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MiakntoyeHHsA 40 cMN0BOI Mepexi/cnnosoro wuta (npu 25°C):

YBATA! BpaxoByiiTe ApOoTy NpoBeAeHi B CTiHaX i iHWi NoA0BXYyBayi

. Maowa
Aiametp
EnekTpoga, wo BcTaHoBneHe nonepeyHoro Makcum.
BUKOPUCTOBYETbLCA Y 3HAYEHHA CTPyMY nonepeuroro nepepisy AOBXMWHa
. . nepepisy ApoTy
pexumi MMA npu MMAIi TIG npu MIG/MAG MepeXxeBoro nposoay, m
npoBoAY, KB. MM
1x220V - ProMIG-160, ProMIG-200, ProMIG-250

1 75

1,5 115

2 MM He Binbwe 80A He 6inbwe Jo,6 MM 2 255

2,5 195

4 310
6 465

1,5 75

2 105

23 MM He Ginblie 120A He 6inbwe Jo,8 Mm 2,5 130

4 205

6 310

2 75

2!

D1, MM He binblue 160A > S

4 155

He 6inbwe J1,0 MM 6 230

2,5 75

@5 MM He binblue 200A 4 125

6 185

2 2,5 60

76 MMaZI:IKom' 2,0 250A He binblue @1,2 MM 4 100
6 150
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Aiametp Maowa
EnekTpoga, wo BcTaHoBneHe nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaYeHHs CTpyMy nzoze::;eq:o;: nepepisy AOBXWHA
pexumi MMA npu MMAIi TIG n;)u I;’VIIéINFI,AGy MepexeBoro npoBsoAy, M
npoBoAy, KB. MM
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
3 MM He binblue 120A He binblie Po,8 MM 2,5 220
4 350
6 525
2 130
. 2,5 160
i, MM He 6inbwe 160A
4 260
He 6inbwe J1,0 MM 6 385
2,5 115
5 MM He Ginblie 220A 4 180
6 270
26 Mm . . 25 85
Jlerkonnaski He 6inblwe270A He 6inbwe J1,2 MM 4 135
6 205
2,5 65
26 Mm He 6inbLe 350A He binbwe J1,4 MM 4 100
6 150
4 8o
@6 MM Tyronnaski He Binblue 400A 6 120
He binble J1,6 Mm 20 295
28 Mm . i 23
Jlerkonnaski He Binble 5o0A 6 85
10 140
4 40
28 Mm 2,0 630A He 6inbwe @2,0 MM 6 65
10 105
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1. 3ATAJIbHI MOJIOXKEHHA
IHBepTOpHi uundposi HaniasTomaT PATON ProMIG-160/200/250/270-400V/350-400V/500-

400V[630-400V Mpu3HayeHi 415 HaniBaBTOMaTUYHOrO 3BaptOBaHHSA NOCTiMHUM cTpymoM (HA «MIG/MAG») B

cepe/oBULLi 3aXMCHUX rasiB i CyMmillel, a TakoX A/ py4yHOro AyroBoro 3eaptoBaHHs (PA3 «<MMA») Ta

aproHoZyroBoro 3aptoBaHHs (API «TIG»). MepeBarv BUKOPUCTaHHS B LibOMY anapaTi NOBHIiCTIO LudpoBOro
cnocoby ynpaBaiHHS NoAsraloTb Yy BiACYTHOCTI HeA0/iKiB BAacTMBMUX BaraToPyHKLiOHabHUM CUCTeMaM,

BUrOTOBJ/IEHVUM Ha OCHOBI aHa/I0rOBUX CUCTEM YNPaBJliHHA, SKi 3@ BUSHAYEHHSIM 3aTOUEHI 3aBXAM MiJ NeBHUN

PexuM, a BCi iHLWi pexumu, AK A0AaTKOBI, MalOTb HEAOIKM YNpPaBAiHHSA. A y MOBHICTIO LUPPOBIK cucTeMi,

nnaTta ynpas/iHHa Ma€ abco/IlOTHO yCi pecypcu anapaty, B MeXax Moro MoBHOI MOTYXHOCTI i He BaX/MBO B

SKOMY pexumi BiH BUKOpUCTOBYETbCA. Lia «Professional» cepis npusHayeHa Ans npomucioBoro

BMKOPUCTaHHSA, AXepeso 3BapioBasIbHOro CTPYMY MOXHa Bi,OKPEM/IOBATH BiJ, MEXaHI3My nojadi ApoTy K

ANS1 3pYYHOCTi KOPUCTYBAHHS, TaK i 4151 BUKOHAHHS BUMOT TeXHiKM 6e3neku y neBHWUIM BUNajKax, a TakoxX 3a

paxyHoK AOAAaTKOBWX PeryioBaHb, iHBEPTOPHMI HaMiBaBTOMAT MOXHA Ha/JalITOBYBaTM Ha ONTUMAJIbHI

yCTaHOBKM B Pi3HUX cuTyaLisx. 3abe3sneyytoTb PpakTU4YHO Ge3nepepBHy TPUBaNiCTb HaBaHTaXeHHs Ha

NMOBHOMY YeCHOMY HOMiHa/IbHOMY CTpyMi 160A, 200A, 250A, 270A, 350A, 5000A, 630A BiAMNOBIAHO, YOro

AOCTaTHbO ANA poboTn Byab-skuMu enekTpodamu Big @1,6mMm go @8vm (ana ProMIG-630-400V) i

HaniBaBTOMaTWYHOIO 3BapIOBaHHA CyL,i/IbHUM APOTOM AiameTpoM Big Jo,6MM 40 D2,0MmM (418 ProMIG-630-

400V). Anapar Big no4aTKy HaNaWTOBAHMM Ha ONTUMa/bHi 3HaYeHHSA A4/15 BiNbLLOCTI BUNaAKiB BUKOPUCTaHHS

i € 40BOJI NPOCTUM, AKLLO He BAABATUCA B TOHKOLL HaNaLWTYBaHb, IKi BUMaraloTb Y)Xe 3Ha4YHUX HaBUYOK Bij,

3BapHuKka. [na HebesneyHnx ymoB poboTn — BOYA0BaHUI 610K 3HUXKEHHS HaMpPyri XO0J0CTOrO XOAY B

pexumi PA3 «MMA», 3 MOXAMBICTIO MOro YBIMKHEHHS i BigkaloueHHs. BigmiHHo ocobauBicTio

HanisaBTomMaTiB PATON € nOTyXHWI, fKICHUA MeTaneBWUM MexaHi3M nojadi ApoTy 3 repMeTUYHUM

ABUIYHOM, @ TakKoX HasBHICTb pos'emy KZ-2 tuny "€BPO", wo cTtas cTtaHAapTOM y CBITi Ta J03BONSE

KopUCTyBayeBi Hagani Nig'e4HYBaTU NaNbHWUKM Big, LUIMPOKOTO KOa BUPOBHUKIB.

Y Moaensx 3 MNpuUCTaBkol "-15-2" BCTAHOB/JEHUWM 2-X POJIMKOBUIA MeXaHi3M moAaui, a 3

MPUCTaBKOIO "-15-4" BCTAHOB/IEHW TOMOBUI 4-X POJIMKOBMIA MeXaHi3M NoAaui 3 NpMBOAOM Ha BCi PO/INKM.

B aaHy mogenb ProMIG BupobHuuTBa PATON BOys0BaHWM 610K 3aXMUCTY Bif 3HUXKEHOT HAaNpyru.
Anapar 36epirae nig cBoiM HOMEPOM Yy KOXHOMY PeXuMi 3BaploBaHHA A0 16 iHAMBIAYaNbHUX

HafalWTyBaHb (Nporpam) KopucTyBaya. AnapaT 36epirae B nam'aTi BCi NOTOYHI HaNAWTYBaHHA HA MOMEHT

BUKIFOUEHHS | BIAHOBJIIOE TX NiZ YacC BKAHOYEHHS.

OcHoBHi nepesaru:

1. LLnpoki MOXAMBOCTI pery/loBaHHs NapameTpis 3BaptoBaHHA:

a) y pexumi PA3 "MMA" — 1 (0CHOBHUW) + 7 (4043TKOBMX) + 3 (415 iMNY/IbCHOrO pexunmMy)

6) y pexumi API "TIG" — 1 (OCHOBHWI) + 7 (A0A4aTKOBMX) + 3 (A1 iIMAY/IbCHOTO PeXuMy)

B) y pexumi HA "MIG/MAG" — 2 (0cHOBHMX) + 6 (04aTKOBMX) + 3 (419 iMMY/IbCHO-MOAY/1bOBAHOIO PeXUMY)

2. LUunpokuit giana3oH HaNaLWTYBaHHA iMMY/IbCHOTO PEXUMY Yy BCiX TUNAX 3BaplOBaHHS;

3. Kpim 3axucty Big cTpubKiB Hanmpyru BcTaHoB/ieHa cucTema cTabinisauii poboTn npu 3HaUYHMX
AOBroTpUBaZINX nepenajax Hamnpyru B Mepexi XWBAeHHs Big 160B g0 260B (ana mogeneit ProMIG-
160/200/250) Ta Big 320B 40 440B (ana Mmogenelt ProMIG-270-400V/350-400V/500-400V/630-400V).

4. AganToBaHul A0 cnabkoi enekTpomepexi. 3a paxyHok Bucokoro KK/ anapat 3abesneyye BABidi MeHlLe
€N1eKTPOCMOXUBAHHSA MOPIBHAHO 3 TPAAULLIMHUMM AXepenamu;

5. AanTuBHa WBUAKICTb BEHTUAATOPA, TOOTO 36i/1bLIYETLCA Ha MOYATKY 3BaploBaHHS, e binblue 3pocTae
Mig Yac HarpiBaHHS anaparty i CNOBINLHIOETLCSA KON BiH XONOAHUM, Lie EKOHOMUTL PECYPC BEHTUASTOPA
i 3MeHLLYE KiNbKiCTb MWy B anapari;

6. 3pyuyHicTb pobOTU 3aBAAKM BENUKIN TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHanbHOMY CTpyMI, L0
[,03BOJISIE NPOBOAMTU 3BaptOBaHHSA MOKPUTUMU €1eKTPOAaMuM NpakTUiHo 6e3nepepBHO;

7. MigBuWeHa HagilHicTb amapaTy B yMOBaXx 3amnu/IEHOro BMPOOHWLTBA, MikpoeseKTpoHika anapaTa
BUHeCeHa B OKpeMuli BiACiK;
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8. Ha Bci efiemeHTM anapary, W0 rpiloTbCs, BCTAaHOBJIEHA CUCTEMa TEM/I0BOMO €/1eKTPOHHOMO 3aXUCTY;
9. BcsenekTpoHika B anapaTi NoOKpu1Ta ABOMa LWAapaMm BUCOKOAKICHOT O /1aKy, AkMI 3abe3neuye HaailiHicTb

BUpOOY NPOTAroM yCboro TepMiHy cayx6u;

10. MokpalyeHi nignan Ta cTabifbHICTL TOPIHHS AyrK, WO MPaKTUYHO YHEMOMNUJIMBAIOE MPWUAUMAHHS

enekTpoga.

11. Bucoka MobinbHICTb 3a paxyHOK MOZY/1bHOT KOHCTPYKLLT, @ TakoX HeBenuKi rabaputi Ta Bara anapaTta
6e3 BTPaTU TEXHIYHMX IKOCTEN, CNPOLLYIOTb NPOBEAEHHS 3BaplOBaHHS Y BaXKOAOCTYMHUX MiCLAIX.

NAPAMETPbI ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG-
160 200 250 270 350 500 630
HomiHanbHa Hanpyra 220 220 220 3x380 3x380 3x380 3x380
mepexi 50/60lL, B 230 230 230 3X400 3X400 3X400 3X400
HomiHanbHWUii cTpyM, Wo
CMOXWUBAETLCA 3 Ppasn 18...21 23...27 29,5...35 12...14 16...18,5 30...355 42 ... 49
mepexi, A
HowinanbHu 160 200 250 270 350 500 630
3BaploBa/ibHKM CTPyM, A
MakcuManbHUi Aitounia 215 270 135 350 450 630 800
cTpym, A
70%/npu 70% [ npwn 70% [ npwn 70%/npun 70%/npwn 70%/npun 70%/npun
TpuBanicts 160A 200A 250A 270A 350A 500A 630A
HaBaHTaxeHHs (TH) 100%/npun 100% / 100% / 100%/npu 100%/npun 100%/npun 100%/npu
134A npu 167A npu 208A 225A 290A 420A 520A
Mex S.MIHM hanpyrm 160 - 260 160 -260 160 - 260 *15% *15% *15% *15%
Mepexi XxuBieHHs, B
Mex peryniosaHHa 8-160 10— 200 12-250 12-270 14—350 16 — 500 18-630
3BapOBa/IbHOro CTpymy, A
Mexi peryntoBaHHs
" 12-24 12-26 12-28 12-29 12-30 12 - 40 12— 44
3BaptoBasIbHOI Hanpyry, B
Mexi perynioBaHHs
WBWUAKOCTI NoAaui ApoTy, 2,0-16 2,0-20
M/XB
f}::“:f;g::m”c’ 1,6-4,0 1,6-50 1,6-6,0 1,6-6,0 1,6-6,0 1,6-8,0 1,6-8,0
[iameTp cyuinbHoro
3BaptoBasIbHOro APOTY, 0,6 -1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6 -1,4 0,6-1,6 0,6 -2,0
MM
MakcumanbHa Bara 1
KOTYLIKM 3 ;POTOM, KT
IMAyNbCHI pexxumu nig yac MMA: 0,2...500T 4
38apIOBaHHS TIG: 0,2...5000L,
MIG/MAG: 5...500L,
I'apﬂqu_crapT (Hot-Start) Perynbosara
B pexxumi P13
dopcax ‘/J,yrw (Arc-Force) PerynbosaHa
B pexxumi P43
AnTUnpuannaxHa (Anti-
. . ABTOMaTUYHa
Stick) B pexxumi P13
Baok 3HMXKeHHS Hanpyru
BK/1 [ BUMK
XOJIOCTOr0 X04Y
Il;izgcl)gra XONIOCTOro X04y 12/75
Hanpyra nianany ayru, B 110
:;’;I:(i?;f E;Z*MBaHa 41 ... 4,7 51..6,1 6,6..7,8 8,0...9,4 10,7...12,3| 19,9...23,6( 27,8...32,5
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MakcrmManbHa cnoxmnsaHa

HOTYXHICTb, KBA 59 7.5 9,5 11,4 15,3 29,0 40,1
KKA, % 90
OxonoAxeHHs AzanTuBHe
JlianasoH pobounx a5 .. +45°C
Temnepartyp
a6 i i

abapuTHi posmipy, M 360 x 260 360 x 260 360 x 260 540x360X | 540Xx360X | 510X 180X 510 X 235 X
(A0BXVIHa, LIMpUHa, X 270 X 270 X 270 00 00 8 10
BuCoTa) 7 7 7 4 4 305 4
Maca 6e3 akcecyapis, kr 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knac 3axucty P33 P33 P33 P33 P33 P23 P23

PekoMmeHp0BaHa A0BXMUHA CUNOBUX 3BaploBaJibHUX Kabenis I'IiA 4Yyac 3BaproBaHHA:

) Maowa
. [ oBxuHa kabeniB
MakcumanbHui CTpym nonepeyHoro Mapka kabento
(B OAHY CTOPOHY) .

nepepisy
He 6inbwe 160A 2..7M 16 Mm? KI™ 1x16
He 6inbLie 200A 3..9M 25 MM? KI™ 1x25
He binblue 250A 5..11M 35 MMm? KI™ 1x35
He binblue 270A 5..11M 35 MMm? KI™ 1x35
He binblue 350A 6...14M 35 MMm? KI™ 1x35

8... 2 Kr
He bGinblue 5ooA 30M 20 MM X350
12... 40 M 70 MM? KT 1x70
10...30M 70 MM? KT 1x70
20 630A

15...40M 95 MM? KI™ 1x95
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1 - Llndpposuit gucnnei;

2 — KHonku peryitoBaHHs 06paHOro napameTpa Ha 3MeHLUeHHs i 36inblweHHs (3a
3amMoBYyBaHHAM: Npy MMA — cTpym 3BaptoBaHHS, npu TIG — cTpym 3BaptoBaHHs, MIG/MAG
— Hanpyra 3BaploBaHHA);

3 — KHonka Bnbopy byHKLiN gxepena cTpyMy B MOTOHHOMY PeXuMi 3BaptoBaHHS;

4 — KHonka BMbopy pexumy 3BaptoBaHHs:

a) py4He AyroBe 3BaploBaHHA WTYYHUM enekTpodoM PA3 «MMAw;

6) 3BaptoBaHHS B aproHi, en1ekTpoaoM Lo He naaBuTbcs AP «TIG»;

B) 3BaploBaHHA HaniBaBTOMaTM4YHe B 3axmMcHux rasax HA «MIG [ MAG»;

5 — lHaMKaTOp neperpiBy anapaTy: NPV HOPMaJibHOMY CTaHi anaparTy iHAMKaTop He
CBITUTLCA, MPW NeperpiBaHHi - 6anMaE;

6 — Llndposui gucnnen 610Ky nogavi g4poTy;

7 — KHonka 3anpaBaeHHs ApoTy (ras npu LLbOMY He NOAAETbCA);

8 — KHonkw perynioBaHHsi napameTpiB 610Ky nogaudi ApoTy Ha 3MEHLEHHs i 36inblueHHSs
(3a 3aMOBYYyBaHHAM: WIBUAKICTb NOAaui 4POTY);

9 — KHoMka nepeBipky Nogadi 3aXMCHOro rasy (4piT He NOAaETbCA);

10 — KHorka Bnbopy byHKui 6i1oka nogavy apoTy;

11— Po3'em KZ-2 Tuny "€BPO" ans nig'egHaHHA HaNiBaBTOMAaTUYHOMO NasbHUKA;

12 — ABTOMaAT [ KHOMKA YBIMKHEHHS [ BAMUKAHHSA A)Kepea 3BaptoBasibHOr0 CTPYyMY;

13 — [HAWKATOP pPeXUMY KHOMKWN Ha NaNbHUKY (PEXUM 2T/4T[anbT.4T);

A —THI340 CMNOBOrO CTPYMY «+» TUMNy BanoHeT:

a) npu 3BaptoBaHHi P43 "MMA" — nigkntouaeTbes kabesib enekTposa (B OKpeMmX BUNagKax
MpU BUKOPUCTaHHI CreLiaibHUX eNeKTPOAIB NiAKIOUYAETLCS Kabenb «mMacan);

6) npu 3BaptoBaHHi AP "TIG" — nigKkt04aeTbCsa TiNbkM Kabenb «Macay;

B) MpW HaniBaBToMaT4HOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM ApoTOM -
nigk/o4aeTbes kabesib MexaHi3My nogavi 4poTy;
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r) Npy HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" datocoBumM 4poTom -
MiAKNOYAETLCA Kabeslb «<Macay;
B —THi340 cnnoBoro cTpymy «-» Tmny 6anoHeT:
a) npv 3BaptoBaHHi P43 "MMA" - nigkto4aeTbes kabenb «maca» (B OKpemMux BUMagKax npu
BMKOPUCTaHHI CMeLjia/ibHUX eNeKTPOAiB NigKI04aETLCS Kabenb enekTposa);
6) npu 3BaptoBaHHi AP "TIG" - NigKOYAETLCS TiNIbKM aproHOAYroBUM NaNbHUK;
B) NPV HaniBaBTOMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM A4poTOM -
NigKAOYaETHCA Kabenb «Maca»;
r) Npu HaniBaBTOMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" ¢atocosum
APOTOM - MiAKNIOYAETLCS Kabeslb MexaHi3My nogavi 4poTy.
14 — TPYMaY KOTYLIKW ANS APOTY 3 MPYXUHHUM MeXaHi3MOM rasibMyBaHHS;
15 — 3anobixHuKM 610Ky NoAadi ApoTy Ta Nigirpisaya rasy;
16 — Micue niakatoyeHHs Kabento 3a3eM/IeHHS;
17 — Po3eTka gns nigirpisava rasy 36V;
18 — Po3'em nogauyi curHanie Bif, MexaHi3aMy nogadi ApoTYy Ha BK/IOYEHHS | BUKJ/IIOYEHHS
JXepena cTpyMmy;
19 — Kabenb Ans NijKAOUEHHS [0 MepeXi XXMBJIeHHS;
20 — Bxig A9 3anpaBku 3BaptoBasIbHOr0 APOTY;
— LWTyuyep nogadi 3axncHoro rasy.

2. BBEAEHHSA B EKCMZTYATALIIO
Ysara! lNepes BBejeHHAM B ekcnayaTauilo cnig npountaTtn posgin “lNpasuna
TexHiku 6e3nekn" n.15.

2.1 BUKOPUCTAHHA 3A NPU3HAYEHHAM

3BaploBa/ibHUI  amapaT TMpU3HAYeHU BUKJIOYHO: A/ PYYHOrO AyroBoro
3BapIOBaHHA LWTYYHUM €N1eKTPOAOM, 3BaplOBaHHA B CepejoBULLI aproHy, a TakKoX
HaniBaBTOMaTUYHOr O 3BaplOBaHHA B CEPeA0BULLi 3aXMCHUX rasis.
|HWe BMKOPUCTaHHS anapaTy He BIAMOBIZAE MOro MNpU3HaYeHHo. BMpobHMK He Hece
BiANOBIfa/IbHOCTI 33 MNOLWKOAXEHHS, 3aBAaHi BMKOPUCTaHHAM anapaTy He 3a
MPU3HaYEHHAM.

BrvkopucTaHHA BIi4NOBIAHO A0 MPU3HAYEHHA, MAE Ha yBa3i JOTPUMAHHSA BKa3iBOK
Lboro nocibHmka 3 ekcnayaTauii.

2.2 BUMOTI'M A0 PO3MILWEHHA

3BaptoBa/sibHMI anapaTt MOXHa PO3MilllyBaTK Ta eKkCryaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHyTpilWHi enekTpuuHi AeTani anapaTy 3axulieHi Bif 6e3nocepesHbOro BMAMBY
BOJIOrOCTi, a/ie He BiJ Kpane/ab KOHAEeHcaTy.

YBAT A! Micns 3aKiH4eHHs 3BaptoBaibHKX PobiT B XXapKy norogy, abo iHTeHCMBHMX
3BaploBasibHUX PobIT y 6yab-aky norogy, anapaTt Bigpasy He BumukaTu! HeobxigHo
MPOTArOM 5 XB 4aTN MOX/IMBICTb OXO/IOHY TN €1eKTPOHHUM KOMMOHEHTaM.
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YBATA! MNicna ekcnayaTtauii B XO/J0AHY MOpPY pPOKY, MiCAS BUMKHEHHS i
NoAaNbLIOro OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETLCA KOHAEHCAT, TOMY MOro He
MOXXHa BMUKATU paHille HiX yepes 3 ... 4 roaguHn!!!

Tomy He Bigk/aouYalTe anapaT B XOOAHY MOPY POKY, SIKWO MAAHYETe WOro
YBIMKHYTM paHille HixX Yepes 4 roAuHMU.

HeobxigHo po3milyyBaTu anapar Tak, o6 3abesneuvysaBcs 6e3nepelukogHUI BXig
i BUXiZ, OXO104XYI04Oro NOBITPS Yepe3 BEHTUSALLIMHI OTBOPU Ha NepeAHil i 3a/Hil NaHesX.
Cnigkyvite 3a TuM, W06 meTaneBui NuA (Hanpukaag, nig Yac HaxgauHoro wnidysaHHaA) HE
3acMokTyBaBcs be3nocepeHbO B anapaT BEHTU/IATOPOM OXOJIOAXKEHHS.

YBATA! Anapar nicifl CMIbHOro naAiHHA Moxe 6yTu Hebe3aneuHUM ANs KUTTA.
BcTraHoBAIOBaTU Ha CTiliKil TBepAill NOBepXHi.

2.3 NIAKAIOYEHHA 40 MEPEXI
3BaptoBa/ibHUIM anapaT y cepiiHOMY BUKOHaHHI pOo3paxoBaHMii Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — ana mogenen ProMIG-160/200/250;

2. TpudasHy mepexeBy Hanpyry 3x380B abo 3x400B (Mogeni ProMIG-270/350/500/630) —
ANS LbOro BMBeAeHo Tpu ApoTw. MpaBuna TexHiku 6e3nekn nig vac npoBeseHHs pobiT 3i
3BaptoBa/sibHMM 06/1aZHaHHAM BUMaraloTb 3a3eMJIeHHs Kopnycy anapaty. Jns uboro
nepeAbayeHo ABa BapiaHTU: 1) BUKOPUCTAHHS YETBEPTOro APOTY Y MepexeBoMy Kabeni
)KOBTO-3€/16HOI0  KOJ/IbOPY (MiXHApOAHWUI CTaHAAPT MapKyBaHHS);, 2) BUKOPUCTAHHS
60oNTOBOI KNeMW Ha 3a4HiM CTiHWi anapaTty (KOPCTKIlWWWA CTaHAAPT 3a3eMJIEHHS, AKWN
BMKOpUCTOBYBaBCA B kpaiHax CHA).

YBara! lNpu nigkniodeHHi anapata A0 Hanpyrn Mepexi Buwe 270B (ProMIG-
160/200/250) abo 450B (ans ProMIG-270/350/500/630), BCi rapaHTiliHi 3060B's3aHHA
BUpOOHMKa BTpayatoTb cuay! A TakoX rapaHTiViHi 3060B's3aHHs BMPOGHMKA BTpavatoThb
YMHHICTb NPV MOMW/IKOBOMY MiZK/IIOUEHHI Ga3u Mepexi Ha 3a3eMIeHHs AXepena.

MepexeBuin po3'em, nepepi3 kabeniB mMepexi, a TakoX MepexHi 3anobiXHMKK
MOBUHHI BUOMpPaTNCA BUXOAAYMN 3 TEXHIYHMX JaHMX anapaTa.

2.4 MIAKNOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep noOBWHEH BIANOBIAATU HaMNpy3i XWBJIEHHA | CTPYMy CMOXMBAHHSA
3BaplOBa/ZIbHOrO anapaTy (AMB. TexHidyHi AaHi). 3rigHO BUMOr TexHikn 6e3neku
BMKOPWUCTOBYMTE PO3ETKM 3 rAPAHTOBAHMM 333e€MJIEHHSIM i Hi B IKOMY pasi He 3aCTOCOBYMTE
AN LUX LiNen HeUTpanbHUM NpoBig Mepexi!l!

YBATA! MepexeBun Bumukad B mMogensx ProMIG-160/200/250 € CUrHanbHOW
KHOMKOI i BNIOKYE TiNbKU CUNOBWUIA CTPYM 3BapHOBA/IbHOrO anapaTy, ajie MOBHICTIO He
3HECTPYMJIIOE BHYTPILLHIO e/1eKTPOHIKY anapaTy. ToMy 3rigHo npaBua TexHiku 6esneku nig
4ac NigKAtoYeHHS HeobXiZHO NMOBHICTIO Big'€4HATN anapar Bif po3eTKu.
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3. 3BBAPIOBAHHA PYYHE AYTIOBE WUTYYHUM ENEKTPOZAOM (P43 «MMA»)

ENEKTPOOAOTPUMAM

Mopsaok nigroToBkM anapaTy A0 poboTu:
- BCTaBUTY Kabenb eN1eKTpoA0TPMMAaYa B THI3A0 Axepena A «+»;
- BCTaBUTY Kabenb 3 kaemoto "mMaca" y rHi3go axepena B «-»;
- NPUEAHATM KNeMy «Maca» 4,0 BUpPoby;
- nigkaounTU Mepexesui kabenb Ao TpudasHoi mepexi (41 mogenen ProMIG-
270/350/500/630);
- BUMMKaY 12 Ha 33/ Hi¥ NaHeni nepeBecTu B NooXeHHs "BKJT";
- 3a [JOMOMOrol0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA P/3 "MMA", pexumu
nepemMmnKaloTbCA MO KOoAY;
- 33 ,0MOMOr 00 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHWIA NapaMeTp — CTPYM 3BapoBaHHS;
- 33 HeobXifHOCTI MOXHa pery/oBaTM A0AaTKoBi YHKLI 3BaploBasbHOro MNpoLLecy,
nopaAoK 3MiHM AuB. y n.6.1

YBara! Y pexumi 3BaptoBaHHA P/13 "MMA" nicna Toro, ik MepexeBuid BUMMKAY
NepekIIoYEHNIN B MNoNOXeHHNA "|", WTYYHUIN enekTpoZ 3HaAxXoAuTbCs Nij Hanpyrot. He
TOpKanTecs eseKTPOAiB 40 CTPYMOMPOBiAHMX ab0 3a3eM/IeHUX NpeaMeTiB, Takux fK,
HanNpuKAag, KOPMyC 3BaplOBa/IbHOrO anapaTy TOWO, OCKi/JbKM anapaT crnpuime Lo
CMTYaL,ito K CUTHaA 40 CTapTy 3BapiOBa/IbHOrO NpoLecy.

3.1 UMK/ 3BAPIOBAJIBHOIO MPOLECY - MMA
LA

dut L

—
—

t,cek
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MopsA0K 3MiHW 3HaUYeHHs By b-AKoT dyHKLIT AMB. y N.6.1
3.2 OYHKLIA FAPSIYUNM CTAPT, «HOT-START»

MNepesaru:
- NOKpaLLLeHHSA 3anaieHHsA HaBiTb NPV BUKOPUCTaHHI eN1eKTPOoAiB, W0 NoraHo 3anaatoTbes;
- fAKiCHille MpOnJaBAeHHSA OCHOBHOrO MaTepiany Mij 4Yac 3anajloBaHHA, OTXe, MeHLle
HenpoBapis;
- 3an0biraHHs WAaKOBUM BK/IOYEHHSAM;
- PyYHe HanalTyBaHHA: J03BOJISIE BCTAHOBUTM piBeHb PpyHKLiT Ha MiHiMabHe 3HaYeHHS, L0
CWJIBHO 3MEHLLYETBCS CMOXMBAHHS eHeprii B MO4aTKOBUM MOMEHT Nignany, Wo f03BOJISE
AXepeny CTPyMy CTapTyBaTW Ha 3HAYeHHsX Hampyru mepexi 64M3bKOro A0 MiHiMasbHO
MOXV/IMBOFO, MNpOTe 3HUXYE SKICTb MOMEHTY nignany (amapaT cTae nogibHui Ao
TpaHCPOpPMaTOPHOro Axepena). Takox MOXHa 36ibWUTU PYHKLiO 40 MaKCUMasbHOMO
3HaYeHHA A9 NOKpaLLeHHA MOMEHTY nignany (Npu poboTi Big xopowoi Mepexi). Ane He
3abyBalTe, WO NigBULLEHUM CTPYMOM L€l GYHKL T MOXHA CnNannuTu BUpi6 Npu 3BaproBaHHi
TOHKMX MeTasiB, TOMy PeKOMEHAYEMO B LM CUTyauil 3MEHWYBaTU 3HAYEHHA YHKLIT
«apsuni ctapT».

Yum pocaraeTbCs: MpPOTArOM KOPOTKOrO 4acy B MOMEHT mignany Ayru
3BaploBasibHUM CTPYM 36i/IbLIYETLCS Ha pPiBEHb +40%.

3BapOBaHHA 34iMCHIOETLCA e1eKTPOAOM @3 MM, BCTAHOB/IEHE OCHOBHE 3HAYEHHS
3BaplOBa/IbHOrO CTPYMY Ha PiBHi 9OA.

Pe3synbTaT: CTPyM rapsa4oro 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 3aBuLyliTe CUAY i Yac
CnpauboByBaHHA «[apA4yoro crapTy», TOMYy WO Ha BeAVKMX FPaHUYHUX 3HAYEHHAX Le
BMMArae Jyxe mnoTyXHOI Mepexi XMBNEHHS, a 3a BiACYTHOCTI XOpoLoi Mepexi, npouec
niZgnany HaBiTb MOXe 3pnBaTUCS. [OPAAOK 3MiHU 3HaYeHHS By b-aKoT GyHKLTY TOTOYHOMY
peXmnMmi 3BaptoBaHHA AMB. Y N.6.1

3.3 DYHKL IS ®OPCAX AYTU «ARC-FORCE»

MepeBaru:
- NigBULLEHHS CTabiNbHOCTI 3BaptOBaHHS KOPOTKOIO AYroto;
- NOAINLEHHA Kpan/enepeHocy MeTay B 3BaploBasibHY BaHHY;
- NOAINLIEHHA 3anaieHHs Ayru;
- 3BMEHLUEHHS MOX/IMBOCTi MPUNMAHHS eN1eKTPoAa, ae e He QyHKL i «AHTUMPUIUNAHHAY;
- PYYHE HaNalITYBaHHS: 03B0OJISIE BCTAHOBUTU piBeHb GYHKL T Ha MiHIMa/IbHE 3HAaUEHHS, L0
He3HaYHO, aJ/ie 3HMXYE CMOXMBAHHA eHepril, @ TaKOX KOHL,eHTPaL,il0 TeNI0BKAaAaHHSA Npu
3BaplOBaHHi TOHKUX MeTasiB, Lie 3HWXYE WMOBIPHICTb MPONastoBaHHSA, OAHAK i 3HUXYE
cTabiNbHICTb TOpiHHA Ha KOPOTKIN Ay3i (amapaT cTae nogibHMmM A0 TpaHCchopMaToOpHOro
axepena). TakoX MOXHa i 36inbwnTU bYHKUID 40 MakCMManbHOrO 3HaYeHHs ANd e
6inbWwoi cTabiNbHOCTI FOPiHHA Ha KOPOTKIM Ay3i, ane Le BUMarae KpaLLoi Mepexi XMBAEHHS
i 36iN1bLWYETHCS MMOBIPHICTb NponasitoBaHHsA BUPOby.
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YnM J0CAraeTbCA: NPU 3HMXKEHHI HAaNpPyru Ha Ay3i HMXYe MiHIMasAbHO A0ONYCTUMOT
ANs cTabiNbHOro ropiHHA Ayry 3BaploBaibHWUIM CTPYM 3POCTAE Ha BCTAHOB/EHUI piBeHb (33
3aMOBYYBaHHAM +40%).

Y A04,aTKOBMX HaNaLWTYBaHHSAX MOXHA 3MiHI0BaTU ik cnay «Popcaxy ayru» [Ar.F],
TakK i piBeHb cripaLboByBaHHS L€l dyHKLiT [U.AF]. Be3 noTpebu He 3aBuULLYyTe CUIY i piBEHb
crnpauboByBaHHA «Popcaxy Ayru», TOMY O Ha BEIMKUX FPAHUYHUX 3HAYEHHSIX, 0cOBANBO
Mpu 3BaploBaHHI TOHKMMUK eleKTPoAammn MeHLe @3,2 MM, Lie BMN/IMBAE Ha CrpaLboByBaHHS
DYHKLIT KAHTUNPUANMAHHSY.

uvj

ArF
OFF
20 %

8AH
0,2 V/A|
0,6 V/A|
1,0 V/A|

LA
MopsZoK 3MiHM 3HauYeHHs Byb-AKoT GYHKLITy TOTOYHOMY pexXuMi 3BaploBaHHSA AMB. y N.6.1

3.4 OYHKL IS AHTUNPUNUNAHHA «ANTI-STICK»

Mpw noyaTkoBOMY Mignani 4yru enekTpos Moxe npuannatu (MpuxonatoBaTmncs) A0
BUPOBY, LbOMY MepeLlKkoaxatoTb 6araTo GpyHKLiM B anapaTi, ase Take MoXe CTaTUCS, Lo B
CBOIO Yepry NpM3BOAMUTL CNOYATKY A0 PO3XapeHHs, a B NOAa/1bLIOMY i CyBaHHA e1eKTPOoAa.
Y Takin cuTyauii B 4ZaHOMY anapaTi cnpauboBye GyHKLiA «k AHTUNPUAMNAHHSAY, BOyZ0BaHa Ta
npaytotoya B pexumi P13 "MMA" nocTinHo, sika Yepes 0,6...0,8 cek Nic/1f BUSBAEHHS LLbOro
CTaHy, 3HWXYE 3BaploBa/ibHUA CTPYM. TaKoX Le Mojeriye 3BaptoBasibHUKY MOX/IUBICTb
BiOKPEM/IOBATH (BiAPUBATU) eNekTpo4 Bij Bupoby 6e3 pusnky obnasntu odi BUNagzKoBUM
niananom gyru. MNicas BifokpemsieHHs enekTpoaa Bif BUpoOy, NpoL.ec 3BaptoBaHHS MOXe
6yTn 6e3nepeLkoAHO NPOAOBXEHUN.

3.5 ®YHKLIA PEFY/IOBAHHA HAK/IOHY BOJIbTAMMNEPHOI XAPAKTEPUCTUKU
Lis pyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamm
3 Pi3HUMM TUNaMK MOKPUTTA. 3@ 3aMOBYAHHAM HaxW BOJIbTAMMEPHOI XapaKTepUCTUKM
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[BAH] BcTaHOB/IEHUIM Ha 3HaYeHH 1,4V/A W0 BiANOBIA3E HAMMOWMPEHILLINM €NeKTPOAAM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPoAaMu 3 OCHOBHUM Tunom nokputTsa (Y OHI-13/45, JIK3-70) He € 060B'A3koBMM, ane
peKoMeHAYEMO BCTaHOBUTM Haxua [BAH] Ha 3HaueHHs 1,0V/A. Y CBOIO Yepry enekTpoam 3
uentono3Hum tunom nokputTa (ULU-1, BCL-4A), HaBiTb BMMaratoTb BCTAaHOBUTM HaxXwui
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npu ubOMYy iHOAI HeobXiAHO MNiAHATU piBeHb
crnpauboByBaHHA GyHKLiT «Popcax gyru» u.AF g0 3HaueHHs 18V. [opsA0K 3MiHM 3HaUYeHHS!
Byab-5sKoi GyHKUITy TOTOYHOMY pexunMmi 3BaprloBaHHA AMB. Y N.6.1

3.6 OYHKL I 3BBAPFOBAHHSA KOPOTKOIO AYTIOlO

Lis dyHKLis 0ocobamBo akTyasibHa NpY 3BaptOBaHHI CTENbOBUX LWBIB, KOJIM NOTPIGHO,
wob He CUNbHO TArHysAacs 3BaproBasibHa Ayra. [Jas uboro B anapati nepezbayeHa
MOX/IMBICTb BKAOUMUTU yHKLit0 "KopoTka gyra" [Sh.A]y nonoxeHHs "ON". 3a yMOBYaHHSM
BOHa nepebyBae y nosnoxeHHi "OFF”. Mopagok 3MiHW 3HayeHHs Byab-aKol byHKUIT Y
NMOTOYHOMY peXuMi 3BapioBaHHA AMB. Y N.6.1

3.7 OYHKLIS BIOKY 3HUXKEHHSA HAMPYT XON10CTOIo XoA4Y

Mpun NpoBeAeHHi 3BaptoBa/IbHNX POBIT Y EMHOCTAX, LLUCTEPHAX i TaM, Ae NoTpibHa
nigBuLLEHa CUCTeMa eslekTpobesnekn, Moxe ByTH akTUBOBaHA PYHKLLiSi SHUXKEHHS Hanpyru
XONI0CTOr0 XOA4Y.

Mpu BiapuBi enekTpoga Big BMpOOY yepes 0,1 cek Hampyra Ha KJemax Axepena
3HUXKYETLCS 4,0 6e3neyHoro piBHs HMXYe 12B.

