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MiakntoyeHH:A 40 cMNoBOI Mepexi/cnnosoro wuta (npu 25°C):

YBATA! BpaxoByiiTe ApoTy NpoBeAeHi B CTiHaX i iHWi NOA0BXYyBayi

. Mnowa
Aiametp
Enektpoga, wo BcTtaHoBneHe rnonepeyHoro Makcum.
BUKOPUCTOBYETbLCA Y 3HAYEHHA CTPyMy nonepeuroro nepepisy AOBXMHa
. . nepepisy aApoty
pexumi MMA npu MMAIi TIG npu MIG/MAG MepeXxeBoro nposoay, m
nNpoBoAy, KB. MM
1x220V - ProMIG-160, ProMIG-200, ProMIG-250

1 75

1,5 115

2 MM He Binbwe 80A He 6inbwe Jo,6 MM 2 155

2,5 195

4 310
6 465

1,5 75

2 105

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

4 205

6 310

2 75

2[

D4 MM He 6inble 160A 2 2

4 155

He 6inblwe J1,0 MM 6 230

2,5 75

5 MM He 6inblue 200A 4 125

6 185

2 2,5 60

76 MMa’::ﬂKonn 2,0 250A He binblue @1,2 MM 4 100
6 150
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Aiametp Maowa
EnekTpoga, wo BcTaHoBneHe nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3Ha4eHHs CTpyMy nzoze::;eq:o;: nepepisy AOBXWHA
pexumi MMA npu MMAi TIG n;)u I;’VIIéINFI,AGy MepexeBoro npoBsoAy, M
npoBoAy, KB. MM
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
3 MM He binblue 120A He binblie Po,8 MM 2,5 220
4 350
6 525
2 130
. 2,5 160
4, MM He 6inbwe 160A
4 260
He 6inbwe J1,0 MM 6 385
2,5 115
5 MM He Ginblie 220A 4 180
6 270
26 Mm . . 25 85
Jlerkonnaski He 6inbwe270A He 6inbwe J1,2 MM 4 135
6 205
2,5 65
26 Mm He 6inbLe 350A He binbwe J1,4 MM 4 100
6 150
4 8o
@6 MM Tyronnaski He Binblue 400A 6 120
He binble J1,6 MM 20 295
28 mm . i 23
Jlerkonnaski He Binble 5o0A 6 85
10 140
4 40
28 mm 2,0 630A He 6inbwe @2,0 MM 6 65
10 105
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1. 3ATAJIbHI MOJIOXKEHHA
IHBepTOpHi uundposi HaniasTomaT PATON ProMIG-160/200/250/270-400V/350-400V/500-

400V/630-400V Npu3HayeHi 415 HaniBaBTOMaTUYHOrO 3BaploBaHHSA NOCTiMHUM cTpymoM (HA «MIG/MAG») B

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

aproHoZyroBoro 3saptoBaHHs (API «TIG»). MepeBarv BUKOPUCTaHHS B LbOMY anapaTi NOBHIiCTIO LuppoBOro
cnocoby ynpaBaiHHS NoAsraloTb Yy BiACYTHOCTI HeA0/iKiB BAacTMBMUX 6araTopyHKLiOHaNbHUM CUCTeMaM,

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

PexXuM, a BCi iHLWIi pexumu, K A0AaTKOBI, MalOTb HEAOIKM YNpPaBAiHHSA. A y MOBHICTIO LUPPOBIN cucTeMi,

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

SIKOMY pexuMmi BiH BUKOpUCTOBYeTbCA. Lia «Professional» cepis npusHayeHa Ans npomucioBoro

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

AN5 3pYYHOCTi KOPUCTYBAHHS, TaK i 4151 BUKOHAHHS BUMOT TeXHiKM 6e3neku y neBHWUIM BUNajKax, a TakoX 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 BiAMNOBIAHO, YOro

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

HaniBaBTOMaTWYHOIO 3BapIOBaHHA CYL,i/IbHUM APOTOM AiameTpoM Big Do,6MM A0 D2,0MmM (415 ProMIG-630-

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

i € 0BOJI NPOCTUM, AKLLO He BAABATUCA B TOHKOLL HaNaLWTYBaHb, Ki BUMaraloTb Y)Xe 3Ha4YHUX HaBUYOK Bij,

3BapHuKa. [na HebesneuHnx ymoB poboTn — BOYA0BaHUI 610K 3HUXKEHHS HaMpPyri XO0J0CTOrO XOAY B

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

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

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

KopuCcTyBayeBi Hagani Ni4'e4HYBaTU NaNbHWUKK Big, LUIMPOKOrO KO/1a BUPOBHUKIB.

Y Mogensdx 3 MNpuUCTaBkol "-15-2" BCTAHOB/JEHUW 2-X POJIMKOBUIA MeXaHi3M moAaui, a 3

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

B aaHy mogesnb ProMIG BupobHuuTBa PATON BOys0BaHMM 610K 3aXMUCTY Bif 3HUXKEHOT HAanpyru.
Anapar 36epirae nig cBoiM HOMEPOM Yy KOXHOMY PeXuMi 3BaploBaHHA A0 16 iHAMBIAYaNbHUX

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

BUKIFOUEHHS | BIAHOBJIIOE TX NiZ YacC BKAOYEHHS.

OcHoBHi nepeBaru:

1. LLnpoki MOXAMBOCTI peryloBaHHs NapameTpis 3BaptoBaHHA:

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

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

B) y pexumi HA "MIG/MAG" — 2 (0CHOBHMX) + 6 (04aTKOBMX) + 3 (419 iMMY/IbCHOTO pexXmmy)

2. LUunpokuit giana3oH HanaLWTYBaHHSA iMMY/IbCHOTO PEXUMY Yy BCiX TUNAxX 3BaplOBaHHS;

3. Kpim 3axucty Big CTpubKiB Hanmpyru BCTaHoB/ieHa cucTema cTabinisauii poboTn npu 3HaUYHMX
AOBroTpMUBa/INX nepenajax Hamnpyru B Mepexi XWBAeHHs Big 160B g0 260B (ana mogenei ProMIG-
160/200/250) Ta Big 320B 40 440B (an9 Mmogenelt ProMIG-270-400V/350-400V/500-400V/630-400V).

4. AganToBaHuli A0 cnabkoi enekTpomepexi. 3a paxyHok Bucokoro KK/ anapat 3abesneuyye BABiUi MeHlLe
€N1eKTPOCMOXMUBAHHSA MOPIBHAHO 3 TPAAULLIMHUMM AXepenamy;

5. AanTuBHa WBWAKICTb BEHTUASTOPA, TOOTO 36i/1bLIYETLCS Ha MOYATKY 3BaploBaHHS, e binblue 3pocTae
Mig Yac HarpiBaHHs anaparty i CNOBINIbHIOETLCSA KON BiH XONIOAHMM, Lie EKOHOMWUTL PECYPC BEHTUNSTOPA
i 3MeHLLYE KiNIbKiCTb MWy B anapari;

6. 3pyuyHicTb pobOTU 3aBAAKM BENUKIN TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHanbHOMY CTpyMi, WO
[,03BOJISIE NPOBOAMTU 3BapIOBaHHSA MOKPUTUMM €/1eKTPOAaMMU NPpaKTUYHO 6e3nepepBHO;

7. MiaBuWeHa HagiHicTL amapaTy B yMOBaX 3amnu/IEHOro BUPOOHWLTBA, MikpoeseKTpoHika anapaTa
BUHeCeHa B OKpeMuli BiACiK;
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8. Ha Bci efiemeHTM anapary, Lo rpiloTbCs, BCTAaHOBJIEHA CUCTEMa TEM/I0BOMO €/1eKTPOHHOMO 3aXUCTY;
9. BcsenekTpoHika B anapaTi NokpuTa ABOMa LWapaMm BUCOKOAKICHOT O /1aKy, AkMI 3abe3neuye HaailiHicTb

BUpOOY NPOTAroM yCboro TepMiHy cayx6u;

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

enekTpoja.

11. Bucoka MobinbHICTb 3a paxyHOK MOAY/IbHOT KOHCTPYKLii, @ TakoX HeBenuki rabaputi Ta Bara anapaTta
6e3 BTpaTU TEXHIUHMX IKOCTEN, CNPOLLYIOTb NPOBEAEHHS 3BaplOBaHHs Y BaXKOAOCTYMHUX MiCLiAIX.

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 50/60lu, B 230 230 230 3X400 3X400 3X400 3X400
HoMmiHanbHWUii cTpyM, Wo
CMOXUBAETLCA 3 Ppasu 18...21 23...27 29,5...35 12...14 16...18,5 30...355 42 ... 49
mepexi, A
HowinanbHu 160 200 250 270 350 500 630
3BaplOBa/ibHKN CTPyM, A
MakcrManbHUi Aitounia 215 270 135 350 450 630 800
cTpym, A
70%/npu 70% [ npwn 70% [ npn 70%/npun 70%/npwn 70%/npun 70%/npun
TpuBanicte 160A 200A 250A 270A 350A 500A 630A
HaBaHTaxeHHs (TH) 100%/npun 100% / 100% / 100%/npu 100%/npun 100%/npun 100%/npu
134A npu 167A npu 208A 225A 290A 420A 520A
Mex S.MIHM hanpyrm 160 - 260 160 -260 160 - 260 +15% +15% +15% +15%
Mepexi xuBeHHs, B
Mex peryniosaHHs 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
WBWUAKOCTI NoAaui ApoTy, 2,0-16 2,0-20
M/XB
f}::“:f;g::m”o 1,6-4,0 1,6-50 1,6-6,0 1,6-6,0 1,6-6,0 1,6-8,0 1,6-8,0
[iameTp cyuinbHoro
3BaptoBasIbHOro APOTY, 0,6 -1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6 -1,4 0,6-1,6 0,6 -2,0
MM
MakcumanbHa Bara 1
KOTYLIKM 3 ;POTOM, KT
IMAyNbCHi pexxumu nig yac MMA: 0,2...500T 4
38apIOBaHHS TIG: 0,2...5000L,
MIG/MAG: 5...500l,
I'apﬂqu_crapT (Hot-Start) Perynbosara
B pexxumi P/13
dopcax ‘/J,yrw (Arc-Force) PerynbosaHa
B pexxumi P43
AnTunpuannaxHa (Anti-
. . ABTOMaTUYHa
Stick) B pexxumi P13
B0k 3HMXeHHS Hanpyru
BK/1 [ BUMK
XOJI0CTOr0 X04Y
Il;izgcl)gra XONIOCTOr0 X04y 12/75
Hanpyra nianany ayru, B 110
:;’;I:(i?;f E;Z*MBaHa 41 ... 4,7 51..6,1 6,6..7,8 8,0...9,4 10,7...12,3| 19,9...23,6( 27,8...32,5
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MakcumanbHa cnoxuBsaHa " . 290 o1
HOTYXHICTb, KBA 59 7.5 9,5 14 53 9 49,
KKA, % 90
OxonoAxeHHs AzantusHe
JlianasoH pobounx a5 +45°C
Temneparyp
a6 i i

abapuTHi posmipy, M 360 x 260 360 x 260 360 x 260 540x360X | 540Xx360X | 510X 180X 510 X 235 X
(A0BXVIH, LIMpUHa, X 270 X 270 X 270 00 00 8 10
BuCoTa) 7 7 7 4 4 385 4
Maca 6e3 akcecyapis, kr
Knac zaxucty P33 P33 P33 P33 P33 IP21 P21

PekomMmeHp0BaHa A0BXMUHA CUNOBUX 3BaploBaJibHUX Kabenis I'IiA 4Yyac 3BaproBaHHA:

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

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

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

15...40M 95 MM? KI™ 1x95
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1 - 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 BMbopy pexunmy 3BaptoBaHHs:

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

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

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

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

6 — Lindposui gucnnen 610Ky nogavi g4poTy;

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

8 — KHonkw perynioBaHHsi napameTpiB 610Ky nogadi ApoTy Ha 3MEHLEHHs i 36inblueHHS
(3a 3amMOBYyBaHHAM: WBUAKICTb NOAaui 4POTY);

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

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 KHOMKWN Ha NaNbHUKY (PEXUM 2T/4T[anbT.4T);

A —THI340 CUNOBOrO CTPYMY «+» TUMNy BanoHeT:

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

6) npu 3BaptoBaHHi AP "TIG" — nigKt04aETbCA TiNbkKW Kabenb «Macay;

B) MpW HaniBaBToMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM ApoTOM -
nigk04aeTbes kabeb MexaHi3My nogavi 4poTy;

PATON ProMIG DC MMA/TIG/MIG/MAG -8-
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r) Npy HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" datocoBuM 4poTom -
MiAKNOYAETLCA Kabeslb «<Macay;
B —"Hi340 c1noBoro cTpymy «-» Tmny 6anoHeT:
a) npv 3BaptoBaHHi P43 "MMA" - nigkto4aeTbes kabenb «maca» (B OKpemMux BUMagKax npu
BUMKOPUCTaHHI CMeLia/ibHUX eNeKTPOZiB NigKA04aETbCS Kabenb enekTposa);
6) npu 3BaptoBaHHi AP "TIG" - NigKOYAETLCS TiNIbKM aproHOAYrOBUM NaNbHUK;
B) NPV HaniBaBTOMaTH4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM A4poTOM -
NigKAOYaETHCA Kabenb «Maca»;
r) Npu HaniBaBTOMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" ¢atocosum
APOTOM - MiAKMIOYAETLCS Kabesib MexaHi3My nogadi 4poTy.
14 — TPYMaY KOTYLIKU ANSA APOTY 3 MPYXUHHUM MeXaHi3MOM rasibMyBaHHS;
15 — 3anobixHukM 610Ky NoAadi ApOTy Ta Nigirpisaya rasy;
16 — Micue niakitoyeHHs Kabento 3a3eM/IeHHS;
17 — Po3eTka gns nigirpisava rasy 36V;
18 — Po3'em nogauyi curHanie Bif MexaHi3aMy nogadi ApoTy Ha BK/IKOYEHHS | BUK/IIOYEHHS
JXepena cTpyMmy;
19 — Kabenb Ans NifKAOUEHHS J,0 MepeXi XXMB/EeHHS;
20 — Bxig A9 3anpaBku 3BaploBasIbHOrO APOTY;
— LTyuyep nogadi 3axncHoro rasy.

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

2.1 BUKOPUCTAHHA 3A NPU3HAYEHHAM

3BaploBa/ibHUI  anapaT TMpU3HAYeHU BUKJIOYHO: AJII PYYHOrO  AyroBoro
3BaplOBaHHA LWTYYHUM €NeKTPOAOM, 3BaplOBaHHA B CepejoBULLI aproHy, a TakKoX
HaniBaBTOMaTUYHOr O 3BaplOBaHHA B CEPeAOBULL i 3aXMCHUX rasis.
|HWe BMKOPUCTaHHS anapaTy He BIAMOBIZAE MOro MNpu3HaveHHo. BMpobHMK He Hece
BiANOBIfa/IbHOCTI 33 MOLWKOAXEHHS, 3aBAaHi BMKOPUCTaHHAM anapaTy He 3a
MPU3HaYEHHAM.

BukopucTaHHA Bi4NOBIAHO A0 MPU3HAYEHHA, MAE Ha yBa3i JOTPUMAHHSA BKa3iBOK
Lboro nocibHmka 3 ekcnayaTaLii.

2.2 BUMOTI'M 40 PO3MILEHHA

3BaptoBa/sibHMI anapat MOXHa PO3MilllyBaTU Ta eKkCryaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHyTpiWHi enekTpuuHi AeTani anapaTy 3axuueHi Bif 6e3nocepesHbOro BMANBY
BOJIOIOCTi, a/ie He BiJ Kpane/b KOHAEeHcaTy.

YBAT A! Mic/s 3aKiH4eHHs 3BaptoBaibHMX PObiT B XXapKy norogy, abo iHTeHCMBHMX
3BaploBasbHUX PobIT y byab-aky norogy, anapaTt Bigpasy He BumumkaTu! HeobxigHo
MPOTArOM 5 XB 4aTN MOX/IMBICTb OXO/IOHY TN €N1eKTPOHHUM KOMMOHEHTaM.
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YBATA! Micna ekcnayaTtauii B XO/N0AHY MOpPY pPOKY, MiCAS BUMKHEHHS i
NoAaNbLIOro OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETLCA KOHAEHCAT, TOMY MOro He
MOXXHa BMMUKATU paHille HiX yepes 3 ... 4 roaguHn!!!

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

HeobxigHo po3milyyBaTu anapar Tak, o6 3abesnevysaBcs 6e3nepelukogHUI BXig
i BUXiZ, OXO104XY04Oro NOBITPS Yepe3 BEHTUSALLIMHI OTBOPU Ha NepeAHil i 3ajHil NaHensX.
CnigkyviTe 3a TuMm, W06 MeTaneBui NuA (Hanpukaag, nig Yac HaxgauHoro waidpysaHHaA) HE
3acMokTyBaBcs be3nocepeHbO B anapaT BEHTU/IATOPOM OXOJIOAXKEHHS.

YBATA! Anapar nicifl CcM/IbHOro NaAiHHA Moxe 6yTn Hebe3neuHUM ANs XKUTTA.
BcTraHoBAIOBaTU Ha CTiliKil 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
3BaptoBa/sibHMM 06/1aZHaHHAM BUMaraloTb 3a3eMJIeHHs Kopnycy anapaTty. Jns uboro
nepeAbayeHo ABa BapiaHTU: 1) BUKOPUCTAHHS YETBEPTOro APOTY Y MepexeBoMy Kabeni
)KOBTO-3€/16HOI0  KOJ/IbOPY (MiXHApOAHWUI CTaHAAPT MapKyBaHHS); 2) BUKOPUCTAHHS
60oNTOBOI KNeMW Ha 3a4HiM CTiHWi anapaTty (KOPCTKIlWWMWA CTaHAAPT 3a3eMJIEHHS, AKWN
BMKOpUCTOBYBaBCA B KpaiHax CHA).

YBara! lNpu nigknioveHHi 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 BTpavaloThb
YMHHICTb NPV MOMU/IKOBOMY MiZK/IIOUEHHI $a3u Mepexi Ha 3a3eMIeHHS AXepena.

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

2.4 MIAKNOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep nOBWHEH BIANOBIAATU HaMNpPy3i XWBJIEHHA | CTPYMy CMOXMBAHHSA
3BaplOBa/IbHOrO anapaTy (AMB. TexHiduHi AaHi). 3rigHO BUMOr TexHikn 6e3neku
BMKOPWUCTOBYMTE PO3ETKM 3 rAPAHTOBAHMM 333€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 €/1eKTPOHIKY anapaTy. ToMy 3rigHo npaBua TexHiku 6esneku nig
4ac NigKaoYeHHs HeobXiZHO NMOBHICTIO Big'€4HATN anaparT Bif po3eTKu.
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3. 3BBAPIOBAHHA PYYHE AYIOBE WUTYYHUM EJIEKTPO40OM (P43 «MMAY)

ENEKTPOOOTPUMAM

Mopsaok nigroToBkM anapaTy 40 poboTu:
- BCTaBUTY Kabesnb eN1eKTpoA0TPMMAaYa B THI3A0 Axepena A «+»;
- BCTaBUTK Kabesnb 3 kaemoto "mMaca" y rHi3go axepena B «-»;
- NPUEAHATM KNeMy «Maca» 4,0 BUpPoby;
- NigkaounTU MepexeBui kabenb Ao TpudasHoi mepexi (ana mogenen ProMIG-
270/350/500/630);
- BUMMKaY 12 Ha 33/ Hil NaHeni nepeBecTu B NooXeHHs "BKJT";
- 3a [JOMOMOrol0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHa P/3 "MMA", pexumu
nepemMmnKaloTbCA MO KOAY;
- 33 ,0MOMOr0t0 KHOMOK 2 BCTAHOBITb MOTOYHMIN OCHOBHMIA NapaMeTp — CTPYM 3BapoBaHHS;
- 33 HeoOXifHOCTI MOXHa pery/aoBaTM A0AaTKoBi YHKLI 3BapioBasbHOro MNpoLecy,
nopsAoK 3MiHM AuB. y n.6.1

YBara! ¥ pexumi 3BaptoBaHHA P13 "MMA" nicna Toro, ik MepexeBuid BUMMKAY
Nepek/ItoYEHNN B MNoMoXeHHsA "|", WTYYHUIN enekTpoZ 3HaAxXoAuTbCs Nij Hanpyrot. He
TOpKanTecs eseKTPOoAiB 40 CTPYMOMPOBiAHMX ab0 3a3eM/IeHUX MNpeaMeTiB, Takux fK,
HanNpuKaaZ, KOPMyC 3BaploBa/IbHOrO amnapaTy TOWO, OCKiNbKM anapaT cripuiMe Lo
CUTYaL,ito K CUrHaA 40 CTapTy 3BapiOBa/IbHOr O NpoLecy.

3.1 UKWK/1 3BAPKOBAJIBHOTIO NMPOLECY - MMA
LA A :E‘ =

t,cex
MopsA0K 3MiHW 3HaYeHHs By b-aKoT dyHKLIT AMB. y N.6.1
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3.2 QYHKUIA FAPSIYMNM CTAPT, «HOT-START»

MNepesaru:
- NOKpaLLLeHHSA 3anaieHHA HaBiTb NPU BUKOPUCTaHHI @1eKTPOAiB, L0 NOraHo 3anaatoloTbCs;
- fAKiCHille MpOn/aBAeHHA OCHOBHOrO MaTepiany Mij 4Yac 3anajloBaHHA, OTXe, MeHLle
HenpoBapis;
- 3an06iraHHs WAAKOBUM BK/IOYEHHSAM;
- PyYHe HanalTyBaHHA: J03BOJISIE BCTAHOBUTU piBeHb PpyHKLiT Ha MiHIMasibHe 3HaUYeHHS, Lo
CWJIBHO 3MEHLLYETHCS CMOXMBAHHS eHeprii B MO4aTKOBUIM MOMEHT Nignany, Wo f03BOJISE
AXepeny CTPyMy CTapTyBaTW Ha 3HaYeHHsX Hampyru mepexi 64M3bKOro A0 MiHiMasbHO
MOXU/IMBOFO, MNpOTe 3HUXYE SKICTb MOMEHTY nignany (amapaT cTae noaibHui Ao
TpaHcHOPMaTOPHOTO Axkepesa). Takox MOXHa 36i1bWNTU PYHKLIIO A0 MaKCMMasbHOTrO
3HaYeHHA A5 NoKpalLeHHs MOMeHTY nignany (npu poboTi Big xopowoi Mepexi). Ane He
3abyBalTe, WO NigBULLEHUM CTPYMOM L€l GYHKL T MOXHA CnNannTu BUpi6 Npu 3BaproBaHHi
TOHKMX MeTasiB, TOMy PeKOMEHAYEMO B LM cUTyauil 3MeHWYBaTW 3Ha4YeHHs yHKLUiT
«apsuni ctapT».

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

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

Pe3synbTaT: CTPyM rapa4voro ctapTy cTaHoBUTUME 9OA + 40% = 126A.

Y A0AaTKOBMX HaNawTyBaHHAX 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 BeAVKMX FPaHUYHUX 3HAYEHHAX Le
BMMArae Jyxe mnoTyXHOI Mepexi XMBNeHHS, a 3a BiACYTHOCTI XOpoLoi Mepexi, npouec
nignany HaBiTb MOXe 3pnBaTUCS. [OpAAOK 3MiHN 3HaUYeHHS By Ab-aKoT GyHKLTY TOTOYHOMY
peXu1Mi 3BaptoBaHHA AMB. Y N.6.1

3.3 DYHKL IS ®OPCAX AYTU «ARC-FORCE»

MepeBaru:
- NigBULLEHHS cTabiNbHOCTI 3BaptOBaHHS KOPOTKOIO AYroto;
- NOAINLWeEHHA KpanienepeHocy MeTay B 3BaploBa/ibHY BaHHY;
- NOAINLEHHA 3anaieHHs Ayru;
- 3BMEHLUEHHS MOX/IMBOCTi MPUINMAHHS eN1eKTPoAa, ae e He GYHKLiA « AHTUMPUAMNAHHNAY;
- PYYHE HaNaLITYBaHHS: 03B0OJISIE BCTAHOBUTU piBeHb GYHKL T Ha MiHIMa/IbHE 3HAYEHHS, L0
He3HaYHO, aJ/ie 3HMXYE CNOXMBAHHA eHepril, @ TaKOX KOHL,eHTPaL,il0 Ten0BKAaAAHHA Npu
3BaplOBaHHi TOHKUX MeTasiB, Lie 3HUXYE WMOBIPHICTb MPOMastoBaHHS, OAHAK i 3HWUXYE
cTabiNbHICTb TOpiHHA Ha KOPOTKIN Ay3i (amapaT cTae nogibHMM A0 TpaHchopMaTopHOro
Axepena). TakoxX MOXHa i 36inbwnTY bYHKUID 40 MakCMMasbHOrO 3HaYeHHs ANf e
6inbLWwoi cTabiNbHOCTI FOPIHHSA Ha KOPOTKINM Ay3i, ane Le BUMarae KpaLLoi Mepexi XMUBAEHHS
i 36iNbWYETHCSA UMOBIPHICTb MpoNatoBaHHA BUPOLY.
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Ynm J0CAraeTbCa: NPU 3HMXKEHHI HAaNPYru Ha Ay3i HMXYe MiHIMasAbHO A0ONYCTUMOT
ANs cTabiNibHOro ropiHHA AYry 3BaploBaibHWUIM CTPYM 3POCTAE Ha BCTAHOBEHWI piBeHb (3
3aMOBYYBaHHAM +40%).

Y A04,aTKOBUX HaNaWTYyBaHHAX MOXHA 3MiHI0BaTU ik cuay «Popcaxy ayru» [Ar.F],
TakK i piBeHb cripaLboByBaHHS L€l dyHKL il [U.AF]. Be3 noTpebu He 3aBuULLYyITe CUY i piBEHb
crnpauboByBaHHA «Popcaxy Ayru», TOMY O Ha BEMKUX FPAHUYHUX 3HAYEHHSIX, 0cO0BanBO
npu 3BaploBaHHi TOHKMMUK e1eKTPOoAaMn MeHLe @3,2 MM, Lie BN/IMBAE Ha CNpaLbOBYBaHHS
DYHKLIT KAHTUNPUANMAHHSY.

uvj

ArF
OFF
20 %

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

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

3.4 OYHKL IS AHTUNPUNUNAHHA «ANTI-STICK»

Mpw noyaTkoBOMY Mignani 4yru enekTpos Moxe npuannat (MpuxonatoBaTmncs) A0
BUpOBY, LbOMY MepeLlKkoaxatoTb 6araTo GpyHKLiM B anapaTi, ase Take MoXe CTaTUCS, WO B
CBOIO Yepry NpM3BOAMUTL CNOYATKY A0 PO3XapeHHs, a B MOAa/1bLIOMY i CyBaHHA e1eKTPOoAa.
Y Takin cuTyauii B 4ZaHOMY anapaTi cnpauboBye GyHKLiA «k AHTUNPUAMNAHHSAY, BOy40BaHa Ta
npaytotoya B pexxumi P13 "MMA" nocTinHo, sika Yepes 0,6...0,8 cek Mic/f BUSBAEHHS LLbOro
CTaHy, 3HWXYE 3BaploBasibHUA CTPYM. TaKoX Le Mojerilye 3BaptoBasibHUKY MOX/UBICTb
BiOKPEM/IOBATU (BiAPUBATU) eNekTpo4 Bij Bupoby 6e3 pusmky obnasnTu odi BUNagzKoBUM
nianasom gyru. MNicas BifokpemsieHHs enekTpoaa Bif, BUpoOy, NpoLec 3BaptoBaHHS MOXe
6yTn 6e3nepeLuKkoAHO NPOAOBXEHUN.

3.5 ®YHKLUIA PEFY/IOBAHHA HAK/IOHY BOJIbTAMMNEPHOI XAPAKTEPUCTUKU
Lis dyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamm
3 Pi3HUMM TMNaMKM MOKPUTTA. 3@ 3aMOBYAHHAM HaxW BOJIbTaMMEPHOI XapaKTepUCTUKM
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[BAH] BcTaHOB/IEHUIM Ha 3HaYeHH 1,4V/A W0 BiANOBIAAE HAMMOWMPEHILLNM €NeKTPOAAM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPoAaMu 3 OCHOBHUM Tunom nokputTs (YOHI-13/45, JIK3-70) He € 060B'A3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxua [BAH] Ha 3HaueHHs 1,0V/A. Y CBOIO Yepry enekTpoam 3
uenono3Hum tunom nokputTa (ULU-1, BCL-4A), HaBiTb BMMaratoTb BCTAaHOBUTM HaxXwui
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npu ubOoMYy iHOAI HeobXiAHO NiIAHATU piBeHb
cnpauboByBaHHA GyHKLiT «Popcax gyru» U.AF g0 3HaueHHs 18V. [opsA0K 3MiHM 3HaUYeHHS!
Byab-sKoi GyHKUITy TOTOYHOMY pexunMmi 3BaploBaHHA AMB. Y N.6.1

3.6 ®YHKL I 3BBAPFOBAHHSA KOPOTKOIO AYTIOlO

Lis dyHKLis 0ocobamBo akTyasibHa NPy 3BaptoBaHHI CTeNbOBUX LWBIB, KO NOTPIGHO,
wob He CUNbHO TArHysAacs 3BaproBasibHa Ayra. [Jas uboro B anapati nepezbayeHa
MOX/IMBICTb BKAOUUTU yHKLit0 "KopoTka gyra" [Sh.A]y nonoxeHHs "ON". 3a yMOBYaHHSM
BOoHa nepebyBae y nosnoxeHHi "OFF”. Mopagok 3MiHW 3HayeHHs Byab-aKol dyHKUiT Y
NMOTOYHOMY peXMMi 3BapioBaHHA AMB. Y N.6.1

3.7 OYHKLIS1 BIOKY 3HUXXEHHSA HAMPYTM XON10CTOIro XoA4Y

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

Mpu BiapuBi enekTpoga Big BMpoby yepes 0,1 cek Hampyra Ha KJaemax Axepena
3HUXYETLCS 4,0 6e3neyHoro piBHs HMXYe 12B.

Ans uboro HeobxiAHMI 610K 3HUXKEHHS HaNPyru X00CTOro xoAy [BSn], sikuii € B
Lin moaeni obnasHaHHA, asne 3a 3aMOBYAHHAM 3HAXOAUTLCA B noaoxeHHi "OFF", TobTo
BUMKHEHWN, OCKiZIbKW BiOMO, L0 BKAOYEeHHS Byab-5Koi noAibHoi GyHKLiT Aewo noripiye
nignan ayru. Mopsagok 3MiHWM 3HayeHHs OyAb-fKOi QYHKLii Yy MOTOYHOMY pexuMi
3BaploBaHHA AuMB. y N.6.1

3.8 OYHKL I 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM

Lis dyHKuUis npyU3HaYeHa A8 NOJErWEHHS KOHTPOJIO 3BapioBaibHOro npovecy y
NPOCTOPOBUX MOJOXEHHAX, BIAMIHHWX BiZ HUXKHLOIO, @ TAKOX NPV 3BapIOBaHHI KOJIbOPOBUX
MeTaniB. Bnaue BigbyBaeTbcs HesnocepesHbO Ha NepeMillyBaHHS PO3M/IaBAEHOro MeTany
LWBa Ta Ha MepeHeCeHHs Kpani y 3BaproBa/ibHy BaHHY, a Lie y CBOIO Yepry Ha cTabisibHiCTb
¢dbopMyBaHHS LWBa Ta NpoLecy 3BaploBaHHSA. [HWWMK croBamK, Lei npoLec NeBHOK Mipoto
3aMiHIOE pyxu pyKu 3BaploBasIbHNKA, 0COBAMNBO Lie BaXNBO Y BaXKOAOCTYMHMX MicLsXx. Big
MPaBUALHOCTI HaNaLITYBaHHA 3a1eXUTb GopMa Ta AKiCTb GOPMYBaHHS LIBA, WO 3MEHLLYE
VMOBIPHICTb MOSIBU MOP | 3MEHLUYE 3ePHUCTICTb CTPYKTYpW, WO Le 36inbllye MiLHICTb
3BapPHOro 3'€HaHHSA.

Jna peanizauii uiei GyHKLUIT B anapaTi NOTPiIOHO BCTaHOBUTM TpW NapameTpu: cuay
nynbcauii [Po.P], wactoty nynbcauii [Fr.P] i cniBBigHOWeHHA iMnynbc/naysa (abo
«wnapysaTicTb») [dut]. 3a 3amoBUyBaHHsAM cuna nysabcauii [Po.P] sk kaoyoBui napameTp
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3HaxoaMUTbCs y nosoxeHHi "OFF”, To6To dyHKLis BUMKHeHa, a YacToTa nysabcauii [Fr.P] Ta
«wnaposicTb» [dut] Ha HaMnowwMpeHiwmx 3HaveHHsx 5.oly Ta 5o0% BignosigHo. LLlo6
YBIMKHYTU YyHKLit0, AOCTaTHbO BCTAHOBUTM cuay nynbcauii [Po.P] 6inbwe Hyns, uen
napameTp 3a4a€ETbCA Y Bi,COTKOBOMY BMPaXKeHHi BiJ, NOTOYHOro OCHOBHOIO BCTAHOBJ/IEHOMO
3BaplOBa/IbHOrO CTPYMY.

Mpuknag: 3BaptoBaHHs enekTpogom (P3MM, BCTaHOB/EHe OCHOBHE 3HAYeHHS
3BapIOBa/IbHOro CTPyMy CTaHOBUTL 60A, a cuna nyabcauii [Po.P] = 40%, npu ubomy yacToTa
nyabcauii [Fr.P]= 5,0l i «wnaposicTb» [dut] = 50% 3amMoBYYBaHHSM.

Pesynbtat: cTpym byse nyabcysath Big 36A g0 84A 3 yactoToto 5L, iMMy/bcu
MaTUMyTb piBHY $opMy fiKk MO amnAiTy4i, Tak i 3a yacom. lNapameTp "WwnapyBsaTicTb" 3a
3aMOBYYyBaHHAM BCTaHOBJ/IEHWI Ha 50%, NMpW 3MiHi LbOro napameTpa Bij 50%, BHOCUTLCS
aCcMMEeTPIA MiXK 4aCcoM iIMMY/1bCy CTPYMY Ta 4aCcoM nay3u CTPyMy:

3a 3aMOBYeHHAM

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

50% | 50% I ﬁ 80% |_| |_| 70% IEI I—

t,cex t,cex t,cek

AnapaT npuv UbOMYy 3pearye TaK, WO CepejHi PpiBeHb CTpyMy nig 4ac
3BaploBasbHOrO npouecy 6yAe Ha PpiBHi BCTAHOBNEHONO OCHOBHOIO  3HAYeHHS
3BaploBasbHOro CcTpymy 60A (sk i 6yno 3aszaHo), BiAMOBIAHO i TenaoBKAajaHHA B
3BapioBasibHUN WOB Hye Ha piBHI TMX Xe 60A, ane cTabiNbHICTb 3BapiOBa/IbHOrO NPoLLeCy
Ta nepemillyBaHHA 3BaploBa/IbHOI BaHHU 3MiHATLCA. Lle gyxe BaxnBa ymMoBa AN TOUHOI
OLLiIHKM KOPUCTYBa4eM Ki/lbKOCTi 3MiHM TeNI0BK/1aZJaHHA Y 3BaptoBa/ibHYy BaHHY, Harnpukaaz,
MOPIBHIOOYM 3 iHLIMM OCHOBHUM CTPYMOM 6€3 iMMy/IbCHOro pexxmnmy.

JaHi napameTpun BCTaHOB/IOIOTLCA Y PI3SHMX CUTYaLLiAX NO-Pi3HOMY, Bi4NOBIAHO 40
BMMOT 3BaptoBasibHMKA. MOPAAOK 3MiHW 3HaUeHHs ByAb-aKoT GyHKLiT y NOTOYHOMY pexuMi
3BaplOBaHHA AMB. y n.6.1

4. 3BBAPIOBAHHA B APITOHI (APT «TIG»)

APFOH

APrOHOBMiA
NANBHUK

/i
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YBara! B AiKOCTi 3aXMCHOr0 ra3sy BUKOPUCTOBYETbCS HaMYacTile YnCTUiA aproH "Ar", iHogi
renin "He", a Takox X cymiw y pi3H1x nponopuisx. Mpukaaa: aproH + reniv "40% Ar+60%
He".
HE AOHYCKAVITE BMKOPUCTaHHA roptoymx rasis! BUKopucTaHHS iHWKX rasis — auvwe 3a
MOrOAXKEHHAM i3 BUPOOHUKOM 0bNaZHAHHS.

MopsAoK NiagroToBKM anapaTy 40 poboTu:
- BCTaBMTM Kabesib NasibHUKa B THi340 Axepena B «-»;
- BCTaBUTUK Kabesnb knemu «maca» B rHi3go gxepena A «+»;
- PUEAHATM KNeMy «Maca» 4,0 BUpPoby;
- BCTAaHOBUTY peAyKTOp Ha ra3oBuii 6anok;
- MiAKNOYUTU FA30BUM LWAAHT NajibHUKa 40 pejyKTopa ra3oBoro 6anoHa;
- BiAKpUTW KpaH ra3oBoro 6as0Ha, nepeBipuTv FrepMeTUYHICTb;
- MiAKNOUYUTU MepexeBUi Kabenb 0 Mepexi X1BNEHHS;
- aBTOMaTMYHWUI BUMMKAY 12 HA 33/ HiV NaHeni nepeBecTu B NoAoXeHHs "BKJ";
- BWKOPWUCTOBYIOUYM KHOMKY 4 BCTAHOBITb pexum 3BaptoBaHHs APl "TIG", pexumu
nepemMmnKaloTbCA MO KOAY;
- 33 ,0MOMOr0t0 KHOMOK 2 BCTAHOBITb MOTOYHMIN OCHOBHWI NapaMeTp — CTPYM 3BaploBaHHS;
- Npu HeobXifgHOCTI MOXHA perytoBaTv A0AATKOBI YHKLiT 3BaptoBasibHOro NpoLiecy,
nopsAoK 3MiHM AuB. y n.6.1

YBara! lNMasbHUK aproHoBuit NoBuHeH OyTW BEHTUABLHOrO TUMy, 3 HGaloOHeTHWUM
po3'eMoM @13MM. MakcuMMmanbHUI CTPYM MajbHUKa BubUparTe 3a CBOIMM poboUMMM
BMMOraMmMu.

