKM 4 yCTaHoBUTe pexxnm ceapku «MIG/MAG», pexnmbl nepekntoyatoTcs
Mo Kpyry;
- C MOMOLL b0 KHOMOK 2 YCTaHOBUTE HEObXOAMMOE HanpsiXXeHNe CBapKu;
- Ha MexaHuM3Me MOZayn MPOBOJIOKM YCTAHOBUTE HEOBXOAMMYI0 CKOPOCTb MOZauu
MpPOBOJIOKY;
- MpY HeOH6XOANMOCTM MOXHO PETY/IMPOBaTh AOMOJHUTE/IbHbIE GYHKL MM CBAPOYHOTO
npouiecca, NopsAoK N3IMeHeHUs cMoTpuTe B n.6.1

[na ynpaBaeHUsi BKIIOYEHUEM U BbIKJIOYEHMEM MCTOYHWMKA Ha 3ajHen naHenu
npesycMoTpeH pasbéMm ynpassieHus 9. Cxema NOAKIIOYEHUS:

3 c

He Wenonb3yerca

Mnara
ynpasneHus 8
nojatolem
MexaHuIMe

prymmme—

Mcnonb3yeTcs TOIbKO KOHTAKTbl 1 U 2, KOTOPbIE 3aMbIKAIOTCA B HYXHbI MOMEHT
BpeMeHW. Korga WCTOYHUK foskeH paboTaTh, KOHTaKTbl 3aMKHYTb, KOFAa WCTOYHUK
J,0/1KeH ObITb BbIK/IOYEH — PA3OMKHYTh.

BHMMAHME!!! Cxema nogkntoyeHns 1 peannsaums B 610kax noAauv npoBoOKn
ANSA KaXA0ro KOHKPETHOro C/yyas UHAUBUAYa/bHA, MOSTOMY He NPUBOAUTCA B JaHHOM
PyKOBOACTBE MO 3KCMJAyaTauuM MCTOYHMKA nuTaHuA. Mwmte eé B WHCTPYKLMWM nO
akcnayaTaumm 610ka nogaun.

B He3aBucuMbIx 610Kkax nogaum npososioku nponssoactea PATON Feeder-15-2 (2-
X ponukoBbif) U Feeder-i5-4 (4-X pO/IMKOBbLIN) aZanTaums pasbEMOB YMNpaBAEHUS yXe
npesycMoOTpeHa, Mo3ToMy cbopka NPONAET C MUHUMAIbHBIMU YCUAUAMMA.

He 3abbiBaliTe 0 nogaye 3auwMTHOro rasa. Ecam Bbl HOBMYOK M HeT onbiTa B
YCTQHOBKE ONTWMAaJ/IbHOrO AaBJeHUs A/l CBAPKW KOHKPETHOrO M34envs, TO Ha MepBbIi
MOMEHT aB/IEHME ra3a MOXHO YCTaHOBUTb 60/1bLLe ONTUMAaIbHOMO 3HaYeHUs ~0,2MT13, 3To
MaJio MOBAUSIET Ha MPOLLECC, Wb YBEIMYUTCA Pacxoz 3almnTHoro ra3a. Ho B byayuiem ans
3KOHOMUW PYKOBOACTBYMTECH OOWMMU peKkOMeHZaLUSAMU ANs NMPOBEAEHWNS CBAPOYHbIX
paboT nosyaBTOMaTamMu.

Tak e HauMHalTe CO CpefHero MOJIOXEHUS PEeryasTopa CKOPOCTU MoAauu
MPOBOJIOKN Ha MexaHM3Me NoAaun (~ 4..5 M/MUH) N CPefHero HanpsXeHUsa Ha MCTOYHMKE
(~29B) npu nwbom guameTpe ycTaHoBieHHOW npoBosiokn (Po,6...1,0M), MOXET He
OMTUMasIbHO, HO NpU NPaBWUIbHOM paboTe 1 poBHOM Nogaye NPoBoJsioku (6e3 pbIBKOB), a Tak
e NpaBuIbHOM NPUCOEAMHEHMN, 3Ta CBA3KA "MCTOYHUK + MEXaHU3M Nogaun” J0/KHa yXe
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BapuTb. Y10 Bbl f0OUTLCA /lyyllero pesyabTaTa, HYXHO Pery/MpoBaTh HanmpsikeHWe Ha

MCTOYHMKE KHOMKaMM 2 U CKOPOCTb MOAAYM MPOBOIOKM Ha MEXaHW3Me MoAaym COriacHo

06w MM pekoMeHAaL MM MO NPOBeAEHMIO CBAPOYHOIO NMPOL,ECca NoJlyaBTOMaTaMy.
MoMHUTe, A4/1F KaXA0r0 KOHKPETHOrO C/1y4as 3TW NapamMeTpbl pasHble.

5.1 LLMK/Z1 CBAPOYHOIO MPOLLECCA - MIG/MAG-2T
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MopsZoK M3MeHEHWS 3HaYeHNs tobon GyHKLUKM cMOTpUTe B N.6.1

5.1.1 ®YHKLNA KHOMNKWU HA TOPEJIKE - 2T

MNpuMeHsieTC MpU CBapke KOPOTKMX W CpedHel AAUHHbI wBoB. DyHKuWS
3aK/t04aeTCA B C/eAyioWeM: NPU HaXaTUM KHOMKM Ha ropesike CUrHan ynpas/ieHUs
noctynaeTt B 6,0k ynpasieHus, oTpabaTbiBaeTca GyHKUUS Npej-npoAyBKU ra3oM 30Hb
cBapku 3a Bpems [t.Pr] (oTKkpbiBaeTCs KnanaH rasa), Aajiee NojaeTca CMrHaa Ha BKAOYeHne
MCTOYHMKA W ABUraTens nogayn npososiokn. C 3TOro MOMEHTa HauMHaeTcs npouecc
CBapKW, 0 HOBPEMEHHO oTpabaTbiBaeTcs GyHKLMSA NIABHOIO BbIXOAa Ha PeXNM CBapKM 3a
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA AOMNONHUTENbHbIE GYHKLUM (Hanpumep
WMMNY/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMK/IA CBAPOYHOro MpoLecca NpMBeAEHHOroO Ha
umkaorpamme n.g.1. MNocne oTnyckaHWs KHOMKM, oTpabaTbiBaeTca QyHKUMA NAABHOrO
CnajaHus ToKa M CKOPOCTU MozauyM NpoBOJIOKM 33 Bpems [t.dn], 3aTeM WCTOYHMK
Bblk/ItouaeTcs. Janee otpabaTtbiBaeTcs GpyHKUUSA NOCAe-NPOAYBKM ra30M 30HbI CBAapKM 3a
BpeMs [t.Po] (c 3agep>KKol 3aKpbIBAaeTCS KAaMnaH rasa).
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5.2 LK1 CBAPOYHOI O NMPOLLECCA - MIG/MAG - 4T
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MopsZoK U3MeHEeHWs 3HaveHNs 11060 GyHKLUKM CMOTpUTe B M.6.1

5.2.1 QYHKLNA KHONKW HA TOPEJIKE - 4T v anbT.4T
a) MUPOBOW CTaHAAPT PEXMMA KHOMKY - 4T
6) anbTepHATUBHbIV PeXUM KHOMKU — anbT.4T

MpyMeHsIeTCs NpU CBapKe AJ/IMHHbIX WBOB. PYHKLMUA 3aK/II04AETCH B CeAYIOWLEM:
Npy¥ MepBOM HaXaTUM KHOMKM Ha ropeske CUrHana ynpasieHusi noctynaet B 6,10k
ynpaBseHus, oTpabaTbiBaeTca dyHKLMA Npes-NpoayBKU Fa3oM 30Hbl CBAPKM (OTKpbIBaeTCs
KnanaH rasa), nocjie MepBOro OTNYCKAHUA KHOMKW MOAAEeTCH CUIHaA Ha BKJOYeHMe
MCTOYHUKA U ABUraTesid noja4vyn npoBOIOKWU. C >Toro MOMeHTa HaudymHaeTcs npouecc
CBapkKu, O4HOBPEMEHHO OTpaGaTblBaeTCﬂ CI)yHKLI,I/Iﬂ N1aBHOIO BbIXO/Ja Ha PeXWM CBapKU 3a
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA A0MNOAHUTENbHbIE PYHKLUKU (Hanpumep
MMMY/IbCHBIN PEXMM), BCE 3TO COMACHO LMKJ/Ia CBAPOYHOro mpoLecca NpMBeAEHHOrO Ha
unKnorpamme n.5.2. Mocne BTOpOrO HaXaTua KHOMKWU Ha ropeJsike, OTpa6aTbIBaETCF|
dYHKLMA NIaBHOMO CMaaHNs HaMpPsAXeHWUs U CKOPOCTU MOAAaYM MPOBOJIOKK 3a BpeMms [t.dn],
3aTeM UCTOYHMK BbIK/IKOYaeTCA.

Mocne BTOPOro oTnycKaHUA KHOMKM oTpabaTbiBaeTcs GYHKLUUSA NOC/Ae-NpoaYyBKU
ra3oM 30Hbl CBapKM 3a BpeMs [t.Po] (€ 3a4ep>XKOM 3aKpbIBaeTCs KaanaH rasa).
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B anbTepHaTMBHOM pexwuMe KHOMKM anbT.4T, NponyckaeT BTOpPOM TakT (nepsoe
OTMyCKaHWe KHOMKK), 3TUM M OTINYaeTCH OT MUPOBOro cTaHAapTa 4T. MosicHUM: B aHHOM
C/lyyvae cucTeMa He X/ eT NepBoro oTNycKaHUA KHOMKM Ha ropesike, a MOMEHTa/IbHO fnocJie
oTpaboTku byHKLUM Npes-NpoAyBKM ra3oM 30HbI CBapku 3a Bpems [t.Pr] HaumHaeT npouecc
noAxura Ayru — 3TO aHa/NoOrM4HO Kak B pexume KHomku 2T. [pu 3ToM nocne nepeoro
OTNyCKaHWA, MpoLecc CBapkuM npogosxaeTcd 6e3 usMeHeHWN. [JlaHHbIA  pexum
npegocTabnsetcs komnaHuen PATON kak 6OHYCHbIN, MCMNOAb30BaTb KOTOPLIM MOXHO MO
XeNaHuo, Tak kak OoH bosiee NpuBbIYEH C TOUKM 3peHUs Hosiee 4acTOro MCMO/b30BaHMS
KAMeHTamMu pexuma 2T B KJacCcMyeckux nojsyaBTOMaTax, COOTBeTCTBeHHO 6osee
WHTYUTUBHO MOHSATEH.

5.3 QYHKUUNA UHAYKTUBHOCTb

3Ta ¢yHKLMA HeobxoAWMa AN M3MEHeHMst CKOPOCTM HapacTaHWs Toka Mpu
M3MEeHeHUW HanpsixeHWs Ayru. B pesysibTaTe ymeHbllaeTcs pa3bpbi3rmBaHune, HO 3TO Takxe
B/IMSIET Ha MNpoLecC KanasanepeHoca, YTO MPUBOAUT Ha BLICOKMX 3HAYEHUAX CTerneHu
WHAYKTUBHOCTM K 3aMe//IeHMIO npoliecca CBapkuM M CUIbHOMY YMEHbLIEHMIO YacToTbl
nepeHoca Kanesb. VI3MeHsis 3HaueHMe 3TOM OYHKLMM, KaXAbl NOJb30BaTeNb MOXET
BbIbpaTh AN15 cebs onTUMasbHbIN NpoLecc cBapku. B 0OCHOBHOM, MUHMMa/bHblE 3HaYeHUs
MPUMEHAIOTCA 419 CBapkM ToAWMH bosee 3 MM, a MakCMMaibHble 3HayeHns Ansa bonee
TOHKUX U3AENNN.

Mo ymonyaHmio MHAYKTUBHOCTL ycTaHoBaeHa B “"OFF”, To ecTb ycTaHOB/AEHA Ha
Hy/1eBoOM cTyneHu. MopsaAoK M3MeHeHUs 3HavyeHUs lobon GyHKUMM B Tekyliem pexume
CBapKku cMoTpuTe B M.6.1.

5.4 QYHKL A HAPACTAHNA HANPAXXEHUSA B HAYAJIE CBAPKU

31a ¢yHKUMs HeobxoAMMa A/S MJABHOrO BbIXOAA HA PEXMM CBapkM 3a
yCTaHoB/eHHOe Bpemsi [t.UP], YTO yMeHbluaeT pacn/ieckMBaHWe CBApOYHOW BaHHbl U
pa3bpbi3rMBaHMe B MOMEHT MOAXMWra, KOrja MpoBOJIOKa elé X0/J04Has. YBesunyeHHoe
BPeMsl MJaBHOIO BbIXOAA MPUMEHSETCA ANA HayasbHOro GOPMUPOBAHWMA BaHHbI. 3a
peryanpoBaHWe MAaBHOCTM 3TOro MpoLlecca oTBeYaeT BpeMsi HapacTaHWs HanpsKeHus
[t.up] KaK B MCTOYHMKE, TaK U B BOKe ynpaBAeHUs CKOPOCTbIO NMOAayun NPOBOIOKM, AN
MaKCUMaibHOM KOPPEKTHOM PaboTbl 3TU 3HAUEHMSA A 0/1KHbI ObITb COr1acoBaHbl (He KaxAbli
610K nojayun MMeeT BO3MOXHOCTb W3MEHEHWSI CKOPOCTM MOAa4Yu MPOBOJIOKM B KOHLLE
CBapKW).