Ans uboro HeobxiAHMIA 610K 3HUXKEHHS HaNPy U X00CTOro xoAy [BSn], sikui € B
Lin moaeni obnasHaHHA, asne 3a 3aMOBYAHHAM 3HAXOAUTLCA B noaoxeHHi "OFF", TobTo
BUMKHEHWN, OCKiZIbKW BiZOMO, L0 BKAOYEeHHS: Byab-5Koi noAibHoi GyHKLiT Aewo noripLye
nignan ayru. Mopsagok 3MiHWM 3HayeHHs OyAb-fKOi QYHKLiT Yy MOTOYHOMY pexuMmi
3BaploBaHHA AuMB. y n.6.1

3.8 ®YHKL I 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM

Lis dyHKuUis npyU3HaYeHa A8 NOJIErWEHHS KOHTPOJIO 3BaploBaibHOro npovecy y
NPOCTOPOBUX NMOJOXEHHSAX, BiAMIHHWX BiZ HMXKHLOIO, @ TAKOX NPV 3BapIOBaHHI KOJIbOPOBUX
MeTanis. Bnaue BigbyBaeTbcs 6e3nocepesHbO Ha NepeMillyBaHHS PO3M/IaBAEHOro MeTany
WBa Ta Ha MepeHeceHHs KpanJi y 3BaploBa/ibHy BaHHY, a Lie y CBOI Yepry Ha cTabinbHicTb
¢dopMyBaHHS LWBa Ta NpoLecy 3BaploBaHHSA. [HWMMK croBamK, Lei npoLec NeBHOK Mipoto
3aMiHIOE pyxu1 pyKu1 3BaploBasIbHNKA, 0COBANBO Lie BaXNBO Y BaXKOAOCTYMHMX MicusXx. Big
MPaBUALHOCTI HaNaLITYBaHHA 3a1eXUTb GopMa Ta AKiCTb GOPMYBaHHS LIBA, WO 3MEHLLYE
MMOBIPHICTb MOSIBWU MOP | 3MEHLUYE 3ePHUCTICTb CTPYKTYpW, WO Le 36inbllye MiLHICTb
3BapPHOro 3'€HaHHA.

Ana peanisauii uiei eyHKUii B anapaTi NMOTPIGHO CMOYaTKy BKAOUYUTU PEXUM
nynbcauii ctpymy [Po.P] — nepeBecTw i3 ctaHy "OFF” y ctaH "ON”, a TakoX 3asaT¥ 4OTUPHU
napameTpu: cTpym imnyabcy [LiP], ctpym nay3su [l. PS], wactoTty nyabcauii [Fr.P] Ta
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cniBBiAHOWEHHA iMnNyabc/nay3a (abo «wnapysaTicTby») [dut]. 3a ymoBYaHHAM 4acToTa
nynbcauii [Fr.P] Ta «wnapysaTicTb» [dut] Ha HalnowmpeHilumMx 3HaveHHaX 5.0l Ta 50%
BignosigHO. Mpn 3MiHi napameTpa "wnapyBsaTicTb" Big 50%, BHOCUMTLCA acMMETPIA Mix
4acoM iMMy/ibCy CTPYMY i YacoM "may3n” cTpymy:

3a 3aMOBYeHHSAM

"wnapysaTicTb" [dut] =50%  "wnapysaTicTb" [dut] = 20%  "wnapysaTicTb" [dut] = 70%
LA LA LA}

50% | 50% |§] 80% |_| |_| 70% IEI |_

t,cek t,cex t,cek

JaHi napamMeTpn BCTAaHOB/IOIOTLCA Y Pi3HMUX CUTYaLLifiX NO-Pi3HOMY, BiA4MNOBIAHO A0
BMMOT 3BaptoBa/ibHMKA. MOPAAOK 3MiHW 3HaYEHHA By b-AKOT GYHKLiT Y NOTOYHOMY pexuMmi
3BaplOBaHHA AMB. y n.6.1

4. 3BBAPIOBAHHA B APITOHI (APT «TIG»)

APIFOH

APrOHOBHA
NANBHUK

Il

YBara! B AKOCTi 3aXMCHOro rasy BUKOPUCTOBYETHCS HAMYACTILLe YMCTUIA aproH "Ar", iHoAi
renin "He", a Takox X cymiw y pisH1x nponopuisx. Mpuknaa: aproH + reniv "40% Ar+60%
He".
HE AOI‘IYCKAVITE BMKOPUCTaHHA roptoymx rasis! BUKopmucTaHHS iHWKX rasis — auvwe 3a
MOroAXEHHSM i3 BUPOOHMKOM 0613 HaHHS.
Mopsigok NigroToBKW anapaTy 40 poboTu:
- BCTaBUTUK Kabesnb NasibHMKA B rHi3Z40 Axepena B «-»;
- BCTaBUTU Kabenb kKnemu «maca» B rHi3go gxepena A «+»;
- MPUEAHATU KNIEMY «Maca» A0 BUpoby;
- BCTAHOBUTY peAyKTOp Ha ra3oBuii 6anok;
- NiIAKOUYMTY Fra30BUN WNAHT NaJIbHUKA A0 pesyKTopa ra3oBoro 6asoHa;
- BiAKpUTW KpaH ra3oBoro 6as10Ha, NepeBipuTY FrepMeTUYHICTb;
- NIAKOUNUTU MepexeBUii Kabeib 0 MepeXi XUBNEHHS;
- aBTOMATMYHUI BUMMKAY 12 HA 33 HiV NaHeni nepeBecTu B NoAoXeHHs "BKJ1";
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- BWKOPWUCTOBYIOUM KHOMKY 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG", pexumu
nepemMmKaloTbCA Mo KoAy;
- 33 ,0MOMOr 00 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHWIA NapaMeTp — CTPYM 3BaploBaHHS;
- Npu HeobXiAHOCTI MOXHa peryioBaTM f04aTKoBi GYHKLIii 3BaptoBasbHOrO npouecy,
nopaAoK 3MiHM AuB. y n.6.1

YBara! Ma/sbHUK aproHOBMIN MOBUHEH GYyTW BEHTU/ILHOTO TWMy, 3 HaNMOHETHUM
po3'eMoM @13MM. MakcMmanbHUM CTPYM MajbHUKa BubuparTe 3a CBOIMM pobouMMM
BMMOraMMm.

Ysara! HacTolo NOMW/IKOIO € 3aTOUYBAHHSA €1eKTPOAa «B FOJIKY», Ayra npu Lbomy
Ma€ MOX/MBICTb BigxuaatTuca 3 6oky B 6ik. lNpaBUAbHUM 3aTouvyBaHHAM € 3/erka
MPUTYNAEHUIN «KHOCKK» | YUM BiH MEHLLMI, (38 YMOBMU LLLO BiH BUTPUMYE BCTAHOBJIEHUIN CTPYM)
TUM KpaLye. MNam'aTalTe, WO Npyu BEJUKUX CTPYMaXx 3BaprOBaHHS AyXe CU/IbHO 3aroCTpeHnn
eNeKTpPoy, J/Ierko OMNJaBAsETbCA Yepe3 MaJsy Tenaosigfady. Tak camo «pUCKM» Bij
3aTOYyBaHHA MOBMHHI pO3TaLLOBYBaTWCS B340BX OCi e1eKTposa.

4.1.1 LWKJ1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-LIFT

BA % ph

= EuP duk

kel

e o F----

|
[P T=FrP | IPS
| - _

MopsA0K 3MiHW 3HaUYeHHS By b-aKoT GyHKLIT AMB. y N.6.1

4.1.2 QYHKLUIA MIANANY AYTU TIG-LIFT

Lis $yHKLis BcTaHOB/NEHa 33 3aMOBYYBaHHSM Yy faHii Mogeni Ta po3pobsieHa Ans
MafbHUKIB 3 KOHTAKTHUM MiANanom gyry, 6e3 BUKOPUCTAHHSA OCLUAATOPIB Ta iH. NOAiIGHMX
MPUCTPOIB, ase Ha BiAMIHY Bij KNAaCMYHOro cnocoby, MOBHICTIO YCyBa€E yAapHUIA CTPYM nij
yac 3anasoBaHHA. [JlaHa ¢yHKLiS B pasu 3MeHWYE PpYyMHYBaHHSA i MOTPansHHS B
3BapOBa/IbHUM LWOB BO/bGPAMOBOro e1IeKTPOA], WO € AyXKe HEraTUBHUM SIBULLLEM.

YBara!!! KopekTHa poboTa gaHoi dyHKUIT BUMarae ouuvleHHs BUpoby y Micui
nignany ayru.

Cnocib 3acTocyBaHHS L€l GYHKLiT NONAra€e B 4OTUKY €1€KTPOAOM £,0 BUpObyY, npu
LbOMY YTPUMYBATU €NeKTPOJ B LbOMY MOJIOXEHHI MOXHa HeobMeXeHy KifbKicTb yacy, i
KO/ KOPUCTYBay BBaXaTWMe L0 rOTOBMM 40 NOYaTKy 3BaploBaHHA (Hanpukaag, onycTus
3axXMCHY MacKy Ha oui i #obpe NpoAyB MicLe 3aXMCHUM ra3om) gocutb noyatm MOBIJIBHO
niZgHIMaTV BICTPA 3aTOYEHOrO enekTpoAa Bif BUPoOy. AnapaT BU3HAUYUTb Le MOMEHT i
CrpuiimMe MOro ik CUMHaA 40 CTapTy NPOLLeCy 3BapoBaHHS, TUM CaMUM MOYHe 36inbluyBaTy
PATON ProMIG DC MMA/TIG/MIG/MAG -16 -
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3BaptoBasIbHUI CTPYM 0 BCTAHOBIEHOMO 3HaYeHHS. Y1M binblue 0OCHOBHMI pobounii CTpyM,
TUM LWBKALWE NOTPI6HO MiAHIMATK enekTpos, iHakle BiH oniaBuUTbcsA. Jo onTUManbHOT
WBMAKOCTI BijpMBY enekTpoaa CNif 3BMKHYTU. Hac naaBHOro 3poctaHHA cTpymy [t.uP] go
BCTAHOBJ/IEHOrO 3HAYEHHA MU PO3M/INHEMO B HACTYMHOMY MYHKTI.

Mopsigok poboTu:
aBTOMaTUYHUIM BUMMKAY 12 Ha 33 Hill NaHei Agxepena nepeBecTu y noaoxeHHs "BKN";
- 33 [AOMOMOrOl0 KHOMKM 4 BCTaHOBITb pexum 3BaptoBaHHA API "TIG" (pexumn
nepemMmnKaloTbCA Mo KoAy);
BCTQHOBITb QYHKUiIO KHOMKM nasbHuka TIG-LIFT. Ans uyboro kHomnky 3 HeobXigHo
HaTMUCKaTN A0 MOsIBU Ha iHAMKaTopi «KHomKka Ha manbHWKy» [But], Takox nopy4 byae
BK@3aHO MOTOYHE 3HaYyeHHs Li€i PyHKLi, 33 4OMOMOro KHOMOK 2 BCTaHoBUTM “LIFT".
AKL0 A0Bro He pobUTH HiAKKX Ail, anapaT BUiAe 3 i€l GyHKL T, MOXHa MOBEPHYTUCS TUM
Xe LWIFXOM, @ fKLLO NepecTpUbHY AN HeOBXiAHWI PeXnM KHOMKKW, MOBTOPHO HaTUCKanTe
KHOMKY 3 — YHKLii NepeMUKaoTbCs MO KOAY;
3a ,0MOMOroto KHOMOK 2 BCTAHOBITb MOTOYHMIM OCHOBHUIM NapameTp — CTPYM 3BapoBaHHS;
3a noTpebu MOXHa pery/oBaTh A40AaTKOBI QyHKL i 3BaproBasibHOro npouecy (Mopsagok
3MiHM AMB. y N.6.1).

4.1.3 LK1 3BAPIOBAJIbHOIO MPOLECY - TIG-2T
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MopsaAoK 3MiHU 3HaYeHHs By Ab-AKOT PyHKLIT AUB. y N.6.1

Ans uboro pexumy 3Hagobutbes npuabaTv okpemuit 610Kk 6€3KOHTAKTHOro
3anantoBaHHsA Ayru (ocuunsTop). Nopagok NiAroToBkM anapaTta 40 poboTu 3 ocLMAATOPOM
—iHAUBIAYaNbHUI i NOBMHEH BYTW ONMCAHUM B IHCTPYKLIT 3 ekcnayaTauii 610Ky ocumunsTopa.
Po3'eM KepyBaHHS BKJ/IIOYEHHSIM JXepena 3HAXOAUTbCA Ha 3ajHi naHeni axepena
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3BaplOBa/IbHOI0 CTPYMYy — BUKOPUCTOBYBATU Ti/ibki KOHTakTU 1 i 2, HI B AKOMY PA3I He
nepenayTanTe 3 iHWWMM KOHTAKTaMM — Lie MOXe NpWU3BEeCTM 40 BUXOAY anapaTa 3 saay!

YBara! Y pasi HeBMKOPUCTaHHS LbOro PO3'eMy, MpUKPMUBaWTE MOrO0 FyMOBUM
KOBMa4KoM, W06 He 6y10 3acMiyeHHs.

ProMIG-160/200/250/270/350 ProMIG-500/630

ABHHIO LYXPOBON GBRIN naHHble uMdpoBoli CBA3N

(+) nuTaHve asuraTens X
() nuTanve asuratens /

(-) nuTaHve psuratens

(+) nuTaHue gBuratens

Micns 36upaHHs:

- yBIMKHYTU 6710k 6€3KOHTaKTHOrO Mignany A4yru (OCLUNATOP);

- aBTOMaTMYHMI BUMMKAY 12 Ha 334 Hil1 naHeni Axepesia nepeBecTy y noaoxeHHs "BK/1";

- 33 [JOMOMOroK KHOMKM 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG" (pexumu
nepemMmnKaloTbCsA No KOoAY);

- BCTAHOBITb YHKLiO KHOMKWM nanbHuka TIG-2T — ANnA UbOro KHOMKy 3 HeobxigHo
HaTMUCKaTW A0 MOSIBM Ha iHAMKATOPI «KHOMKa Ha nanbHWKy» [But], Takox nopsg byae
BKA3aHO MOTOYHeE 3HaueHHs L€l dyHKLii. 3a 40NOMOroto KHOMoK 2 HeobXiJHO BCTAaHOBUTU
3HauyeHHa “2T". AkWwo AO0Bro He pobUTW HifdKWMX AiM, anapaTt Bunge 3 Uiel dyHKLiT.
MoBEpHYTUCA MOXHa TUM Xe LWASXOM, @ SKWO MepecTpubHyn HeobXigHUA pexum
KHOMKW, MOBTOPHO HAaTUCKaWTe KHOMKY 3 - GYHKLii NepeMrKaoTbCs Mo KoAy;

- 3@ ZLlONOMOT 00 KHOMOK 2 BCTAHOBITb MOTOYHWN OCHOBHWI NapaMeTp — CTPYM 3BaplOBaHHS;

- 33 noTpebu MOXHa pery/oBaTh A04aTKoBi GYHKLT 3BaproBaibHOro npouecy (Mopsasok
3MiHM AMB. y N.6.1).

YBara! ManbHWK aproHoBWi MoBUHEH 6yTWM KHOMKOBOro Tumy, 3 GalloHeTHWUM
po3'eMoM @13 MM. MakcuMManbHWIA CTPYM MajibHUKa BWbUpaWTe 3a CBOIMM pobounmMu

BMMOraMmMu.

4.1.4 QYHKLIA KHONKWU HA MAJIBHUKY TIG-2T

Lia dyHKLif KHONKW KepyBaHHSA 3aCTOCOBYETHLCS /IMLLE 338 HAFBHOCTI 30BHILLHbOTO,
He3anexHoro 670Ky 6e3koHTaKTHOrO Nignany Ayru (ocumnsTop) 3 BOYA0BaHUM KaanaHom
rasy. lMpoBig KHOMKW KepyBaHHA MajibHUKA MiAKAOYAETbCA 6e3nocepesHbO A0 LbOroO
610Ky. MMpy HaATUCKaHHI KHOMKW Ha MaJlbHUKY CUrHaA KepyBaHHS HaaxoAuTb y 60k
ocLMNATOPA, KU BiANpaLboBye GYHKLIiO Nepes-npojyBKku rasoM t1 30HM 3BaprOBaHHSA
(BiaKpWBaE KNamaH rasy) i i3 3aTPMMKOIO MOAAE CUTHAN Ha BK/IOYEHHA AxXepesia CTpymy. A
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TakoX B LEA MOMEHT MOAAE BUCOKOYACTOTHWUM BUCOKOBOJIBTHUM iMAY/AbC  ANA
nignantoBaHHs Ayru. J>epeno 3BaploBasibHOrO CTPYMy BifnpauboBye BCi iHWi yHKLiT
(po3rnAHeMO X y HACTYMHMX MyHKTax) 3rigHO 3 LMKAOM 3BaploBa/IbHOrO MpoLecy,
HaBegeHoro Buue. [licas BigMYCKaHHA KHOMKM JAXXepeso CTPyMy BiAmnpaubOBYeE CBOI
dyHKLUiT, i No 3akiHY4eHHi, caMOCTiiHO BiAkaloYaeTbca. Biok ocuunaTopa noBUHeH
BignpawtoBaTh GyHKLUiO Nicas-npogyBku rasom t2 30HM 3BaploBaHHA (i3 3aTPUMKOIO
3aKpUTW KNanaH rasy).

YBAIA! Baok ocumnatopa nosuHeH OBOB'A3KOBO maTtu naHutor 3axucry
BUXOAY iHBepTOpa 3 /lajy Bij Npobolo BUCOKOBO/IbTHUM PO3PAAOM, KU BiH CTBOPIOE B
MOMeHT nignany Ayru. MNepej 3acTocyBaHHAM, JaHLIOr 3axMCTy noTpibHO 060B's3k0BO
aKTUBYBaTW.
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MopsAaoK 3MiHU 3HaYeHHs By b-AKOT GYHKLIT AWB. y N.6.1

Ana uboro pexumy HeobxigHO 3a4iaTM okpemuit 610K 6E3KOHTaKTHOro
3anantoBaHHs ayru (ocumnsTop). Mopsaok niaroToBKM anapaTta 40 poboTu i3 30BHILLHIM
6/10KkOM oCLMAATOPA IHAMBIAYANbHWUIA | NOBUHEH BYTWN ONMUCaHUM B IHCTPYKLiT 3 ekcrnyaTauii
60Ky ocumnsitopa. Po3'eM KepyBaHHSI BKIIOYEHHAM JXXepena 3BaploBasibHOrO CTPyMy
3HaXOAMTbCS Ha 33 HiM NaHeni gxepena. Cxema nigkatoueHHs Taka cama sk npu TIG-2T guB.
MYHKT 4.1.3.

Micns 36upaHHs:
- yBIMKHYTU 6710k 6€3KOHTaKTHOrO Mignany Ayru (oCLUNATOp);
- aBTOMaTMYHMI BUMMKAY 12 Ha 334 Hill NaHeni Axepesia nepeBecTy y noaoxeHHs "BK/1";
- 32 JOMOMOrol0 KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA AP[ "TIG" (pexumu

nepeMmnKaoTbCs MO KOAY);
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BCTaHOBITb QYyHKLit0 KHOMKM NanbHuKa TIG-4T, A5 LbOIO KHOMKY 3 HEObXiAHO HAaTUCKATU
4,0 NosiBM Ha ekpaHi "KHonka Ha nanbHuky" [But], Takox nopyy 6yze BKasaHO MOTOYHE
NOJIOXEHHS L€l yHKL T, 33 ZONOMOroto KHOMOK 2 HeobXiHO BCTAHOBUTU 3HaUYeHHs "4T".
AKLLO A0Bro He pObUTH HiSKMX Ail, anapaT Bunge 3 uiei dyHkLii. [oBepHYyTUCA MOXHA TUM
Xe LWIFXOM, @ fKLLO NepecTpubHY/ I HEOOXiAHMI PEXMUM KHOMKK, MOBTOPHO HaTUCKaNTe
KHOMKY 3 — GYHKLiT NepeMurKaoTbCs No Kony;
- 3@ ZLONOMOT 00 KHOMOK 2 BCTAHOBITb MOTOYHM OCHOBHWI NapaMeTp — CTPYM 3BaplOBaHHS;
3a noTpebu MOXHa peryoBaTu 404aTkoBi GyHKLIT 3BaptoBasIbHOro npouecy (nopszoK
3MiHM AVB. y N.6.1).

YBara! ManbHWK aproHoBMI MoBUHEH 6yTW KHOMKOBOro Tumy, 3 6alioHeTHWUM
po3'eMoM @13 MM. MakcuMMmanbHWUI CTPYM MaJjibHUKa BubupawTe 3a CBOIMM pobounmu
BMMOramum.

4.1.6 ®YHKLU IS KHONKW HA MNAJIBHUKY TIG-4T

Lis dyHKLiA KHONKKM KepyBaHHS 3aCTOCOBYETHCS /INLLE 33 HASIBHOCTI 30BHILUHBbOIO,
He3asiexHoro 610Ky 6e3KOHTaKTHOrO MiAnany Ayru (ocuuasTop) 3 BOYZ0BaHUM K/1anaHoOM
rasy. MpoBig KHOMKW KepyBaHHA MajbHMKa MigKAOYaETbCA HesnocepesHbO A0 LbOrO
6noky. PoboTa anapaTa mMpuv HaTUCKaHHI KHOMKW KepyBaHHS Ha NajibHUKY BifbyBaETbCS
noAibHo g0 TIG-2T (AWB. NYHKT 4.1.4), aNe € Bi4MIHHOCTI: 1). Ha NOYaTKY 3BapPIOBAHHS, NMOKM
YTPUMYETbLCSA KHOMKA Mij, 4aC NepLIoro HaTUCKaHHS, MiCAA nepeA-npoAyBKM rasom ti 3oHu
3BaplOBaHHA Ta BWCOKOBOJIbTHOIO MiAMajlOBaHHS, Ha BUXOAI AXepena cTpymy byge
MOCTINHO NonepeAHin cTpyMm t2 (ninoTHa Ayra), TibKM Nicas BiANyCcKaHHSA KHOMKM MOYHETbCS
rnpoL,ec HapoOCTaHHsA CTPYMY i AXepeno Buinge Ha pobounii ctpym. Tob6To kHOMKY He Tpeba
yTPMMYBaTH Mif Y4ac poboyoro cTpymy, pyka 3BaptoBasibHMKa MeHLLe HanpyXyBaTUMeTbCs
npu TpUBa/iOMYy 3BaploBa/ibHOMY MpOLECi; 2). HaNpUKiHLI 3BapltoBaHHA, Micna Apyroro
HaTMCKaHHA KHOMKW YMNPaB/iHHA Ha NaJbHMKY, MOYMHAETbCA CMaj CTPyMy AO PiBHA
3a/laHOro CTPyMy 3aBapku KpaTepa, i AO0KM KHOMKa yTPUMYETbCs t3, cTpyM nepebyBae Ha
uboMy piBHi. [licna gpyroro BiAnyCKaHHS KHOMKW, AXepeno BiAKAOYaETbCH, a 610k
oCLMAATOPa MOBMHEH BiAMpaLtoBaTh CBOK YHKLUiO MiCAA-NPOAYBKM ra3oMm t4 30HM
3BaploBaHHA (i3 3aTPMMKOIO BiAKIOUYUTM KNanaH rasy).

YBATIA! Brok ocumnaTtopa nosmHeH OBOB'A3KOBO mMaTu naHLor 3axXmMCTy BUXo4Y
iHBepTOpa 3 Najy Big Npobot BUCOKOBOJBTHWM PO3PSiAOM, SIKUWA BiH CTBOPIOE Nif yac
3anantoBaHHA Ayru. [Mepes 3acTOCyBaHHAM JaHLUOr 3axucTy noTpibHo ob6oBs's3koBO
aKTMBYBaTW.

4.2 QYHKLIA NONEPEAHLOIO CTPYMY (MIJIOTHA AYTA)

Lis ¢yHKLia HeobxifHa AN 3PYYHOCTI KOPWUCTYBaHHS MasibHUKOM Mij Yac
3anantoBaHHA Ayru. [l03BONAE NOYMHATU MPOLLEC 3BAPIOBAHHA 3 MA/IMX 3HAYeHb CTPYMY,
3HaYEHHA SKOro JiuLLe NIATPUMYE NPOLLeC, ajle He BHOCUTb CEPMO3HUX BK/IajeHb TeNa i He
nponastoe BMpib. MoxHa nonepeAHbO NiZirpiTV MicLe 3BaptoBaHHSA Yy Pasi BUKOPUCTAHHS
pexunmy kHonkum TIG-4T. 3a 3aMOBYyBaHHAM nonepeaHi ctpym [Pr.A] BCTaHOBAEHO Ha
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piBeHb 20A. MNopsaf 0K 3MiHM 3HaYeHHS By b-aKOT GYHKLIT Y TOTOYHOMY peXxuMi 3BaproBaHHS
AuvB.yn.6.1

4.3 OYHKL IS CTPYMY 3ABAPKU KPATEPA

Ua ¢yHkuis HeobXigHa AN BU3HAUYeHHS PiBHSf, A0 SIKOro CNafgaEe CTpyM nicss
3aKiHYeHHs NpoLLeCy 3BaplOBaHHS, KU € HEOOXIAHWM AN1si 3aBaplOBaHHA KpaTepa y pasi
BUKOPUCTaHHSA pexunmy KHonku TIG-4T (Npu 4pyroMy yTpMMaHHI KHOMKM Ha NasibHKKY). 3a
3aMOBYYyBaHHAM, CTPYM 3aBaptoBaHHA KpaTepa BCTAHOBJ/IEHO Ha piBeHb 20A. [opaA0K 3MiHM
3HaYeHHs by b-Koi GyHKUITy TOTOYHOMY pexmMmi 3BaploBaHHsA AMB. y N.6.1

4.4 OQYHKLIA NJIABHOTO HAPOCTAHHSA 3BAPIOBAJIBHOIO CTPYMY

Lis dyHKLis okpim ekOHOMIT pecypcy esiekTpoAa i B Aeskill Mipi CaMOro nasibHMKa,
Tak caMo HeobXigHa ANs 3pYyYHOCTI KOPUCTYBaHHS MaJIbHUKOM. YCyBa€E YTBOpPEHHS
MOYaTKOBOrO PO3M/IECKYBaHHS 3BaplOBa/fibHOI BaHHW, a TaKOX 3a BCTAHOBAEHWM 4ac
N/IaBHOrO HAPOCTaHHA CTPyMy [t.UP], B pa3i BUKOPUCTaHHA PeXMMy KHOMKM Ha NaNbHUKY
TIG-2T, MOXHa TOYHO HABeCTM NasibHUK HA HeobXiZHe MicLe 3BapioBaHHS, TOMY L0 MicLe
nianany ayrv B ocobinBO BiAMNOBiZanbHWX BUpPoBax He 3aBXAWM 3HAXOAUTbCA B Micui
3BaptoBaHHA. TakoX 3a JOMNOMOrot AaHoi GyHKLii MOoXHa nonepeaHbo Nigirpitn micue
3BaploBaHHA. 33 3aMOBYYBaHHAM BCTAHOB/IEHO 3HAYeHHA 0,3 CcekyHAW. MopsAAOK 3MiHM
3HaYeHHs By b-Koi GyHKLITy MOTOYHOMY pexmMi 3BaploBaHHsA AMB. y N.6.1

4.5 OYHKLIA CNAAAHHSA 3BAPKOBAJIbHOIO CTPYMY

La ¢yHKkuis HeobxigHa A/1A MOKpaLieHHA Npouecy 3aBaploBaHHS KpaTepa, Lo
YTBOPIOETLCSA NiJ TUCKOM OCHOBHOrO pob04oro CTpyMy 3BaproBasibHOl AyrH, i el KpaTep €
3apogkom gedekTiB 3BaptOBa/IbHOrO LWB3, WO € BKPali HEraTUBHWM siBULLEM. TOMy, 33
BCTQHOBJ/IEHWIM 4acC MJABHOrO CrajaHHs CTpymy [t.dn] MOXHa 3aBapuTW PakOBWHY, L0
yTBOpU/IacsA. 3a 3aMOBYYBaHHSIM BCTAHOB/IEHO 3HAYEHHS 0,3 CeKyHAW. MopazoK 3MiHM
3HaYeHHs By b-Koi GYHKLITy MOTOYHOMY PEXMMI 3BaploBaHHA A4MB. y N.6.1

4.6 ®YHKL,I 3BBAPKOBAHHA IMMY/IbCHUM CTPYMOM

s ¢yHKUis npu3HaveHa AAs MOJeErlweHHs KOHTPOJIO 3BaploBasibHOro npotecy vy
NPOCTOPOBUX NONOXEHHAX, BiAMIHHMX BiJ HUXXHBbOIO, @ TaKOX NPW 3BapOBaHHI KOJIbOPOBUX
meTanis. Bnave BigbyBaeTbca 6esnocepesHbO Ha NepeMillyBaHHSA MeTay pO3M1aBAeHoro
LWIBa, @ Lie B CBOIO Yepry Ha cTabisbHicTb dopMyBaHHS WBa. [TeBHOIO MipOtO 3aMiHIOE pyxu
PYKM 3BaptoBasibHMKa MpU 3BaptoBaHHi, 0CO6AMBO Lie BaX/IMBO Y BaXKOAOCTYMHUX MiCLAX.
Tak caMo 4acCTKOBO BiAOYyBaETbLCS MPUMYCOBUI BMMB Ha NepeHeceHHs Kpani 3 ApoTy
npucaZkun B 3BaproBasibHy BaHHy. Big npaBu/ibHOCTI HanalwTyBaHHA 3anexuTb dopma Ta
fKiCTb GOPMYBaHHS B3, WO 3MEHLIYE MMOBIPHICTb MOSIBM NMOP | 3MEHLUYE 3epPHUCTICTb
CTPYKTYpPH, a ue 36iabLuye MiLHICTb 3BapHOro 3'€4HaHHS.

[na peanizauil uiei GyHKUil B anapaTi NOTPIBHO CNoYaTKy BKAUUTU PeXuM nyabcawil
cTpymy [Po.P]—nepeBectu i3 ctany "OFF” y ctan "ON”, a Takox 3a4aTu YOTUPW NapaMeTpu:
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ctpym imnyascy [LiP], ctpym naysu [I. PS], yactoty nyabcauii [Fr.P] Ta cniBBigHOWeEHHSA
imnysbc/naysa (abo «wnapyBsaTicTb») [dut]. 3a ymMoBYaHHAM YacToTa nysbcauii [Fr.P] Ta
«lnapysaTicTb» [dut] Ha HaMMOWMPEHILNX 3HaYeHHAX 10.0l L Ta 50% BigNoBiAHO. Mpy 3MiHI
napameTpa "wnapysaTicTb" Big 50%, BHOCUTBLCA aCUMETPIS MiX YacoM iMNyAbCy CTPYMY i
Yyacom "naysu" cTpymy:

3a 3aMOBYYBaHHAM

"wnapysaTicTb" [dut]=50% " wnapysaTicTb" [dut] =20% " wnapysaTicTb" [dut] = 70%
LA LA 1A}

50% | 50% |§] 80% |_| | I 70% |5§| |
i @

t,cex t,cex t,cex

JaHi napamMeTpn BCTAaHOB/IOIOTLCA Y Pi3HMX CUTYaLifiX NO-Pi3HOMY, BiA4MNOBIAHO A0

BMMOT 3BaptoBasibHMKa. MOpAA0K 3MiHM 3HaYeHHs ByAb-aKoT GyHKLiT y NOTOYHOMY pexumMmi
3BaplOBaHHA AMB. y n.6.1

5. HAMNIBABTOMATWNYHE 3BAPIOBAHHA (HA «MIG/MAG»)

HAMIBABTOMATUYHHIA
NANBHUK

BUPIB

YBara! B sikocTi 3ax1cHoro rasy npv 3saptoBaHHi YOpHUX MeTasliB y HaMNpocCTilomMy
BUMaAKy 3aCTOCOBYETbCA Byriekucani ras "CO2", a npu 3BaptoBaHHi aftOMiHIl0 — TisIbKK
iHepTHi rasm Tuny aproH "Ar", iHoai reninn "He", Ans Hepxagitlounx Ta BUCOKOJIErOBaHMX
CTaneln 4acTo 3aCTOCOBYIOTLCS CyMilli B pi3HMX nponopuisx, Hanpukaazg 8o0% "Ar" + 20%
"CO2". BUKOpPUCTaHHS iHLUMX — ra3iB InLLe 33 NOrOAXKEHHSAM i3 BUPOGHUKOM 061aHAHHS.

YBara! Tak sk anapat 061agHaHUN cTaHAapTHUM po3s'emom KZ-2 Tuny "€BPO" ana
nafbHWKa, TO B NOAAaNbLIOMY MOXHa NpUADBaTU NaNbHUK Ha BJACHWI PO3CY 4.

Mopsaaok NiAroToBKM anapaTty 40 poboTu Npu 3BaptoBaHHI CYLLiIbHUM APOTOM:

- BCTAHOBUTW AXepesio 3BaptoBa/IbHOro CTPyMy Ha OCHOBY MexaHi3My nogadi ApoTy, And
KPaLLL Ol XXOPCTKOCTI OXOMiTh i 3aTAMHITL peMeHeM J>Xepesio Ta OCHOBY (4epe3 OTBOpU Y
BUIASAI LWiAWH 3 6OKiB gXepena). PeMiHb MOCTAaBASETLCS Y KOMMIEKTI;

- nigkaumMTn Kabenb ynpasniHHA Big 610Ky nogayi 4poTy 40 po3'eMy 18 Ha 3a4Hil naHeni
AXepeny;
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npueaHaTy kabesb «mMaca» y rHisgo B «-» gxepena ctpymy;

NPUEAHATM 3aTUCKAY «Maca» A0 BUPOby;

LTeKep CUI0BOrO CTPYMy BA0KY Nogaudi APOTY NMPUEAHATH A0 THI3Aa Axepena A «+»;

NPUEAHATM Ta NPUKPYTUTU AO YNOpy 3BaploBa/ibHWI HaNiBaBTOMATUYHUI MaAbHUK A0

rHi3Za 11 Ha 6s10ui nogavi ApoTy;

BCTQHOBUTW peAyKTOp Ha ra3oBui 6asoH i3 3axucHuM rasom "CO2" abo "Ar+CO2";

MiZAKAOUYNTY Ta30BUI WIAHT 40 pesyKTopa rasoBoro 6asnoHa Ta WTyuepa 21 Ha 3a4HiN

naHeni 610Ky nogavi ApoTy;

BiZIKPUTU KpaH rasoBoro 6aioHa, NepeBipUTU repMETUYHICTb;

NiAKAOUYNTI MepexeBul Kabenb Jxxepesia 40 MepeXi XUBIEHHS;

KHOMKY/aBTOMaTUYHUI BUMMKaEY 12 Ha 3aHil NaHeni gXepena nepeBecTu Y NoI0XeHHs

"BKY;

- 33 AOMOMOrOK KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHH HA MIG/MAG (pexumum

nepemMmnKaloTbCsA Mo KOoAy);

3a ZlONOMOr OO0 KHOTMOK 2 BCTAHOBITb NOTPiOHY HanNpyry 3BaptoBaHHs;

BCTAHOBUTM KOTYLLKY i3 pOTOM HeobXigHOro AiameTpa;

NiAHATY Bropy KOPOMMCAO MPUTUCKHOMO POINKS;

3aBeCTU Bi/IbHUM KiHeLlb 4POTY Yepes BXiZHWUIM KaHa/l 20 Y 3BaptoBa/ibHUM NasbHUK;

OMyCTUTU Ta 3aTUCHYTU 3BaplOBa/ibHWUMA APIT MiX POAMKaMW, 3yCUANS MPUTUCKAHHS

POAMKIB HaNMMCaHO Ha MJIACTUKOBIN Pyuylli, AKWO HeAOCTaTHbO AOCBiAY, TO CMOYATKY

BCTQHOBUTW Ha CEPEAHE NOOXEHHS (NMPUB/IM3HE 3HAYEHHS 3);

- 33 /JOMOMOT 00 KHOMOK 8 BCTaHOBITb HEOOXiAHY LWBMAKICTb Nogayi ApoTy;

- 33 40MOMOrOI0 KHOMKM 7 MPOTACHYTU APIiT Yepes3 BeCb KaHa/ i BijperyatoBaTn OCTaToO4YHe
3yCUANA MPUTUCKaHHS POJIMKIB BiAMOBIAHO [0 PEKOMEHAALIN LWOAO NPOBEJEHHS
HaniBaBTOMaTMYHOrO 3BaptoBaHHsA. [py LbOMY 3BEpHiTb 0COBAMBY yBary Ha 3ycuans
3aTWCKAHHS ra/ibMa KOTYLIKM, KOTYLIKA NMOBUHHA ByTW MiHiMasIbHO-HEOOXIiZHO 3aTUCHYTA i
nerko obepTaTucs, ane MMMOBINIBHOrO PO3KPYUYyBaHHS He NOBMHHO byTu. YBATA! fkwo
ra/bMiBHUI MEXaHi3M KOTYLUKM HermpaBu/IbHO 3ibpaHuii, TO BiH MOXe «CaM03aTAryBaTmcsa»
npu obepTaHHi KOTYLUKW, WO Yepe3 KOPOTKMUIA 4ac npusBese A0 MOBHOrO O10KYBaHHA
APOTY 3 MOPYLUEHHSM NpoL,ecy 3BaploBaHHs, ToMy, byAb nacka, nepesipTe Lel MOMEHT
nepej nepLLoto 3anpaBkoto APOTY;

- NpU HEOobBXiAHOCTI MOXHA peryaoBaTH 404aTKOBI GYHKLIT 3BaptoBaibHOrO npouecy Ha
J>Xepesi Ta 610U nogavi ApoTy (MOPAAOK 3MiHU AMB. Y N.6.1).

He 3abyBaiiTe npo nogayy 3axmcHoro rasy! Jlns nepeBipku MOro HasiBHOCTI B KaHali
nafbHUKa Ha anapaTi nepesbayeHO KHOMKY 9, B MOMEHT HATWCKaHHS AKOI APIT He
nogaetbca. Akwo B HoBayok i HemMae J0CBiAY B HaMaWTyBaHHI ONTUMAaIbHOrO TUCKY AN
3BaplOBaHHA KOHKPETHOro BMpoby, TO CMoyaTKy TUCK rasy MOXHa BCTAaHOBWUTU bisblie
ONTUMAa/IbHOIO 3HauyeHHs ~0,2MMa, ue Mano BM/MHE Ha Mpouec, TiZIbKM 36iNblNTbCS
BUTpPaATa 3axMCHOro rasy. Ane B MalbyTHbOMY, A/ eKOHOMIi, KepynTecb 3ara/ibHUMM
PEKOMEHAALIIMU LLOAO 3BaploBa/ibHUX PoBIT HaniBaBTOMaTaMu. TakoX MouYMHaWTe i3
CcepesiHbOro 3HaYyeHHs LWBUAKOCTI nogavi ApoTy (~4...6 M/xB) Ta cepesHbOI HaMpyrn Ha
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Axepeni (~19B) npu 6yab-skomy AiameTpi BCTaHOB/eHOro ApoTy (J0,6...1,2MM), Le MoXe
He OMNTMMasbHO, ase anapaTt NoBWMHEeH BXxe BapuTw. LLLo6 gocarTu Kpaworo pesyabraty,
noTpibHO peryntoBaTW Hanpyry Ha JXepesi KHOMKaMK 2 i WBMAKICTb MoAadvi ApoTy
KHonkammu 8 Ha 6soui nogaui BIAMOBIAHO A0 3arajbHUX pekoMeHAauil Woj0
3BaploBasibHOro Mpouecy HaniBaBToMaTamu. [lam'sTalTe, AN KOXHOrO KOHKPETHOro
BMNAZAKY Li NnapaMeTpu € pisHUMM.