YBara! HacToto NOMU/IKOIO € 3aTOYYBaHHA €/1eKTPOAA «B FOJIKY», Ayra npu Lbomy
Ma€ MOXAMBICTb BigxuasatTuca 3 6oky B 6ik. [paBWAbHUM 3aTOYyBaHHAM € 3/erka
MPUTYNAEHUIN KHOCKK» | YUM BiH MEHLUMI, (38 YMOBMU LLLO BiH BUTPUMYE BCTAHOBJIEHUIN CTPYM)
TUM KpaLye. MNam'aTalTe, WO Npu BEJIMKUX CTPYMaXx 3BapIOBaHHS AyXe CU/IbHO 3arocTpeHni
€NeKTpoJ, /Ierko OMNAaBAAETbLCA 4Yepe3 Maay Tenaosiggady. Tak caMO «PUCKU» Bij
3aTO4YyBaHHA MOBUHHI PO3TaLLOBYBaTUCA B3,0BX OCi €71eKTpoja.

4.1.1 LWKJ1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-LIFT

r

A ; dut| [PaP

MopsAAoK 3MiHW 3HaUYeHHS: By Ab-aKoT GyHKLIT AMB. y N.6.1
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4.1.2 QYHKUIA NIANANY AYTU TIG-LIFT

Lis dyHKLis BCTaHOBNEHa 33 3aMOBYYBaHHSM Yy faHii Mogeni Ta po3pobsieHa Ans
Ma/IbHUKIB 3 KOHTAKTHUM Nignasom Ayryv, 6e3 BUKOPUCTaHHA OCUMASTOPIB Ta iH. MOAIGHMX
NpUCTPOIB, ane Ha BigMiHY BiZ KnacM4yHoro cnocoby, NOBHICTIO YCYyBa€E yAapHUMA CTPYM Mij
yac 3anastoBaHHs. [JlaHa ¢yHKLiA B pasn 3MeHLWYE PyWHYBaHHA | NOTPan/IsiHHA B
3BapoBa/IbHUIN LWOB BO/bGPAMOBOro e/1eKTPOA], WO € AyXKe HEraTUBHUM SIBULLLEM.

YBara!!! KopektHa pobota pgaHoi ¢yHKUiT BUMarae ouniieHHs BUMpoby y Micyi
nignany ayru.

Cnocib 3acTocyBaHHS i€l PpyHKLiT noasirae B OTUKY eNeKTPOAOM 40 B1poby, npu
LbOMY YTPMMYyBaTW €/1eKTPO/, B LibOMY MOJIOXEHHI MOXHa HeobmeXeHy KinbKicTb yacy, i
KO/ KOPUCTYBay BBaXaTMMe L0 FOTOBUIM 0 NoYaTKy 3BaptoBaHHSA (Hanpukaaz, onycTus
3aXMCHY Macky Ha oui i Jobpe nNpoAyB MicLe 3aXMCHUM ra3om) 4ocuTb noyatn MOBIJIBHO
niZHiMaTV BICTPA 3aTOYEHOro enekTpoAa Bif BUPoby. AnapaT BU3HAUUTL Le MOMEHT i
CrpuiiMe MOro ik CUMHaA 40 CTapTy NPOLLeCY 3BapOBaHHS, TUM CaMUM MOYHe 36inbluyBaTy
3BapOBa/IbHUM CTPYM A0 BCTAHOB/IEHOIO 3HaYeHHS. M BislbLue OCHOBHUIA poboymnin CTpyMm,
TUM WBKUALLE NOTPIGHO NigHIMATK enekTpod, iHakwe BiH oniaBuTbcs. Jo onTUManbHOI
WBWAKOCTI BIiAPUBY esieKTpoga C/if 3BUKHYTU. HYac naaBHOro 3poctaHHsa cTpymy [t.uP] ao
BCTAHOBJ/IEHOrO 3HAYEHHA MU PO3M/ITHEMO B HACTYMHOMY MYHKTI.

Mopsagok poboTu:

aBTOMAaTUYHWUI BUMMKaY 12 Ha 3aAHiV NaHeni gXepena nepeBecTu y nosoxeHHs "BK/TY;
- 32 /JOMOMOrol0 KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA AP[ "TIG" (pexumu
nepeMmnKaoTbCs MO KOAY);
BCTQHOBITb QYHKLiIO KHOMKM nasbHuka TIG-LIFT. Ans uboro KHomky 3 HeobXigHo
HaTMUCKaTU A0 MOSIBU Ha iHAMKaTOpi «KHomKa Ha manbHWKy» [But], Takox nopy4 byae
BK@3aHO MOTOYHE 3HAaYeHHs Liei PyHKLii, 33 4OMOMOro KHOMOK 2 BCTaHoBUTM “LIFT".
AKLLO A0Bro He pOoBUTH HiSIKMX AilA, anapaT BUiAe 3 i€l GyHKL T, MOXHa MOBEPHYTUCSH TUM
Xe LWIFXOM, @ fKLLO NepecTpUBHY AN HeOBXiAHWI peXnM KHOMKKW, MOBTOPHO HaTUCKanTe
KHOMKY 3 — GYHKLii NepeMUKaoTbCs MO KOAY;
- 33 JOMOMOrO0 KHOMOK 2 BCTAHOBITb MOTOYHWIA OCHOBHUIA NapaMeTp — CTPYM 3BaplOBaHHS;
3a NoTpebu MOXHa pery/toBaTV 40AaTKOBI GYHKLiT 3BaptoBasibHOro npouecy (nopsaok
3MiHM AMB. y N.6.1).
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4.1.3 UMK/1 3BAPIOBAJIBHOIO NMPOLLECY - TIG-2T
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MopaAoK 3MiHM 3HauYeHHs Byab-aKoT GyHKLUIT AnB. y N.6.1

Ans uboro pexumy 3Hagobutbcs npuabaTv okpemmnii 610K 6€3KOHTaKTHOro
3anasitoBaHHsA ayru (ocumnsitop). Mopsgok nigroToBku anapaTa 40 poboTH 3 0CLNAATOPOM
—iHAUBIAYanbHUI i NOBMHEH BYTW ONMCAHUM B IHCTPYKLLIT 3 ekcnayaTauii 610Ky ocmunaTopa.
Po3'eM KkepyBaHHS BKJIIOYEHHSIM JXKepena 3HaXOAUTbCA Ha 3a4HiM naHeni Axepena
3BaploBa/IbHOr0 CTPYMYy — BUKOPUCTOBYBATM Tifibki KOHTaKkTK 1 i 2, HI B AKOMY PA3I He
nepenayTanTe 3 iHWWUMM KOHTaKTaMM — Lie MOXe NpWU3BECTM 4,0 BUXOAY anapaTa 3 saay!

YBara! Y pasi HEBUKOPUCTaHHS LbOro PO3'eMy, NPUKpWBANTE MOrO FYMOBWM
KOBMaYKOM, 1,06 He ByN0 3aCMiYeHHs.

AaHHble LpPOBOVi cBASN AaHHble udpoBol CBA3N

(+) nuTaHue peuratens K
(-) nuTanue geuratens

(-) nuTanve geuratens

(+) nuTaHue gBuratens

Micns 36upaHHs:
- yBIMKHYTU 6710k 6e3KOHTaKTHOro nignany Ayru (ocunaaTop);
- aBTOMaTUYHUI BUMMKAY 12 Ha 334 Hill NaHeni Axepesia nepeBecTy y noaoxeHHs "BK/1";
- 32 /JOMOMOrol0 KHOMKW 4 BCTaHOBITb pexXxum 3BaptoBaHHA AP[ "TIG" (pexumu
nepeMmnKaoTbCs MO KOAY);

PATON ProMIG DC MMA/TIG/MIG/MAG -18-



________[PATON

- BCTAQHOBITb QYHKUiO KHOMKM nanbHWKa TIG-2T — AnsS LbOro KHOMKY 3 HeobXigHo
HaTMCKaTW A0 MOSIBU HA iHAMKATOPI «KHOMKa Ha najnbHWKy» [But], Takox nopsg 6yae
BKA3aHO MNOTOYHE 3HAYeHHS L€l dyHKLT. 38 4ONOMOrot KHOMOK 2 HeobXiZHO BCTaHOBUTU
3HauyeHHa “2T". Akwo AOBro He pobUTW HifKMX AiM, anapaTt Bunge 3 uiel dyHKLil.
MMoBepHYTUCS MOXHa TUM Xe LWIAXOM, a fKIWO MNepecTpUbHY/IM HeobXifHUN pexum
KHOMKW, MOBTOPHO HAaTUCKaWTe KHOMKY 3 - GYHKLii NepeMrKaoTbCs No KoAy;

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

- 33 noTpebu MoXHa peryatoBaTh 40AaTKOBI GyHKLii 3BaptoBasibHOro npouecy (nopszok
3MiHM AVB. y N.6.1).

YBara! ManbHWK aproHoBMIM MoOBUHEH 6yTW KHOMKOBOro Tumy, 3 6alloHeTHWUM
po3'eMoM @13 MM. MakcuMMmanbHUI CTPYM MajibHUKa BubupawTe 3a CBOIMM pobounmu

BMMOraMMu.

4.1.4 OYHKUIA KHONKU HA NANBHUKY TIG-2T

List dyHKLif KHOMKM KepyBaHHs 3aCTOCOBYETHCS JIMLLE 3@ HABHOCTi 30BHILLIHLOTO,
He3anexHoro 6.10ky 6e3KkoHTaKTHOro nignany Ayru (ocuuastop) 3 B6ys0BaHUM KnanaHOM
rasy. lpoBig KHOMKM KepyBaHHA Ma/jibHMKA MigKAOYaETbCA be3nocepesHbO A0 LbOro
6noky. Tpn HaTUCKaHHI KHOMKWM Ha NajlbHUKY CUIHa/A KepyBaHHS HagxoAuTb y 6ok
oCUMNNATOPa, SIKMI BignpalboBye yHKLilO nepes-nposyBKM rasom ti 30HM 3BaploBaHHs
(BiaKpWBaE KNanaH rasy) i i3 3aTPMMKOIO MOAAE CMTHAN Ha BK/IOYEHHS AxXepesa CTpymy. A
TakoX B LeW MOMEHT MOAAE BUCOKOYACTOTHWUM BUCOKOBOJILTHUM iMAY/AbC  AAA
nignantoBaHHa Ayru. Jkepeno 3BaploBasbHOrO CTPyMy BiAMpPauboOBYE BCi iHLWI PyHKLT
(po3rnsgHeMoO X y HACTYMHMX MYyHKTax) 3rijHO 3 LWKIOM 3BaplOBa/IbHOrO Mpouecy,
HaBegeHoro Buue. [licna BigNyCKaHHA KHOMKWM AXepeno CTpymy BijgnpalboBy€E CBOI
byHKUiT, | No 3akiHYeHHi, caMOCTIMHO BiAk/o4aeTbCA. Bok ocumasaTopa MOBUHEH
BignpautoBaTh yHKLUiO MicAs-npoAyBKM rasom t2 30HM 3BapiloBaHHA (i3 3aTPUMKOIO
3aKpWUTKM KNanaH rasy).

YBATA! Bnok ocumnatopa nosuHeH OBOB'A3KOBO matu naHutor 3axucTy
BMUXOAY iHBepTOpa 3 /sajy BiA Npobolo BUCOKOBONLTHUM PO3PSIAOM, KU BiH CTBOPIOE B
MOMeHT nignany Ayru. MNepes 3acTocyBaHHAM, AaHLUOr 3axMcTy noTpibHo o6os'A3koBO
aKTMBYBaTW.
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4.1.5 LNK/1 3BAPIOBAJIbHOIO MPOLLECY - TIG-4T
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MopsaaoK 3MiHU 3HaYeHHs By A b-AKoT PyHKLIT AUB. y N.6.1
Ana uboro pexumy HeobxigHO 3agiaTM okpemui 610Kk 6E3KOHTaKTHOro
3anantoBaHHs ayru (ocumnsTop). Mopsaok nigroToBkM anapaTta 40 poboTu i3 30BHILLHIM
610Kk0M ocuMAATOPA IHAUBIAYaNbHUI | NOBUHEH BYT ONMCaHUI B IHCTPYKL,iT 3 ekcnyaTau,il
6noky ocumnsitopa. Po3'eM kepyBaHHS BK/IIOYEHHSM JXXepena 3BaploBasibHOrO CTPyMy
3HaXOAMTbCSA Ha 3a4Hi naHeni axepena. Cxema NigKatoueHHs Taka cama sk npu TIG-2T aus.
MYHKT 4.1.3.
Micns 36upaHHs:

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

aBTOMAaTUYHUI BUMMKAY 12 Ha 3aAHiV NaHeni gXepena nepeBectu y nosoxeHHs "BK/T";

- 32 /JOMOMOrol0 KHOMKW 4 BCTaHOBITb pexXxum 3BaptoBaHHA AP[ "TIG" (pexumu
nepeMmnKaoTbCs Mo KOAY);

- BCTaHOBITb GYHKL,it0 KHONKM NasibHUKa TIG-4T, A5 LLbOrO KHOMKY 3 HEOOXiAHO HATUCKATH
A0 nosiBM Ha ekpaHi "KHonka Ha nanbHWKy" [But], Takox nopyy 6yse BkasaHo NoTouvHe
NONIOXEHHS L€l GYHKLLT, 338 ZONOMOrot KHOMOK 2 HeOoOXigHO BCTAHOBUTU 3HaUeHHs "4T".
AKW,0 J0Bro He pobUTU HisIKKX Ail, anapaT BuiAe 3 Liel yHKLUii. [ToBEpHYTUCS MOXHA TUM
Xe WAAXOM, a SKLWO NepecTpubHy M HeOBXiAHUIA PEXUM KHOMKKM, MOBTOPHO HaTMUCKanWTe
KHOMKY 3 — GyHKL,iT nepeMnKatoTbCs Mo KoAy;

- 33 JOMOMOrO KHOMOK 2 BCTAHOBITb MOTOYHWIA OCHOBHUIA NapaMeTp — CTPYM 3BaplOBaHHS;

3a NoTpebu MOXHa peryaoBaTV AozaTKoBi GyHKLiT 3BaptoBaibHOro npouecy (MopszAoK

3MiHM AMB. y N.6.1).

YBara! ManbHWK aproHoBUI MOBUHEH 6yTWM KHOMKOBOro TuMy, 3 GalloHeTHWUM
po3'eMoM @13 MM. MakcuMMmanbHWUIA CTPYM MajbHUKa BWbUpaWTe 3a CBOIMM pobounmu

BMMOraMMu.
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4.1.6 OYHKL IS KHONKW HA MAJIBHUKY TIG-4T

Lis dyHKL A KHONKKM KepyBaHHS 3aCTOCOBYETHCS /IMLLE 3@ HASIBHOCTI 30BHILUHBbOIO,
He3asiexxHoro 6,10ky 6e3KOHTaKTHOrO MiAnany Ayru (ocunasTop) 3 BOy40BaHUM K/1anaHoOM
rasy. lNpoBig KHOMKW KepyBaHHS MajibHMKA MigKAOYAETbCA 6e3nocepeAHbO A0 LbOro
6noky. PoboTa amapaTa mpu HaTUCKaHHI KHOMKW KEpyBaHHS Ha NajibHUKY BifbyBaETbCS
noAibHo a0 TIG-2T (AWB. NYHKT 4.1.4), aNe € Bi4MIHHOCTI: 1). Ha MOYaTKY 3BapIOBAHHS, NMOKM
YTPUMYETbLCSA KHOMKA Mij, 4aC NepLIOro HaTUCKaHHS, NiCAA nepeA-npoAyBKM rasom ti 3oHu
3BaploBaHHA Ta BWCOKOBOJILTHOIO MiAMajloBaHHS, Ha BUXOAiI AXepena cTpymy byge
MOCTiINHO nonepeAHin cTpym t2 (ninoTHa Ayra), TibKM Nicas BiANyCcKaHHA KHOMKM MOYHETbCS
rnpoL,ec HapoCTaHHsA CTPyMy i Axepeno Buinge Ha pobounii ctpym. TobTo kHOMKy He Tpeba
yTpMMyBaTW MiZ 4ac poboyoro cTpymy, pyka 3BaptoBa/ibHMKa MeHLLe HamnpyXyBaTUMeTbCs
npu TpWBas/iOMy 3BaploBa/ibHOMY MPOLECi; 2). HaNpUKiHLI 3BapltoBaHHSA, Micas Apyroro
HaTUCKaHHA KHOMKW YMPaBAiHHA Ha MNaJibHUKY, MOYMHAETLCA CMnaj CTPyMy JO PpiBHSA
3a/laHoOro CTPyMy 3aBapku KpaTepa, i 4OKMU KHOMKa YTPUMYETbCS t3, cTpym nepebyBae Ha
ubomy piBHi. Micna Apyroro BiANyCKaHHS KHOMKKW, AXEPEeNno BigK/AOUYAETbCs, a 610K
OCLMAATOPa MOBMHEH BiAMpaLtoBaTh CBOK YHKLiO MiCAA-NPOAYBKM ra3om t4 30HM
3BaptoBaHHS (i3 3aTPMMKOIO BIAKIOUNTI K1anaH rasy).

YBATIA! Brok ocumnatopa nosmHeH OBOB'A3KOBO maTu naHLor 3aXmMCTy BUXOAY
iHBepTopa 3 fagy Bi4 Npobol0 BUCOKOBO/IbTHUM PO3PSAOM, KM BiH CTBOPIOE Mif 4ac
3anasoBaHHs Ayru. [epes 3aCTOCYBaHHAM JlaHLIOT 3axuCTy noTpibHO 060B's3K0BO
aKTUBYBaTW.

4.2 OQYHKLIA NEPEA-ANPOAYBKU 3AXUCHUAM FA30M

Lis $yHKuis HeobxigHa AN 3aXWUCTy 30HWM 3BaplOBaHHA Bij WKiAJAMBOrO BR/AMBY
atMocdepHoOro noBiTps i noasra€e y nonepesHbOMy NPOAYBaHHI 30HW 3BaplOBaHHS
3aXMCHMM ra3oM nepey, 3anasjieHHsM 3BaploBa/IbHOI AyrK. 3a 3aMOBYYBaHHAM, Yac nepej-
npoayBKku [t.Pr] BCTaHOBNEHO Ha 3HAYEHHi 0,1 CeK., Lie 3HAYEHHS MOXHa B 6yAb-KWN
MOMEHT 3MiHWUTW Ha CBil po3cya. MopsagoK 3MiHW 3HaUYeHHS By b-aKoT GYHKLTy NOTOYHOMY
peXnMi 3BaptoBaHHA AMB. ¥ N.6.1

4.3 OYHKLIA NICA4-NPOA4YBKU 3AXNCHUAM TA30M

Us ¢yHkuis nonarae B nogasiblioMy NPoAYBaHHI 30HW 3BaplOBAHHSA 3aXUCHWUM
rasom Micafa 3racaHHA 3BaploBaNbHOI AYrK, OCKiIbKM poO3MeyeHa 3BaploBajibHa BaHHa Lie
Aeskunii yac 60iTbCs WKiANMBOro BNAMBY aTMOCHEPHOro MoBiTPs. 3a 3aMOBYYBaHHSAM, Yac
nicas NpoAyBaHHA [t.Po] BCTAHOBNEHO Ha 3HAaYeHHS 1,5 CeK., e 3HaYeHHS MOXHa B byb-
SIKUA MOMEHT 3MIHUTU Ha CBiil po3cya. MopsaAOK 3MiHM 3HayYeHHs OyAb-fKoi PyHKLIT Yy
MOTOYHOMY peXuMi 3BapioBaHHA AUB. Y N.6.1

4.4 PYHKLUIA NMONEPEAHBOIO CTPYMY (NINNIOTHA AYTA)
La ¢yHkuis HeobxifHa AN 3py4vHOCTi KOPUCTYBaHHA Ma/fbHUKOM Mif 4ac
3anantoBaHHA Ayrun. [103BOAAE NOYMHATY NPOLLEC 3BAPIOBAHHA 3 Ma/IMX 3HaYeHb CTPYMY,
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3HAYEHHA SKOro JiuLe NIATPUMYE NPOLLeC, ajie He BHOCUTb CEPMO3HUX BK/IaAEeHb TENA i He
nponasntoe BMpi6. MoxHa nonepeaHbO MiZirpiTM MicLe 3BaptoBaHHA Y pasi BUKOPUCTaHHS
pexunmMy kHonku TIG-4T. 3a 3aMOBYyBaHHAM nonepegHi ctpym [Pr.A] BCTaHOBNEHO Ha
piBeHb 20A. MNopsag oK 3MiHM 3HaYeHHS By A b- K0T GYHKLIT Y NTOTOYHOMY pexuMi 3BaproBaHHS
AuvB.yn.6.1

4.5 QYHKLIS1 CTPYMY 3ABAPKU KPATEPA

La ¢yHKkuUis HeobXigHa AN BUM3HAYeHHS PiBHS, A0 SIKOrO CMafgaE CTPyM Mic/s
3aKiHYeHHsi NpoLLecy 3BaploBaHHSA, KU € HeObXiAHUM ANst 3aBaploBaHHA KpaTepa y pasi
BUKOPUCTaHHSA pexunmy KHonkn TIG-4T (Npu ApyroMy yTpUMaHHi KHOMKM Ha NasbHKKY). 3a
3aMOBYYyBaHHAM, CTPYM 3aBaptoBaHHA KpaTepa BCTAHOBJ/IEHO Ha piBeHb 20A. [opaa0K 3MiHM
3HaYeHHs by b-Koi GyHKLITy TOTOYHOMY pexmMmi 3BaploBaHHsA AMB. y N.6.1

4.6 ®YHKL,IS NTABHOIMO HAPOCTAHHSA 3BAPIOBAJIBHOIO CTPYMY

Lia dyHKLis okpiM eKOHOMIT pecypcy enekTpoga i B Aeskili Mipi caMoro nasibHuKa,
Tak camMo HeobxigHa AN 3pYyYHOCTI KOPWUCTYBaHHS Na/IbHUKOM. YCyBa€ YTBOPEHHS
MOYaTKOBOrO PO3MJIECKYBaHHS 3BaploBa/IbHOI BaHHM, @ TakoX 3@ BCTAHOBJEHWMIN 4ac
MNaBHOro HapocTaHHA cTpymy [t.UP], B pa3si BUKOPMUCTaHHA peXunMy KHOMKW Ha NaabHUKY
TIG-2T, MOXHa TOYHO HaBECTW NaNbHUK Ha HeobXiZHe MicLie 3BaplOBaHHSA, TOMY L0 MicLe
nignany ayrm B ocobimBO BiAMOBiAaNbHUX BUPOBax He 3aBXAWM 3HAXOAUTbCA B Micui
3BaploBaHHA. TakoX 3a AOMNOMOrot AaHoi ¢yHKLil MOXHa nonepeAHbO NiAirpiTM Micue
3BaplOBaHHA. 3a 3aMOBYYBaHHAM BCTaHOB/EeHO 3HauveHHs “OFF” — BumkHeHo. [Mopsagok
3MiHM 3HaYeHHs byAb-aKoi GyHKLITy NOTOYHOMY pexxuMi 3BapioBaHHs AMB. y M.6.1

4.7 OYHKLIA CNAAAHHSA 3BAPIOBAJIbHOIO CTPYMY

La ¢yHKkuis HeobxigHa A9 MOKpaLieHHA Npouecy 3aBaploBaHHS KpaTepa, Lo
YTBOPIOETLCSA NiJy TUCKOM OCHOBHOrO pob0o4oro cTpyMy 3BaprtoBasibHOI A4yri, i Liei KpaTep €
3apoAKoM AedekTiB 3BaptoBafibHOMO LB, WO € BKPal HEraTMBHUM sBuMLLEeM. ToMmy, 3a
BCTAHOB/IEHMIN Yac MABHOrO CMajaHHA CTpyMmy [t.dn] MOXHA 3aBapuTW PaKOBUHY, WO
yTBOpUWAACA. 3a 3aMOBYYBaHHAM BCTAHOB/1eHO 3HayveHH:A "OFF” — BUMKHeHO. MNopsijoK 3MiHW
3HauveHHA OyAb-AKoi GYHKLITY NOTOYHOMY pexuMi 3BaptoBaHHsA AMB. y N.6.1

4.8 PYHKL IS 3BAPIOBAHHSA IMNYJ/IbCHUM CTPYMOM

Lia dyHKLis npn3HaveHa 419 NOJIErUeHHs KOHTPOJIKO 3BaplOBa/IbHOroO NpoLecy y
NPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXKHbOIO, @ TaKOX MPW 3BaptoBaHHI KO/IbOPOBUX
meTanis. Bnave BigbyBaeTbca 6e3nocepesHbO Ha NepeMillyBaHHS MeTay pO3Mi1aBaeHoro
LWBa, @ Lie B CBOIO Yepry Ha cTabisbHicTb dopMyBaHHS WBa. [TeBHOIO MipOtO 3aMiHIOE pyXxu
PYKV 3BaptoBasibHMKa NpUY 3BaproBaHHi, 0C0BMBO Lie BaX/IMBO Y BaXKOAOCTYMHUX MiCLLsIX.
Tak camMo 4acTKOBO BifOyBa€ETbCH MPUMYCOBUI BMAWB Ha MEPEHECEHHS Kpanai 3 ApoTy
NpMcaZKku B 3BapoBa/ibHy BaHHY. Big NpaBM/IbHOCTI HanaWTyBaHHA 3aneXuTb popma Ta
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AKicTb GOpPMYBaHHS WBa, WO 3MEHLWYE MMOBIPHICTb MOSIBU MOP i 3MEHLUYE 3ePHUCTICTb
CTPYKTYpPH, a Lie 36inbLUy€e MiLHICTb 3BApHOrO 3'€HaHHS.

Ans peanizayii uiei dyHKuil B anapaTi NoTpibHO BCTAaHOBUTU TpW NapaMeTpu: cuay
nynbcauii [Po.P], wactoTy nynbcauii [Fr.P] i cniBBigHOWeHHA iMnyabc/naysa (abo
«lwnapysaTicTb») [dut]. 3a 3amMoBYyBaHHAM cuaa nyabcaii [Po.P] sk katoyoBuiA NnapameTp
3HaxoAMTbCs y nosoxeHHi *OFF”, To6To dyHKLis BUMKHeHa, a YacToTa nysabcauii [Fr.P] Ta
«wnapysaTicTb» [dut] Ha HaMnoLwMpeHilmnx 3HaYeHHsX 10,0 'y Ta 50% BignosigHo. LLlo6
YBIMKHYTW YHKLiO, AOCTaTHbO BCTaHOBUTM cuay nyabcauii [Po.P] binbwe Hyns, uewnt
napameTp 3a4a€TbCA Y Bi,COTKOBOMY BUPaXEHHI Bif NTOTOYHOr0 OCHOBHOIO BCTAHOBJ/IEHOMO
3BaploBa/IbHOro CTPyMy.

Mpuvknag: 3BaploBaHHS HeMaBKMM BOJIbHPaMOBUM €/1€KTPOAOM ZiaMeTPOM 2MM,
BCTaHOBJ/IEHE OCHOBHE 3HaYeHHS 3BaptOBa/IbHOIO CTPYMY CTAHOBUTb 100A, a cuaa nyibcawil
[Po.P] = 30%, npu LboMy YacToTa nyabcauii [Fr.P] = 10,0 'y Ta «wnapysaTicTb» [dut] = 50%
33 3aMOBYYBaHHSAM.

PesynbTat: cTpym byZe nyabcyBaTth Big 70A A0 130A 3 yacToTo 10 I, iMMyabCK
MaTMMYyTb piBHY GOpPMY SIK MO aMMAITYA, TaK i 3@ YaCoM.

MapameTp «WnapyBaTiCTb» 33 3aMOBYYBaHHSAM BCTaHOB/IEHMI Ha 50%, 3MiHa LibOro
3HaYeHHA BHOCUTb aCMMEeTPIt0 MiXK YacoM iMMy/1bCy CTPYMY i YacOM May3u CTpyMy:

33 3aMOBYYBaHHAM

"wnapysaTicTb" [dut] = 50% " wnapyBsaTicTh" [dut] = 20% " wnapysaTicTe" [dut] = 70%
LA LA 1A |

50%|50%l ﬁ 80% rl | I?o% |§| |
o~ ™

t,cex t,cex t,cex

AnapaT npuv UbOMYy 3pearye TaK, WO CepejHi PpiBeHb CTpyMy Mg 4ac
3BaploBa/ibHOrO npouecy 6yAe Ha PpiBHi BCTAHOBNEHOrO OCHOBHOIO  3HaYeHHS
3BaploBasIbHOrO CTPyMy 100A (sik i 6yno 3agaHo), BifMNOBIAHO i Ten/JOBKAAAAHHS B
3BaploBa/bHUM WOB HyAe Ha piBHI TUX Xe 100A, ane cTabiNbHICTb 3BaploBaibHOro NpoLiecy
Ta nepemillyBaHHA 3BaptoBas/IbHOI BaHHUM 3MiHATbLCA. Lle gyxe Bax/mBa ymoBa A/ TOYHOI
OLiHKW KOPUCTYBaYeM KisIbKOCTi 3MiHW TeNN0BKNAAaHHA y 3BapioBasibHy BaHHY, HanpuKag,
MOPIBHIOKOYM 3 iHLIMM OCHOBHUM CTPYMOM 6€3 iMMy/1IbCHOIO pexunmy.

JlaHi napameTpu BCTaHOBAIOKOTLCA Y PI3HUX CUTYaLifaX NO-pi3HOMY, BiAMNOBIAHO A0
BMMOT 3BaptoBasibHMKA. [1OpSAA0K 3MiHW 3HaUYeHHS Oy Ab-AKOI GYHKLiT Yy MOTOYHOMY pexXunmMi
3BaploBaHHA AMB. y n.6.1
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5. HAMIBABTOMATUYHE 3BAPIOBAHHA (HA «MIG/MAG»)

CO:2
Ar+CO:

HANIBABTOMATHYHWUIA
NANBHUK

YBara! B sikocTi 3ax1McHOro rasy npv 3saproBaHHi YOPHUX METasliB y HAMMPOCTiLOMY
BUMAa/ZKYy 3aCTOCOBYETbCA Byraekucani ras "CO2", a npu 3BaptoBaHHi aNtOMiHIl0 — TibKK
iHepTHi rasm Tuny aproH "Ar", iHogi reni "He", ans HepXaBitlouMX Ta BUCOKOEroBaHUX
CTasiei 4acTo 3aCTOCOBYIOTHLCA CyMilli B pi3HMX Nponopuisx, Hanpukaaz 80% "Ar" + 20%
"CO2". BUKOPWCTaHHS iHLWMX — ra3iB JIMLLE 33 NOroA)XeHHAM i3 BUpOOHMKOM 061agHaHHS.

YBara! Tak sik anapat obs1agHaHuUl cTaHAAPTHUM pos'eMom KZ-2 Tuny "€EBPO" ans
Na/ibHUKA, TO B MOAA/bLIOMY MOXHa NpUADaTU NaNbHMK Ha BJACHUIA PO3CY 4.

MopsAoK NigroToBKM anapaTy 40 poboTu Npu 3BaptoBaHHi CyL,iNIbHUM APOTOM:

- BCTAHOBUTW A)Kepesio 3BaploBa/IbHOro CTPyMy Ha OCHOBY MexaHi3My nogadi ApoTy, Ans
KPaLLL Ol XXOPCTKOCTI OXOMiTh i 3aTAMHITb pEMEeHeM JXepesio Ta OCHOBY (4epe3 OTBOpU Y
BUIASAI WiAWH 3 60OKiB gXXepena). PeMiHb NOCTaBASETLCS Y KOMMIEKTI;

- nigknoumMTn Kabenb ynpasniHHA Big 610Ky nogayi 4poTy 40 po3'eMy 18 Ha 3a4Hil NaHeni
AXepena;

- NpueaHaTh kabenb «Maca» y rHisgo B «-» gxepena ctpymy;

- NMPUEAHATM 3aTMUCKAY «Maca» A0 BUpoby;

LTeKep CM0BOro CTpyMy 610Ky noAadi ApOTy NPUERHATU A0 MHi3Aa AxXepena A «+»;

- NPUEAHATM Ta MPUKPYTUTU A0 YNOpy 3BaploBa/IbHUMA HaMiBaBTOMATUYHWUIA NalbHUK A0

rHi3ga 11 Ha 600 noAavi ApoTy;

BCTQHOBUTW pesyKTOp Ha ra3oBui 6asoH i3 3axmncHuM rasom "CO2" abo "Ar+CO2";

NiZAKAOUYNTY Ta30BUI WAHT 40 pesyKTopa ra3oBoro 6asoHa Ta WTyLepa 21 Ha 3aAHiN

naHeni 61oky nogadi ApoTy;

BiZIKPUTU KpaH ra3oBoro 6aioHa, NepeBipuTU FrepMETUYHICTb;

NiZAKAOUYNTI MepexeBuli Kabenb Jxxepesa 40 Mepexi XUBEHHS;

KHOMKY/aBTOMaTUYHUIA BUMMKAY 12 Ha 33AHil MaHeni gxXepesa NepeBecTy y NoJoXeHHs

"BK";

- 33 JOMOMOrOK KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA HA MIG/MAG (pexumu
nepemMmKaTbCsa No KOAY);

- 3a /JOMOMOrOI0 KHOMOK 2 BCTAHOBITb NOTPiIOHY Hanpyry 3BaploBaHHS;

BCTAHOBUTM KOTYLUKY i3 pPOTOM HeobXigHOro AiameTpa;
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NiAHATY Bropy KOPOMMCAO NPUTUCKHOMO PO/INKS;

3aBeCTU Bi/IbHUM KiHellb 4POTY Yepes BXigHWIM KaHaA 20 Yy 3BaptoBa/ibHUM NasbHUK;
OMyCTUTU Ta 3aTUCHYTU 3BaplOBasibHWUMA APIT MiX POJAMKaMW, 3YyCUANS MPUTUCKAHHSA
PO/IMKIB HaMWCaHO Ha MAACTMKOBIA pyuyli, AKWO HEAOCTaTHbO AOCBiAY, TO CMOYaTKy
BCTAHOBUTMW Ha CEPEAHE MOJIOXEHHA (MPUBN3HE 3HAUEHHS 3);

3a 40NOMOro KHOMOK 8 BCTAaHOBITb HEOOXiAHY WBUAKICTb NOAadi 4pOTY;

- 3@ /10MOMOr0l0 KHOMKM 7 NPOTArHYTW APIT Yepe3 BeCb KaHa/ i BiZiperytoBaTi 0CTaTouHe
3yCUANA MPUTUCKAHHS POJIMKIB BiAMOBIAHO [0 PeKOMEeHAALin LWOoA0 MPOBeAEHHS
HaniBaBTOMaTMYHOrO 3BaploBaHHsA. [pu LbOMY 3BEpHiTb 0CcObAMBY yBary Ha 3ycuans
3aTMCKaHHA ra/ibmMa KOTYLIKMW, KOTyLIKa NOBUHHA 6yTH MiHiManbHO-HeObXiA4HO 3aTUCHYTA
nerko obepTaTnCs, ase MUMOBIILHOrO PO3KPy4YyBaHHA He NOBUHHO 6yTu. YBATA! fkuwo
ra/ibMiBHUI MEXaHi3M KOTYLUKM HeMpPaBW/IbHO 3ibpaHuit, TO BiH MOXE «CaMO3aTAryBaTUCA»
npu obepTaHHi KOTYLUKW, WO Yepe3 KOPOTKWUI 4ac npusBese 40 NOBHOro 6/10KyBaHHS
APOTY 3 MOPYLUEHHSM MNpoL,ecy 3BaploBaHHs, ToMy, byZb nacka, nepesipTe L&l MOMEHT
nepej nepLLoto 3anpaBkoto 4POTy;

npy HeobXiAHOCTI MOXHA pery/aoBaTh A04AaTKOBI GYHKLIi 3BaptoBafbHOro npouecy Ha
Axepeni Ta 6aoui nogadi 4poTy (NOPSAOK 3MiHM AMB. Y 1.6.1).

He 3abyBavite npo nogayy 3axucHoro rasy! [1i1s nepesipku Moro HasiBHOCTI B KaHai
nafbHWKa Ha anapaTi nepesbayeHO KHOMKY 9, B MOMEHT HaTWCKaHHA AKOI APIT He
nojaetbca. Akuw,o B HoBayoK i HEMAE A0CBIAY B HaNalWTyBaHHI ONTUMaIbHOMO TUCKY A4
3BaplOBaHHA KOHKPETHOro BMPObY, TO crnoyaTKy TWCK rasy MOXHAa BCTaHOBUTU Bisblue
ONTUMA/IbHOIO 3HauyeHHs ~0,2MlMa, ue Maso Bh/AMHE Ha Mpouec, Tibku 36ibWwKNTbCA
BUTpPaATa 3axMCHOro rasy. Asne B MalbyTHbOMY, A/ €KOHOMIi, KepynTecb 3ara/ibHUMK
pPeKOMEeHAALISIMU OO 3BaplOBa/ibHUX pobiT HamiBaBTOMaTamu. TakoX MouyuMHanTe i3
CcepefHbOro 3HaYeHHs WBUAKOCTI nogadi ApoTy (~4...6 M/XB) Ta cepefHbOI Hanpyru Ha
axepeni (~19B) npu 6yAb-skoMy ZAiameTpi BCTaHOB/AEHOro ApoTy (80,6...1,2MM), LLe MOXe
He ONTMMa/bHO, ase anapaT NoBWHeH Bxe BapuTu. LLlob gocarTun kpaworo pesysabTtarty,
NOTPIGHO pery/noBaTU HaMpyry Ha fAXepeni KHOMKaMu 2 i WBWAKICTb mnogadvi ApoTy
KHonkamu 8 Ha 6noui nogaui BIANOBIAHO A0 3arajbHUX peKOMeHAaUild LWoAo
3BaploBasIbHOMO Mpouecy HaniBaBToMaTamu. [lam'sTanTe, A8 KOXHOIMO KOHKPETHOro
BMMAAKY Lii napaMeTpu € pisHUMMN.
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5.1 LK1 3BBAPIOBAJIbHOIO NMPOLECY - MIG/MAG
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MopsA0K 3MiHU 3HaUYeHHS By b-aKoT GYHKLIT AMB. y N.6.1.

