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YBAT A! BpaxoByiiTe ApOTU NpoBeeHi B CTiHaX i iHIWi NOA0BXYBaYi

. Maowa
Aiametp
Enektpoga, wo BcTtaHoBneHe rnonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3Ha4eHHsA CTpyMy ronepedHoro nepepisy AOBXWHA
. . nepepisy ApoTy
pexumi MMA npu MMAIi TIG npu MIG/MAG MepeXxeBoro nposoay, m
npoBoAy, KB. MM
1x220V - ProMIG-160, ProMIG-200, ProMIG-250

1 75

1,5 115

2 MM He binbLie 80A He binblue Po,6 MM 2 255

2,5 195

4 310
6 465

15 75

2 105

23 MM He Ginblue 120A He 6inble Po,8 MM 2,5 130

4 205

6 310

2 75

2,

i, MM He 6inbwe 160A 2 2

4 155

He binblue @1,0 MM 6 230

2,5 75

D5 MM He Ginblue 200A 4 125

6 185

2 2,5 60

26 Mmsnzl:nkonn. A0 250A He 6inbwe J1,2 MM 4 100
6 150
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. Mnowa
Aiametp
Enektpoga, wo BcTtaHoBneHe rnonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3Ha4eHHsA CTpyMy nonepeuroro nepepisy AOBXWHA
. . nepepisy ApoTy
pexumi MMA npu MMAIi TIG npu MIG/MAG MepeXxeBoro nposoay, m
npoBOAY, KB. MM
3 X 380/400V — ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
23 MM He Hinblwe 120A He Ginblie Jo,8 MM 2,5 220
4 350
6 525
2 130
) 2,5 160
D1, MM He binblue 160A
4 260
He 6inble J1,0 MM 6 385
2,5 115
@5 MM He 6inblwe 220A 4 180
6 270
2, 8
6 He 6inble270A He 6inble J1,2 MM ° 1 :
Jlerkonnaski 7 ! 4 35
6 205
2,5 65
26 Mm He binbLue 350A He binblue @1,4 MM 4 100
6 150
4 80
@6 MM Tyronnaski He Ginblue 400A 6 120
10 1
He 6inbwe J1,6 MM &)
o8 um He binbLie 500A é gs
Jlerkonnaski 5 5
10 140
4 40
28 Mm 2,0 630A He binblue @2,0 MM 6 65
10 105
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FPHATON

IHBepTOpHi uUMdposi HanieasTomath PATON ProMIG-160/200/250/270-400V/350-400V/500-
400V/630-400V Npu3HaYeHi 415 HaniBaBTOMATUYHOrO 3BaptOBaHHSA NOCTiMHUM cTpymMoM (HA «MIG/MAG») B
cepe/OBULLI 3aXMCHUX rasiB i Cymille, a TakoX A/ pyyHOro gyrosoro 3saptoBaHHs (PA3 «<MMAy) Ta
aproHoZyroBoro 3saptoBaHHsA (API «TIG»). MepeBarv BUKOPUCTaHHS B LbOMY anapaTi NOBHICTIO LMppoBOro
cnocoby ynpaBAiHHS NOAAraloTb Y BiACYTHOCTI HeZ0/iKiB BAACTMBKUX 6araToPyHKLiOHANbHUM CUCTEMaM,
BUrOTOBJ/IEHWMM Ha OCHOBI aHa/I0rOBUX CUCTEM YMNPaBJiHHS, siKi 32 BUSHaYeHHAM 3aTOUeHi 3aBXAM Mij NeBHUM
pexuM, a BCi iHLi pexumu, K 40AaTKOBI, MalOTb HEAOAIKM YrpaBAiHHS. A y MOBHICTIO LUPPOBIA cucTeMi,
nnaTta ynpas/iHHA Ma€ abCco/IlOTHO yCi pecypcu anapaty, B MeXax Moro NoBHOI MOTYXHOCTI i HE BaX/IMBO B
SIKOMY pexumi BiH BuKopucTOBYeTbcs. Lis «Professional» cepis npusHayeHa pns npomucaosoro
BMKOPUCTaHHS, >XePesio 38aploBaibHOro CTPYMY MOXHa BiZJOKPEMIIOBATY Big, MEXaHi3My Nojadi ApoTy fK
A5 3PYYHOCTI KOPUCTYBaHHS, Tak i 411 BUKOHAHHS BUMOT TeXHiKM 6e3neku y neBHUM BUNaAKaX, a TAKOX 3a
paxyHOK AOAaTKOBMX PeryioBaHb, iHBEPTOPHMIA HamiBaBTOMaT MOXHa Ha/lalITOBYBaTWM Ha ONTUMaJIbHI
YCTQHOBKM B Pi3HUX CUTyaLisx. 3abesnevytoTb PpakTU4YHO GesnepepBHY TPUBaiCTb HaBaHTaXeHHs Ha
NMOBHOMY 4Ye€CHOMY HOMiHa/lbHOMY CTPyMi 160A, 200A, 250A, 270A, 350A, 5000A, 630A BiAMNOBIAHO, YOro
AOCTaTHbO ANA poboTn Byab-sikMMU enekTpodamu Big @1,6mMm fo @8mm (ans ProMIG-630-400V) i
HaniBaBTOMAaTMYHOI O 3BapPIOBaHHS CYL,i/IbHUM APOTOM AiaMeTpoM Big @0,6Mm g0 B2,0MM (419 ProMIG-630-
400V). Anapar BiZ NoYaTKy HaNALWTOBAHMI HA ONTUMa/bHi 3HaYeHHS A5 BiNbLLOCTi BUNaAKiB BUKOPUCTaHHS
i € 4,0BO/I MPOCTMM, AKLLO He BAABAaTUCA B TOHKOLLi Ha/1aLITYBaHb, AIKi BUMAratoTb yXXe 3Ha4HMX HaBUYOK Bij,
3BapHuKa. [aa HebesneyHmx ymoB poboTu — BOYA0BaHUI 6A0K 3HUXKEHHSI HAMPyru XOJI0CTOrO XOAY B
pexumi PA3 «MMA», 3 MOX/MBICTIO MOro YBIMKHEHHsI i Bifk/loYeHHs. BigmiHHOl ocobsmsicTio
HaniBaBTomaTiB PATON € noOTyXHWI, AKICHUA MeTaneBUM MexaHi3M nojadvi ApoTy 3 repMeTUYHUM
ABUIYHOM, a TakoX HasBHiCTb po3'emy KZ-2 tuny "€BPO", wo cTtaB cTaHAapTOM y CBITi Ta [03BOASE
KOpWCTyBayeBi Haani Nig'eHYBaTV NaNbHUKM Bij, LUMPOKOrO KOJ1a BUPOGHUKIB.

Y mMogensx 3 npuctaBkow "-15-2" BCTAaHOB/JIEHUWA 2-X POJIMKOBUIA MeXaHi3M noAadi, a 3
MpUCTaBKOIO "-15-4" BCTAHOB/IEHW TOMOBUI 4-X POJIMKOBMIA MeXaHi3M NoAadi 3 NPMBOZAOM Ha BCi POINKM.

B aaHy mogenb ProMIG Bupo6Huytea PATON BOy0BaHMI 610K 3aXWCTY BiJ, 3HUXKEHOT Hanpyru.

Anapart 36epirae nig cBoiM HOMEPOM Y KOXHOMY PEXMUMi 3BaploBaHHS A0 16 iHAMBIAYaNbHUX
HafalwTyBaHb (Nporpam) KopucTyBaya. AnapaT 36epirae B nam'aTi BCi NOTOYHI HaNalWTyBaHHS HA MOMEHT
BUK/IFOYEHHS | BIAHOBJIIOE X MNiZ YacC BKHOYEHHS.

OCHOBHi nepeBaru:

1. LLUnpoki MOXAMBOCTI peryntoBaHHA NapameTpis 3BaploBaHHA:

a) y pexumi PA3 "MMA" — 1 (0CHOBHUI) + 7 (4043TKOBMX) + 3 (4151 iIMNY/IbCHOrO pexunMy)

6) y pexumi API "TIG" — 1 (OCHOBHWI) + 7 (4043TKOBUX) + 3 (419 iIMMY/IbCHOTO pexumy)

B) y pexumi HA "MIG/MAG" — 2 (0CHOBHMX) + 6 (£0A4aTKOBMX) + 3 (415 IMNY/IbCHO-MOZAY/IbOBAaHOIO PEXMMY)

2. LLUunpokuit gianasoH HanalTyBaHHA iMMY/IbCHOTrO PEXUMY Y BCiX TUMNax 3BaploBaHHS;

3. Kpim 3axucty Big cTpubkiB Hanpyrv BCTaHOBAeHa cucTema cTabinizauii poboTu mnpu 3HauHMX
AOBroTPUBA/IMX Nepenazax Hanpyru B Mepexi XWBJIEHHS Big 160B Ao 260B (a5 mogenent ProMIG-
160/200/250) Ta Big 320B A0 440B (ana mogeneit ProMIG-270-400V/350-400V/500-400V/630-400V).

4. AJanToBaHWM A0 cnabkoi enekTpomepexi. 3a paxyHok Bucokoro KK/ anapaT 3abesneuyye BaBivi MeHwe
€/1eKTPOCMOXMUBAHHSA NMOPIBHAHO 3 TPAAULIMHUMU AXepenamy;

5. AZanTuBHA WBUAKICTb BEHTUAATOPA, TOBTO 36i/1bLUYETLCA HA MOYATKY 3BapIOBaHHS, e bisblue 3pocTae
nig Yac HarpiBaHHs anaparty | CNOBINILHIOETLCS KON BiH XON04HUM, Lie eKOHOMUTL pecypc BEHTUASTOpa
i 3MeHLUYE KiNbKiCTb MKy B anaparti;

6. 3py4HicTb poboTK 3aBAAKM BE/UKIN TPUBAMOCTI HaBaHTaxeHHs (TH) Ha HOMiHaibHOMY CTpyMi, LWo
[,03BOJISIE NPOBOANTU 3BaPIOBAHHS NMOKPUTUMU €1€KTPOAAMM NMPAKTUYHO 6e3nepepBHO;

7. MNigBuweHa HaginHicTb anapaTy B YMOBax 3anuWaeHOro BUMPOOHWMLTBA, MiKpOenekTpoHika amapaTa
BMHeCeHa B OKpeMUM BiaciK;
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8. HaBci enemeHTM anaparty, WO rpitoTbCs, BCTAHOB/IEHA CMCTEMA TEM/1I0BOr0 e1eKTPOHHOI0 3aXMCTY;
9. BcsenekTpoHika B anapaTi nokpuTa ABOMa LapamMm BUCOKOSIKICHOT O /1aKy, ikuii 3abe3neuye HaailHicTb

BUPOD6Y NPOTSAroM yCbOro TepMiHy Cyx6u;

10. MokpaweHi nignan Ta cTabifbHICTE FOPIHHA AyrW, WO NPaKTUYHO YHEMOX/MBIIOE MPUANNAHHS

e/ieKTpoaa.

11. Bucoka MobinbHICTb 3a paxyHOK MOAY/IbHOT KOHCTPYKLT, @ TaKoX HeBenuki rabaputi Ta Bara anapaTa
6e3 BTpaTh TeXHIYHMX AKOCTEN, CMPOLLYIOTb MPOBEAEHHS 3BapIOBAHHS Y BaXXKOAOCTYMHUX MiCLLSiX.

ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG- ProMIG-
MAPAMETPbI roMIG roMIG roMIG roMIG roMIG roMIG roMIG
160 200 250 270 350 500 630
HomiHanbHa Hanpyra 220 220 220 3x380 3x380 3x380 3x380
mepexi 50/6ol'y, B 230 230 230 3X400 3X400 3X400 3X400
HomiHanbHWIA CTPyM, L0
CMOXMBAETHCSA 3 Ppasu 18..21 23...27 29,5...35 12...14 16...18,5 30...35,5 42 ... 49
mepexi, A
HowinanbHui 160 200 250 270 (¢ 00 630
3BaploBasibHNN CTPyM, A 5 7 35 5 3
MakcumanbHui Aitouni 21 270 o o 610 800
CcTpym, A 5 7 335 35 45 3
70%/npwu 70% [ npun 70% [ npun 70%/npu 70%/npu 70%/npu 70%/npu
TpuBanictb 160A 200A 250A 270A 350A 500A 630A
HaBaHTaxeHHs (TH) 100%/npwn 100% / 100% / 100%/npwn 100%/npun 100%/npun 100%/npu
134A npu 167A npu 208A 225A 290A 420A 520A
Mexi awi
& B.MIHM Hanpym 160 — 260 160 - 260 160 - 260 +15% +15% *15% *15%
Mepexi XuBsieHHs, B
Mexi
X1 peryIoBanHa 8-160 10— 200 12 -250 12 -270 14 —350 16 — 500 18-630
3BapioBa/IbHOro CTpymy, A
Mexi peryntoBaHHs
B 12-24 12-26 12-28 12-29 12-30 12-40 12— 44
3BaptoBasibHOI Hanpyry, B
Mexi peryntoBaHHs
WBWAKOCTI MoZadi 4poTy, 2,0-16 2,0-20
M/XB
Aiametp wryuroro 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
eNeKkTpoAa, MM
JiameTp cyuinbHoro
3BapIOBasIbHOr0 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 .
KOTYLIKM 3 APOTOM, KI 5
IMAyNbCHI pexumu nig yac MMA: o,2...500T 4
3BaleBaHl-F|)ﬂ A TIG: 0,2...500[y,
P MIG/MAG: 5...500TL4
Tapsiumnii ctapT (Hot-Start)
. PerynboBaHa
B pexxumi P43
Arc-F
dopcax tcn,yrm (Arc-Force) Perynbosara
B pexxumi P13
AHTUNpUAMNaHHA (Anti-
. . ABTOMaTMuHa
Stick) B pexxumi P43
BA10K 3HMXEHHS Hanpyrn
BKA [ BUMK
XO/I0CTOro X04Y
Hanpyra xonoctoro xogy
P43, B 12/75
Hanpyra nignany ayru, B 110
HomiHanbHa cnoxueaHa
ROTYXHICT, KBA P A 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 cnoxumBaHa " . 0.0 01
MOTYXHICTb, KBA 59 7.5 9,5 14 53 9 40,
KKA, % 90
OX0NoAXeHHs ApanTtusHe
JlianasoH pobounx a5 .. +459C
Temneparyp
a6 i i

abapuTHI posMIpH, MM 360 x 260 360 x 260 360 x 260 540X360X | 540Xx360X | 510X 180X 510 X 235 X
(AOBXVIHA, LIMPYHa, X 270 X 270 X 270 00 00 8 10
BucoTa) 7 7 7 4 4 3085 4
Maca 6e3 akcecyapis, kr 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knac 3axucry IP33 1P33 P33 1P33 1P33 1P23 P23

PekomeHA0BaHa JOBXMHA CUIOBUX 3BapIloBaibHUX KabeiB nij yac 3BaproBaHHS:

. Mnowa
- [AoBxuHa kabenis
MakcumanbHU CTpyM nonepeyHoro Mapka kabenio
(B O4HY CTOPOHY) .
nepepisy

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

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

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

2 — KHonku peryntoBaHHs 0bpaHoro napameTpa Ha 3MeHLUeHHs i 36inblweHHs (3a
3amoBYyBaHHAM: npy MMA — cTpym 3BaptoBaHHs, npu TIG — cTpym 3BaptoBaHHsA, MIG/MAG
— Hanpyra 3BaptoBaHHSA);

3 — KHonka Bnbopy ¢yHKLil gxepena CTpyMy B MOTOUHOMY PexmMi 3BaptoBaHHS;

4 — KHonka B1bopy pexuvmy 3BaptoBaHHS:

a) py4He fyroBe 3BaploBaHHA WTYYHUM enekTpogom PA3 «MMAy;

6) 3BaptoBaHHS B aproHi, en1eKTpoAoM Lo He naaBuTbcs APT «TIGy;

B) 3BaptoBaHHA HanisaBTOMaTMyYHe B 3axmMcHuX rasax HA «MIG [ MAG»;

5—lHAMKaTOp NeperpiBy anapaTy: Npy HOPMaJIbHOMY CTaHi anapaTy iHAUKaTOp He
CBITUTbLCSA, NPU NeperpiBaHHi - 6AnMag;

6 — Lludposum gucnner 610Ky nogavi ApoTy;

7 — KHonka 3anpaBaeHHa ApoTy (ras npu LibOMY He NOAA€ETbCA);

8 — KHomMKkwu peryntoBaHHs napameTpiB 610Ky NoZadi ApOTY Ha 3MeHLeHHs i 36ibLeHHA
(3a 3aMOBYYBaHHAM: WBUAKICTb NOAavi 4pOTY);

9 — KHoMKa nepeBipky Nogadi 3aXMCHOro rasy (4piT He NOAAETLCA);

10 — KHonka Bnbopy ¢yHkuin 6a1oka nogavy ApoTy;

11— Po3'em KZ-2 Tuny "€BPO" ans nig'egHaHHA HaniBaBTOMATUYHOIO MNa/IbHUKA;

12 — ABTOMAT / KHOMKa YBIMKHEHHA [ BUMUKAHHA AXXepena 3BaptoBasibHOro CTPyMmy;

13 — [HAMKATOP peXnMy KHOMKM Ha NasbHUKY (Pexum 2T/4T/anbT.4T);

A —THi340 CMI0BOrO CTPYMY «+» TUMy 6aloHeT:

a) npu 3BaptoBaHHi P43 "MMA" — niakatouaeTbcst kabesib enekTpoda (B OKpeMMX BUNaAKax
MpW BUKOPUCTaHHI CneLiasibHUX eNekTPoAiB NigKA0YaETbCS Kabenb «Maca);

6) npw 3BaptoBaHHi APl "TIG" — nigkNt04aETbCS TiNIbkK Kabesib «Macax;

B) NPV HaniBaBToOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM ApOTOM -
NigKN04aETHCA Kabesb MexaHi3My nogadi 4poTy;
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r) Npv HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" ¢atocoBum gpoTom -
NigKAOYaETHCA Kabenb «Macar;

B — MHi340 CMN0BOrO CTPYMY «-» TNy BaOHET:

a) npu 3BaptoBaHHi P43 "MMA" - nigkntouaeTbes kabenb «maca» (B okpemMux BUMagKax npu
BMKOPUCTaHHI CreLiia/ibHUX eNIeKTPOZiB NigKII04aETbCs Kabenb enekTpoga);

6) npwv 3BaptoBaHHi APT "TIG" - nigKNl0Ya€ETLCA TiSIbKM aproOHOAYrOBUIA NaIbHNUK;

B) NpW HaniBaBToMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyyinbHMM ApOTOM -
MiAKNOYAETLCA Kabesib «<Macay;

r) Npy HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" ¢atocoBum

APOTOM - MiAKIIOYAETLCS Kabesib MexaHi3My nogadi ApoTy.

14 — TPVYMaY KOTYLIKW ANS APOTY 3 MPYXUHHUM MeXaHi3MOM rasibMyBaHHS;

15 — 3an0bixHuKM 610Ky nogadi 4poTy Ta nigirpisaya rasy;

16 — Micue niakntoyeHHA Kabento 3a3eM/eHHS;

17 — PoseTka gnq nigirpisava rasy 36V;

18 — Po3'em nogaui curHanie Bif MexaHisMy nogadi ApoTy Ha BK/IOYEHHS | BUK/IIOYEHHS
AXepena cTpymy;

19 — Kabenb A5 NiJKAOUEHHS [0 MEPeXi XXUBJIEHHS;

20 — Bxig Ans 3anpaBKku 3BaploBasibHOro 4POTY;

21— LLTyuep nogadi 3axmMcHoro rasy.

2. BBEAEHHSA B EKCMNIYATALIIO
YBara! lNepes BBegeHHAM B ekcnJyaTauilo caig npountaTtm posain "lpasuna
TexHikn 6esnekun" n.1s.

2.1 BUKOPUCTAHHA 3A NPUSHAYEHHAM

3BapoBasbHUI  anapaT TMpU3HAYeHUI BUKJIOYHO: A/ PYYHOrO  AyroBoro
3BApPIOBAHHA LWITYYHUM eNeKTPOAOM, 3BapiOBaHHA B CepejOBMLL aproHy, a TakoX
HaniBaBTOMAaTUYHOI O 3BapOBaHHA B CEPeAOBMULL 3aXMCHUX rasiB.
IHWe BMKOPUCTaHHS anapaTy He BiAMOBIAAE WOro npu3HayeHHO. BupobHuk He Hece
BiANOBIAa/IbHOCTI 338 MOLWKOAXEHHS, 3aBAaHi BWKOPUCTAHHAM anapaty He 3a
NPU3HaYeHHAM.

BrkopucTaHHSA BiANOBIAHO A0 NPU3HAYeHHS, MAE Ha yBasi JOTPMMaHHSA BKa3iBOK
LLbOro NocibHMKa 3 ekcnayaTaw,il.

2.2 BUMOIn1 40 PO3MILLEHHA

3BaptoBa/sibHMI anapaTt MOXHa PO3MilllyBaTK Ta eKCn/yaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHYTpIWHI enekTpuyHi AeTani anapaTy 3axuiieHi Big 6e3nocepesHbOro BMMBY
BOJIOrOCTI, a/1e He Bij Kpaneab KOHAeHcaTy.

YBATA! Micns 3akiHY4eHHs 3BaptoBaibHUX POBIT B XapKky noroay, abo iHTeHCUBHUX
3BaptloBasibHUX pobIiT y Byab-aky mnorogy, amapaTt Bigpa3sy He Bumwukatu! HeobxigHo
MPOTArOM 5 XB A4aTN MOX/IMBICTb OXOJI0HYTU €/1eKTPOHHUM KOMMOHEHTaM.
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YBATA! MNicna ekcnayaTtauii B X0/N04HY MNOpy poOKYy, MiCAS BUMKHEHHS i
NoAa/ibliOro OXo/N0AXKEHHS anapaTty, BcepeAuHi YTBOPIOETbCS KOHAEHCAT, TOMY MOro He
MO>XHa BMMUKaTM paHilue HiX yepes 3 ... 4 roguHu!!!

Tomy He Bigk/toyanTe anapaT B XOJIOA4HY MOPY POKY, SIKWO TMJaHyeTe MOro
YBIMKHYTU paHille HiX Yepes 4 FroAnHN.

HeobxigHo po3milyBaTu anapar Tak, wob 3abesneuvysascs 6e3nepelukogHUI BXig
i BUXiZ, OXO10/5KYHOUOr0 NOBITPS Yepe3 BEHTUASALIMHI OTBOPU Ha NepeHil i 3a4Hil naHensx.
Cnigkyvite 3a TuM, W06 MeTaneBui NUA (Hanpukaag, Nig Yac HaxgauHoro wnidysaHHaA) HE
3aCMOKTYBaBCsi 6e3nocepesHbO B anapaTt BEHTUIATOPOM OXOOAXEHHS.

YBATA! Anapar nicnsi cunbHOro nagiHHa moxke 6yt HebesneuHUM Ans XXUTTA.
BcTaHOBAIOBATY Ha CTiliKill TBepAili MOBEPXHi.

2.3 NMNIAKJKOYEHHA 40 MEPEXI
3BaptoBasibHWI anapaT y CePiMHOMY BUKOHAHHI pO3paxoBaHWM Ha:

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

2. TpudasHy mepexeBy Hanpyry 3x380B abo 3x400B (Mogeni ProMIG-270/350/500/630) —
AN19 UbOro BUBEAEHO TPy ApoTu. MpaBuaa TexHiku 6e3neku nig yac npoBeseHHs pobiT 3i
3BaploBa/ibHUM 0b6/1laHaHHSAM BMMaraloTb 3a3eMJieHHs Koprycy anapaTty. Jsas uboro
nepesbayeHo ABa BapiaHTW: 1) BUKOPWUCTAHHA YETBEPTOro ApOTYy Yy MepexeBoMmy kabeni
XKOBTO-3€/1eHOI0  KOJ/IbOPY (MiXHApOAHWMI CTaHAAPT MapKyBaHHS); 2) BUKOPUCTAHHS
60aTOBOI K/JeMU Ha 3aAHiM CTiHUI anapaTy (KOPCTKIWWK CTaHAAPT 3a3eMJIeHHs, SKWUM
BMKOpUCTOBYBaBCA B KpaiHax CHA).

Ysara! lNpu nigknoueHHi anapata 40 Hanpyrn mepexi suuwe 270B (ProMIG-
160/200/250) abo 450B (ans ProMIG-270/350/500/630), BCi rapaHTiliHi 3060B'A3aHHA
BUPOGHMKA BTpavatoTb cuay! A Takox rapaHTiMHi 3060B'A3aHHA BUMPOOHMKA BTpavaloTb
UMHHICTb NPY NOMWAKOBOMY MigKtO4eHH] Ga3un Mepexi Ha 3a3eMeHHs Axepena.

MepexeBuit po3'em, nepepi3 kabeniB mMepexi, a TAKOX MepexHi 3anobixHUKK
MOBUHHI BUBMpPaTUCA BUXOAAUM 3 TEXHIYHMX AaHMX anapaTa.

2.4 NIAKNOYEHHA MEPE>XXEBOI O LUTEKEPA

LLitekep noBuMHeH BIAMOBIAATM HAMpPy3i >XWBAEHHA | CTPYMy CMNOXMBAHHA
3BaploBasibHOrO anapaTty (AWB. TexHiYHi gaHi). 3rigHo BWMMOr TexHiku 6e3sneku
BUKOPUCTOBYMTE PO3ETKM 3 rapaHTOBaHMM 3a3eMJIEHHSAM i Hi B IKOMY pasi He 3acToCoByMnTe
ANS LUX Linen HeMTpanbHUIM NpoBig mepexil!!

YBATA! MepexeBuin Bumnkay B Mogensx ProMIG-160/200/250 € CUrHasbHOWO
KHOMKOM i B/MIOKYE TiNbKU CUNOBWUIA CTPYM 3BaplOBA/IbHOrO amapaTy, ajie MOBHICTIO He
3HeCTPYMJIIOE BHYTPILLHIO e/1eKTPOHiKy anapaTy. TOMy 3rifHO NpaBwu TexHiku 6e3neku nig
Yac NigKNOYEHHs HeobXiZHO NMOBHICTIO Big'€4HATM anaparT Bi4 po3eTKu.
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3. 3BBAPIOBAHHA PYYHE AYTIOBE LULITYYHUM EJIEKTPOZI0OM (P43 «MMAN)

ENMEKTPOAOTPMMAY

Mopsiaok nigroToBKM anapaTy 40 poboTu:
- BCTaBUTK Kabenb enekTposoTpMMaYa B rHi3f0 gxepena A «+»;
- BcTaBUTU Kabenb 3 knemoto "mMaca" y rHizgo axepena B «-»;
- NPUEAHATU KeMY «Maca» 4,0 BUpoby;
- NigKAoUnTU MepexeBur kabenb fo TpudasHoi mepexi (ana mogenen ProMIG-
270/350/500/630);
- BUMMKaY 12 Ha 33/ Hil NaHei nepeBecTu B NOA0XeHHs "BKJT";
- 33 JAOMOMOrOI KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHAa P/A3 "MMA", pexumu
nepemMmnKaloTbCA Mo KOAY;
- 33 OMOMOr0t0 KHOMOK 2 BCTAHOBITb MOTOYHMIN OCHOBHWIA NapaMeTp — CTPYM 3BaploBaHHS;
- 33 HeoOXigHOCTi MOXHa pery/aoBaTh fo0AaTkoBi ¢yHKLil 3BaptoBaibHOro npouecy,
NopsAA0K 3MiHWN AMB. y N.6.1

YBara! ¥ pexumi 3BaptoBaHHA P13 "MMA" nicia Toro, sik MepexeBuii BUMMKaY
nepek/ilo4eHUn B nosoxeHHs "l", WTyYHWUI enekTpos 3HaxXOAWTbCA Mig Hanpyroto. He
TOpKanTecs esieKTPoAIB A0 CTPyMOMpoBigHMX abo 3asemsieHUX MnpeaMeTiB, Takux sk,
HanpuKaaa, KOpMnyc 3BaploBa/IbHOrO anapaTy TOWO, OCKiJIbKM anapaTt cnpuiMe Lo
CUTyaL,ito K CUrHan 40 CTapTy 3BaploBa/ibHOro npouecy.

3.1 LMK/ 3BBAPIOBAJIbHOIO NMPOLLECY - MMA

LA o HsE dut e

—
—

t,cek
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MopsiAoK 3MiHW 3HaYeHHs by Ab-AKOT GyHKLIT AMB. y N.6.1
3.2 YHKLIS FTAPSIYUIN CTAPT, «<HOT-START»

MNepesaru:
- NOKPALLLEHHS 3ana/ieHHs HaBiTb NPU BUKOPUCTAHHI €1eKTPOAiB, L0 NOraHo 3anaioTbCs;
- AKicHille NponJiaB/eHHA OCHOBHOMO MaTepiajy nNig 4Yac 3anasiloBaHHfA, OTXe, MeHLle
HenpoBapis;
- 3an06iraHHs WAAKOBUM BK/IOYEHHSAM;
- PYYHE HaNaLITYBaHHS: 03B0OJISIE BCTAHOBUTU piBeHb PpYHKLLIT Ha MiHIMa/ibHe 3HAaUYeHHS, L0
CUNIbHO 3MEHLLYETLCA CMOXMBAHHA €HEPrii B MOYaTKOBUA MOMEHT MiAnany, Wo AO03BOJSE
JKepeny CTpyMy CTapTyBaTU Ha 3HAYEHHSX Hampyru mepexi 6aM3bkoro Ao MiHiMasbHO
MOXJIMBOFO, MPOTE 3HUXYE SKICTb MOMEHTY nignasny (amapaT cTae nogibHui fo
TpaHCcPOpMaToOpHOro Axepena). TakoxX MOXHA 36i/bWNTN GYHKLiO 40 MaKCMMasbHOMO
3HaYeHHA A5 NoKpalLeHHs MOMeHTY nignany (npu poboTi Big xopowoi Mepexi). Ane He
3abyBaliTe, WO NiABULLEHUM CTPYMOM Lii€l GYHKLLT MOXHa cnasnTv BMPIO nNpu 3BapoBaHHi
TOHKWX MeTaniB, TOMy PeKOMEHAYEMO B Ll cuTyauil 3MeHWyBaTW 3Ha4YeHHs yHKLIT
«apauni ctapT».

YuMm [0CAraeTbCi: MPOTArOM KOPOTKOrO 4acy B MOMEHT mignany 4yru
3BaploBa/IbHUMN CTPYM 36i/bLUY€ETHCS Ha PiBeHb +40%.

3BaploBaHHA 34iMCHIOETLCA e1eKTPOAOM @3 MM, BCTaHOB/IEHe OCHOBHE 3HaYeHHs
3BaploBa/IbHOro CTPyMy Ha piBHi 9OA.

Pe3synbTaT: CTPYM raps4oro cTapTy CTaHOBUTUME QOA + 40% = 126A.

Y A0AaTKOBMX HaNaWTyBaHHAX MOXHa 3MiHOBaTK Ak cuay "Mapadoro crapTy"
[H.St], Tak i yac poboTtu "Tapsayoro ctapty" [t.HS]. Be3 noTpebu He 3aBuLLyTE CuAy i Yac
CNpaLboBYBaHHA «[@pA4oro cTapTy», TOMY WO Ha BEAMKMX FPAHUYHUX 3HAYEHHAX Le
BMMAarae Jyxe MoTyXHOI Mepexi XMBAEHHS, a 3a BiACYTHOCTI XOpoLloi Mepexi, npouec
nignany HaBiTb MoXe 3pmnBaTUCSH. OPSAAOK 3MiHW 3HaUYeHHS Byab-aKoT GYHKL Ty NOTOYHOMY
peXu1Mi 3BaptoBaHHA AMB. Y N.6.1

3.3 DYHKLIA ®OPCAX AYTU «ARC-FORCE»

MNepesaru:
- NiABULLEHHS CTabiNIbHOCTi 3BaptoBaHHS KOPOTKOIO AYroto;
- NO/NLEHHA KpanienepeHoCy MeTany B 3BaploBa/ibHY BaHHY;
- NOANIMIEHHS 3ananeHHs Ayru;
- 3BMEHLUIEHHS MOX/IMBOCTi NPUANMAHHS eNeKTPoAa, ane e He GYHKL i «AHTUNPUAUNAHHAY;
- PyYHe HaNaLWTyBaHHS: 403BOJISIE BCTAHOBUTU piBeHb GYHKL T HA MiHIMaIbHe 3HAYEHHS, WO
HEe3Ha4YyHO, anie 3HMXYE CMOXMBAHHA eHeprii, a TakoX KOHLEHTpaLilo Tena0BKAaAaHHA Npu
3BaplOBaHHi TOHKUX METa/iB, L& 3HUXYE MMOBIPHICTb MPONastoBaHHSA, OAHAK i 3HUXYE
CTabiNbHICTb rOpiHHA Ha KOPOTKIM Ay3i (anapaT cTae nogibHWM A0 TpaHCcPopMaTOpPHOro
Axepena). Takox MOXHa i 36inbwnTK GYHKLID 40 MaKCMMaZbHOrO 3HAYeHHa ANd LWe
6inbWwoi cTabiNbHOCTI FOPiHHSA Ha KOPOTKIM Ay3i, ane Le BUMarae KpaLLoi Mepexi XMUBAEHHS
i 36iNbWYETHCS MMOBIPHICTb NpONatoBaHHsA BUPOby.
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YnM f0CAraeTbCa: NPu 3HMXKEHHI HANPyry Ha Ay3i HMXYe MiHIMaabHO 40NYyCTUMOT
ANst cTabiNibHOro ropiHHA Ayri 3BaploBa/ibHUIM CTPYM 3pOCTAE Ha BCTAHOB/IEHWI piBeHb (3a
3aMOBYYBAHHSAM +40%).

Y AOAATKOBMX Ha/lalITyBaHHAX MOXHa 3MiHIoBaTH sk cuny «Popcaxy ayru» [Ar.F],
TaK i piBeHb cnpaLboByBaHHS L€l GyHKLT [U.AF]. Be3 noTpebu He 3aBuLLyliTe cuAy i piBeHb
crnpauboByBaHHA «Popcaxy Ayri», TOMY L0 Ha BE/IMKMX FPAHUYHUX 3HAYEHHSX, 0cOBA1BO
Mpwv 3BaptoBaHHi TOHKMMK eNekTpoAamu MeHLe @3,2 MM, Lie BM/IMBAE Ha CrpaLboBYBaHHA

DYHKLIT KAHTUNPUANNAHHS».
uvj

L

LA
MopsAA0K 3MiHU 3HaYeHHS By b-AKOT GYHKLITY MOTOYHOMY pexuMmi 3BapioBaHHA AMB. y N.6.1

3.4 OYHKLIA AHTUNMPUIMNAHHSA «ANTI-STICK»

Mpwn nouaTkoBOMY Mignani Ayrv eNeKTpos Moxe NpuannaTu (MpUxXonaoBaTmCs) 40
BUpoOy, LLbOMyY nepeLukogxatoTb 6arato GyHKLiN B anapari, ane Take MOXe CTaTUCS, Lo B
CBOIO Yepry Npu3BoOAMUTb CNOYaTKY A0 PO3XapPEHHS, a B MOAa/IbLIOMY i NCyBaHHA eN1eKTpoa.
Y Takii cuTyauii B AaHOMy anapaTi cnpaLboBye GyHKL i «KAHTUNPUANNaHHSA», BbyAoBaHa Ta
npautotoya B pexxumi P43 "MMA" nocTiHo, sika Yepes 0,6...0,8 cek nicns BUSBAEHHS LibOro
CTaHy, 3HWXYE 3BaploBasibHUIM CTPyM. TakoX Lie Moserlye 3BaptoBaibHUKY MOXIMBICTb
BiZLOKpPeM/ItOBaTU (BifprBaTH) eNeKTPOA Bij BUPOOY 6e3 pu3nky o6nanmtu oyi BUNagKoBum
nignanom ayru. Micns BiaoKkpeMaeHHs enekTpoa Big BMpoOy, npoLec 3BaptoBaHHS MOXe
6yTn 6e3nepeLKkoAHO NPOAOBXEHUN.

3.5 QYHKLUIA PEFY/IFOBAHHA HAK/IOHY BOJIbTAMIMEPHOI XAPAKTEPUCTUKU
Lis dyHKLis B nepLy Yepry npusHayeHa 415 3py4YHOro 3BaploBaHHSA eNekTpogamm
3 Pi3HMMM TUNaMWU NOKPUTTA. 3a 3aMOBYAHHAM HaxXW/ BOJbTAMMNEPHOI XapaKTepUCTUKM
-13- PATON ProMIG DC MMA/TIG/MIG/MAG
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[BAH] BCTaHOBAEHUIM Ha 3HAYeHHiI 1,4V/A WO BiANOBIAAE HANMOLINPEHILLUUM eNeKTPOAAM 3
pyTuaoBum Tunom nokputta (AHO-21, MP-3). [JAns 6inbw komdopTHOi poboTu
€/1eKTPOAaMu 3 OCHOBHUM TuMNom nokpuTTs (Y OHI-13/45, JIK3-70) He € 06oB's3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxua [BAH] Ha 3HaueHHs 1,0V/A. Y CBOIO yepry enekTpoam 3
uentonosHum tunom nokputta (LLL-1, BCLI-4A), HaBiTb BMMaratoTb BCTAHOBUTU Haxun
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npy UuUbOMY iHOAI HeObXigHO MiAHATM piBeHb
cnpauboByBaHHA GyHKL T «Popcax ayrm» U.AF g0 3HaueHHs 18V. [opsgoK 3MiHM 3HAUYeHHS
6yab-aKoi GYHKLiTy NOTOYHOMY pexuMi 3BaploBaHHA AMB. y M.6.1

3.6 ®YHKL IS 3BBAPFOBAHHA KOPOTKOIO AYIOlo

La dyHKLis ocobanBo akTyasibHa Npy 3BaprOBaHHI CTE/IbOBMX LWBIB, KOW NOTPiGHO,
wob He cuNbHO TArHysnacs 3BapioBasbHa Ayra. Jas uboro B anapaTi nepegbayeHa
MOX/IMBICTb BKIIOUNTU dyHKLito "KopoTka gyra" [Sh.A]y nonoxeHHs "ON". 3a ymoBYaHHSM
BOHa nepebysae y nosoxeHHi “OFF”. Mopagok 3miHWM 3HauveHHs ByAb-fKoi yHKLIT y
MOTOYHOMY peXMMi 3BapioBaHHA AMB. Y N.6.1

3.7 OYHKLIA BAIOKY 3HUXXEHHA HAMPYTMN XOJ1I0CTOrO Xo4y

Mpu npoBeAeHHi 3BaptoBa/ibHNX POBIT Y EMHOCTAX, LUCTEpHaX i TaM, Ae noTpibHa
nigBuLLEeHa cUCTeMa eslekTpobesnekn, Moxe ByTH akTMBOBaHa PYHKLLiSt SHUXKEHHS Hanpyru
XO0/I0CTOro Xoa4y.