5.1 LK1 3BBAPIOBAJIbHOIO NMPOLECY - MIG/MAG
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MopsAoK 3MiHW 3HaYeHHs By Ab-AKoT GyHKLIT AMB. y N.6.1.

5.1.12 QYHKLUIA KHONKU HA MAJIbHUKY - 2T

3aCTOCOBYETLCA NPU 3BapIOBaHHI KOPOTKUX Ta CepeAHbOT A0BXUHM WBiB. QyHKLis
NOJIAra€ B HACTYMHOMY: MPU HATUCKAHHI KHOMKM Ha Ma/IbHUKY CUFHAA KepyBaHHA HAAXOANTb
y 610K KepyBaHHS, BiAnpaLboBYeTbCA GYHKLIiA Nepes-npoAyBKM Fra3oM 30HU 3BaptOBaHHS
3a yac [t.Pr] (BigKpMBa€ETbCA KNaMaH rasy), Aani NOAAETLCA CUMHA/ Ha BKIOYEHHSA AXepena
3BaplOBa/IbHOro CTPYMY i BUTryHa MeXaHi3My nogadi 4poTy. 3 LibOro MOMeHTY MOYMHAETLCA
npoL,ec 3BaptoBaHHs, 0AHOYACHO BiANPaLbOBYETLCSH GYHKL A NaBHOMO BUXOAY Ha PEXUM
3BaploBaHHA 33 4ac [t.uP], a TakoX MOXyTb BigNpaLbOByBaTUCA AOAATKOBI (yHKLiT
(Hanpuknag, iMNyAbCHUA pexuMm), BCe Le 3rifHO 3 LMK/JOM 3BaploBa/sbHOro npouecy
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HaBeAEeHOoro Ha Lukaorpami n.5.1. MNicas BignyckaHHS KHOMKW BiANpaLboBY€eTbCs GyHKL s
NNaBHOrO CMajaHHsA CTPyMy Ta LWBMAKOCTI nogadvi ApoTy 3a vac [t.dn], noTim Axepeno
BUMMKAETbLCA. Jlani BignpauboByeTbCsA GYHKL i MiCS-NPOAYBKM ra30M 30HM 3BaptOBaHHS 3a
yac [t.Po] (i3 3aTpMMKOIO 3aKpMBAETHLCA K/1anaH rasy).

5.2 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 4T
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MopsA0K 3MiHW 3HaUYeHHS By b-aKoT GYHKLIT AMB. Y N.6.1.

5.2.1 OYHKLUIA KHONKU HA MAJIbHUKY - 4T ta anbT.4T
a) CBITOBUM CTAHAAPT PEXUMY KHOMKU — 4T
6) aNbTepHATUBHWUI PEXMM KHOMKU - anbT.4T

3aCTOCOBYETLCA MpY 3BaploBaHHI A0Brux WwaeiB. QyHKLis NOAAra€ B HaCTYMHOMY:
MpU NEepLIOMy HaTUCKaHHI KHOMKW Ha MajibHUKY CUrHaA KepyBaHHS HaaXoAauTb y 610k
YNpaBAiHHSA, BiANPauLbOBYETbC YHKLUiA Nepes-npoAyBKM ra3soM 30HW 3BaplOBaHHSA
(BiAKPWBAETBLCA KAANaH rasy), Nicas Neplioro BifMyCKaHHA KHOMKM NOAAETbCA CUrHAN Ha
BKJ/IIOYEHHSA J>Kepena 3BaptoBa/IbHOro CTPYMY i ABUIYHa MeXaHi3My nodadi 4poTy. 3 Lboro
MOMEHTY MOYMHAETLCS MpoLec 3BaptoBaHHA. OZAHOYACHO BiANPaLbOBYETHCA YHKLiS
NJ1aBHOIO BUXOAY Ha peXWM 3BaploBaHHA 3a Yac [t.uP], a TakoX MOXYTb BignpaLboByBaTMUCA
AoAaTkoBi  PyHKLiT (Hanpuknag, IMNyAbCHUA pexum), BCce Le 3rigHO 3 LWKIOM
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3BaplOBa/IbHOrO MpoLecy HaBeAeHOro Ha uuknorpami n.5.2. ficaa Apyroro HaTUCKaHHSA
KHOMKW HAa NasibHUKY, BiAMNPaLbOBYETbCA YHKLiS MAABHOrO CMajaHHA Hanpyru Ta
WBMAKOCTI Nogavi ApoTy 3a yac [t.dn], NoTiM gXepeno cTpymy BUMUKAETbCS.

Micna gpyroro BignyckaHHs KHOMKW BiANpaLboBYETbCSA GYHKLiA NiCAA-NPOAYBKM
ra3oM 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpUMKOIO 3aKpUBAETLCA KNanaH rasy).

B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTeMa NpOMyCcKae Apyrun TakT
(nepuue BignNycKaHHA KHOMKM), UM i BiAPi3HAETLCA BiJ, CBITOBOro cTaHAapTy 4T. lNoacHUmo:
B [aHOMYy BMMajKy CMCTEMA He YeKaE MepLlloro BiAMyCKaHHA KHOMKWM Ha MajibHUKY, a
MOMeHTaJ/IbHO Micas BignpaLoBaHHA QyHKLIT nepes-npoyBKun ra30M 30HM 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA AYyrK — L& aHAN0M4YHO AK B pexumi kHonku 2T.
Mpu LbOMy Micas neplloro BiAmnyckaHHs npouec 3BaptoBaHHA TpuBae 6e3 3MiH. [aHun
pexuMm HagaeTbcst kommaHieto PATON sik 60HYCHWMIA, BUKOPUCTOBYBATM Ti/IbKM 3a 6axkaHHsAM,
OCKi/IbKM BiH 6iNbLU 3BUYHWI 3 NOrA4Y 6iNbl HACTOrO BUKOPUCTAHHSA KNIEHTaMK pexxumy 2T
Y KJIaCUYHUX HamniBaBTOMaTax, 6ibll iHTYITUBHO 3pO3yMinni.

5.3 OYHKUIA IHAYKTUBHICTb

Ua ¢yHkuis HeobxigHa AN 3MiHWM LWBWAKOCTI HApOCTAHHS CTPYMYy MpWU 3MiHi
Hanpyru Ayru. B pe3synbTaTi 3MeHWY€eTbCA po3bpu3KyBaHHA, ajse Le TakoxX BrJ/IMBAE Ha
npouec KpanasnepeHocy, Wo NpU3BOANTL HA BUCOKMX 3HAYEHHSAX CTYNeHs iHAYKTUBHOCTI
A0 YMOBI/NIbHEHHA MpOLLeCY 3BaplOBaHHA Ta CW/IbHOMO 3MEHLUEHHA 4acTOoTW MepeHocy
Kpanesb. 3MiHIOIOUYM 3HaYyeHHs Uiel yHKUI, KOXeH KOpuCTyBay Moxe BMbpaTy
ONTUMa/IbHUI NpoLLeC 3BaplOBaHHA. B 0CHOBHOMY MiHiMasibHi 3HaYeHHS 3aCTOCOBYIOTLCS
ANS 3BapOBaHHA TOBLLMH BisibLle 3 MM, @ MaKCMMaJIbHi 3HaYeHHS A1t TOHLWMX BUPObiB.

3a 3aMOBYYBaHHAM, iHAYKTMBHICTb BCTAHOBJIEHA Ha 3HaveHHi “OFF”, TobTO
BCTaHOB/IEHa Ha Hy/IbOBOMY CTyneHi. MMopsaAoK 3MiHM 3HauveHHs Oyab-sKoi yHKuiT y
MOTOYHOMY peXuMi 3BaptoBaHHA AMB. y N.6.1.

5.4 OYHKLIA NEPEA-NPOAYBKU 3AXUCHUM FA30M

Lis pyHKuis HeobXifHa AR 3aXUCTY 30HM 3BaplOBaHHA Bij LIKIAJIMBOrO BM/AMBY
aTMocdepHoro noBiTps i Mossira€ y nonepejHbOMY MNPOAYBaHHI 30HM 3BaploBaHHS
3aXMCHUM ra3oM rnepe/ 3ana toBaHHAM 3BaplOBa/IbHOI 4yri. 3a 3aMOBYYBaHHAM Yac nepej-
npoAyBku [t.Pr] BCTAHOBNEHO Ha 3HAYEHHi 0,1 CeK., Le 3HAYEHHS MOXHa B Oyab-aKWN
MOMEHT 3MIHUTK Ha CBii po3cyA. MopaAOK 3MiHM 3HaUYeHHs Byab-aKoT GyHKL,iiy NOTOYHOMY
pexXu1Mi 3BaptoBaHHs AMB. y N.6.1. BukopuctoByiiTe npaBuii iHgMkaTop 610Ky noAadi 4poTy.

5.5 PYHKLUIA NICAA-MPOAYBKU 3AXUCHNM FA30OM

La o&yHKkuUis nonsrae B nogasbwoMy MpOAyBaHHI 30HW 3BaplOBaHHSA 3aXUCHUM
rasom MiciA 3racaHHA 3BaploBaNbHOI AYrk, OCKiZIbKM po3neveHa 3BaploBajibHa BaHHA e
Zesikui yac 60iTbCA WKiAMBOro BN/MBY aTMOCPEepHOro NoBiTps. 3a 3aMOBYYBaHHSAM, Yac
nicna-npoaysku [t.Po] BCTaHOBAEHO Ha 3HAYEHHS 1,5 CeK., Lie 3HaYeHHs MOXHa B By b-aKkuit
MOMEHT 3MiHWTW Ha CBil po3cyy. MNMopsgoK 3MiHW 3HaYeHHs by ab-sKoi GyHKLiTy NOTOYHOMY
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peXxuMi 3BaproBaHHSA AMB. y N.6.1. MoXHa BUKOPUCTOBYBATH NiBUI iHAMKATOP AXepena Ta
npasuii iHaMKaTop 610Ky Nogavi ApoTy.

5.6 OYHKLIA HAPOCTAHHA HAMNPYIU/WWUBUNAKOCTI NOAAYI HA TMOYATKY
3BAPIOBAHHSA

Lis ¢yHkuis HeobxigHa Ans MNAABHOrO BMXOAY HAa PeXWM 3BaploBaHHA 3a
BCTaHOBAeHMM 4Yac [t.UP], WO 3MeHWYye PpoO3n/aeckyBaHHS 3BaploBasibHOI BaHHW Ta
po36pu3KyBaHHS B MOMEHT Mignasy, KOJu ApiT We X0J0AHWN. 30ibLIeHNI Yac NNaBHOMO
BUXOZY 3aCTOCOBYETHCS A1 NOYAaTKOBOro GOpMyBaHHS BaHHW.

YBATA! Yum 6inblunii yac HapOCTaHHA — TUM MEHLUWIA NOYaTKOBUI NpoBap, TOMy
3aCTOCOBYETLCS Ti/bKM A5 CEpeAHiX Ta AOBruX LWBIB. 3 Li€i MPUYMHM He MOTPibHO
36inblwyBaTh vac 6isiblue 0,1 cek. NpY 3BaptOBaHHI TOUYKaMM TOLLLO.

3a 3aMOBYYBaHHSAM, 4ac HapOCTaHHS BCTAaHOBJEHO Ha 3HayeHHi “OFF”, Tob6To
BUMKHeHO. MopsA0K 3MiHW 3HAUYeHHS By b-AKOT GYHKLiT Y NTOTOYHOMY pexuMi 3BapioBaHHS
AuB.y n.6.1.

YBATIA! lpuy 3BaptoBaHHi CTa/1eBMM 4 POTOM Yac HapocTaHHs [t.uP] Ha gxepeni mae
6yTn abo piBHuMM, abo Tpoxu MeHle HiX Ha 6soui nogavi gpoty. Mpwu 3BaprOBaHHI
aNtOMIHIEBMM A POTOM Yac HapocTaHHs [t.uP] Ha axxepeni Mae 6yTn 6inblunm (+0,2..+0,5 CeK.)
HiX Ha 6s10ui nogavi ApoTy.

5.7 PYHKLUIA CNAAAHHA HANPYTU/WBUAKOCTI NOAAMI B KIHLI 3BAPKOBAHHSA

Lia dyHKLif npu3HaYeHa 419 NJ1aBHOMO 3aBapOBaHHSA KpPaTepa, WO YyTBOPHOETLCA B
3BaplOBa/IbHIN BaHHi NiJ Ji€0 €1eKTPOMArHiTHOro AyTTsl e1eKTPUYHOK AYyrol i B
NoAasblIOMY € gxXepesoM gedeKTiB 3BaptoBasIbHOMO WBa. CUrHa oM A0 novatky GyHKLiT €
BiZiNyCKaHHA KHOMKM Ha NasibHUKY B KiHLi MpoL,ecy 3BaptoBaHHs, MPU LbOMY PyX NajibHUKa
HeobXifHO MpUMMHWUTK | 3aBaptoBaTH IMKY (Le i € KpaTep) Yy 3BaploBajibHOMY LWBI. 3a
perytoBaHHs NaBHOCTI LLbOro NpoLLecy BiANOBiAA€ Yac cnagaHHs Hanpyru [t.dnly axepeni
3BapOBa/IbHOIO CTPYMY, i Yac CMaZaHHA WBMAKOCTI noAaui ApoTy [t.dn] 6aoky nogaui
ApOTY. s KopekTHOI pob0TH Lii 3HaUeHHs MatoTb 36iraTtucs. 3a 3aMOBYYBaHHSAM, 3HaYEeHHS
BCTAHOBJ/IEHO HA 0,1 ceK., TOBTO paKTUYHO MOXKeE BUMKHEHO. Lle 3HauYeHHs MoXHa 3MiHIoBaTH
Ha CBiM po3cyA, NopsAoK 3MiHM AMB. Y N.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM APOTOM 4ac cnagaHHs [t.dn] Ha axepeni
CcTpyMy Mae 6yTn abo piBHMM, abo Tpoxu 6Ginblwe HixX Ha 6a0ui nogadi ApoTy. lMpu
3BaplOBaHHi a/IlOMIHIEBMM ApOTOM Yac cnagaHHs [t.dn] Ha gxepeni Mae 6yTM MeHWUM (-
0,3...-0,7 CeK) HiXX Ha bJs10Ui nogauyi ApoTy.

5.8 ®YHKL|I1 3BAPOBAHHA IMMNY/IbCHO-MOAY/IbOBAHOIO HAMPYIOLO

Lia dyHKLis npn3HaveHa 419 NOJIErUeHHs KOHTPOJIKO 3BaplOBa/ibHOrO NpoLecy y
NPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXKHbOIO, @ TaKOX MPW 3BaptoBaHHI KO/IbOPOBUX
MeTaniB. Bnaue BigbyBaeTbcs He3nocepesHbO Ha NepeMillyBaHHS PO3M/IaBAEHOro MeTany
LWBa, O B CBOO Yepry Bn/AMBaE Ha dopmy WwBa. A TakoX BigOyBaeTbCA NPpUMYCOBUIA BNAUB
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Ha MepeHeceHHs Kpan/i y 3BaploBasibHy BaHHY, L0 B CBOIO Yepry BrJ/IMBAE Ha CTabisbHICTb
npouecy. Sk i B iHLWMX BUAAX 3BaptOBaHHS, Liel NpoL,ec NeBHOO MipOI 3aMiHIOE pyXU pyKU
3BaptoBasibHMKa. OcobanBO Lie BaX/IMBO MPW 3BaploBaHHI Y BaXKOAOCTYMHUX Micusax. Big
MPaBUAbHOCTI HafaWTYyBaHHA JAaHOi QYHKLUiT 3a1eXuTb He Tifbku dopma, a M AKiCTb
¢dopMyBaHHS WBa, TOHTO 3MEHLLYETLCA MMOBIPHICTb NOSBM MOP i 3MEHLLYETHCS 3EPHUCTICTb
CTPYKTYpPH, WO e 36ibluye MiLHICTb 3BapHOro 3'€4HaHHS.

Ana peanizauii uiei GyHKUil B anapaTi noTpibHO cnovaTky YBIMKHYTU pexum
nyabcauii Hanpyru [Po.P] — nepesectu 3i ctany "OFF” y ctan "ON”, a Takox 3a4aTh 4oTvpK
napameTpw: Hanpyra iMmnyabcy [u.iP], Hanpyra nay3u [u. PS], yactoTy nyabcauiv [Fr.P] Ta
cniBBigHOWeHHS iMnybc/naysa (abo «wnapysaTicTb») [dut]. MovaTkoBO, YacToTa NyAbcaLil
[Fr.P] Ta «wnapysaTicTb» [dut] BCTaHOB/IEHI HA HAaWMOWMWPEHILLMX 3HaYeHHsX 200 L Ta 7%
BignosigHo. Mpwu 3miHi napameTpa "wnaposicTb" Big 7%, BHOCUTbLCS LWe binblia acumeTpis
MiX YacoM iMMyIbCy CTPYMY i YacoM "naysun” cTpymy:

3a 3aMOBYYBaHHAM
"wnapyeaTticts" [dut] = 7% "wnapysaticte" [dut]=2% " wnapysaTicTs" [dut] = 15%

t,cex t,cex t,cex

JaHi napameTpu BCTaHOB/IOKOTLCSA Y Pi3HUX CUTYaLifX NO-Pi3HOMY, BifMOBIAHO 40

BMMOT 3BaptoBa/ibHMKA. MOpPAAOK 3MiHWN 3HaYEHHA By b-aKOT GYHKLiT Y NOTOYHOMY pexuMi
3BaploBaHHA AuMB. y n.6.1

5.9 OYHKL IS BKNHOYEHHA BUMKHEHHA ABUTYHA
Lle soaaTkoBa GyHKUiS 415 MOX/IMUBOCTI BUMKHYTU poboTy ABUryHa. BoHa moxe
He 6yT1 B MeHIO, TaK K 3a HAasiBHOCTI 3B'A3Ky Mix 6/10KkaMu1 ynpaB/iHHA, anapaT cam npuiimMae
PillEHHSA NPO BKAIOYEHHSA Ta BUMKHEHHS BUI'YHa B KOHKPETHOMY PEXWUMi 3BaploBaHHA.
YBATA! /1na npaBu/ibHOi pob0TK HamiBaBTOMaTa Liel napameTp NMoBUHEH 3aBXAM
ByT1 B nosoxeHHi «ON».

6. HAJNALUTYBAHHA ANAPATY

B cTtaHaapTHOMY cTaHi (KOAM A0 KHOMOK Ha MepeAHi MaHeni He TOPKAlTbCS),
anapaT Ha eKpaH JXepena 3BaploBa/IbHOro CTPyMy BUBOAMUTbL 3HAYE€HHA OCHOBHOIO
napameTpa NOTOYHOrO PeXMMY 3BaploBaHHS:
1) y pexumi P43 “MMA” — 3BaptoBaNbHUIA CTPYM;
2) y pexxumi APT “TIG" — 3BaptoBasibHUI CTPYM;
3) y pexumi HA “MIG/MAG" — 3BaptoBa/sibHa Hanpyra.

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHA HA "MIG/MAG" Bigo6paxaeTbca NOTOUHe
3HaUYeHHs CTpPyMy, WO BUMILIIO B pe3ynbTaTi HACTYMHWX GakTopiB: AiamMeTpa ApoTy, WO
BMKOPUCTOBYETbCS, BCTAHOB/JIEHOIO 3HAYeHHA Hanpyru Ha JAxepesi, BCTAHOB/EHOI
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WBMAKOCTI MOAaYi APOTY Ha MexaHi3Mi noAavi, BUKOPUCTOBYBAHOrO rasy, martepiany i
TOBLLMHN BMPOBY, WO 3BApIOETLCSA i i T.A4. 3HAUEHHS MOKA3YyETbCA NPOTAroM 8 cek. micas
3aKkiHYeHHs1 3BaptoBaHHs — Le MNOTPIGHO AN MOX/IMBOCTI CAMOCTIMHOI NepeBipku CTpyMy
3BaptoBasibHMKOM, 6€3 CTOPOHHLOT AoMoMOru. A Ha ekpaHi MexaHi3My nogadi 3 npaBoro
6oky B ubomy pexumi (HA "MIG/MAG") BUBOAWNTbLCS 3HAYEHHS WBMAKOCTI NoAadi 4poTy B
"m/xB".

KHonka 3 Ha nepegHilt naHesi anapata Bignosigae 3a B1bip ¢yHkuUil Axepena B
MOTOYHOMY PeXWMi 3BaploBaHHs, a kHomnka 10 3a BMbip ¢yHkuil 610Ky nogadi B pexumi
MIG/MAG.

KHonka 4 Ha nepegHilt naHeni Bianosigae 3a BMOIp pexxMMy 3BaptoBaHHs.

KHonku 2 Ha nepeAHin naHeni Axepena CTpyMy BifnoBigaloTb 3a 3MiHY NMOTOYHOrO
3HauYeHHA Ha eKpaHi 3Aisa.

KHonku 8 Ha nepeaHin naHeni 610ky noAayi BiANOBIAAOTL 3@ 3MiHY MOTOYHOMO
3HaYEHHA Ha ekpaHi 610ky.

6.1 MEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIO

AKLL0 B anapaTi BCTAHOBJ/IEHO CUCTEMY 3aXMUCTY BifJ, HECAHKL,iIOHOBAHOMO A0CTYMY A0
MeHIo QYHKLiM, NPY HATUCKAHHI HA KHOMKY 3 Ha iHAMKATOPI He BifOyBaETbCA XOAHNX 3MiH,
TO6TO L5 KHOMKa 3ab10koBaHa. LLLob po3bnokyBaTy, HeobXigHO yTpMyBaTU Ti HATUCHYTOMY
cTaHi binbwe 3,5 cekyHA. MNpu po3bsokyBaHHI Ha iHAMKATOP BMBOAUTLCS 306paxeHHs
3aMOuKiB, L0 BiZAKPMBAOTBLCS, L0 BKA3ye Npo npouec po3610KyBaHHA MeHo GyHKLin. Micas
ycniwHoro po36i10KyBaHHS, NMPU HATUCKaHHI KHOMKM 3, Ha LMPPOBUIA ANCTNEN BUBOAUTLCS
MoToYHa Ha3Ba PyHKLi Ta i 3HaYEHHs.

YBara! lMicas BignyckaHHA KHOMKM 3 Yepes 2 CekyHAM ekpaH 3HOBY nepeige Ha
OCHOBHWI NapaMeTp MOTOYHOIO PexXMMy 3BapioBaHHs. Mokn Aucnaeln nokasye NOTOUHY
dyHKL,itO, Ti 3HAYEHHS MOXHA 3MIHUTK Y Hinbluy abo MeHLLY CTOPOHY, 3a 4OMNOMOroH0 KHOMOK
2. Abo npu WBNAKOMY HaTMUCKaHHI Ta BiAMYyCKaHHI Ha KHOMKW 3 MOXHa nepemmkaTncs Ha
HacTynHy dyHKLilo no kony.

YeBara! fkwo A40Bro yTpuMyBaTU KHOMKY 3 Y MOMEHT PO3r/sily HallMeHyBaHHS
byHKLIT, NprbaM3HO Yepes 10 ceKyHs, Ha LndpoBoMy Tabio NOYHETLCS 3BOPOTHUI BigiK
333...222...111, AKUIA NONepes3KaE NPo CKMAaHHA BCiX HaNaLUTYyBaHb MOTOYHOrO peXMUMY.

AHaNOryHO, MpU HATUCKAHHI KHOMKW 10 Ha UWMPPOBUIN iHAMKATOP NpaBopyY
BMBOAUTbCS rpadiuHa HasBa MoToyHOi ¢yHKUiT 6aoky nogaui gpoTy, a Bigpasy nicas
BiiMyCKaHHA NPOTArOM 2 CeKyHJ MOKa3yeTbCs MOTOYHE 3HauveHHs Liei ¢yHKuil. 3a
/,0MOMOT 010 KHOMOK 8 M0ro MoXHa 3MiHUTK B MeHLLy abo 6inbLuy CTOPOHY.

AKww,0 MeHto 3ab10K0BaHe, AIK i y BUNAAKY 3 MeHIo GYHKL i Ha gXepeni — 40CTaTHLO
YTPUMaTK LI0 KHOMKY MOHa, 3,5 CeK.

6.2 MEPEK/IIOYEHHA HA HEOEXIAHI/II‘/'I PE>KM 3BAPHOBAHHA
HaTuckaHHS KHOMKW 4 MPU3BOAUTL A0 MNEPEeK/OYEHHSI Ha HACTYMHUA pexum
3BapOBaHHSA No koJy. Lle BUAHO Ha ancnaei 1 Ha nepeaHin naHeni.
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6.3 CKUAAHHA HAJNALWTYBAHb BCIX d)YHKLI,Iﬁ NOTOYHOIo PEXUMY
3BAPIOBAHHSA

MoxyTb BigbyBaTuCcs cuTyauil, KOAM nNapameTpu B anapaTti TPOXM 3aniyTanu
KopucTyBaya. [11 Toro wob cKMHYTU IX A0 CTaHAAPTHUX 3aBOACLKMX, 40CUTb YTPUMYBATH
6e3nepepBHO KHOMKY 3 NPOTArom bisiblie 10 cekyHA (He 3BepTaTh yBary Ha 306paxeHHs
3aMouKiB). AK i HABOAWIOCS paHille, Ha Tab/10 NOYHETLCS 3BOPOTHUM BifiK 333...222...111
MpW JOCATHEHHi "000" BCi HaNALITYBaHHA MOTOYHOrO PEXMMY 3BaptoBaHHA 6yAyTb OHOB/EHI
Ha 3aBogcbKi. CKMAAHHS napameTpiB A/ KOXHOIO PeXuMy 3BaploBaHHS pobasiTbCs
okpemo. Lle 3pobs1eHO A5 3pyHHOCTI, Wo6 He CKUHYTU iHAMBIAYabHI HAJIAWTYBaHHS B 4ABOX
HLINX peXMMaX.

AHasIoriyHO, MOXHa CKMHYTWU napameTpu Ha 6soui nogadyi 4poTy 3a AOMNOMOrowo
KHOMKM 10.

6.4 3SMIHA HOMEPY NMPOIrPAMU Y MOTOYHOMY PEXKUMI 3BAPHOBAHHA

Y KoxHOMY pexumi 3BaptoBaHHsa MMA, TIG i MIG/MAG anapat moxe 36epirat go
16 pi3HMX BapiaHTIB HanalWTyBaHb. [lOTOYHWMI HOMep HanalWwTyBaHHA (Mporpamu)
Bif0OpaXaeTbcsi y BEPXHbOMY NPaBOMY KyTi iHAMKATOPA, WO 3HAXOAUTLCS Ha MepeaHin
naHeni fgxepesna. ¥ MOMEHT Meploro YBIMKHEHHsi anapaTa, A/ KOXHOro pexumy
3BaploBaHH$, 3aBXAMW BUBOAMTLCS nporpama nig N21. Yci 3mMiHM B HanalwTyBaHHi anapaTa B
A aHOMY pexXuMi 3BaploBaHHsA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbes. LLLo6 nepeitn
Ha iHWWA HOMep nporpamu i No4aTW HanalwTyBaHHA 3HOBY 3 6a30BMX napameTpis,
AOCTaTHbO HAaTUCHYTM KHOMKY 3 i fKWO MeHio BMbopy ¢yHKuUil 3abnokoBaHo, TOAI Ha
iHAMKaTOP BUBOAMUTLCS MOTOYHMIM HOMEP MPOrpamMu, KM MOXHa 3a J0MOMOrO0 KHOMOK 2
3MiHUTK y Bisblly abo MeHLy cTOpoHy. fAKwo MeHto Bubopy ¢yHKLiT He 3abaokoBaHe,
Hanpuk/aazj, KOpUCTyBad sikpa3 nepej LMM 3MiHIOBaB A0AaTKOBi mapameTpu ¢yHKUiN
onucaHi B n.6.1, To HeobxigHo 3absokyBaTu MeHio BubBOpPY OYHKUIM 3a A0OMOMOrot
YTPUMaHHS KHOMKM 3 Binble 3,5 cek. Tak camo K i npu po36a0KyBaHHi, Ha iHAMKATOPI
6yayTb BifobpaxaTucs 3aMKK, WO 3akpuBatoTbCs. [icaa 3akiHUeHHs Liel onepauii MeHto
byae 3a6710K0BaHO i Tenep MOXHa 3HOBY MOBTOPUTU CNpoby 3MiHM HOMepa Nporpamu 3a
Jonomoroto kHomku 3. [Mpu LboMy BCi napameTpu norepeAHbOi nmporpamu 6yayTb
36epexeHii f0 Hel 3aBXA M MOXHA MOBEPHYTUCS 3HOBY.

7. 3AFAIBHUM CNUCOK | NnoCNIAO0OBHICTb CDYHKLUI‘/'I
Pexwm 3BaptosanHsa P/13 "MMA"
0) [-1-] - ocHoBHW NapameTp CTPYM = goA (3a 3aMOBYYyBaHHsIM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHU 1A) Ans ProMIG-200
B) 12...250A (kpok 3miHu 1A) gns ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
4) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-500
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%) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
1) [H.St] cuna "Mapsyoro ctapTy"” = 40% (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHK 5%)
2) [t.HS] vac "Mapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYYyBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy gyrn" = 40% (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 100% (kpok 3MiHM 5%)
4) [U.AF] piBeHb cnpauboByBaHHS byHKLiT «Dopcax ayrv» = 12V (3a 3aMOBYYBaHHSM)
a)9 ... 18V (Kpok 3miHK 1V)
5) [BAH] Haxnn BonibTamnepHOT XxapakTepucTukn = 1,4V/A (3a 3aMoBUYyBaHHAM)
a) 0,2...1,8V/A (kpok 3MiHu 0,4V/A)
6) [Sh.A] 3BaptoBaHHs kopoTKoto Ayroto = OFF (3a 3aMoBYyBaHHsIM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO

7) [BSn] 610K 3HMXEHHS Hanpyru xonocToro xody = OFF (3a 3aMoBYyBaHHsAM)
a) ON —yBiMKHeHO

6) OFF — BUMKHeHO
8) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [l.iP] ctpym iMnyabcy = 9oA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHu 1A) Ans ProMIG-200
B) 12...250A (Kkpok 3miHu 1A) ans ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
4) 14...350A (kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-5o0
%) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
10) [I.PS] cTpym naysu = goA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (Kpok 3MiHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ans ProMIG-200
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
A) 14...350A (kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-5oo
x) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
11) [Fr.P] yacTtoTa nysbcauin ctpymy = 5,0 'L, (32 3aMOBYYBaHHSM)
a) 0,2...5000 L, (AMHAMIYHMI KPOK 3MiHM 0,1 ...1 L)
12) [dut] cniBBigHOWeEHHS iMNy/bc/nay3a (WnapyBaTicTb) — Lie BiACOTOK iMMNYyAbCy CTPYMY A0
nepiozy NPOXoA>XeHHs LMX iMNybCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3MiHW 5%)
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Pexxnm 3BaptoBaHHA TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (33 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHKn 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHU 1A) Ana ProMIG-200
B) 12...250A (Kpok 3miHu 1A) gns ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
') 14...350A (Kpok 3miHun 1A) ana ProMIG-350
4) 16 ... 500A (kpok 3miHM 1A) ana ProMIG-500
e) 18 ... 630A (kpok 3MiHu 1A) anst ProMIG-630
1) [But] pexxnm kHOMKM Ha NanbHUKY = [2T] (3a 3aMOBYyBaHHAM)
a) [LIFT] — KOHTaKTHWUI pexuM 3anantoBaHHs gyrn TIG-LIFT
6) [2T] — 6€3KOHTaKTHUI PEXMM 3aMastoBaHHS, pexum kHonku TIG-2T
B) [4T] — 6€3KOHTaKTHWI peXxXunM 3anastoBaHHs, pexum KHonku TIG-4T
2) [Pr.A] nonepegHin cTpym (ninoTHa gyra) = 20A (3a 3aMOBYYBaHHSIM)
a) 8 ... 50A (kpok 3miHn 1A) ans ProMIG-160
6) 10...50A (kpok 3miHM 1A) ans ProMIG-200
B) 12 ... 50A (Kpok 3miHu 1A) ana ProMIG-250
r)12 ... 50A (Kpok 3miHu 1A) ans ProMIG-270
) 14 ... 50A (Kpok 3MiHu 1A) ans ProMIG-350
4) 16 ... 5OA (Kpok 3MiHK 1A) ansa ProMIG-5o00
e) 18...50A (kpok 3minun 1A) gna ProMIG-630
3) [Po.A] cTpym 3aBaptoBaHHA KpaTepa = 20A (3a 3aMOBYYBaHHAM)
a) 8 ... 50A (kpok 3miHn 1A) ans ProMIG-160
6) 10...50A (Kpok 3MiHUK 1A) Ans ProMIG-200
B) 12 ... 50A (Kpok 3miHu 1A) ans ProMIG-250
r) 12 ... 50A (kpok 3miHu 1A) ans ProMIG-270
) 14 ... 50A (Kpok 3MiHu 1A) ans ProMIG-350
4) 16 ... 5OA (Kpok 3MiHK 1A) ans ProMIG-500
e) 18...50A (kpok 3miHu 1A) ana ProMIG-630
4) [t.uP] 4ac HapoCTaHHS CTPyMy = 0,3 CeK (3a 3aMOBYYBaHHSAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)
5) [t.dn] yac cnagaHHsa cTpyMy = 0,3 ceK (3a 3aMOBYYBAHHSM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3aMOBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [I.iP] cTpym iMnyabcy = 100A (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHu 1A) Ans ProMIG-200
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250
r)12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
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) 14...350A (kpok 3miHu 1A) ana ProMIG-350
4) 16 ... 5o0A (Kpok 3MiHW 1A) ans ProMIG-5o00
e) 18 ... 630A (Kpok 3miHun 1A) agna ProMIG-630
8) [I.PS] cTpym naysu = 100A (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHKn 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHU 1A) Ana ProMIG-200
B) 12...250A (Kpok 3MiHu 1A) ana ProMIG-250
r)12 ... 270A (Kpok 3miHu 1A) ana ProMIG-270
') 14...350A (Kpok 3miHun 1A) ana ProMIG-350
4) 16 ... 500A (kpok 3miHM 1A) ana ProMIG-500
e) 18 ... 630A (kpok 3MiHu 1A) anst ProMIG-630
9) [Fr.P] yacToTa nysbcayin ctpymy = 10,0 'l (3a 3aMOBYYBaHHAM)
a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 Y...1 TL)
10) [dut] cniBBiAHOWEHHSA iMNy/Ibc/Nay3a (lWnapyBaTicTb) — Lie BiACOTOK iMMNYy/bCY CTPYMY 4,0
nepiozy NPOXoA XeHHs LUX iMMybCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHWN 5%)

Pexxm 3BaproBaHHss MIG/IMAG
0) [-3-] ocHoBHUM NapameTp HAMPYTA = 19,0V (33 3aMOBYYBaHHAM)
a) 12,0...24,0V (Kkpok 3miHun 0,1V) ansa ProMIG-160
6) 12,0...26,0V (KpoK 3MiHW 0,1V) g41a ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) ana ProMIG-250
r)12,0...29,0V (kpok 3miHu 0,1V) gns ProMIG-270
') 12,0...30,0V (Kpok 3MiHK 0,1V) ana ProMIG-350
4) 12,0...40,0V (KpoK 3MiHM 0,1V) ansa ProMIG-500
e) 12,0...44,0V (Kpok 3miHu 0,1V) ans ProMIG-630
1) [But] pexxum KHomMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — pexum KHONKM Ha NanbHUKy 2T
6) [4T] — CTaHAAPTHUN PEXUM KHOMKM HA NaNbHUKY 4T
B) [an1bT.4T] — aNbTepHAaTUBHUIN PEXUM KHOMKW HA NaNbHUKY 4T
2) [Ind] iHaykTUBHicTL = OFF (33 3aMOBYYyBaHHAM)
a) o [OFF] ... 6 piBHiB (KpOK 3MiHW 1 piBeHb)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 ceK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM FasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHA Hanpyrun = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOoK 3MiHM 0,1 CeK.)
6) [t.dn] yac cnagaHHs HaNpyry = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 ceK.)
7) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3aMOBYyBaHHAM)
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a) ON —yBimKHeHO
6) OFF — BUMKHEHO
8) [u.iP] Hanpyra iMnyabcy = 19V (3a 3aMOBYYBaHHAM)
a) 12,0...24,0V (Kpok 3miHu 0,1V) ans ProMIG-160
6) 12,0...26,0V (kpok 3miHK 0,1V) aAna ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) agna ProMIG-250
r)12,0...29,0V (Kpok 3MiHu 0,1V) ansa ProMIG-270
') 12,0...30,0V (Kpok 3miHu 0,1V) ans ProMIG-350
4) 12,0...40,0V (Kpok 3MiHK 0,1V) ana ProMIG-500
e) 12,0...44,0V (KPOK 3MiHW 0,1V) ana ProMIG-630
9) [u.PS] Hanpyra nayswu = 19V (3a 3aMOBYYBaHHAM)
a) 12,0...24,0V (Kpok 3miHun 0,1V) ansa ProMIG-160
6) 12,0...26,0V (Kpok 3MmiHM 0,1V) anst ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) gna ProMIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) gns ProMIG-270
') 12,0...30,0V (Kpok 3MiHW 0,1V) ana ProMIG-350
4) 12,0...40,0V (KpoK 3MiHM 0,1V) ans ProMIG-500
e) 12,0...44,0V (Kpok 3miHu 0,1V) ans ProMIG-630
10) [Fr.P] yacToTa nyabcauiv Hanpyru = 20 'l (33 3aMOBYYBaHHAM)
a) 5...500 'L, (KpoK 3MmiHM 1 L)
11) [dut] Koed. 3anoBHeHHs (WNapyBaTiCTb) — L& BiA4COTOK iMMybCy HAaNPyru A0 nepioay
NMPOXOAXEHHSA L1X iMNyAbCiB = 7% (33 3aMOBYYBaHHAM)
a) 2...20% (kpok 3miHu 1%)

Ha npaBomy iHAMKATOPI MexaHi3My nojadi ApoTy:
0) [-1-] ocHoBHUI napameTp — LUBNAKICTb nogaui = 7,0 M/XB (3a 3aMOBYYBaHHSAM)
a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMoBYyBaHHAM)
a) [2T] — pexum KHONKM Ha NanbHUKy 2T
6) [4T] — CTaHAAPTHUN PEXUM KHOMKM HA NaNbHUKY 4T
B) [aNbT.4T] — anbTEPHATUBHUIA PEXUM KHOMKU HA NaNbHUKY 4T
2) [Dru] yBimMK/BUMK. ABUrYyHa nogadi apoTy = ON (3a 3amoBYyBaHHAM)
a) ON —yBimMKHeHO (33 HaABHOCTI 3B'A3KY, anapaT caM BKto4ae B pexumi MIG/IMAG)
6) OFF — BUMKHeHWI (33 HasiBHOCTI 3B'A3KY, anapaT caM BUMUKAE B pexxumi MMA Ta
TIG)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oM = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM rasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHS WBMAKOCTI NOAaydi APOTY = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)
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6) [t.dn] yac cnagaHHs WBKAKoCTi nogavi apoTy = OFF (3a 3amMoBYyBaHHsM)
a) o [OFF] ...

8. PEXXMM POBOTW BI4 TEHEPATOPA

5,0 CeK. (KpOK 3MiHM 0,1 ceK.)