BHUMAHME! Yem 6onblie BpemMs HapacTaHUs - TEM MeHbLLE Ha4ya/ibHbIN NPoBap,
MO3TOMY MPUMEHSETCSH TOJIbKO A/ CPEAHUX W AJIMHHBIX WBOB. 10 3TOM MpUYMHE He
yBennumnBaTb Bpems 6osiee 0,1 cek Npu CBapke NPUXBAaTKaMu U T.1.

Mo ymonuaHuto Bpems Bbixoga YycTaHosaeHo “OFF”, To ecTb BbikaoyeHO. [lopagok
M3MeHEHNS 3HaYeHNs 160N GyHKLUM B TEKYLLLEM peXMMe CBapKM CMOTpUTe B N.6.1.

BHMUMAHME! MNpu cBapke cTasbHOM MPOBO/OKOM BpeMs HapacTaHus [t.uP] Ha

MCTOYHMKE J0/KHO BbITb IM60 paBHO, MO0 YyTb MeHbLUe YeM Ha 610Ke NoZgayun NPOBOIOKMY.
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Mpu cBapke aNlOMUHMEBOW NPOBOJIOKON BpeMsl HapacTaHus [t.UP] Ha MCTOYHMKE AONXKHO
6biTb 60s1bLLIE (+0,2..+0,5 CeK) 4eM Ha 610Ke NoAaum NPOBOJIOKM.

5.5 QYHKLUUNA CNAAAHUA HAMPSAXKEHUA B KOHLE CBAPKUA

37a dyHKLMSA NpegHa3HayYeHa A/ MAaBHOWM 3aBapku KpaTepa obpasytolierocs B
CBApOYHOM BaHHe Noj AEeNCTBMEM 3/1EKTPOMArHUTHOIO AyTbs SNE€KTPUYECKOM AYroW U B
nocsesytoLem sBAALWUIACA UCTOYHMKOM AedeKToB CBapoYHOro waa. CUrHaaoM K Havany
dYHKLMMN SBASETCH OTMYCKaHWe KHOMKM Ha ropesike B KOHLLe Mpouecca CBapku, nMpu 3TOM
JABWXeEHWe ropesiku HeobxogMMO NMpeKkpaTUTb W 3aBapuMBaTb CMaAaloWMM HanpsXKeHNem
SIMKY (3TO 1 eCTb KpaTep) B CBAPOYHOM LUBE. 3a pery/iIMpoBaHune NaaBHOCTM 3TOro npouecca
OTBeYaeT BPeMS CHUXKEHUS HanpsixXeHus [t.dn] Kak B UCTOYHWKe, TaK 1 B 610Ke ynpaBsieHUs
CKOpPOCTbIO MOAA4YM MPOBOJIOKN, A/ KOPPEKTHOW paboTbl 3TW 3HAYEHUS A OJKHbI
coBnagatb. 10 yMOA4aHUIO, KOTOpOE YCTaHOB/AEHO Ha 0,1CeK, TO eCTb BbIK/JOYEHO. 3TO
3HaYeHMe MOXHO U3MEHATbL MO CBOEMY YCMOTPEHUIO, MOPSAA0K M3MEHEeHa CMOTpuTe B n.6.1

BHMMAHME! Tpu cBapke cTasnbHOW npoBO/iokOW Bpems cnaga [t.dn] Ha
MCTOYHMKE J0/IKHO BbITb MO0 paBHO, IMB0 YyTb 60bLIE YeM Ha 610Ke MOZaun NPOBOIOKM.
Mpu cBapke aNlOMUHUEBOW MPOBOJIOKOM BpeMs cnaga [t.dn] Ha UCTOYHMKE AOMKHO ObITh
MeHblue (-0,3..-0,7 CeK) YeM Ha 6s10Ke NoAaum NPOBOIOKM.

6. HACTPOVKA AMNMAPATA
Korza He TporatloTcsi KHOMKM Ha nepeAHen naHe v, annapaTt BCerga BblBOAUT Ha
undpoBON MHANKATOP 3HaYEHME OCHOBHOIO NapameTpa TekyLLero pexunmMa cBapKu:

1) B pexxume PAC “MMA” — cBapOUHbIN TOK;

2) B pexxume APT “TIG"” — cBapOYHbIf TOK;

3) B pexxume MNMA "MIG/MAG” — ceapo4Hoe HanpsaxeHue.
KHonku 2 Ha nepezHelt NaHe NN OTBEYALOT 3a U3MeHeHMe 3HaueHUst BbIGpaHHOMN GyHKLUK
MM OCHOBHOrO NapameTpa.
KHorka 3 Ha nepesHel naHenu annapaTa MHOrOQYHKLMOHa/IbHas 1 OTBEYaEeT 3a

cnegyioulee:
1) BbI6Op MO KPYry Nt060N PYHKLUM B TeKyLLeM pexurme cBapku (bbicTpoe
HaXxaTue);

2) cbpoc Bcex dyHKL MM K 3aBOACKMM HACTPOMKAM TEKYLLErO peXumma CBapKu
(yaepxuBaTb 6os1ee 12 cek).
KHonka 4 Ha nepeAHel NaHe I OTBEYAET 33 M3MEHeHWe PeXnmMa CBapKu, NepeksoyeHme
MPOUCXOAUT MO KPYTy.

6.1 NEPEK/IOYEHME HA HEOBXOAMUMYIO ®YHKL N0

Ecqv B annapaTe ycTaHOB/IEHA CUCTEMA 3aLLMUTbI OT HECAHKLLMOHMPOBAHHOIO A0CTYNa
K MeHo PpyHKL MM, TO MPU HAXATUM Ha KHOMKY 3 Ha MHAMKATOPE He MPOUCXOAMNT HUKAKMX
M3MEHeHW, TO eCcTb 3Ta KHonka 3absoknposaHa. YTobbl pa3bnokunposaTb, HeobxoaMMo
yaepxXaTb €€ B HaXaToMm cocTosiHun bonee 3,5 cekyHa. lNpu pasbiokmpoBaHuMM Ha
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MHANKATOP BbLIBOAATCA OTKPbIBAlOWMECA 3aMOYKM, YyKasbiBalolwlMe O npolecce
pa3bsiokmpoBkn MeHto ¢yHKUMI. [Mocne ycnewHoro pasbnokMpoBaHWs NpU HaxaTuu
KHOMKM 3 Ha LndpoBOI ANCNel BbIBOAMTCA TeKyllee HaszBaHMe GyHKLUM 1 e€ 3HayeHMe.

BHumaHwme! MNoc/ie oTnyckaHWA KHOMKM 3 Yepes 2 CeKyH/ bl 3KpPaH CHOBa Nepek/IioHnTCA
Ha OCHOBHOM MapaMeTp TeKylLero pexuma ceapku. [oka gucnnei nokasbiBaeT Tekyllyto
byHKLMIO, €8 3HaYeHNe MOXHO M3MeHUTb B 60JIbLLYIO MM MEHBLLYIO CTOPOHY, C MOMOLLbIO
KHOMOK 2. JIn60 npum 6bICTPOM HaXaTWUM M OTMYCKaHWUKM Ha KHOMKY 3 MOXHO NepekioyaTbCs
Ha ciegytolyto GyHKLMIO, MO KPyTYy.

BHumaHue! Ecnn pgonro yaepxmBaTb KHOMKY 3 B MOMEHT paccMaTpUBaHWUSA
HaMMeHoBaHMA GYHKL MK, NPUMEPHO Yepes 10 cek, Ha LdppoBoM Tabs10 HauHeTcs 06paTHbIN
OTCYeT 333...222...111 NpeAynpexAatowuii o cbpoce Bcex HaCTPoeK TeKyLLero pexumma, 3To
Byaem paccmaTpuBaThb B MOCAEAYIOWEM NYHKTE.

6.2 NEPEK/TIOYEHUE HA HEOEXOAI/IMbII\/'I PE>XXM CBAPKUA
HaxaTue Ha KHOMKY & NPUBOAUT K NMEPEKIIOYEHMIO Ha CIeAYIOLW U PEXMM CBapKKX MO
Kpyry, 3TO BUAHO Ha AMUCT/IEEe 1 Ha NepeiHen naHeu.

6.3 CBPOC HACTPOEK BCEX ®YHKL M TEKYLLEFO PEXXMIMA CBAPKM

MoryT npoucxoAuTb CUTyaLuW, KOrAa HacCTPOWKM B arnapaTe Hecko/bKo 3amyTasu
nonbsosatens. Jns Toro 4to 66l cOPOCUTL UX K CTAHAAPTHBIM 3aBOACKUM, f0CTaTOYHO
yAepXu1BaTb HeMpepbIBHO KHOMKY 3 B TedeHun Bosee 10 cek (He obpaliaTb BHMMaHWE Ha
OTPUCOBKY 3amoukoB). Kak 1 roBopu/iocb B mpeAblAylieM NyHKTe, Ha Tabso HauHeTcs
obpaTHbIA OTCYeT 333...222...111 M NpU AOCTUXEHUM "000" BCe HACTPOMKM TeKyliero
pexuma cBapku byayT 06HOBNEHbI Ha 3aBOACKME.

Cbpoc napameTpoB A5 KaXA0ro pexuma CBapku 4enaloTcs 0TAe/bHO, 3TO CAenaHo
ANs ypobcTBa, UTobbI He COPOCUTL UHANBUAYAIbHBIE HACTPOMKM B APYIUX ABYX PeXMMaX.

6.4 UBMEHEHUE HOMEPA NPOIrPAMMbDI B TEKYLLEM PEXKUME CBAPKU

B kaxaom pexume csapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb MO/b30BaTe o
COXpPaHfiTb A0 16 Ppas/IMyHbIX BapUMaHTOB HacCTpoek. TekylWuin HOMep HacTpOWKM
(Nporpammbl) BbIBOAWUTCS B BEPXHEM NPABOM YI/ly MHAMKATOPa HaxoA sl erocs Ha nepesHen
naHe/an UCTOYHMKA. B MOMEHT nepBoro BK/IOYeHMS annapaTa NporpamMma scerga nog Nei
AN1A KaXA0ro pexuma cBapku. Bce M3MeHeHUs B HAacTpolike annapaTa B AaHHOM pexume
CBapKW 1 TekylleM HOMepe NMporpamMmbl COXpaHstoTcs. YTobbl nepenTy Ha Apyrol Homep
MporpaMMbl U HayaTb HACTPOMKY CHOBA C 6a30BbIX MapaMeTPOB, JOCTAaTOYHO HaXaTb Ha
KHOMKY 3 ¥ ec/in MeHio Bbibopa GyHKL MM 3a6710KMpOBaHO, TOrAa Ha MHANKATOP BbIBOAUTCS
TeKYLLNA HOMEp NPOrpaMMbl, KOTOPbIA MOXHO C MOMOLLbIO KHOMOK 2 M3MEHUTb B 60/1bLIy0
WA MeHblylo cTOpoHy. Ecan meHio Bbibopa ¢yHKLMKM He 3abiokMpoBaHO, Hampumep:
no/ib30BaTe b Kak pa3 nepes 3TUM W3MEHS/ AOMOJHUTE/IbHble MapameTpbl GYHKLWUKA,
onucaHHble B N.6.1, TO HeobxoAMMO 3a610KMPOBaTb MeHO BbiIbopa GYHKLUA C MOMOLLbIO
yAepXaHus KHomku 3 bosiee 3,5 cek, TOYHO TaK Xe KakK 1 npu pa3biokMpoBaHUK, Npu 3TOM
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Ha WHAMKaTope OyayT OTObpaxaTbCs 3aKpbiBAlOWMECH 3aMOYKM, MO OKOHYAHMKU 3TOM
onepauun MeHo byaeT 3abs0KMPOBAHO M Tenepb MOXHO CHOBa MOBTOPWTbL MOMbITKY
M3MEHEHNs1 HOMepa MNpOorpaMMbl C MOMOLLbIO KHOMKM 3. Mpu 3TOM BCe napameTpbl
npeAblayLien nporpammbl 6yayT COXpaHeHbl U K Hell BCerga MOXHO BEPHYTbCSA CHOBA.

