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MigkAoYeHHs f0 cMNoBOT Mepexi/cnnosoro wuta (npu 25°C):
YBAT A! BpaxoByiiTe ApOTy NpoBeeHi B CTiHaX i iHIWi NoAoBXyBayi

A B

@,IZ ) é PATON
- ° —
BctaHOBneHe AiameTp Ak [A] Makcum.
EnekTpoga, wo nonepeyHoro

3Ha4yeHHs nonepe4yHoro . AOBXWHA
BUKOPUCTOBYETLCA CTpyMy npu nepepisy Apoty nepepisy noAoBXyBaya
H 1

y pexumi MMA MMA i TIG npu MIG/MAG MepexeBoro »

kabesnio, KB. MM
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
. 1,5 115
. He GinbLe

2 MM He Ginblie 80A Go,6Mm 2,0 155

2,5 195

4,0 310

L5 75

He inblue 2,0 205

g3 Mm He Binble 120A 0,8mm 2,5 130

4,0 205

6,0 310

2,0 75

4, MM He 6inble 160A 215 95

4,0 155

40 J1,0MM 6,0 230

2,5 75

a5 MM He 6inbLie 200A 4,0 125

6,0 185

5 MM 2,5 60

26 MM A0 250A 40 J1,2MM 4,0 100

nerkonnaski 6,0 150
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BcTaHoB/eHe AiameTp [A] Mrowa [A] Makcum.
Enektpoga, wo nonepeyHoro
3Ha4eHHsA nonepe4yHoro X AOBXWHA
BUKOPUCTOBYETLCA CTpyMy npu nepepisy ApoTy nepepisy noAoBXyBa4a
H /]
y pexumi MMA MMAiTIG npyu MIG/MAG MepeXxeBoro "
Kabeslo, KB. MM
3 x 380V/400V - StandardMIG-270, StandardMIG-350
L5 135
2 175
73 MM He 6inbwe 120A | He binblwe Jo,8Mm 2,5 220
4 350
6 525
2 130
it Mm He Binblue 160A 20 160
4 260
He Binbwe J1,0MM 6 385
2,5 115
g5 MM He Binbwe 220A 4 180
6 270
2,5 85
26 Mm . .
. He binblwe270A He binblie @1,2MM 4 135
Nlerkonnaeki
6 205
2,5 65
26 MM £,0 350A He 6inbwe J1,4MM 4 100
6 150
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InBepTOopHi  umdposi  HaniBaBTomath PATON  StandardMIG-160/200/250/270-400V/350-400V
npu3sHaYeHi 415 HanNiBaBTOMATUYHOrO 3BaptoBaHHA NOCTiHWUM cTpyMoM (MIG/MAG) B cepe 0BMULLi 3aXMUCHUX rasiB
i cymiluei, a Takox 415 py4Horo Ayrosoro 3saptoBaHHs (MMA) Ta aproHogyrosoro 3saptoBaHHs (TIG). Mepesaru
BMKOPWCTaHHS B LibOMY anapaTi NOBHICTIO L1dpOBOro cnocoby ynpasAiHHA NOAraTb Y BiACYTHOCTI HEAONIKIB
BN1ACTUBUX 6araTopyHKLiOHaIbHAM CUCTEMAM, BUrOTOB/IEHMM Ha OCHOBI aHA/JIOMOBUX CUCTEM YNPaBJiHHS, AKi 3a
BM3HAYEHHAM 3aTOYeHi 3aBXAM Nif MEeBHUN peXuM, a BCi iHWI pexumu, sK AO0AATKOBI, MalTb HeAO/IKM
ynpaB/iHHA. A y NOBHICTIO LMPPOBIN cUCTeMi, NiaTa ynpaBaiHHA Ma€ abCco/IlOTHO yci pecypcy anapaTy, B Mexax
Oro NOBHOT MOTYXXHOCTi | He BaXX/IMBO B IKOMY pPeXMMi BiH BUKOPUCTOBYETbCA. [laHa cepis anapaTiB Npu3HayeHa
AN NobyTOBOro Ta HaMiBNPOMMC/IOBOrO BUKOPUCTaHHS. 3abe3neuytoTb 40CTaTHIO TPMBAICTb HaBaHTaXeHHs Ha
NMOBHOMY HOMiHa/ZIbHOMY CTPyMi 160A, 200A, 250A, 270A, 350A BiZMNOBIAHO, YO0 AOCTaTHLO ANA poboTn Byab-
AKUMU efleKTpogamu Big @1,6MM Ao Tyronnaekux @6mm (ans StandardMIG-350-400V) i HaniBaBTOMaTUYHOIO
3BapIOBaHHA CyLi/IbHAM APOTOM AiameTpom Big @o,6Mm a0 D1,4Mm (Ans StandardMIG-350-400V). AnapaT Big
noYyaTKy Ha/jalTOBAHUMA Ha ONTUMasbHI 3HaYeHHS AAs BiNbLIOCTI BUNaAKIB BUKOPUCTAHHSA | € AOBOJI NPOCTUM,
AKLLO He BAABATMCS B TOHKOLLi Ha/llalWTyBaHb, siKi BUMaratoTb BXe Bi/bluMX HAaBUYOK Bif, 3BapHMKa. € MOXMBICTL
3MiHW NONAPHOCTI ANst 3BaptoBaHHs $oCcoBUM ApoToM. [lnsa HebesneuHnx ymos poboTu B anapat BbyAoBaHUi
610K 3HUXEHHS HaMpyrn XoJ0CTOro xoAy B pexumi MMA, 3 MOX/IMBICTIO MOrO YBIMKHEHHS i BifjK/IIOUEHHS.
BigmiHHOlO ocobamicTio HaniBaBTomaTiB PATON € NOTyXHWI, SKICHWI MeTasieBUIM MexaHi3M nogadi ApoTy 3
repMeTUYHUM ABUIYHOM, @ TaKOX HasBHICTb po3'emy KZ-2 Tuny "€BPO", wo cTae cTaHAapTOM y CBITi Ta J03BONAE
KopuCTyBayeBi Hagani nig'eAHyBaTU NafbHUKM Bif, LUMPOKOrO KOJ1a BUPOBHWKIB.

B anapatu StandardMIG BupobHuyTBa PATON B6YZAOBaHWI 610K 3aXUCTY Bif 3HWXKEHOT Hanpyru. A
mMogenb StandardMIG-350-400V 061a4HaHa TOMOBUM 4-PONMKOBUM MEXaHi3MOM NoAa4i 4pOTy 3 NPMBOAOM Ha BCi
POAMKMN.

AnapaT 36epirae nig cBOIM HOMEpPOM Yy KOXHOMY peXWMi 3BaploBaHHA A0 16 iHAMBIgYaNbHUX
HafawTyBaHb (Nporpam) kopucTyBaya. AnapaT 36epira€e B nam'aATi BCi MOTOYHI Ha/NALWTYBaHHA Ha MOMEHT
BUKJIOYEHHS i BiiHOBJIIOE X Mif, Yac BK/IOYEHHS.

OcHoBHi nepeBaru:

1. Lunpoki MOX/MBOCTI peryntoBaHHA NapaMeTpiB 3BaploBaHHS:

a) y pexuMi MMA — 1 (OCHOBHUW) + 7 (80AATKOBWX) + 3 (4151 IMIY/IbCHOMO peXuMy)

6) y pexumi TIG —1 (OCHOBHUM) + 1 (4043TKOBUX) + 3 (415 IMNY/IbCHOTO PEXUMY)

B) y pexumi MIG/MAG - 2 (0cHOBHUX) + 6 (404aTKOBUX)

2. Kpim 3axucry Big cTpmbKiB Hanpyr BcTaHOB/IEHa cMcTeMa cTabinizauii po6oTh npu 3HaYHNX AOBroTpUBaNMUX
nepenagax Hanpyru B Mepexi XuB/ieHHs Big 160B g0 260B (411 mogeneit StandardMIG-160/200/250) Ta Big
320B g0 440B (a219 mogenen StandardMIG-270-400V/350-400V).

3. AganTtoBaHui o cnabkoi enektpomepexi. 3a paxyHok Bucokoro KK/, anapat 3abe3neuye BABiuYi MeHwe
€/1eKTPOCMNOXMUBAHHSA NOPIBHAHO 3 TPAAULLIMHUMM AXKepenamu;

4. ApanTMBHA WBWAKICTb BEHTUAATOPA, TOOTO 36i/bLIYETHCA Ha MOYaTKy 3BaptoBaHHs, Lie binblue 3pocTae nig
4ac HarpiBaHHs anapaTy i CMOBINbHIOETbCA KO/W BiH XONOAHWIA, Lie eKOHOMWTb Pecypc BeHTUAATOpa i
3MEHLUYE KiNbKiCTb MWy B anaparTi;

5. 3py4HicTb pobOTU 3aBAAKMN BENWKIN TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHaNbHOMY CTPYMI, LL,O 03BOASE
NpOBOAUTH 3BaptOBaHHSA MOKPUTUMU €/1eKTPOAaMMU NPaKTUYHO 6e3nepepBHO;

6. MiaBWLEHa HaZiMHICTb anapaTy B yMOBaXx 3amnu/eHOro BUPOOHULTBA, MiKpOE/IeKTPOHIKa anapaTta BUHeceHa B
oKpeMuii BiACiK;

7. HaBci enemeHTH anaparty, Wo rpitoTbCs, BCTAHOB/IEHa CMCTEMa TEMN/I0BOro e/1eKTPOHHOMO 3aXUCTY;

8. Bcs enekTpoHika B amapaTi MOKpWTa ABOMa WWapamMy BMCOKOSIKICHOrO J1aky, sikuii 3abesnevye HaAilHiCTb
BMPOOY MPOTArOM yCbOro TepMiHy C/yXbu;

9. [okpalueHi nignan Ta cTabiNbHICTb FOPIHHA A4YTY, WO NPAKTUYHO YHEMOX/IMBIIIOE NPUAUMAHHS eN1eKTPOAA.

10. HeBesnki rabaputy Ta Bara anapaTa 6e3 BTpaTh TEXHIYHWUX AKOCTEMN, WO CMPOLLYE NPOBEAEHHS 3BapIOBaHHSA Y
BaXKOAOCTYMHUX MiCLLAIX.
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TAPAMETPU StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
-160 -200 -250 -270-400V -350-400V
HomiHanbHa Hanpyra mepexi 50/6olu, B 220 220 220 3380 3380
230 230 230 3X400 3X400
HoMiHaNbHWI CTPYM, WO CMIOXUBAETLCS
3 basu mepexd APY 18...21 23...27 29,5...35 12...14 16 ...18,5
HoMmiHanbHWI 3BaptoBanbHUI CTPyM, A 160 200 250 270 350
MaKkcuManbHuit gitounii ctpym, A 215 270 335 350 450
. 45%/npn 160A | 45%/npn 200A | 45%/npu 250A 55%/npu 270A 55%/npu 350A
Tpusasicte HaBanTaxerHs (TH) 100%/npu 107A | 100%/npu 134A | 100%/npu 167A | 100%/npn 200A | 100%/npu 260A
g/le»q 3MiHM Hanpyru Mepexi X1BeHHS, 160 — 260 160 — 260 160 — 260 £15% +16%
Mexi pery/itoBaHHsA 38aptoBasbHOro 8160 10— 200 12-250 12-270 14—350
cTpymy, A
E/Iaenﬁ;”[i:r\émoaawn 3BapOBa/ILHOI 12-24 12-26 12-28 12-29 12-30
AM::;IYPTAI'/\)/(SDOBEHHH WBUAKOCTI moAaul 1,5—16 1,5—16 1,5—16 1,5—16 1,5—16
JliameTp WTy4YHOro enekTpoAa, MM 1,6 — 4,0 1,6 —5,0 1,6 —6,0 1,6 - 6,0 1,6 -6,0
f;n:jz;quworo 3BaploBa/bHOMO 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4
MexaHi3m nogavi gpoty 2-pOJIMKOBUIA 4-pOJIMKOBWM
MakcnmanbHa Bara KOTYLKM 3 pOTOM,
r 5 15
IMNYbCHI peXWMU Mig Yac 3BaploBaHHA MMA: 0,2...500ly; TIG: 0,2...5000L;
;zz{);qmm cTapT (Hot-Start) B pexumi Perynbosara
Qopcax gyru (Arc-Force) B pexumi P43 PerynbosaHa
AHTUNpuAnnaHHa (Anti-Stick) B pexwumi
PA3 AsTOMaTU4Ha
B10K 3HMXEHHS HaNpyru X0N0CTOro
X0y BK/1 [ BUMK
Hanpyra xonoctoro xoay P43, B 12 /75
Hanpyra nignany ayru, B 110
ngllHaJ‘lea CNOXKWBaHa NOTYXHICTb, P 51... 6,1 6,6 7,8 8,0 9 10,7...12,3
MakcrmanbHa CnoxunBaHa NOTYXHICTb,
<BA 59 75 95 11,4 153
KKA, % 90
OX0N0AXKEHHS AzanTuBHe
[lianasoH poboymnx Temnepatyp —25 ... +45°C
Lruaf;::;Héjfszl)pM’ MM (A0BXMH3, 420X 245X300 | 420X245X300 | 420X245X300 | 615X310X 460 | 615X 310X 460
Maca 6e3 akcecyapis, Kr 11,0 11,2 11,5 27,6 27,7
Knac saxucry* P21 P21 P21 P21 P21

*y cepii “Standard” kopnyc anapaTiB He 40MycKae MOTpanJ/sHHS BcepeauHy BUPOOY Tin
AiameTpoM bisblue 5,5MM, @ TakoX BOAA, L0 BEPTMKAJIbHO Kanag, He mopylye poboTy
anapaTty

PekomeHa0BaHa A0BXUHA CUNOBUX 3BaproBaJibHUX Kabenis nip, YacC 3BaplOBaHHA:

. Maowa
. [B] AoBxuHa kabenis
MakcumanbHui CTpym nonepeyHoro Mapka kabento
(B 0AHY CTOPOHY) .

nepepisy
He 6inble 160A 2...7M 16 MM? KI1x16
He 6inblue 200A 3..9M 25 MM?2 Kl 1x25
He 6inblwe 250A 5..11M 35 MM? KI"1x35
He 6inblue 270A 5..11M 35 MM? KI" 1x35
2,0 350A 6..14M 35 MM? KI" 1x35

PATON StandardMIG DC MMA/TIG/MIG/MAG -6-



| [PATON

3 B
4

1 — KHomKu pery/itoBaHHS 06paHoro napameTpa Ha 3MeHLeHHs i 36i/blueHHs (3a
3amoBYyBaHHAM: npu MMA — cTpym 3BaptoBaHHs, npu TIG — cTpym 3BaptoBaHHs, MIG/MAG
— Hanpyra 3BaploBaHH#);

2 — Llndpposuit gucnnei;

3 — KHonka Bubopy byHKL M gxepena CTpyMy B MOTOYHOMY PEXMMI 3BAPIOBAHHS;
4 — KHonka B1bopy pexumy 3BaptoBaHHs:

a) py4He AyroBe 3BaploBaHHA WTYYHUM enekTpogoMm (P43, «cMMAy);

6) 3BaptOBaHHS B aproHi, e/1eKTPoAoM Lo He naaBuTbes (APT, «TIG»);

B) 3BaptOBaHHA HaniBaBTOMaTUYHe B 3axncHux rasax (HA, «MIG/MAG»);
5—IHAMKaTOp Neperpisy anapaTy: NP1 HOPManbHOMY CTaHi anapaTy iHAUKATOp He
CBITUTbCSA, NpU NeperpiBaHHi — 61MMaE;
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6 — KHonka 3anpaBnieHHs 4pOTy (ras npu LLbOMY He NOAa€ETLCA);
7 — KHonku peryntoBaHHA napameTpis 610Ky nogadyi ApoTy Ha 3MeHLLeHHs i 36inblueHHs
(3a 3aMOBYYBaHHAM: WBUAKICTb NOAadi APOTY);
8 — Llndposuit gucnnert 610Ky nogavi ApoTy;
9 — KHoMka nepeBipKky Nogayi 3aXMCHOro rasy (4piT He NOAAETLCS);
10 — KHonka Bubopy ¢yHkuin 6aoka nogayy ApoTy;
11 — [HAMKATOP PeXNMY KHOMKM Ha NanbHUKY (PeXUM 2T/4T[anbT.4T);
12 — Po3'em KZ-2 Tuny "€BPO" ans nig’egHaHHA HaniBaBTOMaTUYHOI O NasibHMKa;
13 — Kabesib nogaui cunosoro Toky go 610Ky nogadi ApoTy;
14— ABTOMAT [ KHOMKa YBIMKHEHHS [ BAMUKaHHSA AXepeJia 3BaploBasibHOro CTPyMy;
15 — Tpumad 3anobixHuka (4A) ans 610Ky nogadi poTy;
16 — LUTyuep nigknto4eHHs nogadi 3aXMCHOro rasy;
17 — MigMoMHa 3axmMcHa KpULLKA BifCiKy MeXaHi3My Nogadi 4poTy Ta KOTYLUKY;
18 — Micue nmigkntoueHHs kabesto 3a3eMNeHHs.
A —THi340 CUNI0BOMO CTPYMY «+» TUMY 6aMoHeT:
a) npu 3BaptoBaHHi MMA — nigk/tovaeTbes Kabesib enekTpoza (B okpemmx
BMNAZKaX, MPWU BUKOPUCTAHHI CreLia/ibHUX eNekTPOAiB, NigKN0HYAETLCA Kabeb «Maca»);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiNbKKN Kabesb «macay;
B) NpW HaniBaBToMaTM4YHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM 4pOTOM —
MigKAOYaETLCA Kabesb 610Ky Nogadi 4poTy;
r) Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBuM ApoTOM —
niaKAOYaEeTbCA Kabenb «Maca»;
B - MHi340 CMN0BOrO CTPYMY «-» TUMNy BalioHeT:
a) npu 3BaptoBaHHi MMA - migkato4aeTbest kKabenb «mMaca» (B OKpemMmx BUNagKax,
MpW BUKOPUCTAHHI cneLiiaslbHUX eNeKTPoAiB, NigKNIOYaETbCA Kabenb enekTposa);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiZIbKN aproOHOAY T OBUIA NaNbHWUK;
B) NpW HaniBaBToMaTMYHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM 4pOTOM —
niaKAOYaETbCA Kabenb «Maca»;
r) Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBuM ApoTOM —
nigkYaeTbCsA kabeb MexaHi3My nogauvi gpoTy.

2. BBEJEHHSA B EKCMZIYATALIIO
YBara! lNepea BBegeHHAM B ekcnayaTtauito cnig npoumtatu posgin “lNpasuna
TexHikn 6esnekun" n.13.

2.1 BUKOPUCTAHHA 3A NMPUN3HAYEHHAM

3BaploBasibHUI  anapaT MpPWM3HAYEHUN BUKJIOYHO: ANf  PYYHOTrO JyroBOro
3BapIOBAHHA LWITYYHUM eNeKTPOAOM, 3BaplOBaHHA B CepejoBMLL aproHy, a TakoX
HaniBaBTOMATUYHOrO 3BapIOBaHHA B CepefoBULLi 3aXUCHUX rasiB. |HWe BUKOPUCTaAHHSA
anapaTy He BiANOBiZa€ MOro npusHayeHHio. BupobHuk He Hece BignoBifa/sbHOCTI 3a
MOLKOAXEHHS, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a NpU3HaYeHHAM.

BrkopucTaHHA BiANOBIAHO A0 NPU3HAYeHHS, MAaE Ha yBasi AOTPMMAHHA BKa3iBOK
LbOro NocibHMKa 3 ekcnyaTauii.
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3BaptoBa/ibHMI anapaTt 3axMUeHWN BiJ MPOHUKHEHHS CTOPOHHIX TBepAMX Tin
AiaMeTpoM NoHag, 5,5 MM.

3BaptoBa/ibHUI anapaT MOXHA PO3MIllyBaTK Ta eKCnayaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHYTpilWHi enekTpuYHi feTani anapaTty 3axuieHi Big 6e3nocepelHbOro BM/MBY
BOJIOrOCTi, a/ie He Bij Kpanesb KOHAeHcaTy.

YBATA! TMicna 3akiH4eHHs 3BaptoBasbHMX pobiT B >xapky norogy, abo
iHTEHCMBHWUX 3BaploBasibHUX pobiT y byAb-aky noroAy, anapaT Bigpasy He BUMMKATW!
HeobxigHO NpOTSArom 5 XB 4aTN MOX/IMBICTb OXOJIOHYTU €/1€KTPOHHUM KOMMOHEHTaM.

YBATA! Micnsa ekcnayaTauii B XO/NOAHY MNOpPYy POKY, MNiCAS BUMKHEHHS i
NoAaNbLIOro OXO/I0AXEHHSA anapaTy, BcepeAnHi yTBOPIOETbCA KOHAEHCAT, TOMY MOro He
MO>XXHa BMWUKaTU paHille HiX yepes 3 ... 4 roguHu!!! Tomy He Bigk/o4anTe anapat B
XOJI0AHY NOPY POKY, SKLLO MAAHYETE MOro YBIMKHYTU PaHILLE HiX Yepes 4 FoAgUHW.

HeobxigHo po3miutyBaTv anapat Tak, wob 3abe3sneuyBaBcs GesnepelukogHUM
BXid} i BUXiZ OXOJI04KYOUYOro MOBITPS Yepe3 BEHTU/SALINHI OTBOPY Ha NepeaHiv i 3a4HiN
nanensx. CnigkyriTte 3a Tum, wob meTaneBWi MuA (HanpukAag, Mid Yac HaXAa4yHOro
wnipysaHHs) HE 3acMokTyBaBcs 6e3nocepeHbO B anapaT BEHTU/ISTOPOM OXOI0AXKEHHS.

YBATA! Anapart nicaa cunbHoro nagiHHA Moxe 6yt Hebe3neuyHUM Ans XUTTS.
BcTaHOBAIOBATM Ha CTiliKill TBepAili MOBEpPXHi.

2.3 MNIAKNAKOYEHHA 40 MEPEXI
3BaptoBa/ibHWI anapaT y CepiiHOMY BUKOHAHHiI pO3pax0oBaHWUi Ha:

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

2. TpudasHy mepexeBy Hanpyry 3x380B abo 3x400B (Mogeni StandardMIG-270-400V/350-
400V) — ANS LbOro BMBEZEHO TpU ApoTu. MpaBuaa TexHiku 6e3neku nig vac NnpoBeseHHs
pobiT 3i 3BaptoBasbHUM 06MafHAHHAM BUMaraloTb 3a3eM/eHHs Koprycy anapaTy. Jas
Lboro nepeabaveHo ABa BapiaHTW: 1) BUKOPUCTAHHA YeTBepTOro kabeso y mepexeBomy
Kabeni XXOBTO-3e/1€HOr0 KOAbOPY (MiXKHAPOAHWUIM CTaHAAPT MapKYBaHHS); 2) BUKOPUCTAHHS
60NTOBOI KNeMW Ha 3a4HiM CTiHWi anapaTy (KOpCTKiWMM CTaHAApPT 3a3eMJ/IeHHs, AKUN
BMKOPUCTOBYBaBCA B kpaiHax CHA).

YBara! lpu nigkatoueHHi anapaTta 40 Hanpyrn mepexi Buuie 270B (StandardMIG-
160/200/250) abo 450B  (ans  StandardMIG-270-400V/350-400V), BCi  rapaHTilHi
3060B'13aHHA BUpObOHMKA BTpayatoTb cuay! A Takox rapaHTivHi 30608B'a3aHHS BUpOOHUKa
BTPayaloTb UMHHICTb NPV MOMUJIKOBOMY MiAK/OYEHHi a3 Mepexi Ha 3a3emsieHHs
Axepena.

MepexeBuin po3'em, nepepi3 kabeniB mMepexi, a TAKOX MepexHi 3anobixHUKK
MOBUHHI BUBMpaTUCA BUXOAAUMN 3 TEXHIYHMX AaHMX anapaTa.

2.4 NIAKAOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep noBMHeH BIAMOBIAATM HaMNpPy3i XWBAEHHS | CTPYMYy CMOXWMBAHHA
3BaploBasibHOro anapaty (AWB. TexHiYHi gaHi). 3rigHo BWMOr TexHiku He3neku
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BUKOPUCTOBYMTE PO3ETKMN 3 rapaHTOBaHNM 3a3eM/IEHHSM i Hi B SKOMY pasi He 3aCcTOCOBYMTe
AN UNX Linen HemTpanbHUA npoB.ig mepexil!!

YBATA! MepexeBnin BuMMKay B Mogensx StandardMIG-160/200/250 €
CUFHANbHOIO KHOMKO i 6/10KYE TiZIbKM CU/IOBUIA CTPYM 3BaploBasfbHOrO anapaty, aje
MOBHICTIO He 3HeCTPYMJIOE BHYTPILIHIO e/1eKTPOHIKy anapaTy. ToMy 3rigHO NpaBua TeXHIKM
6e3neku nig Yac NigKA0YeHHS HeobXiZHO NMOBHICTIO Big'€AHATN anapar Bij po3eTky.

3. 3BBAPIOBAHHA PYYHE AYIOBE LUTYYHUM EJIEKTPOZ0M (MMA)

ENEKTPOAOTPUMAY

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

MopsaoK NigroToBKM anapaTy 40 poboTu:

- BCTaBUTK Kabenb enekTposoTpMMaYa B rHi3f0 Axepena A «+»;

- BCTaBUTU Kabenb 3 knemoto "mMaca" y rHisgo axepena B «-»;

- NPUEAHATU KJeMY «Maca» 4,0 BUpoby;

- MiAKNOUUTU MepexeBUin Kabenlb 0 Mepexi XUB/IEHHS;

- BUMMKaY 14 Ha 33/ Hill NaHei nepeBecTyH B noaoxeHHs "BK";

- 33 [OMOMOrol0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA "MMA",  pexumn
nepemMmnKaloTbCA Mo KOAY;

- 33 OMOMOr 00 KHOMOK 1 BCTaHOBITb MOTOYHMIN OCHOBHWU NapaMeTp — CTPYM 3BaploBaHHS;
- 33 HeobXifHOCTI MOXHa pery/BaTh J0AaTKOBI GYHKLI 3BaploBasibHOrO MpoLecy,
NOpSAAOK 3MiHWN AMB. y N.6.1

YBara! Y pexwumi 3BaptoBaHHs "MMA" nicns Toro, ik MepexeBui BUMUKAY NEPEK/OYEHUN
B nosioxeHHs "I", WTy4YHUIA enekTpog 3HaxXoAUTbCH Mif Hanpyrowo. He TopkanTecs
eNeKTpoAiB A0 CTPYMOMPOBiAHMX abo 3aseMsieHUX MNpeaMeTiB, TakuxX siK, HaMpUKNAA,
KOpMyC 3BaploBa/IbHOMO anapaTy TOLW,O, OCKi/JIbKM anapaT CipuiMe Lo CUTYaLLilo ik CUrHan
/0 CTapTy 3BaptoBa/ibHOro npoLiecy.
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3.1 LK1 3BBAPIOBAJIbHOIO NMPOLLECY - MMA

LA % HsE dut =

t,cek
MopsaaoK 3MiHM 3Ha4YeHHs By Ab-aKol GyHKUIT AMB. y N.6.1

3.2 QYHKUIA FAPSIYMNM CTAPT, «<HOT-START»
MepeBaru:
- MOKpalleHHs 3ana/toBaHHA HaBiTb MPUM BUKOPUCTAHHI €/1eKTPoAiB, WO MOraHo
3anantolThCs;
- AKiCHille nNpon/iaB/ieHHS OCHOBHOIO MaTepia/y nig 4Yac 3anasjiloBaHHA, OTXe, MeHlue
HenpoBapis;
- 3an06iraHHs WAaKOBUM BKJIIOYEHHAM;
- py4YHe Ha/NalWTyBaHHA: J03BO/IIE BCTAHOBUTU piBeHb GYHKL T HA MiHIMa/lbHE 3HAYEHHS,
WO CWAbHO 3MEHLUYETbCS CMOXWBAHHS eHepril B MOYaTKOBUA MOMEHT nignany, wWo
[03BOJIAE Z>epeay CTpyMy CTapTyBaTW Ha 3Ha4YeHHAX Hanpyru mepexi 61usbkoro fo
MiHIMa/IbHO MOXJIMBOI O, MPOTE 3HWXYE AKICTb MOMEHTY Mignay (anapaT CTa€ nogibHun go
TpaHcPopMaTopHOro Axepena). Takox MOXHa 36inbwnTH GyHKUiIO A0 MaKCMMaabHOro
3HaYeHHA A5 NOKpalleHHs MOMeHTY nignanay (npu poboTi Big xopoluoi mepexi). Ane He
3abyBaiiTe, WO NiABULLEHUM CTPYMOM L€l GYHKLLT MOXHa cnasuTu BUPI6 Npu 3BaptoBaHHI
TOHKMX MeTasiB, TOMy PeKOMEHAYEMO B Ll CUTyauil 3MeHWYBaTW 3HayYeHHs ¢yHKLIT
«"apsumm cTapT».

Yum pocaraeTbCs: MpOTArOM KOPOTKOro 4acy B MOMEHT nignany Ayru
3BaploBasIbHUIM CTPYM 30i/IbLLIYETHCS Ha PiBEHb +40%.

3BaploBaHHSA 34iNCHIOETLCS €N1eKTPOA0M @3 MM, BCTAHOBJ/IEHE OCHOBHE 3HAYeHHS
3BaplOBa/IbHOr0 CTPYMY Ha piBHi 9OA.

Pe3syabTaT: CTpyM rapavoro cTapTy CTaHOBUTMME 9OA + 40% = 126A.

Y A04aTKOBMX HaNaWTYBaHHAX MOXHa 3MiHOBaTW AK cuay "Mapsayoro ctapty"
[H.St], Tak i yac poboTu "Mapsiyoro ctapty" [t.HS]. Be3 noTpebu He 3aBulLyTe CMAy i Yac
CNpauboByBaHHA «[@pA4oro cTtapTy», TOMY WO Ha BEAMKMX FPAaHUYHUX 3HAYEHHAX Le
BMMArae AyXe MOTYXHOI Mepexi XWBJEHHS, a 3a BiJCYTHOCTI XOPOLOI Mepexi, npouec
niagnany HaeiTb Moxe 3puBaTucs. [opsAOK 3MiHM 3HayeHHs OyAb-fKoi PyHKUIT Y
NMOTOYHOMY PeXU1Mi 3BaploBaHHA AMB. y N.6.1

3.3 OYHKLUIA @OPCAX AYTU «ARC-FORCE»
MepeBaru:
- NigBULLEHHS CTabiNIbHOCTI 3BaptOBaHHS KOPOTKOIO AYroto;
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- NOAIMNLWEHHSA Kpan/ienepeHocy MeTasy B 3BaptoBa/ibHy BaHHY;
- NOAIMNWEHHSA 3anaNeHHs 4yr;
- 3MEHLWeHHs MOXJIMBOCTI MPWAWNAHHSA  eNeKTpoAa, ane ue He  PyHKuUin
CAHTUNPUANNAHHAY;
- PyYHe HanawTyBaHHSA: J03BOJISIE BCTAHOBUTU piBeHb GYHKLiT Ha MiHIMasibHe 3HAYeHHs,
L0 HE3HAYHO, ajle 3HMUXYE CMOXUBAHHA eHeprii, a8 TaKOX KOHLEeHTPaL,ito Ten10BK1ajaHHSA
rpu 3BaploBaHHi TOHKUX MeTasiB, Lie 3HUXYE MMOBIPHICTb MPONastoBaHHSA, O4HaK i 3HUXYE
cTabiNbHICTb FOPiHHA Ha KOPOTKIM Ay3i (amapaTt CTa€e noAibHUM g0 TpaHcHOPMaTOPHOrO
Axepena). Takox MoxHa i 36i1bWKMTU YHKLIIO A0 MakCMManbHOrO 3HaYeHHsA AN Lie
6inbLwoT cTabiNbHOCTI FOPiHHSA Ha KOPOTKIl Ay3i, ane Le BUMarae Kpalyoi MepeXi XX1BJ/IeHHS
i 36iNbLWYETHCSA UMOBIPHICTb MpONantoBaHHA BUPObY.