5.1.1 OYHKLIA KHONKW HA MANIbHUKY - 2T

3aCcTOCOBYETLCS NPU 3BapOBaHHI KOPOTKMX Ta CepesHbOl 40BXMHM WBiB. QyHKL i
NOAAra€ B HaCTYMHOMY: NMPU HAaTUCKAHHI KHOMKW Ha NaNbHUKY CUrHAA KePYBaHHA HaAX0ANTb
y 6710k KepyBaHHS, BiANpaLboBYeTbCS QYHKLiS Nepes-npojyBKu ra3oM 30HU 3BapIOBaHHS
3a yac [t.Pr] (BiaKkpnBaETbCA KAaNaH rasy), Aani NOAAETbCA CUTHAA Ha BKJIIOYEHHSA JXepena
3BapOBA/IbHOr0 CTPYMY | ABUTYHA MEXaHi3My Mojadi ApoTy. 3 LLbOro MOMEHTY NOYMHAETHCA
npoL,ec 3BaptoBaHHS, 04HOYACHO BiJNpPaLbOBYETHCS GYHKL A NIaBHOr0 BUXOAY Ha PEXUM
3BaploBaHHA 3a vac [t.UP], a TakoX MOXyTb BignpaLboByBaTUCA A0AATKOBI PyHKLT
(Hanpuknaa, iMAYAbCHUI pexwuM), BCe Le 3riAHO 3 LMK/JIOM 3BaploBasibHOro npouecy
HaBeZeHOoro Ha uukaorpami n.s.1. Micas BiANycKaHHSA KHOMKM BiAMNpPaLbOBYETbCA PYHKLis
MAaBHOrO CMaZaHHs CTPYMy Ta WBWAKOCTI mogauvi ApoTy 3a 4ac [t.dn], noTiMm gxepeno
BUMMKAETbLCA. [lani BignpaLboByeTbca GyHKL A NiCAS-NPOAYBKM ra30M 30HM 3BapiOBaHHS 3a
yac [t.Po] (i3 3aTpMMKOIO 3aKpMBAETLCA K1anaH rasy).

PATON ProMIG DC MMA/TIG/MIG/MAG -26 -



________[PATON

5.2 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 4T
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MopsA0K 3MiHW 3HaUYeHHs By Ab-aKOT GYHKLIT AMB. Y N.6.1.

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

3acTOCOBYETLCS NPU 3BaploBaHHi A0Brux WeiB. OyHKLiA NoaSrae B HAaCTyMHOMY:
MpU NEepLIOMY HaTUCKaHHi KHOMKWM Ha MaJjibHUKY CUrHafA KepyBaHHS HaaXoAauTb y 610k
YNpaBAiHHSA, BiANpPauboBYETbCS YHKLiS MNepeA-NpoAyBKM ra3oM 30HM 3BaplOBaHHSA
(BiAKPWBAETLCA KAANaH rasy), Nicas NepLoro BijMNyCKaHHA KHOMKN MOAAETLCA CUMHAA Ha
BKJ/IIOYEHHS J>Kepena 3BaptoBa/IbHOro CTPYMY i ABUIYHa MeXaHi3My nodadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETHCS MpoLec 3BaptoBaHHA. OZAHOYACHO BifNPaLbOBYETHCA YHKLiS
N/IaBHOI O BUXOAY Ha PeXMM 3BaptoBaHHSA 3a Yac [t.uP], a TakoX MOXYTb BiANpaLboBYBaTUCS
AogatkoBi  PyHKLiT (Hanpuknag, iIMNy/AbCHUA pexum), BCe Le 3rigHO 3 LWKIOM
3BapIOBa/IbHOro Mpouecy HaBeAeHOoro Ha uuknorpami n.5.2. ficna gpyroro HaTUCKaHHA
KHOMKW HA NasibHUKY, BiAMNPaLbOBYETbCA YHKLiA MNAAaBHOrO CnaZaHHA Hanpyru Ta
WBMAKOCTI NoAavi ApoTy 3a yac [t.dn], noTiM gXepeno cTpymy BUMUKAETbCS.

Micha gpyroro BignyckaHHsA KHOMKW BiANpaLboBYETbCA GYHKLiA NiCAA-NPOAYBKM
ra3oM 30HM 3BaploBaHH#A 3a yac [t.Po] (3 3aTpUMKOI0 3aKpUBAETLCS KAanaH rasy).

B a/nbTepHAaTMBHOMY peXUMi KHOMKM anbT.4T cUCTeMa MPOMyCcKae Apyrui TakT
(nepLue BigNyCKaHHA KHOMKMW), LLUM i BIAPI3HAETHLCA Bif, CBITOBOrro CTaHAAPTY 4T. [oscHUMO:
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B AaHOMy BMNajKy CMCTeMa He 4YeKaEe NepLlloro BifMyCKaHHA KHOMKWM Ha MNajbHUKY, a
MOMeHTa/IbHO Micas BignpaLtoBaHHs GYHKLIT nepes-npogyBKun ra3oM 30HW 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YrM — L& aHaN0M4yHO AK B pexXumi KHonku 2T.
Mpy uboMy MicAA NepLIoro BiANyCcKaHHs MpoLec 3BaptoBaHHA TpuBae 6e3 3miH. JaHui
pexunmM HagaeTbcs komnaHieto PATON sik 60HYCHUIM, BUKOPUCTOBYBATU Ti/lbKM 3@ HaXkaHHAM,
OCKiNIbKW BiH Bi/1bLL 3BUYHMI 3 NOrAsAY 6ibl YaCTOro BUKOPUCTaHHS KJiEHTaMK pexumy 2T
Y KNaCcMYHUX HaniBaBToOMaTax, 6inbL iHTYITUBHO 3pO3yMianii.

5.3 QYHKUIA IHAYKTUBHICTb

Lis ¢yHkuia HeobxigHa ANA 3MIHW LWBWAKOCTI HApOCTaHHSA CTPYMY MpWU 3MiHi
Hanpyru Ayru. B pesynbTaTi 3MeHWY€eTbCA po3bpu3KyBaHHSA, ajle Le TakoX Br/IMBaE Ha
npouec KpanaanepeHocy, Wo NpM3BOAUTL Ha BUCOKUX 3HAYEHHSAX CTYMEHS iHAYKTUBHOCTI
AO YMOBINbHEHHA MpoLecy 3BaploBaHHA Ta CUIbHOMO 3MEeHLUEHHS 4acTOTU MnepeHocy
Kpanesib. 3MiHIOIOUYM 3HAYeHHs Ui€l YHKUi, KOXeH KOpuUCTyBay Moxe BMOpaTK
ONTUMa/IbHUI NPOLLEC 3BaplOBaHHA. B OCHOBHOMY MiHiMasibHi 3Ha4YeHHS 3aCTOCOBYIOTLCS
AN151 3BapOBaHHSA TOBLYMH BisibLue 3 MM, @ MaKCMMasIbHi 3HaYeHHS AJ151 TOHLWWX BUPOGiB.

3a 3aMOBYYBaHHAM, iHAYKTMBHICTb BCTaHOB/JEHa Ha 3HayeHHi “OFF”, TobTO
BCTQHOBJ/IEHA HA HY/bOBOMY CTyrneHi. [Mopsagok 3MiHM 3HayeHHs 6yab-akoi ¢yHKuil y
MOTOYHOMY peXxuMi 3BaptoBaHHA AMB. y N.6.1.

5.4 ®YHKLIA NEPEA-NPOAYBKU 3AXUCHUM FA3OM

Lis $yHKuis HeobxigHa ANS 3aXWUCTy 30HWU 3BaplOBaHHA Bij LWKIAJIMBOIO BR/MBY
aTMocdepHOro noBiTps | NoAsra€ y nornepesHbLOMy NPOAYBaHHI 30HM 3BaplOBaHHS
3aXMCHMM ra3oM nepe/ 3ana’/itoBaHHAM 3BaptoBasIbHOI Ayrn. 3a 3aMOBYYBaHHAM Yac nepej-
npoayBku [t.Pr] BCcTaHOBAEHO Ha 3HAYeHHi 0,1 CeK., Lie 3HaYeHHs MOXHa B 6yAb-aKui
MOMEHT 3MIHUTU Ha CBiil po3cyA. MopaAoK 3MiHM 3HaUYeHHs 6yab-aKoT PyHKLiiy NOTOYHOMY
peXuMi 3BaploBaHHs AMB. y N.6.1. BukopucToByiTe npaBuii iHAnKaTop 610Ky nogaui ApoTy.

5.5 ®YHKUIA NICAA-NPOAYBKU 3AXUCHUM FA30M

Lis $pyHkuis nonsrae B nojanblioMy NpoAyBaHHI 30HM 3BaploBaHHS 3aXUCHUM
rasom nic/ia 3racaHHs 3BaploBaJ/IbHOI AYrW, OCKiNIbKM po3neyeHa 3BaploBasibHa BaHHA LWwe
AesKnA Yac 60iTbCs WKIANMBOro BNAMBY aTMOcdepHOro noBiTps. 3a 3aMOBUYYBaHHSAM, Yac
nicas-npoAyBku [t.Po] BCTaHOBEHO Ha 3HAYeHHS 1,5 CeK., Lie 3HaYeHHs MOXHa B 6y Ab-sKui
MOMEHT 3MIHUTM Ha CBiil po3cyA. MopaAOoK 3MiHM 3HaUYeHHs Byab-aKoT GyHKL,iiy NOTOYHOMY
PeXuMi 3BaploBaHHs AMB. y N.6.1. MoXHa BUKOPWUCTOBYBATU NiIBUI iHAMKATOP AXepena Ta
npasuii iHaMKkaTop 610Ky Nogavi 4poTy.

5.6 OYHKUIA HAPOCTAHHA HAMNPYIU/WWUBUAKOCTI MOAAYlI HA NMOYATKY
3BAPIOBAHHA

Ua ¢yHkuia HeobxigHa AN NAABHOMO BMXOAY Ha PEXMM 3BaploBaHHA 3a
BCTaHOB/JeHWA 4Yac [t.UP], Wo 3MeHWye poO3Mn/ieckyBaHHS 3BaplOBa/IbHOI BaHHW Ta
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po36pU3KyBaHHA B MOMEHT MiANany, KOAWU APIT e XON0AHWN. 36iablueHnI Yac NaaBHOro
BUXOAY 3aCTOCOBYETHCS AJ1F NOYATKOBOro GOPMYBaHHS BaHHW.

YBATA! YuMm 6inblumii yac HApOCTaHHS — TUM MEHLUWIA NOYaTKOBMI NpoBap, TOMY
3aCTOCOBYETLCS Ti/bKM A5 CepeAHiX Ta AOBrux LWBIB. 3 Li€i NpUYMHM He noTpibHO
36inblyBaTK Yac Bisiblue 0,1 cek. NpY 3BaptOBaHHI TOUYKAaMM TOLLO.

3a 3aMOBYYBaHHAM, 4aC HApPOCTAHHS BCTAaHOB/EHO Ha 3HauyeHHi “OFF”, TobTo
BUMKHeHO. MopsiA0K 3MiHM 3Ha4YeHHs By b-aKoT PYHKLiT y NTOTOYHOMY pexuMi 3BapioBaHHs
AVB.y n.6.1.

YBATIA! [puv 3BaptoBaHHi CTafieBMM 4POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni mae
6yTn abo pisHum, abo Tpoxm MeHwe HiX Ha 6soui nogaui gpoty. Mpwu 3BaproBaHHI
a/IIOMIHIEBMM A POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni mae 6yTn binblumm (+0,2..+0,5 cek.)
HiDXK Ha 610 moAadi ApoTy.

5.7 OYHKLUIA CNAAAHHA HAMPYTU/WUBUAKOCTI NOAAUYI B KIHL,I 3BAPKOBAHHSA

Lis dyHKUis npy3HaYeHa A5 NIABHOMO 3aBaplOBaHHSA KpPaTepa, Lo YyTBOPIOETLCS B
3BaplOBa/IbHIN BaHHI Nij Ji€l0 €1eKTPOMarHiTHOro AyTTs e/eKTPUYHOK AYyrol i B
nogasbLUoMy € AxepesioM AedeKTiB 3BaptoBasibHOro Wea. CUrHaiom Ao noyaTky GyHKLIT €
BiZiNYCKaHHA KHOMKM Ha Ma/ibHMKY B KiHLLi NpoL,ecy 3BaptoBaHHS, NpU LLbOMY pyX NajibHMUKa
HeobXifHO MpUNUMHUTK | 3aBaptoBaTH AMKY (Le i € KpaTep) Yy 3BaploBafibHOMY LWBI. 3a
pery/toBaHHSA NJ1aBHOCTI LbOro NpoLecy BiANOBiAaE Yac cnagaHHs Hanpyru [t.dn]y gxepeni
3BaplOBasIbHOrO CTPYMY, i 4Yac CMajaHHs WBWAKOCTI nogadi ApoTy [t.dn] 6aoky nmogaui
ApoTy. s kopekTHOI poboTw Lii 3HaYeHHs MatoTb 36iraTucs. 3a 3aMOBYYBaHHSAM, 3HaUYeHHS
BCTQHOBJ/IEHO Ha 0,1 CeK., TO6TO PaKTUYHO MOXKE BUMKHEHO. L|e 3HaUeHHs MOXHa 3MiHIOBaTK
Ha CBill po3cya, NOpsAOK 3MiHM AMB. y M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM APOTOM yYac crnagaHHs [t.dn] Ha gxepeni
cTpyMy Mae 6yTn abo piBHMM, abo Tpoxu 6inbwe HixX Ha 610U nogaui ApoTy. lMpu
3BaploBaHHi a/IlOMIHIEBMM ApPOTOM 4ac cnagaHHs [t.dn] Ha gxepeni Mae 6yTv MeHWUM (-
0,3...-0,7 CeK) Hix Ha 6oL nogayi gpoTy.

5.8 ®YHKL, 151 3BBAPIOBAHHS IMMY/JIbCHOIO HAMPYT OO

Lis dyHKuUis npM3HaveHa A8 NOJErWeHHA KOHTPO/ItO 3BapioBasibHOro npoLecy y
NMPOCTOPOBMUX NMONOXEHHAX, BIAMIHHWX BiZ HUXKHLOIO, @ TAKOX NPV 3BapIOBaHHI KOJIbOPOBUX
meTanis. Bnave BigbyBaeTbcA 6e3nocepesgHbO Ha NepeMmillyBaHHs PO3MN/1aBAEHOro MeTany
LB, L0 B CBOI Yepry Brn/ivMBaE Ha GopMmy LBaA. A TaKOX Bif6yBaETLCA MPUMYCOBUI BNINB
Ha MepeHeceHHs Kpani y 3BaploBasibHy BaHHY, L0 B CBOIO Yepry B/MBAE Ha CTabisbHICTb
npouecy. fK i B iHWNX BUAAX 3BaplOBaHHS, Liei NpoLec NeBHOK MipOO 3aMiHIOE PyXU pyku
3BaptoBasibHMKa. Oco6/1MBO Lie BaX/IMBO MPW 3BaptoBaHHi Y BaXKOAOCTYMNHUX Micusx. Big
MPaBUABLHOCTI HaNaWTyBaHHS AaHOT GyHKUiIT 3anexuTb He Tibku popma, a M sKiCTb
¢dbopMyBaHHS WBa, TOHTO 3MEHLLYETLCA MMOBIPHICTL NOSBM MOP | 3MEHLLYETHCS 3€PHUCTICTb
CTPYKTYPH, WO Le 36iNbLy€e MiLHICTb 3BapHOro 3'€AHaHHS.
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Ans peanisauil ui€i OyHKUIT B AXepesi 3BaploBaNbHOro CTPyMy nOTpibHO
BCTAHOBUTWM TpW napameTpu: cuay nyabcayii [Po.P], wuactoty nyabcauii [Fr.P] i
cniBBiAHOWEHHA iMnyabc/naysa (abo «wnapyBaTicTb») [dut]. 3a 3amoBUyBaHHAM cCuaa
nynbcauii [Po.P] Ak kno4oBUIA NapaMeTp 3HaxoAUTbCs y nonoxeHHi "OFF”, To6To dyHKL s
BUMKHEHa, a 4acToTa nyabcauii [Fr.P] Ta «wnapysaTicTb» [dut] Ha HaMnowwmpeHiwmnx
3HaueHHsnAx 20 'y, Ta 50% BignosigHo. LLLo6 yBIMKHYTY GYHKL IO 4OCTaTHLO BCTAHOBUTU CUATY
nyabcauii [Po.P] 6inblie Hyns, Lei napameTp 3aja€TbCs Y BiCOTKOBOMY BUPaXeHHI Bij
MOTOYHOI OCHOBHOI BCTAHOBJ/IEHOI 3BapIOBa/IbHOI HANpPyru.

Mpuknaa: 3BaptoBaHHA APOTOM 0,8 MM, BCTaHOB/IEHa WBWUAKICTb NOAadi APOTY 5,5
M/XB. Ta «wnapysaTicTb» [dut] = 50% 3a 3aMOBYYBaHHSIM.

PesynbTat: Hanpyra gxxepena nyibCcyBaTume Big 14,4V A0 21,6V 3 yactoTo 20 'L,
iMMy/IbCM MaTUMYTb piBHY GOPMY SIK MO aMnAiTyAl, TaK i 3a Yacom.

MapameTp "WwnapyBaTicTb" 33 3aMOBYYBAHHAM BCTAHOBJ/IEHWI Ha 50%, 3MiHa LLbOro
3HaYeHHA BHOCKTb aCMMEeTPIt0 MiXK YacoM iMMy/1bCY Hanpyru Ta Yacom "naysn” Hanpyru:

3a 3aMOBYYBaHHAM

"wnapysaTicTb" [dut] = 50% " wnapysaTicTb" [dut] = 20% " wnapysaTicTb" [dut] = 70%
LA LA LA
50% | 50% I ﬁ 80% |_| |_| 70% IEI I—
o~ ™
t,cex t,cex t,cex

AnapaT npu UbOMYy 3pearye TaK, WO CepejHi piBeHb Hanmpyru nig 4ac
3BaptoBa/ibHOro npouecy by/e Ha piBHi BCTAHOB/IEHOr O OCHOBHOI O 3Ha4YeHHS 3BaptoBasIbHOT
Hanpyru 18V (sk i 6ysn0 3a4aHo), BiANOBIAHO i TEN/IOBKNaAaHHS B 3BaploBasibHUM WoB byge
Ha piBHi TMX e 18V, ane cTabifbHiCTb 3BaptOBa/IbHOrO NPOL,eCY BaHHW Ta NPOBAp 3MiHATbLCS.
Le Aayxe Bax/ivMBa yMOBa AN TOYHOI OLHKM KOPUCTYBa4YeM TemNOBKAAAAHHA Y
3BaploBasibHy BaHHY, HaMpuWKAaZ, MOPIBHIOOYM 3 iHWOK OCHOBHOK Hamnpyrotlo 6e3
iMNYIbCHOO peXMMY.

AKW,o CTOITb 3aBAAHHA CaMe 3MEHLWUTU TEMJOBKAJAAHHSA B LUOB, 33 A40MNOMOroH
iMNYIbCHOrO PEXWUMY, HaNPUKAaZ Npu 3BaptoBaHHI TOHKUX MeTaniB, TO 4OCUTb 3MEHLLNTH,
OCHOBHY Hanpyry gxepena, npu L4boMy amnaiTyAa iMny/bCiB i Nay3, BCTAHOBAEHI paHille,
ABTOMATMYHO MiANALLTOBYBATUMYTbCA Nif, LIIO HANpyry, Bi4NOBig4HO KOPUCTYBay byae 4iTko
PO3yMiTH, HACKiZIbKM 3MEHLUMAOCA MOTOYHE TeroBKAaAaHHA B LIOB MOPIBHAHO 3
nonepesAHiM peXuMMoM, OAHOYACHO 3MiHKUM B byab-akin kKombiHauii cuay Ta
«LUNapyBaTICTb» IMNYbCIB A5 OTPUMAHHSA NOTpibHOro npouecy. 3aBAaHHSA Le He NpocCTe,
TOMY LLO PeryoTbCa Bigpa3sy Kisibka napameTpis.

JaHi napameTpun BCTaHOBIOIOTLCA Y PISHMX CUTYaLifIX NO-Pi3HOMY, BiANOBIAHO 40
BMMOT 3BaptoBasibHMKA. MOPAAOK 3MiHM 3HaYeHHs ByAb-aKoT GyHKLiT Yy NOTOYHOMY pexuMmi
3BaplOBaHHA AMB. y N.6.1

PATON ProMIG DC MMA/TIG/MIG/MAG -30-



________[PATON

5.9 ®YHKL,IS1 BKTHOYEHHA BUMKHEHHA 4BUTYHA
Lle soaaTkoBa yHKUiS 415 MOX/MBOCTI BUMKHYTU poboTy ABUryHa. BoHa moxe
He 6y T B MEHIO, TaK fIK 33 HAasSIBHOCTI 3B'A3Ky MiX 6/10KaMM ynpaB/iiHHA, anapaT cam npuiimMae
pilleHHS NPO BKJ/IIOYEHHS Ta BUMKHEHHS ABUIYHa B KOHKPETHOMY pPeXMi 3BaptoBaHHS.
YBATA! nqa npaBuabHoi poboTu HaniBaBToMaTa L,el 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/IbHOro CTPyMy BUBOAUTbL 3HAYE€HHA OCHOBHOIO
napameTpa NOTOYHOrO PeXMMY 3BaploBaHHS:

1) y pexxumi P13 "“MMA”" — 3BaptoBaibHUIN 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 NnoToUHe
3HAYEHHA CTPYMY, LLO BUWLL/IO B pe3y/bTaTi HacTynHMX ¢$akTopiB: giameTpa ApoOTy, WO
BMKOPWUCTOBYETLCS, BCTAHOBJ/IEHOrO 3HAYeHHA HaMnpyru Ha JAxepeni, BCTaHOBAEHOI!
WBMAKOCTI Mojadvi APOTY Ha MexaHi3Mi noAadyi, BUKOPUCTOBYBAHOro rasy, martepiany i
TOBLYMHN BMPOBY, WO 3BApIOETLCA i i T.4. 3HAUEHHS MOKA3YETbCA NPOTAroM 8 cek. micas
3aKiHYEeHHSI 3BaploBaHHSA — Le MOTPIOGHO A1 MOX/IMBOCTI CaMOCTIMHOI NepeBipku CTPyMy
3BaploBasibHMKOM, 6€3 CTOPOHHBOT AOMOMOrK. A Ha ekpaHi MexaHi3My nogaui 3 npaBoro
6oky B ubomy pexumi (HA "MIG/MAG") BUBOAWNTbLCS 3HAYEHHS WBMAKOCTI MoAadi ApoTy B
"m/xB".

KHonka 3 Ha nepeAHilt naHesi anapaTa Bignosigae 3a Bnbip dyHkuUii gxepena B
MOTOYHOMY peXWMi 3BaploBaHHs, a kHomnka 10 3a BMbip ¢yHkuil 610Ky nogadi B pexumi
MIG/MAG.

KHonka 4 Ha nepeZHilt naHeni BiANOBiAa€E 3a BUBip peXxMmy 3BaptoBaHHS.

KHonku 2 Ha nepeAHiN NaHeni gxepena CTpymy BiZANOBiAatOTb 3@ 3MiHY NOTOYHOIO
3HaYeHHA Ha ekpaHi 3AiBa.

KHonku 8 Ha nepegHin naHeni 610Ky noZaui BiANOBIAAOTL 3@ 3MiHY MOTOYHOMO
3HaYeHHSA Ha ekpaHi 610Ky .

6.1 MEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

fAKw,o B anapaTi BCTAHOB/IEHO CUCTEMY 3aXWUCTY Bij, HECAHKL,IOHOBAHOIO A0CTYNY 40 MEHIO
bYHKLN, NPU HATUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BiA0yBaEeTLCS XOAHMX 3MiH, TO6TO
LS KHoMKa 3abs10koBaHa. LLLob po36aokyBaTh, He0bXifAHO YTPUMYBaTH il HATUCHYTOMY CTaHi
Ginble 3,5 cekyHa. Mpu po3610KyBaHHI Ha iHAMKATOP BUBOAUTHLCS 306paXKeHHs 3aMOYKIB,
WO BiIAKPUBAIOTLCA, WO BKasye Npo npouec po3bsokyBaHHA MeHo yHKuUin. [icas
ycnilwHoro po3610KyBaHHS, NMPU HATUCKAHHI KHOMKM 3, Ha LMPPOBUIA AWUCTNEN BUBOAUTLCS
MOTOYHA Ha3Ba ¢pyHKLiT Ta i 3HaUYeHHS.
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YBara! lMiciqa BignyckaHHsA KHOMKKM 3 Yyepes 2 CeKyHAM eKpaH 3HOBY MNepenge Ha OCHOBHUN
napameTp MOTOYHOrO pexuMmy 3BaptoBaHHs. [Toku gucnaen nokasye noTouHy ¢yHkuito, i
3HAYEHHSA MOXHa 3MIHUTK y BisibLly a0 MeHLLY CTOPOHY, 3a 4OMOMOroo KHOMOK 2. ABo npwu
WBUAKOMY HaTMUCKaHHI Ta BiANyCKaHHI Ha KHOMKM 3 MOXHa NepeMMKaTUCA Ha HaCcTymnHy
dyHKLito Mo Koy.
YBara! fKiw,o J0Bro yTpvMyBaTW KHOMKY 3 Y MOMEHT pO3rasjy HalMeHyBaHHS byHKLii,
npMb/AM3HO Yepe3 10 CekyHA, Ha UMdpoBoMy Tabao MNOYHeTbCH 3BOPOTHWMI BiANIK
333...222...111, AKUIA NONepeKaEe NPo CKUAAHHA BCiX HaNaLUTYBaHb MOTOYHOrO PeXMUMY.

AHasIOriyHO, NMpPU HATUCKaHHI KHOMKM 10 Ha UMPPOBMM iHAMKATOP MNpPaBoOpyY
BMBOAUTbCSA rpadiuHa HasBa MoTo4HOI PyHKUIT 6aoky nogaui gpoTy, a Bigpasy nicas
BiiNyCKaHHA NPOTArOM 2 CeKyH/ MOKa3yeTbCs MOTOYHE 3HauveHHs Liei PpyHKuil. 3a
Z,0MOMOT 010 KHOMOK 8 M0ro MoXHa 3MiHUTK B MeHLLy abo 6inbluy CTOPOHY.

AAKL,0 MeHIo 3a6/10K0BaHe, AK i y BUNAAKY 3 MeHIo GYHKL M Ha gXepeni — 4O0CTaTHbO
YTPUMaTH L0 KHOMKY NOHAaZ 3,5 CeK.

6.2 MEPEK/TIOYEHHA HA HEOEXIAHVIVI PE>XXM 3BAPIOBAHHA
HaTucKkaHHS KHOMKM 4 NPU3BOAMUTD /10 MEPEKJ/IIOYEHHS Ha HACTYMHUIN PeXM 3BaploBaHHS No
KoJy. Lle BUAHO Ha Ancnel 1 Ha NepeHin naHen.

6.3 CKMAAHHSI HANALITYBAHb BCIX OYHKUIA MNOTOYHOIMO PEXMMY
3BAPIOBAHHA
MoxyTb BigbyBaTUCSH cMTyaUil, KOAM NapameTpu B anapaTi TPOXM 3anayTaam KOpUcTyBaya.
Jna Toro wob ckMHyTH iX 0 CTaHAaPTHUX 3aBOACbKUX, AOCUTb YTPUMyBaTH BesnepepBHO
KHOMKY 3 NpoTsirom 6inblue 10 cekyHz (He 3BepTaTh yBary Ha 306paxeHHs 3amMoukiB). AK i
HaBOAMWIOCA paHille, Ha Tab/10 MOYHeTLCS 3BOPOTHUM BiAIK 333...222...111 i NIPU AOCATHEHHI
"000" BCi HAaNALITYBaHHS MOTOYHOIrO PEXMMY 3BaptoBaHHA OyAyTb OHOB/IEHI HA 33aBOACHKI.
CkngaHHs napaMeTpiB A1 KOXHOrO pexwuMy 3BaploBaHHA pobnatbcs okpemo. Lle
3pobaeHO AN 3pYYHOCTI, Wob He CKMHYTWU iHAMBIAYaNbHI HaNALWTYBaHHSA B ABOX iHLWMX
pexunmax.

AHanoriyHo, MoXHa CKMHYTM napameTpu Ha b6aoui nogadyi 4poTy 3a 40MOMOrot
KHOMKM 10.

6.4 3SMIHA HOMEPY NMPOIrPAMMU Y NOTOYHOMY PEXXMI 3BAPHOBAHHA

Y KoXXHOMY pexxumi 3BaptoBaHHs MMA, TIG i MIG/MAG anapaT Moxe 36epiraTti 40 16 pisHuX
BapiaHTiB HaslaWwTyBaHb. MOTOYHMI HOMEp HaNalWTyBaHHSA (Mporpamu) BiZobpaxaeTbcs y
BEPXHbOMY MPaBOMY KyTi iHAMKATOPa, WO 3HAaXOAUTbCA Ha MepeaHin naHeni Axepena. Y
MOMEHT MeplIoro YBIMKHEHHSA anapaTa, A8 KOXHOrO pexuMmy 3BaploBaHHS, 3aBXAW
BMBOAUTbLCA nporpama nig N2i. Yci 3MiHM B HanalTyBaHHI anapata B AaHOMY pexuMi
3BaplOBaHHA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbes. LLLob nepenTn Ha iHWWIA HoMep
nporpamu i novaTu HajialTyBaHHS 3HOBY 3 6a30BMX MapaMeTpiB, AOCTaTHbO HATUCHYTU
KHOMKY 3 i skwo meHto BrMbopy ¢yHKUiN 3abnokoBaHO, Togi Ha iHAMKATOP BMBOAMUTLCS
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MOTOYHMIN HOMEpP NPOrpamMu, KM MOXHA 33 JOMOMOrol0 KHOMOK 2 3MiHWTK y 6isibluy abo
MEHLLY CTOPOHY. FKIO0 MeHio BMBopy dyHKLil He 3abioKkoBaHe, HaNpuKAa4: KOpUCTyBaY
fIKpa3 nepej UM 3MiHIOBaB 404aTKOBi NapameTpu GyHKLU i onucaHi B n.6.1, To HeobxigHo
3abs10kyBaTV MeHo BUGopy dyHKLiN 33 40NOMOrot yTpuMaHHs KHomnku 3 Binblue 3,5 cek.
Tak camo Ak i npu po36s0KyBaHHi, Ha iHAMKaTOpi ByayTb BigobpaxaTucs 3amku, WO
3aKkpuBatoTbcs. Micns 3akiHYeHHs Liel onepauil MeHto H6yae 3abnokoBaHo i Tenep MOXHa
3HOBY MNOBTOPUTM CNPObY 3MiHW HOMEpPa NPOrpamum 3a J0MNOMOrol KHOMKK 3. Mpu LbOMy BCi
napameTpw roriepeHboi nporpamu 6yayTb 36epedxeHii 40 Hel3aBXAM MOXHa NOBEPHYTUCS
3HOBY.

7. 3ATAJIbHUM CMIUCOK | NOC/IIAO0BHICTb ®YHKLIN
Pexwm 3BaptoBanHsa P13 "MMA"
0) [-1-] - ocHoBHWI NapameTp CTPYM = goA (3a 3aMOBYyBaHHSM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MiHM 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
x) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
1) [H.St] cuna "Mapsyoro ctapty" = 40% (32 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHK 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 agyrn" = 40% (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpauboByBaHHA GyHKLiT «Dopcax Ayru» = 12V (3a 3aMOBYYBaHHAM)
a)9 ... 18V (KpokK 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 Agyroto = OFF (3a 3aMoBYyBaHHsM)
a) ON — yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6510k 3HMXEHHSA Hanpyru xonocToro xoay = OFF (3a 3amMoBYyBaHHsAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] cuna nynbcauivi ctpymy = OFF (3a 3aMoBYYBaHHAM)
a) o[OFF] ... 80% (kpok 3miHun 5%0)
9) [Fr.P] yacToTa nysnbcayin ctpymy = 5,0 'y, (32 3aMOBYYBaHHSIM)
a) 0,2...500 'y, (AMHaAMiIYHWI KPOK 3MiHM 0,1 [L...1 L)
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10) [dut] cniBBiAHOWEHHSA iMNy/Ibc/Nay3a (WnapyBaTicTb) — Lie BiZACOTOK iMMNY/IbCY CTPYMY A0
nepiozy NPOXoA>XeHHA LMX iMMybCiB = 50% (33 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHW 5%)

Pexxnm 3BaptoBaHHA TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (33 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHu 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHu 1A) Ans ProMIG-200
B) 12...250A (Kpok 3MiHu 1A) ana ProMIG-250
r)12 ... 270A (Kpok 3miHu 1A) ana ProMIG-270
') 14...350A (Kpok 3miHun 1A) ana ProMIG-350
4) 16 ... 500A (kpok 3MmiHM 1A) ans ProMIG-500
e) 18 ... 630A (kpok 3miHun 1A) ana ProMIG-630
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [LIFT] — KOHTaKTHWUI pexuM 3anantoBaHHs aAyru TIG-LIFT
6) [2T] — 6€3KOHTAKTHUI PEXMM 3aMna toBaHHSA, pexxum KHonku TIG-2T
B) [4T] — 6€3KOHTaKTHUI peXxXunM 3anastoBaHHs, pexum KHonku TIG-4T
2) [t.Pr] yac nepea-npoayBku = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
3) [t.Po] yac nicna-npoayBku rasom = 1,5 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
4) [Pr.A] nonepeaHin cTpym (nifoTHa gyra) = 20A (32 3aMOBYYBaHHSM)
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 3miHn 1A) gns ProMIG-270
) 14 ... 50A (Kpok 3MiHu 1A) ans ProMIG-350
4) 16 ... 5oA (Kpok 3MiHK 1A) ans ProMIG-500
e) 18...50A (kpok 3miHu 1A) ana ProMIG-630
5) [Po.A] cTpyMm 3aBaptoBaHHA KpaTepa = 20A (3a 3aMOBYYBaHHAM)
a) 8 ... 50A (kpok 3MmiHn 1A) ans ProMIG-160
6) 10...50A (kpok 3MmiHM 1A) ans ProMIG-200
B) 12 ... 50A (Kpok 3miHu 1A) ana ProMIG-250
r) 12 ... 50A (kpok 3miHu 1A) ans ProMIG-270
) 14 ... 50A (Kpok 3MiHu 1A) ans ProMIG-350
4) 16 ... 5OA (Kpok 3MiHK 1A) ans ProMIG-5o0
e) 18...50A (kpok 3miHu 1A) ans ProMIG-630
6) [t.uP] yac HapocTaHHs cTpymy = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)
7) [t.dn] yac cnagaHHsa cTpymy = OFF (3a 3amMOBUYyBaHHsAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)
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8) [Po.P] cuna nynbcauin ctpymy = OFF (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 80% (kpok 3miHun 5%)
9) [Fr.P] yacToTa nysbcauin ctpymy = 10,0 I'y, (32 3aMOBYYBaHHSM)
a) 0,2...500 'y, (AMHaMiIYHMIM KPOK 3MiHM 0,1 [L...1 L)
10) [dut] cniBBiAHOWEHHS iMNybc/Nay3a (lWnapyBaTicTb) — Lie BiZACOTOK iMMNY/IbCy CTPYMY 4,0
nepiogy NPOXOA>XeHHA LMX iMMyAbCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (KpOK 3MiHW 5%)

Pexwum 3BaptoBaHHA MIG/MAG
0) [-3-] ocHoBHUI napameTp HAMPYTA = 19,0V (3a 3aMOBYyBaHHAM)
a) 12,0...24,0V (KpPOK 3MiHM 0,1V) ana ProMIG-160
6) 12,0...26,0V (KpoK 3MiHM 0,1V) g41a ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) gna ProMIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) gns ProMIG-270
') 12,0...30,0V (Kpok 3MiHW 0,1V) ana ProMIG-350
4) 12,0...40,0V (Kpok 3MiHM 0,1V) ans ProMIG-500
e) 12,0...44,0V (Kpok 3miHu 0,1V) ans ProMIG-630
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — pexnm KHONKM Ha NanbHuKy 2T
6) [4T] - cTaHAAPTHUIN PEXMUM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — a/IbTEPHATUBHUM PEXUM KHOMKM Ha NaNbHUKY 4T
2) [Ind] iHgykTMBHICTE = OFF (33 3aMOBYYyBaHHsIM)
a) o [OFF] ... 3 cTyniHb (KpPOK 3MiHW 1 CTYMiHb)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 CeK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM FasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHA Hanpyrun = OFF (3a 3amMoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [t.dn] yac cnasaHHs HanNpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHM 0,1 CeK.)
7) [Po.P] cuna nynbcayin Hanpyru = OFF (3a 3aMoBYyBaHHsM)
a) o [OFF] ... 80% (kpok 3miHu 5%)
8) [Fr.P] yacToTa nynbcaui Hanpyru = 20 'L, (33 3aMOBYYBaHHAM)
a) 5...500 'L, (KpOK 3MiHM 1 L)
9) [dut] cniBBigHOLWEHHS iMNy/bc/Nay3a (WnapyBaTicTb) — Le BiACOTOK 6ifbluoro iMnyabcy
Hanpyru 40 nepiogy NPOXOAXEHHSA LUX iMNyAbCiB = 50% (32 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3MiHW 5%)

Ha npaBomy iHAMKaTOPI MexaHi3My nogadi ApoTy:
0) [-1-] ocHoBHUMI napameTp — LUBUAKICTb nogaui = 7,0 M/XB (32 3aMOBYYBaHHAM)
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a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum KHOMKM Ha naabHKUKY = [2T] (3a 3amMOBYYBaHHAM)
a) [2T] — pexum KHONKM Ha NafnbHuKy 2T
6) [4T] — CTaHAAPTHUN PEXUM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — albTEPHATUBHUMN PEXUM KHOMKM HA NaNbHUKY 4T
2) [Dru] yBimMK/BMMK. ABUrYyHa nogadi 4poTy = ON (3a 3aMoBYyBaHHSAM)
a) ON —yBiMKHeHO (3a HafBHOCTI 3B'A3KY, anapaT cam BkJ/o4ae B pexumi MIG/MAG)
6) OFF — BUMKHeHWI (3a HassBHOCTI 3B'A3KY, anapaT caMm BUMuKaEe B pexxumi MMA Ta
TIG)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3@ 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM rasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] Yac HapoCTaHHA WBMAKOCTI MOAadi APOTY = 0,1 CeK. (3@ 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [t.dn] yac cnagaHHs WeuAKocTi nogavi 4poTty = OFF (3a 3amMoBYyBaHHsM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)

8. PEXXMM POBOTW BI4 TEHEPATOPA
J>xepeno XuBneHHs npugatHe Aas poboTu Bij reHepaTopa, 3a YMOBM:

Mig vac poboTtun SRR BRI Mig yac poboTun sgiameTpom ApoT MiHimasbHa
A P ctpymy npy MMA i o P s pom apoty NOTYXHICTb
e/1eKTPOoA,0M npu MIG/MAG

TIG reHepaTopa

2 He binblue 80A He 6inbLe Jo,6Mm 3,0 kVA

a3 He Ginblie 120A He binblie Po,8Mm 4,5 kVA

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

s He 6inbLue 200A He binblue @1,0MM 7,7 kKVA

@6 nerkona. He binblue 250A He binblue @1,2MM 10,0 kVA

@6 nerkona. He Ginblie 270A He binblie @1,2MM 12,0 kVA

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

28 nerkonn. He binbLie 500A He 6inblwe J1,6MM 30,5 kVA

8 240 630A He 6inblie @2,0MM 42,0 kVA

Jns 6e3BigMoBHOI poboTu! BuxigHa MidkpasHa Hanpyra reHepaTopa He MOBUHHA BUXOAUTH
3a A0ONYCTUMI MeXi:

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

- 320-440V AN BCix Tpbox da3 (a1 mogenen ProMIG-270/350/500/630).
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9. AornaA4 | TEXHIYHE O6C/IYTOBYBAHHA
YBara! Mepeg TuM, K BiAKpUTY anapaT 419 NpodinakTUKK, HeobXiZHO BUMKHYTU

Moro Ta BIAKIOUUTU Bif Mepexi XUBAeHHs. [aTn MOX/IUBICTb PO3PAAUTUCS BHYTPILLHIM

fNaHutoraMm anapaTa (NpubausHo 5 xB) i /Avwe nicns uboro pobutu iHwi Ail. Mpu

06c/1yroByBaHHi BCTAHOBUTH Tab/inuky, sika 3abOpoHsE BMMKaTV anapar.
Jna Toro, wob 36eperT anapaTt npaue3gaTHMM Ha 6arato pokis, HeobxigHo

AOTPUMYBATUCA KiIbKOX MPaBU:

- MPOBOAWTM iHCMEKLitO 3 TeXHikK Be3nekn y 3agaHi iHTepBasu yacy (aus. Po3gin ,Bkasisku
3 TexHikun 6e3nekn”);

- NpU IHTEHCMBHOMY BMKOPWUCTaHHI PeKOMeHAYEMO pa3 Ha MiBPOKYy MnpogyBaTu anapat
CYyXMM CTUCHEHUM noBiTpaAM. YBara! lNpozyBaHHA 3 3aHAATO KOPOTKOI BiZCTaHi MoXe
MPU3BECTM [0 MOLIKOAXEHHS e/1eKTPOHHUX KOMMOHEHTIB;

- NpU BEIMKOMY CKYMYEHHI MUAY MPOYNCTUTU KaHAIN CUCTEMU OXOI0AXKEHHS BPYUHY.

