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BcTtaHoB/eHe AiameTp [A] Maowa [A] Makcum.
EnekTpoga, wo A
3Ha4eHHsA nonepe4yHoro rnonepeyYyHoro nepepisy AOBXMWHa
BUKOPUCTOBYETLCA Y A
excvmi MMA CTpyMy npwm nepepisy ApoTy | MepexXeBoro npoBogy, | moAoBXyBaua,
p MMA i TIG npu MIG/MAG KB. MM M
1x220V — ProMIG-160, ProMIG-200, ProMIG-250

1 75

1,5 115

g2 MM He 6inble 80A He Binbwe 00,6 2 255
MM 2,5 195
4 310
6 465

1,5 75
2 105
3 MM He 6inblwe 120A | He 6inblie Po,8 MM 2,5 130
4 205
6 310

75

2!
D4, MM He Binbwe 160A 2 2
. 4 155
He 6inblwe Z1,0
6 230
MM
2,5 75
@5 Mm He 6inblie 200A 4 125
6 185
. 2,5 60
a5 MM 0 250A He binblwe J1,2 100
@6 MM nerkona. AG25 MM 4

6 150
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BctaHoBneHe Aiametp [AlMnowa
EnekTpoga, wo 3HAYEHHS HonepeYHoro nonepeyHoro [A] Makcum.
BUKOPUCTOBYETLCA Y s nepep?sy e nepepisy AOBXWHA
pexumi MMA MMA i TIG npn MIG/MAG MepeXxeBoro noAoBXyBaya, M
npoBoAY, KB. MM
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 1
. He 6inble Jo,8 75
g3 Mm He Ginblie 120A M 2,5 220
4 350
6 525
2 130
2, 160
i, MM He Binbwe 160A 2
4 260
He 6inbwe J1,0 6 3
MM 355
2,5 115
5 MM He Ginblie 220A 4 180
6 270
26 mm He binble &1,2 215 85
Jlerkonnaski He Binbwie270A MM 4 135
6 205
. 2,5 65
26 Mm He 6inbLe 350A He 6'”:';8 014 4 100
6 150
4 8o
@6 MM Tyronnaski He Binblue 400A 6 120
He 6inbwe J1,6 10 195
28 mm M = 35
Nlerkonnaski He Binble 5o0A 6 85
10 140
. 4 40
28 um 210 630A He binble @2,0 6 65
MM
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 HaniBaBTOMaTUYHOO 3BaptoBaHHSA NOCTiMHUM cTpymoM (HA «MIG/MAG») B

cepeAoBULLi 3aXMCHUX rasiB i CyMmillen, a TakoX A/ py4yHOro Ayrosoro 3eaptoBaHHs (PA3 «<MMA») Ta

aproHoZyroBoro 3saptoBaHHs (API «TIG»). MepeBarv BUKOPUCTaHHS B LbOMY anapaTi NOBHIiCTIO LuppoBOro
cnocoby ynpaBAiHHS NOAsraloTb Yy BiACYTHOCTI HeA0/iKiB BAacTMBMUX HaraToPyHKLiOHANbHUM CUCTeMaM,

BWrOTOBJ/IEHVMM Ha OCHOBI aHa/I0rOBUX CUCTEM YNPaBJliHHA, sKi 33 BUSHAYEHHSIM 3aTOUEHI 3aBXAM MiJ NeBHUN

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

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

SIKOMY pexuMmi BiH BUKOpUCTOBYETbCA. Lia «Professional» cepis npusHayeHa Ans npomucioBOro

BMKOPWCTaHHSA, AXepesio 3BapioBas/IbHOro CTPYMY MOXHa Bi,OKPEM/IOBATH BiJ, MEXaHI3My nojadi ApoTy K

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

paxyHoK AOAAaTKOBWX PeryioBaHb, iHBEPTOPHUI HaMiBaBTOMAT MOXHA Ha/JalITOBYBAaTM Ha ONTUMAJIbHI

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

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

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

HaniBaBTOMaTWYHOIO 3BapIOBaHHA CyL,i/IbHUM APOTOM AiameTpoMm Big Jo,6MM 40 D2,0mM (419 ProMIG-630-

400V). Anapar Big no4aTKy HaNaWTOBaHMM Ha ONTUMa bHi 3HaYeHHSA 4151 BiNbLIOCTI BUNaAKiB BUKOPUCTaHHS

i € 40BOJI NPOCTUM, AKLLO He BAABATWUCA B TOHKOLL HANaLWTYBaHb, fKi BUMaraloTb YXe 3Ha4YHUX HaBUYOK Bij,

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

pexumi PA3 «MMA», 3 MOXAMBICTIO MOro YBIMKHEHHS i BigKkaloueHHs. BigmiHHol ocobauBicTio

HaniBaBTomMaTiB PATON € MOTyXHWI, SKICHUA MeTaneBWUM MexaHi3M nojadi ApoTy 3 repMeTUYHUM

ABUIYHOM, @ TaKOX HasBHICTb po3'emy KZ-2 tuny "€BPO", wo cTtaB cTtaHAapTOM y CBITi Ta J03BONSE

KopUCTyBayeBi Hagani Ni4'e4HYBaTU NaNbHWUKK Big, LUIMPOKOTO KO/1a BUPOOHUKIB.

Y Moaensdx 3 MNpuUCTaBkol "-15-2" BCTAHOB/JEHUWM 2-X POJIMKOBUIA MeXaHi3M moAadi, a 3

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

B aaHy mogesnb ProMIG BupobHuuTBa PATON BOys0BaHWM 610K 3aXMUCTY Bif 3HUXKEHOT HAanpyru.
Anapar 36epirae nig cBoiM HOMEpPOM Yy KOXHOMY PeXuMi 3BaptoBaHHA A0 16 iHAMBIAYaNbHUX

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

BUKIFOUEHHS | BIAHOBJIIOE TX NiZ YacC BKAOYEHHS.

OcHoBHi nepeBaru:

1. LLnpoki MOXAMBOCTI pery/loBaHHs NapameTpis 3BaptoBaHHA:

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

6) y pexumi API "TIG" — 1 (OCHOBHWI) + 7 (A043TKOBMX) + 3 (A1 iIMAY/IbCHOTO peXuMy)

B) y pexumi HA "MIG/MAG" - 2 (0cHOBHMX) + 6 (404aTKOBMX)

2. Kpim 3axucTy Big cTpubkiB Hampyru BCTaHOB/eHa cucTema cTabinisauii po6oTn mpu 3HauHMX
AOBroTpUBa/NX Nnepenajax Hamnpyru B Mepexi XWBAeHHs Big 160B g0 260B (ana mogeneit ProMIG-
160/200/250) Ta Big 320B A0 440B (ana mogenent ProMIG-270-400V/350-400V/500-400V/630-400V).

3. AganTtosaHuii g0 cnabkoi enekTpomepexi. 3a paxyHok Bucokoro KK/ anapat 3abesneuyye BABidi MeHlLe
€/1eKTPOCMOXMUBAHHSA NMOPIBHAHO 3 TPAAULIMHUMM AXepenamy;

4. AjanTuBHA WBWAKICTb BEHTUAATOPA, TOOTO 36i/1bLLYETLCA Ha MOYaTKY 3BaploBaHHS, Lie binbLue 3pocTae
niz Yac HarpiBaHHs anaparty | CNOBINILHIOETLCS KON BiH XON04HUI, Lie eKOHOMUTL pecypc BEHTUASTOPa
i 3BMeHLLYE KiNbKiCTb MWy B anapari;

5. 3pyuHicTb po6oTH 3aBASKM BENVWKI TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHanbHOMY CTpyMi, Lo
£,03BOJISIE NPOBOAMTU 3BapIOBaHHS MOKPUTUMM €/1eKTPOAaMM NPaKTUYHO 6e3nepepBHO;

6. TMigBuWeHa HaAiMHICTb anapaTy B yMOBax 3anuiaeHOro BMPOOHWMLTBA, MiKpoenekTpoHika anapaTta
BMHECEHa B OKPEMUI BiACiK;

7. HaBci enemenTy anapary, WO rpiloTbCs, BCTAHOB/IEHA CUCTEMA TEM/I0BOMO €/1€KTPOHHOMO 3aXMUCTY;
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8. BcAenekTpoHika B anapati nokpvTa ABOMA WapaMu BUCOKOSKICHOO 1aKy, Skui 3abe3nevye HaginHicTb

BUPOOY NPOTAroM yCbOro TepMiHy cayx6u;

9. [MMokpaweHi nignan Ta cTabisbHICTL FOPIHHA AyrW, WO NPaKTUYHO YHEMOXJ/IMBKE MNPUANMNAHHSA

enekTpoga.

10. Bucoka MobinbHICTb 3a paxyHOK MOAY/IbHOT KOHCTPYKLi, @ TakoX HeBennki rabaputi Ta Bara anapaTa
6e3 BTPaTU TEXHIYHMX IKOCTEW, 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 50/6ol'y, B 230 230 230 3X400 3X400 3X400 3X400
HoMmiHanbHWii cTpyM, Wo
CMOXMBAETHCSA 3 Ppasu 18..21 23...27 29,5...35 12...14 16...18,5 30...35,5 42 ... 49
mepexi, A
HomiHanbHMM
383pIOBANBHMI CTPYM, A 160 200 250 270 350 500 630
MakcuManbHUi Aitounia
cTpym, A 215 270 335 350 450 630 800
70%/npu 70% [ npwn 60% / npu 70%/npun 70%/npwn 70%/npun 70%/npun
TpuBanictb 160A 200A 250A 270A 350A 500A 630A
HaBaHTaxeHHs (TH) 100%/npun 100% / 100% / 100%/npu 100%/npun 100%/npun 100%/npu
134A npu 167A npn193A 225A 290A 420A 520A
Mexd B.MIHM Hanpym 160 — 260 160 - 260 160 - 260 *+15% +15% +15% +15%
Mepexi xuBseHHs, B
Mexd perynioaara 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 peryntoBaHHs
WBWAKOCTI MoZadi ApoTy, 2,0-16 2,0-20
M/XB
f}:i”:f;g:;“;’;om 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
JiameTp cyuinbHoro
3BaplOBasIbHOr0 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 15
KOTYLIKM 3 ;POTOM, KT
IMnyAbCHI pexxumu nig yac MMA: 0,2...500,
3BapIOBaHHA TIG: 0,2...5000,
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
XOJI0CTOr0 X04Y
Il;izgcl)gra XONIOCTOr0 X04Y 12/75
Hanpyra nianany ayru, B 110
:c?'n;i/i]c:: 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
MakcumanbHa cnoxveaHa
NOTYXHICTb, KBA 59 75 95 Lk 53 290 4o
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KKA, % 90

OX0oNnoAxXeHHs ApanTtusHe

JianasoH pobounx a5 .. +45°C

Temneparyp

a6 i i

(:0:)?(::" T:g;i”a’l MM 36::;( 160 36)(:;( 260 36:;( 2;60 540 X:;Go X | 540 ><03;60 X | 510 ><818o X 510 ><:)35 X
BucoTa) 7 7 7 4 4 305 4
Maca 6e3 akcecyapis, k& 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knac 3axucry 1P33 P33 1P33 1P33 1P33 1P23 P23

PekomeHA0BaHa JOBXMHA CUIOBUX 3BaploBaibHUX KabeniB nij yac 3BaploBaHHA:

. Mnowa
. [B] A oBXxuHa kabenis
MakcumanbHUi CTpyM nonepeyHoro Mapka kabenio
(B OAHY CTOPOHY) .
nepepisy

He binblue 160A 2...7M 16 MM? Kl 1x16
He 6inbLue 200A 3..9M 25 MM? Kl 1x25
He Ginblue 250A 5..11M 35 MM? KI" 1x35
He Ginblue 270A 5..11M 35 MM? KI" 1x35
He 6inblue 350A 6..14M 35 MM? KI" 1x35
8...30 0 MM? Kl 1x50

He Ginblue 500A oM 20 MM 25
12...40M 70 MM? KI™ 1x70
10...30M 0 MM? KT 1x70

A0 630A 3 ! !
15...40M 95 MM? KI™ 1x95
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1 - Llndposuit gucnnew;

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

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

4 — KHonka Bnbopy pexumy 3BaptoBaHHs:

a) py4He AyroBse 3BaploBaHHA WTYYHUM enekTpogom PA3 «MMAw;

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

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

5 — lHaMKaTOp neperpiBy anapaTy: NPV HOPMa/ibHOMY CTaHi anaparTy iHAUKaTop He
CBITUTLCA, MPW NeperpiBaHHi - 6AnMaE;

6 — Llndposuit gucnner 610Ky nogavi g4poTy;

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

8 — KHonkw perynioBaHHs napameTpiB 610Ky nogaudi ApoTy Ha 3MEeHLEHHs i 36inblueHHS
(3a 3aMOBYYyBaHHAM: WBUAKICTb NOAavi 4POTY);

9 — KHomMka nepeBipky Nogadi 3aXMCHOro rasy (4piT He MOAAETLCA);

10 — KHorka Bnbopy byHKui 6aoka nogavy apoTy;

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

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

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

A —THI340 CUNOBOrO CTPYMY «+» TUMNy BanoHeT:

a) npu 3BaptoBaHHi P43 "MMA" — nigkitouaeTbes kabesib enekTposa (B OKpeMmx BUNagKax
NpY BUKOPUCTAHHI CreLiaibHUX eNeKTPOAIB NiAKIOUYAETLCS Kabenb «macan);

6) npu 3BaptoBaHHi AP "TIG" — nigKkt04aETbCA TiNbkW Kabenb «Macay;

B) NpW HaniBaBToMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyyinbHMM ApOTOM -
nigko4aeTbes kabeb MexaHi3My nogavi 4poTy;
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r) Npy HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" datocoBumM 4poTom -
MiAKNOYAETLCA Kabeslb «<Macay;
B —"Hi340 cnnoBoro cTpymy «-» Tmny 6anoHeT:
a) npv 3BaptoBaHHi P43 "MMA" - nigkato4aeTbes kabenb «maca» (B OKpemMux BUMagKax npu
BMKOPUCTaHHI CMeLiia/ibHUX eNeKTPOAiB NigKI0UaETLCS Kabenb enekTposa);
6) npu 3BaptoBaHHi AP "TIG" - NigKOYAETLCS TiNIbKM aproHOAYroBUM NaNbHUK;
B) NPV HaniBaBTOMaTH4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM A4poTOM -
NigKAOYaETHCA Kabenb «Macar;
r) Npu HaniBaBTOMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" ¢ntocosum
APOTOM - MiAKNIOYAETLCS Kabeslb MexaHi3My nogadi 4poTy.
14 — TPVYMaY KOTYLIKW ANS APOTY 3 MPYXXUHHUM MeXaHi3MOM rasibMyBaHHS;
15 — 3anobixHukn 610Ky NoAadi ApoTy Ta Nigirpisaya rasy;
16 — Micue niakitoyeHHs Kabento 3a3eM/IeHHS;
17 — Po3eTka gns nigirpisava rasy 36V;
18 — Po3'em nogayi curHanie Bif MexaHi3aMy nogadi ApoTy Ha BK/IKOYEHHS | BUKJ/IKOYEHHS
JXepena cTpyMmy;
19 — Kabenb A5 NifjKAOUEHHS J,0 MepeXi XXUB/IeHHS;
20 — Bxig A9 3anpaBku 3BaploBasIbHOrO APOTY;
— LTyuyep nogadi 3axncHoro rasy.

2. BBEAEHHSA B EKCMZTYATALIIO
Ysara! lNepes BBejeHHAM B ekcnayaTauilo cnig npountaTtn posgin “lNpasuna
TexHiku 6e3nekn" n.1s.

2.1 BUKOPUCTAHHA 3A NPU3HAYEHHAM

3BaploBasibHUIM  amapaT MPWM3HAYEHUN BUK/KOYHO: AN PYYHOrO AyroBOro
3BapIOBaHHA LWTYYHUM €NeKTPOAOM, 3BaplOBaHHA B CepejoBMLLI aproHy, a TakKoX
HaniBaBTOMaTUYHOr O 3BaplOBaHHA B CEPeAOBULLi 3aXMCHUX rasis.
|HWe BMKOPUCTaHHS anapaTy He BIAMOBIZAE MOro MNpU3HaYeHHo. BMpobHMK He Hece
BI4MOBIA3aNbHOCTI 33 MOWKOAXEHHS, 3aBAaHI BMKOPUCTAHHAM anapaTty He 3a
MPU3HaYEHHAM.

BrvkopucTaHHA Bi4NOBIAHO A0 MPU3HAYEeHHA, MAE Ha yBa3i JOTPUMAHHSA BKa3iBOK
Lboro nocibHmka 3 ekcnyaTaLii.

2.2 BUMOT'u 40 PO3MILLEHHA

3BaptoBasibHUI anapaT MOXHa PO3MillyBaTW Ta eKCrayaTyBaTW Ha BiAKpPUTOMY
noBiTpi. BHyTpilWHI enekTpuuHi AeTani anapaTy 3axuleHi Bif 6e3nocepesHbOro BMAMBY
BOJIOIOCTi, a/ie He BiJ Kpane/b KOHAeHcaTy.

YBATA! MNMicasa 3aKkiHYeHHS 3BaptoBasibHUX PObiT B XapKy noroAy, abo iHTeHCMBHUX
3BaploBasbHUX PobIT y Oyab-aky norogy, anapaTt Bigpasy He BumumkaTu! HeobxigHo
MPOTAroM 5 XB AaTW MOX/IMBICTb OXOJIOHYTU €/1eKTPOHHUM KOMMOHEHTaM.

-9- PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

YBATA! Micna ekcnayaTauii B XO/NOAHY MOPY POKY, MNiCAA BUMKHEHHS i
NoAaNbLIOro OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETbCA KOHAEHCAT, TOMY MOro He
MOXXHa BMUKATU paHille HiX yepes 3 ... 4 roaguHn!!!

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

HeobxizgHo po3milyyBaTu anapar Tak, o6 3abesneuvysaBcs 6e3nepelukogHUI BXig
i BUXiZ, OXO04XY04Oro NOBITPS Yepe3 BEHTUSALLIMHI OTBOPU Ha NepeAHil i 3ajHil NaHensX.
Cnigkyvite 3a TuMm, W06 MeTaneBui NUA (HaNpukAag, nig Yac HaxgauHoro waidysaHHaA) HE
3acMokTyBaBcs be3nocepeHbO B anapaT BEHTU/IATOPOM OXOJIOAXKEHHS.

YBATA! Anapar nicifl CM/IbHOro naAiHHA Moxe 6yTn Hebe3aneuHUM ANs KUTTA.
BcTaHOBAIOBATU Ha CTillKil TBepAill NOBepPXHi.

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

1. MepexeBy Hanpyry 220B (-27% +18%) — ana mogenent 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
3BaptoBasibHMM 06/1aZHaHHAM BUMaraloTb 3a3eMJIeHHs Kopnycy anapaTty. Jns uboro
nepeAbayeHo ABa BapiaHTU: 1) BUKOPUCTAHHS YETBEPTOro APOTY Y MepexeBoMy Kabeni
)OBTO-3€/16HO0  KOJ/IbOPY (MiXHApOAHWUI CTaHAAPT MapKyBaHHS);, 2) BUKOPUCTAHHS
60oNTOBOT KNeMW Ha 3aHiM CTiHWi anapaTty (KOPCTKIlWWWA CTaHAAPT 3a3eMJIEHHS, AKWN
BMKOPUCTOBYBaBCA B kpaiHax CHA).

YBara! lNpu nigkniodeHHi anapata Ao 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 BMPOOHMKA BTpavatoThb
YMHHICTb NPV MOMU/IKOBOMY MiZK/IIOUEHHI Ga3n Mepexi Ha 3a3eMIeHHs AXepena.

MepexeBuin po3'em, nepepi3 kabeniB mMepexi, a TakoX MepexHi 3anobixXHMKK
MOBUHHI BUOMpaTNCA BUXOAAYMN 3 TEXHIYHKX JaHMX anapaTa.

2.4 MIAKNHOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep nOBWHEH BIANOBIAATU HaMNpPy3i XWBJIEHHA | CTPYMy CMOXMBAHHSA
3BaplOBa/IbHOrO anapaTy (AMB. TexHidyHi AaHi). 3rigHO BUMOr TexHikn 6e3neku
BMKOPWUCTOBYMTE PO3ETKM 3 rAPAHTOBAHMM 333e€MJIEHHSIM i Hi B IKOMY pasi He 3aCTOCOoBYMTe
AN LUX Linen HeUTpanbHUM NpoBig Mepexi!l!

YBATA! MepexeBui 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 NOBHICTIO Big'€4HATN anapaT Bij po3eTku.
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3. 3BBAPIOBAHHA PYYHE AYIOBE WUTYYHUM EJIEKTPO40M (P43 «MMA»)

ENEKTPOOOTPUMAM

Mopsaok nigroToBkM anapaTy A0 poboTu:
- BCTaBUTY Kabenb eN1eKTpoA0TPMMaYa B THI3A0 Axepena A «+»;
- BCTaBUTY Kabenb 3 kaemoto "mMaca" y rHi3go axepena B «-»;
- NPUEAHATM KNeMy «Maca» 4,0 BUpPoby;
- NigkaounTU MepexeBuid kabenb o TpudasHoi mepexi (ana mogenen ProMIG-
270/350/500/630);
- BUMMKaY 12 Ha 33/ Hii NaHeni nepeBecTu B NoaoXeHHs "BKJT";
- 3a /AOMOMOrol0 KHOMKW 4 BCTAHOBITbL pexum 3BaptoBaHHa P/3 "MMA", pexumu
nepemMmnKaloTbCA MO KOAY;
- 33 ,0MOMOr 00 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHWI NapaMeTp — CTPYM 3BapoBaHHS;
- 33 HeobXifHOCTI MOXHa pery/aBaT A0AaTKoBi YHKLI 3BapioBa/sIbHOro MNpoLLecy,
nopsAoK 3MiHM AuB. y n.6.1

YBara! Y pexumi 3BaptoBaHHa P/13 "MMA" nicna Toro, ik MepexeBui BUMMKAY
NepektoYeEHNN B MNosoXeHHsA "I", WTYYHUIN enekTpoZ 3HaxXoAuTbCs Nij Hanpyrot. He
TOpKanTecs eseKTPoAiB 40 CTPYMOMPOBiAHMX ab0 3a3eM/IeHUX MNpeaMeTiB, Takux fK,
HanNpuKaaZ, KOPMyC 3BaploBa/IbHOrO amnapaTy TOWO, OCKilbKM anapaT cripuiMe Ut
CUTYaL,ito K CUrHaA 40 CTapTy 3BapioBa/IbHOrO NpoLecy.

3.1 UMK/ 3BAPIOBAJIBHOIO MPOLECY - MMA
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MopsiA0K 3MiHW 3HaUYeHHs By A b-AKoT dyHKLIT AMB. y N.6.1

3.2 OYHKLIA FAPSIYMNM CTAPT, «HOT-START»

MNepesaru:
- NOKpaLLLeHHSA 3anaieHHA HaBiTb NPY BUKOPUCTaHHI @1eKTPOAiB, L0 NOraHo 3anaatoloTbCs;
- fAKiCHille MpONnJaBAeHHA OCHOBHOrO MaTepiany Mij 4Yac 3anajsloBaHHA, OTXe, MeHLle
HenpoBapis;
- 3an0biraHHs WAaKOBUM BK/IOYEHHSAM;
- Py4He HanalTyBaHHA: J03BOJISIE BCTAHOBUTU piBeHb PpyHKLiT Ha MiHIMaibHe 3HaYeHHS, L0
CWJIBHO 3MEHLLYETHCS CMOXMBAHHS eHeprii B MO4aTKOBUIM MOMEHT Nignany, Wo f03BOJISE
AXepeny CTPyMy CTapTyBaTW Ha 3HaYeHHsX Hampyru mepexi 64M3bKoro A0 MiHiMasbHO
MOXJIMBOFO, MNpOTe 3HUXYE $SKICTb MOMEHTY nignasny (amapaT cTae nogibHui Ao
TpaHCcPopMaTopHOro Axepena). Takox MOXHA 36ibWKUTN GYHKLiO 40 MaKCMMasbHOMO
3HaYeHHA A9 NOKpaLLeHHA MOMEHTY nignany (Npu poboTi Big xopowoi Mepexi). Ane He
3abyBalTe, WO NigBULLEHUM CTPYMOM L€l GYHKLT MOXHa CnNannuTu BUpi6 Npu 3BaproBaHHi
TOHKMX MeTasiB, TOMy PeKOMEHAYEMO B Lil CUTyauil 3MEHWYBaTW 3Ha4YeHHs yHKLUiT
«apsuni ctapT».

Yum pocaraeTbcs: MpPOTArOM KOPOTKOrO 4acy B MOMEHT nignany Ayru
3BaploBasibHUI CTPYM 36i/IbLIYETLCS Ha pPiBEHb +40%.

3BaploBaHHSA 34iNCHIOETLCS eN1eKTPoA0M @3 MM, BCTAHOBJIEHE OCHOBHE 3HAYEHHS
3BaplOBa/IbHOro CTPYMY Ha pPiBHi 9OA.

Pe3synbTaT: CTPyM rapsa4voro cTapTy cTaHoBUTUME 9OA + 40% = 126A.

Y A0AaTKOBMX HaNawWwTyBaHHAX MOXHa 3MiHOBaTK Ak cuay "lapadoro crapty"
[H.St], Tak i yac poboTu "Tapsyoro ctapty" [t.HS]. Be3 noTpebu He 3aBuLLyliTe CUAY i Yac
cnpauboByBaHHA «[apa4yoro crapTy», TOMYy WO Ha BeAMKMX FPaHUYHUX 3HAYEHHAX Le
BMMArae Jyxe mnoTyXHOI Mepexi XMBNEHHS, a 3a BiACYTHOCTI XOpoLoi Mepexi, npouec
nignany HaBiTb MoXe 3pMnBaTUCSH. OPSAAOK 3MiHW 3HaUYeHHS By ab-aKoT GYHKL Ty NOTOYHOMY
peXnMi 3BaptoBaHHA AMB. ¥ M.6.1

3.3 OYHKLUIA POPCAX AYTU «ARC-FORCE»

MepeBaru:
- NigBULLEHHS cTabiNbHOCTI 3BaptOBaHHS KOPOTKOI AYroto;
- NO/NLEHHA KpanienepeHoCy MeTay B 3BaploBa/ibHY BaHHY;
- NOAINLIEHHA 3anaieHHs Ayru;
- 3BMEHLUIEHHS MOX/IMBOCTi MPUNMAHHS eN1eKTPoAa, ae e He GYHKLiA «AHTUNPUAMNAHHSY;
- PYYHE HaNaLITYBaHHS: 03B0OJISIE BCTAHOBUTU piBeHb GYHKL T Ha MiHIMa/IbHE 3HaYEHHS, L0
He3HaYHO, a/ie 3HMXYE CMOXMBAHHA €Hepril, @ TaKOX KOHL,eHTPaL,il0 TeNI0BKAaAaHHA Npu
3BaplOBaHHi TOHKUX MeTasiB, Lie 3HUXYE WMOBIPHICTb MPOMastoBaHHS, OAHAK i 3HUXYE
cTabiNbHICTb TOpiHHA Ha KOPOTKIN Ay3i (anapaT cTae nogibHWM A0 TpaHCchopMaToOpHOro
axepena). Takox MOXHA i 36inbwnTn byHKLiIO 40 MaKCMMaibHOMO 3HAYEHHS A/ LWie
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6inbLwoT cTabiNbHOCTI FOPiHHSA Ha KOPOTKINM Ay3i, ane Le BUMarae KpaLLoi Mepexi XMUBAEHHS
i 36iNbLWYETHCS MMOBIPHICTb MpONantoBaHHA BUPOby.

YnM J0CAraeTbCA: NPU 3HMXKEHHI HAaNpPyru Ha Ay3i HMXYe MiHIMasabHO A0ONYCTUMOI
ANsi cTabiNibHOro ropiHHA Ayry 3BaploBaibHUIM CTPYM 3POCTAE Ha BCTAHOBEHUI piBeHb (3
3aMOBYYBaHHAM +40%).

Y A04,aTKOBMX HaNaWTYyBaHHAX MOXHA 3MiHI0BaTU ik cnay «Popcaxy ayru» [Ar.F],
TaK i piBeHb cnpaLboByBaHHS L€l GyHKLi [U.AF]. Be3 noTpebu He 3aBuLLylTe cUAy i piBeHb
crnpauboByBaHHA «Popcaxy Ayru», TOMY O Ha BEJIMKUX FPAHUYHUX 3HAYEHHSAX, 0c06anBO
Npu 3BaploBaHHi TOHKMMUK e1eKTPOoAaMn MeHLe @3,2 MM, Lie BM/IMBAE Ha CNpaLbOBYBaHHS

DYHKLIT KAHTUNPUANMAHHS.
uvi

L

LA
MopsAA0K 3MiHU 3HaYeHHSA By b-AKOT GYHKLITY NMOTOYHOMY pPexuMmi 3BaptoBaHHA AMB. y N.6.1

3.4 OYHKLIA AHTUNPUIUNAHHSA «ANTI-STICK»

Mpv noyaTkoBOMY NiAgnNani Ayru enekTpos MoXe npuannaT (NPUxXonatoBaTncs) 40
BMPOOY, LLbOMY MepeLlkoaxatoTb 6araTo GpyHKLiM B anapaTi, ase Take MOXe CTaTUCS, WO B
CBOIO Yepry NpM3BOAMUTL CNOYATKY 4,0 PO3XapeHHs, a B NOAa/1bLIOMY i CyBaHHA eNeKTPOoAa.
Y Takin cuTyauii B 4ZaHOMY anapaTi cnpayboBye GyHKLiA «k AHTUNPUAMNAHHSAY, BOy40BaHa Ta
npautotoya B pexxumi P43 "MMA" nocTiHo, sika Yepes 0,6...0,8 cek nics BUSBAEHHS LibOro
CTaHy, 3HWXYE 3BaploBa/ibHUIM CTPyM. TakoX Lie Mojerlye 3BaptoBaibHUKY MOXIMBICTb
BiOKPEM/IOBATU (BiAPUBATU) eNekTpo4 Bij Bupoby 6e3 pusmky obnasnTu odi BUNaszKoBUM
niananom gyru. MNicas BifokpemseHHs enekTpoaa Bif BUpoOy, NpoLec 3BaptoBaHHS MOXe
6yTn 6e3nepeLiKoAHO NPOAOBXEHUN.
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3.5 QYHKLIA PEFY/IFOBAHHA HAK/IOHY BOJIbTAMIMEPHOI XAPAKTEPUCTUKU

Lis dyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamu
3 pPi3HMMM TUNAMWU NOKPUTTA. 3a 3aMOBYAHHAM HaxWa BONbTaMNEPHOI XapaKTepUCTUKM
[BAH] BCTaHOB/IEHUIM Ha 3HaYeHHi 1,4V/A W0 BiANOBIAAE HAMMOWMPEHILLNM €N1eKTPOAAM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPoAaMu 3 OCHOBHUM Tunom nokputTa (YOHI-13/45, JIK3-70) He € 060B'A3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxua [BAH] Ha 3HaueHHs 1,0V/A. Y CBOIO yepry enekTpoam 3
uentonosHum tunom nokputta (LLL-1, BCLI-4A), HaBiTb BMMaratoTb BCTAHOBUTU HaxuA
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npy ubOMYy iHOAI HeObXigHO NiAHATM piBeHb
cnpauboByBaHHA GyHKLiT «Popcax gyru» U.AF g0 3HaueHHs 18V. [opsA0K 3MiHM 3HaUYeHHS!
Byab-sKoi GyHKLITy TOTOYHOMY pexunMmi 3BaploBaHHsA AMB. Y N.6.1

3.6 ®YHKL I 3BAPIOBAHHSA KOPOTKOLO AYroto

Lis dyHKLis 0co611BO aKTyasibHa NPY 3BapHOBaHHI CTENbOBMX LWBIB, KO MOTPIOHO,
wob He CUABHO TArHynaca 3BaptoBasbHa gyra. Jas uboro B anapati nepegbayeHa
MOX/IMBICTb BKAOUUTU yHKLit0 "KopoTka gyra" [Sh.A]y nonoxeHHs "ON". 3a yMOBYaHHSM
BOHa nepebyBae y nosnoxeHHi "OFF”. Mopagok 3MiHW 3HayeHHs Byab-aKol byHKUiT y
NMOTOYHOMY peXMMi 3BapioBaHHA AMB. Y N.6.1

3.7 DYHKLIA B/IOKY 3HUXXEHHA HAMPYIMN XOJ1I0CTOrO Xo4y

Mpuv NpoBeeHHi 3BaptoBaibHUX POBIT y EMHOCTSX, LLUCTEPHAX i TaM, Ae NoTpibHa
nigBuLLeHa cucteMa enekTpobesneku, Moxe ByTu akTMBOBaHa PYHKL it 3HVXKEHHSA HaNpyru
XOJIOCTOrO XO4y.