YuM J0CAraeTbCA: NPY 3HMXKEHHI HAaNpyru Ha Ay3i HUXYe MiHIMasbHO 40NyCTUMOT
ANs cTabifibHOro rOpiHHA Ayry 3BaploBasibHWUIMA CTPYM 3pOCTAE Ha BCTAHOBJ/IEHWUI piBeHb (3a
3aMOBYYBaHHAM +40%).

Y [043TKOBMX HaNalTYBaHHAX MOXHA 3MiHIOBaTU sk cuay «Dopcaxy ayru»
[Ar.F], TaKk i piBeHb cripaLboByBaHHs i€l GyHKUiT [U.AF]. Be3 noTpebu He 3aBuLLyTE CUAY |
piBeHb cnpauboByBaHHsA «Dopcaxy Ayru», TOMY WO Ha BEANKUX MPAHUYHMX 3HAYEHHSX,
0co6/1MBO MpuW 3BaploBaHHI TOHKMMW efNeKkTpogamun MeHwWwe @3,2 MM, Le BMNJIMBAE Ha

CnpaLboByBaHHA GYHKL T «KAHTUNPUAUNAHHSAY.
uvi

L

LA
MopsZoK 3MiHM 3HaYeHHs 6yAb-AKOi GYHKLT y NOTOYHOMY pexXuMi 3BaploBaHHS
AvB.yn.6.1

3.4 OYHKLIA AHTUNPUIMNAHHSA «ANTI-STICK»
Mpwn nouatkoBOoMy niAgnani A4yrvn enekTpo MoxXe nNpuannaTn (NPUxonaBaTmncs)
A0 BMPODY, LibOMYy NepeLukogxatoTb barato GpyHKLi B anapaTi, ase Take MOXe CTaTUCS,

PATON StandardMIG DC MMA/TIG/MIG/MAG -12 -



| [PATON

WO B CBOI Yepry Mpu3BOAWTbL CMOYaTKy A0 PO3XAPEHHS, a B MOAA/bLIOMY i MCyBaHHSA
enekTpoga.

Y Takin cuTyauil B AaHOMYy anapaTi CnpauboBye YHKLiA «AHTUMPUAUNAHHSY,
BObyzoBaHa Ta nmpautotoya B pexumi PA3 "MMA" nocTinHo, ska Yepes 0,6...0,8 cek nicas
BUSIBJIEHHA1 LbOr0 CTaHy, 3HWXYE 3BaplOBa/ibHUA CTPyM. TakoX Le ToJserwye
3BaploBa/ibHUKY MOX/IMBICTb BigoKpemioBaTu (BigpuBaTW) enekTpos Big Bupoby 6es
pY3KKy 0bnasnuTn oYi BUNagKOBMUM Mignaaom Ayru. licns BifoKpeMIeHHs enekTpoga Bij
BUpobY, npoLec 3BaptoBaHHA Moxe HyTun He3nepellkosHO NPOAOBXeHM.

3.5 QYHKLIA PEFY/IFOBAHHA HAKJIOHY BOJIbTAMMNEPHOI XAPAKTEPUCTUKU

Lis dyHKLis B nepLuy Yepry npusHayeHa 415 3py4YHOro 3BaploBaHHSA e1eKkTpoaamm
3 pi3HMMM TUNaMWU NOKPUTTA. 3a 3aMOBYAHHAM HaxXW/a BONbTAMNEPHOI XapakTepucTUKM
[BAH] BCTaHOB/IEHUI Ha 3HaYeHHi 1,4V/A W0 BigNOBiJa€ HANMNOLIMPEHIMUM e/1eKTPoAaM 3
pyTuaoBMM Tunom nokputtsa (AHO-21, MP-3). [Ans 6inbw komdopTHOi poboTu
€/1eKTPoAaMu 3 0OCHOBHUM Tunom nokputTs (YOHI-13/45, JIK3-70) He € 060B'si3koBKM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxma [BAH] Ha 3HayeHHs 1,0V/A. Y cBOIO Yepry enekTpoam 3
uentonosHum tunom nokputta (LLU-1, BCL-4A), HaBiTb BMMaratoTb BCTAaHOBUTU HaXun
[BAH] Ha 3HayeHHa 0,2..0,6V/A i npu uboMmy iHOAI HeobBXiAHO MiAHATWM piBeHb
cnpayboByBaHHA yHKLiT «Popcax ayru» U.AF a0 3HauveHHs 18V. [Mopagok 3MiHu
3HaYeHHs By ab-Koi GYHKLTy MOTOYHOMY peXMMi 3BaprloBaHHsA AMB. y N.6.1

3.6 ®YHKL I 3BAPFOBAHHSA KOPOTKOLO AYTIOlo

Lis &yHkuis ocobamBo akTyasnbHa Mpu 3BaploBaHHI CTe/IbOBMX LWBIB, KOAM
notpibHo, W06 He CWAbHO THArHyaacs 3BaploBasbHa Ayra. /Jas uboro B anaparTi
nepesbayeHa MOXMBICTb BkAOUMTH dyHKLito "KopoTka gyra" [Sh.A] y nonoxeHHs "ON".
3a yMOBYaHHAM BoHa nepebyBace y nonoxeHHi “OFF”. Mopsaaok 3MiHM 3HaYeHHs 6yAb-sKoT
dYHKLiTy NOTOYHOMY pexuMi 3BaptoBaHHA AMB. y N.6.1

3.7 ®YHKLIA BJIOKY 3HUXXEHHA HAMPYIMN XON10CTOrO XoA4yY

Mpu npoBeAeHHi 3BapioBasibHUX POBIT y EMHOCTSIX, LUCTepHaXx i TaM, Ae noTpibHa
nigBuLLeHa cuctema esiekTpobesnekn, Moxe ByTy akTMBOBaHA GYHKL IS 3HUXKEHHS HAMpyru
XO0/I0CTOr0 X0oA4y.

Mpw BigpuBi enekTposa Big BMPObY yepes 0,1 cek Hanpyra Ha kKnemax Axepena
3HUXKYETBLCS A0 6e3MeYHOro piBHA HdXKYe 12B.

Ans uboro HeobXxiZgHUIM 610K 3HUXKEHHS HAMPyrK X0A0CToro xoay [BSn], saku € B
Lin moaeni obnagHaHHA, ane 3a 3aMOBYAHHAM 3HAaxXoAUTbCA B noaoxeHHi "OFF", TobTo
BUMKHEHWN, OCKiZIbKW BiZLOMO, L0 BKIOYeHHSs Byab-sKoi noaibHoi GyHKLiT Aewo noripwye
nignan ayru. Mopsagok 3MiHWM 3HayeHHs OyAb-aKkoi QyHKUIT y MOTOYHOMY pexXuMi
3BaploBaHHA AMB. y n.6.1

3.8 ®YHKUIA 3BAPFOBAHHA IMNY/IbCHUM CTPYMOM
LUs byHKLia npyU3HaveHa AN NOMerweHHs KOHTPOJIO 3BapioBa/IbHOroO npoLiecy y
MPOCTOPOBMX MOJIOXKEHHSAX, BIAMIHHMX BiJ, HUXHBOrO, a TaKOX MpX 3BaplOBaHHI
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KoNbopoBMX MeTaniB. BnameB BigbyBaeTbcA 6e3nocepesHbO Ha  MepeMillyBaHHS
pO3M1aB/NEHOrO MeTasly LWBa Ta Ha NepeHeCceHHs KparnJi y 3BapioBa/ibHy BaHHY, a Lie y CBOO
yepry Ha cTabinbHICTb GOpMYyBaHHS LIBA Ta NpoLEeCy 3BaptoBaHHSA. [HWMMK c/ioBaMu, LeW
MpoLec MEBHOK MIpOIO 3aMiHIOE pyXM PyKW 3BaploBasibHMKA, 0CO6/MBO Le BaxX/IMBO Yy
BaXKOAOCTYMHUX MicusxX. Big npaBuabHOCTI HanawTyBaHHS 3anexuTb dopma Ta AKiCTb
¢dbopMyBaHHS LIBA, L0 3MEHLLIYE MMOBIPHICTb NMOSBM NOP | 3MEHLUYE 3€PHUCTICTb CTPYKTYPH,
W0 Lie 36in1bLy€e MiLyHICTb 3BAPHOrO 3'€AHAHHS.

Ana peanizauii wiei PpyHKUii B anapaTi NOTPIBHO CnoYaTKy BKAIOUATM PeXuM
nynbcauii ctpymy [Po.P] — nepesectu i3 ctany "OFF” y ctan "ON”, a Takox 3a4aTh 4oTupu
napameTpu: cTpym imnyabcy [liP], ctpym naysw [l. PS], yactoty nyabcauii [Fr.P] Ta
cniBBiAHOWEHHA iMNynbc/nay3a (abo «wnapysaTicTb») [dut]. 3a ymMOBYaHHAM 4YacToTa
nynbcauii [Fr.P] Ta «wnapyBaTicTb» [dut] Ha HaWnowMpeHilnx 3Ha4yeHHsX 5.0l L Ta 50%
BignosigHo. Mpn 3miHi napameTpa "wnapysaTicTb" Bi4 50%, BHOCUTLCSA acUMeETPIs MixX
4acoM iMMy/IbCy CTPYMY i YacoM "nay3un” cTpymy:

33 3aMOBYEHHAM

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

50% | 50% Ia 80% |_| | I 70% |§| |
~ @

t,cek t,cex t,cex
JaHi napameTpun BCTaHOB/IOIOTLCA Y PI3HMX CUTYaLLiIX NO-Pi3HOMY, Bi4NOBIAHO 40
BMMOT 3BaptoBasibHU1Ka. MopAA0K 3MiHM 3HaUYeHHS byAb-sKoT GyHKLiT y MOTOYHOMY pexuMmi
3BaploBaHHA AMB. y N.6.1

4. 3BAPIOBAHHSA B APTOHI (APT «TIG»)

YBara! B AKOCTi 3aXMCHOro rasy BMKOPWCTOBYETbCS HAWYacTille YMCTUI aproH
"Ar", iHogi renin "He", a Takox ix CvaiLU y pi3Hux npornopuisix. Mpukaag: aproH + renin
"40% Ar+60% He". HE AOMYCKAWUTE BukopuctaHHA roptoumx rasis! BukopucTaHHa
iHLWMX rasiB — MLUe 3a NOrofXXeHHAM i3 BUpOOHMKOM 061agHaHHS.

YBara! [ManbHUK aproHoBUM MOBWHEH OyTW BEHTWUALHOrO TUMy, 3 6aMOHETHUM
pos'eMom @gMM. MakCMManbHUM CTPyM nanbHMKa BubMparTe 3a CBOIMM pobounmu
BMMOraMMu.

YBara! Mpu TprBanux pobotax Ha CTpyMax NoHaZ, 150A HeobXiZHO 3aCTOCOBYBaTH
NaNbHUK i3 Pi4VUHHUM OXO104XKeHHAM!

YBara! HacToto NoMuU/IKOIO € 3aTOYYBaHHA eN1eKTpoAa «B FOIKy», Ayra Npu LboMy
Ma€E MOXMBICTb BigxunaTuca 3 6oky B Oik. lNpaBW/IbHUM 3aTOUYYyBaHHAM € 3/erka
NPUTYNNEHUA «HOCUK» | UMM BiH MeHLWK, (338 YMOBM WO BiH BUTPUMYE BCTAHOBJEHWM
CcTpyM) TuM Kpale. Mam'aTaiTe, Wo Npy BENMKUX CTPYMax 3BApIOBAHHA AYXEe CUJIbHO
3aroCTPEHU eNIeKTPO /1ErKO ONIAB/SETLCA Yepes May TenaoBiggady. Tak camMmo «pUCKU»
Bi/l 3aTOYyBaHHA NOBUHHI PO3TaLLOBYBATUCA B3/,0BX OCi €1eKTPoAa.
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4.1 UWKJ1 3BAPIOBAJIBHOTI O NMPOLLECY - TIG-LIFT
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MopsA0K 3MiHW 3HaUYeHHS By A b-AKoT GYyHKLIT AMB. y N.6.1
600 .
O~

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

(3%

-

Mopsigok nigroToBKM anapaTy 40 poboTtu:
- BCTaBUTM Kabesib NasibHMKa B FHi3A0 Axepena B «-»;
- BCTaBUTU Kabesnb K1eMmn «Maca» B MHi3g0 gxepena A «+»;
- NPUEAHATM KNeMy «Maca» 4,0 BUpoby;
- BCTQHOBUTY peAyKTOp Ha ra3oBuin 6anoH;
- MiAKAOYUTU Fa30BUI WIAHT NasibHUKA 40 pesyKTopa ra3zoBoro 6anoHa;
- BiAKPUTK KpaH razoBoro 6as10Ha, NepeBipUTU repMETUYHICTb;
- NiZKAYUTU MepexxeBUi kKabenb 40 Mepexi XXUBNEHHS;
- MepexeBUi BUMUKAY 14 Ha 334 Hil NaHeni nepeBecTu B NoaoXeHHs "BK/1";
- BUKOPUCTOBYIOYM KHOMKY 4 BCTAHOBITb pexum 3BaptoBaHHa "TIG", pexumu
nepemMmnKaloTbCA Mo KOAY;
- 33 40MOMOr 00 KHOMOK 1 BCTAHOBITb MOTOYHUIN OCHOBHMIA NapaMeTp — CTPYM 3BaploBaHHS;
- 33 HeobXifAHOCTI MOXHa peryntoBaTv AoAaTKoBi yHKLil 3BaptOBaNbHOrO MpoLecy,
nopsA0K 3MiHM AMB. y N.6.1

APFOHOAYIOBUI
NAJIbHUK

4.2 QYHKUIA MIANANY A4YTU TIG-LIFT
YBara!!! KopektHa poboTta gaHoi ¢yHKLii BUMarae ouuviieHHs Bupoby y Micui
nignany ayrw.
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Lia dyHKLis BCTaHOBAEHA 3@ 3aMOBYYBAHHSAM Y AaHil Mogesi Ta po3pobaeHa Ans
MaJbHUKIB 3 KOHTAKTHUM MiANaA0M gyry, 6e3 BUKOPUCTAHHS OCLMUAATOPIB Ta iH. NOAiIGHMX
NpUCTPOIB, ane Ha BigMiHY BiZ K1acM4YHOro cnocoby, NOBHICTIO YCyBaE yAapHUM CTPYM Nig
yac 3anasoBaHHs. JlaHa ¢yHKLiA B pasn 3MeHLWYE PyMWHYBaHHA | NOTPan/IsiHHA B
3BapoBa/IbHUN LWOB BO/IbHPAMOBOrO e/1€KTPOA3, L0 € AYyXe HEraTUBHUM SIBULLEM.

YBara! BeHTW/Ib Ha nasibHUKY MOTPIGHO BiAKPMBATU CaMOCTIMHO AO MOMEHTY
3BaploBaHHA Ta 3aKPMBATM NiC/1A 3aBEPLUEHHSA NpoLecy.

Cnocib 3acTocyBaHHS L€l PpyHKLiT nonsirae B JOTUKY eNeKTPOAOM 40 B1poby, npu
LbOMY YTPMMYBaTW €/1eKTPOJ, B LibOMY MOJIOXEHHI MOXHa HeobMeXeHy KifbKicTb Yacy, i
KO/ KOPUCTYBay BBaXKaTWMe L0 FOTOBUI A0 NOYATKY 3BapOBaHHS (Hanpukaas, onycTus
3aXMCHY MacKy Ha oui i 4obpe NpoayB MicLe 3aXUCHUM ra3om) gocuTe novatu MNOBIJIBHO
niZzHiMaTV BICTPA 3aTOYEHOro enekTPoAa Bij BMpoOy. AnapaT BM3HAUYUTL Liel MOMEHT i
CrpuiiMe MOoro ik CUrHas A0 CTapTy MpoLecy 3BaptoBaHHSA, TUM CAMMUM MoYHe 36ibLyBaTh
3BaploBa/ibHUIMA CTPYM [0 BCTQHOBJIEHOrO 3HayeHHs. Yum binblwe OCHOBHWUIA poboumi
CTPyM, TUM LwWBMALWeE MoTPibHO nigHIMaTM enekTpoA, iHakwe BiH oniaBuTbeA. [Jlo
ONTMMAa/IbHOI WBWAKOCTI BiApUBY €NeKTpoAa CAij 3BUKHYTW. Yac mNaBHOro 3pocTaHHA
cTpyMmy [t.uP] A0 BCTAHOBAEHOrO 3Ha4YE€HHSA MW PO3rIIHEMO B HACTYNHOMY MYyHKTI.

4.3 DYHKLISA NIJIABHOMO HAPOCTAHHS 3BAPIOBAJIbHOIO CTPYMY

Lia dyHKLis okpiMm ekOHOMIT pecypcy enekTpoga i B Aeakili Mipi caMoro nasibHuKa,
Tak camMo HeobxigHa AN 3PYYHOCTI KOPUCTYBaHHS Ma/ibHUKOM. YCYBa€E YTBOPEHHS
MOYaTKOBOrO PO3M/EeCKYBaHHSI 3BaplOBas/ibHOI BaHHM, @ TaKOX 3a BCTAHOBJIEHMM 4ac
MNaBHOro HapocTaHHA cTpymy [t.UP], B pasi BUKOPUCTaHHA peXnMy KHOMKW Ha MasbHUKY
TIG-2T, MOXHa TOYHO HaBeCTM NasibHUK Ha HeobXiZgHe MicLe 3BaplOBaHHS, TOMY L0 MiCLie
nignany ayrm B ocobsvBO BiZANOBiAanbHUX BUPObax He 3aBXAM 3HAXOAUTbCA B MicCLi
3BaptoBaHHA. TakoX 3a A0MNOMOrot AaHoi GyHKLii MOXHa nonepeaHbO NiAirpitn micue
3BaploBaHHSA. 3a 3aMOBYYBaHHAM BCTaHOB/eHO 3HauveHHsi "OFF” — BumKHeHo. Mopsagok
3MiHM 3HaYeHHs By b-sKoi GyHKLITy NOTOYHOMY pexnMmi 3BaploBaHHS AMB. y N.6.1

4.4 PYHKLIA 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM

Lia PyHKLis npn3HaueHa 419 NOJIerueHHs KOHTPOJIO 3BaptoBaJ/IbHOMO MPOLLecy y
NMPOCTOPOBUX MOJIOXKEHHSAX, BIAMIHHMX Bif, HWXHBLOrO, a TakoX MpW 3BaploBaHHiI
KONIbOpOBUX MeTasniB. Bnaue BigbyBaeTbcs 6e3nocepesHbO Ha MepemillyBaHHA MeTany
pO3M/1aB/eHOrO LB, a L& B CBOK Yepry Ha cTabisbHicTb dopMyBaHHs WBa. [eBHO Mipoto
3aMIHIOE PyxuW pyKu 3BaploBasibHMKA MNpU 3BaplOBaHHi, 0CO6AMBO Lie BaX/IMBO Yy
BaXKOAOCTYMHMX MicLAX. Tak CcaMO YacTKOBO BiAOYBa€ETbCA MPUMYCOBMI BMJMB Ha
nepeHeceHHA Kpamai 3 ApOTy NpuUCajgku B 3BaprtoBasbHy BaHHY. Big npasuabHOCTI
Ha/lalWTyBaHHA 3a1exuTb Gopma Ta AKicTb GOPMYBaHHS LIBA, WO 3MEHLUYE MMOBIPHICTb
MOSIBU NOP i SBMEHLUYE 3€PHUCTICTb CTPYKTYPMU, a Lie 36i/1bLUy€E MilLHICTb 3BapHOTro 3'€AHaHHS.
[na peanizauii uiei GyHKUIT B anapaTi NOTPIBHO CNoYaTKy BKAUUTU PEXUM Nyabcail
cTpymy [Po.P] — nepesectu i3 ctaHy “"OFF” y ctaH “"ON", a TakoX 3ajaTtm 4oTupu
napameTpu: cTpym imnyabcy [l.iP], ctpym naysm [l. PS], vactoty nynabcauii [Fr.P] Ta
cniBBiAHOWEHHA iMMNyabc/nay3a (abo «wnapyBaTicTb») [dut]. 3a ymMoBYaHHAM 4YacToTa
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nysabcauii [Fr.P] Ta «wnapysaTicTe» [dut] Ha HavnowMpeHilWwmnx 3HaveHHsAX 10.0lL Ta 50%
BignosigHo. lNpn 3miHi napameTpa "wnapyBsaTicTb" Bif 50%, BHOCMTbCA aCMMETPIA MiX
4acoM iMMy/IbCy CTPYMY i YacoM "nay3n” cTpymy:

3a 3aMOBYYBaHHAM

"wnapysatict" [dut] = 50% " wnapysaTicTb" [dut] = 20% " wnapysaTicTb" [dut] = 70%
LA LA LA |
50% | 50% |a 80% |—| |_| 70% El I—
o~ ©
t,cex t,cexk t,cek

JaHi napamMeTpn BCTAaHOBIOIOTLCA Y Pi3HMX CUTYaLifiX NO-Pi3HOMY, BiANOBIAHO A0
BMMOTI 3BaptoBasibHMKa. MopsaAOK 3MiHN 3HaYeHHs By b-KoT GyHKLiT Yy NOTOYHOMY pexuMmi
3BaplOBaHHA AMB. y n.6.1

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

CO:
~220v/230v  |Ar+CO2
~3x 380V/400V | Ar

C

HANIBABTOMATUYHUM
MNANIbHUK

KNEMA «MACA»

=
BUPIG

Ysara! B AKOCTi 3axucHOro rasy nmpu 3BaploOBaHHI YOPHWUX MeTanis y
HaMMpPOCTIlWOMY BUMaZKYy 3aCTOCOBYETbCA Byriekucamii ras "CO2", a mpu 3BaptoBaHHI
a/lOMiHil0 — TisIbKM iHepTHI rasu Tuny aproH "Ar", iHoOAI renin "He", ans Hepxasitoumnx Ta
BMCOKO/IErOBAHMX CTaJIeM YaCcTO 3aCTOCOBYIOTLCS CyMillli B Pi3HMX NPONopLifx, Hanpukaag
80% "Ar" + 20% "CO2". BMKOPUCTAHHA [HWMKX — rasiB JuwWe 3a MOrofXeHHAM i3
BUPOOHMKOM 0613 HAHHS.

YBara! Tak sk anapaT obsnagHaHuWM cTaHaapTHUM po3'emom KZ-2 tuny "€BPO"
ANS NafbHUKA, TO B MOAAJ/IbLLIOMY MOXHa NPUADGATU NafbHWUK Ha BAACHUIA PO3Cy4,.

MopsaAoK NiAroTOBKM anapaTy 40 poboTW Npy 3BapoBaHHI CYLiIbHUM 4pOTOM:

- NpUEAHaTHK Kabesib «Maca» y rHi3go B «-» gxepena cTpymy;

- MPUEZHATM 3aTUCKAY «Maca» J0 BUPOOY;

- WTeKep CMI0BOro CTPyMy 610Ky nogavi ApOTy NPUERHATU A0 MHi3Aa Axepena A «+»;

- MPUEAHATM Ta MPUKPYTUTU A0 YNOPY 3BapOBa/IbHUIM HamiBaBTOMAaTUYHUIN MasbHUK J0
rHisga 12;

- BCTAHOBUTW PeAyKTOp Ha ra3oBui 6aoH i3 3axmcHMM rasom "CO2", " Ar" abo "Ar+CO2";
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MiAKAOUYNTY Ta30BUIM WIAHT 40 pejyKTopa rasoBoro 6asoHa Ta wTyuepa 16 Ha 3a4Hin
naHeni;

BiZIKpUTU KpaH rasoBoro 6asoHa, NepeBipuTU repMETUYHICTb;

NiAKAOUNTI MepexeBuli Kabenb Jxepesia A0 MepeXi XUB/IEHHS;

KHOMKY/aBTOMaTUYHUI BUMMKAY 14 Ha 3aZHill NaHei nepeBecTy y nosoxeHHs "BK";

33 AOMNOMOrol KHOMKM 6 BCTaHOBITb pexum 3BaptoBaHHA MIG/MAG (pexumun
nepemMmuKaloTbCs Mo Koy);

AKWO He BBIMKHYBCA LMOPOBUN aAWCnien LWBMAKOCTI nmodadvi ApoTy 8, nepesipTte
3anobiKHUK 15 (HOMiHAA 4A) Ha 3a4HiM NaHeni;

3a ZLONOMOr OO0 KHOMOK 1 BCTAHOBITb NOTPiOHY Hanpyry 3BaptoBaHHs;

BCTAHOBUTM KOTYLLKY i3 4POTOM HeobxigHOro AiameTpa;

NiAHATY Bropy KOPOMMCIO MPUTUCKHOIO PO/INKA;

3aBeCTU Bi/IbHUM KiHellb A4 POTY Yepes BXiZAHWUIM KaHa/ y 3BaploBa/ibHWUIN NafbHNUK;
OMyCTUTM Ta 3aTUCHYTM 3BapPIOBAJIbHUI APIT MiX POAMKaMW, 3yCUANS TMPUTUCKAHHS
POAVKIB HaNMMCaHO Ha MJIACTUKOBIN Pyuylli, AKWO HeAOCTaTHbO AOCBiAY, TO CMOYATKY
BCTAHOBUTW HA CEPEAHE NOIOXEHHS (NPUBAN3HE 3HAYEeHHS 3);

3a ,0MOMOrO KHOMOK 7 BCTAHOBITb HEOOXiAHY WBUAKICTE NOAAYi APOTY;

3a 0NOMOrO0 KHOMKM 6 MPOTArHYTM APIT Yepes BeCb KaHas i BijperyatoBati ocTaTouHe
3yCMANS MPUTUCKAHHS POAMKIB BiAMOBIAHO 4O PeKOMeHAaLiN LWOoAO NPOBeAEHHS
HaniBaBTOMaTMYHOro 3BaptoBaHHsA. [py LbOMY 3BepHiTb 0CcObAMBY yBary Ha 3ycuans
3aTUCKAHHSA rasibMa KOTYLUKW, KOTYyLIKa NOBUHHa ByTH MiHiMasbHO-HeObXiAHO 3aTUCHYTA |
nerko obepTaTucs, ane MMMOBINIBHOrO PO3KPYUyBaHHS He NoBUHHO H6yTn. YBATA! fkwo
rafbMiBHUMN  MeXaHi3M  KOTYWKM  HEnpaBuAbHO  3ibpaHuii, TO  BiH  MOXe
«CamMo3aTAryBaTmca» npu obepTaHHi KOTYLWKK, WO Yepe3 KOPOTKUIM 4Yac npusBege A0
NMoBHOrO 6/10KyBaHHS APOTY 3 MOPYLUEHHSM MPOLLeCy 3BaploBaHHs, Tomy, Byab nacka,
nepe.ipTe LLeli MOMEHT nepe/ NepLIoto 3anpaBKoo APOTY;

3a HeobXifHOCTI MOXHa pery/aoBaTv A0AaTKOBI GYHKLIii 3BaptoBa/ibHOrO NMpouecy Ha
AXepesi Ta 610U nogavi 4poTy (MOPSAOK 3MiHM AMB. Y M.6.1).

He 3abyBaliTe npo nogavy 3axWMCHOrO rasy — 4Js nepeBipku MOro HasBHOCTI B
KaHani nasbHMKa Ha anapaTi nepeabayeHo KHOMKY 10, B MOMEHT HaTUCKaHHSA SIKOT APIiT He
noAaeTbca. Akwo B HoBavoK i HeMaEe AOCBiAY B HaNaWTyBaHHI ONTUMAaJbHOMO TUCKY ANSA
3BaploBaHHA KOHKPeTHOro BMpoby, TO CnoyaTky TUCK rasy MOXHa BCTaHOBWUTU binblue
ONTMMA/IbHOrO 3HauyeHHs ~0,2Mla, Le Maso Bn/AMHE Ha npouec, Tinbku 36iNbWUTLCA
BUTpPaTa 3axMCHOro rasy. Ane B ManbyTHbOMY, A/ €KOHOMIi, KepynTecb 3arajibHUMM
pPeKOMEeHAALISIMU W00 3BaptoBasibHUMX PobIT HaniBaBTOMaTaMu. TakoX MOYMHaWTe i3
CepefHbOro 3HaYeHHS WBUAKOCTI Nogadi ApoTy (~4...6 M/XB) Ta cepefHbOI Hanpyru Ha
axepeni (~19B) npu byab-aKkomy giaMeTpi BCTaHOBAEHOro ApoTy (J0,6...1,2MM), LLe MoXxe
He ONTMMaJIbHO, aje anapaTt NoBWHeH Bxe BapuTu. LLlo6 gocartu kpauwioro pesyabtaty,
NOTPIGHO pery/itoBaTK HaMpyry Ha JAXepeni KHOMKaMuM 1 i WBWAKICTb nogadvi ApoTy
KHOMKaMWM 7 MexaHi3My nojaui BIiAMOBIAHO A0 3arajbHUX PeKOMEHAAUIM WoA0
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3BaploBa/sIbHOro mpouecy HaniBaBTomaTamu. lam'siTante, Ansi KOXHOFO KOHKPETHOro
BMNa/KY Lii NapameTpu € pisHUMN.

5.1 LLUK/1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 2T
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MopsAsoK 3MiHW 3HaYeHHs 6y b-AKoT GYHKLT AUB. y N.6.1.

5.1.12 QYHKLIA KHOMNKWU HA MAJIbHUKY - 2T

3aCTOCOBYETLCA NPU 3BApPIOBaHHI KOPOTKUX Ta CEpeHbOT A0BXMHM WBiB. PyHKLiA
NMosIAra€e B HACTYMHOMY: MPU HATUCKAaHHI KHOMKM Ha MaJbHUKY CUIHaA KepyBaHHSA
HaaXxoAWUTb ¥ 610K KepyBaHHS, BiANpaLboBYETbCA PYHKLIiA Nepes-npogyBKM FrasoM 30HM
3BaploBaHHA 3a 4ac [t.Pr] (BigkpvBaeTbcs knanaH rasy), Aajni NOAAETbCA CUTHaA Ha
BKJIIOYEHHSA J)Kepena 3BaptoBasibHOro CTPyMy i ABUryHa MeXaHi3My nogadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETLCA MpOLeC 3BapIOBAHHS, OZHOYACHO BiANPaLbOBYETLCA YHKLLiA
NJ1aBHOrO BMXOAY Ha pexum 3BaploBaHHA 3a u4ac [t.uP], a TakoX MOXyTb
BiZANpaLboByBaTUCS J04aTKOBI GYHKLT (HaNpWKAag, iMNYyIbCHUIN pexuM), BCe Le 3rigHo 3
LMK/IOM 3BaploBa/ibHOro NpoLecy HaBeAeHOro Ha uukaorpami n.5.1. Micna BignyckaHHA
KHOMKW BiANPaLbOBYETLCA (YHKLiA MAABHOrO CNajaHHA CTPYMy Ta WBMAKOCTI nogaui
APOTY 3a yac [t.dn], noTim gxepeno BUMMUKAETbCA. Jani BignpaLboBYeTbCs yHKLiA Nicas-
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NPOAYBKW ras’oM 30HM 3BaptoBaHHA 3a 4ac [t.Po] (i3 3aTpumKOIO 3aKpMBAETLCA KaanaH
rasy).