Mpu BigpuBI enekTpoga Bif BMPObY Yepes 0,1 ceK Hampyra Ha kjemax fxepena
3HUXYETbCS J0 be3neyHoro piBHsA HMXYe 12B.

Jna Lboro HeobXigHUI 610K 3HUXKEHHS HaNPYry X0N0CTOro xoAy [BSn], skui € B
Wi Moaeni obnaZHaHHS, ase 3a 3aMOBYAHHAM 3HAXO04AUTLCA B MoaoxeHHi "OFF", To6To
BUMKHEHUWN, OCKiZIbKW BiZLOMO, LW,0 BKAOYeHH: Byab-aKoi no4ibHoi GyHKLiT Aewo noripLye
nianan ayru. MNopaAoK 3MiHM 3HauYeHHs Oyab-AKoi GYHKUIT Y MNOTOUYHOMY pexumi
3BaplOBaHHA AMB. y n.6.1

3.8 OYHKL I 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM

Lia dyHKUis npn3HaveHa A/19 NOJIErleHHs KOHTPOJIKO 3BapHOBaJibHOrO mpouecy y
NPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXKHbOIO, @ TaKOX MPW 3BaptoBaHHI KOJIbOPOBUX
meTanis. Bnave BigbyBaeTbca 6e3nocepesgHbO Ha NepeMmillyBaHHS PO3MN/1aBAEHOro MeTany
LIBa Ta Ha NepeHeceHHs Kpan/i y 3BaptoBasibHy BaHHY, a Lie Y CBOO Yepry Ha cTabisbHICTb
¢$opMyBaHHS LWBa Ta NPOLLeCy 3BaploBaHHSA. HWMMK CI0BaMU, Liei NpoLec NeBHOO Mipoto
3aMiHIOE pyXu pyKM 3BaptoBasIbHUKA, 0COBIUBO Lie BaX/IMBO Y BaXXKOAOCTYMHUX Micuax. Big
MPaBUAbHOCTI HaNaALITYBaHHA 3a1eXuUTb GOopMa Ta AKiCTb GOPMYBaHHS LWBA, WO 3MEHLLYE
MMOBIPHICTb MOSABWU MOP i 3MEHLUYE 3EPHUCTICTb CTPYKTYpW, WO Le 36iMbluye MiLHICTb
3BapHOro 3'€AHaHHA.

Ans peanizauii uiei ¢pyHkuil B anapaTi NoTpiBHO CMouYaTKy BKOUUTU PEXUM
nyabcauii ctpymy [Po.P] — nepesecTwn i3 ctany "OFF” y ctan "ON”, a Takox 3agaTh 4oTnpm
napameTpu: cTpym imnyabcy [LiP], ctpym naysm [l. PS], wactoty nyabcauii [Fr.P] Ta
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criBBiAHOWEHHSA iMnynabc/nay3a (abo «wnapysaTicTe») [dut]. 3a ymoBYaHHAM 4acToTa
nynbcauii [Fr.P] Ta «wnapysaTicTe» [dut] Ha HaMnowmpeHilmnx 3HaveHHsxX 5.0l Ta 50%
BignosigHo. Mpu 3MiHi napameTpa "WwnapysaTicTb" Big 50%, BHOCUTbLCA acMMETPIA MiX
4acoM iMMyJibCy CTPYMY i YacoM "naysun” cTpymy:

33 3aMOBYEHHAM

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

50% | 50% |§] 80% |_| | I 70% |§| |
o o

t,cex t,cex t,cex
JaHi napameTpun BCTaHOB/IOIOTLCA Y PI3HMX CUTYaLiIX NO-Pi3HOMY, Bi4NOBIAHO 40
BMMOT 3BaptoBasibHMKa. MOpAA0K 3MiHW 3HaueHHs ByAb-aKoT GyHKLiT y NOTOYHOMY pexuMmi
3BaploBaHHA AMB. y N.6.1

4. 3BAPIOBAHHSA B APTOHI (APT «TIG»)

APFOH

APrOHOBMHA
NANbHUK

Il

YBara! B siKOCTi 3aXMCHOr0 ra3sy BUKOPUCTOBYETbCS HAMYaCTILLe YUCTUIA aproH "Ar", iHoai
renin "He", a Takox ix cymil y pisHux nponopuisx. MNpukaag: aproH + renin "40% Ar+60%
He".
HE AOHYCKAVITE BMKOPUCTaHHA roptoumx rasis! BukopuctanHa iHwmMx rasis — aunwe 3a
MOrOAXXEHHSAM i3 BUPOOHNKOM 061aHAHHS.
Mopsaok niaroToBKM anapaTty 4o poboTu:
- BCTaBMTM Kabesib NajsibHUKa B THi340 Axepena B «-»;
- BCTaBUTK Kabenb Knemu «maca» B rHi3go gxepena A «+»;
- NPUEAHATU KAeMy «Maca» 4,0 BUpoby;
- BCTAHOBUTM peAyKTOp Ha rasoBuii 6aioH;
- NiAKJIOUUTU Fa30BUI LWAHT NasibHUKA 40 peAyKTopa rasoBoro 6asoHa;
- BiAKPUTW KpaH rasoBoro 6as10Ha, NepeBipUTU FrepPMETUYHICTb;
- MiAKNOUYUTU MepexeBUin kabenb 0 Mepexi X1BNEHHS;
- aBTOMATUYHMI BUMMKAY 12 Ha 33 Hill NaHeni nepeBecTu B NoaoXKeHHs "BKJT";
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- BMKOPMUCTOBYIOYM KHOMKY 4 BCTAHOBITb pexum 3BaptoBaHHA APl "TIG", pexumu
NnepemMmKaloTbCa No KoAy;
- 33 /LOMOMOT 00 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHUI NapameTp — CTPYM 3BapioBaHHS;
- Npu HeobXiAHOCTI MOXHa pery/oBaTM J0AaTKOBI YHKLIi 3BapioBasbHOrO npouecy,
NOpPSAAOK 3MiHN AMB. y N.6.1

YBara! lNMasibHUK aproHoBuit NoBuHeH OyTW BEHTUABLHOrO TUMy, 3 HaloOHeTHWUM
po3'eMoM @13MM. MakcuMmanbHWUIA CTPYM NajsbHUKA BubUpanTe 3a CBOIMM pobouMMM
BMMOramu.

YBara! HacTolo NoOMUAKOIO € 3aTOYYBaHHSA eNeKTPoAa «B FOJKy», Ayra npu Lbomy
Ma€E MOXAMBICTb BigXuaaTuca 3 6oky B 6ik. MNpaBU/bHUM 3aToOuyBaHHAM € 3/erka
MPUTYNJIEHWUIM KHOCUK» | YUM BiH MEHLLWM, (33 YMOBM LU0 BiH BUTPUMYE BCTAHOB/IEHWUI CTPYM)
TUM KpaLe. Mam'aTalTe, Wo Npyu BEMKUX CTPYMaX 3BapOBaHHS AyXe CU/IbHO 3arocTpeHnin
e/1eKTpoj, JIerko OMAaBASfETbCA Yepe3 Majsy Tennosigaady. Tak camMo «puUCKu» Bij
3aTOYyBaHHSA MOBMHHI pO3TalOBYBaTMCA B34,0BX OCi 1eKTPoja.

4.1.1 LK1 3BAPIOBAJIbBHOIO NMPOLLECY - TIG-LIFT

b —F

EuP dut

bl

LA

p—— F----

|
| LLP T=FrP PS5
| - N

| —

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

4.1.2 QYHKUIA NIANANY AYTU TIG-LIFT

List pyHkuis BCcTaHOBNEHa 3a 3aMOBUYYBaHHSAM Yy AaHil MoZeni Ta pospobaeHa Ans
Ma/IbHMKIB 3 KOHTAKTHMM Nignaaom Ayru, 6e3 BUKOPUCTaHHA OCLMANATOPIB Ta iH. NOAIBHMX
NPUCTPOIB, ane Ha BigMiHYy BiZ KNacM4HOro cnocoby, NOBHICTIO YCYBA€E yAapHUI CTPYM Mig
yac 3ananoBaHHA. JaHa ¢yHKLUis B pasuM 3MEHLWYE PYWHYBAHHS i NOTPanasiHHA B
3BaploBa/IbHUM LWOB BO/bGPaMOBOro eNeKTPOAa, WO € AyXe HEraTUBHUM IBULLLEM.

YBara!!! KopektHa poboTa paaHoi $yHKUiT BUMarae ouniieHHs BUpoby y Micyi
nignany ayru.

Cnocib 3acTocyBaHHS L€l PyHKLiT noNsirae B 4OTUKY eNeKTPOAOM 40 BUpoby, npu
LbOMY YTPMMYBaTW €/1eKTPOJ, B LibOMY MOJIOXEHHI MOXHa HeobmeXeHy KinbKicTb yacy, i
KO/ KOPUCTYBay BBaXaTMMe L0 FOTOBUIM 0 NOYaTKy 3BaplOBaHHSA (Hanpukaaz, onycTus
3aXMCHY MacKy Ha oui i obpe npoayB MicLe 3aXMCHUM ra3om) 4ocuTb noyati MOBIJIBHO
niZHiMaTV BICTPA 3aTOYEHOrO eneKTPoAa Bif BUPoby. AnapaT BU3HAYUTL LLe MOMEHT i
CripuiimMe MOro ik CMrHa 4,0 CTapTy NpoLLecy 3BaploBaHHSA, TUM CaMUM Mo4He 36inbluyBaTy
PATON ProMIG DC MMA/TIG/MIG/MAG -16 -
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3BapOBa/IbHWUI CTPYM 0 BCTAHOB/IEHOT O 3HaYeHHs. Ym Binblue ocHOBHUI pobounii CTpyMm,
TUM WBKUALWeE NOTPIGHO MiAHIMATK enekTpos, iHakle BiH oniaBuUTbCs. [0 onTUMasnbHOT
WBUAKOCTI BiAPUBY e/1eKTpoAa C/ij 3BUKHYTU. Hac niaBHOro 3poctaHHsa cTpymy [t.uP] ao
BCTAHOBJ/IEHOrO 3HAYEHHS MU PO3M/ITHEMO B HAaCTYMHOMY MYHKTI.

Mopsaok poboTu:
aBTOMATUYHWUI BUMMKaY 12 Ha 3aAHil NaHeni gxepena nepeBecTu y nosoxeHHs "BK/TY;
33 [JOMOMOroK KHOMKWM 4 BCTAHOBITb pexum 3BaptoBaHHA API "TIG" (pexumu
nepemMmnKaloTbCA Mo KOAY);
BCTAQHOBITb PYHKLiO KHOMKM nasbHuka TIG-LIFT. Ans uboro KHomnky 3 HeobXigHo
HaTMUCKaTW A0 MNosiBU Ha iHAMKaTopi «KHoMKa Ha manbHWKy» [But], Takox nopy4 byae
BKA3aHO NMOTOYHE 3HaYeHHs Liei GyHKLil, 33 4ONOMOrow KHoMok 2 BctaHoBuTH “LIFT”.
AKLL0 AOBro He pobuUTH HiAKUX AilA, anapaT Buige 3 Liel GyHKLii, MOXHA NOBEPHYTUCA TUM
Xe LWIAXOM, a fKLL,0 NepecTpUbHY AN HeobXiAHWI PeXnM KHOMKK, MOBTOPHO HaTUCKanTe
KHOMKY 3 — GYHKLii nepeMUKaloTbCs Mo KoAy;
- 3@ ZLlONOMOT 00 KHOMOK 2 BCTAHOBITb MOTOYHM OCHOBHWI NapaMeTp — CTPYM 3BaplOBaHHS;
3a noTpebu MoXHa peryaoBaTV AogaTkoBi GyHKLiT 3BaptoBasibHOrO npouecy (nopsaok
3MiHM AMB. y N.6.1).

4.1.3 LUK/ 3BAPIOBAJIbBHOIO MPOLLECY - TIG-2T
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MopsaAoK 3MiHM 3HauYeHHs Byab-AKoT GyHKLIT AnB. y N.6.1

Ans uboro pexumy 3Hagobutbcs npuabaTM okpemunii 610K 6€3KOHTaKTHOro
3anasitoBaHHA ayru (ocumnsitop). Mopsagok nigroToBky anapaTa 40 poboTH 3 ocLNASTOPOM
— iHAUBIAYasIbHUI i NOBMHEH BYTW ONMCaHWI B iIHCTPYKLLT 3 ekcnyaTauii 610Ky ocLumuasTopa.
Po3'eM KepyBaHHS BKJ/ILOYEHHSIM JXepena 3HaxoAUTbCS Ha 3ajHi MNaHeni Jgxepena
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3BaplOBa/IbHOro CTPYMy — BUKOPUCTOBYBATU TiIbki KOHTakT 1 i 2, HI B AKOMY PA3I He
nepenayTanTe 3 iHLWMMM KOHTaKTaMM — Lie MOXe Npu13BeCcTM 4,0 BUXOAY anaparta 3 saay!

YBara! Y pasi HEeBMKOPUCTaHHSA LbOro PO3'eMy, NpuKpuBanTe MOrO FYMOBWM
KOBMaykoM, o6 He byn0 3acMiYeHHs.

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

[AaHHbIe UMpOBOIA CBSI3N

(#) nuTaHve asuratens N
(-) NMTaHue aevraTens

(-) nuTaHwe asuratens

(+) nuTaHue aBuraTens

Micns 36upaHHs:

- yBIMKHYTU 6710k 6€3KOHTaKTHOrO Nignany Ayru (oCLUNaTop);

- aBTOMAaTUYHWUI BUMMKAY 12 Ha 33 HiW NaHeni Axepesa NnepeBecTy y nosoxeHHs "BK";

- 32 /JOMOMOrol0 KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHA AP[ "TIG" (pexumu
nepemMmnKaloTbCA Mo KoAy);

- BCTAQHOBITb QYHKLiO KHOMKM nanbHWKa TIG-2T — AnsS LbOro KHOMKY 3 HeobXigHo
HaTUCKaTW A0 NOSIBU Ha iHAMKATOPI «KHOMKa Ha manbHUKy» [But], Takox nopsaa byae
BK@3aHO MNOTOYHEe 3HaYeHHS L€l GyHKLiT. 3a 4ONOMOror KHOMOK 2 HeobXiAHO BCTAHOBUTM
3HayeHHa “2T". Akwo AOBro He pobUTW HifKWMX AiM, anapaTt Bunge 3 uiel dyHKLii.
MMoBEPHYTUCS MOXHA TUM € LWAAXOM, @ SKLWO MepecTpubHyan HeobXigHUM pexum
KHOMKM, MOBTOPHO HAaTUCKAMTe KHOMKY 3 - QYHKLLiT NepeMmKaoTbCs NO KOAY;

- 33 OMOMOrO0 KHOMOK 2 BCTAHOBITb MOTOYHMIA OCHOBHUIA NapaMeTp — CTPYM 3BaplOBaHHS;

- 33 NoTpebu MOXHa peryoBaTh J0AaTKOBI GyHKLi 3BaptoBabHOro npouecy (Mopsgok
3MiHM AMB. Yy N.6.1).

YBara! ManbHWK aproHoBMI MOBUHEH 6YyTW KHOMKOBOro TuUMy, 3 GalOHeTHWUM
po3s'eMoM @13 MM. MakCUManbHWN CTPYM NajbHUKA BUMOMpaMTe 3a CBOIMM poboummmu

BMMOraMu.

4.1.4 QYHKLIA KHONKU HA MAJIbBHUKY TIG-2T

LA dyHKLis KHOMKM KepyBaHHS 3aCTOCOBYETHCS JIMLLE 3@ HASBHOCTI 30BHILUHbOTO,
He3asiexxHoro 610ky 6e3KoHTaKTHOrO MiAgnany Ayru (ocuuasTop) 3 BOyA0BaHUM K/anaHoOM
rasy. lpoBig KHOMKW KepyBaHHS MajbHMKA MiAKAOYAETLCA 6e3nocepesHbO A0 LbOro
610Kky. MpU HATUCKaHHI KHOMKW Ha MajbHUKY CUrHaA KepyBaHHA HaaxoAuTb y 60k
OCLMNATOPA, AKUW BigNpaLboBye PyHKLiO Nepes-npoayBKM rasoM ti 30HM 3BapOBaHHS
(BiaKpMBaE KNanaH rasy) i i3 3aTPUMKOIO NOAAE CUMHAA Ha BKJIIOYEHHS AXepena cTpymy. A
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TAaKOX B LEM MOMEHT TMOAAE BUCOKOYACTOTHUM BUCOKOBOJIbBTHUM iMNyabC A
nignantoBaHHa Ayru. Jxepeno 3BaploBasibHONO CTPyMy BiAnpauboBY€E BCi iHLWI PyHKLT
(po3rnaHemMo 1X y HaCTYyMHUX MYHKTax) 3rijHO 3 LMK/IOM 3BaploBa/IbHOro npouecy,
HaBegeHoro Buuie. [licna BigNyCKaHHA KHOMKM AXepeno CTpymy BignpalboBy€E CBOI
byHKUiT, | no 3akiHYeHHi, caMOCTIMHO Bigk/o4aeTbcA. Bok ocumnsaTopa MOBUHEH
BignpautoBaTh yHKLUiO MicAs-npoAyBKM rasom t2 30HM 3BapiloBaHHA (i3 3aTPUMKOIO
3aKpWUTKM KNanaH rasy).

YBATA! Bnok ocuywmnstopa nosvHeH OBOB'A3KOBO maTu saHutor 3axucty
BMUXOAY iHBepTOpa 3 /ajy BiZ Npobolo BUCOKOBONLTHUM PO3PSIAOM, AKUIA BiH CTBOPIOE B
MOMEHT nignany Ayru. lNepes 3acTocyBaHHAM, faHLlOr 3aXUCTy NOTpibHO 060B'sA3KOBO
aKTMBYBaTW.

4.1.5 LK1 3BAPIOBAJIBHOIO NMPOLLECY - TIG-4T
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Mopsaok 3MiHM 3HauYeHHs By ab-aKol GyHKUIT AMB. y N.6.1

Ana uboro pexumy HeobxigHO 3ajiaTM okpemuit 610K 6E3KOHTaKTHOro
3anastoBaHHA Ayru (ocumnsTtop). MNMopsagok NiAroToBkM anapaTa 40 poboTu i3 30BHILWHIM
610KOM ocuMAsTOPa IHAWBIAYaNbHUI | NOBUHEH By TW ONMcaHWI B IHCTPYKLIT 3 excriayaTauii
6noky ocumnstopa. Po3'eM KepyBaHHSI BK/IOYEHHSIM JXepefa 3BaploBajibHOro CTpymy
3HaxX0AMTbCS Ha 3a4Hil naHeni axepesa. Cxema NigKAOYeHHSs Taka cama sk npu TIG-2T aus.
MYHKT 4.1.3.

Micns 36upaHHs:
- YBIMKHYTWN 610K 6€3KOHTAKTHOrO Nignanay Ayru (ocuuanTop);
- aBTOMATUYHWUI BUMMKAY 12 HA 33 HiW NaHeNi Axepena NnepeBecTy y noaoxeHHs "BK";
- 33 JOMOMOroK KHOMKM 4 BCTAHOBITb pexum 3BaptoBaHHA API "TIG" (pexumu

nepemMmKaTbCsa No KOAY);
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BCTAHOBITb PpYHKLLit0 KHONKM NasbHUKa TIG-4T, AN8 LbOro KHOMKY 3 HEOOXiAHO HAaTUCKATH
4,0 nosiBM Ha ekpaHi "KHonka Ha nanbHuky" [But], Takox nopyy byae BKasaHO MOTOYHE
MOJIOXKEHHS L€l PyHKL T, 33 ZOMNOMOroto KHOMOK 2 HEOOXiHO BCTAHOBUTU 3HaUYeHHs "4T".
AKLL0 A0Bro He pobuTHK HisIKUX Ail, anapaT BUige 3 uiel GpyHKLii. [loBepHYTUCA MOXHa TUM
Xe LWAXOM, a fKLW,0 nepecTpubHYIM HeOBXiAHMIN PEeXMUM KHOMKK, MOBTOPHO HaTUCKanTe
KHOMKY 3 — YHKLii nepeMUKaloTbCs No KoAy;
3a ,0NMOMOro0 KHOMOK 2 BCTAHOBITb MOTOYHMIM OCHOBHUIM NapameTp — CTPYM 3BapOBaHHS;
3a NoTpebu MOXHa pery/oBaTV A404aTKOBI YHKLiT 3BaptoBasibHOro npouecy (NopsAoK
3MiHM AMB. y N.6.1).

YBara! lManbHWK aproHoBWIi MOBWHEH OyTW KHOMKOBOro TuMy, 3 GaMoHEeTHWUM
po3'eMoM @13 MM. MakcuMManbHWIA CTPYM MajibHUKa BWbUpaWTe 3a CBOIMM pobounmMu
BMMOramm.

4.1.6 OQYHKLIA KHONKW HA NAJIbHUKY TIG-4T

Lis dyHKLiA KHONKKM KepyBaHHSA 3aCTOCOBYETHCS IMLLE 3@ HASIBHOCTI 30BHILLHBOIO,
He3asiexxHoro 610ky 6e3KoHTaKTHOrO Mignany Ayrv (ocunasTop) 3 B6yA0BaHUM K/1anaHoOM
rasy. lpoBig KHOMKW KepyBaHHS Ma/jibHMKa MigKAloYaeTbcs 6e3nocepesHbO A0 LbOro
6noky. PoboTa amapaTa mpu HaTUCKaHHI KHOMKW KepyBaHHS Ha NajibHUKY BifbyBaeTbCs
noAibHo go TIG-2T (AWB. NYHKT 4.1.4), afe € BiAMIHHOCTI: 1). Ha MOYaTKY 3BapPIOBAHHS, MOKM
YTPUMYETbLCA KHOMKA Nif, Yac NepLIoro HaTUCKaHHSA, Nicaa nepej-npojyBKu rasom ta 3oHu
3BaploBaHHA Ta BWMCOKOBO/IbTHOIO MNiZAMajtoBaHHA, Ha BWUXOAi Axepena cTpymy 6byae
NOCTiNHO NonepeAHin cCTpyM t2 (NiNoTHa Ayra), TiNbKW NiCAS BiANYCKAaHHA KHOMKM MOYHETHCS
MpoLLEeC HAPOCTaHHA CTPYMY i AXepeno Buinge Ha pobounii ctpym. Tob6To KHOMKY He Tpeba
yTpUMyBaTH Nig Yac poboyoro cTpymy, pyka 3BaproBajibH1Ka MeHLLEe HamnpyXyBaTUMeTbCs
npu TpWBa/iOMYy 3BaploBa/ibHOMY MPOLECi; 2). HanpUKiHLi 3BaptoBaHHSA, Micaa Apyroro
HaTUCKaHHA KHOMKW YMpPaBAiHHA Ha MNaJibHUKY, MOYMHAETLCA CMnaj CTPyMy JO PpiBHSA
3a/laHoro CTpyMy 3aBapku KpaTepa, i 4OKMU KHOMKa yTpUMYeTbes t3, cTpym nepebysae Ha
uboMy piBHi. Micns Apyroro BiANyCKaHHS KHOMKW, JXEpeno BifKAOYaeTbCs, a 610K
ocLMAATOPa MOBMHEH BiAMpaLtoBaTh CBOK YHKLUiO MicAS-NPOAYyBKM ra3om t4 30HM
3BaptoBaHHS (i3 3aTPMMKOIO BIAKIOUMTU K1anaH rasy).

YBATA! bnok ocyunatopa nosuHeH OBOB'A3KOBO mMaTu naHuor 3axmcTy BUXOAY
iHBepTopa 3 faAy Bi4 Npoboio BUCOKOBO/IbTHUM PO3PSAOM, SKMM BiH CTBOPIOE Mij Yac
3anantoBaHHs Ayru. lepes 3acTOCyBaHHAM JaHUOr 3axucTy noTpibHo 060B'A3k0BO
aKTUBYBaTW.

4.2 QYHKLIA NONEPEAHLOIO CTPYMY (MIJIOTHA AYTA)

Ua ¢yHkuis HeobxifHa AN 3py4YHOCTi KOPUCTYBaHHA Ma/fbHUKOM Mif 4ac
3anantoBaHHA Ayru. /l03BOIAE NOYMHATL MPOLLEC 3BAPIOBAHHSA 3 Ma/IMX 3HaYeHb CTPyMY,
3HAYEHHA AKOro /ML NIATPUMYE NPOLLEC, aJle He BHOCUTb CEPMO3HUX BK/IaJeHb TENAA i He
nponastoe BMpi6. MoxHa nonepesHbO MiAIrpiTM MicLe 3BaploBaHHSA y pasi BUKOPUCTAHHS
pexunmMy kHonku TIG-4T. 3a 3aMOBYyBaHHAM nonepegHi ctpym [Pr.A] BCTaHOBAEHO Ha
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piBeHb 20A. Mopsf 0K 3MiHM 3HaYeHHS: Oy b-aKOT GYHKL Ty MOTOYHOMY peXuMi 3BaproBaHHS
AvB.y n.6.1

4.3 QYHKLISA CTPYMY 3ABAPKU KPATEPA

Lis ¢yHkuia HeobxigHa ANA BM3HAYEHHS PiBHA, 40 AKOro Crajgae CTpyMm micas
3aKiHYeHHsi NpoLLecy 3BaploBaHHA, KU € HeObXiAHWUM A5t 3aBaploBaHHA KpaTepa y pasi
BMKOPUCTAHHA pexnmMy KHonku TIG-4T (npw Apyromy yTpUMaHHI KHOMKKM Ha NajbHWKY). 3a
3aMOBYYBaHHAM, CTPYM 3aBaptoBaHHA KpaTepa BCTAHOB/IEHO Ha piBeHb 20A. [TopsaA0K 3MiHM
3HaueHHs By b-aKoi GYHKLiTy TOTOUHOMY pexuMi 3BaploBaHHA AMB. Y N.6.1

4.4 DYHKLUIA NNABHOIO HAPOCTAHHA 3BAPIOBAJ/IBHOIO CTPYMY

Lia dyHKLis okpiMm eKOHOMIT pecypcy enekTpoa i B Aeskii Mipi camoro nasibHuKa,
Tak camMo HeoOXxigHa ANs 3pYyYHOCTI KOPWUCTYBaHHS MaJIbHUKOM. YCyBa€E YTBOPEHHS
MOYaTKOBOrO PO3MJIECKYBaHHS 3BaplOBa/ibHOI BaHHW, @ TaKOX 3@ BCTAHOBJIEHWM Yac
MNaBHOro HapocTaHHA cTpymy [t.UP], B pasi BUKOpUCTaHHA peXunMy KHOMKK Ha NajbHUKY
TIG-2T, MOXHa TOYHO HaBECTM MaJibHUK Ha HeobXiZHe MicLe 3BaploBaHHs, TOMY LLO MicLe
nignany Ayrv B ocobamBO BiAMOBiAaNbHWUX BUPOBax He 3aBXAWM 3HAXOAUTbCA B Micui
3BaploBaHHA. TakoX 3a AOMOMOrol AaHoi ¢yHKLil MOXHa nonepeAHbO NiAirpiTM Micue
3BapIOBaHHA. 3a 3aMOBYYBaHHAM BCTAHOBJ/IEHO 3HAYeHHA 0,3 cekyHAW. [opsAoK 3MiHM
3HaYeHHs By b-Koi GYHKLTy MOTOYHOMY peXMMi 3BaploBaHHSA A4MB. y N.6.1

4.5 OYHKL IS CNAAAHHS 3BAPIOBAJ/IbBHOIO CTPYMY

Lis dyHkuin HeobxigHa ANA MOKpalieHHs NpoLecy 3aBaploBaHHA kpaTepa, WO
YTBOPIOETLCA Mif, TUCKOM OCHOBHOro pob0o4oro cTpymMy 3BapioBanbHOI Ayriy, i Lel kpaTep €
3aposkoM AedeKTiB 3BaploBa/ibHOMO LWBA, WO € BKPal HeraTUBHUM siBULLEM. ToMy, 3a
BCTAHOB/IEHMI 4acC NAaBHOrO crnaZaHHs cTpymy [t.dn] MOXHa 3aBapuTW paKkOBUHY, L0
yTBOpMAacA. 3a 3aMOBYYBAHHAM BCTAHOB/IEHO 3HaYeHHA 0,3 cekyHAuW. [opaaoK 3MiHK
3HaYeHHs By b-5Koi GyHKLITy TOTOYHOMY pexXMMi 3BaploBaHHSA AMB. y N.6.1

4.6 QYHKL,IS 3BAPIOBAHHSA IMNY/IbCHUM CTPYMOM

Lsa ¢yHKuis npu3HaveHa AAs MOJErleHHs KOHTPOJIO 3BaploBa/sibHOro npouecy vy
NPOCTOPOBUX MONOXEHHSAX, BiAMIHHUX Bif HUXXHbOIO, @ TaKOX MPW 3BaptoBaHHI KONbOPOBUX
mMeTaniB. Bnauve BigbyBaeTbcs 6e3nocepesHbO HA NepeMillyBaHHA MeTasly pPo3r/aB/eHoro
WBa, a Le B CBO Yepry Ha cTabinbHicTb dopMyBaHHA WwBa. [1eBHOK MipoO 3aMiHIOE pyxu
PYKV 3BaptoBasibHMKa NpUW 3BapoBaHHi, 0CobMBO Lie BaX/IMBO Y BaXKOAOCTYMHUX MiCLLsIX.
Tak camMo 4acTKOBO BifOYyBaETbCA NMPUMYCOBMI BM/IMB HA MEPEHECEHHS Kpanai 3 ApoTy
NpMcaZKku B 3BaproBa/ibHy BaHHY. Big NpaBW/iIbHOCTI HanalwTyBaHHA 3an1exuTb dopma Ta
AKiCTb GOPMYBaHHSA LWBA, WO 3MEHWYE MMOBIPHICTb MOSABWU MOP i 3MEHLIYE 3EPHUCTICTb
CTPYKTYPH, a Le 36iabLIy€E MiLHICTb 3BapHOro 3'€AHAHHS.

[na peanizauii uiei yHKUil B anapaTi NoTpibHO cnoyaTKy BKAYUTU PexuM nysabcail
ctpymy [Po.P]—nepesectn i3 ctany "OFF” y ctaH "ON”, a TakoX 3a4aTh YHOTUpPW NapameTpu:
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cTpy™m imnynbcy [LiP], ctpym nayswm [l. PS], yactoTy nyabcauii [Fr.P] Ta cniBBigHOWeEHHS
imnyabc/naysa (abo «wnapysaTicTb») [dut]. 3a ymoBYaHHsIM YacToTa nysbcauii [Fr.P] Ta
«wnapysaTicTb» [dut] Ha HaMMoLwWMpeHiWmnx 3HaYeHHsX 10.0l 1, Ta 50% BiANOBiAHO. [P 3MiHi
napameTpa "WnapysaTicTb" Bij 50%, BHOCUTLCA aCMMETPIA MK YacOM iMMy/bCy CTPYMY i
yacom "naysu” cTtpymy:

33 3aMOBYYBAHHAM

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

50% | 50% I%] 80% |_| |_| 70% Iél |_

t,cex t,cex t,cex

JaHi napameTpu BCTaHOB/IOIOTLCA Y PI3HMX CUTYaLLIAX NO-Pi3HOMY, Bi4NOBIAHO 40
BMMOT 3BaptoBasibHUKA. [TOpSAOK 3MiHM 3HaueHHs 6yAb-aKoi GyHKLiT y MOTOYHOMY pexuMmi
3BaploBaHHA AMB. y N.6.1

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

HAMNIBABTOMATHYHWA
NANBHUK

BHUPIB

YBara! B sikocTi 3ax1McHOro rasy npv 3saptoBaHHi YOPHUX MeTasliB y HAMMPOCTiloMy
BUMAZKY 3aCTOCOBYETbCA Byraekucan ras "CO2", a npu 3BaptoBaHHi aMtOMiHIl0 — TiNbKK
iHepTHi rasm Tuny aproH "Ar", iHogi reni "He", ans HepXaBiloUMX Ta BUCOKOEroBaHUX
CTasiei 4acTo 3aCTOCOBYIOTHCS CyMilli B Pi3HMX Nponopuisx, Hanpukaaz 80% "Ar" + 20%
"CO2". BUKOPUCTaHHS iHLWMX — rasiB JIMLLE 3a NOroAXeHHAM i3 BUpobHMKOM 0b1agHaHHS.

YBara! Tak sik anapat obs1agHaHuUl CTaHAAPTHUM po3'eMom KZ-2 Tuny "€EBPO" ans
na/ibHUKa, TO B MOAabLIOMY MOXHa NpuADBaTH NaNbHUK Ha BJACHUI po3cCy .

MopsigoK NigroToBKM anapaTy 40 poboTY Npuy 3BaplOBaHHi CyLLiIbHUM ApOTOM:

- BCTAaHOBUTW J>Kepeno 3BapioBa/IbHOrO CTPYMYy Ha OCHOBY MexaHi3My nogadi ApoTy, AAs
KpaLLoi XXOPCTKOCTI OXONiTb | 3aTArHITb peMeHeM JXXepesio Ta OCHOBY (Yepe3 OTBOpU Y
BUTAAI WifVH 3 6OKiB Axepena). PeMiHb NOCTaBASETLCSA Y KOMMIEKTI;

- nigknounTn Kabenb ynpasniHHa Big 610Ky nogaui 4poTy 40 po3'eMy 18 Ha 3a4HiN NaHeni
AXepena;
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NnpueaHaTK kabenb «Maca» y rHi3go B «-» gxepena ctpymy;

NpUEAHATM 3aTHUCKAY «Maca» 40 BUPOby;

LWITEeKep CMI0BOro CTPyMy 610Ky moAadi ApOTy NPUERHATU A0 THi3Aa gxXepena A «+»;

MPUEAHATM Ta MPUKPYTUTU A0 YNOpY 3BaplOBa/ibHUM HaMiBaBTOMaTUYHUIM MajbHUK A0

rHi3Aa 11 Ha 610 noAadi ApoTy;

BCTAHOBUTW peAyKTOP Ha ra3oBui 6asoH i3 3axucHum rasom "CO2" abo "Ar+CO2";

NiAKAOUNTN Fa30BUIA WAAHT A0 peayKTopa rasosoro 6asoHa Ta WTyLepa 21 Ha 3a4Hin

naHeni 610Ky nogavi ApoTy;

BIAKPUTM KpaH razoBoro 6a/10Ha, NepeBipUTN FrepMETUYHICTb;

NigKAOUNTN MepexeBui Kabesb Axepena 40 Mepexi XM1BAEHHS;

KHOMKY/aBTOMaTUYHUIA BUMMKAY 12 Ha 3a4Hil NaHeni gXepena nepeBecTy Y No0XKEHHS

"BK";

- 32 J0MOMOrol0 KHOMKMK 4 BCTAHOBITb pexum 3BaptoBaHHa HA MIG/MAG (pexumu
nepemMmnKaloTbCA Mo KOoAy);

- 33 /JOMOMOT O KHOMOK 2 BCTAHOBITb NOTPiIOHY HanNpyry 3BaploBaHHS;

BCTAHOBUTM KOTYLLKY i3 4pOTOM HeobxigHOro giameTpa;

NiAHATY BrOpy KOPOMMCO NPUTUCKHOMO POJINKS;

3aBeCTU Bi/IbHUM KiHellb APOTY Yepes BXiZAHWUIM KaHa/l 20 Yy 3BaploBa/ibHUM NabHUK;

OMyCTUTM Ta 3aTUCHYTU 3BaPIOBAJIbHUIN APIT M POAMKAMMW, 3YyCUAAS MPUTUCKAHHS

PO/IMKIB HaMWCaHO Ha MACTMKOBIA pyuyli, AKWO HEAOCTAaTHbO AOCBiAY, TO CMOYaTKYy

BCTAHOBUTU Ha CepesHE NONOXEHHS (NpMbM3HE 3HaYeHHS 3);

3a ,0NOMOr0Ot0 KHOMOK 8 BCTAHOBITb HEOOXiAHY LWBMAKICTb NOAAYi APOTY;

3a 40NOMOrOl0 KHOMKM 7 NPOTArHYTU APIT Yepes BeCb KaHa i BijperyatoBat ocTaTouHe

3yCUMANSA MPUTUCKAHHS POAMKIB BIAMOBIAHO A0 PeKOMeHAALiN WoAO0 NpPOBEAEHHS

HaniBaBTOMaTMYHOrO 3BaptoBaHHA. [pK LbOMY 3BepHiTb 0Cc0bAMBY yBary Ha 3ycuans

3aTUCKAHHSA rasibMa KOTYLIKW, KOTYyLIKa NOBUHHA ByTW MiHiMasbHO-HEObXiAHO 3aTUCHYTA |

nerko obepTaTucs, ane MMMOBI/IBHONO PO3KPYYyBaHHS He noBuHHO ByTu. YBATA! fkuwo

ra/ibMiBHUI MEXaHI3M KOTYLUKM HeMpaBW/IbHO 3ibpaHunit, TO BiH MOXE «CaMO3aTAryBaTUCA»

npu obepTaHHi KOTYLUKM, WO Yepe3 KOPOTKUWA Yac MpusBeze A0 MOBHOro 6/10KyBaHHS

APOTY 3 MOPYLUEHHSIM NPOLLecy 3BaploBaHHS, ToMy, byab sacka, nepesipTe Lel MOMEHT

nepes nepLuioto 3anpaBKoto 4POTY;

- Mpu HeobXifHOCTI MOXHa pery/aoBaTh 40AaTKOBI GYHKLIi 3BaptoBasibHOrO MpoLecy Ha
Axepeni Ta 6aoui nogavi 4poTy (NOPSAOK 3MiHW AMB. Y 1.6.1).