7. OBLIJ,I/II‘/'I CMNCOK N MOCNEAOBATE/IbHOCTb CDYHKLI,I/Iﬁ

Pexxum ceapku PAC "MMA”
0) ocHOBHOM oTobpaxaembii napameTp TOK = oA (no ymonyaHuio)
a) 8 ... 160A (war nsmeHeHusa 1A) ona StandardTIG-160
6) 10 ... 200A (war nsmeHeHud 1A) ans StandardTIG-200
B) 12...250A (war usamMeHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHus 1A) ans StandardTIG-270-400V
4) 14...350A (war nameHeHus 1A) ana StandardTIG-350-400V
1) cuna «Fopsivero ctapTa» = 40% (MO yMOAYaHMIO)
a) o[OFF] ... 200% Ha manbix ToKax (Wwar nameHeHus 5%)
2) BpeMsl «[opsivero ctapTa» = 0,3 cek (N0 yMO4aHMIo)
a) 0,1...1,0 ceK (LWar M3IMeHeHMA 0,1CeK)
3) cuna «Popcaxa ayrm» = 40% (No yMON4aHMIO)
a) o[OFF] ... 200% Ha manbix ToKax (war nameHeHus 5%)
4) ypoBeHb cpabatbiBaHus «Popcaxa Ayru» =12V (Mo yMOAYaHuIo)
a) 9 ... 18V (war nsmeHeHns 1V)
5) HaK/I0H BO/IbTaMMepPHOMN XapakKTepUCTUKM = 1,4V/A (N0 yMONYaHMIO)
a) 0,2 ... 1,8V/A (war nameHeHuns o,4V/A)
6) cBapka Ha kopoTkow gyre = OFF (no ymos4aHuio)
a) ON
6) OFF
7) 610K CHWXeHUs HanpsixeHus = OFF (no ymon4aHuio)
a) ON
6) OFF
8) [Po.P] pexwum nynbcayuin Toka = OFF (no ymonyaHuto)
a) ON — Bk/s1toyeHo
6) OFF — BblkAtOYEHO
9) [l.iP] Tok mnyabca = oA (MO yMOAYaHMIO)
a) 8 ... 160A (war nsmeHeHus 1A) ana StandardTIG-160
6) 10 ... 200A (war nsmeHeHua 1A) ans StandardTIG-200
B) 12...250A (war usameHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHumsa 1A) ana StandardTIG-270-400V
4) 14...350A (war nsameHeHus 1A) ana StandardTIG-350-400V
10) [I.PS] Tok nay3bl = 9oA (no yMoa4aHuto)
a) 8 ... 160A (war nsmeHeHusa 1A) ona StandardTIG-160
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6) 10 ... 200A (war nsmeHenua 1A) ans StandardTIG-200

B) 12...250A (war uameHeHus 1A) gns StandardTIG-250

r)12 ... 270A (war nsmeHeHumsa 1A) ana StandardTIG-270-400V

4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
11) YacTOTa Ny/IbCaLMii ToKa = 5,0l L (N0 YMOYaHWIo)

a) 0,2 ... 500 'L, (AMHAMMYECKMI Wwar usmMeHeHns 0,1y ... 11L)
12) [dut] cooTHOLWeHWe nMnybc/naysa (6anaHc) — 3TO NPOLLEHT UMMYJ1bCa TOKa K NEPUOAY
CN1e;0BaHNSA STUX UMMNYAbCOB = 50% (MO yMOYaHMIO)

a) 20 ... 80% (war nameHeHus 5%)

Pexwum ceapku TIG
0) OCHOBHOM oTObpaxaembiin napameTp TOK = 100A (N0 yMon4aHwmIo)
a) 8 ... 160A (wwar nsmeHeHus 1A) ans StandardTIG-160
6) 10 ... 200A (war nsmeHenus 1A) ans StandardTIG-200
B) 12...250A (war nameHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHus 1A) ana StandardTIG-270-400V
4) 14...350A (war nameHeHus 1A) ana StandardTIG-350-400V
1) peXMM KHOMKW Ha ropesike = [2T] (No ymMon4aHuio)
a) [LIFT] — koHTaKTHbIN pexxum nogxura TIG-LIFT
b) [2T] — 6eCKOHTaKTHbIN PeXuM NOoAXMUra, pexxunm kHonku TIG-2T
C) [4T] — 6€CKOHTAKTHBIV PEXMM NMOAXUIa, PEXUM KHOMKN TIG-4T
2) BpeMms npea-npoAyBKu = 2,0 ceK (M0 YMONYaHUIO)
a) 0,5 ... 25,0 CceK (Wwar U3MeHeHWs 0,1 CeK)
3) Bpems nocne-npoAyBKu rasom = 3,0 cek (Mo yMONYaHMIO)
a) 1,0 ... 25,0 CeK (Lar USMeHeHM1s 0,1 CeK)
4) NpesBapuTE/bHbIA TOK (AeXypHas Ayra) = 15A (M0 yMOIYaHUIO)
a) 8 ... 40A (war nsmeHeHus 1A) anqa StandardTIG-160
6) 10 ... 40A (war nsmeHenus 1A) ana StandardTIG-200
B) 12...40A (war nsmeHeHus 1A) ana StandardTIG-250
r)12...40A (war nsmeHeHusa 1A) anqa StandardTIG-270-400V
A) 14...40A (war nuameHeHus 1A) ana StandardTIG-350-400V
5) TOK 3aBapku kpaTtepa = 15A (N0 YMOYaHWMIO)
a) 8 ... 60A (war nsmeHenusa 1A) ana StandardTIG-160
6) 10 ... 60A (war nsmeHeHma 1A) anqa StandardTIG-200
B) 12...60A (war nameHeHus 1A) ana StandardTIG-250
r)12...60A (war nsmeHeHusa 1A) ana StandardTIG-270-400V
4) 14...60A (war nsameHeHus 1A) ansa StandardTIG-350-400V
6) BpeMa HapacTaHWA ToKa = 0,3 cek (M0 yMOAYaHMI0)
a) 0,1... 5,0 ceK (Wwar n3MeHeHns 0,1 CeK)
7) BpeMs crnajaHunsa Toka = 0,3 cek (Mo YMOYaHUIO)
a) 0,1... 5,0 ceK (Wwar n3MeHeHns 0,1 cek)
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8) [Po.P] pexum nynbcaymi Toka = OFF (no ymonyaHuio)

a) ON — Bk/1toYeHO

6) OFF — BblkAtOYEHO
9) [l.iP] Tok Mnyabca = 100A (MO yMOYaHUIO)

a) 8 ... 160A (wwar nsmeHeHus 1A) ans StandardTIG-160

6) 10 ... 200A (war nsmeHenua 1A) ans StandardTIG-200

B) 12...250A (war nsmeHeHus 1A) anqa StandardTIG-250

r)12 ... 270A (war usmeHeHus 1A) ans StandardTIG-270-400V

4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
10) [I.PS] Tok nay3bl = 100A (N0 ymMO4aHMIO)

a) 8 ... 160A (war nsmeHeHunsa 1A) ona StandardTIG-160

6) 10 ... 200A (war nsmeHeHud 1A) ans StandardTIG-200

B) 12...250A (war nameHeHus 1A) ans StandardTIG-250

r)12 ... 270A (war nsmeHeHus 1A) ana StandardTIG-270-400V

4) 14...350A (war nameHeHus 1A) ana StandardTIG-350-400V
11)[Fr.P] yacToTa nysbcaumm Toka = 10,0 'y, (No yMonvaHuto)

a) 0,2 ... 500 ', (AMHAMMUYECKMI War U3MeHeHUs 0,1 [w...1 L)
12) [dut] cooTHOLWeHKNe uMnyabc/naysa (6anaHc) — 3To NPOLEHT UMMY/IbCa TOKa K Nepuoay
CcNef0BaHNSA 3TUX UMMNYAbCOB = 50% (MO YMO/14aHWIO)

a) 20 ... 80% (war nsameHeHus 5%)

Pexwum ceapku MIG/MAG
0) OCHOBHOI oTobpaxaembii napametp HAMPAXEHWE = 19,0V (no ymosvaHuio)
a) 12,0...24,0V (Wwar nameHeHus o0,1V) anqa StandardTIG-160
6) 12,0...26,0V (war nameHeHus o,1V) ana StandardTIG-200
B) 12,0...28,0V (war nameHeHus o,1V) ansa StandardTIG-250
r)12,0...29,0V (war nsmeHeHus o,1V) ana StandardTIG-270-400V
4) 12,0...32,0V (war n3ameHeHus o,1V) ans StandardTIG-350-400V
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoi4aHuIo)
a) [2T] — pexum KHONKW Ha ropenke 2T
6) [4T]— cTaHAAPTHBIN PEXMM KHOMKU Ha ropenke 4T
B) [anbT.4T] — anbTepHATUBHBIN PEXMM KHOMKU Ha ropesike 4T
2) [Ind] vHayKTMBHOCTL = OFF (N0 yMO/14aHuto)
a) o [OFF] ... 6 cTyneHeM (uar M3MeHeHUs 1 CTyreHb)
3) [t.up] Bpema HapacTaHua HanpsxeHna = OFF (no ymonvaHwmio)
a) o [OFF] ... 5,0 cek (war nsmeHeHMs 0,1 CeK)
4) BpeMs CnaaHusa HanpsXeHus = 1,0 ceK (Mo YMOYaHUIO)
a) 0,1... 5,0 ceK (Wwar n3MeHeHns 0,1 ceK)

8. PEXXMM PABOTbI OT FTEHEPATOPA
MCTOYHUK NUTaHUs npurogeH 411 paboTbl OT reHepaTopa Npu yC/10BUK:
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YcTaHoB/IEHHOE Mpu paboTe gnameTpom MuHUManbHas
Mpwu paboTe
S —— 3HayeHue Toka NMpPOBOJIOKM MOLLHOCTb
npy MMA N TIG npy MIG/IMAG reHepartopa
) He 6os1ee 80A He 6os1ee J0,6 MM 3,0 kVA
a3 He 6os1ee 120A He 6os1ee J0,8 MM 4,5 kVA
7)A He 6os1ee 160A He 6os1ee @1,0 MM 6,0 kVA
ds He 6os1ee 200A He 6os1ee @1,0 MM 7,7 kVA
@6 nerkonn. He 6osiee 250A He 6osiee @1,2 MM 10 kVA
@6 nerkonn. He 6osiee 270A He 6osiee @1,2 MM 12,0 kVA
26 A0 350A A0 D1,4 MM 16,0 kVA

Ansa 6e3oTkasHoM paboTbl! BoixogHoe MexpasHoe HanpsiXKeHWe reHepaTopa He AOJKHO
BbIXOAMTb 3a 4OMYCTUMbIE NPeAesbl:

- 160-260V (ans mogenen StandardTIG-160/200/250);

- 320-440V ans Bcex Tpex ¢as (ana mogenent StandardTIG-270-400V/350-400V).

9. ¥YXO0A4 U TEXHUYECKOE OBC/NTY>KUBAHUE

BHumaHue! [lepes Tem, Kak OTKPbITb annapaT, HEOOXOAMMO BbIK/IYUTL €ro,
BbIHYTb ceTeBOM LTekep. JaTb BO3MOXHOCTb PaspsAMTbCs BHYTPEHHUM LiensM annapaTa
(MpVYMEpPHO 5 MUH) 1 TOJIBKO MOC/E 3TOrO MPOM3BOAUTL OCTasIbHbIE gencTeus. [pu yxoge
YCTaHOBWTb Tab/IMuKy, 3anpeLuatoLLyto NPOU3BOAUTL BKIIOUEHUE,

Ans Toro, utobbl coxpaHWTb anmapat paboTocnocobHbIM Ha MHOrMe roAbl,
HeobxoanMo cobAaTh HECKO/IbKO MPaBuUI:
- MPOM3BOAUTb MHCMEKLMIO MO TeXHMKe 6e30MacHOCTU B 3a4,aHHbIe MHTEPBA/Ibl BpEMEHU
(cMm. Paszgen ,YkasaHus no TexHuke 6esonacHocTn”);
- NPU MHTEHCUBHOM WCMO/Ib30BaHUKN, PeKOMeHAyeM pa3s B MOAroja npogysaTb annapaT
CYyXMM CXaTbiM BO3AyxOoM. BHumaHue! lMpogyBka CO CAMLWIKOM KOPOTKOrO PacCTOSHUSA
MOXeT NPMBECTU K NOBPEXAEHWNIO 3/1eKTPOHHbLIX KOMMOHEHTOB;
- Npv 60/1bLIOM CKOMJIEHUW MLV MPOUYNCTUTDL KaHa/bl CUCTEMbBI OXNAXKAEHUS BPYUHYIO.

10. MPABUJIA XPAHEHUA

3aKOHCEepBMPOBAHHBIN U YNAaKOBaHHbIM UCTOYHUK XPAaHUTb B YC/I0BUSIX XpaHeHus 4 no FTOCT
15150-69 CPOKOM 5 feT.

PackoHCcepBMPOBAHHBIN UCTOYHMK A,0/1KEH XPAHUTBCS B CYXMX 3aKPbITbIX MOMELLEeHNSX NpU
TemnepaType BO3Ayxa He Huxe ntoc 5 °C. B nomMeLeHusx He 40/1KHO 6bITb MAPOB KMCIOT U
APYTVX aKTUBHBIX BeLLECTB.