5.2 LK1 3BBAPIOBAJIBHOTIO NMPOLLECY - MIG/MAG - 4T
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MopssoK 3MiHU 3HaYeHHs 6y b-AKOT YHKLT AUB. y N.6.1.

5.2.1 OYHKLUIA KHOMNKU HA MAJIbHUKY - 4T ta anbT.4T

a) CBITOBWI CTaHAAPT PeXUMY KHOMKU — 4T

6) anbTepHaTUBHWUI PEXMM KHOMKM - anbT.4T

3aCcTOCOBYETLCA MPUY 3BaplOBaHHI f40OBrux WBiB. QyHKLis Noasrae B HACTYMHOMY:
MpU NepLIoMy HaTUCKaHHI KHOMKW Ha NajibHUKY CUrHaA KepyBaHHSA HaAxoAuTb y 610K
YNpaBAiHHA, BiANPaLbOBYETbCA (YHKLUiS MNepes-npoAyBKM ra3oM 30HM 3BaplOBaHHS
(BiAKPMBAETLCA KaanNaH rasy), nicas nNepworo BiANyCKaHHA KHOMKW NOAAETLCA CUMHAA Ha
BKJ/IIOYEHHSA JKepena 3BaptoBa/IbHOr0 CTPYMY | ABUIyHa MeXaHi3My nogadi 4poTy. 3 Lboro
MOMEHTY MOYMHAETLCS MpoLec 3BaptoBaHHA. OZAHOYACHO BiANPaLbOBYETHCA YHKLiS
M/MIaBHOrO BMXOAY Ha pexuMm 3BaploBaHHA 3a 4Yac [t.uP], a Takox MOXyTb
Bi4NpaLboBYBATMUCA 40AATKOBI GYHKLT (HAaNpUKAaZ, iMNybCHUIA PeXMM), BCe Lie 3rigHO 3
LLMK/IOM 3BaploBasIbHOrO MpoLuecy HaBeAeHOro Ha uwuknorpami n.s.2. llicna gpyroro
HaTUCKAHHA KHOMKW Ha MNajibHUKY, BiAMpPaLboBYETbCS YHKLiS NJaBHOro cnajaHHs
Hanpyru Ta WBWAKOCTI MoAadi ApoTy 3a yac [t.dn], noTim A>Xepesio CTPyMy BUMUKAETLCS.
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Micns aApyroro BiAnycKaHHSA KHOMKW BignpaLboByeTbCs GYHKLLA MiCASA-NPOAYBKM
ra3oM 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpUMKOIO 3aKpMBAETHLCA KNanaH rasy).

B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTemMa NpOMyCcKae Apyrun TakT
(nepwe BiAMNYCKAHHA KHOMKKM), UMM i BIAPI3HAETbCA BiJ CBITOBOrO CTaHAApPTy 4T.
MoscHMMO: B AaHOMYy BMNAAKYy CUCTEMa He 4YeKae Meplloro BiAMyCKaHHA KHOMKK Ha
nasibHUKY, @ MOMEHTa/IbHO Micas BignpautoBaHHA GyHKUIT nepes-npoAyBKM rasoM 30HM
3BaptoBaHHA 3a 4vac [t.Pr] nounHae npouec nignantoBaHHA AyrM — L& aHa/Jor4yHO fK B
pexxumi kHorku 2T. MNpu oMy Micia Neporo BiZNyCcKaHHA NpoL,ec 3BaptoBaHHA TPUBAE
6e3 3MiH. [laHni pexumm HagaeTbes komnaHielo PATON sk 60HYCHMI, BUKOPUCTOBYBaTH
TiNIbky 3@ B6aXxKaHHsAM, OCKiNbKW BiH Bi/ibL 3BUYHWUIA 3 nornsgy 6inbly 4acTOro BUKOPUCTAHHS
KAiEHTaMU pexxumy 2T y K1aCMUHUX HaniBaBToOMaTax, 6ibl iHTYITUBHO 3pO3yMiNNN.

5.3 OYHKUIA IHAYKTUBHICTb

Lis ¢yHkuia HeobXigHa ANA 3MIHW LWBWAKOCTI HApOCTaHHSA CTPYMY MpWU 3MiHi
Hanpyru ayru. B pe3sysnbTaTi 3MeHWYETbCA pO36pU3KYBaHHSA, asne Lie TakoX BM/MBAE Ha
npoLec KpanianepeHocy, Wo Npu3BOAUTb Ha BUCOKMX 3HAYEHHAX CTYMeHS iHAYKTUBHOCTI
4O YMOBINbHEHHA MpoL,ecy 3BaplOBaHHA Ta CWIbHOMO 3MEHLUEeHHS 4acTOTW MepeHocy
Kpanesb. 3MiHIOIOYM 3HAYeHHs Ui€l YHKUi, KOXeH KOpUCTyBa4y Moxe Bubpatu
ONTUMaIbHUI NPOLLEC 3BapOBaHHSA. B OCHOBHOMY MiHiMa/ibHi 3HaYEHHS 3aCTOCOBYHOTLCA
AN151 3BapOBaHHA TOBLUMH BislbLUe 3 MM, @ MaKCMMasIbHi 3HAYEHHS A5 TOHLWMX BUPObiB.

Takox AN WBUAKOT 3MiHW pPiBHS iHAYKTUBHOCTI HEOOXiJHO HATUCHYTW Ta
MPOTArOM 1 CeKyHAM YyTPUMYBaTW KHOMKY 4 Ha MepeAHin naHeni anapaTa, Nic/is 4oro Ha
eKpaHi 3'BUTbCS BiANOBIAHWI NapameTp, 3HaYeHHS SKOFO0 MOXHA 3MiHUTU 3a 40MOMOrot0
KHOMOK 1.

3a 3aMOBYYBaHHAM, IHAYKTMBHICTb BCTaHOBJEHa Ha 3HayeHHi “OFF”, T06TO
BCTQHOBJ/IEHA HA HY/bOBOMY CTyrneHi. MMopsagok 3MiHM 3HayeHHA 6yab-akoi ¢yHKLiT Y
NMOTOYHOMY peXxrMi 3BaptoBaHHA AMB. y N.6.1.

5.4 ®YHKLU IS NEPEA-NPOAYBKU 3AXNCHUM FA30OM

Lis dyHkuUis HeobxigHa AN 3aXWUCTy 30HU 3BaplOBaHHA Bij LWKIAAMBOrO BMAUBY
atMocdepHoOro nosiTps i noasrae y nonepesHbOMYy MPOAYBaHHI 30HM 3BaplOBaHHSA
3aXMCHUM rasom nepej 3anajtoBaHHAM 3BaploBa/sibHOI Ayrn. 3a 3amMOBYyBaHHAM 4ac
nepeA-npoaysku [t.Pr] BCTaHOB/AIEHO HA 3HAYeHHi 0,1 CeK., Lie 3HAaYeHHs MOXHa B Byab-
SKMA MOMEHT 3MIHUTU Ha CBiK po3cya. MopAaaok 3MiHW 3HayeHHs Oyab-AKoi byHKUiT Y
MOTOYHOMY PeXMMi 3BaptoBaHHS AMWB. Y M.6.1. MOXHa BUKOPUCTOBYBATW /iBUI iHAMKATOP
AXepena Ta npaBuii iHgMkaTop 610Ky nogadi 4poTy.

5.5 PYHKLUIA NICAA-MPOAYBKU 3AXUCHM FA30OM

La ¢yHKLis nonsrae B noZanblioMy MPOAYBaHHI 30HW 3BAPHOBAHHA 3aXMCHUM
ra3som Nic/ia 3racaHHsA 3BaploBa/IbHOI AYrK, OCKiJIbKW po3neyeHa 3BaploBasibHa BaHHa e
Aesikmi yac 60iTbca WKigMBOro BNANBY aTMoChepHOro nosiTps. 3a 3aMOBYYBaHHSAM, 4ac
nicns-npoaysku [t.Po] BCTaHOBAEHO Ha 3Ha4YeHHs 1,5 Cek., Lie 3HaYeHHs MOXHa B Oyab-
SKUMA MOMEHT 3MiHWTU Ha CBi po3cyA. MopsfoK 3MiHWM 3HaYeHHs GyAb-aKol byHKLUiT y
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MOTOYHOMY PeXMMi 3BaploBaHHA AMB. Y N.6.1. MoxHa BUKOPUCTOBYBATU JiBUIA iHAMKATOP
AXepena Ta npaBui iHgmkaTop 610Ky nogadi 4poTy.

5.6 OYHKLIS HAPOCTAHHA HAMNPYIU/WWUBUAKOCTI NOAAYI HA TMOYATKY
3BAPIOBAHHSA

La ¢yHkuia HeobxigHa Ans MNJIaBHOTO BMXOAY Ha PeXWM 3BaploBaHHS 3a
BCTaHOB/eHMM 4ac [t.UP], WO 3MeHWye po3n/ecKyBaHHsA 3BaplOBaJibHOI BaHHW Ta
po36pu3KyBaHHA B MOMEHT MiAnany, KOAWU ApPIT e X0A0AHMN. 36iablueHNI Yac naaBHOro
BUXOZY 3aCTOCOBYETHCS A1 NOYAaTKOBOro GOpMYyBaHHS BaHHW.

YBATA! Yum 6inblimii yac HApPOCTaHHS — TUM MEHLUMIA NOYaTKOBUIM NpOBap, TOMY
3aCTOCOBYETLCS TiIbKM A5 CEpeAHiX Ta JOBruX WBIB. 3 Li€i NpUYMHM He NoTpibHO
36inblyBaTK Yac Bisblue 0,1 cek. NPY 3BaptOBaHHI TOUYKAMM TOLLO.

3a 3aMOBYYBaHHSAM, 4ac HapOCTaHHs BCTAaHOBJEHO Ha 3HayeHHi “OFF”, Tob6To
BUMKHeHO. MopsA 0K 3MiHM 3HaYeHHs by b-AKOT GYHKLiTy MOTOYHOMY peXuMi 3BaptoBaHHS
AvB.yn.6.1.

YBATIA! lNpwn 3BaptoBaHHi CTaseBMM APOTOM 4Yac HapocTaHHsA [t.uP] Ha axepeni
mMae 6yTu abo piBHMM, abo Tpoxm MeHLWe Hix Ha 6aoui nogadi ApoTy. MNpu 3BaplOBaHHI
a/OMIHIEBMM POTOM Yac HapocTaHHA [t.UP] Ha gxepeni mae 6yTun binblumm (+0,2..+0,5
cek.) Hix Ha 6a1oui nogauvi ApoTy.

5.7 PYHKLUIA CNAAAHHA HANPYTU/WUBUAKOCTI MOA4AUI B KIHL, I 3BAPIOBAHHA

Lia dyHKLif npu3HaYeHa 419 NJ1aBHOTO 3aBapOBaHHSA KpPaTepa, Lo YTBOPIOETHCS B
3BaplOBa/IbHIN BaHHI NiJ Ji€l0 €NeKTPOMAarHiTHOro AyTTS €NeKTPUYHOK AYyrow i B
NoAasnblIOMY € gxepenoM gedeKTiB 3BaptoBasibHOro Wea. CUrHasiom go noyaTky QyHKLii €
BiZiNYCKaHHA KHOMKM Ha Na/sbHMKY B KiHLi NpoL,ecy 3BaptoBaHHSA, NpU LLbOMY pyX MasibHMKa
HeobXiZHO MPUNUHWUTK | 3aBaptoBaTW SMKY (Le i € KpaTep) y 3BaptoBasbHOMY LWBi. 3a
pery/toBaHHs MJAaBHOCTI LbOro Mnpouecy BiAMNOBifaEe Yac cnagaHHa Hanpyru [t.dn] y
Z>Xepeni 3BaptoBasIbHOrO CTPyMY, i Y4ac ClajaHHs WBUAKOCTI nogayi gpoTy [t.dn] 610Ky
noAadi Apoty. [as KopekTHOI poboTH Lji 3HaYeHHs MatoTb 36iraTucs. 3a 3aMOBYYBaHHAM,
3HaYeHHs BCTAHOBJ/IEHO Ha 0,1 ceK., TO6TO PakTUUYHO MOXe BUMKHEHO. Lie 3HauUeHHs MOXHa
3MiHIOBaTW Ha CBIill pO3CyA, NOPAAOK 3MiHM AMB. Y 1M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM APOTOM 4ac cnagaHHs [t.dn] Ha axepeni
cTpyMy Mae 6yt abo piBHUM, abo Tpoxwm bGinbwe HixXX Ha 6soui nogauvi agpoty. MNpwm
3BapIOBaHHI a/IlOMIHIEBUM APOTOM Yac cnagaHHsa [t.dn] Ha gxxepeni mae 6yTn MeHWUM (-
0,3...-0,7 CeK) Hix Ha 6oui nogaui gpoTy.

5.8 ®YHKL 19 YBIMKHEHHA TA BAMKHEHHSA ABUT'YHA BZ1IOKA NO4AUI

Le goaaTkoBa oyHKLiS ANS MOXAMBOCTI BUMKHYTM poboTy ABuryHa 6soka
nogauvi. BoHa Moxe He ByTu B MeHI0, TaK §IK 3@ HasABHOCTI 3B'A3KY Mix 6/10KkamMu ynpaBAiHHS,
anapaT cam MpUAMAE PilLeHHS MPO BKJ/OYEHHS Ta BUMKHEHHS ABUIYHA B KOHKPETHOMY
peXuMi 3BaploBaHHs. AKLWO TakMM NMYHKT B MEHIO MPUCYTHIN, TO ANs NpaBuabHOI poboTH
HaniBaBTOMaTa Lel napaMeTp NMoBUHEH 3aBXAM 6yTu B nosoxeHHi «ON».
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6. BUBIP TA HAJIALUTYBAHHA d)YHKLLIl)'I AMNAPATY

B ctaHAapTHOMY cTaHi (KOAM A0 KHOMOK Ha MepejHill naHeni He TOPKalTbCSA),
anapaT Ha eKpaH JXepena 3BaploBasbHOrO CTPyMy BMBOAUTb 3HAYEHHA OCHOBHOrO
napameTpa NOTOYHOrO PeXUMy 3BaploBaHHA:

1) y pexxumMi MMA — 3BaptoBanbHUA CTpYM;
2) y pexxumi TIG — 3BaptoBaibHUI CTPYM;
3) y pexxwumi MIG/MAG — 3BaptoBasibHa Hanpyra.

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHa “MIG/MAG" BigobpaxaeTbcs noTouHe
3HaYeHHA CTPYMy, WO BUWILIO B pe3y/bTaTi HacTynmHUX ¢akTopis: AiameTpa 4poTy, Lo
BMKOPWUCTOBYETbCSA, BCTAHOB/JIEHOrO 3HAYeHHSA Hanpyrn Ha JXepeni, BCTaHOB/IEHOI
WBMAKOCTI Mojadvi APOTY Ha MexaHi3Mi nojadvi, BUKOPUCTOBYBAHOro rasy, maTepiany i
TOBLYMHN BMPOBY, WO 3BAPIOETLCSA i i T.4. 3HAUEHHS MOKA3YETLCA MPOTAroM 8 cek. micas
3aKkiHYeHHS1 3BaptoBaHHS — Le NOTPIGHO AN MOXJ/IMBOCTI CAMOCTIMHOI NepeBipku CTPyMy
3BaploBa/IbHMKOM, 6€3 CTOPOHHBLOI AonoMOru. A Ha ekpaHi MeXaHi3My nogaui 3 NpaBoro
6oky B ubomy pexumi “MIG/MAG"” BMBOAUTBCS 3HAYEHHS LWBWUAKOCTI Mogadvi ApoTy B
"m/xB".

KHonka 3 Ha nepegHiii naHeni anapaTa BignoBsigae 3a Bubip dyHKuil Axepena B
MOTOYHOMY peXMMi 3BapIOBAHHSA, @ KHOMKa 11 3a BUOIp dyHKLiT 610Ky nogaudi B pexumi
MIG/MAG.

KHonka 4 Ha nepeZHilt naHeni BiANoBiAa€ 3a BUBip pexxMmy 3BaptoBaHHS.

KHonku 1 Ha nepegHin NaHeni Axepesa CTpyMy BiAMNOBIAAOTb 3@ 3MiHY MOTOYHOMO
3HaYeHHs Ha eKpaHi 3AiBa.

KHonku 7 Ha nepegHiii naHesi 610Ky nogauvi BiANOBIAaOTb 3@ 3MiHY MOTOYHOMO
3HaYeHHs Ha ekpaHi 610Ky nogaui.

6.1 NEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

fAkwo B anapaTi BCTaHOB/IEHO CUCTEMY 3axXMCTY BifJ, HECAHKLiOHOBAHOro AOCTyny
A0 MeHo PyHKLiM, NPU HATUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPi He BiAOYyBa€eTbCA XOAHMX
3MiH, TobTO us kHomka 3absokoBaHa. LLlob6 po3bnokyBatn, HeobxisgHO yTpumyBaTu il
HaTUCHYTOMY cTaHi b6isiblie 3,5 cekyHa. Mpu po3bsiokyBaHHI, Ha iHAMKATOP BUBOAMUTLCS
306paxKeHHs 3aMOYKiB, WO BiKPUBAIOTLCS, WO BKa3ye Npo npouec po3610KyBaHHA MEHIO
dyHKUin. Micns ycniwHoro po36,0KyBaHHSA, MPW HAaTUCKAHHI KHOMKWM 3, Ha LUdppoBui
AWUCMAeN BUBOAMTBLCSA MOTOYHA Ha3Ba GyHKLiT Ta i 3HaUYeHHS.
YBara! lMicaa BignyckaHHS KHOMKM 3 Yepes 2 CeKyHAM eKpaH 3HOBY nepenze Ha OCHOBHUM
napameTp NMOTOYHOrO pexumy 3BaptoBaHHs. Moku aAncnaern Nokasye NoTouHy ¢yHkuito, i
3HaYEHHS MOXHA 3MIHUTK y 6inblly abo MeHLy CTOPOHY, 3a AOMOMOrol KHomnok 1. Mpwu
WBWAKOMY HAaTUCKaHHI Ta BifMyCKaHHI Ha KHOMKW 3 MOXHa NepeMMKaTUCA Ha HaCTynHy
dyHKuito Mo koAy.
YBara! Akiwo A0Bro yTpvMyBaTH KHOMKY 3 Y MOMEHT po3rniszy HavMeHyBaHHA byHKLii,
NpMb/AM3HO Yepe3 10 CekyHA, Ha UMPpoBoMy Tabno NOYHETHCA 3BOPOTHUW BiAAIK
333...222...111, KM NONEpeKAE NPO CKUAAHHS BCiX HANAWTYBaHb MOTOYHOMO PEXUMY.

AHaOriyHO, MPU HATUCKAHHI KHOMKM 11 Ha uWpOBUM iHAMKATOP NpaBopyd
BUMBOAUTLCA rpadiyHa Ha3Ba MoTouHoi yHKLiT 610Ky mogavi ApoTy, a Bigpasy nicas
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BiiNyCKaHHA NPOTArOM 2 CeKyHJ TMOKAa3yeTbCsi MOTOYHe 3HayeHHs Liel dyHKkuil. 3a
/L0MOMOr 010 KHOMOK 7 MOro MOXHa 3MiHWUTK B MeHLy abo 6inbluy CTOPOHY.

Akwo MeHio 3abnokoBaHe, AK i y BUNaAKy 3 MeHo OYHKLiIN Ha gxepeni —
A0CTaTHLO YTPMMATU LLIO KHOMKY MOHaJ, 3,5 CeK.

6.2 MEPEK/IOYEHHA HA HEOEXIAHI/II‘/'I PE>XXM 3BAPIOBAHHA
HaTuckaHHS KHOMKW 4 MPU3BOAMTL A0 MNEPeK/OYEHHsS Ha HACTYMHUM pexXunm
3BaploBaHHs no kosy. Lle BUAHO Ha gucnaei 2 Ha nepegHiv naHeni.

6.3 CKMAAHHSI HANALWTYBAHb BCIX ®YHKUIA MOTOYHOrO PEXUMY
3BAPIOBAHHA

MoxyTb BifbyBaTUCS CUTyauil, KOAM NapaMeTpu B anapaTi TPOXW 3aniyTanu
KopucTyBaya. [aa Toro wob ckMHYTH X 40 CTaHAAPTHMX 3aBOACBKMX, JOCUTb YTPUMYBATH
6e3nepepBHO KHOMKY 3 NPOTArom binblue 10 cekyHA (He 3BepTaTu yBary Ha 306paxkeHHs
3amoukiB). Ha Tabs10 noyHeTbCs 3BOPOTHUM Bif/iK 333...222...111 | NpPU A0CATHEHHi "000"
BCi HaNalWTyBaHHSA MOTOYHOIO PEXMMY 3BaplOBaHHA OyAyTb OHOB/EHI Ha 3aBOACHKI.
CkuMAaHHs napameTpiB ANA KOXHOIMO PpeXuMmy 3BaploBaHHA pobaaTbca okpemo. Lle
3pob6sieHO ANs 3pYYHOCTI, W06 He CKMHYTWU IHAMBIAYaNbHI HANALITYBaHHA B ABOX iHLWIMWX
pexunmMax.

AHaNOriYHO, MOXHA CKMHYTX napameTpu Ha 6aoui nogadi 4poTy 3a AONOMOroto
KHOMKM 11.

6.4 3SMIHA HOMEPY NPOIrPAMU Y NOTOYHOMY PEXXMI 3BAPIOBAHHA

Y koxHoMy pexwumi 3BaptoBaHHst MMA, TIG i MIG/MAG anapat moxe 36epirati 40
16 pi3HMX BapiaHTIB HanawTyBaHb. [lOTOYHWI HOMep HanalWTyBaHHA (Mporpamu)
Bif0OpaXaETbCs Y BEPXHbOMY MPaBOMY KyTi iHAMKATOPa, WO 3HAXOAUTLCA Ha MNepesHil
naHeni gxepena cTpymy. ¥ MOMEHT NepLIoro yBiMKHEHHS anapaTa, A1 KOXHOro pexumy
3BapIOBaHHA, 3aBXAM BMBOAUTLCA Nnporpama nig N21. Yci 3MiHu B HanalwTyBaHHi anapaTta B
AQHOMY peXwuMi 3BaploBaHHf Ta MOTOYHOMY HOMepi nporpamu 3bepiratoTbes. o6
nepenTy Ha iHWKIA HOMEep NPOrpaMu i NOYaTU HaalITYBaHHA 3HOBY 3 6a30BUX NapameTpiB,
AOCTaTHbO HATUCHYTU KHOMKY 3 i fKIWO MeHio BMBOpYy ¢yHKLiM 3ab6s0koBaHO, TOAiI Ha
iHAWKATOP BUBOAWUTBLCSA MOTOYHMI HOMEpP NMPOrpamMu, SKMUIN MOXHA 3a J0MOMOrO KHOMOK 1
3MIHUTK Y 6inbly abo MeHWy CTOpPOHY. Ko MeHlo BUbOpYy yHKLIi He 3abnokoBaHe,
HanpuKAaz, KOpUCTYBay sKpas nepes UUM 3MiHIOBaB 40AATKOBI napameTpu GyHKLUin, To
HeobxigHO 3abs0KyBaTM MeHio BUbOpPY GyHKLIA 33 AOMNOMOrOI YTPUMAHHS KHOMKW 3
6inblue 3,5 cek. Tak camMo K i Npu po36a0oKyBaHHi, Ha iHAMKaTopi byayTh BigobpaxaTucs
3aMKM, Wo 3akpuBatoTbes. [Micns 3akiHYeHHs Uil onepauii MeHlo byze 3a6/710KOBaHO i
Ternep MOXHa 3HOBY NMOBTOPUTK CNpPoby 3MiHWM HOMepa NPOrpamMu 3a J0MOMOrol KHOMKM 3.
Mpw uboMy BCi NapameTpu nonepeaHboi nporpamu ByayTb 36epexeHi i 40 Hel 3aBXAM
MOXHa NoBepHYTUCA 3HOBY.

7. 3ATAJIbHUM CMNUCOK | NOC/IIA0BHICTb GYHKLIN
Pe>xxum 3BaptoBaHHa "MMA"
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0) [-1-] - ocHoBHW napameTp CTPYM = goA (3a 3aMOBYYyBaHHsIM)
a) 8.... 160A (kpok 3miHu 1A) gnqa StandardMIG-160
6) 10...200A (Kpok 3MiHu 1A) gns StandardMIG-200
B) 12...250A (Kpok 3MiHu 1A) ana StandardMIG-250
r)12 ... 270A (kpok 3miHn 1A) anqa StandardMIG-270
4) 14...350A (Kpok 3miHK 1A) ans StandardMIG-350
1) [H.St] cuna "Tapsiyoro ctapTy” = 40% (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 100% (kpok 3miHM 5%)
2) [t.HS] vac "T'apsiyoro cTapTy" = 0,3 cek. (3a 3aMOBYyBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy ayrn" = 40% (3a 3aMOBYYyBaHHAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)

4) [U.AF] piBeHb cnpauboByBaHHA dyHKLiT «Popcax gyru» = 12V (3a 3aMOBYYBaHHAM)
a)9 ... 18V (Kpok 3MiHK 1V)

5) [BAH] Haxnn Bo/ibTamMnepHOT XapakTepUCTUKK = 1,4V/A (3a 3aMOBYYBaHHSAM)
a) 0,2...1,8V/A (Kpok 3miHu 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto Ayroto = OFF (3a 3aMoBUyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 610K 3HMXeEHHS Hanpyru xonocToro xoay = OFF (3a 3amoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHEHO
9) [l.iP] cTpy™ iMnynbcy = 9OA (3a 3aMOBYYBaHHSAM)
a) 8 ... 160A (kpok 3MmiHu 1A) ana StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) ana StandardMIG-200
B) 12...250A (KpokK 3MiHu 1A) ans StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardMIG-270
4) 14...350A (Kpok 3miHK 1A) ans StandardMIG-350
10) [I.PS] cTpym naysu = goA (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHK 1A) anqa StandardMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ana StandardMIG-200
B) 12...250A (Kpok 3MmiHM 1A) ans StandardMIG-250
r) 12 ... 270A (kpok 3miHu 1A) agnqa StandardMIG-270
4) 14...350A (Kpok 3MmiHK 1A) ans StandardMIG-350
11) [Fr.P] yactoTa nysbcauin ctpymy = 5,0 ', (32 3aMOBYYBaHHSM)
a) 0,2...5ool L, (AMHAMIYHMIM KPOK 3MiHM 0,1 [y...1 L)
12) [dut] cniBBigHOWeHHA iMNyabc/naysa (6anaHc) — ue BiACOTOK iMMNy/bCy CTPYMY A0
nepioAy NPOXOAXEHHS LLMX iIMMY1bCiB = 50% (33 3aMOBYYBaHHSAM)
a) 20...80% (Kpok 3MiHW 5%)
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Pexxum 3BaptoBaHHs TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (33 3aMOBYyBaHHsIM)
a) 8 ... 160A (kpok 3miHu 1A) anqa StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) gns StandardMIG-200
B) 12...250A (KpokK 3MmiHu 1A) ana StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardMIG-270
") 14...350A (Kpok 3MmiHu 1A) gns StandardMIG-350
1) [t.uP] yac HapocTaHHsa cTpyMmy = OFF (3a 3aMOBYYyBaHHSM)
a) 0,1 ... 15,0 CeK. (KPOK 3MiHM 0,1 ceK.)
2) [Po.P] pexwum nyabcauii ctpymy = OFF (3a 3amMoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
3) [LLiP] cTpym iMnyabcy = 100A (32 3aMOBYYBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) gna StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) ans StandardMIG-200
B) 12...250A (Kpok 3MmiHu 1A) ans StandardMIG-250
r)12 ... 270A (kpok 3miHu 1A) ana StandardMIG-270
') 14...350A (Kpok 3MmiHK 1A) gna StandardMIG-350
4) [1.PS] cTpym naysu = 100A (3a 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHu 1A) anqa StandardMIG-160
6) 10...200A (Kpok 3MiHuK 1A) gns StandardMIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardMIG-270
") 14...350A (KpoK 3MmiHu 1A) gns StandardMIG-350
5) [Fr.P] yacToTa nyabcauit cTpymy = 10,0 'y, (32 3aMOBUYYBaHHSAM)
a) 0,2...5ool 1, (AMHAMIYHMIM KpOK 3MiHM 0,1 Y...1TL)
6) [dut] cniBBigHOWEHHA iMNyabc/nay3a (6anaHc) — ue BIACOTOK iMMNYy/AbCy CTPYMy A0
nepioZy NPOXOAXEHHS LLUX iMAybCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHK 5%)

Pe>xxum 3BaptosaHHsa MIG/MAG
0) [-3-] ocHoBHWI napameTp HATMPYTA = 19,0V (3a 3aMOBYYBaHHAM)
a) 12,0...24,0V (KpoK 3MiHM 0,1V) ans StandardMIG-160
6) 12,0...26,0V (Kpok 3miHK 0,1V) ans StandardMIG-200
B) 12,0...28,0V (Kpok 3MiHu 0,1V) ans StandardMIG-250
r)12,0...29,0V (Kpok 3miHu 0,1V) ans StandardMIG-270
) 12,0...32,0V (Kpok 3MiHu 0,1V) ansa StandardMIG-350
1) [But] pexxum KHOMKM Ha naabHUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — peXxuM KHONKM Ha NasibHUKY 2T
6) [4T] — CTaHAAPTHUIA PEXUM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — a/IbTEPHATUBHUIN PEXUM KHOMKW Ha NaNbHUKY 4T
2) [Ind] iHaykTUBHicTb = OFF (332 3aMOBYyBaHHsM)
a) o [OFF] ... 6 piBHiB (KpOK 3MiHW 1 piBeHb)
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3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYyBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)

4) [t.Po] wac nicna-npoayBKKU 3aXMCHMM rasoMm = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)

5) [t.uP] yac HapocTaHHA Hanpyrn = OFF (3a 3amMoBYyBaHHAM)
a) o [OFF] ... 5,0 cex. (KPOK 3MiHWM 0,1 CeK.)

6) [t.dn] yac cnagaHHs Hanpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHM 0,1 ceK.)