He 3abyBanTe npo nogayy 3axucHoro rasy! Jns nepeBipku MOro HAasBHOCTI B KaHaAi
nasbHWKa Ha anapaTi nepesbayeHo KHOMKY 9, B MOMEHT HATUCKAHHS sKOI ApiT He
noAaetbcsa. Akwo By HoBavyok i HeMae A0CBIAY B HaNaWTYyBaHHI ONTUMAaJbHOMO TUCKY AAA
3BaploBaHHA KOHKPeTHOro BMpoby, TO CnoyaTKy TWUCK rasy MOXHa BCTaHOBWUTM bisblie
ONTMMA/IbHOTO 3HauyeHHs1 ~0,2Mlla, ue Masno BM/MHE Ha MpOLEC, TibKM 36inblUNTbCS
BUTpPATa 3axXMCHOro rasy. Ane B ManbyTHbOMY, A/ €KOHOMIl, KepyMTecb 3arajibHUMM
PEeKOMEHAALISIMU OO 3BaptoBasjibHUX pobIiT HanmiBaBTOMaTaMu. TakoX MoYMHaWTe i3
CepefHbOro 3HaYeHHA WBUAKOCTI Mogadi ApoTy (~4...6 M/XB) Ta cepeAHbOI HaMpyru Ha
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axepeni (~19B) npu 6yab-aKkomy giaMmeTpi BCTaHOBAEHOro ApoTy (J0,6...1,2MM), LLe MOXe
He ONMTWMaJ/IbHO, aje armapaT MoBMHeH Bxe BapuTu. LLlo6 gocartu kpaworo pesynbTaTy,
noTpibHO perysnoBaTW Hampyry Ha Axepesi KHOMKaMW 2 i WBMAKICTb nogadi ApoTy
KHomkamu 8 Ha Osoui nogaui BIAMOBIAHO A0 3arajbHUX PpekOMeHAauil WoAo0
3BaploBa/IbHOrO rMpouecy HaniBaBToMaTamu. [lam'siTaiiTe, A1 KOXHOIMO KOHKPETHOro
BMMNAAKY Lii NTapamMeTpu € PisHUMH.

5.1 LK1 3BAPIOBAJIbHOIO NMPOLECY - MIG/MAG
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Mopsgok 3MiHM 3HaYeHHs by A b-AKoi GYHKLIT AMB. y N.6.1.

5.1.1 QYHKLUIA KHONKW HA NAJIbHUKY - 2T

3aCTOCOBYETLCS MPU 3BAPIOBaHHI KOPOTKUX Ta CEpPeAHbOI AOBXUHU WBiB. QyHKL N
NOJIAra€ B HACTYMHOMY: MPU HAaTUCKAHHI KHOMKM Ha NaslbHUKY CUFHaA KepyBaHHSA HAAXOANTb
y 6710k KepyBaHHS, BiANpaLboBYeTbCS GYHKLiSA Nepes-npoyBKN ra3oM 30HU 3BaplOBaHHS
3a yac [t.Pr] (BiaKp1BaETbCA KAaNaH rasy), Aani NOAAETbCA CUTHAA Ha BKIKOYEHHSA JXepena
3BaplOBa/IbHOrO CTPYMY | ABUTYHA MEXaHi3My MoAadi ApoTy. 3 LLbOro MOMEHTY NOYMHAETHCA
npoL,ec 3BaptoBaHHS, 04HOYACHO BiJNpPaLbOBYETHCS GYHKL A NIaBHOr0 BUXOAY Ha PEXUM
3BaploBaHHA 3a vac [t.UP], a TakoX MOXyTb BigNpaLboByBaTUCS A0AATKOBI (yHKLT
(Hanpuknaa, iMAyAbCHUI pexuM), BCe Le 3riZHO 3 LMK/JIOM 3BaploBasjibHOro npouecy
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HaBeAEeHOoro Ha Lukaorpami n.5.1. Micas BignyckaHHSA KHOMKW BignpaLboByeTbCs GyHKL s
MAaBHOrO CMaZaHHA CTPyMy Ta LWBWAKOCTI noAadvi ApoTy 3a uac [t.dn], noTim Axepeno
BUMMKAETbCA. Jlani BignpaLboByeTbcs GyHKL s NiCAS-NPOAYBKM ra30M 30HM 3BaplOBaHHS 3a
yac [t.Po] (i3 3aTpMMKOIO 3aKpMBAETHLCA K/1anaH rasy).

5.2 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 4T

T ™ D
<
D [ ‘ I I
| \ | |
| ‘ | |
| \ | |
| | | | —
=] | y | [ t,cex
o EPr'EuP If:!:fl'l { EPao
e} | L | \
| | |
| | |
| | \
[ | ! o
: : } t,cex
AY | duk bdn
| | \
| | \
[P== == =S \
| | \
| |w (P T=[FrP uP5 | |
| | |
| | -
t,cex

MopsAoK 3MiHW 3HaYeHHs By ab-AKoT GyHKLIT AMB. y N.6.1.

5.2.1 OYHKLIA KHONKU HA MAJIbHUKY - 4T ta anbT.4T
a) CBITOBWM CTaHAAPT PeXUMY KHOMKU — 4T
6) abTepHATUBHUM PEXUM KHOMKW - anbT.4T

3aCTOCOBYETLCA MpY 3BaploBaHHI AoBrux WeiB. OyHKLiA NoAAra€ B HaCTYMHOMY:
MpU NeplioMy HaTUCKaHHI KHOMKW Ha MajibHUKY CUrHan KepyBaHHS HaaXoAauTb y 610k
ynpaB/iHHA, BiANPaLbOBYETbCA O YHKLiA MNepes-npogyBKM rasoM 30HM 3BaplOBaHHSA
(BiAKPWMBAETLCA KMaNaH rasy), Nicaa nepworo BigMyCckaHHA KHOMNKM NOAAETLCA CUMHAN Ha
BK/IIOYEHHSA J)Kepena 3BaptoBa/IbHOro CTPYMY i ABUIyHa MexaHi3My nogadi 4poTy. 3 1boro
MOMEHTY TMOYMHAETLCA NpoLec 3BaptoBaHHA. OfgHOYAacHO BiANPaLbOBYETHCA GYHKLiS
N/IaBHOI 0 BUXOAY Ha PeXMM 3BapioBaHHSA 3a Yac [t.uP], a TakoX MOXYTb BiAnpaL,boByBaTMCA
AogatkoBi  GyHKUiT (Hanpuknag, IMNy/AbCHUA pexum), BCe Le 3rigHO 3 LWKIOM
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3BaploBa/IbHOr0 Mpouecy HaBeAeHOro Ha uukaorpami n.s.2. ficna 4pyroro HaTUCKaHHSA
KHOMKW Ha naJibHUKY, BIiAMNPaLbOBYETbC YHKLif MAaBHOro crnajaHHa Hanpyru Ta
WBMAKOCTI NoAadi ApoTy 3a yac [t.dn], noTim Axepeno cTpyMy BUMMKAETHCS.

Micns Apyroro BiANyCKaHHA KHOMKM BiAMNpaLboByeTbCst GYHKU A NiCAA-NPOAYBKM
ra30M 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpUMKOIO 3aKpUBAETLCA KNanaH rasy).

B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTema Nponyckae Apyrun TakT
(neplwe BigMyCKaHHA KHOMKW), LLUM i BIAPI3HAETLCA Bif CBITOBOro CTaHAapTY 4T. MNoAcHMMO:
B faHOMy BMNajKy CMCTeMa He 4YeKaE NepLioro BifMyCKaHHA KHOMKW Ha MasbHUKY, a
MOMEHTa/IbHO Micas BiAnpaLtoBaHHA QYHKLIT nepes-npogyBKun ra3oM 30HW 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YrM — Lie aHaN0M4yHO AK B pexXumi KHonku 2T.
Mpu ubOMy MicAA MeplIoro BiAMNyCKaHHS MpoLec 3BaptoBaHHA TpuBae 6e3 3MiH. JaHui
PeXUM HagaeTbcs komnaHieto PATON sik 60HYCHMIA, BUKOPUCTOBYBATM TiIbKM 3@ 6axkaHHAM,
OCKiNIbKM BiH 6i/bLU 3BUYHWIA 3 NOrA84Y biNblL 4HaCTOrO BUKOPUCTAHHSA KNiEHTaMu pexxumy 2T
Y KNaCMYHUX HaniBaBToOMaTax, 6i/bL iHTYITUBHO 3pO3yMianiA.

5.3 QYHKUIA IHAYKTUBHICTb

Lis ¢yHKkuia HeobXigHa ANA 3MIHW LWBWAKOCTI HAPOCTaHHS CTPYMY MpWU 3MiHi
Hanpyru Ayru. B pesysnbTaTi 3MeHWY€ETbCS po3bpU3KyBaHHSA, ajse Le TakoX Br/MBaE Ha
npouec KpanaanepeHocy, Wo NpM3BOAUTL Ha BUCOKUX 3HAYEHHSAX CTYMEHS iHAYKTUBHOCTI
4O YMOBINbHEHHA MpoLecy 3BaploBaHHA Ta CWIbHOMO 3MEHLUEHHA 4acToTW MepeHocy
Kpanesib. 3MiHIOIOYM 3HAYeHHs Ui€l O YHKUi, KOXeH KOpuUCTyBay Moxe BMGpaTy
ONTUMa/IbHUI NPOLLeC 3BaplOBaHHA. B 0OCHOBHOMY MiHiMasibHi 3HaYeHHS 3aCTOCOBYIOTLCS
AN19 3BaplOBaHHS TOBLWWH bisiblue 3 MM, @ MaKCMMaslbHi 3HaUYeHHS 411 TOHLWMX BUPO6IB.

3a 3aMOBYYBaHHAM, IHAYKTMBHICTb BCTAHOB/JEHa Ha 3HayeHHi “OFF”, T06TO
BCTQHOBJ/IEHA HA HY/IbOBOMY CTyrneHi. [Mopagok 3MiHM 3HayeHHA 6yab-akoi ¢yHKuiT y
MOTOYHOMY peXxrMi 3BaptoBaHHA AMB. y N.6.1.

5.4 OYHKLU IS NEPEA-NPOAYBKU 3AXNCHUM FTA30OM

Lis $yHKuis HeobxigHa ANS 3aXWUCTy 30HWU 3BaplOBaHHA Bij LWKIAIMBOIO BR/MBY
aTMocdepHOro noBiTps | NOAsra€e y nornepesHbLOMYy MNPOAYBaHHI 30HM 3BaplOBaHHS
3aXMCHMM Fa3oM nepe/ 3ana/itoBaHHAM 3BaptoBasIbHOI Ayrn. 3a 3aMOBYYBaHHAM Yac nepej-
npoayBKku [t.Pr] BCTaHOBAEHO Ha 3HAYeHHi 0,1 CeK., Lie 3HAYeHHS MOXHa B 6yAb-sKuM
MOMEHT 3MiHUTU Ha CBil po3cya. MNopsgok 3MiHM 3HaUYeHHs 6y ab-aKoT yHKLiTy NoToYHOMY
peXu1Mi 3BaptoBaHHsA AMB. Y N.6.1. BukopucToBylTe npaBuii iHAMKATOp 610Ky nogadi 4poTy.

5.5 QYHKLUIA NICNA-NPOAYBKU 3AXUCHUM FA30OM

La odyHKuis nonsrae B nozganblWoMy MNPOAYBaHHI 30HWM 3BapiOBAHHSA 3aXUCHUM
ra3’om nicia 3racaHHs 3BaploBaJ/IbHOI AYrW, OCKiIbKM po3neyeHa 3BaploBasibHa BaHHA Wwe
ZAeskui yac 60iTbca WKiAIMBOro BNAMBY aTMOCHEPHOro NoBiTPs. 3a 3aMOBYYBaHHSAM, 4ac
nicns-npoaysku [t.Po] BCTaHOBAEHO Ha 3HAYeHHS 1,5 CeK., Lie 3HaYeHHs MOXHa B By b-akuii
MOMEHT 3MiHWUTW Ha CBil po3cyy. MopsagoK 3MiHK 3HaYeHHs By ab-aKoi GYHKLiTy TOToYHOMY
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peXxwuMi 3BaploBaHHs AMB. y N.6.1. MoXHa BUKOPUCTOBYBATH NiBUI iHAMKATOP AXepena Ta
npaBui iHgMKaTop 610Ky noAadi A4poTy.

5.6 OYHKUIA HAPOCTAHHA HANPYIU/WULBUAKOCTI MOAAYlI HA MNOYATKY
3BAPIOBAHHA

La ¢yHkuyia HeobxigHa A/ns NAABHOTO BUXOAY Ha PeXMM 3BaploBaHHA 3a
BCTQHOB/eHWM 4ac [t.UP], WO 3MeHWye po3nieckyBaHHs 3BaptoBasbHOI BaHHM Ta
pO36pU3KyBaHHA B MOMEHT MiANany, KOAWU APIT e XON0AHWN. 36iblUeHMI Yac NAaBHOMo
BUXOAY 3aCTOCOBYETHCS /15 NOYAaTKOBOro GOPMYBaHHS BaHHW.

YBATA! Yum 6inblumii 4ac HApOCTaHHS — TUM MEHLUMIA NOYaTKOBUI NpoBap, TOMY
3aCTOCOBYETLCS Ti/bKM A5 CepeAHiX Ta AOBrux LWBIB. 3 Li€i NpUYMHM He noTpibHO
36inbLyBaTH Yac binblue 0,1 cek. NPV 3BaprOBaHHI TOYKaMM TOLLO.

3a 3aMOBYYBaHHSM, 4aC HApPOCTaHHS BCTAHOBJIEHO Ha 3HauyeHHi “OFF”, TobTo
BUMKHeHO. MopsiA0K 3MiHW 3Ha4YeHHs By b-AKoT GYHKLiT Y MTOTOYHOMY pexuMi 3BaploBaHHs
AvB.yn.6.1.

YBATIA! [py 3BaptoBaHHi CTafeBMM 4POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni mae
6yt abo piBHuM, abo Tpoxu MeHwe HiX Ha 6soui nogaui gpoty. Mpwu 3BaplOBaHHI
a/IIOMIHIEBMM A POTOM Yac HapocTaHHs [t.uP] Ha gxxepeni Ma€ 6yTn binblumm (+0,2..+0,5 cek.)
HiDXK Ha 610 moAadi ApoTy.

5.7 OYHKLUIA CNAAAHHA HAMPYTU/LUBUAKOCTI NOAAUYI B KIHLLI 3BAPKOBAHHSA

Lis dyHKuUis npy3HaYeHa A5 NIABHOMO 3aBapioBaHHSA KpPaTepa, Lo YyTBOPIOETLCS B
3BaploBa/IbHIM BaHHI NiJ Ji€l0 €1eKTPOMarHiTHOro AyTTa e/eKTPUYHOK Ayrol i B
noZanblUOMy € AxepesoM AedeKTiB 3BaptoBasibHOro Wea. CUrHasom Ao noyaTky GyHKLIT €
BiZiNYCKaHHA KHOMKM Ha Ma/ibHMKY B KiHL,i NpoL,ecy 3BaptoBaHHS, Npu LibOMY pyX NajibHMUKa
HeoOXiZ4HO MPUNUHWUTK | 3aBaproBaTU AMKY (Le i € KpaTep) y 3BaptoBasibHOMY LWBI. 3a
pery/itoBaHHs NJ1aBHOCTI LbOro NpoL,ecy BiANOBiAaE Yac cnagaHHs Hanpyru [t.dn]y axepeni
3BaploBasIbHOTrO CTPYMY, i Yac CMajaHHs WBWAKOCTI nogadi ApoTy [t.dn] 6aoky nmogaui
ApoTy. s kopekTHOI poboTw Lii 3HaYeHHs MatoTb 36iraTucs. 3a 3aMOBYYBaHHSAM, 3HaUYeHHS
BCTAQHOBJ/IEHO Ha 0,1 CeK., TOHTO PaKTUYHO MOXKE BUMKHEHO. L|e 3HaUeHHs MOXHa 3MiHIOBaTK
Ha CBill po3cya, NOpsAOK 3MiHM AMB. y M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM ApPOTOM yYac crnagaHHsa [t.dn] Ha gxepeni
cTpyMy Mae 6yt abo piBHuM, abo Tpoxu binble Hix Ha 6aoui nogadi apoty. lMpu
3BapIOBaHHi a/IlOMIHIEBUM APOTOM Yac cnagaHHs [t.dn] Ha gxepeni mae 6yTn MeHWUM (-
0,3...-0,7 CeK) Hix Ha 6oL nogayi 4poTy.

5.8 DYHKL,IA 3BAPIOBAHHSA IMMY/IbCHO-MOAY/IbOBAHOIO HAMPYIOLO

Lis dyHKuUis npyM3HaveHa A8 NOJErWEHHS KOHTPOJIO 3BaptoBaibHOro npoLecy y
NPOCTOPOBUX NMOJOXEHHAX, BiAMIHHUX BiZ HUXKHLOIO, @ TAKOX NPV 3BapIOBaHHI KOJIbOPOBUX
meTanis. Bnave BigbyBaeTbcA 6e3nocepesgHbO Ha NepeMmillyBaHHS PO3MN/1aBAEHOro MeTany
LB, L0 B CBOI Yepry BM/MBaE Ha $opmy LWBa. A TaKOX BifOyBaETLCS NPUMYCOBUIA BNANB

-27- PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

Ha NepeHeceHHs Kpani y 3BapioBasibHy BaHHY, L0 B CBOIO Yepry Br/MBaE Ha CTabisbHICTb
npouecy. fK i B iHWINX BUAaxX 3BaploBaHHs, Liei npoLec NeBHOK MipOO 3aMiHIOE PyXU pyku
3BaptoBa/ibHMka. Oco6MBO Lie BaX/MBO NMPW 3BaploBaHHi Y BaXKOAOCTYNHMX Micuax. Big
MPaBUALHOCTI HaNaWTyBaHHSA AaHOi GyHKUiT 3anexunTb He Tinbkn ¢popma, a M SKiCTb
¢dopMyBaHHS LWBa, TOHTO 3MEHLLYETLCA MMOBIPHICTL NOSBM MOP | 3MEHLLYETHCSA 3€PHUCTICTb
CTPYKTYpPW, WO Lie 36inbliy€e MiLYHICTb 3BapHOrO 3'€AHaHHS.

Ans peanizauii uiei yHkuil B anapaTti NoTpibHO cnoyaTky YBIMKHYTU pexum
nyabcayii Hanpyru [Po.P] — nepesecTn 3i ctaHy "OFF” y ctaH "ON", a TakoX 3a4aTh 4OTUPH
napameTpu: Hanpyra iMmnyabcy [u.iP], Hanpyra naysu [u. PS], yactoTy nyabcauiv [Fr.P] Ta
cniBBiAHOWEHHSA iMNybc/nay3a (abo «wnapyBsaTicTb») [dut]. MoyaTkoBO, YacToTa Ny Abcawii
[Fr.P] Ta «wnapysaTicTb» [dut] BCTaHOB/AEHI HA HaWNOWMPEHiLLMX 3HaYeHHsX 200l Ta 7%
BiAnoBigHo. Mpu 3MiHi napameTpa "wnaposicTb" Big 7%, BHOCUTLCA We inblia acumeTpis
MiX 4aCoM iMNyAbCy CTPYMY i 4acom “naysun” cTpymy:

3a 3aMOBYYBaHHAM

"wnapysaTictb" [dut] = 7% " wnapysaTicTb" [dut] = 2% "wnapysaTicTb" [dut] = 15%
UV, (TRY; uVv,
la 93% |£| 93n H og% |£| 98% | & | 85% | 3 | 85%

t,cek t,cek t,c—efk

JaHi napameTpu BCTAHOB/IKOKOTLCA Y Pi3HUX CUTYaLLifX NO-Pi3HOMY, BiNOBIAHO A0

BMMOT 3BaptoBasibHMKA. MOpAA0K 3MiHM 3HaueHHs ByAb-aKoT GyHKLiT Yy NOTOYHOMY pexuMi
3BaplOBaHHA AMB. y n.6.1

5.9 OYHKL 19 BKJFOYEHHA BUMKHEHHA ABUTYHA
Lle soaaTkoBa GyHKLiA 415 MOXJ/IMBOCTI BUMKHYTU poboTy ABUryHa. BoHa moxe
He By T B MEHIO, TaK fIK 33 HAaIBHOCTI 3B'A3KYy MiX 610KaMV1 ynpaB/liHHA, anapaT cam npuiimMae
pilleHHSA NPO BKNIOYEHHA Ta BUMKHEHHS BUIyHa B KOHKPETHOMY peXuMi 3BaptoBaHHS.
YBATA! [lna npaBuabHoOi po60TY HaniBaBTOMATa Liel NapaMeTp NOBMHEH 3aBXAMN
6yTr B nosoxeHHi «ON».

6. HAJIALUTYBAHHSA ANAPATY

B cTaHzapTHOMY CTaHi (KO/M A0 KHOMOK Ha MepejHil NaHesi He TOpKalTbCs),
anapaT Ha eKpaH JXepena 3BaploBajibHOrO CTPYMy BMBOAUTbL 3HAYEHHA OCHOBHOIO
napameTpa NOTOYHOrO PexnMy 3BaploBaHHS:
1) y pexxumi P43 "MMA” — 3BaptoBasibHUIN CTPYM;
2) y pexumi APT “TIG" — 3BaptoBa/ibHUI CTPYM;
3) y pexxumi HA "MIG/MAG"” — 3BaptoBasibHa Hanpyra.

Ha niBomy ekpaHi B MoMeHT 3BaptoBaHHst HA “MIG/MAG" Big06paxaeTbCs MOTOUHe
3HaUYeHHSA CTpPyMy, WO BUMILWIO B pe3y/bTaTi HACTYMHWX GakTopiB: AiaMeTpa ApOTY, WO
BMKOPUCTOBYETbCH, BCTAHOBJ/IEHOTO 3HAYEHHA HAMPyrn Ha AXepeni, BCTaHOBAEHOI
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WBMAKOCTI Mojayi APOTy Ha MexaHi3Mi nogadi, BUKOPUCTOBYBAHOrO rasy, martepiany i
TOBLLMHM BMPOOY, WO 3BapIOETLCS i i T.A4. 3HAUYEHHS MOKAa3yEeTbCA NPOTAroM 8 cek. micas
3aKiHYeHHSI 3BaploBaHHSA — Le MOTPIOGHO A1 MOX/IMBOCTI CaMOCTIMHOI NepeBipkn CTPyMy
3BaptloBasibHMKOM, 6€3 CTOPOHHBOT AOMOMOrK. A Ha ekpaHi MexaHi3My nogadi 3 npaBoro
6oky B ubomy pexumi (HA "MIG/MAG") BUBOAWNTBLCS 3HAYEHHS WBUAKOCTI MOAadi APOTy B
"m/xB".

KHonka 3 Ha nepegHilt naHeni anapaTa Bignosigae 3a Bnbip byHkuUii gxepena B
MOTOYHOMY peXMMi 3BaplOBaHHS, @ KHOMKa 10 3a BUbip ¢yHKLiT 610Ky Nogavi B pexumi
MIG/MAG.

KHonka 4 Ha nepeZHilt naHeni BiANoBiAaE 3a BUGip peXxMmy 3BaptoBaHHs.

KHonku 2 Ha nepeaHin NaHeni Axepena CTpyMy BiANOBiAaOTb 3@ 3MiHY MOTOYHOIO
3HaYeHHA Ha eKkpaHi 3/iBa.

KHonku 8 Ha nepeaHin naHeni 610Ky nogaui BiANoBiAalOTb 3@ 3MiHY NMOTOYHOro
3HaYeHHs Ha ekpaHi 610ky.

6.1 MEPEK/IIOYEHHA HA HEOBXIAHY OYHKLLIHO

S0 B anapaTi BCTAHOBJ/IEHO CMCTEMY 3aXMCTY BiJ HECaHKL,iIOHOBAHOI O A0CTYMY 40
MeHIo QYHKLiM, NPY HATUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BifOyBaETbCA XOAHNX 3MiH,
T06TO L5 KHOMKa 3abs10KkoBaHa. LLLo6 po3baokyBaTH, HeObXig4HO yTPUMYBATH i HATUCHYTOMY
cTaHi binbwe 3,5 cekyHa. Mpu po3baokyBaHHI Ha iHAMKATOP BUMBOAUTLCA 306paxkeHHs
3aMOUKIB, LU0 BiiKpMBAOTbLCS, L0 BKA3YE Npo npouec po3610KyBaHHA MeHo GyHKLin. Micas
yCnilwHoro po36,10KyBaHHS, NMPU HATUCKAHHI KHOMKM 3, Ha LMPPOBUIA AWNCNAEN BUBOAUTLCS
NoTOoYHA Ha3Ba yHKLiT Ta i 3HaUYeHHS.

YBara! lMicas BigNyckaHHA KHOMKM 3 Yepes 2 CeKyHAM eKpaH 3HOBY nepenge Ha
OCHOBHW NMapaMeTp MOTOYHOIO PEXMMY 3BaptoBaHHsA. MokK AUcnaeln Nokasye NOTOYHY
byHKUito, TI 3HAYEHHS MOXHA 3MIHUTK Y Binblly abo MeHLLY CTOPOHY, 3a 40MOMOro KHOMOK
2. AGO Npu WBMAKOMY HATUCKaHHI Ta BiAMYCKaHHI HA KHOMKM 3 MOXHa MepeMukaTUcs Ha
HacTynHy GyHKLito MO KoY.

YBara! fkwo A0Bro yTpvMyBaTW KHOMKY 3 Y MOMEHT PO3r/sjy HanMMeHyBaHHS
byHKUiT, NprbaM3HO Yepes 10 cekyH4, Ha LndpoBoMy Tabno NOYHETLCSH 3BOPOTHUM BiAAiK
333...222...111, KW NONEPESIKAE NPO CKUAAHHS BCiX HA/AWTYyBaHb MOTOYHOIO PEXUMY.

AHasIOriyHO, MpU HATUCKaHHI KHOMKM 10 Ha UMPPOBUIM iHAMKATOP NpaBopy4
BMBOAUTbLCA rpadiyHa HasBa MoToyHO! yHKUiT 610Ky mogaui ApoTy, a Bigpasy nicas
BiAMYCKAHHA MNPOTArOM 2 CeKyHZ MOKAa3yeETbCS MOTOYHE 3HauyeHHs Uiei yHKuii. 3a
ZAOMOMOrOH0 KHOMOK 8 MOro MOXHa 3MiHUTU B MeHLY abo 6inbluy CTOPOHY.

AKLL0 MeHI0 33610K0BaHE, AK | Y BUNAAKY 3 MeHIo QyHKLiM Ha Axepeni — 40CTaTHbO
YTPUMaTH 10 KHOMKY MOHaJ, 3,5 Cek.

6.2 NEPEK/IFOYEHHS HA HEOBXIAHUIA PEXXUM 3BAPIOBAHHS
HaTnckaHHS KHOMKW 4 MpU3BOAUTL A0 Mepek/oYeHHS Ha HACTYMHUA pexum
3BaptoBaHHsaA no kosy. Lle BUAHO Ha gucnaei 1 Ha nepeaHiv naHeni.
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6.3 CKMAAHHSI HANALITYBAHb BCIX ®YHKUIA MOTOYHOIO PEXUMY
3BAPIOBAHHA

MoxyTb BigbyBaTWUCst cuTyauil, KOAM MapameTpu B amapaTi TPOXM 3anayTanu
KopucTyBaya. s Toro wob CkUHYTH iX 40 CTaHAAPTHUX 3aBOACHKMX, JOCUTb YTPUMYBATK
6e3nepepBHO KHOMKY 3 NPOTArom binblue 10 cekyHA (He 3BepTaTV yBary Ha 306paxkeHHs
3aMouKiB). AK i HABOAWIOCS paHille, Ha Tab/10 MOYHETLCS 3BOPOTHUM Bif/1iK 333...222...111
Mpu A0CATHEHHi "000" BCi HANALUTYBaHHSA MOTOYHOrO PEXMMY 3BaptoBaHHs 6yAyTb OHOB/EHI
Ha 3aBoAcbKi. CKMAQHHA MapameTpiB AN KOXHOIMO PEexXMMy 3BaploBaHHS pobasTbes
okpeMo. Lle 3pobaeHo A/ 3pyYHOCTI, W06 He CKUHYTW IHAMBIAYabHI HANAWTYBAHHSA B 4BOX
iHLLIMX pexnmMax.

AHaNoriyHo, MOXHA CKMHYTM napaMeTpu Ha Baoui nogadyi 4poTy 3a 40OMOMOro
KHOMKM 10.

6.4 3SMIHA HOMEPY NPOIrPAMU Y NOTOYHOMY PEXXMI 3BAPHOBAHHSA

Y KoxHOMY pexumi 3BaptoBaHHa MMA, TIG i MIG/MAG anapaT moxe 36epirati g0
16 Ppi3HMX BapiaHTIB HajawTyBaHb. [lOTOYHWMI HOMep HanaWwTyBaHHSA (Mporpamu)
Bi0OpaXaeTbCst y BEPXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAXOAUTLCS Ha MepejHin
naHeni JAxepena. Y MOMEHT NepLoro YBIMKHEHHS anapaTa, ANf KOXHOro pexumy
3BaplOBaHHA, 3aBXAM BUBOAUTLCA Nporpama nig N1, Yci 3MiHM B HanalTyBaHHI anapaTa B
A aHOMY pexMi 3BaptoBaHHS Ta NOTOYHOMY HoMepi nporpamu 36epiratoTbcs. LLob nepeintu
Ha iHWWA HOMep nporpaMu i noyaTWM HanalTyBaHHs 3HOBY 3 6a3o0BMX napameTpis,
AOCTaTHbO HATUCHYTU KHOMKY 3 i siKWO MeHio Bubopy ¢yHKLUIN 3abnokoBaHo, Toai Ha
iHAMKATOP BUBOAUTLCS MOTOUHMI HOMEpP NPOrpamu, SKMi MOXHa 3a J0MOMOroo KHOMOK 2
3MiHUTK y Binblly abo MeHWwy cTopoHy. fkuwo MeHio Bubopy dyHKLii He 3absokoBaHe,
Hampuknag, KOpUCTyBauy sikpa3 nepej UMM 3MiHIOBaB f0AaTKOBi MapamMeTpu ¢yHKLIN
onucaHi B n.6.1, To HeobxigHO 3absiokyBaTM MeHio BWUbOPYy OYHKLIN 3a A0MNOMOrot
YyTPUMaHHS KHOMKKW 3 binblue 3,5 cek. Tak caMo sik i Npy po36/10KyBaHHi, Ha iHAMKATOPI
ByayTb BifobpaxaTucs 3aMKK, WO 3aKpuBatoTbCA. [icns 3akiHUeHHs Liel onepauii MeHto
byae 3absoKoBaHO | Tenep MOXHa 3HOBY NOBTOPUTU CNpoby 3MiHM HOMepa nporpamu 3a
Aoromorolo kHonku 3. lpu uboMmy BCi napameTpu nonepeAHbOi nporpamu 6yayTb
3b6epexeHi i 40 Hel 3aBX/AM MOXHa NMOBEPHYTUCS 3HOBY.

7. 3AFAJIbBHNIA CNUCOK | NOCAIAOBHICTb OYHKLIN
Pexxm 3BaptoBaHHs P43 "MMA"
0) [-1-] - ocHoBHUMI napameTp CTPYM = 9oA (3a 3aMOBYYBaHHsAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ans ProMIG-200
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250
r)12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
A) 14...350A (kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 5Oo0A (kpok 3miHu 1A) ana ProMIG-5oo
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%) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630

1) [H.St] cuna "Tapsiyoro ctapty” = 40% (3a 3aMOBYYyBaHHAM)
a) o[OFF] ... 100% (kpok 3miHu 5%)

2) [t.HS] vac "T'apsiyoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHM 0,1 CeK.)

3) [Ar.F] cuna "®opcaxy gyrn" = 40% (3a 3aMOBYYBaHHSAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)

4) [u.AF] piBeHb cnpauboByBaHHSA dyHKLiT «Popcax Ayru» = 12V (3a 3aMOBYYBaHHSAM)
a)9 ... 18V (Kpok 3miHK 1V)

5) [BAH] Haxnn BonbTamMnepHOT XxapakTepucTuku = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3miHW 0,4V/A)
6) [Sh.A] 3BaptoBaHHs kopoTkoto Ayroto = OFF (3a 3aMoBUYyBaHHsM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6510k 3HMXEHHS Hanpyru xonocToro xoay = OFF (3a 3aMoBYyBaHHSAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [l.iP] cTpy™ imnynbcy = 9oA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ans ProMIG-200
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
4) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-5o0
x) 18...630A (Kpok 3MiHK 1A) ansa ProMIG-630
10) [I.PS] cTpym naysu = goA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160

6) 10...200A (Kpok 3MmiHU 1A) Ans ProMIG-200
B) 12...250A (kpok 3miHu 1A) gns ProMIG-250
ryi2

... 270A (kpok 3miHu 1A) ana ProMIG-270
4) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
e) 16 ... 500A (kpok 3miHu 1A) ana ProMIG-500
%) 18...630A (Kpok 3miHK 1A) ansa ProMIG-630
11) [Fr.P] yactoTa nynbcauin ctpymy = 5,0 'Ly, (32 3aMOBUYYBaHHSM)
a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 y...1 TL)
12) [dut] cniBBiAHOWEHHSA iMNYybc/Nay3a (WNapyBaTiCTb) — Lie BiZACOTOK iMMybCy CTPYMY 40
nepioZy NPOXOAXEHHS LNX iIMAyNbCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHW 5%)
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Pexwum 3BaptoBaHHs TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHK 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHK 1A) Ans ProMIG-200
B) 12...250A (Kpok 3MiHu 1A) ana ProMIG-250
r)12 ... 270A (Kpok 3miHu 1A) ana ProMIG-270
) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
4) 16 ... 5o0A (Kpok 3MiHW 1A) ans ProMIG-5o00
e) 18 ... 630A (Kpok 3miHun 1A) agna ProMIG-630
1) [But] pexxum KHOMKM Ha NaabHUKY = [2T] (3a 3aMOBYyBaHHSAM)
a) [LIFT] — KOHTaKTHWUI pexuM 3anantoBaHHs aAyru TIG-LIFT
6) [2T] — 6€3KOHTAKTHUI PEXMM 3ana toBaHHSA, pexxum kHonku TIG-2T
B) [4T] — 6€3KOHTaKTHNI peXXunM 3anasitoBaHHs, pPexum KHonku TIG-4T
2) [Pr.A] nonepegHin cTpym (ninoTHa gyra) = 20A (3a 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 3miHu 1A) ans ProMIG-270
) 14 ... 50A (Kpok 3MiHM 1A) ans ProMIG-350
4) 16 ... 5OA (Kpok 3MiHW 1A) ans ProMIG-5o00
e) 18...50A (kpok 3miHu 1A) ana ProMIG-630
3) [Po.A] cTpy™m 3aBaptoBaHHSA kKpaTepa = 20A (3a 3aMOBYYBaHHAM)
a) 8 ... 50A (kpok 3MmiHW 1A) ans ProMIG-160
6) 10...50A (kpok 3miHM 1A) ans ProMIG-200
B) 12 ... 50A (Kpok 3miHu 1A) ans ProMIG-250
r) 12 ... 50A (kpok 3miHu 1A) ans ProMIG-270
) 14 ... 5O0A (Kpok 3MiHu 1A) ans ProMIG-350
4) 16 ... 5OA (Kpok 3MiHK 1A) ans ProMIG-5o0
e) 18...50A (kpok 3minun 1A) gna ProMIG-630
4) [t.uP] 4ac HapocTaHHs CTpyMy = 0,3 CeK (3a 3aMOBYYBaHHSAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHK 0,1 CeK.)
5) [t.dn] yac cnagaHHsa cTpyMy = 0,3 Cek (3a 3aMOBUYYBAHHAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3aMOBYYyBaHHAM)
a) ON — yBiMKHeHO
6) OFF — BUMKHeEHO
7) [iP] cTpyM iMnynibcy = 100A (33 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHun 1A) ana ProMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ans ProMIG-200
B) 12...250A (kpok 3miHu 1A) gns ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
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') 14...350A (Kpok 3miHu 1A) ans ProMIG-350
A4) 16 ... 500A (kpok 3miHM 1A) ana ProMIG-500
e) 18 ... 630A (kpok 3MiHu 1A) anst ProMIG-630
8) [I.PS] cTpym naysu = 100A (3a 3aMOBYyBaHHAM)
a) 8 ... 160A (kpok 3miHK 1A) ana ProMIG-160
6) 10...200A (Kpok 3miHK 1A) Ans ProMIG-200
B) 12...250A (Kpok 3miHu 1A) gns ProMIG-250
r) 12 ... 270A (kpok 3miHu 1A) ana ProMIG-270
) 14...350A (Kpok 3miHu 1A) ana ProMIG-350
4) 16 ... 5o0A (Kpok 3MiHW 1A) ans ProMIG-5o00
e) 18 ... 630A (Kpok 3miHun 1A) agna ProMIG-630
9) [Fr.P] yacToTa nysnbcayin ctpymy = 10,0 'L, (3a 3aMOBYYBaHHAM)
a) 0,2...5000 L (AMHAMIYHMIM KPOK 3MiHM 0,1 y...1 L)
10) [dut] cniBBigHOLWeEHHS iMNy/bc/nay3a (lWnapyBaTicTb) — Lie Bi4COTOK iMNY/1bCy CTPYMY 4,0
nepioZy NPOXOAXEHHS LLUX iMMY/bCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHK 5%)

Pexxnm 3BaprosaHHs MIG/IMAG
0) [-3-] ocHoBHWMIM napameTp HATPYTA = 19,0V (3a 3aMOBYYyBaHHSM)
a) 12,0...24,0V (Kpok 3miHu 0,1V) ans ProMIG-160
6) 12,0...26,0V (Kpok 3MmiHM 0,1V) ans ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) ana ProMIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) gns ProMIG-270
') 12,0...30,0V (Kpok 3MiHW 0,1V) ana ProMIG-350
4) 12,0...40,0V (Kpok 3MiHM 0,1V) anss ProMIG-500
e) 12,0...44,0V (Kpok 3miHu 0,1V) ans ProMIG-630
1) [But] pexxum kHOMKM Ha nasbHUKY = [2T] (3a 3amMoOBYyBaHHAM)
a) [2T] — peXxuM KHOMKKU Ha NanbHUKy 2T
6) [4T] - cTaHAAPTHUIN PEXMUM KHOMKMW Ha NanbHUKY 4T
B) [aNbT.4T] — anbTepHATUBHUIN PEXMM KHOMKM Ha NanbHUKY 4T
2) [Ind] iHgykTMBHICTL = OFF (33 3aMOBYyBaHHsIM)
a) o [OFF] ... 6 piBHiB (KpOK 3MiHW 1 piBeHb)
3) [t.Pr] yac nepea-npoAyBKM 3aXMCHMM ra3oM = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoAyBKKM 3aXMCHUM ra3oM = 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 cnasaHHsA HanNpyru = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 CeK.)
7) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3aMoBUYyBaHHAM)
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a) ON — yBiMKHeHO
6) OFF — BUMKHEHO
8) [u.iP] Hanpyra iMnyabcy = 19V (3a 3aMOBYYBaHHAM)
a) 12,0...24,0V (KpPOK 3MiHM 0,1V) ana ProMIG-160
6) 12,0...26,0V (kpoK 3miHM 0,1V) g1 ProMIG-200
B) 12,0...28,0V (kpok 3MiHu 0,1V) ans 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
9) [u.PS] Hanpyra nay3un = 19V (3a 3aMOBYyBaHHAM)
a) 12,0...24,0V (Kpok 3miHu 0,1V) ans ProMIG-160
6) 12,0...26,0V (kpoK 3miHK 0,1V) gna ProMIG-200
B) 12,0...28,0V (Kpok 3MiHW 0,1V) ana ProMIG-250
r)12,0...29,0V (kpok 3minu 0,1V) gns ProMIG-270
') 12,0...30,0V (Kpok 3MiHK 0,1V) ana ProMIG-350
4) 12,0...40,0V (KpoK 3MiHM 0,1V) ansa ProMIG-500
e) 12,0...44,0V (Kpok 3miHu 0,1V) ans ProMIG-630
10) [Fr.P] yacToTa nyabcauiin Hanpyrv = 20 'L, (3a 3aMOBYYBaHHSM)
a) 5...500 'L, (KPOK 3MiHM 1 I"L)
11) [dut] koed. 3aNoBHEHHS (WNapyBaTICTb) — L& BifCOTOK iMMyNbCy Hanpyru Ao nepiogy
NPOXOAXEHHSA LMX iMNyAbCiB = 7% (3a 3aMOBYYBaHHAM)
a) 2...20% (kpok 3miHu 1%)

Ha npaBomy iHAMKaTOpi MexaHi3My nogadi 4poTy:
0) [-1-] ocHoBHUM napameTp — LUIBUAKICTb nogaui = 7,0 M/XB (3a 3aMOBYYBaHHAM)
a) 2,0...16,0 M/XB (KpOK 3MiHW 0,1 M/XB)
1) [But] pexxum kHOMKM Ha naabHUKY = [2T] (3a 3amMoBYyBaHHAM)
a) [2T] — peXxuM KHOMKKU Ha NanbHUKy 2T
6) [4T] - cTaHAAPTHUIN PEXMUM KHOMKMW Ha NanbHUKY 4T
B) [a/1bT.4T] — a/IbTEPHATUBHUMN PEXUM KHOMKM Ha NaNbHUKY 4T
2) [Dru] yBimk/BMMK. ABUrYyHa nogadi apoTy = ON (3a 3amoBYyBaHHAM)
a) ON —yBiMKHeHO (3a HasiBHOCTI 3B'A3KY, anapaT cam BK/oYaE B pexumi MIG/IMAG)
6) OFF — BUMKHeHWI (32 HAassBHOCTI 3B's13KYy, anapaT caM BUMMKAE B pexumi MMA Ta
TIG)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
4) [t.Po] wac nicna-npoAyBKKM 3aXMCHUM ra3oM = 1,5 ceK. (3a 3aMOBYYBaHHSAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapoCTaHHA WBMAKOCTI MOAaui APOTY = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
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6) [t.dn] yac cnagaHHs WBMaKocTi Nnogadi 4poTy = OFF (3a 3aMOBYYBaHHSM)
a) o [OFF] ... 5,0 cex. (KPOK 3MiHWM 0,1 CeK.)