11. TPAHCMIOPTUPOBAHUE

YnaKkoBaHHbIA WMCTOYHUK MOXET TPAHCMOPTUPOBATLCS BCEMW BUAAMM TPaHCMOPTA,
obecreyrBaloLW MMM €ro COXPaHHOCTL C COBtOZeHMEM NPaBUJ NEPEBO30K, YCTAHOB/IEHHbIX
ANA TPaHCnopTa AaHHOro BUAQ.
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12. KOMMJIEKT MOCTABKHA

1. VICTOYHMK MUTaHMA CBAPOYHOM YL C cCeTeBbIM Kabesiem —1WwT;
2. PemeHb 419 nepeHOCKM annapaTa Ha nJjeye —1WwT;
3. WHcTpykuwmsa no skcnayataymm —1WT;
Ansa modenel StandardTIG-160/200:

- ropesika aproHosas ABICOR BINZEL, 4m —1wT;
- kabesib cBapOYHbIN C kieMMoi «macca» ABICOR BINZEL, 3m —1uwT;
- pMpMeHHbIM naacTukoBbin kenc PATON —1uWT;
Ana modenell StandardTIG-250/270-400V/350-400V:

- prpmMeHHbIM roppokopob PATON —1Wwr.

13. MPABUJIA TEXHUKW BE3OINMACHOCTHU

OBLLUME NOJIOXKEHUA

CBapOLIHbIVI annapaTt U3rotoB/s1IeH B COOTBETCTBUN C TEXHNYECKNMU CTaHA4apTaMn 1
YCTAaHOB/IEHHbIMU NMpaBUJIaMU TEXHUKA 6e3onacHocTn. Tem He MeHee npv HenpasuibHOM
obpalleHnm Bo3HMKaeT ONacHOCTb:
- TPaBMUPOBaHMA 06CNyXMBatOLLLErO NePCOHaNa UK TPeTLEro NLg;
- IpUYMHeHms ywepba camoMy annapaTy Wi MaTepuasibHbIM LLeHHOCTAM NpeAnpuUsTUs;
- HapyLweHwus 3pdekTMBHOro paboyero npouecca.

Bce nnua, koTopble cBsi3aHbl C BBOAOM B KCMyaTaLMio, yrpaB/ieHUEM, YXOA0M U
TeXHUYeckUM 06CNyXMBaHWEM annapaTta 0/KHbI:
- NPOVTV COOTBETCTBYIOLLYIO aTTeCTaLuio;
- obnagaTtb 3HaHUSIMM MO CBapKe;
- TOYHO COBNOAaTL AaHHYIO MHCTPYKLUIO.

HewncnpaBHoCTH, KOTOpble MOryT CHU3UTL H@30MacHOCTb, A0MKHbBI 6bITb CPOUHO
yCTpaHeHbl.

OBA3AHHOCTU NOJIb3OBATENA

Monb3oBaTenb 0b6s3yeTcs fgonyckaTb K paboTam Ha CBapOYHOM annapaTe TO/IbKO
i, KoTopble:
- 03HAaKOMWJINCb C OCHOBHBIMW MPaBMUIaMKN TexHUKM 6e30MacHOCTH, NpoLuiv obyyeHue no
MCMOo/Ib30BaHMIO CBAPOYHbIM 060py0BaHueM;
- npounTanu pasgen «MpaBuaa TexHUKM 6e30MacHOCTU» U yKa3aHWs 0 He0OX0AMMbIX Mepax
NpesoCTOPOXHOCTY, MPUBOAUMbIE B AaHHOM PYKOBOACTBE, W MOATBEPAUTbL 3TO CBOEMN
NOAMNMCHIO.

JIMYHOE 3AWLNTHOE OCHALLEHUE

[ns anyHom 3awmTbl cobtoganTe ciegytoline NnpaBuaa:
- HOCWUTb MPOYHYO 06YBb, COXPaHAIOLLYIO M30/AMPYIOLLMEe CBOMCTBA, B TOM YWC/Ie U BO
B/IQXHbIX YC/IOBUSX;
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- 33 MLWATb PYKM U30/MPYIOLLUMU NepyaTKamu;
- r/7133a 33WML,aTh 33 MTHOM MACKOMN C OTBEYAIOLW MM CTaHAApPTaM TeXHUKN 6e3onacHoCTy
$UABTPOM NPOTUB YbTPadUONETOBOrO U3NYHEHUS;

- UCNO/Ib30BaTb TO/IbKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IAMEHSIOLLYIOCSH OAEXAY.

ONACHOCTb BPEAHbBIX TA30B U WCNAPEHUN

- BO3HUKLUMI AbIM W BPEeZHbIe rasbl yAanuTb 13 paboyen 30HbI cnelranbHbIMU CpeACcTBaMy;
- obecneunTb AOCTATOUHbBIN NMPUTOK CBEXEr0 BO3AYX3;

- Mapbl paCcTBOpPUTE/IEN HE JOJIXKHbI MOMNaAaTh B 30HY U3/1yYEHWNSI CBAPOYHOM AYTW.

ONMACHOCTb BbIJIETA UCKP

- BOCM/1aMeHs oL necs npeameTbl y4aanTb n3 pabouer 30Hbl;

- He ZLONycKaloTCs CBapoYHble paboTbl HAa eMKOCTSAX, B KOTOPbIX XPaHATCS UAN XpaHUIUCL
rasbl, roptouee, HedpTenpoAykTbl. BO3MOXHa 0nMacHOCTb B3pbiBa OCTaTKOB 3TUX MPOAYKTOB;
- B MOXapoomnacHbIX W B3pbIBOOMACHbLIX MoMeleHUsix cobaogaTe ocobble npaBua, B
COOTBETCTBMM C HALMOHA/IbHBIMU U MeX/AYHapOHbIMU HOPMaMM.

OMACHOCTb CETEBOIO MK CBAPOYHOI'O TOKA

- NOpaXKeHWe 3/1eKTPUYECKMM TOKOM MOXET BbITb CMEPTE/IbHBIM;

- CO3ZaHHble BbICOKUM TOKOM MarHuUTHble MO MOFYT OKasblBaTb OTpuULaTesbHOe
BO34eNCcTBME Ha paboTocnocobHOCTb 31eKTponpubopoB (Hanpumep, KapaUoCTUMYASTOP).
Jlvua, Hocawme Takue npubopbl, AO/KHBI MOCOBETOBATbLCA C BPAyoM, Mpexjae Yem
npubamnxaTbCs K paboyelt CBapoYHON NAOLLAAKE;

- CBapoOYHbll Kabesb fO/KEH ObITb MPOYHBIM, HEMOBPEXAEHHBIM W WM30/JMPOBAHHbBIM.
OcnabneHHble coeMHEHUs U NOBPEXAEHHBIN Kabeslb HY>XXHO He3aMeANNTeNbHO 3aMEHUTD.
CeTeBble kabesn 1 kabenn cBapOYHOro annapaTta AO/XKHbl CUCTEMATUYECKU NMPOBEPATHCS
CMNeumnanmncTom 31eKTPUKOM Ha UCMPABHOCTb U305 UH;

- BO BPEMSI UCMOJ/Ib30BaHWSA 3aMpeLLaeTcs CHAMaTb BHELLHMWI KOXYX annapara.

HE®OPMA/IbHBIE MEPbI MPEAOCTOPOXHOCTU

- UHCTPYKL MO MOCTOSIHHO XPaHUTb BOIM3K MecTa NpUMeHeHWst CBAPOYHOro annaparTy;

- AOMOJIHUTE/IBHO K MHCTPYKLMM cobtogaTh gencTeytowme obuime n MecTHble npaBuaa
TexHUKM 6e30MacHOCTU U 3KOJI0TUK;

- BCe yKa3aHMs Ha CBapOYHOM annapaTte CoAepaTb B YNTAEMOM COCTOSHUU.

BAY>XXAAKOLWME CBAPOYHBIE TOKU

- CIeANTb 3a TeM, YTobbl KeMMa kabens Macchl 6bl1a NPOYHO NPUCOeAMHEHA K U3AeNNo;

- MO BO3MOXHOCTW He YCTaHaB/AMBaTb CBApOYHbIA anmnapaT HenocpesCcTBEHHO Ha
3/71eKTPONPOBOAHOE MOKPbITUE Noaa WAn paboyero cTona, UCMO/b30BaTb U30MpYlOLLME
NpoKAajKu.
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MEPbI MPEAOCTOPO>XXHOCTWU B OBbIYHbIX YC/IOBUAX
MUWHMMYM OAWH pa3 B HeAeto NMPOBEPSATb annapaT Ha BHELIHWE MOBPEeXAeHUs 1
bYHKLMOHMPOBAHME NPeAOXPaHNUTE/IbHBIX YCTPOMCTB.
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14. TAPAHTUMHBIE OBSA3ATE/IbCTBA

Komnanus MATOH MHTEPHELUH/1 rapaHTupyeT ncnpaBHyto paboTy UCTOYHMKA NUTaHUS
npy  cobsiogeHnn  notpebutenem  ycioBWMM  IKCM/IyaTauuK,  XpPaHeHUs U
TpaHCNopTUPOBaHMS.

BHMMAHME! BecnnaTHoe rapaHTuitHoe 06cyXXuBaHWe OTCYTCTBYeT NPU MeXaHUYeCKUxX
noBpeXAeHNAX CBapo4yHOro annapata!

StandardTIG-160
StandardTIG-200 > N1eT
StandardTIG-250
StandardTIG-270-400V 3roAa
StandardTIG-350-400V 2roga

OCHOBHOWM rapaHTUMHbIA NEpUoJ  WCUMCASIETCH CO  JHS MPOAaxu WHBEPTOPHOro
060pys0BaHNA KOHEYHOMY MOKyMaTesto.

B TeyeHMe OCHOBHOrO rapaHTUMHOro nepuoAa npojaBel, 0bsa3yeTcs, becnnaTHo AAs
BJ1aZe bLia MHBEpTOpHOro obopygosaHus PATON:

- MPOU3BECTU AUArHOCTUKY W BbISIBUTb MPUUKHY MOJIOMKMH,

- obecneunTb HEOBXOAMMBIMU 4151 BbIMOJIHEHWUS PEMOHTA y3/1aMW U 3/IeMeHTaMu,

- npoBecTy paboTbl N0 3aMeHe BbILLeALINX U3 CTPOS 3/1eMEHTOB 1 Y3108,

- MPOBECTM TeCTMPOBAaHWE OTPEMOHTUPOBaHHOIrO 060pyA0BaHMS.

OcHoBHble rapaHTUIHble 06s13aTe/IbCTBA He pacnpoCTpaHsAoTCs Ha 0bopyAoBaHue:

- C MexaHM4yeCcKMMU MOBPEeXAeHUsMK, NOBAUABLIMMK Ha paboTocnocobHocTb annapata
(aedopmauus kopnyca U geTaneil B CIeACTBUM MajeHMe C BbICOTbl WM MajeHWUs Ha
obopygoBaHue TAXENbIX NPeAMeTOB, BbiNaZeHne KHOMOK U pa3beéMOB),

- CO C/1Ie;aMm KOPPO3UK, KOTOpas CTasla MPUUMHON HEUCNPABHOMO COCTOSIHUS,

- BbllLeALlee U3 CTPOS MO NPUYMHE BO3AENCTBUS Ha ero CUI0BbIE U 3/1IEKTPOHHbIE 3/1eMEHTbI
0bunbHOM BA1ary,

- BblleZLlee 13 CTPOS MO NPUYMHE HAKOMNEHWSA BHYTPY TOKONPOBOAALLEN MblAW (Yro/ibHas
Mbl/b, MeTaNNYecKas CTPYXKKa U A4p.),

- B C/lyyYae NonbITKWM CaMOCTOATE/IbHOrO PEMOHTA €ro y3/10B U/WAN 3aMeHbl 3/1eKTPOHHbIX
3/1eMEeHTOB,

- AaHHOe obopy/AoBaHMWe, B 3aBMCMMOCTM OT YC/I0BUM SKCMAyaTaL MM PEKOMEHAYETCS, OANH
pas3 B Mo/roAa, Bo nsbexaHue Bbixoza annapata ns CTPos, MPOBOANTL YNCTKY BHYTPEHHUX
3/1eMEHTOB W Y3/10B CKaTblM BO3/JYyXOM, CHSTb 3alMUTHYIO KPbIlKy. YncTKy Heobxoamnmo
MPOBOAUTL akKypaTHO, YA epXuBas LWAaHr KOMMpeccopa Ha 40CTaTO4YHOM pacCTOSHWUM BO
nsbexxkaHne NOBPeXeHUs NaKN 3/1eKTPOHHbIX KOMMOHEHTOB M MeXaHUYeCKMX YacTeln.
TaKkxe OCHOBHble rapaHTUiiHble obs3aTe/IbCTBa He PacNpPOCTPaHAIOTCA Ha Bbllle/llne U3
CTpOS BHellHWe 3/1eMeHTbl 060pyA0BaHWsA, MogBepXeHHble GU3NYECKOMY KOHTaKTY, U

PATON StandardTIG DC MMA/TIG/MIG/MAG . 76 -



________[PATON

COMYTCTBYIOLME/PAacXOHbIE MAaTEPUAIIbI, MPETEH3MM MO KOTOPLIM NMPUHUMAIOTCS He NMo3Xe
ZABYX HeZleNb Noc/e NPoAaxu:

- KHOMKa BKJIOYEHMSA U BbIKJOYEHUS,

- PYYKM peryiMpoBKu CBapOYHbIX MapamMeTpoB,

- pa3bEémbl NogKkAoYeHUs Kabenen n pykaBos,

- pa3bEMmbl ynpaB/ieHus,

- ceTeBOM Kabenb 1 BU/IKa ceTeBOro kabesns,

- Py4Ka 415 NnepeHoCKK, HaneuyHbIn peMeHb, Keinc, Kopobka,

- 31eKTPOAOAEpPXKaTeb, KNEMMA «MacCbl», FOPE/IKa, CBAPOUHble Kabens 1 pykasa.
Mpogasel, ocTaBasieT 3a coboM NpaBo 0TKa3aTb B NPeAOCTaBAEHUN FAPAHTUMHOIO PEMOHTA,
b0 yCTaHOBUTL B KaueCTBe aTbl Ha4Yasla UCMOJIHEHWS rapaHTUIHbIX 06583aTeNbCTB MecsL,
M rog BbINycKa annapaTa (YCTaHaBAMBAOTCS MO CEPUMHOMY HOMEpY):

- NpW yTepe NacnopTa BAajebLewM,

- MpW OTCYTCTBUM KOPPEKTHOrOo wAM Boobuie Kakoro-nvbo 3amnosHeHWs nacnopTa
NpoZaBL,OM NpU NpoAaxe annapaTa,

- rapaHTWUIAHBIN CPOK MPOA/IEBAETCS, Ha CPOK rapaHTUMHOIrO 06C/ayXMBaHWA annapaTa B
CEepBUCHOM LLeHTpeE.
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Connection to the mains/power distribution panel (at 25°C):
CAUTION! Please, pay attention to wall wires and other extension cords

A B

) fc&(m
~230V / 400V // \ ))
(P
)
\\.;/
q A N Al Maximum
Used MMA electrode Set current value Wire cross-section [A] Cross section of e[xtl:nsion cable
for MMA and TIG diameter for MIG/IMAG extension cable, mm2
length, m
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
@2 mm not more than 80A not more than @o,6 mm 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 mm not more than 120A not more than @o,8 mm 2,5 130
4,0 205
6,0 310
2,0 75
2
4 mm not more than 160A 15 95
4,0 155
not more than @1,0 mm 6,0 230
2,5 60
@5 mm not more than 200A 4,0 100
6,0 150
@5 mm 25 48
26 mm fusible up to 250A up to @1,2 mm 4 80
6 120
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Used MMA electrode Set current value Wire cross-section [A] Cross section of ei':]enMsai::-nn:::Ile
for MMA and TIG diameter for MIG/IMAG extension cable, mm2
length, m
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V

1,5 135

2 175
g3 mm not more than 120A not more than 0,8 mm 2,5 220
4 350

6 525

2 130

2,5 160

i mm not more than 160A

4 260

not more than @1,0 mm 6 385

2,5 115

@5 mm not more than 220A 4 180
6 270

26 mm == 2
fusible not more than270A not more than @1,2 mm 4 135
6 205

2,5 65

26 mm up to 350A up to 1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for StandardTIG-160/200/250) is not a power
button, so it does not provide complete de-energization of internal electronic parts, when the machine is
switched off. Therefore, in accordance with safety rules, disconnect the plug from the mains after completion
of welding.
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1. GENERAL

PATON StandardTIG-160/200/250/270-400V/350-400V argon-arc digital inverter rectifiers are
designed for direct-current manual metal arc (MMA), tungsten-arc inert-gas (TIG) welding and metal-arc
inert-gas welding/metal active gas welding (MIG/MAG) in an environment of shielding gases and mixtures.
The advantages of using a fully digital control method in this unit are that there are no disadvantages inherent
in multifunctional systems made based on analogue control systems, which by definition are always
configured for a specific mode, and all other modes, as additional ones, have control disadvantages.
However, in a fully digital system, the control board has absolutely all the assets of the source, within its full
power, and the mode of use does not make any difference. The machine provides virtually continuous load
duration at full true rated current of 160A, 200A, 250A, 270A, 350A respectively, which is enough for working
with any electrodes from @1.6 mm up to @6 mm and semi-automatic welding with solid wire with a diameter
from @0.6 mm to @1.4 mm. The unit has a built-in non-contact arc striking module (oscillator). Through
additional adjustments, the unit can be adjusted to the most optimal settings in various situations. It is
initially set to optimal values for most applications, and is quite simple, unless the extensive expertise of the
welder enables the use of fine-tuned settings. For dangerous operating conditions, a no-load voltage
reduction unit is integrated in the MMA mode, with the possibility of switching it on and off.

This StandardTIG model manufactured by PATON has a built-in unit protecting against short-term
over-voltage and under-voltage.

The device stores under its number in each welding mode up to 16 users’ settings (programs). The
device saves in memory all the current settings at the moment of switching off and restores them at the time
of switching on.

Main advantages:
1. Wide range of welding parameters adjustment options:

a) in the MMA mode - 1 (main) + 10 (optional)

b) in the TIG mode - 1 (main) + 10 (optional)

¢) in the MIG/MAG mode - 1 (main) + 7 (optional)

2. In addition to protection against voltage surges, a stabilization system is installed for operation with
significant long-term voltage drops in the supply mains from 160V to 260V (for StandardTIG-160/200/250)
and from 320V to 440V (for models StandardTIG-270-400V/350-400V);

3. The unit is adapted to a standard household power supply. Due to its high efficiency, the welding current
source provides half the power consumption compared to conventional sources;

4. Adaptive fan speed, i.e., it increases when the unit heats up and slows down when it is cold; this saves the
fan life and reduces the amount of dust in the unit;

5. Convenient operation due to long load duration (LD) at rated current;

6. Increased reliability of the unit in dusty production conditions;

7. All heating elements of the source are equipped with a thermal electronic protection system;

8. All unit’s electronics are impregnated with two layers of high-quality varnish, which ensures the reliability
of the product throughout its entire service life;

9. Improved arc stability.
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PARAMETERS StandardTIG- StandardTIG- StandardTIG- StandardTIG- StandardTIG-
160 200 250 270-400V 350-400V
220/230 X380 X380
Rated supply voltage 50Hz, V 220/230 220/230 3 gxzoo gxioo
Rat.ed current consumption from the 18 .. 21 25..28 29,5 ...35 I 6185
mains, A
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Load duration (LD) 45%]/at 160A 45%/at 200A 60%/at 250A 70%/at 270A 70%]/at 350A
100%/at 106A 100%/at 134A 100%/at 193A 100%]/at 225A 100%/at 290A
Supply voltage variation limits, V 160 — 260 160 — 260 160 — 260 +15% +15%
Limits of regulation of welding 8160 10— 200 12— 250 12-270 14-350
current, A
Limits of regulation of welding
12 -24 12-26 12-28 12-29 12-30
voltage, V
MMA electrode diameter, mm 1,6 — 4,0 1,6 5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4
Welding pulse modes MMA: 0,2...500 Hz; TIG: 0,2...500 Hz
Hot-Start in the MMA mode Adjustable
Arc Force in the MMA mode Adjustable
Anti-Stick in the MMA mode Automatic
No-load voltage reduction unit on/ off
MMA no-load voltage, V 12/70
Arc striking voltage, V 110
Rated power consumption, kVA 4,2 ... 4,8 52..6,2 6,5...7,7 7,993 10,6...12,2
Maximum power consumption, kVA 6,3 8,1 94 11,5 15,2
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
\C,)v:/detr:lllhdelirg:;yons, mm (length, 330 X115 X 262 330;6:1215 X 330:61215 X 390X 145 X 335 390 X145 X335
Weight without coil and accessories, 6,3
57 59 10,1 10,9
kg
Protection rating P33 1P33 1P33 P33 IP33

Recommended length of power welding cables when welding:

B lel h
Set current value G Cross-section area Cable brand
(one way)
2..9m 10 mm? KG 1x10
not more than 100A
3..14m 16 mm? KG 1x16
2..9m 16 mm? KG 1x16
not more than 160A
3...14m 25 mm? KG 1x25
6 2 KG 1x16
not more than 200A 2..7M 1> mm s
3..10m 25 mm? KG 1x25
2..8m 25 mm? KG 1x25
not more than 250A
3..12m 35 mm? KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6...14m 35 mm? KG 1x35
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1 - Digital display;
2 — Buttons for adjusting the selected parameter up and down;
3 — Source function selection button in the used welding mode;
4 — Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
¢) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
5 — Unit overheating indicator: when the unit is normal, the indicator is off, when the unit is
overheated, it flashes;
6 — Socket for shielding gas supply to the torch;
7 — Connector for controlling torch buttons;
8 — Button/automatic breaker for turning the unit ON/OFF (color — decorative);
9 — Connector for feeding signals from the wire feeder to turn the source on and off;
10 — Connection for shielding gas supply from a gas bottle;
11 — Power supply cable;
12 — Grounding cable connection.
A — Bayonet-type power current socket "+":
a) MMA welding - the electrode cable is connected (in more rare cases, when using special
electrodes, the ground cable is connected);
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b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire - the cable from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
B — Bayonet-type power current socket "-":
a) MMA welding — the grounding cable is connected (in more rare cases, when using
special electrodes, the electrode cable is connected);
b) TIG welding — only the TIG torch is connected;
¢) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire —the cable from the wire feeder is connected.

2. START-UP
Caution! Please, read Section 13 "Safety instructions" before starting-up.

2.1 INTENDED USE

The welding unit is designed exclusively for MMA welding, tungsten-arc inert-gas
(TIG) welding, as well as metal-arc inert-gas welding/metal active gas welding (MIG/MAG).

Any other use of the unit is inappropriate. The manufacturer bears no liability for
damage caused by using the unit for other purposes.

Proper use implies following the instructions in this user manual.

2.2 SPACE REQUIREMENTS

The welding unit is protected against penetration of foreign particles with a
diameter of more than 5.5 mm.

The welding unit can be located and operated outdoors. The internal electrical parts

of the unit are protected from direct exposure to moisture, but not from condensation drops.
CAUTION! After finishing welding in hot weather, or intensive welding in any weather, do
not turn off the unit immediately! Wait 5 minutes time to let the electronic components to
cool down.
CAUTION! After operating in the cold season, after switching off and subsequent cooling
of the unit, condensation forms inside - do not switch the unit in less than 3 to 4 hours !!!
Therefore, do not turn off the unit during the cold season if you plan to turn it onin less than
4 hours.

Place the unit so that cooling air can enter and exit freely through the vents on the
front and rear panels. Make sure that no metal dust (e.g. when sanding) is sucked into the
unit directly by the cooling fan.

CAUTION! The unit can be life-threatening after being dropped. Place the unit on a
stable solid surface.

2.3 POWER CONNECTION
The standard welding unit is rated for:
1. Mains voltage is 220V (-27% +18%) — for StandardTIG-160/200/250.
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2. Three-phase mains voltage is 3x380V or 3x400V (for StandardTIG-270/350-400V),
three wires are dedicated for this. Safety rules when working with welding equipment
require grounding of the unit housing. There are two ways to do this: 1) by using the
fourth wire in the mains yellow-green cable (international marking standard); 2) by using
a bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the
CIS countries).

Caution! When the unit is connected to a mains voltage higher than 270V, all manufacturer's
warranty obligations become invalid! This situation can occur with a very huge imbalance in
the phase voltage in a standard mains or when using a non-standard connection.

The mains connector, the cross-sections of the mains cables, as well as the mains fuses needs
to be selected based on the unit technical data.

2.4 CONNECTING THE MAINS PLUG

Caution! The mains plug needs to match the supply voltage and current consumption of the
welding unit (see the technical data). According to safety rules, please, use the sockets with
guaranteed grounding!!!

2.5 SELECTING THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 3 and turn on the
device. After that, the language selection menu will be displayed on the screen. You can
select the desired language using the buttons 2. 2 seconds after selection, the machine will
continue working in the corresponding language.

3. MANUAL METAL ARC (MMA) WELDING

Procedure for preparing the unit for operation:

- insert the electrode cable into the socket of the source A “+";

- insert the ground cable into the socket of the source B *-";

- connect the ground cable to the workpiece;

- connect the mains plug to the power supply;

- turn power switch 8 on the rear panel to the "I" position;

- use button 4 to set the MMA welding mode; to do this, hold the button for about 5
seconds. The indicator will start flashing, informing the user that it is ready to switch to the
next welding mode. If you omitted the required welding mode, press button 4 again: the
modes are switched in a circle;

- use buttons 2 to set the current main parameter, this is the welding current;

- if necessary, you can adjust additional functions of the welding process, see paragraph 6.1
for the order of switching.
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Caution! In the MMA welding mode, after the mains switch is switched to the "I" position,
the MMA is energized. Do not touch conductive or grounded objects such as, e.g., the
housing of the welding unit, etc. with the electrode, since the unit will perceive this condition
as a signal to start the welding process.

3.1 WELDING PROCESS CYCLE - MMA

L U Kok

-—

t, sec
ek

See paragraph 6.1 for the procedure for switching the value of any function

3.2"HOT-START” FUNCTION

Advantages:

- improved striking even when using poorly ignited electrodes;

- better penetration of the base material during striking, therefore, less lack of penetration;

- prevention of slag inclusions;

- manual setting: allows you to set the function level to the minimum value, which greatly
reduces power consumption at the initial moment of striking. This allows the source to start
at mains voltage values close to the minimum possible ones, but reduces the quality of the
moment of striking (the unit becomes similar to a transformer source, but it is the only
possible way in certain situations). You can also increase the function to the maximum value
to further improve the striking timing (when using good mains). However, do not forget that
the increased current of this function can burn through the workpiece when welding thin
metals, so we recommend reducing the "Hot start" in this case.