10. MPABWJIA 3BEPIFTAHHSA

3aKoHCcepBOBaHe Ta ynakoBaHe JXepeso 3BaploBasibHOrO CTpymy 36epiratm B
ymoBax 36epiraHHs 4 3a FOCT 15150-69 CTPOKOM 5 POKiB.

Po3koHcepBoBaHe gxxepeno NoBMHHe 36epiraTuUcs B CyXmX 3aKpUTUX NPUMILLEHHSAX
3a TeMnepaTypu NoBiTps He Huxue niatoc 5°C. Y NnpuMilLLeHHAX He Mae ByTu Nnapu KMCOT Ta
iHLIMX aKTUBHMX PEYOBUH.

11. TPAHCNOPTYBAHHA

3anakoBaHe AXepesio MOXe TPaHCMOpPTyBaTUCA BCiIMA BUAAMW TPAHCMOPTY, WO
3abe3neyytoTb Moro 6esneky 3 AOTPUMAHHSIM MPaBWU/ MepeBe3eHb, BCTAHOBJIEHUX A5
TPaHCMOPTY LbOro BUAY.

12. KOMMJIEKT MOCTABKUA

1. [l>Kepeno XuBAeHHs 3BapioBa/ibHOI Ayrv 3 MepeXHUM Kabenem —1WwT,;

2. Bnok nogavi gpoty —1WwT,;

3. ®ipmoBuii roppokopob PATON —1wT,;

4. Kabenb 3BaptoBanbHul 3 enektpogotpumadem ABICOR BINZEL —1WT,;

5. Kabenb 3BaptoBanbHUi 3 knemoto "mMaca" ABICOR BINZEL —1WT,;

6. LLIBUAKO3HIMHWIA NHEBMOPO3'eM —-1WT,;

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

- NafibHUK HaniBaBToMaTM4HUN ABICOR BINZEL —1WwT,;

- POAMKM AN1 CyLiNbHOMO ApoTy (0,6-0,8; 1,0-1,2) — 2 KOMT.;
- peMiHb A5 KpinJieHHs gxepena 40 610Ky nogaui —1WT,;
Ans modeneli ProMIG-250-15-4/270-15-4/350-15-4:

- NanbHUK HaniBasTomMaTu4HMM ABICOR BINZEL —1WwT,;

- POANKM ANg cyuinbHOro aApoTy (0,8-1,0; 1,2-1,6) — 2 KOMI.;
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- POAINKM AN5 aAOMIHIEBOrO 4pOTY (0,8-1,0) —1KOMM.;
- peMiHb A8 KpinieHHs axepena 40 610Ky nogaui —1WT,;
Jna modenell ProMIG-500-15-4/630-15-4:

- POANKM A8 CyUiNbHOrO ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMI.;
- POAMKM A5 aAOMIHIEBOrO 4pOTY (0,8-1,0) —1 KoMn.

13. MPABUJIA TEXHIKW BE3MEKU

3ATAJIbHI MOJIOXXKEHHA

3BaptoBasibHUI  amapaT BUIOTOBJIEHWM BIAMOBIAHO A0 TEXHIYHWX CTaHAApTIB Ta
BCTaHOBJ/IEHMX NpaBua TexHiku be3neku. MNpoTe Npu HenpaBUIbHOMY NOBOAXEHHI BUHMKAE
Hebe3nexa:

- TpPaBMYyBaHHsi 00C/lyroBYyIOHOIO NMEePCOHayY UM TPETbOI 0CobY;

- 3anoAiAHHA WKOAM CAMOMY anapaTy YM MaTepiaibHUM LiHHOCTAM NiANPUEMCTBS;

- nopyLueHHs edpekTMBHOro pobouoro npotiecy.

Yci ocobu, sKi nos's3aHi 3 BBegeHHSIM B eKCMayaTauilo, KepyBaHHSM, AOrNS40M Ta
TexHiYHMM 06C/1lyroByBaHHSM anapaTy NOBUHHI:

- NpovTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCH L€l IHCTPYKLT.

HecnpaBHocTi, siki MOXYyTb 3MeHLWNTYN 6e3reKky, NOBUHHI By TN TepMiHOBO yCyHeHi.

OBOB'A3KN KOPUCTYBAYA

KopuctyBay 30608B's3yeTbcs gonyckaTtv 40 pobiT Ha 3BaptoBasibHOMY anapaTi auwe ocib,
fAKi:

- 03HaNOMUANCA 3 OCHOBHWMM MPaBW/IaMU TeXHiKM Ge3neky, NMPOMNWAN HABYAHHS 3
BUKOPUCTaHHS 3BaptoBasibHOTr0 061aiHaHHS;

- npounTann posgin «fMpaBuna TexHiku Oesnekm» Ta BKA3IiBKM LWOAO HEOOXifHMX
3anobidXHUX 3aX0A4iB, HaBeAEHUX Y LLbOMY MNOCIOHMKY, Ta NiATBEPAUTU Lie CBOIM NiANNCOM.

OCOBUCTE 3AXNCHE OCHALLLEHHSA

s ocobuctoro 3axucty ocobu, siki NoB'sA3aHi 3 BBeAEHHAM B €KCMayaTalilo, KepyBaHHsAM,
JOr/IAZ0M Ta TeXHIYHMM 06CYyroByBaHHAM anapaTy NOBUHHI:

- HOCWUTK MillHe B3yTTd, Wo 36epirae i3ontot0di BAACTUBOCTI, Y TOMY YMCAi Y BOJOTUX
yMoBaXx;

- 3axuLLaTU PYKU i3010I04UMK PyKaBUYKAMK;

- OYi 3axMLLATK 3aXMCHOK MacKOK 3 BiAMOBIAHWUM CTaHAapTaMm TexHiku 6e3neku
diNbTpoM NPoTH yAbTPadioeTOBOro BUNPOMIHIOBAHHS;

- BMKOPUCTOBYBATM Ti/IbKM BiZNOBIAHUMA BaXKO3aMMUCTUI OASAT.

HEBE3MNEKA WKIANNBUNX TA3IB | BUMNAPIB

- AWM i WKIAAMBI rasu, WO BMHWKAIOTb B Mpoueci ekcnayaTauii anapaTy BMAAANTH 3
poboyoi 30HM cnewiasbHUMK 3acobamu;
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- 3abe3neynTH AOCTATHIN NPUMNIMB CBIXKOrO NOBITPS;
- napy PO3YMHHMKIB HE MOBUHHI NOTPANAATA /0 30HN BUNPOMIHIOBaHHS 3BaptoBa/ibHOT
AyTN.

HEBE3MEKA BU/ZIbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeobXifHO BUAAANTY 3 pob0OYOT 30HY;

- He ZOMycKalTbCs 3BaptoBasibHi pobOTM Ha €EMHOCTAX, Yy AKWUX 36epiratoTbcs un
3bepiranuncs rasu, nanbHe, HapTONPOAYKTU. € Hebe3sneka BUOYXY 3a/MLLKIB LUX NPOAYKTIB;
-y noxexoHebesneuyHnx Ta BMOyxoHebe3neuHWx MPUMILLEHHAX JAOTPUMYBATUCH
0C06/1MBMX NPaBwJI, BiANOBIAHO 40 HALiOHABHUX Ta MiXXHAPOAHWX HOPM.

HEBE3MNEKA HAMPYIN MEPEXI XKXUBJIEHHA | 3BBAPIOBAJIbHOIO CTPYMY

- YPaXeHHs eNleKTPUYHUM CTPYMOM MOXe ByTn cMepTenbHNM;

- CTBOPEHi BUCOKOYACTOTHUM CTPYMOM MarHiTHi MO/ MOXYTb HeraTUBHO BMJ/IMBaTH Ha
npaLe3aaTHiCTb eNeKTponpuaais (Hanpuknaa, kapgioctumyaatop). Ocobu, ki MaloTb Taki
npunaan, MNOBUHHI NoOpaguMTUCA 3 JNikapeM, nepw Hix Habaumxatuca Ao pobouoro
3BaploBa/IbHOr0 ManAaHuMKa;

- 3BaploBasibHUM Kkabenb Mae OyTWM MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'egHaHHs Ta NOWKOAXEHUN Kabesb HeobXiAHO HEeramHo 3amiHUTU. Mepexesi
kabeni Ta kabeni 3BaptoBasIbLHOro anapaTy NMOBUHHI CMCTEMATUYHO NepeBipsATUCE daxiBLeM
€/1eKTPMKOM Ha CNpaBHICTb i30AaLl;

- MiZ, Yac BUKOPUCTaHHA 3a60POHAETLCS 3HIMATK 30BHILLHIM KOXYX anapaTa.

HE®OPMAJIbHI 3AXO AU BE3MNEKU

- iHCTpyKLilo 3 ekcnayaTalii HeobxigHo nocTiiHO 36epiratv nobausy micus
3aCTOCYBaHHSA 3BaploBa/ibHOro anaparTy;

- £,043TKOBO Z0 IHCTPYKL,iT HEOOXiAHO AOTPMMYBATUCh YNHHMX 3arajibHUX Ta MiCL,eBUX
npaBuA TexHiku besneku Ta ekonorii;

- BCi BKa3iBKM Ha 3BaptoBa/ibHOMY anapaTi TpMMaTh B YuTabenbHOMY CTaHi.

BZTIYKAIKOUI 3BAPIOBAJIbHI CTPYMU

- HeobXiZHO CTeXMTU 3a TUM, Wob knema kabento «Macu» Byna MiLHO NpUEAHaHa A0
MiCL,s 3BaptOBaHHS;

- MO MOXJ/IMBOCTI He BCTAHOBJ/IOBATM 3BaploBa/ibHWIM anapaT 6e3nocepedHbo Ha
€/1eKTPOnpoBigHe MOKpUTTS Migsorn abo poboyoro cTo/ly, BUKOPUCTOBYBATH i30/11010YI
MPOKAAAKM.

3AXOAM NONEPEAXKEHHA Y 3BUYANHUX YMOBAX
LLloHaliMeHle OAWMH pa3 Ha TUXAEHb HeobXiAHO nepeBipATVM anapaT Ha 30BHILLHI
MOLIKOAXEHHS Ta PYHKLiOHYBaHHS 3anobiXXHMX NpUCTPOIB.
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14. TAPAHTINHI 3060B'AI3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy axepena
3BaploBa/IbHOr0O CTPyMy 3a YMOBM JOTPUMaHHSA CrMoXuBayeM YMOB eKcrJyaTaui,
30epiraHHs Ta TPaHCMOPTYBaHHS.

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

ProMIG-160
ProMIG-200 5 pokiB
ProMIG-250

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

3 poku

2 poku

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

MpoTAroMm OCHOBHOFO TrapaHTIMHOrO nepioZy npogaseub 3000B'A3yeTbCs
6e3KOLWTOBHO AN5t BAACHMKA 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 TECTYBaHHS Bi|pEMOHTOBAHOr0 061aAHaHHS.

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

- 3 MExXaHiYHUMW MOLIKOAIKEHHAMM, WO BMAMHYAW Ha Mpales3faTHICTbL anapaTy
(aedopmaLiis kopnycy Ta geTanen yHacnifoK najiHHA 3 BUCOTM abo nagiHHA Ha 061aHaHHS
BaXKMX NpeAMeTiB, BUNaZaHHA KHOMOK Ta po3'eMiB);

- 3i crigamm Koposii, Wo CNpUYMHUAG HECNPaBHUI CTaH;

- O BUILLIO 3 NaZy Yepes BIJ/IMB Ha MOro CUIOBI Ta €1EeKTPOHHI e/1eMeHTU 3HaYHOT
BOJIOTM;

- WO BWWLWIO 3 NaAy Yepe3 HAKOMUYEHHS BCEPEeAMUHI CTPYMOMPOBIAHOrO MWy
(BYribHWI NWUA, MeTaNeBa CTPYXKKA 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
YHUKHEHHS BUXOAY anapaTty 3 Jady, NPOBOAUTU YUCTKY BHYTPILLHIX €/eMeHTIB i By3niB
JAaHoro obnagHaHHA CTUCHEHWM MOBITPAM, A1S YOro HeOobXiZAHO 3HATU 3aXWUCHY KPULLKY.
YL eHHs HeobXi4HO NPOBOAUTM akypaTHO, YTPUMYIOUU LWIAHT KOMNPECopa Ha A0CTaTHIN
BiZCTaHi, 33419 YHUKHEHHS MOLWKOAXEHHS NaNKM eNeKTPOHHMUX KOMMOHEHTIB i MeXaHiuHUX
YaCTUH.
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TakoX OCHOBHIi rapaHTilHi 3000B'A3aHHSA He NOLWMPIOTLCS Ha 30BHILLHI eN1eMeHTH
0613 HaHHSA, W0 BUNLAN 3 134y, WO NiAAaTbCs Gi3MYHOMY KOHTAKTY, Ta CynyTHI/BUTpaTHI
MaTepianv, NpeTeHsii 3a AKMMU NPUNMAIOTLCS He Ni3Hille 4BOX TUXHIB NiC/s NPOAaXY:
- KHOMKA YBIMKHEHHS T8 BUMUKAHHS;
- PYYKW pery/toBaHHA 3BaploBa/ibHUX MapaMeTpis;
- po3'eMM NigKAOUEHHS KabeniB Ta pykaBis;
- PO3'eMM yNpaBAiHHS;
- mMepexeBui kabesb Ta BU/IKa MepexeBoro kabento;
- pyyKa ANsi NepeHeceHHs, PeMiHb Ha nsedi, keic, Kopobka;
- eNeKTPoA0TPMMaY, KJIeMa «Macu», NaJsibHUK, 3BaploBasibHi kabeni Ta pykasw.
Mposaselb 3anuwae 3a cobolo NpPaBo BIAMOBWUTU Y HaAaHHI rapaHTiHOro
PeMOHTY, ab0 BCTaHOBUTM K AaTy NOYATKY BUKOHAHHSA rapaHTiHUX 3060B'A3aHb MicALb Ta
pik BUMNYyCKy anapaTy (BCTaHOB/IIOIOTLCSA 3@ CEPiHUM HOMEPOM):
- npw BTpaTi nacnopTa BAACHUKOM;
- 3a BiZ,CYTHOCTi KOpekTHOro abo B3arasi by b-sKoro 3anoBHEHHS NacnopTa NPoAaBL,EeM
nig yac npoAaxy anapary.
FapaHTiMHWUI TePMiH MPOAOBXYETLCS, HA TEPMiH FrapaHTiIMHOro 0bcyroByBaHHS
anapaTy B CepBiCHOMY LLeHTPpi.
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MogcoesVHeHNe K CMI0BOM ceTu/cnnoBomMy WuTy (Mpu 25°C):

BHUMAHMUE! YuuTbiBaiiTe npoBoAa, NpoBeA&HHbIe B CTEHAX U APYTUe YAJMHUTEN

WUcnonb3yembii YcTaHoBaEeHHOEe AnameTp ceyeHns | CeueHue Kaxpaoun Makcum.
3/1eKTPOA B peXume 3HayeHue Toka npu NpOBOJIOKU NMpU >KWJIbl CETEBOTO ANVIHa
MMA MMAuTIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
15 115
2 MM He 6onee 80A He 6onee Jo,6MM 2 205
2,5 195
4 310
6 465
1,5 75
2 105
3 MM He bosiee 120A He bosiee Jo,8Mm 2,5 130
4 205
6 310
75
2!
D4 MM He 6osiee 160A 2 2
4 155
He 6onee @1,0MM 6 230
2,5 75
@5 Mm He 6osiee 200A 4 125
6 185
o 2,5 60
5 MM
D6 MM S1CFKOMA. 2,0 250A He 6onee @1,2MMm 4 100
6 150
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Wcnonb3yemblit YcraHoBaAeHHOe AvnameTp ceueHuns | CeueHue Kaxgomn Makcum.
3/1eKTPOA B peXume 3HayeHue Toka npu NpOBOJIOKU NMpU >KWJIbl CETEBOTO ANVHa
MMA MMAuTIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
23 MM He 6onee 120A He 6onee Jo,8Mm 2,5 220
4 350
525
130
2,5 160
D4, MM He 6onee 160A
4 260
He 6onee J1,0MM 6 385
2,5 115
25 MM He bosiee 220A 4 180
6 270
2, 8
a6 MM 5 5
He 6bonee270A He 6onee @1,2MM 4 135
nerkonnaekue
6 205
2,5 65
6 Mm He 6onee 350A He 6onee J1,4Mm 4 100
6 150
4 80
@6 MM Tyronsiaskue He bosiee 400A 6 120
10 1
He 6onee J1,6 MM &)
28 MM 4 =
He 6onee 500A 6 85
Nerkonnaekue
10 140
4 40
28 Mm 2,0 630A He 6onee 2,0 Mm 6 65
10 105
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1. OBLWUME NMOJIOXKEHUA

NHBepTopHble  undpoBble  nosnyasTomatsl PATON  ProMIG-160/200/250/270-400V/350-
400V/[500/630 MpegHa3HayeHbl A5 nosyaBToMaTuueckon cBapku (MA «MIG/MAG») B cpese 3alWUTHbIX
ra3oB M CMeCel Ha NOCTOSIHHOM TOKe, a TakXe A5 aproHoAyroBoi cBapku (APT «TIG») 1 pyyHoit g4yrosom
ceapku (PAC «MMA»). MpeumyLiecTBa MCMo/Ib30BaHMA B 3TOM annapaTe NoJIHOCTbIO LndpoBoro cnocoba
YNpaB/IeHNs 3aK/IIOYaeTCs B OTCYTCTBUM HEAOCTATKOB MPUCYLMX MHOFOQYHKLMOHAbHBIM CUCTEMAM,
CAeNaHHbIM Ha OCHOBE aHa/IoroBbIX CMCTEM YMpaB/eHWNs, KOTOpble MO OMNpejeseHNIo 3aTO4YeHHble BCeraa
NoJ KaKoOW-TO KOHKPETHbIN PeXuM, a BCE OCTa/IbHbIE PEXUMbI KaK JOMOJIHUTE/IbHbIE UMEIT HeA0CTaTKM
ynpas/ieHnsa. A B MONHOCTbIO LMbPOBON CUCTEME, NaTa ynpaB/ieHus pacnosiaraeT abconoTHO BCeMM
pecypcamMm UCTOYHMKA, B NPEAEax ero NoJAHOM MOLWHOCTU 1 He BaXKHO B KAKOM PEXMME OHa UCMO/Ib3yeTCs.
3T1a «Professional» cepua npegHasHayeHa ANS NPOMbIWAEHHOrO WMCMO/b30BAHUS, WUCTOYHUK MOXHO
OTAEeNATb OT MeXaHW3Ma Nojayu NPOBOOKM KakK ANs yA0DOCTBA MONb30BaHWA, Tak WU ANS BbINOJAHEHWS
TpeboBaHMN TeXHUKN 6e30MacHOCTN B ONpeAenieHHbIX CyYasx. 3a cyeT JOMNOAHUTENbHbIX PEryMpoBoK,
WHBEPTOPHBIN M0JlyaBTOMAT MOXHO HacTpauBaTb Ha Hambosee ONTUMasbHble YCTAHOBKW B Pa3/IUUHbIX
cuTyaumax. ObecneyrBatoT GakTUYECKU HENPEPLIBHYHO MPOAOIXMNTENBHOCTL HArPy3KM Ha NOJIHOM YeCTHOM
HOMMHa/IbHOM TOKe 160, 200, 250, 270, 350, 500 1 630 aMnep COOTBETCTBEHHO, Yero J0CTAaTOYHO A paboTbl
nobbimMm anekTpodamm ot @1,6MM BRNOTb A0 caMmbix Tyronaaekux @8mm (ans ProMIG-630) u
noJlyaBTOMATUYECKOW CBapKM CMNJIOLIHOW NPOBO/IOKOM ANaMeTPoM oT Zo,6MM g0 F2,0MM (a5 ProMIG-630).
MCTOYHMK M3HAYaIbHO YCTAHOB/IEH B ONTUMAJIbHbIE 3HAYEHWA A5 BONBLUMHCTBA C/Ty4aEeB UCMOb30BaHUSA U
AOCTAaTOYHO NPOCT, €C/IN He BAABaTbCS B TOHKOCTU JOMOJIHUTENbHBIX HAaCTPOeK, KoTopble TpebytoT yxe
60/1bLUMX HaBbLIKOB OT CBaplyMKa. J1s onacHbIX yc10BUMA paboTbl BCTPOEH 610K CHUXKEHUS HaMpsXeHWs
X0n10CTOro xoza B pexume PAC «MMA», ¢ BOSMOXHOCTbIO €ro BKAYEHWUA 1 OTKA0YeHUs. OTAMYnTENbHON
ocobeHHocTblo nosiyaBToMaToB [MATOH nBAseTcs O4YeHb MOLLHbINA, KAYeCTBEHHbIN W TFepMeTUYHBbIV
MeTa/IMYecKUin MexaHM3M MoAaun NpoBookK. A Takxe Haanume pasbéma KZ-2 tmna "EBPO", ctaswero
CTQHAAPTOM B MWPE, MO3BO/IAOWMIA MO/Mb30BATENO B MOC/IEAYIOULEM MEHATb TFOPENKU MO CBOEMY
YCMOTpEHMUIo.

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

Bo Bce mogenu ProMIG npoussoactBa PATON BcTpoeH 610K 3awWuTbl OT MOHWXEHHOIO
HanpsiXXeHus.

AnnapaTt coxpaHsieT noJ CBOMM HOMEPOM B KaXZAOM pexume CBapku A0 16 UHAMBUAYA/IbHbIX
HacTpoek (NporpamMm) nosib3oBatens. AnnapaTt COXpPaHAEeT B NaMATU BCE TeKyLLMe HACTPOMKM Ha MOMEHT
BbIK/IIOYEHWSA 1 BOCCTaHaB/IMBaeT X BO BPEMS BK/IIOYEHMS.

OcHOBHble NpenmMyLLecTBa:

1. LLnpokure BO3MOXHOCTU peryMpoBKM NapameTpoB CBapKU:

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

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

B) B pexxume A "MIG/MAG" — 2 (0CHOBHbIX) + 6 (AOMNONHUTENbHbIX) + 3 (415 UMMYIbCHOTO PeXnMa)

2. Hanuuve HacTpanBaemoro MMMy/IbCHOrO peXxunmMa BO BCeX TUMax CBapKy;

3. [MOMMMO 33LMTbI OT CKAUKOB HAMPSXKEHUS YCTAHOB/IEHA CUCTEMa CTabuamsauum paboTsl Npy 6osblumMx
AO/IrOBpPEeMEeHHbIX nepenagax Mexd$asHoro HanpskeHus cetn 160V go 260V (ana mogeneint ProMIG-
200/250) ¥ 0T 320V 40 440V (815 Mogenen ProMIG-270/350/500/630).

4. ApanTupoBaH K cnaboi snekTpoceTu. 3a cHéT Bbicokoro KIMJ nctouHnk obecneunsaeT BABOe MeHbluee
anekTponoTpe6aeHmne No CPAaBHEHUIO C TPAAMLMOHHBIMU UCTOYHUKAMY;

5. AJanTMBHasA CKOPOCTb BEHTUNATOPA, TO €CTb yBe/IMUMBAETCA NPU Harpese annapaTta U 3ameanseTcs,
KOFZla OH XONOAHbIN, 3TO SKOHOMUT PeCYpC BEHTUASTOPA U YMEHbLUIAET KOIMYECTBO Mbl/v B annapaTe;

6. Yp06cTBO paboTbl bnarogaps 601bLWoOM NPog0KUTENbHOCTM Harpy3ku (MH) HA HOMUHaNBbHOM TOKe, YTO
no3BO/IAET MPOU3BOAUTL CBAPKY 3/1EKTPOAaMM NMPakTUYeCKn HeNpepbIBHO;
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7. MoBblleHHass HagéXHOCTb annapaTa B YC/IOBUSX 3amnbl1EHHOMO MPOW3BOACTBA, MWUKPO3/1EKTPOHMUKA
MCTOYHVMKA BbIHECEHA B OTAEe/IbHbIN OTCEK;

8. Ha Bce rpetolecs a1eMeHTbl UCTOYHMKA YCTaHOB/IEHa CMCTEMa TEMNJI0BOW 3/1eKTPOHHOM 3alUTbl;

9. Bca anekTpoHuka B amnapaTe nponuWTaHa ABYMS C/JI0SIMM BbICOKOKa4eCTBEHHOro Jaka, KOTOpbIi
obecneunBaeT HaZEXHOCTb U3Ae/IMSi B TEYEHUM BCEro CpoKa Cyxbbi;

10. YnyuleHHble BO3byXzeHne 1 cTabunbHOCTb FOPEHUs AyrK, YTO NPaKTUYECKM UCKIOYaEeT NpuannaHme
3/1eKTpoja.

11. Bblcokasi MOBGM/ILHOCTb 3@ CHET MOAY/IbHOMO MCMOJIHEHMS, @ Tak>ke Masible rabapuTbl U Bec annapata bes
noTepu TEXHNYECKMX KaYeCTB, yNpoLiaeT NpoM3BOAMTL CBAPKY B TPYAHOAOCTYMHbIX MeCTax.

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

MNAPAMETPbI
160 200 250 270 350 500 630
HomuHanbHoe HanpsxeHue 220 220 220 3x380 3x380 3x380 3x380
TpexdasHol ceTv 50/60l'L, B 230 230 230 3X400 3X400 3X400 3X400
HoMuHanbHbIN NoTpebasieMblii TOK U3 18 21 2 ) o1 1618 o )
dasbl ceti, A 3...27 9,5---35 14 - 15,5 30...355 42 ... 49
HoMWHabHbIM cBapOYHBIN TOK, A 160 200 250 270 350 500 630
MakcumanbHbI AeNCTBYOWMIA TOK, A 215 270 335 350 450 630 800
70%/npu 70% [npu | 70% [ npn 70%/npu 70%/npun 70%/npu 70%/npu
160A 200A 250A 270A 350A 500A 630A
n MH
PoAomxuTensrocTe Harpyku (MH) 100%/np 100% / 100% / 100%/np 100%/np 100%/np 100%/np
M 134A npu 167A npu 208A 1 225A 1 290A " 420A 1 520A
n
PeAS/H! 143MeHEHMH HANpAXEHNS 160-260 | 160-260 | 160-260 +15% +15% +15% +15%
nuTatouen cetu, B
n
PEAC/IbI PErY/MPOBAHNA CBAPOUHOTO 8-160 10 — 200 12-250 12-270 14 -350 16 - 500 18-630
TOKa, A
n
H::s:;:LzZTy;MPOBaHMH €8apoHoro 12-24 12-26 12-28 12-29 12-30 12-40 12— 44
n
peaenbl peryMpoBaHnsa CKopocTu 20-16 2,0-20
nojauu NpoBONOKMW, M/MUH
JinameTp WTY4YHOro 31eKTPoAa, MM 1,6 — 4,0 1,6 -5,0 1,6-6,0 1,6 -6,0 1,6-6,0 1,6-8,0 1,6-8,0
[lnameTp CBapoYHOI NMPOBOJIOKK, 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, KK 15
MMA: 0,2...500y,
MmnynbcHble pexwyMbl Npy cBapke TIG: 0,2...5000L,

MIG/MAG: 5...500lL,

Fopsiuni ctapT «Hot-Start»

Perynupyemas
B pexxume PAC Y/mpY
®opcax ayru «Arc-Force» B pexume

Perynunpyemas
PAC yampy!
AHTURpUAMNaHUA «Anti-Stick»

ABTOMaTHYecKas
8 pexxume P/A1C
Bnok cHUXeHWs HanpsxeHus
BK/ [ BbIK/I

XOJIOCTOr0 X043
HanpsxeHune xonoctoro xoaa PAC, B 12/75
HanpsxeHune noaxwura ayru, B 110

HomuHanbHas notpebasemas

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

MakcmanbHas n0Tpe6nﬂemaﬂ

MOLLHOCTS, KBA 59 7.5 9,5 1,4 15,3 29,0 40,1
Kna, % 90
OxnaxaeHve AganTueHoe
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[vnanasoH pabounx TemnepaTyp —25 ... +45°C
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 KaTylwKu 1 akceccyapos, Kr

Knacc sawuntbi* P33 P33 P33 P33 P33 P21 IP21

PEKOMEHAyeMaﬂ A/IMHA CNJ1I0BbIX CBAPO4YHbIX kabenei npu cBapke:

7 n
MakcumasnbHbIM TOK AT oWaAL Mapka kabens
(B OAHY CTOPOHY) ceyeHus

He 6onee 160A 2...7M 16 MM? Kl 1x16
He 60n1ee 200A 3...9M 25 MM? KI1x2g
He 6onee 250A 5..11M 35 MM? KI" 1x35
He 6onee 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 0 MM? KI™ 12x70

A0 630A 3 ! !
15...40M 95 MM? KI" 1x95
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1 - Uundposoni gucnnel;

2 — KHoMKM pery/siMpoBaHus BbiIbpaHHOro napaMeTpa Ha YMEHbLUEHWNE 1 yBeMYeHMe (Mo
ymonuanuio: npy MMA - Tok cBapku, npu TIG - Tok cBapkun, MIG/MAG - HanpsxeHne
CBapKw);

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

4 — KHonka Bbibopa pexuma cBapkut:

a) py4YHasa 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, MPU Neperpese — MUraerT;
6 — Llndposoi gucnner 610Ka nogaum NpoBOIOKY;

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

8 — KHonku perynvpoBaHusa napamMeTpoB Ha YMeHblUeHWe 1 yBeanyeHme (Mo yMOoAYaHuIo:
CKOPOCTb MOAa4n NPOBOJIOKM);

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

10 — KHonka Bblbopa GyHKLUIA MeXaHW3Ma NoZaun NPOBOJIOKH;

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

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

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

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

a) npu ceapke PAC "MMA” — noakatoyaeTcs kabesb 31ekTpoaa (B 6onee peskux cayyasx
MpW UCMO/Ib30BAHUK CMeLManbHbIX 3/1eKTPOAOB NoAKAOUaeTCs kabesb «Maccar);

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

B) Npu nosiyaBTomMatnyeckon ceapke MA “"MIG/MAG” cniowHo# NpoBo/10KOM — BHYTPU
nogkatoyaeTcs kabenb K nogatoleMy MexaHu3My (Mo yMoAYaHUIo);

r) npu nonyasToMaTtuueckon ceapke MNA “MIG/MAG” ¢aocoBoi NpoBONOKOM —
noAk/itoyaeTcs kabesb «Maccay;
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B —He3/0 cM/I0BOro Toka «—» Tuna baloHeT:
a) npu ceapke PAC "MMA” — nogkntoyaeTcs kabenb «macca» (B bosee pefkux cayyasx npm
MCMO/Ib30BAHUK CNeLManbHbIX 3/1eKTPOAO0B NOAKAOYAETCs Kabesb 31eKTpoaa);
6) npu cBapke API “TIG" — nogk/ito4aeTcs TO/IbKO aproHOBasi FOpPesika;
B) Npv nosiyaBToMaTuyeckom ceapke MNA “MIG/MAG” cniowwHoi NpoBo/IoKon —
nogk/toyaeTcs kabenb «maccan;
r) npu noayaeBTomaTtuyeckon ceapke MA “MIG/MAG"” ¢at0coBoit NpoBOIOKON — BHYTPU
noAk/tovaeTcs kabesnb K nogatoLemMy MexaHusmy (eCTb BO3MOXHOCTb MPUCOEAUNHNUTD
CaMOCTOATE/IbHO);
14 — [lepxaTtesib KaTyLWKW A5 NPOBOJIOKMN C NPY>XNHHBIM MeXaHU3MOM
TOPMOXeHWUS;
15 — MNpegoxpaHutenu 6s10ka NoAaym NPOBOJIOKM U NOAOrpeBaTe s rasa;
16 — MecTo noak/to4eHns kabens 3azemaeHus;
17 — Po3eTka Ans nogorpesaTtens rasa 36V;
18 — Pa3bém nogktoyeHus kabens ynpasieHuns oT 610ka nogayun npoBoIoKY;
19 — Kabenb A/15 NOAKIIOHEHWS K MUTALOLLLEN CeTY;
20 — Bxog 4/19 3anpaBKku CBapOYHON NMPOBOJIOKY;
21— LLiTyyep nogaum 3almMTHOro rasa.

2. BBOA B 3KCIMNYATALNIO
BHumaHwue! MNepey BBOAOM B 3KCMyaTaLMIO CledyeT NpounTaTh pasgen ,lpaBuaa TeXHUKK
6e3onacHocTn” n.1s.

2.1 MICNOJIb3BOBAHUE COMMACHO HA3SHAYEHUIO

CBapouHbIf annapaT NpeHa3HauYeH UCKYUTEBHO AJ18 PYYHOM JyrOBOM CBApKM
WTYYHbIM 3/1EKTPOAOM, CBAapKM B CPeje aproHa, a TakXe MoJiyaBTOMaTUYeCKOoM CBapku B
cpe/e 3alMTHbIX Fa3os.
MHoe ncnosb3oBaHMWe annapaTta CYMTaeTCs He COOTBETCTBYIOL MM Ha3HaYeHMIOo.

MN3roToBuTe/Ib HE HECET OTBETCTBEHHOCTY 3a YLep6, BbI3BaHHbIM MCMNOb30BaHNEM
annapara He Mo Ha3HaYyeHuto.