Ha npaBomy iHAWKaTOpi MexaHi3My nogadi 4poTy:
0) [-1-] ocHoBHUM napameTp — LUBNAKICTb nogaui = 7,0 M/XB (33 3aMOBYYBaHHSIM)
a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum KHOMKM Ha naabHUKY = [2T] (3a 3aMOBYyBaHHSAM)
a) [2T] — pexuM KHOMKKU Ha NafibHuKyY 2T
6) [4T]— CTaHAAPTHUIA PEXWNM KHOMKM Ha NaNnbHUKY 4T
B) [a/1bT.4T] — @/ lbTEPHATUBHUIN PEXUM KHOMKW Ha NaabHUKY 4T
2) [Dru] yBimMK/BMMK. ABUrYyHa nogadi 4poTy = ON (3a 3aMOBYYyBaHHSM)
a) ON - yBiMKHEHO (33 HafBHOCTI 3B'A3Ky, anapaT CaM BKJ/IOYAE B PeXUMI
MIG/MAG)
6) OFF — BUMKHEHWI (332 HAsABHOCTI 3B'A3KY, anapaTt caM BUMWKAE 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-npoAyBKM 3aXMCHUM ra3oMm = 1,5 CeK. (33 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] Yac HapoCTaHHA WBMAKOCTI NOAayi APOTY = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 CeK.)
6) [t.dn] Yac cnagaHHs WBUAKOCTI nogadi apoTy = OFF (3a 3aM0oBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)

8. PEXXMM POBOTW BIJ FTEHEPATOPA
Joxepeno xusaeHHs npugaTHe Aas poboTu Bif reHepaTopa, 3a YMOBMU:

Mia yac pobotun SRR BER BRI Mig Yac poboTu AiameTpom ApoT WGV EREE)
. P cTpymy npu MMA i A P y pomapory NOTY>XHICTb
e/1eKTpo0oM npu MIG/MAG

TIG reHepartopa

a2 He 6inble 80A He 6inblwe Po,6MM 3,0 kVA

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

[7)A He Bisbwe 160A He 6isbwe J1,0MM 6,0 kVA

s He Bisiblwe 200A He 6isbwe J1,0MM 7,7 kKVA

26 nerkon. He 6inblue 250A He 6isbwe J1,2MM 10,0 kVA
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@6 nerkona. He 6inblue 270A He binble J1,2MM 12,0 kVA

76 A0 350A He Binbwe J1,4MM 16,0 kVA

Ana 6esBigmoBHOI poboTu! BuxigHa MixdasHa Hanpyra reHepaTopa He MOBMHHA
BMXOAWNTK 3@ AOMNYCTUMI MeXi:

- 160-260V (a9 mogenen StandardMIG-160/200/250);

- 320-440V N8 BCix Tpbox da3 (a9 mogenen StandardMIG-270/350).

9. AornaA | TEXHIYHE ObC/IYTOBYBAHHA
YBara! Mepeg TUM, K BiAKpUTU anapaT A8 npodinakTuky, HeobxXiZHO BUMKHYTH

Moro Ta BiAK/IOUMTU Bif, Mepexi XuBneHHs. JaTv MOX/IMBICTb PO3PAAUTUCS BHYTPILLHIM

fNaHutoraMm anapaTta (npubsavsHO 5 XB) i JAuvwe nicaA uboro pobuTtu iHwi Aii. Mpu

obcnyroByBaHHI BCTaHOBUTU TabinuKy, sika 3abopoHsAe BMMKaTK anapar.
Ana Toro, wob 36eperT anapaTt npaues3gaTHMUM Ha 6arato pokis, HeobxigHo

AOTPUMYBATUCA KiIbKOX MPaBU:

- MPOBOAWTM iHCMeKLilo 3 TexHiku 6e3neku y 3agaHi iHTepBanu uvacy (aumB. Po3sgin
»BKa3iBKM 3 TexHikn 6e3nekn”);

- NpU iHTEHCMBHOMY BMKOPWUCTaHHI peKOMEH/JYEMO pa3 Ha MiBpoOKy NpojysaTu anapaT
CYyXMM CTUCHeHMM noBiTpsM. YBara! NpogyBaHHA 3 3aHaATO KOPOTKOI BiACTaHi MoXe
MPU3BECTM [0 MOLIKOAXEHHS €1eKTPOHHUX KOMMOHEHTIB;

- NpY BEIMKOMY CKYMYEHHI MUY NPOYUCTUTM KaHaIN CUCTEMM OXONIOAXKEHHS BPYUHY.

10. MPABWUJIA 3BEPIFTAHHSA

3aKoHcepBOBaHe Ta ynakoBaHe J)epesio 3BaploBasibHOro CTpymy 36epiratu B
ymoBax 36epiraHHs 4 3a FOCT 15150-69 CTPOKOM 5 POKiB.

Po3koHcepBoBaHe AXepeno MNoBMHHe 3bepiraTvcs B CyXMX  3aKpUTUX
NPUMILLEHHSAX 33 TeMMepaTypu NOBITPA He HuxYe natoc 5°C. Y npuMilLeHHAX He MaEe byTu
napu KMCAOT Ta iHWMX aKTUBHUX PEYOBUH.

11. TPAHCNOPTYBAHHA

3anakoBaHe f)kepesio MOXe TPaHCMOPTYyBaTUCS BCiMa BUAAMWM TPaHCMOPTY, WO
3abe3neyytoTb Moro 6esneky 3 JOTPUMAHHAM MpPaBwW/ NepeBe3eHb, BCTAHOB/EHUX ANS
TPaHCMOPTY LbOro BUAY.

12. KOMMNJEKT NMOCTABKUA

1. [l>Xepeno XWBEeHHS 3BaptoBasIbHOT AYTY 3 MepeXHNM Kabenem —1WT.;
2. ®ipmoBuii roppokopod PATON —1uwT,;
3. Kabesib 3BaptoBasibHUl 3 eniekTpogoTpumadem ABICOR BINZEL, 3m —1WT,;
4. Kabenb 3BaptoBanbHUM 3 knemoto "mMaca" ABICOR BINZEL, 3 m —1WT,;
5. ManbHWK HaniBaBToMaTUYHUA ABICOR BINZEL —1WT,;
6. LUBUAKO3HIMHMI NHEBMOPO3'eEM —1LWT,;
7. lHCTpyKUifa 3 ekcnayaTauyil —1wT,;
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Ansa modenel StandardMIG-160/200/250:

- POSIMKM AN18 CyLiNbHOrO ApoTy (0,6-0,8; 1,0-1,2) — 2 KOMI,;
Ana modenell StandardMIG-270-400V:

- POAIMKW AN8 CyUiNbHOMO A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMM,;
- KOMMNIEKT KOJIC ANS TPAHCMOPTYBaHHSA —1KOMR.;
Ans modeneli StandardMIG-350-400V:

- POSIMKM ANA CyLinbHOro ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMI,;
- POAVIKM AN aNOMIHIEBOrO APOTy (0,8-1,0) —1KOoMmm.;
- KOMMJIEKT KOJIC AN TPAHCMOPTYBaHHSA — 1 KoMn.

13. MPABUJIA TEXHIKWN BE3MNEKW

3ATCAJIbHI NOJI0>XKEHHA

3BaptoBasbHWIA  anapaT BWIOTOBJIEHWW BIAMNOBIAHO A0 TeXHIYHUX CTaHZapTiB Ta
BCTaQHOBJIEHWX MPaBWa TexHiku 6e3neku. MNpoTe Npu HenpaBWIbHOMY NMOBOAXEHHI BUHUKAE
Hebe3neka:

- TpaBMyBaHHs 06C/1lyroByHOYOr0 MepCoHasy UM TPeTbOi 0Coby;

- 3anoAiAHHA WKOAM CAMOMY anapaTy 4M MaTepiasibHUM LiHHOCTAM MiANPUEMCTBA;

- nopyLeHHs epekTnBHOro pobouoro npouecy.

Yci ocobu, Aki noB'A3aHi 3 BBEAEHHSAM B eKCMayaTalilo, KepyBaHHsAM, AOrAs40M Ta
TexHiYHMM 06cnyroByBaHHAM anapaTy NOBUHHI:

- MpOWTU BiANOBIAHY aTecTaw,ito;

- MaTu 3HaHHA 3 3BaptOBaHHS;

- TOYHO AOTPUMYBATUCH L€l IHCTPYKLiT.

HecnpaBHOCTI, siki MOXYTb 3MeHLINTK 6e3neky, MOBUHHI 6y T1 TEPMIHOBO YCYHEHi.
OBOB'A3KUN KOPUCTYBAYA

KopuctyBay 30608B's3yeTbcs gonyckaTtv 4o pobiT Ha 3BaptoBasibHOMY anapaTi auwe ocib,
fAKi:

- 03HAWOMWANCA 3 OCHOBHUMMK MpPaBUIAMU TeXHIKM 6e3neku, NPOMLLIM HaBYaHHSA 3
BUKOPUCTaHHS 3BaptoBasibHOTr0 061aHaHHS;

- npounTann posain «MpaBuia TexHiku Hesnekn» Ta BKa3iBKM LWOAO HEOOXiZgHWUX
3anobixHUX 3ax04iB, HaBEAEHMX Y LibOMY NOCIOHMKY, Ta NiATBEPAUTU LLe CBOIM NiMMCOM.

OCOBUCTE 3AXNCHE OCHALLEHHA

[ns ocobuctoro 3axmcty ocobu, siki NOB'sI3aHi 3 BBeAEHHSAM B €KCM/yaTaL,ilo, KepyBaHHSM,
JOr/IA,0M Ta TEXHIYHMM 06C1yroByBaHHSAM anapaTy NOBUHHI:

- HOCWUTK MillHe B3yTTH, W0 36epirae i30/1t0t04i BAACTUBOCTI, Y TOMY YMCAi Y BOJOMMX
yMoBaXx;

- 3axuLLaTV PYKU i3010I04UMK PyKaBUYUKAMY;

- OYi 3axMWATU 3aXMCHOK MACKOK 3 BIiAMOBIAHMM CTaHAapTaM TexHiku besneku
$iNbTPOM NPOTU yAbTPadioIeTOBOrO BUNPOMIHIOBAHHS;

- BMKOPWUCTOBYBATU Ti/IbKW BiAMNOBIAHWI BaXKO3aMUCTUIA OAST.
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HEBE3NEKA LWWKIAJMBUX F'A3IB | BUMNAPIB

- AWM | WKIAAMBI rasm, WO BUHWMKAIOTb B MpoLEci ekcrnyaTalii anapaty BMAaAMTK 3
poboyoi 30HM cneuiasbHUMK 3acobamuy;

- 3abe3neynT A0CTATHIN NPUNIMB CBIXXKOrO NOBITPS;

- napu PO3YMHHMKIB HE MNOBUHHI NOTPANIATU 40 30HN BUNPOMIHIOBaHHS 3BaptoBas/IbHOI
Ayru.

HEBE3MEKA BU/ZIbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeobXigHO BUAANNTU 3 pob0oYOi 30HY;

- He AOMyCKalTbCs 3BaptoBasibHi PobOTM Ha EMHOCTAX, Yy fKMX 36epiraloTbCs un
36epiranuncs rasu, nanbHe, HabTOoNPOAYKTU. € Hebe3neka BUOYXY 3a/IMLLKIB LLUX MPOAYKTIB;
- y noxexoHebe3neyHux Ta BMOyxoHebe3neuHUx npUMILLEHHAX JAOTPUMYBATUCh
0c06/1MBMX NpaBw/, Bi4NOBIAHO A0 HaLiOHaIbHUX Ta MiXXHAPOAHWUX HOPM.

HEBE3MEKA HAMPYIU MEPEXXI )KUBJIEHHSA | 3BAPHOBAJIBHOIO CTPYMY

- YPaxeHHs eNleKTPUYHUM CTPYMOM MOXKe ByTu cMepTeIbHUM;

- CTBOPEHi BUCOKOYACTOTHMUM CTPYMOM MarHiTHi MO MOXYTb HEraTMBHO BMJ/IMBATKU Ha
npawLe3AaTHICTb efieKTponpuaaais (Hanpukaag, kapgioctumynstop). Ocobu, siki MatoTb
Taki NpuAaaW, MOBUHHI NOPAAUTUCA 3 AikapeMm, Nepl HiX HabauxaTucs Ao poboyoro
3BaptoBa/IbHOrO MaAaHUMKa;

- 3BaptoBaNbHUIM Kabenb Mae OyTWM MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'e4HaHHA Ta NOWKOAXEHUIN Kabenb HeobxigHO HeraHo 3aMiHUTU. Mepexesi
kabesi Ta kabesi 3BaptOBaIbHOrO anapaTy NMOBUHHI CUCTEMATUYHO NepeBipsATUCH daxiBLeMm
€/1eKTPMKOM Ha CNpaBHICTb i30aaLi;

- MiZ, Yac BUKOPUCTaHHSA 3a6OPOHAETLCS 3HIMATU 30BHILLHIN KOXYX anapaTa.

HE®OPMAJIbHI 3AXO AU BE3MNEKU

- IHCTpyKUilo 3 ekcnayaTtauii HeobxigHo nocTiMHo 36epiratv nobsamsy Mmicus
3aCTOCYBaHHSA 3BaploBa/ibHOro anaparTy;

- £,04,3TKOBO 10 iHCTPYKL,iT HEOBXiAHO AOTPMMYBATUCh YNHHUX 3arasibHUX Ta MiCLLEBMX
npaBuA TexHiku besneku Ta eKooril;

- BCi BK@3iBKM Ha 3BaptoBasibHOMY anapaTi TpMMaTu B UTabesibHOMY CTaHi.

B/IYKAKOYI 3BAPKOBAJIbHI CTPYMU

- HeobXigHO CTeXMTU 3a TUM, Wob kiema kabento «macu» byna MiLHO MpPUEAHAHA A0
MiCLLAl 3BapIOBaHHS;

- MO MOX/MBOCTI He BCTQHOBJ/IOBAaTW 3BaploBajibHWMA anapaTt 6e3nocepesHbo Ha
€/1eKTPonpoBigHe NoKpUTTS nignorn abo poboyoro cTony, BUKOPUCTOBYBATU i30/1t0t0Yi
NpoKAajKu.

3AXOAUN NONEPEAKEHHA Y 3BUYAMHNX YMOBAX
LLloHaiMeHIle OAMH pa3 Ha TUXAeHb HeoOXifgHO nepeBipATM anapaT Ha 30BHIWHI
MOLIKOAXKEHHS Ta PyHKLiOHYBaHHS 3anobiXXHUX NPUCTPOIB.
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14. TAPAHTINHI 3060B'AI3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy Axepena
3BaploBa/IbHOro CTPyMy 3a YyMOBM JOTPUMaHHA CrMoOXuBayeM YMOB eKcrayaTauii,
30epiraHHs Ta TPaHCMOPTYBaAHHS.

YBATA! Be3KolUTOBHe rapaHTiliHe 06C/1lyroByBaHHS BiZCYTHE Mij Yac MeXaHiYHUX
MOLIKOA)KeHb 3BapoBas/IbHOro anapary!

StandardMIG-160
StandardMIG-200 5 pokiB
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3 poku

OCHOBHMWI rapaHTiMHUI Nepios 06UMUCNIOETLCS Bif AHA MPOAaxy iHBEPTOPHOro
06/1aiHaHHS KiHLL,eBOMY MOKYML,eBI.

MpoTAroM OCHOBHOrO rapaHTiiHOro nepiogy npogaselb 3060B'A3yeTbcs
6e3KOLWTOBHO AN5 BNACHMKA iHBepTOpHOro obnagHaHHs PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJIOMKY;

- 3abe3neynTn HeOOXiZHUMU AN BUKOHAHHS PEMOHTY BY3/1aMW Ta e/1eMeHTaMu;
- npoBecTu poboTH i3 3aMiHWN esleMeHTIB | By3AiB, L0 BUMLLAN 3 1aAY;

- MpoBeCTM TeCTyBaHHS BiZApeMOHTOBaHOI0 061aHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOLIMPIOTHCA Ha 061a4HAHHS:

- 3 MexaHiYHMMW MOLWKOAXKEHHAMM, WO BMAMHYAM Ha npauesjaTHICTb anapaty
(aedopmauiia kopnycy Ta AeTanel YHacNiZoK nNajiHHA 3 BMCOTM abo nagiHHA Ha
0b1aHaHHSA BaXKUX NMpeAMeTiB, BUNaaHHsA KHOMOK Ta po3'eMiB);

- 3i crigamm Koposii, Wo CNpUYNHIUAE HECMIPaBHUI CTaH;

- O BUWLLIO 3 Slajy Yepe3 BM/IMB Ha MOr0 CUIOBI Ta €NeKTPOHHI eNeMeHTU 3HaYHOI
BOJIOTY;

- WO BWWLWIO 3 N3y Yepe3 HaKOMWYeHHS BCepeAWHi CTPYMOMPOBIAHOMO MUY
(BYribHWI NWUA, METaNEBa CTPYXKKA Ta iH.);

- y pasi cnpobu caMOCTiIMHOrO pemMOHTYy MOro By3/iB Ta/abo 3aMiHUM eNeKTPOHHMUX
e/1eMeHTIB;

PekomeHAYy€eTbCA, 3a/1€XKHO Bij YMOB eKcryaTauii, OAWH pa3 Ha MNiBpOKy, 3aA/4
YHUKHEHHSI BUXOAY anapaTty 3 /ajdy, NPOBOAUTU YMCTKY BHYTPIWHIX eNeMeHTIB i By3niB
ZaHoro obnagHaHHA CTUCHEHUM MOBITPAM, A1 YOrO HEOOXIZHO 3HATU 3aXUCHY KPULLKY.
YnieHHs HeobXi4HO NPOBOAUTH aKypaTHO, YTPUMYIOUM LW/IAHT KOMMpPecopa Ha AOCTaTHiN
BiZCTaHi, 33419 YHUKHEHHS MOLKOAXEHHS NalKy e1eKTPOHHUX KOMMOHEHTIB i MeXaHiuHMX
YaCTUH.

TaKoX OCHOBHI rapaHTilHi 3060B'A3aHHS He MOLWMPIOIOTLCSA Ha 30BHILLHI e/1eMeHTH
obnagHaHHA, WO BUAWAM 3 Jajy, WO nNiaAalTbcs (i3MYHOMY KOHTaKTy, Ta
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CynyTHI/BUTPaTHI MaTepiaan, npeTeHsii 3a AKMMM NPUMMAIOTLCA He Mi3Hille 4BOX TUXHIB
nicna npoaaxy:
- KHOMKA YBIMKHEHHS Ta BUMUKAHHS;
- PYYKM peryaloBaHHA 3BaploOBa/ibHUX NapaMeTpis;
- po3'eMM NigKAOUEHHS KabeniB Ta pykaBis;
- PO3'eMM yNpaBAiHHS;
- MepexeBui kabesib Ta BU/IKa MepexeBoro kabento;
- pyyKa ANsi NepeHeceHHs, peMiHb Ha nsiedi, keic, Kopobka;
- €/1eKTPOA0TPMMAY, K/IeEMa «MaCK», NaJibHWK, 3BaproBasibHi kKabeni Ta pykasu.
MpogaBeub 3asvwae 3a cobolo MpaBoO BiAMOBUTU Yy HafdaHHI FapaHTIMHOrO
peMOoHTYy, abo BCTAHOBWUTW sk AaTy MNOYaTKy BUKOHAHHS rapaHTiMHMX 3060B'sA3aHb MicsLlb
Ta pik BUNycKy anapaTy (BCTaHOB/IIOIOTLCA 3@ CEPiMHUM HOMEPOM):
- npw BTPaTi NacnopTa BAAaCHUKOM;
- 3a BigCYTHOCTI KopekTHoro abo B3arani b6yAb-fKOro 3amnoBHEHHA MacnopTa
npoZasL,eM Nij Yac NPoAaxy anapary.
FapaHTiMHWUI TePMiH MPOAOBXYETLCH, HA TEPMiH FrapaHTiIMHOro 06cyroByBaHHs
anapaTy B CepBiCHOMY LLeHTpi.
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MogcoearHeHe K CMI0BON ceTu/cnioBoMy WnTy (Npu 25°C):
BHMUMAHME! yunTtbiBaiiTe npoBoAa, NpoBeAEHHbIE B CTEHAX U Apyrue yAAUHUTENN

A

TN
. ) $ PETON
\_7
N . .

-

Wcnonb3yemblit | YcTaHOBAEHHOE Avamerp [A] CefeHue [A] Makcum.
ceyeHus KaXA0M XXubl
3/ISKTPOA 8 3HaueHne Toka NpoBOJIOKMU NpU ceTeBOro nNpoBoga AMHA
1
pexume MMA npu MMA u TIG MIG/MAG . MM YANMHUTENR, M
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
1,5 115
He bonee
2 MM He 6onee 80A B0,6mm 2,0 155
2,5 195
4,0 310
15 75
He 6onee 2,0 205
23 Mm He 6osiee 120A B0,8um 2,5 130
4,0 205
6,0 310
2,0 75
D4 MM He 6osiee 160A 210 25
4,0 155
40 J1,0MM 6,0 230
2,5 75
a5 MM He 6osiee 200A 4,0 125
6,0 185
2,5 60
&5 um 0 250A 0 @1,2MM 0 100
@6 MM nerkoni. A0 25 A ! .t

6,0 150
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[A] CeueHne

Wcnonb3yemblit | YcTaHoBAeHHoe | JuameTp ceyeHus e [A] Makcum.
3N1eKTpoA B 3Ha4eHue Toka NpoBOJIOKMU NpU ceTeBOro ANVHa
pexume MMA npu MMA n TIG MIG/MAG YANMHUTENSAA, M
npoBoAa, KB. MM
3 x 380V/400V - StandardMIG-270, StandardMIG-350

15 135

2 175
23 MM He 6onee 120A He 6onee Jo,8Mm 2,5 220

4 350

6 525

130

D4 MM He 60/1e€ 160A i3 160
4 260

He 6onee J1,0MM 6 385

2,5 115

5 MM He 6onee 220A 4 180

6 270

26 MM 215 85

He 6bonee270A He bonee @1,2Mm 4 135

nerkoniaBkue

6 205

2,5 65

26 Mm 2,0 350A He 6onee J1,4Mm 4 100

6 150
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1. OBWME NMNOJIO>KEHUNA
MHBepTopHble Lndposble nonyasTomatsl PATON StandardMIG-160/200/250/270-400V/350-400V 04HOKOPMYCHOrO
TUNa UCMIONHEHUA NpejHa3HaueHbl AN pyuHol gyrosoit ceapkun (PAC «MMA»), aproHoayrosoit csapku (AP «TIG») n
nosyasTomatnyeckon csapku (MA «MIG/MAG») B cpejie 3alMTHbIX Fra30B U CMECel Ha NOCTOSHHOM Toke. MpenmyLecTsa
MCMNo/Ib30BaHWA B 3TOM annapare NoJIHOCTbIO LndpoBoro cnocoba yrnpaBaeHUs 3akA04aeTcs B OTCYTCTBUMW HEA0CTATKOB
NPpUCYLWMUX MHOrOPYHKLMOHANbHBIM CUCTEMAM, CAENAHHBIM Ha OCHOBE aHa/oroBbIX CUCTEM YNpaB/eHUs, KOTOpbIe Mo
ornpegeneHnio 3aToUeHHble BCErAa Nog Kakon-TO KOHKPETHbIN PEXUM, @ BCE OCTasIbHbIe PEXUMbI KaK JOMOHUTE/IbHbIE
MMeIOT He0CTaTKM YNPaBAeHUs. A B MOJIHOCTbIO LLMPPOBOI CUCTEME, NJIaTa yNpaB/IeHUs pacrnonaraeT abcotoTHO Bcemu
pecypcamu annapaTta, B Npejenax ero nosjHoW MOLLHOCTU M He BaXHO B KAaKOM PEXMMEe OHa MCMo/b3yeTcs. [aHHbIi
annapat npeAHasHayeH A/ 6GbITOBOrO M MOJYNPOMBIWAEHHOTO  MCMOAb30BaHWs. ObecneunBaeT  XopoLuyto
NPOAO/IKNTENBHOCTb HAarpy3kM Ha ero NoJIHOM HOMMHa/bHOM Toke 160A/200A/250A/270A/350A COOTBETCTBEHHO, Yero
AOCTaTOYHO ANst paboTbl Nt0bbIMK dnekTpogamu oT P1,6MM BNOTb A0 CaMbiX TyronaaBkux @6mm (ans StandardMIG-
350-400V) W NOJyaBTOMaTUYECKOW CBapku CM/IOWHON NPOBOJIOKON AuameTpom oT @o,6MM go D1,4MM (ANs
StandardMIG-350-400V). VCTOUHMK M3HAYa/sbHO YCTAHOB/IEH B OMTMMAaJibHble 3HauYeHWs AN GO/bLWMHCTBA CAyYaeB
MCMoJ/1b30BaHUA U OCTAaTOYHO MPOCT, €C/IN He BAaBaTbCs B TOHKOCTU A0MOJIHATE/IbHbIX HACTPOEK, KOTOpble TpebyioT yxe
60/1bLIMX HABLIKOB OT CBapLiMKa. ECTb BO3MOXHOCTb 3aMeHbl MOAPHOCTU ANS CBapKu GNOCOBOM MpoBO/IOKON. s
ONaCcHbIX YC0BUI paboTbl BCTPOEH 610K CHUXEHWS HAMPSAXEHUS XOI0CTOr0 X043 B pexvme «MMA», ¢ BO3MOXHOCTbIO
€ro BKJ/IIOYEHUS U OTKAYEHUS. OTIn4UTeIbHON 0cobeHHOoCTbIo nosnyasTomaToB PATON cepum "Standard" siBnsetcs
MOLUHbIV, KQYeCTBEHHbIN N FePMETUYHbIA MEXaHW3M MoAa4u NPOBOJIOKM, @ TakXe Hasuume pasbéma KZ-2 Tvna "EBPO",
CTaBLlero ctaHAapToM B MuUpe, I'IOBBO/]FHOLLWII\//I No/b30BaTesto B NOC/Ie4YOWEM MEHATb FOPe/IKM N0 CBOEMY YCMOTPEHMUIO.
B AaHHyto mogens StandardMIG npowssoacTBa PATON BCTpoeH 610K 3awWuTbl OT MOHWMXEHHOMO
HanpsXeHus, a TakxXe 0T KPaTKOBPEMEHHOIO MOBbILEHHOIO HaMNPsXeHMs.
B StandardMIG-350-400V yCTaHOB/IEH TOMOBLIN 4X POJIMKOBbIA MEXaHW3M MoAauu C NPUBOAOM Ha BCe
pPOAVKN.
Annapar coxpaHsieT B MamMsaTV BCE TEKYLYME HACTPOMKM Ha MOMEHT BbIK/IIOYEHUS M BOCCTAHABAMBAET UX BO
BpeMSA BK/IOYEHMS.
Annapat coxpaHsieT noj CBOMM HOMEPOM B KaX/AOM pexume CBapku A0 16 MHAMBUAYa/bHbIX HAacTpoek
(nporpamm) nonb3oBaTens.
OCHOBHbIE NpenMyLLecTBa:
1. LLInpokune BO3MOXHOCTU peryiMpoBKM NapaMeTpoB CBapKu:
a) B pexxume "MMA" — 1 (OCHOBHOW) + 7 (40MONHUTENbHBIX) + 3 (4151 UMY IbCHOO PEXUMA)
6) B pexxume "TIG" — 1 (OCHOBHOWM) + 1 (JOMOJIHUTE/IbHBIN) + 3 (4151 UMYIBCHOTO PEXMMA)
B) B pexxume "MIG/MAG" — 2 (0CHOBHOM) + 6 (4,0NOJHUTE/BHbIX)

2. MOMUMO 3aLL 1Tl OT CKa4KOB HaMNpPsKeHWs YCTAaHOB/IEHa cucTeMa cTabuamsauum paboTsl npu 6oblumx
AONIroBpeMeHHbIX nepenazax Hanps>keHus cetu 160B g0 260B (419 mogenen StandardMIG-160/200/250) u
0T 320B 20 440B (a19 mogenen StandardMIG-270-400V/350-400V);

3. AZanT1pOBaH K CTaHAApTHOM HbITOBOM 31eKTpoceTu. 3a cHET Bbicokoro KM/ ncrouHuk obecneymBaeT BgBoe
MeHbluee 31eKkTponoTpe6ieHne no CPaBHEHMIO C TPAAULMOHHBIMU UCTOYHUKAMK;

4. AAanNTMBHas CKOPOCTb BEHTUATOPA, TO €CTb YBENMYMBAETCS NpW Havyane cBapku, ewé 6onblue Bo3pacTaeT
npy Harpese annapaTa W 3amMeA/NseTcs, KOr4a OH XO/NOAHbIM, 3TO 3KOHOMUT pecypc BEHTUASTOpa U
YMEHbLUAeT KO/IMYeCTBO MblAN B annapare;

5. Ya06cTBO paboTbl 6aarogaps 60/bL0N NPOAOMKUTENBHOCTU Harpy3ku (MH) Ha HOMUHaILHOM TOKe, YTO
no3B0/IAeT NPOM3BOAMNTb CBAPKY 3/1€KTPOAaMUN NPaKTUYeCKn HenpepbIBHO;

6. MNoBbllWeHHas HaAEXHOCTb annapaTta B yC/I0BUAX 3aMbl/IEHHOO NMPOU3BOACTBA, MUKPO31eKTPOHMKA UCTOUYHMKA
BbIHECEHA B OT/e/IbHbIN OTCEK;

7. Ha rpetowynecs 31eMeHTbl ICTOYHMKA YCTaHOB/IEHA CUCTEMA TEMJIOBOM 3/1€KTPOHHOM 3alUTb;

8. Bcs anekTpoHMKa B annapaTe NponvTaHa ABYMS CIOIMU BblCOKOKAYECTBEHHOIO Jlaka, KOTopbI obecrneunsaeT
HageXHOCTb M3e/1s B TEYEHUM BCEro CPOKa CA1yXKObl;

9. YaydweHHble BO3OyXAeHMe U CTabUNbHOCTb TOPEeHWUs AYrW, YTO NPaKTUYecKWM WCKAYaeT npuannaHue
3/1eKTpoAa.

10. Manble rabapuTsl 1 Bec annapaTta 6e3 NoTepyn TeXHUYECKUX Ka4yeCTB, YTO YMpoLLaeT NPOU3BOAUTL CBApKY B

TPYAHOAOCTYMNHbIX MECTax.
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StandardMIG

StandardMIG

StandardMIG

StandardMIG

StandardMIG

MpoaomknTensHoCTb Harpysku (MH)

100%/npu 107A

100%/npun 134A

100%/npu 167A

100%/npu 200A

NAPAMETPbI

-160 -200 -250 -270-400V -350-400V
HoMuHanbHOe HanpsiXeHue nuTalow e 220 220 220 3x380 3x380
cetnsoly, B 230 230 230 3X400 3X400
HomuHanbHbIN dasHbIi noTpebasemsiin 8. 21 2327 26,5 ... 35 1214 16..18,5
TOK U3 cetn, A o T
HoMuHanbHbIN CBapOYHbIN TOK, A 160 200 250 270 350
MakcMManbHbIN AeNCTBYOW I TOK, A 215 270 335 350 450