What helps to achieve this:
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For a short time at the moment of arc striking, the welding current increases by the default
level of +40%.

Example: welding with @3mm electrode, the set main value of the welding current is goA.
Result: The hot start current will be goA + 40% = 126A.

In the advanced settings, you can change both the "Hot Start" power and the "Hot Start”
time. If necessary, do not increase the power and trigger time of the “Hot Start” too much,
because it requires a very strong power supply mains at high limit values, and in the absence
of good mains, the striking process will fail.

See paragraph 6.1 to change the value of any function in the current welding mode

3.3"ARC-FORCE” FUNCTION

Advantages:

- increasing the stability of short-arc welding;

- improvement of the drop of metal transfer into the weld pool;

- improved arc striking;

- reduces the probability of electrode sticking, but this is not the “Anti-stick” function,
which will be discussed in the next paragraph;

- manual setting: allows you to set the function level to a minimum value, which slightly
reduces energy consumption, as well as the concentration of heat input when welding thin
metals, which reduces the probability of burning through, but also reduces the short-arc
stability (the unit becomes similar to a transformer source). You can also increase the
function to the maximum value for even greater short-arc stability, but this requires a better
power supply mains and increases the probability of burning the workpiece.

What helps to achieve this:

If the arc voltage is reduced below the minimum allowed for stable arcing, the welding
current increases by the default level of +40%.

In the advanced settings, you can change both the "Arc Force" power and the operation level
of the function. Unless required, do not increase the power and level of trigger of the "Arc-
Force", because this affects the operation of the "Anti-stick" function at large limit values,
especially when welding with thin electrodes less than @3.2 mm, which will be discussed in
the next paragraph.
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See paragraph 6.1 to change the value of any function in the current welding mode

3.4 “ANTI-STICK” FUNCTION

During the initial striking of the arc, the electrode can stick, tack to the workpiece; this is
prevented by many functions in the unit, but this can still happen, which in turn leads first to
incandescence, and then to damage to the electrode.

In such a case, the unit’s "Anti-stick" function is activated, which is built-in and operates in
the MMA mode constantly, which reduces the welding current in 0.6...0.8 seconds after this
condition is detected. This also makes it easier for the welder to separate (detach) the
electrode from the workpiece without the risk of scalding the eyes by accidentally striking
the arc. After the electrode is detached from the workpiece, the welding process can be
continued unobstructed.

3.5 CURRENT-VOLTAGE CHARACTERISTIC SLOPE CONTROL FUNCTION

This function is primarily intended for comfortable welding with electrodes with
various types of coatings. By default, the current-voltage characteristic slope is set to 1.4
V/A, which corresponds to the most common rutile-coated electrodes (ANO-21, MR-3). It is
not mandatory for a more comfortable operation with electrodes with the main type of
coating (UONI-13/45, LKZ-70), but we recommend setting the slope to 1.0 V/A. In turn, the
cellulose-coated electrodes (CC-1, VSC-4A) even require setting the slope of the current-
voltage characteristic to a value of 0.2...0.6V/A, and sometimes it is necessary to raise the
level of operation of the "Arc-Force" function up to the value of 18V.

See paragraph 6.1 to change the value of any function in the current welding mode
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3.6 SHORT-ARC WELDING FUNCTION

This function is especially relevant when welding overhead joints, when you need to
keep the arc from stretching too far. To do this, you can turn the "Short Arc" function to the
ON position. By default, it is in the OFF position. See paragraph 6.1 to change the value of
any function in the current welding mode

3.7 NO-LOAD VOLTAGE REDUCTION UNIT FUNCTION

When performing welding operations in the containers, tanks, and where an
enhanced electrical safety system is required, the no-load voltage reduction function can be
activated.

When the electrode is detached from the workpiece, after 0.1 seconds, the voltage at the
source terminals decreases to a safe level below 12V.

To do this, you need a no-load voltage reduction unit, which is available in this
model, but by default it is in the OFF position, i.e., off, since it is known that turning on any
such function slightly worsens arc striking.

See paragraph 6.1 to change the value of any function in the current welding mode

3.8 PULSE CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than the lower one, as well as when welding non-ferrous metals. The effect
occurs directly on the mixing of the molten metal of the seam and on the transfer of the drop
into the weld pool, and this, in turn, affects the stability of the seam formation and the
welding process. In other words, this process replaces the welder's hand movements to some
extent, especially in hard-to-reach places. The correct setting determines the shape and
quality of the seam formation, which reduces the likelihood of pores and reduces the grain
structure, and thus increasing the strength of the welded joint.
To implement this function in the device, you must first enable the current ripple mode
[Po.P], switch from the “"OFF” state to the "ON" state, and also set four parameters: pulse
current [LiP], pause current [I.PS ], pulse frequency [Fr.P] and pulse/pause ratio (or “duty
cycle”) [dut]. By default, the ripple frequency [Fr.P] and duty cycle [dut] are at the most
common values of 5.0Hz and 50%, respectively. When the "duty cycle" parameter is changed
from 50%, an asymmetry is introduced between the current pulse time and the current

"pause" time:
default
"duty cycle" [dut] = 50% "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
LA LA LA}
50% | 50% % 80% |— |—| 70% |§| I—
t, sec t, sec t, sec

-89- PATON StandardTIG DC MMA/TIG/MIG/MAG



PATON] | |

These parameters are set in different situations in different ways, according to the
welder’s requirements. See paragraph 6.1 to change the value of any function in the current
welding mode.

4. TUNGSTEN-ARC INERT-GAS (TIG) WELDING

Caution! The default welding cycle set is
TIG-2T, see paragraph 4.2.1.

As a shielding gas, pure argon "Ar" is most often used, sometimes helium "He", as
well as a mixture of them in various proportions of 40% Ar + 60% He.

DO NOT allow the use of flammable gases! Use of other gases is allowed only in agreement
with the equipment manufacturer.

Caution! For continuous currents over 150A, be sure to use a water-cooled torch!
Sold separately together with a cooling unit!

Caution! A tungsten electrode needs to be sharpened to a "needle", and a common
mistake is sharpening an electrode to a "tip", while the arc can "wag" from side to side. The
correct sharpening is a slightly blunted tip, and the fewer are the “needle butts” that can
withstand the set current, the better. Keep in mind that at high welding currents, a very
sharpened electrode is easily melted due to low heat transfer. Also, the “stripes” from
sharpening should be located along the axis of the electrode.

4.1.1 WELDING PROCESS CYCLE - TIG-LIFT

by X mh —ah
By =B =

A EuP dut
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| = 1l

|

t, s.ec
See paragraph 6.1 for the procedure for switching the value of any function

PATON StandardTIG DC MMA/TIG/MIG/MAG . 90 -



ARGON-ARC

i

Procedure for preparing the unit for operation:
- insert the torch cable into the socket of the source B "-";
- insert the ground cable into the socket of the source A "+";
- connect the ground cable to the workpiece;
- install the reducing valve on the gas cylinder;
- connect the torch gas hose to the gas cylinder reducing valve;
- open the gas cylinder valve, check for air-tightness;
- connect the mains plug to the power supply;
- turn power switch 8 on the rear panel to the "I" position;
- use button 4 to set the TIG welding mode, the modes are switched in a circle;
- set the TIG-LIFT torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the LIFT mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 4 again: the functions are
switched in a circle;
- after the unit reaches the main parameter, use buttons 2 to set the welding current;
- if necessary, you can adjust the remaining additional functions of the welding process; see
paragraph 6.1 for the order of switching

Caution! The TIG torch must be of valve type, with a @13mm bayonet connector.
Choose the maximum torch current according to your operating requirements.

4.1.2 TIG-LIFT ARC STRIKING FUNCTION

This function is designed for torches with contact arc striking, without the use of
oscillators or similar devices, but unlike the conventional contact method, it completely
eliminates the shock current at the moment of striking, and this significantly reduces the
destruction of the non-consumable tungsten electrode and the ingress of its inclusions into
the weld, which is a very negative phenomenon.

Caution! The valve on the torch must be opened manually before welding and
closed after the completion of the process.
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How to use this function is to touch the workpiece with the electrode, while you can
hold the electrode in this position indefinitely, and when the user considers that he is ready
to start welding (e.g., he lowered the protective mask over his eyes and blew the place well
with shielding gas) then it is enough to start SLOWLY lifting the sharpened electrode tip
away from the workpiece. The unit will detect this moment and perceive it as a signal to start
the welding process, thereby starting to increase the welding current LINEARLY to the set
value. The larger the main operating current, the faster you need to raise the electrode,
otherwise, it will melt. The time of a smooth current build-up to the set value will be reviewed
in the next paragraph.

4.2.1 WELDING PROCESS CYCLE - TIG-2T
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Procedure for preparing the unit for operation:
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- insert the torch cable into the socket of the source B "-";
- screw tight the gas connection from the TIG torch to socket 6 (on the left);
- insert the connector of the torch control button into socket 7 (on the right);
- insert the ground cable into the socket of the source A "+";
- connect the grounding cable to the product;
- install the reducing valve on the gas cylinder;
- connect the gas hose to the gas bottle reducing valve and the fitting on the rear panel of
the source;
- open the gas cylinder valve, check for air-tightness;
- connect the mains plug to the power supply;

- turn power switch 8 on the rear panel to the "I" position;

- use button 4 to set the TIG welding mode, the modes are switched in a circle;

- set the TIG-2T torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the 2T mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 4 again: the functions are
switched in a circle;

- after the unit reaches the main parameter, use buttons 2 to set the welding
current;

- if necessary, you can adjust additional functions of the welding process, see
paragraph 6.1 for the order of switching.

Caution! The TIG torch must be of push-button type, with a @13mm bayonet
connector. Choose the maximum torch current according to your operating requirements. It
is supplied with the unit.

4.2.2 TIG-2T TORCH BUTTON FUNCTION

When the button on the torch is pressed, the control signal is sent to the control
unit, which fulfils the function of gas pre-purge of the welding zone (turns the gas valve ON)
and with a delay gives a signal to turn on the source; at the same moment, a high-frequency
high-voltage pulse is sent to strike the arc. All other functions are triggered (these will be
reviewed in detail in the following paragraphs) according to the cycle of the welding process
given above. After releasing the button, the current ramp-down function is triggered and the
source is turned off. Next, the function of gas post-purge of the welding zone is triggered
(the gas valve is turned off with a delay).
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4.3.1 WELDING PROCESS CYCLE - TIG-4T
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Procedure for preparing the unit for operation:

- insert the torch cable into the socket of the source B "-";

- screw tight the gas connection from the TIG torch to socket 6 (on the left);
- insert the connector of the torch control button into socket 7 (on the right);
- insert the ground cable into the socket of the source A "+";

- connect the ground cable to the workpiece;

- install the reducing valve on the gas cylinder;

- connect the gas hose to the gas bottle reducing valve and fitting g on the rear panel of the
source;

- open the gas cylinder valve, check for air-tightness;

- connect the mains plug to the power supply;
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- turn power switch 8 on the rear panel to the "I" position;

- use button 4 to set the TIG welding mode, the modes are switched in a circle;

- set the TIG-4T torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the 4T mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 3 again: the functions
are switched in a circle;

- use buttons 2 to set the current main parameter, this is the welding current;

- if necessary, you can adjust additional functions of the welding process, see paragraph 6.1
for the order of switching.

Caution! The TIG torch must be of push-button type, with a @13mm bayonet connector.
Choose the maximum torch current according to your operating requirements. It is
supplied with the unit.

4.3.2 TIG-4,T TORCH BUTTON FUNCTION

The order of pressing the control button on the torch is similar to TIG-2T (see
paragraph 4.2.2), but there is the first difference at the start of welding: as long as the button
is held down during the first press, gas pre-purge of the welding zone and high-voltage
striking at the source output will be at a constant pre-current (pilot arc); only after the button
is released, the process of current build-up will begin and the source will reach the operating
current, i.e., the button does not need to be held when the operating current is fed. The
second difference is at the end of welding (after the second press of the control button on
the torch), the current begins to drop to the level of the crater filling current, and while the
button is pressed, the current is at this level. After the second release of the button, the
source is turned off and the function of gas post-purge of the welding zone is triggered (the
gas valve is turned off with a delay).

4.4 SHIELDING GAS PRE-PURGE FUNCTION

This function is necessary to protect the welding zone from the harmful effects of
atmospheric air, and consists in pre-purging the welding zone with shielding gas before
striking the welding arc. By default, the "pre-purge time" is set to 2.0 sec; this value can be
changed at any time at your discretion.

See paragraph 6.1 to change the value of any function in the current welding mode.

4.5 PRE-CURRENT FUNCTION (PILOT ARC)

This function is required for the convenience of using the torch at the time of arc
striking. It allows you to start the welding process with low current values, the value of which
only maintains the process, but does not introduce significant heat input and does not burn
the workpiece through. It is possible to preheat the weld spot using the TIG-4T button mode.
By default, the pre-current is set to 20A.