Jl>xepenio XXnBAeHHs NpuaaTHe Aas poboTu Big reHepaTopa, 3a YMOBM:

Mig vac poboTn 3aAane 3HaueHHA Mig vac poboTn giaMeTpoMm ApoT! MiHiMazeHa
g P ctpymy npy MMA i g P ! pom apoty NOTYXHICTb
€/1eKTPOA0M npu MIG/MAG

TIG reHepaTopa

22 He binblue 80A He binbLie Jo,6MM 3,0 kVA

a3 He binblue 120A He 6inblie Zo,8mMm 4,5 kVA

[7)A He binblue 160A He binblue @1,0MM 6,0 kVA

s He Binbwe 200A He 6inbwe J1,0MM 7,7 KVA

@6 nerkon. He Ginblue 250A He 6inbwe J1,2MM 10,0 kVA

@6 nerkon. He Hinble 270A He 6inbwe J1,2MM 12,0 kVA

76 He 6inbLe 350A He binbwe J1,4MM 16,0 kVA

@8 nerkona. He Binblwe 500A He 6inbwe J1,6MM 30,5 kVA

28 A0 630A He 6inbwe @2,0MM 42,0 kKVA

Jns 6esBigMoBHOI poboTu! BuxigHa MidkpasHa Hanpyra reHepaTopa He MOBUHHA BUXOAUTH
3a 40NYCTUMI MeXi:

-160-260V (ans mozgenent ProMIG-160/200/250);

- 320-440V N8 BCix Tpbox a3 (a5 mogenen ProMIG-270/350/500/630).

9. AornaA 1 TEXHIYHE O6C/IYTOBYBAHHA
YBara! MNepeg T1M, AK BiAKpUTM anapaT 415 NpodinakTUKK, HeObXiAHO BUMKHYTU

MOro Ta BiAK/OUUTU Bif Mepexi XUBAeHHs. [aTn MOXIUBICTb PO3PAAUTUCS BHYTPILLHIM

NaHutoram anapata (npvbausHo 5 xB) | Auwe nicaa uboro pobutu iHwi Aii. Mpwu

06cyroByBaHHi BCTAHOBUTU Tabanuky, sika 3a60poHsAE BMMKATK anapar.

Ans Toro, wob 36epertv amapaT npauesgaTtHUM Ha HaraTto pokis, HeobxigHO

AOTPUMYBATUCS KiIbKOX NPaBUA:

- MPOBOAWTM iHCMEKLito 3 TexHikn Be3neku y 3ajaHi iHTepBaau Yacy (auB. Po3gin ,Bkasisku
3 TexHikun 6e3nekn”);

- NpU iHTEHCMBHOMY BUKOPWUCTaHHI peKOMEHAYEMO pa3 Ha NiBpOKy MpoAyBaTW amapat
CyXMM CTUCHEHUM nosiTpaM. YBara! lNpoJyBaHHA 3 3aHaATO KOPOTKOI BiACTaHi MoXe
MPU3BECTM [0 MOLIKOAXEHHSA eNeKTPOHHUX KOMMOHEHTIB;

- NPV BEIMKOMY CKYNYEHHI MUY MPOYNCTUTU KaHaIM CUCTEMU OXONOAXEHHS BPYYHY.
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10. MPABUJIA 3BEPIFTAHHA

3aKoHCepBOBaHe Ta YMakoBaHE [A)Kepeso 3BaploBasibHOrO CcTpymy 36epirati B
yMoBax 36epiraHHs 4 3a FTOCT 15150-69 CTPOKOM 5 pPOKiB.

PoskoHcepBoBaHe fkepe/o NoBMHHE 36epiraTmcs B Cyxmx 3aKpUTUX NPUMILLEHHSX
3a TemMnepaTypwu NoBiTPs He Hnxk4ye natoc 5°C. Y NpUMilLeHHsX He MaEe 6yTH napu KUCIOT Ta
iHLIMX aKTUBHUX PEYOBWH.

11. TPAHCIMOPTYBAHHSA

3anakoBaHe AXEpesio MOXEe TPaHCMOPTYBaTUCA BCiIMA BMAAMW TPAHCMOPTY, WO
3abesneyytoTb Moro 6esneky 3 AOTPUMAHHSIM MPaBW/ MepeBe3eHb, BCTAHOBJIEHUX A5
TPaHCNOPTY LbOro BUAY.

12. KOMMJIEKT MOCTABKUA

1. [I)Xepeno X1BJIeHHS 3BaplOBa/IbHOI AyTY 3 MepeXHNM Kabesem —1WT,;

2. Baok nogavi gpoty —1WT,;

3. ®ipmoBuii roppokopob PATON —1wT,;

4. Kabenb 3BaptoBanbHUI 3 enekTpogoTpumadem ABICOR BINZEL —1WwT,;

5. Kabenb 3BaptoBanbHUiA 3 knemoto "maca" ABICOR BINZEL —1uWT,;

6. LLIBUAKO3HIMHMI NHEBMOPO3'eEM —1WT,;

7. IHCTpyKUifA 3 ekcnayaTauii —1WT,;
Ana modenell ProMIG-160-15-2/200-15-2/250-15-2/270-15-2:

- Na/ibHUK HaniBaBTomMaTM4HUN ABICOR BINZEL —1WwT,;

- POAMKM AN8 CyLiNbHOrO A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMM.;
- peMiHb A5 KpinieHHs gxepena 40 610Ky nogaui —1WT,;
Ans modeneli ProMIG-250-15-4/270-15-4/350-15-4:

- Na/IbHUK HaniBaBTomMaTM4HUN ABICOR BINZEL —1WwT,;

- POANKM ANS CyuUinbHOro agpoTy (0,8-1,0; 1,2-1,6) — 2 KOMI.;
- POANKK ANS antoMiHiEBOro ApoTy (0,8-1,0) —1KOM.;
- peMiHb A8 KpinaeHHs axepena go 610Ky nogaui —1uWwT,;
Jna modenell ProMIG-500-15-4/630-15-4:

- POANKM ANg cyuinbHOro agpoTy (0,8-1,0; 1,2-1,6) — 2 KOMI.;
- POANKM ANS antoMiHiEBOro ApoTy (0,8-1,0) —1KOMm.

13. MPABUJIA TEXHIKU BE3MNEKU

3ATAJIbHI MONTOXKEHHA

3BaptoBasibHUI  anapaT BWIOTOBJIEHWW BIAMOBIAHO A0 TeXHIYHUX CTaHAapTiB Ta
BCTAQHOBJ/IEHMX MPaBW TexHikn 6e3nekun. MNpoTe Npy HeMpaBWbHOMY MOBO/KEHHI BUHUKAE
Hebe3neka:

- TpaBMYyBaHHS 06C/1lyroBYyIOYOrO NMepCOHay UM TPeTbOi 0coby;

- 3aMO0AifAHHA LWKOAW CAMOMY anapaTy UM MaTepiasibHUM LiHHOCTAM MigNPUEMCTBS;

- nopyLeHHsi epekTnBHOro poboyoro npouecy.
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Yci ocobu, siKi mos's3aHi 3 BBegeHHSIM B eKCMayaTauilo, KepyBaHHSM, AOrNSA0M Ta
TEXHiYHWMM 06CNyroByBaHHAM anapaTy NOBUHHI:
- MpOWTU BiANOBIAHY aTecTaw,ito;
- MaTu 3HaHHS 3 3BaptoBaHHS;
- TOYHO AOTPUMYBATUCh L€l IHCTPYKL,il.
HecnpaBHocTi, siki MOXYyTb 3MeHLLINTYN Be3reky, NOBUHHI ByTN TepMiHOBO yCyHeHi.

OBOB'A3KN KOPUCTYBAYA

KopucTtyBay 3060B's3yeTbcsa gonyckaTti Ao pobiT Ha 3BaptoBasibHOMY anapari smue ocib,
AKi:

- 03HaOMUANCS 3 OCHOBHMMMW MpaBUAaMU TexHikM Be3neku, NPOWLLIM HaBYaHHSA 3
BUKOPUCTaHHS 3BaptoBasibHOTr0 061ajHaHHS;

- npounTann po3ain «MpaBuna TexHikn Ge3nekm» Ta BKa3iBKM LWOAO HeObXigHMX
3anobiXXHUX 3aX0A4iB, HaBeAEHMUX Y LLbOMY MNOCIOHMKY, Ta NiATBEPAUTU Lie CBOIM NiANNCOM.

OCOBUCTE 3AXUCHE OCHALLLEEHHA

s ocobuctoro 3axucty ocobu, siki NoB's3aHi 3 BBEAEHHAM B eKCrlyaTaLllilo, KepyBaHHsAM,
AOrNSA0M Ta TeXHIYHUM 06CyroByBaHHAM anapaTy NOBWHHi:

- HOCWUTK MillHe B3yTTd, Wo 36epirae i30/10t04i BAACTMBOCTI, Y TOMY YMCAi Y BOJOTMX
yMOBaXx;

- 3aXULLATU PYKM i30110104MMUN PyKaBUYKaMK;

- OuYi 3axMILaTM 3aXMCHOI MAacKol 3 BIAMOBIAHMM CTaHAapTaM TexHikM 6e3neku
binbTpOM NpoTH yNbTPadios1eTOBOro BUNPOMIHIOBAHHS;

- BUKOPUCTOBYBATM Ti/bKW BiNOBiAHWI BaXKO33aUMUCTUI OAAT.

HEBE3MNEKA WKIANNBUNX TA3IB | BUMNAPIB

- AWM | WKIAAWBI ra3u, WO BMHWMKAOTb B MpOLeCi ekcnayaTauii anapaty BUAAANTK 3
pob0oyoi 30HM cneuiasibHUMK 3acobamu;

- 3abe3neunTn A0CTaTHIN NPUNAMB CBIXOrO NOBITPS;

- napy PO3YMHHMKIB HE MOBUHHI MOTPANAATH A0 30HN BUNPOMIHIOBaHHS 3BaptoBa/ibHOT
AYTW.

HEBE3IMEKA BU/IbOTY ICKOP

- 3aMUCTi NpegMeTn HeobXiZHO BUAAANTM 3 poboYOoi 30HY;

- He [AO0MNycKalTbCA 3BapltoBasbHi pobOTM Ha EMHOCTSX, Y fIKMX 36epiraloTbcs uum
36epiranunca rasu, nanbHe, HabTONPOAYKTU. € Hebe3neka BUOYXY 3a/MLWKIB LUX NPOAYKTIB;
- y noxexoHebe3sneuHnx Ta BUOyxoHebe3neyHMX MPUMILLEHHSX JAOTPUMYBATUCh
0C06/1MBMX NPaBwJI, Bi4NOBIAHO A0 HaLiOHaIbHUX Ta MiXHAaPOAHMX HOPM.

HEBE3NEKA HAMPYIN MEPEXXI XKXUBJIEHHS | 3BAPIOBAJIbHOIO CTPYMY
- YPaxKeHHs eleKTPUYHUM CTPYMOM MOXe ByTn cMepTenbHUM;
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- CTBOPEHi BUCOKOYACTOTHMUM CTPYMOM MarHiTHi Mo MOXYTb HEFaTMBHO BMN/NBATU Ha
npaLessaTHiCTb e/leKTponpuaaAis (Hanpuknag, kapaioctumyastop). Ocobu, ski MatoTb Taki
npuaaan, MOBWHHI NOPaAUTUCA 3 JikapeM, neplw Hix HabaumxaTtuca go poboyoro
3BaploBaibHOro MaJaHumKa;

- 3BaploBanbHUA kabenb Mae OyTW MiLHUM, HEMnoWKOAXEHUM Ta i30/bOBaHUM.
OcnabneHi 3'e4HaHHA Ta NOLWKOAXEHUN Kabenb HeobXiAHO HeranmHo 3amiHUTU. Mepexesi
kabeni Ta kabeni 3BaptoBasIbHOro anapaTy NMOBUHHI CMCTEMATUYHO NepeBipsATUCHL daxiBLem
€/1eKTPUKOM Ha CrpaBHICTb i301aLil;

- MigZ, Yac BUKOPUCTaHHA 3aBOPOHAETLCS 3HIMATI 30BHILLHIN KOXYX anapara.

HE®OPMAJIbHI 3BAXOA4U BE3NEKU

- iHCTpyKUilo 3 ekcnsyaTauil HeobxigHo nocTiMHo 36epiraTu nobausy wmicus
3aCTOCYBaHHSA 3BaploBa/IbHOro anapary;

- £,043aTKOBO 0 IHCTPYKL,iT HEObXiAHO AOTPUMYBATUCh YNHHMX 3arajibHUX Ta MicL,eBMX
npaBuA TexHikn 6esnekun Ta ekonorii;

- BCi BKa3iBKM Ha 3BaptoBas/ibHOMY arnapaTi TpUmaTty B YuTabenbHOMY CTaHi.

B/TYKAKOUYI 3BAPHOBAJIbHI CTPYMU

- HeobXifHO CTeXUTU 3a TuM, Wob Kaema kabento «macu» Gyna MiLHO NpUEAHaHA A0
MicLl 3BaptOBaHHS;

- MO MOXJ/IMBOCTI He BCTAHOB/IOBATU 3BaploBasibHWUIA anapat 6HesnocepesHbo Ha
eNekTponpoBigHe NokpuTTa nigaoru abo poboyoro cTony, BUKOPUCTOBYBATM i30/1H0HOM
NPOKAAAKM.

3AXOAUN NONEPEADKEHHA Y 3BUYAMHNX YMOBAX

LLloHalMeHlle OAWMH pa3 Ha TUXAEHb HeobXiAHO nepeBipATVM anapaT Ha 30BHILLHI
MOLIKOAXEHHS Ta GYHKLiOHYBaHHS 3anobidXHUX NpUCTPOIB.
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14. TAPAHTINHI 3060B'AI3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy axepena
3BaploBa/IbHOro CTPyMy 3a YyMOBM JOTPUMaHHSA CroXuBayem yMOB eKcrayaTalii,
30epiraHHs Ta TPaHCMOPTYBaAHHS.

YBATA! Be3KolUTOBHe rapaHTiliHe 06C/lyroByBaHHS Bif CYyTHE MiJ Yac MexaHiuHmX
MOLIKOAXXeHb 3BaptoBasibHOro anaparty!

ProMIG-160
ProMIG-200 5 pokiB
ProMIG-250

ProMIG-270-400V
ProMIG-350-400V
ProMIG-500-400V
ProMIG-630-400V

3 poku

2 poku

OCHOBHWIA rapaHTiMHWI nepios 06UMCNIOETLCA Bif AHS NPOAaxy iHBEPTOPHOrO
ob1aZHaHHA KiHL,eBOMY NOKYyML,eBi.

MpoTAroMm OCHOBHOMO TrapaHTIHOrO nepiody npogaseub 3000B'A3yeTbCS
6e3KOLTOBHO AN5t BNAaCHUKa iHBepTOpHOro obnagHaHHsa PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJOMKM;

- 3abe3neunTn HeobXiAHUMM ANt BUKOHAHHS PEMOHTY By3/1aMU1 Ta e/leMeHTaMu;
- npoBecTu poboTH i3 3aMiHKN esleMeHTIB i By3iB, L0 BUNLLAN 3 NaAY;

- MPOBECTM TECTYBaHHS BipeMOHTOBaHOro 06.1a4HaHHs.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOLWKPIOITLCA Ha 06.1a4HaHHS:

- 3 MexXaHiYHUMW MOLIKOAIKEHHAMM, WO BMAMHYAW Ha Mpaues3faTHiCTb anapaTy
(aedopmaLiis kopnycy Ta AeTanen yHacnifoK NaziHHA 3 BUCOTU abo nagiHHA Ha obnagHaHH:
BaXKMX NpeAMeTiB, BUNaAaHHA KHOMOK Ta po3'eMiB);

- 3i cigamu Koposii, Wo CNpUYMHUAG HECNPaBHUWI CTaH;

- O BUILL/IO 3 NaZy Yepes BMJ/IMB Ha MO0 CUJIOBI Ta €/1eKTPOHHI e/leMeHTU 3HaYHOT
BOJIOTM;

- WO BWWLWIO 3 NaAy Yepe3 HAKOMWYeHHs BCepeAuHi CTPYMOMPOBIAHOMO MUy
(BYrinbHWI NKUA, MeTaneBa CTPYXKaA Ta iH.);

- y pasi cnpobu caMOCTIMHOro peMOHTy MOro By3/iB Ta/abo 3aMiHW eneKTPOHHUX
eNleMeHTIB;

PekomeHAy€eTbCA, 3a71€XKHO Bif, YMOB eKcnyaTauil, OAWH pa3 Ha MiBpOKy, 3344
YHUKHEHHS1 BUXOZY anapaTty 3 /faAdy, NPOBOAUTU UMCTKY BHYTPIWHIX €N1eMeHTIB i By3NiB
JAaHoro obnagHaHHA CTUCHEHWM MOBITPAM, A5 HOro HeOobXiZAHO 3HATU 3aXUCHY KPULLKY.
YL eHHs HeobXi4HO NPOBOAUTM akypaTHO, YTPUMYIOUM LWAHT KOMNPECopa Ha A0CTaTHIN
BiZCTaHi, 33419 YHUKHEHHS MOLIKOAXEHHS Nalky eNeKTPOHHUX KOMMOHEHTIB i MexaHiuHuX
YaCTUH.
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TakoxX OCHOBHIi rapaHTilHi 3000B'A3aHHSA He NOLWMPOTLCS Ha 30BHILLHI e1eMeHTH
063 HaHHSA, W0 BUNLWAK 3 134y, WO NiAAaTbCs Gi3MYHOMY KOHTAKTY, Ta CynyTHI/BUTpaTHI
MaTepianu, NpeTeHsii 3a AKMMU NPUNMAIOTLCS HE Ni3Hille ABOX TUXKHIB MiCAs NpoAaxy:
- KHOMKA YBIMKHEHHS T8 BUMWKaHHS;
- PYYKM peryloBaHHA 3BaploBa/ibHUX MapamMeTpis;
- po3'eMM NigKAOUEHHS KabeniB Ta pykaBis;
- PO3'eMM yNpaBAiHHS;
- MepexeBui kabesb Ta BU/IKa MepexeBoro kabento;
- pyyKa ANsi NepeHeceHHs, peMiHb Ha nsedi, keinc, Kopobka;
- eNeKTPoA0TPMMaY, KJIeEMa «MacKh», NMaJibHUK, 3BaptoBasibHi kKabeni Ta pykasu.
Mposaselb 3anuwae 3a cobolo NpaBo BIAMOBUTU Yy HaAaHHI rapaHTiHOro
PeMOHTY, ab0 BCTaHOBUTM K AaTy NOYATKY BUKOHAHHS rapaHTiHUX 3060B'A3aHb MicALb Ta
pik BUMNYCKy anapaTy (BCTAHOB/IOIOTLCSA 33 CEPINHUM HOMEPOM):
- npw BTpaTi nacnopTa BAAaCHUKOM;
- 3a BiZ,CYTHOCTi KOpekTHOro abo B3arasi by b-sKoro 3anoBHEHHS NacnopTa NPoAaBLEeM
nig yac npoAaxy anapary.
FapaHTiMHWUI TePMiH MPOAOBXYETLCS, HA TEPMiH FrapaHTIMHOro 0bcNyroByBaHHs
anapaTy B CepBiCHOMY LLeHTPpi.
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MogcoesVHeHNe K CMI0BOM ceTu/cnnoBoMy WuTy (Mpu 25°C):

BHMMAHME! YuuTtbiBaiiTe npoBoAa, NpoBeA&HHbIe B CTEHAX U APyrue YAAUHUTENN

Wcnonb3yembii YcTaHoBNEeHHOE AnameTp ceueHns | CeueHue Kaxpaoun Makcum.
3/1eKTPOA B peXume 3HayeHue Toka npu NpOBOJIOKU NpU >KWJIbl CETEBOTO ANVHa
MMA MMAuTIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
15 115
2 MM He 6onee 80A He 6onee Jo,6MM 2 205
2,5 195
4 310
6 465
1,5 75
2 105
3 MM He bosiee 120A He bosiee Jo,8Mm 2,5 130
4 205
6 310
75
2!
D4 MM He 6osiee 160A 2 2
4 155
He 6onee @1,0MM 6 230
2,5 75
D5 Mm He 6osiee 200A 4 125
6 185
o 2,5 60
5 MM
D6 MM S1CFKOMA. 2,0 250A He 6onee @1,2MMm 4 100
6 150
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Wcnonb3yemblit YcraHoBAeHHOe AvnameTp ceueHns | CeueHue Kaxkgom Makcum.
3/1eKTPOA B peXume 3HayeHue Toka npu NpOBOJIOKU NMpU >KWJIbl CETEBOTO ANVHa
MMA MMAuTIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
15 135
2 175
23 MM He 6onee 120A He 6onee Jo,8Mm 2,5 220
4 350
525
130
2,5 160
D4, MM He 6onee 160A
4 260
He 6onee J1,0MM 6 385
2,5 115
25 MM He bosiee 220A 4 180
6 270
2, 8
6 MM 5 5
He 6bonee270A He 6onee @1,2MM 4 135
nerkonaaekue
6 205
2,5 65
76 Mm He 6onee 350A He 6onee J1,4Mm 4 100
6 150
4 80
@6 MM Tyronsiaskue He bosiee 400A 6 120
10 1
He 6onee J1,6 MM &)
28 MM 4 =
He 6onee 500A 6 85
Nerkonnaekue
10 140
4 40
28 Mm 2,0 630A He 6onee @2,0 Mm 6 65
10 105
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1. OBLWUME NMOJIOXKEHUA

NHBepTopHble  undpoBble  nosnyastomatsl PATON  ProMIG-160/200/250/270-400V/350-
400V/[500/630 MpegHa3HayeHbl A5 nosyaBToMaTuueckon cBapku (MA «MIG/MAG») B cpese 3alUTHbIX
ra3oB M CMeCel Ha NOCTOSIHHOM TOKe, a TakXe A5 aproHoAyroBoi cBapku (APT «TIG») 1 pyyHoit g4yrosom
capku (PAC «MMA»). MpeumyLiecTBa MCMo/Ib30BaHMA B 3TOM annapaTe NoJIHOCTbIO LndpoBoro cnocoba
YNpaB/IeHNs 3aK/I0YaeTcs B OTCYTCTBUM HEAOCTATKOB MPUCYLMX MHOFOQYHKLMOHAbHBIM CUCTEMAM,
CAeNaHHbIM Ha OCHOBE aHaJ/IoroBbIX CMCTEM YMpaB/eHWNs, KOTOPble MO OMNpejeseHNIO 3aTO4YeHHble BCeraa
NoJ KaKoOW-TO KOHKPETHbIN PeXuM, a BCE OCTaJIbHbIE PEXUMbI KaK AOMOJIHUTE/IbHbIE UMEIT HeA0CTaTKM
ynpassieHnsa. A B MONHOCTbIO LMbPOBON CUCTEME, NiaTa ynpaB/ieHus pacnosiaraeT abCconloTHO BCeEMM
pecypcamMm UCTOYHMKA, B NPEAEax ero NOJAHOM MOLWHOCTU 1 He BaXKHO B KAKOM PEXMME OHa UCMO/Ib3yeTCs.
3T1a «Professional» cepua npegHasHayeHa ANS NPOMbIWAEHHOrO WCMO/b30BAHUA, WUCTOYHUK MOXHO
OTAENATb OT MeXaHW3Ma NoAayM NPOBOOKM KakK ANs yA0DCTBA MONb30BaHWUA, Tak U ANS BbINOJAHEHWS
TpeboBaHMN TeXHUKN 6e30MacHOCTN B ONpeAenieHHbIX CyYasx. 3a cyeT JOMNOJAHUTENbHbIX PEryMpoBoK,
WHBEPTOPHBIA MOJlyaBTOMAT MOXHO HacTpauBaTb Ha Hambosiee ONTUMasbHble YCTAHOBKW B Pa3/IUuHbIX
cuTyaumax. ObecneyrBatoT GakTUYECKN HENPEPLIBHYIO MPOAOIXMNTENBHOCTL HArPy3KM Ha NOJIHOM YeCTHOM
HOMMHa/IbHOM TOKe 160, 200, 250, 270, 350, 500 1 630 aMnep COOTBETCTBEHHO, Yero J0CTAaTOYHO A5 paboTbl
nobeiMm anekTpogamu ot @1,6MM BNOTb A0 caMmbix Tyronaaekux @8mm (ans ProMIG-630) u
no/JlyaBTOMATUYECKOW CBapKM CMNJIOLIHOW NPOBO/IOKOM ANAaMeTPOoM oT Zo,6MM g0 P2,0MM (a5 ProMIG-630).
MCTOYHMK M3HAYaIbHO YCTAHOB/IEH B ONTUMAJIbHbIE 3HAYEHWA A5 BONBLUMHCTBA C/Ty4aEeB UCMOb30BaHUSA U
AOCTAaTOYHO NPOCT, €C/IN He BAABaTbCS B TOHKOCTU JOMOJIHUTENbHBIX HAaCTPOeK, KoTopble TpebytoT yxe
60/1bLUMX HaBbLIKOB OT CBapLyMKa. J1s onacHbIX yc10BUM paboTbl BCTPOEH 610K CHUXKEHUS HaMpsXeHWs
X0n10CTOro xoaa B pexume PAC «MMA», C BOSMOXHOCTbIO €ro BKAYEHWUA 1 OTKA0YeHUs. OTAMYUTENbHON
ocobeHHocTblo nosiyaBToMaToB [MATOH nBAseTcs O4YeHb MOLLHbINA, KAYeCTBEHHbIM W TFepMeTUYHBbIV
MeTa/lIMYeCcKUin MeXaHM3M MoAaun NpoBoIokK. A Takxe Haanume pasbéma KZ-2 tmna "EBPO", cTaswero
CTQHAAPTOM B MWPE, MO3BO/IAOWMIA MO/b30BATENO B MOC/NEAYIOULEM MEHATbL TOPENKU MO CBOEMY
YCMOTpEHUIo.

B MoAensx C NpUCTaBKOM «-15-2» YCTAHOB/IEH 2-X POJIMKOBBIA MEXaHU3M NOAauM, a C MPUCTABKOM
«-15-4» YCTAHOBJ/IEH TOMOBbIN 4-X POJIMKOBbI MEXaHW3M NOAAYM C NPUBOZAOM Ha BCE POSINKMU.

Bo Bce mogenu ProMIG npoussoactBa PATON BcTpoeH 610K 3awWuTbl OT MOHWXEHHOIO
Hanpsi>XeHus.

AnnapaTt coxpaHsieT noJ CBOMM HOMEPOM B KaXZAOM pexume CBapku A0 16 UHAMBUAYA/bHbIX
HacTpoek (NporpamMm) nosab3oBaTens. AnnapaTt COXpPaHAEeT B NaMATM BCE TeKyLLMe HACTPOMKM Ha MOMEHT
BbIK/IIOYEHNSA 1 BOCCTaHaB/IMBaeT X BO BPEMS BK/IIOYEHMS.

OcHOBHble NpenmMyLLecTBa:

1. LLunpokure BO3MOXHOCTU peryMpoBKM NapameTpoB CBapKM:

a) B pexxume PAC "MMA" — 1 (OCHOBHOM) + 7 (AONONHUTENbHBIX) + 3 (419 UMMYbCHOFO PeXnMa)

6) B pexxnme APT "TIG" — 1 (OCHOBHOMN) + 7 (AONONHUTEbHBIX) + 3 (A9 UMMYbCHOrO PeXM1Ma)

B) B pexxume MNA "MIG/MAG" — 2 (0CHOBHbIX) + 6 (AOMNONHUTENbHbIX) + 3 (418 UMMYIbCHO-MO/Y/IMPOBAHHOIO
pexunma)

2. Hannune HacTpanBaeMoro UMMy/bCHOroO pexrma BO BCEX TUMax CBapKy;

3. MMOMUMO 33l UTbI OT CKAYKOB HAMPSXKEHUS YCTAHOBJ/IEHA CUCTeMa CTabuamsauum paboTsl Npy 6oablumMx
AO/IrOBpPEeMEeHHbIX nepenagax Mexd$asHoro HanpskeHus cetn 160V go 260V (ana mogeneint ProMIG-
200/250) 1 0T 320V A0 440V (ana mogenert ProMIG-270/350/500/630).

4. ApanTupoBaH K cnabow anekTpoceTu. 3a cyéT Bbicokoro KMJ ncrouHmk obecneurBaet BaBOe MeHbluee
anekTponoTpebaeHmne No CpaBHEHUIO C TPAAULMOHHBIMU UCTOYHUKAMY;

5. AZanTMBHasA CKOPOCTb BEHTU/IATOPA, TO eCTb yBE/NYMBAETCA NPU Harpese annapaTta U 3amMeansieTcs,
KOFZla OH XONOAHbIN, 3TO SKOHOMUT PeCypC BEHTUASTOPA U YMEHbLUIAET KOIMYECTBO Mblv B annapaTe;

- 47 - PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

6. Ya06cTBO paboTbl 61arogapst 60/bLLION NPOAOKUTENBHOCTM Harpy3ku (MH) Ha HOMMHaNBHOM TOKe, YTO
Mo3BO/IAET NPOU3BOAUTL CBAPKY 3/1eKTPOAaMMN NPaKTUYECKN HeMpPepbIBHO;

7. MoBblleHHas HagéxXHOCTb annapaTa B YC/NOBMAX 3aMnblIEHHONO MPOW3BOACTBA, MWUKPO3/1eKTPOHMKA
MCTOYHMKA BblHECEHA B OT/AE/IbHbIN OTCek;

8. Ha Bce rpetolLecs 31€MeHTbl UICTOYHMKA YCTaHOB/IEHA CUCTEMA TEN/I0BOW 3/1eKTPOHHOM 3alyUThl;

9. Bcsi anekTpoHvka B annapaTe nponuTaHa ABYMSi C/OfIMM BblCOKOKAYeCTBEHHOrO Jaka, KOTOpbIN
obecneunBaeT HaZEXHOCTb U3A€/IMSt B TEYEHUM BCEro Cpoka Cyxbbi;

10. YNyulleHHble BO3DyXAeHWe 1 CTabUnbHOCTb FOPeHUs Ayrk, YTO MPAKTUYECKM UCKIOHaeT NpuannaHme
37eKTposa.

11. Bbicokas MOBMILHOCTb 3@ CHET MOAY/IbHOMO MCMOJIHEHMS, @ TakxKe Masible rabapuTbl 1 Bec annapata 6e3
noTepu TEXHUYECKMX KayecTB, ynpoLiaeT NpoM3BOAUTbL CBApKY B TPYAHOAOCTYMHbIX MeCTax.

ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG-

MAPAMETPbI
160 200 250 270 350 500 630
HoMuHanbHoe HamnpsixeHue 220 220 220 3x380 3x380 3x380 3x380
Tpex¢asHoi ceTn 50/60lL, B 230 230 230 3X400 3X400 3X400 3X400
HoMWHabHbIM NoTpebisemblit TOK U3 18 21 I, R I 1618 o )
basbi cetn, A 3...27 9,5.--35 14 -+ 18,5 | 30...355 42...49
HoMWHabHbIN CBapOUHBIN TOK, A 160 200 250 270 350 500 630
MakcrManbHbIN AeiCTBYOW WA TOK, A 215 270 335 350 450 630 800
70%/npun 70% [ npn 70% [ npun 70%/npu 70%/npun 70%/npun 70%/npu
160A 200A 250A 270A 350A 500A 630A
n MH
poAomxuTenbrocts Harpyku (MH) 100%/np 100% / 100% / 100%/np 100%/np 100%/np 100%/np
N 134A npu 167A npu 208A n225A 1 290A 1 420A 1 520A
n
peaes! ?BMEHEHMR HanpAxenma 160-260 | 160-260 160 — 260 +15% *15% *15% +15%
nutatouien cetu, B
n
PEAE/ILI PEry/MpOBaKis csapouHoro 8-160 10— 200 12-250 12-270 14 —350 16 — 500 18-630
TOKa, A
n
peaenbl peryMpoBaHunsa CBapoyHOro 12-24 12— 26 12— 28 12-29 12-30 1240 1244
HanpsaxeHus, B
Mpe
peaenbl peryMpoBaHns CKopocTu 2,0-16 2,020
nojayun NpoBONOKK, M/MUH
[vnameTp WTy4YHOro 31eKTPOAa, MM 1,6 4,0 1,6 -5,0 1,6-6,0 1,6-6,0 1,6-6,0 1,6-8,0 1,6-8,0
[lnameTp CBapouHOI MPOBOJIOKK, MM 0,6 -1,0 0,6 -1,0 0,6-1,2 0,6-1,2 0,6-1,4 0,6-1,6 0,6 -2,0
MakcrManbHbI BEC KaTyLIKK, KT 15
MMA: 0,2...500y,
VIMnyAbCHble pexuMmbl Npu cBapke TIG: 0,2...5000L,

MIG/MAG: s...5001 L,

Topsiunii ctapT «Hot-Start»

Perynupyemas
8 pexxume P/1C ympy
®opcax ayru «Arc-Force» B pexume P

eryavpyemas
PAC yvpy!
AHTUNpUAMNaHus «Anti-Stick»
ABTOMaTMYecKas
B pexxume PAC
Bnok cHUXeHns HanpsixeHns
BKA [ BbIKA

XO/I0CTOro X04a
HanpsxeHue xonoctoro xoaa PAC, B 12/75
HanpsxeHue nogxwura ayru, B 110

HomuHanbHas nOTpeGImemaﬂ

MOWLHOCTS, KBA 41... 4,7 51..6,1 6,6..7,8 8,0..9,4 |10,7..12,3 |19,9...23,6 [ 27,8...32,5

MakcumanbHas notpebasiemast

MOLHOCTb, KBA 59 7.5 9,5 14 15,3 29,0 40,1
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KN4, % 90

OxnaxaeHue ApantuBHoe

[vanasoH pabounx TemnepaTyp —25 ... +45°C

[abapuTHble pa3mepsl, MM (A1MHa, 360 x 260 360 x 260 360 x 260 540 X 360 540 X 360 510 X 180 510 X 235
LIMPWHA, BbICOTA) X 270 X 270 X 270 X 400 X 400 x 385 X 410
Macca 6e3 kaTyLKu 1 akceccyapos, Kr 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knacc sawmtbi* 1P33 1P33 1P33 P33 P33 P23 1P23

PekomeHayemas A/IMHa CUNOBbIX CBAPOYHbIX Kabenew npu cBapke:

MakcumanbHbI Tok Anuia kabeneit Mrouwaas Mapka kabens
(B O4HY CTOPOHY) ceyeHus
He 6onee 160A 2..7M 16 Mm? KI™ 1x16
He 6osiee 200A 3..9M 25 MM? Kl 1x25
He 6onee 250A 5...11M 35 MM? Kl 1x35
He 6onee 270A 5...11M 35 MM? Kl 1x35
He 6onee 350A 6..14M 35 MM? Kl 1x35
8..30M 2 Kr
He 6onee 500A 3 20 MM X350
12... 40 M 70 MM? KT 1x70
10...30M 70 MM? KT 1x70
20 630A
15...40M 95 MM? KI™ 1x95

-49-

PATON ProMIG DC MMA/TIG/MIG/MAG




1 - Uudposon gucnney;

2 — KHOMKM pery/sinpoBaHus BbIbpaHHOro napaMeTpa Ha YMEHbLUEHWE 1 yBeMYeHMe (Mo
ymonyaHuio: npu MMA - Tok cBapku, npu TIG - Tok cBapkn, MIG/MAG - HanpsixeHue
CBapKw);

3 — KHonka Bbibopa $yHKLMIM MCTOUYHMKA B TEKYLLLEM PEXMMe CBapKK;

4 — KHonka Bbibopa pexunma cBapku:

a) py4Has Ayrosas cBapka WTy4HbIM 31ekTpogomM PAC «MMAy;

6) cBapka B aproHe, He naaBslMMcs 31ekTpogoM APT «TIGy;

B) CBapka no/slyaBToMaTmyeckas B 3aWMTHbIX rasax A «MIG/MAGy;

5 —VIHAMKaTOp neperpesa annapaTa: HOPMaJ/IbHO — He CBETUTCS, MPU Neperpese — MUraeT;
6 — Llndposoi gucnner 610Ka nogaum NpoBOIOKY;

7 — KHonka 3anpaBku NpoBOAOKM (a3 npu 3TOM He nojaeTcs);

8 — KHonku perynvpoBaHusa napamMeTpoB Ha YMeHbLUeHWe 1 yBeanyeHue (No yMoaYaHuIo:
CKOPOCTb MOAa4n NpOBOJIOKM);

9 — KHonka npoBepkuM nogayu 3alMTHOro rasa (NMpoBo/IoKa He NojaeTcs);

10 — KHonka Bblbopa GyHKLMUIA MexaHW3Ma NoZaun NPOBOJIOKH;

11 — Pa3bém KZ-2 Tuna "EBPO" ana nogknoueHns noayaBToMaTUYeCcKon ropesky;

12 — ABTOMaT/KHOMKa BKJ/IOYEHUS/BLIK/IIOYEHNA MCTOYHMKE CBAPOYHOrO TOKa;

13 — VIHAMKATOPbI peXunma KHOMKKN Ha ropesike (pexum 27/4T/anbT.4T);

A —THe3/10 CM/I0BOrO TOKa «+» TUMa baloHeT:

a) npu ceapke PAC "MMA” — noakntouaeTcs kabesnb 31ekTpoaa (B 6onee peskux cayyasx
MPY UCMO/Ib30BaHUM CMeLMaibHbIX 3/1EKTPOAO0B NOAK/IOUaeTCs kabenb «Maccar);

6) npu cBapke APT "TIG" — noAk/it04aeTcs To/IbKO Kabesib «Maccay;

B) Npu nosiyaBTomatuyeckon ceapke MA “"MIG/MAG” cniowHo# NpoBo/10KOM — BHYTPU
noAktoyaeTcs kabenb K nogatoLiemMy MexaHusmy (Mo ymoa4aHuio);

r) npu nonyasToMaTuueckon ceapke MNA “MIG/MAG” ¢aocoBoi NpoBONOKOM —
noakntovaeTcsa kabenb «Maccay;
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B —He3/0 cM/I0BOro Toka «—» Tuna baloHeT:
a) npu ceapke PAC “MMA” — nogkntoyaeTcs kabenb «macca» (B bosiee pefkux cayyasx npm
MCMO/Ib30BAHUM CMeLManbHbIX 3/1eKTPOA0B NOAKAOYAETCs Kabesb 31eKTpoaa);
6) npu cBapke APT “TIG"” — nogk/ito4aeTcs TO/IbKO aproHOBas ropesika;
B) Npv nosiyaBToMaTuyeckom ceapke MNA “MIG/MAG” cnaowwHoi NpoBo/IoKOMN —
nogk/toyaeTcs kabenb «macca;
r) npu noayaBTomaTtuyeckon ceapke MA *“MIG/MAG"” ¢a0coBoit NpoBOIOKOM — BHYTPU
noAktovaeTcs kabesb K nogatoLemy MexaHu3my (eCTb BO3MOXHOCTb MPUCOEANHUTb
CaMOCTOATE/IbHO);
14 — [lepxaTtesb KaTyLWKW A5 NPOBOIOKMN C NPY>XNHHBIM MeXaHU3MOM
TOPMOXeHWUS;
15 — MNpegoxpaHutenu 6710ka NoAaym NPoOBOJIOKM U NOAOrpeBaTe s rasa;
16 — MecTo noAk/to4eHns kabens 3azemaeHus;
17 — Po3eTka Ans nogorpesatens rasa 36V;
18 — Pa3bém nogktoyeHus kabens ynpaeieHuns oT 610ka nogayun npoBoIoKK;
19 — Kabenb A/15 NOAKIIOHEHUS K MUTALOLLLEN CeTY;
20 — Bxog 4/19 3anpaBKku CBapOYHON NMPOBOJIOKY;
21 - LLiTyuep nogaum 3alMTHOro rasa.