Mpu BiapuBi enekTpoga Big BMPOOY Yepes 0,1 cek Hampyra Ha Kjaemax Axepena
3HUXKYETLCS 4,0 6e3neyHoro piBHsA HMXYe 12B.

Ans uboro HeobxiAHMI 610K 3HUXKEHHS HaNPy U X010CTOro xoAy [BSn], sikuit € B
Wi Moaeni obnaZHaHHS, afe 3a 3aMOBYAHHAM 3HAXOAUTLCA B MoaoxeHHi "OFF", To6To
BUMKHEHUWMN, OCKiZIbKW BiZLOMO, L0 BKAOYeHH: Byab-aKoi no4ibHoT GyHKLiT Aewo noripLye
nianan ayru. MopaAoK 3MiHM 3HauYeHHs Oyab-aKoi GYHKUIT Y MNOTOUYHOMY pPexuMi
3BaploBaHHA AMB. y n.6.1

3.8 OYHKL I 3BAPOBAHHSA IMNYJIbCHAM CTPYMOM

Lia dyHKLis npn3HaveHa 419 NOJIErUeHHs KOHTPOJIKO 3BaploBa/ibHOrO NpoLecy y
NMPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXKHbOIO, @ TaKOX MPW 3BaptoBaHHI KOJIbOPOBUX
meTasniB. Bnaue BigbyBaeTbcs 6e3nocepeHbO Ha NepeMiLlyBaHHS PO3M/1IaBAEHOrO MeTany
LUBa Ta Ha MepeHEeCeHHs KpanJi y 3BaptoBasibHy BaHHY, a LLe Y CBOI Yepry Ha cTabifbHiCTb
$OpMyBaHHS LWBA Ta NPOLLeCY 3BaptOBaHHSA. IHIWMMM C1I0BaMU, Liei NpoL,ec NeBHOK Mipoto
3aMiHIOE pyXM PyKW 3BaproBasibHNKA, 0COBMBO Lie BaX/IMBO Y BaXKOAOCTYMHUX Micuax. Big
MPaBUALHOCTI HaNaLITYBaHHA 3a1eXUTb GopMa Ta AKiCTb GOPMYBaHHS LIBA, WO 3MEHLLYE
MMOBIPHICTb MOSABM MOP i 3MEHLUYE 3epPHUCTICTb CTPYKTYpW, WO ue 36ibluye MilHICTb
3BapHOro 3'€AHaHHA.
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Ans peanizauii uiei ¢yHkuil B anapaTi noTpibHO cCnoyaTKy BKIOUMTU PEXUM
nyabcauyii ctpymy [Po.P] — nepesecTwn i3 ctany "OFF” y ctan "ON”, a TakoX 3agaTh 4oTUpm
napameTpu: cTpym imnyabcy [LiP], ctpym naysm [l. PS], wactoTty nyabcauii [Fr.P] Ta
cniBBiAHOWEHHA iMNyabc/nay3a (abo «wnapysaTicTby») [dut]. 3a ymoBYaHHAM uacToTa
nynbcauii [Fr.P] Ta «wnapysaTicTb» [dut] Ha HalnowuMpeHilumnx 3HaveHHaxX 5.0l Ta 50%
BignosigHO. Mpu 3MiHi napameTpa "wnapyBsaTicTb" Big 50%, BHOCUMTLCA acMMETPIA Mix
4acoM iMMy/ibCy CTPYMY i HacoM "naysun” cTpymy:

3a 3aMOBYEHHAM

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

50% | 50% Ig‘ 80% |_| | I T0% |5§| |
i1 @

t,cex t,cek t,cex
JaHi napamMeTpn BCTAaHOB/IOIOTLCA Y Pi3HMX CUTYaLLifiX NO-Pi3HOMY, BiA4MNOBIAHO A0
BMMOT 3BaptoBasibHMKA. MOPAAOK 3MiHW 3HaYEHHA By b-aKOT GYHKLiT Y NOTOYHOMY pexuMmi
3BaploBaHHA AuMB. y N.6.1

4. 3BAPIOBAHHSA B APTOHI (APT «TIG»)

APIrOH

APTOHOBWIA
NANBHUK

i

YBara! B iKOCTi 3aXMCHOr0 ra3sy BUKOPUCTOBYETLCS HaMYacTIille YUCTUIA aproH "Ar", iHoai
renin "He", a Takox ix cymil y pisHux nponopuiax. Mpukaaa: aproH + renin "40% Ar+60%
He".
HE AOI‘IYCKAVITE BMKOPUCTaHHA roproymnx rasis! BUKOpUcTaHHA iHWKX rasis — Auwe 3a
MOroAXEeHHSM i3 BUPOOHMKOM 0613 HaHHS.
Mopsaok niaroToBKM anapaTty 4o poboTu:
- BCTaBUTK Kabenb nasbHMKaA B MHi3ZA0 Axepena B «-»;
- BCTaBUTU Kabenb kKnemu «maca» B rHi3go gxepena A «+»;
- MPUEAHATU KNIEMY «Maca» A0 BUpoby;
- BCTAHOBUTU PeAyKTOp Ha ra3oBuii 6asioH;
- MiAKNOYUTI FA30BUI LWIAHT NaJIbHUKA A0 peayKTopa rasooro 6a/oHg;
- BiAKPWUTU KpaH razoBoro 6anoHa, nepeBipuTU repMeTUYHICTb;
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- MiAKNOUYUTU MepexeBUin Kabenb 0 Mepexi X1BNEHHS;
- aBTOMaTUYHWUI BUMMKAY 12 HA 33/ HiV NaHeni nepeBecTy B NoaoXeHHs "BKJT";
- BWKOPWUCTOBYIOUM KHOMKY 4 BCTAHOBITb pexum 3BaptoBaHHA AP "TIG", pexumu
nepemMmKaloTbCA No KoAy;
- 33 ,0MOMOr 00 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHWI NapaMeTp — CTPYM 3BaploBaHHS;
- Npu HeobXiAHOCTI MOXHa peryioBaTM f0AaTKoBi GYHKLIiI 3BapioBasibHOrO npouecy,
NOpPSAOK 3MiHWN AMB. y N.6.1

YBara! lNasbHUK aproHoBuit NoBuHeH OyTW BEHTUABLHOrO TUMy, 3 HalOHeTHWUM
po3'eMoM @13MM. MakcMmanbHUM CTPYM MajbHMKa Bubuparte 3a CBOIMM pobouMMM
BMMOraMmu.

Ysara! HacTolo NOMW/IKOIO € 3aTOUYYBAHHA €NeKTPOoAa «B FOJIKY», Ayra npu LboMmy
Ma€ MOXAMBICTb Bigxunatuca 3 6oky B 6ik. lNpaBUbHUM 3aTouyBaHHAM € 3J/erka
MPUTYNJIEHWUM «KHOCUK» | YUM BiH MEHLLWM, (33 YMOBM LU0 BiH BUTPUMYE BCTAHOB/IEHWUI CTPYM)
TUM KpaLye. Mam'aTalTe, Wo Npyu BEMKUX CTPYMaX 3BapOBaHHS AyXe CU/IbHO 3aroCTpeHnn
eNeKTpoy, /Ierko OMNJaB/ASETbCA Yepe3 MaJjy Tenaosigjayy. Tak camMo «pPUCKU» Bij
3aTOYyBaHHA MOBWHHI pO3TalLOBYBaTWCS B3/0BX OCi e1eKTposa.

4.1.1 LWKJ1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-LIFT

A R b

EuP dut

5
|

\[[LIA|  T=FrP |IPS
| n |

MopsAoK 3MiHM 3HauYeHHs Byab-AKoT GyHKLIT AMB. y N.6.1

4.1.2 QYHKLUIA MIANANY AYTU TIG-LIFT

Lis $yHKLis BcTaHOBNEHa 3@ 3aMOBYYBaHHSM Yy faHii Mogeni Ta po3pobsieHa Ans
MafbHUKIB 3 KOHTAKTHUM MiANanom gyru, 6e3 BUKOPUCTaHHSA OCLUAATOPIB Ta iH. NOAIGHMX
MPUCTPOIB, ase Ha BiAMIHY Bij KJAaCMYHOro cnocoby, MOBHICTIO YCyBa€E yAapHUIA CTPYM nij
yac 3ananoBaHHa. JaHa ¢yHKUis B pasuM 3MEHLWYE PYWHYBAHHS i NOTPanasiHHA B
3BaptoBa/IbHUN LWOB BO/bGPaMOBOro eIEKTPOA], LWLO € AyXKe HEraTUBHUM SIBULLLEM.

YBara!!! KopekTHa poboTa AaHoi ¢yHKLil BUMArae ouniieHHs BUPobY y Micui
nignany ayru.

Cnocib 3acTocyBaHHS L€l GYHKLiT NONArae B OTUKY €1IEKTPOAOM 0 BUpObY, npu
LLbOMY YTPMMYBaTU eN1eKTPoJ B LibOMY MOJIOXKEHHI MOXHa HeobmeXeHy KifbKiCTb yacy, i
KO/ KOPUCTYBay BBaXKaTMMe L0 FOTOBUIM 0 NOYaTKy 3BaplOBaHHSA (Hanpukaag, onycTus
3aXMCHY MacKy Ha oui i 4obpe NpoayB MicLe 3aXUCHUM ra3om) gocuTb novatu MNOBIJIBHO
PATON ProMIG DC MMA/TIG/MIG/MAG -16 -



________[PATON

niZHiMaTV BICTPA 3aTOYEHOro enekTpoAa Bif BUpoby. AnapaT BU3HAUYUTL Le MOMEHT i
CrpuiiMe MOro ik CUMHaA 40 CTapTy NPOLLeCy 3BapOBaHHS, TUM CaMUM MoYHe 36inbluyBaTy
3BaptoBasIbHUI CTPYM 0 BCTAHOBIEHOMO 3HAYEHHS. Y1M Binblue OCHOBHMI pobounii CTpyM,
TUM LWBKALWe NOoTPi6HO MiAHIMATK enekTpos, iHakle BiH oniaBuUTbcsA. Jo onTMManbHOT
WBMAKOCTI BipuBY enekTpoaa CNif 3BMKHYTU. Hac naaBHOro 3poctaHHA cTpymy [t.uP] go
BCTAHOBJ/IEHOrO 3HAY€HHA MU PO3M/INHEMO B HACTYMHOMY MYHKTI.

Mopsaok poboTu:
aBTOMAaTUYHWUI BUMMKaY 12 Ha 3aAHiV NaHeni gxepena nepeBecTu y nosoxeHHs "BK/TY;
3a [JO0MOMOroK KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG" (pexumu
nepemMmnKalTbCA Mo KoAy);
BCTQHOBITb PYHKUiIO KHOMKM nasbHuka TIG-LIFT. Ans uboro KHomky 3 HeobXigHo
HaTMUCKaTU A0 MOSIBM Ha iHAMKaTOpi «KHoMKa Ha manbHWKy» [But], Takox nopy4 byae
BKA3aHO NMOTOYHE 3HAYeHHs Li€i GyHKLii, 32 4ONOMOrow KHOMok 2 BctaHoBuTW “LIFT”.
AKLL0 AOBro He pobuUTH HiAKUX AiK, anapaT BUie 3 Liel GyHKLii, MOXHA NOBEPHYTUCA TUM
Xe LWIFXOM, a fKLLO NepecTpubHy/ I HEOOXIAHWI PEXMUM KHOMKK, MOBTOPHO HaTUCKaNTe
KHOMKY 3 — YHKLii NepeMUKaoTbCs Mo KOAY;
3a ,0MOMOro0 KHOMOK 2 BCTAHOBITb MOTOYHMIM OCHOBHUIM NapameTp — CTPYM 3BapoBaHHS;
3a NoTpebu MOXHa pery/toBaTV 404aTKOBI GYHKLiT 3BaptoBasibHOro npouecy (nopsAok
3MiHM AMB. ¥ N.6.1).

4.1.3 LUK/1 3BAPIOBAJIBHOIO NMPOLLECY - TIG-2T
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MopsaaoK 3MiHU 3HaYeHHs By Ab-AKOT PyHKLIT AUB. y N.6.1

Ans uboro pexumy 3Hagobutbcs npuabdbaTn okpemuin 610Kk He3KOHTaKTHOrO
3anasitoBaHHs gyru (ocumnstop). Mopsaok NigroToBku anapaTa 40 poboTu 3 oCLLUASTOPOM
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— iHAMBIAYasIbHUI i NOBMHEH BYTW ONMCAHWI B IHCTPYKLIT 3 ekcnayaTauii 610Ky ocumasTopa.
Pos'eM KkepyBaHHS BKJIIOYEHHSIM JXKepena 3HaXOAUTbCA Ha 3a4HiM naHeni Axepena
3BaploBa/IbHOr0 CTPYMYy — BUKOPUCTOBYBATU Ti/ibkin KOHTakTU 1 i 2, HI B AKOMY PA3I He
nepenayTanTe 3 iHWWUMM KOHTAaKTaMM — Lie MOXe NpWU3BeCTM 40 BUXOAY anapaTa 3 saay!

YBara! Y pasi HeBMKOPUCTaHHS LbOro PO3'eEMY, MpPUKPMUBaWTE MOro0 FyMOBUM
KOBMa4KoM, 06 He By10 3acMiYeHHs.

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

ABHHES LMBPORON oBRaN, naHHble uMdpoBol CBA3N

(+) nuTaHve asuratens X
(-) nuTanue geuratens |

(-) NnuTaHve asuraTtens

(+) nuTaHue gBuraTens

Micns 36upaHHs:

- YBIMKHYTW 610K 6€3KOHTaKTHOrO Nignany Ayru (ocLuaaTop);

- aBTOMAaTUYHWUI BUMMKAY 12 Ha 33 HiW NaHeNi Axepena NnepeBecTy y noaoxeHHs "BK1";

- 33 [JOMOMOroK KHOMKM 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG" (pexumu
nepemMmnKaloTbCA Mo KOAY);

- BCTAHOBITb YHKLiO KHOMKWM nasbHuka TIG-2T — ANnA UbOro KHOMKy 3 HeobxigHo
HaTMUCKaTU A0 MOSBM Ha iHAMKATOPI «KHOMKa Ha najnbHUKy» [But], Takox nopsg 6yae
BKA3aHO MOTOYHE 3HaueHHs L€l GyHKLii. 3a 40NOMOroto KHOMoK 2 HeobXiJHO BCTAHOBUTU
3HaveHHs “2T”. fAkwo AOBro He pobuTU HisKUX AiM, anapaT BuiAe 3 i€l PyHKLii.
MoBepHYTMCA MOXHA TUM Xe LWASXOM, @ SIKULO MepecTpubHyan HeobXigHWUN pexum
KHOMKM, MOBTOPHO HaTUCKaNTe KHOMKY 3 - QYHKLIT nepemMmKaloTbCs Mo Koy;

- 33 ,OMOMOIOIO KHOMOK 2 BCTAHOBITb MOTOYHWI OCHOBHUIA NapaMeTp — CTPYM 3BaplOBaHHS;

- 33 noTpebun MoOXHa peryaoBaTh J0AaTKOBI GyHKLi 3BaptoBaNbHOIrO npouecy (MopasoK
3MiHM AMB. y N.6.1).

YBara! ManbHWK aproHoBWI MOBUHEH 6yTW KHOMKOBOro TuMy, 3 GalloHeTHWUM
po3s'eMoM @13 MM. MakCUMManbHWA CTPYM NajbHWKa BMOBUMpanTe 3a CBOIMM pobounmu

BMMOraMum.

4.1.4 OYHKLIA KHONKW HA MA/IBHUKY TIG-2T

Lia dyHKLif KHONKM KepyBaHHSA 3aCTOCOBYETHCS JIMLLE 33 HABHOCTI 30BHILIHbOIO,
He3anexHoro 670Ky 6e3KoHTaKTHOro nignany Ayru (ocumnsTop) 3 BOyA0BaHUM KaanaHoM
rasy. lNpoBig KHOMKW KepyBaHHS MajbHMKA MiAKAOYAETLCA 6e3nocepesHbO A0 LbOro
6n0Ky. TpK HaTUCKaHHI KHOMKW Ha MajbHUKY CUIHaA KepyBaHHS HaAXOAWUTb y 610K
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OCLMAATOPA, AKUW BigNpaLboBye PyHKLiIO Nepes-npoAyBKM rasomM ti 30HM 3BapOBaHHS
(BiaKpWBaE KNaMaH rasy) i i3 3aTPMMKOIO MOAAE CUTHAN Ha BK/IOYEHHA Axepesia cTpymy. A
TakoX B LUEA MOMEHT MOJAE BUCOKOYACTOTHWUM BUCOKOBOJIBTHUMA IMMYAbC  AAS
nignantoBaHHa Ayru. J>kepeno 3BapioBasibHOrO CTPYMy BifnpauboBye BCi iHWi yHKL T
(po3rnAHeMO X Yy HACTYMHMX MyHKTax) 3rigiHO 3 LMKAOM 3BaploBa/IbHOrO MpoLecy,
HaBegeHoro Buue. [licas BigMYCKaHHA KHOMKM JA)Xepeso CTPyMy BiAmnpaubOoBYeE CBOI
byHKUiT, | MO 3akiHYeHHi, caMOCTiIMHO BiAk/o4aeTbcA. Bsok ocumnsaTopa MOBUHEH
BignpautoBaTh yHKLiO MicAs-npoAyBKM rasoM t2 30HM 3BapiloBaHHA (i3 3aTPUMKOIO
3aKpUTW KNamnaH rasy).

YBATA! Baok ocumnatopa nosuHeH OBOB'A3KOBO maTtu naHutor 3axucry
BUXOAY iHBepTOpa 3 /lajy Big Npobolo BUCOKOBO/IbTHUM PO3PSAOM, SIKUI BiH CTBOPIOE B
MOMEHT nignany ayru. Mepea 3acTOCyBaHHSM, J@HLIOT 3axMCTy noTpibHO 06oB's3koBO
aKTUBYBaTW.

4.1.5 LK1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-4T
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Mopsaaok 3MiHM 3HaueHHA By Ab-aKoi GyHKUIT AMB. y N.6.1

Ans uboro pexumy HeobxigHO 3aAisTM okpemuit 610Kk  6E3KOHTAKTHOro
3anantoBaHHs ayru (ocumnsTop). Mopsaok nigroToBkM anapaTta 40 poboTu i3 30BHILLHIM
6/10KOM OCLLUAATOPA IHAMBIAYANbHWUIA | NOBUHEH BYTW ONMCAaHUM B IHCTPYKLiT 3 ekcrnyaTawii
60Ky ocumnsitopa. Po3'eM kepyBaHHS BK/IOYEHHAM JXKepena 3BaploBasibHOrO CTPyMy
3HaxXoAMTbCS Ha 3a4Hil NaHeni axepesa. Cxema NigKatoUeHHs Taka cama sk npu TIG-2T aus.
NYHKT 4.1.3.

Micns 36upaHHs:
- yBIMKHYTU 6710k 6€3KOHTaKTHOrO nignany Ayru (ocLUnsTop);
- aBTOMaTUYHWUI BUMMKAY 12 Ha 33 HiW NaHeni gxepesia nepeBecTy y nosoxeHHs "BK";
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- 33 [JOMOMOroK KHOMKM 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG" (pexumu
nepemMunKaloTbCA No KoAy);
BCTaHOBITb QYHKLit0 KHOMKM NanbHuKa TIG-4T, ANS LbOro KHOMKY 3 HEObXiAHO HAaTUCKATU
4,0 NosiBM Ha ekpaHi "KHonka Ha nanbHuky" [But], Takox nopyy 6yze BKasaHO MOTOYHE
NOJIOXEHHS i€l yHKL T, 33 ZONOMOroto KHOMOK 2 HeObXiHO BCTAHOBUTU 3HaUYeHHs "4 T".
AKLLO A0Bro He PObUTK HiFIKMX Ail, anapaT Bunge 3 Liei dyHkLii. [loBepHYTUCA MOXHA TUM
Xe LWAAXOM, a fKL,0 nepecTpubHYIM HeObXiAHMI PeXMM KHOMKKW, MOBTOPHO HaTUCKanTe
KHOMKY 3 — GYHKLii nepeMUKaloTbCs No KoAy;
3a Z0NMOMOTr OO KHOMOK 2 BCTAHOBITb MOTOYHMWIM OCHOBHUWIM NapaMeTp — CTPYM 3BapioBaHHS;
3a noTpebu MoXHa perysoBaTu A40AaTkoBi GyHKLIT 3BaploBaibHOMO rnpouecy (Mopssok
3MiHM AMB. y N.6.1).

YBara! ManbHWK aproHoBWI MOBUHEH 6yTWM KHOMKOBOro Tumy, 3 HaloHeTHWUM
po3'eMoM @13 MM. MakcuMManbHUI CTPyM MasbHUKa BUOMpaWTe 3a CBOIMM poboynmu
BMMOramm.

4.1.6 QYHKLIA KHONKW HA NAZIbHUKY TIG-4T

Lis dyHKLiA KHONKKM KepyBaHHS 3aCTOCOBYETHCS /INLLE 33 HASIBHOCTI 30BHILUHBbOIO,
He3asiexxHoro 610Ky 6e3KOHTaKTHOrO MiAnany Ayru (ocuuasTop) 3 BOYA0BaHUM K/anaHoOM
rasy. MpoBig KHOMKW KepyBaHHA MajbHMKa MigKAOYaEeTbCA HesnocepesHbO A0 LbOMO
6noky. PoboTa amapaTa mpu HaTUCKaHHI KHOMKW KepyBaHHS Ha NajibHUKY BifbyBaeTbCs
noAi6Ho g0 TIG-2T (AWB. NYHKT 4.1.4), afe € BiAMIHHOCTI: 1). Ha MOYaTKY 3BapPIOBAHHS, MOKM
YTPUMYETbLCA KHOMKA Nif, Yac NepLIOro HaTUCKaHHSA, Nicaa nepej-npojyBKu rasom ta 301K
3BaplOBaHHA Ta BWCOKOBOJIbTHOIO MiAMA/IOBaHHA, Ha BUXOAI AXepena cTpymy byge
MOCTINHO NonepeAHin cTpyMm t2 (ninoTHa Ayra), TibKM Micas BiANyCcKaHHA KHOMKM MOYHETbCS
rnpoL,ec HapoOCTaHHsA CTPYMY i AXepeno Buinge Ha pobounii ctpym. Tob6To kHOMKY He Tpeba
yTPMMYBaTH MiZ, 4ac poboyoro CTpyMy, pyka 3BaptoBa/ibHMKa MeHLLe HanpyXyBaTUMeTbCs
npu TpWBa/sOMYy 3BaploBa/IbHOMY MPOLECi; 2). HanpuKiHLi 3BaptoBaHHSA, Micna Apyroro
HaTUCKaHHA KHOMKW YMpaBAiHHA Ha MNaJibHUKY, MOYMHAETLCA CMaj CTPyMy JO PpiBHSA
3a/laHOro CTPyMy 3aBapku KpaTepa, i AOKMN KHOMKa YTPUMYeTbes t3, cTpym nepebyBae Ha
uboMy piBHi. [licna agpyroro BiANyCKaHHS KHOMKW, AXepeno BiAKNOYAETbCHA, a 610K
ocuMASTOpPa MOBUMHEH BiAnpautoBaTh cBoto GyHKLiIO Nicns-npoayBkM rasom t4 30HM
3BapOBaHHA (i3 3aTPUMKOIO BIAKNHOUNTM KNaMNaH rasy).

YBATA! bnok ocyunatopa nosuHeH OBOB'A3KOBO MaTu naHuor 3aX1cTy BUXOAyY
iHBepTopa 3 faAy BiA Npoboi0 BUCOKOBO/IbTHUM PO3PSAOM, SKMM BiH CTBOPIOE Mif yac
3anantoBaHHa Ayru. [lepes 3acTOCyBaHHAM JaHLIOr 3axucTy noTpibHo o6oB'sA3koBO
aKTMBYBaTW.

4.2 QYHKLIA NMONEPEAHBbOIO CTPYMY (MIJIOTHA AYTA)

Ua ¢yHkuis HeobxifHa ANns 3pyYHOCTI KOPUCTYBaHHA MasbHUKOM Mif 4ac
3ananoBaHHA Ayru. /l03BOSIAE NOYMHATLU MPOLLEC 3BAPIOBAHHSA 3 Ma/IMX 3Ha4YeHb CTPyMY,
3HaYeHHs SKOro JinLwe NigTPUMYE NpoLec, ajie He BHOCUTb CEPUO3HUX BKIaJeHb Tenna i He
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nponantoe BMpib. MoxHa nonepesHbO NiZirpiTv MicLue 3BaptoBaHHSA Y pasi BUKOPUCTaHHS
pexunmMy kHonku TIG-4T. 3a 3aMOBYyBaHHAM nonepegHi ctpym [Pr.A] BCTaHOBAEHO Ha
piBeHb 20A. MNopsag oK 3MiHM 3HaYeHHS By A b-aKOT GYHKLIT Y NTOTOYHOMY pexuMi 3BaproBaHHS
AuvB.yn.6.1

4.3 OYHKL IS CTPYMY 3ABAPKU KPATEPA

La ¢yHkuis HeobXigHa AN BUM3HAYeHHSI PiBHS, A0 SIKOrO CMagaE CTPyM Mic/s
3aKiHYeHHsi NpoLLecy 3BaploBaHHSA, KU € HeObXiAHUM A5t 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 MOTOYHOMY pexmMi 3BaploBaHHSA AMB. y N.6.1

4.4 DYHKLUIA NNABHOIO HAPOCTAHHA 3BAPIOBAJ/IBHOIO CTPYMY

La dyHKLis okpiMm eKOHOMIT pecypcy enekTpoa i B Aeskii Mipi camoro nasibHuKa,
Tak camMo HeobxigHa AN 3pYyYHOCTI KOPWUCTYBaHHS NaJIbHUKOM. YCyBa€ YTBOPEHHS
MOYaTKOBOrO PO3MJIECKYBaHHS 3BaploBa/IbHOI BaHHM, @ TaKOX 3@ BCTAHOBJEHUMN 4ac
NNaBHOro HapocTaHHA cTpymy [t.UP], B pasi BUKOPUCTAHHA peXunMy KHOMKW Ha NajbHUKY
TIG-2T, MOXHa TOYHO HaBECTW NaNbHUK Ha HeobXiZHe MicLie 3BaplOBaHHSA, TOMY L0 MicLe
nianany ayrv B ocobinBO BiAMNOBiZanbHWX BUpoBax He 3aBXAWM 3HAXOAUTbLCA B Micui
3BaploBaHHA. TakoX 3a A0MNOMOrot AaHoi ¢yHKLil MOXHa nonepeAHbO MNiAirpiTM Micue
3BaploBaHHA. 3a 3aMOBYYBaHHAM BCTAHOBJIEHO 3HAY€HHA 0,3 CekyHAW. [opaAoK 3MiHK
3HaYeHHs By b-5Koi GyHKLITy MOTOYHOMY pexXMMi 3BaploBaHHSA AMB. y N.6.1

4.5 OYHKLIA CNAAAHHSA 3BAPKOBAJIbHOIO CTPYMY

La &yHKkuis HeobxigHa A9 MOKpaLieHHA Npouecy 3aBaploBaHHS KpaTepa, Lo
YTBOPIOETLCS NiJ TUCKOM OCHOBHOIrO pob04oro CTpyMy 3BaproBasibHOI A4yrH, i Lier KpaTep €
3apoAKOM AedeKTiB 3BaptoBafibHOMO LB, WO € BKPal HEraTMBHUM sBuLeM. ToMmy, 3a
BCTAHOB/IEHMIN Yac NABHOrO CMajaHHA CTpyMmy [t.dn] MOXHa 3aBapuTW PaKkOBUHY, WO
yTBOpMAacA. 3a 3aMOBYYBaHHAIM BCTAHOB/IEHO 3HaYeHHA 0,3 cekyHAuW. [Mopagok 3MiHK
3HauveHHA O6yAb-AKoi GYHKLITY TOTOYHOMY peXxuMi 3BaptoBaHHsA AMB. y N.6.1

4.6 QYHKL,IS 3BAPIOBAHHSA IMY/IbCHUM CTPYMOM

Lsa ¢yHKuis npu3HaveHa AAs MOJErleHHs KOHTPOJIO 3BaploBa/sibHOro npouecy vy
NMPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXKHbOIO, @ TaKOX MPW 3BaptoBaHHI KO/IbOPOBUX
meTanis. Bnave BigbyBaeTbca 6e3nocepesHbO Ha NepeMillyBaHHSA MeTay pO3MiaBaeHoro
LWIBa, @ Lie B CBO Yepry Ha cTabisbHicTb dopMyBaHHS WBa. [TeBHOIO MipOtO 3aMiHIOE pyxu
PYKV 3BaptoBasIbHMKA NMpUY 3BaptoBaHHi, 0cOBAUBO Lie BaX/IMBO Y BaXKOAOCTYMHUX MiCLLsIX.
Tak camMo 4acTKOBO BifOyBa€ETbCH MPUMYCOBUI BM/MB Ha MEPEHECEHHS Kpanai 3 ApoTy
npUcaZkun B 3BaproBasibHy BaHHy. Big npaBu/bHOCTI HanalwTyBaHHA 3anexuTb dopma Ta
fIKicTb GOPMYBaHHS WWBA, WO 3MEHLWYE MMOBIPHICTb MOSABKU MOP i 3MEHLIYE 3ePHUCTICTb
CTPYKTYPW, a Lie 36inbluy€e MiLyHICTb 3BaPHOro 3'€4HaHHS.
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Ana peanizayii uiei yHKUil B anapaTi NoTpibHO cnoyaTky BKAYUTU PexXuM nysabcail
ctpymy [Po.P]—nepesecTn i3 ctaHy "OFF” y ctan "ON", a TakoX 3a4aTu YOTUPU NapameTpu:
ctpym imnyascy [LiP], ctpym naysu [I. PS], yactoty nyaecauii [Fr.P] Ta cniBBigHOWeHHSA
imnysbc/naysa (abo «wnapyBsaTicTb») [dut]. 3a ymMoBYaHHAM YacToTa nysbcauii [Fr.P] Ta
«lwnapysaTicTb» [dut] Ha HaMMOWMPEHILNX 3HaYeHHAX 10.0l L Ta 50% BigNOBIAHO. MpyY 3MiHI
napameTpa "wWwnapysaTicTb" Bif 50%, BHOCUTHCA aCMMETPIA MiX YacoM iMMNyaAbCy CTPYMY i
yacom "naysu” cTpymy:
3a 3aMOBYYBaHHSAM

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

50% | 50% Igl 80% I_I | I T0% |§| |
~ @

t,cex t,cex t,cex
JaHi napamMeTpun BCTAaHOB/IOIOTLCA Y Pi3HUX CUTYaLLifiX NO-Pi3HOMY, BiA4NOBIAHO A0
BMMOT 3BaptoBasibHMKA. MOPAAOK 3MiHW 3HaYEHHA By b-aKOT GYHKLiT Y NOTOYHOMY pexuMmi
3BaploBaHHA AuMB. y N.6.1

5. HAMIBABTOMATUYHE 3BAPIOBAHHSA (HA «MIG/MAG»)

Ar+CO0:

HAMIBABTOMATHUYHUA
NANMBHUK

QN

YBara! B sikocTi 3ax1cHoro rasy npv 3saproBaHHi YOpHUX MeTasliB y HaMNpoCTiloMy
BUMa/Ky 3aCTOCOBYETbCA Byriekucani ras "CO2", a npu 3BaptoBaHHi aflOMiHil0 — TisIbKK
iHepTHi rasm Tuny aproH "Ar", iHoai reninn "He", Ans HepxaBitounx Ta BUCOKO/JErOBaHMX
CTasiei YacTo 3aCTOCOBYIOTHLCS CyMilli B Pi3HWMX NponopLisx, Hanpukaaz 80% "Ar" + 20%
"CO2". BUKOPUCTaHHS iHLWMX — rasiB JIMLLEe 3a NOroAXeHHAM i3 BUpobHMKOM 0b1agHaHHS.

YBara! Tak sik anapat obs1agHaHui CTaHAAPTHUM pos'eMom KZ-2 Tuny "€EBPO" ans
na/sibHMKa, TO B NOAA/bLIOMY MOXHA NPUADBATU NasbHUK HA BAACHUIA po3cyq,.