45%/npn 160A | 45%/npn 200A | 45%/npu 250A 55%/npu 270A 55%/npu 350A

100%/npun 260A

I'Ipe,u,enbl N3MEHEHUA HanpaxXeHna

M 160 - 260 160 -260 160 - 260 +15% +15%
nuTatowen cetv, B
MNpeaensi peryMpoBaHnsa CBapo4HOro 8160 10 - 200 12-250 12-270 14—350
TOKa, A
Mpezensi peryMpoBaHUs CBapoOYHOTO 12-24 12-26 12-28 12-29 12-30
HanpsaxeHus, B
n
peaenbl perympoBaHnsa CKopocTun 1,5-16 1,5-16 1,5-16 1,5-16 1,5-16
nojayv NpoBOJ0KN, M/MUH
JiMameTp WTYyYHOro 31eKTpoAa, MM 1,6 — 4,0 1,6 -5,0 1,6 —6,0 1,6 - 6,0 1,6 -6,0
AnameTp cniowHoM CBapoYHON 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4
NpPOBOJIOKM, MM
M MOJHBIN 4X
MexaHunam noAayn npoBOSIOKMN 2X PO/IMKOBbIN o
PO/IMKOBBIV
Macca KaTyLiku He 6osiee, K 5
MIMnynbCHble pexXunMmbl Npu cBapke MMA: 0,2...5000L; TIG: 0,2...5000L;
Fopsunii ctapT «Hot-Start» B pexume Peryavbyemas
MMA yAvpy:
dopcax ayru «Arc-Force» B pexume
MMA Perynnpyemas
AHTUNpUAMNaHus «Anti-Stick» B
ABTOMaTMyeckas
pexvme MMA
B10K CHUYXeHWS HanpsikeHNs XON0CTOro
BK/ [ BbIKN
xo4a
HanpsxeHwne xonoctoro xoga MMA, B 12 /75
Hanpsxexune nogxura gyru, B 110
HomuHanbHas notpebasiemasn
MOWLHOCTS, KBA 4,1 ... 4,7 51..6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
MakcumaneHas notpebasemas " .
MOLHOCTb, KBA 59 75 9,5 14 53
Kna, % 90
OxnaxgaeHue MpuHyanTeNnbHOE
[lnana3soH pabounx Temnepatyp —25... +45°C
r
Luaf;::;HBb;ecz::;ﬂepbl’ MM (A3, 420X 245X300 | 420X 245X300 | 420X245X300 | 615x310X 460 | 615X 310X 460
Macca 6e3 KaTyLKv 1 akceccyapos, Kr 11,0 11,2 11,5 27,6 27,7
Knacc 3awutbl* IP21 IP21 IP21 P21 P21

*8 cepuu “Standard” kopnyc annapamos He donyckaem nonadaHue 8Hympb u3deaus men
duamempom bonee 5,5MM, 4 MaK*e BEpMUKAALHO Kanaowas 8oda He Hapywaem pabomy
annapama

PekomMeHAyeMmas A/MHa CMNOBbIX CBapOYHbIX Kabenel npu cBapke:
MakcumanbHbIN TOK ] AL Mrowaab Mapka kabens
(B OAHY CTOPOHY) ceyeHus
He 6onee 160A 2.7 M 16 MM? Kl 1xa6
He 6osiee 200A 3..9M 25 MM? KI 1x25
He 6os1ee 250A 5..11M 35 MM? Kl 1x35
He 6os1ee 270A 5..11M 35 MM? Kl 1x35
40 350A 6..14M 35 MM? KI 1x35
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1 — KHOMKM pery/ivpoBaHus BbIbpaHHOro napameTpa Ha yMeHblUeHWe 1 yBeanyeHue (no
ymonyanuio: npu MMA — ok cBapku, npu TIG — Tok ceapku, MIG/MAG — HanpsxeHune
CBapKw);

2 — Llndposolt gncnieit UCTOYHUKS;

3 — KHonka Bbibopa QyHKLMM UCTOYHMKA B TEKYLLEM PeXMMeE CBapKY;

4 — KHorka Bblbopa pexunma cBapKu:

a) py4Has AyroBas cBapka WTy4HbIM d1eKkTpogoM «MMAY;
6) cBapka B aproHe, He NNaBALMMCS 31eKTPoAoM «TIG»;
B) CBapKa NoJiyaBTOMaTMyeckas B 3aWmTHbIX ra3ax «MIG/MAG»;

5 —WHaukaTop neperpesa annapata:  HOPMaJjibHO — He CBETUTCS,

npu neperpese — MUraeT;
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6 — KHonka 3anpaBKku MPOBOJIOKM (ra3 npu 3TOM He nojaeTcs);
7 — KHOMKM peryaMpoBaHma napamMeTpoB Ha yMeHbLUIeHWe 1 yBenYeHue (no
YMO4aHUIO: CKOPOCTb NOAa4YN NPOBONOKM);
8 — Llndposorn gucnnert 610Ka nogaum NpoBoIoKY;
9 — KHonka npoBepkuM NoAayn 3alMTHOro rasa (NpoBoJioka He nojaeTcs);
10 — KHonka Bblbopa GyHKLMUA MexaH13Ma NoAayun NPOBOJIOKY;
11 — VIHAMKATOPbI peXnMa KHOMKK Ha ropesike (pexum 2T1/4T/anbT.4T);
12 - Pa3bém KZ-2 Trna "EBPO" ans noAk/l04eHNs NONyaBTOMaTUYECKON Fopesky;
13 - LLitekep nogaun cnaosoro Toka k 610Ky nogayum NpoBOIOKY;
14 — KHonka BKAOYeHUA/BbIKIIOYEHMs annapaTa (L4BeT 1 popma AekopaTuBHaS);
15— JlepxaTesib npegoxpaHuTens (4A) Ans 610Ka nogayum NpoBOJIOKY;
16 — LLITyuep noaka04eHNs No4a4n 3alMTHOMO rasa;
17 — MNoabEMHaA 3aWMTHAA KPbILLKa OTCEKa MeXaHN3Ma Nojaum NPoBOJIOKM U KaTyLLKK;
18 — MecTo noak/itoueHna kabens 3asemaeHms.
A —THe3/10 CMNI0BOr0 TOKA «+» TMUMNa 6anoHeT:
a) npu ceapke "MMA" — nogktouaeTcsi Kabenb anekTpoga (B 6osiee peAKkmx caydasx
MpW NCNO/Ib30BaHUK CNeLMaabHbIX 3/1eKTPOA0B NoAKAoHaeTcs Kabenb
«Maccan);
6) npu cBapke “TIG” — nogkaoYaeTcs ToNbko kabenb «Maccar;
B) Npuv noJsiyaBToMaTuyeckol csapke “MIG/MAG” cnioWHOM NpoBOIOKOM —
noAkJtovaeTcs kabenb Kk noAatoLLemMy MexaHU3My
r) npu nosyaBTomatuyeckon ceapke “MIG/MAG" ¢pat0coBoit MpoBO/IOKOM —
noAkJtovaeTcs kabenb «macca;
B —He30 cMI0BOro Toka «—» Tuna baoHeT:
a) npu ceapke “MMA" — nogkntovaeTtcs kabenb «macca» (B bosee peakumx cayvasx
MpU  WCMONBL30BaHWUM  CMeluanbHbIX  31eKTPOAOB  MNogkatovaetcs  Kabenb
3N1eKTPoAa);
6) npu cBapke “TIG” — NoAKAOYAETCS TOIBKO aproHOBas FOPeska;
B) Npu noslyaBToMaTnyeckon ceapke “MIG/MAG" cnaoWIHOM NPOBOIOKOMN —
noAkJtovaeTcs kabenb «macca;
r) npu nosyaBTomatnyeckon ceapke “MIG/MAG” ¢pa0coBoit MpoBO/IOKOM —
noAkatoyaeTcs kabenb K nogatolweMy MexaHU3My.

2. BBO/, B SKCNNYATALUIO
BHumaHwue! MNepes BBOAOM B 3KCNAyaTauuio ciegyeT npoumtaTtb pasgen ,lpasuna
TexHuku besonacHocTn” n.13.
2.1 UCMOJ/Ib3OBAHUE COINTACHO HASHAYEHUIO
CBapouHbIA annapaT npejHa3sHaYeH UCKIIOYNTENIbHO: A/ PYYHOU AyroBOW CBapKu
WTYYHbIM 3/1EKTPOAOM, CBApPKM B CPeZle aproHa, a Takxe roslyaBTOMaTUYeCKOW CBapKu B
cpeje 3alMTHbIX ra3oB.
MHoe wuncnosnb3oBaHue annapaTa CYMTaeTCss He COOTBETCTBYIOWMM Ha3HaYeHMIO.
N3roTtoBuTeslb He HeCET OTBETCTBEHHOCTU 3a yuepb, BbI3BaHHbBIM MCMO/b30BAHMEM
annaparTa He Mo Ha3Ha4YeHuo.
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Mcnosib3oBaHWe, COrIacHO HA3HAYEHWIO, MOAPa3’yMeBaeT CoBAAEHME YyKa3aHWM
HACTOSALLEr0 PYKOBOACTBA MO KCM/yaTaLum.

2.2 TPEBOBAHUA K PASMELLEHUIO

CBapoyYHbIA anmapaT 3aluuieH OT MNPOHUKHOBEHUS WHOPOAHBLIX TBEPAbLIX Ten
AviameTpowm bosee 5,5 MM,

CBapoUYHbIA annapaT MOXHO pasMellaTb M 3KCMN/yaTUpPOBaTb HA OTKPbITOM BO3gyXe.
BHyTpeHHMWe 3nekTpuyeckne AeTanu annapata 3aliMlieHbl OT HernocpeacTBEHHOro
BO3JeNCTBUS BIAXHOCTU, HO HE OT Kane/ib KOHZeHcaTa.

BHMMAHME! [Mocne okoH4YaHWA cBapouHbix paboT B xapkyw norogy, anbo
MHTEHCMBHbBIX CBapoYHbix paboT B s0bylo noroAdy, annapaTt cpasy He Bblkjalo4aThb!
HeobXxo4MMO B Te4EHUM 5 MUH aTb BO3MOXHOCTb OCTbITb 3/1eKTPOHHBIM KOMMOHEHTaM.

BHMMAHME! NMocne akcnayaTauum B XoNo4HOe BpeMs roga, nocse BblKJAIOYEHUSA U
nocieAylouero ocTbiBaHUA annapaTa, BHYTpU obpasyeTca KOHAEHCAT, NMO3TOMY €ro
He lb31 BK/IIOYaTb paHblue, Yem yepes 3...4 Yyaca!ll

Mo3ToMy He OTK/KOYaMTe amnapaT B XO0JI04HOe BpPeMS roga, ec/iv NJiaHupyeTe ero
BK/IIOYMTb paHbLLe, YeM Yepes 4 Yaca.

Heobxognmo pasmeliaTb annapat Tak, 4Tobbl obecneunsancs 6ecnpensTCTBEHHbIN
BXOZ, M BbIXOJ, OX/1aXAat0LL ero BO3yxa Yepes BEHTUALMOHHbIE OTBEPCTUS Ha NepegHel 1
3agHel naHenax. CneguTte 3a TeM, 4TODbl MeTasaMyeckas Mblib (Hanpumep, npu
HaXZau4yHoW WandoBKe) He 3acacbiBafiacb HEMOCPeACTBEHHO B anmnapaT BEHTU/ISTOPOM
OXJIaXAeHMs.

BHMMAHME! AnnapaT nocse CuAbHOrO NajeHUss MoXeT 6biTb onacHbIM Ans
>KM3HW. YCTaHaB/AMBaTb Ha YCTOWYMBOM TBEPAOI NOBEPXHOCTH.

2.3 NOAK/NIOYEHUE K CETU

CBapOYHbIM annapaT B CEPUMHOM UCMOTHEHWUM PACCHNTAH Ha:

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

2. TpexdasHoe ceTeBoe HanpsixeHue 3x380B wan 3x400B (Mogenn StandardMIG-270-
400V/[350-400V), 419 3TOro BbiBeZEHO TpU NpoBoa. MpaBuaa TexHukn 6esonacHoCcTy npu
npoBesgeHun paboT co cBapoyHbiM obopyZoBaHMeM TpebyloT 3a3emaeHus Kopryca
annapata. [las 3Toro npeAycMOTPEHO /4Ba BapuaHTa: 1) MUCMNO/b30BaHME 4YeTBEpPTOro
npoeBojga B ceTeBOM kabesne >enTo-3eNéHoro LuBeTa (MeXAyHapOAHbIM CTaHAapT
MapKUPOBKM); 2) UCMOAb30BaHME BOATOBONM KieMMbl Ha 3aZHel cTeHke annapaTta (bonee
XECTKUM CTaHAApT 3a3eM/ieHuns, ucrnonb3osancs B ctpaHax CHIN) B mogensx StandardMIG-
270/350-400V.

BHUMAHME! Mpwu noaknoueHnn annapaTta K ceTeBOMY Hanps>XeHUIo Bbilwe 270B
(ana StandardMIG-160/200/250) uau 450B (ans StandardMIG-270-400V/350-400V), BCce
rapaHTuitHble 06s3aTe/IbCTBa U3rOTOBUTENA TEPSAIOT cuay!

A Takxe rapaHTUiHble o06f3aTenbCcTBa M3roToBUTENs TepsIlOT Cuay nNpu
ownbo4YHOM NogknoueHun $pasbl CETU Ha 3a3eMIeHMe UCTOUHMKA.

CeTeBoMl pa3bém, ceyeHns kabenen ceTV NUTaHUS, a TakXe CeTeBble NPeoXpaHNTeNm
A,0/DKHbI BbIOMPATLCA UCXOAS U3 TEXHUYECKMX AaHHbIX annapaTa.
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2.4 NOAK/NIOYEHVE CETEBOFO LUTEKEPA

BHUMAHME! CeTeBoi wTekep f0/KeH COOTBETCTBOBATb HaMpPsXXEHWUIO MUTaHUSA U
ToKonoTpebseHMo CBapo4HOro annapaTa (CM. TexHuYeckne AaHHble). CornacHo TexHuke
be3onacHoCTH, WCMONL3YyNTe rapaHTUpOBaHHOe 3asem/eHue (MpWM 3TOM 3arnpeLyeHo
noAK/o4YaTb 3a3eM/IeHMe Ha Hy1eBOM NPoBoA NuTatoLen ceTw)!

BHUMAHMUE! [ins mogenen StandardMIG-160/200/250 CeTEBOW BbIKOYATENb 14
SIB/ISIETCA CMIHaNbHOM KHOMKOM 1 610KMpyeT TO/IbKO CMI0BOM TOK CBApPOYHOro annapara,
HO MOJIHOCTbIO He obecTouMBaeT BHYTPEHHIOIO 3/1eKTPOHMKY annapaTa. lMosTomy no
TexHuKe 6e30MacHOCTM MpU MOAKJ/OYEHUM He 3abblBalTe MNOJHOCTBLIO OTK/YMTL OT
pO3eTKM.

3. CBAPKA PYYHAA AYTOBASA LUTYYHbIM 3JIEKTPO40M («<MMA»)

SJIEKTPOAOAEPATE/b
~220V/ 230V

~3x 380V / 400V

(9T

Mopagok noAroToBkM annapaTa k pabore:

- BCTaBUTb kabeslb 31eKTpoAa B rHe3/0 UCTOUHMKA A «+»;

- BCTaBUTb Kabesib «Macca» B rHe3/,0 UCTOYHMKA B «—»;

- NIPUCOEAMHUTL Kabesib «Macca» K U3AesInio;

- NOAKIOUYNTb CETEBOM Kabesib K CeTU MUTAHUS;

- CeTeBOW BbIK/IOYATE/Ib 14 HA 33/ He NaHe/ M nepeBecTH B nosioxeHue «BK/1»;

- C MOMOLLbIO KHOMKM 4 YCTaHOBUTE pexxum ceapku « MMA», pexurMbl nepekoyatoTca no
Kpyry;

- C MOMOLLbIO KHOMOK 1 YCTaHOBWTE TeKYLLNiA OCHOBHOW NapaMeTp — 3TO TOK CBapKK;

- PY HeOH6XOAMMOCTU MOXHO PEry/IMpOBaTh AOMNONHUTE/bHbIE PYHKL MM CBAPOYHOIO
npouecca, NopsAA0K U3SMEeHeHNa cMoTpuTe B N.6.1

BHumaHue! B pexxume cBapku "“MMA” nocne Toro, kak ceTeBoM BbIKAO4aTe b NepekatoyeH

B MOJIOXeHMe «l», WTYYHBIN SN1eKTPOA HaXOAWUTCS MOA HanpskeHuem. He npukacantecs

3N1eKTPOAOM K TOKOMPOBOAAWMM MW 3a3eMNEHHbIM NpejmeTaM, TakiMM Kak, Hanpumep,

KOpMnyc CBapoO4YHOro amnapaTa U T.4. Tak Kak annapaT BOCMPMMET 3Ty CUTyauuio Kak

CUMHaA K CTapTy CBapOYHOro npotLjecca.
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3.1 LK1 CBAPOYHOI'O MPOLIECCA - MMA
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MopsaAOK U3MEHEHNS 3HaYeHNs tobon PyHKLUKN cMOTpUTe B N.6.1

3.2 OYHKLMS FOPSAYNM CTAPT «HOT-START»

MpenmywecTaa:

- yAIlyULIeHMe 3aXMraHua gaxe Npu NCnoib30BaHMM NI0X0 3aXKMUratoLWMXCA 3/1eKTPOA0B;

- bonee kavecTBeHHOe MponiaB/AeHWe OCHOBHOrO MaTepuana BO BpeMS 3aXWraHus,
cNez0BaTesIbHO, MeHbLlUe HenpoBapoB;

- Npe0TBPAaLLeHME LWIAKOBbIX BK/IOYEHWN;

- py4YHasi HacTpoyKa: Mo3BOJIAeT YCTAaHOBUTb YpoBeHb GYHKLMM Ha MWHMMasbHOE
3HayYeHWe, 4YTO CWJIBHO YMEHbLUAeT noTpebsieHne 3SHepruM B HayasbHbIi MOMEHT
noaxura, bnarogapsa 3ToMy No3BOASIET UCTOYHUKY CTAPTOBATb Ha 3HAYEHWUSX CETEBOTO
HanpsikeHust 6/IM3KOro K MWHMMAJbHO BO3MOXHOMY, OZHAKO CHUXAeT KayecTBO
MOMeHTa MoZxura (annapaTt cTaHoBUTCS NoZo6eH TpaHcHOPMATOPHOMY UCTOYHUKY, HO
B OMpeZeseHHbIX CUTyaLMaX 3TO €4UHCTBEHHO BO3MOXHbIM Cnocob). TakXke MOXHO
YyBEeNNUNTL QYHKLUMIO A0 MaKCMManbHOro 3HayeHus Aas ewé 6onbluero yaydlleHus
MOMeHTa nogxxura (npv paboTe ot xopotuer cetu). Ho He 3abbiBaiiTe, YTO MOBbILLEHHBIM
TOKOM 3TOMN GYHKL MM MOXHO NPOXeYb U3AeNne Npu CBapke TOHKMUX MeTasIoB, MO3TOMY
PeKOMeHAyeTCs B 3TOM CUTyaLL UM yMeHbLaTb « opsunii ctapT».

Yem agocTturaercs:

B TeueHWe KOPOTKOro BpeMeHW B MOMEHT MOAXMIa Ayru CBapOUHbI/ TOK YBENNYMBAETCS

Ha YCTaHOB/IEHHbIM MO YMOYaHMIO YPOBEHb +40%.

Mpumep: cBapka 3/1eKTPOAOM P3MM, YyCTaHOB/IEHHOE OCHOBHOE 3HaueHWe CBapOYHOro

TOKa cocTaBAsieT 9oA.

Pe3ynbTaT: TOK ropsvero ctapTta byseT cocTaBaaTb 9oA + 40% = 126A.
B 4,0MONHWUTENBHBIX HACTPOMKAX MOXHO M3MeHATb Kak cuiy «lopsvero ctapta» [H.St],

Tak un Bpems «[opsayero ctapta» [t.HS]. be3 HagobHOCTM He 3aBblWwanTe CUAy U BpeMs

cpabatbiBaHusi «[opsivero cTapTa», MOTOMY 4YTO Ha 60/bWIMX MpeAenbHbIX 3HAYeHUsX

TpebyeT oYeHb CUALHOW MUTAlOWEN CeTW, a MpU OTCYTCTBMM XOPOLUEN CeTW, mpouecc

nogxura gaxe byaet cpbiBaTbCs.

MopsaAOK M3MEHEHWS 3HAYEHNSA N1060N GYHKLM B TEKYLLEM PEXMME CBAPKU CMOTPUTE

Bn.6.1
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3.3 OYHKLUNA POPCAX AYTU «ARC-FORCE»

Mpeumyuiectsa:

- NOBbILWEHME CTabUILHOCTH CBApPKM HA KOPOTKOM Ayre;

- yAyyleHne KanasnepeHoca MeTa/l1a B CBAPOUHYIO BaHHY;

- yAyULleHWe 3aXUraHnsa g4yru;

- YMeHbLUaeT BEPOATHOCTb 3a/IMMaHNSA 3/1eKTPOA], HO 3TO He PYHKLMS
CAHTUNPUANNAHNAY;

- Ppy4yHas HacTpoWKa: MO3BO/IAET YCTAHOBUTb YPOBEHb QYHKLUM Ha MWHUMajbHOe
3Ha4YeHWe, UYTO He3HauUTeNIbHO, HO CHWXaeT noTpebneHne 3SHepruu, a TaKxe
KOHLEHTPaLMIO Ten/oBNOXEHNS MNPWU CBapke TOHKMX MeTa//ioB, 3TO MOHWXaeT
BEPOSATHOCTb MPOXMWra, O4HAKO U CHUXAET CTabU/IbHOCTb FOPeHUsi Ha KOpPOTKOM Ayre
(annapaT cTaHoOBUTCS NogobeH TPaHCPOPMATOPHOMY MCTOYHMKY). Takxke MOXHO U
YBEeNNUNTL QYHKLUMIO A0 MAaKCMMaAbHOroO 3HauyeHus As ewé 6onblien cTabuabHoCTH
rOpeHus Ha KOPOTKOM Ayre, HO 3TO TpebyeT yudluen NuTaloLWen ceTm U yBesnymMBaeTcs

BepOHTHOCTb I'IpO)KVI ra usgenus.
U,VA

LA
MopsagoK W3MeHeHUsi 3HayeHus nbor GYyHKLMM B TeKyLeM pexume CBapku
cmoTpuTe B N.6.1

Yem pgocturaercs:

Mpy CHUXKEHMM HAMPSXKEHWA HA AYTe HUXE MUHMMAJIbHO AONYCTUMOrO A/A CTabUabHOMO
rOpeHus Ayru, CBapOYHbI TOK BO3pPAcTaeT Ha YCTAaHOB/IEHHbIN MO YMOJ4YaHUIO YPOBEHb
+40%.

B A,0M0/IHUTENbHBIX HACTPOMKAX MOXHO M3MeHsTb Kak cuay «Popcaxa gyru» [Ar.F], Tak
1 ypoBeHb cpabaTbiBaHua «Popcaxa ayru» [U.AF]. Be3s Hag06HOCTU He 3aBbIWanTe CUY U
ypoBeHb cpabaTtbiBaHus «Popcaxa Ayru», MNOTOMY YTO 3TO Ha OOAbWKX MpesesbHbIX
3HayeHunsx, ocobeHHO Npu CBapke TOHKUMW 3daekTpodamu MeHee (P3,2MM, BAMseT Ha
cpabaTbiBaHMe GYHKLMN «KAHTUNPUAMNAHUS» U IEFKO MPOXEeYb U3jesme.
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3.4 PYHKLUNA AHTUNPUINUNAHUA «ANTI-STICK»

I'Ipm Ha4a/ZlbHOM noJxure AYyru 3N1eKTPoJ MOXEeT NpUannaTb, NpUXBaTbiBaTbCA K
U3AesInio, STOMY MpenaTCTBYOT MHOro ¢yHKLMI B anmnapaTte, HO Takoe BCe-Taku MOXeT
MPOM30MTK, YTO B CBOIO OYepesb MPUBOAMUT CHayasla K PackaseHUIo, a B NOC/IeAYIOLWEM U
nopue 371eKTpoga.

B Takoi cutyauum B AaHHOM annapaTe cpabaTbiBaeT QYHKUUA «AHTUMPUAMNAHMSA»
BCTPOeHHas 1 paboTatowas B pexume "MMA" noctosHHO, KoTOpas yepes 0,6...0,8 cek
nocse BbliAB/IEHNA 3TOro COCTOAHUA, CHUXKaeT csapqubM Tok. Takxe 3To obsiervaet
CBapLLMKy BO3MOXHOCTb OTAENSATb (OTPbIBATb) 3/1eKTPoA OT ugenns 6e3 pucka obxeub
r71a3a C1y4aliHbIM NMOAXMIoM Ayru. [locne oTpbiBa 31eKTPOAA OT U3Ae/ns, NPoL,ecc CBapKu
MOXeT ObITb 6eCcnpensaTCTBEHHO NPOAOJKEH.

3.5 OYHKLUUNA PETYIMPOBAHUA HAKJIOHA BO/IbTAMIMEPHOM
XAPAKTEPUCTUKN
3Ta ¢yHKUMS B nepBylO oyepesb MnpeAHas’HayeHa A8 KOMPOPTHOM CBapKM

3/71eKTPOAaMU C Pas/IMYHBIMU TUNAMK NOKPbLITUI. 10 yMONYaHMIO HaK/IOH BOJIbTaMMePHOM
xapaktepuctukn [BAH] ycTtaHoBneH Ha 3HayeHue 1,4V/A 4TO COOTBETCTBYET CaMbiM
pacnpoCTpaHeHHbIM 31eKTPOAaM C PYTWUIOBbIM TUNOM nokpbiTns (AHO-21, MP-3). Anas
6osee KoMpOPTHON PaboTbl 3/1EKTPOAAMMN C OCHOBHBIM TUMOM NokpbiTUA (YOHW-13/45,
JIK3-70), He sBAseTcs o06A3aTe/IbHbIM, HO PEKOMEHAYyeM YCTaHOBUTb HAKJOH
BOJIbTAMMEPHOMN XapakTePUCTUKM Ha 3HaYeHue 1,0V/A. DN1eKTpoabl C LLeI0N03HbIM TUMOM
nokpbitus  (LL-1, BCLi-4A), gaxe TpebyloT YyCTaHOBWUTb HAK/JIOH BOJIbTaMMepHOM
XapaKTepUCTUKM Ha 3HauyeHue 0,2...0,6V/A 1 npu 3TOM UHOrAa HeobXxoAUMO NoAHSATUE
ypoBHs cpabaTbiBaHust GyHkUnm «Papcax ayru» [U.AF] BnioTb 40 3HavyeHuns 18V.

MopsaAOK U3MeHeHUst 3HaYeHWs 10601 QYHKLUM B TEKYLLLEM PEXMME CBAaPKWU CMOTPUTE
BNn.6.1

3.6 ®YHKL NS CBAPKA HA KOPOTKOW AYTE

3Ta ¢yHKLMS 0cODeHHO akTyasbHa MpW CBapke MOTO/IOYHbIX LWBOB, KOrAa HYXHO
uTObbl HE CUABLHO TsIHY/Nacb CBapoyHas agyra. [nd 3Toro B annapaTte npeAycMOTpeHa
BO3MOXHOCTb BKAOUUTH PyHKLMIO «KopoTkas gyra» B nonoxexune “ON”. Mo ymonuaHuio
OHa HaxoAUuTcs B nonoxeHun "OFF”.

Mopaaok n3MeHeHUs 3HaYeHUs 1060 GyHKLUN B TEKYLLEM peXMMe CBapKu CMOTpUTE
BNn.6.1

3.7 DYHKLUWNA BNNOKA CHUXXEHUA HANPAXKEHUA XOJIOCTOO XO4A

Mpuv npoBeseHNM CBapOUHbIX paboT B EMKOCTSX, LLUCTEPHAX U TaM, rae Heobxoanma
MOBbILLEHHas cucTeMa 3/1ekTpobe3onacHoCTH, MoXeT ObiTb aKkTUBMpoBaHa GyHKLUS
CHUXXEHUS HaMpPsi)KeHNs X0J10CTOr o Xo4a.

Mpu oTpbiBe 3n1eKTpoja OT M3AeNUs, Yepe3 0,1 CeK HanpsikeHue Ha Kaemmax
MCTOYHMKA CHUXaeTcs 40 6e3onacHoro ypoBHs Huxe 12B.

Jns 3Toro Heob6xoAUM 610K CHUXKEHMA HAMPSXEHUS XON0CTOrO X043, KOTOpPbIM eCTb
B 3TOM MoZenun 06opyA0BaHUS, HO MO YMOTYaHUIO HaxoAUTCA B nosoxeHun “"OFF”, To ecTb
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BbIK/IIOYEH, TaK KaK WM3BECTHO, YTO BKJOYeHWe tobon NoAobHOM YHKLMM HECKONbKO
YXYALAeT MOAXUT AYTW.

MopsaAOK WM3MeHeHWs 3HavyeHus 6ol YyHKUMM B TeKyLLeM pexume CBapku
cmoTpuTe B N.6.1

3.8 OYHKL A CBAPK MMNYJ/IbCHbIM TOKOM

JTa PyHKLMA NpegHa3HaveHa A5 obseryeHnsi KOHTPOJIS CBAPOYHOrO MpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXEHMAX OT/IMUYHbIX OT HUXHEro, a Takxe Mpu CBapke LBEeTHbIX
MeTassn0B. Bo3gencteMe  nMpoMCXOAUT  HEMoCcpeACTBEHHO Ha  MepeMelvBaHue
pacnniaB/jeHHOro MeTa//a LBa W Ha MepeHOC Kanju B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb Ha CTabuabHOCTL GOPMMPOBAHUA LWBA WM Npouecca cBapku. Jpyrumu cioBamu,
3TOT MpOLEeCcC B HEKOTOPOW CTEMEHWN 3aMEHSET ABUXKEHUS PyKM CBapLLMKa, 0COBEHHO 3TO
BaXXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBWAbHOCTM HACTPOMKWU 3aBUCMT dopma W
KayecTBO GOPMMPOBAHMS LIBA, YTO YMEHbLLAET BEPOSATHOCTb MNOSIBJIEHWS MOP U YMeHbLUaeT
3E@PHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMYMBAET NPOYHOCTb CBAPHOIO COeAMNHEHMUS.
[ns peanvsaunm 3ToM GyHKLUM B annapaTe HYXHO CHavyasia BKIIOUNTb PEXMM My ibCalum
Toka [Po.P], nepeBectn ns coctosinna “OFF” B coctosaHne "ON", a Takxe 3a4aTb yeTbipe
napameTpa: Tok umnyabca [lLiP], Tok nay3swbl [I.PS], uyactoTty nynbcauum [Fr.P] wu
COOTHOLLEHWE UMMYyAbC/Nay3a (UM «CKBaXHOCTb») [dut]. Mo ymosuaHuio uacToTa
nynbcaumm [Fr.P] n «ckBaxHocTb» [dut] Ha cambix pacnpocTpaHeHHbIX 3HaYeHUsx 5.0l L u
50% cooTBeTCTBEHHO. [1pn M3MeHeHMM napameTpa "CKBaXHOCTb" OT 50%, BHOCUTCA
aCMMMeETPUA MeXAy BPpeMeHeM MMMNYyJ/ibCa TOKa 1 BpemeHeM "naysbl" Toka:

MO YMOJ4aHMIO

"ckBaxkHocTh" [dut] = 50% "ckBaxkHocTh" [dut] = 20% "ckBaxkHocTb" [dut] = 70%
LA LA 1A |
50% | 50% Ia 80% |—| |_| 70% |i| I_
o~ o«
t,cex t,cex t,cex

JlaHHble napameTpbl YCTaHaBAMBAIOTCA B Pa3/IMYHBLIX CUTyaLMsaX MO-pasHOMY,
cornacHo TpeboBaHuaM cBaplmka. MNMopsagok M3MeHeHUs 3HavyeHus abon byHKuUKM B
TEKYLLEM pexXuMe CBapKuM CMOTpUTE B M.6.1

4. CBAPKA B APTOHE («TIG»)

BHumaHue! B kauecTBe 3alMTHOrO rasa NpMMeHseTCs Yallie BCero YUCTbIA aproH
"Ar", nHorza reauii "He", a Takxe UX cMecCb B pas3inyHbIX nponopuyumsx. HE AOI‘IYCKAVITE
MCMo/ib30BaHMe ropioynx rasos! Vicnonb3osaHMe 4pyrux rasos TO/IbKO MO COraCoBaHMIO C
npoussoguTesiem obopysoBaHus.