Ncnonb3oBaHMe coriiacHo HasHayeHwuto, nogpasymeBaeT cobsilofeHne yKasaHun
HacTosLLLero pykoBoACTBa Mo 3KCMayaTaL .

2.2 TPEBOBAHUNA K PASMELWEHUIO
CBapoOyYHbIA annapaT MOXHO pasMellaTb W 3KCMAyaTUpPOBaTb Ha OTKPLITOM
BO3Ayxe.  BHyTpeHHMe  3anekTpuuyeckve  AeTasM  annapaTa  3aliulieHsl  oT
HeNoCpesCTBEHHOMO BO34eMCTBUS BAAXHOCTH, HO HE OT Kanesib KOHAEeHcaTa.
BHMMAHME! Mocne okoHYaHWs CBapouHbiXx paboT B apkyt norogy, Anbo
MHTEHCUBHbLIX CBAapOYHbIX paboT B /0byl0 Morogy, anmapaT cpasy He BbIKJHOYaTb!
Heobxo4MMO B Te4EHUM 5 MMH AaTb BO3MOXHOCTb OCTbITb 3/IEKTPOHHBIM KOMMOHEHTaM.
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BHUMAHUE! Tocne »skcnnyatauum B XONOAHOE Bpems roga, nocne
BbIK/IOYEHUA M NOC/eAyIOWero ocTbiBaHUA annapaTta, BHYTpu obpa3yeTcs KOHAEHcaT,
NO3TOMY €ro HeJib3sl BK/loUYaTb paHblue, Yem yepes 3...4 yaca!!! [oaTomy He oTkAoYanTe
annaparT B X0/10/HOe BPeMA roja, ecan niaHnpyeTe ero BKAOYNTb paHbLUe, YeM Yepes 4
yaca.

Heobxogumo pa3melaTtb annapaTt Tak, 4TObbI obecneymBancs
HecnpensaTCTBEHHbIM BXOZ U BbIXOZ OX/IaXAAIOWeEro Bo3jyxa 4epe3 BeHTU/SLMOHHbIE
OTBEPCTUS Ha NepeAHel 1 3agHen naHensx. CieguTe 3a TeM, 4TOObI MeTanIMYecKas nbljib
(Hanpumep, Npu HaxgauyHou WandOBKe) He 3acacbiBasiacb HEMoCpeACTBEHHO B annapat
BEHTUATOPOM OXJAXKAEHUS.

BHUMAHME! AnnapaT nocie cuabHOro najeHus MoXeT 6biTb OomacHbIM Ans
>KM3HW. YCTaHaB/AMBaTb Ha YCTOMYMBOM TBEPA0I1 NOBEPXHOCTMU.

2.3 NOAK/HOYEHUE K CETU

CBapouYHbIN annapaT B CEPUAHOM MCMOIHEHWUM PACCUUTAH 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), A/151 3TOrO BbIBEAEHO TPW NpoBoa. MNpaBuia TexHMku 6e3onacHoCcT Npu
npoBegeHun paboT co cBapoyHbiM obopysoBaHMEM TpebyloT 3a3eMseHuUs Koprnyca
annapata. [as 3TOro npegycMOTpeHO JBa BapuaHTa: 1) WCMO/b30BaHWE 4eTBEpPTOro
npoBoga B ceTeBOM Kabese >enTo-3eN€HOro LBeTa (MeXAyHapoAHbI CTaHaapT
MapKMpPOBKM); 2) UCMO/Ib30BaHWe DONITOBOWM KAeMMbl Ha 3aZHel cTeHke annapaTta (bosiee
XKeCTKUIN CTaHAAPT 3a3eM/IeHNS, UCMOJIb30BasICcA 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 065A3aTe/IbCTBa U3roTOBUTENS TEPAIOT cuay!

A TakXe rapaHTuiiHble 06si3aTesbCTBA U3roTOBUTE/S TEPAIOT CUAY NMpU OWME6OYHOM
nogkaoueHumn ¢pasbl ceTH Ha 3a3emMsIeHUe UCTOYHUKA.

CeTeBoV pa3béM, ceveHus kabenew ceTW NUTAHUS, a TakXe CeTeBble NpeAoXpaHUTeNnn
ZAOJIXKHbI BbIBUPATLCA CXOAS U3 TEXHUYECKUX AaHHbIX annaparTa.

2.4 NOAKNHOYEHUE CETEBOIO LUTEKEPA

BHUMAHME! CeTeBoii WiTEKEp AO/KEH COOTBETCTBOBATbL HAaNPAXEHUIO NUTaHUA
n TokonotpebneHuio cBapoyHoro annaparta (CM. TexHWuYeckue pJaHHble). CornacHo
TexHuke 6e3onacHOCTH, WCMONb3yWTe rapaHTUPOBaHHOE 3a3emM/ieHue, NpU 3STOM
3anpeLieHo Ha Hy/ieBol NpoBoA NuTatowein ceTu!!!

BHMMAHME! CeTeBoli Bbik/itouaTenb B annapatax ProMIG-160/200/250 sBaseTcs
CUIHaZIbHOM KHOMKOM M 6710KMpyeT TO/IbKO CWU/IOBOM TOK CBAapOYHOro ammnapaTa, Ho
MOJIHOCTbIO He 06eCTOUMBAET BHYTPEHHIO 3/1EKTPOHMKY annapaTta. Mo3ToMy no TexHuke
6e30MacHOCTU NPW NOAKNOYEHUW He 3abbIBalTE NMOJIHOCTHIO OTK/IIOUNTD OT PO3ETKM.

-53- PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

3. CBAPKA PYYHAA AYTOBAA WUTYYHbLIM SJIEKTPO40M (PAC «MMAY)

~220V / 230V

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

W3AENME

B 3TOM pexunme cBapku 610k Nogaum NpoBoIOKN He MoHaZ0buTCs.

Mopsigok nogroToBKM annapata kK paboTe:

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

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

npucoeanHUTb Kabesb «Macca» K U3gesuio;

NOAKOUYNTb CETEBOM Kabesib K CeTU MUTAHUS;

aBTOMAaTUYECKMI BbIKlOYaTe b 12 Ha 3aHel NaHe/In nepeBecTH B nooxeHue «BK/1»;

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

C MOMOLLbIO KHOMOK 2 YCTAHOBWTE TEKYLUNIA OCHOBHOWM NapamMeTp — TOK CBapKW;

npy HeobXOAMMOCTU MOXHO Pery/sMpoBaTtb AOMOJHUTE/bHbIE GYHKLUW CBAPOYHOrO
npouecca (NopsifoK M3MeHeHUss CMOTpuTe B M.6.1).

BHumaHue! B pexume ceapku PAC "MMA” nocne Toro, Kak CeTeBOM BbIK/lOYaTe b
repeKk/toyeH B MOMOXEHMe «l», WTYYHbIN 31eKTPOS HaxoAMUTCS Mo HanpskeHnewm. He
NpuKacanTech 31eKTPOAO0M K TOKOMPOBOAALLMM MU 333eMIEHHBIM NPejMeTaM, TakuM Kak,
Hanpumep, KOpnyc CBapoOYHOro annapaTa 1 T.4., Tak Kak annapaT BOCMPUMET 3Ty CUTyaLuio
KaK CUrHan K CTapTy CBapOYHOro npouecca.

3.1 UMK/1 CBAPOYHOI'O NMPOLECCA - MMA

ol W V-7 dut PoP .

MopsAoK M3MEHEHNS 3HaYeHNA tobon GyHKLUKM cMOTpUTe B N.6.1
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3.2 OYHKL S FOPSIYUMN CTAPT «HOT-START»
MpenmywecTaa:
- yAyULleHMe NOAXUIa Aaxe NPy UCNO/b30BaHMM NJI0X0 3aXMUratoLLUXCS 31eKTPOAOB;
- bosee KayecTBeHHOe MpPOM/aB/JE€HNE OCHOBHOrO MaTepuana BO BPEMS MOAXMUIa,
Cnef0BaTesIbHO, — MeHblle HeNnpoBapoB.;
- MPeA0TBPALLEHME LWIAKOBbIX BKIOYEHWN;
- PyYHasi HaCTPOWMKa: MO3BO/ISET YCTAaHOBUTL YPOBEHb GYHKLMN HA MMHMUMAJIbHOE 3HAYeHUe,
4TO CU/IbHO yMeHbLIaeT NoTpebeHre SHeprum B Ha4a ibHbIM MOMEHT nogxura, baarogaps
yeMy annapaT MOXeT CTapTOBaTb HA 3HAYEHMSIX CETEBOro HampsxeHus 6amM3koro K
MWHMMa/IbHO BO3MOXHOMY, OZHaKO 3TO CHUXaeT KayecTBO MOMEeHTa nogxwura (annapaT
CTaHoBUTCSA NoA06eH TpaHcHOPMaTOPHOMY MCTOUYHMKY, HO B OMpe/esIeHHbIX CUTyaLUsx 3TO
€/MHCTBEHHO BO3MOXHBIV CM0C06). Take MOXHO yBENYNTb GYHKLMIO 1,0 MAaKCMMaJIbHOMO
3HaYeHUs AN ewé 6onblIero yay4ylleHUs MOMEHTa nogxura (Mpyu paboTe oT xopolier
ceTu). Ho He 3abbiBaliTe, YTO MOBbILWEHHBIM TOKOM 3TOMN GYHKL MU MOXHO MPOXEYb U3jesne
Mpv CcBapKe TOHKMX MEeTa/ /0B, MOSTOMY B 3TOM CUTYyaLMM PEKOMEHAYETCSH YMeHbLUAaTb TOK
dyHKLMKN «opsaumi cTapT».

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

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

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

B A0MO/IHUTENIbHBIX HACTPOMKaX MOXHO U3MEHSITb Kak cuay «lopsyero ctapTa»
[H.St], Tak u Bpemsa «Fopsavero ctapTa» [t.HS]. Be3 Hag06HOCTM He 3aBbilLanTe CUY U BPEMS
cpabaTbiBaHus «opsyero ctapTa», MOTOMY YTO Ha 6O/bLUNX MpeAesibHbIX 3HAYEHUSX 3TO
TpebyeT OYeHb CWIbHOW MUTAOLWEN CeTW, a MpU OTCYTCTBMU XOpOLUeN CeTu, mnpoLecc
noaxura gaxe 6yaeT cpbiBaTbcs. [MOpsAOK M3MeHeHUsi 3HaveHus obor yHKLuMK B
TeKyLeM peXume CBapku cMoTpuTe B N.6.1

3.3 OYHKLNA POPCAX AYTU «ARC-FORCE»

MpenmyuwecTsa:

- NOBbILEHWNEe CTabUABHOCTU CBapKU HA KOPOTKOW AYre;

- yAlyulleHWe KanaernepeHoca MeTal/1a B CBAPOYHYLO BaHHY;

- y/lydlleHune Noaxura Ayru;

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

- py4YHasi HaCTpoliKa: NO3BOIAET YCTaHOBUTb YPOBeHb GYHKLMN HA MUHWMA/IbHOE 3HaYeHwe,
UTO HEe3HaYUTE/SIbHO, HO CHUXaeT noTpebsieHne 3SHepruu, a TakXkKe KOHLLeHTPaLuo
TEMN/I0B/IOXEHNA MpU CBapke TOHKWUX MeTasIoB. DTO MOHMXAeT BEPOATHOCTb MPOXMra,
OAHAKO WM CHUXAET CTabWNbHOCTb TFOPeHUs Ha KOPOTKOM Ayre (anmapaT CTaHOBWUTCS
nogobeH TpaHCHOPMATOPHOMY MCTOYHMKY). Takxke MOXHO W yBEAWYUTb GYHKLMIO A0
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MaKCMMaNbHOrO 3HaYeHUs A4N15 elé bonbluein cTabunbHOCTU ropeHnst Ha KOPOTKOM Ayre, HO
3To TpebyeT Nyuluen nuTatoLL el CeTi 1 yBeANYMBaET BEPOSTHOCTb NPOXOra U3jeus.

Yem poCTWUraeTcsi: NPU CHWXEHWW HaMpsKeHWs Ha Jyre HWXe MWHUMasbHO
AOMYCTUMOro  ANA  CTabunbHOro ropeHWst Ayru, CBapoYHbI TOK BO3pacTaeT Ha
yCTaHOBJ/IEHHbBIN MO YMOAYaHUIO YPOBeHb (+40%).

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

U,V“

LA
MopsaAOK M3MeHEHWUs 3HaYyeHus NboM GYHKLMM B TeKyLLeM pexume CBapKu
cmoTpuTe B N.6.1

3.4 OYHKL A AHTUNPUJIMNAHUSA «ANTI-STICK»

Mpn HayanbHOM MOAXWUIe Ayrn 3NEKTPOJ MOXET MpUAnnaTh (MPUXBaTbIBATHCA K
nsgenmnio). ToMy NpensTCTBYIOT MHOMO GYHKLMIM B annapaTe, HO Takoe BCe-Taku MOXeT
MPOM30MTK, YTO B CBOIO OYepesb NMPMBOAMUT CHayasla K packasieHuto, a B Noc/ieAytolwem u
nopye 3/ekTpoda. B Takol cuTyaumm B fAaHHOM annapate cpabaTbiBaeT GyHKLMS
«AHTUMNpUAMNaHWe» BCTPOeHHas u paboTatowas B pexume PAC “MMA" nocTosiHHO,
KoTopas yepes 0,6...0,8 ek NOC/Ie BbISIBJIEHNSI 3TOMO COCTOSIHWUSA, CHUXAET CBAPOYHBbIV TOK.
Takxe 370 oberyaeT cBapLyUKy BOSMOXHOCTb OTAENNATb (OTPbIBATb) 3/1€KTPOA OT U3Ae/ns
6e3 pucka obxeub rnasa cayyanHbIM NOoAXUroM Ayru. MNocie oTaeneHns snekTpoga oT
U3AesIns, NPoL,ecc CBapKM MOXeT bbITb becnpensiTCTBEHHO NMPOAO/IXKEH.
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3.5 OYHKLMSA PEFYINPOBAHUSA HAK/IOHA BO/IbTAMIMEPHOM
XAPAKTEPUCTUKN

3Ta ¢yHKUMS B nepByl ouyepeAb MNpeAHasHavyeHa A1 KOMOPTHOW CBapKwu
3/71eKTPOAAMM C PA3NINYHBIMU TUNAMM NOKPbLITUIA. [10 YMOSIYaHUIO HAK/IOH BO/IbTaMMepPHOM
xapaktepuctnkn [BAH] ycTaHOB/ieH Ha 3HayeHwe 1,4V/A 4TO COOTBETCTBYeT CaMbiM
PacnpoCTpaHEHHbIM 3/1IEKTPOZAM C PyTU/I0BbIM TUNOM NnokpbiTua (AHO-4, MP-3). Ans 6onee
KoM$OpPTHOM paboTbl 371€KTPOAAMMN C OCHOBHbBIM TUMOM MOKPbITUS (YOHW-13/45, JIK3-70),
He siBAsieTcs 0bsi3aTeNbHbIM, HO PeKOMeHAyeM yCTaHOBUTb HakoH [BAH] Ha 3HayeHue 1,0
V/A. B cBOtO 0Yepesb 31eKTPOAbI C Lie/I/110103HbIM TUNOM NokpbiTua (LiL-1, BCLL-4A), aaxe
TpebytoT yCcTaHOBUTb Hak/aoH [BAH] Ha 3HauveHuwe 0,2..0,6 V/A u nmpu 3TOoM wHOrga
HeobxoANMO NoAHATHE YpoBHSA cpabaTbiBaHus GpyHKuMK «Dopcax ayru» [U.AF] BnaoTb A0
3HaveHns 18V. MopsaAoK U3MeHeHUs 3HaYeHUs o601 GYHKL MK B TEKYLLLEM PEXMME CBapKM
cmoTpuTe B N.6.1

3.6 OYHKLLNSAA CBAPKU HA KOPOTKOMN AYTE

3Ta PyHKLMS 0CODEHHO aKTyasibHa NpU CBapke MOTOJOYHbIX LWBOB, KOr4a HYXHO
4TOObl HE CWABLHO TAHY/acb CBapoyHas gyra. [Jsa 3Toro B anmnapaTte NpejycMoOTpeHa
BO3MOXHOCTb BKJ/OUUTb yHKUMO «KopoTkas agyra» [Sh.A] B nonoxexue “ON”. Mo
YMOJ/IY@HUIO OHa HaxoAuTcs B nosoxeHun "OFF”. MopaZok M3MeHeHUs 3HauyeHus 6o
dYHKLMMN B TEKYLLEM PeXUMe CBapKW CMOTpUTE B N.6.1

3.7 DYHKLUUNA BNIOKA CHUXKEHUSA HANPAXKEHNA XOJ1I0CTONO XO4A

Mpy npoBejeHWM CBapOYHbIX paboT B EMKOCTSX, LUCTEPHAX W TaMm, rge
HeobxoAMMa MOBbIWEHHAs CUCTEMA 3/1eKTpobe3onacHOCTH, MOXET ObiTb aKTMBMPOBAHA
DYHKLMSA CHUXKEHWS HAMPSXXEHMS XOI0CTOrO X04a.

Mpwn oTpbiBe 3neKkTpoda OT M3Aenuns, Yyepes 0,1 CeK HamnpsXKeHWe Ha KaeMMmax
MCTOYHMKA CHMXAeTCs 40 6e30NacHOro ypoBHS — HUXe 12B.

Ans 31Toro HeobxoamM 610K CHUXEHUS HanpsXeHus Xxonoctoro xoda [BSn],
KOTOpbIV ecTb B 3TOM MoZAeNN 060pyA0BaHUS, HO MO YMOTYAHUIO HAXOAUTCS B MOJIOXKEHUN
“"OFF”, To ecTb BbIK/IlOUYEH, TakK KaK U3BECTHO, YTO BK/OYeHMe Ntobor nosobHom GyHKL UM
HECKOJIbKO YXyALWaeT NoAXur ayru. Mopagaok n3MeHeHUs 3HauveHus nbor GyHKLMKM B
TeKyLLeM pexmnme cBapkum cMoTpuTe B M.6.1

3.8 DYHKUUNA CBAPKU UMNYJIbCHbIM TOKOM

37a PyHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHBIX MOJIOXEHUAX OT/IMUHBIX OT HUXHEro, @ TakXe MpU CBapKe LBeTHbIX
mMeTannoB. Bo3geicTBMe  MPOMCXOAUT  HEMOCPeACTBEHHO Ha  MepeMellnBaHue
pacniaB/ieHHOro MeTaja/a WBa M Ha NepeHOC Kamn/u B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb Ha cTabuabHOCTb GOPMUMPOBAHMSA LWBA W MpoLecca cBapku. Jpyrumu cioBamu,
3TOT MPOLECC B HEKOTOPOW CTEMEHWU 3aMEHSET ABUXEHUS PyKM CBapLLMKa, 0COBEHHO 3TO
BaXXHO NMPU CBapKe B TPYAHOAOCTYMHbIX MecTax. OT NpaBWAbHOCTU HAaCTPOMKM 33aBUCUT
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¢dopma 1 kayecTBO GOPMUPOBAHUS LWIBA, YTO YMEHbLIAET BEPOSTHOCTb MOSIBAEHWUS NOP U
YMeHbLUIaeT 3epHUCTOCTb CTPYKTYPbI, @ 3TO yBe/MYMBAET NPOYHOCTb CBAPHOMO COeMHEHUS.

Ana peanvsaunm 3Ton GyHKLMM B annapaTte HyXHO 3a4aTb TPV NapameTpa: cuay
nyabcaymn [Po.P], yactoty nynbcaumm [Fr.P] n cooTHoweHWe wumnyabc/naysa (uam
«CKBaXHOCTb») [dut]. Mo ymonuaHuio cuna nyabcaumm [Po.P] kak katoyeBon napameTtp
HaxoguTca B nosoxeHun “"OFF”, To ecTb GyHKLMS BbIK/IHOYEH], @ YacToTa nyabcauuu [Fr.P]
M «ckBaxHOCTb» [dut] Ha caMbIx pacnpocTpaHeHHbIX 3HavyeHusax 5.0 [y u 50%
COOTBETCTBEHHO. YTOObI BKMOUMTE PYHKLMIO JOCTAaTOYHO YCTAHOBUTbL CUJY MyJ/ibCaLnm
[Po.P] 6onblie Hyns, 3TOT napaMeTp 3a4aeTcs B MPOL,EHTHOM BbIPaXKeHUM OT TeKylyero
OCHOBHOIO YCTAHOBJ/IEHHOIO CBAPOYHOI O TOKaA.

Mpumep: cBapka 31ekTpogoM @I3MM, YCTaHOBJIEHHOE OCHOBHOE 3HayeHue
CBApOYHOro TOKa cocTaBaseT 60A, a cuna nyabcaumm [Po.P] = 40%, npn 3TOM 4acToTa
nynbcauum [Fr.P] = 5,0 [y 1 «ckBaxHOCTb» [dut] = 50% No ymonvaHuto.

PesynbTaT: Tok byAeT nysbcmpoBaTb OT 36A A0 84A ¢ YactoTow 5 'y, uMnyabcbl 6yAyT
MMETb paBHYO GOPMY KakK Mo aMnInUTyae, Tak U No BPEMEHMU.

MapameTp "cKBaXHOCTb" NO yMOAYaHUIO yCTaHOBAEH Ha 50%. lMpu nM3meHeHUn
3Toro napameTtpa OT 50%, BHOCWUTCA acMMMETPUA MeXJy BpeMeHeM MMMy/bca ToKa M
BpeMeHeM "naysbl” Toka:

no YMOJ4YaHUIO "ckBaXkHOCTL" [dut] = 20% "ckBaXHoCTb" [dut] = 70%
"ckBaxHocTh" [dut] = 50%
LA LA LA}
50% I 50% l ﬁ 80% H Ll 70% |i| |_
o~ m
t,cex t,cex t,cek

AnnapaTt npu 3TOM cCpearupyeT Tak, YTO CpeAHWM YpOBEHb TOKa BO BpeMms
CBapoyHoro npouecca byaeT Ha ypOBHE YCTAHOBNEHHOIO OCHOBHOMO 3HAYEHWS CBAPOYHOIO
Toka 60A (Kak 1 6b1/10 331aHO), COOTBETCTBEHHO U TEMJIOB/IOXEHWNE B CBAPOYHbIN LWOB byAeT
Ha ypoBHe Tex e 60A, HO cTabu/JbHOCTb CBAapOYHOro rfpouecca W nepemellBaHue
CBApOYHOM BaAHHbI M3MEHWUTCH. 3TO O4YeHb BAXHOE YC/IOBME AN TOYHOM OLEeHKMU
No/Ib30BaTENEM U3MEHEHUS KOJIMYECTBA TEMJIOB/IOXEHWSA B CBAPOYHYIO BaHHYIO, Hanpumep,
CpaBHWBas C 4pYrvM OCHOBHbIM TOKOM 6€3 UMMY/IbCHOMO peXxuma.

[JlaHHble MapameTpbl YCTaHaBAMBAIOTCA B PA3/IMUHbIX CUTYaLUsAX MO-Pa3HOMY,
cornacHo TpeboBaHMAM cBaplmka. [MopaAoK M3MeHeHWs 3HaueHus noboln GyHKuMK B
TeKyLLEM pexume CBapkn cMOTpuTe B N.6.1

4. CBAPKA B APIOHE (APT «TIG»)

BHMMaHue! B kauecTBe 3alMTHOrO rasa NpUMeHSIeTCs Yalle BCero YMUCTbIN aproH
"Ar", uHorga renun "He", a Takxxe MX CMeCb B Pa3IMYHbIX NPOMNOPLUAX.
HE AOHYCKAVITE MCNONb30BaHWe roproymnx rasos! Vicnonb3osaHme gpyrux rasos T01bKO
MO COr/IacoBaHUIo C Npon3BoAnTeneM obopyaoBaHus.
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APrOHOBAS

i

B aTom pexunme cBapku 610K nogaym NpoBOIOKM He NMoHazobuTcs.
MopsZoK NOArOTOBKM annapaTa k paborTe:
BCTaBUTb kabe/b ropenkun B rHe30 UCTOUYHUKA B «—»;
BCTaBUTb kKabesib «Macca» B rHe340 UCTOYHMKA A «+»;
MPUCOEAMHUTB 3aXKUM «MACCa» K U3JeNnio;
YCTaHOBUTb PeAyKTOP Ha ra3oBbli 6ainoH;
MOAKJIIOUNTL Fa30BbIN LWIAHT FOPesIKM K peAyKTOpY ra3oBoro 6an/ioHg;
OTKPbITb KpaH ra3oBoro 6an10Ha, NpoBepUTL FrePMETUYHOCTb;
NOAK/IIOUNTL CETEBOW Kabesib K CETU MUTaHUS;
- aBTOMaTUYECKMI BbIK/IOYATE/Ib 12 Ha 33 HEN NaHeNN NepeBeCTU B NoaoxeHne «BK/T»;
- CMOMOLLbIO KHOMKM 4 yCTaHOBUTE pexxum cBapki AP «TIG» (pexunMbl nepektoyatoTca no
Kpyry);

- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKyLL MM OCHOBHOM NapaMeTp — TOK CBapKW;
npy HeobXOAMMOCTU MOXHO perysvpoBaTb AOMOJHUTEsbHblE (YHKLWUM CBAapOYHOrO
npouecca, NopsA0K M3MeHeHNs CMoTpuTe B M.6.1

BHumaHume! Nopesika aproHoBas 40/KHA ObITb BEHTUBHOTO TUMA, C 6aiOHETHbIM
pasbeMOM @13 MM. MakcuMManbHbI TOK ropenku BblbupaiTe no cBoum pabounm
TpeboBaHUAM.

BHumaHue! YacTon owmnbkol sBAsieTcs 3aTo4ka 3/71ekTpoAa B "wuray", gyra npu

5TOM MMEEeT BO3MOXHOCTb "BWASTL' M3 CTOPOHbI B CTOPOHY. [paBWIbHOM 3aTOYKOW
SIBNSIETCA C/1erka NPUTYMJIEHHbIM HOCMK M YeM MeHblle "naTavok", BblAep>KMBaOLWL UM

YCTaHOBJ/IEHHBI TOK, TeM ayyle. [ToMHUTE, YTO NpK 6ONBLLNX TOKaX CBaPKM O4YeHb CUIBbHO
3a0CTPeHHbIN 3/1eKTPO, IErKO OMN/IaBAAeTCs, M3-3a MaJIoN TeNN00TAAUM. Tak Xe «pUCKU» OT
3aTOUKM JOJIKHbI PacnonaraTbCs BA0/b OCU 3/71eKTPOAa.
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4.1.12 LWKJZ1 CBAPOYHOI'O NMPOLLECCA - TIG-LIFT

Wy EuP dub] |PaP

MopsAoK U3MeHEeHWs 3HaveHNs 11060 GyHKLUKM cMOTpUTe B M.6.1

4.1.2 OQYHKLUUNA NOAXKUTA AYTU TIG-LIFT

3Ta GYHKLMSA KHOMKM Ha ropesike YCTaHOBJ/IEHA MO YMOIYAHUIO B faHHOW MOZenu
obopysoBaHua M paspaboTaHa A1 TrOpesiok C KOHTAKTHbIM MOAXWUIOM Ayru, 6e3s
MCMO/Ib30BaHUS OCLUNSTOPOB U T.M. YCTPOMCTB, HO B OT/IMYMMN OT K/J1IaCCUYECKOro cnocoba,
MOJIHOCTbIO YCTPaHseT yAapHbIM TOK B MOMEHT nogxwura. JlaHHas ¢yHKUMA B pasbl
YMEHbLUAET paspyLUeHne 1 NonagaHne B CBApPOYHbIN LOB HeM/IaBALLerocsi Bob$hpamMmoBoro
3N1eKTPOAA, YTO ABNAETCA OYeHb HeraTMBHbLIM SIBIEHUEM.

BHumanume!!! Micnonb3soBaHue gaHHON GyHKUUM TpebyeT OUMCTKU U3eNuns B MecTe
noAXXura Ayru.

Cnocob npuMeHeHUs JaHHOW YHKUMM  3aKIOYAETCS B MPUKOCHOBEHMUM
3/1IeKTPOAOM K U3AEN0, NMPU 3TOM YA ep>XnBaTb 3/1eKTPOJ B 3TOM MONOXEHUN MOXHO A0
6eCcKOHEeYHOCTU 1 KOTAa NOJIb30BaTe /b MOCYMTAET YTO FOTOB K Hayasly CBapku (Hanpumep,
OnyCTUA 3alMUTHYIO MacKy Ha r/7asa M XOpOoWO NPOAY/a MeCTO 3alMTHbIM rasom) TO
AoctaToyHo HavaTb MEAJIEHHO nogHMMaTh OCTpMe 3aTOYEHHOr0 3/1eKTpoja OT U3jenus.
Annapat onpezennt 3TOT MOMEHT W BOCMIPUMET KakK CUrHa K CTapTy nNpoL,ecca cBapku, Tem
cambiM HayHeT MJIABHO noBblwaTh CBapOYHbIA TOK A0 YCTAHOBJEHHOrO 3HAYeHUs, Yem
6osiblle OCHOBHOM paboumii TOK, TeM ObiCTpee HYXHO MOAHWUMAaTb 37eKTpPoJ, WHaye
onnasutca. Bpema nnaBHoro HapactaHua Toka [t.uP] Ao ycTaHOB/AEHHOro 3HayYeHWUA Mbl
paccMOTpMM B NocaeAytolem nyHKTe.

Mopsaaok paboTbi:

- aBTOMaTUYECKMM BbIK/IIOYATE b 12 Ha 33 Hel NaHe M UCTOYHUKA NMePEBECTM B NMOJIOXKeHMe
«BKJ»;

- CMOMOLLLbIO KHOMKMW 4 yCTaHOBUTE pexxum cBapki AP «TIG» (pexuMbl nepeksoyatoTca no
Kpyry);

- ycTaHoBuTe dyHKUMIO KHOMKK ropesku TIG-LIFT. Ana 3Toro, kHOMKy 3 Heobxoanmo
HaXX1MaTb J,0 NOSIB/IEHUS Ha MHAUKaTope «KHomMKa Ha ropeske» [But], Takxe psgom byaeT
YKa3aHO Tekyllee NoJoXeHue 3Ton GpyHKL MM, C MOMOLLbIO KHOMOK 2 ycTaHoBUTb “LIFT”.
Ecaun gonro He npeanpuvHUMaTh HUKAKWUX AeMCTBUI annapaT BbIMAEeT U3 3TON GyHKL MK,
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BEPHYTbCA MOXHO TeM Xe MyTeM, 8 eC/v NepenpbirHyIn HEOOXOAMUMBIA PeXUM KHOMKY,
MOBTOPHO HAXMMaWTE KHOMKY 3 - YHKL MM NepekNtoyaoTcs Mo Kpyry;

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

- NP HeobXoAMMOCTU MOXHO Pery/vMpoBaTbh AOMOJNHUTE/bHblE GYHKLUM CBAPOYHOMO
npouecca (Nopsf oK M3MEHeHUss CMoTpuTe B M.6.1).

4.1.3 LMK/1 CBAPOYHOI'O MPOLLECCA - TIG-2T
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MopsAoK M3MeHeHWs 3HaueHus Ntobol GyHKL MK cMOTpUTE B M.6.1

Ans  paHHOro  pexvma  noHagobutca  npuobpecTn  oTaenbHbii 610K
6eckoHTaKTHOro nogxura ayru (ocunansatop). Nopagok NoAroToBKM annapaTa K pabote ¢
OCLUANATOPOM UHAMBUAYAIEH U AOJXKEH ObITb ONUCAH B MHCTPYKLMM NO 3KCMAYyaTaLUKM K
610Ky ocumnnaTopa. Pa3bém ynpaBaeHus BKAIOYEHMEM UCTOUYHMKA HAXOAMUTCA Ha 3ajHel
naHean MCTOYHMKA, MCMO/b30BaTb TOJIbKO KOHTakTel 1 1 2, HN B KOEM C/IYYAE He
nepenyTanTe C APYruMy KOHTaKTaMm — 3TO MOXET NMPUBECTU K BbIXOAY M3 CTPOs annapaTa!

BHumaHue! B ciyyae HeMCno ib30BaHMA 3TOr0 pa3bema, MPUKPbIBANTE ero
Pe3MHOBbIM KOIMA4YKOM, YTO6bI He Hb1/10 3acopeHus.

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

AaHHble U1poBOiA CBAIM naHHble uMdpoBol CBA3N

(-) NnuTaHve asuraTtens

(+) nuTaHue gBuratens
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Mocne cbopku:
BKJ/IOYNTb 610K HECKOHTAKTHOrO NOAXMUIa Ayrn (OCLLMANATOP);
aBTOMAaTUYECKMI BbIKOYATE b 12 HA 334 HEN NaHe/ I UCTOYHWMKA NepeBecTy B NOIOXKEHNe
«BKJ1»;
- CMOMOLLbIO KHOMKMW 4 YCTaHOBUTL pexxmnm cBapkn APT «TIG» (pexxMMbl nepek/itoyatoTcs no
Kpyry);
YCTaHOBUTb QYHKLMIO KHOMKKU ropesku TIG-2T — gna 3Toro kHomnky 3 HeobxoAmmo
HaXX1MaTb 0 NOSBAEHUS Ha MHAMKaTope «KHorMKa Ha ropenke» [But], Takxe psgom byzgeT
YKa3aHO Tekyliee NoJIoKeHNe 3TON PYHKLMM, C MOMOLLbIO KHOMOK 2 YyCTaHoBUTb “2T".
Ecan gonro He npeanpuHMMaTh HUKAKUX AeUCTBUI annapat BblMAeT U3 3TON GpyHKLUN.
BepHyTbCs MOXHO TE€M Xe MyTeM, a C/IN «MepenpbIrHyIn» HE0OXOAMMBI PEXMUM KHOMKM,
MOBTOPHO HaXWMaWTe KHOMKY 3 — GYHKL MM NePeKIoYatoTCs MO KPYry;
- C MOMOLL b0 KHOMOK 2 YCTAaHOBUTE TEKYLL MM OCHOBHOM NapameTp — TOK CBapky;
npy HeobXOAMMOCTU MOXHO Pery/sMpoBaTb [AOMOJHUTENbHbIE GYHKLWUM CBAaPOYHOTO
npouecca (NopsifoK M3MeHeHUss CMOTpuTe B M.6.1).

BHumaHue! [opesika aproHoBas 40/1KHa 6bITb KHOMOYHOrO TUNA, C HaMOHETHbIM
pasbeMoM @13MM. MaKCMManbHbLI TOK roOpesiku BbibMpanTe no cBouM paboyum
TpeboBaHuAM.

4.1.4 OYHKLNA KHOMKW HA TOPEJIKE TIG-2T

3Ta dyHKUUS KHOMKM YNpaBeHUs NPUMEHSAETCS TObKO MPU HAJIMYUW BHELLHETO,
HesaBMcMMoro 6s10ka 6GECKOHTAaKTHOro nogXxura Ayru (OCLUAAATOP), C BCTPOEHHBIM
KnanaHoM rasa. [poBog KHOMKM yNpaB/ieHUsA Fropesikn NoAKNI0YaeTCs HeMoCpeaCTBEHHO K
3ToMy 6s10Ky. [pn HaxaTUM KHOMKM Ha ropesike CUrHaja yrnpaB/ieHus nocTynaeT B 610K
oCLMANATOPa, KOTOPbIN oTpabaTbiBaeT GyHKLMIO NMpeanpoayBKM ra3oM ti 30HbI CBapKM
(OTKpbIBaET KAanaH rasa) u € 3a4ep>XXKoM NojaeT CUrHaj Ha BK/IOYEHME MCTOYHMKA TOKa, a
TaKXe, B 3TOT MOMEHT NOAAET BbICOKOYACTOTHBbIN BbICOKOBOJIbTHBIV UMMYJ/IbC A1 MOAXMIa
ayrun. cTouHnk oTpabaTbiBaeT Bce 0CTasbHble QYHKLMM (MX PACCMOTPUM B C/IEAYIOLLMNX
MYHKTax) COr1acHo LMKy CBApOYHOro npoLjecca, NnpuseeHHoro Boile. MNocne otnyckaHus
KHOMKW, UCTOYHMK oTpabaTbiBaeT cBOM O YHKLUMM, M MO OKOHYAHUM, CaMOCTOSITENbHO
oTktovaeTcs. baok ocymnnstopa gosxkeH oTpaboTaTh GyHKLMIO NOCAEe-NPOAYBKM ra3om t2
30HbI CBapKMU (C 3a/,epP>XKOM 3aKpbITb KJanaH rasa).

BHUMAHMUE! Bnaok ocunnnsatopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmthbl
BbIXOAa WHBEpPTOpa M3 CTPOs OT Npo60of BbICOKOBO/bTHbIM PaspsiAOM, KOTOPbIN OH
co3zaeT B MOMEHT nogxura ayru. [lepea npumeHeHueMm, uenb 3alWUTbl HYXHO
ob6s3aTe/IbHO aKTUBUPOBATD.