2. BBOA B 3SKCIMNYATALNIO
BHumaHwue! MNepey BBOAOM B 3KCMNyaTaLMIO CledyeT NpounTaTh pasgen ,lpaBuaa TeXHUKM
6e3onacHocTn” n.1s.

2.1 MICNOJIb3BOBAHUE COMMACHO HA3SHAYEHUIO

CBapouHbIM annapaT NpeHa3HauYeH UCKYUTEBHO AJ18 PYYHOM JyroBOM CBapKM
WTYYHbIM 3/71eKTPOAOM, CBapKM B CPeje aproHa, a Takxke MoJlyaBTOMaTUYECKOW CBApKu B
cpe/ie 3alMTHbIX Fa3os.
MHoe ncnosb3oBaHMWe annapaTta CYMTAeTCs He COOTBETCTBYIOL MM Ha3HaYeHMIO.

MN3roToBuTE/Ib HE HECET OTBETCTBEHHOCTY 3a YL ep6, BbI3BaHHbIM MCMNO/b30BaHNEM
annapara He Mo Ha3HaYyeHuto.

Mcnonb3oBaHMe cOriiacHo HasHayeHuto, nogpasymeBaeT cobatogeHne ykasaHum
HacTosLLLero pykoBoACTBa Mo 3KCMayaTaL .

2.2 TPEBOBAHUA K PASMELEHUIO
CBapoOyYHbIA annapaT MOXHO pasMellaTb W 3KCMAyaTUpPOBaTb Ha OTKPLITOM
BO3Ayxe.  BHyTpeHHMe  3nekTpuyeckve  AeTasu  annapaTa  3awWuiieHsbl  OT
HeNoCpesCTBEHHOMO BO34eMCTBUS BAAXHOCTH, HO HE OT Kanesib KOHAEeHcaTa.
BHMMAHME! Mocne okoHYaHWS CBapouHbiXx paboT B apkyk norogy, Anbo
MHTEHCUBHbIX CBAapOYHbIX paboT B /0byl0 Morogy, anmapaT cpasy He BbIK/JHOYaTb!
Heobxo4MMO B Te4EHUM § MMH AaTb BO3MOXHOCTb OCTbITb 3/IEKTPOHHBIM KOMMOHEHTaM.
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BHUMAHUE! TMocne »skcnayatauum B XONOAHOE Bpems roga, nocne
BbIK/IOYEHUA M MOC/eAYIOWEero ocTbiBaHUA annapaTta, BHYTpu obpa3yeTcs KOHAEHcaT,
NO3TOMY €ro He/ib3sl BK/loUYaTb paHblue, Yem yepes 3...4 yaca!!! [oaTomy He oTkovanTe
annaparT B X0/10/HOe BPeMA roja, ec/in niaHupyeTe ero BKAOYMTb paHbLUe, YeM yYepes 4
yaca.

Heobxognmo pa3melaTtb annapaTt Tak, 4TObbI obecneymBancs
HecnpensaTCTBEHHbIV BXOZ M BbIXOJ OX/IaXAAIOWeEro BO3jyxa 4epe3 BeHTU/ISILMOHHbIE
OTBEPCTUS Ha NepeAHen v 3aAHen naHensx. CieguTe 3a TeM, YTOObI MeTaNIMYecKas Mblib
(Hanpumep, Npu HaxgauHou WandOBKe) He 3acacbiBasiacb HEMoCcpeACTBEHHO B anmnapat
BEHTUJATOPOM OXJAXKEHUS.

BHUMAHME! AnnapaT nocie cuabHOro najeHus MoXeT 6biTb OmacHbIM ANs
>KM3HW. YCTaHaB/AMBaTb Ha YCTONYMBOI TBEPAOI NOBEPXHOCTHU.

2.3 NOAK/HOYEHWUE K CETU

CBapouYHbIN annapaT B CEPUAHOM UCMOIHEHWUM PAaCCUMUTAH Ha:

1. CeTeBoe HanpsixeHue 220B (-27% +18%) — ans mogenen ProMIG-160/200/250;

2. TpexdasHoe ceTeBoe HanpsixeHve 3x380B uam 3x400B (Mogenn ProMIG-
270/350/500/630), 4,/191 3TOro BbiBeAEHO TPW NpoBoga. [MpaBunaa TexHUkM 6esonacHoOCTH npu
npoBegeHun paboT co cBapoyHbiM obopysoBaHMEM TpebyloT 3a3emMeHuUs Koprnyca
annapata. [ns 3TOro npegycMOTpeHO JBa BapuaHTa: 1) MCMO/b30BaHWE 4eTBEpPTOro
npoBoga B ceTeBOM Kabese >enTo-3eNEHOrO LBeTa (MeXAyHapoAHbI CTaHAapT
MapKUpPOBKM); 2) UCMo/ib30BaHMe HONTOBON KJaeMMbl Ha 3aHel cTeHKe annapaTa (6osee
XKeCTKUIN CTaHAAPT 3a3eM/IeHNS, UCMOJIb30BasIcA B cTpaHax CHI).

BHUMAHME! lMpu noaknouyeHnn annapata K CeTEBOMY HanpsiXXeHWIO Bbllle
270B (ana ProMIG-160/200/250) uan 450B (ana ProMIG-270/350/500/630), BCe
rapaHTuiiHble 06sA3aTe/IbCTBa U3roTOBUTENS TEPAIOT cuny!

A TakXe rapaHTuiiHble 06si3aTe/NbCTBA U3roTOBUTE/S TEPAIOT CUAY NpU OWME6OYHOM
nogknoueHumn ¢asbl ceTH Ha 3a3emMsIeHUe UCTOYHMKA.

CeTeBoV pa3béM, ceveHuUs kabenel ceTU NUTaHUS, a TakKXKe CeTeBble MpejoXpaHuTeNu
ZAOJIXKHbI BbIOUPATLCA UCXOAS U3 TEXHUYECKUX AaHHbIX annaparTa.

2.4 NOAKNHOYEHUE CETEBOIO LUTEKEPA

BHUMAHME! CeTeBolii WiTEKep AO/KEH COOTBETCTBOBATb HAaNPAXEHUIO NUTaHUA
u TokonotpebneHuio cBapoyHoro annaparta (CM. TexHuYeckue AaHHble). CorsacHo
TexHuke 6e3onacHOCTH, WCMONb3yWTe rapaHTUPOBaHHOE 3a3eM/ieHMe, MpU 3STOM
3anpeLieHo Ha Hy/ieBol NpoBoA NuTatowen ceTu!!!

BHMMAHME! CeTeBoli Bbik/itouaTenb B annapatax ProMIG-160/200/250 sBaseTcs
CUIHaZIbHOM KHOMKOM M 6710KMpyeT TOJ/IbKO CWU/I0BOM TOK CBAapOYHOro ammnapaTa, Ho
MOJIHOCTbIO He 06eCTOUMBAET BHYTPEHHIO 3/1EKTPOHMKY annapaTta. Mo3ToMy no TexHuke
6e30MacHOCTU NPW NOAKNOYEHUW He 3abbIBalTE NMOJIHOCTHIO OTK/IIOUNTD OT PO3ETKM.
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3. CBAPKA PYYHAA AYTOBAA WUTYYHbLIM SJIEKTPO40M (PAC «MMAY)

~220V / 230V

SNIEKTPOAOAEPXKATE/b
~3x 380V / 400V

W3AENME

B 3TOM pexunme cBapku 610k Nogaum NpoBoIOKN He NoHaZ0buTcs.

Mopsisok nogroToBKM annapata kK paboTe:

- BCTaBWUTb Kabesib 31eKTpoja B rHE3/0 UCTOUHMKA A «+»;

- BCTaBWUTb Kabesib «Macca» B rHe340 UCTOYHMKA B «—»;

- NMpUcoeauHUTb Kabeslb «Macca» K U3gesuto;

- NOAK/OUYUTb CETEBOM Kabesib K CETU MUTAHUS;

- aBTOMaTMYeCKuI Bblk/lo4aTes1b 12 Ha 3aHel NaHen nepeBecTy B noaoxeHne «BK/T»;

- CMOMOLLbIO KHOMKM 4 ycTaHoBUTe pexxum ceapku PAC «MMA» (pexunmbl nepekatoyatoTcs
no kpyry);

- C MOMOLL b0 KHOMOK 2 YCTAaHOBUTE TEKYLL MM OCHOBHOM NapameTp — TOK CBapky;

- NP HeobXoAMMOCTU MOXHO Pery/MpoBaTh AOMNOJHUTE/bHblEe (GYHKLUW CBAapOYHOro
npouecca (NopsifoK M3MeHeHUss CMOTpuTe B M.6.1).

BHumaHue! B pexume ceapku PAC "MMA” nocse Toro, kak CeTeBOM BblK/lOYaTeS b
repek/toyeH B MOJMOXEHMWe «l», WTYYHbIN 3/1eKTPOS HaxoAMUTCS Mo HanpsikeHnewm. He
NpuKacanTeck 31eKTPOAO0M K TOKONPOBOAALLMM UM 333eMNEHHBIM NPejMeTaM, TakuM Kak,
Hanpumep, KOpnyc CBapo4HOro annapaTa 1 T.4., Tak Kak annapaTt BOCNPUMeT 3Ty CUTyaLuto
KaK CUrHan K CTapTy CBapOYHOro npouecca.

3.1 UUK/1 CBAPOYHOI'O NMPOLECCA - MMA

LA . Hst dut =

e = e o F----

|
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MopsaAoK M3MEHEHNS 3HaYeHNs tobon GyHKLUKM cMOTpUTe B N.6.1
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3.2 OYHKL S FOPSIYUMN CTAPT «HOT-START»
MpenmywecTaa:
- yAyULleHMe NOAXMUIa Jaxe NPy UCNO/Ib30BaHMM NI0X0 3aXKMraloLWNXCA 3N1eKTPO0B;
- bosee KayecTBeHHOe MpPOM/IaB/JEHNE OCHOBHOrO MaTepuana BO BPEMS MOAXMIa,
cnejo0BaTe/IbHO, — MeHblLe HeNnpoBapoB.;
- MPeA0TBPALLEHME LWIAKOBbIX BK/IOYEHWN;
- pyYHasi HaCTPOWMKa: MO3BO/ISET YCTAHOBUTb YPOBEHb QYHKLMU HA MUHMMA/IbHOE 3HAYeHNe,
4TO CU/IbHO yMeHbLIaeT NoTpebaeHre SHeprum B Ha4a ibHbINM MOMEHT Nogxura, baarogaps
yeMy annapaT MOXeT CTapTOBaTb HA 3HAYEHMUSX CETEBOro HampskeHus 6amskoro K
MWHUMa/IbHO BO3MOXHOMY, OZJHaKO 3TO CHUXaeT KayeCcTBO MOMEHTa mogxura (annapar
cTaHoBuUTCSA NoAobeH TpaHCcHOPMaTOPHOMY UCTOUYHMKY, HO B OMPe/e/IeHHbIX CUTyaLUsX 3TO
€/MHCTBEHHO BO3MOXHBIV CM0C06). Take MOXHO yBENYNTb GYHKLMIO 4,0 MAaKCMMaJIbHOMO
3HaYeHUs Ansa ewé 6onblIero yayylleHUs MOMEHTa nogxura (Mpu paboTe oT xopoLier
ceTu). Ho He 3abbiBaliTe, YTO NOBbILWEHHBIM TOKOM 3TOM GYHKL MM MOXHO MPOXEeYb U3gesne
Mpv cBapKe TOHKUX MEeTa /0B, MOSTOMY B 3TOM CUTYyaL MM PEKOMEHAYETCSH YMeHbLUATb TOK
dyHKLMKN «opsaumi cTapT».

Yem pocTuraeTcs: B TeyeHMe KOPOTKOrO BPeMeHVM B MOMEHT MOoAXura Ayru
CBapPOYHbI/ TOK YBE/IMYMBAETCS HA YCTAHOB/IEHHbIN MO YMOIYaHMWIO YPOBEHb +40%.

MpuMmep: cBapka 3/1eKTPoAOM P3MM, YCTaHOB/NIEHHOE OCHOBHOE 3HayYeHue
CBApPOYHOro TOKa cocTaBaseT 9oA.

Pe3ysnbTaT: TOK ropsvero ctapTta byseTt cocTaBnsTb QoA + 40% = 126A.

B A0MO/IHUTE/IbHBIX HACTPOMKaX MOXHO M3MEHSTb KakK cuiay «lopsiyero ctapta»
[H.St], Tak u Bpemsa «Fopsavero ctapTa» [t.HS]. Be3 Hag06HOCTY He 3aBbilaNTe CUY U BPEMS
cpabaTbiBaHus «opsyero ctapTa», MOTOMY YTO Ha 6O/bLUNX MpeAesibHbIX 3HAYEHUSX 3TO
TpebyeT OYeHb CWIbHOW MUTAlOWEN CeTW, a Mpu OTCYTCTBMM XOpOLUeRn ceTu, npouecc
noaxura gaxe 6yaeTt cpbiBaTbcs. [OpSAAOK M3MEHEHUsI 3HauyeHus 6o GyHkuun B
TeKyLeM peXume CBapku cMoTpuTe B N.6.1

3.3 OYHKLNA POPCAX AYTU «ARC-FORCE»

MpenmyuwecTsa:

- NOBbILWEHWNe CTabUABHOCTU CBapKM HA KOPOTKOW AYre;

- yAydlleHWe KanaenepeHoca MeTa/l1a B CBAPOUHYIO BaHHY;

- y/lydlleHre Noaxura Ayru;

- YMeHblUeHWe BEPOATHOCTM 3a/IMNaHNS 371eKTPoAa (HO 3TO He PyHKLUA
«AHTUMPUANNAHKEY);

- py4YHasi HaCTpoOLKa: NO3BOIAET YCTaHOBUTb YPOBeHb GYHKLMN HA MUHUMA/IbHOE 3HaYeHwe,
UTO HEe3HaYUTesSIbHO, HO CHUXaeT noTpebieHne 3Heprun, a TakKe KOHLEeHTpauuio
TEMN/I0B/IOXEHNA MpPU CBapke TOHKWX MeTa/0B. 3TO MOHMXaeT BEPOATHOCTb MPOXWra,
OAHAKO WM CHUXAET CTabWNbHOCTb TFOPeHUsi Ha KOPOTKOM Ayre (anmapaT CTaHOBWUTCS
nogobeH TpaHCHOPMATOPHOMY WCTOYHMKY). Takxke MOXHO W yBeAnYUTb GyHKLMIO A0
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MaKCMMaNbHOrO 3HaYeHWs A5 elé 6onbluel cTabunbHOCTY rOpeHNs Ha KOPOTKOM yre, HO
3To TpebyeT Nyyluen nuTatoL el CeTi 1 yBeANYMBaET BEPOSTHOCTb NPOXOra U3jeuns.

Yem poCTUraeTcsi: NPU CHWXEHWW HaMps>KeHWs Ha Jyre HWXe MWHUMasbHO
AOMYyCTUMOro  ANA  CTabunbHOro ropeHwWst Ayru, CBapoYHbI TOK BO3pacTaeT Ha
YCTaHOBJ/IEHHbIN MO YMOYaHUIO YPOBeHb (+40%).

B AononHUTENbHBIX HACTPOMKax MOXHO M3MeHsTb Kak cuay «Dopcaxa Ayru»
[Ar.F], Tak 1 ypoBeHb cpabaTbiBaHUs 3ToM PpyHKUMK [U.AF]. Be3 HagobHOCTM He 3aBblwaliTe
cuay 1 ypoBeHb cpabaTbiBaHus «Popcaxa Ayrux», MOTOMY U4TO 3TO Ha 6ONbLINX NPeAesIbHbIX
3HayeHusx, ocobeHHO Mpu cBapke TOHKMMW 3nekTpodamu (MeHee @3,2 MM), BAMSAET Ha
cpabaTbiBaHne GYHKLUN «AHTUNPUAUNAHKEY.

U,V“

LA
MopsaAOK M3MeHEHWUs 3HaYeHus NboM GYHKLMM B TeKyLeM pexume CBapKu
cMoTpuTe B N.6.1

3.4 OYHKUNA AHTUNPUAUNAHUA «ANTI-STICK»

Mpy HaYaNbHOM MOAXMre Ayrn 31eKTPOJ MOXET NPUAMNaTh (MPUXBaTbIBATLCA K
n3genuio). ITOMy NpenaTCTBYIOT MHOro GyHKUMI B annapaTe, HO Takoe BCe-Takil MOXeT
NPOW30MTK, UTO B CBOIO OYepesb NPUBOAMUT CHauana K packaseHuto, a B MocieAyolem 1
nopye 3nekTpoga. B Takoh cuTyauum B gaHHOM annapate cpabaTbiBaeT ¢yHKUUA
«AHTUNpUAMNaHMe» BCTpoeHHass u paboTatowas B pexume PAC “MMA" nocTosiHHO,
KoTopasi Yepes 0,6...0,8 cek Noc/e BbIBAEHWUS 3TOr0 COCTOSHUS, CHUXAET CBAPOYHbINA TOK.
Takoke 370 obneryaeT cBapLL MKy BOSMOXHOCTb OTAENATb (OTPbIBaTb) 371€KTPOJ, OT U3 eNns
6e3 pucka obxeub rnasa cnyyarHelM nogxurom ayru. lMNocne oTaeneHus snekTposa ot
“3zenns, Npouecc cBapku MoxeT bbITb 6ecnpenaTCTBEHHO NPOAO/IXKEH.
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3.5 ®YHKLMSA PEFYINPOBAHUSA HAK/IOHA BO/IbTAMIMEPHOM
XAPAKTEPUCTUKN

3Ta ¢yHKUMS B nepByl ouyepeAb NpefHasHavyeHa A1 KOMGOPTHOW CBapKwu
3/71eKTPOAAMM C PA3NINYHBIMU TUNAMM NOKPbLITUI. [10 YMOIYaHWIO HAK/I0OH BOJ/IbTaMMNEPHOWM
xapaktepuctnkn [BAH] ycTaHOB/ieH Ha 3HayeHwe 1,4V/A 4TO COOTBETCTBYET CaMbiM
PacnpoCTpaHEHHbIM 3/1IEKTPOZAM C PYTU/I0BbIM TUMOM NokpbITus (AHO-4, MP-3). Ans 6onee
KOoM$OPTHOM paboTbl 31€KTPOAAMMN C OCHOBHBIM TUMOM MOKpPbITUS (YOHW-13/45, JIK3-70),
He siBAsieTcs 0bsi3aTeNbHbIM, HO PeKOMeHAyeM yCTaHOBUTb Hak/oH [BAH] Ha 3HaveHMe 1,0
V/A. B cBOtO 0Yepe/b 31eKTPOAbI C Lie/I/110103HbIM TUNoM nokpbitua (UL -1, BCLL-4A), aaxe
TpebyloT ycTaHOBUTL HakloH [BAH] Ha 3HayeHue 0,2..0,6 V/A u npu 3ToM uWHOrAa
HeobxoANMO NoAHATME YpoBHS cpabaTbiBaHMs GpyHKLUKM «Dopcax ayru» [U.AF] BnaoTb A0
3Ha4eHus 18V. MNopsA0oK U3MeHeHNs 3HaYeHUs N1to60I GYyHKLMM B TeKyLLEM pexuMe CBapKu
cmoTpuTe B N.6.1

3.6 OYHKLNSAA CBAPKU HA KOPOTKOMN AYTE

3Ta PyHKLMSA 0COBEHHO aKTyasibHa NMpWU CBapKe NMOTOOYHbIX WBOB, KOrA4a HYXHO
4TOObl HE CWABbHO TAHY/acb CBapoyHasa gyra. /A 3Toro B anmnapaTte NpejycMoTpeHa
BO3MOXHOCTb BK/OUMTb PyHKUMo «KopoTkas ayra» [Sh.A] B nosoxeHue “ON”. Mo
YMOIYaHMIO OHa HaxoauTcs B nonoxerHun "OFF”. Mopsgok nameHeHWs 3HayveHus aobon
dYHKLMMN B TEKYLLEM pPeXUMe CBapKn CMOTpuUTe B N.6.1

3.7 DYHKLUNA BNIOKA CHUXKEHUSA HANPAXKEHNA XOJ1I0CTONO XO4A

Mpy npoBejeHWM CBApOYHbIX paboT B EMKOCTAX, LMCTEPHaxX W TaM, rae
HeobxoAMMa MOBbIWEHHAs CUCTEMA 3/1eKTpobe30MacHOCTH, MOXET ObiTb aKTMBMPOBAHA
DYHKLMSA CHUXKEHWS HAMPSXXEHMS XOI0CTOrO X04a.

Mpwn oTpbiBe 3neKkTpoda OT U3Aenunsi, Yyepes 0,1 CeK HamnpsKeHWe Ha KaeMMmax
MCTOYHMKA CHMUXAeTCs 40 6e30NacHOro ypoBHS — HUXe 12B.

Ans 3Toro Heobxoamm 610K CHUXEHUS HaMpsXeHUs XoaocToro xoda [BSn],
KOTOpbIV ecTb B 3TOM MoAeNn 060pyA0BaHUS, HO MO YMOTYAHUIO HAXOAUTCS B MOJIOXKEHUM
“"OFF”, TO eCTb BbIK/IlOUYEH, TakK KaK U3BECTHO, YTO BK/IOUYEHME t060M NoZO6HOM byHKL MK
HECKOJIbKO YyXyZALWaeT NoAXUr Ayru. MNopagok U3MeHeHUsa 3HaveHusa ntbol GyHKUMKM B
TeKyLLeM pexmnme cBapkum cMoTpuTe B M.6.1

3.8 OYHKLMNA CBAPK UMNY/IbCHbIM TOKOM

37a PyHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OT/IMUYHBIX OT HUXHEro, @ TakXe MpU CBapKe LBeTHbIX
mMeTasnoB. Bo3geicTBMe  MPOMCXOAUT  HEMOCPeACTBEHHO Ha  MepeMellnBaHue
pacniaB/ieHHOro MeTaa/a WBa M Ha NepeHOC Kamnju B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb Ha cTabuabHOCTb GOPMUPOBAHMSA LWBA W MpoLecca cBapku. Jpyrumu cioBamy,
3TOT MPOLECC B HEKOTOPOW CTEMEHWN 3aMEHAET ABUXEHUS PYKM CBapLLMKa, 0COBEHHO 3TO
BaXXHO B TPYAHOAOCTYMNHbIX MecTax. OT NpaBW/IBHOCTU HACTPOMKWM 3aBUCUT dopma U
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KayecTBo GOPMUPOBAHMS LIBA, YTO YMEHbLIAET BEPOATHOCTb MOSIBAIEHUS NMOP U yMeHbLUaeT
3@PHUCTOCTb CTPYKTYPbI, @ 3TO YBEIMUMBAET MPOYHOCTb CBAPHOrO COeMHEHMS.

Ans peannsaymmn 3Tol GyHKLUM B annapaTe HY>XHO CHavana BKAOUYUTL PEXUM MynbcaLmm
Toka [Po.P], nepesectn ns coctosHua "OFF” B coctosaHne "ON”, a TakxXe 3ajaTb YyeTblpe
napameTpa: Tok umnyabca [1.iP], Tok nayssl [I.PS], yactoTty nysabcauum [Fr.P] n cooTHoweHMe
uMnyabc/naysa (MAM «ckBaxHocTb») [dut]. Mo ymonuaHuio yactota nysabcauum [Fr.P] n
«CKBaXHOCTb» [dut] Ha caMbix pacnpocTpaHeHHbIX 3Ha4YeHUAX 5.00 L, 1 50% COOTBETCTBEHHO.
Mpn wn3meHeHWn napameTpa "CKBaXHOCTb" OT 50%, BHOCMTCA acUMMETPUS MeXAy
BpeMeHeM UMMy/ibCa TOKa M BpeMeHeM "naysbl” Toka:

MO YMOJ/TYaHMIO

"ckBaxHocTh" [dut] = 50% "ckBaxkHoCTh" [dut] = 20% "ckBaxkHOCTL" [dut] = 70%
LA LA LAY
50% | 50% |%] 80% |_| |_| 70% Iil I—
N o™
t,cex t,cex t,cex

JlaHHble MapameTpbl yCTaHaB/IMBAIOTCS B Pa3/IMYHBIX CUTYaLUSX NO-Pa3HOMY, COrIaCHO
TpeboBaHMsAM cBaplymKka. MopsAoK M3MeHEeHNs 3HaYeHNs 1060 GYHKLUM B TeKyLLeM
pexume CBapKu CMOTpUTE B M.6.1

4. CBAPKA B APIOHE (APT «TIG»)

BHumaHue! B kayecTBe 3alMTHOrO rasa NpUMEHSETCS Yalle BCero YNCTbIA aproH
"Ar", uHorga renun "He", a Takxxe NX CMeCb B Pa3/IMYHbIX NPOMNOPLUAX.
HE AOI‘IYCKAVITE MCNoNb30BaHWe roproymnx rasos! Vicnonb3osaHue gpyrux rasos To/bKO
Mo COr/J1acoBaHMIO C Npon3BOAUTEIeM 060pYA0BaHUS.

APIOH

APrOHOBAS

i

Ry

B 3ToM pexunme cBapku 610K Nogaum NpoOBOOKM He NMOoHaZ0bUTCA.
MopsZoK NoArOTOBKM anmnapaTa k paborTe:

- BCTaBUTb Kabeslb ropesiku B rHe34,0 UCTOUHMKA B «—»;

- BCTaBUTb Kabesb «Macca» B rHE3/,0 UCTOYHUKA A «+»;
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NPUCOeAMHUTL 33XKMM «Macca» K U34ennto;
- YCTaHOBWUTb peAyKTOp Ha ra3oBbli 6an/IoH;
MOAKJ/IIOYMTb Fa30BbIN LWIAHT FOPesIKU K peAyKTOpY ra3oBoro 6an/ioHg;
OTKPbITb KpaH ra3oBoro 6as10Ha, NPOBEpPUTb FrePMETUYHOCTb;
NOAK/IIOYNTL CeTeBOM Kabesib K CeTU MUTaHUS;
aBTOMATUYECKMNI BbIKNIOYATENb 12 HA 3a4Hel NaHe/In NepeBecTy B nooxeHue «BK/1»;
- CMOMOLLbIO KHOMKM 4 YCTaHOBUTe pexxum cBapku AP «T1G» (pexunmbl nepekatoHatoTcs no
Kpyry);

- CMOMOLLbIO KHOMOK 2 YCTAaHOBUTE TeKYLL MM OCHOBHOM NapamMeTp — TOK CBApKW;
npy HeobXOAMMOCTU MOXHO pery/MpoBaTb AOMOJNHWUTE/IbHblE (YHKLWUM CBApOYHOrO
npouecca, NopsA0K U3MEHeHNs cMoTpuTe B M.6.1

BHumaHume! Mopesika aproHoBas 40/KHa ObITb BEHTUIBHOTO TUMA, C 6aiOHETHbIM
pasbeMoM @13 MM. MakcuMMasbHbIi TOK ropesku BblbupaiTe Mo cBouMm paboyum
TpeboBaHuAM.

BHumMaHue! YacTon owmnbkon sBAseTCs 3aTouka 3/1eKTpoAa B "uray", ayra npu
3TOM MMeEeT BO3MOXHOCTb "BWUAATL' U3 CTOPOHbI B CTOPOHY. lpaBW/ibHOM 3aTouKOM
SIB/ISETCS C/Ierka MPUTYMIEHHbIM HOCUMK M YeM MeHblle "NATayok", BblgepXMBAOLLNN
YCTaHOBJIEHHBIN TOK, TeM Jyulue. [TOMHUTE, YTO NpU 60AbLIMX TOKAX CBAPKM O4EHb CUJ/IBHO
3a0CTPEHHbIN 3/1eKTPOZ 1ETKO ONNABASETCA, M3-3a MaJION TEMI00TAAUN. TaK XKe «pUCKN» OT
3aTOYKM JO/IKHbI PACNOAraTbCA BA0/b OCK 3N1EKTPOAA.

4.1.1 LK1 CBAPOYHOI'O NMPOLECCA - TIG-LIFT
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MopsZoK U3MEHEHWS 3HaYeHUs 11060 GyHKLUKM CMOTpUTe B M.6.1

LA

4.1.2 QYHKLUUNA NOAXKUTA AYTU TIG-LIFT

3Ta dYHKLUA KHOMKM Ha ropesike YCTaHOBJ/IEHA MO YMOJIYaHWIO B 4 @HHOM MOZenu
obopysoBaHua M paspaboTaHa Aasi rOpesiok C KOHTAKTHbIM MOAXMIOM Ayru, 6e3s
MCMO/Ib30BaHUS OCLUANATOPOB U T.M. YCTPOMCTB, HO B OT/IMYMM OT KJ1aCCUYECKOro cnocoba,
MOJIHOCTbIO YCTPaHSeT yAapHbIM TOK B MOMEHT nogxura. JaHHas ¢yHkums B pasbl
YMEHbLUIAET paspyLUeHne 1 NonagaHne B CBAPOUHbIN LOB HensaBsaLLerocs Bob$hpamMmoBoro
3/1eKTPOAA, YTO ABNSETCSH O4YeHb HEraTUBHBIM SB/IEHUEM.
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BHumaHue!!! Vicnonb3oBaHue faHHOM GYHKUUKM TpebyeT 0UMCTKY U3Ae/us B MecTe
noAXxura ayru.

Cnocob npuMeHeHUs AaHHOM YHKUMM  3aK/IO4aeTcs B MPUKOCHOBEHUU
3NeKTPOAOM K U3Jennto, Mpu 3TOM YA epXunBaTb 371eKTPOoJ B 3TOM MOJAOXEHUN MOXHO A0
6ecKOHEeYHOCTM 1 KOrAa NoJIb30BaTe/lb MOCUMTAET YTO FOTOB K Hayasly cBapku (Hanpumep,
OMNyCTUA 3aWMTHYIO MacKy Ha rnasa M XOpoLWOo MpOoAYy/a MeCTO 3alMTHbIM ra3’om) TO
JocTtatoyHo HavyaTb MEZIJIEHHO nogHvMaTh ocTpue 3aTOYEHHOr 0 3/1eKTPOAa OT U3ZeNuns.
AnnapaT onpegennT 3STOT MOMEHT 1 BOCNPUMET KaK CUrHaj K CTapTy npoL,ecca cBapku, Tem
cambiM HayHeT M/TABHO noBblwaTb CBapoUHbIi TOK A0 YCTaHOBJ/IEHHOIO 3HAYEHWs, YeM
6onblle OCHOBHOM pabouuii TOK, TemM ObICTpee HY>XHO MOAHWMMATbL 31eKTPOA, WHaue
onnasutca. Bpema naaBHOro HapactaHus Toka [t.uP] O yCTaHOBJ/IEHHOrO 3Ha4YeHUs Mbl
PaccCMOTPUM B MOCNEAYIOLEM MYHKTE.

Mopsigok paboTsi:

- aBTOMAaTUYECKMI BbIK/IOYATE b 12 Ha 3a4HeN NaHeNn UCTOYHMKA NEPEBECTM B MOJIOXEHME
«BKJ1»;

- CMOMOLLbIO KHOMKM 4 yCTaHOBUTE pexxum ceapki AP «TIG» (pexunMbl nepektoyatoTca no
Kpyry);

- ycTaHoBUTe dyHKLMIO KHOMKK ropesnku TIG-LIFT. Ana 3Toro, kHOMKy 3 HeobXxoauMOo
HaXX1MaTb J,0 NOsIBNEHUS Ha MHAMKaTope «KHomka Ha ropenke» [But], Takxe psagom byaet
YKa3aHO Tekyllee NosioXeHue 3ToW GpyHKL MM, C MOMOLLbIO KHOMOK 2 yCTaHoBUTb “LIFT".
Ecam ponro He npeanpuHMMaTh HUKAKUX AeACTBUI annapat BbIMAET U3 3TON GyHKLUN,
BEPHYTbCA MOXHO TeM Xe NyTeM, a eC/i1 NepenpbirHyIn HeO6XOAUMbIA PEXUM KHOMKM,
MOBTOPHO HaXMMaWTe KHOMKY 3 - GYHKL MM NMepek/Io4aoTCs No Kpyry;

- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKYLL MM OCHOBHOM NapaMeTp — TOK CBapKY;

- MpU HeobXOAMMOCTM MOXHO Pery/MpoBaThb [JOMOJHUTE/NbHbIE GYHKLWU CBAPOYHOro
npouecca (Nopsf0K M3MEHeHUs cMoTpuTe B 1.6.1).
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4.1.3 UK CBAPOYHOI'O NMPOLECCA - TIG-2T
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MopsAoK U3MeHEeHWs 3HaYeHNs 11060 GyHKLUKM cMOTpUTe B 1.6.1

Ans  paHHOro  pexvma  noHagobutcs  npuobpectn  oTaenbHbI 610K
6eCcKOHTaKTHOrO nogkura Ayru (ocumanatop). NMopsgok nogroTosBku annaparta k paboTe ¢
OCLUNNISTOPOM UHAMBUAYANEH U JO/DKEH ObITb OMUCAH B MHCTPYKLMKM MO SKCM/yaTaumnm K
610Ky ocumansTopa. Pasbém ynpaB/ieHUs BKAOYEHNEM UCTOYHMKA HAXOAUTCA Ha 3ajHeN
naHeAn MCTOYHMKA, MCNO/b30BaTb TOJIbKO KOHTakTbl 1 1 2, HN B KOEM CJ/IYYAE He
nepenyTanTe c 4pyrumMu KOHTaKTaMmM — 3TO MOXET NPUBECTU K BbIXOZY U3 CTPOs annapaTal

BHumaHue! B c/iyyae HEMCNO/Ib30BaHUSA 3TOrO pasbEéma, NpUKpbIBaliTe ero
Pe3MHOBbLIM KOAMa4YKoM, 4To6bl He Hb1/10 3acopeHus.

ProMIG-160/200/250/270/350 ProMIG-500/630

AgHHbIE LYPPOBO7i cBASN AaHHble UMhpPOBOI CBA3MN

(+) nuTaHve asuraTens R
() nuTanve asuratens /

.(-) nuTaHue pgeuratens

(+) nuTaHue gBuratens

Mocne cbopku:

- BKJIOUUTb 610K HECKOHTAKTHOrO NOAXMIa Ayru (OCLUANATOP);

- aBTOMATUYECKUIA BbIKNIOUATE/Ib 12 HA 33/ He NaHe M UCTOYHMKA NEePEBECTU B MONOXKEHNE
«BKJ»;
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- CMOMOLLbIO KHOMKMW 4 YCTAHOBUTb pexxunm ceapkun AP «TIG» (pexunmMbl nepekoyaoTca no
Kpyry);

- YCTaHOBUTb YHKLMIO KHOMKM ropesnku TIG-2T — ans 3Toro KHonky 3 HeobxoAmmo
HaX1MaTb J,0 NOSIB/IEHUS Ha MHAMKaTope «KHonka Ha ropenke» [But], Takxe psgom byzeT
YKa3aHO TeKyliee NoJIoXKeHUE 3TON GYHKLMM, C MOMOLLbIO KHOMOK 2 YyCTaHoBUTbL “2T".
Ecaun gonro He npeanpuvHUMaTh HUKAKWUX AeNCTBMI annapaT BbIAAET U3 3TOM GYHKL UK.
BepHyTbCsi MOXHO TE€M Xe MyTeM, a C/IN «MepenpbIrHyIn» HE0OX0AMMBI PEXMUM KHOMKM,
MOBTOPHO HaXMMaWTe KHOMKY 3 — PyHKL MM NePeKIoYaoTCs MO KPYTy;

- CMOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKYLL MM OCHOBHOM NapameTp — TOK CBapKMK;

- MpU HeobXOAMMOCTM MOXHO Pery/iMpoBaTb AOMOJHUTENbHbIE GYHKLMUM CBAapPOYHOMO
npouecca (NopAA0K U3MeHeHUst CMOTpuTe B N.6.1).

BHumaHume! [opesika aproHoBas 40/kHa 6bITb KHOMOYHOrO TUMA, ¢ HaoOHETHbIM
pasbeMOoM @13MM. MaKCMManbHbLI TOK ropesiku BbibMpanTe no cBouMm paboyum

TpeboBaHuAM.

4.1.4 PYHKLNSA KHOMKW HA TOPEJIKE TIG-2T

3Ta byHKLUA KHOMKM YNpaBaeHWUs NPUMEHSAETCS TObKO MPU HAJIMYUW BHELLHETO,
He3aBucuMoro 6soka 6eCcKOHTAaKTHOro noAxura Ayru (OCUUANATOP), C BCTPOEHHbIM
KaanaHoM rasa. [poBog KHOMKM yNpaB/AeHWsl FOPesikM NOAKAOHAETCA HENOCPeACTBEHHO K
3ToMy 6s10Ky. Mpyn HaXaTUM KHOMKM Ha ropesike CUrHaja yrnpaB/eHus nocTynaeT B 610k
OCLMANATOPa, KOTOPbIN oTpabaTbiBaeT GyHKLMIO NMpeanpoayBKn ra3oM ti 30HbI CBApKM
(OTKpbIBaET KAanaH rasa) 1 € 3a4,ep>XXKoi NojaeT CUrHal Ha BK/IOYEHME MCTOYHMKA TOKa, a
TaKXe, B 3TOT MOMEHT NMOAaeT BbICOKOYACTOTHbIN BbICOKOBOJIbTHBIV MMMYJIbC A5 MOAXNUIa
ayrn. NictouHnk oTpabaTtbiBaeT Bce ocTasbHble GYHKLUWM (MX PACCMOTPUM B C/IeAYHOLLMX
MYHKTax) COr1aCHO LMKy CBApPOYHOrO NpoLiecca, NpuBeeHHoro Boiwe. MNocae otnyckaHus
KHOMKMW, WUCTOYHUK oTpabaTbiBaeT cBOM YHKLMKM, U MO OKOHYaHWM, CaMOCTOATENbHO
oTktouaeTcs. baok ocunnnaTopa goaxeH oTpaboTaTh GyHKLMIO NOCAE-NPOAYBKM razom t2
30HbI CBapKM (C 3aep>XKOM 3aKpbITb KAanaH rasa).