8. PEXXUM POBOTW BI TEHEPATOPA

J>xepeno XuBneHHs npugaTtHe Ana poboTu Bij reHepaTopa, 3a YMOBM:

Mia yac poboTtun 33AaHe 3HakeHHA Mia yac poboTu giameTpom ApoT! MiHima/bHa
o P cTpymy npu MMA i o P s pom apoty NOTYXHICTb
e/1eKTPOA0M npu MIG/MAG

TIG reHepaTtopa

22 He 6inbwe 80A He 6inbwe Jo,6MMm 3,0 kVA

a3 He Binbwe 120A He 6inbwe Jo,8Mm 4,5 kVA

[7)A He Binbwe 160A He 6inbwe J1,0MM 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 binblue 270A He binblue @1,2MM 12,0 kVA

26 He binbLue 350A He binblue @1,4MM 16,0 kVA

@8 nerkonn. He binbLue 500A He binbLe &J1,6MM 30,5 kVA

28 A0 630A He binblue @2,0MM 42,0 kVA

Ans 6e3BigMmoBHOT poboTu! BuxigHa mixkdasHa Hanpyra reHepaTopa He NOBMHHA BUXOAUTU
3a A0ONYCTUMI MeXi:

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

- 320-440V AN BCix Tpbox da3 (a1 mogenen ProMIG-270/350/500/630).

9. Aornasa4 | TEXHIYHE O6C/IYTOBYBAHHA
YBara! lNepeg 1M, AK BiaAKpUTM anapaT A5 NpodinakTUKK, HeObXiAHO BUMKHYTM

Moro Ta BiAK/OUMTU Bif, MepeXi XMUBAEHHS. [laTh MOXAMBICTb PO3PSANTUCA BHYTPILLHIM

fNaHutoram anapaTa (NpubausHo 5 xB) i JAvwe mnicas uboro pobutu iHwi Aiil. Mpwu

06c/yroByBaHHi BCTAHOBUTU Tabsinuky, sika 3abopoHse BMMKaTV anapar.
Ana Toro, wob 36epert anapaTt npaues3gaTHMUM Ha 6arato pokis, HeobxigHo

AOTPUMYBATUCA KiIbKOX NPaBU:

- NPOBOAMTM iHCMEKL IO 3 TexHikK 6e3nekn y 3agaHi iHTepBaau Yacy (ams. Po3ain ,Bkasisku
3 TexHiku 6e3nekun”);

- MpU IHTEHCMBHOMY BUKOPWUCTAHHI PeKOMEHAYEMO pa3 Ha NiBPOKYy MpoAyBaTh anapaTt
CYXUM CTUCHEHUM noBiTpaM. YBara! lNpoayBaHHs 3 3aHaATO KOPOTKOI BigCTaHi Moxe
MPU3BECTU [0 MOLIKOAXEHHS eNeKTPOHHUX KOMMOHEHTIB;

- NPV BEIMKOMY CKYMYEHHI MUY MPOYNCTUTU KaHAIN CUCTEMU OXOI0AXKEHHS BPYYHY.
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10. MPABUJIA 3BEPITAHHA

3aKoHCcepBOBaHE Ta YMakoBaHe Jyepesio 3BaploBasibHOro CTpymy 36epirati B
ymoBax 36epiraHHs 4 3a FTOCT 15150-69 CTPOKOM 5 POKiB.

Po3koHcepBoBaHe Axepeno NoBMHHe 36epiraTcs B Cyxmx 3aKpUTUX NPUMILLLEHHSAX
3a TemnepaTypwu NoBiTPs He Hux4e natoc 5°C. Y npuMilLeHHsX He Mae ByTW napu KUCIOT Ta
iHLWMX aKTUBHUX PEYHOBWH.

11. TPAHCNOPTYBAHHA

3anakoBaHe ZXepesio MOXEe TPaHCMOpPTyBaTUCSA BCIMa BUAAMW TPAHCMOPTY, WO
3abe3neyytoTb Moro 6e3neky 3 AOTPUMAHHAM NpPaBWA MepeBe3eHb, BCTAHOB/IEHWUX ANS
TPaHCMOPTY LbOro BUAY.

12. KOMMNJIEKT MOCTABKHA

1. [lxxepeno Xu1BJIeHHs 3BaploBa/IbHOI Ay 3 MepexXHUM Kabesem —1WT,;

2. bnok nogavi gpoty —1WT,;

3. ®ipmosuii roppokopob PATON —1WT,;

4. Kabenb 3BaptoBanbHuii 3 enektpogoTtpumadem ABICOR BINZEL —1WT,;

5. Kabesib 3BaptoBasibHMI 3 knemoto "maca" ABICOR BINZEL —1WT,;

6. LLIBUAKO3HIMHWIA NHEBMOPO3'eM —1WT,;

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

- NanbHUK HaniBaBTomMaTu4HMN ABICOR BINZEL —1WwT,;

- POAMKK ANA cyuinbHOro g4poTy (0,6-0,8; 1,0-1,2) — 2 KOMI;
- peMiHb A5 KpinaeHHs axepena go 610Ky nogaui —1uWwT,;
Jna modenell ProMIG-250-15-4/270-15-4/350-15-4:

- NanbHUK HaniBaBTomMaTu4HMN ABICOR BINZEL —1WwT,;

- POANKM AN8 CyLiNbHOMO ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMM.;
- POAINKM A5 aAOMIHIEBOrO A4pOTY (0,8-1,0) —1KOMM.;
- peMiHb A8 KpinJieHHs gxepena 40 610Ky nogayi —1WT,;
Ans modeneli ProMIG-500-15-4/630-15-4:

- POANKM AN8 CyLiNbHOMO ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMT.;
- POAMKM A5 aAOMiHIEBOrO ApOTY (0,8-1,0) — 1 KOMM.

13. MPABWUJIA TEXHIKWN BE3MNEKW

3ATAJIbHI NOJ1IOXKEHHA

3BaptoBasbHWIA  anapaT BWIOTOBJEHWW BIAMNOBIAHO A0 TeXHIYHUX CTaHAZapTIB Ta
BCTAHOBJ/IEHWNX NPaBUA TexHiKK 6e3neku. MNpoTe Npu HenNpaBUAbHOMY NOBOAXEHHI BUHUKAE
Hebe3neka:

- TpaBMYBaHHS 06C/lyroByO4YOro NepcoHany Ynm TpeTboi 0coby;

- 3aMN0AIAHHSA WKOAN CAaMOMY anapaTy Yn MaTepia/ibHUM LiHHOCTAM NiANPUEMCTBY;

- nopyLeHHs epekTUBHOro pobouoro npouecy.
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Yci ocobu, ski noe'sA3aHi 3 BBeAEHHAM B eKCrJyaTalito, KepyBaHHSM, AOrAsAoM Ta
TeXHi4YHMM 0b6CNyroByBaHHAM anapaTty NOBUHHI:

- NpoWTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCH LLiET IHCTPYKLiT.

HecnpaBHOCTI, IKi MOXYTb 3MeHLNTK 6e3neky, NOBUHHI ByTV TEPMIHOBO YCyHEHi.

OBOB'A3KN KOPUCTYBAYA

KopwucTyBay 30608B'A3yeTbcst gonyckaTn 40 pobiT Ha 3BaptoBa/ibHOMY anaparTi aule ocib,
AKi:

- O3HaMOMUANCS 3 OCHOBHUMMW MpaBUAAMU TexHIKM Ge3nekn, NMPOWLLIM HaBYaHHSA 3
BMKOPUCTaHHSA 3BaptoBasIbHOro 0bnaZHaHHS;

- npounTann posgin «MpaBuia TexHiku Oe3sneku» Ta BKa3iBKM LWOAO HEOOXigHWMX
3anobixHUX 3ax04iB, HaBeAEeHWX Y LibOMY MNOCIOHMKY, Ta NiATBEPANTYM Lie CBOIM MiANNCOM.

OCOBWUCTE 3AXNCHE OCHALLLEHHA

s ocobuctoro 3axmcty ocobu, ki NoB's3aHi 3 BBEAEHHAM B eKCMNyaTallito, KEpyBaHHAM,
JOrNIAZ0M Ta TeXHIYHMM 06CyroByBaHHAM anapaTy NOBUHHI:

- HOCWUTK MillHe B3yTTsd, WoO0 36epirae i3o/t0t04i BAACTUBOCTI, Y TOMY YMCAi Y BOJOTUX
ymMoBax;

- 3axumLLaT PyKK i30110104UMK PyKaBUYKaMK;

- OuYi 3axuLLaTM 3aXWCHOK MacKOl 3 BiAMOBIAHUM CTaHAapTaM TeXHiku 6e3neku
diNbTPOM NPOTU ybTPadioeTOBOrO BUNPOMIHIOBAHHS;

- BUKOPUCTOBYBATM Ti/bKM BiZANMOBIAHUIA BaXKKO3aMMUCTUI OAST.

HEBE3MNEKA WKIANNBUNX TA3IB | BUMNAPIB

- AWM | WKIAAMBI rasu, WO BMHMKAKOTb B MpOLeCi ekcnayaTauil anapaty BMAaAMTKM 3
pobouoi 30HK cneLianbHUMK 3acobamy;

- 3abe3neynTu ZOCTaTHIN NPUNIMB CBIXKOrO NOBITPS;

- napyu PO3YMHHWKIB He MOBWMHHI NOTPaNAATK 40 30HU BUMPOMiHIOBAHHSA 3BapOBa/ibHOI

ayru.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeobXiZHO BUAAANTM 3 pob0oYOT 30HY;

- He ZOMyCKalTbCs 3BaptoBasibHi pPobOTM Ha €EMHOCTAX, Yy AKWUX 36epiratoTbcs un
36epiranncs rasm, naabHe, HadTONPOAYKTU. € Hebe3neka BUOYXY 3a/MLWKIB LUX NPOAYKTIB;
- y noxexoHebe3sneyHnx Ta BUOyxoHebesneuyHUXx NPUMILLEHHAX JOTPUMYBATUCH
0c06.1MBUX NPaBWA, BifNOBIAHO A0 HaLiOHANIbHUX Ta MiXXHAPOAHMX HOPM.

HEBE3MEKA HAMPYTU MEPEXI XKXUBJIEHHA | 3SBAPIOBAJZIBHOIO CTPYMY
- YPaXKeHHsl e/IeKTPUYHNM CTPYMOM MOXe ByTU CMepTeNbHNM;
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- CTBOPEHi BUCOKOYACTOTHUM CTPYMOM MarHiTHi MO MOXYTb HEraTUBHO BM/MBATU Ha
npaLesAaTHICTb eNeKTPoNpuaais (Hanpuknag, kapgioctumyaarop). Ocobu, siki MatoTb Taki
npuaaaKn, MOBWMHHI MOPAAUTUCA 3 JlikapeM, neplw Hix HabamxaTuca Ao poboyoro
3BaploBa/IbHOr0 ManAaHYmMKa;

- 3BaptoBasibHUM Kabenb Mae OyTWM MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'eqHaHHA Ta NOLWKOAXEHMN Kabenb HeobXiAHO HeramHo 3amiHNTU. Mepexesi
kabeni Ta kabeni 3BaptoBasIbLHOro anapaTy NMOBUHHI CMCTEMATUYHO NepeBipsATUCH daxiBLem
€/1eKTPMKOM Ha CNpPaBHICTb i30A8L;

- MiZ, Yac BUKOPUCTaHHA 3a60POHAETLCS 3HIMATI 30BHILLHIN KOXYX anaparTa.

HE®OPMAJIbHI 3AXO AU BE3MNEKU

- iHCTpyKUilo 3  ekcnayaTalii HeobxigHo nocTiiHO 36epiratn nobaumsy micus
3aCTOCYBaHHSA 3BaploBa/ibHOro anapary;

- £,043TKOBO f0 IHCTPYKL,iT HEOOXiAHO AOTPMMYBATUCh YNHHMX 3arajibHUX Ta MiCL,eBUX
npaBua TexHiku besneku Ta ekoorii;

- BCi BKa3iBKM Ha 3BaptoBa/ibHOMY anapaTi TpMmaTty B YnTabenbHOMy CTaHi.

B/IYKAKOYI 3BAPIOBAJIbHI CTPYMU

- HeobXigHO CTeXMTM 33 TUM, Wob ki1eMa kabento «macu» Byna MiLHO NpUEsHaHa Ao
MiCLLfl 3BapIOBAHHS;

- MO MOX/IMBOCTI He BCTAHOBJIOBATM 3BaploBasibHWIM anapaT 6e3nocepegHbo Ha
€/1eKTPonpoBigHe MOKpUTTS Migaorn abo poboyoro CTosly, BUKOPUCTOBYBATU i30J110HOYI
NPOKNAAKHN.

3AXOAM NONEPEAXKEHHA Y 3BUYANHUX YMOBAX
LLloHaliMeHlWe oAWMH pa3 Ha TUXAeHb HeobxiAHO nepeBipATM anapaT Ha 30BHILLHI
MOLIKOAXEHHS Ta PyHKLiOHYBaHHS 3anobidXXHMX NpUCTPOIB.
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14. TAPAHTINHI 3060B'A3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy axepena
3BaplOBa/IbHOrO CTPYMy 3a YMOBM JOTPUMAHHA CroOXMBAYeM YMOB eKkcnayaTtauil,
36epiraHHs Ta TpPaHCNOPTYBaHHS.

YBAT A! be3kolTOBHe rapaHTiiHe 0b6c1yroByBaHHS BifCyTHE Mij Yac MeXaHiuHMX
MOLWKO/XeHb 3BaptoBa/IbHOro anapary!

ProMIG-160
ProMIG-200 5 pOKiB
ProMIG-250
ProMIG-270-400V
3 poku
ProMIG-350-400V
ProMIG-500-400V
ro 500-400 2 poky

ProMIG-630-400V

OCHOBHMWIA rapaHTiMHWI Nepiog, 06YMCIOETHCA BiA AHA NpoAaxy iHBEepPTOPHOro
06/1aZiHaHHS KiHLLeBOMY MOKYML,EBI.

MpoTAroM OCHOBHOrO rapaHTIMHOro nepiogy npogaselb 3060B'A3yeTbCA
6e3KOWTOBHO A1 BAaCHWKA iHBepTOpHOro obaagHaHHs PATON:

- 3pobuTU AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJOMKMY;

- 3abe3neynTN HeObXiAHUMM A5 BUKOHAHHS PEMOHTY By3/1aMW Ta e/leMeHTaMy;
- npoBecTy poboTH i3 3aMiHM €/IeMEHTIB i BY3/1iB, LW,0 BUMLLAMW 3 NaAY;

- MpOBeCTM TeCTYyBaHHS BiZpeMOHTOBaHOIO 06.1aZHaHHS.

OCHOBHi rapaHTiliHi 3000B'A3aHHS He NMOLKPIOIOTLCSA Ha 06.1aZHAHHS:

- 3 MEexXaHiYHUMWM TMOLWKOAXKEHHSIMM, WO BMAUMHYAW Ha npauesfaTHICTb anapaTy
(aedopmaLis kopnycy Ta geTanen yHacNi40K NajiHHA 3 BUCOTW abo nagiHHsA Ha ob1agHaHHA
BaXKMX NpeAMeTiB, BUNaZaHHA KHOMOK Ta PO3'eMiB);

- 3i crigamm Kopo3ii, Wo CNpUYMHUAE HECNPaBHUI CTaH;

- WO BUWLLIO 3 S1IaZy Yepe3 BM/IMB Ha MOro CUIOBI Ta €1eKTPOHHI eIEMEHTU 3HAYHO!
BOJIOTY;

- WO BWWLWIO 3 NaZy 4epe3 HaKOMWYeHHs BCepeiuHi CTPYMOMpPOBIAHOMO MUy
(BYrifibHWUI NA, MeTaneBa CTPYXKa Ta iH.);

- y pasi cnpobu caMoCTiMHOrO PeMOHTYy Moro By3/iB Ta/abo 3aMiHW enekTPOHHMX
e/1eMeHTIB;

PekomeHAY€ETbCA, 3aN€XHO Bif YMOB ekcnayaTauii, O4NH pa3 Ha NiBpPOKY, 3aAns
YHUKHEHHS BMXOAY anapaTy 3 /1ajy, NPOBOAUTM UYUCTKY BHYTPILLIHIX efeMeHTiB i By3/iB
ZaHoro obnagHaHHA CTUCHEHWM MOBITPAM, A1S HYOrO HEODOXiZAHO 3HATU 3aXMCHY KPULLKY.
YuueHHs1 HeobXiZHO NMPOBOAUTM aKypPaTHO, YTPMMYHOUM LWAAHT KOMMPECopa Ha A4OCTaTHIN
BiZ CTaHi, 33419 YHUKHEHHS MOLIKOAXKEHHS Nanky eNeKTPOHHUX KOMMOHEHTIB i MexaHiuHMX
YaCTUH.
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TaKoX OCHOBHIi rapaHTilHi 3000B'A3aHHSA He NOLWMPIOIOTLCS Ha 30BHILLHI eNeMeHTH
obnaZHaHHS, WO BUNLLAW 3 NaAY, WO NigAal0Tbcs Gi3MYHOMY KOHTAKTY, Ta CyMnyTHi/BUTPaTHi
mMaTepianu, npeTeHsii 3a AKMMU NPUAMAIOTLCA He Mi3Hille A4BOX TUXHIB NiC/iS NpoAaxy:

- KHOMKA YBIMKHEHHS Ta BUMUKAHHS;

- PY4KM peryatoBaHHA 3BaploBa/ibHUX NapamMeTpis;

- po3'eMu nigkatoyeHHs kabenis Ta pyKkaBsis;

- PO3'eMM yNpaBAiHHS;

- MepexeBui kabesb Ta BU/IKa MepexeBoro kabento;

- pyuka A/f NepeHeceHHs, peMiHb Ha Meui, keic, Kopobka;

- €/1eKTPOAO0TPUMAY, KNeMa «Macu», NaabHUK, 3BaproBasibHi Kabeni Ta pykasu.

MpogaBeub 3asuwae 3a cobolo MpaBO BiAMOBUTU Y HajaHHI rapaHTIHOMO
peMOHTY, abo BCTaHOBUTM K AaTy NOYaTKy BUKOHAHHS rapaHTiHUX 3060B'A3aHb MicsALb Ta
pik BUNycKy anapaTy (BCTaHOB/IIOIOTLCS 3a CEPIMHUM HOMEPOM):

- npuv BTpaTi NacnopTa BIaCHUKOM;
- 3a Bif,CyTHOCTI KopekTHOro abo B3arani 6y b-sKOro 3anoBHeHHs NacnopTa NPoAaBLEM
nig vac npogaxy anaparTy.

FapaHTiliHWI TepMiH NPOAOBXYETLCS, HAa TEPMIH FapaHTiliHOro 06C/1yroByBaHHs
anapary B CepBIiCHOMY LLeHTpiI.
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BHMUMAHMUE! YunuTtbiBaiiTe npoBoja, NpoBeAEHHbIe B CTEHaX U APyrue yAIUHUTENN

Wcnonb3yemblit YcTaHOB/IEHHOEe AvameTp ceyeHus CeueHue Kaxaomn Makcum.
3/1eKTPOA B pexume 3HayeHuWe ToKa npu NpOBOJIOKMN NpU )KWJIbl CETEBOr0 A/IMHa
MMA MMA n TIG MIG/MAG npoBoAa, KB. MM nposoaa, m
1x220V — ProMIG-160, ProMIG-200, ProMIG-250
1 75
1,5 115
2 1
2 MM He 6onee 80A He 6onee Jo,6MM 25
2,5 195
4 310
6 465
1,5 75
2 105
g3 Mm He 6onee 120A He 6onee Jo,8Mm 2,5 130
4 205
6 310
75
2!
1, MM He 6onee 160A 2 2
4 155
He 6onee J1,0MM 6 230
2,5 75
25 MM He bosiee 200A 4 125
6 185
2 2,5 60
5 MM
D6 MM S1FKOMA. 2,0 250A He 6onee Z1,2MM 4 100
6 150

-45-

PATON ProMIG DC MMA/TIG/MIG/MAG




FPATON

WUcnonb3yembii YcTaHoBNeHHOEe AvnameTp ceyeHuns | CeueHue Kaxpaoun Makcum.
3/1eKTPOA B pexume 3HayeHuWe ToKa npu NpOBOJIOKMN NpU XKWJIbl CETEBOro A/IMHa
MMA MMA n TIG MIG/MAG npoBoAa, KB. MM nposoaa, m
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
g3 Mm He 6onee 120A He 6onee Jo,8mm 2,5 220
4 350
6 525
130
2,5 160
4, MM He 6onee 160A
4 260
He 6onee J1,0MMm 6 385
2,5 115
J5 MM He 6onee 220A 4 180
6 270
26 Mm 215 85
nerKonAaBKMe He 6onee270A He 6onee J1,2mMM 4 135
6 205
2,5 65
26 Mm He 6onee 350A He 6onee @1, 4MM 4 100
6 150
4 80
@6 MM Tyronnaekue He 6osiee 400A 6 120
He bosiee @1,6 Mm 20 295
28 mm 4 25
nerkonnaekue He Bonee 500A 6 85
10 140
4 40
28 mm 2,0 630A He 6onee @2,0 MM 6 65
10 105
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1. OB ME NMOJIOXKEHNA

WNHBepTopHble  undposble  nonyasTomatel  PATON  ProMIG-160/200/250/270-400V/350-
400V/[500/630 NpegHa3HaveHbl AnA nosyaBToMaTuyeckon ceapku (MA «MIG/MAG») B cpede 3alMUTHbIX
ra3’oB M CMecel Ha NOCTOSIHHOM TOKe, a TakXe A5 aproHoAyroBoi ceBapku (APT «TIG») n pyuHoit gyrosom
ceapku (PAC «MMA»). MpenmMyLiecTBa MCNo/ib30BaHMA B 3TOM annapaTe NoJIHOCTbIO LndpoBoro cnocoba
yNpaB/ieHNsA 3aK/I0YaeTCs B OTCYTCTBUM HEAOCTATKOB MPUCYLLMX MHOrOQpYHKLMOHAAbHBIM CUCTEMAM,
CAeNaHHbIM Ha OCHOBE aHaJ/IoroBbiX CMCTEM YMpaB/eHNs, KOTOPble MO OMnpejesieHNIo 3aTo4YeHHble BCersa
Mog, KaKoW-TO KOHKPETHbIN PEeXUM, a BCe OCTa/lbHble PEXUMbI KakK AOMOJHUTE/IbHbIE UMEIOT HeAO0CTaTKM
ynpaB/ieHus. A B MOJHOCTbIO LUGPOBOW CUCTeMe, MAaTa ynpaB/eHWs pacnosaraeT abco/toTHO BCeMU
pecypcamm UCTOYHMKA, B MPeAeax ero NoJHON MOLLHOCTU U HE BaXKHO B KAKOM PEXMME OHA UCMONb3YeTCs.
3Ta «Professional» cepus npegHasHauyeHa ANA MPOMbIWIEHHOrO MCMNO/b30BAHUS, WCTOYHUK MOXHO
OTAEeNATb OT MeXaHW3Ma Nojayu NPOBOJIOKM KaK ANs yA0DCTBa MONb30BaHWA, Tak WU ANS BbINOJAHEHWS
TpeboBaHMIN TEXHUKM 6E30MaCcHOCTUN B ONPeAEeNeHHbIX CyYasx. 3a CYeT AOMNOAHUTENbHbIX PEryNpOBOK,
WHBEPTOPHbIN MOJIYyaBTOMAT MOXHO HacTpauBaTb Ha Hambosiee ONTUMasbHble YCTAHOBKW B Pas/IMuHbIX
cuTyaumax. ObecneymBatoT GakTUYECKN HENPEPbLIBHYIO MPOAOIKNTENBHOCTL HAarPy3KM Ha NOJIHOM YeCTHOM
HOMWHa/IbHOM TOKe 160, 200, 250, 270, 350, 500 1 630 amnep COOTBETCTBEHHO, Yero A0CTAaTOYHO A8 paboTbl
nobbiMm  anekTpodamu oT @P1,6MM BNAOTb A0 cambix Tyronnaekux @8mm (ans ProMIG-630) u
NoJlyaBTOMAaTUYeCKOW CBapKM CM/IOLLHOM NPOBO/IOKOM ANaMeTpoM oT Jo,6MM 0 F2,0MM (a5 ProMIG-630).
MCTOYHMK M3HaYaIbHO YCTAHOB/IEH B ONTUMaJ/IbHbIE 3HAYEHWA A5 HONBLUMHCTBA C/Ty4aeB UCMO1b30BaHUSA U
JOCTAaTOYHO NPOCT, €C/IM He BAABaTbCs B TOHKOCTU JOMNOJIHUTENbHBIX HAaCTPOEK, KOTopble TpebytoT yxe
60/1bWNX HaBbIKOB OT CBapLyuKka. Jas onacHbIX ycnoBui paboTbl BCTPOeH BA0K CHUXEHUS HanpskeHust
xon0cToro xoaa B pexxume PAC «MMA», ¢ BOSMOXHOCTbIO €ro BKAYEHWUA 1 OTKAoYeHUs. OTAnYnTENIbHON
ocobeHHocTblo nosiyaBToMaToB MATOH aBAfeTcs OYeHb MOLLHbIA, KAYECTBEHHbIN W TFepMeTUYHbIV
MeTa/lIMYeCcKUin MeXaHM3M NoAaun NpoBOOoKW. A Takxe Haanuve pasbéma KZ-2 tuna "EBPO", cTaBwero
CTaHAAPTOM B MWpE, MO3BO/IAIOWMIA MO/Mb30BATE/IO B MNOC/AEAYIOWEM MEHATb TFOPENKM MO CBOEMY
YCMOTpEHMUIO.

B Moz ensix c NpucTaBKOM «-15-2» YCTaHOBJ/IEH 2-X POJIMKOBbINA MEXAHN3M MOAauM, @ C NPUCTABKOM
«-15-4» YCTAaHOBJ/IEH TOMOBbIN 4-X POJIMKOBbIA MEXaHM3M NOAAUM C MPUBOAOM Ha BCE POJIUKM.

Bo Bce mogenu ProMIG npoussogctBa PATON BcTpoeH 610K 3aWuTbl OT MOHWXKXEHHOIO
HanpsiXXeHus.

AnnapaTt coxpaHsieT noj CBOMM HOMEPOM B KaX/OM pexume CBapku A0 16 UHAMBUAYabHbIX
HacTpoek (nporpamm) nosib3oBaTtens. AnnapaTt COXpPaHAeT B NaMATU BCe TeKyliMe HACTPOMKM Ha MOMEHT
BbIK/IIOYEHWS U BOCCTAHaB/IMBAET UX BO BPEMS BK/IIOYEHWS.

OcHoBHble NpenmMyLecTBa:

1. LLnpokune BO3MOXHOCTU peryMpoBKM NapameTpoB CBapKu:

a) B pexkxume PAC "MMA" — 1 (OCHOBHOM) + 7 (40NOJIHUTENbHBIX) + 3 (415 UMMY/IbCHOFO PEXUMA)

6) B pexxnme APT "TIG" — 1 (OCHOBHOW) + 7 (40MNONHUTE/IbHBIX) + 3 (A5 UMMNYIbCHOMO PeXMMa)

B) B pexxume MNA "MIG/MAG" — 2 (0CHOBHbIX) + 6 (A0MNOJHUTENbHbIX) + 3 (415 UMMY/IbCHO-MO/Y/IMPOBAHHOMO
pexwuma)

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

3. [MOMMMO 33LMTbI OT CKAYKOB HAMPSXKEHUS YCTAHOB/IEHA CUCTeMa CcTabuamsauum paboTsl Npy 6osblumMx
AONrOBpeMeHHbIX nepenagax Mex¢$asHoro HanpsxeHus cetu 160V go 260V (ans mogenei ProMIG-
200/250) ¥ 0T 320V 40 440V (815 Mmogenen ProMIG-270/350/500/630).

4. AjanTrpoBaH k cnaboii anekTpoceTu. 3a cyéT Bbicokoro KM nctouHunk obecneunBaeT BABOE MeHbLIee
anekTponoTpe6aeHmne No CPAaBHEHUIO C TPAAMLMOHHBIMU UCTOYHUKAMY;

5. AJanTMBHasA CKOPOCTb BEHTUNATOPA, TO eCTb yBe/IMUMBAETCA NPU Harpese annapaTta U 3aMeanseTcs,
KOT 1@ OH XOJI0AHbIN, 3TO SKOHOMUT PECYPC BEHTUNATOPA M YMEHbLUAET KOJIMYECTBO MNbl/IM B annapare;
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6.YA06cTBO paboTbl 61arogaps 60/1bLWOM NPOACKUTENBHOCTU Harpy3ku (MH) Ha HOMUHANBHOM TOKe, YTO
No3BO/ISIeT NPOU3BOANTL CBapKY 371€KTPOAaMM NPaKTUYeCKn HenpepbIBHO;

7. MNoBbllWeHHaA HagéXHOCTb anmnapaTa B YC/NOBUAX 3aMblIEHHOMO MPOM3BOACTBA, MUKPO3/EKTPOHMKA
MCTOYHVMKA BbIHECEHA B OTAEe/IbHbIN OTCEK;

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

9. Bca anekTpoHuka B amnapaTe nponuTaHa ABYMS C/JI0SIMM BbICOKOKa4eCTBEHHOro Jaka, KOTOpbIi
obecneunBaeT HaZeXHOCTb U3Ae/Ms B TEYEHUM BCEro Cpoka Cyxbbi;

10. YnyuleHHble BO3byXzeHne 1 cTabunbHOCTb FOPeHUs AyrK, YTO NPaKTUYECKM UCKIOYaeT NpuannaHme
3/1eKTpoja.

11. Bblcokasi MOGM/IHOCTb 3@ CHeT MOAY/IbHOMO UCMOJIHEHMS, @ Tak>ke Masible rabapuTbl M Bec annapata bes
noTepu TEXHNYECKMX KaYeCTB, yNpoLiaeT NpoM3BOAMTL CBapKY B TPYAHOAOCTYMHbIX MeCTax.