PATON ProMIG DC MMA/TIG/MIG/MAG -62-



________[PATON

4.1.5 UK/1 CBAPOYHOI'O NMPOLECCA - TIG-4T
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MopsAoK M3MEHEHNS 3HaYeHNs 060N GyHKLUKM cMOTpUTe B M.6.1

[na  paHHOro  pexuma rnoHazobuTtcs  npuobpectM  oTaenbHbIi 610K
HeckoHTaKkTHOrO nogura Ayru (ocumanatop). NMopsagok NogroToBkK annapata k paboTe ¢
BHeLHUM 6/10KOM OCLUANATOPA UHAUBUAYANEH U AO/MKEH ObITb ONMCAH B MHCTPYKLMK MO
akcnayaTaumm k 6noky ocuymnnstopa. Pa3bém ynpaBaeHWs BK/IOYEHUWEM WCTOYHMKA
HaxXOAMTCA HA 3aZHeW NaHeNn UCTOYHMKA, CXeMa NOAK/IOYeHUs Takas Xe Kak npu TIG-2T
CM. NMYHKT 4.1.3.
Mocne cbopku:
- BKJIIOUNTL 610k 6ECKOHTAKTHOrO NoAXMUra Ayru (OCLLUANATOP);
- KHOMKy/aBTOMaTU4eCKUIA BbIKIlOYaTEb 12 Ha 33/HelN MaHes/u UCTOYHMKA MepeBecTu B

nosioxenune «BKJ1»;

- CMOMOLLbIO KHOMKMW 4 YCTAHOBUTb pexxunm ceapku AP «TIG» (pexunMbl nepekoyaoTca no
Kpyry);
YyCTaHOBUTb YHKUMIO KHOMKWU ropesku TIG-4T, Ans 3Toro KHomky 3 Heobxogumo
HaXX1MaTb A0 NOSBNEHUs Ha MHAMKaTope «KHomka Ha ropenke» [But], Takxe psagom byaet
YKa3aHo Tekyllee NoJsioxeHune 3Tol GYHKLUKM, C MOMOLLbIO KHOMOK 2 YCTaHOBUTL “4T".
Ecnv gonro He npeanpvHMMaTh HUKAKUX AEUCTBUI annapaT BbIMAET U3 3Ton byHKLUN.
BepHyTbCst MOXHO TeM Xe MyTeM, a eC/IN «nepenpbirHyin» HE0OX0A MBI PeXMUM KHOMKMK,
MOBTOPHO HAXMMaWTE KHOMKY 3 — QYHKL MM NepekNtoyaoTcsa Mo Kpyry;
- C MOMOLLbIO KHOMOK 2 YCTAaHOBUTE TEKYLL MM OCHOBHOM NapameTp — TOK CBapky;
npy HeobXOAMMOCTU MOXHO pery/JMpoBaTb AOMOJHUTE/bHbIE GYHKLUU CBApOYHOMO
npouecca (Nopsf0K MU3MEHEeHNs CMOTpUTe B M.6.1).
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BHumMaHue! opeska aproHoBas Ao/1Ha BbITb KHOMOYHOrO TUNA, C HakOHETHbLIM
pasbeMoM @13MM. MakcuMManbHbIM TOK FOpenku BbibupaiTe no cBOMM Pabounm
TpeboBaHuMAM.

4.1.6 QYHKLNA KHOMNKWU HA TOPEJIKE TIG-4T

3Ta byHKUUA KHOMKM YyNpaB/eHWUs NPUMEHSETCs TObKO MPU HAJIMYNW BHELLHETO,
He3aBMcMMoro 6s10ka 6GECKOHTAaKTHOro nogxura Ayru (OCUMANATOP), C BCTPOEHHBIM
KnanaHom rasa. lNpoBo/ KHOMKW ynpaB/eHWs ropesiku NOAKN0YaeTCa HenocpeacTBEHHO K
s3TomMy 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>XXMBAeTCA KHOMKa, BO BPEMSA NEPBOro HaxaTus, Nocie npeanpoAyBku rasom ti 30Hsbl
CBapku W BbICOKOBOJIbTHOIO MOAXMWIa Ha BbIXOJe WMCTOYHMKa OygeT MnocTosHHO t2
npesBapuTesbHbI TOK (A4eXypHas 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 npotecce. 2). B KoHLe cBapku, Mocie BTOPOro HaXXaTusi KHOMKW yrnpaB/ieHus Ha
ropesike, HauMHaeTCsA Cnaj Toka AO YPOBHA TOKa 3aBapku KpaTepa, M MoKa KHOMKa
yaepxusaeTca t3, TOK HAXOANTCA Ha 3TOM ypoBHe. [1ocsie yxxe BTOPOro oTnyckaHUs KHOMKK,
MCTOYHMK OTK/IIoYaeTcs, a 610K ocumManaTopa Ao/keH oTpaboTaTe cBoto GyHKLMIO nocse-
MPOAYBKM ra3oMm t4 30HbI CBApKM (C 3a4epP>KKOM OTK/IOUUT KanaH rasa).

BHUMAHMUE! Baok ocunnnsatopa gomnkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpa M3 CTPOs OT NpPob0os BbICOKOBO/bTHLIM PaspsiAOM, KOTOPbIA OH
co3jaeT B MOMeHT noaxura ayru. [lepes npumeHeHueMm, uenb 3awUTbl HY>XHO
obs3aTe/IbHO aKTUBUPOBATb.

4.2 QYHKUNA NPEA-NMPOAYBKU 3ALLLMTHBIM TA30OM

3Ta ¢yHKUMA HeobxoaWMMa ANS 3aLMTbl 30HbI CBApKW OT BPEAHOrO BAUSHUS
atMocdepHOro BoO3AyXa M 3aKNlOYaeTCs B MpeABapuTE/IbHOW MpOAYyBKe 30Hbl CBapKu
3alMUTHBIM ra3oM Mepej 3aXuraHuem cBapoyHon Ayru. Mo ymosnuaHuio, Bpems npeg-
npoAyBKu [t.Pr] ycTaHOBNEHO Ha 3HAYEHMe 0,1 CeK, 3TO 3HAYEHME MOXHO B /1060 MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHMio. MNopasok U3MeHeHWs 3HayeHus nbor GyHkuuK B
TEKYLLEM pexXuMe CBapKu CMOTpUTE B M.6.1

4.3 OYHKL A NOCNE-NPOAYBKU 3ALLUTHLIM FTA30OM

3Ta yHKUMA 3aK/04aeTCca B Noc/ieaytolein NpoAyBKe 30HbI CBAapKX 3alUTHbIM
rasom rocse noracaHus CBapoOYHOM AYru, Tak Kak packajieHHas CBapoyHas BaHHa elé
HeKkoTopoe BpeMsi boUTCH BpeAHOro BAMSHUA aTMochepHOro Bodayxa. Mo ymonuaHuio,
BpeMsi nocsie-npoayBku [t.Po] ycTaHOBNEHO Ha 3Ha4yeHMWe 1,5 ceK, 3TO 3HaYeHMe MOXHO B
o060 MOMEHT U3MEHWUTL MO CBOEMY YCMOTPeHUIo. [MopasgoK n3mMeHeHUs 3HaYeHus ntobow
bYHKL MM B TEKYLLEM PeXMMe CBapKM CMOTpUTE B M.6.1
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4.4 QYHKLUNA NPEABAPUTE/IBHOIO TOKA (AEXXYPHAS AYTA)

3Ta ¢yHKUMA Heobxoauma AN yA06CTBA MO/Ib30BAHWUS TOPENKOM B MOMEHT
nogxwra Ayru. MNo3soaseT HauMHaTb NPOLLECC CBapKM C MasiblX 3HAYEHWI TOKA, 3Ha4YeHUe
KOTOPOro TO/IbKO MOAAEPXKMBAET MPOLLECC, HO HE BHOCUT CEPbE3HbIX BAIOXKEHMIN Tenaa u He
npoxwuraet wmsgenve. MOXHO npesBapuTeNbHO MNOAOrpeTb MeCTO CBapkW, B Ciydvae
MCNonb30BaHUA pexunmMa kHomnku TIG-4T. Mo ymosnyaHuio npesBapuTenbHbin Tok [Pr.A]
YCTaHOBJIEH Ha YpoBeHb 20A. [opsaAOK M3MeHeHWs 3HaveHUs 6o GYHKLUN B TekylleMm
pexume CBapku cMOTpuTe B M.6.1

4.5 QYHKL A TOKA 3ABAPKU KPATEPA

IT1a PyHKUMa HeobxoaMMa ANS yKa3aHUs YPOBHS, A0 KOTOPOro CnagaeT TOK Mo
OKOHYaHWK mpoLecca cBapku. Heobxoaum a/1a npoBefeHUs 3aBapky KpaTepa B Caydae
MCNONb30BaHMA pexxuma KHonku TIG-4T (Npy BTOPOM yAepXaHWn KHOMKK Ha ropesike). Mo
YMOJ/IY@HUIO TOK 3aBapKku KpaTepa YCTaHOBJeH Ha ypoBeHb 20A. MNopsjoK M3MeHeHUs
3HaueHns boM GYHKL MM B TEKYLLEM PEXUME CBapKU CMOTPUTE B N.6.1

4.6 QYHKLINA HAPACTAHUA CBAPOYHOIO TOKA

3Ta dyHKL M KpOMe SKOHOMMM pecypca 3/1eKTpoja U B HEKOTOPOM CTeneHn camow
ropesiku, Takxe HeobxoauMMa Anf yz06CTBa MO/Mb30BaHMA FOpenkon. YcTpaHseT
obpasoBaHMe HayaIbHOro pacn/ieckMBaHWS CBApPOYHOM BaHHbI, @ TakXe 3a YCTaHOBJ/IEHHOe
BpPeM# NAaBHOro HapacTaHua Toka [t.uP], B ciyyae ncnosb3oBaHus pexumMa kHonku T1G-2T,
MOXHO TOYHO HaBEeCTW ropesiky Ha HeobxoAMMOe MecTo CBapKM, Tak Kak MecTo Mogxura
Ayrv B 0c060 OTBETCTBEHHbIX U3AE/INAX He BCerja HaxoAUTCS B MecTe CBapku. Takxe C
MOMOLLbO 3TON PYHKL MU MOXHO NpesBapuUTe/IbHO NPOrpeTb MecTo cBapku. [1o ymonuaHuio
yCTaHoOB/IeHO B 3HayeHue “OFF” - oTk/toyeHo. MopsAaoK M3MEHeHWs 3HauyeHus tobol
byHKL MM B TeKyLLeM pexrme CBapku CMOTpUTe B N.6.1

4.7 DYHKL A CNAAAHUNA CBAPOYHOIO TOKA

3Ta ¢yHKUMA HeobxoauMa AN yAydlleHUs MpoLecca 3aBapku KpaTepa,
obpasytoLerocs nog AaB/ieHNMeM OCHOBHOMO paboyero Toka CBapoYHOM Ayru U 3TOT KpaTep
SIBNISIeTCS 3apoAbleM AedeKToB CBAPOYHOrO LWBA, YTO eCTb KpalHe HeraTUBHbIM siBJIEHUEM.
Mo3ToMy, 33 yCTaHOBJ/IEHHOE BpeMsi MAAaBHOro crnajaHus Toka [t.dn] MOXHO 3aBapuTb
o0bpa3oBaBLUytoCa pakoBUHY. [0 yMO4YaHWIO, yCTaHOBAEHO B 3Ha4eHWe "OFF” - oTk/t04eHo.
MopsiaoK M3MeHeHWs 3HauYeHWs 6o GYHKLUM B TEKYLLEM peXuMe CBapku CMOTPUTE B
n.6.1

4.8 OYHKL A CBAPKU UMNYJIbCHbIM TOKOM

37a PyHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXEHUAX OT/IMUHBIX OT HWXKHEro, a TakXe MpWU CBapKe LBeTHbIX
mMeTasnoB. Bo3sgeicTBMe  npoMcXoAUT  HEMOCPEeACTBEHHO  Ha  MepemellvBaHue
pacn/iaB/ieHHOro MeTa/l/1a LWBa, @ 3TO B CBOIO ovepesb Ha CTabuabHOCTb GOpPMUpOBaHUS
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WwBa. B HekoTOpOI CTENeHW 3aMeHsIeT ABMXXEHUS PYKU CBapLLMKa NpW CBapKe, 0COBEHHO 3TO
BaXHO B TPYAHOAOCTYMHbIX MecTax. TakK e YacTWUYHO NPOUCXOAUT MPUHYAUTE/bHOE
BO3/eNCTBME Ha MEpeHOC Kamau C MpUCaOoYHON MPOBOJIOKM B CBApOYHYO BaHHy. OT
MPaBUAbHOCTM HACTPOMKM 33BUCUT popMa M KauyecTBo GOPMMPOBAHMS LIBA, YTO YMEHbLUIAET
BEPOATHOCTb NOSB/AEHMA MOP U YMEHbLUAeT 3epHUCTOCTb CTPYKTYPbl, @ 3TO yBeAMYMnBaeT
MPOYHOCTb CBAPHOIO COeMHEHUS.

[ns peanvsaumm 3Ton GyHKLMM B anmnapaTe HY>XHO 3ajaTb TPM NapameTpa: cuay
nynbcaunn [Po.P], uactoTty nynbcaumm [Fr.P] n cooTHoweHune umnynbc/naysa (Mam
«CKBaXKHOCTb») [dut]. Mo ymonyaHuio cuna nysabcauymm [Po.P] Kkak katoyeBon napamertp
HaxoAWTcA B nosoxeHun “"OFF”, To ecTb GyHKLMSA BbIKNIOYEHa, @ YacToTa Nyabcauum [Fr.P]
N «CKBaXHOCTb» [dut] Ha 3HaueHMAxX 10,0 'Y U 50% COOTBETCTBEHHO. YTOOBI BKAKOUUTH
DYHKLMIO J0OCTaTOYHO YCTaHOBUTb Cuy nyabcauun [Po.P] 6osblie Hyas, 3TOT napameTp
3a/,aeTCs B NPOL,@HTHOM BblpaXXeHUK OT TeKyLLLero OCHOBHOMO YCTaHOB/IEHHOIO CBAPOYHOr 0
ToKa.

Mpumep: cBapka HENIABAWMMCS BOJIbPPAMOBBLIM 3/1EKTPOLAOM AUAMETPOM 2MM,
yCTaHOB/IEHHOE OCHOBHOE 3HaYeHMe CBapOYHOro TOKa COCTaBASeT 100A, a cMna nyabcalum
[Po.P] =30%, npu 3ToM YacToTa nyabcauum [Fr.P] = 10,0 'y 1 «ckBaxHocTb» [dut] = 50% no
YMOYaHMIO.

PesynbTat: TOK ByAeT nynbCcnpoBaTh OT 70A 40 130A € YacToToM 10 I, MUMMY/bChI
ByayT MeTb paBHyto GOpMY Kak Mo amnanTyAe, Tak 1 Mo BPEMEHM.

MapameTp "cKBaXXHOCTbL" MO YMOYAHUIO YCTaHOB/IEH Ha 50%. 13mMeHeHne 3TOoro 3HaveHus
BHOCUT aCMMMETPUIO MeX/y BPEMEHeM MMMY/ibCa TOKa U BpeMeHeM "nay3bl” Toka:

MO YMOJTYQHUIO "ckBaXkHOCTL" [dut] = 20% "ckBaXxHOCTL" [dut] = 70%
"ckBaxHocTh" [dut] = 50%
LA LA 1A}
50% | 50% I ﬁ 80% |_| |_| 70% Iil I—
o ™
t,cex t,cex t,cex

AnnapaT npu 3TOM CpearvpyeT TaK, 4YTO CPeAHUIN YpPOBEHb TOKa BO BpeEMS
CBapOYHOro npouecca byeT Ha ypoBHe yCTaHOB/IEHHOMO OCHOBHOMO 3HaYeHWs CBAPOYHOrO
TOKa 100A (KakK 1 6bl10 334,aH0), COOTBETCTBEHHO U TEMJIOB/IOXEHWE B CBAPOUHbIN LIOB
ByAeT Ha YpoBHe Tex Xe 100A, HO CTabubHOCTb CBapOYHOro NpoLecca v NepeMeLlvBaHme
CBApOYHOM BaHHbI M3MEHWUTCS. 3TO O4YeHb BaXHOE YC/IOBME AN TOYHOM OLEHKU
nonb3oBaTeNeM U3MEHEHUSA KOIMYECTBa TEMN/I0B/IOXEHNS B CBAPOYHYIO BaHHYIO, Hanpumep,
CpaBHMBAs C 4 PYrMM OCHOBHbIM TOKOM 6€3 MMMY/IbCHOIrO pexuma.

JaHHble napameTpbl YCTAHaBAMBAKOTCA B PA3/IMUHBIX CUTYaLMUAX MO-PasHOMY,
cornacHo TpeboBaHuAM cBaplmKa. Mopagok M3MeHeHWs 3HaueHus nobon ¢yHKUUK B
TeKyLLem pexume cBapku CMOTpuTe B N.6.1
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5. MOZTYABTOMATUYECKASA CBAPKA (MA «MIG/MAG»)

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

C TN :
—__‘——f W3AENME

BHumaHue! Tlpn cBapke uépHbIX METa/N/I0B B KayecTse 3alMTHOrO rasa
npuvMeHsieTCs B NpocTeiilleM cayyae yraekucabii ras "CO2", a npu cBapke aJlOMUHUS —
TO/IbKO MHepTHble rasbl Tuna aproH "Ar", uHorga, reaun "He", kak anbTepHaTuBa AN
Hep>KaBeIOWMNX 1 BbICOKOIErMPOBAaHHbIX CTa/lel 4acTo MPUMEHSIIOTCA CMECU B Pa3/IMUHbIX
nponopumax "80%Ar+20%C0O2". Mcnonb3oBaHmMe 4pyrmx rasos — TO/IbKO MO COF1aCOBAHUIO
C npousBoguTesnieM 0bopyA0BaHWs.

BHumaHue! Tak kak B anmapaTe npuvMeHeH CTaHAapTHbIN pasbém KZ-2 Tuna
"EBPO" ans ropesky, TO B MOC/AeAYyIOWEM MOXHO MNpuobpecTn ropesiky no CBOemy
YCMOTpPEHMIO.

MopsAoK NoAroToBKM annapata k paboTe Npu cBapke CM/IOLWIHOIN NPOBOIOKOMN:

- YCTaHOBUTb MCTOYHMK Ha OCHOBaHWE MexaHW3Ma MoZayu MPOBOAOKM, ANS Jydllen
XeCTKOCTM 06xBaTUTe M 3aTAHMTE PeMHEM MCTOYHMK M OCHOBaHMe (Yepe3 OTBepCTUA B
BUAE L eneit no 6okam MCTOYHMKA). PeMeHb NoCTaBAsSIeTCS B KOMIIEKTE;

- NOAK/IOUYNTL Kabenb ynpaBaeHus oT 610Ka NoAaun NPoBO/IOKM K pasbéMy 18 Ha 3agHein

NaHeNn NCTOYHMKS;

BCTaBUTb kabenb «Macca» B rHe3/0 UCTOYHMKA B «—»;

NpUCoeAnHUTbL Kabenb «Macca» K U3fenuio;

WTekep CMA0BOro Toka 6710ka NoAayun NPOBONOKM MPUCOEAMHUTD K FHE3AY MCTOYHMKA A

MONYABTOMATUYECKAS
FOPEJIKA

«+»;

NpUCOeAMHUTL U MPUKPYTUTL A0 ynopa CBapOYHYlO MOJyaBTOMAaTUYeCKYlo FOpesKky K

rHe3Ay 11 Ha 6710Ke nojaym NpoBOIOKY;

YCTaHOBUTb peAyKTOp Ha ra3oBblil 6aAn0H ¢ 3aWwnTHbIM rasom "CO2" nan "Ar+C0O2";

- MOAKJ/IIOYUTb Fa30BbIN LWIAHT K PeAyKTOPY ra3oBoro 6ai10Ha U WTyLepy 21 Ha 3ajHen
naHenun 610Kka nogaym NPoBO/IOKK;

- OTKPbITb KpaH ra3oBoro 6a/1/10Ha, NPOBEPUTb FrePMETUYHOCTb;

- NOAKNOUYUTL CeTeBOM Kabesib UCTOYHMKA K CETU NUTAHWS;

KHOMKa/aBTOMaTUYeCKMI BbIK/IOYaTEb 12 HA 33aAHEeN NaHeNn UCTOYHMKA NepeBecTy B

nosioxexune «BKJ1»;

- C MOMOLWbIO KHOMKW 4 YycTaHoBUTe pexum cBapkn [A  «MIG/MAG» (pexumbl
nepek/IloYaloTCAa No Kpyry);
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- CMOMOLLbIO KHOMOK 2 YCTAaHOBUTE HEOOXOANMOE HanpsiXeHue CBapKy;

- YCTaHOBWTb KaTyLUKY C MPOBOJIOKON HEOOXOAMMOrO AMaMeTPa;

NOAHATb BBEPX KOPOMBIC/I0 MPUXUMHOIO POANKS;

BECTM CBOOOAHbIV KOHEL, MPOBOJIOKMN Yepe3 BXOAHOM KaHa 1 20 B CBAPOYHYIO rOpesiky;
OMYyCTUTb M 3aXaTb CBAPOYHYIO MPOBOJIOKY MeX/AY POMKaAMW, yCUAME MPUXKATUA POSIMKOB
HanMcaHO Ha MJACTUKOBOW PyYKe, €C/NM HeT OnbiTa, TO WM3HAYa/lbHO YCTAaHOBUTb Ha
cpejHee nosioxeHue (Ha NpMMepHoe 3HaveHue 3);

- CMOMOLL b KHOMOK 8 YCTaHOBUTb HEOBXOAMMYIO CKOPOCTb NOZaYun NMPOBOJIOKY;

C MOMOLLbIO KHOMKWM 7 MPOTAHYTb MPOBOJIOKY 4epe3 BeCb KaHaa WM OTperyiMposaTb
OKOHYaTe/IbHOe yCU/Ne NPMXKATUA POJIMKOB, COr1acHO peKoOMeHAaLnsaM No NpoBejeHNto
noJlyaBToMaTnyeckon ceapku. Mpu atom obpaTnTe 0coboe BHUMaHMeE Ha ycuane 3axaTns
TOPMO3a KaTyLWKM, KaTywka AosxHa 661Te MUHVMMAJIbHO-HEOBXOAMMO 3axaTta u
Nlerko  BpalaTbCs, HO CaMOMPOM3BOJ/ILHOrO PacKpyyYMBaHUs OblTb He  A0JIKHO.
BHMUMAHME! Ecaun HenpaBuabHO cobpaH TOPMO3HOM MEXaHW3M KaTyLKW, TO OH MOXeT
«CaMo3aTArnBaTbCA» NPU BpalleHUM KaTyLKK, YTO Yepe3 KOpOTKOoe BpeMsa npusejeT K
noJsiHol 610KMPOBKE NPOBOJIOKM C HApPYLLIEHWEM MpOoL,ecca CBapku, MO3TOMY, NOXANYNCTa,
nepenpoBepbTe STOT MOMEHT, Nepe NepBoi 3aNpaBKoM NMPOBOJ/IOKY;

npy HeobXoAMMOCTU, MOXHO peryanmpoBaTb AOMOAHUTE/IbHblE YHKLWUM CBAPOYHOro
npouecca Ha UCTOYHMKe 1 b1oKe NoAayn NPOBOIOKM (MOPSAAOK U3MEHEHWUS CMOTpUTE B
n.6.1).

He 3abbiBaliiTe 0 nogaye 3awmTHOro rasa! Ji9 NnpoBepkn ero Hainumus B KaHase
ropesikv NpeAycMOTpeHa KHOMKa 9, B MOMEHT HaXaTusa KOTOPOM NPOBOJIOKA He NojaeTcs.
Ecav Bbl HOBMYOK M HET OMbITa B YCTAHOBKE OMNTUMAa/ibHOrO AaBAeHUs ANS CBAPKU
KOHKPETHOro M3Aennsi, TO Ha NepBoe BPeMs JaBJ/ieHMe ra3a MOXHO YCTaHOBUTb Hosblue
ONTUMA/IbHOIO 3HauyeHns ~0,2Mla, 3To Masio NoB/AMSAET Ha MPOLECC, JIULIb YBEJUYUTCS
pacxoA 3awuTHoro rasa. Ho B 6yAyliem, A1 SKOHOMWMW, PYKOBOACTBYWTECH OO MMM
pPeKOMEHAALMAMMU A5 NPOBEAEHMSA CBAPOYHbIX paboT NnosyaBToMaTaMu. Takxe HauMHanTe
CO CpeAHero 3HayeHWs CKOPOCTWM MOAAYM MPOBOJOKU (~4..6 M/MWH) U cpepHero
HanNpsXeHUs Ha UCToYHMKe (~19B) npu nobom AunameTpe yCTaHOBAEHHOM MPOBOJIOKM
(D0,6...1,2MM), MOXET He ONTUMaJIbHO, HO annapaT JOJ/KeH yxe BapuTb. YTo 661 406MTbCS
Jyyllero pesy/bTaTa, HYXHO PeryaMpoBaTb HaMpsXeHWEe Ha UCTOYHMKE KHOMKaMK 2 U
CKOpPOCTb MOAa4YM MNPOBOJIOKM KHOMKamu 8 Ha 6s0ke nogaum cornacHo obuwum
peKoMeHAaLMaAM Mo NPOBEEHMIO CBAPOYHOMO NpoLecca noayasTomMatamu. NomMHuTe, Ans
KaXXJ,0ro KOHKPETHOr O C/lyyas 3TV NapameTpbl pasHble.
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5.1 LUK/1 CBAPOYHOI'O NMPOLLECCA - MIG/MAG-2T
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MopsZoK M3MEHEHNSA 3HaYeHNs toOOM PyHKL MM cMOTpUTE B N.6.1

5.1.1 QYHKLWNSA KHOMKW HA TOPEJIKE - 2T

MpuMeHsieTC MpU CBapke KOPOTKUX U CpeAHer ANUHHbI WwBoB. PyHKLMA
3aK/l04aeTCA B C/eAylolWweM: NPU HaXaTUW KHOMKM Ha ropesike CUrHan ynpas/ieHWUs
noctynaeTt B 6,10k ynpaBneHus, oTpabatbiBaeTca GyHKLUSA Npes-npoAyBKU ra3oM 30Hbl
cBapku 3a Bpems [t.Pr] (oTKkpbiBaeTCs KnanaH rasa), 4ajiee NoaeTcs CMrHaa Ha BKAIOYeHne
MCTOYHMKA M ABuUratens nogayn npososokn. C 3TOr0 MOMEHTa HauyMHaeTcs npouecc
CBapKW, 0AHOBpeMeHHO oTpabaTbiBaeTcs GyHKLMA NAABHOIO BbIXOAa Ha PEXUM CBapKU 3a
Bpems [t.UP], a Tak xe MoOryT oTpabaTbiBaTbCA AOMOJHUTENbHbIE PYHKLMM (Hanpumep
MMMY/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMKJ/Ia CBApOYHOro mpoLecca NpMBeAEHHOrO Ha
uukaorpamme n.5.1i. lNocne oTnyckaHuWs KHomku, oTpabaTtbiBaeTca GYHKLWS MAABHOMO
CMajaHvWa Toka M CKOpPOCTM Mojayn MpoBOJIOKM 3a Bpems [t.dn], 3aTeM WCTOYHWMK
Bblk/ItouaeTcs. [anee otpabaTtbiBaeTcs GyHKLUUSA NOCAe-NPOAYBKM Fra30M 30HbI CBAapKM 3a
Bpems [t.Po] (c 3aZep>KOoM 3aKpbiBaeTCs K/1anaH rasa).
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5.2 LK1 CBAPOYHOI O NMPOLLECCA - MIG/MAG - 4T
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MopsZoK M3MEHEHNS 3HaYeHNs 060N GyHKLUM cMOTpUTe B M.6.1

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

MpuMeHseTcs Npu cBapke AJIMHHBIX WBOB. DYHKL WA 3aK/II04aeTCA B CEAYOLWeM:
Mpy NEpBOM HaXaTUWM KHOMKM HA TOpesike CUTHan YyhpaBaeHWs nocTynaet B 610K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUA NPes-NpogyBKU ra3oM 30HbI CBapKM (OTKPbIBAETCS
KnanaH rasa), nocjie MepBOro OTMNYCKaHMUA KHOMKW MOAAeTCHA CUrHa/i Ha BKJOYEHMe
MCTOYHMKA M ABuUraTens nogaynm npososokn. C 3TOro0 MOMEHTa HauyMHaeTcs npouecc
CBapKW, 0 HOBpEMeHHO oTpabaTbiBaeTcs GyHKLMSA NAABHOIO BbIXOAA Ha PEXMM CBapKM 3a
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA A0MNOAHUTENbHbIE GYHKLUU (Hanpumep
MMMNYJ/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMKJ/Ia CBApOYHOro mpoLecca NpMBeAEHHOrO Ha
uukaorpamme n.5.2. Mocne BTOPOro HaXxaTUA KHOMKW Ha ropenke, oTpabaTbiBaeTcs
bYHKLMA N1aBHOMO CNajaHns HanpsXeHWs U CKOPOCTU NOAAYM MPOBOJIOKM 3a BpeMms [t.dn],
3aTeM MCTOYHUK BbIK/IOYAETCS.

Mocsie BTOPOro oTnycKaHUs KHOMKW oTpabaTbiBaeTcs GyHKLMSA NOCae-NpoAyBKU
rasom 30Hbl CBApKU 3a BpeMs [t.Po] (c 3a4ep>KKoM 3aKpbIBaeTCs KaanaH rasa).

B anbTepHaTUMBHOM pexume KHOMKW anbT.4T, NponyckaeT BTOpPOW TakT (nepsoe
OTMyCKaHWe KHOMKM), 3TUM U OTANYAeTCA OT MMPOBOIro CTaHAapTa 4T. [M0ACHUM: B JaHHOM
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C/lyyae cMcTeMa He X/ eT NepBoro OTNyCKaHUA KHOMKM Ha ropesike, a MOMeHTa lbHO nocJe
oTpaboTkM GyHKL MM Npes-NpoAyBKM Fra30M 30HbI CBapKy 3a Bpems [t.Pr] HaunHaeT npouecc
noAxura Ayru — 370 aHa/llorMYHO Kak B pexume kHonku 2T. lNpu 3Tom nocsne nepsoro
OTMYCKaHWA, MpOLeCcC CBapku Mpoaosxaetca 6e3 uaMeHeHWN. JlaHHbIA  pexum
npegoctasaseTca komnaHnenn PATON kak 6OHYCHbIN, MCMO/Ib30BaTb KOTOPbIA MOXHO MO
XEeNaHWo, Tak Kak OH 6oJsiee NpMBbIYEH C TOUKM 3peHUs Hosiee 4acTOro MCMOJ/Ib30BaHUA
KAMeHTamn pexmma 2T B KJIacCMYeCKMX MoJlyaBTOMaTax, COOTBeTCTBEHHO 6osee
MHTYUTUBHO MOHATEH.

5.3 PYHKLUNA UHAYKTUBHOCTb

3T1a ¢yHKUMS HeobxoAMMa ANs M3MEHEHUs CKOPOCTM HapacTaHus ToKa Mpu
M3MEHEHWW HanpsiXeHns Ayru. B pesyibTaTe yMeHbluaeTcs pa3bpbi3rvBaHme, HO 3TO Takxke
B/AMSIET Ha NpoLecc KanasanepeHoca, Y4TO MPUBOAMUT Ha BbICOKMX 3HAYEHUAX CTeneHu
WMHAYKTUBHOCTM K 3aMej/IeHMIO MpoLecca CBapkM U CUAbHOMY YMEHbLUEHMIO 4acTOTbl
nepeHoca Kanesb. M3MeHssi 3HaueHue 3ToM yHKLMKM, KaxAbl Noab3oBaTeslb MOXET
BbIOpaTh A5 cebsi ONTUMabHBIN NPOLLECC CBapKWU. B OCHOBHOM, MUHMMasIbHbIE 3HAYEHUS
NMPUMEeHSIOTCS AN CBapku TOAWMH Hbonee 3 MM, a MakcMMa/ibHble 3Ha4yeHus A bonee
TOHKUX U3AeNNN.

Mo yMOn4aHWIoO MHAYKTUBHOCTbL ycTaHoBseHa B "OFF”, To ecTb ycTaHOB/IeHa Ha
Hy/1leBOM CTyneHu. MopsgoK U3MeHeHUs 3HaYeHus tobol GYHKUUKM B TEKyLLEM pexunme
CBapKu cMOTpuTe B N.6.1.

5.4 QYHKLWSA NPEA-NPO/AYBKW 3ALLUTHBIM FA30M

3T1a $yHKUMA HeobxoaMMa AAs 3alMTbl 30HbI CBAPKWM OT BPEAHOIO BJ/IMSHUS
aTMochepHOro BO3AyXa W 3aK/IIOYAETCs B MpeABapuUTesibHOM MpOoZyBKe 30Hbl CBAapKu
33l MTHLIM Ta30M Mepes 3aXWraHWem CBapouyHou Ayru. Mo ymonyaHuio, Bpemsi npeg-
npoAyBKu [t.Pr] ycTaHOBNEHO Ha 3HAYEHMe 0,1 CEeK, 3TO 3HAYEHME MOXHO B 10601 MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHMto. MopagoK n3MeHeHUs 3HayeHus aobon dyHkumK B
TEKyLEM pexume CBapku cmoTpute B n.6.1. Mcnonb3osaTb NpaBbli MHAMKATOP 6s10Ka
MoZaun NpoBOJIOKM.

5.5 QYHKLUWNA NOCNE-NPO4YBKWU 3ALLLMTHBIM TA30M

3Ta yHKUMA 3aK/04aeTCa B Noc/ieAytolein NpojyBKe 30Hbl CBapPKW 3aLUTHBIM
rasom roc/se MnoracaHus CBapoOYHOM Ayru, Tak Kak packajieHHas CBapoyHas BaHHa elé
HeKkoTopoe BpeMs HouTCs BpeHOro BAUSHUA aTtMocdepHoro Bosgyxa. Mo ymonyaHuio
BpeMsi nocsie-npoayBku [t.Po] ycTaHOBAEHO Ha 3HaYeHWe 1,5 ceK, 3TO 3Ha4YeHNe MOXHO B
o060 MOMEHT U3MEHWUTL MO CBOEMY YCMOTPeHUIo. [MopagoK n3mMeHeHUs 3HayeHus ntobow
dYHKLMM B TeKylleM pexume CBapku CMoTpuTe B M.6.1. MOXHO MCMO/1b30BaTh JIeBbIN
MHAMKATOP MCTOYHMKA U NpaBbli MHAMKATOP 6s10Ka NoAaum NpoBOIOKMU.
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5.6 ®YHKLUMNA HAPACTAHNA HANPAXKEHUA/CKOPOCTU MOA4AYN B HAYAE
CBAPKUA

O3Ta o¢yHKUMA HeobxoauMMa ANA MJaBHOrO BbIXOAA Ha PexXuM CBapku 3a
ycTaHoB/ieHHOe BpeMms [t.UP], 4TO yMeHbluaeT pacnieckMBaHWe CBapOYHOM BaHHbI U
pa3bpbisrvBaHMe B MOMeHT MOAXWIa, KOrga rMpoBO/OKa elé xo/nozHas. YBennyeHHoe
BPEeMS M/1aBHOr 0 BbIXO/a NPUMeHSeTCs 415 HauaslbHOro GopMMPOBaHUA BaHHbI.

BHUMAHME! Yem 6onblue BpeMs HapacTaHWs - TeM MeHbLLe Havya/lbHbI NPoBap,
MO3TOMY NPUMEHSIETCS TOBKO A5 CPEAHUX U AJIMHHBIX WBOB. [10 3TON NpUYMHeE He HYXXHO
yBe/smunBaTb Bpems bosiee 0,1 cek Npu cBapke NpuxBaTKaMm 1 T.11.

Mo ymonyaHuio BpemMs Bbixoga ycTaHoBaeHo “"OFF”, To ecTb BbikatoueHO. [Topsig ok
M3MeHEeHWs 3HaYeHNs 160N GyHKLUM B TeKyLLLeM pexXnMe CBapku CMOTpuTe B M.6.1.

BHUMAHME! Mpu cBapke cTa/sbHOM NPOBO/IOKON BpeMs HapacTaHus [t.uP] Ha
NCTOYHMKeE [,0/1KHO BbITb 160 paBHO, B0 YyTb MeHbLLe YeM Ha 610Ke NoAaun NPOBOIOKM.
Mpwu cBapke anlOMUHUEBOM NPOBO/IOKOW BpeMsi HapacTaHus [t.UP] Ha UCTOUYHMKe 0/1KHO
6biTb HosbLLe (+0,2..40,5 cek) yem Ha 610Ke Nogaym NPOBOIOKM.

5.7 OYHKUUNA CNAAAHUA HAMPSA>KEHUA/CKOPOCTU NOAAYN B KOHLIE CBAPKU

3Ta dyHKLMSA NpegHa3HayYeHa A/ NAABHOWM 3aBapku KpaTepa obpasytolierocs B
CBApOYHOM BaHHe NoJ AENCTBMEM 3/1EKTPOMArHUTHOIO AYyTbs SNEKTPUYECKOU AYron U B
nocnesytoLem IBASIOWMUMCS UCTOYHUKOM JedeKToB CBapOYHOro WBa. CUrHaIoM K Havany
paboTbl PyHKL MM ABASIETCA OTNYCKaHME KHOMKM Ha FOpesike B KOHLe MpoL,ecca CBapku, Npu
3TOM [ABWXEHWe TropesikM HeobxoAMMO MNpekpaTUTb U 3aBapuBaTb CrMajalowum
HanpsXXeHneM MKy (3TO M eCTb KpaTep) B CBAPOYHOM LUBe. 3a pery/MpoBaHue NaaBHOCTH
3TOro mpouecca OTBeYaeT BpPeMs CMagaHus HanpsixkeHus [t.dn] Kak B UCTOYHWKE, TaK U
BPeMs CMajaHusa CKOPOCTM Nogaym npoBosioku [t.dn] MexaHu3ama nogauu. [s KoppekTHOM
paboTbl 3TV 3HAYEHUs 40/KHbI COBMNaAaTh. Mo yMOYaHMIO 3HaYeHWe YCTaHOBJ/IEHO Ha 0,1
cek, To ecTb $akTUYeCKn B COCTOSIHUM BbIK/JOYEHO. ITO 3HAYEHME MOXHO M3MEHATb MO
CBOEMY YCMOTpPEHMIO, NOPAAOK U3MEHEHMA CMOTpUTE B M.6.1.