Mopsaok NiAroToBKM anapaTty 40 poboTu Npu 3BaptoBaHHI CYLLiIbHUM APOTOM:

- BCTAHOBUTY AXXepesio 3BaploBa/IbHOro CTPyMy Ha OCHOBY MexaHi3My nogadi A4poTy, ANd
KpaLoi XXOPCTKOCTI OXONiTb | 3aTArHITb peMeHeM JAXepesio Ta OCHOBY (Yepe3 OTBOpU Y
BUTIAAI WifVH 3 6OKiB Axepena). PeMiHb NOCTaBASETLCSA Y KOMMIEKTI;
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nigKAUYNTY Kabenb ynpasaiHHa Big 610Ky nogayi 4poTy 40 po3'eMy 18 Ha 3a4Hil naHeni
AXepena;

npueaHaTy kabesb «Maca» y rHisgo B «-» gxepena ctpymy;

NpUEAHATM 3aTUCKAY «Maca» A0 BUPOby;

LITeKep CUI0BOrO CTPYMy BAOKY Nogaudi APOTY NMPUEAHATH A0 THi3Aa Axepena A «+»;
NPUEAHATM Ta NPUKPYTUTU AO YNOpPYy 3BaplOBa/IbHUIA HaMNiBaBTOMATUYHUIA NaNbHUK A0
rHi3Aa 11 Ha 610 noAavi ApoTy;

BCTAHOBUTU peAyKTOP Ha ra3oBui 6asoH i3 3axucHum rasom "CO2" abo "Ar+CO2";
MiAKAOUYNTY Ta30BUI WIAHT 40 pesyKTopa rasoBoro 6asioHa Ta WTyuepa 21 Ha 3a4HIN
naHeni 610Ky nogavi ApoTy;

BiZIKPVUTU KpaH ra3oBoro 6aioHa, NepeBipuTU repMETUYHICTb;

NiAKAOUYNTI MepexeBul Kabenb Jxxepesa 40 MepeXi XUBEHHS;

KHOMKY/aBTOMaTUYHUIA BUMMKAY 12 Ha 3a4Hil NaHe i gXepena NepeBecTH Y NoA0XEHHS
"BK";

- 33 AOMOMOrOK KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA HA MIG/MAG (pexumum
nepemMmnKaloTbCsA Mo KOoAy);

3a /JONOMOr OO0 KHOTMOK 2 BCTAHOBITb NOTPiOHY Hanpyry 3BaptoBaHHs;

BCTAHOBUTM KOTYLLKY i3 pOTOM HeobXigHOro AiameTpa;

NiAHATY Bropy KOPOMMCAO MPUTUCKHOMO POINKS;

3aBECTY Bi/IbHWUW KiHelb A pOTYy Yepes BXigHWI KaHa 20 Y 3BaptoBa/IbHUM NabHWK;
OMyCTUTM Ta 3aTUCHYTU 3BaPIOBAJIbHUIN APIT MK POAMKAMW, 3YyCUANS MPUTUCKAHHS
POAVKIB HaNMMCaHO Ha MJIACTUKOBIN Pyuylli, AKWO HeAOCTaTHbO AOCBiAY, TO CMOYATKY
BCTQHOBUTW HA CEPE/HE NOOXEHHS (NMPUB/IM3HE 3HAYEHHS 3);

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

- 3a J0MOMOr0l0 KHOMKM 7 MPOTArHYTM APIT Yepe3 BeCb KaHa/ i BiperytoBaTi OCTaToOuHe
3yCUANA MPUTUCKAHHS POJIMKIB BiAMOBIAHO [0 PEKOMEHAALN LWOAO NPOBEJEHHS
HaniBaBTOMaTMYHOrO 3BaptoBaHHA. [pu LbOMY 3BepHiTb 0c0bAMBY yBary Ha 3ycuans
3aTUCKAHHSA rasibMa KOTYLIKW, KOTYyLIKa NOBMHHA ByTW MiHiMasbHO-HEObXiAHO 3aTUCHYTA |
nerko obepTaTucs, ane MUMOBINIBHOrO PO3KPYUyBaHHS He NOBMHHO byTu. YBATA! fkwo
rasibMiBHUI MeXaHi3M KOTYLUKM HeNpaBuAbHO 3ibpaHuiA, TO BiH MOXe «CaM0o3aTaryBaTuCs»

npu obepTaHHi KOTYLIKM, WO Yepe3 KOPOTKMIM Yac npusBese A0 NMOBHOro 610KyBaHHS
APOTY 3 MOPYLUEHHSIM NpoLiecy 3BaploBaHHs, ToMy, byab sacka, nepesipTe Leld MOMeHT
nepej nepLLoto 3anpaBkoio APOTY;

npy HeobXifHOCTI MOXHa peryatoBaTh J04aTKOBI QyHKLiT 3BaptoBasibHOTrO MpoLecy Ha
J>Xepesi Ta 610U nogavi ApoTy (MOPAAOK 3MiHW AMB. Y N.6.1).

He 3abyBaiiTe npo nogayy 3axmcHoro rasy! lns nepeBipku MOro HasiBHOCTI B KaHai
nafbHUKA Ha anapaTi nepesbayeHO KHOMKY 9, B MOMEHT HATWCKaHHS AKOI APIT He
nopaeTbesa. Akwo By HoBayok i HEMaEe A0CBiAY B HanalTyBaHHI ONTUMasbHOrO TUCKY ANS
3BapOBaHHA KOHKpPEeTHOro BMpoby, TO CMoOYaTKy TUCK rasy MOXHA BCTAHOBUTW binblue
ONTMMA/IbHOTO 3HauyeHHs1 ~0,2Mlla, Le Majno BM/IMHE Ha MpOLEC, TibKM 36inblUMTbCS
BMTpaTa 3axMCHOro rasy. Ane B MaWbyTHbOMY, A/ €KOHOMIi, KepymTecb 3aralbHUMM
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PeKOMEHAALISIMU LLOAO 3BaptoBajbHUX pobIT HaniBaBTOMaTaMu. TakoX MouvMHawTe i3
CcepeAHbOro 3HaYeHHA WBUAKOCTI Mogadi ApoTy (~4...6 M/XB) Ta cepeAHbOI HaMpyru Ha
axepeni (~19B) npu 6yab-skomy AiameTpi BCTaHOB/IeHOro ApoTy (B0,6...1,2MM), Le MoXe
He OMTWMaJIbHO, afe armapaT MOBWMHeH Bxe BapuTu. LLo6 gocartn kpaworo pesysibTaTy,
noTpibHO peryntoBaTW Hanpyry Ha JXepesai KHOMKaMK 2 i WBMAKICTb MoAadvi ApoTy
KHonkammu 8 Ha Onoui nogaui BIAMOBIAHO A0 3arajbHUX pekoOMeHAauild WoAo
3BaploBa/IbHOrO rMpouecy HaniBaBToMaTamu. [lam'siTaiiTe, A1 KOXHOIMO KOHKPETHOro
BMMNAAKY Li NTapamMeTpu € PisHUMH.

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

5.1.1 ®YHKLIA KHOMNKWU HA NAJIbHUKY - 2T

3aCTOCOBYETLCS MPU 3BAPIOBAHHI KOPOTKUX Ta CEpPeAHbOI AOBXMHU WBIB. QyHKL A
NOJIAra€ B HACTYMHOMY: MPU HAaTUCKAHHI KHOMKM Ha NasibHUKY CUFHaA KepyBaHHSA HAAXOANTb
y 6710k KepyBaHHS, BiANpaLboBYETbCA GYHKLiA nepes-nposyBKM ra3oM 30HM 3BapPIOBaHHS
3a yac [t.Pr] (BigKpMBa€ETbCA KAaMaH rasy), Aani NOAAETLCA CUTHA/ HA BKIOYEHHS AXepena
3BaplOBa/IbHOr0 CTPYMY i ABUTYHA MEXaHI3My nogayi ApoTy. 3 LLbOro MOMEHTY NOYMHAETLCSA
npoLec 3BaproBaHHs, O4HOYACHO BiANPaLbOBYETLCS GYHKLiA NIAaBHOMO BUXOAY HA PeXunM
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3BaploBaHHA 3a 4ac [t.UP], a TakoX MOXyTb BignpaLboByBaTUCA AOAATKOBI (yHKLiT
(HanpuKknaa, iMNYAbCHUIM peXxuM), BCe Le 3rigHO 3 LUK/JIOM 3BaploBasibHOMO mpouecy
HaBeAEeHOoro Ha uukaorpami n.5.1. MNicas BignyckaHHS KHOMKW BiANpaLboBYeTbCs yHKL s
MNaBHOrO CMajaHHsA CTPYMy Ta LWBMAKOCTI nogadvi ApoTy 3a vac [t.dn], noTim axepeno
BUMMKAETbLCA. Jlani BignpaLboByeTbCS YHKL S NiCAA-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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Mopsgok 3MiHM 3HaYeHHs by A b-AKoi GYHKLIT AMB. y N.6.1.

5.2.1 OYHKLIA KHONKN HA MA/IbHUKY - 4T Ta anbT.4T
a) CBITOBWM CTaHAAPT PeXUMY KHOMKWN — 4T
6) a/IbTEPHATUBHUIN PEXUM KHOMKM - anbT.4T

3acTOCOBYETLCS NPU 3BaploBaHHi A0Brux WeiB. OyHKLiA NOASrae B HAaCTyMHOMY:
NPV MepLIOMy HATWUCKAHHI KHOMKM Ha NajibHUKY CUrHaA KepyBaHHA HaAaXoAauTb y 610K
ynpaBAiHHA, BiANPaLbOBYETbCA YHKLUiA nepea-npoAyBKM rasoM 30HM 3BaplOBaHHSA
(BiAKPMBAETLCA KNaMNaH rasy), Nicas NepLoro BiANyCKaHHA KHOMKM MNOAAETLCA CUIHAA Ha
BK/IIOYEHHS AXXepea 3BapioBa/IbHOIO CTPYMY i ABUIyHa MeXaHi3My noAadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETLCA nNpoLec 3BaptoBaHHA. OgHOYacHO BiAMNPaLbOBYETHCA YHKLis
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MNaBHOr0 BUXO/Y Ha PeXXUM 3BaptoBaHHA 3a Yac [t.uP], a TakoX MOXyTb BignpaLboByBaTUCA
AogaTkoBi  GyHKLiT (Hanpuknag, IMNyAbCHUA pexum), BCce Le 3rigHO 3 LWKIOM
3BaploBa/IbHOro MpoLecy HaBeAeHOro Ha uukaorpami n.5.2. flicaa Apyroro HaTUCKaHHA
KHOMKM Ha NasibHUKY, BiANPaLbOBYETbCSH YHKLUiS NAABHOrO CMajaHHA Hanpyru Ta
WBMAKOCTI Nogavi ApoTy 3a yac [t.dn], noTim gXXepeno cTpymMy BUMMUKAETbCS.

Micna gpyroro BignyckaHHs KHOMKW BiANpaLboBYETbCS GYHKLiA NiCAA-NPOAYBKM
ra3oM 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpMMKOIO 3aKpMBAETLCA KAanaH rasy).

B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTema Nponyckae Apyrun TakT
(nepuue BignNycKaHHA KHOMKM), UM i BiAPi3HAETLCA BiJ, CBITOBOro cTaHAapTy 4T. lNoacHUmo:
B JaHOMy BUMajKy CUCTeMa He YeKaE MNeplioro BiAMyCKaHHA KHOMKM Ha MajbHWKY, a
MOMeHTaJ/IbHO Micas BignpaLoBaHHs GyHKLIT nepes-npoyBKu ra3oM 30HM 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YyrK — L& aHAN0M4YHO AK B pexumi kHonku 2T.
Mpu LbOMy Micas NeplIoro BiANyckaHHs MpoLec 3BaptoBaHHA TpuBaEe 6e3 3MiH. JaHun
PeXUM HagaeTbcs KomnaHieto PATON sik 60HYCHWIA, BUKOPUCTOBYBATM Ti/IbKM 3@ 6axkaHHAM,
OCKi/IbKM BiH 6iNbLU 3BUYHWI 3 NOrA4Y 6iNblL HACTOrO BUKOPUCTAHHSA KNIEHTaMK pexxumy 2T
Y KJIACUYHMX HaniBaBTOMaTax, HisbL iHTYITUBHO 3p0O3yMiNnIA.

5.3 OYHKUIA IHAYKTUBHICTb

Ua ¢yHkuis HeobxifHa AN 3MiHWM LWBWAKOCTI HApOCTAHHS CTPYMYy MpW 3MiHi
Hanpyru Ayru. B pe3sy/nbTaTi 3MeHWY€ETbCA po3bpU3KyBaHHSA, ase Le TakoX Br/MBAaE Ha
npouec KpanaanepeHocy, Wo NpuU3BOAUTL Ha BUCOKUX 3HAYEHHSAX CTYMNEHS iHAYKTUBHOCTI
AO YMOBINbHEHHA MpOLLeCY 3BaplOBaHHA Ta CW/IbHOMO 3MEHLIEeHHA 4acToTW MepeHocy
Kpanesb. 3MiHIOIOUYM 3HaYyeHHs Uiel yHKUIT, KOXeH KOpuCTyBay Moxe BMbpaTu
ONTUMaJIbHUI NpoLeC 3BaploBaHHsA. B 0CHOBHOMY MiHiMasibHi 3HaYeHHS 3aCTOCOBYIOTLCS
ANS 3BapOBaHHA TOBLLMH isibLle 3 MM, @ MaKCMMaJIbHi 3HaYeHHS A5t TOHLWMX BUPObiB.

TakoX AN WBUAKOT 3MIHW PiBHS IHAYKTUBHOCTI HEOBXiZAHO HATUCHYTM Ta NPOTArOM
1 CeKyHAM YTPUMyBaTW KHOMKY 4 Ha MepejHiln naHeni anapaTa, NiCAs 4YOro Ha ekpaHi
3'ABUTLCSA BiANOBIAHWI NapamMeTp, 3HaUYEHHS SIKOrO MOXHa 3MIHWUTU 3a J0MOMOroi0 KHOMOK
2.

3a 3aMOBYYBaHHSAM, IHAYKTMBHICTb BCTaHOB/JEHa HA 3HayeHHi “OFF”, T06TO
BCTAHOBJ/IEHA Ha HY/bOBOMY CTyneHi. [MopsaoK 3MiHW 3HayYeHHs 6yab-akoi yHKUiT Y
MOTOYHOMY PeXMUMi 3BaptoBaHHA A4MB. y N.6.1.

5.4 OYHKLUIA NEPEA-NPOAYBKU 3AXUCHUM FTA30OM

Lis dyHKuis HeobxigHa ANS 3aXWUCTy 30HWU 3BaplOBaHHA Bij LWKiAJIMBOIO BR/MBY
aTMocdepHoro noBiTps | NOAsrae y rnonepesHbLOMYy NPOAYBaHHI 30HM 3BaplOBaHHS
3aXMCHMM ra3oM nepe/ 3ana/itoBaHHAM 3BaptoBasIbHOI Ayrv. 3a 3aMOBYYBaHHAM Yac nepej-
npoayBKku [t.Pr] BCTaHOBAEHO Ha 3HAYeHHi 0,1 CeK., Lie 3HaYeHHs MOXHa B byAb-aKuM
MOMEHT 3MiHWUTW Ha CBil po3cy4. Mopsagok 3MiHW 3HauYeHHs By ab-aKoi GYyHKLiTy TOTOYHOMY
peXxwuMi 3BaploBaHHsA AMB. y N.6.1. BukopuctoBynTe npaBuh iHAMKaTop 610Ky nogayi A4poTy.
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5.5 QYHKLUIA NICNAA-NPOAYBKU 3AXUCHUM FA30OM

Lis ¢yHKuis nonsirae B MoAanbWOMy MPOAYBaHHI 30HW 3BaplOBAHHS 33aXMCHUM
rasom Micifa 3racaHHA 3BaptoBasibHOI AYri, OCKiZIbKM po3nevyeHa 3BapioBa/ibHa BaHHa e
Aesakni yac 60oiTbCsa WKigAMBOro BNAMBY aTMOCHEPHOro MoBiTPs. 3a 3aMOBYYBaHHSAM, Yac
nicas-npoAyBku [t.Po] BCTaHOBNEHO Ha 3HAYeHHS 1,5 CeK., Lie 3HaYeHHs MOXHa B 6y Ab-aKui
MOMEHT 3MiHUTW Ha CBil po3cyy. Mopsagok 3MiHW 3HaYeHHs By b-aKoi GYHKLiTy NOTOYHOMY
pexuMmi 3BapioBaHHs AMB. Y N.6.1. MOXHa BUKOPWUCTOBYBaTU NiBUI iHAMKATOP AXepena Ta
npaBuK iHgMKaTop 610Ky noAadi A4poTy.

5.6 OYHKUIA HAPOCTAHHA HANPYIU/WULBUAKOCTI MOAAYlI HA MNOYATKY
3BAPIOBAHHA

La ¢yHkuia HeobxigHa A/nS NAABHOTO BUXOAY Ha pPEeXMM 3BaploBaHHA 3a
BCTQHOB/eHWMM u4ac [t.UP], Wo 3MeHWwye po3nieckyBaHHS 3BaploBa/sbHOI BaHHM Ta
po36pU3KyBaHHA B MOMEHT NiANany, KOAWU APIT e XON0AHUN. 36iblUeHMI Yac NAaBHOMO
BUXOZAY 3aCTOCOBYETHCS AJ1F NOYAaTKOBOro GOPMYBaHHS BaHHW.

YBATA! Yum 6inblunii 4ac HapOCTaHHS — TUM MEHLUWIA NOYaTKOBUIA NpPoBap, TOMY
3aCTOCOBYETLCS TibKU A5 CepeAHiX Ta AOBrux LWBIB. 3 Li€i NpUYMHM He NoTpibHO
36inbLwyBaTK Yac binblue 0,1 cek. NPV 3BaprOBaHHI TOYKaMM TOLLO.

3a 3aMOBYYBaHHSAM, 4ac HapOCTaHHs BCTAaHOBJEHO Ha 3HayeHHi “OFF”, Tob6To
BUMKHeHO. MopsA 0K 3MiHW 3Ha4YeHHs By b-AKoT GYHKLiT Y NTOTOUHOMY pexuMi 3BaploBaHHs
AvB.yn.6.1.

YBATIA! [puy 3BaptoBaHHi CTafeBMM 4POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni mae
6yt abo piBHuM, abo Tpoxu MeHwWwe HixX Ha 6soui nogaui gpoty. Mpwu 3BaplOBaHHI
a/IIOMIHIEBMM A POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni Mae 6yTn binblumm (+0,2..+0,5 cek.)
HiDXK Ha 610U moAayi ApoTy.

5.7 OYHKUIA CNAAAHHA HAMPYTU/LUBUAKOCTI NOAAUYI B KIHLLI 3BAPKOBAHHSA

Lis dyHKUis npyu3HaYeHa A5 NIABHOMO 3aBaplOBaHHSA KpPaTepa, Lo YyTBOPIOETLCS B
3BaplOBa/IbHIM BaHHI NiJ Ji€l0 €1eKTPOMarHiTHOro AyTTa eeKTPUYHOK AYyrol i B
nojanbloMy € axepenom gedekTiB 3BaptoBaibHOMO Wwea. CUrHaaom A0 noyvatky byHkuii e
BiZiNYCKaHHA KHOMKM Ha Ma/ibHMKY B KiHLLi NpoL,ecy 3BaptoBaHHS, Npu LibOMY pyX MajibHUKa
HeoOXiZHO MPUNUHWUTK i 3aBaptoBaTU AMKY (Le i € KpaTep) Yy 3BapioBasibHOMY LWBI. 3a
pery/toBaHHA NJ1aBHOCTI LbOro NpoL,ecy BiANOBiAAE Yac cnagaHHs Hanpyru [t.dn]y axepeni
3BaploBasIbHOrO CTPYMYy, i Yac ClajaHHsA WBWAKOCTI nogadi ApoTy [t.dn] 6aoky nmogaui
ApoTy. s KopekTHOI poboTw Lii 3HaYeHHs MatoTb 36iraTucs. 3a 3aMOBYYBaHHAM, 3Ha4YeHHS
BCTAQHOBJ/IEHO Ha 0,1 CeK., TOHTO PakTUYHO MOXKE BUMKHEHO. L|e 3HaUeHHs MOXHa 3MiHIOBaTK
Ha CBill po3cya, NOpsAOK 3MiHM AMB. y M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM ApPOTOM yYac crnaAaHHsa [t.dn] Ha gxepeni
cTpymMy mae b6ytn abo piBHuM, abo Tpoxu bisbwe Hix Ha 6aoui nogaui gpoty. MNpwu
3BapIOBaHHi a/IlOMIHIEBUM APOTOM Yac cnagaHHsa [t.dn] Ha gxepeni Mmae 6yTn MeHWUM (-
0,3...-0,7 CEK) Hix Ha 6oL nogayi 4poTy.
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5.8 PYHKL,IA BKTIOYEHHA BUMKHEHHA ABUTYHA
Lle soaaTkoBa $yHKLiS 415 MOX/IMUBOCTI BUMKHYTU poboTy ABUryHa. BoHa moxe
He 6y T B MEHIO, TaK fIK 33 HAasSIBHOCTI 3B'A3Ky MiX 610KaMV1 ynpaB/liHHA, anapaT cam npuiimMae
pilleHHS NPO BKJ/IOYEHHS Ta BUMKHEHHS ABUIYHa B KOHKPETHOMY pPeXMi 3BaptoBaHHS.
YBATA! nq npaBuabHoi poboTu HaniBaBToMaTa L,ei napameTp NOBUHEH 3aBXAM
6yTn B nosoxeHHi «ON».

6. HAJALUTYBAHHSA AMAPATY

B ctaHAapTHOMY cTaHi (KOAM A0 KHOMOK Ha MepejHill naHeni He TOPKalOTbCS),
anapaT Ha eKpaH J)epena 3BaploBa/IbHOroO CTPyMy BUBOAUTbL 3HAYEHHA OCHOBHOIO
napameTpa NOTOYHOrO PeXUMy 3BaplOBaHHS:

1) y pexxumi PZ13 "“MMA”" — 3BaptoBaibHUI CTPYM;
2) y pexxumi AP “TIG"” — 3BaptoBasibHUI CTPYM;
3) y pexumi HA “MIG/MAG"” — 3BaptoBasibHa Hanpyra.

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHA HA “"MIG/MAG" BigobpaxaeTbca NoToUHe
3HAYEHHA CTPYMY, LLO BUWLL/IO B pe3y/bTaTi HacTynHMX ¢$akTopiB: giameTpa ApOTy, WO
BMKOPWUCTOBYETLCS, BCTAHOBJ/IEHOrO 3HAYeHHA HaMnpyru Ha JAxepeni, BCTAHOBAEHOI
WBMAKOCTI Mojadvi APOTY Ha MexaHi3Mi nojadyi, BUKOPUCTOBYBAHOro rasy, martepiany i
TOBLWHM BUPODY, LWLO 3BAPIOETLCA i i T.4. 3HAYEHHS MOKA3yETbCS NPOTAroM 8 cek. nic/s
3aKkiHYEeHHs1 3BaptoBaHHSA — Lie MOTPIGHO A1 MOX/IMBOCTI CaMOCTIMHOI NepeBipku CTPyMy
3BaploBasibHMKOM, 6€3 CTOPOHHBLOT AOMOMOrU. A Ha ekpaHi MexaHi3My nogauvi 3 npaBoro
6oky B ubomy pexumi (HA "MIG/MAG") BUBOAWNTBLCS 3HAYEHHS WBUAKOCTI MoAadi ApoTy B
"m/xB".

KHonka 3 Ha nepeAHilt naHeni anapaTa Bignosigae 3a Bnbip dyHkuUii gxepena B
MOTOYHOMY PeXWMi 3BaploBaHHs, a kHomka 10 3a Bubip ¢yHkuil 610Ky nogadi B pexumi
MIG/MAG.

KHonka 4 Ha nepeZHilt naHeni BiANOBiAAE 3a BUBip pexxnMmy 3BaptoBaHHS.

KHonku 2 Ha nepeAHiN NaHeni gxepena CTpymy BiZANOBiAatOTb 3@ 3MiHY NOTOYHOIO
3HaYeHHSA Ha eKkpaHi 3AiBa.

KHonkn 8 Ha nepeaHin naHeni 610Ky nogavi BiANOBIAAOTH 3@ 3MiHY NOTOYHOrO
3HaYeHHSA Ha ekpaHi 610Ky .

6.1 MEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

S0 B anapaTi BCTAHOBJ/IEHO CMCTEMY 3aXMCTY BiJ HECaHKL,iIOHOBAHOI 0 A0OCTYMY 40
MeHIo QYHKLiM, NPYU HAaTUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BifOyBaETbCA XOAHNX 3MiH,
T06TO LA KHOMKa 3abs10Kk0BaHa. LLLo6 po36.aokyBaTH, HEObXigHO YyTPUMYBATH Ti HATUCHYTOMY
cTaHi binbwe 3,5 cekyHa. Mpu po36aoKyBaHHI Ha iHAMKATOP BUBOAMUTHLCS 306paXkeHHs
3aMOUYKIB, LLLO BiKPUBAIOTbHCS, LU0 BKA3YE NpO npoLec po3610oKyBaHHA MeHo GyHKLil. Micas
ycniwHoro po3610KyBaHHs, NMPU HATUCKAHHI KHOMKM 3, Ha LMPPOBUIA ANCTNEN BUBOAUTLCS
noToYHa Ha3Ba PyHKLiT Ta i 3HaUYeHHS.
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YBara! lMicns BignyckaHHA KHOMKM 3 Yepes 2 CeKYHAM eKpaH 3HOBY nepenje Ha
OCHOBHWI NapaMeTp MOTOYHOIO PEXMMY 3BaploBaHHs. Mokn AUcnaeln nokasye NOTOYHY
dyHKLtO, Ti 3HAYEHHS MOXHA 3MIHUTU Y Hinbluy abo MeHLLY CTOPOHY, 3@ 4ONOMOrot0 KHOMOK
2. AGO npu WBNAKOMY HAaTUCKaHHI Ta BiAMYCKaHHI H3 KHOMKW 3 MOXHa NepemMmKaTncs Ha
HaCTYNHy yHKLio Mo Koy.

YBara! fkwo J0Bro yTpuMyBaTK KHOMKY 3 Y MOMEHT PO3r/sjy HalMeHyBaHHSA
byHKUiT, NprbaM3HO Yepes 10 cekyHZ, Ha LndpoBoMy Tabno NOYHETLCH 3BOPOTHUM BiAAiK
333...222...111, AKUIA NONepeyKaE NPo CKUAAHHA BCiX HaNaLITYBaHb MOTOYHOrO PeXMUMY.

AHasIOriyHO, MpPU HATUCKaHHI KHOMKM 10 Ha UMPPOBMI iHAMKATOP MNpPaBoOpyY
BMBOAMTbCSA rpadiuHa HasBa MoTo4HOI PyHKUIT 6aoky nogaui gpoTy, a Bigpasy nicas
BiNyCKaHHA NPOTArOM 2 CeKyHJ MOKa3yeTbCs MOTOYHe 3HayeHHs Uiel yHkuil. 3a
Z0MOMOr 010 KHOMOK 8 M0ro MoXHa 3MiHUTK B MeHLLy abo 6inbluy CTOPOHY.

Sk, 0 MeH10 3a6/10K0BaHe, AIK i y BUNaAKY 3 MeHIo GYHKLiM Ha AxXepeni — 40CTaTHBbO
YyTPUMaTH 10 KHOMKY NOHaJ, 3,5 cek.

6.2 MNEPEK/TIOYEHHA HA HEOBXIAHVII\/'I PE>XXM 3BAPIOBAHHA

HaTuckaHHA KHOMKW 4 NPU3BOAUTL A0 MEPEKNIOYEHHSI Ha HACTYMHUM pexuM
3BaproBaHHA No KoAy. Lie BUAHO Ha ANCNJIEi 1 Ha NepeaHil naHeni.
6.3 CKUAAHHA HAJALWITYBAHb BCIX QDYHKLLIVI NOTOYHOIo PEXUMY
3BAPIOBAHHA

MoxyTb BifbyBaTUCs cuTyalil, KOAM napameTpu B anapaTti TPOXW 3anjayTaju
kopucTyBaya. [l Toro wob cKMHYTU IX A0 CTaHAAPTHUX 3aBOACLKMX, 40CUTb yTPUMYBaTH
He3nepepBHO KHOMKY 3 NpoTArom bisiblie 10 CekyHA (He 3BepTaTh yBary Ha 306paxeHHs
3aMouKiB). AK i HABOAWIOCS paHille, Ha Tab10 MOYHETLCA 3BOPOTHUM BiA/1iK 333...222...111
MpW A0OCATHEHHi "000" BCi HANALITYBaHHSA MOTOYHOO PEXMMY 3BaptoBaHHA OyAyTb OHOB/EHI
Ha 3aBogcbki. CKMAAHHA MapameTpiB AN KOXHOIMO PEexXuMy 3BaploBaHHs pobasTbes
okpemo. Lle 3pobs1eHo A5 3pyYHOCTI, W06 He CKUHYTW IHAMBIAYabHI HAaNALWTYBaHHS B 4BOX
iHLLMX peXxumMax.

AHasIoriyHo, MOXHa CKMHYTW napameTpu Ha 6soui nogadyi ApoTy 3a AOMNOMOroto
KHOMKM 10.

6.4 3MIHA HOMEPY NMPOIrPAMMU Y NMOTOYHOMY PEXKUMI 3BAPIOBAHHA

Y KoxHOMY pexumi 3BaptoBaHHs MMA, TIG i MIG/MAG anapaT Moxe 36epiraTtu g0
16 Ppi3HMX BapiaHTIB HanawTyBaHb. [1OTOYHWMIM HOMep HanawTyBaHHSA (Mporpamu)
Bif0OpaXaeTbCst Y BEPXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAXOAUTLCS Ha MepejHin
naHeni pgxepena. Y MOMEHT nNeplworo YyBIMKHEHHS anapaTta, AN KOXHOrOo pexumy
3BaplOBaHHA, 3aBXAM BUBOAUTLCA Nporpama nig N2i. Yci 3MiHM B HanallTyBaHHi anapaTa B
AaHOMY pPeXuMi 3BaptoBaHHA Ta NOTOYHOMY HOMepi nporpamu 3b6epiratoTbesa. LLLob nepeiitn
Ha iHWWA HOMep nporpamu i nouyaTW HanalWTyBaHHA 3HOBY 3 6a3oBWXx nNapameTpis,
JAOCTaTHbO HATUCHYTU KHOMKY 3 i AKWO MeHo BUOOpPY PyHKLiN 3ab10KoBaHO, TOAi Ha
iHAMKaTOP BUBOAMUTLCS MOTOYHMIM HOMEP NPOrpamMu, KM MOXHa 3a J0MOMOrol0 KHOMOK 2
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3MiHUTK Y Binbwy abo MeHWwy cTopoHy. Akwo MeHo BMbopy ¢yHKLiT He 3abaokoBaHe,
HanNpuWK/aa4, KOpUCTyBay sKpas nepej LMM 3MiHIOBaB A0AaTKOBI napameTpu ¢yHKLiM
onucaHi B n.6.1, To HeobxigHO 3absokyBaTu MeHio BMBOpPY bYHKUIM 3a AOMOMOrot
YTPMMaHHS KHOMKM 3 binblie 3,5 cek. Tak camMo fK i Npy po36ioKyBaHHi, Ha iHAMKaTOPpI
6yayTb BifobpaxaTmcs 3aMKK, WO 3akpuBaloTbes. Micas 3akiHYeHHs Li€i onepalii MeHto
Byse 3abs10K0BaHO | Tenep MOXHa 3HOBY NMOBTOPUTU CNpoby 3MiHM HOMepa nporpamu 3a
Aoromorolo kHonku 3. lpu uboMmy BCi napameTpu nonepeAHbOi nporpamu 6yayTb
36epexeHi i 40 Hel 3aBX/M MOXHa NOBEPHYTUCS 3HOBY.

7. 3ATAJIbHUM CMTNCOK | NOC/IIAO0BHICTb ®YHKLIN
Pe>xxum 3saptosaHHs P13 "MMA"
0) [-1-] - ocHoBHW NapameTp CTPYM = goA (3a 3aMOBYYyBaHHsIM)
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
4) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-5oo
%) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
1) [H.St] cuna "Mapsyoro ctapty" = 40% (32 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHu 5%)
2) [t.HS] wac "lapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYyBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHM 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy gyrun" = 40% (3a 3aMOBYYBaHHSM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [u.AF] piBeHb cnpauboByBaHHs GyHKLiT «Popcax ayru» = 12V (3a 3aMOBYYBaHHAM)
a)9 ... 18V (Kpok 3MiHK 1V)
5) [BAH] Haxnn BonbTamnepHOT xapakTepucTukm = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3MiHW 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto gyroto = OFF (3a 3aMoBYyBaHHsM)
a) ON — yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 610K 3HMXEHHSA Hanpyru xonocToro xoay = OFF (3a 3aMoBYyBaHHsM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
9) [l.iP] ctpy™m imnyabcy = 9OA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3MiHKn 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ans ProMIG-200
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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 ... 5O00A (kpok 3miHu 1A) ans ProMIG-5o0o
%) 18...630A (Kpok 3MiHW 1A) ansa ProMIG-630
10) [I.PS] cTpym naysu = goA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHK 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHK 1A) Ans ProMIG-200
B) 12...250A (Kpok 3MiHu 1A) ana ProMIG-250
r)12 ... 270A (Kpok 3miHu 1A) ana ProMIG-270
A) 14...350A (kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHn 1A) ana ProMIG-5o00
%) 18...630A (Kpok 3miHW 1A) ansa ProMIG-630
11) [Fr.P] yacToTa nysabcayin ctpymy = 5,0 'y, (32 3aMOBYYBaHHSM)
a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 y...1 TL)
12) [dut] cniBBigHOWeHHA iMNyabc/naysa (6anaHc) — ue BiACOTOK IMNY/bCy CTPYMY A0
nepiozy NPOXoA XeHHs LMX iMMybCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHK 5%)

Pexwum 3BaptoBaHHa TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (33 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

) 14...350A (kpok 3miHu 1A) ana ProMIG-350

4) 16 ... 500A (Kpok 3MiHW 1A) ans ProMIG-5o00

e) 18 ... 630A (Kpok 3miHun 1A) ana ProMIG-630
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)

a) [LIFT] — KOHTaKTHWUI pexuM 3anaatoBaHHs ayru TIG-LIFT

6) [2T] — 6E3KOHTaKTHWUI peXMM 3anaatoBaHHs, pexum KHorkwu TIG-2T. Mpu
Ni4K/HOYEHHI 40 30BHILIHLOMO OCLLUAATOPA.