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

MAPAMETPbI
160 200 250 270 350 500 630
HomMuHanbHoe HanpsxeHue 220 220 220 3x380 3x380 3x380 3x380
TpexdasHol ceTv 50/60l'L, B 230 230 230 3X400 3X400 3X400 3X400

HoMWHanbHbIN NoTpebasemblit TOK U3

bassl ceT, A 18...21 23...27 29,5...35 12...14 16 ...18,5 30...35,5 42 ... 49

HoMWHanbHbIN 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%/npu 70%/npu 70%/npu
160A 200A 250A 270A 350A 500A 630A
n MH
PoAomXUTeNbHOCTS Harpy3ky (TTH) 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/MPOBAHIA CBAPOYHOTO 8-160 10 — 200 12-250 12 -270 14— 350 16 - 500 18-630
TOKa, A
n
H::’/)J.:;:inl:y;MPOBaHMH €8aposHoro 12-24 12-26 12-28 12-29 12-30 12 -40 12— 44
n
peaenbl peryMpoBaHnsa CKopocTu 2,0-16 2,0~ 20
noza4u NpoBOAOKMN, 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 CBapouHOI 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
MakcManbHbIv BeC KaTyLwKun, Kr 15
MMA: 0,2...500L,
MmnynbcHble pexwyMbl Npy cBapke TIG: 0,2...5000L,

MIG/MAG: 5...500lL,

Fopsiunii ctapT «Hot-Start»

Peryavnpyemas

B pexxume PAC Yvpy
®opcax ayru «Arc-Force» B pexvime

P AY P Perynupyemas
PAC
AHTURpUAMNaHUA «Anti-Stick»

ABTOMaTMyeckas
8 pexxume P/1C
Bnok cHUXeHWs HanpsxeHus
BK/ [ BbIK/I

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

HomuHanbHas notpebasemas

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

MakcmanbHas n0Tpe6nﬂemaﬂ

MOLLHOCTE, KBA 59 75 9,5 11,4 15,3 29,0 40,1
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Kna, % 90

OxnaxgeHve AzanTuBHoe

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

[abapuTHble pa3mepbl, MM (ANMHa, 360 x 260 360 x 260 360 x 260 540 X 360 540 X 360 510 x 180 510 X 235
LIMPWHA, BbICOTA) X 270 X 270 X 270 X 400 X 4,00 x 385 X 410
Macca 6e3 kaTyLKuM 1 akceccyapos, Kr 13,1 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Knacc sawuntbi* P33 P33 P33 P33 P33 P23 P23

PeKOMEHAYEMaﬂ A/IMHA CNJ1I0BbIX CBAPOYHbIX kabeneit npu cBapke:

MakcumasnbHbIM TOK ApLLBIEE L Mrowaae Mapka kabens
(B OAHY CTOPOHY) ceyeHus

He 6on1ee 160A 2...7M 16 MM? Kl 1x16

He 6os1ee 200A 3..9M 25 MM? KI™ 1x25

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? KI" 1x35
8... 2 Kr

He 6onee 500A oM 20 MM 50
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 - LUndposon gucnneis;

2 — KHonku perynmpoBaHus BbIOpaHHOT0 NapamMeTpa Ha YMeHbLUEHWE 1 yBesinyeHune (Mo
ymonyanuio: npu MMA - Tok ceapku, npu TIG - Tok ceapku, MIG/MAG - HanpsxeHune
cBapKK);

3 — KHonka Bbibopa ¢yHKLMIM MCTOYHMKA B TEKYLLLEM PEXMME CBAPKK;

4 — KHonka Bblbopa pexuma cBapku:

a) py4Has gyrosas cBapka WTYy4HbIM 3nekTpogom PAC «MMAy;

6) cBapKka B aproHe, He naasAwWwMMcs anekTpogom APT «TIGy;

B) CBapKka Mo/slyaBToMaTMyeckas B 3aWMTHbIX rasax [MNA «MIG/MAGy;

5 —VHankaTop neperpesa annapaTta: HOPMaJibHO — He CBETUTCS, NpY Neperpese — MUraeT;
6 — Lindposon gucnnert 610Ka nogayum npoBoIoKY;

7 — KHonka 3anpaBku NpoBONOKM (ra3 Nnpu 3TOM He NoAaeTcs);

8 — KHomMkn perynMpoBaHnsA napaMeTpoB Ha yMeHbLUeHMe 1 yBeanyeHne (MO0 YMOJYaHUIO:
CKOPOCTb MOAa4u NPOBOJIOKM);

9 — KHomka npoBepkmM Nojaum 3aWmMTHOro rasa (MpoBo/10Ka He NojaeTcs);

10 — KHonka Bbibopa ¢yHKL MM MeXaHU3Ma NoZayum NPOBOJIOKY;

11 - Pasbém KZ-2 Trna "EBPO" An1s nogkito4eHMs NoNyaBTOMaTUYECKOW Fropesiky;

12 — ABTOMaT/KHOMKAa BKJ/IIOYEHUA/BbIKIOYEHUSA UCTOYHMKA CBAPOYHOIO TOKa;

13 — MIHAMKaTOpbI pexxrMa KHOMKU Ha ropenke (PexXuM 2T/4T/anbT.4T);

A —THe3/10 CMI0BOrO TOKA «+» TUMNa baloHeT:

a) npu cBapke PAC "MMA" — noakntovaeTcs kabenb anekTpoga (B 6osee pegkunx ciayyasnx
MpW NCNOb30BaHMM CMeLnasibHbIX 31eKTPOA 0B Nogk/ovaeTcs kabesb «maccar);

6) npu cBapke API “TIG"” — nogkto4aeTcs ToNbKo kKabenb «Maccar;

B) Npv nosiyaBToMaTudeckom csapke MA “MIG/MAG” cnioWHOM NPoOBO/IOKOW — BHYTPU
nogktoyaeTcs kKabesb K NoAatoLemMy MexaHn3my (Mo yMosYaHUIo);

r) npu nosyasTomatuyeckon ceapke MA *“MIG/MAG” ¢atocoBoit NpoBoIOKOM —
nogktovaeTcs kabenb «macca;
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B — 'He340 CMN0OBOro Toka «—» Tuna 6aoHeT:

a) npu cBapke PAC *MMA" — nogxntovaetcs kabenb «macca» (B 6os1ee pegkumx ciydasx npu
MCMOJIb30BaHUM CMeLMaibHbIX 31eKTPOA0B NoAK/o4aeTcs kabesb an1ekTposa);
6) npu cBapke APT "TIG"” — nogk/t04aeTcs TO/IbKO aproHOBas FOpPesiKa;
B) Npu noslyaBTomMaTthyeckon ceapke MA “"MIG/MAG" cniowwHo#i NpoBoa0KOW —
noaknto4yaeTca kabenb «macca;
r) npu nosyasToMaTuyeckown ceapke MNA “MIG/MAG” ¢ocoBoM NPOBOIOKOM — BHYTPU
nogk/toyaeTcs kabesb K NoAatoLemMy MexaHn3my (eCTb BOSMOXHOCTb MPUCOEANHUTD
CaMOCTOATe/IbHO);
14 — [lepxaTtenb KaTyLKN A5 NPOBOJIOKMN C NMPYXUHHBIM ME@XaHWU3MOM
TOPMOXEHWS;
15— [pegoxpaHuTenn 610ka NoAayuv NPOBOIOKM 1 MOAOrpeBaTe s rasa;
16 — MecTo nogkatoueHus kabens 3a3emMieHuns;
17 — PoseTtka agns nogorpesatens rasa 36V;
18 — Pa3bém nogkstoueHus kabens ynpaesieHus oT 610ka nogayun npoBoIoKY;
19 — Kabenb A9 NOAKOYEHUS K MUTAIOLWEN CETY;
20 — Bxog A/ 3anpaBKu CBapOYHOMN NPOBOJIOKY;
21— lLTyuep nogaum 3awmnTHOro rasa.

2. BBO/J B SKCMNNYATALUNIO
BHumaHue! [Nepes BBOAOM B 3KCMAyaTaumio cnedyeT npoyuntaTe pasgen ,lpaBuaa TeXHUKK
6e3onacHocT1” n.15.

2.1 UCMOJIb3BOBAHUE COIrNTACHO HA3BHAYEHUIO

CBapoYyHBbIM annapaT NpeAHasHauYeH UCKAYUTEBHO A5 PYYHON A4YroBOW CBapKu
WTYYHbIM 3/1IEKTPOAOM, CBApPKM B CPeAe aproHa, a Takxe No/syaBTOMaTUYECKOM CBapKW B
cpeje 3alUTHbIX ra3os.
MNHoe ncnonb3oBaHWe annapaTta CYMTAETCS He COOTBETCTBYOLMM Ha3HAYEHUIO.

MN3roToBuTeIb HE HECET OTBETCTBEHHOCTY 3a YLiep6, BbI3BaHHbIM MCMOb30BaHNEM
annapaTta He Mo Ha3HaYeHUIo.

Mcnonb3oBaHWe cOrnacHO HasHayeHWto, NoApasymMeBaeT cob/ogeHne yKasaHUi
HACTOSALLEro pyKoBOACTBA MO 3KCM/yaTaLum.

2.2 TPEBOBAHUA K PABMELLEHUIO
CBapoOYHbIA annapaT MOXHO pasMelaTb W 3KCNAyaTUMpOBaTb Ha OTKPbITOM
BO3AyXe.  BHyTpeHHMe  3anekTpuyeckve  AeTasu  annapaTa  3alWuiieHbl  OT
HeNoCpesCTBEHHOMO BO3AEMCTBUA BAAXHOCTH, HO HE OT Kanesib KOHAEeHcaTa.
BHUMAHME! Mocne okoHYaHWs CBapoOuYHbIX paboT B Xapkyto norogy, /avbo
MHTEHCMBHbIX CBapoOYHbIX paboT B byl norody, amnapaTt cpasy He Bblk/O4YaTb!
Heobx041MO B TeYUEHUN 5 MMH ,aTb BO3MOXHOCTb OCTbITb 3/IEKTPOHHBIM KOMMOHEHTaM.
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BHUMAHME! T[Mocne »skcnayatauum B Xo/i0AHOE BpeMs roga, nocnae
BbIK/IIOYEHUA M MOC/IeAyloOWero ocTbiBaHUA annapaTta, BHYTpu obpa3yeTcs KOHAEHcaT,
NO3TOMY ero He/b3s BK/loUYaTb paHblue, Yem yepes 3...4 Yaca!!! [osTomy He oTkoYanTe
annapar B X0/I0AHOe BpeMA roAa, ec/in NaaHNpyeTe ero BK/UYNTb paHblle, Yem Yyepes 4
yaca.

Heobxoaunmo pa3mellaTtb annapat TakK, 4TOODI obecneumBancs
HecnpenaTCTBEHHbIN BXO4 W BbIXOZ OXJ/aXAAMOWEro BO3AyXa Yepe3 BEeHTU/IALMOHHbIE
OTBEpCTUS Ha NepeaHen 1 3agHen naHensx. CneAauTte 3a TeM, 4TO6bl MeTasMYecKkas Mblb
(Hanpvmep, Npu HaxaayHon WnMdoBKe) He 3acacbiBaiacb HEMOCPEACTBEHHO B annapat
BEHTUNSTOPOM OX/IaXAeHMs.

BHMMAHME! AnnapaT nocsie cMIbHOrO NajeHusi MoXkeT 6bITb onacHbIM Ans
>XU3HU. YCTaHaBAMBaTb Ha YCTOMUMBOW TBEPAOI NOBEPXHOCTU.

2.3 NOAK/HOYEHUE K CETU

CBapouYHbIN annapaT B CEPUAHOM MCMOJIHEHWUM PAaCCUUTAH Ha:

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

2. TpexdasHoe ceTeBoe HanpsixkeHue 3x380B wam 3x400B (Mogenn ProMIG-
270/350/500/630), 47151 3TOrO BbIBEAEHO TPW NpoBoga. MNpasusia TexHMKK 6e30nacHOCTY Npy
npoeegeHun paboT co cCBapoyHbIM obopysoBaHMeM TpebyloT 3a3eMieHWs Kopryca
annapata. /lnsa 3Toro npejycMOTpeHO /JBa BapWaHTa: 1) WCMoJib30BaHWe YeTBepTOoro
npoBoja B ceTeBOM Kabesne Xento-3enéHoro uBeTa (MEXAYHApOAHbIM CTaHAapT
MapKUpOBKM); 2) UCMosib3oBaHMe HONTOBON KAeMMbl Ha 3aiHel CTeHKe annapaTa (6osee
XECTKUIN CTaHAAPT 3a3eMJ/IeHUSA, UCMNO/Ib30BaCs B cTpaHax CHI).

BHUMAHMUE! lMpu noaknoyeHun annapata K Ce€TEBOMY Hanps>XEHWIO Bbille
270B (ana ProMIG-160/200/250) uan 450B (ana  ProMIG-270/350/500/630), Bce
rapaHTuitHble 06A3aTe/IbCTBa U3roTOBUTENS TEPAIOT CUNY!

A TakXe rapaHTuUiiHble 06si3aTeNbCTBA U3rOTOBUTENA TEPAIOT CUAY MpU OWIME6OYHOM
nogkaoueHnmn ¢asbl ceTV Ha 3a3emMsieHUe UCTOYHMKA.

CeTeBOV pa3béM, ceveHus kabesel ceTU NMUTaHUS, a TakXe CeTeBble MpeJoXpaHUTeNn
J,0/KHbI BbIOMPATbCS UCXOAA U3 TEXHUYECKUX JaHHbIX annapara.

2.4 NOAKNHOYEHUE CETEBOIO LUTEKEPA

BHNUMAHMUE! CeTeBoM iTekep A0KEeH COOTBETCTBOBAaTb HANPAXXEHUIO MUTAHUA
M ToKonoTpebseHUI0 CBapovHOro amnapaTta (CM. TexHU4Yeckue paHHble). CornacHo
TexHuKke 6e3omacHOCTU, MCMOAb3yiTe rapaHTUpPOBaHHOE 3a3emJ/eHue, Npu 3TOM
3anpelyeHo Ha Hy/ieBOM NpoBoOA NuTalowein ceTu!!!

BHMUMAHME! CeTeBoli Bbik/touaTenb B annapatax ProMIG-160/200/250 aBaseTcs
CUrHaNIbHOM KHOMKOM M 610KMpyeT TOJ/IbKO CUIOBOM TOK CBApOYHOro amnapaTa, Ho
MOJIHOCTbIO He 06ecToUMBaET BHYTPEHHIO 3/1eKTPOHMKY annapaTa. Mo3Tomy no TexHuke
6e30MacHOCTM NpY NOAKJ/IIOYEHUUN He 3a0biBaiTe MOJIHOCTBIO OTKJ/IIOUUTL OT PO3ETKMU.
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3. CBAPKA PYYHAA AYTOBAA LUTYYHbIM SJIEKTPO40M (PAC «MMA»)

~220V / 230V SNIEKTPOAOAEPKATE/1b
~3x 380V / 400V

B aTom pexume cBapku 610k nogaum NpoBOIOKM He NMoHazobuTcs.

Mopsigok nogroToBKM annapata k paboTe:

- BCTaBWUTb kabesib an1eKTpPosa B rHE30 UCTOUHMKA A «+»;

- BCTaBWUTb kabesib «macca» B rHe34,0 UCTOYHMKA B «—»;

- npucoeanHUTb Kabesb «Macca» K U3genuto;

- NOAKNOUYNTL CeTeBOM Kabesb K CETU MUTaHUS;

- aBTOMAaTUYECKMI BbIK/IOYATE/Ib 12 Ha 3aHEN NaHean NepeBecTy B NoaoxeHne «BK/T»;

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

- CMOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKYLL MW OCHOBHOM NapaMeTp — TOK CBapKW;

- NPU HeobXOAMMOCTU MOXHO Pery/iMpoBaTb AOMOJHUTE/bHble (GYHKLUU CBApPO4HOro
npouecca (Nopsif0K MU3MEHEeHUs CMOTpuUTe B M.6.1).

BHumaHume! B pexxume ceapku PAC "MMA" nocsie Toro, kak ceTeBoM Bblk/tovaTesb
nepek/ilo4eH B MOJOXEeHWe «l», WTYYHbIN 3/1eKTPOA HAXOAUTCS MOog HanpsbkeHuem. He
npuKacanTech 31eKTPOAOM K TOKOMPOBOASLL MM UM 3a3eMIEHHBIM NpesMeTaM, TakUM Kak,
Hanpumep, KOpMyc CBapo4YHOro annapaTa 1 T.4., Tak Kak annapaT BOCMPUMET 3Ty CUTyaLLUIo
KaK CMrHas K cTapTy CBapO4YHOro npouecca.

3.1 LMK CBAPOYHOI'O NPOLLECCA - MMA

LA U HSE dut e

o =0 ) o F----

t,cek
MopsiaoK M3MeHeHWs 3HaueHus tobol GyHKL MK cMoTpUTe B M.6.1
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3.2 QYHKLUMSA FOPAYNIN CTAPT «HOT-START»
Mpeumyuiectsa:
- y/lyulleHure NoAxXura Aaxe npu UCrnosib30BaHNUM M10X0 3aXMIatoLLUXCS 3/1eKTPOA0B;
- bosnee KayecTBeHHOe MpoOM/aB/ieHNe OCHOBHOrO MaTepuana BO BPeEMS MOAXMra,
cnef0BaTe/IbHO, — MeHblle HenpoBapoB;
- NpesoTBPALLEHME LLIAKOBbIX BKIOUYEHU;
- py4YHasi HaCTPOMKa: NO3BOIAET YCTAHOBUTb YPOBeHb QYHKL MM HA MMHUMa/IbHOE 3HaYEeHMe,
4TO CU/IbHO YMEHbLUAeT NoTpebeHne SHEePruM B HaYa/IbHbI MOMEHT NoAxura, 6i1arogaps
yeMy annapaT MOXeT CTapTOBaTb Ha 3HAYEHWUSX CETEBOrO HanpskeHus 6JM3KOro K
MMHUMa/IbHO BO3MOXHOMY, OZJHaKO 3TO CHWXaeT KayecTBO MOMeHTa mogxwura (annapat
CTaHOBUTCSA Nogo6eH TpaHCPOPMATOPHOMY UCTOUHMKY, HO B ONPeAEeNeHHbIX CUTYaLMsaX 3TO
€AMHCTBEHHO BO3MOXHbIN cNocob). Takxke MOXHO YBeNUNTb GYHKL MIO 40 MAaKCUMaJIbHOrO
3HaYyeHus Ansa elwé bobluero yaydlleHuss MOMeHTa nogxura (npu paboTe oT xopoLuel
ceTn). Ho He 3abbiBaliTe, 4TO NOBbILIEHHBIM TOKOM 3TOM GYHKL MM MOXHO NPOXeYb Usgesve
Mpu cBapke TOHKUX MeTas/10B, MO3TOMY B 3TOM CUTyaLMN peKOMEeHAYeTCH yMeHbLlaTb TOK
byHKLUM «["opaunii cTapT».

Yem gocTuraeTcs: B TeyeHME KOPOTKOrO BPeMEHVM B MOMEHT MOAXMUra ayru
CBApOYHbIV TOK YBE/IMYMBAETCS HA YCTAHOB/IEHHBIM MO YMOJIYaHWNIO YPOBEHb +40%.

Mpumep: cBapka 31eKTpoA0M P3MM, YCTaHOB/IEHHOE OCHOBHOE 3HayeHue
CBapOYHOro TOKa COCTaBAsET 9OA.

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

B 40N0AHUTENbHBIX HACTPOMKAaX MOXHO M3MEHATb Kak cuay «[opsuyero ctapta»
[H.St], Tak u Bpemsa «Fopsayero ctapTa» [t.HS]. Be3 Hag06HOCTY He 3aBbilLanTe CUY U BPEMS
cpabatbiBaHus «opsiyero ctapta», MOTOMY YTO Ha 6O/bLUNX NpesesibHbIX 3HAaYeHNAX 3TO
TpebyeT OYeHb CU/ILHOM MUTalOWEN CeTW, a NpU OTCYTCTBMM XOPOLLEN CeTu, MpoLecc
nogxwura gaxe 6yaeTt cpbiBatbcs. MNopsaAoK M3MeHeHUs 3HayeHus awbol GyHKLUKM B
TeKyLLEM pexume CBapkn cMoTpuTe B N.6.1

3.3 DYHKLUNA GOPCAX AYTU «ARC-FORCE»

MpenmywecTaa:

- MOBbILIEeHWe CTabUIbHOCTY CBApKU Ha KOPOTKOM Ayre;

- y/lyulleHMe KarnsienepeHoca MeTasljia B CBapPOUHYHO BaHHY;

- y/lydlleHne nogxwura Ayru;

- YyMeHbLUeHMe BEPOATHOCT M 3a/IMNaHns 31eKTpoga (HO 3TO He GyHKL NS
«AHTUNPUANNAHUER);

- py4YHas HaCTpoliKa: NO3BO/ISIET YCTAHOBUTb YPOBeHb GYHKL MU HA MMHUMA/IbHOE 3HaYEHME,
4YTO He3HauUTeNbHO, HO CHWXaeT noTpebseHVe 3HepruK, a TakXe KOHLLeHTpaLuio
TENNOBAOXEHNA NPU CBapke TOHKMX MeTasN0B. JTO MOHMXAeT BEPOSATHOCTb MPOXUra,
OAHAKO WM CHUXAET CTAabWNbHOCTb TFOPeHUs Ha KOPOTKOM Ayre (anmapaT CTaHOBWUTCS
nogobeH TpaHcPOpPMaATOPHOMY MCTOYHMKY). Takxke MOXHO U yBEANUUTb GYHKLUIO A0
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MaKCUMaIbHOrO 3Ha4YeHUs A9 el é 6oabluel CTabUAbHOCTU FOPEHUSt HA KOPOTKOW Ayre, HO
370 TpebyeT Nyyllen NUTatoWEeN CETU U YBEMYMBAET BEPOATHOCTb MPOXOra U3 enus.

YeM AOCTUraeTcs: NMPU CHUXEHWM HAMPSXKEHWA HA Ayre HWXe MUHUMa/bHO
JAOMYCTUMOrO ANl CTabUIbHOrO TrOpeHus Jyru, CBAapOYHbI TOK BO3pacTaeT Ha
YCTaHOBJIEHHBIV MO YMOYAHMIO YPOBEHb (+40%).

B AononHMTeNbHbIX HAacTpPoMKax MOXHO M3MeHATb kak cuay «Dopcaxa Ayru»
[Ar.F], Tak 1 ypoBeHb cpabaTbiBaHus 3Tol ¢yHKL MM [U.AF]. Be3 Haf06HOCTM He 3aBbilwanTe
cuny 1 ypoBeHb cpabaTbiBaHus «Popcaxa Ayrv», NOTOMY YTO 3TO Ha 60/IbLUNX NpeaenbHbIX
3HaYeHUAX, 0COBEHHO MpW CBapke TOHKMMW 3neKTpoAamu (MeHee @3,2 MM), BAMAET Ha
cpabaTbiBaHue GyHKL MU «KAHTUNPUAUNAHMEY.

uvj

LA
MopsigoK M3MeHeHWs 3HauveHus Mobon GyHKLMM B TeKyleM pexunMe CBapku
cmoTpuTe B n.6.1

3.4 OYHKL A AHTUNPUJIUNAHUSA «ANTI-STICK»

Mpy HaYaIbHOM MOAXKWIe AYrn 31eKTPOJ MOXET NPUAMMNATh (MPUXBATLIBATLCS K
n3genmnio). SToMy NpPensTCTBYOT MHOMO GYHKLMIM B annapaTte, HO Takoe BCe-TakM MOXeT
MPOM30OMTK, YTO B CBOIO OYepesb MPUBOAMUT CHayaNa K packaleHuto, a B Noc/ieAyiolem u
nopuye 3snekTpoga. B Takom cuTyaumm B paHHOM annapaTte cpabaTbiBaeT byHKLMA
«AHTUNpUAUNAHME» BCTpPOeHHasi M paboTatowas B pexume PAC “MMA" noctosiHHO,
KoTopasi Yepes 0,6...0,8 cek Noc/e BbiBAEHNS 3TOr0 COCTOAHUS, CHUXAET CBAPOYHbINA TOK.
Tak>e 3To obsieryaeT CBapLL MKy BO3MOXHOCTb OTAENNATb (OTPbIBaTb) 3/1€KTPOJ, OT U3genuns
6e3 pucka obXeub rnasa cayyarHbIM NoAXUroM Ayru. MNocie oTaeneHus snekTposa oT
n3genuns, NpoLLecc CBapkmn MoxeT bblTb becnpenaTCTBEHHO NPOAOJIXKEH.
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3.5 OYHKLUSA PEFYIMPOBAHUS HAK/IOHA BOJIbTAMIMEPHOMN
XAPAKTEPUCTUKN

OSTa ¢yHKUMS B NepByl0 ouyepeAb MNpejHasHavyeHa Aasi KOMPOPTHOW CBapKwu
371eKTPOAAMUN C PasANYHBIMU TUMAMU MOKPbLITUI. 10 YMONYaHWUIO HAK/IOH BOJIbTaMMNEPHOMN
xapaktepuctnkn [BAH] ycTaHoBneH Ha 3HayeHue 1,4V/A 4TO COOTBETCTBYET CaMbiM
pacnpocTpaHeHHbIM 31€KTPOAaM C pyTUAO0BbLIM TUMOM NOkpbITUA (AHO-4, MP-3). [lna 6onee
KOoMbOpTHOM paboTbl 31eKTPOAAMUN C OCHOBHbIM TUMOM MokpbiTus (YOHWM-13/45, JIK3-70),
He siBAsieTcs 06513aTeNbHbIM, HO PEKOMEHAYeM YCTaHOBUTb Hak/1oH [BAH] Ha 3HaveHue 1,0
V/A. B cBOIO 04epesb 31eKTPOAbI C LLe//I0103HbIM TUnom nokpbitms (UL -1, BCL-4A), gaxe
TpebytoT ycTaHOBUTb HaksoH [BAH] Ha 3HaueHuwe 0,2..0,6 V/A 1 npu 3ToM wuHoOrga
HeobxoANMO NoAHATHE YPOBHS cpabaTbiBaHus PpyHKUMM «Dopcax agyrux» [U.AF] BnaoTb A0
3HaYeHus 18V. MNopsaAOK M3MEHEHNS 3HaYeHUs 060 GYHKL MM B TEKYLLEM peXMME CBapKK
cmoTpuTe B n.6.1

3.6 ®YHKLMA CBAPKU HA KOPOTKOM AYTE

3Ta PyHKLMA 0cOBEHHO aKTyasibHa MpW cBapke MOTO/IOYHbIX LWBOB, KOrA4a HYXHO
uTObbl HE CUNBLHO TsIHY/Nacb CBapoyHas gyra. /s 3Toro B anmapaTe npejycMoTpeHa
BO3MOXHOCTb BKOUMTb yHkuno «Kopotkas gyra» [Sh.A] B nonoxenne “ON”. Mo
YMOJIYaHMIO OHa HaxoAuTcs B nosoxeHun "OFF”. Mopsgok n3mMeHeHWs 3HayeHus aobon
bYHKL MM B TEKYLLEM PeXMMe CBapKU CMOTpUTE B M.6.1

3.7 DYHKLUUNA BNNOKA CHUXKEHUSA HANPSAXKEHNA XOJI0OCTONO XO4A

Mpy npoBejeHWM CBapoYHbIX paboT B EMKOCTAX, LUCTEPHaX W TaMm, rae
HeobxoAMMa MOBbIWEHHAsA CUCTEMA 3/1eKTpobe30nacHOCTU, MOXET ObiTb aKTUBMPOBAHA
DYHKLMA CHUXKEHMA HANPSAXXEHMS XO/I0CTOr0 X04a.

Mpu oTpbiBe 371eKTPoAa OT M3AeNus, Yepes 0,1 CeK HanpsKeHWe Ha Kaemmax
MCTOYHMKA CHUXAETCA A0 6€30MNacHOro ypoBHA — HMxe 12B.

Ans aToro HeobxoamM 60K CHWXEHWSI HaNPSXKEHWUs XON0CTOro Xxoda [BSn],
KOTOpPbIV eCTb B 3TOM MOAeNN 060pyA0BaHUS, HO MO YMOUYAHUIO HAXOANTCS B MOJIOXKEHUM
“"OFF”, TO eCTb BbIK/IOYEH, TakK KaK U3BECTHO, YTO BK/OUYEHMeE /t060M Nogo6HOM dyHKL MK
HECKONbKO YXYALWaeT NoAxur ayru. Mopagok U3MeHeHWs 3HauveHus Nto6on GyHKLUN B
TeKyLLEM pexuMe CBapKu CMOTpUTE B M.6.1

3.8 OYHKLINA CBAPK UMNY/IbCHbIM TOKOM

ITa PyHKLMA NpesgHa3HaveHa Ans oberyeHns KOHTPOIS CBApOYHOro npolecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OTNNYHBIX OT HUXHEro, a Takxe NpU CBapKe LBeTHbIX
mMeTannoB. Bo3sgeicTBuMe  NpoMcXoAUT  HEMOCPEeACTBEHHO Ha  MepemellvBaHue
pacniaB/fieHHOro MeTasifa LWBa M Ha MepeHOC Kamnju B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb Ha CTabuabHOCTb POPMUPOBAHMSA LWBA W NpoLecca cBapku. Jpyrumu ciosamy,
3TOT NpoLEecc B HEKOTOPOM CTEMEHU 3aMeHSET ABWXEHWUS PYKKU CBapLinKa, 0cobeHHO 3TO
BaXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBW/IBHOCTU HACTPOWMKM 3aBUCUT popma U
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KayecTBO GOPMMPOBAHMS LIBA, YTO YMEHbLUAEeT BEPOSITHOCTb MOSIBIEHUS MOP U yMeHbLUaeT
3ePHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMUMBAET MPOYHOCTb CBAPHOrO COeAMHEHMS.

Jns peanvsauunm 3ToM GyHKLUM B annapaTe HYXXHO CHavasla BKAOUYNTb PeXUM Ny/ibcalum
Toka [Po.P], nepeBectn n3 coctoaHma "OFF” B coctosinme "ON”, a Takxe 3agaTb YeTbipe
napameTpa: Tok umnysbca [1.iP], Tok nayssi [I.PS], yactoTy nyabcauunm [Fr.P]1vn cooTHowweHme
uMnyabc/naysa (Mam «ckBaxHocTby») [dut]. Mo ymonyaHuto yactoTta nyabcauum [Fr.P] un
«CKBaXHOCTb» [dut] Ha CaMblX PacMpOCTPaHeHHbIX 3Ha4YeHUAX 5.0 L, 1 50% COOTBETCTBEHHO.
Mpn wn3meHeHWM napameTpa "CKBaXHOCTb" OT 50%, BHOCUTCA aCMMMeETPUS MeXAy
BpeMeHeM UMMy/bCa TOKa 1 BpemMeHeM "naysbl” Toka:

Mo YMONYaHUIO

"ckBaXHocTh" [dut] = 50% "ckBaXkHOCTL" [dut] = 20% "ckBaxHOCTL" [dut] = 70%
LA LA 1A}

r

50% | 50% Ig] 80% |_| | I 70% |5§| |
~ @

t,cex t,cex t,cex
AaHHbIe NnapaMeTpbl YCTaHaB/IMBAOTCA B Pa3/INYHbIX CUTYaUnNAX NO-pa3sHOMY, COr/1aCHO

TpeboBaHMsM cBapLymKa. MopsAoK M3MEHEHNS 3HaYEHNA 1060 GYHKLNM B TEKyLLEM
pexume cBapku cMOTpuTe B N.6.1

4. CBAPKA B APIOHE (API «TIG»)

BHumaHume! B kayecTBe 3alMTHOrO ra3a NpUMEHSeTCs Yalle BCero YNCTbIA aproH
"Ar", nHoraa reamii "He", a Takxe 1x CMeCb B Pa3/IMUYHBIX MPOMNOPLUAX.
HE ,ZI,OI'IYCKAI7ITE MCMNo/ib30BaHMe roproynx rasos! icnoab3oBaHne Apyrux rasos TO/bKO
MO COr/IacoBaHMIO C MPon3BoAMTEIeM 060pyA0BaHMS.

APFOH

APrOHOBAS

i

B 3TOM pexunme cBapku 610k Mogaum NpoBoNOKK He NoHaZ0buTCs.
Mopsiaok NOAroTOBKM annapaTa K pabore:

- BCTaBWUTb kKabesib ropenkun B rHe30 UCTOYHMUKA B «—»;

- BCTaBWUTb Kabesib «Macca» B rHE3/,0 UCTOUYHMKA A «+»;
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NPUCOEAMHUTB 3aXNM «MACcCa» K U3LENNI0;
- YCTaHOBWUTb peAyKTOop Ha ra3oBbIi 6an/ioH;
- MOAK/IOUYNTL ra30BblIl LUNAHT FOPesikKi K peJyKTopy ra3oBoro 6as10Ha;
OTKPbITb KpaH ra3oBoro 6a/110Ha, NpoOBepUTb repMeTUYHOCTb;
- MOAKOUYNTL ceTeBOM Kabesnb K ceTn NUTaHus;
aBTOMAaTUYECKMW BbIKtOYaTe b 12 Ha 3aHel NaHe/In nepeBecTH B nooxeHue «BK/1»;
C NMOMOLLLbIO KHOMKM 4 YCTaHOBUTE pexxum cBapkun APT «TIG» (pexxnmbl nepekoyatoTcs no
Kpyry);
- CMOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKyLL M1 OCHOBHOMW NapameTp — TOK CBapKMK;
npv HeobXOAMMOCTU MOXHO Pery/sMpoBaTb AOMOJHUTE/IbHbIE GYHKLUU CBAPOYHOMO
npouecca, NopsA0K M3MeHeHUs cMoTpuTe B M.6.1

BHumaHue! Mopenka aproHoBas A0/KHA ObITb BEHTU/IBHOTO TUMA, C 6aOHETHbIM
pasbeMOM @13 MM. MakcuMManbHbIA TOK ropenku BbibupaiTe no cBoum pabounm
TpeboBaHUAM.

BHumaHue! YacTton owmnbkon sBnsieTcs 3aToyka 3/1eKTpoAa B "uray", gyra npu
3TOM MMeeT BO3MOXHOCTb "BWMASTE' M3 CTOPOHbI B CTOPOHY. [paBW/IbHOM 3aTO4YKOMN
SIBNISIETCA C/Ierka MPUTYM/IEHHbIM HOCUMK M 4YeM MeHblle "nATayok”, BblAepKMBAIOLLUN
YCTaHOBJ/IEHHbIN TOK, TeM Jyulue. [ToMHUTe, 4TO Npu 60AbLIMX TOKAX CBapPKM O4€Hb CU/IBHO
3a0CTPEHHbIN 3/1eKTPO, /1erko ONNaBAseTCs, M3-3a MaJIoN TeNI00TAauN. Tak Xe «PUCKn» oT
3aTOUKM JO/DKHbI pacnofaraTbCs BA0/1b OCU 3/71eKTPOAa.

4.1.1 LWK/Z1 CBAPOYHOI'O NMPOLLECCA - TIG-LIFT
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Mopsgok n3mMeHeHMs 3HaYeHUs Ntobon byHKLMM cMOTpUTe B N.6.1

LA

4.1.2 QYHKLUNA NOAXKUTA AYTU TIG-LIFT

3Ta GYHKLMA KHOMKM Ha ropesike YCTaHOBJ/IEHA MO YMOJIMaHUIO B A4aHHOW MOAenu
obopysoBaHus U paspaboTaHa AN FOPeNoK C KOHTAKTHbIM MOAXMUIOM Ayru, 6e3
UCMO/Ib30BaHNS OCLUNSTOPOB U T.M. YCTPOMCTB, HO B OT/IMYMM OT KJ1aCCUYECKOro cnocoba,
MOJIHOCTbIO YCTpaHsAeT yAapHbli TOK B MOMEHT nogxwura. [laHHas ¢yHKUMsS B pasbl
YMEHbLUAET pa3pyLUeHVe 1 NonajaHue B CBapOYHbIN LOB HemnJaBsL,erocs BoibppaMoBoro
3N1eKTPOAA, YTO ABASETCS OYEHb HEFrAaTUBHBIM SB/IEHUEM.
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BHumaHue!!! Vicnonb3oBaHue gaHHOM GyHKUUN TpebyeT OUMCTKU U34enus B MecTe
noAXXura Ayru.

Cnocob npumMeHeHMsi faHHOW yYHKLMM  3aK/IIOYAeTC B MPUKOCHOBEHUM
3N1eKTPOAOM K U3AeNNto, MPU 3TOM YA epXUBaTb 3/1eKTPOA B 3TOM MOJOXEHUN MOXHO A0
6eCKOHeYHOCTU 1 KOrAa NoJIb30BaTe b MOCHMTAET YTO FOTOB K Hayasly CBapku (Hanpumep,
OMyCTWUA 3aWMUTHYIO MacKy Ha rnasa M XOpPOLWO MpPOAYyJ/l MeCTO 3alMTHbIM ra3oM) TO
AoctaToyHo HavyaTb MEAJIEHHO nogHvMaTh OCTpre 3aTOYEHHOr 0 3/1eKTpoja OT U3jenus.
AnnapaT onpeAenunT 3TOT MOMEHT 1 BOCMPUMET KakK CUrHa/ K CTapTy npoL,ecca CBapku, Tem
cambiM HayHeT M/IABHO noBblwaTh CBapoOYHbIf TOK A0 YCTAHOBJ/IEHHOIO 3HAYEHMS, YeM
6osiblie OCHOBHOW pabounii TOk, TeM ObICTpee HyXHO MOAHWMATb 3N1eKTPOJ, WHaue
onnasuTcA. Bpems nnaBHoro HapactaHus Toka [t.UP] fo ycTaHOBAEHHOro 3HayeHWs Mbl
paccMOTPVM B Moc/eAytoleM MyHKTe.,

Mopsaok paboTbl:

- aBTOMAaTMYECKMM BbIK/IIOYATE b 12 Ha 334 HeN NaHe M UCTOYHUKA NMePEBECTM B NMOJIOXKEHMe
«BKJ»;

- CMOMOLLbIO KHOMKMW 4 yCTaHOBUTE pexxum ceapki AP «TIG» (pexuMbl nepekoyatoTca no
KpYrY);

- ycTaHoBuTe dyHKUMIO KHOMKK ropesku TIG-LIFT. Ana atoro, kHOMKy 3 Heobxogwmmo
HaXXUMaTb 0 NOSBNEHUS Ha MHAMKaTope «KHomMKa Ha ropenke» [But], Takxe psgom byaeT
YKa3aHO Tekyllee NoJioXeHue 3ToW GpyHKL MM, C MOMOLLbIO KHOMOK 2 ycTaHoBUTb “LIFT".
Ecnun gonro He NpeanpuvHUMaTh HUKAKUX AeNCTBUI annapaT BbIUAET U3 3TON GyHKL MK,
BEPHYTHCA MOXHO TeM Xe MyTeM, a8 eCiv NepenpbIirHy/Iv HEOBXOANMbIN PEXUM KHOMKMK,
MOBTOPHO HAXMMaWTE KHOMKY 3 - YHKL MM NepekNtoyaoTcs No Kpyry;

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

- NpY HeobXoAMMOCTU MOXHO Pery/MpoBaTh AOMNOJAHUTE/bHble (GYHKLUUM CBAapO4HOro
npouecca (Nopsif oK M3MeHeHUss cMoTpuTe B N.6.1).
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4.1.3 UMK1 CBAPOYHOI'O NMPOLECCA - TIG-2T
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MopsiaoK M3MeHeHWs 3HaYeHus Ntobol GyHKL MM cMOTpUTE B M.6.1

Ans  paHHOro  pexvma  noHagobutca  npuobpecTn  oTaenbHbii 610K
6eckoHTaKkTHOro nogxura ayru (ocunansatop). Nopagok NoAroToBKM annapaTa k paboTe ¢
OCLUNNATOPOM UHAMBUAYANEH U JO/KEH BbITh ONUCAH B MHCTPYKLLUKM MO 3KCMIyaTaunm K
610Ky ocumnnaTopa. Pasbém ynpaBaeHWs BKAIOYEHMEM MUCTOYHMKA HAXOAMTCS Ha 3ajHel
naHean MCTOYHMKA, MCMO/b30BaTb TOJILKO KOHTakThl 1 1 2, HN B KOEM C/IYYAE He
nepenyTanTe c APYruMy KOHTaKTaMm — 3TO MOXET NMPUBECTU K BbIXOAY M3 CTPOs annapaTa!

BHumaHue! B cnyyae HeMCNoib30BaHWA 3TOr0 pa3bema, MPUKpbIBaNTE ero
Pe3MHOBbIM KOIMAaYKOM, 4TO6bI He Hb1/10 3acopeHus.