BHuMaHue! [opesika aproHoBas A0/KHa ObiTb BEHTUABHOMO TUNA, ¢ 6AOHETHbIM
pasbeMoM @gMM. MakcuMabHbI TOK ropesiku BblibupaiiTe Mo cBoum pabounm
TpeboBaHMAM.

BHumaHue! MNpu gantensHbix Tokax 6o1ee 150A HeobX0ANMO NPUMEHATL
ropesnky C BOASAHbIM OX1axeHnem!
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BHumaHue! BosbdpaMoBbIi 371€KTPOZ HYXXHO 3aTaumMBaTb B «UMAy» W
yacToun owmnbKoM ABASETCS 3aTOYKa 3/1eKTpoaa B "ocTpue", Ayra npu aTom nmeet
BO3MOXHOCTb "BUASATL" M3 CTOPOHbI B CTOPOHY. NpaBuabHOM 3aTOUYKOW IBASETCS
cferka NPUTYMAEHHBIA HOCMK W 4eM MeHblle "MATOYEK", BbIAEPXKUBAOLW U
YCTaHOB/IEHHbIV TOK, TeM NyyLue. [ToMHUTe, 4TO Npu 6O/bLLINX TOKaX CBApPKM OYEHb
CUNIbHO 320CTPEHHBIN 371eKTPOZ /IErKO OMNABASETCS, U3-3a MaJION Ten00TAauw.
TaKk Xe «pPUCKN» OT 3aTOYKM A0JIKHbI PacnoaraTbCsa BA0/1b OCU 31EKTPOAa.

4.1 LUKJ1 CBAPOYHOI O NMPOLECCA - TIG-LIFT

B A )
B s =By

T CIEn WD

EuP dut

LA A

—_—— F----

LA | T=FrP | [[1PS

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

-

APrOHOBAS

Mopsaok NoAroToBKM annapara kK paboTe:
- BCTaBUTb Kabesib ropesiku B FHe3/4,0 UCTOYHUKA B «—»;
- BCTaBUTb Kabesb «Macca» B rHe34,0 MCTOUYHMKA A «+»;
- NpUCoOeAMHUTb Kabesib «Macca» K U3gesuio;
- YCTQHOBUTb peAyKTOp Ha ra3oBbli 6an/ioH;
- MOAKMOUYNTD FAa30BbIV LAHT FOPEsKN K peAyKTopy ra3oBoro 6anioHa;
- OTKPbITb KpaH razoBoro 6as/10Ha, NpOBEPUTb FEPMETUYHOCTb;
- NOAK/IOUYNTL CeTeBOW Kabesb K CETU MUTAHUS;
- CETEBOU BbIK/OYATE/b 14 HA 334HEN NaHenun nepesecTm B nosoxeHune «BKJ1x»;
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- C NOMOLLbIO KHOTMKM 4 YCTaHOBUTE pexxuM cBapku «TIG», pexunMbl NepekntoyatoTcs no
Kpyryi

- C MOMOLLbIO KHOMOK 1 yCTaHOBUTE TeKYLL MM OCHOBHOMW NapaMeTp — 3TO TOK CBapK;

- NP1 HEOHBXOAMMOCTI MOXHO PeryIMpoBaTh AOMNOHNUTEbHbIE GYHKL MU CBAPOUHOMO
npouecca, NopsjoK U3SMeHeHNs cMoTpuTe B n.6.1

4.2 QYHKL A NOAXUTA AYTU TIG-LIFT

BHumaHue!!! TpebyeT ounCTKM M34€118 B MECTE NOAXMIa AYrn.

3Ta $yHKLMSA KHOMKM Ha ropesike yCTaHOB/IEHA MO YMOJYaHWUIO B JaHHOM MOZenu
obopysoBaHuA W paspaboTaHa AN ropesiok C KOHTAKTHbIM MOAXWIOM Ayru, 6e3
MCMo/Ib30BaHUS OCLUAIATOPOB U T.M. YCTPOMCTB, HO B OT/IMHYMM OT KJaccmnyeckoro cnocoba
MOJIHOCTbIO YCTPaHsAeT yAapHbIi TOK B MOMEHT nogxura. [laHHas ¢yHKLMA B pasbl
YMEHbLUAET paspyLleHne 1 NonajaHne B CBApOYHbIM LOB HENJ1aBsALWerocs BoJbGpamMmoBoro
3/1eKTPOAA, YTO ABAAETCHA OYEHb HEraTMBHbIM SIBJIEHUEM.

BHuMaHue! BeHTuab Ha ropesike HyXHO OTKpbIBaTb CaMOCTOATE/IbHO A0 MOMEHTa
CBapKW 1 3aKpblBaTb NOC/1€ 3aBepPLIEHNSs npoLecca.

Cnocob npvMeHeHUst 4aHHOM GYHKLUM 3aK/II04aETCA B MPUKOCHOBEHUW 3/1EKTPOLOM
K M34enuio, npu 3TOM YAepXuBaTb 3/eKTPOJ B 3TOM MOJIOXKEHUM MOXHO O
HeckoHe4yHOCTU 1 KOrAa Nnosib3oBaTeslb NOCUMTAET YTO FOTOB K Hayaay cBapku (Hanpumep:
OMyCTUA 3alMTHYIO MacKy Ha rsasa M XOpowo MNpoAy/a MecTO 3alMTHbIM rasom) TO
AoctaTo4yHo HavaTb MEJ/IEHHO nogHvMaTh oCcTpre 3aTOYEHHOrO 3/1eKTpoa OT U3jenus.
AnnapaT onpeAennT 3STOT MOMEHT 1 BOCAPUMET KaK CMIFHa K CTapTy NpoL,ecca CBapku, Tem
cambiM HayHeT M/IABHO noBbilwaTb CBapOYHbIN TOK A0 YCTAHOB/IEHHOrO 3Ha4YeHUs:, Yem
6onblle OCHOBHOM pabounii TOK, TeM ObICTpee HYXHO MOAHMMATb 31EKTPOJ, WHaye
onnasuTtcs. K onTMMasibHOW CKOPOCTM OTPbIBa 3/1EKTPOAA HYXHO MPUBbLIKHYTb. Bpems
nnaBHOro HapactaHua Toka [t.uP] A0 ycTaHOBNEHHOro 3Ha4YeHUs Mbl PacCMOTPUM B
cnefylolLeM nyHKTe.

4.3 OQYHKL A HAPACTAHNA CBAPOYHOIO TOKA

3Ta PyHKLUMS KPOME SKOHOMUU pecypca 3/1eKTPoZa U B HEKOTOPOW CTEMeHU CaMoM
ropenku, Takxe HeobxoaMMa Ans yao6cTBa MO/b30BaHMS rOpPenKon. YcTpaHsieT
obpa3oBaHMe HavyabHOro pacnieckMBaHWA CBAPOYHOM BaHHbI, @ TakXe 3a YCTaHOBJ/IEHHOe
BpPeMSsi M1aBHOro HapacTaHus Toka [t.uP], MOXHO TO4YHO HaBeCTH ropesky Ha Heobxoaumoe
MeCTO CBapKM, Tak Kak MecTo NOoAXura Ayrn B 0c060 OTBETCTBEHHbIX U3AeANAX He BCeraa
HaxoAMWTCA B MecTe CBapKM, UM MOXHO Zaxe C NOMOLLbIO 3TOW GyHKL UM NpeaBapUTeNbHO
noAorpeTb MecTo cBapku. [1o ymonyaHuto yctaHoBaeHO B 3HavyeHne “OFF” - oTkaoueHo.
MopsaoK n3MeHeHUs 3HaYeHns N6on GyHKL MM B TEKYLLEM peXMMe CBapKu CMOTpUTE B
n.6.1

4.4 DYHKL NS CBAPKU UMNY/IbCHbIM TOKOM

ITa PyHKLMA NpegHa3HaveHa Aas 0bieryeHns KOHTPOJIS CBApOYHOro Npouecca B
MPOCTPAHCTBEHHbIX MONOXEHUAX OT/JMYHBIX OT HUXHEro, a TakXe Mpu CBapKe LBETHbIX
mMeTansnoB. Bo3sgeicTBMe  NpouMcXoAUT  HEMOCPeACTBEHHO Ha  NepemMellnBaHue
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pacnnaB/eHHOro MeTa//a WBa, a 3TO B CBOIO Oo4Yepesb Ha CTabuibHOCTL popmMmpoBaHUS
WwBa. B HeKOTOpoW cTeneHn 3aMeHsieT ABUXEHUS PyKM CBapLiMKa Npu CBapke, 0CObEHHO
3TO BAXHO B TPYAHOAOCTYMHbIX MeCTaxX. Tak Xe 4aCTU4HO NPOUCXOAUT NPUHYAUTENbHOE
BO3/€MCTBME Ha MEpPEHOC Kamniu C NPUCAZOYHOM NPOBOJIOKM B CBApOYHyl0 BaHHy. OT
MPaBW/IbHOCTM HACTPOMKM 3aBUCUT ¢opMa M KayecTBO POPMUPOBAHWMSA LWBA, YTO
YMEHbLUAeT BEPOATHOCTb NOSABJEHUSA MOP U yMEeHbLUaeT 3ePHUCTOCTb CTPYKTYpPbl, a 3TO
yBe/M4MBaET MPOYHOCTb CBAPHOIO COEANHEHMS.

Jns peanvsauunm 3ToM GyHKLUM B annapaTe HYXXHO CHavasa BKAOUYNTb PeXUM Nysibcauum
Toka [Po.P] — nepesectun us coctosHmsa "OFF” B coctosHune "ON”", a Takxe 3a4aTb YeTbipe
napameTpa: Tok wumnyabca [liP], Tok nay3swbl [Il.PS], uyactoTty nyabcauunm [Fr.P] un
COOTHOLLEHNE uMNyAbc/nay3a (MM «ckBaxHoCTb») [dut]. Mo ymonyaHuio 4vacToTa
nyabcaumm [Fr.P] n «ckBaxHocTb» [dut] Ha camMbix pacnpocTpaHeHHbIX 3Ha4YeHUsX 10.0l L 1
50% cooTBeTCTBEeHHO. [lpy M3MeHeHMM napameTpa "CKBaXHOCTb" OT 50%, BHOCUTCSH
aCMMMETPUA MeXJy BpEMEHEM UMMY/ibCa TOKA M BpeMeHeM "naysbl” Toka:

MO YMONYaHUIO

"ckBaxHocTh" [dut] = 50% "ckBaxkHocTh" [dut] = 20% "ckBaxkHocTh" [dut] = 70%
LA LA vy
50% | 50% |a 80% |_| |_| 70% |§| |_
o~ ]
t,cex t,cexk t,cek

[JlaHHble napameTpbl YCTaHAaB/AMBAIOTCA B Pas/IMYHbIX CUTYyaLMsAX T0-pasHOMY,
cornacHo TpeboBaHMAM CBaplyMKa. MNopsAOoK M3MEHEHWUS 3HayeHus 60K PyHKLMM B
TEKyLLEM pexXuMe CBapKuU CMOTpUTE B M.6.1

5. MO/IYABTOMATUYECKASA CBAPKA («MIG/MAG»)

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

(95

NONYABTOMATUYECKAS
TFOPE/NIKA

BHuMaHue! B kauvecTBe 3aWMTHOrO ras’a nNpUMEHSETCA MpU CBapkKe YEpHbIX
MeTa/I/IoB B MPOCTeNLleM cayyae yraekucasin ras "CO2", a npu cBapke aaloMUHWUSA TO/IbKO
MHepTHble rasbl Tuna aproH "Ar', uHorga renuit "He", ans HepxXaBewwmx w
BbICOKO/IErMPOBAHHbIX CTasie YacTO MPUMEHSIOTCH CMeCH B PasJ/IMuHbIX MPOMOPLUAX
"80%Ar+20%C0O2". Mcnonb3osaHWe ApyrMx ra3oB TONbKO MO  COMNACOBaHUIO C
npousBoguTeseM 0bopy0BaHus.
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BHumaHue! Tak kak B annapaTe NpuUMeHeH CTaHAAPTHbIA pa3bém KZ-2 Tuna

"EBPO" ans ropesku, TO B MNOC/AeAYIOWEM MOXHO npuobpectn ropesky mno CBoemy

YCMOTPEeHMto.

MopsaAoK NOArOTOBKM K paboTe npu cBapke CNJIOWHOI NPOBO/IOKOWM:

- BCTaBUTb Kabesib «Macca» B rHe34,0 MCTOYHMKA B «—»;

- IpUcoeaMHUTbL kKabesib «Maccar» K U3genuio;

- WTeKep CUNI0BOro TOKA 13 OT MeXaHM3Ma MoAayuuM NpPOBOJIOKU MPUCOEAUNHUTL K FHe3Ay
NCTOYHMKA A «+»;

- BCTaBUTb M MPUKPYTUTb AO ynopa B Pa3bEéM 12 CBAPOYHYIO MOJyaBTOMATUYECKYIO
ropenky;

- YCTAHOBWUTb peAyKTOp Ha rasoBbli 6ain0H € 3awWwMTHbIM razom "CO2", "Ar" uam "Ar+CO2";

MOAKJIIOYNTL Fa30BbIN WAAHT K peAyKTopy rasoBoro 6aiaoHa W WwTyuepy 16 Ha 3a4Hew

naHenw;

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

- NOAK/IIOUYNTL CETEBOM LUTEKEP K CEeTU NUTaHWUS;

- ceTeBOW BbIK/lOYATE/Ib 14 Ha 33/ Hel NaHe M NepeBecTU B nosioxeHne «BK/1»;

- C nomowbio KHOMKM 6 ycTaHoBuTe pexum ceapku [MA  «MIG/MAG», pexumel
nepekoY4aloTCs No Kpyry;

- €C/IN He BKOYMACA LUMPPOBOM AUCMAEN CKOPOCTM MOAayv MpoBOJIOKM 8, nmposepbTe
npeAoxpaHuTesib 15 (HOMUHAA 4A) Ha 3a4HeN NaHenw;

- C MOMOLL bIO KHOMOK 1 yCTaHOBUTE HeobXoAMMOe HanpsiXeHne CBapKy;

- YCTaHOBWUTb KaTyLLUKY C MPOBOJIOKOW HEODXOANMOrO ANAMETPa;

- NOAHATb BBEPX KOPOMBIC/IO MPUXUMHOIO POSINKS;

- 3aBeCTM cBOBOAHbIN KOHeL, MPOBOJIOKWN Yepe3 BXOAHOM KaHa B CBAPOYHYIO FOpesiKY;

- OMYCTUTb M 3aXKaTb CBAPOYHYIO MPOBOIOKY MeXAy PoanKaMu, ycuane npmxaTusa poankos
HanMCcaHO Ha NJIACTUKOBOM PYyYKe, €C/IM HeT OMbiTa, TO M3HAYa/IbHO YCTAHOBWTL Ha
cpejHee NosioXeHWe (3TO NPUMEPHO 3);

- C IOMOLLbIO KHOMOK 7 YCTAaHOBUTE HEOBXOAMMYIO CKOPOCTb NOAAa4M NMPOBOJIOKY;

- C NMOMOLLbIO KHOMKWM 6 MPOTSHYTb MPOBOJIOKY 4Yepe3 BeCb KaHaa W OTperyaupyuTe
OKOHYaTeNIbHOE YCUANE MPUXATUA POSINKOB COrlacHO peKOMEeHAaLUAM Mo NPOBeJeHnIo
MoJlyaBTOMaTUYeCKON CBapku, Mpu 3ToM obpatute ocoboe BHWMaHWe Ha ycuaue
3a)aTus TOPMO3a KaTylKK, KaTywka goaxkHa 6eite MUHUMMAJIBHO-HEOBXOAMMO
3axaTa W Jf1erko BpalaTbCs, HO CaMOMPOM3BO/ILHOIO PaCKPyYMBaHUA He JOJIXKHO
HabnogaTbcss. BHUMAHWE! Ecamn HenpaBuabHO cobpaH TOPMO3HOM MEXAHWM3M KaTyLKH,
TO OH MOXEeT «CaM03aTArMBaTbCA» NPW BpalleHUM KaTyLWKK, YTO Yepe3 KOPOTKoe BpeMs
npuBegeT K NOAHOM 610KMpOBKE MPOBOJIOKM C HapYyLUEHMEM NpoLecca CBapku, MO3TOMY,
noXaJsiyMcTa, nepenpoBepbTe 3TOT MOMEHT, Nepey, NepBoOM 3anpaBKow NPOBOJIOKY;

- NpU HeobXOAMMOCTU MOXHO peryanmpoBaTb AOMOJHUTE/bHbIE GYHKLMUM CBAPOYHOroO
npouecca Ha UCTOYHMKE 1 BnoKe Nnogayun NpoBOIOKK, MOPAAOK U3MEHEHUS CMOTPUTE B
n.6.1

He 3abbiBaiiTe 0 mogaye 3alMTHOroO rasa, AAs NMPOBEPKM €ro Ha/iuuus B KaHase
ropesikv npesycMoTpeHa KHOMKa 10, B MOMEHT HaxaTusi KOTOPOM NPOBO/IOKA He NoJaeTcs.

Ecnn Bbl HOBMYOK M HeT onbiTa B YCTaHOBKE OMTMMajabHOrO AaBieHUA ANA CBapKW
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KOHKPETHOr O M3e/11sl, TO Ha NePBbIN MOMEHT AaBJ/ieHNe ra3a MOXHO YCTaHOBUTb 6osiblue
OMNTUMa/IbHOIO 3HayeHusi ~0,2MlMa, 3TO Maso MOBAWSIET Ha NMPOLECC, JILLb YBEJUYUTCS
pacxoj 3awuTHoro rasa. Ho B Oyayuwiem ans 3KOHOMUWM PYKOBOACTBYMTECH 06 UMM
pekoMeHAauMaMM  ANS  NPOBEAEHWs CBapoyHbix paboT nonyaBTomMatamu. Takxe
HauMHaWTe Co CpeiHero 3HaYeHs CKOPOCTU NOAAUYN MPOBOIOKM (~4...6 M/MUH) 1 CpesHero
HanpsiXeHUs Ha UCTOYHWMKe (~19B) npu nobom ArameTpe yCTaHOB/IEHHOM MPOBOJIOKM
(®0,6...1,2MM), MOXET He ONTUMaJIbHO, HO anmnapaT AO0JIXXeH yxe BapuUTb. YTobbl 406UTbCA
Jlyyllero pesysibTaTa, HYXHO pery/MpoBaTb HampsKeHVWEe Ha UCTOYHMKE KHOMKamMu 1 "
CKOpPOCTb MOAAYM MPOBOJIOKM KHOMKaMU 7 MEXaHU3Ma MoAayu CorsiacHo obuwmm
peKkoMeHAaLunsM No NPOBeAEHUIO CBAPOYHOro NpoLecca nosyasToMatamu. NoMHuTe, Ans
KaX/,0ro KOHKPETHOrOo C/1y4as 3TW NapamMeTpbl pasHble.

5.1 LLUK/Z1 CBAPOYHOI'O NMPOLLECCA - MIG/MAG - 2T
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Mopsadok usmereHus 3Ha4deHusA atobol PyHkyuu cmompume 8 n.6.1

5.1.1 YHKLNA KHOMNKWN HA TOPEJIKE - 2T

MpUMeHsieTCs Mpu CBapke KOPOTKMX W CpeAHen AAvHHbI WwBoB. QyHKLUSA
3aK/l04aeTCs B C/eAyloweM: MPW HaXaTUM KHOMKM Ha ropesike CUrHan ynpas/ieHUs
noctynaet B 6710k ynpaB/ieHus, oTpabaTbiBaeTcs GYHKUUS Npes-MpOAYBKU ra3oM 30Hbl
cBapku 3a Bpemsa [t.Pr] (oTKpbiBaeTCs KnanaH rasa), fasiee nofaeTca CUrHaa Ha BKAOYeHme
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MCTOYHMKA U ABUraTensd nogayu npososokn. C 3TOro MOMEHTa HayMHaeTcs npoLecc
CBapkW, oAHOBpeMeHHO oTpabaTbiBaeTcsi yHKLMA NAABHOIO BbIXOZA Ha PEXUM CBapKK 3a
Bpems [t.UP], a Takxe MoryT oTpabaTbiBaTbCs AOMNOAHUTENbHblE YHKLMM (Hanpumep
MMMNY/IbCHBIN PEXMM), BCE 3TO COMNacHO LMK/ CBAPOYHOro MpoLecca NpMBeAEHHOro Ha
uukaorpamme n.;.1. lNocne oTnyckaHWs KHOMKM, oTpabaTbiBaeTcsa yHKLMUS NAABHOrO
CMagaHns ToKa M CKOPOCTM MOAayu MpOBOJIOKM 33 Bpems [t.dn], 3aTemM WCTOYHUK
Bblk/toYaeTcs. Jlanee oTpabaTtbiBaeTcs GyHKLUMUS NOCAE-MPOAYBKM ra3oM 30Hbl CBApKKM 33
Bpems [t.Po] (c 3a4ep>Kon 3aKpbIBaeTCs KaanaH rasa).

5.2 LUK/1 CBAPOYHOI'O NMPOLECCA - MIG/MAG - 4T
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Mopsadok usmeHeHus 3Ha4yeHus aobol PyHkyuu cmompume 8 n.6.1

5.2.1 QYHKLUNA KHOMNKWN HA TOPEJIKE - 4T v anbT.4T

a) MMPOBOW CTaHAAPT PeXMMa KHOMKU — 4T

6) anbTepHATUBHBIV PEXMM KHOMKU — anbT.4T

MpyMeHsieTCs NpU CBapKe AJIMHHBIX WBOB. DYHKLUUS 3aK/I04aeTCs B CIegyoLem:

Npy¥ MEepBOM HaXaTUWM KHOMKM Ha ropeske CUrHan ynpas/eHus noctynaeT B 60k
ynpaBsaeHus, oTpabaTbiBaeTca GyHKLMS Npes-NpoayBKM Fra30M 30HbI CBAPKM (OTKPbIBAETCS
KnanaH rasa), nocjie MepBOro OTNYCKAHUA KHOMKW MOZAETCH CUIHaA Ha BKJOYEHMe
MCTOYHMKA M ABUraTens nogaym npoBosoku. C 3TOro MOMEHTa HauMHaeTcs npouecc
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CBapku, 0AHOBpeMeHHO oTpabaTbiBaeTcst GPyHKLMA NJABHOIO BbIXOZAA Ha PEXUM CBapKK 3a
Bpemsi [t.uP], a Tak e MoryT oTpabaTblBaTbCsi AONONHUTE/bHbIE PYHKLUWN (Hanpumep
WMMYNbCHBIN PeXMM), BCE 3TO COMIACHO LiMKAA CBAPOYHOrO MpoLecca NpuBeAeHHOro Ha
ymMknorpamme n.5.2. Mocse BTOPOro HaXaTUs KHOMKW Ha ropesnke, oTpabaTbiBaeTcs
bYHKLUMA NJaBHOMO CnajaHWs HamnpsXXeHUs U CKOPOCTM MOAAayM MpOBOJIOKM 33 BpeMms
[t.dn], 3aTeM UCTOYHMK BbIK/IIOYAETCS.

Mocne BTOpPOro oTnyckaHWs KHOMkW oTpabaTbiBaeTcs GyHKLUS MOC/Te-NMPOAYBKU ra3oM
30HbI CBapku 3a Bpems [t.Po] (c 3agep>KoM 3aKpbiBaeTCs KaanaH rasa).

B anbTepHaTMBHOM peXxume KHOMKW anbT.4T, NponyckaeT BTOPOW TakT (nepsoe
OTMyCKaHWe KHOMKMW), 3TUM 1 OTANYaeTCA OT MMPOBOro cTaHAapTa 4T. [oAacHMM: B faHHOM
Cay4dae cMCTemMa He x/JeT NepBoro oTnycKaHUA KHOMKM Ha ropesike, a MOMeHTa/IbHO noce
oTpaboTkn ¢yHKUMM Mpes-npoAyBKM rasoM 30Hbl CBapku 3a Bpems [t.Pr] HauuHaeT
npouecc noAxura Ayrn — 3TO aHaJ0rM4YHO Kak B pexume kHonku 2T. [pu 3TOM nocne
nepBoro oTMyckKaHuWs, NMpoLLecc CBapku NpogosixaeTca 6e3 nameHeHUn. JlaHHbIA pexmm
npegocTtasaseTcs komnaHuer MATOH kak 6OHYCHbIN, NCMOJ/IB30BATb TOJILKO MO XENAHMIO,
TaK Kak oH 6osiee MpUBbLIYEH C TOUKM 3peHUst 6oslee YAacTOro MCMO/b30BAHNUSA KJIANEHTaMM
pexuma 2T B K/1acCUYecKmX NoJlyaBTOMaTax, COOTBETCTBEHHO 60/1ee MHTYUTUBHO NOHSATEH.

5.3 OYHKUNA MHAYKTUBHOCTb

3Ta ¢yHKUMS HeobxoguMMa AN U3MEHEHUs CKOPOCTM HapacTaHus Toka mnpw
M3MEHEHWW Hanps>XeHus Ayru. B pesynbTaTe, ymeHbllaeTcs pasbpbi3rvBaHue, HO 3TO
TakXe B/MAeT Ha NpoLecc KanasnepeHoca, YTo NPUBOANT Ha BbICOKMX 3HAYEHUSIX CTeMNeHN
MHAYKTUBHOCTM K 3aMe/JIeHMIO mpouecca CBapkKM U CUIbHOMY YMEHbLUEHMIO 4acToTbl
nepeHoca kanesb. V3meHsas 3HauveHWe 3TOM yHKLMM, AAETCH BO3MOXHOCTb KaXZAOMY
nosib3oBaTento BblbpaTb Af cebs ONTUManbHbLIM MNpouecc CBapku. B ocHoBHOM,
MMHUMa/IbHble 3HaYeHWS MPUMEHSIOTCS A8 CBapKW TOALWMH 6onee 3 MM, @ MaKCUMasibHble
3HaYeHUs Ana 6osee TOHKUX U3AENUN.

Takxe A1 GbICTPOro U3MEHEHWUSI YPOBHSA MHAYKTUBHOCTU HEOOXOAMMO HaxaTb U B
TeYeHMe 1 CeKyHAbl YAEPXUBATb KHOMKY 4 Ha NepeAHen NaHean annaparta, Nnoc/ie Yero Ha
3KpaHe MOSIBUTCS COOTBETCTBYIOLW MM MapaMeTp, 3Ha4YeHME KOTOPOro MOXHO M3MEHUTb C
MOMOLLbIO KHOMOK 1.

Mo ymonyaHuIO MHAYKTMBHOCTb YycTaHoBaeHa B “OFF”, To ecTb ycTaHOB/ieHa Ha
HyneBol cTyneHW. MopaAoK U3MeHeHUs 3HavyeHusa 6o byHKLMM B TeKyleM pexumMe
CBapku cMOTpuTe B N.6.1.

5.4 QYHKL WA NPEA-NPOAYBKU 3ALUTHLIM FA30OM

31a JyHKUMA HeobxoAMMa A/A 3aWUTbl 30HbI CBAapkM OT BPEAHOro B/USHUS
aTMocdepHOro BO3AyXa M 3aK/lOYaeTCs B MpeABapuTe/IbHOW MpOoAyBKe 30Hbl CBapKW
3alMTHBIM rasoM nepej 3aXWraHuWem CBapouyHol Ayru. Mo ymonyaHuo Bpems npej-
npoaysku [t.Pr] ycTaHOBAEHO Ha 3HaYeHUe 0,1 CeK, 3TO 3HaYEHNE MOXHO B /1060 MOMEHT
M3MEHWUTb MO CBOEMY YCMOTpeHWto. [opsaAoK M3MeHeHUs 3HayveHus abol GyHKUUKU B
TeKylemM pexume CBapku cmMoTpuTe B M.6.1. MOXHO WCMOAb30BaTh JIEBbIA UHAMKATOP
MCTOYHMKA M NPaBbii MHAMKATOp B10Ka NoAauM NPOBOJIOKM.
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5.5 QYHKL WA NOCAE-NMPOAYBKW 3ALLLUTHBIM FA30OM

ITa PyHKLMS 3aKI0YAETCS B MOC/eAytoL el NpoAyBKe 30Hbl CBAPKM 3aLUTHBIM Fra3oM
rnoc/e noracaHus CBapoOYHOM Ayry, Tak Kak packaieHHas CBapoYHas BaHHa ellé HekoTopoe
BpemMsi 6onTCs BpeAHOro BAUAHUS aTMochepHOro Bosayxa. Mo ymonyaHuio Bpems nocse-
npoaysKu [t.Po] ycTaHOBNEHO Ha 3HaYeHMe 1,5 ek, 3TO 3HaYeHMEe MOXHO B 1060 MOMeEHT
M3MEHWUTb MO CBOEMY YCMOTpeHWto. MNopsaAOoK M3MeHeHUs 3HauveHus bol GyHKunM B
TeKyleM pexume CBapku cMoTpuTe B N.6.1. MOXHO MCMOAb30BaTb JIEBbIA UHAUKATOP
MCTOYHMKA M MPaBbIN MHAMKATOP 6/10Ka Nogayun NpoBOJIOKM.

5.6 YHKL A HAPACTAHNSA HAMPS>KEHUA/CKOPOCTU NOAAYN B HAYANE
CBAPKU

3Ta ¢JyHKUMA HeobxoaMMA AN MAABHOMO BbIXOAA Ha pPexXUM CBapkuM 3a
ycTaHoB/ieHHoe Bpemsi [t.UP], YTO yMeHbluaeT pacnieckvBaHWe CBApOYHOM BaHHbI U
pa3bpbi3rMBaHne B MOMEHT MOAXMWUIa, KOrjga NpoBOJIOKa elé XO/N0AHas. YBennyeHHoe
BPEeMSi NJIaBHOMO BbIXOAa NPUMeHSEeTCs AJ1S HaYalbHOro GOpPMUPOBaHMSA BaHHbI.

BHUMAHME! Yem 6onblue Bpems HapacTaHWs - TeM MeHblle HayaslbHbli NpoBap,
MO3TOMY MPUMEHAETCS TONIbKO ANS CPEAHUX W AJIMHHbIX WBOB. 0 3TON MpUYMHE He
yBeanunBaTh Bpems bosee 0,1 cek Npu cBapke NpUxBaTKamMmn v T.1.