B) [4T] — 6E3KOHTaKTHUI pexuM 3anajtoBaHHs, pexum KHonku TIG-4T. Mpwu
NiAKJAOYEHHI 4,0 30BHILIHLOIO OCLMAATOPA.
2) [Pr.A] nonepegHin cTpym (ninoTHa gyra) = 15A (3a 3aMOBYYBaHHAM). BUKOpMUCTOBYETLCS
e Ana pexumis KHonku 2T Ta 4T.

a) 8 ... 50A (kpok 3MmiHn 1A) ans ProMIG-160

6) 10...50A (Kpok 3MiHK 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
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4) 16 ... 5OA (Kpok 3MiHK 1A) ans ProMIG-5o0
e) 18...50A (kpok 3miHu 1A) gna ProMIG-630
3) [Po.A] cTpym 3aBaptoBaHHS KpaTepa = 15A (3a 3aMOBYYBaHHSAM). BukopucToByeTbCA nLie
ANS pexXnMiB KHONkK 2T Ta 4T.
a) 8 ... 50A (kpok 3miHn 1A) ans ProMIG-160
6) 10...50A (Kpok 3MiHK 1A) Ans ProMIG-200
B) 12 ... 50A (Kpok 3MiHu 1A) ana ProMIG-250
r)12 ... 50A (Kpok 3miHun 1A) ana ProMIG-270
') 14 ... 50A (Kpok 3MiHM 1A) anst ProMIG-350
4) 16 ... 5OA (kpok 3MiHM 1A) anst ProMIG-500
e) 18...50A (kpok 3minun 1A) gna ProMIG-630
4) [t.uP] yac HapocTaHHs CTPyMy = 0,3 CeK (3a 3aMOBYYBaHHSAM)
a) 0,1 ... 15,0 CeK. (KPOK 3MiHM 0,1 ceK.)
5) [t.dn] yac cnagaHHsa cTpyMy = 0,3 Cek (3a 3aMOBUYYBAHHAM)
a) 0,1 ... 15,0 CeK. (KPOK 3MiHM 0,1 ceK.)
6) [Po.P] pexxnm nyabcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [iP] cTpy™ iMnyibcy = 100A (33 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHu 1A) Ans ProMIG-200
B) 12...250A (Kkpok 3miHu 1A) ans ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
) 14...350A (kpok 3miHu 1A) ana ProMIG-350
4) 16 ... 500A (Kpok 3MiHM 1A) ansa ProMIG-5o00
e) 18 ... 630A (kpok 3miHun 1A) ana ProMIG-630
8) [I.PS] cTpym nay3u = 100A (32 3aMOBYYBaHHAM)
a) 8 ... 160A (Kpok 3miHu 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
') 14...350A (Kpok 3miHu 1A) ana ProMIG-350
4) 16 ... 5o0A (Kpok 3MmiHM 1A) ans ProMIG-500
e) 18 ... 630A (kpok 3miHun 1A) agna ProMIG-630
9) [Fr.P] yacToTa nysbcayin ctpymy = 10,0 'l (3a 3aMOBYYBaHHAM)
a) 0,2...5000 L, (ANMHAMIYHMIM KPOK 3MiHM 0,1 y...1 L)
10) [dut] cniBBigHOWeHHSs iMMNyabc/naysa (banaHc) — we BiACOTOK iMMY/bCy CTPYMY A0
nepioZy NPOXOAXEHHS LUX iIMAYyAbCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHWN 5%)

PATON ProMIG DC MMA/TIG/MIG/MAG -32-



________[PATON

Pe>xxum 3saptoBaHHa MIG/MAG
0) [-3-] ocHoBHUM NapameTp HAMPYTA = 19,0V (33 3aMOBYyBaHHAM)
a) 12,0...24,0V (Kpok 3miHu 0,1V) ansa ProMIG-160
6) 12,0...26,0V (Kpok 3MiHK 0,1V) aAna ProMIG-200
B) 12,0...28,0V (Kpok 3miHu 0,1V) gna ProMIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) gns ProMIG-270
r') 12,0...32,0V (Kpok 3MiHuM 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
1) [But] pexxnm kHOMKM Ha NanbHUKY = [2T] (3a 3aMOBYyBaHHAM)
a) [2T] — pexuM KHOMKKU Ha NafbHUKY 2T
6) [4T]— cTaHAAPTHUIN PEXMUM KHOMKM Ha NaabHUKY 4T
B) [a/1bT.4T] — aNbTepHATUBHUIN PEXUM KHOMKW HA NaNbHUKY 4T
2) [Ind] iHgykTMBHICcTL = OFF (33 3aMOBYyBaHHsIM)
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-npoayBKKW 3aXMCHUM rasoM = 1,5 CeK. (3@ 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHA Hanpyru = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpoK 3MiHK 0,1 CeK.)
6) [t.dn] yac cnagaHHs HanNpyru = 0,1 ceK. (32 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHM 0,1 CeK.)

Ha npaBomy iHAMKaTOpPI MexaHi3My nogadi ApoTy:
0) [-1-] ocHoBHUI napameTp — LUBNAKICTb nogaui = 7,0 M/XB (33 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 KHOMNKM Ha NanbHUKy 2T
6) [4T]— cTaHAAPTHUIN PEXMM KHOMKWU Ha NaNbHUKY 4T
B) [aNbT.4T] — anbTEPHATUBHUMN PEXMM KHOMKW 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 — BUMKHeHMI (33 HassBHOCTI 3B'A3KY, anapaT caM BUMUKAE B pexxumi MMA Ta
TIG)
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-npoayBKKU 3aXMCHUM FasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 CeK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] 4ac HapocTaHHS WBMAKOCTI NOAayi APOTY = 0,1 CeK. (3a 3aMOBYYBaHHSAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
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6) [t.dn] yac cnagaHHs WeuAKocTi nogadi ApoTy = OFF (3a 3amMoBYyBaHHsAM)

a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)

8. PEXXMM POBOTW BI4 TEHEPATOPA

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

Mig vac poboTn 3aAane 3HaueHHA Mig vac poboTH giameTpom 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,6MMm 3,0 kVA

a3 He binblue 120A He 6inblie Po,8mMMm 4,5 kVA

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

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

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

@6 nerkonn. 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

28 240 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 | TEXHIYHE OBC/1YTOBYBAHHA
YBara! lMNepeg T1M, AK BiAKpUTM anapaT 415 NpodinakTUKK, HeObXiAHO BUMKHYTU

MOro Ta BiAK/IOUUTU Bif Mepexi XMBAeHHS. JaTh MOX/IMBICTb PO3PAAUTUCA BHYTPILWHIM

NaHutoram anapata (npubausHo 5 xB) | Avwe nicaa uboro pobutu iHwi Aii. Mpwu

06cyroByBaHHi BCTAHOBUTU Tabanuky, sika 3a60poHsie BMMKATKX anapar.

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

AOTPUMYBATUCS KiIbKOX MPaBUA:

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

- NpU IHTEHCMBHOMY BMKOPWUCTaHHI peKOMeHAYEMO pa3 Ha MiBpPOKy MpojyBaTu anapat
CyXMM CTUCHeHUM nosiTpaM. YBara! lNpojyBaHHA 3 3aHaATO KOPOTKOI BiACTaHi MoXe
NpM3BeCTU 40 NOLWKOAXKEHHS €/1eKTPOHHUX KOMMNOHEHTIB;

- NPV BEIMKOMY CKYNYEHHI MUAY NPOYNCTUTM KaHAIN CUCTEMW OXONOAXKEHHA BPYUHY.
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10. MPABUJIA 3BEPIFTAHHA

3aKoHCepBOBaHe Ta YNakoBaHE [A)epeso 3BaploBasibHOrO CTpymy 36epirati B
yMoBax 36epiraHHs 4 3a FTOCT 15150-69 CTPOKOM 5 pPOKiB.

PoskoHcepBoBaHe fkepe/o NoBUHHE 36epiraTmcs B Cyxmx 3aKpUTUX NPUMILLEHHSX
3a TemMnepaTypu NoBsiTps He Hmx4e natoc 5°C. Y NpuMilLeHHsX He MaEe 6yTH napu KUCIOT Ta
iHLWIMX aKTUBHUX PEYOBWH.

11. TPAHCMNOPTYBAHHA

3anakoBaHe fykKepesio MOXe TPaHCMOpPTyBaTUCS BCiMa BUAAMWM TPAHCMOPTY, WO
3abesneyytoTe Moro besneky 3 AOTPUMAHHSIM MpPaBW/ MepeBe3eHb, BCTAHOBAEHUX AJS
TPaHCMOPTY LbOro BUAY.

12. KOMMNJIEKT MOCTABKUA

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

2. Baok nogavi gpoty —1WT,;

3. ®ipmoBuii roppokopob PATON —1wT,;

4. Kabenb 3BaptoBanbHuI 3 enekTpogoTpumadem ABICOR BINZEL —1WT,;

5. Kabesb 3BaptoBanbHUiA 3 knemoto "maca" ABICOR BINZEL —1WT,;

6. LLIBUAKO3HIMHMI NHEBMOPO3'EM —1WT,;

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

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

- POAIMKM AN1 CyLiNbHOrO A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMTM.;
- peMiHb A5 KpinJieHHs gxepena 40 610Ky nogavi —1WT,;
Ans modeneli ProMIG-250-15-4/270-15-4/350-15-4:

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

- POANKM AN8 CyLiNbHOMO ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMT.;
- POANKM ANS aNtOMiHIEBOrO ApoTy (0,8-1,0) —1KOMM.;
- peMiHb A5 KpinaeHHs axepena go 610Ky nogaui —1WwT,;
Jna modenell ProMIG-500-15-4/630-15-4:

- POANKM ANS cyuUinbHOro ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMI;
- POANKKM ANS antoMiHIEBOro ApoTy (0,8-1,0) —1KOoMmm.

13. MPABUJIA TEXHIKU BE3NEKU

3ATAJIbHI MONOXKEHHA

3BaptoBasibHUI  amapaT BWUIOTOBJ/IEHWUM BIAMOBIAHO A0 TEXHIYHWX CTaHAapTiB Ta
BCTAQHOBJ/IEHMX MPaBW TexHikn 6e3neku. MNpoTe Npy HeMpaBWbHOMY MOBO/KEHHI BUHUKAE
Hebe3neka:

- TpaBMYBaHHs 06C/TlyroByO4Oro NepcoHany Ynm TpeTboi ocoby;

- 3aMO04ifAHHA WKOAW CAMOMY anapaTy UM MaTepiasibHUM LiiHHOCTAM Mi4NPUEMCTBS;

- nopyLeHHs epekTnBHOro poboyoro npouecy.
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Yci ocobu, ki nos's3aHi 3 BBeAEHHAM B €eKCMJyaTauilo, KepyBaHHSAM, AOrAsAoM Ta
TexXHiYHMM 00C/IyroByBaHHSAM anapaTy NOBUHHI:

- MpOWTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCH L€l IHCTPYKLT.

HecnpaBHocTi, siki MOXYTb 3MeHLLINTYN 6e3reky, NOBUHHI By TN TepMIHOBO yCyHeHi.

OBOB'A3KUN KOPUCTYBAYA

KopuctyBay 3060B's3yeTbcsa gonyckaTti Ao pobiT Ha 3BaptoBasibHOMY anapari simwe ocib,
AKi:

- O3HaNOMUANCA 3 OCHOBHWMM MpaBW/IaMU TeXHiKM Oe3neky, NMPONWAN HABYAHHS 3
BUKOPUCTaHHS 3BaptoBasibHOTr0 061aiHaHHS;

- npounTann po3ain «MpaBuna TexHikn Ge3snekm» Ta BKas3iBKM LWOAO HeObXifgHMX
3anobiXHUX 3aX0A4iB, HaBeAEHUX Y LLbOMY MNOCIOHMKY, Ta NiATBEPAUTU Lie CBOIM NiANNCOM.

OCOBUCTE 3AXUCHE OCHALLEHHA

s ocobuctoro 3axucty ocobu, siki NoB's3aHi 3 BBeAEHHAM B eKCrayaTalilo, KepyBaHHsM,
AOrNSA0M Ta TeXHIYHUM 06CyroByBaHHAM anapaTy NOBWHHi:

- HOCWUTK MillHe B3yTTs, Wo 36epirae i30/10t04i BNACTMBOCTI, Y TOMY YMCAi Y BOJOTMX
yMOBaXx;

- 3aXULLATU PYKM i301I00YNMU pyKaBUUYKaMK;

- Oudi 3axXMILaTM 3aXMCHOIO MAacKol 3 BIAMOBIAHMM CTaHAapTaM TexHiku 6e3neku
binbTpoM NpoTH yAbTpadios1eToBOro BUNPOMIHIOBaHHS;

- BUKOPUCTOBYBATM Ti/IbKW BiZNOBIAHWI BaXKO3aUMUCTUI OAAT.

HEBE3MNEKA WKIANNBUNX TA3IB | BUMNAPIB

- AWM i WKIANWBI ra3u, WO BMHWMKAIOTb B MpoLeci ekcnayaTauii anapaTy BMAAANTH 3
pob0oyoi 30HM cneuiasibHUMK 3acobamu;

- 3abe3neunTn A0CTaTHIN NPUNIMB CBIXOrO NOBITPS;

- napy PO3YMHHMKIB HE MOBUHHI MOTPANAATH A0 30HN BUNPOMIHIOBAHHS 3BaptoBaibHOT
AYTW.

HEBE3IMEKA BU/IbOTY ICKOP

- 3aMUCTi NpegMeTn HeobxiZHO BUAANTU 3 poboyOi 30HY;

- He [AO0MNyCcKaloTbCA 3BapltoBasibHi pobOTM Ha EMHOCTSX, Y sIKMX 36epiratoTbcs uum
3b6epiranunca rasu, nanbHe, HabTONPOAYKTU. € Hebe3neka BUOYXY 3a/MLWKIB LUX NPOAYKTIB;
- y noxexoHebe3sneuHnx Ta BUOyxoHebe3neyHUX MPUMILLEHHAX JAOTPUMYBATUCh
0C06/1MBMX NPaBwJI, BiANOBIAHO A0 HALiOHAbHUX Ta MiXXHAaPOAHUX HOPM.

HEBE3MNEKA HAMPYIN MEPEXXI XXUBJIEHHS | 3BAPIOBAJIbHOIO CTPYMY
- YPaXKeHHsl e/IeKTPUYHUM CTPYMOM MOXe ByTn cMepTenbHNM;

PATON ProMIG DC MMA/TIG/MIG/MAG -36-



________[PATON

- CTBOPEHi BUCOKOYACTOTHMM CTPYMOM MarHiTHi MO MOXYTb HEFraTUBHO BMJ/IMBATK Ha
npawesfaTHiCTb eslekTponpuaagis (Hanpukaag, kapgioctumyastop). Ocobu, siki MatoTb Taki
npuaaan, MOBWHHI MOpPaAUTUCA 3 JikapeM, neplw Hix HabaumxaTtuca go poboyoro
3BaploBaibHOro MaJaHumKa;

- 3BaploBafbHUA kabenb Mae 6yTU MiLHUM, HEMOWKOAXEHUM Ta i30/1bOBaHUM.
OcnabneHi 3'egHaHHA Ta NOWKOAXEHUN Kabenb HeobXiAHO HeramHo 3amiHUTU. Mepexesi
kabeni Ta kabeni 3BaploBasIbHOro anapaTy NMOBUHHI CMCTEMATUYHO NepeBipsATUCHL daxiBLem
€/1eKTPUKOM Ha CrpaBHICTb i301aLl;

- MiZ, Yac BUKOPUCTaHHA 3abOPOHAETLCS 3HIMATU 30BHILLHIN KOXYX anapaTa.

HE®OPMAJIbHI 3AXOA4 W BE3MNEKU

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

- £,043aTKOBO 0 IHCTPYKL,iT HEO6XiAHO AOTPUMYBATUCh YNHHMX 3arajbHUX Ta MicL,eBMX
npaBua TexHikn 6esnekun Ta ekonorii;

- BCi BKa3iBKW Ha 3BaptoBa/ibHOMY arnapaTi TpUMaTtu B YnTabenbHOMy CTaHi.

B/TYKAKOUYI 3BAPHOBAJIbHI CTPYMU

- HeobXifHO CTeXUTHU 3a TuM, Wob Kaema kabento «macu» Byna MiLHO NpUEAHaAHA A0
MicLLl 3BaptOBaHHS;

- Mo MOXJ/MBOCTI He BCTAHOB/IOBATU 3BaploBasibHUI anapat 6e3nocepeiHbo Ha
eNeKTponpoBigHe MOKPUTTA nigsorn abo poboyoro CTony, BUKOPUCTOBYBATU i30/1H0HOM
MPOKAAAKM.

3AXOAUN NONEPEAXKEHHA Y 3BUYAMHNX YMOBAX

LLloHalMeHIle OAWMH pa3 Ha TUXAEHb HeOobXiAHO nepeBipATM anapaT Ha 30BHILLHI
MOLIKOAXeHHS Ta YHKLiOHYBaHHS 3anobixKHUX NPUCTPOIB.
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14. TAPAHTINHI 3060B'AI3AHHS

KomnaHnia TMATOH IHTEPHELWIH/T rapaHTye cnpaBHy poboTy axepena
3BaploBa/IbHOr0 CTPyMy 3a YyMOBM JOTPUMaHHSA CroXuBayeM YyMOB eKcnayaTalii,
30epiraHHs Ta TPaHCMOPTYBaHHS.

YBATA! Be3KolUTOBHe rapaHTiliHe 06C/1lyroByBaHHS BiJCYyTHE MiJ Yac MexaHiuHmX
MOLIKOAXXeHb 3BaptoBasibHOro anaparty!

ProMIG-160
ProMIG-200 5 pokiB
ProMIG-250
ProMIG-270-400V

3 pokm
ProMIG-350-400V
ProMIG-500-400V

2 poKM

ProMIG-630-400V

OCHOBHWIA rapaHTiMHWI nepiod 06UMCNIOETLCA Bif AHS NPOAaxy iHBEPTOPHOrO
ob1aZHaHHA KiHL,eBOMY NOKYymML,eBi.

MpoTAroMm OCHOBHOMO TrapaHTIHOrO nepiody npogaseub 3000B'A3yeTbCS
6e3KOLTOBHO AN5t BNACHUKA iHBepTOpHOro obnagHaHHa PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJOMKM;

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

- MPOBECTU TEeCTYBaHHS BipeMOHTOBAHOr0 061a4HaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOLWKPIOIOTLCA Ha 06.1a4HaHHS:

- 3 MExXaHiYHUMW MOLIKOAIKEHHAMM, WO BMAMHYAW Ha Mpales3faTHICTbL anapaTy
(aedopmaLiis kopnycy Ta AeTanen yHacnifoK NaziHHA 3 BUCOTU abo nagiHHA Ha 0bnagHaHHS
BaXKMX NpeAMeTiB, BUNaAaHHA KHOMOK Ta pPo3'eMiB);

- 3i crigamm Koposii, Wo CNpUYMHUAG HECNPaBHUI CTaH;

- O BMILLIO 3 NaZy Yepes BIJ/IMB Ha MOro CUIOBI Ta €EeKTPOHHI esleMeHTU 3HaYHOT
BOJIOTM;

- WO BWWLWIO 3 NaAy Yepe3 HAKOMWYEHHS BCepeAuHi CTPYMOMPOBIAHOMO MWy
(BYrinbHWI KA, MeTaneBa CTPYXKaA Ta iH.);

- y pasi cnpobu caMOCTIMHOro peMOHTy MOro By3/iB Ta/abo 3aMiHW enNeKTPOHHUX
eNeMeHTIB;

PekomeHAYy€eTbCA, 3a71€XKHO Bif, YMOB eKcnyaTalil, OAWH pa3 Ha MNiBpoKy, 3a4/A
YHUKHEHHS1 BUXOZY anapaTty 3 /aAdy, NPOBOAUTM YMCTKY BHYTPIWHIX €N1eMeHTIB i By3NiB
JAaHoro obnagHaHHA CTUCHEHWM MOBITPAM, A1S YOro HeOobXiZAHO 3HATU 3aXWUCHY KPULLKY.
YuuieHHs1 HeobXifgHO NMPOBOAUTM aKypaTHO, YTPUMYIOUM LWAAHT KOMMPeCcopa Ha AOCTaTHIN
BiACTaHi, 33419 YHUKHEHHS MOLKOAXEHHS NanKM eNeKTPOHHUX KOMMOHEHTIB i MexXaHiuHUX
YaCTUH.
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TakoxX OCHOBHIi rapaHTilHi 3060B'A3aHHA He NOLWMPIOTLCS Ha 30BHILLHI e1eMEHTH
0bnaHaHHSA, WO BUNLWAN 3 a4y, WO NiAAaTbCs Gi3MYHOMY KOHTAKTY, Ta CynyTHI/BUTpaTHI
MaTepianu, npeTeHsii 3a AKMMU NPUNMAIOTLCS He Ni3Hille ABOX TUXKHIB MicAs Npojaxy:

- KHOMKA YBIMKHEHHS T8 BUMWKaHHS;

- PYYKW perytoBaHHA 3BaploBa/ibHUX MapaMeTpis;

- po3'eMM NigKAOUEHHS KabeniB Ta pykasis;

- PO3'eMM yNpaBAiHHS;

- mMepexeBui kabesib Ta BU/IKa MepexeBoro kabento;

- pyyKa ANsi NepeHeceHHs, peMiHb Ha niedi, keic, Kopobka;

- eNeKTPoA0TPMMaY, KJIEMa «Macu», NMasibHUK, 3BaptoBasibHi kKabeni Ta pykasu.

Mpogaselb 3anMwaEe 3a cobolo NpaBo BIAMOBWUTU Yy HaAaHHI rapaHTiHOro
PeMOHTY, ab0 BCTaHOBUTU K AaTy NOYATKy BUKOHAHHSA rapaHTiHUX 3060B'A3aHb MicALb Ta
pik BUMNYCKy anapaTy (BCTAHOB/OIOTLCSA 33 CEPiINHUM HOMEPOM):

- npw BTpaTi nacnopTa BAAaCHUKOM;
- 3a BiZ,CYTHOCTi KOpekTHOro abo B3arasi 6y b-sKoro 3anoBHEHHS NacnopTa NPoAaBLEeM
nig yac npoAaxy anapary.

FapaHTiMHWUI TePMiH MPOAOBXYETLCS, HA TEPMiH FrapaHTIMHOro 06cNyroByBaHHs
anapaTy B CepBiCHOMY LLeHTPpi.
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MogcoesVHeHNe K CMI0BON ceTu/cnnoBomy WwuTy (Npu 25°C):

BHMUMAHMUE! YuuTtbiBaiiTe npoBoAa, NpoBeAE&HHbIe B CTEHAX U APYrue YAJIMHUTENN
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Wcnonbsyembiit YcTaHoOB/IeHHOEe Avamerp [A] Celieuue [A] Makcum.
ceyeHus KaXXZ0M XXWAbl
3/1eKTPOA B peXxume 3HayeHue Toka npu SR T ceTeBOro A/MHa
MMA MMA uTIG MIG/MAG NPoBOAA, K8. MM YANMHUTENSA, M
1x220V — ProMIG-160, ProMIG-200, ProMIG-250
1 75
L5 115
72 MM He 6onee 80A He 6onee Jo,6MM 2 255
2,5 195
4 310
6 465
1,5 75
2 105
g3 MM He 6onee 120A He 6onee Jo,8Mm 2,5 130
4 205
6 310
75
2!
D4 Mm He 6onee 160A 2 2
4 155
He 6onee J1,0mMm 6 230
2,5 75
@5 Mm He 6onee 200A 4 125
6 185
o 2,5 60
5 MM
B MM S1FKOMA 2,0 250A He 6onee @1,2mMm 4 100
6 150
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Wcnonb3yembiit YcTaHoOB/IEHHOEe Avamerp (Al Ce:nenwe [A] Makcum.
ceyeHus KaXKA,0M XXUbl
3/1eKTPOA B pexume 3Ha4eHue Toka npu SRR ceTeBOro A/IMHa
MMA MMA uTIG MIG/MAG NPOBOAa, KB. MM YANMHUTENSA, M
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
L5 135
2 175
g3 Mm He bosiee 120A He 6bonee Jo,8Mm 2,5 220
4 350
6 525
130
2,5 160
D4 Mm He 6onee 160A
4 260
He 6onee J1,0mMm 6 385
2,5 115
J5 MM He 6onee 220A 4 180
6 270
2,5 85
26
MM He 6bonee270A He 6onee @1,2MMm 4 135
nerkonaaekue
6 205
2,5 65
26 Mm He 6onee 350A He 6onee @1,4MM 4 100
150
80
@6 MM Tyronnaekue He 6osiee 400A 6 120
10 1
He 6onee J1,6 Mmm 8
28 Mm = 35
He 6onee 500A 6 85
nerkonnaekue
10 140
4 40
28 wm 210 630A He 6onee @2,0 6 65
MM
10 105
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1. OBLWUE NMOJIOXKEHUNA

NHBepTopHble  undpoBble nonyastomatsl PATON  ProMIG-160/200/250/270-400V/350-
400V/[500/630 MpegHa3HayeHbl A5 nosyaBToMaTuueckon cBapku (MA «MIG/MAG») B cpese 3alWUTHbIX
ra3oB M CMeCel Ha NOCTOSIHHOM TOKe, a TakXe A5 aproHoAyroBoi cBapku (APT «TIG») 1 pyyHoit g4yrosoin
ceapku (PAC «MMA»). MpeunmyLiecTBa UCMO/Ib30BaHUS B 3TOM annapaTe NOJIHOCTbIO LindpoBoro cnocoba
YNpaB/IeHNs 3aK/I0YaeTCs B OTCYTCTBUM HEAOCTATKOB MPUCYLWMX MHOFOQYHKLMOHAbHBIM CUCTEMAM,
CAeNaHHbIM Ha OCHOBE aHaJ/IoroBbIX CMCTEM YMpaB/eHWNs, KOTOPble MO OMNpejeseHNIO 3aTO4YeHHble BCeraa
NoJ KakoW-TO KOHKPETHbIN PeXuM, a BCE OCTa/lbHbIe PEXMUMbI KakK AOMOJHUTE/IbHbIE UMEIOT HEeA0CTaTKU
ynpas/ieHnsa. A B MONHOCTbIO LMbPOBON CUCTEME, NiaTa ynpaB/ieHus pacnosiaraeT abconloTHO BCeMM
pecypcamMm UCTOYHMKA, B NPEAEax ero NoJAHOM MOLWHOCTU 1 He BaXKHO B KAKOM PeXMMe OHa UCMOJIb3yeTcs.
3T1a «Professional» cepus npegHasHaueHa AN NPOMbBILAEHHOMO WCMOb30BAHUA, WUCTOYHUK MOXHO
OTAEeNsATb OT MeXaHW3Ma NojayM NPOBOJIOKM KakK ANS yA0DOCTBA MONb30BaHWSA, Tak U ANS BbINOJAHEHWS
TpeboBaHMN TeXHUKN 6e30MacHOCTN B ONpeAenieHHbIX CyYasx. 3a cyeT JOMNOJHUTENbHbIX PEryMpoBoK,
WHBEPTOPHBIN MOJlyaBTOMAT MOXHO HacTpauBaTb Ha Hambosiee ONTUMasbHble YCTAHOBKW B Pa3/IUUHbIX
cuTyaumax. ObecneyrBatoT GakTUYECKN HENPEPLIBHYHO MPOAOIXMNTENBHOCTL HArPy3KM Ha NOJIHOM YeCTHOM
HOMMHa/IbHOM TOKe 160, 200, 250, 270, 350, 500 1 630 aMnep COOTBETCTBEHHO, Yero J0CTaTOYHO A5 paboTbl
nobbiMm anekTpodamm ot @1,6MM BNAOTb A0 caMmbix Tyronaaekux @8mm (ans ProMIG-630) u
noJlyaBTOMATUYECKOW CBapKM CMNJIOLIHOW NPOBO/IOKOM ANaMeTpoM oT Zo,6MM g0 P2,0MM (a5 ProMIG-630).
MCTOYHMK M3HAYaIbHO YCTAHOB/IEH B ONTUMA/IbHbIE 3HAYEHWSA A5 6O/IbLUIMHCTBA C/1y4YaeB UCMO/Ib30BaHNA U
AOCTAaTOYHO NPOCT, €C/IM He BAABaTbCs B TOHKOCTU JOMOJIHUTENbHBIX HAaCTPOeK, KoTopble TpebytoT yxe
60/1bLUMX HABbLIKOB OT CBaplyuka. J1s onacHbIX yc10BUM paboTbl BCTPOEH 610K CHUXKEHUS HaMpsXXeHWs
X0N10CTOro xoza B pexume PAC «MMA», C BO3MOXHOCTbIO €ro BKAOYEHWUSA 1 OTKAoYeHUs. OTAnYUTeIbHON
ocobeHHocTblo nosiyaBToMaToB [MATOH nBAseTcs OYeHb MOLLHbINA, KAYECTBEHHbIN W TFepMeTUYHBbIV
MeTa/lIMYeCcKuUin MeXaHM3M MoAaun NpoBOOoKK. A Takxe Haanuve pasbéma KZ-2 tmna "EBPO", ctaBwero
CTQHAAPTOM B MWPE, MO3BO/IAOWMIA MOMb30BATEND B MOCAEAYIOLLEM MEHATL TOPENKM MO CBOEMY
YCMOTpEHUIo.

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

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

AnnapaTt coxpaHsieT noJ CBOMM HOMEPOM B KaXZAOM pexume CBapku A0 16 UHAMBUAYA/bHbIX
HacTpoek (nporpamm) nosb3oBaTtens. ANNapaT COXPaHSAeT B NaMATU BCe TeKyLine HAaCTPOMKM Ha MOMEHT
BbIK/IIOYEHNSA 1 BOCCTaHaB/IMBaeT X BO BPEMS BK/IIOYEHUS.

OcHOBHble NpenmMyLLecTBa:

1. LLUnpokune BO3MOXHOCTM pery/IMpoBKW NapameTpoB CBapKMu:

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

6) B pexxnme APT "TIG" — 1 (OCHOBHOM) + 7 (AONONHUTENbHBIX) + 3 (A9 UMMYbCHOrO peXunMa)

B) B pexxume [NA "MIG/MAG" — 2 (0CHOBHbIX) + 6 (A0MOJHNTENIbHbIX)

2. MoMUMO 3aLMTbl OT CKAYKOB HAMPSXKEHUS YCTaHOBJIEHa CUCTeMa CTabuamsauum paboTsl Npy 6oabLIMX
AONrOBpeMeHHbIX nepenagax Mex¢$asHoro HanpsxeHus cetu 160V go 260V (ans mogenei ProMIG-
200/250) ¥ 0T 320V 40 440V (815 Mogenen ProMIG-270/350/500/630).