BHUMAHMUE! Bnok ocunanstopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAA WHBEpPTOpa M3 CTpos OT Npobos BbICOKOBOJbTHbIM Pa3psijoM, KOTOPbIA OH
co3gaeT B MOMEHT nogxura gyru. [lepes npumeHeHueMm, uenb 3alWUTbl HYXHO
06s3aTe/IbHO aKTUBUPOBATb.
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4.1.5 UMKZ1 CBAPOYHOI'O NMPOLECCA - TIG-4T
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MopsAoK M3MEHEHNS 3HaYeHNs toboM GyHKLUM cMOTpUTe B M.6.1

[na  paHHOro  pexuma rnoHazobuTcs  npuobpectM  oTaenbHbIi 610K
HeckoHTaKkTHOrO nogura Ayru (ocumanatop). NMopagok NogroToBkKM annapata k paboTe ¢
BHeLHUM 610KOM OCLUANATOPA UHAUBUAYANEH U AO/KEH ObITb ONMCaH B MHCTPYKLMK MO
akcnayaTaumm k 6noky ocuymnnstopa. Pa3bém ynpaBaeHWs BK/OYEHUWEM WCTOYHMKA
HaxXOAMTCA HA 3aZHeW NaHeNn UCTOYHMKA, CXeMa NOAKIOYeHUs Takas Xe Kak npu TIG-2T
CM. NYHKT 4.1.3.
Mocne cbopku:
- BKJIIOUNTL 610k 6ECKOHTAKTHOrO NoAXMUra Ayru (OCLLUANATOP);
- KHOMKy/aBTOMaTU4eCKUIA BbIKIlOYaTEb 12 Ha 33/HelN MaHes/u UCTOYHMKA MepeBecTu B

nosioxenune «BKJ1»;

- CMOMOLLbIO KHOMKMW 4 YCTAHOBUTb pexxunm ceapku AP «TIG» (pexunMbl nepekoyaoTca no
Kpyry);
yCTaHOBUTbL YHKUMIO KHOMKWU ropesku TIG-4T, Ans 3Toro KHomky 3 Heobxogumo
HaX1MaTb A0 NOsIBNEHUs Ha MHAMKaTope «KHorMka Ha ropenke» [But], Takxe psagom byaet
YKa3aHo Tekyllee NoJsioxeHne 3Tol GYHKLUM, C MOMOLLbIO KHOMOK 2 YCTaHOBUTb “4T".
Ecnv gonro He npeanpvHMMaTh HUKAKUX AEMNCTBUIM annapaT BbIMAeT U3 3TOU GyHKLMK.
BepHyTbCsi MOXHO TeM Xe MyTeM, a eC/IN «MepenpbirHyIn» He0HX0AMMBbIN PEXUM KHOMKMY,
MOBTOPHO HAXMMaWTE KHOMKY 3 — QYHKL MM NepekNtoyaoTcsa Mo Kpyry;
C MOMOLLbIO KHOMOK 2 YCTAHOBUTE TeKYLLNIA OCHOBHOW NapameTp — TOK CBapKy;
npy HeobXOAMMOCTU MOXHO pery/sMpoBaTb AOMOJHUTE/IbHblE GYHKLUU CBApOYHOrO
npouecca (Nopsf0K M3MEHEeHUs CMOTpuUTe B M.6.1).
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BHumMaHue! [opesnka aproHoBas Ao/1Ha BblTb KHOMOYHOrO TUNA, C HaOHETHbLIM
pasbeMoM J13MM. MaKkcuMManbHbIM TOK rOpenku BbibMpanTe no cBouM pabounm
TpeboBaHMAM.

4.1.6 QYHKLNA KHOMNKWU HA TOPEJIKE TIG-4T

3Ta byHKLUA KHOMKM yNpaBieHWUs NPUMEHSETCs TObKO MPU HAJIMYUWN BHELLHETO,
He3aBMcMMoro 6s10ka 6GECKOHTAaKTHOro nogxura Ayru (OCUMANATOP), C BCTPOEHHBIM
KnanaHom rasa. lNpoBoJ KHOMKM ynpaB/ieHWUs rOpesikK1 NOAKN0YaeTCA HenocpeacTBEHHO K
sToMy 610Ky. ObpabaTbiBaHMe HaXaTWsi KHOMKW YMNpPaB/E€HUS Ha ropesike MpOUCXOANT
noAobHo TIG-2T (CM. MyHKT 4.1.4), HO eCTb OT/iMuusA: 1). B Havyane cBapky, noka
YAEep>XXMBAeTCA KHOMKa, BO BPEMSA NEPBOro HaxaTus, nocie npeanpoAyBku rasom ti 30Hsbl
CBapku W BbICOKOBOJIbTHOIO MOZAXMWIa Ha BbIXOJe WMCTOYHMKa OygeT nocTosiHHO t2
npesBapuTesbHbI TOK (A4eXYypHas Ayra), TO/NbKO Moc/ie OTMYCKaHUS KHOMKW HaYHeTCs
MpoL,ecc HapacTaHus TOKA U UCTOYHUK BbIMAET HA pabounii TOK, TO eCTb KHOMKY He HaZo
yZAepXuBaTb BO Bpems paboyero Toka, pyka byZeT MeHbllue HanparaTbCs Npu AT IbHOM
CBapoO4YHOM npotecce. 2). B KoHLe cBapku, Mocie BTOPOro HaXXaTusi KHOMKW yrnpaB/eHus Ha
ropesike, HauMHaeTCsA CNaj Toka AO YPOBHA TOKa 3aBapkM KpaTepa, M MoKa KHOMKa
yAepunBaeTca t3, TOK HAXOANTCS Ha 3TOM ypoBHe. [oc/e yxxe BTOPOro oTnyckaHUs KHOMKK,
MCTOYHMK OTK/IIoYaeTCs, a 610K ocumMAnaTopa Ao/keH oTpaboTaTe cBoto GyHKLMIO nocse-
MPOAYBKM ra3oMm t4 30HbI CBApPKM (C 3a4€P>KKOM OTK/IOUUT KamnaH rasa).

BHUMAHMUE! Baok ocunnnsatopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpa M3 CTPOs OT NPo60A BbICOKOBOJIbTHLIM pPa3psiOoM, KOTOpbIA OH
co3jaeT B MOMeHT noaxura ayru. [lepes npumeHeHueMm, uenb 3awUTbl HY>XHO
obs3aTe/IbHO aKTUBUPOBATb.

4.2 QYHKLNA NPEABAPUTE/IbBHOIO TOKA (AEXXYPHASA AYTA)

3Ta ¢yHKUMA Heobxoauma AN yA0OGCTBA MO/Sb30OBAHUSA TOPENKOM B MOMEHT
nogxwra Ayru. MNo3soaseT Ha4YMHaTb NPOLLECC CBapKM C MasiblX 3HAYEHWI TOKA, 3HAYeHUe
KOTOPOro TO/IbKO MOAAEPXKMBAET MPOLLECC, HO HE BHOCUT CEPbEe3HbIX BIOXEHUIN Tenaa u He
npoxuraetr usgenne. MoxHO npejBapuTesbHO MNOAOrpeTb MeCcTO CBapku, B C/ayyae
MCMNO/Ib30BaHUS pexunma KHonku TIG-4T. Mo ymonyaHuto npeaBapuTenbHbid Tok [Pr.A]
YCTaHOBJIEH Ha ypoBeHb 20A. [TopaA0K M3MeHeHUs 3HaueHUs 6ol GyHKLUN B TeKyLem
pexumMe CBapku cMOTpuTe B M.6.1

4.3 DYHKL, NS TOKA 3ABAPKU KPATEPA

3Ta $yHKUMA HeobxoAMMa ANS yKa3aHUs YPOBHS, 4O KOTOPOro cragaeT ToK Mo
OKOHYaHMM npoljecca cBapku. Heobxoanm ans npose/eHWs 3aBapku KpaTepa B C/lyvae
NCNoJ/Ib30BaHNA pexxnma KHonku TIG-4T (npy BTOPOM yAep>KaHun KHONKK Ha ropeske). Mo
YMO/IY@HUIO TOK 3aBapKW KpaTepa yCTaHOB/EH Ha ypoBeHb 20A. opaaoK M3MeHeHus
3HaueHus 1060 GyHKL UM B TeKyLLeM pexnme CBapku CMOTpUTE B N.6.1
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4.4 QYHKLUNA HAPACTAHUSA CBAPOYHOIO TOKA

3Ta PyHKL M KPOME SKOHOMUM pecypca 31eKTPOAA U B HEKOTOPOM CTerNeHN CaMow
ropenky, Takxe Heobxoguma Ana yaobCTBa NONb30BaHWA TOpesikoN. YcTpaHseT
obpazoBaHMe HaYaIbHOro Pacn/IeckMBaHUS CBAPOYHOM BaHHbI, @ TaKXe 3a YCTaHOBJ/IEHHOE
BpeMs NJ1aBHOro HapacTaHus Toka [t.uP], B cayyae ncnonb3osaHus pexxmma KHonku T1G-2T,
MOXHO TOYHO HaBECTW ropesiky Ha HeObXOoAMMOe MecTo CBapKM, Tak Kak MecTo Mogxwura
Ay B 0C060 OTBETCTBEHHbBIX M3AENNSX He BCErAa HaxXoAWTCS B MecTe CBapKW. Takxe C
MOMOLL b0 3TOM QYHKLMN MOXHO NpeZABapuUTe/IbHO MPOrpeTh MecTo cBapku. Mo ymonyaHuto
yCTaHoB/IeHO B 3HayeHune “OFF” - oTk/toyeHo. MopsAoK M3MEHEeHWs 3HayeHus sitobol
dYHKLMMN B TEKYLLEM peXnMe CBapKun cMOTpuTe B N.6.1

4.5 OYHKLNA CNAAAHUSA CBAPOYHOIO TOKA

3Ta ¢yHKUMA HeobxoauMa AN yAydlleHUs MpoLecca 3aBapku KpaTepa,
obpasytoLerocs nog AaB/ieHNeM OCHOBHOMO paboyero Toka CBapoYHOM Ayru U 3TOT KpaTep
SIBNSIETCS 3apoablleM AedeKTOB CBAPOYHOrO LWBA, YTO CTb KPaHe HEraTUBHbIM sIBJIEHUEM.
MosToMy, 3a yCTaHOB/EHHOe BpPeMs MJIaBHOrO CnajaHus Toka [t.dn] MOXHO 3aBapuTb
obpazoBaBLUyOCS pakoBMHY. [10 yMOAYaHUIO, yCTaHOB/IeHO B 3HaYeHue “"OFF” - oTk/t04eHo.
MopsAAOK M3MEHEHWUS 3HaYeHUs 60N GYHKLMM B TEKYLLEM peXMMe CBapku CMOTpUTE B
n.6.1

4.6 OYHKL A CBAPKN UMNYJIbCHbIM TOKOM
3Ta PyHKLMA NpesgHa3HaveHa Aas 06/1eryeHns KOHTPOJIS CBApOYHOro MpoLecca B
MPOCTPAHCTBEHHbIX MONOXEHUAX OT/MYHBIX OT HUXHEro, a TakXe Mpu CBapke LBeTHbIX
mMeTannoB. Bo3genctsMe  MPOMCXOAMT  HEMOCPeACTBEHHO Ha  MepeMellvBaHue
pacn/iaB/JeHHOro MeTasl/la LB, @ 3TO B CBOIO ovepesb Ha CTabuabHOCTb GOpMUpOBaHMS
WwBa. B HeKOTOPOW CTeneHn 3aMeHsET ABUXEHUS PYKU CBApLLMKa NPV CBapke, 0CO6eHHO 3To
BaXXHO B TPYAHOAOCTYMHbIX MeCTax. TaK >Xe YacTUYHO NPOUCXOAUT MPUHYAUTENbHOE
BO3JEeNCTBME Ha MEpPEeHOC Kanau C MpUCcaso4YHON MPOBOJIOKM B CBApPOYHYKO BaHHy. OT
NpaBUAbHOCTU HACTPOMKM 3aBUCUT HOPMA M KauecTBO GOPMUPOBAHUSA LUBA, YTO YMEHbLUAET
BEPOATHOCTb MOAB/IEHNS NOP N YMEeHbLUAeT 3ePHUCTOCTb CTPYKTYPbI, @ 3TO yBeAn4MBaeT
NMPOYHOCTb CBAPHOIO COeANHEHMS.
[ns peanusaumm 3ToM GyHKLMM B annapaTe HY>HO CHayala BKIHOUYUTb PEXUM MyAbCcaLnm
Toka [Po.P] — nepesectn u3 coctoaHus "OFF” B coctosiHme "ON”, a Takxe 3agaTb YeTbipe
napameTpa: Tok umnyabca [1.iP], Tok nay3el [I.PS], yactoTty nyascaumnm [Fr.P]un cooTHoweHmne
uMnyabc/naysa (Man «ckBaxHocTby») [dut]. Mo ymonyaHuto yactoTa nyabcauum [Fr.P] u
«CKBaXKHOCTb» [dut] Ha cambIXx pacnpoCTpaHeHHbIX 3HauveHusx 10.0fy u 50%
COOTBETCTBEHHO. [1p1 M3MeHeHWM napameTpa "cKBaXHOCTb" 0T 50%, BHOCUTCA aCMMMeTpUs
MeXAy BpeMeHeM UMMybca TOKa U BpemeHeM "naysbl” Toka:
M0 YMONYaHMIO
"ckBaXkHocTh" [dut] = 50% "ckBaxkHOCTL" [dut] = 20% "ckBaXkHoCTh" [dut] = 70%
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JlaHHble napamMeTpbl yCTaHaB/IMBAIOTCA B Pas/IMYHbIX CUTyaLMsAX MO-pasHOMY, COr1acHO
TpeboBaHMsAM cBaplymka. MopsaAaoK M3MeHeHWs 3HayeHusi A06oM GyHKLMM B Tekyliem
pexvme cBapku cMOTpUTE B M.6.1

5. MTOZTYABTOMATUYECKASA CBAPKA (MA «MIG/MAG»)

~220V / 230V
~3x 380V / 400V

C

MONYABTOMATUYECKAS
FOPEJIKA

= N

=
_—-“" M3AENME

BHumaHue! Tpu cBapke 4E€pHbIX METaNIOB B KayecTBe 3alWWTHOrO rasa
NMPUMEHSIeTCS B MpOCTeNeM cayyae yraekucabi ras "CO2", a npu cBapke ajlOMUHUS —
TO/IbKO WHepTHble rasbl Tuma aproH "Ar", uHorga, reami "He", kak anbTepHaTuBa AN
Hep>KaBeroL X 1N BbICOKONErMPOBaHHbIX CTasel YacTo NMPUMEHSIOTCS CMeCU B Pas/IUyHbIX
nponopuumax "80%Ar+20%C0O2". cnonb3osaHue Apyrux ra3osB — TO/bKO MO COrNacoBaHMIO
C npousBoauTesieM 06opyA0BaHWs.

BHumaHue! Tak kak B annmapate npuvMeHeH CTaHAapTHbIN pasbém KZ-2 Tuna
"EBPO" ans ropesnku, To B nocaejytoueM MOXHO npuobpectu ropesky no cBoemy
YCMOTPeHMto.

MopsAoK NoAroTOBKM annapaTa k paboTe npu cBapke CM/IOWHOM NPOBO/IOKOM:

- YCTaHOBWUTb MWCTOYHMK Ha OCHOBAHWE MEXaHW3Ma MoJauyn MPOBOJIOKW, ANS JyyLeN
XeCTKOCTN 0bXBaTUTe M 3aTAHUTE PEMHEM UCTOYHUK U OCHOBaHWe (Y4epe3 OTBepCTUs B
BUAe Wesei no bokam UCTOYHMKA). PeMeHb NOCTaBAAETCS B KOMINJIEKTe;

- NOAKUYNTb Kabenb ynpaBaeHus oT 610Kka Nogaym NPOBOIOKM K pa3beéMy 18 Ha 3asHen
NaHe/In UCTOYHUKS;

BCTaBUTb Kabeslb «<Macca» B rHe340 NCTOYHUKa B «=»;

npnUcoeanHnUTb kabenb «macca» K n3penuio;

LWTEeKep CMI0BOMO ToKa 610Ka MOAauM NPOBOJIOKN MPUCOEAUHUTL K THE3AY UCTOYHMKE A
«+»;

NpUCOeAMHUTL U MPUKPYTUTL A0 ynopa CBapOYHYIO MOJyaBTOMAaTUYeCKylo FOpesKy K
rHe3ay 11 Ha 610ke Nogayun NpoBOIOKY;
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- YCTAHOBWUTb pPesyKTOp Ha rasoBbi 6annoH ¢ 3aMTHbIM razom "CO2" nan "Ar+CO2";

NOAK/IIOYNTb Fa30BbIN WAAHT K peAyKTOpYy rasoBoro 6as10Ha U WTyLepy 21 Ha 3agHen

naHesu 610ka NoAayn NPoBOIOKK;

OTKPbITb KPaH ra3oBoro 6as110Ha, NPOBEpPUTb FePMETUYHOCTD;

NOAKJIIOUYNTL CETEBOM Kabesib UCTOUHMKA K CETU MUTAHUS;

KHOMKa/aBTOMaTUYeCKMI BbIK/OYATEb 12 HA 3aAHEeN NaHenn UCTOYHMKA NepeBecTu B

nonoxexue «BK/1»;

- C MOMOLLbIO KHOMKM 4 YycTaHoBuTe pexum cBapkn [A  «MIG/MAG» (pexumbl
nepek/to4aoTCa No Kpyry);

- CMOMOLLbIO KHOMOK 2 yCTaHOBUTe HeobX0ANMOe HanpsiXeHue CBapKy;

YCTaHOBWTb KaTYLUKY C POBOJIOKON HEODXOAMMOrO AnamMeTpa;

NOAHATb BBEPX KOPOMbIC/I0 MPUXMMHOIO POJINKS;

BECTM CBOOOAHBIV KOHEL, MPOBOJIOKMN Yepe3 BXOZHOM KaHa 1 20 B CBAPOYHYIO rOpesiky;

OMYyCTUTb M 3aXaTb CBAPOYHYIO MPOBOJIOKY MeX/Y POMKaMM, yCUINE NMPUXKATUA POMKOB

HanMcaHoO Ha MAACTUKOBOWM PyyKe, €C/AN HeT OMbiTa, TO M3HaYa/bHO YCTAaHOBUTb Ha

cpejHee nosoXeHMe (Ha NpMMepHoe 3HaveHue 3);

- CMOMOLLbIO KHOMOK 8 YCTaHOBUTbL HEOHXOAMMYIO CKOPOCTb NOZaun NPOBOJIOKK;

- C NOMOLLbIO KHOMKM 7 MPOTAHYTb MPOBOJIOKY 4Yepe3 BeCb KaHaa M OTperyamposaTb

OKOHYaTeNbHOoe yCu/ane NpuxaTmsa ponMKoB, COr1aCHO PeKOMeHAaLMaM No NpoBejeHunto

nosiyaBToMaTuyeckon ceapku. Mpu aTom obpaTnTe 0coboe BHUMaHMeE Ha ycuane 3axaTms

TOPMO3a KaTyLWKM, KaTywka AosxHa 661Tb MVMHUMAJIBHO-HEOBXOAMMO 3axaTa u

Nlerko  BpallaTbCs, HO CaMOMPOWM3BOJILHOrO pPackpyuMBaHUs OblTb He  JO0JIKHO.

BHUMAHME! Eciv HenpaBuibHO cobpaH TOPMO3HOM MeXaHU3M KaTyLKK, TO OH MOXeT

«CamMo3aTArnBaTbCA» MPU BpalleHMM KaTyLKK, YTO Yepe3 KOPOTKOe BpeMs npuBejeT K

noJsiHol 610KMpOBKe NPOBOJIOKM C HapYLLIEHWEM MNpoL,ecca CBapki, MO3TOMY, NOXaNynCTa,

nepenpoBepbTe STOT MOMEHT, Nepe/ NepBoi 3anpaBKoM NPOBOJIOKY;

npy HeobXOAMMOCTU, MOXHO PeryanpoBaTb AOMOAHUTE/bHblE YHKLWUU CBAPOYHOro

npouecca Ha UCTOYHMKe 1 b1oKe NoAayn MPOBONOKM (MOPSAOK U3MEHEHNS CMOTpUTE B

n.6.1).

He 3abbiBaliTe 0 nogaye 3awmTHOro rasa! Jia npoBepkn ero HaAnuUs B KaHane
ropenku npesycMOTpeHa KHOMKA 9, B MOMEHT HaxaTuns KOTOPOM MNPOBOJ/IOKA He MNoAaeTcs.
Ecam Bbl HOBMYOK M HeT onblTa B YCTaHOBKE OMNTUMA/bHOrO AaB/eHWUsi AN CBapPKM
KOHKPETHOro M3Aennsi, TO Ha NepBoe BpeMs JaBJ/ieHMe ra3a MOXHO YCTaHOBUTb Hosblue
ONTUMa/IbHOro 3HayeHus ~o0,2Mla, 3To Mas0 NMoBAMAET Ha Npouecc, Aullb YBEeANYNTCH
pacxoZ 3awuTHoro rasa. Ho B 6yAyliem, AN SKOHOMWMM, PYKOBOACTBYWTECb OO MMM
peKoMeHAaLMAMU A5 MPOBE/eHUs CBAPOYHbIX paboT nosyaBTomMaTamu. Takxe HauMHanTe
CO CpejHero 3HayeHWss CKOPOCTM MOAAYM MPOBOJOKU (~4...6 M/MWH) K cpeaHero
HanNps>XeHWs Ha UCTOYHMKe (~19B) mpu nobom AunameTpe yCTaHOBAEHHOM MPOBOJIOKM
(D0,6...1,2MM), MOXET He OMTUMaJIbHO, HO annapaT J0J/KeH yxe BapuTb. YTo 6b1 06UTbCS
Jlyyllero pesysibTaTa, HYXHO peryanupoBaTb HanpsXXeHue Ha MCTOYHMKE KHOMKamMu 2 U
CKOPOCTb MOZAAauM MPOBOJIOKM KHOMKaMu 8 Ha 610ke nogauv cornacHo obwmm
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pekomMeHAaunAaM No nNnposejeHNo CBapo4YHOro npouecca noJjiyaBToMaTaMu. nOMHMTe, Ana
KaXA40ro KOHKpeTHOro cnyv4as 3T napaMeTpbl pa3Hble.

5.1 LUK/ CBAPOYHOI'O NMPOLECCA - MIG/MAG-2T
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MopsaAoK U3MEHEHWSA 3HaYeHNs tobon GyHKLUKM cMOTpKTE B N.6.1

5.1.1 YHKLWNSA KHOMKW HA TOPEJIKE - 2T

MpyMeHsieTC MpU CBapke KOPOTKMX W CpeaHel AAnHHbI wBoB. DyHKuus
3aK/04aeTCA B C/eAYioWeM: NPU HaXaTUM KHOMKM Ha ropesike CUrHan ynpas/ieHUs
noctynaeTt B 6,0k ynpasieHus, oTpabaTbiBaeTca GyHKUUA Mpes-npoAyBKU ra3oM 30Hb
cBapku 3a Bpems [t.Pr] (oTKkpbiBaeTCs KnanaH rasa), Aajiee NoaeTca CMrHaa Ha BKAOYeHne
MCTOYHMKA W ABUraTens nogaynm npososiokn. C 3TOro0 MOMEHTa HauyMHaeTcs npouecc
CBapKW, 0 HOBpeMeHHO oTpabaTbiBaeTcs GYHKLMA NAABHOIO BbIXOAa Ha PEXMM CBApKW 3a
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA AOMOJHUTENbHbIE PYHKLUMM (Hanpumep
MMMY/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMK/IA CBAPOYHOro MpoLecca NpMBeAEHHOro Ha
uukaorpamme n.g.1. MNocne oTnyckaHWs KHOMKKM, oTpabaTtbiBaeTca GYHKLUS MAABHOMO
CnazaHva TOoKa M CKOPOCTM MNOAayM MpOBOMIOKM 3a BpeMms [t.dn], 3aTeM MUCTOUHWMK
BbIK/OYaeTcs. Jlanee oTpabatbiBaeTcs GpyHKLMA NOCAe-NPOAYBKM ra30M 30Hbl CBApPKM 3a
Bpems [t.Po] (c 3a4ep>KOoM 3aKpbiBaeTCs K/1anaH rasa).

-67- PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

5.2 LUK/1 CBAPOYHOI'O NMPOLLECCA - MIG/MAG - 4T
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MopsZoK U3MeHeHUs 3HaueHUs 1tobon GyHKLUKM cMOTpUTe B M.6.1

5.2.1 QYHKLUNA KHONKW HA FTOPEJIKE - 4T v anbT.4T
a) MMPOBOW CTAHAAPT PeXMMa KHOMKK - 4T
6) aNbTEPHATUBHbIN PEXUM KHOMKMW — anbT.4T

MpuMeHseTcs Npu cBapke AJIMHHBIX WBOB. DYHKL WA 3aKII04aeTCA B CeAYHOLWeM:
Npy NEpBOM HaXaTUM KHOMKWM Ha ropesike CUTHaA YyrpaBaeHWs nocTynaeT B 6s10K
ynpaBnieHus, oTpabaTbiBaeTcs GyHKL M Npes-NpoAyBKU ra3oM 30HbI CBapKM (OTKpbIBAETCA
KAanaH rasa), nocje NepBOro OTMYCKAHWA KHOMKW MOAAeTCA CUrHaa Ha BKJOYeHue
MCTOYHMKA M ABUraTens nogaynm npososokn. C 3TOro MOMeHTa HayMHaeTcsa npouecc
CBapkW, 0 HOBpEMEHHO oTpabaTbiBaeTcs GyHKLMSA NAABHOIO BbIXOAA Ha PEXMM CBapKM 3a
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA AOMOJNHUTENbHbIE PYHKLWUM (Hanpumep
MMMNYJ/IbCHBIN PeXMM), BCE 3TO COMACHO LMK/Ia CBAPOYHOrO MpoLecca NpuBesEeHHOro Ha
umkaorpamme n.5.2. Mocie BTOPOro HaXxaTusl KHOMKW Ha ropenke, oTpabaTbiBaeTcs
dYHKLMS NJaBHOIO CNajaHns HanpsXXeHUsi U CKOPOCTU NOAauM NPOBOJIOKM 3a Bpems [t.dn],
3aTeM UCTOYHMK BbIK/IOYAETCA.

Mocsne BTOPOro oTnycKaHUs KHOMKW oTpabaTbiBaeTcs GyHKL M NOCae-NpoAYBKU
rasom 30Hbl CBApKU 3a BpeMs [t.Po] (c 3a4ep>KKoM 3aKpbIBaeTCA KaanaH rasa).
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B anbTepHaTMBHOM pexwuMe KHOMKW anbT.4T, NponyckaeT BTOPOM TakT (nepsoe
OTMyCKaHWe KHOMKW), 3TUM M OTINYAeTCSH OT MUPOBOro cTaHAapTa 4T. MNMoACHUM: B AaHHOM
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 KHonku 2T. [pu 3ToM nocne nepeoro
OTNyCKaHWA, TMpoLecc CBapkuM npogosxaeTcd 6e3 usMeHeHW. [JlaHHbIA  pexum
npegocTabnsetcs komnaHuen PATON kak 60HYCHbIN, MCMNOAb30BaTb KOTOPbIA MOXHO MO
XeNaHuo, Tak Kak OoH 6oJsiee NpuBbIYEH C TOUKM 3peHMs Hoslee 4aCTOro MCMOJ/b30BaHUA
KAMeHTamMu pexuma 2T B K/JacCM4eckmx MosyaBTOMaTax, COOTBeTCTBeHHO 6Gosee
WHTYUTUBHO MOHSATEH.

5.3 OYHKUUNA UHAYKTUBHOCTb

3Ta ¢yHKLMA HeobxoAuMMa AN M3MEHeHMst CKOPOCTM HapacTaHWs Toka Mpu
M3MEeHeHUW HanpsixeHns Ayru. B pesysibTaTe ymMeHbllaeTcs pa3bpbi3rMBaHune, HO 3TO Takxe
B/IMSIET Ha MNpoLecC KamnianepeHoca, YTO MPUBOAWUT Ha BbICOKMX 3HAYEHMAX CTeneHu
MHAYKTUBHOCTM K 3aMe/j/IeHMIo npoliecca CBapkM M CUAbHOMY YMEHbLUEHWIO 4acTOTbl
nepeHoca Kanesb. VI3MeHsis 3HaueHMe 3TOM OYHKLMM, KaXAbl NOJb30BaTe/Nb MOXET
BbIbpaTh A5 cebs onTUMasbHbIN NpoLecc cBapku. B 0OCHOBHOM, MUHMMa ibHbIE 3HaYeHUs
MPUMEHAIOTCA A4 CBapku ToAWMH bosee 3 MM, a MaKCMMasibHble 3HadeHns Aaa bosee
TOHKUX U3AENNN.

Mo ymonyaHuio MHAYKTUBHOCTL ycTaHoBaeHa B “"OFF”, To ecTb ycTaHOBAEHA Ha
Hy/1eBoOM cTyneHu. MopsaAoK M3MeHeHUst 3HauYeHus 060N GyHKLMM B TeKyLeM pexume
cBapKku cMoTpuTe B M.6.1.

5.4 QYHKLWSA NPEA-NPO/AYBKW 3ALLUTHBIM FA30M

3T1a $yHKUMA HeobxoAMMa ANS 3aWMTbl 30HbI CBApKWM OT BPEAHOIO B/USHUS
aTMocdepHOro BoO3Ayxa M 3aKNIOYAeTCs B MNPesBapUTe/IbHOM MPOAYBKE 30Hbl CBapKM
3alMTHBIM ra3oM Mepej 3aXWraHuem CBapoyHoM ayru. Mo ymos4aHuio, Bpems npea-
npoayBKu [t.Pr] ycTaHOBNEHO Ha 3HAYEHMe 0,1 CeK, 3TO 3HAYEHWNE MOXHO B 10601 MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHuto. MopsfoK M3MeHeHUs 3HayeHus 6o GyHKUUK B
TEKyLLEM pexume CBapku cMoTpute B n.6.1. Mcnonb3oBaTb NpaBbli MHAMKATOP 6s10Ka
noZayn NpoBOJIOKM.

5.5 PYHKL WA NOC/IE-NPOAYBKU 3ALUTHLIM FA30M

3Ta yHKUMA 3aK/04aeTCa B Noc/ieaytolein NpoAyBKe 30HbI CBapKW 3aLUTHbIM
rasom roc/sie MnoracaHus CBapoOYHOM Ayru, Tak Kak packajieHHas CBapoyHas BaHHa elé
HeKkoTopoe BpeMs HoOUTCS BpeAHOro BAUAHUA aTMocpepHOro Bosayxa. [1o ymonyaHuio
Bpems noc/ae-npoaysku [t.Po] ycTaHOBAEHO Ha 3HaveHMWe 1,5 ceK, 3TO 3Ha4YeHMe MOXHO B
Nto60oMi MOMEHT U3MEHWUTL MO CBOEMY YCMOTPeHUIo. [MopasoK n3mMeHeHUs 3HaYeHus ntobow
bYHKLUMM B TEKyLEeM pexXume CBAapKM CMOTpuTe B M.6.1. MOXHO WCMo/b30BaTb J1eBbI
MHAMKATOP MCTOYHMKA M NPaBbln HAMKaTOP 610Ka NoAayun NPOBOJIOKM.
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5.6 ®YHKLUNA HAPACTAHNA HANPAXKEHUA/CKOPOCTU NOAAUYN B HAYAJIE
CBAPKU

O3Ta o¢yHKuMA HeobxoauMMa ANA MJaBHOrO BbIXOAA Ha PexXuM CBapku 3a
ycTaHoB/ieHHOe Bpems [t.UP], 4To yMmeHbluaeT pacn/jeckuBaHMe CBApOYHOW BaHHbI U
pa3bpbisrvBaHMe B MOMeHT MO/XWra, Korga rnpoBo/ioKa elé Xo/i04Hasi. YBennyeHHoe
BPEMS M/1aBHOr 0 BbIXO/a NPUMeHSeTCs 415 HauaslbHOro GopMMPOBaHUSA BaHHbI.

BHUMAHME! Yem 6onblue BpeMs HapacTaHWs - TeM MeHbLLe Havya/lbHbI NPoBap,
MO3TOMY NPUMEHSIETCS TOLKO AS CPEAHUX U AJIMHHBIX WBOB. [10 3TON NpUYMHeE He HY>XHO
yBesmunBaTb Bpems bosiee 0,1 cek Npu cBapke NpuxBaTKaMm 1 T.1.

Mo ymonyaHuio BpeMs Bbixoga ycTaHoBaeHo “"OFF”, To ecTb BbikatoueHO. [Topsig ok
M3MeHEeHWs 3HaueHUs 11060 GpyHKLUM B TeKyLLleM pexmrme CBapku CMOTpUTeE B N.6.1.

BHUMAHME! Mpu cBapke cTa/sbHOM NPOBO/IOKON BpeMs HapacTaHus [t.uP] Ha
MCTOYHMKE J0/KHO BbITb 60 paBHO, NMGO YyTb MeHbLLe YeM Ha 6.10ke NoAaun NPOBOJIOKY.
Mpwu cBapke anlOMUHWUEBOM NPOBOIOKOW BpeMsi HapacTaHus [t.UP] Ha UCTOUYHMKe 0/1KHO
6biTb HosbLLe (+0,2..40,5 cek) yem Ha 610Ke Nogaym NPOBOIOKM.

5.7 OYHKUUNA CNAAAHUA HAMPAXKEHUA/CKOPOCTU NOAAYU B KOHLLE CBAPKU

3Ta dyHKLMSA NpegHa3HayYeHa A/ NAaBHOWM 3aBapku KpaTepa obpasytolierocs B
CBApOYHOM BaHHe NoJ AENCTBMEM 3/1eKTPOMArHUTHOIO AyTbS 3/1EKTPUYECKON AYroMn 1 B
nocseAytoLem SBASIOWMUMCS UCTOYHUKOM JedeKToB CBapOYHOro WBa. CUrHaIoM K Havany
paboTbl PyHKL MM ABASIETCA OTNYCKaHME KHOMKM Ha Fopesike B KOHLLe MpoL,.ecca CBapku, Npu
3TOM [ABWXeHWe TropesikM HeobxoAMMO MpekpaTWTb W 3aBapuBaTb CMajaloLLvM
HanpsXXeHneM sIMKY (3TO M eCTb KpaTep) B CBAPOYHOM LUBe. 3a pery/MpoBaHuMe NaaBHOCTH
3TOro mpouecca oTBeYaeT BpeMs ChafaHusa HampsikeHus [t.dn] Kak B UCTOYHMKE, TaK U
BPeMsi CMajaHusa CKOPOCTM NoZaym npoBoioku [t.dn] MexaHu3ama nogauu. [as KoppekTHOM
paboTbl 3TV 3HaYEHUs JO/DKHbI COBNaAaTh. M0 yMOAYaHMIO 3HaYEHNe YCTaHOBJ/IEHO Ha 0,1
cek, To ecTb $akTUYeCKN B COCTOSIHUM BbIK/IOYEHO. DTO 3HAYEHNE MOXHO W3MEHATb Mo
CBOEMY YCMOTPEHMIO, NOPAAOK U3MEHEHMA CMOTpUTE B M.6.1.

BHMUMAHME! TMpu cBapke cTanbHOW nNpoBO/IoKOW Bpemsa crnaga [t.dn] Ha
MCTOYHMKE f,0/1KHO BbITb 60 paBHO, MO0 HyTb 60/bLIE YeM Ha 610Ke NoAaun NPOBOIOKMY.
Mpw cBapke anlOMUHUEBOW NPOBOJIOKON BpeMs cnaza [t.dn] Ha MCTOYHMKE J0XKHO ObITb
MeHblue (-0,3..-0,7 CeK) YeM Ha 6/10Ke Nozayum NPOBOJIOKM.

5.8 YHKL A CBAPKN UMNY/IbCHO-MOA4Y/IMPOBAHHbIM HAMNPA>XXEHMUEM

37a PyHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXEHWUAX OT/IMUHBIX OT HWXKHEro, a TakXe MpW CBapKe LBEeTHbIX
mMeTasnoB. Bo3geicTBMe  MPOMCXOAUT  HEMOCPeACTBEHHO Ha  MepeMellnBaHue
pacnaaB/ieHHOro MeTasina WBa, NO3TOMY BO3AENCTBYET B NepByo ovepesb Ha GopMy LLBa.
A TaKkxXe NPOUCXOAUT MPUHYAUTE/IbHOE BO3ZAEWCTBME Ha MEPEHOC Kamnjuv B CBAPOUHYHO
BaHHY, 3TO B CBOIO 04epesb Ha CTabuibHoCTb npouecca. Kak 1 B 4pyrvx Bugax cBapku, 3ToT
npoL,ecc B HEKOTOPOW CTENEHUN 3aMeHsIeT ABUXEHWUS PYKU CBapLLMKa, 0COHEHHO 3TO BaXKHO
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B TPYAHOAOCTYMHbIX MecTax. OT MpaBM/ILHOCTUM HACTPOMKM Kpome ¢OopMbl 3aBUCUT U
KayecTBO GOPMMPOBAHMS LIBA, YTO YMEHbLIAET BEPOSTHOCTb NOSBIEHNS NOP U yMeHbLUAeT
3@PHUCTOCTb CTPYKTYPbI, @ 3TO yBE/MUYMBALT MPOYHOCTb CBAPHOIO COeMHEHMS.
Ans peanusaymmn 3Tol GyHKLUM B annapaTe HY>XHO CHavana BKAOUYUTL PEXUM MybcaLmm
HanpsixeHusa [Po.P], nepesectn us coctoaHunsa “"OFF” B coctoaHne "ON”, a Tak xe 3a4aTb
yeTblpe MapameTpa: HanpsbkeHuve umnyabca [U.iP], HanpsxeHue nay3sbl [U.PS], uvactoTy
nynecauun [Fr.P] un cooTHoweHWe wumnyabc/naysa (Uam «ckBaxHoCTb») [dut]. Mo
YMOIaHMIO YacToTa nyabcauum [Fr.P] n «ckBaxxHocTb» [dut] Ha caMbix pacnpocTpaHeHHbIX
3HaueHuax 20l L, n 7% cooTBeTcTBEHHO. [1pM M3MEHeHUN napameTpa "ckBaXHOCTL" OT 7%,
BHOCUTCS acCMMMeTpus el é 6obLlias MexAy BpeMeHeM MMMYJ/1bCa HanpPs)KeHUS U BpEMEHEM
"naysbl" HaNpsXKeHua:
Mo YMOJ/TYaHUIO
"ckBaXHocTh" [dut] = 7% "ckBaXkHocTb" [dut] = 2% "ckBaxHoCTb" [dut] = 15%

[VAY (A VA
|;‘j| 93% || 93% H 98% || 98%

t,cek t,cex t,cex

,ﬂ,aHHbIe napameTpbl YCTAaHAaB/AMBAKOTCA B Pa3/IMYHbIX CUTYyauMAX MNO-pasHOMY,

corsaacHo Tpe6OBaHVIHM CBapumKa. ﬂopﬂAOK M3MeHeHUa 3HayeHua abon CI)yHKLI,VIVI B
TeKkylweMm pexmme CBapku CMOTpuUTe B n.6.1

5.9 DYHKL NS BKJIKOYEHUNA OTKNHOYEHUSA ABUTATENSA

3Ta fonoNHUTEeNbHAA GYHKLUS 415 BOSMOXHOCTU OTK/IIOUUTL paboTy ABuraTtess.
OHa MOXeT He NMpPUCYTCTBOBATb B MEHIO, TakK Kak MpW HaauymMu cBA3M Mexay 6aokamu
yrpaB/aeHus, annapaT caM NPMHUMAET peLleHre O BKIIOYEHUW U BbIKJIOYEHWUM ABUraTENS B
KOHKPETHOM pexume CBapKu.

BHUMAHME! Ans npaBuibHOW paboTbl MosyaBToOMaTa 3TOT NapameTp JO0/KeH
6bITb BCerga B nosioxeHum «ON».

6. BbIEOP N HACTPOMKA OYHKLINIA AMMAPATA

Ecnn He HaxMMaTb KHOMKM Ha NepesHen NaHeaun, annapaT BbIBOAWUT Ha Lnudpposomn
MHAMKATOP C 1IeBOM CTOPOHbI 3HaYeHMe OCHOBHOIO NapameTpa TeKyLLero pexmma CBapku:
1) B pexvme PAC "MMA”" — cBapOYHbIN TOK;

2) B pexxunme APT “TIG" — cBapOYHbIl TOK;
3) B pexxume MNA “MIG/MAG" — cBapoyHOe HanpsXeHwue.