See paragraph 6.1 to change the value of any function in the current welding mode
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4.6 WELDING CURRENT BUILD-UP FUNCTION

This function, in addition to saving the life of the electrode and, to some extent, the
torch itself, is also necessary for the convenience of using the torch. This eliminates the
formation of the initial splashing of the weld pool, as well as for the set time of current build-
up (in the case of the TIG-2T button mode), you can accurately direct the torch to the desired
welding location, since the arc striking location in particularly critical workpieces is not
always located at the welding location, or you can even use this function to preheat the
welding location. By default, it is in the “"OFF” position, i.e., the function is disabled.

See paragraph 6.1 to change the value of any function in the current welding mode

4.7 RAMP-DOWN FUNCTION

This function is necessary to improve the process of filling the crater formed under
the pressure of the main working current of the welding arc, and such a crater is the nucleus
of weld defects, i.e. it is an extremely negative phenomenon. Therefore, for the set time of
the current ramp-down, it is possible to weld the formed cavity. By default, it is in the “"OFF”
position, i.e., the function is disabled.

See paragraph 6.1 to change the value of any function in the current welding mode.

4.8 CRATER FILLING CURRENT FUNCTION

This function is necessary to indicate the level to which the current drops at the end
of the welding process. It is necessary for crater filling in the TIG-4T button mode (with the
second press of the torch button). By default, the crater filling current is set at 20A.

See paragraph 6.1 to change the value of any function in the current welding mode.
4.9 SHIELDING GAS POST-PURGE FUNCTION

This function consists in the post-purging of the welding zone with a shielding gas
after the welding arc is extinguished, since the hot weld pool is afraid of the harmful effects
of atmospheric air for some time. By default, the post-purge time is set to 3.0 seconds; this
value can be changed at any time at your discretion.

See paragraph 6.1 to change the value of any function in the current welding mode.

4.10 PULSE CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than the lower one, as well as when welding non-ferrous metals. The effect
occurs directly on the mixing of the molten metal of the seam, and this, in turn, on the
stability of the seam formation. To some extent, it replaces the movement of the welder's
hand during welding, especially in hard-to-reach places. There is also partially a forced effect
on the transfer of a drop from the filler wire to the weld pool. The correct setting determines
the shape and quality of the seam formation, which reduces the likelihood of pores and
reduces the grain structure, and thus increasing the strength of the welded joint.
To implement this function in the device, you must first enable the current ripple mode
[Po.P], switch from the “OFF” state to the "ON" state, and also set four parameters: pulse
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current [L.iP], pause current [I.PS ], pulse frequency [Fr.P] and pulse/pause ratio (or “duty
cycle”) [dut]. By default, the ripple frequency [Fr.P] and duty cycle [dut] are at the most
common values of 10.0Hz and 50%, respectively. When the "duty cycle" parameter is
changed from 50%, an asymmetry is introduced between the current pulse time and the
current "pause” time:

default
"duty cycle" [dut] = 50% "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
LA LA iy
50% | 50% @ 80% |—| |_| 70% |§| I—

t, sec t, sec t, sec
These parameters are set in different situations in different ways, according to the

welder’s requirements. See paragraph 6.1 to change the value of any function in the current
welding mode.

5. METAL-ARC INERT-GAS WELDING/METAL ACTIVE GAS WELDING (MIG/MAG)

The unit can act as a source for semi-automatic welding, and it has the necessary
current-voltage characteristic at the output of the power terminals when switching to this
mode.

EXTERNAL
)| WIRE FEEDER

<

SEMI-AUTOMATIC
TORCH

GROUNDING CLAMP E :
c PIECE

Absolutely any independent wire feeder operating at a specific power supply
voltage of the built-in motor can serve as an external feed mechanism for wire feeding. For
this purpose, it must have its own power source, or be powered from the power source
voltage (however, this is a lower priority option, since very rarely such systems have a good
and stable wire feeding).

Caution! In the simplest case, carbon dioxide "CO2" is used as a shielding gas when
welding ferrous metals, and when welding aluminium, only inert gases such as argon “Ar”,
sometimes expensive helium “He" are suitable. Alternatively, for stainless and high-alloy
steels, mixtures in various proportions “80% Ar+20% CO2" are often used.

Use of other gases is allowed only in agreement with the equipment manufacturer.

Preparation for operation:

- insert the ground cable into the socket of the source B "-";
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- connect the ground cable to the workpiece;
- a pre-made power jumper with a cable cross-section of at least 16 mm? must be connected
to the socket of the source A "+", and the other end is connected to the power terminal of
the wire feeder, in each case it is individual, so it makes no sense to list all the options;
- connect the TIG torch to the wire feeder;
- install the reducing valve on a gas bottle with shielding gas "CO2" or "Ar + CO2" or "Ar";
- connect the gas hose to the gas cylinder reducing valve and the fitting on the wire feeder,
the connection method may be different;
- open the gas cylinder valve, check for air-tightness;
- connect the power supply unit of the wire feeder to the power supply mains (if the wire
feeder is independently powered);
- turn on the wire feeder with its own switch;
- connect the mains plug to the power supply;
- turn power switch 8 on the rear panel to the "I" position;
- use button 4 to set the MIG/MAG welding mode, the modes are switched in a circle;
- use buttons 2 to set the required welding voltage;
- set the required wire feeding speed on the wire feeder;
- if necessary, you can adjust additional functions of the welding process, see paragraph 6.1
for the order of switching.
To control turning the source on and off, there is a control connector g on the rear
panel. Connection diagram:

3 c

Not used
WIRE FEEDER

CONTROL
— — - BOARD

4 1

Not used
Only contacts 1 and 2 are used, which are closed at the right time. When the source

should be operational, close the contacts, and when the source should be turned off, open
them.

CAUTION!!! The connection diagram and implementation in wire feeders is
individual for each specific case, therefore, it is not given in this user manual for the power
source. See the operating instructions of the wire feeder for this.

In independent wire feeders by PATON, Feeder-15-2 (2-roll) and Feeder-15-4 (4-
roll), adaptation of control connectors is already provided, thus the assembly will require
minimal effort.

Do not forget about the supply of shielding gas. If you are a beginner and have no
experience in setting the optimal pressure for welding a particular product, then at the first
moment the gas pressure can be set higher than the optimal value of ~0.2 MPa. This will have
little effect on the process, only the shielding gas consumption will increase. But in the
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future, to save money, follow the general recommendations for semi-automatic welding
operations.

Also, start with the middle position of the wire feed speed controller on the wire
feeder (~ 4..5 m/min) and medium voltage at the source (~ 19V) for any diameter of the
installed wire (0.6 ... 2.0om). It may not be optimal, but with correct operation and even wire
feed (without jerks), as well as correct connection, such a "source + wire feeder" link should
already provide welding. To achieve the best result, you need to adjust the voltage at the
source with buttons 2 and the wire feed speed on the wire feeder in accordance with the
general recommendations for carrying out the welding process with semi-automatic units.

Remember, these parameters are different for each specific case.

5.1 WELDING PROCESS CYCLE - MIG/MAG-2T
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See paragraph 6.1 for the procedure for switching the parameter value of the function. The
pre-blowing time (t1) and post-blowing time (t2) with shielding gas are set on the wire
feeder.

5.1.12 2T TORCH BUTTON FUNCTION

It is used for welding short and medium length welds. The function is as follows:
when the button on the torch is pressed, the control signal is given to the control unit, the
gas pre-purge function of the welding zone is triggered for the time [t.Pr] (gas valve opens),
then a signal is given to turn on the source and the wire feed motor. From this moment, the
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welding process begins, at the same time the function of smooth reaching the welding mode
for the time [t.uP] is triggered, as well as additional functions (e.g., pulse mode) can be
triggered, all this according to the cycle of the welding process shown in the sequence
diagram in paragraph 5.1. After releasing the button, the function of the ramp-down of the
current and the wire feed speed for the time [t.dn] is triggered, and the source is turned off.
Next, the function of gas post-purge of the welding zone for the time [t.Po] is triggered (the
gas valve closes with a delay).

5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T

e T emrrrn Zrn -rrrrrrasd
D T T | T
\ | | |
\ | | \
\ | | \
| - } | —
=1 lEdA! EPA | t sec
. EPr EuP Edn! EP
= | |
\ | \
\ | \
|/ | |
| | | o
} : } t, sec
LA| \ | \
| duk Edn
\ | \
\ | \
\ \
| | \
\ T=FrP| | \
\ | \
| ! | e
t, sec

See paragraph 6.1 for the procedure for switching the value of any function

5.2.1 4T AND alt.4T TORCH BUTTON FUNCTION
a) the global standard of the button mode is 4T
b) alternative button mode is alt.4T

It is used when welding long welds. The function is as follows: when the button on
the torch is pressed for the first time, the control signal is given to the control unit, the gas
pre-purge function of the welding zone is triggered (gas valve opens); after the first release
of the button, a signal is given to turn on the source and the wire feed motor. From this
moment, the welding process begins, at the same time the function of smooth reaching the
welding mode for the time [t.uP] is triggered, as well as additional functions (e.g., pulse
mode) can be triggered, all this according to the cycle of the welding process shown in the

PATON StandardTIG DC MMA/TIG/MIG/MAG - 100 -



________[PATON

sequence diagram in paragraph 5.2. After the second press of the torch button, the function
of the voltage and wire feed speed ramp-down for the time [t.dn] is triggered, and the source
is turned off.

After the second release of the button, the function of gas post-purge of the
welding zone for the time [t.Po] is triggered (the gas valve closes with a delay).

In the alternative mode of the Alt 4T button, it skips the second cycle (the first
release of the button), and in this way it differs from the global standard 4T. Let us explain:
in this case, the system does not wait for the first release of the torch button, but
immediately after the function of gas pre-purge of the welding zone for the time [t.Pr] starts
the process of arc striking - this is the same as in the 2T button mode. In this case, after the
first release, the welding process continues unchanged. This mode is provided by PATON as
a bonus one, use it as desired, since it is more common from the point of view of more
frequent use of 2T mode by customers in conventional semi-automatic units, therefore, it is
more user-friendly.

5.3 INDUCTANCE FUNCTION

This function is required to change the rate of current build-up when the arc voltage
changes. As a result, spatter is reduced, but it also affects the drop transfer process, which
at high inductance values leads to a slowdown in the welding process and a strong decrease
in the drop transfer frequency. By changing the value of this function, each user can choose
the optimal welding process for themselves. In general, the minimum values are used for
welding thickness of more than 3 mm, and the maximum values are used for thinner
products.

Also, to quickly change the inductance level, it is necessary to press and hold button
4 on the front panel of the machine for more than 1 second. After this, the corresponding
parameter will appear on the screen, and you can change the value of this parameter by using
buttons 2.

By default, the inductance is set to OFF, i.e. set to zero stage. See paragraph 6.1 to
change the value of any function in the current welding mode.

5.4 BEGINNING OF WELDING VOLTAGE BUILD-UP FUNCTION
This function is necessary to smoothly reach the welding mode in the set time [t.uP], which
reduces splashing of the weld pool and splatter at the moment of striking, when the wire is
still cold. The extended smooth reach time is used for the initial weld pool formation. The
voltage build-up time [t.up] is responsible for regulating the smoothness of this process,
both in the source and in the wire feed speed control unit. For maximum correct operation,
these values must be consistent (not every feed unit has the ability to change the wire feed
speed at the end of welding).

CAUTION! The longer the build-up time, the smaller the initial weld, so it is used
only for medium and long seams. For this reason, do not increase the time by more than 0.1
seconds when welding with tacks, etc.
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By default, the reach time is set to OFF, i.e. disabled. See paragraph 6.1 to change the value
of any function in the current welding mode.

CAUTION! When welding with steel wire, the build-up time [t.uP] at the source
must be either equal to or slightly less than that at the wire feeder. When welding with
aluminium wire, the build-up time [t.uP] at the source must be longer (+0.2...+ 0.5 sec) than
that at the wire feeder.

5.5 END OF WELDING VOLTAGE REDUCTION FUNCTION

This function is designed for smooth welding of the crater formed in the weld pool
under the influence of electromagnetic blast with an electric arc and subsequently being a
source of welding seam defects. The signal to start the function is to release the button on
the torch at the end of the welding process, and the movement of the torch must be stopped
and a pit (which is essentially a crater) in the welding seam must be welded with a reducing
voltage. The default voltage reduction time is responsible for regulating the smoothness of
this process, which is set to OFF, i.e., disabled, but it can be changed at your discretion.

See paragraph 6.1 to change the value of any function in the current welding mode.

6. CONFIGURING THE UNIT
When the buttons on the front panel are not touched, the unit always displays the value of
the main parameter of the used welding mode on the digital indicator:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.
Buttons 2 on the front panel are responsible for changing the value of the selected function
or main parameter.
Button 3 on the front panel of the unit is multifunctional and is responsible for the
following:

3) circular selection of any function in the current welding mode (quick press);

4) reset all functions to the factory settings of the current welding mode (hold for

more than 12 seconds).

Button 4 on the front panel is responsible for changing the welding mode; switching in a
circle.