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

ABLHES ”"¢P°B°"'«‘f'“"" naHHble uMdpoBoii CBs3N

(+) nuTaHme evratens NZ-.
(-) nwTaHue geuratens

(-) nuTaHve asuraTens

(+) nuTaHue aBuraTens

Mocne cbopku:

- BKJ/IIOUNTb 610K BECKOHTAKTHOrO NOAXMUIa Ayru (OCLLUANATOP);

- aBTOMAaTUYECKMI BbIK/IOYATE b 12 Ha 334 Hen NaHeNn UCTOYHMKA NEPEBECTM B MOJIOXEHME
«BKJ1»;
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- CMOMOLLbIO KHOMKM 4 YCTAHOBUTL pexxnm ceapku AP «TIG» (pexunMbl nepekoyaloTcs no
KpYrY);
YCTaHOBUTb QYHKLMIO KHOMKKU ropesku TIG-2T — gna 3Toro kHomnky 3 HeobxoAmmo
HaXX1MaTb 0 NOSBAEHUS Ha MHAMKaTope «KHomMKa Ha ropenke» [But], Takxe psgom byzgeT
YKa3aHO TekyLliee NoJIoKeHNe 3TON PYHKLMM, C MOMOLLbIO KHOMOK 2 YyCTaHoBUTb “2T".
Ecam gonro He npeanpuHMMaTh HUKAKUX AeACTBUI annapaT BblMAEeT U3 3TON GpyHKLUN.
BepHyTbCsi MOXHO TEM Xe NyTeM, a eC/IN «MepernpbIrHyIn» HEOOXOANMbIN PEXMUM KHOMKM,
MOBTOPHO HAXMUMaWTE KHOMKY 3 — QYHKL MM NepekNtoyaoTcs Mo KPyry;
- C MOMOLLbIO KHOMOK 2 YCTAaHOBUTE TEKYLL MM OCHOBHOM NapameTp — TOK CBapky;
npy HeobXOAMMOCTM MOXHO Pery/sMpoBaTb AOMOJHUTENbHbIE GYHKLWUM CBAaPOYHOTO
npouecca (NopsfoK M3MEeHeHUss CMoTpuTe B M.6.1).

BHumaHue! [opesika aproHoBas 40/1KHa 6bITb KHOMOYHOrO TUNA, C HANOHETHbIM
pasbeMOM @13MM. MaKcMManbHbLIM TOK ropesiku BbibupalTe no cBouMm paboyum
TpeboBaHUAM.

4.1.4 QYHKUNA KHONKWN HA TOPEJIKE TIG-2T

3Ta dyHKUUS KHOMKM YNPaBieHUs NPUMEHSAETCS TObKO MPU HAJIMYUW BHELLHETO,
HesaBMcMMoro 6s10ka 6GECKOHTAaKTHOro nogXxura Ayru (OCLMANATOP), C BCTPOEHHBIM
KnanaHom rasa. lNpoBog KHOMKW yNpaB/ieHWUs ropesiku NOAKN0YaeTCA HenocpeaCTBEHHO K
3ToMy 6/10Ky. MpW HaXaTUM KHOMKW Ha ropesike CUrHaj ynpaB/eHWs noctynaet B 610K
oCLMANATOPa, KOTOPbIN OoTpabaTbiBaeT GyHKLUIO NpesnpoAyBKM ra3oM ti 30HbI CBAPKM
(OTKpbIBaeT KaanaH rasa) 1 ¢ 3a4ep>XKon NoaeT CUrHa Ha BK/IOUYEHUE MCTOYHMKA TOKQ, a
TakXe, B 3TOT MOMEHT NOAaeT BbICOKOYACTOTHbIN BbICOKOBOJIbTHbIV MMMNY/IbC ANS NOAXUIa
Ayrun. NctouHnk oTpabaTtbiBaeT Bce ocTasbHble GYHKLUN (MX PACCMOTPUM B C/1eAYHOLLMX
MYHKTaXx) COr/IacHO LMKy CBAPOYHOIrO npoLecca, NnpuseAeHHoro Bollwe. lNocae otnyckaHua
KHOMKM, WUCTOYHUK oTpabaTbiBaeT cBOM GYHKLMKM, U MO OKOHYAHWM, CaMOCTOATE/IbHO
oTk/touaeTcs. baok ocymnnsTopa goskeH oTpaboTaTh GyHKLMIO NOCAE-NPOAYBKM ra3om t2
30HbI CBapKM (C 3aep>XKOW 3aKpbITb KJanaH rasa).

BHUMAHMUE! Baok ocunnnsatopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpa M3 CTPOs OT Npobos BbICOKOBO/bTHLIM PaspsiAOM, KOTOPbIA OH
co3zaeT B MOMEHT nogxura ayru. [lepes npumeHeHuem, uenb 3alWUTbl HYXHO
ob6s3aTe/IbHO aKTUBUPOBATD.
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4.1.5 LK1 CBAPOYHOIO MPOLLECCA - TIG-4T
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MopsAoK U3MeHEeHWs 3HaYeHNs 1tobon GyHKLUKM cMOTpUTe B M.6.1

Ans  paHHOro  pexvma  noHagobutcs  npuobpectn  oTaenbHbI 610K
6eCcKOHTaKTHOrO nogura Ayru (ocumanatop). NMopsgok nogroTosBku annapata k paboTe ¢
BHELHUM 6710KOM OCLUANATOPA UHAUBUAYANEH U JO/DKEH ObITb OMMCAH B MHCTPYKLMK MO
akcnayaTauum kK 6aoky ocumansTopa. Pa3bém ynpaBaeHWs BK/IOYEHUEM WCTOYHMKA
HaxoAUTCA Ha 33HeW NaHean UCTOYHMKA, CXeMa MOAKIIoYEHUs Takas xe Kak npu TIG-2T
CM. NYHKT 4.1.3.
Mocne cbopku:
- BK/IOUNTb 610K 6@CKOHTAKTHOr0 NoAXura Ayru (ocumuanaTop);
KHOMKY/aBTOMaTU4YeCKMI BbIK/tOYaTeb 12 HA 3aAHEN NaHean UCTOYHMKA NepeBecTy B
nosioxexune «BKJ1»;
- CMOMOLLbIO KHOMKM 4 YCTaHOBUTL pexxunm ceapkun AP «TIG» (pexunMbl nepektoyaoTca no
Kpyry);
YCTaHOBUTb PYHKLMIO KHOMKW ropenkn TIG-4T, Ans 3TOro KHOMkKy 3 HeobxoAumo
HaXXUMaTb A0 NOSIB/IEHUS Ha MHAMKaTope «KHomKa Ha ropenke» [But], Takxe psgom byzeT
YKa3aHO TeKylliee NoJIoXeHNe 3TON PpYHKLMM, C MOMOLLbIO KHOMOK 2 YCTaHOoBUTb “4T".
Ecaun gonro He npeanpuvHUMaTh HUKAKWX AeNCTBMI annapaT BbIUAET U3 3TOM YyHKL MU,
BepHyTbCs MOXHO TEM Xe MyTeM, a €C/IN «MEPENPbLIFHYIU» HEOOXOAMMbIN PEXUM KHOMKMY,
MOBTOPHO HaXMMaWTe KHOMKY 3 — GYHKL MM NepekIoyaoTcs Mo Kpyry;
- C MOMOLL b0 KHOMOK 2 YCTAaHOBUTE TEKYLL UM OCHOBHOM NapameTp — TOK CBapKy;
npy HeobXOAMMOCTM MOXHO Pery/sMpoBaTb AOMOJHUTE/bHbIE GYHKLUW CBAPOYHOrO
npouecca (NopsifoK MU3MEeHeHUss CMOTpUTe B M.6.1).
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BHumaHue! [opesika aproHoBas 40/KHA 6bITb KHOMOYHOrO TUMNA, C HaNOHETHBIM
pasbeMOM @13MM. MaKcuManbHbIM TOK ropesku BblbupalTe no cBouMm paboyum
TpeboBaHuAM.

4.1.6 QYHKUNA KHOMKW HA TOPEJIKE TIG-4T

3T1a PyHKLUUS KHOMKM YNpaB/ieHUs NPUMEHSAETCS TObKO MPU HAJIMYNW BHELLHETO,
He3aBMcMMoro 6s10ka 6GeCKOHTAKTHOro nogxwura Ayrn (OCLUANATOP), C BCTPOEHHBIM
KnanaHom rasa. [poBog, KHOMKM yNpaB/AeHUsA Fropesikn NoAKNI0YaeTCs HEMNOCPeACTBEHHO K
3ToMy 610Ky. ObpabaTbiBaHMe HaXaTusi KHOMKW YMNPaB/iEHUS Ha Fopesike MpPOUCXOAUT
nogobHo TIG-2T (CM. NYHKT 4.1.4), HO eCTb OT/AMuusA: 1). B Havane cBapky, noka
yAep>X1BaeTCsi KHOMKA, BO BPeMsi NepBOro HaxaTus, nocae npeanposyBKy rasom ti 30HbI
CBApKM W BbICOKOBO/IbTHOrO MOZAXMUra Ha BbIXOAe WMCTOYHWMKA OyaeT MnocTosHHO t2
npesBapuTesibHbI TOK (A€XYypHasi Ayra), TO/AbKO MOc/ae OTMYCKaHUS KHOMKW HaYHeTCs
MpoL,ecc HapacTaHUs TOKa U UCTOYHUK BbIAET Ha pabounii ToK, TO eCTb KHOMKY He Hazo
yAepXuBaTb BO Bpemsi paboyero Toka, pyka byAeT MeHblue HanpsaraTbCs NpyU 4JIMTEIbHOM
CBapOYHOM npoLiecce. 2). B koHLe cBapKy, NOC/1e BTOPOro HAXaTUS KHOMKK YNpaBJ/IeHUs Ha
ropesike, HauyMHaAETCs Cnaj TOKa A0 YPOBHS TOKa 3aBapku KpaTepa, M MoKa KHOMKa
yaepxuBaeTcs t3, TOK HAXOAUTCS Ha 3TOM ypoBHe. [oc/ie yyke BTOPOro OTNyCKaHWs KHOMKMY,
MCTOYHMK OTKJIIoYaeTCs, a 6710k ocumanaTopa gosmkeH oTpaboTaTe cBolo GyHKLMIO nocse-
MPOAYBKM ra3oMm t4 30HbI CBAPKM (C 3a4€PXKKON OTK/IOUUT KaanaH rasa).

BHUMAHMUE! Bnok ocunanstopa gomkeH OBA3ATE/IbHO nmeTb Lenb 3awmThbl
BbIXOAa WHBEpPTOpPa M3 CTPOos OT Npo60s BbICOKOBOJ/IbTHbIM Pa3psioM, KOTOpPbIA OH
co3gaeT B MOMeHT nogxura gyru. [lepes npumeHeHueMm, uenb 3alWUTbl HYXHO
o06s3aTesIbHO aKTUBUPOBATh.

4.2 QYHKU WA NPEABAPUTE/IbHOIO TOKA (AEXKYPHASA AYTA)

3Ta ¢yHKUMA Heobxoauma Ans yAo6CTBA MO/Ib30BAHWUS TFOPENKOM B MOMEHT
nogxwra Ayru. MNo3soaseT HauMHaTb NPOLLECC CBapKM C MasiblX 3HAYEHWI TOKa, 3Ha4YeHe
KOTOPOro TO/IbKO NOAAEePXMBAET NPOL,ecc, HO He BHOCUT CepPbe3HbIX BIOXEHMI Tenia U He
npoxwuraeTt wusgenne. MoOXHO npeABapuTe/NbHO NOAOrpeTb MeCTO CBapku, B C/ydyae
UCMo/Ib30BaHUS pexxnMa KHonku TIG-4T. [Mo ymonyaHuio npegBapuTesibHbl Tok [Pr.A]
YCTaHOBJIEH Ha YpOBeHb 20A. [opAA0K M3MeHeHUs 3HayYeHUs 160N GYHKLNM B TeKyLLeM
pexwume cBapku cmoTpuTe B n.6.1

4.3 OYHKL A TOKA 3ABAPKU KPATEPA

3Ta dyHKUMA HeobXoAMMa ANA yKa3aHWs YPOBHS, 40 KOTOPOro crnagaeT ToK fo
OKOHYaHWK MpoLiecca cBapkn. Heobxoaum ana npoBefeHUs 3aBapku Kpatepa B Caydae
NCNO/Ib30BaHMA pexxurmMa KHonkn TIG-4T (npy BTOPOM yAep>kaHnn KHOMKW Ha ropenke). Mo
YMO/IYaHMIO TOK 3aBapku KpaTepa yCTaHOB/eH Ha ypoBeHb 20A. [opagok M3MeHeHUs
3HaueHns 6o GyHKL MM B TEKYLLLEM PeXUMe CBapku CMOTpUTe B N.6.1
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4.4 QYHKLNA HAPACTAHUSA CBAPOYHOIO TOKA

3Ta PpyHKL M KPOME SKOHOMUM pecypca 3/1eKTPOAA U B HEKOTOPOM CTerneHn caMoi
ropesiky, Takxe Heobxogmma Ans yaobcTBa MOsb30BaHWA ropesikon. YcTpaHsieT
obpa3oBaHMe Haya/IbHOro pacn/ieckMBaHUA CBapOYHOM BaHHbI, @ TakXe 3a yCTaHOBJ/IEHHOe
BpeMmsA M1aBHOro HapacTaHusa Toka [t.uP], B cryyae ncnoabsosaHms pexvma kHonku TIG-2T,
MOXHO TOYHO HaBeCTW ropesiky Ha HeobxoAMMOe MecTo CBapkW, Tak Kak MecTo Mogxura
AYyrv B 0CO60 OTBETCTBEHHbIX U3AENAX He BCErfa HaxoAMTCs B MecTe cBapku. Takxe ¢
MOMOLLbO 3TOM PYHKL MM MOXHO NPEABaPUTENIbHO NPOrpeTb MecTo CBapku. Mo ymonyaHuo
yCTaHOB/EHO B 3HayeHue “OFF” - oTksoveHo. Mopsagok M3MeHeHMs 3HauveHus nobon
bYHKL MM B TEKYLLEM peXHMe CBapKM CMOTpUTE B M.6.1

4.5 QYHKLNA CNAAAHNA CBAPOYHOIO TOKA

31a ¢yHKUMS HeobxoauMMa ANS  yAydlleHWs Mpouecca 3aBapku  KpaTepa,
obpasytoLerocs nog AaB/ieHMeM OCHOBHOMO pabouero Toka CBapoOYHON Ayru 1 3TOT KpaTep
SIBNSieTCS 3apogbllleM fedeKTOB CBAPOYHOrO LWBA, YTO eCTb KPaHe HeraTMBHbLIM siBJIEHUEM.
MosToMy, 3a yCTaHOBJIEHHOE BpeMs MIABHOMO cnajaHus Toka [t.dn] MOXHO 3aBapuTb
obpa3oBaBLUytocs pakoBUHY. 10 yMO4aHUIO, yCTaHOBAEHO B 3HaveHue "OFF” - oTk/t04eHO.
MopsaAoK M3MeHeHUs 3HavYeHUs Sbon GyHKLUM B TeKylLeM pexume CBapku CMOTpUTe B
n.6.1

4.6 OYHKLNA CBAPKU MMNY/IbCHBIM TOKOM
3Ta GyHKUMSA NpeAHa3HaveHa A5 obaeryeHns KOHTPOIA CBapPOYHOro NpoLecca B
MPOCTPAHCTBEHHbLIX MONOXEHMAX OT/JMYHBLIX OT HUXKHEro, a TakXe Mpu cBapke LBeTHbIX
mMeTansoB. Bo3sgeicTBMe  NpouMCXOAUT  HEMOCPEACTBEHHO Ha  MepemellunBaHue
pacniaB/ieHHOro MeTasifNa WBa, @ 3TO B CBOK oYepesb Ha CTabuabHOCTL GOPMUPOBaHMA
WBa. B HEKOTOPO CTENEHM 3aMEHSIET |BUXEHUSA PYKM CBApPLLMKA NPY CBapKe, 0COBEHHO 3TO
BaXHO B TPYAHOAOCTYMHbIX MecCTax. TaK Xe YacTUYHO NPOUCXOAUT MPUHYAUTENbHOE
BO3JENCTBME Ha MEpPEeHOC Kanau C MpUCcajoyHON MPOBOJIOKM B CBApPOYHYK BaHHy. OT
MPaBUbHOCTU HACTPOMKM 3aBUCUT HOpMa M KauecTBO GOPMMPOBAHUS LIBA, YTO YMEHbLUAET
BEPOATHOCTb MOAB/IEHNS NOP U yMEHbLUAeT 3ePHUCTOCTb CTPYKTYPbl, @ 3TO yBeAn4MBaeT
MPOYHOCTb CBAPHOIO COeANHEHMS.
[ns peanvsauunm 3ToM GyHKLUM B annapaTe HYXHO CHavasa BKAOUYNTb PeXUM Ny/ibcaLum
Toka [Po.P] — nepeBectun n3 coctoaHus “"OFF” B coctosiHme "ON”, a Takxe 3agaTb YeTblpe
napamMeTpa: Tok umnyabca [I.iP], Tok nay3el [I.PS], yacTtoTy nyabcaumnm [Fr.P]n cooTHoweHMe
nMnynbc/naysa (Mamn «ckBaxkHocTb») [dut]. Mo ymonuaHuio yactoTa nyabcauum [Fr.P] u
«CKBaXHOCTb» [dut] Ha cambIXx pacnpoCTpaHeHHbIX 3HaueHusx 10.0fy u  50%
COOTBETCTBEHHO. [Tpy M3MeHeHWM napameTpa "cKBaXHOCTb" 0T 50%, BHOCUTCA aCMMMeTpUs
MeXJy BpeMeHeM UMMyibca ToKa 1 BpeMeHeM "nay3sbl” Toka:
no YMONYaHMUIO
"ckBaXxHocTh" [dut] = 50% "ckBaxkHOCTL" [dut] = 20% "ckBaXxHOCTL" [dut] = 70%
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AaHHbIe napamMeTpbl YCTaHaB/IMBAOTCA B Pa3/IMYHbIX CUTyauMAax Mo-pa3HOMY, COrnacHo
Tpe6OBaHI/IF|M cBapumka. nopﬂAOK M3MeHEeHNs 3HadyeHus obon dDYHKLI,VIM B TeKyl,em
pexnme CBapkn cMOTpuTe B n.6.1

5. MOZTYABTOMATUYECKASA CBAPKA (MNMA «MIG/MAG»)

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

MNONYABTOMATUYECKAS
TFOPEJIKA

K/IEMMA "MACCA"

=) HR N

RS
.—-‘—" M3AENKE

BHumaHue! [pu cBapke 4épHbIX MeTanNoB B KavecTBe 3alMTHOrO rasa
NMPUMEHSIETCA B NPOCTENLWEM CayYae yraekucabii ras "CO2", a npu cBapke aNlOMUHUS —
TO/IbKO WHepTHble rasbl TMna aproH "Ar", uHorga, reamit "He", kak anbTepHaTuBa ANA
HepXKaBeLW X N BbICOKONErMPOBAHHBIX CTasel YacTo NMPUMEHSIOTCS CMECU B Pas/IUYHbIX
nponopumax "80%Ar+20%C0O2". Vicnonb3oBaHWe APYrvx ra3os — TOJIbKO MO COM/1aCOBaHUIO
c npoussogunTesem obopysoBaHuS.

BHuMaHue! Tak kak B annapate MNpUMEHeH CTaHAApPTHbIM pasbém KZ-2 Tuna
"EBPO" ans ropesku, TO B MOC/AeAYIOLEM MOXHO MNpuobpecTn ropesiky no CBOemy
YCMOTPEHMIO.

MopsigoK NoAroTOBKM annapaTa k paboTe npu cBapke CNAOLWHOW NMPOBOJIOKOM:

- YCT@HOBUTb WMCTOYHMK HA OCHOBAHME MeEXaHWU3Ma MOAayYv MPOBOJIOKW, ANA Jydwen
XecTKoCTU 06XBaTUTE U 3aTAHUTE PEMHEM UCTOYHUK U OCHOBaHWe (Yepe3 OTBepCTUs B

BUAeE Wenen no 6okaM NCTOYHUKA). PeMeHb NOCTaBAAETCS B KOMMIEKTE;
- MOAKOUNTL Kabenb ynpaBaeHus oT 610ka NoAayv NpoBOIOKM K pa3beéMy 18 Ha 3ajHen
NaHe/In UCTOYHUKY;
BCTaBUTb Kabeslb «Macca» B rHE34,0 UCTOYHUKA B «—»;
npucoeanHUTL Kabenb «Macca» K U3Lenuto;
LITeKep CM0BOro Toka 6710ka NoAaun NPoOBOIOKM NPUCOEANHNTD K FHE34Y UCTOYHMKA A
((+))I'
NPUCOEAMHUTL U MPUKPYTUTbL A0 YNopa CBAPOYHYI MOJYaBTOMATUYECKYIO FOPesKy K
rHesgy 11 Ha 610Kke Nozaym NpoBOIOKY;
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- YCTaHOBUTb PeAYKTOP Ha ra3oBblii 6a/N0H ¢ 3aWwMTHbIM rasom "CO2" nan "Ar+CO2";

- MOAK/IOUYNUTD Fa30BbIV LW/AHT K peAyKTopy razoBoro 6asioHa v WTyuepy 21 Ha 3ajHen
naHesu 610ka NoAayun NpoBoOKK;

OTKPbITb KPaH ra3oBoro 6a/10Ha, NpOBEPUTb FrEPMETUYHOCTb;

- MOAK/OUYNTL ceTeBOM Kabesib UCTOYHMKA K CeTU MUTaHUS;

KHOMKa/aBTOMaTUYeCKMI BbIK/OYaTe b 12 HA 3ajHelN NaHes/M UCTOYHWUKA MepeBecTu B
nonoxexune «BK/1»;

- C MOMOLWbIO KHOMKW 4 YycTaHoBuTe pexunm ceapkn (A  «MIG/MAG» (pexumbl
nepekntoY4aoTCs Mo Kpyry);

C MOMOLLbIO KHOMOK 2 YCTAHOBUTE HeO6X0AMMOE HaMpsixKeHNe CBapKy;

YCTaHOBWTb KaTYLUKY C MPOBOJIOKON HEODXOAMMOrO AnaMeTpa;

NOAHATbL BBEPX KOPOMBbIC/I0 MPUXUMHOIO PONKS;

BECTW CBOOO/HbIN KOHEL, MPOBOJIOKM Yepe3 BXOAHOM KaHa/l 20 B CBAPOYHYIO FOPEsIKY;
OMYyCTUTb M 33XaTb CBAPOYHYIO MPOBOJIOKY MeXAY POJIMKAMMU, yCUIME MPUXATUA POSIMKOB
HaMMCaHO Ha MJIACTMKOBOM pyYKe, €CM HeT OMbiTa, TO M3HayasbHO YCTaHOBWUTb Ha
cpegHee nNosioxeHue (Ha NpMMepHoe 3HaveHue 3);

- CMOMOLL b KHOMOK 8 YCTaHOBUTbL HEOBXOAMMYIO CKOPOCTb NOZAYuM NMPOBOJIOKY;

- C MOMOLLbIO KHOMKM 7 MPOTSHYTb MPOBOJIOKY 4Yepe3 BeCb KaHaa UM OTperyiMpoBaTb
OKOHYaTeNbHOe YCU/Me MPUXaTha POIMKOB, COrIaCHO PEKOMEeHAaLMAM No NpoBeAeHmto
noJslyaBTOMaTU4eckon cBapku. Mpu 3Tom obpaTnTe ocoboe BHUMaHME Ha ycume 3axaTus
TOPMO3a KaTyLlkK, KaTywka goaxHa 66ite MMHUMAJIBHO-HEOBXOAMMO 3axaTta u
Nlerko  BpalaTbCs, HO CaMOMPOM3BOJILHOIO pacKpyuMBaHWs ObiTb He  J0/KHO.
BHUMAHME! Ecau HenpaBuabHO cobpaH TOPMO3HOM MEXaHW3M KaTyLWKW, TO OH MOXeT
«CaMo3aTArMBaTbCA» MPU BpalleHUM KaTyLWKK, YTO Yepe3 KOPOTKOe BpeMs npuBeseT K
noJsiHoM 610KMPOBKE NPOBOJIOKM C HAPYLLUEHWEM MNpOL,ecca CBapku, MO3TOMY, NOXANYNCTa,
nepenpoBepbTe STOT MOMEHT, Nepe NepBoi 3aNpaBKoM NMPOBOJ/IOKY;

npu HeobXoAMMOCTH, MOXHO Ppery/vMpoBaTb AOMNOJAHUTE/bHblE YHKLMM CBAPOYHOrO
npouecca Ha UCTOYHMKe 1 6s10Ke NoAauM MPOBOJIOKM (MOPSAAOK U3MEHEHNS CMOTPUTE B
n.6.1).

He 3abbiBaliiTe 0 nogaye 3awmTHOro rasa! Jia NnpoBepkn ero Hainuus B KaHase
ropesikv NpesycMOTpeHa KHOMKa 9, B MOMEHT HaXaTus KOTOPOW NPOBOJIOKa He MoAaeTcs.
Ecnin Bbl HOBMYOK M HeT onbiTa B YCTAHOBKE OMTUMAJIbHOTO AABAEHUS AN CBapPKM
KOHKPETHOro 13enusi, ToO Ha NepBoe BpeMs JAaB/ieHWe rasza MOXHO YCTaHOBUTb 6osibLie
ONTMMA/IbHOrO 3HayeHus ~o0,2MlMa, 3To Mano NoBAMSET HA MPOLECC, NULb YBEAUUUTCS
pacxog 3awuTHoro rasa. Ho B byayuwiem, Ans 3KOHOMMUM, PYKOBOACTBYWTECH 06WMMM
pPEeKOMEHAALMAMM A5 NPOBEAEHMSA CBAPOYHbIX paboT nosyaBToMaTaMu. Takxe HaumMHanTe
CO CpeAHero 3HayeHWsi CKOPOCTU MOAaYM MNPOBONOKU (~4..6 M/MWH) W cpeaHero
HaMNpsXeHUs Ha UCToYHMKe (~19B) npu nobom AunameTpe yCTaHOBAEHHOM MPOBOJIOKM
(D0,6...1,2MM), MOXET HE ONTUMA/IbHO, HO annapaT A0/XeH yXe BapuTb. YTo bbl 406UTbCS
Jlyyllero pesysibTaTa, HYXHO peryiMpoBaTb Hamps)XeHWe Ha UCTOYHMKE KHOMKaMu 2 U
CKOpPOCTb MOAayYM MNpPOBOJIOKM KHOMKamu 8 Ha 6sioke nogaum cornacHo obuwum
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pekomMeHAaLMAM NO NpoBeAEHNIO CBAPOYHOIro npouecca noJsiyaBToMaTamMu. nOMHMTe, And
KaX40ro KOHKpPeTHOro c/y4as 3T NnapaMeTpbl pa3Hble.

5.1 LLUKJ1 CBAPOYHOI'O NMPOLLECCA - MIG/MAG-2T
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MopsAoK U3MeHeHWUs 3HaueHUs tobon GyHKLUKM cMOTpKTE B N.6.1

5.1.1 @YHKLNA KHOMNKWU HA TOPEJIKE - 2T

MpuMeHsieTC NpU CBapke KOPOTKUX U CpeAHel ANUHHbI WwBoB. PyHKuMA
3aK/l04aeTCA B C/eAylowWweMm: NpU HaXaTuW KHOMKM Ha ropesike CUrHan ynpas/ieHUs
noctynaet B 610k ynpaBneHus, oTpabaTtbiBaeTcs byHKLMA Npea-NpOAYBKU ra3oM 30Hbl
cBapku 3a Bpems [t.Pr] (oTKpblBaeTcs KnanaH rasa), fanee noAaeTcs CUrHaa Ha BKIOYEeHue
MCTOYHMKA M ABUraTens nogaynm npoBosiokn. C 3TOro MOMEHTa HauyuMHaeTcs npouecc
CBapKW, O4HOBPEMEHHO OTpabaTbiBaeTCsl GPYHKLUS NAABHOMO BbIXOAA HA PEXUM CBApKU 3a
Bpems [t.UP], a Tak e MoryT oTpabaTbiBaTbCs AOMO/HUTENbHbIE PYHKLMM (Hanpumep
MMMNY/IbCHBIN PeXMM), BCE 3TO COMIAaCHO LMKJ/Ia CBAPOYHOro mpoLecca NpMBeAEHHOrO Ha
uMkaorpamme n.s5.1i. lNocne oTnyckaHuWs KHomku, oTpabaTtbiBaeTca GYHKLMWS MAABHOMO
CMajaHva Toka M CKOpPOCTM TMojayn MpoBOJIOKM 3a Bpemsi [t.dn], 3aTeM MWCTOYHWMK
Bblk/tOYaeTcs. Janee oTpabaTtbiBaeTcs GpyHKLMA NOCIe-NPOAYBKM ra30M 30Hbl CBApKM 3a
Bpems [t.Po] (c 3aZep>KoM 3aKpbiBaeTCs K/anaH rasa).
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5.2 LK1 CBAPOYHOI O NMPOLLECCA - MIG/MAG - 4T
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MopsaZoK M3MeHEHWS 3HaYeHNs tobon GyHKLUN cMOTpUTe B N.6.1

5.2.1 YHKLNA KHOMNKWU HA TOPEJIKE - 4T v anbT.4T
a) MYPOBOW CTaHAAPT PEXMMA KHOMKM - 4T
6) anbTepHATUBHBIV PEXMUM KHOMKMW — anbT.4T

MpuMeHsieTCs Mpy cBapKe AJ/IMHHBIX WBOB. OYHKLUUS 3aK/II04aeTCs B CIeAYoWeM:
Mpy NEpBOM HaXaTUWU KHOMKM Ha TOpesike CUTHan YyhpaBaeHWs nocTynaet B 610K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUA NPes-npogyBKU ra3oM 30HbI CBapKM (OTKPbIBAETCS
KnanaH rasa), nocje NepBOro OTMYCKAHWSl KHOMKW MOAAeTCA CUrHaj Ha BKJOYeHue
WCTOYHMKA M ABUraTens nogaynm npoBosoku. C 3TOro MOMeHTa HayuMHaeTcs npouecc
CBapKW, O4HOBPEMEHHO OTpabaTbiBaeTCs GYHKLUS NAABHOMO BbIXOAA HAa PEXUM CBAPKM 3a
Bpems [t.UP], a Tak e MoryT oTpabaTbiBaTbCs AOMO/HUTENbHbIE PYHKLMM (Hanpumep
MMMY/IbCHBIN PEXMM), BCE 3TO COMIACHO LMK/IA CBAPOYHOro MpoLecca npuBeseHHOro Ha
uuknorpamme n.5.2. lNocne BTOPOro HaXaTUs KHOMKM Ha ropesnke, oTpabaTbiBaeTcs
dYHKLMA NAABHOIO CNaaHms HaNPsAXeHUs U CKOPOCTU NOAAuM NPOBOIOKM 3a Bpems [t.dn],
3aTeM UCTOYHMK BbIK/IOYaeTCA.

Mocne BTOpoOro oTnyckaHUsA KHOMkKW oTpabaTbiBaeTcs GyHKLUS NOCIe-NPOoAYBKM
ra3oM 30Hbl CBApKU 3a BpeMms [1.Po] (c 3a4ep>KKOM 3aKpbIBaeTCs KanaH rasa).
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B a/fibTepHaTMBHOM pexuMe KHOMKU anbT.4T, NponyckaeT BTOPOWN TakT (nepsoe
OTMYyCKaHWe KHOMKM), 3TUM U OTIMYAeTCA OT MMPOBOIro CTaHAapTa 4 1. [OACHUM: B AaHHOM
CNlyyae CMCTeMa He X/ eT NepBoro oTNyCKaHWUA KHOMKM Ha ropesike, a MOMeHTa/IbHO nocne
0TpaboTkm GyHKL MM NpeA-NpoAyBKM ra3oM 30Hbl CBapKuM 3a Bpems [t.Pr] HaunHaeT npouecc
noAXXura Ayrn — 3TO aHaJIOTMYHO Kak B pexume kHomnku 2T. MNpu 3Tom nocae nepsoro
OTMYCKaHWA, TpoLecc CBapku npogosxaercs 6e3 wu3MeHeHWN. [JlaHHBIN  pexum
npegoctasaseTca komnaHnen PATON kak 6OHYCHbIN, MCMO/b30BaTh KOTOPbIA MOXHO MO
XEeNaHWo, Tak Kak OH 6oJsiee NpMBbIYEH C TOYKM 3peHUs Hosiee 4acTOro MCMOJ/b30BaHUA
KAMeHTaMu pexmuma 2T B K/JaCcCUYECKMX MONyaBTOMaTax, COOTBETCTBEHHO 6Oosee
WMHTYUTUBHO MOHATEH.

5.3 OYHKUNA UHAYKTUBHOCTb

3Ta PyHKUMA HeobxoAMMA AN U3MEHEHMsi CKOPOCTM HapacTaHWs Toka npwu
M3MeHEHUM HanpsXXeHWs Ayrun. B pesyabTaTe ymeHbluaeTcs pa3bpbi3rmBaHme, HO 3TO Takxe
BAMNSET Ha MNpOLLeCcC KanasnepeHoca, YTO MPMBOAUT Ha BbICOKMX 3HAYEHMUSX CTerneHu
MHAYKTUBHOCTU K 3aMejJsIeHMIO MpoLecca CBapkM W CU/IbHOMY YMEHbLUEHWUIO 4acTOTbl
nepeHoca Kanesb. M3meHssi 3HaueHue 3TOM yHKLMKM, KaxAbll Nosb3oBaTesb MOXET
BbIbpaTh A5 cebsi ONTUMabHBIN NpoLecc CBapku. B OCHOBHOM, MUHUMa bHbIE 3HaYeHMS
MPUMEHSIOTCA A/A CBapKM TOAWMH Bosiee 3 MM, a MakcMMasibHble 3HadeHus ans bosee
TOHKUX U3AENNN.

Mo ymMon4yaHWio MHAYKTUBHOCTbL ycTaHoBaeHa B "OFF”, To ecTb ycTaHOB/IeHa Ha
Hy/1eBoOM CTyneHu. MopsaAoK U3MEHEHUS 3HaYeHUs 060N GYHKLUMM B TeKYLLEM pexume
CBapKu cMOTpuTe B N.6.1.

5.4 OYHKLUUA NPEA-NPOAYBKU 3AWMUTHBIM FA3OM

3Ta ¢yHKUMA HeobxoaMMa ANS 3aLMTbl 30HbI CBApKWM OT BPEAHOrO BAUSHUS
aTMocdepHOro BoO3Ayxa M 3aK/loyaeTCsi B NpejBapuUTesIbHOM MPOAyBKe 30Hbl CBapKu
3alWMTHLIM Ta30M Mepes 3aXWraHWeM CBapovHOW Ayru. Mo ymoayaHuio, Bpems npej-
npogyBsku [t.Pr] ycTaHOB/AIeHO Ha 3HaYeHMe 0,1 CeK, 3TO 3HaUYeHMEe MOXHO B J1t060N MOMEHT
M3MEHWUTb MO CBOEMY YCMOTpeHuto. MopagoK M3MeHeHUs1 3HayeHusa nbon ¢yHKLMK B
TeKyLleM pexuMe CBapku cMoTpuTe B M.6.1. Vcnonb3oBaTb npaBblii MHAMKATOp 6s10Ka
noZayun NPoBOIOKM.

5.5 QYHKLNA NOCNE-NPOAYBKU 3ALLUTHLIM FA30M

ITa PyHKUUA 3aKII04aeTCs B NoC/ieAyioleln NpoAyBKe 30Hbl CBAaPKM 3alUTHbIM
rasom roc/se noracaHus CBapOYHOM AYruv, TakK Kak packaieHHas CBapo4Has BaHHa elé
HeKoTopoe BpeMsi HOUTCS BpesHOro BAWUAHUA aTMocdpepHoro Bosayxa. Mo ymonyaHuio
Bpemsa nocne-npoAaysku [t.Po] ycTaHOBAEHO Ha 3HaYeHue 1,5 ceK, 3TO 3HaYeHNEe MOXHO B
o060V MOMEHT U3MEHWUTL MO CBOEMY YCMOTPEHUIO. [MopagoK N3MeHeHNs 3HaYeHUs Nto6ow
dYHKLMM B TeKylleM pexume cBapku cMoTpuTe B M.6.1. MOXHO MCMO/b30BaThb JIEBbLIN
MHAMNKATOP UCTOYHMKA W MpaBbli MHAMKATOP 6s10Ka NoAaym NpoBOIOKM.
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5.6 ®YHKL A HAPACTAHUA HANPAXEHUA/CKOPOCTU NO4AYUN B HAYANE
CBAPKUA

31a ¢yHKUMs HeobxoAMMa A/s MJABHOrO BbIXOA4A HA PEeXMM CBapky 3a
ycTaHoB/ieHHoe Bpemsi [t.UP], 4TO yMeHbluaeT pacnieckuBaHMe CBAapOYHOM BaHHbI M
pa3bpbi3rMBaHMe B MOMEHT MOAXMUra, KOrf4a MPOBO/IOKA elé XO/04Hast. YBe/JnyeHHoe
BPEeMs MNJ1IaBHOIO BbIXOAa NPYMEHSeTCS A4/18 HaYalbHOrO GOPMUPOBAHMS BaHHbI.

BHMUMAHME! Yem 6oblue BpemMs HapacTaHUs - TEM MEHbLUe Hava lbHbIM NpoBap,
MO3TOMY NPUMEHSIETCS TO/bKO ANl CPEAHUX U AJIMHHBIX WBOB. [10 3TON NpUYMHE He HYXHO
yBennumBaTb Bpems 60s1ee 0,1 cek Npu CBapKe NMPUXBATKaMM U T.M.

Mo ymonyaHuio Bpems Bbixoga yctaHoBaeHO “"OFF”, To ecTb Bbik/toyeHo. [Nopsagok
M3MeHEHWS 3HaYeHNs 160N GyHKLUM B TEKYLLLEM peXIMMe CBapKM CMOTpUTE B N.6.1.