BHUMAHME! TMpu cBapke cTanbHOW nNpoBO/IOKOW Bpemsa crnaga [t.dn] Ha
MCTOYHMKE J,0/KHO BbITb 160 paBHO, MO0 YyTb 6o/bLIE YeM Ha 10Ke NoAaUM MPOBONOKMW.
Mpw cBapke anlOMUHUEBOW NPOBOJIOKON BpeMs cnaza [t.dn] Ha MCTOYHMKE J0KHO ObITb
MeHblue (-0,3..-0,7 CeK) YeM Ha 6/10Ke Nozayum NPOBOJIOKM.

5.8 DYHKL A CBAPK UMNY/IbCHbIM HAMPAXXEHUNEM

3Ta PyHKUMSA NpeAHasHayveHa A5 obaeryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OT/IMUYHBIX OT HUXHEro, @ TakXe MpU CBapKe LBeTHbIX
mMeTannoB. Bo3geicTBMe  MPOMCXOAUT  HEMOCPeACTBEHHO Ha  MepemellMBaHue
pacniaB/ieHHOro MeTasifa WBa, NO3TOMY BO3AeNCTBYeT B NepByto ovepesb Ha popmy LBa.
A TaKkxXe NPOUCXOAUT MPUHYAUTE/IbHOE BO3ZAEWCTBME Ha MEPEHOC Kanjuv B CBAPOUHYHO
BaHHY, 3TO B CBO o4epejb, BAMSET Ha CTabuibHOCTb npouecca. Kak u B Apyrux Bugax
CBapkW, 3TOT MNpoLecCc B HEKOTOPOM CTereHW 3aMeHseT ABMXEHUS PYKW CBapLLMKa,
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0CODEHHO 3TO BaXHO B TPYAHOAOCTYMHbIX MecTax. OT MpaBU/IbLHOCTU HAaCTPOMKWU Kpome
¢$OpMbI 3aBUCUT M Ka4ecTBO GOPMUPOBAHMSA LLIBA, YTO YMEHbLLIAET BEPOSTHOCTb MOSB/IEHUS
MOp W YMeHblUaeT 3epHUCTOCTb CTPYKTYpPbl, @ 3TO yBe/JMYMBAET MNPOYHOCTb CBAPHOrO
coefMHeHus.

Jna peanvsaunm 3Ton GyHKL MM Ha UCTOYHUKE HY>KHO 334aTb TPU NapameTpa: cuay
nynabcaymn [Po.P], uyactoty nynbcaumm [Fr.P] n cooTHoweHne wumnyabc/naysa (unam
«CKBaXKHOCTb») [dut]. Mo ymonyaHuio cuna nysabcaumm [Po.P] kak kaoyeBon napamerp
HaxoAWTCA B nosoxeHun “"OFF”, To ecTb QyHKLMA BbIK/IIOYEH], @ YacToTa nyabcaumn [Fr.P]
N «CKBaXHOCTb» [dut] Ha 3HauyeHusx 20 Iy U 50% COOTBETCTBEHHO. YTOOLI BKAOUUTH
DYHKLMIO J0OCTaTOYHO YCTaHOBUTL CUy nyabcauunn [Po.P] 6osblie Hyas, 3TOT napameTp
3a/,aeTCs B MPOL,EHTHOM BblpPaXKeHUM OT TeKYLLLErO OCHOBHOMO YCTaHOBJ/IEHHOIO CBAPOYHOIO
HanpsXeHns.

Mpumep: cBapka MPOBOJIOKOM 0,8 MM, YCTaHOBJIEHHas CKOPOCTb MNOAauu
NPOBOMIOKWN 5,5 M/MWH, YCTaHOB/IEHHOE OCHOBHOE 3HayeHWe CBAapOYHOro HamnpsXKeHUs
coctasaseT 18V, a cuna nyabcayum [Po.P] = 20%, npu 3Tom YacToTa nyabcaumm [Fr.P] = 20
My 1 «ckBaXxHoCTby» [dut] = 50% No ymonyaHuto.

PesynbTaT: HanpskeHWe MUCTOYHUKa ByaeT nysnbcupoBaTb OT 14,4V A0 21,6V
yacToTo 20 'Y, UMMy AbCbI BYAYT UMeTb paBHYyto GOPMY MO aMNANTYAE, TaK U MO BPEMEHM.
MapameTp "cKBaXHOCTb" NO YMOYAHMIO YCTAHOBAEH Ha 50%, N3MEHEHMe 3TOro 3Ha4YeHus
BHOCUT aCMMMETPUIO MeXJYy BPEMEHEM MMMyJ/bCa HamnpsKeHua U BpemeHeMm “naysbl”
HanpsXeHns:

Mo YMOJIYaHMIO "ckBaxkHocTh" [dut] = 20% "ckBaxHoCTh" [dut] = 70%
"ckBaXHocTh" [dut] = 50%
uyv UV, uvf
50% | 50% E] 80% ﬂ |—| 0% |E| l_
(3 m
t,cex t,cek t.cex

AnnapaT npu 3TOM BbICYUTAET TaK, YTO CPEAHUI YPOBEHb HaMpPSXEHWUs BO BpeMs
CBapoyYHoOro npotiecca byseT Ha ypoBHe yCTaHOB/IEHHOMO OCHOBHOMO 3Ha4YeHMs CBapO4HOro
HanpsixeHus 18V (kak v bbl10 33aH0), COOTBETCTBEHHO U TEMJIOB/NOXEHWE B CBAPOYHbIN
wos OyaeT Ha ypoBHe Tex xe 18V, HO CTabuibHOCTL CBapOYHOro MnpoLecca,
nepeMeLIMBaHNe CBAapPOYHOW BaHHbI U MPOBap M3MEHATCS. DTO O4YeHb BaXKHOE YC/I0BUE AS
TOYHOM OLeHKW MO/Ib30BaTesleM WU3MEHEHUSI KOJIMYECTBa TEMJIOB/IOXEHUSI B CBAPOYHYHO
BaHHYIO, HanpvMmep, CpaBHMBas C APYrMM OCHOBHbIM HampsbkeHuem 6e3 MMMyabCHOro
pexuma.

Ecim cTouT 3ajavya MMEHHO YMeHbLUWUTb TerJIOB/IOXEHWE B LIOB, C MOMOLLbO
MMMNY/JIbCHOFO peXuma, HanpuMep TMpu CBapke TOHKWX METAlIoB, TO AOCTAaTOYHO
YyMeHbLlaTb, CTaHAAPTHbIM CrnocoboMm, OCHOBHOE HanpsiXeHue WCTOYHWKa. [pu 3ToMm,
aMnauMTyAa WMNyAbCOB M Mays, YCTaHOB/EHHble paHee, OyAyT aBTOMaTUYecKu
NOACTPaMBaTLCA MOJ 3TO HarpskeHWe, COOTBETCTBEHHO MoO/b30BaTeNb OyjeT 4yeTko
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MOHMMaTb, HACKOJ/IbKO YMEHbLUWA TeKyliee Tersj0B/OXEHNe B OB MO CPaBHEHUIO C
npeAblAyWMM PeXUMOM, OJAHOBPEMEHHO MeHss B toboi KoMOMHauum cuay u
«CKBAXHOCTb» UMMYJ/IbCOB A5 MOJYHYEHUA HYXHOMO npoLecca. 3agava 3Ta He NpocTas, Tak
KaK pery/iMpytoTcs cpasy HeCKoJ/IbKO NapamMeTpoB.

JlaHHble MapameTpbl YCTaHaBAMBAKOTCA B PA3/IMYHLIX CUTYaLUsiX MO-PasHOMY,
cornacHo TpeboBaHuAM cBaplymka. MopsaAoK M3MeHeHUs 3HavyeHus nbon GyHKLMKU B
TEKyLLEM pexuMe CBapKWU CMOTpUTE B M.6.1.

5.9 OYHKL MNA BKJTHOYEHNA OTKJOYEHNA ABUTATENA

JTa gonosHNTeNbHaA GYHKLMNS 4151 BO3MOXHOCTU OTKJIIOUMTb paboTy gBurartens.
OHa MOXeT He NMPUCYTCTBOBATb B MEHIO, TakK Kak MpW HaanumMu cBA3M Mexay 6sokamu
yrnpas/ieHWs, annapaT caM NMPYHMMAET peLleHme O BKIOYEHUM U BbIK/IIOYEHWMN ABUraTeNs B
KOHKPETHOM pexmnMe CBapKMu.

BHUMAHME! Ansa npaBuibHOW paboTbl NosyaBTOMaTa 3TOT NapameTp A0/KeH
6bITb BCcerga B nosioxeHnn «ON».

6. BbIBOP M HACTPOMKA GYHKLIMA AMNAPATA

Ec/M He HaXXMMaTb KHOMKW Ha NepeAHen NaHeu, annapaT BbIBOAUT Ha LLMPpoBoM
WHAMKATOP C JIeBOM CTOPOHbI 3Ha4YeHMEe OCHOBHOMO NapameTpa TeKyLLero pexmma cBapku:
1) B pexxume PZIC "MMA" — cBapOYHbIf TOK;

2) B pexume APT "TIG"” — cBapOYHbIf TOK;
3) B pexxume MNMA "MIG/MAG" — cBapouHoe HanpsxeHue.

Ha nesom nHgunkatope B momeHT cBapku MA "MIG/MAG” nokasbiBaeTcs Tekylyee
3HaYeHWe TOKa, MOJyyMBLIEeCs B pe3y/sbTaTe caefyowmnx ¢$pakTopoB: WUCMOJb3yeMOro
AVaMeTpa TMPOBO/IOKM, YCTAaHOB/IEHHOrO 3HAYEHUS HaMNpPsXeHUs Ha UCTOYHWKe,
YCTaHOBJ/IEHHOMN CKOPOCTU NOAA4M NPOBO/IOKM Ha MeXaHM3Me NoZauu, UCMOo/b3yemMoro rasa,
mMaTepuana v TOALMHbI CBapMBAEMOro U3Aenusa 1 T.4. 3HaueHne NoKasblBaeTCa B TeHEHUM
8 ceKk nocsie OKOHYAHWA CBApKUM — 3TO HYXHO AN BO3MOXHOCTM CaMOCTOSTE/IbHOM
nepernpoBepkM 3HaYeHWs TOKa CBapLLMKOM, 6e3 NoCTopoHHelN noMown. A Ha LndpoBOM
MHAMKATOPE C NPaBOWM CTOPOHbI B 3TOM Xe pexume MA “MIG/MAG" BbIBOAUTCS 3HaYeHMe
CKOPOCTW NOAauu NPOBOAOKMN B "M/MUH".

KHonka 3 Ha nepeAHel naHe M annapaTa oTBeYaeT 3a Bbi6op GYHKLUN UCTOUYHMKS,
B TeKyliem pexume CBapku, a KHOMKa 10 3a Bblbop ¢yHKUMM BaoKa nojgaun B pexume
MIG/MAG.

KHonka 4 Ha nepesHel naHe v annapaTa OTBEYaEeT 3a BbIOOP pexuma cBapKu.

KHonku 2 Ha nepegHel NaHenn UCTOYHMKA OTBEYAIOT 3@ U3MEHeHWe Tekyllero
3HaYeHUs Ha LdPOBOM MHAMKATOPE C IEBOM CTOPOHbI.

KHonku 8 Ha nepeaHei naHenn 610Ka Nogayum OTBEYAIOT 3@ U3MEHEHMWe TekyLLero
3HaYeHUs Ha UMdpPOBOM UHAMKATOPE C NPaBOI CTOPOHDI.
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6.1 NEPEK/IIOYEHME HA HEOBXOAUMYIO ®YHKL IO

Ecam B annapaTe ycTaHOBAeHa cucTemMa 3alWUTbl OT HECAaHKLMOHWPOBAaHHOMO
A,0CTyna K MeHI0 GYHKLMIA, TO MPU HAXXaTUM Ha KHOMKY 3 Ha UCTOYHMKE Ha MHAMKATOpe C/1eBa
HE MNPOMUCXOAUT HUKAKUX W3MEHEHWW, TO ecTb 3Ta KHomnka 3absokupoBaHa. [Jns
pa3b10KkMpoBKN HEOOXOANMO yaepxaTb €€ B HaXXaToOM COCTOsIHUK bosee 3,5 ceKyHA. Mpu
pa3b10KMPOBaHNM Ha MHAMKATOP BbIBOAWUTCA M306paxkeHMe OTKPbIBAOLLMXCA 3aMOYKOB,
yKasblBalowiee O rpouecce pasbiokupoBkM MeHoo  PyHkuui. Tocne ycrnewHoro
pa36/10KkMpOBaHNS MPW HaXaTWM KHOMKM 3 Ha LMPOBOM AUCMAEN BbIBOAUTCS Tekylyee
Ha3BaHue QyHKL MM 1 e€ 3HaYeHue.

BHumaHue! [ocne oTnyckaHuMa KHOMKWM 3, 4Yepe3 2 CeKyHAbl SKpaH CHOBaA
MepeKsIlounTCA Ha OCHOBHOM MapaMeTp TeKylero pexuma cBapku. [loka gucnnen
MOKa3bIBaET TEKYLLYIO GYHKLMIO, €€ 3HAUEHNE MOXKHO M3MEHNTb B HO/IbLLYIO UM MEHbLLYHO
CTOPOHY, C MOMOLL b0 KHOMOK 2. JIN60 Npu BbICTPOM HAXaTUM M OTMYCKAHUM KHOMKM 3 MOXHO
nepek/Il4aThCs Ha Ciegytolyto GyHKLMIO, MO KPyTY.

BHumaHue! Ecsiv yaepxmBaTte KHoMKy 3 6osblie 10 cek, TO Ha Tabno nossuTCs
0bpaTHbIA OTCYET 333...222...111..., HYXXHO OTMYCTUTb KHOMKY AO UCTEYEHUS 3TO BPEMEHMH,
uTOObl He COPOCUTL BCE HACTPOMKWM AAHHOMO PeXWMMa K CTaHAAPTHbIM 3aBOACKMM. DTy
3agadvy bysem paccmatpusaTh B 1.6.3.

AHaNOrMYHO, TMPU HAXATUM KHOMKM 10 Ha UUPPOBOM WMHAMKATOP CrpaBa
BbIBOANTCS rpadmyeckoe HazBaHue Tekylen GyHKLMM 610Ka Nogayum NpoBOJIOKHM, a cpasy
noc/sie OTNYCKaHWs, B TEYEHUW 2 CEKYHJ, NMOKa3biBaeTCs TeKyllee 3HaYeHne SToM GyHKLUK.
C nomMoLLblo KHOMOK 8 MOXHO ero 3HaYeHUEe MOXHO U3MEHUTb B MeHbLUYO Mau 6obluyto
CTOPOHY.

Ecnn meHo 3a6/10kMpoBaHO, Kak M B c/lyyae € MeHlo QYHKLUI Ha UCTOYHMKE -
J0CTaTOYHO yAepXaTb 3Ty KHoOMKy bosee 3,5 cek

6.2 NEPEK/IIOYEHUE HA HEOEXOAVIMbIVI PE>XXM CBAPKUA
HaxaTue Ha KHOMKY 4 NPUBOAMUT K NEPEKIIOYEHMIO Ha CIEAYIOLLNIN PEXMM CBapKM
Mo Kpyry, 3TO BUAHO Ha AUCMJ/Iee 1 Ha NepeiHeN naHenu.

6.3 CBPOC HACTPOEK BCEX CDYHKLI,VIVI TEKYLWENO PEXXUMA CBAPKU

MoryT NPOUCXOANTb CUTYaLLMM, KOT @ HACTPOMKM B anmnapaTe HeCKObKO 3amyTanu
nosb3oBatens. Jas Toro 4tobbl COPOCUTL MX 3HAYEHWUS K CTaHAAPTHLIM 33BOACKUM,
HeobXxoAMMO MPUMEHSTb Ty Xe KHOMKY 3 KOTopas WMCMo/ib3yeTcs AN BXOAa B MeHH
byHkumM. Jns cbpoca HaCTPOeK AOCTaTOYHO YA epXMBaTh HENPepbIBHO KHOMKY 3 6osblue
10 cek (He obpallaTb BHMMaHMe Ha n3obpaxeHue 3amoukoB). Ha Tabio HauHeTcst 06paTHbI
oTCYeT 333...222...111 U MPU AOCTUXEHUM "000" BCE HACTPOMKM TEKYLLErO peXnma CBapKu
ByayT obHoBieHbl Ha 3aBogckue. COpoc mapameTpoB Aas KaXAOro pexuma CBapku
Aenaetca oTaenbHo! 3To cAenaHo AAA NOBblleHUs yAobcTBa — 4TOObI CayyalHO He
cOpoCUTbL MHAMBUAYAbHBIE HACTPOMKU B APYTUX BYX PEXMMAX.
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AHaNOrMYHO MOXHO C6pOCVITb napamMeTpbl Ha 610Ke nogayvyn nNpoBOJIOKU C
NOMOL, b KHOMKW 10.

6.4 UBMEHEHME HOMEPA NMPOIrPAMMbI B TEKYLLLEEM PEDXXUME CBAPKU

B kaxagom pexume cBapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
NoNb30BaTe/I0 COXPaHATb A0 16 Pas/IMUHbIX BapWaHTOB HacTpoeKk. Tekywwuin Homep
HaCTPOMKM (MpOrpamMmmbl) BbIBOAUTCA B BEPXHEM NPaBOM Yry MHAMKATOPa HaxoAsLLerocs
Ha nepeAHel NaHe/sM MCTOYHMKA. B MOMEHT nepBoro BK/OYEHWS amnapata BcerAa
oTobpaxaeTcs nporpamma nog N1 Ans KaXAoro pexuma cBapku. Bce usmeHenus B
HacTpoyke annapata B JaHHOM pexuMme CBapkuM M TekylleM HOMepe MNporpaMmbl
coxpaHstoTcsa. YTobbl NepeiT Ha Apyro HoMep NpPorpaMMmbl U HavaTb HACTPOMKY CHOBA C
6a30BbIX NapamMeTpoB, AOCTAaTOYHO HaxaTb Ha KHOMKY 3 W ec/iM MeHio Bbibopa dyHKLNIA
3a6/10kMpOBaHO, TOrga Ha MHAMKATOP BbIBOAUTCSA TEKYLUI HOMEpP NpOorpamMMbl, KOTOPBbIN
MOXHO C MOMOLLbIO KHOMOK 2 U3MeHUTb B D0/bLUYIO UAKN MeHbLLYIO CTOPOHY. Ecan meHto
Bblbopa ¢yHKLUMM He 3abs0kMpoBaHO, HanpuMep: Mosib3oBaTeslb Kak pa3 rnepej 3TUM
M3MEHSN AOMNOHUTE/IbHblE MapaMeTpbl PyHKLMI OnucaHHble B N.6.1, TO HeobxozMMO
3a610kMpoBaTb MeHI0 Bbibopa dyHKL M C MOMOLLbIO YAepKaHUs KHoMKK 3 6osee 3,5 cek,
TOYHO TaK Xe KaK 1 npu pa3biokMpoBaHuUM, Npu 3TOM Ha UHAKKaTope ByayT oTobpaxaTtbes
3aKpbIBalOLLMECs 3aMOUKM, MO OKOHYaHMKM 3TON onepaLum MeHo byseT 3a610KMPOBaHO U
Tenepb MOXHO CHOBa MOBTOPUTb MOMbITKY M3MEHEHUs1 HoMepa NPOrpamMMbl C MOMOLLbIO
kHOMKK 3. [Mpn 3TOM BCe NapameTpbl NpeAblAylL e NporpaMmbl byAyT coOXxpaHeHbl U K Helt
BCerza MOXHO BepHYTbCS CHOBA.

7- 05LI.|,I/II7I CNNCOK N NOCNIEAOBATE/IBHOCTb (DYHKLU/II\/'I

Pexwum ceapku PAC «MMA»
0) [-1-] - ocHoBHOW oTO6paxaembit napameTp TOK = goA (no ymonvaHuto)
a) 8.... 160A (war nsmeHeHus 1A) gns ProMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ansa ProMIG-200
B) 12 ... 250A (war n3mMmeHeHus 1A) ans ProMIG-250
r)12 ... 270A (war nameHeHus 1A) ana ProMIG-270
A) 14 ... 350A (war nsmeHenus 1A) ans ProMIG-350
e) 16 ... 5o00A (war usmeHeHus 1A) ana ProMIG-5o00
X) 18 ... 630A (war nsameHenus 1A) ana ProMIG-630
1) [H.St] cuna «"opayero ctapTa» = 40% (MO yMOAYaHMIO)
a) o[OFF] ... 200% (war nameHeHuns 5%)
2) [t.HS] Bpems «["opsayero ctapta» = 0,3 cek (M0 yMOA4YaHMIO)
a) 0,1...1,0 ceK (War N3MEHEHMS 0,1 CeK)
3) [Ar.F] cuna «@opcaxa Ayru» = 40% (no yMos4aHuio)
a) o[OFF] ... 200% (war nameHeHus 5%)
4) [u.AF] ypoBeHb cpabaTbiBaHus «Qopcaxa Ayru» = 12V (No ymMoa4aHuio)
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a) 9 ... 18V (war nameHeHuns 1V)
5) [BAH] Hak10H BobTaMnepHOM XapakTepucTuku = 1,4V/A (no ymoa4aHuio)
a) 0,2 ... 1,8V/A (war nameHeHus o,4V/A)
6) [Sh.A] cBapka Ha kopoTkoW gyre = OFF (no ymoa4aHuto)
a) ON — Bk/s1toYeHoO
6) OFF — BblkAtOYeHO
7) [BSn] 610k cHmxeHust HanpsxeHns = OFF (no ymonyaHuio)
a) ON — Bk/s1toyeHo
6) OFF — BbIkNtOYeHO
8) [Po.P] cuna nynbcaunm Toka = OFF (no ymoavaHuio)
a) o[OFF] ... 80% (war nameHeHus 5%)
9) [Fr.P] yacToTa nysibcaymm Toka = 5,0 'y, (M0 yMO/14aHMio)
a) 0,2 ... 500 'L, (AMHAMMYECKMI Wwar usMeHeHns 0,1y, ... 11L)
10) [dut] cooTHOLWEHWE UMMy Abc/Nay3a (CKBaXHOCTb) — 3TO NPOL,EeHT 60/bLUEro MMMYbca
TOKa K Nepuoay cnesoBaHUs 3TUX MMMNYAbCOB = 50% (M0 YMOYaHUIO)
a) 20 ... 80% (war nameHeHus 5%)

Pe>xxum csapku APT «TIG»
0) [-2-] ocHoBHOM oTO6paxaeMbit napameTp TOK = 100A (Mo ymMoa4aHuio)
a) 8.... 160A (war nsmeHenus 1A) gnsa ProMIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHusd 1A) gna ProMIG-250
r)a12 ... 270A (war nameHenus 1A) ana ProMIG-270
4) 14 ... 350A (war nsmeHeHusd 1A) gna ProMIG-350
e) 16 ... 5o0A (war nsmeHeHus 1A) ana ProMIG-5o0
%) 18 ... 630A (war nsmeHenus 1A) ana ProMIG-630
1) [But] pexxum KHonku Ha ropenke = [2T] (N0 ymo4aHuIo)
a) [LIFT] — koHTaKTHbIN pexxnm nogxura TIG-LIFT
6) [2T] — 6€CKOHTAKTHbIV PEXMM NOAXMUIa, PEXUM KHONKKN TIG-2T
B) [4T] — 6€CKOHTaKTHbIN PEXUM NOAXMUIa, pexunm kHonku TIG-4T
2) [t.Pr] Bpems npea-npoayBKku = 0,1 ceK (N0 yMONYaHUIO)
Q) 0,1 ... 25,0 ceK (war U3IMeHeHus 0,1 CeK)
3) [t.Po] Bpemsa nocne-npogyBku rasom = 1,5 cek (MO yMOAYaHUIO)
Q) 0,1... 25,0 cek (Lar M3MeHeHUs 0,1 Cek)
4) [Pr.A] npesBapuTeNbHbIN TOK (geXypHas Ayra) = 20A (1o yMo4aHuo)
a) 8 ... 50A (war nsmeHenus 1A) ana ProMIG-160
6) 10 ... 5OA (war nsmeHeHus 1A) ana ProMIG-200
B) 12 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-250
r)12 ... 50A (war nsmeHenus 1A) ansa ProMIG-270
A) 14 ... 5OA (war nsmeHeHus 1A) ana ProMIG-350
e) 16 ... oA (war usameHeHus 1A) ana ProMIG-5o0
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%) 18 ... 5OA (war n3meHeHus 1A) ana ProMIG-630

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

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

6) 10 ... 50A (war nsmeHeHusa 1A) ana ProMIG-200

B) 12 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-250

r)12 ... 50A (war nsameHenus 1A) ana ProMIG-270

A) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350

e) 16 ... 5oA (war nsmeHeHus 1A) ana ProMIG-5oo

%) 18 ... 5OA (war nsameHeHus 1A) gna ProMIG-630
6) [t.uP] Bpems HapacTaHusa Toka = OFF (no ymonvaHuio)

a) o [OFF] ... 15,0 cek (Wwar M3MeHeHUs 0,1 CeK)
7) [t.dn] Bpems cnaganwus Toka = OFF (no ymoa4aHumio)

a) o [OFF] ... 15,0 cek (war M3MeHeHus 0,1 CeK)
8) [Po.P] cuna nynbcauunm Toka = OFF (no ymonyaHuio)

a) o[OFF] ... 80% (war nameHeHus 5%)
9) [Fr.P] yactoTa nysnbcaymi Toka = 10,0 'y, (N0 yMon4aHuio)

a) 0,2 ... 500 'Y, (AMHAMNYECKMI WAl U3MeHeHus 0,1 1L, ... 1 TL)
10) [dut] cooTHOLWEHWE UMY Abc/Nay3a (CKBaXHOCTb) — 3TO NPOLLEHT 60/IbLWIEro UMMY/bCa
TOKa K nepuoay caenoBaHusa = 50% (Mo yMOAYaHMIO)

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

Pe>xxum csapku NA «MIG/MAG»
Ha neBom MHAMKaTOpPE NCTOYHMKA:
0) [-3-] ocHoBHOW 0TO6p. napameTp HAMPAXEHWE = 19,0V (no ymon4aHuto)
a) 12 ... 24,0V (war nsmeHenus o,1V) gns ProMIG-160
6) 12 ... 26,0V (war nameHeHus o0,1V) ana ProMIG-200
B) 12 ... 28,0V (war nameHeHus o,1V) ana ProMIG-250
r)12 ... 29,0V (war nsmeHenus o,1V) agns ProMIG-270
A) 12 ...30,0V (war nsmeHeHus o,1V) ana ProMIG-350
€) 12 ... 40,0V (war usameHeHus o,1V) ansa ProMIG-5o0
X) 12 ... 44,0V (Wwar usmeHeHus o,1V) ansa ProMIG-630
1) [But] pexxum KHOMKM Ha ropesike = [2T] (Mo ymMoa4aHMio)
a) [2T] — pexwnm KHONKM Ha ropeske 2T
6) [4T]— cTaHAAPTHbIN PeXXUM KHOMKM Ha ropeske 4T
B) [a/1bT.4T] — a/lbTepHATMBHbIN PeXUM KHOMKW Ha ropesike 4T
2) [Ind] vHaYKTMBHOCTL = OFF (N0 yMO/14aHuto)
a) o [OFF] ... 3 cTyneHs (lwar M3MeHeHWs 1 CTyneHb)
3) [t.Pr] Bpems npea-npoAyBKM 3alWUTHBIM Fa30M = 0,1 ceK (M0 yMO4aHMIO)
a) 0,1... 25,0 ceK (Lar U3MeHeHus 0,1 cek)
4) [t.Po] Bpems nocae-npogyBKM 3alMUTHBLIM ra3oM = 1,5 ceK (Mo yMO14aHuIo)
a) 0,1... 25,0 CeK (War U3MeHeH1s 0,1 cek)
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5) [t.uP] Bpem# HapacTaHua HanpsxxeHus = OFF (no ymoiyanuio)
a) o [OFF] ... 5,0 cek (war nameHeHus 0,1 CeK)

6) [t.dn] Bpems cnagaHus Hanps>XeHUs = 0,1 cek (Mo YMONYaHUIO)
a) 0,1... 5,0 cek (Luar N3MeHeHuns 0,1 cek)

7) [Po.P] cuna nynbcaymii Hanpsxenus = OFF (no ymonyaHuio)
a) o [OFF] ... 80% (war n3ameHeHns 5%)

8) [Fr.P] yacToTa nysbcaumin HanpsixeHus = 20 'y, (Mo yMo14aHuWio)
a) 5 ... 500 Iy (war nsmeHeHmsa 1 y)

9) [dut] cooTHOLWeHWe MMMy bc/nay3a (CKBaXXHOCTb) — 3TO NPOLEHT 60/bLIEro MMMy bCa

HaMpsXXeHWs K nepnogy cnesosaHmns = 50% (Mo ymoa4aHuio)
a) 20 ... 80% (war nameHeHus 5%)

Ha npaBoM nHAMKaTOpe MexaHM3Ma NoAayun NpoBOJIOKM:
0) [-1-] ocHoBHOWM 0TO6p. NapameTp CKOPOCTb nogauu = 7,0 M/MUH (MO yMONYaHUIO)
a) 2,0 ... 16,0 M/MVH (LLar N3MEeHeHUs 0,1 M/MUH)
1) [But] pexxum kHonku Ha ropeske = [2T] (N0 ymoi14aHuIo)
a) [2T] — pexwnm KHoNKKM Ha ropenke 2T
6) [4T] — CTaHAAPTHbLIN PeXUM KHOMKW Ha ropesike 4T
B) [a/1bT.4T] — aNbTepHATUBHbIN PEXUM KHOMKW Ha ropesike 4T
2) [Dru] BkA/BbIkA. ABUraTens nogayn nposoaokn = ON (Mo ymoayvaHmio)
a) ON — BKk/ItOYeH (Npy HaMYMK CBA3K, annapaT cam BK/OYaeT B pexunme
MIG/MAG)
6) OFF — Bbik/ItOYeH (MpW HaIMYMK CBA3M, annapaT cam BbIK/IOYaeT B pexume
MMA un TIG)
3) [t.Pr] Bpems npea-npoAyBKM 3alWUTHLIM Fra30M = 0,1 ceK (M0 yMO4aHMIO)
a) 0,1... 25,0 CeK (War 3MeHeHu1s 0,1 cek)
4) [t.Po] BpemMsa nocae-npoayBKM 3aLWMTHBIM Fa30M = 1,5 ceK (N0 YMOAYaHMIo)
a) 0,1... 25,0 CeK (Lar M3MEHEHMSA 0,1 CeK)
5) [t.uP] Bpems HapacTaHWs CKOPOCTX NOAa4uM MPOBOJIOKM = 0,1 CeK (MO YMOAYAHMIO)
a) o [OFF] ... 5,0 cek (lwar u3MeHeHus 0,1 CeK)
6) [t.dn] Bpems cnagaHusa ckopocTu nogauum npososoku = OFF (no ymonyaHuio)
a) o [OFF] ... 5,0 cek (war u3ameHeHus 0,1 ceK)

8. PEXXUM PABOTbI OT FTEHEPATOPA
WICTOYHUK NUTaHUs NpuUrogeH A5 paboTbl OT reHepaTopa Npu yC/10BUK:

YcTaHoB/IeHHOe Mpu paboTe gnameTpom MwuHumanbHada
Mpu paboTe
e —— 3HaYeHue Toka MPOBOJIOKM MOLLHOCTb
npy MMA n TIG npu MIG/MAG reHeparopa
22 He 6onee 80A He 6onee Jo,6MM 3,0 KBA
a3 He 6os1ee 120A He 6os1ee Jo,8MMm 4,5 KBA
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7)A He 6os1ee 160A He 6osiee J1,0MM 6,0 KBA
s He 6os1ee 200A He 6os1ee J1,0MM 7,7 KBA
@6 nerkon. He 6os1ee 250A He 6osiee J1,2MM 10 KBA
@6 nerkon. He 6osiee 270A He 6osiee J1,2MM 12,0 KBA
76 He 6onee 350A He 6osiee D1,4MM 16,0 KBA
@8 nerxonn. He 60/1ee 500A He 6os1ee J1,6 MM 30,5 KBA
28 2,0 630A He 6os1ee @2,0MM 42,0 KBA

[Ans 6e3oTkasHo paboTbl! BoixogHoe MexdasHOoe HanpsxXeHUe reHepaTopa He AOJIKHO
BbIXOAWUTb 3a A0NYCTUMbIE NMpeaenbl:

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

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

9. ¥YXO04 U TEXHUYECKOE OBC/NTY>KUBAHUE
BHumMaHue! [lepes TeMm, Kak OTKPbITb annapaT, HEOOXOAUMO BbIK/IOUYUTL €ro,

OTK/IIOUUTb CeTeBOW wWTekep. JlaTb BO3MOXHOCTb Pa3paAUTbLCA BHYTPEHHUM Lensm

annapara (NpYMEepPHO 5 MMH) U TOJIbKO NOCJ/Ie 3TOMO NPOU3BOAUTL OCTasIbHble AencTBus. Mpu

yX0Ze YCTaHOBWTb TabIMUKY, 3anpeLLatoLLyto NPOU3BOAMUTL BKIKOUEHME.
Ans Toro, uTobbl CoxpaHMTb annapaT paboTocnocobHbIM Ha MHOrMe oAb,

HeobxoanMo cobaAaTh HECKOIbKO MPaBu:

- MPOM3BOAUTb MHCMEKLMIO MO TexHuke 6e30MacHOCTY B 33JaHHble UHTEPBasbl BpeMeH
(cM. Pa3gen ,YkasaHusa no TexHuke 6esonacHocTn”);

- NPU MHTEHCMBHOM MCMOJIb30BaHMKM, PeKOMeHJyeM pa3 B NoJroga npoAyBaTb annapar
CyXMM CXKaTblM BO3AyxoM. BHumaHue! MNpogyBka cO CAMILKOM KOPOTKOrO PacCTOSHUS
MOXeT NPMBECTU K MOBPEXAEHMNIO 3/1€KTPOHHBIX KOMMOHEHTOB;

- Npu 60/1bWOM CKONJIEHUM Ml NPOYNUCTUTD KaHa bl CUCTEMbI OX1aXAEHUS BPYUHYIO.

10. MPABUNIA XPAHEHUSA

3aKOHCEPBUPOBAHHbIN U YNAaKOBAHHbIA MCTOYHUK XPAaHUTb B YCIOBUSIX XPAHEHUS 4
no FOCT 15150-69 CpOKOM A0 5 /1eT.

PackOHCEepBUPOBAHHBIN  UCTOYHUK JAOJXKEH XPAHUTbCA B CyXMX 3aKPbITbIX
MoMEeLLeHUSIX NPU TemnepaType Bo3ayxa He Huxe nitoc 5 °C. B nomeleHusx He 401XHO
6bITb MAPOB KMCNOT U A PYrMX aKTUBHbBIX BELLECTB.

11. TPAHCMIOPTUPOBAHUE

YnaKkoBaHHbI UCTOYHMK MOXET TPaHCMOPTUPOBATLCA BCEMU BUAAMM TPAHCNOPT],
obecreunBaloLW, MMM €ro COXPaHHOCTL C cobtogeHmeM NpaBus/ NepeBO30K, YCTAHOB/EHHbIX
ANA TPaHCNopTa AaHHOro BUAQ.
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12. KOMMJIEKT MOCTABKHA

1. WCTOYHWMK NUTaHMA CBapOYHOM AYru C ceTeBbIM Kabenem —1wT;

2. Bnok nogaum npososoku —1wT;

3. OupmeHHbIn roppokopod PATON —1WT;

4. Kabenb canektpogogepxatenem ABICOR BINZEL —1uwT;

5. Kabesb cBapouHbIf c keMmoin «macca» ABICOR BINZEL —1WT;

6. BbICTPOCbEMHbIN NHEBMOPa3bEéM —1uwT;

7. WHcTpykuma no akcnayatauum —1uwT;
Ans modenel ProMIG-160-15-2/200-15-2/250-15-2/270-15-2:

- lopenka nonyasTomatuyeckas ABICOR BINZEL —1WT;

- Ponvkn gns cnaowHor nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMTI;

- PemeHb Ans KpensieHus NCTOYHMKA K 610Ky nogauu —1uwT;
Ana modenel ProMIG-250-15-4/270-15-4/350-15-4:

- lopenka nonyasTomatnyeckas ABICOR BINZEL —1uwT;

- Ponvku gnsa cnnowHom nposonoku (0,8-1,0; 1,2-1,6) — 2 KOMI;

- Ponvku gns antoMrvHneBom npoBosoku (0,8-1,0) —1KOMm;

- PemeHb ans kpenneHms ncToyHmKa kK 610Ky nogaun —1wT;
Ana modenel ProMIG-500-15-4/630-15-4:

- Ponvku gnsa cnnowHom nposonoku (0,8-1,0; 1,2-1,6) — 2 KOMI;

- Ponvkn gns antomMrvHneBom npoBosioku (0,8-1,0) — 1 KOMM.

13.NMPABUNA TEXHUKWU BE3OMACHOCTU

OBLWHE NONIOXKEHNA

CBapouYHbIV annapaT U3roToBJ/IEH B COOTBETCTBUM C TEXHUYECKMMU CTaHAAPTaMM U1
YCTaHOBJ/IEHHbIMU MpPaBUNAMKN TEXHUKM 6e30MacHOCTU. TeM He MeHee NpuU HerpaBu/bHOM
obpalleHnn BO3HNKAEeT ONacHOCTb:
- TpaBMMPOBaHUSA 06CNYXMBAIOLLErO MEPCOHANA UM TPETLETO ANLLY;
- NpUYMHeHus yuepba caMoMy annapaTty Uan MaTepUabHbIM LLEHHOCTSM MPeANnpUaTUS;
- HapyweHwus 3¢pdekTMBHOro paboyero npouecca.

Bce nmLa, KoTopble CBSi3aHbl C BBOAOM B 3KCM/yaTaL Mo, YNPaBAEHWUEM, YXOZOM U
TeXHUYECKUM 06C/TyXKMBaHUEM annapaTa A40/KHbI:
- MPONTU COOTBETCTBYIOLLYIO aTTECTALMIO;
- 06/1a43aTb 3HAHWAMM MO CBAPKE;
- B TOYHOCTM COBNI0OAATD AaHHYIO MHCTPYKLMIO.