3. AjanTupoBaH K cn1aboi anekTpoceTu. 3a cHéT Bbicokoro KM/, uctouHmk obecneyvBaeT BABOE MeHblUee
anekTponoTpe6aeHmne No CPaBHEHUIO C TPAAULMOHHBIMU UCTOYHUKAMY;

4. AJanTVBHas CKOPOCTb BEHTUAATOPA, TO eCTb YBe/MYMBaeTCA NpW Harpese annapaTta U 3ameanseTcs,
KOT 1@ OH XO/I0AHbIN, 3TO SKOHOMUT PECYPC BEHTUNATOPA U YMEHBLUIAET KOJIMYECTBO Nbl/IM B annapare;

5. Ya06cTBO paboTbl 61arogaps 60/1bLON NPOA0AKUTENBHOCTM HAarpy3ku (MH) Ha HOMUHaNbHOM ToKe, YTO
no3Bo/iseT MPOM3BOAUTL CBApPKY 3/1€KTPOAaMM NpakTUYeCKn HeNpepbIBHO;
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6. MoBblleHHas HaAEXHOCTb anmapaTta B YC/0BMSX 3amnbl1EHHONO MPOU3BOACTBA, MUKPOI/IEKTPOHMKA
MCTOYHMKA BbIHECEHA B OT/AE/IbHbIN OTCEK;

7. Ha Bce rpetolmecs s1eMeHTbl UICTOYHMKA YCTaHOB/IEHA CUCTEMA TEMNJIOBOI /1IeKTPOHHOM 3al4UThbi;

8. Bcs 3/ekTpoHMKa B amnapaTe NponuTaHa ABYMSA C/JI0OIMM BbICOKOKA4eCTBEHHOro Jaka, KOTOpbIi
obecneunBaeT HaZEXHOCTb U3Ae/IMSi B TEYEHUM BCEro Cpoka Cyxbbi;

9. YyJleHHble BO36yXAeHMe 1 cTabUbHOCTb FOPEeHUs Ayry, YTO NpakTUYeCKN UCKYaeT NnpuamnaHne
3/71eKTpoAa.

10. Bbicokas MOBU/IBHOCTB 3a CHET MOAY/IBHOTO UCMOIHEHMS, a TakKe Masible rabapuTsl 1 Bec annapata 6e3
noTepu TEXHMYECKUX KauyecTB, YNpoLLaeT NPOU3BOAUTL CBApPKY B TPYAHOAOCTYMHbIX MECTax.

ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG-
NAPAMETPbI
160 200 250 270 350 500 630
HomuHanbHoe HanpsxeHue 220 220 220 3x380 3x380 3x380 3x380
TpexdasHoli ceTv 50/60l'L, B 230 230 230 3X400 3X400 3X400 3X400
HoMWHanbHbIN NoTpebasemblit TOK U3 8.1 22 2 ) I 16..18 o )
basbi cetn, A 3...27 9,5---35 e 14 - 18,5 30...355 42 ... 49
HoMVHanbHbIM CBapOYHBIN TOK, A 160 200 250 270 350 500 630
MakcumanbHbIi 4eNCTBYOWMIA TOK, A 215 270 335 350 450 630 800
70%/npu 70% /[ npn 60% / 70%/npun 70%/npun 70%/npun 70%/npu
160A 200A npu 250A 270A 350A 500A 630A
n nH
poAomxuTenrocts Harpyku (MH) 100%/np 100% / 100% / 100%/np 100%/np 100%/np 100%/np
N 134A npu 167A npn193A n225A 1 290A 1 420A 1 520A
n
peAe/y! 143meHeva HanpAxenma 160-260 | 160-260 160 — 260 +15% +15% +15% +15%
nutatouien cetu, B
Mpeaensl pery/mposams caapouHoro 8-160 10— 200 12 -250 12 -270 14 —350 16 — 500 18 -630
TOKa, A
n
peAenbl peryMpoBaHusi CBapoOYHOro 12-24 12— 26 12— 28 12-29 12-30 12 40 1244
HanpsixeHus, B
Mpe
peaenbl peryaMpoBaHns CKopocTu 2,0-16 2,0-20
noza4v NpoBONOKMN, M/MUH
JinameTp WTY4YHOro 371eKTPOAa, 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 NPOBOJIOKU, 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
MakcrMaibHbIN BEC KaTyLKK, KF 15

MMA: 0,2...500y,

MmnynbcHble pexwyMbl Npy cBapke T1G: 0,2...5000"Y

opsiuni cTapT «Hot-Start»

Perynupyemas
B pexxume PAC YMPY
®opcax ayru «Arc-Force» B pexume

Perynunpyemas
PAC yavpy
AHTURpUAMNaHUA «Anti-Stick»

ABTOMaTHueckas
B pexxume PAC
B0k cHUxXeHUs HanpsxeHns
BK/1 [ BbIKN

X0J10CTOro XoAa
HanpsxeHune xonoctoro xoaa PAC, B 12/75
Hanpsxenue noaxura ayru, B 110

HomuHanbHas nOTpeGImemaﬂ

MoLLHOCTS, KBA 41..47 | 51..61 | 66..78 | 80..94 |107..123 |19,9..236|278..325

MakcumanbHas notpebasiemast

MOWHOCTb, KBA 59 7.5 9,5 11,4 15,3 29,0 40,1
KN4, % 90

OxnaxaeHue ApantuBHoe

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

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




FPATON

[abapuTHble pa3mepbl, MM (4NMHa, 360 x 260 360 x 260 360 x 260 540 X 360 540 X 360 510 x 180 510 X 235
WMPUHa, BbICOTA) X 270 X 270 X 270 X 400 X 400 x 385 X 410
Macca 6e3 kaTyLKuM 1 akceccyapos, Kr 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knacc sawuntbi* P33 P33 P33 P33 P33 P23 P23

PEKOMEHAyeMaﬂ A/INHA CNJ1I0BbIX CBAPOYHbIX kabenei npu cBapke:

B 7 n
MakcumanbHbIM TOK L2 2] Aotiade Mapka kabens
(B OAHY CTOPOHY) ceyeHus
He 6onee 160A 2...7M 16 MM? Kl 1x16
He 6on1ee 200A 3..9M 25 MM? KIMax2g
He 6onee 250A 5..11M 35 MM? KI" 1x35
He 6osee 270A 5..11M 35 MM? KI" 1x35
He 6onee 350A 6..14M 35 MM? Kl 1x35
8...30 0 MM? Kl 1x50
He 6onee 500A oM 20 MM 25
12...40M 70 MM? KI™ 1x70
10...30M 70 MM? KT 1x70
20 630A
15...40M 95 MM? KI™ 1x95
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1 - Uundposoni gucnnel;

2 — KHoMKM pery/siMpoBaHus BbiIbpaHHOro napaMeTpa Ha YMEHbLUEHWNE 1 yBeMYeHMe (Mo
ymonyaHuio: npu MMA - Tok cBapku, npu TIG - Tok cBapkn, MIG/MAG - HanpsixeHue
CBapKw);

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

4 — KHonka Beibopa pexuvma 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: HOPMasIbHO — He CBETUTCS, NMPU Neperpese — MUraerT;
6 — Llndposon gucnner 610Kka nogaum NpoBoIoKY;

7 — KHonka 3anpaBku NpoBOOKM (a3 Nnpy 3TOM He nojaeTcs);

8 — KHonku perynvpoBaHusa napamMeTpoOB Ha YMeHbLUeHWe 1 yBeanyeHue (Mo yMoAYaHuIo:
CKOPOCTb MOAa4n NPOBOJIOKM);

9 — KHomMka npoBepkuM Nogayn 3alMTHOro rasa (NpoBo/ioka He NojaeTcs);

10 — KHorka Bblbopa PpyHKL MM MeEXaHM3Ma NOAa4M NPOBOJIOKY;

11 — Pa3bém KZ-2 Tuna "EBPO" gns noAKAt0UEHMS NOYaBTOMAaTUYECKON ropesky;

12 — ABTOMaT/KHOMKa BKJ/IIOYEHUS/BLIK/IIOYEHNA MCTOYHMKE CBAPOYHOIO TOKa;

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

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

a) npu ceapke PAC "MMA”" — noakatouaeTcs kabesb 31ekTpoaa (B 6onee peskux cayyasx
MPY UCMO/Ib30BaHUM CMeLMaibHbIX 3/1EKTPOA0B NOAK/IOYaeTcs kabenb «maccar);

6) npu cBapke API "TIG" — noAk/ito4aeTcs To/1bKO Kabesib «Maccay;

B) Npu nosiyaBTomatnyeckon ceapke MA “"MIG/MAG” cniowHo# NpoBo/10KOM — BHYTPU
nogktoyaeTcs kabesb k nogatoLiemMy MexaHn3my (Mo yMoa4YaHUIo);

r) npu nonyasToMaTtuyeckon ceapke MNA “MIG/MAG” ¢atocoBoi NpoBOIOKOM —
noakntoyaeTca kabenb «Macca;
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B —MHe340 cMNoBOro Toka «—» Tuna 6anoHeT:
a) npu ceapke PAC "MMA” — nogkntoyaeTcs kabenb «macca» (B bosee pefkux caydasx npm
MCMO/Ib30BAHNM CMeLManbHbIX 3/1eKTPOA0B NOAKIOUAETCs Kabesb 31eKTpoaa);
6) npu cBapke APT “TIG"” — nogk/it04aeTcs TO/IbKO aproHOBas roOpesika;
B) Npv nosiyaBToMaTuyeckom ceapke MNA “MIG/MAG” cnaowwHoi NpoBo/IoKoM —
nogk/toyaeTcs kabenb «mMaccan;
r) npu noayaeBTomaTtuyeckon ceapke MA *“MIG/MAG"” ¢a0coBoit NpoBOIOKOM — BHYTPU
noAk/tovaeTcs kabesb K nogatoLemMy MexaHu3my (eCTb BO3MOXHOCTb NMPUCOEANHUTb
CaMOCTOATE/IbHO);
14 — [lepxaTtesb KaTyLWKW A5 NPOBOJIOKMN C NPY>XNHHBIM MeXaHW3MOM
TOPMOXeHWUS;
15 — MNpegoxpaHutenu 6710ka NoAaym NPOBOJIOKM U NOAOrpeBaTe s rasa;
16 — MecTo noAk/to4eHns kabens 3azemaeHus;
17 — Po3eTka Ans nogorpesaTtens rasa 36V;
18 — Pa3bém nogktoyeHus kabens ynpaeieHuns oT 610ka nogayun npoBooKK;
19 — Kabenb A4/15 NOAK/IIOHEHUS K MUTALOLLLEN CEeTY;
20 — Bxog 4219 3anpaBKku CBapOYHON NMPOBOJIOKY;
21 - LLiTyyep nogaum 3almMTHOro rasa.

2. BBOA B SKCIMNYATALNIO
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 3/1EKTPOAOM, CBAapKM B CPeje aproHa, a TakXke MoJlyaBTOMaTUYECKOW CBApKu B
cpe/e 3alMTHbIX Fa3os.
MHoe ncnosb3oBaHWe annapaTta CYMTaeTCs He COOTBETCTBYIOLW MM Ha3HaYeHuIO.

MN3roToBuTE/Ib HE HECET OTBETCTBEHHOCTY 3a YL ep6, BbI3BaHHbIM MCMNOb30BaHNEM
annapara He Mo Ha3sHayeHuto.

Mcnonb3oBaHMe COriiacHo HasHayeHuto, nogpasymeBaeT cobatogeHne ykasaHum
HacTosILLLero pykoBoACTBa Mo SKCMayaTaLun.

2.2 TPEBOBAHUA K PASMELEHUIO
CBapoOyYHbI annapaT MOXHO pasMellaTb W 3KCMAyaTUpPOBaTb Ha OTKPLITOM
BO3Ayxe.  BHyTpeHHMe  3nekTpuyeckve  AeTasu  annapaTa  3awWuiieHbl  OT
HeNnoCpesCTBEHHOMO BO34eMCTBUS BAAXHOCTH, HO HE OT Kanesib KOHAEeHcaTa.
BHMMAHME! Mocne okoHYaHWs CBapouHbIXx paboT B Xapkyt norogy, Anbo
MHTEHCUBHbIX CBapOYHbIX paboT B /0byl0 Morogy, anmapaT cpasy He BbIK/IOYaTb!
Heobx04MMO B TEYEHUM 5§ MUH ,a@Tb BO3MOXHOCTb OCTbITb 3/1eKTPOHHBIM KOMMOHEHTaM.
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BHUMAHUE! Tlocne »skcnayataumm B XONOAHOE Bpems roga, nocne
BbIK/IOYEHUA M MOC/eAyIOWero ocTbiBaHUA annapaTta, BHYTpu obpa3yeTcs KOHAEHcaT,
NO3TOMY €ro Hesb3sl BK/loUYaTb paHblue, Yem yepes 3...4 yaca!!! [osTomy He oTkAovanTe
annapar B X0/I04HOe BPeMS rofa, ec/v NiaaHupyeTe ero BKAOUMTb paHbLLe, YeM Yepes 4
yaca.

Heobxoaunmo pasmeLaTb annapat Tak, uTOObI obecneunBancs
HecnpenaTCTBeHHbIN BXO4 W BbIXOJ OXJ/1aXAaloOWero BO3jyxa Yepe3 BeHTU/ALMOHHble
OTBepCTUS Ha NepejHen 1 3a4Hen naHensx. CneguTte 3a TeM, 4To6bl MeTanMYecKas Mblb
(Hanpumep, Npu HaxzayHoW WaMdOBKe) He 3acacbiBasacb HEMOCPEACTBEHHO B annapat
BEHTU/IATOPOM OX/IaXEeHUs.

BHUMAHME! Annapat nocne cuabHOro najeHus MoxXeT 6biTb OmacHbIM Ans
>KM3HW. YCTaHaB/AMBaTb Ha YCTONYMBOI TBEPAOI NOBEPXHOCTHU.

2.3 NOAK/HOYEHUE K CETU

CBapouYHbIN annapaT B CEPUAHOM MCMOIHEHWUM PAaCCUUTAH Ha:

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

2. TpexdasHoe ceTeBoe HanpsixeHuve 3x380B uam 3x400B (Mogenn ProMIG-
270/350/500/630), 4/191 3TOro BbIBeAEHO TPW NpoBoga. [paBunaa TexHUkM 6esonacHoOCTH Npu
npoBegeHun paboT co cBapoyHbiM obopysoBaHMEM TpebyloT 3a3eMeHuUs Kopryca
annapata. [ns 3TOro npegycMOTpeHO /JBa BapuaHTa: 1) WCMO/b30BaHWE 4eTBEpPTOro
npoBoga B ceTeBOM Kabese >enTo-3eNEHOrO LBeTa (MeXAyHapoAHbI CTaHAapT
MapKUpPOBKWM); 2) UCMo/ib30BaHMe HONTOBON KJaeMMbl Ha 3aHel cTeHKe annapata (6osee
XKeCTKUIN CTaHAAPT 3a3eM/IEHNS, UCMOJIb30BasICA B cTpaHax CHI).

BHUMAHME! MNpu 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 cuay!

A TakXe rapaHTuiiHble 06si3aTe/sbCTBA U3roTOBUTE/S TEPAIOT CUAY NpU OWME6OYHOM
nogkaoueHumn ¢asbl ceTV Ha 3a3emMsIeHUe UCTOUYHUKA.

CeTeBoV pa3béM, ceveHuUs kabenel CeTU NUTaHUS, a TakXe CeTeBble MpejoXpaHuTenu
ZAOJIXKHbI BbIOUPATLCA UCXOAS N3 TEXHUYECKUX AaHHbIX annaparTa.

2.4 NOAKNHOYEHUE CETEBOIO LUTEKEPA

BHUMAHME! CeTeBolii WiTeKep AO/KEH COOTBETCTBOBATbL HAaNPAXEHUIO NUTaHUA
n TokonotpebneHuio cBapoyHoro annaparta (CM. TexHuYeckue gaHHble). CorsiacHo
TexHuke 6e3onacHOCTH, WCMONb3yWTe rapaHTUPOBaHHOE 3a3emM/ieHue, NpU 3STOM
3anpeLieHo Ha Hy/ieBol NpoBoA NuTatowein cetu!!!

BHMMAHME! CeTeBoli Bbik/touaTenb B annapatax ProMIG-160/200/250 sBaseTcs
CUIHaZIbHOM KHOMKOM M 6710KMpyeT TOJ/IbKO CWU/IOBOM TOK CBAapOYHOro ammnapaTa, Ho
MOJIHOCTbIO He 06ecTouMBaeT BHYTPEHHIOIO 3/1eKTPOHMKY annapaTa. Mo3ToMy no TexHuke
6e30nacHOCTM NpY NOAK/IIOYEHUMN He 3abbiBaiTe MOJIHOCTBIO OTK/IIOUNTL OT PO3ETKM.
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3. CBAPKA PYYHAA AYTOBAA WUTYYHbIM SJIEKTPO40M (PAC «MMAY)

~220V / 230V

SNIEKTPOAOAEPKATE/1b
~3x 380V / 400V

W3AENME

B 3ToM pexunme cBapku 610k Nogaum NnpoBoIOKN He NoHaZ0buTcs.

Mopsigok nogroToBKkM annapata kK paboTe:

- BCTaBUTb Kabesib 31eKTpoja B rHE3/0 UCTOYHMKA A «+»;

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

npucoeanHUTb Kabesb «Macca» K U3gesuto;

NOAKIOUYNTb CETEBOM Kabesib K CeTU MUTAHUS;

aBTOMAaTUYECKMI BbIKlOYaTE b 12 Ha 3aHe NaHe/In nepeBecTH B nosoxeHue «BK/1»;

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

C MOMOLLbIO KHOMOK 2 YCTAHOBWTE TEKYLUNIA OCHOBHOW NapaMeTp — TOK CBapKW;

npy HeobXOAMMOCTU MOXHO Pery/sMpoBaTb AOMOJHUTE/bHbIE GYHKLUU CBAPOYHOrO
npouecca (NopsifoK M3MeHeHUss CMOTpuUTe B M.6.1).

BHumaHue! B pexume ceapku PAC "MMA” nocne Toro, kak CeTeBOM BblK/lOYaTES b
repek/toYeH B MOMOXEHMe «l», WTYYHbIN 371eKTPOS HaxOoAMUTCS Mo HampsikeHnem. He
NpuKacanTech 31eKTPOAO0M K TOKONPOBOAALLMM UM 333eMIEHHBIM NPejMeTaM, TakuM Kak,
Hanpumep, KOpnyc CBapoO4HOro annapaTa 1 T.4., Tak Kak annapaTt BOCNPUMeT 3Ty CUTyaLuio
KaK CUrHan K CTapTy CBApOYHOro npouecca.

3.1 UMK/1 CBAPOYHOI'O NMPOLECCA - MMA

L U Kok

t,cek
Mopsigok M3MeHeHWs 3HaveHus tobom GyHKL MM cMOoTpUTe B M.6.1
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3.2 OYHKL S FOPSIYUMN CTAPT «HOT-START»
MpenmywecTaa:
- yAyULleHMe NOAXUIa Aaxe NPy UCNO/Ib30BaHMM NI0X0 3aXMraloLWLNXCA 3N1eKTPO0B;
- bosee KayecTBeHHOe MpPOM/aB/lE€HNE OCHOBHOrO MaTepuana BO BPEMS MOAXMUIa,
cnefoBaTe/IbHO, — MeHblle HeNnpoBapoB.;
- MPeA0TBPALLEHME LWIAKOBbIX BKIOYEHWN;
- pyYHasi HaCTPOWKa: MO3BO/ISET YCTAHOBUTb YPOBEHb GYHKLMU HA MUHMMA/IbHOE 3HAYeHNe,
4TO CU/IbHO yMeHbLIaeT NoTpebaeHre SHeprum B Ha4a ibHbINM MOMEHT nogxura, baarogaps
yeMy annapaT MOXeT CTapTOBaTb HA 3HAYEHMUSIX CETEBOro HampsxkeHus 6amM3koro K
MWHUMa/IbHO BO3MOXHOMY, OZJHaKO 3TO CHUXaeT KayeCcTBO MOMEHTa mogxura (annapar
CTaHoBUTCSA NoA00eH TpaHCHOPMaTOPHOMY MCTOUYHUKY, HO B OMPe/e/IeHHbIX CUTyaLUsX 3TO
€/MHCTBEHHO BO3MOXHBIV CM0C06). Takxe MOXHO YyBENYNTb GYHKL MO 4,0 MAaKCMMaJIbHOMO
3HaYeHUs AN ewé 6onblIero yay4ylleHns MOMEHTa nogxura (Mpu paboTe oT xopoLier
ceTu). Ho He 3abbiBaliTe, YTO NOBbIWEHHBIM TOKOM 3TOM GYHKL MM MOXHO MPOXEYb U3gesine
Mpv CcBapKe TOHKMX MeTa/ /0B, MOSTOMY B 3TOM CUTYyaLMM PEKOMEHAYETCS YMeHbLUAaTb TOK
dyHKLMKN «opsaumi cTapT».

Yem pocTuraeTcs: B TeyeHMe KOPOTKOrO BPeMeHVM B MOMEHT MOoAXura Ayru
CBaPOYHbI/ TOK YBE/IMUMBAETCS HA YCTAHOB/IEHHbIN MO YMOIYaHWIO YPOBEHb +40%.

Mpumep: cBapka 3/1eKTPoAOM P3MM, YCTaHOB/NIEHHOE OCHOBHOE 3HayYeHue
CBApOYHOrOo TOKa COCTaBAAeT 9oA.

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

B A0MO/IHUTE/IbHBIX HACTPOMKaX MOXHO M3MEHSTb KakK cuiay «lopsiyero ctapta»
[H.St], Tak n Bpemsa «Fopsavero ctapTa» [t.HS]. Be3 Hag06HOCTY He 3aBbilanTe CUY U BPEMS
cpabaTbiBaHus «opsyero ctapTa», MOTOMY YTO Ha 6O/bLUNX MpeAesibHbIX 3HAYEHNSX 3TO
TpebyeT OYeHb CWIbHOW MUTAOWEN CeTW, a MpU OTCYTCTBMM XOpOLUeln ceTw, npouecc
noaxura gaxe 6yaeTt cpbiBaTbcs. [MOpAAOK M3MEHEHUs 3HauyeHus bol GyHkuun B
TeKyLeM peXxume CBapku cMoTpuTe B n.6.1

3.3 OYHKLNA POPCAX AYTU «ARC-FORCE»

MpenmyuwecTsa:

- NOBbILWEHWNEe CTabUABHOCTU CBapKM HA KOPOTKOW AYre;

- y/lydlleHWe KanaernepeHoca MeTas/1a B CBapOYHYIO BaHHY;

- y/lydlleHne Noaxura Ayru;

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

- py4YHasi HaCTpoliKa: NO3BOIAET YCTaHOBUTb YPOBeHb GYHKLMN HA MUHUMA/IbHOE 3HaYeHwe,
UTO HEe3HaYUTe/SIbHO, HO CHUXaeT noTpebieHne 3HepruM, a TakKe KOHLEeHTpauuio
TEMN/I0B/IOXEHNA MpPU CBapke TOHKWX MeTa/1I0B. TO MOHMXaeT BEPOATHOCTb MPOXWra,
OAHAKO WM CHUXAET CTabWNbHOCTb TFOPeHUs Ha KOPOTKOM Ayre (anmapaT CTaHOBWUTCS
nogobeH TpaHcHOPMATOPHOMY MCTOUHMKY). Takxke MOXHO W yBeAnyuTb GyHKLMIO A0
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MaKCMMaNbHOrO 3HaYeHUs A5 elé bonbluel cTabunbHOCTY rOpeHUs Ha KOPOTKOM Ayre, HO
370 TpebyeT Nyyluei nuTatoLL el CeTi 1 yBeAUYMBaET BEPOSTHOCTb NPOXOra U3jeus.

Yem poCTUraeTcsi: NPU CHWXEHWW HaMpsXKeHWs Ha Jyre HWXe MWHUMasbHO
AOMYCTUMOro  ANA  CTabunbHOro ropeHwWst Ayrv, CBapoYHbI TOK BO3pacTaeT Ha
yCTaHOBJ/IEHHBIN MO YMOAYaHUIO YpOBeHb (+40%).

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

U,V“

LA
MopsaAOK M3MeHEHWUs 3HaYeHUs 60N GYHKLMM B TeKYyLLEeM pexXuMe CBapKu
cmoTpuTe B N.6.1

3.4 OYHKLUNA AHTUNPUINUNAHUA «ANTI-STICK»

Mpy HaYaNbHOM MOAXMWre Ayrn 31eKTPOJ MOXET NPUAMNaTh (MPUXBaTbIBATLCA K
n3genuio). ITOMy NpenaTCTBYIOT MHOro GyHKLUMI B annapaTe, HO Takoe BCe-Takil MOXeET
NPOW30MTK, UTO B CBOIO OYepesb NPUBOAMUT CHauana K packaseHuto, a B Moc/ieAyowem 1
nopye 3nekTpoga. B Takoh cuTyauum B gaHHOM annapate cpabaTbiBaeT ¢yHKUUA
«AHTUNpUAMNaHMe» BCTpoeHHas 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 OTAE/NATb (OTPbIBaTb) 371€KTPOJ, OT U3 eNns
6e3 pucka obxeub rnasa cnyyarHbiM Noaxurom ayru. MNocne oTaeneHus snekTposa ot
“3zenns, NpoLecc cBapku MoxeT bbITb becnpenaTCTBEHHO NPOAO/IXKEH.
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3.5 OYHKLMSA PEFYINPOBAHUS HAK/IOHA BOJIbTAMIMEPHOM
XAPAKTEPUCTUKN

3Ta ¢yHKUMS B nepByl ouyepeAb MNpefHasHavyeHa A1 KOMGOPTHOW CBapKwu
3/71eKTPOAAMM C PA3NINYHBIMU TUNAMM NOKPbLITUI. [10 YMOSYaHWIO HAK/I0OH BOJ/IbTaMMNEPHOW
xapaktepuctnkn [BAH] ycTaHOoB/ieH Ha 3HayeHue 1,4V/A 4TO COOTBETCTBYEeT CaMbiM
pacnpoCTpaHEHHbIM 3/1IEKTPOZAM C PYTU/I0BbIM TUMOM NokpbITus (AHO-4, MP-3). Ans 6onee
KoM$OpPTHOM paboTbl 31€KTPOAAMMN C OCHOBHBIM TUMOM MOKpPbITUS (YOHW-13/45, JIK3-70),
He siBAsieTcs 0bsi3aTeNbHbIM, HO PeKOMeHAyeM yCTaHOBUTb Hak/oH [BAH] Ha 3HavyeHue 1,0
V/A. B cBOtO 04Yepe/b 31eKTPOAbI C Lie/I/110103HbIM TUNoM nokpbitua (L -1, BCLL-4A), aaxe
TpebytoT yCcTaHOBUTb Hak/aoH [BAH] Ha 3HauveHuwe 0,2..0,6 V/A u nmpu 3TOoM wnHOrga
HeobxoANMO NoAHATHE YpoBHS cpabaTbiBaHus GpyHKLMM «Dopcax ayrux» [U.AF] BnaoTb 40
3HaveHns 18V. MopsaAoK U3MeHeHUs 3HaYeHUs o601 GYHKL MK B TEKYLLLEM PEXMME CBapKK
cmoTpuTe B N.6.1

3.6 OYHKLLNSAA CBAPKU HA KOPOTKOMN AYTE

3Ta PyHKLMSA 0COBEHHO aKTyasibHa NMpWU CBapke NMOTOMOYHbIX WBOB, KOrA4a HYXHO
4TOObl HE CWABbHO THAHY/acb CBapoyHas gyra. [Jsa 3Toro B anmnapaTte NpejycMoTpeHa
BO3MOXHOCTb BK/OUMTb PyHKUMio «KopoTkas ayra» [Sh.A] B nosoxenue “ON”. Mo
YMOJ/IY@HUIO OHa HaxoAuTcs B nosoxeHun "OFF”. MopaZok M3MeHeHUs 3HaueHus Nto6oi
dYHKLMM B TEKYLLEM pPeXUMe CBapKn CMOTpuTe B N.6.1

3.7 DYHKLUNA BNIOKA CHUXKEHUA HANPAXKEHNA XOJ1I0CTONO XO4A

Mpy npoBejeHWM CBApOYHbIX paboT B EMKOCTAX, LMUCTEPHaxX W TaM, rae
HeobxoAMMa MOBbIWEHHAs CUCTEMA 3/1eKTpobe3onacHOCTH, MOXET ObiTb aKTMBMPOBAHA
DYHKLMSA CHUXKEHWS HAMPSIXXEHMS XOI0CTOrO X04a.

Mpwn oTpbiBe 3neKkTpoda OT M3Aenunsi, Yyepes 0,1 CeK HamnpsXKeHWe Ha KaeMMmax
MCTOYHMKA CHUXaeTCs A0 He3onacHOro ypoBHs — Huxe 12B.

Ans 3Toro HeobxoamM 610K CHUXEHUS HanpsXeHUs XoaocToro xoda [BSn],
KOTOPbIV €CTb B 3TOM MOogesiv 060py0BaHUSA, HO MO YMOIYAHUIO HAXOAUTCS B MONOXEHUN
“OFF", To ecTb BbIK/IOYEH, TaK KaK U3BECTHO, YTO BK/toUeHMe ntobor nogobHon byHkLmm
HeCKO/IbKO yXyALlaeT NoAXur Ayru. MNopsgok n3MeHeHWst 3HauYeHus aobon GyHKLUM B
TeKyllem pexume cBapki cMoTpuTe B N.6.1

3.8 DYHKUUNA CBAPKU UMNYJIbCHbIM TOKOM

3Ta PyHKLMA NpegHa3HaveHa Aas 06/1eryeHns KOHTPOJIS CBApOYHOTro NpoLecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OT/IMUYHBIX OT HUXHEro, @ TakXe MpPU CBapKe LBeTHbIX
mMeTannoB. Bo3gelcTBMe  MPOMCXOAUT  HEMOCPeACTBEHHO Ha  MepeMellnBaHue
pacn/iaB/JeHHOro MeTasfia LWBa M Ha MepeHOoC Kamnjiu B CBAPOYHYK BaHHY, a 3TO B CBOK
oyepesb Ha cTabuabHOCTL GOPMUPOBAHMSA LWBA W Mpouecca cBapku. Jpyrumu cioBamy,
3TOT Npouecc B HEKOTOPOMN CTeMNeHW 3aMeHsIeT ABMXEHWS PyKKU CBapLymnka, ocobeHHO 3To
BaXXHO B TPYAHOAOCTYMNHbIX MecTax. OT npaBW/IbHOCTM HACTPOMKKM 3aBUCUT dopma U
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Ka4yecTBo GOPMUPOBAHMS LIBA, YTO YMEHbLUAET BEPOATHOCTb MOSIBAIEHUS NMOP U yMeHbLUaeT
3epPHUCTOCTb CTPYKTYPbI, @ 3TO YBE/INUMBAET MPOYHOCTb CBAPHOrO COeMHEHMS.

Ans peanvsaymmn 3Tol GyHKLUM B annapaTe HY>XHO CHayana BKAOUYUTL PEXUM MybcaLmm
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 caMblx pacnpocTpaHeHHbIX 3Ha4YeHUAX 5.0 L, 1 50% COOTBETCTBEHHO.
Mpn wn3meHeHMn napameTpa "CKBaXHOCTb" OT 50%, BHOCMTCA acUMMETPUS MeXAy
BpeMeHeM UMMY/ibCa TOKa M BpeMeHeM "naysbl” Toka:

Mo yMO4aHUIo
"ckBaxHocTh" [dut] = 50% "ckBaxkHOCTL" [dut] = 20% "ckBaxHOCTL" [dut] = 70%
LA LA LA
50% | 50% |§I 80% I_I |—| 70% Iil I—
o o«

t,cex t,cex t,cex
,ﬂ'aHHbIe napamMeTpbl YCTaHAaB/IMBAKOTCA B Pa3/IMYHbIX CUTYaLMAX MO-pa3HOMY, COrnacHoO
TpeGOBaHMﬂM cBapuwmka. ﬂOpﬂAOK M3MeHeHUs 3Ha4YeHuns aobon CIDYHKLI,I/IVI B TeKyLlem
pexmnme CcBapkun CMOTpUTE B n.6.1

4. CBAPKA B APIOHE (APT «TIG»)

BHuMaHue! B kauecTBe 3alMTHOrO rasa NpUMeHsieTCs Yalle BCero YMCTbIM aproH
"Ar", nHorga resun "He", a Takxe Mx CMeCb B pas/IMYHbIX MPOMOPLUAX.
HE ,ZI,OI'IYCKAI7ITE MCMNo/ib30BaHMe roproymx rasos! icnoab3oBaHmWe Apyrux rasos TObKO

Mo cornacoBaHWMIO C NPOU3BOAUTEIEM O60pyp,OBaHVIF|.

APIrOH

APrOHOBAS

i

B 3TOM pexunme cBapku 610k Mogaum NpoBoONOKK He NoHaZ0buTCs.
MopsZoK No4roTOBKM annapaTa k paborTe:

- BCTaBWUTb Kabeslb ropesiku B rHe340 UCTOYHMKA B «—»;

- BCTaBUTb Kabeslb «Macca» B rHe34,0 UCTOYHMKA A «+»;
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NPUCOeAMHUTL 33XKMM «Macca» K U34ennto;
- YCTaHOBWUTb peAyKTOp Ha ra3oBbli 6an/IoH;
MOAKJ/IIOYNTb Fra30BbIN LWIAHT FOPesIkK K peAyKTOpY ra3oBoro 6an/ioHg;
OTKPbITb KpaH ra3oBoro 6as0Ha, NpoBepUTb FrepMEeTUYHOCTb;
NOAK/IIOYNTL CeTeBOM Kabesib K CETU MUTaHUS;
aBTOMATUYECKM BbIKNIOYATENb 12 HA 3a4He NaHe/In NepeBecTy B nosoxeHue «BK/1»;
- CMOMOLLbIO KHOMKM 4 YCTaHOBUTe pexxum cBapku APTT «T1G» (pexunmbl nepekatoyatoTcs no
Kpyry);
C MOMOLLbIO KHOMOK 2 YCTAHOBUTE TEKYLL MM OCHOBHOW NapameTp — TOK CBapKy;
npy HeobXOAMMOCTU MOXHO pery/MpoBaTb AOMONHWUTE/IbHble (YHKLUM CBApOYHOrO
npouecca, NopsAA0K U3SMEHEHNA CMOTPUTE B N.6.1

BHumaHume! Mopesika aproHoBas 40/KHa ObITb BEHTU/IBHOTO TUMA, C 6aiOHeTHbIM
pasbeMoM @13 MM. MakcuMMasbHbIi TOK ropesku BblbupaiTe no cBouMm pabouum
TpeboBaHuAM.