BHMMAHME! MNpu cBapke cTasbHOW MPOBO/IOKOM BpeMs HapacTaHusa [t.uP] Ha
MCTOYHMKE J0/KHO ObITb 160 paBHO, MO0 YyTb MeHbLLE YeM Ha 610Ke NoZayun MPOBOJIOKMY.
Mpu cBapke aNlOMUHMEBOM NPOBOJIOKON BpeMs HapacTaHus [t.UP] Ha MCTOYHMKE A0XKHO
6bITb 60bLLIE (+0,2..40,5 CeK) YeM Ha B10Ke Nogayun MPOBOJIOKM.

5.7 QYHKLUUSA CNAAAHUA HANPAXXEHUA/CKOPOCTU MOAAYU B KOHLLE CBAPKU

3Ta PyHKLMA NpesHa3HaveHa A/1A NJaBHOW 3aBapku kpaTepa obpasyiouierocs B
CBapOYHOM BaHHe Noj AeNCTBMEM 3/1eKTPOMArHUTHOrO AyTbs 3/1eKTPUYECKON Ayron u B
nocaeAytoLem ABAAWUMCA UCTOYHUKOM edeKTOoB CBapOYHOro wea. CUrHaAoM K Havany
paboTbl GYHKL MK ABASETCSH OTMNYCKaHNE KHOMKM Ha ropesike B KOHLLe NPOoLLecca CBapKu, Npu
3TOM JBWXEHWe ropenkn HeobxoAWMO nNpekpaTWTb W 3aBapuMBaTb CMajaloLum
HanpsiXXeHWeM AMKY (3TO M ecTb KpaTep) B CBAPOYHOM LWBE. 33 peryanpoBaHue naaBHOCTU
3TOro rpouecca OTBEYaeT BpeMs crnagaHua HanpsxeHus [t.dn] Kak B UCTOYHMKE, TaK U
BPeMs CNajaHNs CKOPOCTU NoAaun NpoBosIoky [t.dn] MexaHnama nogaun. s KoppekTHON
paboTbl 3TU 3HAYEHMS JO/IXKHbI COBMaAaTh. Mo yMOAYaHMIO 3HaYEHWE YCTAaHOBJ/IEHO Ha 0,1
cek, To ecTb daKTUYeCckn B COCTOSIHUM BbIK/IOYEHO. DTO 3HAYEHWE MOXHO U3MeHATb Mo
CBOEMY YCMOTPEHUIO, NOPAAOK U3MEHEHWSA CMOTPUTE B N.6.1.

BHUMAHME! lMpu cBapke cTanbHOW npoBo/sokoW Bpems cnaga [t.dn] Ha
MCTOYHMKE J,0/KHO BbITb IM60 paBHO, B0 YyTb B0JbLIE YeM Ha 6/10Ke NoAauM MPOBOIOKY.
Mpu cBapke anlOMUHUEBOM NPOBO/IOKON BpeMs cnaja [t.dn] Ha UCToYHMKe A0/IXKHO ObITb
MeHbLLe (-0,3..-0,7 CeK) 4eM Ha 6s10Ke NoAay4m NPOBOJIOKM.

5.8 ®YHKL A CBAPKU UMMNYNIbCHO-MOAYTNMPOBAHHbLIM HAMNPA>XXEHUNEM

ITa PyHKLMA NpesgHa3HaveHa Ans oberyeHns KOHTPOIS CBApOYHOro npolecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OTNNYHBIX OT HUXHEro, a Takxe NpU CBapKe LBeTHbIX
mMeTannoB. Bo3sgeicTBuMe  NpoMcXoAUT  HEMOCPEeACTBEHHO Ha  MepemellvBaHue
pacniaB/IeHHOro MeTasNa WBa, NO3TOMY BO3JENCTBYET B NepByto ovepesb Ha GopMy LUBa.
A TakxXe NPOUCXOAUT MPUHYAUTENbHOE BO3AEUCTBME HA MEPEHOC Kaniu B CBApPOYHYHO
BaHHY, 3TO B CBOIO 04epesb Ha CTabuibHOCTb npouecca. Kak 1 B 4pyrux Bugax cBapku, 3ToT
MpOL,eCcc B HEKOTOPOW CTeMeHM 3aMeHseT BUXEHUS PyKW CBapLLKa, 0COBEHHO 3TO BaXHO
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B TPYAHOAOCTYMHbIX MecTax. OT NpaBW/ILHOCTU HACTPOMKM Kpome ¢OpMbl 3aBUCUT U
KayecTBO GOPMMPOBAHMS LB, YTO YMEHbLUAET BEPOSITHOCTb MOSIB/IEHUS MOP U yMeHbLUaeT
3ePHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMUYMBAELT MPOYHOCTb CBAPHOIO COeAMHEHMS.

Jns peanvsauunm 3ToM GyHKLUM B annapaTe HYXXHO CHavasla BKAOUYNTb PEXUM Nysibcalum
HanpsbxeHuns [Po.P], nepesectu n3 coctoaHua “"OFF” B coctosHme "ON”, a Tak xe 3a4aTb
yeTblpe MapameTpa: Hanps>keHue umnyabca [U.iP], HanpsxeHne nayssel [u.PS], yacTtoTy
nynbcauun [Fr.P] u cooTHoweHWe wumnyabc/naysa (UAM «ckBaxHocTb») [dut]. Mo
YyMOJ/I4aHUIo YacToTa nyabcaumm [Fr.P] u «ckBaxkHocTby» [dut] Ha camMbix pacnpoCcTpaHeHHbIX
3HaveHmaAx 20l n 7% cooTeeTCTBEHHO. pU M3MeHeHUN napameTpa "ckBaXXHOCTb" OT 7%,
BHOCUTCA aCMMMeTpus el é 601bLIasi MeXAY BpEMEHEM UMMYJIbCa HAaNpPsXXeHUs U BPEMEHEM
"naysbl" HanpsxxeHusa:

no YMOAYaHUIO

"ckBaxkHocTh" [dut] = 7% "ckBaxkHOCTL" [dut] = 2% "ckBaxkHocTh" [dut] = 15%
uyv UV uyv
la o3% |¥| 3% H 98% || 98% | g | 85% | 2 | 85%

e ot

t,cek t,cex t,c—;

JaHHble napameTpbl YCTaHaB/MBAKOTCA B Pa3/IMYHLIX CUTYyaLMAX MO-PasHOMY,

cornacHo TpeboBaHMAM cBaplmka. [MopsaAoK M3MeHeHWs 3HaueHus nobon GyHkuMK B
TeKyl,em pexume cBapki cMoTpuTe B n.6.1

5.9 OYHKL A BKJIHOYEHNA OTKJIIOYEHNA ABUTATENA

JTa gonosHUTeNbHaA GYHKLWS 415 BO3MOXHOCTU OTK/IIOUMTb paboTy gBuratens.
OHa MOXeT He NMPUCYTCTBOBATb B MEHIO, TaK Kak MpU HaauumMu cBA3M Mexay 6okamu
ynpaBJ/ieHWs, annapaT caMm NpYHUMAaET pelleHne O BKIIOYEHUM U BbIK/IOYEHUN ABUraTens B
KOHKPEeTHOM pexmnMe CBapKMu.

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

6. BbIBEOP N HACTPOMKA OYHKLINI AMMAPATA

Ecnv He HaxXMMaTb KHOMKWM Ha NepeHel naHe u, annapaT BbIBOAUT Ha LndpoBom
WHAWNKATOP C JIeBOM CTOPOHbI 3HaYeHMe OCHOBHOMO NapameTpa TeKyLLero pexmma cBapku:
1) B pexxume PZIC "MMA” — cBapOYHbIf TOK;

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

Ha nesom nHgunkatope B momeHT cBapku MA "MIG/MAG” nokasbiBaeTcs Tekylyee
3HaYeHWe TOKa, MOJyYMBLIEeCs B pe3ysbTaTe caefyowmnx ¢$pakTopoB: WUCMOJb3yeMOro
AvaMeTpa MNPOBO/IOKM, YCTAaHOB/IEHHOrO 3HAYEHUS HaMNpsXeHUs Ha UCTOYHWKe,
YCTaHOBJIEHHOM CKOPOCTW NOAa4M NPOBO/IOKM HA MEXaHM3ME NOAa4K, UCMOJb3yeMoro rasa,
MaTepuana 1 TOALMHbI CBapUBAEMOro U3Aennsa U T.4. 3HaueHMe NoKasblBaeTCa B TeUEHUM
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8 cek nocse OKOHYaHMA CBapKM — 3TO HYXHO At BO3MOXHOCTU CaMOCTOSTE/IbHOM
nepenpoBepKy 3HaYeHWs ToKa CBapLukoM, 6e3 nocTtopoHHen nomolm. A Ha LndpoBom
MHAMKaTOpE C NPaBoM CTOPOHbI B 3TOM xe pexume MA “MIG/MAG” BbIBOAUTCS 3HaYeHMe
CKOPOCTU NOAaUM MPOBOJIOKN B "M/MUH".

KHonka 3 Ha nepegHel naHesiv annapaTta oTBeYaeT 3a BbI6op PYHKLMUM UCTOUHUKA,
B TeKylieM pexume CBapku, a KHOMKa 10 3a Bblbop dyHKUMM Bnoka nogaun B pexume
MIG/MAG.

KHonka 4 Ha nepesHel naHenu annapaTta OTBeYaeT 3a BbIGOP pexuma cBapku.

KHonku 2 Ha nepejHel MaHe/sM UCTOYHMKA OTBEYAlOT 3a U3MEHeHWe TeKyllero
3HaYeHUs Ha LMbPOBOM UHAMKATOPE C JIEBOM CTOPOHSI.

KHonku 8 Ha nepesHeit naHenn 610ka nojauv oTBevaloT 3a U3MEHeHWe TeKylLLero
3HaYeHUs Ha LMbPOBOM MHAMKATOPE C MPaBOI CTOPOHBI.

6.1 MEPEK/IFOYEHUE HA HEOBXO4UMYIO OYHKLINIO

Ecnin B annapaTe ycTaHOB/AEHa CMCTEMa 3aWMTbl OT HECAHKLLMOHMPOBAHHOMO
JA0CTYyNa K MeHo GYHKLWM, TO MPU HaXaTWUM Ha KHOMKY 3 Ha UCTOYHMKE Ha MHAMKATOpe C/1eBa
He TMPOUCXOAUT HUKAKUX M3MEHEHUIM, TO ecTb 3Ta KHomka 3abnokupoBaHa. [Jns
pa3610KkMpoBKkM HEOBXOANMO yzepxaTb eé B HaXXaToOM COCTOsiHUK bosee 3,5 cekyHA. Mpu
pa36/10KMPOBaHMN Ha MHAMKATOP BbIBOAWUTCS M306paXkeHne OTKPbIBAOLWMXCS 3aMOYKOB,
yKasblBatowee o npouecce pa3baokMpoBku MeHo GyHkuui. [locne ycnewHoro
pa3b10KMPOBaHMA MPU HAXaTUM KHOMKM 3 Ha LMdPOBON AUCNAEN BbIBOAUTCA TeKyluee
Ha3BaHWe GYHKLUM 1 e 3HaYeHue.

BHumaHue! Tlocse OTMycKaHWUs KHOMKWM 3, 4Yepe3 2 CeKyHAbl 3KpaH CHOBA
MepeK/IlYNTC Ha OCHOBHOW NapaMeTp TeKyliero pexuma cBapku. [oka gucnnen
MOKa3blBAET TeKyLLylo GYHKL IO, €€ 3HaYEHNE MOXHO U3MEHUTb B 60/bLUYIO WA MEHbLLYIO
CTOPOHY, C MOMOLL b0 KHOMOK 2. JIN60 Npu BbICTPOM HAXaTUM U OTMYCKaHUM KHOMKM 3 MOXHO
nepekJ/Ilo4aTbCs Ha Cieaytolyto GYHKLMIO, MO KPYyTYy.

BHumaHue! Ecau yaepxuBaTb KHomky 3 6osblue 10 cek, To Ha Tabsi0 nosBUTCS
obpaTHbI OTCYeT 333...222...111..., HY>XXHO OTMYCTUTb KHOMKY A0 UCTEYEHUS 3TO BPEMEHM,
4yTObbl He COpOCUTL BCE HACTPOMKU JAHHOTO PeXMMa K CTaHAAPTHBIM 3aBOACKMM. ITY
3agauy bysem paccmaTpusaThb B M.6.3.

AHa/ZIOrMYyHO, MpPW HAXaTUM KHOMKM 10 Ha LMPOBOM MWHAMKATOP CrpaBa
BbIBOAUTCS rpaduyeckoe HazBaHue Tekylen GyHKL MM 610Ka Noaumn NPOBOJIOKHM, a Cpasy
nocae oTNyCKaHWUs, B TEYEHUUN 2 CEKYHA, NMOKa3bIBAETCA TeKYLLee 3HaYeHNe 3TOM QYHKLUM.
C nomolLblo KHOMOK 8 MOXHO ero 3HayeHWe MOXHO U3MEHUTb B MeHbLUYIO UK 60abLUyO
CTOPOHY.

Ec/v meHo 3ab10KMpoBaHO, Kak U B C/lydae C MeHIO QYHKLWUMA Ha UCTOYHMKE -
J0CTaTOYHO YA epxaTb 3Ty KHOMKy H6onee 3,5 cek
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6.2 MEPEK/IIOYEHME HA HEOBXOAUMbIV PEXXMM CBAPKM
HaxaTue Ha KHOMKY 4 NPUBOAMT K NEPeKNIOYEHMIO Ha CIeAYIOLL NN PeXUM CBapKu
Mo Kpyry, 3TO BUAHO Ha AMUCMJ/iee 1 Ha nepejHel naHeu.

6.3 CBPOC HACTPOEK BCEX Q)YHKLLMVI TEKYLWENO PEXXUMA CBAPKU

MoryT NpOUCXOANTL CUTYaLLMM, KOT @ HAaCTPOMKM B annapaTe HECKOIbKO 3anyTanau
nonb3osatens. Ans Toro 4tobbl cHPOCUTL WX 3HAYEHUA K CTAHAAPTHBIM 3aBOACKUM,
HEeO6XOAMMO MPUMEHATb Ty e KHOMKY 3 KOTOpas WMCMOJ/b3yeTcs A5 BXOAA B MEHIO
byHKkUMA. Jna cbpoca HaCTpoeK J0CTAaTOYHO YA EpPXMBaATb HEMPepbIBHO KHOMKY 3 Hosiblue
10 cek (He obpalLaTb BHMMaHWe Ha 3o6paxkeHne 3aMoukoB). Ha Tabs10 HauHeTcs 06paTHbIN
OTCYeT 333...222...111 U NPU JOCTUXEHWM "000" BCE HACTPOMKM TEKYLLETO peXMMa CBApKK
6yayT obHoB/eHbl Ha 3aBoAackue. COHPOC MapamMeTpoB A/ KaXAOro pexmuMa CBapKu
JenaeTca oTgenbHo! 3To caenaHo A/a nosbiweHust yaobcTBa — 4Tobbl C/Ay4yaliHO He
COpOCUTb MHAMBUAYA/bHBIE HACTPOMKU B APYTUX ABYX PEXMMAX.

AHaNOrMyHo MOXHO cHpocUTb napameTpbl Ha 670Kke MOAauM MNPOBOJIOKU C
MOMOLLbIO KHOMKMU 10.

6.4 ISMEHEHME HOMEPA NMPOIMPAMMbI B TEKYLWEM PEXXUME CBAPKA

B «kaxgom pexume cBapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
Mo/Ib30BATE/O COXPaHATb A0 16 pas/MYHbIX BapMaHTOB HAcTpoek. Tekywwul Homep
HaCTPOWKM (MPOrpamMmbl) BbIBOAUTCS B BEPXHEM NMPaBOM Yy MHAMKATOPa HaXoAsALerocs
Ha nepeAHel NaHe/sM MUCTOYHMKA. B MOMEHT nepBoro BK/OYEHWs annapata BcerAa
oTobpaxaeTca nporpamma nog N1 Ans KaxAoro pexvma cBapku. Bce nsmeHeHus B
HacTpovike amnapata B [J3HHOM peXxuMe CBapkuM W TeKylWemM HOMepe MNporpaMmbl
coxpaHsaTcA. YTobbl NepeiTn Ha Apyrovi HOMep NMPOrpaMMbl U Ha4aTb HACTPOMKY CHOBA C
6a30BbIX NapaMeTpPOB, JOCTATOYHO HaXaTb Ha KHOMKY 3 WM eC/iM MeHio Bbibopa $yHKLUI
3a6/710KMpOBaHO, TOrAa Ha UHAMKATOP BbIBOAUTCSA TEKYLUIA HOMEpP MPOrpaMMbl, KOTOPbIN
MOXHO C MOMOLLbIO KHOMOK 2 U3MEHUTb B GO/bLUYIO UM MEHBLLYIO CTOPOHY. Ecan MeHto
Bbl6Opa ¢yHKLMM He 3ab/0KMPOBaAHO, HampuWMep: MoJb30BaTeNb Kak pa3 nepes 3TuM
M3MEHSAN AOMOMHUTE/IbHbIE MapaMeTpbl PpyHKLMIA OnMcaHHble B N.6.1, TO He0bXOAUMO
3a6/10kMpoBaTh MeHio Bbibopa GYHKLMIM C MOMOLLbIO YAepXKaHus KHOMKK 3 Bonee 3,5 cek,
TOYHO TaK Xe KaK U Npu pa3bioKMpoBaHUM, MW 3TOM Ha UHAKMKATOpe ByAyT oTobpaxaTbCs
3aKpbIBaOLLMECH 3aMOYKM, MO OKOHYAHMM 3TON onepaLmm MeHto byaeT 3ab10KMpoBaHO U
Tenepb MOXHO CHOBa MOBTOPWTb MOMbITKY M3MEHEHUS HOMepa NPOrpamMMbl C MOMOLLbIO
KHOMKK 3. Mpu 3TOM BCe NapameTpbl NpeabliaylL e NporpaMMbl ByAyT cOXpaHeHbl U K HEN
BCErza MOXHO BepHYTbCS CHOBA.

7. OB UM CNNCOK N NOCNEAOBATE/IBHOCTb OYHKL NN

Pexwum ceapku PAC «MMA»
0) [-1-] - ocHoBHOW oTo6paxaembit napameTp TOK = goA (no ymos4aHuto)
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a)8..

x) 18

. 160A (war nsmeHeHus 1A) ana ProMIG-160
6) 10 ...
B)12 ...
ryi2...
A) 14 ...
e)16...

200A (war uameHeHus 1A) ana ProMIG-200
250A (war nsmeHenus 1A) ans ProMIG-250
270A (war nsmeHeHus 1A) ana ProMIG-270

350A (war nsmeHeHus 1A) aas ProMIG-350
500A (war nameHenus 1A) ans ProMIG-500
... 630A (war nsmeHenus 1A) ansa ProMIG-630

1) [H.St] cuna «opsavero ctapTa» = 40% (N0 yMOAYaHUIO)
a) o[OFF] ... 200% (war nameHeHus 5%)

2) [t.HS] Bpems «["opsayero ctapta» = 0,3 cek (M0 yMOA4YaHMIO)
a) 0,1...1,0 ceK (LWar NIMeHeHUs 0,1 cek)

3) [Ar.F] cuna «@opcaxa ayru» = 40% (no yMoa4aHuto)
a) o[OFF] ... 200% (war nameHeHns 5%)

4) [U.AF] ypoBeHb cpabaTbiBaHust «@opcaxa Ayrm» =12V (1Mo yMoaYaHuio)
.18V (war nameHeHus 1V)
5) [BAH] Hak/10H BoNbTaMnNepHOW xapakTepucTuku = 1,4V/A (No ymoa4aHuio)

a)g..

a) 0,2 ... 1,8V/A (war nameHeHus o,4V/A)

6) [Sh.A] cBapka Ha kopoTkon ayre = OFF (no ymonyaHuio)
a) ON — BksitoyeHo
6) OFF — Bbik/ItOYEHO

7) [BSn] 610K cHMxXeHUs HanpsaxeHus = OFF (no ymonuyaHuio)
a) ON — Bk/sitoyeHo
6) OFF — Bbik/ItOYEHO

8) [Po.P] pexum nynbcaymi Toka = OFF (no ymonyaHuio)
a) ON — Bk/sitoyeHo
6) OFF — Bbik/ItOYEHO

9) [l.iP] Tok mnyabca = oA (MO yMOAYaHMIO)

a)8..
6)10...
B)12 ...
ryiz...
A) 14 ...
e)16...

x) 18

. 160A (war nameHeHuns 1A) ansa ProMIG-160

200A (war nameHeHus 1A) ans ProMIG-200
250A (war nsmeHenus 1A) ansa ProMIG-250
270A (war nsmeHeHus 1A) ansa ProMIG-270

350A (war nsmeHeHus 1A) ans ProMIG-350
500A (war nameHenus 1A) ana ProMIG-500
... 630A (war nsmeHenus 1A) ans ProMIG-630

10) [I.PS] Tok nay3bl = 9oA (no ymon4aHuto)

a)8..
6) 10 ...
B)12 ...
ryi2...
A) 14 ...
e)16...
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200A (war nameHeHus 1A) ana ProMIG-200
250A (war nsmeHenus 1A) ans ProMIG-250
270A (war nsmeHeHus 1A) ana ProMIG-270
350A (war n3meHeHus 1A) gns ProMIG-350
500A (war nameHenus 1A) ana ProMIG-500
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%) 18 ... 630A (war nameHenus 1A) ans ProMIG-630
11) YacTOTa Ny/IbCALMA TOKa = 5,0l L} (MO YMOIYaHWIO)

a) 0,2 ... 500 'y, (AMHaMUYeCcKMi war nsmeHenma o,1 My ... 11L)
12) [dut] cooTHOLWEHNE UMMyYbc/May3a (CKBaXHOCTb) — 3TO MPOLEHT UMMYJIbCa TOKA K
nepuozy caeA0BaHUSA STUX UMMYIbCOB = 50% (MO YMOAYaHMIO)

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

Pe>xxum csapku APT «TIG»
0) [-2-] ocHoBHOM oTObpaxaeMbin napameTp TOK = 100A (Mo ymMoa4aHuio)
a) 8 ... 160A (war nsmeHeHus 1A) aas ProMIG-160
6) 10 ... 200A (lwar nsmeHenus 1A) ans ProMIG-200
B) 12 ... 250A (war n3meHeHus 1A) gaa ProMIG-250
r)12 ... 270A (war nameHenus 1A) ana ProMIG-270
4) 14 ... 350A (war nsmeHeHusd 1A) gna ProMIG-350
e) 16 ... 500A (war nameHenus 1A) ana ProMIG-500
%) 18 ... 630A (war nsameHenus 1A) ansa ProMIG-630
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoi4aHuIo)
a) [LIFT] — koHTaKTHbIN pexum nogxura TIG-LIFT
6) [2T] — 6€CKOHTaKTHbIN PeXuM NOAXMUra, pexxunm kHonku TIG-2T
B) [4T] — 6ECKOHTaKTHbIN PeXUM NOAXMUra, pexum kHonku TIG-4T
2) [Pr.A] npesBapuTebHbIl TOK (4eXypHas Ayra) = 20A (Mo yMOAYaHMIo)
a) 8 ... 50A (war nameHeHus 1A) ansa ProMIG-160
6) 10 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-200
B) 12 ... 5OA (war nsmeHeHus 1A) ansa ProMIG-250
r)12 ... 50A (war nsmeHenus 1A) ans ProMIG-270
A) 14 ... 50A (war nameHeHus 1A) ana ProMIG-350
e) 16 ... 50A (war usmeHeHus 1A) ana ProMIG-500
%) 18 ... 5OA (war nsmeHeHus 1A) ana ProMIG-630
3) [Po.A] Tok 3aBapku KpaTepa = 20A (N0 yMO4YaHMIO)
a) 8 ... 50A (war nsmeHenusa 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 nsmeHeHus 1A) ans ProMIG-270
A) 14 ... 5OA (war nsameHeHus 1A) ana ProMIG-350
e) 16 ... oA (war usmeHeHus 1A) ana ProMIG-5o0
%) 18 ... 5OA (war n3meHeHus 1A) ana ProMIG-630
4) [t.uP] BpeMsa HapacTaHus Toka = 0,3 (N0 YMONYaHMIO)
a) o [OFF] ... 15,0 cek (Wwar MU3MeHeHUs 0,1 CeK)
5) [t.dn] Bpems cnagaHus Toka = 0,3 (Mo yMOYaHuIo)
a) o [OFF] ... 15,0 cek (war uameHeHus 0,1 ceK)
6) [Po.P] pexum nynbcaymii Toka = OFF (no ymonyaHuio)
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a) ON — Bk/s1toyeHo

6) OFF — Bbiknto4YeHO
7) [1.iP] Tok umnyabca = 100A (MO yMOAYaHMIO)

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

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

B) 12 ... 250A (war nsmeHeHus 1A) gaa ProMIG-250

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

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

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

%) 18 ... 630A (war nameHenus 1A) ansa ProMIG-630
8) [I.PS] Tok nay3bl = 100A (N0 yMOAYaHMIO)

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

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

B) 12 ... 250A (war n3mMeHeHud 1A) gna ProMIG-250

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

4) 14 ... 350A (war nsmeHeHusd 1A) gna ProMIG-350

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

%) 18 ... 630A (war nsameHenus 1A) ansa ProMIG-630
9) [Fr.P] yacToTa ny/abcaymi Toka = 10,0 'L, (MO yMOAYaHWMIO)

a) 0,2 ... 500 ', (AMHAMMUYECKMI War M3MeHeHUs 0,1 l...1 L)
10) [dut] cooTHOLWEHWE UMMy Abc/Nay3a (CKBaXHOCTb) — 3TO MPOLEHT UMMY/IbCa TOKA K
nepuoay caef0BaHuA STUX UMMNYAbCOB = 50% (N0 YMONYaHMIO)

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

Pe>xxum csapku NA «MIG/MAG»
Ha neBom MHAMKaTOpPE NCTOYHMKA:
0) [-3-] ocHoBHOW oTo6p. napameTp HAMPAXEHWE = 19,0V (no ymon4aHuto)
a) 12 ... 24,0V (war nsameHenus o,1V) gnsa ProMIG-160
6) 12 ... 26,0V (war uameHeHus o,1V) ana ProMIG-200
B) 12 ... 28,0V (war nsmeHeHuns o,1V) ana ProMIG-250
r)12...29,0V (war nsmeHenus o,1V) ana ProMIG-270
4) 12 ...30,0V (war nsmeHeHuns o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nameHenus o,1V) gns ProMIG-5oo
X) 12 ... 44,0V (war nameHeHus o,1V) ansa ProMIG-630
1) [But] pexxum KHOMKM Ha ropesike = [2T] (Mo yMOa4aHMIo)
a) [2T] — pexxum KHONKM Ha ropenke 2T
6) [4T] — CTaHAAPTHbLIN PEXUM KHOMKM Ha ropeske 4T
B) [anbT.4T] — aNlbTepHATUBHbIN PEXUM KHOMKW Ha ropesike 4T
2) [Ind] uHayKTMBHOCTL = OFF (N0 yMOAYaHUto)
a) o [OFF] ... 6 cTyneHeM (uar M3MeHeHUs 1 CTyreHb)
3) [t.Pr] Bpems npea-npoAyBKM 3alWMTHLIM Fra30M = 0,1 ceK (M0 yMO4aHMIO)
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a) 0,1... 25,0 CeK (War N3MeHeHu1s 0,1 cek)
4) [t.Po] BpeMsa nocne-npoayBKM 3aLMTHBIM Fa30M = 1,5 CeK (M0 YMO4aHMIO)
a) 0,1... 25,0 ceK (War N3MeHeH1s 0,1 Cek)
5) [t.uP] Bpems HapacTaHus HanpsxeHus = OFF (no ymonyaHuio)
a) o [OFF] ... 5,0 cek (lwar U3MeHeHUs 0,1 CeK)
6) [t.dn] Bpems cnagaHusa HaNps>XXeHUs = 0,1 ek (MO0 YMOYaHMIO)
a) 0,1... 5,0 cek (Luar N3MeHeHuns 0,1 cek)
7) [Po.P] pexwum nynbcauuii HanpsxkeHus = OFF (Mo ymonyaHuio)
a) ON — Bk/1toYeHoO
6) OFF — BblkAtOYEHO
8) [I.iP] HanpsxeHwne nmnyabca = 19V (MO yMOAYaHUIO)
a) 12 ... 24,0V (war nsmeHeHus o,1V) ana ProMIG-160
6) 12 ... 26,0V (war nameHeHus o,1V) ana ProMIG-200
B) 12 ... 28,0V (war nsmeHeHns o,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ana ProMIG-270
4) 12 ...30,0V (war nsmeHeHund o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nsameHenus o,1V) gna ProMIG-5oo
X) 12 ... 44,0V (war nameHenns o,1V) ana ProMIG-630
9) [I.PS] HanpsixeHune naysbl = 19V (N0 yMOAYaHWIO)
a) 12 ... 24,0V (war nsmeHeHus o,1V) ana ProMIG-160
6) 12 ... 26,0V (war nameHeHus o,1V) ansa ProMIG-200
B) 12 ... 28,0V (war nsmeHeHus o0,1V) ana ProMIG-250
r)12...29,0V (war nsameHenus o,1V) ans ProMIG-270
A) 12 ...30,0V (war nsmeHeHus o,1V) ana ProMIG-350
e) 12 ... 40,0V (war nameHenus o,1V) gns ProMIG-5oo
X) 12 ... 44,0V (war nameHeHus o,1V) ansa ProMIG-630
10) [Fr.P] yacToTa nysnbcauuni HanpsixxeHus = 20 'l (MO yMoAYaHuIo)
a)5...500 'y (war nsmeHeHusa 1 My)
11) [dut] k03¢. 3anoNHeHUs (CKBaXHOCTb) — 3TO NPOLLEHT MMMYJ/IbCa HAMPSXEHWS K
nepuoay c/aef0BaHMsA STUX UMMNYAbCOB = 7% (N0 YMOIYAHWIO)
a) 2 ... 20% (war nameHeHus 1%)

Ha npaBoM nHAMKaTOpe MexaHM3Ma NoAayuun NPoOBOJIOKM:
0) [-1-] ocHoBHOM 0TO6p. NnapameTp CKOPOCTb nogauu = 7,0 M/MUH (N0 yMOIYaHUIO)
a) 2,0 ... 16,0 M/MVH (LLar U3MEHEHMUS 0,1 M/MUH)
1) [But] pexxum KHOMKM Ha ropesike = [2T] (Mo ymMoa4aHuio)
a) [2T] — pexxum KHONKM Ha ropenke 2T
6) [4T] — CTaHAAPTHbLIN PEXUM KHOMKM Ha ropeske 4T
B) [anbT.4T] — aNbTepHATMBHbIN PEXUM KHOMKW HA ropesike 4T
2) [Dru] BkA/BbIKA. ABUraTens nogayn npososaokn = ON (Mo ymoayaHmio)
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a) ON — BKk/IlOYeH (Npu HaMYMK CBA3K, annapaT cam BK/IOYaeT B pexunme
MIG/MAG)
6) OFF — Bbik/1tOYeH (MpW HaIMYMK CBA3K, annapaT cam BbliK/l0YaeT B pexume
MMA n TIG)
3) [t.Pr] Bpems npea-npoAyBKM 3aLMUTHbIM Fa30M = 0,3 ceK (M0 yMO4aHMIO)
a) 0,1... 25,0 CeK (War N3MeHeHu1s 0,1 cek)
4) [t.Po] Bpemsa noc/sie-NpoayBKM 3aLWMTHBIM Fa30M = 1,5 ceK (N0 YMON4aHMIo)
a) 0,1... 25,0 ceK (LWar U3MeHeHs 0,1 Cek)
5) [t.uP] Bpems HapacTaHms CKOPOCTX NOAa4M MPOBOJIOKM = 0,1 CeK (MO YMOAYAHMIO)
a) o [OFF] ... 5,0 cek (war nameHeHus 0,1 ceK)
6) [t.dn] Bpema cnagaHus ckopocTy nogauum npososiokn = OFF (no ymonyaHuto)
a) o [OFF] ... 5,0 cek (lwar u3amMeHeHUs 0,1 CeK)

8. PEXXM PABOTbI OT FTEHEPATOPA
MCcTOYHMK NUTaHMsA NpUroeH Ans paboTbl OT reHepaTopa Npu yC10BUM:

o s YcTaHoB/IeHHOEe Mpu paboTe gnameTpom MwuHumanbHas
S —— 3HayeHve Toka MPOBOJIOKM MOLLHOCTb
npy MMA N TIG npu MIG/IMAG reHeparopa
[7p) He 6onee 80A He 6onee Jo,6mMmM 3,0 KBA
a3 He 60s1ee 120A He 6os1ee Jo,8MMm 4,5 KBA
7)A He 6onee 160A He 6osiee J1,0MM 6,0 KBA
s He 6os1ee 200A He 6osiee J1,0MM 7,7 KBA
@6 nerkon. He 6osiee 250A He 6osiee J1,2MM 10 KBA
@6 nerkona. He 6osiee 270A He 6osiee J1,2MM 12,0 KBA
26 He 6os1ee 350A He 6osiee J1,4MM 16,0 KBA
@8 nerkonn. He 6onee 500A He 6osiee J1,6MM 30,5 KBA
8 20 630A He 6onee J2,0MM 42,0 KBA

[Ans 6e30Tka3HoM paboTbl! BbixogHoe Mexpa3Hoe HanpsixKeHUe reHepaTopa He 40/IKHO
BbIXOAMWTb 3a AOMNYCTUMbIE Npeaebl:

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

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

9. ¥YXO0A4 U TEXHUYECKOE OBC/TY>KUBAHUE
BHumaHue! [lepes Tem, Kak OTKpbITb annapaT, HEOOXOAMMO BbIK/JUYUTL €ro,
OTK/IIOUMTb CeTeBOW wWTekep. JlaTb BO3MOXHOCTb pPa3psAUTbCS BHYTPEHHUM Lensm
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annapaTa (MpUMepHO 5 MUH) 1 TOJIbKO NOC/Ie 3TOr0 NPOM3BOAMUTb OCTas/IbHble AercTBUSA. [pu

yXoge yCTaHOBUTb TabnuKy, 3anpeLyatoLyo NPor3BOANTb BK/OYEHNME.

Ans Toro, utobbl coxpaHWTb anmapaT paboToCnocobHbIM Ha MHOrMe rogbl,

HeobxoaMMo cobaaTh HECKOIbKO MPaBu:

- MPOM3BOAUTL MHCMEKLMIO MO TexHuke 6e30MacHOCTM B 33jaHHble UHTEpBasbl BpeMeH
(cm. Pazgen ,YkasaHusa no TexHuke 6esonacHoctun”);

- NMpU UHTEHCMBHOM WCMOJ/Ib30BaHUM, PEKOMEHAYEM pa3 B No/roja npoAysaTb annapat
CyXUM OKaTbiM BO3AyxoM. BHumarue! MNpogyBka co CAMLLIKOM KOPOTKOFO PaccTosiHWA
MOXeT NPMBECTMU K MOBPEXAEHMIO 1EKTPOHHbIX KOMMOHEHTOB;

- Npu 60/1bLIOM CKOMJIEHWM MbIIV NPOYNCTUTL KaHa bl CUCTEMbI OX/IAXZAEHNS BPYUHYHO.

10. MPABUJIA XPAHEHUA

3aKOHCepPBMPOBAHHbIN 1 YNMaKoBaHHbIN MCTOYHUK XPaHUTL B YC/IOBUSAX XPaHEHUS 4
no FOCT 15150-69 CPOKOM A0 5 J1€eT.

PackoHcepBMPOBaHHbIA UCTOUHUK AOJKEH XPaHUTbCA B CyXWMX 3aKpbITbIX
MOMeLLeHNAX Npu TemnepaType Bo3jyxa He Huxe njtoc 5 °C. B nomeweHnsax He J01KHO
6bITb MapOB KNC/IOT U APYrMX aKTUBHbIX BELLECTB.

11. TPAHCMOPTUPOBAHUE

YNaKkoBaHHbIM UCTOYHMK MOXET TPaHCMOPTUPOBATLCSA BCEMU BUAAMMU TPAHCMOPTA,
obecneymBaloL MMM €ro COXPAaHHOCTb C cobtoAeHneM NpaBu NepeBo30K, YCTaHOB/IEHHbIX
ANS TpaHCrnopTa A4aHHOro B1Aa.
12. KOMMNJIEKT MOCTABKHA

1. WCTOYHMK NUTaHWA CBapOYHOM AYru C ceTeBbIM Kabenem —1wT;

2. Bsok nogaum nposBoaoku —1wT;

3. ®upmeHHbIn rodppokopod PATON —1WT;

4. Kabenb canektpogogepxatenem ABICOR BINZEL —1uwT;

5. Kabesnb cBapouHbIf c kemMmmoi «macca» ABICOR BINZEL —1wT;

6. BbICTPOCHEMHbIV MHEBMOPa3bEM —1WT;

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

- l'openka nonyastomatuyeckas ABICOR BINZEL —1WwT;

- Ponvikn ans cnnowHowm npososaoku (0,6-0,8; 1,0-1,2) — 2 KOMI;

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

- lopenka nonyasTomatunyeckasa ABICOR BINZEL —1wT;

- Ponvku ana cnnowHom npoeoaoku (0,8-1,0; 1,2-1,6) — 2 KOMI;

- Ponvku gns antoMmvHneBom npoBosoku (0,8-1,0) — 1 KOMM;

- PemeHb ans kpenieHms UCToYHMKa K 610Ky nogaum —1wT;
Ans modenel ProMIG-500-15-4/630-15-4:

- Ponvku ans cnnowHom nposoaoku (0,8-1,0; 1,2-1,6) — 2 KOMmn;
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- Ponvikn ans antommHueBom npoBosioku (0,8-1,0) — 1 KOMIM.
13.NMPABUJIA TEXHUKW BE3OMACHOCTU

OBLME NOJIOXKEHUA

CBapoYHbI annapaT U3roToBJ/IEH B COOTBETCTBUM C TEXHUYECKUMM CTaHAAPTaMU U
YCTaHOBJ/IEHHbIMU MPaBWUAAMU TEXHUKKM 6e30MacHOCTU. TeM He MeHee Npu HenpaBuIbHOM
o6palleHnn BOSHMKAET OMACHOCTb:
- TPaBMMPOBaHWA 06CNYXMBAIOLLErO NePCoHaNa UK TPETLErO INLL3;
- NpUYMHeHUs yuiepba camoMy annapaTy WA MaTepuabHbIM LLEHHOCTAM NpeAnpuUsTUs;
- HapyweHus 3¢ dekTrMBHOrO pabouero npouecca.