Mo ymonuaHuio Bpems Bbixoda ycTaHoBaeHo “OFF”, To ecTb BbikItoyeHO. MNopsgok
M3MEeHEHNS 3HaYeHNA 1060 GYHKLMM B TEKYLLEM PEXMME CBapPKM CMOTpUTE B N.6.1.

BHUMAHME! lMpu cBapke NpoBOJIOKOM M3 CTasu, Bpemsi HapacTaHus [t.uP] Ha
UCTOYHMKE AOMKHO bblITb Anbo paBHO, aMBO UYyTb MeHblle 4YeM Ha 610ke nojaum
npososiokn. [pu cBapke a/jlOMMHMEBOM MNPOBOJIOKON, Bpems HapacTaHus [t.uP] Ha
MCTOYHMKE JOKHO BbITb 6osbLLe (+0,2..40,5 CeK) 4eM Ha 6710Ke NoAaun NPOBOIOKM.

5.7 OYHKLU WA CNAAAHUA HAMPAXEHUA/CKOPOCTU NO4AYU B KOHLLE CBAPKIA

3Ta ¢yHKUMA nNpejgHasHauveHa A/S MAaBHOW 3aBapku KpaTepa obpasylowerocs B
CBapOYHOM BaHHe Noj AeNCTBMEM 3/1eKTPOMArHUTHOrO AyTbs 3/1€KTPUYECKON Ayron u B
nocaeAytollem SBASIOLWMNCA UCTOYHUKOM AedeKTOB CBapOYHOro WBa. CUrHaAoM K Havany
bYHKLMM BASIETCA OTMyCKaHWe KHOMKWU Ha ropesike B KOHLLe npoLecca CBapku, npu 3Tom
ABVXEHWe ropenkn HeobxoAMMO MpeKkpaTUTb W 3aBapuBaTb CMaAAlOWMUM HamnpsKeHnem
AMKY (3TO M eCTb KpaTep) B CBapPOYHOM LUBE.

Mo ymonuaHuio oba ycTaHOBAeHbl Ha 0,1 CeK, TO ecTb (PaKTUYeCKM B COCTOSHUM
BbIK/IOYEHO. DTO 3H3YeHMEe MOXHO W3MEHATb MO CBOEMY YCMOTPEHMUIO, MNopsAAoK
M3MeHeHna cMoTpuTe B M.6.1.

BHUMAHME! MNpu cBapke NpoBO/IOKON M3 cTanu, Bpems cnaga [t.dn] Ha nctouHuke
AOJKHO 6bITb B0 paBHO, /B0 YyTb Bosiblie YeM Ha 6s10ke MoAaun npoBosioku. Mpu
CBapKe a/IlOMMHWEBOW MPOBOJIOKOM, Bpems crnaja [t.dn] Ha UCTOYHUKe AO0MXKHO ObITb
MeHbLue (-0,3..-0,7 CEK) YeM Ha 610Ke Nnozayum NPOBOJIOKM.

5.8 OYHKLNA BKJIKOYEHNA n OTKNIOYEHUA ABUTATENA
Ta AonosHuTeNbHaA GYHKLMS 418 BO3MOXHOCTU OTKAIOUMTb paboTy agsuraTens,
MOXeT He TMpUCYTCTBOBATb B MEHIO, TaK KakK MpW HaiuuMu CBA3N Mexay 6nokamu
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yrnpaB/aeHus, annapaT caM NPMHUMAET peLleHne O BKIIOYEHUW U BbIKIOYEHWUN ABUraTeNs B
KOHKPETHOM peXxume cBapku. EcinM 3TOT NyHKT ecTb, TO AAs NpaBWibHOM paboThl
noslyaBTOMaTa 3TOT NapaMeTp A0/keH 6biTb B Mon0xXeHUM «ON».

6. BbIBOP 1 HACTPOKA ®YHKL M ANMAPATA

Ec/n He HaxuMaTb KHOMKM Ha nepejHel naHenu, annapaTt BbIBOAWUT Ha LMPpPOBOM

WHAMKATOP C JIeBOM CTOPOHbI 3HaYeHMe OCHOBHOMO NapameTpa TekyL,ero pexuma cBapKu:
1) B pexxume “MMA" — cBapOYHbIN TOK;
2) B pexxume “TIG" — cBapOYHBIN TOK;
3) B pexume "MIG/MAG"” — cBapoyHOe HanpsxeHue.

Ha neBom wuHaukaTope B MOMeHT cBapkm “MIG/MAG” nokasbiBaeTca TekyLliee
3HaYeHWe TOKa, MoJyuyMBLUEECs B pe3ysbTaTe c/iegyolwmx $akTopoB: MCMNO/b3yeMOoro
AWameTpa MpOBOJIOKKM, YCTAHOB/JEHHOrO 3HAYeHUs HaMpsXXeHUs Ha MWCTOYHMKe,
YCTaHOBJ/IEHHOM CKOPOCTU MOAA4M MPOBOJIOKM Ha MexaHU3Me Mojayu, WCMosib3yeMoro
rasa, mMaTepuana v TO/ILMHbI CBAPUBAEMOro U3Aennsa W T.4. 3HauyeHue rnokasbiBaeTca B
TeyeHUM 8 cek MoOC/Ne OKOHYAHWUA CBapKW - 3TO A/l BO3MOXHOCTU CaMOCTOSTE/IbHOM
nepenpoBepku CBapLmMKoM 6e3 NocTopoHHel nomowmn. A Ha LMdpPOBOM MHAMKATOPE C
MpaBoM CTOPOHbI B 3TOM Xe pexume "MIG/MAG" BbIBOAUTCSA 3HAUYEHME CKOPOCTM NOZauM
NpoBOJIOKK B "M/MUH".

KHonka 3 Ha nepegHel naHenn annapata OTBEYAET 3a BbI6OP GYHKL MM UCTOUYHUKA B
TeKylleM pexume CBapKM, a KHOMKa 11 3a Bblbop ¢yHKLMM 670Ka MoOAaun B pexvme
MIG/MAG, a1o byZem paccMaTpmBaTh B N.6.1.

KHonka 4 Ha nepeZHe naHe/nn amnapaTta oTBeyaeT 3a BblOOp pexuma cBapku, 3TO
byaem paccmaTpmBaTh B N.6.2.

KHonkv 1 Ha nepesHen maHenu OTBeYAlOT 3a M3MEHEHMWE TeKyLero 3HauyeHWs Ha
LMdpPOBOM MHAMNKATOPE C IEBOW CTOPOHBI.

KHonku 7 Ha nepesHen maHenun OTBeYAlOT 3a U3MEHEHMe TeKyLiero 3HayeHWs Ha
Uun$pOBOM MHAMKATOPE C NPaBOMN CTOPOHBI.

6.1 MEPEK/IKOYEHME HA HEOBXOAMMY1O OYHKLIUIO

Ecnn B annapaTte ycTaHOB/IEHA CUCTEMA 3aLMTbI OT HECAHKLLMOHMPOBAHHOIO A40CTYNa
K MeHI0 GYHKLMIN, TO NMPU HAXaTUM Ha KHOMKY 3 Ha MCTOYHMKE Ha MHAMKATOpe c/eBa He
MPOUCXOAUT HUKAKMUX W3MEHEeHWW, TO ecTb 3Ta KHomka 3absokupoBaHa. YTobbl
pa3boknpoBaTh HEOOXOAMMO yaepXaTb eé B HaXaTOM COCTOSIHUM bonee 3,5 cekyHA. Mpu
pa36/710kMpOBaHMN Ha MHAMKATOP BbIBOAUTCS M306paXkeHne OTKPbIBAOLLMXCS 3aMOYKOB,
yKasbiBalowee o rnpouecce pa3baokmpoBku MeHio yHkuui. [locne ycnewHoro
pa36/10KMPOBaHUS, MPU HAXaTUM KHOMKM 3, HA LUPPOBOM AWCNIEN BbIBOAUTCS TeKyllee
Ha3BaHue GYHKL MM 1 eé 3HaYeHue.

BHumaHue! [locne oTnyckaHWA KHOMKWM 3 Yepe3 2 CeKyHAbl 3SKpaH CHOBa
NepeK/IlYNTCA Ha OCHOBHOW MapaMeTp TeKyliero pexuma cBapku. [oka gucnnen
MOKa3bIBaeT TeKYLLYI0 GYHKLMIO, €€ 3Ha4YeHME MOXHO U3MEHUTb B 60/1bLUYI0 AN MEHbLLYIO
CTOPOHY, C NOMOLLbIO KHOMOK 1. JIN60 npu BbICTPOM HaXaTUM 1 OTMYCKaHWU Ha KHOMKY 3
MOXHO MepeKItoYaTbCA Ha CaeAyioL Yo GYHKLMIO, MO KPYTY.
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BHumaHue! Ecin yaepxuBaTb KHOMKy 3 6osblie 10 cek, TO Ha AuUcniee MOsBUTCH
0obpaTHbIA OTCYET 333...222...111..., HYXHO OTMYCTUTb KHOMKY A0 UCTEYEHUS 3TO BPEMEHY,
uTO6bl He COPOCUTL BCE HACTPOMKWU AAHHOTO pexXMMa K CTaHAAPTHBIM 3aBOACKMM. ITy
3agauy bygem paccmaTpusaTh B M.6.3.

AHaNOrMYHO, MPU HAXATUM KHOMKM 11 Ha LUPPOBON MHAMKATOP CNpaBa BbIBOAUTCA
rpadunueckoe Ha3BaHMe Tekylen pyHkUUM 6aoka nogayun NpoBosiokn. C MOMOLL b KHOMOK
7 MOXHO M3MEHUTb B MEHbLLYIO UM 6O/IbLLYIO CTOPOHY.

Ecnin meHto 3ab710kMpoBaHO, Kak M B C/y4ae C MeHIO QYHKUMA Ha WMCTOYHMKE -
A OCTaTOYHO yZepxaTb 3Ty KHOmMKy 6onee 3,5 cek

6.2 MEPEKJ/IOYEHUE HA HEOEXOAVIMbII‘/'I PE>XXUM CBAPKU
[na Bblbopa HeobXoAMMOro pexuma CBapKM HaXMUTE KHOMKY 4. Pexumbl
NepekJIYatoTCs Mo KpYyry, 3TO BUAHO Ha AUCNIEE 2 HA NepeAHen NaHe n.

6.3 CEPOC HACTPOEK BCEX ®YHKLIUM TEKYLLLErO PEXXUMA CBAPKU

MoryT npoucxoAnTb CMTyaL MK, Korga HacTpOMKWM B amnapaTe HeCKo/IbKO 3anyTanau
nonbsoatess. a5 Toro 4to 66l COPOCUTL 3HaUEHUSI HACTPOEK K CTaHAAPTHBLIM 3aBOA,CKUM
HeobXoAMMO MPUMEHSITb Ty Xe KHOMKY 3 KOTOpasi UCMO/b3yeTcs A5 BXOAA B MEHIo
byHKUMIA. s cObpoca HacTpoek J0CTaTOYHO yAepXmBaTb HeNpepbIBHO KHOMKY 3 Hosblue
10 cek (He obpalaTb BHUMaHWe Ha OTPUCOBKY 3aMoukoB). Ha Tabno HauHeTcsi 06paTHbIN
OTCYeT 333...222...111 W NPU JOCTUXEHMM "000" BCe HAaCTPOMKM TeKYLLEero pexuma CBapku
6yayT obHoBneHbl Ha 3aBogckue. COPoOC MapamMeTpoB A/ KaXAOro pexuMa CBapku
AeNaloTCst OTAEeNbHO. ITO cAenaHo ANs ya06cTBa — 4Tobbl He COpPOCUTL UHAMBUAYA/IbHbIE
HaCTPOMKM B APYrUX ABYX PeXunMax.

AHaNornyHo MoxHo cbpocnTb NapameTpbl Ha 610Kke Nogayun NMPOBOIOKMN C MOMOLLbIO
KHOMKM 11.

6.4 BAMEHEHUWE HOMEPA NMPOrPAMMbI B TEKYLLEM PEJXKXUME CBAPKU

B «kaxgom pexume csapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
Mo/Ib30BaTE/IO0 COXPaHATb A0 16 pas/IMYHLIX BapvaHTOB HacTpoek. Tekylui Homep
HaCTPOWKM (MPOrpamMmbl) BbIBOAUTCA B BEPXHEM NPaBOM Yy MHAMKATOPa HaXxOAsALLerocs
Ha nepejHer MaHeAn UCTOYHMKA. B MOMEHT mepBOro BkJ/OYeHMs annapaTa NporpaMma
Bcerga nog No1 g/ Kaxaoro pexuma csapku. Bce nusmeHeHus B HacTpovike annapaTta B
JaHHOM peXuMe CBapKu U TeKyL,eM HoMepe NPOrpaMMbl COXPaHSIOTCS.

YTobbl NepenTV Ha Apyron HOMep MporpaMMbl M HavyaTb HACTPOMKY CHOBa C
6a30BbIx MapamMeTpOB, A40CTaTOYHO HaXaTb Ha KHOMKY 3 1 eC/iv MeH!o Bbibopa GyHKLUI He
3ab10KkMpoOBaHO, Torga Ha UHAMKATOP BbIBOAUTCS TEKYLL M HOMEP NPOrpamMmMbl, KOTOPbIN
MOXHO C MOMOLLbIO KHOMOK 1 U3MeHUTb B 6O/bLUYIO MAWM MeHbLUY CTOPOHY. Ecan meHio
Bblbopa yHKUMM He 3abNOKMPOBAHO, HampuWMep: MoJ/ib30BaTeNb Kak pa3 nepej STUM
M3MeHsAN AOMONHWUTENbHbIE NapaMeTpbl QYHKUWMA onucaHHble B N.6.1, TO HeobxoAMMO
3a610kMpoBaTh MeHIO BbibOpa GYHKLMN C MOMOLLbIO YAEepXaHUs KHOMKK 3 bosee 3,5 cek,
TOYHO TaK Xe Kak 1 npu pa3b0KkMpoBaHMK, NPK 3TOM Ha MHAMKaTope ByayT oTobpaxaTbcs
3aKpbIBalOLLMECH 3aMOYKM, MO OKOHYAHUM STOM onepaLum MeHo bygeT 3a610KMpPOBaHO U
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Tenepb MOXHO CHOBa MOBTOPWTbL MOMbITKY M3MEHEHWS HOMepa MPOrpammbl C MOMOLLbIO
KHOMKK 3. Mpn 3TOM BCe NapameTpbl NpeAblAyll e NporpaMmsl byAyT coxpaHeHbl U K Hel
BCer/a MOXHO BEPHYTbCS CHOBA.

7. OELI.WIVI CMNCOK N MOCNEAOBATEJ/IBHOCTb dJYHKLWIl\/'I

Pexwum ceapkn «MMA»

0) ocHoBHOM oTobpaxaembli napameTp TOK = goA (no ymonuaHwmio)
a) 8 ... 160A (war nsmeHeHusa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) gna StandardMIG-200
B) 12 ... 250A (Wwar nameHeHusa 1A) s StandardMIG-250
r)12 ... 270A (war usameHeHus 1A) ans StandardMIG-270
A) 14 ... 350A (war nsmeHeHusa 1A) anqa StandardMIG-350

1) cuna «Fopsivero ctapTa» = 40% (N0 yMON4aHMIO)
a) o[OFF] ... 200% (war n3meHeHns 5%)

2) Bpems «[opsAvero ctapTa» = 0,3 cek (No yMoa4aHuio)
Q) 0,1 ... 1,0CeK (Wwar N3SMeHeHus 0,1 CceK)

3) cuna «Popcaxa gyru» = 40% (No yMo4aHu1Io)
a) o[OFF] ... 200% (war n3meHeHuns 5%)

4) ypoBeHb cpabaTbiBaHua «Popcaxa Ayrm» = 12V (No yMoa4aHuio)
a) 9 ... 18V (war nsmeHeHus 1V)

5) HAK/IOH BO/IbTAMMEPHOM XapaKTepUCTUKM = 1,4V/A (N0 yMOAYaHuIo)
a) 0,2 ... 1,8V/A (war nsmeHeHus o,4V/A)

6) cBapka Ha kopoTkow gyre = OFF (no ymoa4aHuio)
a) ON — Bk/ItOYEHO
6) OFF — BbikAtOYEHO

7) 610K cHUKeHUs HanpsixeHus = OFF (no ymonyaHuio)
a) ON — Bk/ItOYEHO
6) OFF — BbIKNtOUYEHO

8) [Po.P] pexum nynbcaymii Toka = OFF (Mo ymonyaHuio)
a) ON — Bk/ItOYEHO
6) OFF — BbIkNtOUYEHO

9) [l.iP] Tok umMnynbca = 9oA (Mo yMONYaHMIo)
a) 8 ... 160A (war nsmeHeHua 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ana StandardMIG-200
B) 12 ... 250A (war usmeHeHus 1A) ans StandardMIG-250
r) 12 ... 270A (war nsameHeHus 1A) ana StandardMIG-270
4) 14 ... 350A (war uameHeHus 1A) ans StandardMIG-350

10) [I.PS] Tok nay3bl = 9oA (no ymoa4aHmto)
a) 8 ... 160A (war nsmeHenunsa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHeHusa 1A) ana StandardMIG-200
B) 12 ... 250A (war nameHeHus 1A) ans StandardMIG-250
r)12 ... 270A (war nsameHenus 1A) ana StandardMIG-270
4) 14 ... 350A (war nameHeHus 1A) ansa StandardMIG-350
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11) YacTOTa Ny/IbCcayuii Toka = 5,0l (1Mo yMOYaHWI0)
a) 0,2 ... 500 'Y, (AMHaMMYeCKMI War uameHeHnsa 0,11y, ... 11w)
12) [dut] cooTHoLwWeHWe uMnyabc/naysa (banaHc) — 3To NPOLEHT UMMY/IbCa TOKa K Nepuoay
CNej0BaHNSA 3TUX UMNYAbCOB = 50% (MO YMO/I4aHWIO)
a) 20 ... 80% (war nameHeHms 5%)

Pexwum ceapku «TIG»
0) ocHoBHOM oTobpaxaembli napameTp TOK = 100A (N0 ymonvaHuio)
a) 8 ... 160A (war nsmeHeHus 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ana StandardMIG-200
B) 12 ... 250A (Wwar nameHeHusa 1A) ans StandardMIG-250
r)12 ... 270A (war nameHeHus 1A) ansa StandardMIG-270
A) 14 ... 350A (war nsmeHeHma 1A) ana StandardMIG-350
1) Bpems HapacTaHua Toka = OFF (no ymonyaHuio)
a) 0,1 ... 15,0 ceK (Wwar M3MeHeHus 0,1 CeK)
2) [Po.P] pexxum nynbcaumnin Toka = OFF (no ymoavaHumio)
a) ON — Bk/ItoYEHO
6) OFF — BbIK/NtOYEHO
3) [l.iP] Tok Mnybca = 100A (No yMO14aHMIO)
a) 8 ... 160A (war nsmeHenusa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ana StandardMIG-200
B) 12 ... 250A (war uameHeHusd 1A) ans StandardMIG-250
r) 12 ... 270A (war uameHeHus 1A) ana StandardMIG-270
4) 14 ... 350A (war usameHeHus 1A) ans StandardMIG-350
4) [1.PS] Tok nay3bl = 100A (N0 yMoAYaHMIO)
a) 8 ... 160A (war nsmeHenunsa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ana StandardMIG-200
B) 12 ... 250A (war uameHeHus 1A) ans StandardMIG-250
r) 12 ... 270A (war uameHeHuns 1A) ana StandardMIG-270
4) 14 ... 350A (war uameHeHus 1A) ans StandardMIG-350
5) [Fr.P]yacToTa nyabcauuin Toka = 10,0 'y, (M0 yMOAYaHUIO)
a) 0,2 ... 500 'l (AMHaMMYeCKMI Wwar nameHeHus o,1 MNy...1My)
6) [dut] cooTHOwWweHMe nMnyabc/naysa (banaHc) — 3TO NPOLEHT MMMNY/IbCa TOKA K NEPUOAY
CcNes0BaHNS 3TUX UMNYAbCOB = 50% (MO YMOAYaHMIO)
a) 20 ... 80% (war nameHeHus 5%)

Pexwum ceapku «MIG/MAG»
Ha neBoM MHAMKATOpe NCTOYHMKA TOKa:
0) ocHOBHOM oTobpaxaembin napametp HAMPAXEHWUE = 19,0V (no ymondaHuio)
a) 12,0 ... 24,0V (war usmeHeHus o,1V) ana StandardMIG-160
6) 12,0 ... 26,0V (war nsmeHeHus o0,1V) ana StandardMIG-200
B) 12,0 ... 28,0V (war nsmeHenus o,1V) ana StandardMIG-250
r) 12,0 ... 29,0V (war nameHeHus o,1V) ansa StandardMIG-270
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4) 12,0 ... 32,0V (war usmeHeHus o,1V) ans StandardMIG-350
1) peXmM KHOMKM Ha ropesike = [2T] (no ymonvanuio)
a) 2T — pexxum KHonku Ha ropenke 2T
6) 4T — cTaHAAPTHBIN PpEXUM KHOMKW Ha ropesike 4T
B) a/IbT.4 T — a/IbTEPHATUBHbBIV PEXMM KHOMKW Ha ropesike 4T
2) MHAYKTUBHOCTL = OFF (no ymonyaHumio)
a) o [OFF] ... 6 cTyneHen (war n3MeHeH s 1 CTymneHb)
3) BpeMS npe/-npoAyBKM 3aLMTHLIM Fa30M = 0,1 ceK (N0 yMO4aHMIo)
a) 0,1... 25,0 CeK (Lar M3MeHeHMs 0,1 Cek)
4) BpeMA Noc/ie-npoAyBKM 3aLWMTHBIM Fa30M = 1,5 ceK (N0 YMOJIYaHMIO)
Q) 0,1... 25,0 cek (lWar N3MEeHeHWs 0,1CeK)
5) Bpems HapacTaHua HanpsxeHus = OFF (no ymonyanuio)
a) o [OFF] ... 5,0 cek (Wwar n3MeHeHus 0,1 CeK)
6) BpeMs cnagaHns HanpsXxeHus = 0,1 cek (Mo yMOAYaHMIO)
a) 0,1... 5,0 ceK (Wwar N3MeHeHns 0,1 ceK)

Ha npaBom nHAMKaTope MexaHn3ma NoAaun NpoBOAOKN:
0) ocHOBHOWM oTobpaxaembint napameTp CKOPOCTb nogauu = 7,0 M/MUH (MO YMO/I4aHMIO)
a) 2,0 ... 16,0 M/MVH (WWar N3aMeHeHns 0,1 M/MUH)
1) pPeXmM KHOMKM Ha ropesike = 2T (N0 yMO14aHuIo)
a) 2T — pexuM KHONKKW Ha ropeske 2T
6) 4T — CTaHAAPTHBIV PeXUM KHOMKW Ha ropesike 4T
B) aNbT.4T — a/bTEPHATUBHbIN PEXMUM KHOMKMW Ha ropeske 4T
2) BKA/BbIKA. ABUraTens nogaym npososoku = ON (Mo ymonyaHuio)
a) ON — Bk/1toYeH
6) OFF — BbIK/ItOUEH
3) BpeMs npez-npoAyBKM 3aLMTHbIM ra3oM = 0,1 ceK (M0 yMOYaHUIO)
Q) 0,1... 25,0 cek (Lar U3MeHeHUs 0,1 CeK)
4) BpeMmsi noc/ie-npoAyBKM 3aLWUTHBIM Fa30M = 1,5 cek (M0 YMONYaHMI0)
a) 0,1... 25,0 CeK (Lar MU3MeHeHUs 0,1 cek)
5) BpeMsl HapacTaHMsa CKOPOCTU NoAaum NPOBOIOKN = 0,1 ceK (N0 YMOYaHUIO)
a) o [OFF] ... 5,0 cek (Wwar n3MeHeHUs 0,1 CeK)
6) BpeMsa cnagaHus ckopoctu nogayun nposoaoku = OFF (no ymonyaHuio)
a) o [OFF] ... 5,0 cek (war n3meHeHus 0,1 CeK)
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8. PEXXMM PABOTbI OT FEHEPATOPA

NcToYHnK nuTaHus npurogeH Ans paboTbl OT reHepaTopa Npu yC/10BUM:

YcTaHoBNeHHOe MNpu paboTe gnameTpom MuHuManbHas
Mpu paboTe
TR 3HayeHue ToKa NPOBOJIOKU MOLLLHOCTb
npy MMA N TIG npyn MIG/MAG reHepartopa
@2 He 6os1ee 80A He 6os1ee Jo,6MM 3,0 KBA
a3 He 6os1ee 120A He 6os1ee Jo,8MM 4,5 KBA
7)A He 6os1ee 160A 6,0 KBA
He 6os1ee J1,0MM
gt nekronn. He 6onee 200A 7,7 KBA
(7] He 6onee 250A 10,0 KBA
He 6os1ee J1,2MM
26 nerkonn. He bonee 270A 12,0 KBA
26 40 350A He bonee J1,4MM 16,0 KBA

Ansa 6e3oTkazHoOMN paboTbl! BoixogHoe MexdasHOe HanpsiXKeHWe reHepaTopa He 40XHO
BbIXOAWTb 3a 40MYCTUMbIE Mpesesbl:

- 160-260B (419 moageneit StandardMIG-160/200/250);

- 320-440B ans Bcex Tpex ¢as (a9 mogenen StandardMIG-270/350).

9. YXO0A4 U TEXHNYECKOE OBC/IY>)KUBAHUE

BHumaHue! lMepeg Tem, Kak OTKPbITb annapaT, HE06X0AMMO BbIK/HOUUTb €ro, BbIHYTb
ceTeBolM lwTekep. [JlaTb BO3MOXHOCTb Pa3spsAUTLCA BHYTPEHHUM LensM annapaTa
(NPUMEpPHO 5 MMH) 1 TOJIbKO MOC/IE 3TOro NPOU3BOAUTL OCTasbHble gencTaus. Mpu yxose
YCTaHOBWTb Tab/IMyKy, 3anpeLuatoLLyto NPOU3BOAUTL BKOYEHUE.,

Ans Toro, u4tobbl coxpaHuTb annapaT paboTocnocobHbIM Ha MHOruMe rogbl,
HeobxoaMMo cobAaTh HECKOIbKO NPaBU:

- MPOU3BOAWTb MHCMEKLMIO MO TexHMKe 6€30MacHOCTU B 3a4,aHHbIe MHTEPBaIbl
BpemeHu (cM. Pasgen ,YkasaHus no TexHuke besonacHocTn”);

- NPV MHTEHCMBHOM MCMO/Ib30BaHMM, peKOMeHAyeM pas3 B Noroja npoAysaTh annapaT
CYyX1M CXKaTbiM BO34yxoM. BHumaHue! [MpoayBka O CANILIKOM KOPOTKOro paccToAHNUSA
MOXeT NPMBECTU K NOBPEXAEHMNIO 3/1€KTPOHHbLIX KOMMOHEHTOB;

- npv 60/1bLIOM CKOMAEHUW MbIN MPOYNCTUTL KaHa/Ibl CUCTEMbI OXJ1AXKAEHUS BPYUHYIO.

10. MPABUJIA XPAHEHUA

3aKOHCEPBMPOBAHHbIN U YNaKOBaHHbIN MCTOYHUK XPAaHUTb B YCIOBUSIX XPAHEHUS 4 MO
MOCT 15150-69 CPOKOM A0 5 /1eT.

PackoHCepBMPOBaHHbI  UCTOYHUK  JOJ/DKEH  XPaHUTbCS B CYXMX  3aKPbITbIX
nomeLLeHnsX Npu TemnepaType Bo3jyxa He Huxe natoc 5 °C. B nomeweHnsx He J0KHO
6bITb MAPOB KMCNOT U APYrUX aKTUBHBIX BELLECTB.
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11. TPAHCMIOPTUPOBAHUE

YnaKkoBaHHbIA UCTOYHMK MOXET TPaHCMOpTMPOBaTbCA BCEMWU BUAAMU TPAHCMOPTa,
obecrneyrBaloLW MMM €ro COXPaHHOCTL C COBNIOZEeHMEM NPaBUJI MEPEBO30K, YCTAHOB/IEHHbIX
ANA TPaHCNopTa AaHHOro BUAQ.

12. KOMIJIEKT NMOCTABKU

1. VICTOYHMK MUTaHUA CBAPOYHOWM YK C CeTeBbIM Kabenem —1WT;
2. Kabesnb c anektpogosepxatenem ABICOR BINZEL, 3m —1wT;
3. [openkanonyasTomatuueckas ABICOR BINZEL —1WT;
4. Kabenb cBapouHbIf c kieMmoit «macca» ABICOR BINZEL, 3m —1WT;
5. BbICTpoCbeMHbIV NHEBMOpa3bem —1WT;
6. WHcTpykums no akcnayaTaymm —1wWT.
7. ®upmeHHbI roppokopod PATON —1WT;
Ana modeneld StandardMIG-160/200/250:
- Ponvkn gns cnaowHom nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMI;
Ans modenel StandardMIG-270-400V:
- Ponvkn gnsa cnaowHol nposonoku (0,6-0,8; 1,0-1,2) — 2 KOM;
- KoMniekT TpaHCNopTUPOBOYHbIX KOJ1eC —1WT;
Ana modenel StandardMIG-350-400V:
- Ponvku gna cnaowHow nposoaoku (0,8-1,0; 1,2-1,6) — 2 KOM;
- Ponvikn gns antomMrvHneBom npoBosioku (0,8-1,0) — 1 KOMm;
- KoMnaekT TpaHCNoOpTUPOBOYHbIX KOs1eC —1uwT;

13. MPABUJIA TEXHUKW BE3OMACHOCTHU
OBLLUUME NOJNIOXKEHUA

CBapOYHbIM anmnapaT U3roToBJIeH B COOTBETCTBUM C TEXHUYECKMMU CTaHAapTamu U
YCTaHOBJ/IEHHBIMW MpPaBUIaMKN TEXHUKM Be3onacHocTW. TeM He MeHee NMpW HENPaBUIbHOM
obpalleHnn BO3HNKaeT ONacHOCTb:

- TpaBMMPOBaHUs 06CNYXMBAIOLLErO MEPCOHANa UM TPETbEro AnNLg;

- npuuMHeHus yuwepba camMoMy annapaTy WM MaTepuasibHbIM  LLEHHOCTSM
npeanpuaTus;

- HapyweHus 3 dekTMBHOrO paboyero npouecca.

Bce nnua, KoTopble CBA3aHbI C BBOAOM B 3KCM/yaTauuio, YrNpaB/JeHUEM, YXOAOM U
TeXHUYECKUM 06C/TyXKMBaHMEM annapaTa 40J/IXKHbI:

- MPOMTM COOTBETCTBYIOLLYIO aTTECTaL UIO;

- 06133 Tb 3HAHWAMM MO CBAPKE;

- TOYHO cOBNOAATL AAHHYIO UHCTPYKLMIO.

HeuncnpaBHoCTH, KOTOpble MOFYyT CHM3UTb 6€30MacHOCTb, A0/KHbI ObITb CPOYHO
yCTPaHeHbl.