HeuncnpaBHOCTH, KOTOpble MOTYT CHM3UTb 6€30MacHOCTb, AO0/IXKHbI ObITb CPOYHO
yCTpaHeHbl.

OBA3AHHOCTU NOJIb3OBATENA
Monb3oBaTesnb 06si3yeTcs gonyckaTe K paboTaM Ha CBapo4YHOM annapaTe TOIbKO
1L, KoTopble:
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- O3HAaKOMUANCb C OCHOBHbIMU MPpaBU1aMnN TEXHUKU 6eBOFIaCHOCTVI, npownu o6yquV|e no
MCNo/ib30BaHNIO CBapO4YHbIM OﬁOPYAOBaHVIEM,'

- NpOYnNTanN pasaen «I'Ipanma TeXHUKM 6e30nacHOCTU» U YKa3aHua o HeoﬁXOAMMbIX Mepax
npeaoCcTopoXHOCTHN, NpuBogMMbIE B JaHHOM PYKOBOACTBE, U NOATBEPAUTL 3TO csoen
noanuncblo.

JINYHOE 3ALLUTHOE OCHALLEHUNE
Jna nmuHom 3awmnTel cobtoganTe caeytolime npaBuaa:

- HOCWUTb NPOYHYIO 00YBb, COXPAHSAIOLLYIO U30AMpPYIOLLME CBOMCTBA, B TOM 4UC/Ie U BO
BJIAXHBIX YC0BUSIX;

- 3aWMLLaTb PYKW U30AUPYIOLL UMM NepyaTKamy;

- r/1a3a 3alMLWaTh 3alUTHOM MACcKOM C OTBEYaloW MM CTaHAapTaM TeXHUKKN 6e3onacHoCTH
GWALTPOM NPOTUB Y/IbTPAPUOIETOBOTO U3/yHeHUs;

- UCMO/b30BaThb TOJIbKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IAMEHSIOLLYIOCS OAEXAY.

OMNMACHOCTb BPEAHbBIX TA30B U WCMAPEHNI

- BO3HMKLUMM bIM 1 BpeAHble rasbl y4aAnTb U3 paboyeit 30HbI CnewnanbHbIMU CPesCcTBaMy;
- obecneunTb J0OCTATOUHbIN MPUTOK CBEXErO BO3AYX3;

- Mapbl pacTBOPUTEIEN He A0/IXKHbI MONAaAAaTh B 30HY U3/TyYEeHUSI CBAPOYHOMN AYrn.

ONACHOCTb BbIJIETA NCKP

- BOCMJIaMeHsoL Mecs NpeAMeTbl yAaIUTb U3 paboyel 30Hbl;

- He AOMyCKalTCA CBapoyHble paboTbl Ha EMKOCTSX, B KOTOPbIX XPAHATCS UAN XPaHUAUCL
rasbl, roptoyee, HedpTenpoAykTbl. Bo3MoXHa OMacHOCTb B3pblBa OCTAaTKOB 3TUX
NpPOAYKTOB;

- B MOXapoOonacHbIX W B3PbIBOOMACHbIX MOMeLLeHUsax cobaogate ocobble npasuaa, B
COOTBETCTBUM C HALMOHA/IbHBIMU U MEXAYHAPOAHBIMU HOPMaMU.

OMACHOCTb CETEBOIO MK CBAPOYHOI'O TOKA

MOPaXeHWe 31eKTPUYECKMM TOKOM MOXET BblTb CMepTe/bHbIM;

CO3Z@aHHble BbICOKMM TOKOM MAarHWTHble MOAS MOTYT OKa3biBaTb OTPULATE/bHOE
BO3JeNcTBME Ha paboTocnocobHoCTb anekTponpubopos (Hanpumep,
KapauoctTumynaTop). Jlnua, Hocswwme Takue npubopbl, AO/KHBI NOCOBETOBATHCA C
BpayoMm, npexze yem npnbanxaTtbcs k paboyeit cBapoYHOM NIOWAAKE;

CBapOYHbIN Kabesb f0/KeH ObiTb MPOYHBIM, HEMOBPEXAEHHbIM W U30JIMPOBAHHBIM.
OcnabneHHble coeAMHEHUs W MNOBPEXAEHHbLIN Kabenb HyXHO He3aMeANnTeNbHO
3amMeHUTb. CeTeBble kabenn 1 kabenn cBapoyHOro anmapaTa AO/DKHbI CMCTEMATUYECKU
MPOBePSTLCA CNELNaINCTOM 31eKTPUKOM Ha UCMIPABHOCTb U30/1ALUK;

- BO BPeMs UCMO/1b30BaHWA 3anpeLLaeTcsl CHUMaTb BHELIHUIM KOXYX annapara.
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HE®OPMAJIbHBIE MEPbI MPEAOCTOPOXHOCTU

- WHCTPYKL MO MOCTOSIHHO XPaHUTb BOAN3M MecTa MpUMEHEeHUs CBaPOYHOro annapaTa;

- AOMOJIHUTENBHO K MHCTPYKLUKUK cobtogaTb AeicTBytolme oblie n MecTHble npasua
TeXHWUKM 6e30MacHOCTU 1 3KOOTUW;

- BCe yKa3aHMWA Ha CBapOYHOM annapaTte coJepxaTb B YATAEMOM COCTOAHUMN.

BNY>XXKAAOLWUE CBAPOYHBIE TOKU

- CeAWTb 3a TeM, YTO6bI KeMMa Kabensi Macchl Bbl1a MPOYHO NPUCOEAMHEHA K U3Ae/NI0;

- MO0 BO3MOXHOCTM He YCTaHaB/AMBAaTb CBAPOYHbIA annapaT HEeMoCpesCcTBEHHO Ha
3/71EKTPONPOBOAHOE MOKPbLITME NOAa UK paboyero CTo/1a, UCNOAb30BaTb U30AUPYIOLWME
NPOKAAAKM.

MEPbI MPEAOCTOPO>XHOCTU B OBbIYHbIX YC/IOBUAX

MUVHVMMYM OAMH pa3 B Hejeslo MPOBEPATb annapaT Ha BHELHWE MOBPEXAEHUA U
bYHKLMOHMPOBAHME NPeAOXPaHNUTE/IbHBIX YCTPOMCTB.
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MpuHLMNManbHan sneKTpuyeckas cxema
ncrouHnka PATON ProMIG-160/200/250 DC MMA/TIG/MIG/MAG
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MpuHLMNManbHan sneKTpuyeckas cxema
ncroyHuka PATON ProMIG-270-400V/350-400V DC MMA/TIG/MIG/MAG
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NOBEXE

MpuHUUNManbHas 3neKTpUyeckas cxema BHyTpeHHero 610ka
PATON ProMIG-500-400V [630-400V DC MMA/TIG/MIG/MAG

'\"\f\‘f

4>t

- I - R R

XP2

ElAr
ELiAr2

GHDZ
GHD
K1
K2

IE
12V

981v0-SI4d

9.v0-SId

i 4

M1
24V NG
.:}D:Kh_j)l'_ﬁ.
. RS
¢ <+
NPPS PRI
HEl : L2
o : VY T
ZPR1T L o /lJ
)¢
’“),. s L1
HPET r \‘l "-—-Vrh\‘n’fh\ rd —
PRI . o
L]/
2 ¢
o1 Le
HPFI |—/ ‘]

T vD2




. [PATON

14. TAPAHTUMHBIE OBSA3ATE/IbCTBA

Komnanus MATOH MHTEPHELUH/T rapaHTupyeT ncnpaBHyto paboTy MCTOYHMKA
MUTaHWA npu  cobsogeHnn notpebutenem yc/ioBUIA 3KCMAyaTauuM, XpaHEHWs U
TpaHCNopTUPOBaHUS.
BHMMAHME! BecnnaTHoe rapaHTuitHoe 06cyXXuBaHue 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 MONOMKM;
- obecneynTb HEOEXOANMBIMM A1 BbINOJHEHUS PEMOHTA Y3/1aMU U d1eMeHTaMy;
- npoBecTu paboTbl N0 3aMeHe BbILEALLNX U3 CTPOS 3/1EMEHTOB U Y3/10B;
- MpOBECTM TECTUPOBAHUE OTPEMOHTMPOBAHHOIO 060pYA0BaHMS.

OcHoBHble rapaHTUIMHble 06513aTeIbCTBa He pacnpoCTpaHsoTCA Ha obopygoBaHMe:
- C MeXaHUYeCKMMM NoBPeXAeHNAMU, NOBAUSABLUMMYK Ha paboTocnocobHocTb annapaTa
(aedopmaums Kopryca v AeTanen B CAeACTBUM NajeHWe C BbICOTbl MAW MajeHus Ha
obopysoBaHMe TAXENLIX NPeAMeTOB, BbiNaZeHne KHOMOK U pa3beMOB);
- CO C/le;aMun KOppPO3umK, KOTopasi CTasla NPUYNMHOM HEMCNPABHOMO COCTOSIHUS;
- Bblllellee M3 CTPOSl MO MPUYMHE BO3AENCTBUS Ha ero CUJIOBble U 3/eKTPOHHble
3/1eMeHTbl 06UAbHOM BAary;
- Bblluejllee M3 CTPOSi MO MPUYMHE HAKOMIEHWS BHYTPW TOKOMPOBOASALLEN MblIU
(yronbHas nblab, MeTannMyeckas CTpyXxka u 4p.);
- B C/yYae NoMbITKM CAMOCTOATE/IbHOrO PEMOHTA ero y3/10B U/WUAKN 3aMeHbl 21eKTPOHHbIX
3/1€MEeHTOB;
- faHHoe obopyZoBaHMe, B 3aBUCMMOCTU OT YC/IOBUIM 3KCMyaTalMm pekoMeHgyeTcs,
OAWMH pa3 B MOAroAa, BO m3bexaHue BbIXOAa anmapaTa M3 CTPOs, MPOBOAWUTL YMCTKY
BHYTPEHHWX 3/1EMEHTOB W Y3/10B CKaTbiM BO3/AYXOM, CHATb 3aLUTHYIO KPbIWKY. YNCTKY
HeobXx0AMMO NPOBOAUTb aKKYpPaTHO, YAEPXWMBAs LUAHT KOMMpeccopa Ha AOCTaTOYHOM
paccTosHUM BO M3bexaHWe TMOBPEXAEHWUS MNaWkyM 3NEKTPOHHbIX KOMMOHEHTOB U
MEeXaHUYeCcKumx YacTew.
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Takxe OCHOBHble rapaHTWIiHble 00f3aTe/bCTBa He pPacrnpoCTPaHATCA Ha
BblLUEALINE U3 CTPOS BHELUHME 3/1eMeHTbl 060pyA0BaHUs, NoABepPXEHHbIE GU3NUECKOMY
KOHTaKTy, W COMyTCTBYlOLME/pAacXOgHble MaTepuanbl, MpeTeH3nUn Mo  KOTOPbIM
MPYHUMAIOTCS He Mo3Xe ABYX Hegeslb NoC/1e MPOAAXM:

- KHOMKA BK/IIOYEHWNS U BbIK/IIOYEHWS;

- PYYKM PerysiMpoBKM CBApPOYHbIX MAapaMeTposB;

- pa3bEmbl NoAK/IO4eHUA Kabesiel U pyKaBosB;

- pa3bEMbl yNpaBaeHus;

- ceTeBOV Kabesnb U BU/IKa CETEBOIO Kabens;

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

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

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

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

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

Wire cross-section

Cross-section of each

Used MMA Set current value for . . . Max. wire
electrode MMA and TIG diameter for core of the mains wire, length. m
MIG/MAG sq. mm gth
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
1.5 115
@2 mm not more than 80A not more than 0.6 2 255
mm 2.5 195
4 310
6 465
1.5 75
2 105
@3 mm not more than 120A  |not more than @0.8 mm 2.5 130
4 205
6 310
2 75
2.
4 mm not more than 160A 2 2
4 155
not more than @1.0
6 230
mm
2.5 75
25 mm not more than 200A 4 125
6 185
2. 60
&5 mm not more than @ 1.2 2
@6 mm upto250A 4 100
. mm
fusible 6 150

PATON ProMIG DC MMA/TIG/MIG/MAG
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Used MMA Set current value for Wire cross-section Cr:::;s:: :;?enn:';ﬁ]a:h Max. wire
electrode MMA and TIG diameter for MIG/MAG N length, m
wire, sq. mm
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1.5 135
2 175
not more than @ 0.8
g3mm not more than 120A 2.5 220
mm
4 350
6 525
2 130
2. 160
d4, mm not more than 160A 45 260
not more than @ 1.0
6 385
mm
2.5 115
@5 mm not more than 220A 4 180
6 270
26 mm not more than @ 1.2 25 85
. not more than 270A ' 4 135
fusible mm
6 205
t than @ =5 85
26 mm not more than 350A notmore than 3.4 4 100
mm
6 150
8o
26 mm 4
not more than 400A 6 120
refractory
not more than @ 1.6 10 195
@8 mm mm 4 55
6 8
fusible not more than 500A 5
10 140
4 40
28 mm Up to 630A not more than @2.0 6 65
mm
10 105
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1. GENERAL
PATON ProMIG-160/200/250/270-400V/[350-400V/[500/630 digital semi-automatic inverter units are
intended for direct current metal-arc inert-gas welding/metal active gas welding (MIG/MAG), as well as for
tungsten-arc inert-gas (TIG) welding and manual metal arc (MMA) welding. The advantages of using a fully digital
control method in this unit are that there are no disadvantages inherent in multifunctional systems made based on
analogue control systems, which by definition are always configured for a specific mode, and all other modes, as
additional ones, have control disadvantages. However, in a fully digital system, the control board has absolutely all
the assets of the source, within its full power, and the mode of use does not make any difference. The Professional
series is designed for industrial use. The source can be separated from the wire feeder both for ease of operation
and for safety, and through additional adjustments, the inverter rectifier can be adjusted to the most optimal
settings in various applications. The units provide virtually continuous load duration at full true rated currents of
200, 250, 270, 350, 500 and 630 amperes, respectively, which is enough to work with any electrodes from @1.6mm
up to the most refractory ones, of @8mm (for ProMIG-630) and semi-automatic welding with solid wire with a
diameter from @o.6mm to @2.omm (for ProMIG-630). The source is initially set to optimal values for most
applications, and is quite simple, unless the extensive expertise of the welder enables the use of additional fine-
tuned settings. For dangerous operating conditions, a no-load voltage reduction unit is integrated in the MMA
mode, with the possibility of switching it on and off. A distinctive feature of PATON semi-automatic units is a very
powerful, high-quality and air-tight wire feeder made of metal. Also, the availability of the EURO-type KZ-2
connector, which has become a global standard, allowing the user to subsequently change the torches as seems fit.
In models with the "-15-2" prefix, a 2-roller feeder is installed, and with the "-15-4" prefix, a top-quality
4-roller feeder with a drive to all rollers is installed.
All PATON ProMIG models have an integrated under-voltage protection unit.
By increasing the frequency of the applied voltage to the transformer, it became possible to reduce it tenfold. That
is why the unit has several times less weight and overall dimensions with the same output parameters, in
comparison with the conventional equipment.
The unit saves all current settings at the time of switching off and restores them at the time of switching on.
Main advantages:
1. Wide range of welding parameters adjustment options:
a) in the MMA mode - 1 (main) + 7 (optional) + 3 (for pulse mode)
b) in the TIG mode - 1 (main) + 7 (optional) + 3 (for pulse mode)
c) in the MIG/MAG mode — 2 (main) + 6 (optional) + 3 (for pulse mode)
2. Anadjustable pulse mode is available in all types of welding;
3. In addition to protection against under-voltage, a stabilization system is installed for operation with significant
long-term drops in line-to-line voltage from 160V to 260V (for ProMIG-200/250 models) and from 320V to 440V (for
ProMIG-270/350/500/630 models).
4. The unit is adapted to a weak power supply. Due to its high efficiency, the source provides half the power
consumption compared to conventional sources;
5. Adaptive fan speed, i.e., itincreases when the unit heats up and slows down when it is cold; this saves the fan life
and reduces the amount of dust in the unit;
6. Convenient operation due to the large load duration (LD) at rated current, which allows welding almost
continuously with electrodes;
7. Increased reliability of the unit in dusty production conditions; microelectronics of the source is housed in a
separate compartment;
8. All heating elements of the source are equipped with a thermal electronic protection system;
9. All unit’s electronics are impregnated with two layers of high-quality varnish, which ensures the reliability of the
product throughout its entire service life;
10. Improved excitation and arc stability, which virtually eliminates electrode sticking.
11. High mobility due to modular design, as well as small dimensions and weight of the unit without loss of technical
qualities, simplifies welding in hard-to-reach places.
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PARAMETERS ProMIG- ProMIG- ProMIG- ProMIG ProMIG ProMIG ProMIG
160 200 250 -270 -350 -500 -630
Rated voltage of the three-phase 220 220 220 3x380 3x380 3x380 3x380
mains 50 / 6oHz, V 230 230 230 3X400 3X400 3X400 3X400
Rated current consumption from 18 21 22 ) I 16 ... 30... )
the mains phase, A 327 9535 14 185 35.5 42 ... 49
Rated welding current, A 160 200 250 270 350 500 630
Maximum operating current, A 215 270 335 350 450 630 800
70%/at 70%/at 70%]at 70%/at 70%/at 70%/at 70%/at
. 160A 200A 250A 270A 350A 500A 630A
Load durat LD
oad duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at
134A 167A 208A 225A 290A 420A 520A
Supply voltage variation limits, V 160 - 260 160 - 260 160 - 260 +15% +15% +15% +15%
Limits of regulation of welding
current, A 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18 - 630
Limits of regulation of welding 122 12-26 12-28 1ooa 1210 13- 10 -
voltage, V 4 ° 3 & 44
Limits of wire feed speed control,
. 2.0-16 2.0-20
m/min
MMA electrode diameter, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4 0.6-1.6 0.6-2.0
Maximum coil weight, kg 15
MMA: 0.2~500Hz
Welding pulse modes TIG: 0.2~500Hz
MIG/MAG: 5...500Hz
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” Autornatic
in the MMA mode v
Volt ducti i
oltage reduction unit, on/ off
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 8.0... 27.8 ...
power, kVA 4.1... 4.7 51..6.1 6.6...7.8 94 10.7...12.3(19.9 ... 23.6 3.5
Maximum power consumption,
5.9 7.5 9.5 11.4 15.3 29.0 40.1
kVA
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Overall dimensions, mm (length, 360 x 260 360 x 260 360 x 260 340X 540X 510 510
width, height) X 270 X 270 X 270 360x 360x 18ox 235
i €19 7 7 7 400 400 385 410
Weight without coil and
accessories, kg
Protection rating* IP33 IP33 P33 IP33 P33 P21 P21
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Recommended length of power welding cables when welding:

. Cable length .

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

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

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

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

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

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

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

up to 630A 3 ! !

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

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

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

3 — Source function selection button in the used welding mode;

4 — Welding mode selection button:

a) manual metal arc welding, MMA;

b) tungsten-arc inert-gas welding, TIG;

¢) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;

5 — Unit overheating indicator: normal — OFF, when overheated — flashes;

6 — Digital display of the wire feeder;

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

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

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

10 — Button for selecting functions of the wire feeder;

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

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

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

A — Bayonet-type power current socket "+":

a) MMA welding — the electrode cable is connected (in more rare cases, when using special
electrodes, the ground cable is connected);

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

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

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

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

a) MMA welding — the ground cable is connected (in more rare cases, when using special
electrodes, the electrode cable is connected);

b) TIG welding — only the TIG torch is connected;

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

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

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

15— Wire feeder and gas heater fuses;

16 — Location for connecting the grounding cable;

17 — Socket for 36V gas heater;

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

19 — Power supply cable;

20 — Inlet for threading a welding wire;

21 - Shielding gas connection.
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2. START-UP
Caution! Please, read Section 15 "Safety instructions" before starting-up.

2.1 INTENDED USE

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

The manufacturer bears no liability for damage caused by using the unit for other
purposes. Proper use implies following the instructions in this user manual.

2.2 SPACE REQUIREMENTS

The welding unit can be located and operated outdoors. The internal electrical parts
of the unit are protected from direct exposure to moisture, but not from condensation drops.

ATTENTION! After finishing welding in hot weather, or intensive welding in any
weather, do not turn off the unit immediately! Wait 5 minutes time to let the electronic
components to cool down.

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

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

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

2.3 POWER CONNECTION

The standard welding unit is rated for:
1. Mains voltage 220V (-27% + 18%) - for ProMIG-160/200/250 models;
2. Three-phase mains voltage 3x380V or 3x400V (ProMIG-270/350/500/630 models),
three wires are dedicated for this. Safety rules when working with welding equipment
require grounding of the unit housing. There are two ways to do this: 1) by using the fourth
wire in the mains yellow-green cable (international marking standard); 2) by using a bolted
terminal on the rear wall of the unit (a stricter grounding standard, used in the CIS countries).

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

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

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

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

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

3. MANUAL METAL ARC (MMA) WELDING

ELECTRODE HOLDER

The wire feeder is not required in this welding mode.

Procedure for preparing the unit for operation:

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

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

- connect the grounding cable to the product;

connect the mains cable to the power supply;

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

use button 4 to set the MMA welding mode (the modes are switched in a circle);
use buttons 2 to set the current main parameter, this is the welding current;

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

Caution! In the MMA welding mode, after the mains switch is switched to the "I"
position, the MMA is energized. Do not touch conductive or grounded objects such as, e.qg.,
the housing of the welding unit, etc. with the electrode, since the unit will perceive this
condition as a signal to start the welding process.
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3.1 WELDING PROCESS CYCLE - MMA
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See paragraph 6.1 for the procedure for switching the value of any function

3.2"HOT-START” FUNCTION

Advantages:

- improved striking even when using poorly ignited electrodes;

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

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

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

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

Result: The hot start current will be 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;
- improved arc striking;
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- 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).

U,VA

LA
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

-99 - PATON ProMIG DC MMA/TIG/MIG/MAG



rPATON] | |

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, which is especially important 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 need to set three parameters:
pulsation power [Po.P], pulsation frequency [Fr.P] and pulse/pause ratio (or "duty cycle")
[dut]. By default, pulsation power [Po.P] as a key parameter is set to OFF, i.e., the function
is turned off, and pulsation frequency [Fr.P] and "duty cycle" [dut] at the most common
values of 5.0 Hz and 50%, respectively. To enable the function, simply set the pulsation
power [Po.P] above zero. This parameter is set as a percentage of the used main welding
current set.

Example: welding with @3mm electrode, the set main value of the welding current
is 60A, and the pulsation power [Po.P] = 40%, while the pulsation frequency [Fr.P] = 5.0Hz
and the "duty cycle" [dut] = 50% by default.

Result: the current will pulse from 36A to 84A with a frequency of 5 Hz; the pulses will have
an equal shape both in amplitude and in time.

The “duty cycle” parameter is set to 50% by default. If this parameter is changed

from 50%, an asymmetry between the current pulse time and the current "pause" time is
introduced:

default "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
"duty cycle" [dut] = 50%
LA LA 1A}
50% | 50% I ﬁ 80% |_| |_| 70% Iél I—
t, sec t, sec t, sec

The unit will react in such a way that the average current level during the welding
process will be at the level of the set main value of the welding current 60A (as it was set),
respectively, and the heat input to the welding seam will be at the level of the same 60A, but
the stability of the welding process and the mixing of the weld pool will change. This is a very
important condition for the user to accurately estimate the change in the heat input to the
weld pool, e.g., by comparing it with another main current without pulse mode.

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.
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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;

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.
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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
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).
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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.

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

digital communications data .. T
. «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,
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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.

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
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.
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4.2 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.

4.3 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.

4.4 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.

4.5 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.

4.6 WELDING CURRENT BUILD-UP FUNCTION

This function, in addition to saving the life of the electrode and, to some extent, the
torch itself, is also necessary for the convenience of using the torch. This eliminates the
formation of the initial splashing of the weld pool, as well as for the set time of current build-
up [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.

4.7 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
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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

4.8 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 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 need to set three parameters:
pulsation power [Po.P], pulsation frequency [Fr.P] and pulse/pause ratio (or "duty cycle")
[dut]. By default, pulsation power [Po.P] as a key parameter is set to OFF, i.e., the function
is turned off, and pulsation frequency [Fr.P] and "duty cycle" [dut] at the values of 10.0 Hz
and 50%, respectively. To enable the function, simply set the pulsation power [Po.P] above
zero. This parameter is set as a percentage of the used main welding current set.

Example: welding with a refractory tungsten electrode with a diameter of 2 mm, the
set basic value of the welding current is 100A, and the pulsation power [Po.P] = 30%, while
the pulsation frequency [Fr.P] = 10.0 Hz and "duty cycle" [dut] = 50% by default.

Result: the current will pulse from 70A to 130A at a frequency of 10 Hz; the pulses
will have an equal shape in amplitude and time.

The “duty cycle” parameter is set to 50% by default. Changing this value introduces
an asymmetry between the current pulse time and the current "pause" time:

default "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
"duty cycle" [dut] = 50%
LA LA 1A}
50% | 50% I ﬁ 80% |_| |_| 70% Iél I—

t, sec t, sec t, sec
The unit will react in such a way that the average current level during the welding

process will be at the level of the set main value of the welding current 100A (as it was set),
respectively, and the heat input to the welding seam will be at the level of the same 100A,
but the stability of the welding process and the mixing of the weld pool will change. This is a
very important condition for the user to accurately estimate the change in the heat input to
the weld pool, e.g., by comparing it with another main current without pulse mode.
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These parameters are set in different situations in different ways, according to the
welder’s requirements. See paragraph 6.1 to change the value of any function in the current
welding mode

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

Ar+CO:

SEMI-AUTOMATIC
TORCH

T—
'((&) CROUNDING CLAMP X b

ﬁ——&"ﬁ'— PIECE

Caution! When welding ferrous metals, in the simplest 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/MAG 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;
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- 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;
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 9: when pressed, the wire is not fed. If you are a beginner and have
no experience in setting the optimal pressure for welding a particular product, then at the
first time the gas pressure can be set higher than the optimal value of ~0.2 MPa. This will
have little effect on the process, only the shielding gas consumption will increase. But in the
future, to save money, follow the general recommendations for semi-automatic welding
operations. Also start with the average value of the wire feed speed (~ 4 ... 6 m/min) and the
average voltage at the source (~ 19V) for any diameter of the installed wire (0.6 ... 1.2mm),
it may not be optimal, but the unit should already weld. To achieve the best result, you need
to adjust the voltage at the source with buttons 2 and the wire feed speed with buttons 8 on
the feed unit according to the general recommendations for carrying out the welding process
with semi-automatic units. Remember, these parameters are different for each specific case.
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5.2 WELDING PROCESS CYCLE - MIG/MAG-2T
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See paragraph 6.1 for the procedure for switching the value of any function

5.1.1 2T TORCH BUTTON FUNCTION

It is used for welding short and medium length welds. The function is as follows:
when the button on the torch is pressed, the control signal is given to the control unit, the
gas pre-purge function of the welding zone is triggered for the time [t.Pr] (gas valve opens),
then a signal is given to turn on the source and the wire feed motor. From this moment, the
welding process begins, at the same time the function of smooth reaching the welding mode
for the time [t.uP] is triggered, as well as additional functions (e.g., pulse mode) can be
triggered, all this according to the cycle of the welding process shown in the sequence
diagram in paragraph 5.1. After releasing the button, the function of the ramp-down of the
current and the wire feed speed for the time [t.dn] is triggered, and the source is turned off.
Next, the function of gas post-purge of the welding zone for the time [t.Po] is triggered (the
gas valve closes with a delay).
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5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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See paragraph 6.1 for the procedure for switching the value of any function

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

It is used when welding long welds. The function is as follows: when the button on
the torch is pressed for the first time, the control signal is given to the control unit, the gas
pre-purge function of the welding zone is triggered (gas valve opens); after the first release
of the button, a signal is given to turn on the source and the wire feed motor. From this
moment, the welding process begins, at the same time the function of smooth reaching the
welding mode for the time [t.uP] is triggered, as well as additional functions (e.g., pulse
mode) can be triggered, all this according to the cycle of the welding process shown in the
sequence diagram in paragraph 5.2. After the second press of the torch button, the function
of the voltage and wire feed speed ramp-down for the time [t.dn] is triggered, and the source
is turned off.

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

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

5.3 INDUCTANCE FUNCTION

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

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

5.4 SHIELDING GAS PRE-PURGE FUNCTION

This function is necessary to protect the welding zone from the harmful effects of
atmospheric air, and consists in pre-purging the welding zone with shielding gas before
striking the welding arc. By default, the "pre-purge time" [t.Pr] is set to 0.1 sec; this value can
be changed at any time at your discretion. See paragraph 6.1 to change the value of any
function in the current welding mode. Use a right wire feeder indicator.

5.5 SHIELDING GAS POST-PURGE FUNCTION

This function consists in the post-purging of the welding zone with a shielding gas
after the welding arc is extinguished, since the hot weld pool is afraid of the harmful effects
of atmospheric air for some time. By default, the post-purge time [t.Po] is set to 1.5 seconds;
this value can be changed at any time at your discretion. See paragraph 6.1 to change the
value of any function in the current welding mode. The left source indicator and the right
wire feeder indicator can be used.

5.6 BEGINNING OF WELDING VOLTAGE/FEED SPEED BUILD-UP FUNCTION

This function is necessary to smoothly reach the welding mode in the set time
[t.uP], which reduces splashing of the weld pool and splatter at the moment of striking, when
the wire is still cold. The extended smooth reach time is used for the initial weld pool
formation.

CAUTION! The longer the build-up time, the smaller the initial weld, so it is used
only for medium and long seams. For this reason, do not increase the time by more than o.1
seconds when welding with tacks, etc.
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By default, the reach time is set to OFF, i.e. disabled. See paragraph 6.1 to change
the value of any function in the current welding mode.

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

5.7 END OF WELDING VOLTAGE/FEED SPEED RAMP-DOWN FUNCTION

This function is designed for smooth welding of the crater formed in the weld pool
under the influence of electromagnetic blast with an electric arc and subsequently being a
source of welding seam defects. The signal to start the function is to release the button on
the torch at the end of the welding process, and the movement of the torch must be stopped
and a pit (which is essentially a crater) in the welding seam must be welded with a reducing
voltage. The smoothness of this process is regulated by the voltage ramp-down time [t.dn]
of the source, and the ramp-down time of the wire feed speed [t.dn] of the feed mechanism.
These values must match for correct operation. By default, the value is set to 0.1 sec, i.e., in
fact, in the OFF state. You can change this value at your own discretion. See point 6.1 for the
switching procedure.

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

5.8 PULSE VOLTAGE 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, so it primarily affects the
shape of the seam. There is also a forced effect on the transfer of a drop into the weld pool,
which in turn affects the stability of the process. As with other types of welding, this process
replaces the welder's hand movements to some extent, especially in hard-to-reach places. In
addition to the correct shape, the quality of seam formation also depends on the correct
setting, which reduces the likelihood of pores and reduces the grain structure, and thus
increasing the strength of the welded joint.

To implement this function in the source, you need to set three parameters:
pulsation power [Po.P], pulsation frequency [Fr.P] and pulse/pause ratio (or "duty cycle")
[dut]. By default, pulsation power [Po.P] as a key parameter is set to OFF, i.e., the function
is turned off, and pulsation frequency [Fr.P] and "duty cycle" [dut] at the values of 20 Hz and
50%, respectively. To enable the function, simply set the pulsation power [Po.P] above zero.
This parameter is set as a percentage of the used main welding voltage set.
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Example: welding with 0.8 mm wire, the set wire feed speed is 5.5 m/min, the set
basic value of the welding voltage is 18V, and the pulsation power [Po.P] = 20%, while the
pulsation frequency [Fr.P] = 20 Hz and "duty cycle" [dut] = 50% by default.

Result: the source voltage will pulse from 14.4 V to 21.6 V at a frequency of 20 Hz;
the pulses will have an equal shape in amplitude and time.

The "duty cycle" parameter is set to 50% by default. Changing this value introduces
an asymmetry between the voltage pulse time and the voltage "pause" time:

default "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
"duty cycle" [dut] = 50%
uyv (TRY uvj
50% | 50% %] 80% ﬂ I—I 0% @ l_
t, sec t, sec t, sec

The unit will react in such a way that the average voltage level during the welding
process will be at the level of the set basic value of the welding voltage of 18V (as it was set
before), respectively, and the heat input to the welding seam will be at the level of the same
18V, but the stability of the welding process, the mixing of the weld pool and penetration will
change. This is a very important condition for the user to accurately estimate the change in
the heat input to the weld pool, e.g., by comparing it with another main voltage without
pulse mode.

If the task is precisely to reduce the heat input into the weld, using a pulse mode,
e.g., when welding thin metals, then it is enough to reduce the main voltage of the source in
a conventional way. In this case, the amplitude of the pulses and pauses set earlier will
automatically adjust to the voltage, therefore, the user will clearly understand how much the
current heat input into the weld has been reduced in comparison with the previous mode,
while simultaneously changing the power and "duty cycle" of the pulses in any combination
to obtain the desired process. This task is not easy, since several parameters are regulated at
once.

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

5.9 MOTOR ON/OFF FUNCTION

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

CAUTION! For the correct operation of the semi-automatic unit, this parameter
must always be in the ON position.
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6. SELECTING AND CONFIGURING THE UNIT FUNCTIONS

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

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

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

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

Button 4 on the front panel of the unit 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.
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If the menu is locked, as is the case with the function menu on the source, simply
hold this button for more than 3.5 seconds

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

6.3 RESET ALL FUNCTIONS OF THE WELDING MODE USED

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

Similarly, you can reset the parameters on the wire feeder using button 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
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d) 12 ... 270A (change step 1A) for ProMIG-270
€) 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] ... 100% (change step 5%)
2) [t.HS] Hot start time = 0.3 sec (by default)
a)0.1... 1.0 sec (change step 0.1 sec)
3) [Ar.F] Arc Force power = 40% (by default)
a) o[OFF] ... 100% (change step 5%)
4) [U.AF] Arc force trigger level = 12V (by default)
a)9 ... 18V (change step 1V)
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default)
a) 0.2 ... 1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [BSn] voltage reduction unit = OFF (by default)
a) ON —enabled
b) OFF —disabled
8) [Po.P] current pulsation power = OFF (by default)
a) o[OFF] ... 80% (change step 5%)
9) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz ... 1 Hz)
10) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the larger current pulse to
the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

TIG welding mode
0) [-2-] main display parameter CURRENT = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
1) [But] torch button mode = [2T] (by default)
a) [LIFT] - contact striking mode TIG-LIFT
b) [2T] - non-contact striking mode, TIG-2T button mode
) [4T1 - non-contact striking mode, TIG-4T button mode
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2) [t.Pr] pre-purge time = 0.1 sec (by default)
a)o.1... 25.0 sec (change step 0.1 sec)
3) [t.Po] gas post-purge time = 1.5 sec (by default)
a)o.1... 25.0 sec (change step 0.1 sec)
4) [Pr.A] pre-current (pilot arc) = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630
5) [Po.A] crater filling current = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630
6) [t.uP] current build-up time = OFF (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
7) [t.dn] current ramp-down time = OFF (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
8) [Po.P] current pulsation power = OFF (by default)
a) o[OFF] ... 80% (change step 5%)
9) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz ... 1 Hz)
10) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the larger current pulse to
the period of repetition = 50% (by default)
a) 20 ... 80% (change step 5%)

MIG/MAG welding mode
Left indicator of the source:
0) [-3-]1 main displayed parameter VOLTAGE = 19.0 V (by default)
a)12 ... 24.0V (change step 0.1V ) for ProMIG-160
b)12 ... 26.0V (change step 0.1V ) for ProMIG-200
)12 ... 28.0V (change step 0.1V ) for ProMIG-250
d) 12 ... 29.0V (change step 0.1V) for ProMIG-270
e) 12 ...30.0V (change step 0.1V ) for ProMIG-350
f)12 ... 40.0V (change step 0.1V ) for ProMIG-500
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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 3 (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)
a) 0.1... 5.0 sec (change step 0.1 sec)
7) [Po.P] voltage pulsation power = OFF (by default)
a) o [OFF] ... 80% (change step 5%)
8) [Fr.P]voltage pulsation frequency = 20Hz (by default)
a) 5 ... 500 Hz (change step 1 Hz)
9) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the larger voltage pulse to the
period of repetition = 50% (by default)
a) 20 ... 80% (change step 5%)

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)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] wire feed speed build-up time = 0.1 sec (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
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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\éi;h wire diameter Minimum generator
an electrode MMA and TIG MIG/MAG power
2 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
[Z)A not more than 160A not more than @ 1.0 mm 6.0 kVA
s not more than 200A not more than @ 1.0 mm 7.7 kVA
26 fusible not more than 250A not more than @ 1.2 mm 10 kVA
26 fusible not more than 270A not more than @ 1.2 mm 12.0 kVA
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
28 up to 630A not more than @ 2.0 mm 42.0 kVA

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

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

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

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

Allow the internal circuits of the unit to discharge (about 5 minutes), and only then proceed

to other actions. When leaving, install a sign prohibiting to start the unit.

In order to keep the unit operational for many years, be sure to follow several rules:

- carry out a safety inspection at specified intervals (see Section "Safety instructions");

- with intensive use, we recommend that you blow the unit with dry compressed air every
six months. Caution! Blowing from a short distance can result in damage to the electronic
components;

- if there is a lot of dust, clean the cooling system ducts manually.

10. STORAGE

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

- 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;
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- 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;

- 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 areg;

- 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;
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- 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
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Wiring schematic diagram
PATON ProMIG-270-400V/350-400V DC MMA/TIG/MIG/MAG
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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.
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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-989624.html
Opyruve ToBapsl: https://storgom.ua/poluavtomaty.html
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