Ha neBom nHgukatope B momeHT cBapku MA “"MIG/MAG” noka3sbiBaeTcs Tekylyee
3HaYeHWe TOKa, MOJyYMBLIEECs B pe3ysbTaTe caegyrowmnx ¢$GakTopoB: WMCMO/b3yeMOro
AvameTpa NPOBOJIOKM, YCTAHOB/NIEHHOrO 3HAYEHWsi HaMpPsXKeHWs Ha  WCTOYHWKe,
YCTaHOBJ/IEHHOW CKOPOCTU MOAa4M NPOBOJIOKM Ha MeXaHM3Me NoAauu, UCMOb3yeMOro rasa,
mMaTepuana v TOJLLMHbI CBAPUBAEMOTO U3AEANS U T.4. 3HAYEHNE MOKA3bIBAETCS B TEYEHUM
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8 ceKk nocsie OKOHYAHMA CBApKM — 3TO HYXHO A BO3MOXHOCTU CaMOCTOSTE/IbHOM
nepernpoBepKkM 3HaYeHWs TOKa CBapLLMKoM, 6e3 NoCTopoHHelN noMown. A Ha LndpoBOM
MHAMKATOPE C NPaBOW CTOPOHbI B 3TOM Xe pexume MA “MIG/MAG" BbIBOAUTCS 3HaYeHMe
CKOpPOCTW NOAA4M NPOBOAOKM B "M/MUH".

KHonka 3 Ha nepegHel naHeAn annapaTa OTBEYaET 3a BbIGOp GyHKL MM MCTOUHNMKS,
B TeKyLieM pexume CBapKW, a KHOMKa 10 3a Bblbop dyHKUMM Baoka Mogaun B pexume
MIG/MAG.

KHonka 4 Ha nepegHel naHe v annapaTa OTBeYaeT 3a BbIOOp pexurma cBapkiu.

KHonku 2 Ha nepegHelt naHeNn UCTOYHMKA OTBEYAIOT 3@ M3MEHeHMe Tekyllero
3Ha4yeHus Ha LndpPOBOM MHAMKATOPE C IEBOM CTOPOHbI.

KHonku 8 Ha nepeaHeit naHean 610Ka Nogayun OTBEYAIOT 38 U3MEHEHMWe Tekyllero
3Ha4yeHus Ha LMdpPOBOM UHAMKATOPE C NPaBOI CTOPOHDI.

6.1 NEPEK/IIOYEHME HA HEOBEXOAUMYIO ®YHKL IO

Ecnv B annapaTte ycTaHoB/ieHa cucTemMa 3aluTbl OT HeCaHKLMOHWMPOBAHHOIO
A,0CTynNa K MeHI0 GYHKLMIA, TO MPU HAXaTUW Ha KHOMKY 3 Ha UCTOYHMKE Ha MHAMKATOpe C/1eBa
HE MNPOMUCXOAUT HUKAKMX W3MEHEHWW, TO eCTb 3Ta KHomnka 3absokupoBaHa. [Jns
pa3b610KkMpoBKM HEOOXOANMO yaepxaTb €€ B HaXXaToOM COCTOsIHUK bosee 3,5 ceKyHA. Mpu
pa3b10KMpOBaHUM Ha MHAMKATOP BbIBOAWUTCS M306paXKeHMe OTKPbIBAOLLMXCS 3aMOYKOB,
yKasblBalowiee O rpouecce pa3biokupoBku MeHoo  $yHkuui. TMocne ycnewHoro
pa36/10KkMpOBaHNS MPU HaXaTWM KHOMKM 3 Ha LMPOBOM AUCNAElN BbIBOAUTCS TeKylyee
Ha3BaHue QYHKL MM 1 eé 3HaYeHue.

BHumaHue! [locne oTnyckaHuMa KHOMKWM 3, 4Yepe3 2 CeKyHAbl SKpaH CHOBA
MepeKIounTCA Ha OCHOBHOM MapameTp TeKywiero pexuma cBapku. [oka gucnnen
MOKa3bIBaET TEKYLLYIO GYHKLMIO, €€ 3HAUYEHWE MOXHO U3MEHUTL B 60/IbLLYIO MW MEHBLLYIO
CTOPOHY, C MOMOLLbIO KHOMOK 2. JIN60 Npu BbICTPOM HaXaTum M OTMYCKaHWUM KHOMKM 3 MOXHO
nepek/I4aThCs Ha CieayoLyto GYHKLMIO, MO KPyTY.

BHumaHue! Ecaun ygepxuBaTb KHonky 3 6onbliue 10 cek, To Ha Tabso nosBUTCA
00paTHbIA OTCYET 333...222...111..., HYXXHO OTMYCTUTb KHOMKY A0 UCTEYEHUS 3TO BPEMEHMH,
4TOObl He COPOCUTL BCE HACTPOMKWM AAHHOMO PeXMMa K CTaHAAPTHbIM 3aBOACKMM. DTy
3agauvy bysem paccmatpuBaTh B M.6.3.

AHa/ZIOrMYyHO, MPW HaxXaTUM KHOMKM 10 Ha LMPPOBOM UHAMKATOP CrpaBa
BbIBOAUTCS rpadmyeckoe HazBaHWe Tekylen dyHKLMM B6i10Ka NoAaum NpoBoOJIOKY, a Cpasy
nocsie OTNYCKaHWs, B TEYEHUW 2 CeKYH/, NMOKa3blBaeTCs Tekyllee 3HaueHne 3SToM GyHKLUK.
C nomolLblo KHOMOK 8 MOXHO ero 3HayeHWe MOXHO U3MEeHUTb B MeHbLUYo Uan 6onbluyto
CTOPOHY.

Ecnn meHio 3a6/10kMpoBaHO, Kak M B c/lyyae C MeHlo QYHKLMUI Ha UCTOYHMKE -
AO0CTaTOYHO yAepxaTb 3Ty KHOMKy 6onee 3,5 cek
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6.2 NEPEK/TIOYEHUE HA HEOBXOAMMbIVI PE>XXM CBAPKUA
HaxaTue Ha KHOMKY 4 NPUBOAMUT K NEPEKIIOYEHMIO HA CIEAYIOLL NN PEXMM CBapKM
Mo KPyry, 3TO BUAHO Ha AMCrJiee 1 Ha NepejHeN naHesu.

6.3 CBPOC HACTPOEK BCEX ®YHKL M TEKYLLEFO PEXXMMA CBAPKM

MoryT nponcxoAunTb CUTyaL MK, KOrAa HacTPOMKM B annapaTe HeCKO/bKO 3anyTasiu
nosb3osaTtens. Jlnsa Toro 4tobbl COPOCUTL MX 3HAYEHUA K CTaHAAPTHLIM 3aBOACKUM,
HeobX0AMMO MPUMEHSTb Ty Xe KHOMKY 3 KOTOopas WCMo/b3yeTcs A/f BXOAA B MEHIO
byHkumn. Jns cbpoca HaCTpoeK A0CTaTOYHO YA epXmBaTb HenpepbiBHO KHOMKY 3 6osiblue
10 ceK (He obpalaTb BHUMaHWe Ha 3obpaxkeHne 3aMoukoB). Ha Tabs10 HauHeTcs 0bpaTHbIN
OTCYeT 333...222...111 W NPU AOCTUXEHUN "000" BCe HACTPOMKM TeKYLLero pexmnma cBapkm
6yayT obHoBneHbl Ha 3aBogckue. COPOC MapaMeTpoB A/ KaXAOro pexuma CBapKu
Aenaetcs oTAesibHO! ITO cAenaHo ANs noBblleHWUs ya06cTBa — 4TOGbI Cy4alnHO He
cbpoCUTb MHAMBUAYa IbHBIE HACTPOMKM B APYTMX ABYX peXuMaX.

AHaZIOrTMYHO MOXHO cOpocuTb napameTpbl Ha O70Ke nojayM NPOBOJIOKK C
MOMOLL,bIO KHOMKM 10.

6.4 USMEHEHVE HOMEPA NPOIrPAMMbI B TEKYLLLEEM PEJXKXUME CBAPKU

B kaxagom pexume cBapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
Mo/Ib30BaTe/Il0 COXPaHATb A0 16 pas/IMYHbIX BapMaHTOB HacTpoek. Tekywwul Homep
HaCTPOWMKM (MPOrpamMmbl) BbIBOAUTCS B BEPXHEM NPaBOM Yry MHAMKATOPa HaxoAsLLerocs
Ha nepeAHel NaHe/sM MCTOYHMKA. B MOMEHT nepBoro BK/OYEHWs amnapata Bcerja
oTobpaxaeTca nporpamma nog N1 Ans KaxAaoro pexuma cBapku. Bce nsmeHeHus B
HacTpolke amnapata B JaHHOM pexuMe CBapkuM M TekylleM HOMepe MNporpaMmbl
coxpaHstoTcsa. YTobbl NepelTn Ha Apyroi HOMep NMPOorpaMMmbl U HavaTb HACTPOMKY CHOBA C
6a30BbIX NapaMeTpPoOB, AOCTATOYHO HaXaTb Ha KHOMKY 3 WM eC/in MeHio Bbibopa $yHKLUIA
3ab10KMpoBaHO, TOrga Ha MHAMKATOP BbIBOAMTCS TEKYLL WA HOMEp NPOrpaMmbl, KOTOPbIN
MOXHO C NMOMOLLbIO KHOMOK 2 M3MeHWTb B 6OJ/bLLYIO MAN MeHbLUY CTOPOHY. Ecin MeHio
Bblbopa yHKUMM He 3abNOKMPOBAHO, HampuMep: MOJ/b30BaTeNb KaK pa3 nepej 3TuUM
M3MeHsN AOMONHUTE IbHbIE NapaMeTpbl QYHKUMIA OnUCaHHble B N.6.1, TO HeobxoAMMO
3a610kMpoBaTh MeHI0 Bbibopa dyHKLMIA C MOMOLLBIO yAepxaHua KHOMKKN 3 bosee 3,5 cek,
TOYHO TaK Xe KaK v Npu pasbiokMpoBaHMK, MPU 3TOM Ha MHAMKaTope byAyT oTobpaxaTbcs
3aKpbIBalOLLMECS 3aMOYKM, MO OKOHYaHUM STOM onepauum MeHto ByaeT 3abnoKMpoBaHO U
Tenepb MOXHO CHOBa MOBTOPUTb MOMbITKY M3MEHEHUs1 HOMepa NPOrpamMMbl C MOMOLLbIO
kHOMKK 3. [Mpn 3TOM BCe NapameTpbl NpeablAylL e NporpaMMbl ByAyT cOXpaHeHbl U K Hel
BCEr/a MOXHO BepHYTbCS CHOBA.

7- 05LI.|,I/II7I CNUNCOK N NOCNIEAOBATE/IBHOCTb CDYHKLIII/II\/'I

Pexxum csapku PAC «MMA»
0) [-1-] - ocHoBHOM 0TObpaxaembii napameTp TOK = goA (Mo yMOA4YaHUIO)

-73- PATON ProMIG DC MMA/TIG/MIG/MAG



rPATON] | |

a) 8 ... 160A (war nsmeHeHusa 1A) ansa ProMIG-160
6) 10 ... 200A (lwar nsmeHenus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHus 1A) gaa ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
A) 14 ... 350A (war nameHeHus 1A) gna ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nameHernus 1A) ans ProMIG-630

1) [H.St] cuna «opsauero ctapTa» = 4£0% (MO yMOAYaHUIO)
a) o[OFF] ... 200% (war nameHeHus 5%)

2) [t.HS] Bpems «["opsyero ctapTa» = 0,3 cek (M0 YMO4aHMIO)
a) 0,1...1,0 ceK (War N3MeHeHus 0,1 cek)

3) [Ar.F] cuna «@opcaxa Ayru» = 40% (1o yMos4aHumio)
a) o[OFF] ... 200% (war nameHeHus 5%)

4) [u.AF] ypoBeHb cpabaTbiBaHus «Popcaxa Ayru» = 12V (Mo yMoaYaHuio)
a) 9 ... 18V (war nameHeHus 1V)

5) [BAH] Hak/10H BoNbTaMnepHOM XapakTepucTmku = 1,4V/A (No ymMonYaHuio)
a) 0,2 ... 1,8V/A (war nameHeHus o,4V/A)

6) [Sh.A] cBapka Ha kopoTkoW gyre = OFF (no ymos4aHuto)
a) ON — Bk/1toYeHo
6) OFF — BbIkAtO4YeHO

7) [BSn] 610k cHmxeHUst HanpsxeHus = OFF (no ymonyaHuio)
a) ON — BksitoyeHo
6) OFF — BbIkAtO4YeHO

8) [Po.P] pexum nynbcaymi Toka = OFF (no ymonyaHuio)
a) ON — BksitoyeHo
6) OFF — BbIkAtO4YeHO

9) [l.iP] Tok »Mnyabca = oA (MO yMOAYaHMIO)
a) 8 ... 160A (war nsmeHeHus 1A) ans ProMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ana ProMIG-200
B) 12 ... 250A (war n3meHeHus 1A) ana ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
A) 14 ... 350A (war nameHeHus 1A) agas ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nsameHenus 1A) ansa ProMIG-630

10) [I.PS] Tok nay3bl = 9oA (no ymon4aHmio)
a) 8 ... 160A (war nameHeHus 1A) ans ProMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHusd 1A) gna ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
A) 14 ... 350A (war nameHeHus 1A) gas ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ans ProMIG-500
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%) 18 ... 630A (war nsmeHenus 1A) ansa ProMIG-630
11) YacTOTa Ny/IbCaLMii Toka = 5,0l L (N0 YMO4YaHWIo)

a) 0,2 ... 500 'L, (AMHAMMYECKMI Wwar usMeHeHns 0,1y, ... 11L)
12) [dut] cooTHOLEHWE UMY Abc/Nay3a (CKBaXHOCTb) — 3TO MPOLEHT UMMY/IbCa TOKa K
nepuoay cneAoBaHUA 3TUX UMMYbCOB = 50% (MO YMOAYaHMI0)

a) 20...

80% (war nsmeHeHus 5%)

Pexxum cBapku APT «TIG»

0) [-2-] ocHoBHOM oTObpaxaembin napameTp TOK = 100A (Mo ymon4aHuio)

a) 8 ... 160A (war nsmeHeHuns 1A) ans ProMIG-160

6) 10 ... 200A (war nsmeHeHua 1A) gna ProMIG-200
B) 12 ... 250A (war n3meHeHusd 1A) gna ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
A) 14 ... 350A (war nameHeHus 1A) aaa ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nameHeHus 1A) ans ProMIG-630

1) [But] pexxum kHonku Ha ropenke = [2T] (No ymoa4aHuIo)
a) [LIFT] — koHTaKTHbIN pexum nogxura TIG-LIFT

6) [2T] — 6€CKOHTAKTHbIV PEXMM NOAXMIa, pexxum KHonku TIG-2T
B) [4T] — 6ECKOHTaKTHbBIN peXUM NOAXMIa, pexum KHonku TIG-4T
2) [Pr.A] npegBapuTesibHbIV TOK (4eXypHas Ayra) = 20A (M0 yMOAYaHMIO)

a) 8 ... 50A (war nsmeHenus 1A) ana ProMIG-160

6) 10 ... 5OA (war nsmeHeHus 1A) ana ProMIG-200
B) 12 ... 5OA (war nsmeHenus 1A) ansa ProMIG-250
r)12 ... 50A (war nsameHeHus 1A) ansa ProMIG-270
4) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350
e) 16 ... oA (war nsmeHeHus 1A) ana ProMIG-5o0
) 18 ... 5OA (war nsmeHeHus 1A) ana ProMIG-630

3) [Po.A] Tok 3aBapku kpaTepa = 20A (N0 YMOAYaHMIO)

a) 8 ... 50A (war nameHeHusa 1A) ansa ProMIG-160

6) 10 ... 5OA (war nsmeHeHus 1A) ans ProMIG-200
B) 12 ... 5OA (war nameHeHus 1A) ans ProMIG-250
r)12 ... 50A (war nsmeHenus 1A) ansa ProMIG-270
4) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350
e) 16 ... 50A (war usmeHeHus 1A) ana ProMIG-500
X) 18 ... 5OA (war nsmeHeHus 1A) ana ProMIG-630

4) [t.uP] BpeMsa HapacTaHusA Toka = 0,3 (N0 YMONYaHMIO)
a) o [OFF] ... 15,0 cek (war n3MeHeHus 0,1 CeK)
5) [t.dn] Bpems cnagaHus Toka = 0,3 (1Mo YMOo/14aHu1Io)
a) o [OFF] ... 15,0 cek (Wwar u3meHeHus 0,1 CeK)
6) [Po.P] pexwum nynbcaunn Toka = OFF (no ymonyaHuio)
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a) ON — Bk/sitoyeHo

6) OFF — BblkAtOYEHO
7) [1.iP] Tok umnyabca = 100A (MO yMOAYaHMIO)

a) 8 ... 160A (war nsmeHeHus 1A) ans ProMIG-160

6) 10 ... 200A (lwar nsmeHenus 1A) ans ProMIG-200

B) 12 ... 250A (war n3meHeHus 1A) gna ProMIG-250

r)12 ... 270A (war nameHenus 1A) ansa ProMIG-270

4) 14 ... 350A (war nameHeHus 1A) ans ProMIG-350

e) 16 ... 500A (war nameHenus 1A) ans ProMIG-500

%) 18 ... 630A (war nameHeHus 1A) ans ProMIG-630
8) [I.PS] Tok nay3bl = 100A (N0 yMON4YaHMIO)

a) 8... 160A (war nameHeHus 1A) ans ProMIG-160

6) 10 ... 200A (war nsmeHeHus 1A) gna ProMIG-200

B) 12 ... 250A (war n3mMeHeHus 1A) gna ProMIG-250

r)12 ... 270A (war nameHenus 1A) ana ProMIG-270

A) 14 ... 350A (war nameHeHus 1A) aaa ProMIG-350

e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500

%) 18 ... 630A (war nameHenus 1A) ans ProMIG-630
9) [Fr.P] yacToTa nysnbcaumii Toka = 10,0 'L, (N0 yMOAYaHuMIO)

a) 0,2 ... 5oo 'y (AMHAMUYECKMI WAr U3MeHeHUs 0,1 T'l...1 L)
10) [dut] cooTHOLWEHWe UMMYAbc/May3a (CKBaXHOCTb) — 3TO MPOLEHT UMMYJIbCa TOKA K
nepuoay c/aef0BaHusa 3STUX UMMYAbCOB = 50% (MO YMONYaHMIO)

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

Pe>xxum csapku NA «MIG/MAG»
Ha neBom MHAMKaTOpPE NCTOYHMKA:
0) [-3-] ocHoBHOM 0TO6p. NapameTp HAMPAXEHWUE = 19,0V (no ymonyaHuio)
a) 12 ... 24,0V (war nsmeHeHus o,1V) ana ProMIG-160
6) 12 ... 26,0V (war nameHeHus o,1V) ansa ProMIG-200
B) 12 ... 28,0V (war nsmeHeHus o0,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ans ProMIG-270
A) 12 ...30,0V (war nameHeHus o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nsmeHenus o,1V) gnsa ProMIG-5oo
X) 12 ... 44,0V (war nameHeHns o,1V) ana ProMIG-630
1) [But] pexxum kHonku Ha ropenke = [2T] (No ymoa4aHuio)
a) [2T] — pexwnm KHONKM Ha ropeske 2T
6) [4T] — cTaHAAPTHbIN PeXUM KHOMKM Ha ropesnke 4T
B) [a/1bT.4T] — aNlbTepHATMBHbIN PeXUM KHOMKW Ha ropesike 4T
2) [Ind] vHAYKTMBHOCTL = OFF (N0 yMOA4YaHuto)
a) o [OFF] ... 6 cTyneHem (Luar M3MeHeHMUs 1 CTyrneHb)
3) [t.Pr] Bpemsa npeg-npoAyBKM 3aLMTHBIM ra3oM = 0,1 CeK (M0 YMOYaHMIO)
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a) 0,1... 25,0 ceK (Lar USMeHeHus 0,1 cek)
4) [t.Po] Bpemsa noc/sie-NpoayBKM 3aLWMTHBIM Fa30M = 1,5 ceK (N0 YMONYaHMIo)
a) 0,1... 25,0 ceK (Lar USMeHeHMA 0,1 Cek)
5) [t.uP] Bpem# HapacTaHua HanpsxxeHus = OFF (no ymoiyanuio)
a) o [OFF] ... 5,0 cek (lwar nsmeHeHus 0,1 ceK)
6) [t.dn] Bpems cnagaHus Hanps>XeHUs = 0,1 ek (Mo YMOAYaHMIo)
a) 0,1... 5,0 cek (Lar u3MeHeHuns 0,1 cek)
7) [Po.P] pexwum nyabcauymii HanpskeHuns = OFF (Mo ymonyaHuio)
a) ON — Bk/sitoyeHo
6) OFF — Bbiknto4YeHO
8) [I.iP] HanpsixeHne nmnyabca = 19V (MO yMONYaHUIO)
a) 12 ... 24,0V (war nameHeHus o,1V) ansa ProMIG-160
6) 12 ... 26,0V (war nameHeHus o,1V) ansa ProMIG-200
B) 12 ... 28,0V (war nsmeHeHus o0,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ans ProMIG-270
A) 12 ...30,0V (war nameHeHus o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nameHenus o,1V) gns ProMIG-5oo
X) 12 ... 44,0V (war nameHeHus o,1V) ansa ProMIG-630
9) [I.PS] HanpsixeHue naysbl = 19V (N0 yMOA4YaHWUIO)
a) 12 ... 24,0V (war nameHenus o,1V) ansa ProMIG-160
6) 12 ... 26,0V (war uameHeHus o,1V) ana ProMIG-200
B) 12 ... 28,0V (war nsmeHeHuns o,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ans ProMIG-270
4) 12 ...30,0V (war nameHeHund o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nsameHenus o,1V) gns ProMIG-5oo
X) 12 ... 44,0V (war nameHerHns o,1V) ana ProMIG-630
10) [Fr.P] yacToTa nynbcauunn HanpsixeHus = 20 [y (Mo yMoaYaHuio)
a)5...500 'y (war nsmeHeHmsa 1 My)
11) [dut] k03¢. 3anoNHeHMA (CKBaXHOCTb) — 3TO NPOLLEHT MMMY/IbCA HANPSAXKEHUS K
nepuoay caef0BaHUA STUX UMNYAbCOB = 7% (N0 YMOIYaHWIO)
a) 2 ... 20% (war nameHeHmsa 1%)

Ha npaBoM nHAMKaTOpe MexaHM3Ma NoAayun NPoBOIOKM:
0) [-1-] ocHoBHOW 0TO6p. NapameTp CKOPOCTb nogauu = 7,0 M/MUH (MO YMONYAHUIO)
a) 2,0 ... 16,0 M/MUH (War N3MeHeHUs 0,1 M/MUH)
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoa4aHuio)
a) [2T] — pexwnm KHONKM Ha ropeske 2T
6) [4T] — cTaHAAPTHbIN PeXUM KHOMKM Ha ropesnke 4T
B) [a/1bT.4T] — aNlbTepHATMBHbIN PeXUM KHOMKW Ha ropesike 4T
2) [Dru] BkA/BbIkA. ABUraTens nogayn npooaokn = ON (Mo ymonyaHmio)

-77- PATON ProMIG DC MMA/TIG/MIG/MAG



rPATON] | |

a) ON — BkJitoYeH (NpW HaANYMK CBA3M, annapaT Cam BK/IOYaET B pexnme
MIG/MAG)
6) OFF — Bbik/1tOYEH (MpW HaIM4MKM CBS3K, annapaT CcaMm BbIK/IOYAEeT B pexvme
MMA n TIG)
3) [t.Pr] Bpems npea-npoAyBKM 3aLMTHBLIM Fa30M = 0,3 cekK (M0 yMO4aHMIO)
a) 0,1... 25,0 ceK (Lar USMeHeHs 0,1 cek)
4) [t.Po] BpeMsa nocne-npoayBKM 3aLMTHBIM Fa30M = 1,5 CeK (N0 YMO4aHMIO)
a) 0,1... 25,0 ceK (War N3MeHeHu1s 0,1 cek)
5) [t.uP] Bpems HapacTaHms CKOPOCTU NOAa4m MPOBOJIOKM = 0,1 CeK (M0 YMOAYAHMIO)
a) o [OFF] ... 5,0 cek (lwar U3MeHeHUs 0,1 CeK)
6) [t.dn] Bpema cnagaHuns ckopocTy nogaum npososiokn = OFF (Mo ymonyaHuio)
a) o [OFF] ... 5,0 cek (war nsmeHeHus 0,1 ceK)

8. PEXXUM PABOTbI OT FTEHEPATOPA
MCTOYHUK NUTaHUs npurogeH Ana paboTbl OT reHepaTopa npu yC10BUK:

s pefBena YcTaHoB/ieHHOE Mpu paboTe gnameTpom MwuHuManbHas
e 3HayeHMe ToKa NMPOBO/IOKM MOLLLHOCTb
npy MMA N TIG npy MIG/IMAG reHepartopa
22 He 6onee 80A He 6onee Jo,6mMM 3,0 KBA
a3 He 6onee 120A He 6onee Jo,8mMm 4,5 KBA
a4 He 6onee 160A He 6osiee J1,0MM 6,0 KBA
7] He 6osiee 200A He 6osiee J1,0MM 7,7 KBA
26 nerkonn. He 6onee 250A He 6osiee J1,2MM 10 KBA
26 nerkonn. He 6onee 270A He 6osiee J1,2MM 12,0 KBA
76 He 6onee 350A He 6osiee J1,4MM 16,0 KBA
@8 nerkoni. He 6onee 500A He 6onee J1,6MM 30,5 KBA
28 2,0 630A He 6os1ee @2,0MM 42,0 KBA

Ansa 6e3oTkasHo paboTbl! BoixogHoe MexdasHoe HanpsXeHWe reHepaTopa He AO/KHO
BbIXOAMTb 3a 40MYCTUMbIE Npejesbl:

- 160-260V (a5 mogenen ProMIG-160/200/250);

- 320-440V ans Bcex Tpex ¢as (ana mogenen ProMIG-270/350/500/630).

9. ¥YX04 U TEXHUYECKOE OBC/TY>XKUBAHUE

BHumaHue! [lepes TeMm, Kak OTKpbITb annapaTt, HeOOXOAMMO BbIK/OYUTL €ro,
OTK/IOUYUTb CeTeBOM wWTekep. JlaTb BO3MOXHOCTb PaspAAUTbCA BHYTPEHHUM Lienam
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annapaTa (MPUMepPHO 5 MUH) 1 TOJIbKO NOC/1e 3TOro NPOU3BOANTL OCTalbHble AeilcTBus. Mpu

yXoZe yCTaHOBUTb TabsIMuKy, 3anpeLLatoLLyto MPOU3BOAUTL BKIIOUYEHHME.

Ans Toro, uTobbl CoxpaHWTb amnnapaT paboTocnocobHbIM Ha MHOrve rojbl,

HeobxoAnMo cobtoaTb HECKOIbKO NPaBUI:

- NPOM3BOAMTL MHCMEKLMIO MO TexHWKe 6e30macHOCTU B 3ajaHHble MHTepBasibl BpeMeHM
(cm. Pasgen ,YkasaHus no TexHuke 6esonacHoctun”);

- MPU MHTEHCMBHOM MCMOJ/Ib30BaHUM, PEKOMEHAYEM pa3 B NoO/roja npoAysaTb annapat
CyXMM CXaTblM BO34yxoM. BHumaHue! lNpogyBka cO CAMILIKOM KOPOTKOrO PacCTOSHUSA
MOXeT MPMBECTM K MOBPEXAEHMIO 3/1EKTPOHHbIX KOMMNOHEHTOB;

- Npv 60/1bLWIOM CKOMJIEHUM MbIIN NPOUYUCTUTb KaHa bl CUCTEMbI OXNAXAEHNS BPYYHYIO.

10. MPABUJIA XPAHEHNSA

3aKOHCEPBMPOBAHHbIN U YNaKOBAHHbIA MCTOYHUK XPAaHUTb B YC/I0BUAX XPAHEHUS 4
no FOCT 15150-69 CpOKOM A0 5 /1eT.

PacKOHCepBMPOBAHHbIM WCTOYHWUK JAOJIKEH XPaHUTbCA B  CYXWMX 3aKPbITbIX
NnoMeLLeHUsIX NpU TemnepaType Bo3ayXa He Huxe nitoc 5 °C. B nomeleHusx He J0/XHO
6bITb NAPOB KMUCIOT U A PYrUX aKTUBHbIX BELLECTB.

11. TPAHCNOPTUPOBAHUE

YnaKkoBaHHbIM UCTOYHMK MOXET TPaHCMOPTUPOBATLCSA BCEMU BUAAMU TPAHCMOPTA,
obecrneunBaloLW, MMM €ro COXPaHHOCTL € cobloeHMeM NpaBu/ NepPeBo30K, YCTaHOBAEHHbIX
AN1A TPaHCNopTa AaHHOro BUAA.
12. KOMMNJIEKT NOCTABKW

1. WCTOYHWMK MUTaHMS CBapOYHOM AYru C ceTeBbIM Kabenem —1WT;

2. Bnok nogaum npososioku —1wT;

3. OupmeHHbIn roppokopob PATON —1WT;

4. Kabenb c anektpogosepxatenem ABICOR BINZEL —1uwT;

5. Kabesnb cBapouHbIN c keMmoin «macca» ABICOR BINZEL —1wT;

6. BbICTPOCbEeMHbIV MHEBMOpPa3beM —1wT;

7. WHcTpyKkums no akcnayaTtaumm —1wT;
Ana modenel ProMIG-160-15-2/200-15-2/250-15-2/270-15-2:

- lopenka nonyasTomatunyeckasa ABICOR BINZEL —1uwT;

- Ponvkn gns cnnowHol nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMM;

- PemeHb ans KpenieHus NCTOYHMKA K 610Ky nogauv —1wT;
Ansa modeneli ProMIG-250-15-4/270-15-4/350-15-4:

- l'openka nonyastomatuyeckas ABICOR BINZEL —1WT;

- Ponvkn ans cnnowHol npoeoaoku (0,8-1,0; 1,2-1,6) — 2 KOMM;

- Ponvkn gns antomMrHneBom npoBooku (0,8-1,0) — 1 KOMIM;

- PemeHb ans KpenieHus NCTOYHMKA K 610Ky nogauuv —1wT;
Ana modenel ProMIG-500-15-4/630-15-4:

- Ponvikn ans cnnowHom npoBoaoku (0,8-1,0; 1,2-1,6) — 2 KOMI;
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- Ponvkn gns antomMrHneBom npoBosioku (0,8-1,0) —1KOoMM.
13.NMPABUJIA TEXHUKW BE3OMACHOCTU

OBLME NOJIOXXEHUSA

CBapouHbIii annapaT M3roToB/IeH B COOTBETCTBUM C TEXHUYECKUMM CTaHZapTaMu v
YCTAaHOB/IEHHbIMU NMpaBUJIaMU TEXHUKA 6esonacHocTn. Tem He MeHee npun Henpasn/ibHOM
obpalleHnm BO3HMKaeT ONacHOCTb:
- TpaBMMpPOBaHWUA 06CNyXMBaIOLLErO NEePCOHana UM TPeTbero AnLg;
- NpUYMHeHus yuepba caMoMy annapaTy WivM MaTepuasibHbIM LLeHHOCTAM NPeAnpUATUS;
- HapyuweHwus a¢pdekTMBHOro paboyero npouecca.

Bce nua, KoTopble CBA3aHbI C BBOAOM B 3KCMAyaTaL Mo, yNpaBaeHUEM, YXO40M n
TeXHUYeckM 06CnyxmMBaHMEM annapaTa 40KHbI:
- NPOWTM COOTBETCTBYIOLLYIO aTTecTaLuio;
- 061azaTb 3HAHUAMM MO CBaPKE;
- B TOYHOCTU c06/1104aThb AaHHYIO UHCTPYKLMIO.

HewncnpaBHoOCTH, KOTOpble MOryT CHU3UTL 6e30MacHOCTb, AO/MKHBI BbITb CPOYHO
yCTpaHeHbl.

OBA3AHHOCTU NMOJ/Ib3OBATENA
Mosnb3oBaTenb 06s3yeTcs AonyckaTb K paboTaM Ha CBapOYHOM annapaTte TO/bKO

2nL, KoTopble:

- 03HaKOMWJIUCb C OCHOBHbIMU MPaBUIaMMN TEXHUKM 6e30MacHOCTH, NpoLan obyyeHne no
MCMOIb30BAHUIO CBAPOYHBIM 060PYZ0BaHMEM;

- npounTanu pasgen «lpaBuaa TexHNKM 6€30MacHOCTU» U yKa3aHWs 0 He0bX0A4MMbIX Mepax
NpesoCTOPOXHOCTH, MPUBOAMMBIE B JaHHOM PYKOBOACTBE, U MOATBEPAUTL 3TO CBOEW
NOAMUCHIO.

JINYHOE 3AWLNTHOE OCHALLEHUE
[ns nnyHoM 3awmTbl cobatoganTe cresytolme npaBuna:

- HOCWUTb NPOYHYI0 0BYBb, COXPAHAIOWYIO U30/AUPYIOLLME CBOMCTBA, B TOM 4YMC/Ie U BO
BNIAXHbIX YCNOBUAX;

- 3aWMLLaTb PYKWU U30MPYIOLL UMM NepYaTKamMuy;

- r71a3a 3almLaTh 33l MTHOM Mackol C OTBEYAlOW MM CTaHAApTaM TeXHUKKU 6e3onacHoCTH
bUABTPOM MPOTUB YAbTPAPUONETOBONO U3NYUYEHUS;

- MCNONb30BaTh TO/IbKO COOTBETCTBYHOLL YO TPYAHO BOCM/IAMEHSIOLLYIOCS OAEXAY.

OMACHOCTb BPE/HbIX FA30B U UICNAPEHUI

- BO3HWKLUMI AbIM U Bpe/Hble ra3bl y4auTb U3 paboyeit 30HbI CewMaibHbIMM CPeACcTBaMy;
- obecneunTb J0OCTATOUHbIN MPUTOK CBEXErO BO3AYX3;

- Mapbl pacTBOPUTEIEN HE JOJIXKHbI MOMaAaTh B 30HY U3/lyHEHWUS1 CBAPOYHOM AYTU.
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OMNACHOCTb BbIJIETA UCKP

- BOCM/aMeHsIoWMnecs npeAmeTbl y4aanTb M3 paboyelt 30HbI;

- He AOMyCKaloTCA CBapOYHble paboTbl Ha EMKOCTAX, B KOTOPbIX XPAHATCS UAN XPaHWUANCH
rasbl, roptouee, HedpTenpoAykTbl. BoO3MOXHa OMAacHOCTb B3pbiBa OCTAaTKOB 3TUX
NMpPOAYKTOB;

- B MOXapoomnacHbIX W B3PbIBOOMACHbLIX MOMeLLeHNax cobaogaTe ocobble npasuia, B
COOTBETCTBMM C HALLMOHA/IbHbIMU U MEXAYHaPOAHbIMW HOPMaMMU.

OMACHOCTb CETEBOIO MU CBAPOYHOI'O TOKA

- MOpaXeHNe 3NeKTPUYECKMM TOKOM MOXET BblTb CMepTe/IbHbIM;

- CO34aHHbIE BbLICOKUM TOKOM MarHuUTHble MOAA MOryT OKa3blBaTb OTPULATENbHOE
BO3ZeNncTane Ha paboTocnocobHocTb 35ekTponpubopos (Hanpumep,
KapguoctumynaTop). Jlnua, Hocsawme Takme npubopbl, AOJKHBI MOCOBETOBATLCHA C
BPayoMm, npexze 4em npnbanxaTtbcs K paboyen cBApoOUYHOM NIOWAAKE;

CBapOYHbIN Kabesb f0/KeH ObiTb MPOYHBIM, HEMOBPEXAEHHBIM W U30JIMPOBAHHBIM.
OcnabneHHble COeAMHEHUS W MNOBPEXAEHHBLIN Kabenb HYXHO He3aMeaanTesIbHO
3amMeHUTb. CeTeBble Kabenn n kabenn cBapoyHOro anmapaTta AOJKHbI CUCTEMATUYECKU
NpOBepPSATLCA CNEeLNAINCTOM 3/1EKTPUKOM Ha UCMIPABHOCTb U30ALUK;

- BO BPEMS UCMO/Ib30BaHWA 3aMNpeLLaeTcs CHUMaTb BHELIHUI KOXYX annapara.

HE®OPMAJIbHBIE MEPbI MPEAOCTOPO>XXHOCTU

= WMHCTPYKLMIO MNOCTOSIHHO XPaHUTb B61M3K MecTa NpYMEHEHUsi CBAPOYHOro annapars;

- AOMOJIHUTENBHO K MHCTPYKLUUM cobiogaTb AeicTBytolme oble n MeCTHble npaBua
TEXHUKM 6E30MacHOCTU 1 SKONIOTUW;

- BCe yKa3aHWA Ha CBapOYHOM annapaTe cogepxXaTb B YATAEMOM COCTOSHUM.

BAYXAAKLWNME CBAPOYHBIE TOKA

- cnefuTh 3a TeM, 4Tobbl kKnemMa kabesist Macchl bblla MPOYHO NPUCOeANHEHA K U3 e/unto;

- MO BO3MOXHOCTM He YCTaHaB/AMBaTb CBApOYHbIM annapaT HenoCpPeACTBEHHO Ha
3/1eKTPONpOBOAHOE NOKPbITUE Noaa uan paboyero cTosa, UCMNOAb30BaTb U30MPYIOLLMe
NPOKNAAKM.

MEPbI MPEAOCTOPO>XXHOCTU B OBbIYHbIX YC/I0BUAX

MI/IHMMyM O4AWH pa3 B HeAeNo NnpoBepATb annapaT Ha BHEWHWE NoBpeXAaeHua u
d)yHKLI,MOHMpOBaHI/Ie npeaoxpaHUTeIbHbIX YCTPOI‘/IICTB.
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14. TAPAHTUMHBIE OBSA3ATE/IbCTBA

Komnanus MATOH MHTEPHELUH/T rapaHTupyeT ncnpaBHyto paboTy MCTOYHMKA
MUTaHWA npu  cobsogeHnn notpebutenem yc/ioBUIA SKCMAyaTauuu, XpaHEHWs U
TpaHCNopTUPOBaHUS.
BHMMAHME! BecnnaTHoe rapaHTuitHoe 06c1yXXuBaHWe OTCYTCTBYeT NPU MeXaHUYeCKUX
noBpeXAeHNAX CBapoyHoro annapara!

ProMIG-200 ner
ProMIG-250 3
ProMIG-270-400V

3roga
ProMIG-350-400V
ProMIG-500-400V

2roga
ProMIG-630-400V

OCHOBHOW rapaHTUIHBIN NepUos UCHUCAAETCH CO AHSA NPOAAXM UHBEPTOPHOMO
060pys0BaHNA KOHEYHOMY MOKyMaTesto.

B TeueHne ocHOBHOro rapaHTUHOro nepuoAa npogasel, obsizyercs, becniaTtHo
AN BAagenblia MHBepTopHoro obopygoaHus PATON:
- NpOou3BeCTN AMAarHOCTUKY U BbIIBUTb NPUUYNHY MONOMKM;
- obecneynTb HEOEXOANMBIMU A1 BbINOJHEHUS PEMOHTA Y3/1aMU U d1eMeHTaMK;
- npoBecTu paboTbl N0 3aMeHe BbILLEALLNX U3 CTPOS 3/1EMEHTOB U Y3/10B;
- MpOBeCTU TECTUPOBAHNE OTPEMOHTMPOBAHHOIO 060pYA0BaHMS.