BHumMaHue! YacTon owmnbkon sBAseTCs 3aTouka 3/1eKTpoAa B "uray", gyra npu
3TOM MMEeT BO3MOXHOCTb "BWUAATL' U3 CTOPOHbI B CTOPOHY. lpaBW/ibHONM 3aTouKOM
SIB/ISIETCS C/Ierka MPUTYMIEHHbIM HOCUMK M YeM MeHblle "NATayvok", BblgepXMBAOLLNN
YCTQHOB/IEHHbIN TOK, TeM Jiyylle. [TOMHWTE, YTO NpK 6OBLINX TOKaX CBAPKN OYEHb CUIBHO
3a0CTPEHHbIN 3/1eKTPOZ, 1ETKO ONNABASETCA, M3-3a MAJION TEMNI00TAAUN. TaK XKe «pUCKN» OT
3aTOYKM JOJ/IKHbI PACNOaraTbCA BAO/1b OCK SNEKTPOAA.

4.1.1 LK1 CBAPOYHOI'O NMPOLECCA - TIG-LIFT

) & b
Ve =y

EuP dut

bl

LA

\
| L4 tP T=FrP PS5
| I -

| —

MopsAoK U3MeHEHWs 3HaYeHUs 060N GyHKLUKM CMOTpUTe B M.6.1

4.1.2 QYHKLUNA NOAXKUTA AYTU TIG-LIFT

3Ta dyHKLMA KHOMKM Ha ropesike YCTaHOBJ/IEHA MO YMOJIYaHWIO B 4 @HHOM MO enu
obopysoBaHua M paspaboTaHa A5 rOpesiok C KOHTaKTHbIM MOAXMIOM Ayru, 6e3s
MCMo/Ib30BaHUS OCLUANATOPOB U T.M. YCTPOMCTB, HO B OT/IMYMM OT K/J1IaCCUYECKOro Cnocoba,
MOJIHOCTbIO YCTPaHSAeT yAapHbIM TOK B MOMEHT nogxura. JaHHas ¢yHkums B pasbl
YMeHbLUAEeT pa3pyLueHre 1 nonagaHune B CBapOYHbIM LOB HemnJaBsLerocs BobppaMoBoro
3N1eKTPOAA, YTO BNSETCS O4YeHb HEraTUBHBIM SIBIEHUEM.
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BHumaHue!!! Vicnonb3oBaHue faHHOM GYHKLUKM TpebyeT 0UMCTKY U34e/1us B MecTe
noAxxura ayru.

Cnocob npuMeHeHUs AaHHOM YHKUWMM  3aK/JOYaeTcs B MPUKOCHOBEHMUM
3NeKTPOAOM K U3Jennto, Mpu 3TOM YAepXunBaTb 371eKTPOoJ B 3TOM MOJAOXEHUN MOXHO A0
6ecKOHEeYHOCTH 1 KOrAa NoJ/Ib30BaTe/lb MOCUMTAET YTO FOTOB K Hayasly cBapku (Hanpumep,
OMNyCTUA 3aWMTHYIO MacKy Ha rnasa M XOpOLWO MpPOAYy/a MeCTO 3alMTHbIM ra3’oMm) TO
JocTtatoyHo HavaTb MEZIJIEHHO nogHvMaTh oCTpue 3aTOYEHHOr 0 3/1eKTPOAa OT U3 eNuns.
Annapat onpegennt 3TOT MOMEHT 1 BOCMPUMET Kak CUIFHa K CTapTy nNpoL,ecca CBapkn, TeM
cambiM HayHeT MJ/TABHO noBblwaTb CBapoYHbIi TOK A0 YCTaHOBJ/IEHHOIO 3HAYeHWs, YeM
6onblle OCHOBHOM pabouuii TOK, TemM ObiCTpee HY>XHO MOAHWMMATbL 3/1eKTPOA, WHaue
onnaeutca. Bpema nnaBHOro HapactaHus Toka [t.uP] 4O yCTaHOB/IEHHOrO 3Ha4YeHUs Mbl
PaccCMOTPUM B MOCNEAYIOLLEM MYHKTE.

Mopsigok paboTsi:

- aBTOMAaTUYECKMI BbIK/IOYATE b 12 Ha 3a4HeW NaHeNn UCTOYHMKA NEPEBECTM B MOJIOXEHME
«BKJ1»;

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

- ycTaHoBUTe dyHKLMIO KHOMKK ropenku TIG-LIFT. Ana 3Toro, kKHOMKy 3 HeobXxoAuMO
HaXX1MaTb J,0 NOsBNEHUS Ha MHANKaTope «KHormka Ha ropenke» [But], Takxe psagom byaet
YKa3aHO Tekyllee NoJioXeHue 3ToW GpyHKL MM, C MOMOLLbIO KHOMOK 2 ycTaHoBuTb “LIFT”.
Ecam ponro He npeanpuHMMaTh HUKAKUX AeACTBUI annapat BbIMAET 13 3TON GyHKLUN,
BEPHYTbCA MOXHO TeM Xe NyTeM, a eC/iv NepenpbirHyIn HeO6XOAUMBIA PEXUM KHOMKM,
MOBTOPHO HaXMMaWTe KHOMKY 3 - GYHKL MM NMepekIo4aoTCs No Kpyry;

- CMOMOLLbKO KHOMOK 2 YCTaHOBUTE TeKYLL MM OCHOBHOM NapameTp — TOK CBapKY;

- MpU HeobXOAMMOCTM MOXHO Pery/MpoBaTb [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
<) ) ) <)
D<

QZZZZZZ WZZZZIZ  CZZZZZZE
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Ay dutl [PaP  kdn

PrA T=Fr.P

MopsAoK U3MeHEeHWs 3HaYeHNs 11060 GyHKLUKM CMOTpUTe B M.6.1

Ans  paHHOro  pexvma  noHagobutcs  npuobpectn  oTaenbHbI 610K
6eCcKOHTaKTHOrO nogkura Ayru (ocumanatop). Mopsgok nogroToBkKM annaparta k paboTe ¢
OCLUNNSTOPOM UHAMBUAYANEH U JO/DKEH ObITb OMUCAH B MHCTPYKLMKM MO SKCM/yaTaunm K
610Ky ocumansTopa. Pasbém ynpaB/ieHns BKIOYEHNEM UCTOYHMKA HAXOAUTCS Ha 3ajHeN
naHeAn WMCTOYHMKA, MCNO/b30BaTb TOJIbKO KOHTakTbl 1 1 2, HN B KOEM CJ/IYYAE He
nepenyTanTe c 4pyrumMm KOHTaKTaMuM — 3TO MOXEeT NPUBECTU K BbIXOZY U3 CTPOs annapaTal

BHumaHue! B c/iyyae HeMCNOIb30BaHUSA 3TOrO pasbEéma, NpUKpbIBaiTe ero
Pe3MHOBbLIM KOAMa4YKoM, 4To6bl He Hb110 3acopeHus.

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

AgHHbIE LPPOBO7i cBASN AaHHble UMpPOBOI CBA3MN

(+) nuTaHve asuraTens R
() nuTanve asuratens /

. (-) nuTaHue pgeuratens

(+) nuTaHue gBuratens

Mocne cbopku:
- BKJIIOUNTb 610K 6ECKOHTAKTHOrO MOAXMUra Ayru (0CLUANATOP);
- aBTOMaTUYeCKWUM BbIKAOYaTe b 12 Ha 3aHel NaHe M UCTOUHMKA NepeBecTy B NMOJIOXeHWe
«BKJ»;
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- CMOMOLLbIO KHOMKMW 4 YCTaHOBUTL pexxunm ceapku AP «TIG» (pexunmMbl nepekoyaoTca no
Kpyry);

- YCTaHOBUTb QYHKLMIO KHOMKM ropesnku TIG-2T — ans 3Toro KHonky 3 HeobxoAmmo
HaXX1MaTb 0 NOSIB/IEHUS Ha MHAMKaTope «KHonka Ha ropenke» [But], Takxe psgom byzeT
YKa3aHO TeKylliee NoJIoKeHNE 3TON PYHKLMUM, C MOMOLLbIO KHOMOK 2 YyCTaHoBUTbL “2T".
Ecaun gonro He npeanpuvHUMaTh HUKAKWUX AeNCTBMI annapaT BbIAAET U3 3TOM GYyHKL UK.
BepHyTbCs MOXHO TE€M Xe MyTeM, a C/IN «MepenpbIrHYIn» HEOOXOAMMBIV 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/mpoBaTb AOMOJHWUTE/NbHbIE GYHKLMM CBAapPOYHOMO
npouecca (NOpsf0K MU3MEHEHUS CMOTpUTe B M.6.1).

BHumaHue! [opesika aproHoBas 40/kHa 6bITb KHOMOYHOrO TUMA, ¢ HaoOHeTHbIM
pasbeMoM @13MM. MaKCMManbHbLI TOK ropesku BbibupalTe Mo cBouM paboyum

TpeboBaHuAM.

4.1.4 PYHKLNSA KHOMKW HA TOPEJIKE TIG-2T

3Ta byHKLUA KHOMKM YNpaBaeHWUs NPUMEHSAETCS TObKO MPU HAJIMYUWN BHELLHETO,
He3aBucuMoro 6soka 6eckOHTAaKTHOro noaxura Ayru (OCUMANATOP), C BCTPOEHHbIM
KaanaHoM rasa. [MpoBog KHOMKM ynpaB/AeHWs FOPesikM NOAKIOHAETCA HEMNOCPEACTBEHHO K
3ToMy 6s10Ky. [MpU HaxaTUM KHOMKM Ha FOpesike CUrHaja yrnpaB/ieHus nocTynaeT B 610K
oCLMANATOPa, KOTOPbIN oTpabaTbiBaeT GyHKLMIO NpeanpoayBKM ra3oM ti 30HbI CBapKM
(oTKpbIBaET KAanaH rasa) u € 3a4ep>XXKoM NojaeT CUrHaj Ha BK/IOYEHME MCTOYHMKA TOKa, a
TakXe, B 3TOT MOMEHT MO aeT BbICOKOYACTOTHbIN BbICOKOBOJIbTHBIV MMMYJIbC A5 MOAXKNUIa
ayrn. NictouHnk oTpabaTtbiBaeT Bce ocTasbHble GYHKLUWM (MX PACCMOTPUM B C/IeAYHOLLMX
MYHKTax) COr1aCHO iKY CBApPOYHOrO NpoLiecca, NpuBeeHHoro Boiwe. MNocae otnyckaHus
KHOMKW, WUCTOYHUK OoTpabaTbiBaeT cBOM YHKLMKM, U MO OKOHYaHWM, CaMOCTOATENbHO
oTktouaeTcs. baok ocumnnaTopa goaxeH oTpaboTaTb GyHKLMIO NOCAE-NPOAYBKM razom t2
30HbI CBapKM (C 3aep>XKOM 3aKpbITb KJanaH rasa).

BHUMAHMUE! Bnok ocunanstopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpa M3 CTpos OT Npobos BbICOKOBOJbTHbIM Pa3psAoM, KOTOPbIA OH
co3gaeT B MOMEHT nogxura gyru. [lepes npumeHeHueMm, uenb 3alWUTbl HYXHO
06s3aTe/IbHO aKTUBUPOBATb.
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4.1.5 UMK/1 CBAPOYHOI'O NMPOLECCA - TIG-4T
e Wions e § =y =)
D<

t

1A

m
oo
u]

E.uP) dutl |PaP
— [

1
1
I
| I
I
I

PoR

IPrA| | T=FrP

|
|
|
|
!
|
|
|
|
|
|
|
|
|
|
!
|

t,cex

MopsAoK M3MEHEHNS 3HaYeHNs toboM GyHKLUM cMOTpUTe B M.6.1

[na  paHHOro  pexuma rnoHazobuTcs  npuobpectv  oTAenbHbIi 610K
HeckoHTaKkTHOrO nogura Ayru (ocumanatop). NMopsgok NogroToBkKW annapata k paboTe ¢
BHeLHUM 6/10KOM OCLUANATOPA UHAUBUAYANEH U AO/KEH ObITb ONMCaH B MHCTPYKLMK MO
akcnayaTaumm k 6noky ocuymnnstopa. Pa3bém ynpaBaeHWs BK/IOYEHUWEM WCTOYHMKA
HaxXOAMTCA HA 3aZHeW NaHeNn UCTOYHMKA, CXeMa NOAKIOYeHUs Takas Xe Kak npu TIG-2T
CM. NMYHKT 4.1.3.
Mocne cbopku:
- BKJIIOUNTb 610k 6ECKOHTAKTHOrO NoAXMUra Ayru (OCLLUANATOP);
- KHOMKy/aBTOMaTU4eCKMI BbIKItOYaTE b 12 HA 3ajHEN NMaHes/u UCTOYHUKA MepeBecTu B

nosioxenune «BK/1»;

- CMOMOLLbIO KHOMKMW 4 YCTAHOBUTb pexxunm ceapku AP «TIG» (pexunMbl nepekoyaoTca no
Kpyry);
yCTaHOBUTb yHKUMIO KHOMKM ropenkn TIG-4T, pna 3Toro KHomky 3 Heobxoaumo
HaX1MaTb A0 NOsSIBNEHUs Ha MHAMKaTope «KHorMka Ha ropenke» [But], Takxe psagom byaet
YKa3aHo Tekyllee NoJsioxeHne 3Tol GYHKLUKM, C MOMOLLbIO KHOMOK 2 YCTaHOBUTb “4T".
Ecnv gonro He npeagnpuvHMMaTh HUKAKUX AENCTBUIM annapaT BbIMAeT U3 3TOU GyHKLMM.
BepHyTbCst MOXHO TeM Xe MyTeM, a eC/IN «MepenpbirHyIM» He0H6X0AMMBbIN PEXMUM KHOMKMY,
MOBTOPHO HAXMMaWTE KHOMKY 3 — QYHKL MM NepekNtoyaoTcsa Mo Kpyry;
- CMOMOLL b KHOMOK 2 YCTaHOBUTE TeKYLL M OCHOBHOM NapameTp — TOK CBapKK;
npy HeobXOAMMOCTU MOXHO PerysMpoBaTb AOMOJHUTE/IbHblE GYHKLUU CBApOYHOrO
npouecca (Nopsf0K M3MEHEeHUs CMOTpuUTe B M.6.1).
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BHuMaHwMe! [opeska aproHoBas Ao/1Ha BblTb KHOMOYHOrO TUNA, C HaMOHETHbLIM
pasbeMoM J13MM. MaKkcuMManbHbIM TOK roOpenku BbibupanTe no cBouM pabouum
TpeboBaHMAM.

4.1.6 QYHKL A KHOMNKWU HA TOPEJIKE TIG-4T

3Ta byHKLUA KHOMKM YNpaBieHWUs NPUMEHSETCs TObKO MPU HAJIMYUW BHELLHETO,
He3aBMcMMoro 6s10ka 6GECKOHTAKTHOro nogxura Ayru (OCUUMANATOP), C BCTPOEHHBIM
KnanaHom rasa. lNpoBo/ KHOMKM ynpaB/ieHUs ropesiku NOAKN0YaeTCs HenocpeacTBEHHO K
sTomMy 610Ky. ObpabaTbiBaHMe HaXaTWsi KHOMKW YMNpPaB/E€HUS Ha ropesike MpPOUCXOANT
noAobHo TIG-2T (CM. MyHKT 4.1.4), HO eCTb OT/iMuusA: 1). B Havyane cBapky, noka
YAEep>XMBAeTCA KHOMKa, BO BPEMSA NMEPBOro HaxaTus, Nocie npeanpoAyBku rasom ti 3oHsbl
CBapku W BbICOKOBOJIbTHOIO MOZAXMWIa Ha BbIXOJe WMCTOYHMKa OygeT nocTosHHO t2
npesBapuTesbHbI TOK (A4EeXypHas Ayra), TO/NbKO Moc/ae OTMYCKaHUS KHOMKW HaYHeTCs
MpoL,ecc HapacTaHus TOKa U UCTOYHUK BbIMAET HA pabounii ToK, TO ecTb KHOMKY He HaZo
yAepXvBaTb BO BpeMs paboyero Toka, pyka byzeT MeHblUe HanparaTbCs Npy AANTENbHOM
CBapoO4YHOM npovecce. 2). B KoHLe cBapku, Mocie BTOPOro HaXXaTusi KHOMKW yrnpaB/eHus Ha
ropesike, HauMHaeTCsA CNaj Toka AO YPOBHA TOKa 3aBapku KpaTepa, M MoKa KHOMKa
yaepxusaeTca t3, TOK HAXOANTCA Ha 3TOM ypoBHe. [1oc/ie yxxe BTOPOro oTnyckaHUs KHOMKK,
MCTOYHMK OTK/IIoYaeTCs, a 610K ocumMAnaTopa Ao/keH oTpaboTaTe cBoto GyHKLMIO nocse-
MPOAYBKM ra3oMm t4 30HbI CBApKM (C 3a4€p>KKOM OTK/IOUUT KanaH rasa).

BHUMAHMUE! Baok ocunnnsatopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpa M3 CTPOs OT NPo60A BbICOKOBOJIbTHLIM Pa3psioM, KOTOpbIA OH
co3jaeT B MOMeHT noaxwura ayru. [lepes npumeHeHueMm, uenb 3awUTbl HY>XHO
obs3aTe/IbHO aKTUBUPOBATb.

4.2 OYHKLUNA NPEABAPUTE/IbBHOIO TOKA (AEXXYPHASA AYTA)

3Ta ¢yHKUMA Heobxoauma AN yA0OGCTBA MO/b30OBAHUS TOPENKOM B MOMEHT
nogxwra Ayru. MNo3BoaseT Ha4YMHaTb NPOLLECC CBAaPKM C MasiblX 3HAYEHWI TOKA, 3HAYeHUe
KOTOPOro TO/IbKO NOAAEPXKMBAET MPOLLECC, HO HE BHOCUT CEPbEe3HbIX BAIOXEHUIN Tenaa u He
npoxuraetr usgenne. MoxXHO npejBapuTesbHO MOAOrpeTb MeCcTO CBapku, B C/ay4ae
MCNO/Ib30BaHNS pexunma KHonku TIG-4T. Mo ymonyaHuto npeaBapuTenbHbid Tok [Pr.A]
YCTaHOBJIEH Ha ypoBeHb 20A. [TopaA0K M3MeHeHUs 3HaueHUs 6ol GyHKLUN B TeKyLem
pexwumMe CBapKku cMOTpuTe B M.6.1

4.3 DYHKL, NS TOKA 3ABAPKU KPATEPA

3Ta $yHKUMA HeobxoAMMa ANS yKa3aHUs YPOBHS, 4O KOTOPOro cragaeT ToK fo
OKOHYaHMKM mpouecca cBapku. Heobxoanm Ans nposeeHWs 3aBapki KpaTepa B Ciaydae
NCNoJ/Ib30BaHNSA pexxnma KHonku TIG-4T (npy BTOPOM yAep>aHun KHONKK Ha ropeske). Mo
YMOMHaHMIO TOK 3aBapku KpaTepa YCTaHOBNAEH Ha ypoBeHb 20A. lopajok M3mMeHeHus
3HayeHus 6o GyHKL MM B TEKYLLLEM PeXMMe CBapkn CMOTpUTe B N.6.1
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4.4 DYHKLUNA HAPACTAHNSA CBAPOYHOIO TOKA

3Ta PyHKLMSA KPOME SKOHOMUM pecypca 3/1eKTPOAA U B HEKOTOPOM CTerNeHN caMow
ropesky, Takxe Heobxoguma Ana yAobCTBa MNONb30BAaHWA TOpesikoN. YcTpaHseT
obpa3oBaHMe HaYaIbHOro Pacn/IeckMBaHWS CBAPOYHOM BaHHbI, @ TaKXe 3a YCTaHOBJ/IEHHOE
BpeMs NJ1aBHOro HapacTaHus Toka [t.uP], B cayyae ncnonb3osaHus pexxmma kHonku T1G-2T,
MOXHO TOYHO HaBECTW ropesiky Ha HeOBXOAMMOe MecTO CBapKM, Tak Kak MecTo MogXura
Ay B 0C060 OTBETCTBEHHbBIX M3AENNSX He BCErAa HaxXOAWUTCS B MecTe CBapKW. Takxe C
MOMOLL b0 3TOW HYHKLMN MOXHO NpeABapuUTe/IbHO MPOrpeTh MecTo cBapku. Mo ymonyaHuto
yCTaHoB/IeHO B 3HayeHue “OFF” - oTk/toyeHo. MopsAOK M3MEHeHWs 3HayeHus sitobol
dYHKLMMN B TEKYLLEM peXnMe CBapKun cMOTpuTe B N.6.1

4.5 OYHKL A CNAAAHUSA CBAPOYHOIO TOKA

3Ta ¢yHKUMA HeobxoauMa ANS  yAydlleHUs MpoLecca 3aBapku KpaTepa,
obpasytoLerocs nog AaB/ieHNEM OCHOBHOMO paboyero Toka CBapoYHON Ayru U 3TOT KpaTep
SIBNISIETCS 3apoablleM AedeKTOB CBAPOYHOrO LWBA, YTO CTb KPaHe HEraTUBHbLIM sIBJIEHUEM.
MosToMy, 3a ycCTaHOB/IEHHOe BpPeMs MJIaBHOrO CnajaHus Toka [t.dn] MOXHO 3aBapuTb
obpazoBaBLUyOCS pakoBMHY. [10 yMOAYaHUIO, yCTaHOB/IEHO B 3HaYeHue “"OFF” - oTk/t04eHo.
MopsAAOK M3MEHEHWNS 3HaYeHUs 60N GYHKLMM B TEKYLLEM peXMMe CBapku CMOTpUTE B
n.6.1

4.6 OYHKL A CBAPKN UMNYJIbCHbIM TOKOM

3Ta PyHKLMA NpesgHa3HaveHa Aas 0b1eryeHns KOHTPOJIS CBApOYHOro MpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXEHUAX OT/IMYHBIX OT HUXHEro, a Takxe Mpu CBapke LBETHbIX
mMeTannoB. Bo3gencTBMe  MPOMCXOAMT  HEMOCPeACTBEHHO Ha  MepeMellvBaHue
pacn/iaB/JeHHOro MeTa/l/la LB, @ 3TO B CBOKO ovepesb Ha CTabumabHOCTb GOpPMUpOBaHMS
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 MpUcasouHOM MPOBOJIOKM B CBAPOYHYKO BaHHy. OT
NpaBUAbHOCTU HACTPOMKM 3aBUCUT HOPMA M KauecTBO GOPMUPOBAHUSA LUBA, YTO YMEHbLUAET
BEPOATHOCTb MOSAIB/IEHNS NOP W YMEHbLUAeT 3ePHUCTOCTb CTPYKTYPbI, @ 3TO yBeAn4MBaeT
NMPOYHOCTb CBAPHOIO COEANHEHMS.
Ans peanusaumm 3ToM GyHKLMM B annapaTe Hy>XHO CHayana BKIHOUYUTb PEXUM MyAbCcalnm
Toka [Po.P] — nepesectn u3 coctoaHus “"OFF” B coctosiHme "ON”, a TakxXe 3agaTb YeTbipe
napameTpa: Tok umnyaebca [1.iP], Tok nay3el [I.PS], yactoTy nyascaumnm [Fr.P]n cooTHoweHmne
uMnyabc/naysa (Man «ckBaxHocTby») [dut]. Mo ymonyaHuto yactoTa nyabcauum [Fr.P] u
«CKBaXKHOCTb» [dut] Ha cambIXx pacnpoCTpaHeHHbIX 3HauveHusx 10.0fy u 50%
COOTBETCTBEHHO. [Tpn M3MeHeHWM napameTpa "cKBaXHOCTb" 0T 50%, BHOCUTCA acCMMMeTpUs
MeXAy BpeMeHeM UMMy/bca TOKa U BpemeHeM "naysbl" Toka:
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no yMO/14aHUIO

"ckBaXHoCTh" [dut] = 50% "ckBaXkHocTh" [dut] = 20% "ckBaxHOCTL" [dut] = 70%
LA LA LA|
50% | 50% Igl 80% I_I | I 70% Iil |_
o «©
t,cex t,cex t,cex

JlaHHble napamMeTpbl yCTaHaB/AMBAIOTCA B Pas/IMYHbIX CUTyaLMsAX MO-pasHOMY, COr1acHO
TpeboBaHMsAM cBaplymka. MopsaAok M3MeHeHUs 3HayeHusi A06oM GyHKLMM B Tekyliem
pexuMme CBapku CMOTpUTE B M.6.1

5. MONNYABTOMATUYECKASA CBAPKA (NA «MIG/MAG»)

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

C

MONYABTOMATUYECKAS
TFOPEJIKA

KIEMMA "MACCA"
== M3RENNE

BHumaHue! Tpu cBapke 4épHbIX MeTanNoB B KavecTBe 3alMTHOrO rasa
NPUMEHSIETCA B NPOCTENLWEM Cayyae yraekucabii ras "CO2", a npu cBapke aNlOMUHUS —
TO/IbKO WHepTHble rasbl TMna aproH "Ar", uHorga, reamit "He", kak anbTepHaTuBa ANA
HepXKaBeLW X N BbICOKONErMPOBAHHbIX CTasel YacTO NMPUMEHSIOTCS CMECU B Pas/IUYHbIX
nponopuumax "80%Ar+20%C0O2". cnonb3osaHue Apyrux ra3os — TO/bKO MO COrNacoBaHMIO
C npousBoauTesieM 0bopyA0BaHus.

BHumaHue! Tak kak B anmapate npuvMeHeH CTaHAapTHbIN pasbém KZ-2 Tuna
"EBPO" ans ropesku, To B MOC/IeAYIOLLEM MOXHO NpuUobpecTn ropesiky no CBoemy
YCMOTPEHMUIO.

MopsaAoK NoAFroTOBKM annapaTa k paboTe npu cBapke CM/IOWHOM NPOBO/IOKOM:

- YCT@HOBUTb WMCTOYHMK HA OCHOBAHME MexaHuU3Ma MoAayv MPOBOJNOKW, ANA Jydlen

XeCTKOCTU 06XBaTUTE U 3aTSAHUTE PEMHEM MCTOYHUK WU OCHOBaHWE (Yepe3 OTBepCTUs B
BUAeE Wesen no bokam NCTOYHUKA). PEMeHb NoCTaBAAETCS B KOMMIEKTE;

- NOAKMOUNUTL Kabenb ynpaBaeHus oT 610Kka NoAaum NPOBO/IOKM K pa3beémy 18 Ha 3ajHeMN
NaHes/In UCTOYHUKY;

- BCTaBUTb Kabesb «Macca» B rHE340 UCTOYHMKA B «—»;

npucoeanHUTL Kabenb «Macca» K U3Lenunto;

LTeKep CMI0BOrO Toka 610Kka MoAauM NPOBOJIOKN MPUCOEAUHUTL K THE3AY UCTOYHMKA A

«+»;
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NpUCoeAMHNUTL U MPUKPYTUTL A0 ynopa CBapOYHYl0 MOJyaBTOMaTUYeCKylo FOpesky K
rHe3ay 11 Ha 610Ke nogaym NpoBoOIOKY;

YCTaHOBUTb peAyKTOp Ha ra3oBbiv 6an10H ¢ 3aWMTHbIM rasom "CO2" uam "Ar+CO2";
NOAKJ/IIOYMTb Fa30BbIN WAAHT K peAyKTOpYy rasoBoro 6asi10Ha U WTyLepy 21 Ha 3agHel
naHesu 610ka NoAayn NPoBOIOKK;

OTKPbITb KpaH ra3oBoro 6as110Ha, NPOBEpPUTb FePMETUYHOCTD;

- NOAKNIOUYNTL ceTeBOM Kabesib MCTOYHMKA K CETU NUTaHUS;

KHOMKa/aBTOMaTUYeCKMI BbIK/OYaTe/lb 12 Ha 3ajHel NaHean UCTOYHMKA NepeBecTU B
nonoxexue «BK/1»;

- C MOMOLLbIO KHOMKM 4 YycTaHoBuTe pexum cBapkn [MA  «MIG/MAG» (pexumsl
nepekto4aTCa No Kpyry);

C MOMOLLbIO KHOMOK 2 YCTaHOBUTE HeobX0AMMOe HarpsiXeHne CBapky;

YCTaHOBWTb KaTYLUKY C MPOBOJIOKOW HEODXO4MMOrO AMaMeTP];

NOAHATb BBEPX KOPOMBbIC/I0 MPUXMUMHOIO PONKS;

BECTM CBOOOAHbIV KOHEL, MPOBOJIOKMN Yepe3 BXOZHOM KaHa 1 20 B CBAPOYHYIO rOpesiky;
OMYyCTUTb M 3aXaTb CBAPOYHYIO MPOBOJIOKY MeX/AY POMKaMM, yCUINE MPUXKATUA POMKOB
HanMcaHoO Ha MJACTUKOBOW PyYKe, €C/NN HeT OMbiTa, TO W3HaYa/JbHO YCTAHOBUTb Ha
cpejHee nosoxeHue (Ha NpMMepHoe 3HaveHue 3);

- CNOMOLLbIO KHOMOK 8 YCTaHOBUTbL HEOBXOAMMYI0 CKOPOCTb NOZaun NPOBOJIOKK;

C MOMOLLbIO KHOMKM 7 NPOTSAHYTb NPOBOJIOKY 4Yepe3 BeCb KaHan WM OTperyamposaTb
OKOHYaTeNbHOE YCUMe NPUXaTUA POIMKOB, COF1aCHO PEKOMEHaLMAM No NpoBejeHnto
noslyaBToMaTUyeckon csapku. Mpu 3Tom obpaTuTe ocoboe BHUMaHMWeE Ha ycume 3axaTus
TOPMO3a KaTyLWKM, KaTywka AosxHa 661tb MVHUMAJIBHO-HEOBXOAMMO 3axaTa u
Nlerko  BpallaTbCs, HO CaMOMPOWM3BOJILHOrO pPackpyumMBaHUs 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 HAPYLLUEHWEM MNpOoL,ecca CBapku, MO3TOMY, NOXANYNCTa,
nepenpoBepbTe STOT MOMEHT, Nepe NepBoi 3aNpaBKoM NMPOBOJ/IOKY;

- NpYU HEOBXOAMMOCTH, MOXHO Pery/vMpoBaTb JOMNOJHUTENbHble GYHKLMUM CBApPOYHOro
npouecca Ha UCTOYHMKe 1 bs10Ke NoAayn NPOBOIOKM (MOPSAOK U3MEHEHWNS CMOTpUTE B
n.6.1).

He 3abbiBaliTe 0 nogave 3awuTHoro rasal [as npoBepku ero HaiMumsa B KaHase
ropesikv NpesycMOTpeHa KHOMKa 9, B MOMEHT Ha)aTus KOTOPOW NPOBOJIOKa He NoAaeTcs.
Ecam Bbl HOBMYOK M HeT onbiTa B YCTaHOBKE OMNTUMAJIbHOrO AaB/€HUSA AN CBapKwu
KOHKPETHOro M3Aennsi, TO Ha NepBoe BpeMs JaBJ/ieHMe ra3a MOXHO YCTaHOBUTb Hosblue
ONTUMa/IbHOro 3HayeHus ~o0,2Mla, 370 Mas0 NMoBAMAET Ha Npouecc, Aullb YBEeANYNTCH
pacxoZ 3awuTHoro rasa. Ho B 6yAyliem, AN SKOHOMWMMW, PYKOBOACTBYWTECb OO MMM
peKoMeHAaLMAMU A5 MPOBE/eHUs CBAPOYHbIX paboT nosyaBTomMaTamu. Takxke HauMHanTe
CO CpeAHero 3HayeHWsa CKOPOCTU MOAAYM MNPOBONOKM (~4..6 M/MWH) © cpejHero
HaMps>KeHUs Ha WUCTOYHMKe (~19B) mpu nobom AunameTpe yCTaHOBAEHHOM MPOBOJIOKM
(D0,6...1,2MM), MOXET HE ONTUMA/IbHO, HO annapaT A0/IXeH yXxe BapuTb. YTo 6bl 406UTbCS
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JIydlWero pesysbtaTa, HYXHO peryanMpoBaTb HanpsaXeHue Ha UCTOYHUKE KHOMKaMu 2 U
CKOpPOCTb noAgayvYn MnpoOBOJIOKM KHOMKaMu 8 Ha 6n0ke nogaynm corsnacHo O6LLI,MM
pekomMeHAaunaM No NposejeHNo CBapo4YHOro npouecca rnoJjiyaBToMaTamMu. nOMHMTe, Ana
KaXXA40ro KOHKpeTHOro cayv4as 3T napamMeTpbl pa3Hble.