Bce nnua, KoTopble CBSA3aHbI C BBOAOM B 3KCMyaTaL Mo, YNpaB/ieHUEM, YXOAOM U
TeXHUYEeCKUM 06CNyXMBaHMEM annapaTta A0/KHbI:
- NMPOWTM COOTBETCTBYIOLLYIO aTTECTaLMIO;
- 061ajaTb 3HAHWMAMM MO CBApKE;
- B TOYHOCTU COB/II0AATb AAHHYIO UHCTPYKLMIO.

HewncnpaBHOCTH, KOTOpble MOFYT CHU3UTL 6€30MacHOCTb, AOMKHBI ObiTb CPOYHO
yCTpaHeHbI.

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

/L, KoTopble:

- 03HaKOMMWUCb C OCHOBHbLIMU MpaBUIaMK TeXHWUKKM Be3onacHocTK, npowan obyyeHune no
MCM0J/1b30BaHUIO CBapOYHbIM 06opya0BaHUeM;

- npounTanu pasgen «paBuaa TexHUKM 6€30MacHOCTU» U YKa3aHUsi 0 HEObXOAMMbIX Mepax
NpesoCTOPOXHOCTH, NPUBOAUMbIE B JaHHOM PYKOBOACTBE, W MOATBEPAUTb 3TO CBOEM
noAnucoHo.

JIMNYHOE 3ALLUNUTHOE OCHALLEHUE
Ans ainyHon 3awnTel cobatoganTe cregyrolme npasuaa:

- HOCWUTb NPOYHYI0 OOYBb, COXpaHAOLWY M30AMPYlOLLME CBOMCTBA, B TOM YMC/Ie U BO
BJIXHbIX YC/OBUSAX;

- 33l MLWATb PYKM U30UPYIOLLUMU NepyaTKamu;

- r1asa 3aWMWaTh 3alMTHON MACKOM C OTBEYAIOLWL MM CTaHAapTaM TeXHUKKM Be3onacHoCTH
bUNbTPOM NPOTUB YAbTPadUONETOBOIO U3NYYEHUS;

- UCMOJ/Ib30BaTb TO/bKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IAMEHSIIOLLYIOCS OAEXAY.

OMNACHOCTb BPEAHbBIX TA30B U MCMAPEHUNA

- BO3HMKLUMI AbIM U BpeHbIe rasbl y4anuTb U3 paboyeit 30HbI CNeLMaibHbIMU CPeACcTBaMy;
- 0becneunTb AOCTAaTOUYHbBIN NMPUTOK CBEXErO BO3AYX3;

- Mapbl paCcTBOPUTE/IEN HE JOJIXKHbI MOMNaAaTh B 30HY U3/IyYEHWUSI CBAPOUYHOM AYTU.

PATON ProMIG DC MMA/TIG/MIG/MAG -80-



FPHATON

ONMACHOCTb BbIJIETA UCKP

- BOCM/aMeHsolnecs npeAmeTbl y4aanTb n3 pabouel 30Hbl;

- He J0MyCcKaloTCA CBapoyHble paboTbl Ha EMKOCTSAX, B KOTOPbIX XPaHATCA UAN XPaHUANCH
rasol, roptouyee, HedpTenpoAykTbl. Bo3mMOXHa OMacHOCTb B3pblBa OCTAaTKOB 3TUX
NpoAYKTOB;

- B MOXapoonacHbIX W B3pbIBOOMACHbIX MoMeljeHusx cobaogatb ocobble npasuna, B
COOTBETCTBMM C HALMOHA/IbHBIMU U MEX/YHapOAHbIMU HOPMaMW.

OMACHOCTb CETEBOIO M CBAPOYHOIO TOKA

- NMOpPaxKeHWe 31eKTPUYECKUM TOKOM MOXKET BblTb CMEPTE/IbHBIM;

CO3JaHHble BbICOKMM TOKOM MarHWTHble MOAS MOryT OKasblBaTb OTpMLATe/bHOE
BO34encTeue Ha paboTocnocobHoCTb snekTponpubopos (Hanpumep,
KapANOCTUMYASTOP). JInua, HocAwMe Takme npubopbl, AOJIXKHBI MOCOBETOBATHCS C
BpayomMm, npexae yem npubanxatbcs K paboyein cBapoUYHON NIOLWAAKE;

CBapO‘—IHbIl\/'I kabenb AO0J/DKeH 6bITb NPOYHbIM, HEMOBpPEeXAEeHHbIM N MN30/IMPOBAHHbLIM.
OcnabneHHble COEAMHEHUS WU MNOBPEXAEHHbIN Kabenb HYXHO He3aMeaanTesbHO
3amMeHuTb. CeTeBble Kabenn 1 kabenn CBapoOYHOro anmnapaTa AOJKHbI CUCTEMATUYECKU
npoBepATbCA CNeLnasincToM 3/IeKTPUKOM Ha UCMPAaBHOCTb U301 UK,

BO BpeMsl UCMO/Ib30BaHMA 3aMpeLLaeTcs CHUMaTb BHELLIHWI KOXYX annapara.

HE®OPMAJIbHLIE MEPbI MPEAOCTOPOXXHOCTU

= WMHCTPYKLMIO NOCTOSIHHO XpaHUTb B6IM3K MecTa NpYMeHeHUsi CBapOYHOro annapara;

- JOMOJIHUTENBHO K MHCTPYKLKUM cobtogaTh AencTBytolme oblme n MecTHble npaBuaa
TeXHWKM 6e30MacHOCTH 1 3KONOTUW;

- BCE YKa3aHMA Ha CBAPOYHOM annaparte CoAep>XaTb B YNTAEMOM COCTOAHUN.

BAY>XXAAKLWME CBAPOYHBIE TOKU

- C/IeAuTb 3a TeM, 4TobbI kieMMa kabenst Macchl Bblsia TPOYHO NPUCOEAMHEHA K U3AENNIO;

- MO BO3MOXHOCTM He YCTaHaB/MBATb CBApOYHbIA annapaT HernoCPeACTBEHHO Ha
3/71eKTPOMNpPOBOAHOE MOKPbITME Noaa UAn paboyero CTo/1a, UCNOAb30BaTh NU30AUPYIOLLME
MPOKAAAKM.

MEPbI MPEAOCTOPO>XHOCTU B OBbIYHbIX YC/IOBUAX

MWHUMYM OAMH pa3 B Hejeslo MPOBEpsTb annapaT Ha BHELWHWe MOBpeXJAeHus u
bYHKLMOHMPOBAHME NPeAoXPaHNUTE/IbHbIX YCTPOMCTB.
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14. rAPAHTVll‘;lelE OBA3ATEJ/IbCTBA

Komnanusi MATOH MHTEPHELLH/1 rapaHTupyeT ucnpaBHylo paboTy MCTOYHMKA
nuTaHua npu cobiogeHnn notpebutenem ycioBUM 3dKCMAyaTauuu, XpaHeHWs U
TPaHCNOPTUPOBaHUS.

BHUMAHME! BecnnaTHoe rapaHTuitHoe 06cy)KuBaHUe OTCYTCTBYET NPU MeXaHNUYeCKUX
noBpexXAeHUsaxX CBapoyHoro annapara!

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

3roaa
ProMIG-350-400V
ProMIG-500-400V

2roaa
ProMIG-630-400V

OCHOBHOW rapaHTUIHBIN NepUOS UCHUCASETCH CO AHSA NPOAAXM UHBEPTOPHOMO
obopyA0BaHNA KOHEYHOMY NOKyMaTeto.

B TeueHWe OCHOBHOro rapaHTUMHOro nepuoAa npogasel, obssyercs, 6ecniaTtHo
AN BNagenblia uHeepTopHoro obopygosanus PATON:
- NPOM3BECTU ANArHOCTUKY U BbIIBUTb MPUYMHY MOIOMKY;
- obecneynTb HeO6XOANMBIMUN A5t BBINOJIHEHUA PEMOHTA Y3/1aMU U d1eMeHTaMu;
- nposecTy paboTbl N0 3aMeHe BbILeLWNX U3 CTPOSA 3/1eMEHTOB U y3/10B;
- npoBecTu TeCTUPOBaHNE OTPEMOHTMPOBaHHOIO 06opyA0BaHuMS.

OCHOBHble rapaHTWIMHbIE 06513aTe/IbCTBA He PacNpOCTPaHSAOTCA Ha 060py0BaHNe:
- C MeXaHNYeCKUMM NOBPEXAEHMSMU, NMOBAUSBLUMMY Ha paboTocnocobHocTb annapaTa
(aedopmauus kopnyca v geTanen B CNeACTBUWM MajeHWe C BbICOTbl UM MafeHWs Ha
obopyAoBaHMe TAXENbIX MPeAMETOB, BbiNaZeHNe KHOMOK U Pa3bEMOB);
- CO C/le;aMMN KOPPO3U1K, KOTOpast CTaa NPUYNHOM HEMCNPABHOMO COCTOSIHUS;
- BbllUe/Lllee M3 CTPOSi MO MPUYMHE BO3AENCTBUS Ha €ro CUJ/IOBbIE U 3/EKTPOHHbIE
3/71eMeHTbl 06UAbHOW BA1ary;
- Bblllellee M3 CTPOS MO MPUYMHE HAKOM/IEHUS BHYTPU TOKOMPOBOASALLEN MblAW
(yronbHas nblib, MeTanANYeckas CTpy>XKa u 4p.);
- B C/yYae NomnbITKM CAMOCTOATE/IbHOMO PEMOHTA €ro y3/10B U/ 3aMeHbl 21eKTPOHHbIX
3N1eMEeHTOB;
- AaHHoe obopysoBaHMe, B 3aBUCMMOCTU OT YC/IOBUIM IKCMAyaTaL MM PeKOMeHAyeTcs,
OAMH pa3 B MoaroAa, BO m3bexaHue BbiIXxoga annapata w3 CTPOs, MPOBOAUTb YMCTKY
BHYTPEHHMX 3/1eMEHTOB W Y3/10B CXKaTblM BO3AYXOM, CHATb 3aLlUTHYIO KPbIWKY. YNCTKY
HeobXoAMMO MPOBOAUTL akKypaTHO, yAep>XWBas LUIaHT KOMMpeccopa Ha AJOCTaTOYHOM
paccTosHMM BO UM3bexaHue MNOBPEeXAEHUS Maliku 3/1eKTPOHHBIX KOMMOHEHTOB U
MeXaHWYeCKMX YacTeu.
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TakXe OCHOBHble TrapaHTMiHble 00s3aTesIbCTBAa He PacnpoCTPaHSOTCA  Ha
BblLlEALINE U3 CTPOS BHELUHWE 3/71€eMeHTbl 060pyA0BaHMs, NoABepXeHHble $U3nUecKoMy
KOHTaKTy, W COMyTCTBYIOLME/PAacXOAHblE MAaTepWanbl, MpeTeH3nW Mo KOTOPbIM
MPYHUMAIOTCS He No3Xe ABYX Hegesb MoC/1e MPOAaxXM:

- KHOMKA BKAOYEHUS 1 BbIK/IOYEHUS;

- PYYKM pPeryiMpoBKM CBApPOYHbIX NAapaMeTpoB;

- pa3béMbl NoAKo4eHns kabenel n pykaBos;

- pa3bEMmbl ynpaBaeHuns;

- ceTeBoM kabesb M BUJIKA ceTeBOro kabens;

- PyyYKa ANSi NEePEHOCKM, HAMNJ/IEYHbIN peMeHb, KeWc, Kopobka;

- 3/1eKTpogoAepKaTesib, KJeMMa «MacCbl», Fopesika, CBapoyHble kabesis 1 pykasa.

Mpoaasel, ocTaB/seT 3a cOboM NpaBo 0TKa3aTb B MPeAOCTaBJEHUN FraPaHTUAHOTO
peMoHTa, /MO0 YCTaHOBWUTb B KayecTBE AaTbl Hayana WCNOJAHEHWUS TApPaHTUMHbIX
063aTe/IbCTB MECSIL, M roJ BbiMycka annapaTa (yCTaHaBAMBAOTCA N0 CEPUMHOMY HOMEPpY):
- npv yTepe nacropTa BAaje/blem,

- MpU OTCYTCTBMM KOPPEKTHOro uau Booble Kakoro-avbo 3amosiHeHUs nacrnopTa
MpOZaBLOM NpU NpoAaxe annapaTa,

- rapaHTUVHbIV CPOK NPOA/IEBAETCS, Ha CPOK FrapaHTUMHOIo 06C/1yXXMBaHNSA 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 X . . Max. wire
electrode MMA and TIG diameter for core of the mains wire, lenath. m
MIG/MAG sq. mm gE
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
1.5 115
g2mm not more than 80A not more than @o.6 2 155
mm 2.5 195
4 310
6 465
15 75
2 105
73 mm not more than 120A  [not more than @0.8 mm 2.5 130
4 205
6 310
2 75
2.
D4 mm not more than 160A > 5
4 155
not more than @1.0
6 230
mm
2.5 75
@5 mm not more than 200A 4 125
6 185
2. 60
5 mm not more than @ 1.2 2
@6 mm upto 250 A 4 100
) mm
fusible 6 150
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Used MMA Set current value for Wire cross-section Cr:):;:s:fc ::'?enn(gﬁ\a:h Max. wire
electrode MMA and TIG diameter for MIG/MAG . length, m
wire, sq. mm
3 x380/400V - ProMIG-270, ProMIG-350, ProMIG-500, ProMIG-630
1.5 135
han @ 0.8 2 75
g3 mm not more than 120A notmore than @ o. 2.5 220
mm
4 350
6 525
2 130
2. 160
4 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 = 85
fusible not more than 270A mm 4 135
6 205
t than @ 23 o5
26 mm not more than 350A not morethan 1.4 4 100
mm
6 150
8o
26 mm +
not more than 400A 6 120
refractory
not more than @ 1.6 10 195
28 mm mm = 33
h A 6 8
fusible not more than 5oo0. 5
10 140
4 40
28 mm Up t0 630A not more than @2.0 6 65
mm
10 105
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1. GENERAL

PATON ProMIG-160/200/250/270-400V/[350-400V/[500/630 digital semi-automatic inverter units are
intended for direct current metal-arc inert-gas welding/metal active gas welding (MIG/MAG), as well as for
tungsten-arc inert-gas (TIG) welding and manual metal arc (MMA) welding. The advantages of using a fully digital
control method in this unit are that there are no disadvantages inherent in multifunctional systems made based on
analogue control systems, which by definition are always configured for a specific mode, and all other modes, as
additional ones, have control disadvantages. However, in a fully digital system, the control board has absolutely all
the assets of the source, within its full power, and the mode of use does not make any difference. The Professional
series is designed for industrial use. The source can be separated from the wire feeder both for ease of operation
and for safety, and through additional adjustments, the inverter rectifier can be adjusted to the most optimal
settings in various applications. The units provide virtually continuous load duration at full true rated currents of
200, 250, 270, 350, 500 and 630 amperes, respectively, which is enough to work with any electrodes from @1.6mm
up to the most refractory ones, of @8mm (for ProMIG-630) and semi-automatic welding with solid wire with a
diameter from @o.6mm to @2.omm (for ProMIG-630). The source is initially set to optimal values for most
applications, and is quite simple, unless the extensive expertise of the welder enables the use of additional fine-
tuned settings. For dangerous operating conditions, a no-load voltage reduction unit is integrated in the MMA
mode, with the possibility of switching it on and off. A distinctive feature of PATON semi-automatic units is a very
powerful, high-quality and air-tight wire feeder made of metal. Also, the availability of the EURO-type KZ-2
connector, which has become a global standard, allowing the user to subsequently change the torches as seem:s fit.

In models with the "-15-2" prefix, a 2-roller feeder is installed, and with the "-15-4" prefix, a top-quality
4-roller feeder with a drive to all rollers is installed.

All PATON ProMIG models have an integrated under-voltage protection unit.

By increasing the frequency of the applied voltage to the transformer, it became possible to reduce it tenfold. That
is why the unit has several times less weight and overall dimensions with the same output parameters, in

comparison with the conventional equipment.

The unit saves all current settings at the time of switching off and restores them at the time of switching on.

Main advantages:

1. Wide range of welding parameters adjustment options:

a) in the MMA mode - 1 (main) + 7 (optional) + 3 (for pulse mode)

b) in the TIG mode - 1 (main) + 7 (optional) + 3 (for pulse mode)

) in the MIG/MAG mode — 2 (main) + 6 (optional) + 3 (for pulse-modulated mode)

2. Anadjustable pulse mode is available in all types of welding;

3. In addition to protection against under-voltage, a stabilization system is installed for operation with significant
long-term drops in line-to-line voltage from 160V to 260V (for ProMIG-200/250 models) and from 320V to 440V (for
ProMIG-270/350/500/630 models).

4. The unit is adapted to a weak power supply. Due to its high efficiency, the source provides half the power
consumption compared to conventional sources;

5. Adaptive fan speed, i.e., itincreases when the unit heats up and slows down when it is cold; this saves the fan life

and reduces the amount of dust in the unit;

6. Convenient operation due to the large duty cycle at rated current, which allows welding almost continuously
with electrodes;

7. Increased reliability of the unit in dusty production conditions; microelectronics of the source is housed in a
separate compartment;

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

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

10. Improved excitation and arc stability, which virtually eliminates electrode sticking.

11. High mobility due to modular design, as well as small dimensions and weight of the unit without loss of technical

qualities, simplifies welding in hard-to-reach places.

PATON ProMIG DC MMA/TIG/MIG/MAG -90-



FPHATON

PARAMETERS ProMIG- ProMIG- ProMIG- ProMIG ProMIG ProMIG ProMIG
160 200 250 -270 -350 -500 -630
8 8 8 8
Rated voltage of mains 50 / 60Hz, V 220 220 220 aso 300 3so 3380
230 230 230 3X400 3X400 3X400 3X400
Rated current consumption from P I, ) I 16 ... 30... )
the mains phase, A 327 9535 4 18.5 35.5 4249
Rated welding current, A 160 200 250 270 350 500 630
Maximum operating current, A 215 270 335 350 450 630 800
70%/at 70%/at 70%]at 70%/at 70%/at 70%/at 70%/at
. 160A 200A 250A 270A 350A 500A 630A
Load durat LD
oad duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at | 100%/at | 100%/at
134A 167A 208A 225A 290A £4,20A 520A
Supply voltage variation limits, V 160 - 260 160 - 260 160 - 260 *15% +15% *15% +15%
Limits of lati f weldi
cLTrlezt? Aregu ation orwelding 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18 - 630
Limits of regulation of welding 122 19 -26 1-28 12-a 1270 1210 1
voltage, V 4 ° 3 4 44
Limits of wire feed speed control,
R 2.0-16 2.0-20
m/min
MMA electrode diameter, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4 0.6-1.6 0.6-2.0
Maximum coil weight, kg 15
MMA: 0.2~500Hz
Welding pulse modes TIG: 0.2~500Hz
MIG/MAG: 5...500Hz
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick® Automatic
in the MMA mode
v - -
oltage reduction unit, on/off
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 8.0.. 27.8 ...
A4 1.6, 6.6..7.8 .7 ... 12, .9...23.6
power, kVA Al 47 51 * 7 9.4 107+ 12:3119:9 - 23 32.5
Maximum power consumption,
5.9 7.5 9.5 11.4 15.3 29.0 40.1
kVA
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Overall dimensions, mm (length, 360 x 260 360 x 260 360 x 260 540 540X 510 510X
. . 360 x 360 x 180 x 235X
width, height) X 270 X 270 X 270
400 400 385 410
Weight without coil and
accegssories, kg 131 13,2 14,0 (16,8) 22,5 22,9 36,7 38,4
Protection rating* 1P33 1P33 P33 1P33 P33 P23 1P23
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Recommended length of power welding cables when welding:

. lel h .

Maximum current e L 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

2 K

not more than 500A 8..30m 20 MM G 1x50
12...40mM 70 mm? KG 1x70
10...30m o mm? KG 1x70

up to 630A 3 ! !

15...40m 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;

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

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

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

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

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

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

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

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

15— Wire feeder and gas heater fuses;

16 — Location for connecting the grounding cable;

17 — Socket for 36V gas heater;

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

19 — Power supply cable;

20 —Inlet for threading a welding wire;

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

2.1 INTENDED USE

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

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

2.2 SPACE REQUIREMENTS

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

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

ATTENTION! After operating in the cold season, after switching off and
subsequent cooling of the unit, condensation forms inside - do not switch the unitin less
than 3 to 4 hours!!! Therefore, do not turn off the unit during the cold season if you plan to
turnitonin 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.g.,
the housing of the welding unit, etc. with the electrode, since the unit will perceive this
condition as a signal to start the welding process.
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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 current increases 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 9goA + 40% = 126A.

In the advanced settings, you can change both the “Hot Start” power [H.St], and the
“Hot Start” time [t. HS]. If necessary, do not increase the power and trigger time of the “Hot
Start” too much, because it requires a very strong power supply mains at high limit values,
and in the absence of good mains, the striking process will fail. See paragraph 6.1 to change
the value of any function in the current welding mode

3.3 "ARC-FORCE"” FUNCTION

Advantages:

- increasing the stability of short-arc welding;

- improved drop of metal transfer into the weld pool;
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- 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).

uvy

!

>

r

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

3.4 “ANTI-STICK” FUNCTION

During the initial arc striking, the electrode may stick (tack to the workpiece). This
is prevented by many functions in the unit, but this can still happen, which in turn leads first
toincandescence, and then to damage to the electrode. In such a case, the unit’s "Anti-stick"
function is activated, which is built-in and operates in the MMA mode constantly, which
reduces the welding current in 0.6...0.8 seconds after this condition is detected. Also, this
makes it easier for the welder to separate (detach) the electrode from the workpiece without
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the risk of scalding the eyes by accidentally striking the arc. After the electrode is detached
from the workpiece, the welding process can be continued unobstructed.

3.5 CURRENT-VOLTAGE CHARACTERISTIC SLOPE CONTROL FUNCTION

This function is primarily intended for comfortable welding with electrodes with
various types of coatings. By default, the current-voltage characteristic slope [CVS] is set to
1.4 V/A, which corresponds to the most common rutile-coated electrodes (ANO-4, MR-3). It
is not mandatory for a more comfortable operation with electrodes with the main type of
coating (UONI-13/45, LKZ-70), but we recommend setting the slope [CVS] to 1.0 V/A. In turn,
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 dothis, you need a no-load voltage reduction unit [BSn], which is available in this
model, but by default, it is in the OFF position, i.e., off, since it is known that turning on any
such function slightly worsens arc striking. See paragraph 6.1 to change the value of any
function in the current welding mode.

3.8 PULSE CURRENT WELDING FUNCTION

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

"pause" time:
default
"duty cycle" [dut] = 50% "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
LA LA LAY
50% | 50% |§] 80% |_| |_| 70% IEI I—

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

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

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

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

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

ARGON-ARC \
TORCH

l_i:‘
8!

GROUNDING CLAMP
S

i

PIECE

The wire feeder is not required in this welding mode.
Procedure for preparing the unit for operation:

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

- insert the ground cable into the socket of the source A "+";
- connect the grounding cable to the product;

- install the reducing valve on the gas cylinder;
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- connect the torch gas hose to the gas cylinder reducing valve;

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

- connect the mains cable to the power supply;

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

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

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

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

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

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

4.1.1 WELDING PROCESS CYCLE - TIG-LIFT
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See paragraph 6.1 for the procedure for switching the value of any function

4.1.2 TIG-LIFT ARC STRIKING FUNCTION

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

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

How to use this function is to touch the workpiece with the electrode, while you can
hold the electrode in this position indefinitely, and when the user considers that he is ready
to start welding (e.g., he lowered the protective mask over his eyes and blew the place well
with shielding gas) then it is enough to start SLOWLY lifting the sharpened electrode tip
away from the workpiece. The unit will detect this moment and perceive it as a signal to start
the welding process, thereby starting to increase the welding current LINEARLY to the set
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value. The larger the main operating current, the faster you need to raise the electrode,

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

reviewed in the following paragraph.

Operation procedure:

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

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

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

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

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

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

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

digital communications data

.digital communications data

(+)motor power supply

(-)motor power supply

(-)motor power supply

(+)motor power supply

- After assembly:

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

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

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

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

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

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

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

4.1.4 TIG-2T TORCH BUTTON FUNCTION

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

For this mode, you will need to purchase a separate non-contact arc striking unit
(oscillator). The procedure for preparing the unit for operation with an external oscillator unit
is individual and is described in the operation instructions for the oscillator unit. The source
switch control connector is located on the rear panel of the source, the connection diagram
is the same as for TIG-2T, see paragraph 4.1.3.

After assembly:
- turn on the non-contact arc striking unit (oscillator);
- put the automatic switch 12 on the rear panel of the source to the ON position;
use button 4 to set the TIG welding mode (the modes are switched in a circle);
set the function of the TIG-4T torch button. To do this, hold button 3 until the "Torch
button" [But] appears on the indicator; the current position of this function will also be
indicated next to it. Using buttons 2, set "4T". If you do not take any action for a long time,
the unit will exit the mode. You can return in the same way, and if you omitted the required
mode of the button, press button 3 again: the functions are switched in a circle;
use buttons 2 to set the current main parameter — the welding current;
if necessary, you can adjust additional functions of the welding process (see paragraph 6.1
for the order of switching).

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

4.1.6 TIG-4T TORCH BUTTON FUNCTION
This function of the control button is used only if there is an external, independent
non-contact arc striking unit (oscillator), with a built-in gas valve. The torch button wire
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connects directly to the oscillator unit. The procedure for pressing the control button on the
torch is similar to the TIG-2T (see paragraph 4.1.4), but with some differences: 1). At the start
of welding, while the button is held down, during the first press, after gas pre-purge ta of the
welding zone and high-voltage striking at the source output will be at a constant pre-current
t2 (pilot arc); only after the button is released, the process of current build-up will begin and
the source will reach the operating current, i.e., the button does not need to be held when
the operating current is fed; the hand will strain less during a long welding process. 2). At the
end of welding (after the second press of the control button on the torch), the current begins
to drop to the level of the crater filling current, and while the button is pressed t3, the current
is at this level. After the second release of the button, the source is turned off and the
oscillator unit triggers its function of gas post-purge t4 of the welding zone (the gas valve is
turned off with a delay).

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

4.2 PRE-CURRENT FUNCTION (PILOT ARC)

This function is required for the convenience of using the torch at the time of arc
striking. It allows you to start the welding process with low current values, the value of which
only maintains the process, but does not introduce significant heat input and does not burn
the workpiece through. It is possible to preheat the weld spot when using the TIG-4T button
mode. By default, the pre-current [Pr.A]is set at 20A. See paragraph 6.1 to change the value
of any function in the current welding mode.

4.3 CRATER FILLING CURRENT FUNCTION

This function is necessary to indicate the level to which the current drops at the end
of the welding process. It is necessary for crater filling if the TIG-4T button mode is used (with
the second press of the torch button). By default, the crater filling current is set at 20A. See
paragraph 6.1 to change the value of any function in the current welding mode.

4.4 WELDING CURRENT BUILD-UP FUNCTION

This function, in addition to saving the life of the electrode and, to some extent, the
torch itself, is also necessary for the convenience of using the torch. This eliminates the
formation of the initial splashing of the weld pool, as well as for the set time of current build-
up [t.uP], in the case of the TIG-2T button mode, you can accurately direct the torch to the
desired welding location, since the arc striking location in particularly critical workpieces is
not always located at the welding location. This function can also be used to preheat the
welding location. By default, itis set to OFF —disabled. See paragraph 6.1 to change the value
of any function in the current welding mode.
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4.5 WELDING CURRENT RAMP-DOWN FUNCTION

This function is necessary to improve the process of filling the crater formed under
the pressure of the main working current of the welding arc, and such a crater is the nucleus
of weld defects, which is an extremely negative phenomenon. Therefore, for the set time of
the current ramp-down [t.dn], it is possible to weld the formed cavity. By default, it is set to
OFF —disabled. See paragraph 6.1 to change the value of any function in the current welding
mode

4.6 PULSE CURRENT WELDING FUNCTION

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

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

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

requirements. See paragraph 6.1 to change the value of any function in the current welding
mode.
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5. METAL-ARC INERT-GAS WELDING/METAL ACTIVE GAS WELDING (MIG/MAG)
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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;

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

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

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

Do not forget about the supply of shielding gas! To check its availability in the torch
channel, there is button g9: when pressed, the wire is not fed. If you are a beginner and have
no experience in setting the optimal pressure for welding a particular product, then at the
first time the gas pressure can be set higher than the optimal value of ~0.2 MPa. This will
have little effect on the process, only the shielding gas consumption will increase. But in the
future, to save money, follow the general recommendations for semi-automatic welding
operations. Also start with the average value of the wire feed speed (~ 4 ... 6 m/min) and the
average voltage at the source (~ 19V) for any diameter of the installed wire (0.6 ... 1.2mm),
it may not be optimal, but the unit should already weld. To achieve the best result, you need
to adjust the voltage at the source with buttons 2 and the wire feed speed with buttons 8 on
the feed unit according to the general recommendations for carrying out the welding process
with semi-automatic units. Remember, these parameters are different for each specific case.
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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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See paragraph 6.1 for the procedure for switching the value of any function

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

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

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

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

5.3 INDUCTANCE FUNCTION

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

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

5.4 SHIELDING GAS PRE-PURGE FUNCTION

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

5.5 SHIELDING GAS POST-PURGE FUNCTION

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

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

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

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

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

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

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

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

5.8 WELDING WITH PULSE MODULATED VOLTAGE FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than the lower one, as well as when welding non-ferrous metals. The effect
occurs directly on the mixing of the molten metal of the seam, so it primarily affects the
shape of the seam. There is also a forced effect on the transfer of a drop into the weld pool,
which in turn affects the stability of the process. As with other types of welding, this process
replaces the welder's hand movements to some extent, especially in hard-to-reach places. In
addition to the correct shape, the quality of seam formation also depends on the correct
setting, which reduces the likelihood of pores and reduces the grain structure, and thus
increasing the strength of the welded joint.

To implement this function in the device, you must first enable the voltage ripple
mode [Po.P], switch from the “OFF” state to the "ON" state, and also set four parameters:
pulse voltage [u.iP], pause voltage [u. PS], pulse frequency [Fr.P] and pulse/pause ratio (or
“duty cycle”) [dut]. By default, the ripple frequency [Fr.P]and duty cycle [dut] are at the most
common values of 20Hz and 7%, respectively. When the "duty cycle" parameter is changed
from 7%, an even greater asymmetry is introduced between the voltage pulse time and the
voltage "pause" time:

default "duty cycle" [dut] = 2% "duty cycle" [dut] = 15%
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"duty cycle" [dut] = 7%
AY Y, uv

|§| 93% | E| 93% H 98% [% 98% | |85% § 85%

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

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

15%

5.9 MOTOR ON/OFF FUNCTION

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

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

6. SELECTING AND CONFIGURING THE UNIT FUNCTIONS

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

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

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

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

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

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

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

6.1 SWITCHING TO THE REQUIRED FUNCTION
If the unit has a system of protection against unauthorized access to the function
menu, then if you press button 3 on the source, no changes are made on the left indicator,
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i.e., this buttonis locked. To unlock, hold it down for more than 3.5 seconds. When unlocking,
the indicator displays an image of opening locks, indicating the process of unlocking the
function menu. After successful unlocking, by pressing button 3, the current name of the
function and its value are displayed on the digital display.

Caution! After releasing button 3 after 2 seconds, the screen will return to the main
parameter of the current welding mode. While the display is showing the current function,
its value can be changed up or down using buttons 2. Alternatively, by quickly pressing and
releasing button 3, you can switch to the next function, in a circle.

Caution! If you hold down button 3 for more than 10 seconds, then the countdown
will appear on the display 333... 222... 111 ...; release the button before this time expires, so
as not to reset all the settings of this mode to the standard factory settings. This will be
reviewed in paragraph 6.3.

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

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

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

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
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function selection menu is locked, then the indicator displays the current program number,
which can be changed up or down using buttons 2. If the function selection menu is not
locked, e.g.: just before that the user changed the additional parameters of the functions
described in paragraph 6.1, then it is necessary to lock the function selection menu by
holding button 3 for more than 3.5 seconds, just like when unlocking, in this case, the closing
locks animation will be displayed on the indicator. When this operation is completed, the
menu will be locked, and now you can try again to change the program number using
button 3. In this case, all parameters of the previous program will be saved and you can
always return to it at any time.

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

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

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

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

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

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

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

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

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

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

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

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

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

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the current pulse to the
period of repetition of these pulses = 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-5o0
g) 18 ... 630A (change step 1A) for ProMIG-630
1) [But] torch button mode = [2T] (by default)
a) [LIFT] - contact striking mode TIG-LIFT
b) [2T] - non-contact striking mode, TIG-2T button mode
c) [4T] - non-contact striking mode, TIG-4T button mode
2) [Pr.A] pre-current (pilot arc) = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630
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3) [Po.A] crater filling current = 20A (by default)
a) 8 ... 50A (change step 1A) for ProMIG-160
b) 10 ... 50A (change step 1A) for ProMIG-200
) 12 ... 50A (change step 1A) for ProMIG-250
d) 12 ... 50A (change step 1A) for ProMIG-270
e) 14 ... 50A (change step 1A) for ProMIG-350
f) 16 ... 50A (change step 1A) for ProMIG-500
g) 18 ... 50A (change step 1A) for ProMIG-630
4) [t.uP] current build-up time = 0.3 (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
5) [t.dn] current ramp-down time = 0.3 (by default)
a) o [OFF] ... 15.0 sec (change step 0.1 sec)
6) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [1.iP] pulse current = 100A (by default)
a) 8 ... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
8) [I.PS] pause current = 100A (by default)
a) 8.... 160A (change step 1A) for ProMIG-160
b) 10 ... 200A (change step 1A) for ProMIG-200
€) 12 ... 250A (change step 1A) for ProMIG-250
d) 12 ... 270A (change step 1A) for ProMIG-270
e) 14 ... 350A (change step 1A) for ProMIG-350
f) 16 ... 500A (change step 1A) for ProMIG-500
g) 18 ... 630A (change step 1A) for ProMIG-630
9) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
10) [dut] pulse/pause ratio (duty cycle) — it is the percentage of the current pulse to the
period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

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

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

1) [But] torch button mode = [2T] (by default)
a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
) [alt.4T] - 4T torch alternative button mode

2) [Ind] inductance = OFF (by default)
a) o [OFF] ... Stage 6 (change step 1 stage)

3) [t.Pr] shielding gas pre-purge time = 0.1 sec (by default)
a)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 mode = OFF (by default)
a) ON —enabled
b) OFF —disabled

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

9) [u.PS] pause voltage = 19V (by default)
a) 12 ... 24.0V (change step 0.1V ) for ProMIG-160

PN

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

g) 12 ... 44.0V (change step 0.1V ) for ProMIG-630
10) [Fr.P] voltage pulsation frequency = 20Hz (by default)
a) 5 ... 500 Hz (step change 1 Hz)
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11) [dut] pulse rate (duty cycle) — it is the percentage of the voltage pulse to the period of
repetition of these pulses = 7% (by default)
a) 2 ... 20% (change step 1%)

Right indicator of the wire feeder:
0) [-1-] main displayed parameter FEED SPEED = 7.0 m/min (by default)
a) 2.0 ... 16.0 m/min (change step 0.2 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) 0.1... 25.0 sec (change step 0.1 sec)
5) [t.uP] wire feed speed build-up time = 0.1 sec (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
6) [t.dn] wire feed speed ramp-down time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)

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

When working with Set current value for When working V\s;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

PATON ProMIG DC MMA/TIG/MIG/MAG -118 -



- |PATON

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;

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

10. STORAGE

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

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

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

12. SCOPE OF SUPPLY

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

- Semi-automatic torch ABICOR BINZEL -1pg

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

- Semi-automatic torch ABICOR BINZEL -1pg

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

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

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

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

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

13. SAFETY RULES

GENERAL
The welding unit is manufactured in accordance with technical standards and
established safety rules. However, if handled incorrectly, there is a hazard of:
- injury to service personnel or a third party;
- damage to the unit itself or to the company’s material assets;
- disruptions to an effective workflow.
All persons involved in the commissioning, operation, care and maintenance of the
unit must
- be appropriately certified;
- have expertise in welding;
- strictly follow these instructions.
The malfunctions that could impair safety must be urgently rectified.

USER RESPONSIBILITIES
The User undertakes to admit to work on the welding unit only the persons who:
- reviewed the basic safety rules, received training on the use of welding equipment;
- read the Section "Safety instructions" and the instructions on necessary precautions given
in this manual, and confirm this with their signature.

PERSONAL PROTECTIVE EQUIPMENT
For personal protection, observe the following rules:
- wear protective footwear that retains insulating properties, even in wet conditions;
- protect hands with insulating gloves;
- protect eyes with a protective mask with an anti-UV filter that meets safety standards;
- use only suitable (highly inflammable) clothing.

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

HAZARD OF SPARKLES

- remove flammable objects from the working areg;

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

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

HAZARD OF MAINS AND WELDING CURRENT

- electric shock can be fatal;

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

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

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

INFORMAL PRECAUTIONS

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

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

- keep all instructions on the welding unit legible.

STRAY WELDING CURRENTS

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

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

REGULAR USE PRECAUTIONS
Check the unit at least once a week for external damage and the operation of the safety units.
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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 syears
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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