OcHoBHble rapaHTUIMHble 06513aTeIbCTBa He pacnpoCTpaHsoTCA Ha obopyaoBaHMe:
- C MeXaHUYeCKMMM NoBPeXAeHNAMU, NOBAUSABLUMMYK Ha paboTocnocobHocTb annapaTa
(aedopmaums Kopryca U feTanen B CAeACTBUM NafeHWe C BbICOTbl MAW MajeHus Ha
obopyAoBaHMe TAXENLIX NPeAMeTOB, BbiNaZeHne KHOMOK U pa3bEMOB);
- CO C/le;aMun KOpPO3umK, KOTopasi CTala MPUYNMHOM HEMCNPABHOMO COCTOSIHUS;
- Bblllellee U3 CTPOSl MO MPUYMHE BO3AENCTBUS Ha ero CUJIOBble U 3/eKTPOHHble
3/1eMeHTbl 06UAbHOM Bary;
- Bblluejllee M3 CTPOSi MO MPUYMHE HAKOMIEHWS BHYTPW TOKOMPOBOASALLEN MblIU
(yronbHas nblab, MeTannMyeckas CTpy>xka u 4p.);
- B C/yYae NomMbITKM CAMOCTOATE/IbHOrO PEMOHTA ero y3/10B U/ 3aMeHbl 21eKTPOHHbIX
3/1eMEeHTOB;
- faHHoe obopyZoBaHMe, B 3aBUCMMOCTU OT YC/IOBUIM 3KCMyaTalMm pekoMeHgyeTcs,
OAWMH pa3 B MOAroAa, BO m3bexaHue BbIXOAa anmapaTa M3 CTPOs, MPOBOAWUTL YUCTKY
BHYTPEHHWX 3/1IEMEHTOB W Y3/10B CKaTbiM BO3/AYXOM, CHATb 3aLUTHYIO KPbIWKY. YNCTKY
HeobX0AMMO NPOBOAUTbL aKKYpPaTHO, YAEPXMBAs LUJAHT KOMMPeCccopa Ha AOCTaTOYHOM
paccTosHUM BO M3bexaHWe TMOBPEXAEHWUS MNaWkuM 3NEKTPOHHbIX KOMMOHEHTOB U
MEeXaHUYeCcKmX YacTew.
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Takxke OCHOBHble rapaHTWliHble 00f3aTe/bCTBa He PacnpoOCTPaHATCA Ha
BblLUeALINE U3 CTPOS BHELUHME 3/1eMeHTbl 060pyA0BaHUs, NMoABepPXEHHbIE GU3NUECKOMY
KOHTaKTy, W CONyTCTBYlOLME/PAacXO4Hble MaTepuanbl, MpeTeH3Un MO  KOTOPbIM
MPVHUMAIOTCS He Mo3Xe ABYX Hegeslb MoC/1e MPOAAXM:

- KHOMKA BK/IIOYEHWNS U BbIK/IIOYEHWS;

- PYYKM pery/siMpoBKM CBAapPOYHbIX MAapaMeTpoB;

- pasbEmbl NoAK/IO4eHUA Kabesiel U pyKaBosB;

- pa3bEmbl yrpaBaeHus;

- ceTeBOM Kabesb U BU/IKa CETEBOIO Kabens;

- pyyKa ANt NepeHOCKM, HamnleyHbIN peMeHb, Keic, Kopobka;

- 3/1eKTpogoAepKaTesib, K/1eMMa «MacCbl», Fopesika, CBapoyHble kabesis 1 pykaBa.

Mpogaasel, ocTaBaseT 3a cobol NpaBo 0TKa3aTb B NPeA0CTaBAeHUN rapaHTUAHOMO
peMoHTa, /MBO YCTaHOBWTb B KayecTBe AaTbl Hayasa WCMOJHEHWUS TapaHTUMHbIX
0653aTeIbCTB MeCSL, M FOZ Bbifycka annapata (ycTaHaB/MBalOTCA MO CEPUMHOMY HOMepY):
- Mpwv yTepe nacrnopTa BAaAe/bLeM,

- Mpyv OTCYTCTBUWM KOPPEKTHOrO WMAM BOOOLWEe Kakoro-aMbo 3amnosiHeHUs nacnopTa
MPoAaBL,OM NpY NPoAaxe annapaTa,

- rapaHTUIAHBIA CPOK NPOAJIEBAETCS, HA CPOK FapaHTUIMHOIo 06C/IyXXMBaHWS annapaTa B
CEepBUCHOM LieHTpe.
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Connection to the mains/power distribution panel (at 25°C):
ATTENTION! Please, pay attention to wall wires and other extension cords

Wire cross-section

Cross-section of each

Used MMA Set current value for . . . Max. wire
electrode MMA and TIG diameter for core of the mains wire, length. m
MIG/MAG sq. mm gth
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
1.5 115
@2 mm not more than 80A not more than 0.6 2 255
mm 2.5 195
4 310
6 465
1.5 75
2 105
@3 mm not more than 120A  |not more than @0.8 mm 2.5 130
4 205
6 310
2 75
2.
4 mm not more than 160A 2 2
4 155
not more than @1.0
6 230
mm
2.5 75
25 mm not more than 200A 4 125
6 185
2. 60
&5 mm not more than @ 1.2 2
@6 mm upto 250 A 4 100
. mm
fusible 6 150

PATON ProMIG DC MMA/TIG/MIG/MAG
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Used MMA Set current value for Wire cross-section Cr:::;s:: :;?enn:';ﬁ]a:h Max. wire
electrode MMA and TIG diameter for MIG/MAG N length, m
wire, sq. mm
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1.5 135
2 175
not more than @ 0.8
g3mm not more than 120A 2.5 220
mm
4 350
6 525
2 130
2. 160
d4, mm not more than 160A 45 260
not more than @ 1.0
6 385
mm
2.5 115
@5 mm not more than 220A 4 180
6 270
26 mm not more than @ 1.2 25 85
. not more than 270A ' 4 135
fusible mm
6 205
t than @ =5 85
26 mm not more than 350A notmore than 3.4 4 100
mm
6 150
8o
26 mm 4
not more than 400A 6 120
refractory
not more than @ 1.6 10 195
@8 mm mm 4 55
6 8
fusible not more than 500A 5
10 140
4 40
28 mm Up to 630A not more than @2.0 6 65
mm
10 105
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1. GENERAL
PATON ProMIG-160/200/250/270-400V/[350-400V/[500/630 digital semi-automatic inverter units are
intended for direct current metal-arc inert-gas welding/metal active gas welding (MIG/MAG), as well as for
tungsten-arc inert-gas (TIG) welding and manual metal arc (MMA) welding. 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 Professional
series is designed for industrial use. The source can be separated from the wire feeder both for ease of operation
and for safety, and through additional adjustments, the inverter rectifier can be adjusted to the most optimal
settings in various applications. The units provide virtually continuous load duration at full true rated currents of
200, 250, 270, 350, 500 and 630 amperes, respectively, which is enough to work with any electrodes from @1.6mm
up to the most refractory ones, of @8mm (for ProMIG-630) and semi-automatic welding with solid wire with a
diameter from @o.6mm to @2.omm (for ProMIG-630). The source is initially set to optimal values for most
applications, and is quite simple, unless the extensive expertise of the welder enables the use of additional 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. A distinctive feature of PATON semi-automatic units is a very
powerful, high-quality and air-tight wire feeder made of metal. Also, the availability of the EURO-type KZ-2
connector, which has become a global standard, allowing the user to subsequently change the torches as seems fit.
In models with the "-15-2" prefix, a 2-roller feeder is installed, and with the "-15-4" prefix, a top-quality
4-roller feeder with a drive to all rollers is installed.
All PATON ProMIG models have an integrated under-voltage protection unit.
By increasing the frequency of the applied voltage to the transformer, it became possible to reduce it tenfold. That
is why the unit has several times less weight and overall dimensions with the same output parameters, in
comparison with the conventional equipment.
The unit saves all current settings at the time 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) + 7 (optional) + 3 (for pulse mode)
b) in the TIG mode - 1 (main) + 7 (optional) + 3 (for pulse mode)
c) in the MIG/MAG mode — 2 (main) + 6 (optional) + 3 (for pulse-modulated mode)
2. Anadjustable pulse mode is available in all types of welding;
3. In addition to protection against under-voltage, a stabilization system is installed for operation with significant
long-term drops in line-to-line voltage from 160V to 260V (for ProMIG-200/250 models) and from 320V to 440V (for
ProMIG-270/350/500/630 models).
4. The unit is adapted to a weak power supply. Due to its high efficiency, the source provides half the power
consumption compared to conventional sources;
5. Adaptive fan speed, i.e., itincreases 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;
6. Convenient operation due to the large duty cycle at rated current, which allows welding almost continuously
with electrodes;
7. Increased reliability of the unit in dusty production conditions; microelectronics of the source is housed in a
separate compartment;
8. All heating elements of the source are equipped with a thermal electronic protection system;
9. 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;
10. Improved excitation and arc stability, which virtually eliminates electrode sticking.
11. High mobility due to modular design, as well as small dimensions and weight of the unit without loss of technical
qualities, simplifies welding in hard-to-reach places.
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PARAMETERS ProMIG- ProMIG- ProMIG- ProMIG ProMIG ProMIG ProMIG
160 200 250 -270 -350 -500 -630
3 8 3 8
Rated voltage of mains 50 / 60Hz, V 220 220 220 390 P30 390 P30
230 230 230 3X400 3X400 3X400 3X400
Rated current consumption from 18 21 22 ) I 16 ... 30... )
the mains phase, A 327 9535 -4 18.5 35.5 4249
Rated welding current, A 160 200 250 270 350 500 630
Maximum operating current, A 215 270 335 350 450 630 800
70%/at 70%/at 70%]at 70%/at 70%/at 70%/at 70%/at
. 160A 200A 250A 270A 350A 500A 630A
Load durat LD
oad duration (LD) 100%/at 100%/at 100%)/at 100%/at 100%/at 100%/at 100%/at
134A 167A 208A 225A 290A 420A 520A
Supply voltage variation limits, V 160 - 260 160 - 260 160 - 260 +15% +15% *15% +15%
Limits of regulation of welding
current, A 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18 - 630
Limits of regulation of welding 122 12-26 12-28 1ooa 12 -0 13- 10 -
voltage, V 4 ° 3 & 44
Limits of wire feed speed control,
. 2.0-16 2.0-20
m/min
MMA electrode diameter, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4 0.6-1.6 0.6-2.0
Maximum coil weight, kg 15
MMA: 0.2~500Hz
Welding pulse modes TIG: 0.2~500Hz
MIG/MAG: 5...500Hz
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” Automatic
in the MMA mode v
Volt i i
oltage reduction unit, on/ off
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 8.0... 27.8 ...
power, kVA 4.1... 4.7 51..6.1 6.6..7.8 94 10.7...12.3(19.9 ... 23.6 3.5
Maximum power consumption,
5.9 7.5 9.5 11.4 15.3 29.0 40.1
kVA
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Overall dimensions, mm (length, 360 x 260 360 x 260 360 x 260 540 540X 510 510
width, height) X 270 X 270 X 270 360x 360x 18ox 235
i €19 7 7 7 400 400 385 410
Weight without coil and
6,8 6 8
accessories, kg 132 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Protection rating* IP33 IP33 P33 IP33 1P33 P23 1P23
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Recommended length of power welding cables when welding:

. Cable length .

Maximum current 9 Cross-section area Cable brand
(one way)

not more than 160A 2...7m 16 mm? KG 1x16

not more than 200A 3..9m 25 mm? KG 1x25

not more than 250A 5..11m 35 mm? KG 1x35

not more than 270A 5..11m 35 mm? KG 1x35

not more than 350A 6..14m 35 mm? KG 1x35
8... 2 KG

not more than 500A 3om 50 mm 30
12...40mM 70 mm? KG 1x70
10...30m 0 mm? KG 1x70

up to 630A 3 ! !

15...40mM 95 mm? KG 1x95

PATON ProMIG DC MMA/TIG/MIG/MAG
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1 - Digital display;

2 — Buttons for adjusting the selected parameter to decrease and increase (by default:
MMA - welding current, TIG — welding current, MIG/ MAG — welding voltage);

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: normal — OFF, when overheated — flashes;

6 — Digital display of the wire feeder;

7 — Wire threading button (no gas is supplied);

8 — Buttons for decreasing and increasing parameters (by default: wire feed speed);

9 — Button for testing shielding gas supply (wire is not fed);

10 — Button for selecting functions of the wire feeder;

11 - EURO type KZ-2 connector for connecting a semi-automatic torch;

12 — Breaker/button for turning on/off the welding current source;

13 — Torch button mode indicators (mode 2t/4t/alt.4T);

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);

b) TIG welding — only the ground cable is connected;

¢) MIG/MAG welding with solid wire —the cable is connected to the feeder from inside (by
default);

d) MIG/MAG welding with flux-cored wire — the ground cable is connected;

B — Bayonet-type power current socket "-":

a) MMA welding — the ground 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;

c) MIG/MAG welding with solid wire — the ground cable is connected;

d) MIG/MAG welding with flux-cored wire —the cable is connected to the feeder from the
inside (it is possible to connect it yourself);

14 — Wire coil holder with spring-loaded braking device;

15— Wire feeder and gas heater fuses;

16 — Location for connecting the grounding cable;

17 — Socket for 36V gas heater;

18 — Connector for connecting the control cable from the wire feeder;

19 — Power supply cable;

20 — Inlet for threading a welding wire;

21 - Shielding gas connection.
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2. START-UP
Caution! Please, read Section 15 "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 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.

ATTENTION! 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.

ATTENTION! After operating in the cold season, after switching off and
subsequent cooling of the unit, condensation forms inside - do not switch the unitin less
than 3 to 4 hours!!! Therefore, do not turn off the unit during the cold season if you plan to
turnit 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.

ATTENTION! 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 220V (-27% + 18%) - for ProMIG-160/200/250 models;
2. Three-phase mains voltage 3x380V or 3x400V (ProMIG-270/350/500/630 models),
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).

ATTENTION! When the device is connected to a mains voltage higher than 270V
(for ProMIG-160/200/250) or 450V (for ProMIG-270/350/500/630), all manufacturer's
warranty obligations become invalid!

The manufacturer's warranty obligations also become invalid in case of an
erroneous connection of the mains phase to the source ground.

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.
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2.4 CONNECTING THE MAINS PLUG

ATTENTION! The mains plug needs to match the supply voltage and current
consumption of the welding unit (see the technical data). In accordance with the safety
instructions, use a guaranteed ground connection, do not connect to the zero wire of the
power supply mains!!!

CAUTION! The mains switch in ProMIG-160/200/250 units is a signal button and
cuts off only the power current of the welding unit, but does not completely de-energize the
unit’s internal electronics. Therefore, for safety reasons, when connecting, do not forget to
completely disconnect from the wall socket.

3. MANUAL METAL ARC (MMA) WELDING

ELECTRODE HOLDER

The wire feeder is not required in this welding mode.

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 grounding cable to the product;

connect the mains cable to the power supply;

put the automatic switch 12 on the rear panel to the ON position;

use button 4 to set the MMA welding mode (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).

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.qg.,
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.
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3.1 WELDING PROCESS CYCLE - MMA
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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 unit 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, thus, we recommend reducing the "Hot start" function current in this
case.

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

Example: welding with @3 mm electrode, the set main value of the welding current
is 9OA.

Result: The hot start current will be 9oA + 40% = 126A.

In the advanced settings, you can change both the "Hot Start” power [H.St], and the
“Hot Start” time [t. HS]. 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;

- improved drop of metal transfer into the weld pool;
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- improved arc striking;

- reduces the likelihood of electrode sticking (however, this is not the "Anti-stick" function);

- manual setting: allows you to set the level of the function to the minimum value, which is
insignificant, but reduces energy consumption, as well as the concentration of heat input
when welding thin metals. This reduces the likelihood of burning through, however, also
reduces the stability of short-arc burning (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 (+40%).

In the advanced settings, you can change both the force of the "Arc-Force" [Ar.F]
and the trigger level of the function [u.AF]. 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).

uvi

1,0 V/A /

L4VA

1,8 V/A

!

>

r

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

3.4 “ANTI-STICK” FUNCTION

During the initial arc striking, the electrode may 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. Also, this
makes it easier for the welder to separate (detach) the electrode from the workpiece without
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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 [CVS] is set to
1.4 V/A, which corresponds to the most common rutile-coated electrodes (ANO-4, 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 [CVS]to 1.0 V/A. Inturn,
the cellulose-coated electrodes (CC-1, VSC-4A) even require setting the slope [CVS] to a
value of 0.2...0.6 V/A, and sometimes it is necessary to raise the level of operation of the
"Arc-Force" function [u.AF] up to the value of 18V. See paragraph 6.1 to change the value of
any function in the current welding mode

3.6 SHORT-ARC WELDING FUNCTION

This function is especially relevant when welding ceiling joints, when you need to
make sure that the welding arc does not stretch too much. To do this, you can put the "Short
Arc" function [Sh.A] 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 [BSn], 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.
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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 [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 5.0Hz and 50%, respectively. When the "duty cycle" parameter is changed
from 5o%, 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 LAY
50% | 50% I%] 80% |_| |_| 70% Iél |_

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.

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

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

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

ARGON-ARC

Il

The wire feeder is not required in this welding mode.
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 grounding cable to the product;

- install the reducing valve on the gas cylinder;
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connect the torch gas hose to the gas cylinder reducing valve;
open the gas cylinder valve, check for air-tightness;
connect the mains cable to the power supply;
put the automatic switch 12 on the rear panel to the ON position;
use button 4 to set the TIG welding mode (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.
Caution! The TIG torch must be of valve type, with a @13mm bayonet connector.
Choose the maximum torch current according to your operating requirements.

Caution! A common mistake is to sharpen the electrode to a "needle", 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
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See paragraph 6.1 for the procedure for switching the value of any function

4.1.2 TIG-LIFT ARC STRIKING FUNCTION

This torch button function is set by default in this model of equipment, and is
designed for torches with contact arc striking, without using oscillators and other similar
units, but unlike the classic method, it completely eliminates the shock current at the time
of striking. This function significantly reduces the destruction and ingress of a refractory
tungsten electrode into the welding seam, which is a very negative phenomenon.

Caution!!! The workpiece needs to be cleaned at the place of arc striking.

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
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value. The larger the main operating current, the faster you need to raise the electrode,

otherwise, it will melt. The time of smooth current build-up [t. uP] to the set value will be

reviewed in the following paragraph.

Operation procedure:

- put the automatic switch 12 on the rear panel of the source to the ON position;

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

- set the function of the TIG-LIFT torch button. To do this, hold button 3 until the "Torch
button" [But] appears on the indicator; the current position of this function will also be
indicated next to it. Using buttons 2, set "LIFT". If you do not take any action for a long
time, the unit will exit this function. You can return in the same way, and 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).

4.1.3 WELDING PROCESS CYCLE - TIG-2T
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See paragraph 6.1 for the procedure for switching the value of any function

For this mode, you will need to purchase a separate non-contact arc striking unit
(oscillator). The procedure for preparing the unit for work with the oscillator is individual and
is described in the operation instructions for the oscillator unit. The source control connector
is located on the rear panel of the source. Use only pins 1 and 2, DO NOT mix them up with
other contacts in — this can lead to unit failure!
Caution! If this connector is not used, cover it with a rubber cap to protect from dirt.
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ProMIG-160/200/250/270/350 ProMIG-500/630

digital communications data

digital communications data

(+)motor power supply

(-)motor power supply

(-)motor power supply

(+)motor power supply

- After assembly:

- turn on the non-contact arc striking unit (oscillator);

- put the automatic switch 12 on the rear panel of the source to the ON position;

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

- set the function of the TIG-2T torch button. To do this, hold button 3 until the "Torch
button" [But] appears on the indicator; the current position of this function will also be
indicated next to it. Using buttons 2, set "2T". If you do not take any action for a long time,
the unit will exit the mode. You can return in the same way, and 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 a push-button type, with a @13 mm bayonet
connector. Choose the maximum torch current according to your operating requirements.

4.1.4 TIG-2T TORCH BUTTON FUNCTION

This function of the control button is used only if there is an external, independent
non-contact arc striking unit (oscillator), with a built-in gas valve. The torch button wire
connects directly to the oscillator unit. When the button on the torch is pressed, the control
signal is sent to the oscillator unit, which fulfils the function of gas pre-purge ta of the
welding zone (opens the gas valve) and with a delay gives a signal to turn on the current
source; at the same moment, a high-frequency high-voltage pulse is sent to strike the arc.
The source triggers all other functions (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 source triggers its functions, and at the end, it automatically turns off. The
oscillator unit must trigger the function of gas post-purge t2 of the welding zone (closes the
gas valve with a delay).
ATTENTION! The oscillator unit MUST have a circuit to protect the output of the inverter
from breakdown by a high-voltage discharge, which it creates at the time of arc striking.
Before use, the protection circuit must be activated.
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4.1.5 WELDING PROCESS CYCLE - TIG-4T
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See paragraph 6.1 for the procedure for switching the value of any function
For this mode, you will need to purchase a separate non-contact arc striking unit

(oscillator). The procedure for preparing the unit for operation with an external oscillator unit
is individual and is described in the operation instructions for the oscillator unit. The source
switch control connector is located on the rear panel of the source, the connection diagram
is the same as for TIG-2T, see paragraph 4.1.3.
After assembly:
- turn on the non-contact arc striking unit (oscillator);
- put the automatic switch 12 on the rear panel of the source to the ON position;
use button 4 to set the TIG welding mode (the modes are switched in a circle);
set the function of the TIG-4T torch button. To do this, hold button 3 until the "Torch
button" [But] appears on the indicator; the current position of this function will also be
indicated next to it. Using buttons 2, set "4T". If you do not take any action for a long time,
the unit will exit the mode. You can return in the same way, and 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 — 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 a push-button type, with a @13 mm bayonet
connector. Choose the maximum torch current according to your operating requirements.

4.1.6 TIG-4T TORCH BUTTON FUNCTION
This function of the control button is used only if there is an external, independent
non-contact arc striking unit (oscillator), with a built-in gas valve. The torch button wire
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connects directly to the oscillator unit. The procedure for pressing the control button on the
torch is similar to the TIG-2T (see paragraph 4.1.4), but with some differences: 1). At the start
of welding, while the button is held down, during the first press, after gas pre-purge ta of the
welding zone and high-voltage striking at the source output will be at a constant pre-current
t2 (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 hand will strain less during a long welding process. 2). 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 t3, the current
is at this level. After the second release of the button, the source is turned off and the
oscillator unit triggers its function of gas post-purge t4 of the welding zone (the gas valve is
turned off with a delay).

ATTENTION! The oscillator unit MUST have a circuit to protect the output of the
inverter from breakdown by a high-voltage discharge, which it creates at the time of arc
striking. Before use, the protection circuit must be activated.

4.2 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 when using the TIG-4T button
mode. By default, the pre-current [Pr.A]is set at 20A. See paragraph 6.1 to change the value
of any function in the current welding mode.

4.3 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 if the TIG-4T button mode is used (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.

4.4 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 [t.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. This function can also be used to preheat the
welding location. By default, it is set to OFF —disabled. See paragraph 6.1 to change the value
of any function in the current welding mode.
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4.5 WELDING CURRENT 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, which is an extremely negative phenomenon. Therefore, for the set time of
the current ramp-down [t.dn], it is possible to weld the formed cavity. By default, it is set to
OFF —disabled. See paragraph 6.1 to change the value of any function in the current welding
mode

4.6 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
current [1.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 LAY
50% | 50% I%] 80% |_| |_| 70% Iél |_

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

SEMI-AUTOMATIC
TORCH

Caution! When welding ferrous metals, in the S|mplest case, carbon dioxide "CO2"
is used as a shielding gas, and when welding aluminium —only inert gases such as argon "Ar",
sometimes 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.

Caution! Since the unit has a standard EURO type KZ-2 connector for the torch,
later you can purchase any torch that seems fit.

The procedure for preparing the unit for welding with solid wire:

- install the source on the base of the wire feeder; for better rigidity, tie the source and the
base with a belt (through the slit-shaped holes on the sides of the source). Belt is included;
connect the control cable from the wire feeder to connector 18 on the back of the source;
insert the ground cable into the socket of the source B "-";

connect the grounding cable to the product;

connect the power current plug of the wire feeder to the socket of the source A "+";
connect and screw TIG welding torch all the way to socket 11 on the wire feeder;

install the reducing valve on a gas cylinder with shielding gas "CO2" or "Ar+CO2";

connect the gas hose to the gas cylinder reducing valve and fitting 21 on the rear panel of
the wire feeder;

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

connect the power supply mains cable to the power supply;

put the automatic switch 12 on the rear panel of the source to the ON position;

use button 4 to set the MIG/IMAG welding mode (the modes are switched in a circle);

use buttons 2 to set the required welding voltage;

install a spool of wire with the required diameter;

lift up the pressure roller rocker;

lead the free end of the wire through the inlet channel 20 to the TIG torch;

lower and clamp the welding wire between the rollers, the pressing force of the rollers is
specified on the plastic handle. If you are new to the procedure, then initially set it to the
middle position (for an approximate value of 3);

use buttons 8 to set the required wire feed speed;
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- using button 7, pull the wire through the entire channel and adjust the final pressing force
of the rollers, according to the recommendations for MIG/MAG welding. Meanwhile, pay
special attention to the clamping force of the coil brake: the coil must be MINIMALLY
CLAMPED AS REQUIRED and rotate easily, but there should be no spontaneous
unwinding. CAUTION! If the coil brake mechanism is not assembled correctly, it may "self-
tighten" when the coil rotates, which, after a short time, will lead to a complete blocking of
the wire with disruption of the welding process. Please double-check before the first wire
threading;

- if necessary, you can adjust the additional functions of the welding process at the source
and the wire feeder (see paragraph 6.1 for the order of switching).

Do not forget about the supply of shielding gas! To check its availability in the torch
channel, there is button g9: when pressed, the wire is not fed. If you are a beginner and have
no experience in setting the optimal pressure for welding a particular product, then at the
first time 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
future, to save money, follow the general recommendations for semi-automatic welding
operations. Also start with the average value of the wire feed speed (~ 4 ... 6 m/min) and the
average voltage at the source (~ 19V) for any diameter of the installed wire (0.6 ... 1.2mm),
it may not be optimal, but the unit should already weld. To achieve the best result, you need
to adjust the voltage at the source with buttons 2 and the wire feed speed with buttons 8 on
the feed unit according to the general recommendations for carrying out the welding process
with semi-automatic units. Remember, these parameters are different for each specific case.
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5.2 WELDING PROCESS CYCLE - MIG/MAG-2T
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See paragraph 6.1 for the procedure for switching the value of any function

5.1.1 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
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).
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5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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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
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
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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.

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 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" [t.Pr] is set to 0.1 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. Use a right wire feeder indicator.

5.5 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 [t.Po] is set to 1.5 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. The left source indicator and the right
wire feeder indicator can be used.

5.6 BEGINNING OF WELDING VOLTAGE/FEED SPEED 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.

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.

5.7 END OF WELDING VOLTAGE/FEED SPEED RAMP-DOWN 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 smoothness of this process is regulated by the voltage ramp-down time [t.dn]
of the source, and the ramp-down time of the wire feed speed [t.dn] of the feed mechanism.
These values must match for correct operation. By default, the value is set to 0.1 sec, i.e., in
fact, in the OFF state. You can change this value at your own discretion. See point 6.1 for the
switching procedure.

CAUTION! When welding with steel wire, the reduction time [t.dn] at the source
must be either equal to or slightly more than that at the wire feeder. When welding with
aluminium wire, the reduction time [t.uP] at the source must be less (-0.3...-0.7 sec) than
that at the wire feeder.

5.8 WELDING WITH PULSE MODULATED VOLTAGE 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, so it primarily affects the
shape of the seam. There is also a forced effect on the transfer of a drop into the weld pool,
which in turn affects the stability of the process. As with other types of welding, this process
replaces the welder's hand movements to some extent, especially in hard-to-reach places. In
addition to the correct shape, the quality of seam formation also depends on the correct
setting, 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 voltage ripple
mode [Po.P], switch from the “"OFF” state to the "ON" state, and also set four parameters:
pulse voltage [u.iP], pause voltage [u. 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 20Hz and 7%, respectively. When the "duty cycle" parameter is changed
from 7%, an even greater asymmetry is introduced between the voltage pulse time and the
voltage "pause" time:

default "duty cycle" [dut] = 2% "duty cycle" [dut] = 15%
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"duty cycle" [dut] = 7%
uv UV uVv

|§| 93% | | 93% ﬁ 98% ﬂ 98% 85“/n| |85%

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.

7%
15%
15%

5.9 MOTOR ON/OFF FUNCTION

This additional function is provided to turn the motor on/off. It may not be available
in the menu, since if there is a connection between the control units, the welding unit itself
decides to turn on and off the motor in a specific welding mode.

CAUTION! For the correct operation of the semi-automatic unit, this parameter
must always be in the ON position.

6. SELECTING AND CONFIGURING THE UNIT FUNCTIONS

If you do not press the buttons on the front panel, the unit displays the value of the
main parameter of the current welding mode on the digital indicator on the left:
1) in the MMA mode — welding current;

2) in the TIG mode — welding current;
3) in the MIG/MAG mode — welding voltage.

During the MIG/MAG welding, the left display shows the current value of the current
resulting from the following factors: used wire diameter, set voltage value at the source, set
wire feed speed on the feeder, gas used, material and the thickness of the workpiece to be
welded, etc. The value is shown within 8 seconds after the end of welding, this is necessary
for the welder to be able to double-check the current value, without any outside help. In the
MIG/MAG mode, the digital indicator on the right side shows the value of the wire feed speed
in"m/min".

Button 3 on the front panel of the unit is responsible for selecting the source
function in the current welding mode, and button 10 is responsible for selecting the function
of the feeder in MIG/MAG mode.

Button 4 on the front panel of the unit s responsible for selecting the welding mode.

Buttons 2 on the front panel of the source are responsible for changing the current
value on the digital indicator on the left.

Buttons 8 on the front panel of the feeder are responsible for changing the current
value on the digital indicator on the right.

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 on the source, no changes are made on the left indicator,
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i.e., this button is locked. To unlock, 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.

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 more than 10 seconds, then the countdown
will appear on the display 333... 222... 111 ...; release the button before this time expires, so
as not to reset all the settings of this mode to the standard factory settings. This will be
reviewed in paragraph 6.3.

Similarly, by pressing button 10, the digital indicator on the right displays the
graphic name of the current function of the wire feeder, and immediately after releasing it,
the current value of this function is displayed for 2 seconds. You can change the value up or
down with buttons 8.

If the menu is locked, as is the case with the function menu on the source, simply
hold this button for more than 3.5 seconds

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 their values to the factory default, use the same button 3, used to enter the
function menu. To reset the settings, simply hold down button 3 for more than 10 seconds
(ignore the animation of locks). The scoreboard will start counting down 333...222...111 and
when "000" is reached, all settings of the current welding mode will be updated to factory
settings. Resetting parameters for each welding mode is performed separately! This is
provided for convenience, so as not to accidentally reset individual settings in the other two
modes.

Similarly, you can reset the parameters on the wire feeder using button 1o0.

6.4 CHANGE THE PROGRAM NUMBER IN THE CURRENT WELDING MODE

In each MMA, TIG and MIG/MAG welding mode, the user can save up to 16 different
settings. The current preset (program) number is displayed in the upper right corner of the
indicator of the source on the front panel. When the unit is turned on for the first time, the
program is always No. 1 for each welding mode. All changes in the setting of the unit 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, simply press button 3, and if the
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function selection menu is locked, then the indicator displays the current program number,
which can be changed up or down using buttons 2. If the function selection menu is not
locked, e.g.: just before that the user changed the additional parameters of the functions
described in paragraph 6.1, then it is necessary to lock the function selection menu by
holding button 3 for more than 3.5 seconds, just like when unlocking, in this case, the closing
locks animation will be displayed on the indicator. When this operation is completed, the
menu will be locked, and now you can try again to change the program number using
button 3. In this case, all parameters of the previous program will be saved and you can
always return to it at any time.

7. GENERAL LIST AND SEQUENCE OF FUNCTIONS
MMA welding mode
0) [ 1 -] - main displayed parameter CURRENT = goA (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
1) [H.St] Hot start power = 4,0% (by default)
a) o[OFF] ... 100% (change step 5%)
2) [t.HS] Hot start time = 0.3 sec (by default)
a)0.1... 1.0 sec (change step 0.1 sec)
3) [Ar.F] Arc Force power = 40% (by default)
a) o[OFF] ... 100% (change step 5%)
4) [U.AF] Arc force trigger level = 12V (by default)
a)9 ... 18V (change step 1V)
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default)
a) 0.2 ... 1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [BSn] voltage reduction unit = OFF (by default)
a) ON —enabled
b) OFF —disabled
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [l.iP] pulse current = goA (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160

PATON ProMIG DC MMA/TIG/MIG/MAG - 114 -



________[PATON

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

) 12 ... 250A (change step 1A) for ProMIG-250

d) 12 ... 270A (change step 1A) for ProMIG-270

e) 14 ... 350A (change step 1A) for ProMIG-350

f) 16 ... 500A (change step 1A) for ProMIG-500

g) 18 ... 630A (change step 1A) for ProMIG-630
10) [I.PS] pause current = goA (by default)

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

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

) 12 ... 250A (change step 1A) for ProMIG-250

d) 12 ... 270A (change step 1A) for ProMIG-270

e) 14 ... 350A (change step 1A) for ProMIG-350

f) 16 ... 500A (change step 1A) for ProMIG-500

g) 18 ... 630A (change step 1A) for ProMIG-630
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the current pulse to the
period of repetition of these pulses = 5o0% (by default)

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

TIG welding mode
0) [-2-] main display parameter CURRENT = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
1) [But] torch button mode = [2T] (by default)
a) [LIFT] - contact striking mode TIG-LIFT
b) [2T] - non-contact striking mode, TIG-2T button mode
c) [4T] - non-contact striking mode, TIG-4T button mode
2) [Pr.A] pre-current (pilot arc) = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630

-115 - PATON ProMIG DC MMA/TIG/MIG/MAG



rPATON] | |

3) [Po.A] crater filling current = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630
4) [t.UP] current build-up time = 0.3 (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
5) [t.dn] current ramp-down time = 0.3 (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
6) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [liP] pulse current = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-5o0
g) 18 ... 630A (change step 1A) for ProMIG-630
8) [I.PS] pause current = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
€) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
9) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
10) [dut] pulse/pause ratio (duty cycle) —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

Left indicator of the source:
0) [-3-]1 main displayed parameter VOLTAGE = 19.0 V (by default)

a) 12 ... 24.0V (change step 0.1V ) for ProMIG-160
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b)12 ... 26.0V (change step 0.1V ) for ProMIG-200
)12 ... 28.0V (change step 0.1V ) for ProMIG-250
d)12... 29.0V (change step 0.1V) for ProMIG-270
e)12...30.0V (change step 0.1V ) for ProMIG-350
f)12 ... 40.0V (change step 0.1V ) for ProMIG-500
g) 12 ... 44.0V (change step 0.1V ) for ProMIG-630

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 6 (change step 1 stage)

3) [t.Pr] shielding gas pre-purge time = 0.1 sec (by default)
a) 0.1... 25.0 sec (change step 0.1 sec)

4) [t.Po] shielding gas post-purge time = 1.5 sec (by default)
a) 0.1... 25.0 sec (change step 0.1 sec)

5) [t.up] voltage build-up time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)

6) [t.dn] voltage ramp-down time = 0.1 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)

7) [Po.P] voltage pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled

8) [u.iP] pulse voltage = 19V (by default)
a) 12 ... 24.0V (change step 0.1V ) for ProMIG-160
b) 12 ... 26.0V (change step 0.1V ) for ProMIG-200
)12 ... 28.0V (change step 0.1V ) for ProMIG-250
d)12... 29.0V (change step 0.1V) for ProMIG-270
e)12...30.0V (change step 0.1V ) for ProMIG-350
f)12 ... 40.0V (change step 0.1V ) for ProMIG-500
g) 12 ... 44.0V (change step 0.1V ) for ProMIG-630

9) [U.PS] pause voltage = 19V (by default)
a)12 ... 24.0V (change step 0.1V ) for ProMIG-160
b)12 ... 26.0V (change step 0.1V ) for ProMIG-200
€) 12 ... 28.0V (change step 0.1V ) for ProMIG-250
d) 12 ... 29.0V (change step 0.1V) for ProMIG-270
e)12 ... 30.0V (change step 0.1V ) for ProMIG-350
f)12 ... 40.0V (change step 0.1V ) for ProMIG-500
g) 12 ... 44.0V (change step 0.1V ) for ProMIG-630

10) [Fr.P] voltage pulsation frequency = 20Hz (by default)
a) 5 ... 500 Hz (step change 1 Hz)
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11) [dut] pulse rate (duty cycle) — it is the percentage of the voltage pulse to the period of
repetition of these pulses = 7% (by default)
a) 2 ... 20% (change step 1%)

Right indicator of the wire feeder:
0) [-1-] main displayed parameter FEED SPEED = 7.0 m/min (by default)
a) 2.0 ...16.0 m/min (change step 0.1 m / min)
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) [Dru] wire feed motor ON/OFF = ON (by default)
a) ON - enabled (if there is a connection, the unit turns on automatically in the
MIG/MAG mode)
b) OFF - disabled (if there is a connection, the unit turns off automatically in the
MMA and TIG mode)
3) [t.Pr] shielding gas pre-purge time = 0.1 sec (by default)
a) 0.1... 25.0 sec (change step 0.1 sec)
4) [t.Po] shielding gas post-purge time = 1.5 sec (by default)
a)o.1... 25.0 sec (change step 0.1 sec)
5) [t.uP] wire feed speed build-up time = 0.1 sec (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
6) [t.dn] wire feed speed ramp-down time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)

8. GENERATOR OPERATION
The power supply is suitable for generator operation, provided as follows:

When working with Set current value for When working V\;i;h wire diameter Minimum generator
an electrode MMA and TIG MIG/MAG power
92 not more than 80A not more than @ 0.6 mm 3.0 kVA
a3 not more than 120A not more than @ 0.8 mm 4.5 kVA
[7)A not more than 160A not more than @ 1.0 mm 6.0 kVA
s 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
26 not more than 350A not more than @ 1.4 mm 16.0 kVA
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28 fusible not more than 500A not more than @ 1.6 mm 30.5 kVA

28 up to 630A not more than @ 2.0 mm 42.0 kVA

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

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

- 320-440V for all three phases (for ProMIG-270/350/500/630).

9. CARE AND MAINTENANCE
Caution! Before opening the unit, be sure to turn it off, disconnect 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 up to 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.

12. SCOPE OF SUPPLY

1. Arc power source with mains cable -1pg;
2. Wire feeder -1pg
3. PATON corrugated box -1pg;
4. Cable with electrode holder ABICOR BINZEL -1pg;
5. Welding cable with ground terminal ABICOR BINZEL -1pg
6. Quick-release pneumatic connector -1pg
7. User manual -1pg
For ProMIG-160-15-2/200-15-2/250-15-2/270-15-2:

- Semi-automatic torch ABICOR BINZEL -1pg

- Rollers for solid wire (0.6-0.8; 1.0-1.2) - 2 sets;
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- Belt for attaching the source to the wire feeder -1pg
For ProMIG-250-15-4/270-15-4/350-15-4:

- Semi-automatic torch ABICOR BINZEL -1pg

- Rollers for solid wire (0.8-1.0; 1.2-1.6) - 2 sets;

- Rollers for aluminium wire (0.8-1.0) -1set;

- Belt for attaching the source to the wire feeder -1pg;
For ProMIG-500-15-4/630-15-4:

- Rollers for solid wire (0.8-1.0; 1.2-1.6) - 2 sets;

- Rollers for aluminium wire (0.8-1.0) -15set.

13. SAFETY RULES

GENERAL
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 area;

- 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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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!

ProMIG-200

ProMIG-250 5years
ProMIG-270-400V

ProMIG-350-400V 3years
ProMIG-500-400V 2 years
ProMIG-630-400V

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;
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- control connectors;

- mains cable and mains cable plug;

- 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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