5.1 LK1 CBAPOYHOI'O NMPOLLECCA - MIG/MAG-2T
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MopsaZoK U3MEHEHWS 3HaYeHNs tobon GyHKLUKN cMOTpUTE B N.6.1

5.1.1 ®YHKLNA KHOMNKWU HA TOPEJIKE - 2T

MpuMeHsieTC MpU CBapke KOPOTKMX W CpeaHel AUHHbI wBoB. PyHKuMS
3aK/04aeTCA B C/eAyioWeM: NPU HaXaTUM KHOMKM Ha ropeske CUrHan ynpas/eHUs
noctynaet B 6,0k ynpaBieHus, oTpabaTbiBaeTca GyHKUUA Npes-npoAyBKU ra3oM 30Hb
cBapku 3a Bpem4 [t.Pr] (oTKpbiBaeTCs knanaH rasa), AaJjiee NoAaeTcs CMrHaa Ha BKAOYeHne
MCTOYHMKA W ABUraTens nogaynm npososiokn. C 3TOro MOMEHTa HauyMHaeTcs npouecc
CBapKW, 0AHOBpPEMEHHO oTpabaTbiBaeTcs GYHKLMSA NAABHOIO BbIXOAA Ha PEXMM CBApPKM 33
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA AOMNOAHUTENbHbIE GYHKLUKM (HanpuMep
MMMNY/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMK/IA CBAPOYHOro npoLecca NpMBeAEHHOro Ha
uuknorpamme n.s.1i. ocae oTnyckaHus KHOMkKM, oTpabaTtbiBaeTcs GyHKUMS MAABHOMO
CnajaHus ToKa M CKOPOCTU MozayM NpoBOJIOKM 33 Bpems [t.dn], 3aTeM WCTOYHMK
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Bblk/toYaeTcs. Janee oTpabaTtbiBaeTcss GyHKLMA NOCAe-NPOAYBKM ra3oM 30Hbl CBApKM 3a
Bpems [t.Po] (c 3aZep>Kon 3aKpbiBaeTCs K/anaH rasa).

5.2 LK1 CBAPOYHOI O NMPOLLECCA - MIG/MAG - 4T
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MopsAoK M3MEHEHNS 3HaYeHNsA 060N GyHKLUKM cMOTpUTe B M.6.1

5.2.1 QYHKLUNA KHONKW HA TOPEJIKE - 4T v anbT.4T
Q) MMPOBOW CTAHAAPT PeXUMa KHOMKW - 4T
6) a/IbTEPHATUBHbIN PEXUM KHOMKM — anbT.4T

MpuMeHsieTcst Npu cBapke AJ/IMHHBIX WBOB. DYHKLUS 3aK/l04aeTCs B CegytoLem:
Mpy NEpBOM HaXaTUW KHOMKM HA TOpesike CUTHan YyhpaBaeHWs nocTynaet B 610K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUS NPes-NpoayBKU ra3oM 30Hbl CBapKW (OTKPbIBAETCS
KnanaH rasa), nocje NepBOro OTMYCKAHWSl KHOMKW MOAAEeTCA CUrHaa Ha BKJOYeHue
MCTOYHMKA W ABuUraTens nogayu nposonoku. C 3TOro MOMeHTa HauuMHaeTcs npolecc
CBapkW, 0iHOBpEMEHHO oTpabaTbiBaeTcs GyHKLMSA NAABHOIO BbIXOAA Ha PEXMM CBapKM 3a
Bpems [t.UP], a Tak xe MoOryT oTpabaTbiBaTbCA AOMOJNHUTENbHbIE PYHKLMM (Hanpumep
VMMY/IbCHBIN PeXuM), BC& 3TO COMIACHO LiMKAA CBAPOYHOrO MpoLecca NpMBeAEHHOMO Ha
unkaorpamme n.5.2. focse BTOPOro HaXaTUA KHOMKW Ha ropesnke, oTpabaTbiBaeTcs
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bYHKLMA NJIABHOMO CNaaHNs HaMPAXEHWs U CKOPOCTU NMOAAYM MPOBOJIOKK 3a Bpems [t.dn],
3aTeM UCTOYHMK BbIK/IlO4aeTCH.

Mocsie BTOPOro oTnyckaHUs KHOMKW oTpabaTbiBaeTcs GyHKL M NOCae-NPOAYBKN
rasoMm 30Hbl CBApKU 3a Bpems [t.Po] (c 3a4ep>KKOoM 3aKpbIBaeTCs K/anaH rasa).

B asibTepHaTUBHOM peXumMe KHOMKW anbT.4T, MponyckaeT BTOPOM TaKT (nepsoe
OTMyCKaHWe KHOMKM), 3TUM 1 OT/In4YaeTCca OT MMPOBOro CcTaHAapTa 4T. MNoACHUM: B AaHHOM
C/lyyae cMcTeMa He x/eT NepBoro OTNyCKaHWUA KHOMKM Ha ropesike, 8 MOMeHTa lbHO nocJie
oTpaboTkm GyHKL MM Npea-NpoAyBKM ra3oM 30Hbl CBapKuM 3a Bpems [t.Pr] HaunHaeT npouecc
noAXura Ayrm — 37O aHa/llorMYHO Kak B pexume kHomku 2T. lNpu 3Tom nocne nepsoro
OTMYCKaHWA, TpoLecc CBapku npogosxaercs 6e3 wu3MeHeHWN. JlaHHBIN  pexXum
npeaocTasasetcs komnaHuer PATON kak 60HYCHbIN, MCNOAb30BaTb KOTOPbIA MOXHO MO
XeNaHuo, Tak Kak oH boJsiee NpuBbIYEH C TOUKM 3peHMs Hosiee 4aCTOro MCMOJ/b30BaHUSA
KAveHTamn pexmma 2T B KJaccMyeckux MojyaBToMaTtax, COOTBeTCTBeHHO 6osee
MHTYUTUBHO MOHSTEH.

5.3 OYHKUNA UHAYKTUBHOCTb

3Ta PyHKUMA HeobxoAMMA AN M3MEHEHMs CKOPOCTM HapacTaHWs Toka npw
M3MEHEHWUM HaMpPsXeHWA Ayrn. B pesynbTaTe yMeHbLIaeTcs pa3bpbi3rmBaHme, HO 3TO Takxe
BAMSeT Ha MNpOLLecC KanisnepeHoca, Y4TO MPUMBOAMUT Ha BbICOKMX 3HAYEHUSIX CTerneHu
MHAYKTUBHOCTU K 3aMeAJsIeHUIO MpoLecca CBapkKM U CU/IbHOMY YMEHbLUEHWUIO 4YacTOTbl
nepeHoca Kanenb. M3meHsAs 3HaueHue 3ToM PyHKLMM, KaXAbIA MOJb30BaTe/lb MOXET
BbIbpaTh A5 cebs onTUMasbHBIN Npouecc cBapku. B OCHOBHOM, MMHMMa/IbHbIE 3HAYEHUS
MPUMEHSIOTCS AN CBapku TOAWMH H6osee 3 MM, @ MakcMMaJsibHble 3HavyeHus anq 6osee
TOHKUX U3AENNN.

Takxe a5 66ICTPOro U3MeHeHWs YPOBHS MHAYKTUBHOCTU HEOOXO0AMMO HaXaTb U B
TeYeHue 1 CeKyHAbl YAEPXUBaATb KHOMKY 4 Ha NepeAHeNn naHean annapaTta, noc/e 4Yero Ha
3KpaHe MosIBUTCS COOTBETCTBYIOLWMIM NapaMeTp, 3Ha4YeHUEe KOTOPOro MOXHO U3MEHUTb C
MOMOLL b0 KHOMOK 2.

Mo ymMon4yaHWio MHAYKTUBHOCTbL ycTaHoBseHa B "OFF”, To ecTb ycTaHOB/IeHa Ha
HysneBol cTyneHu. MopsaaoK U3MeHeHWs 3HaveHUs 60N GYHKLUM B TeKylLeM pexume
CBapku cMOTpuTe B M.6.1.

5.4 OYHKLWSA NPEA-NPO/YBKW 3ALLUTHBIM FA30M

3Ta ¢yHKUMS HeobxoaMMa ANS 3aLMTbl 30HbI CBApKWM OT BPEAHOrO BAUSIHUS
aTMocdepHOro BO3AyXa M 3aKNlOYaeTCsi B NpejBapuUTesIbHOM MPOAYBKe 30Hbl CBapKM
3alMTHBIM Fa3oM Mepej 3aXuraHuem CBapoyHoM Ayru. Mo ymonyaHuio, Bpems npej-
npoAyBKu [t.Pr] ycTaHOBNEHO Ha 3HaYeHMe 0,1 CeK, 3TO 3HaYeHNe MOXHO B 1060 MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHuto. MMopsaaoK M3MeHeHUs 3HadveHus 6o GyHKuUM B
TeKyleM pexume CBapku cmMoTpute B n.6.1. Mcnonb3osaTb NpaBbili MHAMKATOP 6/10Ka
noza4n NpoBOJIOKW.

PATON ProMIG DC MMA/TIG/MIG/MAG -68-



________[PATON

5.5 ®YHKLU A NOCNE-NPOAYBKU 3ALLUTHBLIM FTA30M

3Ta byHKUMSA 3aKNlOYaeTCs B Noc/eytolein NpojyBKe 30Hbl CBapKM 3alyUTHbIM
rasoM rnocse noracaHWsi CBapouHOM Ayru, Tak Kak packajeHHas CBapouHasi BaHHa elyé
HekoTopoe Bpemsi 6oUTCA BpesHOro BAWUsSHWSA aTMochepHoro Bosdyxa. Mo ymonvaHwuio
BpeMs noc/ae-npogyBsku [t.Po] ycTaHOB/NEHO Ha 3Ha4yeHMe 1,5 CeK, 3TO 3HaYeHMe MOXHO B
Ntob0 MOMEHT U3MEHWTb Mo CBOoeMy yCMOTpeHwto. Mopsagok nsmeHeHWs 3HaueHus atoboit
bYyHKUMM B TekylleM pexume CBapku cMoOTpute B M.6.1. MOXHO MCMO/b30BaTb J1eBblii
MHAMKaTOP MCTOYHMKA W NpaBbli MHAMKaTOpP 6s10Ka NoAaum NpoBOIOKM.

5.6 ®YHKL A HAPACTAHUA HANPAXEHNA/CKOPOCTU NO4AYUN B HAYAE
CBAPKUA

31a ¢yHKUMs HeobxoAMMa A/NS MJABHOrO BbIXOAA HA PEXMM CBapky 3a
yCTaHOB/NEHHOe BpeMms [t.UP], 4TO yMeHbLaeT pacn/ieckuBaHWe CBApPOYHOW BaHHbI U
pa3bpbi3rvBaHMe B MOMEHT MOAXMIra, KOrga NpoBOJIOKA €elé XO/0AHas. YBeSUYeHHoe
BPEMSi NJIaBHOrO BbIXOAa NPUMEHSETCA A/IA Ha4aIbHOro GOPMMPOBAHUS BaHHbI.

BHMUMAHME! Yem 6oblue BpemMs HapacTaHUs - TEM MEHbLUE Ha4a lbHbIM NpoBap,
MO3TOMY NPUMEHSIETCS TO/IbKO A5 CPEAHUX W AJIMHHBIX WBOB. [10 3TOM NpUYMHE He HYXXHO
yBesM4MBaThb Bpems Honee 0,1 cek Npu cBapke NpuMxBaTkamMu 1 T.M.

Mo ymonyaHuio Bpems Bbixoga yctaHoBaeHO “"OFF”, To ecTb Bbik/toyeHo. Nopsagok
M3MeHeHNs 3HauYeHus 6ol GYHKL MU B TEKYLLLEM PeXnMe CBapKy CMOTpUTe B M.6.1.

BHUMAHME! lMpu cBapke cTa/sbHOM NMPOBO/IOKON BpeMs HapacTaHus [t.uP] Ha
MCTOYHMKE J,0/1KHO BbITb 160 paBHO, MO0 YyTb MeHbLLE YeM Ha 6710Ke NoZaun MPOBOJIOKY.
Mpu cBapke aNlOMUHMEBOM NPOBOJIOKON BpeMs HapacTaHus [t.UP] Ha CTOYHMKE A0XKHO
6bITb 60/bLIE (+0,2..4+0,5 CEK) YeM Ha H10Ke NoAgaun MPOBOJIOKM.

5.7 PYHKLUUNA CNAAAHUSA HAMPAXXEHUA/CKOPOCTU MOAAYN B KOHLLE CBAPKU

3Ta ¢yHKLMSA NpegHa3HayeHa A/ NAaBHOWM 3aBapku KpaTepa obpasytolierocs B
CBapOYHOM BaHHe NoJ AENCTBMEM 3/1eKTPOMArHUTHOIO AyTbs 3/1€KTPUYECKOW AYron U B
nocaeAytolem ABAAWUMCA UCTOYHUKOM edeKToB CBapo4HOro waa. CUrHaAoM K Havany
paboTbl GYHKL MK ABASETCSH OTNYCKaHUE KHOMKM Ha ropesike B KOHLLe NPOoLLecca CBapKu, Npu
3TOM JBWXeHWe Topenknm HeobxoaMMO nNpekpaTUTb W 3aBapvBaTb CMNAAAOWMUM
HanpsiXXeHWeM AMKY (3TO 1 eCTb KpaTep) B CBAPOYHOM LUBE. 33 peryMpoBaHue NaaBHOCTH
3TOro mpouecca oTBeYaeT BpeMs CrnajaHusa HampsxeHus [t.dn] Kak B UCTOYHMKE, TaK U
BpeMms CnajaHusa CKOPOCTM NoJaym npoBosioku [t.dn] MexaHu3ama nogauu. [as KoppekTHOM
paboTbl 3TW 3HaYEHUS J0/XKHbI COBMaAaThb. Mo yMONYaHMIO 3HaYEHWEe YCTAaHOB/IEHO Ha 0,1
cek, To ecTb HaKTUYECKM B COCTOSIHUW BbIK/OYEHO. ITO 3HAYEHME MOXHO U3MEHSATb MO
CBOEMY YCMOTPEHMIO, MOPSA0K MU3MEHEHUSI CMOTPUTE B 1.6.1.

BHUMAHME! lpu cBapke cTanbHOW npoBo/soKOW Bpemsa cnaga [t.dn] Ha
MCTOYHMKE f,0/1KHO BbITb B0 paBHO, 60 YyTb 6obLIE YeM Ha 610Ke MoZaun NPOBOIOKM.
Mpu cBapke anlOMUHUEBOM NPOBO/IOKON BpeMs cnaAa [t.dn] Ha ucTouHmKe A0/IXKHO BbITh
MeHblLue (-0,3..-0,7 CEK) YeM Ha 610Ke Nozaum NPOBOJIOKM.
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5.8 DYHKL NS BKJIFOYEHUA OTKJAKOYEHUA ABUTATENSA

3Ta gonofHNUTeNbHAA GYHKLUS 415 BO3SMOXHOCTU OTKIOUUTL paboTy ABuraTtess.
OHa MOXeT He MpWUCYTCTBOBaTb B MEHIO, TakK Kak MpU Ha/ivumu cBA3M MexXAy 6i1okamu
ynpaBJ/ieHus, annapaT cam NPUHUMaeT pelleHne O BKAOYEHMU U BbIK/OYEHUN JBUraTens B
KOHKPETHOM peXxume CBapKM.

BHMUMAHME! Ans npaBuibHOW paboTbl NosyaBTOMaTa 3TOT NapameTp J0/KeH
6bITb BCcerga B nosioxeHum «ON».

6. BbIBOP M HACTPOMKA OYHKLINIA AMMAPATA

Ecnn He HaxxMMaTb KHOMKM Ha NepesHen NaHenun, annapaT BbIBOAUT Ha LLPpoBON
WHAMKATOP C JIeBOM CTOPOHbI 3HaYeHMe OCHOBHOMO NapameTpa TeKyLLero pexvma cBapku:
1) B pexxume PZIC "MMA" — cBapOYHbIf TOK;

2) B pexxume APT "TIG” — cBapoUHbIN TOK;
3) B pexxume MNA “MIG/MAG" — cBapo4HOe Hanps>eHwue.

Ha neBom nHgukatope B momeHT cBapku MA "MIG/MAG” nokasbiBaeTcs Tekylyee
3HaYeHMe TOKa, MOJyYMBLIEECs B pe3yabTaTe caefyrowmnx ¢$akTopoB: WUCMOJb3yeMOro
AvameTpa NPOBO/IOKM, YCTAaHOB/NIEHHOrO 3HAYeHWsi HaMpPsXKeHUs Ha  UCTOYHWKe,
YCTaHOBJ/IEHHOM CKOPOCTWN NOAA4M NMPOBO/IOKM HAa MEXaHMU3ME NOAaYK, UCMOb3yemMoro rasa,
mMaTepuana v TOLLMHbI CBapUBAEMOrO U3AEANA U T.4. 3Ha4YeHWe NOoKa3blBaeTCA B TeYeHUM
8 cek nocse OKOHYaHWSI CBApKM — 3TO HYXHO At BO3MOXHOCTU CaMOCTOSTE/IbHOM
neperpoBepKkM 3HaYeHWs ToKa CBapLLMKoM, 6e3 NocTopoHHel nomown. A Ha LndpoBoMm
MHAMKATOpPE C NMPaBoM CTOPOHbI B 3TOM Xe pexume MA “MIG/MAG” BbIBOAUTCS 3HaYeHMe
CKOpPOCTU NOAA4M NPOBOIOKM B "M/MUH".

KHonka 3 Ha nepegHeli naHeAu annapaTa OTBeYaeT 3a BbI6op GyHKL MU MCTOUHNMKS,
B TeKyliem pexume CBapku, a KHOMKa 10 3a Bblbop ¢yHKUMM BaoKa nojgaun B pexume
MIG/MAG.

KHonka 4 Ha nepegHen naHenu annapaTa OTBEYAET 3a BbIOOP pexunma cBapKu.

KHonku 2 Ha nepegHel NaHeNn UCTOYHMKA OTBEYAIOT 33 U3MEHEHME TeKyLLero
3HaYeHUs Ha LMdPOBOM MHAMNKATOPE C IEBOM CTOPOHBI.

KHonku 8 Ha nepeaHen naHesin 610Kka Nogayun 0TBEYALOT 3a M3MeHeHWe Tekylyero
3HaYeHWs Ha LMPPOBOM MHAMKATOPE C MPABOMN CTOPOHbI.

6.1 NEPEK/IOYEHUE HA HEOBXOAUMYIO OYHKLUUIO

Echn B annapaTe ycTaHOBAeHa cCuUCTeMa 3alWMTbl OT HECAHKLMOHMPOBAHHOMO
JA0CTYyNa K MeHo GYHKLWM, TO MPU HaXaTWUM Ha KHOMKY 3 Ha UCTOYHMKE Ha MHAMKAaTOope C/1eBa
He TMPOUCXOAUT HUKAKWUX M3MEHeHUIM, TO ecTb 3Ta KHomka 3abnokupoBaHa. [Jns
pa36/10kMpoBKM HEOBXOAMMO yaepxaTb eé B HaXkaToM cocTosHuM bonee 3,5 cekyHa. Mpu
pa36/10KkMpOBaHMN Ha MHAMKATOP BbIBOAWUTCS M300paXkeHWe OTKPbIBAOLLMXCS 3aMOYKOB,
yKa3biBaloliee O npouecce pa3biokupoBkM MeHoo dyHkuui. Tocne ycnewHoro
pa36/IoOKMPOBAHMS NMPU HaXaTUM KHOMKM 3 Ha LUUPOBOMN AUCMNIEN BbIBOAUTCA Tekyliee
Ha3BaHWe GYHKL UK 1 e€ 3HaYeHMe.
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BHumaHue! [Mocne oTnyckaHWs KHOMKW 3, Yepes 2 CekyH/Abl 3KpaH CHOBa
NepekloUYMTC Ha OCHOBHOM MapameTp TeKyllero pexuma csapku. [Moka aucnnen
nokasblBaeT TeKylLyto GYHKLMIO, e€ 3HaUeHMe MOXHO U3MEHUTb B 6O/IbLLYIO UM MeHbLLYIO
CTOPOHY, C MOMOLLbIO KHOMOK 2. JIN60 Npu 66ICTPOM HaxaTM U OTMYCKaHUN KHOMKK 3 MOXHO
nepeklo4aTbCs Ha CiegytoLyto GyHKLUIO, MO Kpyry.

BHumaHue! Ecin yaepxmBaTb KHOMKy 3 6osiblue 10 cek, TO Ha Tabao nosiBUTCS
0obpaTHbIN OTCYET 333...222...111..., HYXXHO OTMYCTUTb KHOMKY A0 UCTEYEHUS 3TO BPEMEHMH,
uTO6bl He COpPOCUTL BCE HACTPOMKWM AAHHOMO peXuMa K CTaHAapTHbIM 3aBOACKUM. Ty
3agauy bysem paccmaTpuBaTh B 11.6.3.

AHaNoOrMyHo, MNpU HaxaTUM KHOMKM 10 Ha UMPPOBOM WMHAMKATOP CripaBsa
BbIBOANTCS rpadumyeckoe HazBaHue Tekylen GyHKLMM 610Ka Nogayum NpoBOJIOKK, a Cpasy
noc/ae OTNyCcKaHWs, B TEYEHUWN 2 CeKYHZ, NOKa3blBaeTCs TeKyllee 3HaYeHWe 3TOM GYHKLUM.
C nomolLLblo KHOMOK 8 MOXHO ero 3Ha4eHWe MOXHO U3MeHUTb B MeHblUylo Uan 6obLyio
CTOPOHY.

Ecin meHio 3abi10kmMpoBaHo, Kak U B Clyyae ¢ MeHI0 yHKLUIA Ha UCTOYHUKE -
A0CTaTOYHO yAepXaTb 3Ty KHomKy bosee 3,5 cek

6.2 MEPEK/IIOYEHME HA HEOBXO AUMbIV PEXXMM CBAPKM
HaxaTue Ha KHOMKY 4 NPUBOAMUT K NEPEKIIOYEHMIO Ha CIeAYIOLLMIM PEXMM CBApPKU
Mo Kpyry, 3TO BUAHO Ha AUCMJee 1 Ha NepeAHel NaHe u.

6.3 CBPOC HACTPOEK BCEX d)YHKLLI/Iﬁ TEKYLLEFO PEJXXMUMA CBAPKU

MoryT npoucxoauTb CUTyaL MK, KOFAa HaCTPOWKM B anmnapaTe HECKOJIbKO 3anyTasam
nosb3osaTtensi. [na Toro 4Tobbl COPOCUTL WX 3HAYEHUS K CTAHAAPTHBIM 3aBOACKMM,
HeobXxoAMMO MPUMEHSITb Ty Xe KHOMKY 3 KOTopas WMCMoJ/ib3yeTcs A BXOAa B MEHHO
dyHkumn. Ana cbpoca HaCcTpPoeK J0CTAaTOYHO YA EPXMBATb HEMPEPbLIBHO KHOMKY 3 6osblue
10 cek (He obpaLLaTb BHUMaHWe Ha M306paxkeHne 3aMoukoB). Ha Taba10 HauHeTcs 06paTHbIN
OTCYeT 333...222...111 U NpU AOCTUXKEHUM "000" BCE HACTPOMKM TEKYLLErO peXuma CBapKu
6yayT obHoBneHbl Ha 3aBogckue. CHpOC MapaMeTpoB A/ KaXAOro pexuma CBapKu
Aenaetca oTAenbHo! 3To caenaHo A/A noBblleHMs yaobcTBa — 4YTOObI C/y4yaliHO He
cObpocuTb MHAUBUAYA/IbHbIE HACTPOMKM B APYrUX ABYX PEXMMAX.

AHaNoOrMyHo MOXHO cHpoCUTb napameTpbl Ha 6J/i0Kke MNoAayYn MPOBOJIOKU C
MOMOLLLbO KHOMKMW 10.

6.4 U3SMEHEHUE HOMEPA NPOIrPAMMbBI B TEKYLLLEM PEDXKXUME CBAPKW

B «kaxgom pexume ceapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
MO/Ib30BATE/MO COXPaHATb A0 16 pPas3/IMyHbIX BApWMaHTOB HACTpoek. TeKywwui Homep
HaCTPOMKM (MPOrpamMMmbl) BbIBOAUTCS B BEPXHEM MPABOM Yr/ly MHAMKATOPa HaxoAsL,erocs
Ha nepegHeN MNaHe/M WUCTOYHMKA. B MOMEHT nepBoro BkJ/OYEHMs annapaTa Bcerga
oTobpaxaeTcs nporpamMma nog N2i Ans KaxAoro pexvMa cBapku. Bce uameHeHus B
HacTpolrke annapata B JAaHHOM pexuMme CBapkm M TeKylemM HOMepe MporpaMmbl
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coxpaHsaTcA. YTobbl NepeiTn Ha Apyrov HoMep NMPOrpaMMbl U HavaTb HACTPOMKY CHOBA C
6a30BbIX NapaMeTpPOB, JOCTATOYHO HaXaTb Ha KHOMKY 3 W eC/IM MeHio Bbibopa ¢yHKLMIA
3ab10KMpoBaHoO, Torga Ha MHAMKATOP BbIBOAMTCS TEKYLW WA HOMEp NPOrpaMmbl, KOTOPbIN
MOXHO C MOMOLLbIO KHOMOK 2 U3MeHUTb B DOJbLUYIO MAN MeHbLUY CTOPOHY. Ecan meHto
Bblbopa ¢yHKUMM He 3abNoKMpOBAHO, Hampumep: MoJb30BaTe/b Kak pa3 nepej 3TUM
M3MeHsN AOMOMHWUTE IbHbIe napaMeTpbl QYHKUWMIA OMNMCaHHble B N.6.1, TO HeobxoAMMO
3ab/10kMpoBaTb MeHIo Bbibopa GYHKLMIN C MOMOLLBIO YAepXaHus KHoMKK 3 Bonee 3,5 cek,
TOYHO TaK Xe KaK v Npu pasb/10kMpoBaHMK, MPU 3TOM Ha MHAKMKaTope ByayT oTobpaxaTbcs
3aKpbIBalOLLMECS 3aMOYKM, MO OKOHYaAHMM 3TOM onepauum MeHio BygeT 3a610KMpoOBaHO U
Tenepb MOXHO CHOB@ MOBTOPUTb MOMbITKY M3MEHEHWS1 HOMEepa MPOrpaMMbl C NMOMOLLbIO
KHOMKw 3. [pn 3TOM BCe NapameTpbl NpeablgyLier NporpaMmmbl OyAyT COXpaHeHbl U K Hel
BCersa MOXHO BEPHYTbCS CHOBA.

7. OBLLMIM CNUCOK U NOCNEAOBATE/IBHOCTb GYHKL NI
Pe>xxum csapku PAC «MMA»
0) [-1-] - ocHoBHOW oTo6paxaembit napameTp TOK = goA (no ymos4aHuto)
a) 8 ... 160A (war nsmeHeHus 1A) ans ProMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ana ProMIG-200
B) 12 ... 250A (war n3meHeHus 1A) gna ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
4) 14 ... 350A (war nsmeHeHusd 1A) gna ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nsameHenus 1A) ansa ProMIG-630
1) [H.St] cuna «"opayero ctapTa» = 40% (MO yMOAYaHMIO)
a) o[OFF] ... 200% (war nameHeHns 5%)
2) [t.HS] Bpems «["opsayero ctapta» = 0,3 cek (M0 yMOA4aHMIO)
a) 0,1...1,0 ceK (LWar NIMEHEHMSA 0,1 CeK)
3) [Ar.F] cuna «®opcaxa gyrun» = 40% (no yMoa4aHuo)
a) o[OFF] ... 200% (war nameHeHus 5%)
4) [u.AF] ypoBeHb cpabaTtbiBaHus «Popcaxa gyrm» = 12V (Mo yMoa4aHumio)
a) 9 ... 18V (war nameHeHus 1V)
5) [BAH] Hak/10H BOAIbTaMNepHOM XapakTepUCTUKK = 1,4V/A (N0 ymMon4aHumIo)
a) 0,2 ... 1,8V/A (war nameHeHuns o,4V/A)
6) [Sh.A] cBapka Ha kopoTkoW gyre = OFF (no ymos4aHuio)
a) ON — Bk/itoyeHo
6) OFF — BblkAtOYEHO
7) [BSn] 610k cHMxeHUs HanpsxeHus = OFF (no ymonyaHuio)
a) ON — BksitoyeHo
6) OFF — BblkAtOYeHO
8) [Po.P] pexwum nynbcauuin Toka = OFF (no ymonyaHuto)
a) ON — Bk/s1toyeHo
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6) OFF — BblkAtOYeHO
9) [l.iP] Tok umnyabca = oA (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) ans ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
4) 14 ... 350A (war nameHeHus 1A) ans ProMIG-350
e) 16 ... 50OA (war nsameHenus 1A) ans ProMIG-500
%) 18 ... 630A (war nsmeHenus 1A) ans ProMIG-630
10) [I.PS] Tok nay3bl = 90A (no ymoa4yaHuio)
a) 8 ... 160A (war nameHeHus 1A) ans ProMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHus 1A) gna ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
4) 14 ... 350A (war nsmeHeHus 1A) aaa ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nameHenus 1A) ans ProMIG-630
11) YacTOTa Ny/bCaLMii ToKa = 5,0l L (N0 YMOYaHWIO)
a) 0,2 ... 500 'L, (AMHAMMYECKMM Wwar u3aMeHeHns 0,1y, ... 11L)
12) [dut] cooTHOLWeHNe uMnyabc/naysa (basaHc) — 3To NPOLEeHT UMMY/IbCa TOKa K Nepuoay
CN1e;0BaHNSA STUX UMMNYAbCOB = 50% (N0 YMOYaHUIO)
a) 20 ... 80% (war nsameHeHus 5%)

Pexwum ceapku APT «TIG»
0) [-2-] ocHoBHOM oTObpaxaembi napameTp TOK = 100A (Mo ymMoa4aHuio)

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

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

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

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

A) 14 ... 350A (war nsmeHeHus 1A) aas ProMIG-350

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

%) 18 ... 630A (war nameHeHus 1A) ans ProMIG-630
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoi4aHuio)

a) [LIFT] — koHTaKTHbIN pexum nogxura TIG-LIFT

6) [2T] — 6€CKOHTAKTHBIV PEXMM NOAXMIa, pexum kHonkn TIG-2T. Mpu
MOAK/IOYEHNN KO BHELLHEMY OCLUANSTOPY.

B) [4T] — 6eCKOHTaKTHbIN peXuM NoAXMra, pexum kHonku TIG-4T. Mpwn
MOAK/IOYEHUN KO BHELLHEMY OCLUANSTOPY.
2) [Pr.A] npegBapuTesibHbIN TOK (4eXypHas ayra) = 15A (Mo ymoauaHuio). MicnonbsyeTcs
TOJIbKO A/151 P@XUMOB KHOMKK 2T 1 4T.

a) 8 ... ;oA (war nameHeHus 1A) ansa ProMIG-160
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6) 10 ... 50A (war nsmeHeHusa 1A) ana ProMIG-200
B) 12 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-250
r)12 ... 50A (war nsmeHenus 1A) ansa ProMIG-270
A) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350
e) 16 ... 50A (war nameHeHus 1A) ana ProMIG-5o0
%) 18 ... 5OA (war n3meHeHus 1A) ana ProMIG-630

3) [Po.A] Tok 3aBapku kpaTepa = 15A (No yMon4aHuto). icnoab3yeTca ToAbKO And

pexnmoB kHonku 2T n 4T.
a) 8 ... ;oA (war nsmeHeHnus 1A) ansa ProMIG-160

6) 10 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-200
B) 12 ... 5OA (war nsmeHenus 1A) ana ProMIG-250
r)12 ... 50A (war nsameHenus 1A) ansa ProMIG-270
4) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350
e) 16 ... 50A (war n3meHeHus 1A) ana ProMIG-500
%) 18 ... 5OA (war n3meHeHus 1A) ana ProMIG-630

4) [t.uP] BpeMsa HapacTaHusA Toka = 0,3 (N0 YMONYaHMIO)
a) 0,1... 15,0 ceK (War U3MeHeHUs 0,1 CeK)
5) [t.dn] Bpems cnagaHus Toka = 0,3 (N0 YMOo4aHu1Io)
a) 0,1... 15,0 ceK (War U3MeHeHUs 0,1 CeK)
6) [Po.P] pexum nynbcaymii Toka = OFF (no ymonyaHuio)
a) ON — Bk/itoyeHo
6) OFF — BblkAtO4YEHO
7) [1.iP] Tok umnyabca = 100A (N0 yMOA4aHMIO)
a) 8 ... 160A (war nsmeHeHus 1A) ans ProMIG-160

6) 10 ... 200A (war nsmeHeHus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHunsd 1A) gna ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
A) 14 ... 350A (war nsmeHeHus 1A) gas ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nameHenus 1A) ans ProMIG-630

8) [I.PS] Tok nay3bl = 100A (N0 YyMOAYaHMIO)
a) 8 ... 160A (war nsmeHeHus 1A) ans ProMIG-160

6) 10 ..