6.1 SWITCHING TO THE REQUIRED FUNCTION

If the unit has a system of protection against unauthorized access to the function menu,
then if you press button 3, no changes are made on the indicator, i.e., this button is locked.
To unlock it, hold it down for more than 3.5 seconds. When unlocking, the indicator displays
an image of opening locks, indicating the process of unlocking the function menu. After
successful unlocking, by pressing button 3, the current name of the function and its value are
displayed on the digital display.
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Caution! After releasing button 3 after 2 seconds, the screen will return to the main
parameter of the current welding mode. While the display is showing the current function,
its value can be changed up or down using buttons 2. Alternatively, by quickly pressing and
releasing button 3, you can switch to the next function, in a circle.

Caution! If you hold down button 3 for a long time, when you see the name of the
function, after about 10 seconds, a countdown 333...222...111 will start on the digital display
warning about resetting all settings of the current mode. This will be reviewed in the next
paragraph.

6.2 SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 4 leads to switching to the next welding mode in a circle, this can be
seen on display 1 on the front panel.

6.3 RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In
order to reset them to the standard factory settings, it is enough to hold down button 3 for
more than 10 seconds (ignore the animation of lock symbols). As mentioned in the previous
paragraph, the scoreboard will start counting down 333...222...111 and when "oo00" is
reached, all settings of the current welding mode will be updated to factory settings.

Reset parameters for each welding mode are made separately. This is provided for
convenience, so as not to reset individual settings in the other two modes.

6.4 CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG [ MAG welding mode, it is possible for the user to save
up to 16 different presets. The current preset (program) number is displayed in the upper
right corner of the LCD of the source on the front panel. At the moment of the first switching
on of the machine, the program is always under No. 1 for each welding mode. All changes in
the setting of the machine in this welding mode and the current program number are saved.
To switch to another program number and start setting again from the basic parameters,
just press button 3 and if the function selection menu is locked, then the LCD displays the
current program number, which can be changed up or down using buttons 2. If the function
selection menu is not locked, for example, the user just before that changed the additional
parameters of the functions described in clause 6.1, then it is necessary to lock the function
selection menu by holding button 3 for more than 3.5 seconds, in the same way as when
unlocking, when the LCD will show closing locks, after this operation the menu will be locked
and now you can try again to change the program number using button 3. In this case, all the
parameters of the previous program will be saved and you can always return to it again.

-103 - PATON StandardTIG DC MMA/TIG/MIG/MAG



PATON] | |

7. GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) main display parameter CURRENT = goA (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
1) "Hot start" power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
2) "Hot start" time = 0.3 sec (by default)
a) 0.1... 1.0 sec (change step 0.1 sec)
3) “Arc Force” power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
4) “Arc Force” trigger level = 12V (by default)
a)9 ... 18V (change step 1V)
5) slope of current-voltage characteristic = 1.4V/A (by default)
a) 0.2 ... 1.8 V/A (change step 0.4 V/A)
6) short arc welding = OFF (by default)
a) ON
b) OFF
7) voltage reduction unit = OFF (by default)
a) ON
b) OFF
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [l.iP] pulse current = 9oA (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = goA (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
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a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period
of repetition of these pulses = 5o% (by default)

a) 20 ... 80% (change step 5%)

TIG welding mode
0) main displayed parameter CURRENT = 100A (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
1) torch button mode = [2T] (by default)
a) [LIFT] - TIG-LIFT contact striking mode
b) [2T] - non-contact striking mode, TIG-2T button mode
c) [4T] - non-contact striking mode, TIG-4T button mode
2) pre-purge time = 2.0 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
3) gas post-purge time = 3.0 sec (by default)
a)1.0 ... 25.0 sec (change step 0.1 sec)
4) pre-current (pilot arc) = 15A (by default)
a) 8 ... 40A (change step 1A) for StandardTIG-160
b) 10 ... 40A (change step 1A) for StandardTIG-200
€) 12 ... 40A (change step 1A) for StandardTIG-250
d) 12 ... 40A (change step 1A) for StandardTIG-270-400V
e) 14 ... 40A (change step 1A) for StandardTIG-350-400V
5) crater filling current = 15A (by default)
a) 8.... 60A (change step 1A) for StandardTIG-160
b) 10 ... 60A (change step 1A) for StandardTIG-200
€) 12 ... 60A (change step 1A) for StandardTIG-250
d) 12 ... 60A (change step 1A) for StandardTIG-270-400V
e) 14 ... 60A (change step 1A) for StandardTIG-350-400V
6) current build-up time = 0.3 sec (by default)
a)0.1... 5.0 sec (change step 0.1 sec)
7) current ramp-down time = 0.3 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [I.iP] pulse current = 100A (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
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b) 10 ... 200A (change step 1A) for StandardTIG-200

€) 12 ... 250A (change step 1A) for StandardTIG-250

d) 12 ... 270A (change step 1A) for StandardTIG-270-400V

e) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = 100A (by default)

a) 8.... 160A (change step 1A) for StandardTIG-160

b) 10 ... 200A (change step 1A) for StandardTIG-200

€) 12 ... 250A (change step 1A) for StandardTIG-250

d) 12 ... 270A (change step 1A) for StandardTIG-270-400V

e) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 10.0 Hz (by default)

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) — it is the percentage of the current pulse to the period
of repetition of these pulses = 50% (by default)

a) 20 ... 80% (change step 5%)

MIG/MAG welding mode
0) main display VOLTAGE = 19.0V (by default)
a) 12,0...24,0V (change step 0,1V) for StandardTIG-160
b) 12,0...26,0V (change step o,1V) for StandardTIG-200
€) 12,0...28,0V (change step o,1V) for StandardTIG-250
d) 12,0...29,0V (change step o,1V) for StandardTIG-270-400V
e) 12,0...32,0V (change step 0,1V) for StandardTIG-350-400V
1) [But] torch button mode = [2T] (by default)
a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
) [alt.4T] - 4T torch alternative button mode
2) [Ind] inductance = OFF (by default)
a) o [OFF] ... stage 3 (change step 1 stage)
3) [t.up] voltage build-up time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
4) voltage reduction time = 1.0 sec (by default)
a)0.1... 5.0 sec (change step 0.1 sec)
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8. GENERATOR OPERATION
The power supply is suitable for generator operation, provided as follows:

Wh ki ith a wi
When working with Set current value for en working with awire Minimum generator
an electrode MMA and TIG diameter of ower
MIG/MAG :
@2 not more than 80A not more than @o0.6 mm 3.0kVA
3 not more than 120A not more than 0.8 mm 4.5 kVA
(%A not more than 160A not more than @1.0 mm 6.0 kVA
%] not more than 200A not more than @1.0 mm 7.7 kVA
26 fusible not more than 250A not more than @1.2 mm 10 kVA
26 fusible not more than 270A not more than @1.2 mm 12.0 kVA
76 not more than 350A not more than @1.4 mm 16.0 kVA

For trouble-free operation! The output voltage of the generator must not exceed the
permissible limits:

- 160-260V (for StandardTIG-160/200/250);

- 320-440V for all three phases (for StandardTIG -270/350-400V).

9. CARE AND MAINTENANCE

Caution! Before opening the unit, be sure to turn it off, remove the mains plug.
Allow the internal circuits of the unit to discharge (about 5 minutes), and only then proceed
to other actions. When leaving, install a sign prohibiting to start the unit.

In order to keep the unit operational for many years, be sure to follow several rules:
- carry out a safety inspection at specified intervals (see Section "Safety instructions");
- with intensive use, we recommend that you blow the unit with dry compressed air every six
months. Caution! Blowing from a short distance can result in damage to the electronic
components;
- if there is a lot of dust, clean the cooling system ducts manually.

10. STORAGE

Store the conserved and packaged source under storage conditions 4 in accordance with
GOST 15150-69 for a period of 5 years.

The de-conserved source should be stored in dry closed premises at an air temperature not
lower than +5 °C. The premises should be free of acid vapours and other active substances.

11. TRANSPORTATION
The packed source is suitable to be transported by all transport means ensuring its safety in
compliance with the transport rules established for the applicable type of transport.
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12. SCOPE OF SUPPLY

1. Arc power source with mains cable -1pg;
2. Shoulder strap -1pg;
3. User manual -1pg
For StandardTIG-160/200:

- TIG torch ABICOR BINZEL, 4 m -1pg
- Welding cable with ABICOR BINZEL ground terminal, 3m -1pg
- Branded PATON plastic case -1pg
For StandardTIG-250/270-400V/350-400V:

- Branded PATON box -1pc.

13. SAFETY RULES

GENERAL PROVISIONS

The welding unit is manufactured in accordance with technical standards and established
safety rules. However, if handled incorrectly, there is a hazard of:

- injury to service personnel or a third party;

- damage to the unit itself or to the company’s material assets;

- disruptions to an effective workflow.

All persons involved in the commissioning, operation, care and maintenance of the unit must
- be appropriately certified;

- have expertise in welding;

- strictly follow these instructions.

The malfunctions that could impair safety must be urgently rectified.

USER RESPONSIBILITIES

The User undertakes to admit to work on the welding unit only the persons who:

- reviewed the basic safety rules, received training on the use of welding equipment;

- read the Section "Safety instructions" and the instructions on necessary precautions given
in this manual, and confirm this with their signature.

PERSONAL PROTECTIVE EQUIPMENT

For personal protection, observe the following rules:

- wear protective footwear that retains insulating properties, even in wet conditions;

- protect hands with insulating gloves;

- protect eyes with a protective mask with an anti-UV filter that meets safety standards;
- use only suitable (highly inflammable) clothing.

HAZARD OF HARMFUL GASES AND VAPOURS
- remove generated smoke and harmful gases from the working area with special means;
- ensure sufficient supply of fresh air;
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- vapours of solvents should not get into the radiation zone of the welding arc.

HAZARD OF SPARKLES

- remove flammable objects from the working areg;

- do not perform welding works on containers where gases, fuel, oil products are or were
stored. Potential explosion hazard for residues of these products;

- in fire and explosion hazardous areas, observe the special rules in accordance with national
and international standards.

HAZARD OF MAINS AND WELDING CURRENT

- electric shock can be fatal;

- magnetic fields created by the high current can have a negative effect on the performance
of electrical devices (e.g., a pacemaker). Persons with such devices should seek the advice of
a physician before approaching a welding area;

- the welding cable must be robust, undamaged and insulated. Loose connections and
damaged cables must be replaced immediately. An electrician must systematically check
the mains cables and cables of the welding unit for proper insulation;

- do not remove the outer casing of the unit during use.

INFORMAL PRECAUTIONS

- keep the instruction near the place of use of the welding unit at all times;

- in addition to the instructions, observe the applicable general and local safety and
environmental regulations;

- keep all instructions on the welding unit legible.

STRAY WELDING CURRENTS

- make sure that the ground cable terminal is firmly connected to the unit;

- if possible, do not install the welding unit directly on an electrically conductive floor or work
table, use insulating gaskets.

REGULAR USE PRECAUTIONS
Check the unit at least once a week for external damage and the operation of the safety units.
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Wiring schematic diagram
Source: PATON Standard TIG-160/200/250 DC MMA/TIG/MIG/MAG
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Wiring schematic diagram

Source: PATON Standard TIG-270-400V/350-400V DC MMA/TIG/MIG/MAG
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14. WARRANTY OBLIGATIONS

PATON INTERNATIONAL guarantees the correct operation of the power supply provided
that the consumer observes the rules of operation, storage and transportation.

CAUTION! There is no free warranty service for mechanical damage to the welding unit!

StandardTIG-160 cars
StandardTIG-200 5Y
StandardTIG-250

3 years
StandardTIG-270-400V
StandardTIG-350-400V 2 years

The main warranty period starts from the date the inverter equipment is sold to the end
customer.

During the main warranty period, the seller undertakes, free of charge for the owner of
PATON inverter equipment:

- to make diagnostics and identify the cause of the malfunction,

- to provide assemblies and elements necessary for the repair,

- to carry out work to replace the failed elements and assemblies,

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

- with mechanical damage that affected the performance of the unit (deformation of the
housing and parts as a result of falling from a height or falling of heavy objects on the
equipment, falling out of buttons and connectors),

- with traces of corrosion, which caused a malfunction,

- failed due to exposure of abundant moisture to its power and electronic elements,

- failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.),

- in case of an attempt to independently repair its components and/or replace electronic
elements,

- it is recommended to clean the internal elements and assemblies of this equipment, with
compressed air, to remove the protective cover, depending on the operating conditions,
once every six months, in order to avoid the breakdown of the unit. Cleaning should be done
carefully, keeping the compressor hose at a sufficient distance to avoid damage to the
soldering of the electronic components and mechanical parts.

Also, the main warranty obligations do not apply to failed external elements of the
equipment exposed to physical contact, and related/consumable materials; the claims to the
following are accepted no later than two weeks after the sale:

- on and off button,

- knobs for adjusting welding parameters,

- connectors for connecting cables and hoses,

- control connectors,

- mains cable and mains cable plug,
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- carrying handle, shoulder strap, case, box,

- electrode holder, ground terminal, torch, welding cables and hoses.

The seller reserves the right to refuse to provide warranty repairs, or to set the month and
year of manufacture of the unit as the start date for the fulfilment of warranty obligations
(established by the serial number):

- if the owner loses the data sheet,

- in the absence of correct or even any kind of entries in the data sheet by the seller when
selling the unit,

- the warranty period is extended for the period of warranty service of the unit in the service
centre.
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