B) 12

ryaz..

. 200A (war nameHenus 1A) gnsa ProMIG-200
. 250A (war nameHeHus 1A) ana ProMIG-250
. 270A (war nameHenus 1A) gnsa ProMIG-270

4) 14 ... 350A (war nsmeHeHus 1A) gns ProMIG-350
e) 16 ... 500A (war nsameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nsmeHenus 1A) ansa ProMIG-630
9) [Fr.P] yacToTa nysibcaymi Toka = 10,0 'L, (MO yMOAYaHWMIO)
a) 0,2 ... 500 'y (4MHaMMYeCKMI Wwar nsmeHeHms o,1 'y...1y)
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10) [dut] cooTHOWEHWe uMnyabc/naysa (banaHc) — 3To NPOLEHT UMMY/IbCa TOKa K Nepuoay
CcNej0BaHNA 3TUX UMNYAbCOB = 50% (MO YMO/I4aHWIO)
a) 20 ... 80% (war nsameHeHus 5%)

Pe>xxum csapku NA «MIG/MAG»
Ha neBom MHAMKaTOpPE NCTOYHMKA:
0) [-3-] ocHoBHOM 0TO6p. NnapameTp HAMPAXEHWE = 19,0V (no ymonyaHuio)
a) 12 ... 24,0V (war nsmeHenus o,1V) ana ProMIG-160
6) 12 ... 26,0V (war nameHeHus o,1V) ana ProMIG-200
B) 12 ... 28,0V (war nsmeHeHus 0,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ana ProMIG-270
4) 12 ...32,0V (war nsmeHeHnd 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
1) [But] pexxum kHonku Ha ropeske = [2T] (No ymoi4aHuIo)
a) [2T] — pexwnm KHoNKKM Ha ropeske 2T
6) [4T] — CTaHAAPTHbIN PeXUM KHOMKM Ha ropesnke 4T
B) [a/1bT.4T] — aNbTepHATMBHbIN PEXUM KHOMKW Ha ropesike 4T
2) [Ind] nHayKkTMBHOCTL = OFF (N0 yMO/14aHuIo)
a) o [OFF] ... 6 cTyneHeM (iar M3MeHeHUs 1 CTyreHb)
3) [t.Pr] Bpems npea-npoAyBKM 3aLLMTHBLIM Fa30M = 0,1 CeK (M0 YMOJ4aHMIO)
a) 0,1... 25,0 CeK (LWar U3MeHeHu1s 0,1 cek)
4) [t.Po] Bpemsa nocne-npoayBKM 3aLMTHBIM Fa30M = 1,5 ceK (N0 YMO4YaHMIO)
a) 0,1... 25,0 ceK (LWar U3MeHeHus 0,1 cek)
5) [t.uP] Bpemsa HapacTaHua HanpsxeHusa = OFF (no ymonuaxuio)
a) o [OFF] ... 5,0 cex (war n3meHeHus 0,1 ceK)
6) [t.dn] Bpemsa cnasaHusa HaNpsaXeHUs = 0,1 cek (Mo YMOAYaHMIo)
a) 0,1... 5,0 cek (Luar N3MeHeHUs 0,1 Cek)

Ha npaBoM nHAMKaTOpe MexaHM3Ma NoAayuun NPoOBOJIOKM:
0) [-1-] ocHoBHOM 0TO6p. napameTp CKOPOCTb nogauu = 7,0 M/MUH (N0 yMOIYaHMI0)
a) 2,0 ... 16,0 M/MVH (LL1ar N3MEHEHMUS 0,1 M/MUH)
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoa4aHuIo)
a) [2T] — pexwnm KHONKM Ha ropeske 2T
6) [4T]— cTaHAAPTHbIN PeXXUM KHOMKM Ha ropeske 4T
B) [a/1bT.4T] — a/lbTEPHATMBHBIN PeXUM KHOMKM Ha ropesike 4T
2) [Dru] BkA/BbIKA. ABUraTens nogayn npososaokn = ON (Mo ymoayaHmio)
a) ON — Bk/itoueH (Npy HaANYMK CBA3M, annapaT Cam BK/IOYaET B pexunme
MIG/MAG)
6) OFF — BbIk/tOYeH (MpW HaIM4MKM CBSI3W, annapaT caM BbIK/IOYaEeT B peXxume
MMA un TIG)
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3) [t.Pr] Bpems npea-npoAyBKM 3aLWMTHBLIM Fa30M = 0,3 cekK (M0 yMO4aHMIO)
a) 0,1... 25,0 ceK (Lar USMeHeHMs 0,1 Cek)
4) [t.Po] BpemMsa noc/sie-NpoayBKM 3aLWMTHBIM Fa30M = 1,5 ceK (N0 YMONYaHMIo)
a) 0,1... 25,0 ceK (Lar USMeHeHs 0,1 Ccek)
5) [t.uP] Bpem# HapacTaHms CKOPOCTM NOAa4M NPOBOJIOKM = 0,1 CeK (N0 YMOIYaHUIO)
a) o [OFF] ... 5,0 cek (war nsmeHeHus 0,1 ceK)
6) [t.dn] Bpema cnagaHuns ckopocTy nogaum npoBosiokn = OFF (mo ymonyaHuio)
a) o [OFF] ... 5,0 cek (lwar U3MeHeHWs 0,1 CeK)

8. PEXXM PABOTbI OT FTEHEPATOPA
MCcTOYHMK NUTaHMS NpUroAeH Ans paboTbl OT reHepaTopa Npu yC/10BUM:

o s YcTaHoB/IeHHOEe MNpu paboTe gnameTpom MwuHumanbHas
—— 3HaYeHMe ToKa MPOBOJIOKU MOLLHOCTb
npy MMA N TIG npy MIG/IMAG reHepartopa
[7p) He 6onee 80A He 6onee Jo,6MM 3,0 KBA
a3 He 60s1ee 120A He 6os1ee Jo,8MM 4,5 KBA
[7)A He 6onee 160A He 6osiee J1,0MM 6,0 KBA
s He 6os1ee 200A He 6osiee J1,0MM 7,7 KBA
@6 nerkon. He 6osiee 250A He 6osiee J1,2MM 10 KBA
@6 nerkona. He 6osiee 270A He 6osiee J1,2MM 12,0 KBA
26 He 60s1ee 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

Ans 6e30TKasHoM paboTbl! BbixogHoe MexdasHoe HanpsikeHNe reHepaTopa He A40/KHO
BbIXOAMWTb 33 JOMYCTUMbIE Npejebl:

-160-260V (ana moagenent ProMIG-160/200/250);

- 320-440V ans Bcex Tpex das (a9 mogenen ProMIG-270/350/500/630).

9. ¥YXOA4 U TEXHNYECKOE OBCNY>XUBAHUE

BHumaHue! [lepes TeMm, Kak OTKpbITb anmnapaTt, HEOHXOAMMO BBIK/IOYUTL €ro,
OTK/IIOUUTL CceTeBOW wWTekep. JlaTb BO3MOXHOCTb Pa3pAAUTLCA BHYTPEHHUM Lensm
annapara (NpYMEpPHO 5 MMH) U TOJIbKO NOC/Ie 3TOMO NPOU3BOAUTL OCTasIbHble AencTBus. Mpu
yX0Ze YCTaHOBUTb TabnMuKy, 3anpeLLatoLyto NpoU3BOAUT b BKIOYEHUE.

Ans Toro, uTobbl COXpaHMTb annapaT paboToCnoCobHbIM Ha MHOrMe oAb,
HeobxoauMo cobtoaaTh HECKONBKO NPaBu:
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- NMPOM3BOAUTb MHCMEKLMIO MO TexHuKke 6e30MacHOCTM B 33/aHHble UHTEpBasbl BpeMeHu
(cm. Pasgen ,YkasaHusa no TexHuke 6esonacHocTn”);

- NPU MHTEHCMBHOM MCNOJ/Ib30BaHWWN, PeKOMeHAyeM pa3 B Nojaroja npojysBaTb annapar
CyXMM CkaTbiM BO3AyXOoM. BHumaHwue! MpogyBka CO CAMLIKOM KOPOTKOrO pPacCTOAHWUSA
MOXeT NPUBECTM K NOBPEXAEHMNIO 371€KTPOHHbIX KOMMOHEHTOB;

- Npu 60/1bLIOM CKOMJIEHWM NIV NPOYNCTUTD KaHa/lbl CUCTEMbI OXIAXKAEHNS BPYUHYIO.

10. MPABUJIA XPAHEHUNA

3aKOHCEPBMPOBAHHbIN 1 YNaKOBaHHbIA MCTOYHUK XPAaHWUTb B YCJI0BUSAX XPAHEHWS 4
no FOCT 15150-69 CpOKOM A0 5 fieT.
PackoHCepBMPOBaHHbBIM  WCTOYHWMK JAOJIKEH XPaHWUTbCS B CYXWX 3aKPbITbIX

MOMELLEHNAX NpU TemnepaType Bo3jyxa He Huxe niatoc 5 °C. B nomeweHunsax He J0/1KHO

6bITb MAPOB KMCNOT U A PYTrUX aKTUBHbBIX BELLLECTB.

11. TPAHCNIOPTUPOBAHUE

YNaKkoBaHHbIM UCTOYHMK MOXET TPAHCMOPTUPOBATLCSA BCEMU BUAAMMU TPAHCMOPTA,
obecneynBaloL MMM €ro COXPaHHOCTb C cob oA eHnem NpaBui NepeBo3okK, YCTaHOBNEHHBbIX
ANS TpaHCnopTa AaHHOro BUAa.

12. KOMMJIEKT MOCTABKHA

1. WCTOYHWMK MUTaHWMS CBapOYHOM Ayru C ceTeBbIM Kabenem —1WT;

2. Bnok nogaum npososioku —1wT;

3. OupmeHHbIn roppokopod PATON —1WT;

4. Kabenb c anektpogogepxatenem ABICOR BINZEL —1uwT;

5. Kabesb cBapouHbIi ¢ kiemmoi «macca» ABICOR BINZEL —1wT;

6. BbICTPOCHEMHbIV MHEBMOPa3bEM —1WT;

7. WHcTpykuma no akcnayaTauum —1wT;
Ana modeneli ProMIG-160-15-2/200-15-2/250-15-2/270-15-2:

- lopenka nonyasTomatunyeckasa ABICOR BINZEL —1uwT;

- Ponvkn gnsa cnnowHol nposonoku (0,6-0,8; 1,0-1,2) — 2 KOMI;

- PemeHb ans kpensieHms UCToYHMKA K 610Ky nogaum —1uwT;
Ana modenel ProMIG-250-15-4/270-15-4/350-15-4:

- lopenka nonyasTomatunyeckasa ABICOR BINZEL —1uwT;

- Ponvku ans cnnowHol nposoaoku (0,8-1,0; 1,2-1,6) — 2 KOMM;

- Ponvku ans antomMrHneBom npoBosioku (0,8-1,0) — 1 KOMI;

- PemeHb a5 KpenieHus NCTOYHMKA K 610Ky nogauuv —1WT;
Ans modeneli ProMIG-500-15-4/630-15-4:

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

- Ponvkn ans antoMrvHneBom npoBooku (0,8-1,0) — 1 KOMM.
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13.NMPABWUJIA TEXHUKWN BE3OMNACHOCTU
OBLME NOJIOXXEHUSA

CBapoYHbIii annapaT M3roToB/IeH B COOTBETCTBUM C TEXHUYECKUMU CTaHZapTaMu u
yCTaHOBJ/IEHHBIMUW MpaBUAaMu TexHUKKM 6esonacHocTU. TeM He MeHee NpU HenpaBUbHOM
obpall,eHn BO3HMKaeT ONacHOCTb:
- TpaBMWUpOBaHUA 06CNyXMBalOLLEro NepcoHana uau TpeTbero AnLa;
- NpUYMHeHus yuepba camoMy annapaTy WivM MaTepuasibHbIM LLeHHOCTAM NPeAnpUATUS;
- HapyuweHwus a¢pdekTMBHOro paboyero npouecca.

Bce nua, KoTopble CBA3aHbI C BBOAOM B 3KCMAyaTaL Mo, ynpaBieHUeM, YXO40M n
TexXxHn4eCKnm O6CJ1y>Kl/IBaHVIeM annapaTta A0/IXKHbl:
- NPOWTM COOTBETCTBYIOLLYIO aTTeCTaLmio;
- 061ajaTb 3HAHUAMM MO CBApKE;
- B TOYHOCTU c06/1104aThb AaHHYIO UHCTPYKLMIO.

HewncnpaBHoOCTH, KOTOpble MOryT CHU3UTL 6@30MacHOCTb, AO/MKHBI BbITb CPOYHO
yCTpaHeHbl.

OBA3AHHOCTU NOJIb3OBATE/IA
Monb3oBaTenb 06s3yeTcs gonyckaTb K paboTam Ha CBapoOYHOM annapaTte TOJ/IbKO

L, KoTopble:

- 03HaKOMU/INCb C OCHOBHbIMM MPaBU/IaMU TEXHUKM Be30MacHOCTH, npowwn obyyeHune no
MCMOJIb30BaHMIO CBAPOYHbIM 060pyA0BaHUEM;

- npounTanu pasgen «lpasuia TeXHUKKM 6€30MaCHOCTU» 1 yKa3aHWsA 0 HeO6X0AMMbIX Mepax
MpesoCTOPOXHOCTY, NMPUBOAMMbIE B aHHOM PYKOBOACTBE, Y MOATBEPAUTb 3TO CBOEN
noAnuceHo.

JIMYHOE 3ALLMTHOE OCHALLEHUNE
[ns nnyHoM 3awmThl cobatoganTe ciesytolme npaBuna:

- HOCWUTb NPOYHYI0 0BYBb, COXPAHAIOWYIO W30/AMUPYIOLLME CBOMCTBA, B TOM YWUC/Ie U BO
BNIAXHbIX YCNOBUAX;

- 3aWuLLaTb PYKWU U30/IMPYIOLLUMM NepYaTKaMuy;

- r1a3a 3aWMaTh 3alMTHON MACKOM C OTBEYAIOLWL MM CTaHAapTaM TeXHUKKU Be3onacHoCTH
bUNBTPOM NPOTMB YAbTPadMONETOBOIO U3NYYEHUS;

- MCNO/NIb30BaTh TOJIbKO COOTBETCTBYHOLL YO TPYAHO BOCM/IAMEHSIIOLLYIOCS OZEXAY.

OMACHOCTb BPE/HbIX FA30B U UCMTAPEHNI

- BO3HMKLUMM AbIM U BpeAHble Fasbl y4aanTb U3 paboyeit 30HbI creynanbHbIMU CPeACTBaMY;
- obecneunTb J0OCTATOUHbIN MPUTOK CBEXErO BO3AYX3;

- Mapbl pacTBOpUTE/IEN He A4,0/1KHbI MONaAaTh B 30HY U3/TyYeHUsi CBAPOYHOMN AYTrW.

ONACHOCTb BbIJIETA UCKP
- BOCMAaMeHsoLnecs npeAmeTbl y4aaunTb n3 pabouen 30Hbl;
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- He AO0MyCKaloTCA CBapOYHble paboTbl Ha EMKOCTAX, B KOTOPbIX XPAHATCS UAN XPaHWUANCH
rasbl, roptouyee, HedpTenpoAykTbl. BoO3MOXHa OMAacHOCTb B3pbiBa OCTAaTKOB 3TUX
NpPOAYKTOB;

- B MOXapoOomnacHbIX W B3PbIBOOMACHbLIX MOMeLLeHNsax cobsohaTe ocobble npasusia, B
COOTBETCTBUM C HALLMOHA/IbHBIMU U MEXAYHAPOAHBbIMW HOPMaMMU.

OMACHOCTb CETEBOIO U CBAPOYHOI'O TOKA

- NopaxeHwune 3/1IeKTPpU4YeCKMM TOKOM MOXeT 6bITb CMepTe/ibHbIM;

CO3JaHHblé BbICOKMM TOKOM MarHutHbleé NOJAA MOTyT OKa3biBaTb OTpULaTe/IbHOE
BO34encTeune Ha paboTocnocobHoCTb anekTponpubopos (Hanpumep,
KapANOCTUMYASTOP). Jnua, HocAwMe Takme npubopbl, AOJIXKHBI MOCOBETOBATHCH C
BpayoMm, npexae yem npubanxatbcs K paboyein cBapoUYHON NIOLWAAKE;

CBapOYHbI Kabenb fJo/KeH 6biTb MPOYHBIM, HEMOBPEXAEHHLIM W W30JMPOBAHHBLIM.
OcnabnieHHble COEAMHEHWUS U MOBPEXAEHHLIM Kabenb HYXHO He3aMeaIMTeNbHO
3ameHuTb. CeTeBble Kabesn 1 kabesn cBapoYHOro anmnapata AOJ/KHbI CUCTEMATUYECKM
NPOBEPATHLCA CNELUATUCTOM SNEKTPUKOM Ha UCMPABHOCTb U30AALUY;

BO BpeMsl UCMO/Ib30BaHMA 3aMpeLL,aeTcs CHUMAaTb BHELLHUI KOXYX annapara.

HE®OPMAJIbHbIE MEPbI MPEAOCTOPO>XXHOCTU

- WHCTPYKLMIO NOCTOSIHHO XpaHUTb B6/1M3K MecTa NpYMEeHEeHUsi CBAPOYHOro annapars;

- AOMOJIHUTENBHO K MHCTPYKLUUM cobatogaTb AeicTBytolme oblime n MeCTHble npaBuia
TEXHUKM 6E30MacHOCTU 1 SKONIOTUW;

- BCe yKa3aHMWs Ha CBapOYHOM annapaTte CoAepxaTb B YATAEMOM COCTOSHUMU.

BAY>XXAAKLWME CBAPOYHBIE TOKU

- C/IeAUTb 3a TeM, YTobbI kieMMa kabenst Macchl Bblia MPOYHO NPUCOeAMHEHA K 134 eNnto;

- MO BO3MOXHOCTM He YCTaHaBAMBaTb CBAPOYHbIM annapaT HEMoCpesCTBEHHO Ha
3/1eKTPONpOBOAHOE NOKpbITUE Nona uan paboyero cTosa, UCMNOAb30BaTb U30MPYIOLLMe
NpoKaajKu.

MEPbI NMPEAOCTOPO>XHOCTU B OBbIYHbIX YC/IOBUAX

MWHUMYM OAMH pa3 B Hejenlo MPOBEpSTb anmnapaT Ha BHELWHWe MOoBpexXAeHuUs W
dYHKLMOHMPOBaHWE NpesoXpaHUTENbHbIX YCTPOMCTB.
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MpuHLMNManbHan sneKTpuyeckas cxema
ncrouHuka PATON ProMIG-160/200/250 DC MMA/TIG/MIG/MAG
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MpuHLMAManbHas 3n1eKTpuyeckas cxema
ncroyHuka PATON ProMIG-270-400V/350-400V DC MMA/TIG/MIG/MAG
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MpUHUUNManbHas 3neKTpUyeckas cxema BHyTpeHHero 610ka
PATON ProMIG-500-400V [630-400V DC MMA/TIG/MIG/MAG
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14. TAPAHTUMHBIE OBSA3ATE/IbCTBA

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

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

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

2roga
ProMIG-630-400V

OCHOBHOW rapaHTUIMHBIN NepUos UCHUCAAETCH CO AHSA NPOAAXM UHBEPTOPHOMO
060opys0BaHNA KOHEYHOMY MOKyMaTesto.

B TeueHne ocHOBHOro rapaHTUHOro nepuoAa npogasel, obsisyercs, becniaTtHo
AN BAajenblia MHBepTopHoro obopygoaHus PATON:
- NpOU3BeCTN AMArHOCTUKY U BbIIBUTb NPUUYNHY NONOMKM;
- obecneynTb HEOHXOANMBIMU /15 BbINOJAHEHUS PEMOHTA Y3/1aMU U 3/1eMeHTaMK;
- npoBecTu paboTbl N0 3aMeHe BblLLEALLNX U3 CTPOS 3/IEMEHTOB U Y3/10B;
- MpOBECTU TECTUPOBaHUE OTPEMOHTMPOBAHHOIO 060pPYA0BaHMS.

OcHoBHble rapaHTUIMHble 065i3aTeIbCTBa He pacnpoCTpaHsoTCs Ha obopygoBaHMe:
- C MeXaHUYeCKMMM NoBPeXAeHNSMU, MOBAUABLUMMUK Ha paboTocnocobHocTb annapata
(aedopmaums kopryca U AeTanen B CAeACTBUM NajeHWe C BbICOTbl MAW MajeHus Ha
obopysoBaHMe TAXENLIX NPeAMeTOB, BbiNaZeHne KHOMOK U pa3beMOB);
- CO C/le;aMun KOpPO3uK, KOTopasi CTala NPUYNMHOM HEMCNPABHOMO COCTOSIHUS;
- Bblllellee M3 CTPOSl MO MPUYMHE BO3AENCTBMS Ha ero CU/IOBble U 3/1eKTPOHHbIE
3/1eMeHTbl 06UAbHOM BAary;
- Bblluejllee M3 CTPOSi MO MPUYMHE HAKOMIEHWS BHYTPW TOKOMPOBOASALLEN MblIv
(yronbHas nblab, MeTanAMyeckas CTpyXka u 4p.);
- B C/yYae NoMbITKM CAMOCTOATE/IbHOrO PEMOHTA €ro y3/10B U/WUAKN 3aMeHbl 2/1eKTPOHHbIX
3/1eMEeHTOB;
- faHHoe obopyAoBaHWe, B 3aBUCMMOCTU OT YC/IOBMIM SKCMyaTalMm pekoMeHayeTcs,
OAWMH pa3 B MoAroAa, Bo m3bexaHue BbIXOAa anmapaTa M3 CTPOs, MPOBOAWUTL YMCTKY
BHYTPEHHMX 3/1EMEHTOB W Y3/10B CKaTbiM BO3/AYXOM, CHATb 3aLUTHYIO KPbIWKY. YNCTKY
HeobXx0ANMO NPOBOAUTL aKKypaTHO, YAEPXWBAas LUJIAHT KOMMPEeCcopa Ha AOCTaTOYHOM
paccTosHUM BO M3bexaHWe TMOBPEXAEHWUS MaWkyM 3NEKTPOHHbIX KOMMOHEHTOB U
MeXaHWYeCKMX YacTeu.
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Takxe OCHOBHble rapaHTWIHble 00f3aTe/IbCTBa He PacnpoCTPaHATCA Ha
BblLUEALINE U3 CTPOS BHELUHME 3/1eMeHTbl 060pyA0BaHuUs, NojBepPXEHHbIE GU3NUECKOMY
KOHTaKTy, W COMyTCTBYlOLME/pAacXOo4Hble MaTepuanbl, MpeTeH3nn Mo  KOTOPbIM
MPYHUMAIOTCS He Mo3Xe ABYX Hegeslb MoC/1e MPOAAXM:

- KHOMKA BK/IIOYEHWNS U BbIK/IIOYEHWS;

- PYYKM pPery/siMpoBKM CBApPOYHbIX MAapaMeTposB;

- pasbEmbl NoAK/I4eHUs Kabesiel U pyKaBosB;

- pa3bEMbl yrpaBaeHus;

- ceTeBOM Kabesb U BU/IKA CETEBOIO Kabens;

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

- 3/eKkTpogoAepKaTesib, KJeMMa «MacCbl», Fopesika, cBapoyHble kabesis 1 pykaBa.

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

- Mpyv OTCYTCTBUWM KOPPEKTHOrO WMAM BoOOLWEe Kakoro-aMbo 3anosiHeHWs nacrnopTa
MPoAaBL,OM NpY NPoAaxe annapaTa,

- rapaHTUIHBIA CPOK NMPOAJIEBAETCS, HA CPOK FapaHTUIMHOro 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

A B

)
~230v / 400V //
{/

Used MMA Set current value for ere. cross-section [A] Crosts section of [A] Me_mmum
diameter for extension cable, extension cable
electrode MMA and TIG
MIG/MAG mmz2 length, m
1x220V — ProMIG-160, ProMIG-200, ProMIG-250
1 75
1.5 115
@2 mm not more than 80A not more than Zo.6 2 255
mm 2.5 195
4 310
6 465
15 75
2 105
@3 mm not more than120A  |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
@5 mm not more than 200A 4 125
6 185
2. 60

@5mm not more than @ 1.2 2
@6 mm upto 250 A 4 100

. mm

fusible 6 150
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Used MMA Set current value for Wire cross-section [A] Cross section of [A] Maximum
electrode MMA and TIG diameter extension cable, extension cable
for MIG/MAG mmz2 length, m
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1.5 135
han @ 0.8 2 75
g3 mm not more than 120A notmore than @ o. 2.5 220
mm
4 350
6 525
2 130
2. 160
D4 mm not more than 160A 2
4 260
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
fusible not more than 270A mm 4 135
6 205
t than @ 23 85
26 mm not more than 350A notmore thand 1.4 4 100
mm
6 150
8o
26 mm +
not more than 400A 6 120
refractory
not more than @ 1.6 10 195
28 mm mm = 33
h A 6 8
fusible not more than 500, 5
10 140
4 40
28 mm Up t0 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)
¢) in the MIG/IMAG mode — 2 (main) + 6 (optional)
2. 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).
3. 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;
4. Adaptive fan speed, i.e., it increases when the unit heats up and slows down when it is cold; this saves the fan life
and reduces the amount of dust in the unit;
5. Convenient operation due to the large duty cycle at rated current, which allows welding almost continuously
with electrodes;
6. Increased reliability of the unit in dusty production conditions; microelectronics of the source is housed in a
separate compartment;
7. All heating elements of the source are equipped with a thermal electronic protection system;
8. All unit's electronics are impregnated with two layers of high-quality varnish, which ensures the reliability of the
product throughout its entire service life;
9. Improved excitation and arc stability, which virtually eliminates electrode sticking.
10. 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 3390 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 60%/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 193A 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 1210 13- 10 -
voltage, V 4 ° 3 4 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
Weld [ d
elding pulse modes TIG: 0.2~500Hz
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick® Automatic
in the MMA mode
Vol 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 ...
A4 1.6, 6.6..7.8 7 .9...23.6
power, kVA Al 47 51 * 7 9.4 107+ 12:3119:9 - 23 32.5
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 520 510
width, height) X 270 X 270 X 270 360x 360 18ox 235X
i €19 7 7 7 400 400 385 410
Weight without coil and
accegssories, kg 131 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Protection rating* 1P33 1P33 P33 1P33 1P33 P23 1P23
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Recommended length of power welding cables when welding:

Maximum current

[B] Cable length

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
not more than 500A 8..30m 50 mm* KG x50
12...40mM 70 mm? KG 1x70

Up t0 630A 10...30m 70 mm KG 1x70
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;

¢) 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.

PATON ProMIG DC MMA/TIG/MIG/MAG -92-
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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

L U Hst

t,sec T
ek

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

3.2"HOT-START” FUNCTION

Advantages:

- improved striking even when using poorly ignited electrodes;

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

manual setting: allows you to set the function level to the minimum value, which greatly
reduces power consumption at the initial moment of striking. This allows the 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 goA + 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;

PATON ProMIG DC MMA/TIG/MIG/MAG - 94 -
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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 LA
50% | 50% |§| 80% I_I |—| 70% Iél I—

t, sec t, sec t, sec
These parameters are set in different situations in different ways, according to the welder’s

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

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

i

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 LA
50% | 50% I%l 80% I_I I—| 70% Iél I—

t, sec t, sec t, sec
These parameters are set in different situations in different ways, according to the welder’s
requirements. See paragraph 6.1 to change the value of any function in the current welding
mode.
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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.

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

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

5.4 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
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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.

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 MOTOR ON/OFF FUNCTION

This additional function is provided to turn the motor on/off. It may not be available
in the meny, 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.
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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/IMAG mode.

Button 4 on the front panel of the unit is 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,
i.e., this buttonis 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.
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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 10.

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
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 = 40% (by default)
a) o[OFF] ... 2100% (change step 5%)

2) [t.HS] Hot start time = 0.3 sec (by default)
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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)o.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
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 (balance) - it is the percentage of the current pulse to the period
of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

TIG welding mode
0) [-2-]1 main display parameter CURRENT = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
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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. In case of connecting to

an external oscillator for HF ignition.
c) [4T] - non-contact striking mode, TIG-4T button mode. In case of connecting to

an external oscillator for HF ignition.
2) [Pr.A] pre-current (pilot arc) = 15A (by default). The parameter is used for 2T and 4T
button modes.
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
3) [Po.A] crater filling current = 15A (by default). The parameter is used for 2T and 4T
button modes.
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)0.1... 15.0 sec (change step 0.1 sec)
5) [t.dn] current ramp-down time = 0.3 (by default)
a)0.1... 15.0 sec (change step 0.1 sec)
6) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [iP] 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
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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
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 (balance) — it is the percentage of the current pulse to the period
of repetition of these pulses = 5o% (by default)

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

MIG/MAG welding mode

Left indicator of the source:
0) [-3-] main displayed parameter VOLTAGE = 19.0 V (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 ... 32.0V (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)o.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] 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)
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.. 5.0 sec (change step 0.1 sec)

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) 0.1... 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
02 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 7.7kVA
26 fusible not more than 250A not more than @ 1.2 mm 10 kVA
26 fusible not more than 270A not more than @ 1.2 mm 12.0 kVA
76 not more than 350A not more than @ 1.4 mm 16.0 kVA
28 fusible not more than 500A not more than @ 1.6 mm 30.5 kVA
8 up to 630A not more than @ 2.0 mm 42.0 kVA
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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;

- ifthere 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;

- 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;
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- 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) - 1set.

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;

- vapours of solvents should not get into the radiation zone of the welding arc.

HAZARD OF SPARKLES
- remove flammable objects from the working areg;
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- do not perform welding works on containers where gases, fuel, oil products are or were
stored. Potential explosion hazard for residues of these products;

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

HAZARD OF MAINS AND WELDING CURRENT

- electric shock can be fatal;

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

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

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

INFORMAL PRECAUTIONS

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

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

- keep all instructions on the welding unit legible.

STRAY WELDING CURRENTS

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

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

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

EZ:

o

—Elfar
— 2%
— G
— ot

10S0-ANg
00S0-ANg

= D W

1

o e

I

o *”‘":(\ VY
GHD £
w2 A=

RS

N
|

E E E HPPY XFPIZ
o c'n c'n c'n s
El/Ar2 a 8 E :&st
Tl 29 ©
R ] - 528 u u (_}J

R s AR

GHD

IE

Tl
. HPP1-T
—Er - GHDZ P

+13W




OVIN/DIN/OILIVININ DA DINOId NOLVd

-0CT -

MNOBEXE

e
—

SN

Y

Wiring schematic diagram
PATON ProMIG-270-400V/350-400V DC MMA/TIG/MIG/MAG

T Eliar

T

I

%
L0SO-ANE
00S0-ANg

— Cont

+—1
& e

M1
e
- :ﬂl‘i‘_r %
: I..HD—\h __;H -
W ? i &
. E E E ¥PPY PRI
i BB 0B
R ] I [ =
1T=u o OO o)
s O B
ooz O O QO Tl
amn N N e |. J L
m | L ~== 1l
o M1k
91 ¢
3FE [ ]
1

¥# v
-




-TCT -

OVIN/DIN/DIL/VININ DA DINOid NOLVd

NOBEXE

Wiring schematic diagram of the internal unit

PATON ProMIG-500-400V [630-400V DC MMA/TIG/MIG/MAG
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14. WARRANTY OBLIGATIONS

PATON INTERNATIONAL guarantees the correct operation of the power supply
provided that the consumer observes the rules of operation, storage and transportation.
CAUTION! There is no free warranty service for mechanical damage to the welding unit!

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.

-123 - PATON ProMIG DC MMA/TIG/MIG/MAG



ODPULLUANBbHBIN OUNEP B YKPAUHE:
storgom.ua

FrPA®UK PABOTDI:
MH. - MNT1.: ¢ 8:30 no 18:30
C6.: ¢ 09:00 no 16:00
Bc.: ¢ 10:00 no 16:00

KOHTAKTbI:

+38 (044) 360-46-77
+38 (066) 77-395-77
+38 (097) 77-236-77
+38 (093) 360-46-77

JeTanbHoe onncaHue ToBapa:
https://storgom.ua/product/paton-191904.html
Opyruve ToBapsl: https://storgom.ua/poluavtomaty.html
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