OBA3AHHOCTU NOJZIb3OBATE/IA
Monb3oBaTesnb 0653yeTcs f0NyckaTb K paboTam Ha CBapOYHOM annapaTe TO/IbKO /UL,
KoTopble:
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- 03HaKOMMWNCH C OCHOBHBLIMW MPaBUNAMMN TEXHUKM 6€30MaCHOCTH, NpoLIM 0byyeHne
Mo MCMoJ/Ib30BaHMIO CBAPOYHBLIM 060pyA0BaHNEM;

- npounTanu pasgen «MpaBuna TexHUKM 6e30NacHOCTU» N YKa3aHUs O HEOBXOAUMbIX
Mepax MpeAoCTOPOXHOCTH, MPUBOAUMbIE B AAHHOM PYKOBOACTBE, W MOATBEPAUTL 3TO
cBOeM NoAMuChIO.

JINYHOE 3ALLMNTHOE OCHALLEHUE

Ans ainyHom 3awnTel cobatoganTe ciegytolme npaema:

- HOCUTb MPOYHYIO 00YBb, COXPAHSIOLLYIO U30MPYIOLLME CBOWCTBA, B TOM YMC/IE U BO
BJIQXHbIX YC/OBUSIX;

- 33 MLWATb PYKM U30/IMPYIOLLUMU NepyaTKamu;

- r7asa 3aWmwaTtb 3alWMTHOM MacKOM C OTBEYAKOWMM CTaHAApPTaM TEXHWKM
6e30nacHOCTU GUNLTPOM NPOTUB YAbTPadUONETOBOMO U3/TYUEHUS;

- UCMO/1b30BaTb TOJIbKO COOTBETCTBYIOLLYIO TPY/AHO BOCM/IAMEHSIOLLYIOCSH OAEXAY.

OMACHOCTb BPEAHbBIXTA30B U WCMAPEHNI

- BO3HMKWWA AbIM W BpeAHble rasbl yAaauTb M3 pabouyelt 30HbI CrneluanbHbIMU
cpeacTBamu;

- obecneunTb JOCTATOUYHbIA NPUTOK CBEXEr0 BO3AYX3;

- Mapbl pacTBOPUTE/IEN He A0JIXHbI MONaAaTh B 30HY U3/Ty4YeHUS CBAPOYHON AYrn.

ONACHOCTb BbIJIETA NCKP

- BOCM/1aMeHsoL Mecs NpesMeThl yAaUTb U3 paboyeli 30HbI;

- He AOMyCKalTCA CBapoyHble paboTbl Ha eMKOCTAX, B KOTOPbIX XPaHATCA WM
XPaHWIUCh rasbl, roptoyee, HepTenpoAyKkTbl. Bo3MOXHa 0NacHOCTb B3pbiBa OCTAaTKOB 3TUX
NpPoAYyKTOB;

- B MOXapOOMNacHbIX ¥ B3PbIBOOMACHbLIX MOMELLeHNsAX cobatogaTb ocobble NpaBuaa, B
COOTBETCTBUM C HALMOHA/IbHLIMU U MEXAYHAPOAHBIMU HOPMaMW.

OMACHOCTb CETEBOIO N CBAPOYHOIO TOKA

- MOpaXeHue 371eKTPUYECKMM TOKOM MOXeT BbiTb CMepTe/bHbIM;

- CO3/aHHble BLICOKMM TOKOM MarHWTHble MO MOTYT OKa3blBaTb OTpULATENbHOE
BO3ZeNCTBUE Ha paboTocnocobHOCTb 31eKTponpubopoB (HanpuMep, KapANOCTUMYASTOP).
Jlvua, Hocswme Takue npubopbl, AOMKHLI MOCOBETOBATLCA C BPAYOM, MNpexae 4em
npubanxkaTbCs K paboyen cBApOYHOM NOLLAAKE;

- CBapoyHbIM Kabesb A0/KeH BbiTb MPOYHBIM, HEMOBPEXAEHHBIM Y U30JIMPOBAHHBIM.
OcnabneHHble coeMHEHUS U NOBPEXAEHHBIN Kabeslb HYXXHO He3aMeINTeIbHO 3aMeHUTb.
CeTeBble Kkabesn 1 kabesm cBapoYHOro amnnapaTta AOJKHbI CUCTEMATUYECKM NPOBEPSATLCS
CMeLManncToM 31eKTPUKOM Ha UCNPABHOCTb 30ASALUN;

- BO BPEMS UCMO/1b30BaHWs 3aMNpeLLaeTcs CHUMaTb BHELIHWIM KOXYX annapara.

HE®OPMA/IbHbIE MEPbI MPEAOCTOPO>XXHOCTH
- UHCTPYKL, MO MOCTOSIHHO XPaHUTb BOAN3KM MecTa NPUMEHEHNUs CBapOYHOrO annaparTa;
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- JOMOJIHUTENBHO K MHCTPyKUMM cobsogaTte AencTsylowme oblme M MecTHble
npaBuaa TeXHWKM 6e30MacHOCTM 1 3Ko0TnK;
- BCe YKa3aHWs Ha CBapOYHOM annapaTe CogepXaTb B YNTAaeMOM COCTOSIHUM.

BAYXAAKLWUME CBAPOYHBIE TOKA

- cegnTb 3a TeM, uTobbl knemma kabensi macchl Hblna MPOYHO MpUCOeAMHEHA K
N34enunio;

- MO BO3MOXHOCTM He YCTaHaB/MBaTb CBAPOYHbIM annapaT HemoCPeACTBEHHO Ha
3/1eKTPONpPOBOAHOE MOKPbITME MOJIa UAN paboyero cTosa, UCNOABL30BaTb U30/MpYlOLLME
MPOKAAAKM.

MEPbI MPEAOCTOPO>XXHOCTU B OBbIYHbIX YC/IOBUAX
MUWHMMYM OAMH pa3 B Heje/to NMPOBEPATb anmnapaT Ha BHELHWE MOBPeXAeHUs U
bYHKLMOHMPOBaHWE NpeAOXPaHUTE/IbHbIX YCTPOMCTB.
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14. TAPAHTUIHBIE OBA3ATE/IbCTBA

KomnaHus «MATOH MHTEPHELLUH/T» rapaHTvpyeT ucnpaBHyto paboTy NCTOUYHMKA
nUTaHus npu  cobsogeHnn notpebuTeneM yCI0BUIM  SKCNyaTauuu, XpaHeHUs U
TPaHCMOPTUPOBaHMS.

BHMUMAHME! BecnnaTtHoe rapaHTuiiHOe o06cayXuBaHue OTCYTCTBYeT npwm
MexaHM4eCKnX NoBpeXAeHUAX CBapoyHoro annapara!

StandardMIG-160
StandardMIG-200 5 et
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3roaa

OCHOBHOW rapaHTUMHBIN NEpUOJ UCUUCASIETCH CO AHA MPOAaXW MHBEPTOPHOro
obopys0BaHNA KOHEYHOMY MOKynaTesto.
B TeuyeHWe 0CHOBHOrO rapaHTMIMHOro nepuoa npogasel, obssyetcs, becnaaTHo

ANs BNaZenbla nHBepTopHoro obopyaosarus PATON:

- MPOM3BECTM ANArHOCTUKY U BLIABUTbL MPUUYMNHY NOJIOMKMY,

- obecneunTb HEO6XOAMMBIMM A/151 BbINOJHEHWS PEMOHTA Y3/1aMU U D1eMEeHTaMK,

- npoBecTM paboTbl NO 3aMeHe BbIlLeALLIMX U3 CTPOS 31EMEHTOB U Y3/10B,

- NPOBECTM TeCTMPOBaHWe OTPEMOHTUPOBaHHOro 06opy0BaHUA.

OcHOBHble  rapaHTWUMHble  obsi3aTenbCcTBa  He  PacMNpOCTpaHsAOTCH  Ha
obopyaoBaHue:

- C MexaHW4yeckUMM MOBPEeXAeHUsIMK, MOB/USBLIMMUK Ha paboTocnocobHocTb annapata
(sedopmaLns kopnyca U AeTanen B CNeACTBUMM MajeHue C BbICOTbl MAW NajeHWUs Ha
obopyaoBaHue TAXENbIX NPeAMeTOB, BbiNajeHne KHOMOK U pa3beéMos),

- CO c/leAlamMu KOPPO3UK, KOTOPas CTana MPUUYMHON HENCNPABHOMO COCTOSHMS,

- Bblllejllee M3 CTPOSl MO MPUUMHE BO3AEMCTBUS Ha €ro CUAOBble U 3NeKTPOHHble
3/1IeMeHTbl 06UbHOM BAary,

- BbllLelliee U3 CTPOS MO NPUYMHE HaKOMIEHNSA BHYTPM TOKONPOBOASALLEN Nblan (Yro/ibHas
Mbl/b, MeTaINYeCKan CTPyXKa 1 Ap.),

- B CJ1y4ae nomnbITKM CaMOCTOATE/IbHOrO0 PEMOHTA ero y3/10B U/WUAN 3aMeHbl 3J1eKTPOHHbIX

3/1eMEHTOB,

AaHHoe obopys0BaHMe, B 3aBUCUMOCTU OT YC/IOBUIA SKCMIyaTaL MM PEKOMEHAYeTCs, OANH

pas B noaroga, Bo wu3bexaHue BbIXOAa annapata M3 CTPOs, MPOBOAUTb YMCTKY

BHYTPEHHWUX 3/1IEMEHTOB W Y3/10B OKATbIM BO3/YXOM, CHATb 3aWMUTHYIO KPbILWKY. YncTky

HeobxoAMMO NPOBOAUTL aKKypaTHO, YAEepXMBas LINaHT KOMMpeccopa Ha 0CTaTOYHOM

paccTosiHMM BO WM3bexaHWe MOoBpeXAeHUsi MNalikM SNeKTPOHHbIX KOMMOHEHTOB U

MexaHUYecknx YacTew.

TakXe OCHOBHble rapaHTUMHble 06s3aTesbCTBa He PacnpoCTPaHAOTCA Ha

Bbllle/LiNe M3 CTPOS BHELIHWe 3/eMeHTbl 060pys0BaHUS, NojBepXeHHble dUsnyeckomy
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KOHTaKTy, W COMyTCTBylOWMe/pacxoHble MaTepuasbl, MPEeTeH3UM MO  KOTOPbIM

MPUHMMAIOTCA He MO3Xe ABYX HeJeslb NMoc/e NMPOAaXM:

- KHOMKa BK/IIOYEHUS 1 BbIK/IIOYEHWS,

- PY4KM peryiMpoBKi CBapOYHbIX NapaMeTpoB,

- pa3b&Mbl NOAKJIOYEHNA Kabenel n pykaBos,

- pa3béMbl yripaBaeHuns,

- ceTeBOM Kabesb U BUIKA CeTeBOro Kabens,

- pyyKa ANsi NepeHoCKW, HanevyHbIn peMeHb, Kelnc, Kopobka,

- 3/1eKTPOAOAEPXKATE b, K/IEMMA «MacCChl», FOPE/IKA, CBAPOUHble Kabens 1 pykasa.
MpogaaseLl, ocTaBaseT 3a cob60M NpaBo 0TKa3aTb B NPEAOCTABAEHNN FAPAHTUINHOTO

peMoHTa, /IMBO YCTAHOBWTb B KayecTBE /AaTbl Hayasa WCMOJHEHWUS FapaHTUNHBIX

0653aTe/IbCTB MECSIL, M FOZ4 BbiMycka annapaTa (yCTaHaB/IMBAlOTCSA MO CEPUMHOMY HOMepY):

- NpY yTepe nacnopTa BAaje/bLieM,

- MpY OTCYTCTBMM KOPPEKTHOro uan Booble kakoro-vbo 3amosHeHus nacrnopTa

NMpoAaBLOM MpU NPoAaxe annapaTa,
- FApaHTUIMHBIA CPOK MPOZJIEBAETCS, HA CPOK rApPaHTUMHOr0 06CyXMBaHUS annapaTa B
CEepBUCHOM LieHTpe.
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Connection to power line/power panel (at 25°C):
WARNING! Consider wires in walls and other extensions

A

( 5; T |
-Buv//.oov/

V\B

Electrode to be Set current Wire cross- [A] Cross section [Aix::;?::‘m
used in MMA value for MMA section diameter of extension cable
mode and TIG at MIG/MAG cable, mm2
length, m
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1.0 75
1.5 115
@2 mm Max. 80A Max. @o.6 mm 2.0 155
2.5 195
4.0 310
1.5 75
2.0 105
723 mm Max. 120A Max. @0.8 mm 2.5 130
4.0 205
6.0 310
2.0 75
@4 mm Max. 160A = 25
4.0 155
Up to 1.0 mm 6.0 230
2.5 75
@5 mm Max. 200A 4.0 125
6.0 185
2.5 60
&5 mm.®6 mm Up to 250A Upto @1.2 mm 4.0 100
fusible
6.0 150

PATON StandardMIG DC MMA/TIG/MIG/MAG
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[A] Maximum

Electrode to be Set current Wire cross- [A] Cross section .
used in MMA value for MMA section diameter of extension extension
mode and TIG at MIG/MAG cable, mm2 Gl
length, m
3 x 380V/400V - StandardMIG-270, StandardMIG-350

1.5 135

2 175
g3 mm Max.120A Max. 0.8 mm 2.5 220
4 350

6 525

2 130

d4 mm Max.160A 2:5 160
4 260

Max. 1.0 mm 6 385

2.5 115

@5 mm Max.220A 4 180
6 270

26 mm 2:5 85
fusible Max. 270A Max. @1.2 mm 4 135
6 205

2.5 65

26 mm Up to 350A Max. @1.4 mm 4 100
6 150
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1. GENERAL PROVISIONS
PATON StandardMIG-160/200/250/270-400V/350-400V single-body inverter digital semi-automatic machines are
designed for manual arc welding (MMA), argon arc welding (TIG) and semi-automatic welding (MIG/MAG) in safety gas
and mixtures at direct current. The advantage of using a fully digital control method in this machine is the lack of
disadvantages inherent in multifunction systems made from analog control systems, which, by definition, are always
customized for a particular mode, and all other modes as additional have control disadvantages. In a fully digital system,
the control board has absolutely all the resources within its full capacity and no matter what mode it is used in. This
machine is designed for domestic and semi-industrial use. It provides a good load duration at its full rated current of
160A/200A/250A/270A[350A respectively, which is enough to work with any electrodes from 1.6 mm up to the most
high-fusing @6mm (for StandardMIG-350-400V) and semi-automatic welding with solid wire of @0.6 mm to @1.4 mm (for
StandardMIG-350-400V). The source is initially set to optimum values for most applications and is simple enough, if you
don't go into the intricacies of additional settings that already require a lot of skill from the welder. Polarity reversal for
flux-cored welding is possible. For hazardous working conditions, there is a built-in no-load voltage reduction unit in the
MMA mode, with the possibility to switch it on and off. A distinctive feature of PATON Standard series semi-automatic
machines is a very powerful, high-quality and sealed metal wire feeder, as well as the availability of the KZ-2 EURO type
connector, which has become a standard in the world, allowing the user to later change the torches at his discretion.
The StandardMIG models from PATON have a built-in undervoltage protection, as well as short-term
overvoltage protection.
StandardMIG-350-400V has a top-of-the-line 4 roller feeder with all roller drive.
The unit saves all current settings at the time of shutdown and restores them when the unit is switched on.
The machine stores up to 16 individual user settings (programs) under its own number in each welding mode.
Main advantages:
1. Wide possibilities of adjusting welding parameters:
a) in MMA mode -1 (basic) + 7 (additional) + 3 (for pulse mode)
b) in TIG mode — 1 (basic) + 1 (additional) + 3 (for pulse mode)
¢) in MIG/MAG mode - 2 (basic) + 6 (additional)
2. In addition to surge protection, a system is installed to stabilize operation during large, long-lasting voltage
fluctuations in the supply from 160V to 260V (for StandardMIG-160/200/250 models) and from 320V to 440V
(for StandardMIG-270-400V/350-400V models);
3. Adapted to the standard household power network. Due to the high efficiency, the source provides half the
power consumption compared to traditional sources;
4. Adaptive fan speed, i.e. it increases when the unit is hot and slows down when it is cold. It saves fan life and
reduces dust in the unit;
5. The convenience of work thanks to the long duty cycle (DC) on the rated current, which allows to weld
practically continuously by electrodes;
6. Increased reliability of the unit in dusty production conditions, as the source microelectronics is placed in a
separate compartment;
7. A thermal electronic protection system is installed on all heating elements of the source;
8. All electronics in the unit are impregnated with two layers of high-quality varnish, which ensures the reliability
of the product during its entire service life;
9. Improved excitation and stability of the arc combustion, which virtually eliminates electrode sticking.
10. It provides small dimensions and mobility, which makes it easy to weld in hard-to-reach places.
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StandardMIG

StandardMIG

StandardMIG

StandardMIG

StandardMIG

PARAMETERS
-160 -200 -250 -270-400V -350-400V
Rated supply mains voltage 50Hz, V 220 220 220 3380 3380
230 230 230 3X400 3X400
Rated input current from mains, A 18...21 23...27 29.5...35 12...14 16...18.5
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Duty cycle (DC) 45%/at 160A 45%]/at 200A 45%/at 250A 55%]/at 270A 55%]/at 350A
100%/at 107A 100%/at 134A 100%/at 167A 100%)/at 200A 100%)/at 260A
Voltage variation limits of mains 160 — 260 160 — 260 160 — 260 15% 1%
voltage, V
Rated supply mains voltage soHz, V 8-160 10 — 200 12 — 250 12 —270 14 —350
Rated input current from mains, A 12— 24 12-26 12 -28 12-29 12 -30
Wire feed speed control limits, m/min 1,5-16 1,5-16 1,5-16 1,5-16 1,5-16
Stick electrode diameter, mm 1.6 — 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0
Solid welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4
Wire feeder mechanism 2 roller 4 roller
Maximum weight of the coil, kg 5 15
Pulsed welding modes MMA: 0.2...500Hz; TIG: 0.2...500Hz
Hot-Start in MMA mode Adjustable
Arc-Force in MMA mode Adjustable
Anti-Stick in MMA mode Automatic
No-load voltage reduction unit in MMA onjoff
mode
No-load voltage in MMA mode, V 12/75
Arc ignition voltage, V 110
Rated input power, kVA 4.1... 4.7 5.1..6.1 6.6...7.8 I 8.0...9.4 | 10.7...12.3
Maximum input power, kVA 5.9 7.5 9.5 I 11.4 | 15.3
Efficiency, % 90
Cooling Forced
Operating temperature range —25 ... +45°C
Dimensions, mm (length, width, height) 420 X 245X300 | 420X 245X300 | 420X 245X300 | 615X310X 460 | 615X 310 X 460
Weight without coil and accessories, kg 11.0 11.2 11.5 27.6 27.7
Protection class* P21 P21 P21 P21 P21

*In the Standard series, the body of the devices does not allow objects larger than 5.5 mm in
diameter to enter the unit, as well as vertically dripping water does not interfere with the

operation of the device

Recommended length of power welding cables when welding:

Maximum current [B] Cable length Cross-sectional Cable brand
(one way), m area
Max. 160A 2...7m 16 mm? KG 1xa6
Max. 200A 3..9m 25 mm? KG 1x25
Max. 250A 5..11m 35 mm? KG 1x35
Max. 270A 5..11m 35 mm? KG 1x35
Up to 350A 6..14m 35 mm? KG 1x35

WARNING! The utility button on the back of the StandardMIG-160/200/250 is not a
power button, so it does not completely power off all internal electronics when the
machine is turned off. For this reason, as a safety precaution, disconnect the plug
from the mains after you have finished welding.
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3 B
4

1 - Buttons to adjust the selected parameter to decrease and increase (default: for MMA
—welding current, for TIG — welding current, MIG/MAG - welding voltage);
2 — Digital display;
3 — Button for selecting the source function in the current welding mode;
4 — Button for selecting the welding mode:
a) Manual arc welding with stick electrode (MMA);
b) Tungsten-arc inert-gas welding (TIG);
) Semi-automatic welding in safety gas environment (MIG/MAG);
5 —Machine overheat indicator: it does not light up usually,
it blinks when overheated;
6 — Wire-filling button (no gas supplied);
7 — Buttons for adjusting parameters to decrease and increase (default: wire feed speed);
PATON StandardMIG DC MMA/TIG/MIG/MAG -74 -
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8 — Digital display of the wire feeder;
9 — Safety gas check button (no wire feed);
10 — Button for selecting functions of the wire feeder;
11 — Torch button mode indicators (27/47/alt.4T modes);
12 — KZ-2 EURO type connector for semi-automatic torch connection;
13 — Power supply plug to the wire feeder;
14 — Source on/off breaker/button (decorative color and shape);
15 — Fuse holder (4A) for wire feeder;
16 — Safety gas connection;
17 — Lifting protective cover for wire feeder and coil compartment;
18 — Ground cable connection point.
A —Power socket "+" of bayonet type:
a) For MMA welding, the electrode cable is connected (in rarer cases, when special
electrodes are used, the "ground" cable is connected);
b) For TIG welding, only the "ground" cable is connected;
c) In the case of semi-automatic MIG/MAG welding with solid wire, the cable to the
feeder shall be connected;
d) In the case of semi-automatic MIG/MAG welding with flux wire, "ground" cable
shall be connected;
B — Power socket "-" of bayonet type:
a) For MMA welding, ground cable is connected (in rarer cases, when special
electrodes are used, the electrode cable is connected);
b) For TIG welding, only the argon torch is connected;
c) In the case of semi-automatic MIG/MAG welding with solid wire, the "ground"
cable is connected;
d) In the case of semi-automatic MIG/MAG welding with flux wire, the cable is
connected to the feeder.

2. COMMISSIONING
Warning! Before commissioning, please read the section "Safety instructions" in cl.
13.
2.1 INTENDED USE
The welding machine is designed exclusively for manual arc welding with a stick
electrode, argon welding, and semi-automatic welding with safety gas.
Any other use is considered improper. The manufacturer is not liable for any damage
caused by improper use.
Intended use is subject to the instructions in this operating manual.

2.2 PLACEMENT REQUIREMENTS

Welding machine is protected against the penetration of foreign solid objects larger
than 5. mm in diameter.
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The welder can be placed and operated outdoors. The internal electrical parts of the
unit are protected against direct exposure to humidity, but not against condensation
droplets.

WARNING! Do not turn off the machine immediately after welding in hot weather or
after intensive welding work in any weather! Allow the electronic components to cool down
within 5 minutes.

WARNING! After using it in cold weather, after turning it off and then cooling
down, condensation forms inside the unit, so it should not be turned on earlier than
3...4 hours!!!

Therefore, do not turn off the unit during cold weather if you plan to turn it on sooner
than 4 hours later.

Place the machine so that there is unobstructed cooling air in and out through the air
vents on the front and rear panels. Make sure that metal dust (e.g. from sanding) is not
sucked directly into the machine by the cooling fan.

WARNING! The unit can be life-threatening after a hard fall. Install on a stable
hard surface.

2.3 MAINS CONNECTION

The welding machine is designed as standard for:

1. 220V mains voltage (-27% +18%) for StandardMIG-160/200/250 models;

2. Three-phase 3x380V or 3x400V (StandardMIG-270-400V/350-400V models), for which
three wires are provided. Safety requlations for working with welding equipment require
grounding the unit's housing. There are two options for this: 1) using the fourth wire in the
yellow-green mains cable (international marking standard); 2) using the bolt terminal on
the rear of the machine (tougher grounding standard, used in CIS countries) in
StandardMIG-270/350-400V models.

Warning! If the unit is connected to mains voltages above 270V (StandardMIG-
160/200/250) or 450V (StandardMIG-270-400V/350-400V), all manufacturer's warranty
obligations will become void!

The manufacturer's warranty will also become null and void if the mains phase is
incorrectly connected to the source ground.

The mains connector, the cross-sections of the power supply cables, as well as the
mains fuses must be selected according to the technical data of the unit.

2.4 CONNECTION OF THE MAINS PLUG

WARNING! The mains plug must be suitable for the supply voltage and current
consumption of the welding machine (see technical data). For safety reasons, use power
sockets with a guaranteed ground connection and never use the neutral wire of the mains
for this purpose!

WARNING! For StandardMIG-160/200/250 models, the mains switch 14 is a signal
button that blocks only the power current of the welding machine, but does not completely
disconnect the internal electronics of the machine. Therefore, as a safety precaution,
remember to unplug completely when connecting.
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~220V/ 230V
~3x 380V / 400V

To prepare the source for operation:

- Insert the electrode cable into the source A "+" socket;

- Insert the "ground" cable into the source B "-" socket;

- Connect the "ground" cable to the piece;

- Connect the mains cable to the power supply;

- Turn the mains switch 14 on the rear panel to the "ON" position;

- Set the welding mode MMA with button 4; the modes are switched in a circle;

- Set the current main parameter (the welding current) with button 1;

- If necessary, you can adjust additional functions of the welding process, see paragraph
6.1.

Warning! In the MMA welding mode, the stick electrode is energized after the mains

switch has been switched to "I" position. Do not touch conductive or grounded objects such

as the housing of the welding machine, etc. with the electrode, as the machine will perceive

this situation as a signal to start the welding process.

3.1 WELDING PROCESS CYCLE - MMA
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To change the value of any function, see cl. 6.1.
3.2 HOT-START FUNCTION

Advantages:
- Improved ignition even with poorly ignited electrodes;
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-Better weld penetration of the base material during ignition, hence, fewer lack of
penetration;

- Prevention of slag inclusions;

- Manual adjustment: allows to set the function level to a minimum value, which greatly
reduces the power consumption at the initial moment of ignition, thus allowing the
source to start on line voltage values close to the minimum possible, but reducing the
quality of the ignition moment (the device becomes similar to a transformer source, but
in certain situations it is the only possible way). It is also possible to increase the function
to the maximum value to improve the ignition torque even more (when running from a
good mains). But don't forget that the higher current of this function can burn the piece
when welding thin metals, so we recommend reducing the "Hot Start" in this situation.

How it is achieved:

For a short time at arc ignition, the welding current is increased by the default setting of
+4,0%.

Example: Welding with ®3mm electrode the set basic welding current is goA.

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

In the advanced settings, you can change both the strength of the "Hot Start" [H.St]
and the time of the "Hot Start" [t.HS]. Do not exceed the "Hot Start" force and time
unnecessarily, because at high limit values it requires a very strong power supply, and in the
absence of a good power supply, the ignition process will even be disrupted.

To change the value of any function in the current welding mode, see section 6.1.

3.3 ARC-FORCE FUNCTION

Advantages:

- Increased welding stability at short arg;

- Improved metal dripping into the weld pool;

- Improved arc ignition;

- Reduces the likelihood of electrode sticking, but this is not the "Anti-Stick" function,
which we will talk about in the next paragraph;

- Manual setting: allows you to set the level of the function to a minimum value, which is
insignificant, but reduces the energy consumption and the concentration of heat input
when welding thin metals. It reduces the probability of burning through, but also reduces
the stability of combustion in a short arc (the machine becomes similar to a transformer
source). It is also possible to increase the function to the maximum value for even greater
combustion stability in the short arc, but this requires a better power supply and
increases the probability of burning through the piece.
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To change the value of any function in the current welding mode, see section 6.1.
How it is achieved:

If the arc voltage drops below the minimum allowable voltage for a stable arc, the
welding currentincreases by the default level of +40%.

In the advanced settings, both the Arc Force [Ar.F] and the trigger level [u.AF] can be
changed. Do not exceed the power and trigger level of the "Arc Force" unnecessarily,
because it affects the operation of the "Anti-Stick" function at high limit values, especially
when welding with thin electrodes less than @ 3.2 mm, which will be discussed in the next
paragraph.

3.4 ANTI-STICK FUNCTION

At the initial ignition of the arc, the electrode may stick and tack to the piece. This is
prevented by many functions of the device, but it can still happen, which in turn leads to
the first incandescence, and subsequently to the destruction of the electrode.

In such a situation, machine activates the built-in "Anti-Stick" function, which works
constantly in the MMA mode and reduces the welding current after 0.6...0.8 seconds after
detecting this condition. It also makes it easier for the welder to separate (tear off) the
electrode from the piece without the risk of burning his eyes by accidentally igniting the
arc. After separating the electrode from the piece, the welding process can continue
unhindered.

3.5 SLOPE CONTROL FUNCTION OF THE VOLTAMMETRIC CHARACTERISTIC

This function is primarily designed for comfortable welding with different types of
electrode coatings. By default, the slope of the voltammetric characteristic [BAH] is set to
1.4V/A, which corresponds to the most common electrodes with rutile type of coating
(ANO-21, MR-3). For more comfortable operation with electrodes with a basic type of
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coating (UONI-13/45, LKZ-70), it is not necessary, but it is recommended to set the slope
[BAH] to 1.0V/A. In their turn, electrodes with cellulose type of coating (CC-1, VCZ-4A) even
require setting the slope of voltage characteristic to 0.2...0.6V/A value and in this case
sometimes it is necessary to raise the operation level of "Arc-Force" function [u.AF] up to
the value of 18V.

To change the value of any function in the current welding mode, see section 6.1.

3.6 SHORT ARC WELDING FUNCTION

This function is especially useful when welding ceiling seams, when it is necessary not
to stretch the welding arc too much. For this purpose, the machine has an option to turn
the "Short-Arc" function to the "ON" position. By default, it is in the "OFF" position.

To change the value of any function in the current welding mode, see section 6.1.

3.7 NO-LOADING VOLTAGE REDUCTION UNIT FUNCT

When welding in tanks, cisterns and places requiring an increased electrical safety
system, the no-load voltage reduction function can be activated.

When the electrode is detached from the piece, after 0.1 second the voltage at the
source terminals is reduced to a safe level below 12V.

This requires the no-load voltage reduction unit, which is present in this model of
equipment, but is in the "OFF" position by default, i.e. turned off, since it is known that
turning on any such function somewhat impairs arc ignition.

To change the value of any function in the current welding mode, see section 6.1.

3.8 PULSED CURRENT WELDING FUNCTION

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

default
"duty cycle" [dut] = 50% "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%

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



_________[PATON

LA LA 1A |

q

50% | 50% |a 80% |—| | I 70% |§| |
~ @

t, sec t, sec _ t, sec
These parameters are set in different situations in ditferent 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 WELDING (TIG)

Warning! As a safety gas, pure argon "Ar" is used most often, sometimes helium
"He" or their mixture in different proportions. DO NOT allow combustible gases! Other
gases should only be used in agreement with the manufacturer.

Warning! The argon torch must be of the valve type, with a @gmm bayonet
connector. Choose the maximum current of the torch according to your working
requirements.

Warning! Always use a water-cooled torch with continuous currents of more than
150A!

Warning! 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 WELDING PROCESS CYCLE - TIG-LIFT
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To change the value of any function, see cl. 6.1.
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~220V/ 230V
~3x 380V / 400V

-

argon torch

The procedure to prepare the machine for operation:
- Insert the torch cable into the source B "-" socket;;
- Insert the "ground" cable into the source A "+" socket;
- Connect the "ground" cable to the piece;
- Install the reducer on the gas cylinder;
- Connect the gas hose of the torch to the reducer of the gas cylinder;
- Open the valve of the gas cylinder, check the tightness;
- Connect the mains cable to the power supply;
- Turn the mains switch 14 on the rear panel to the "ON" position;
- Set the welding mode TIG with button 4. The modes are switched in a circle;
- Set the current main parameter (the welding current) with button 1;
- If necessary, you can adjust additional functions of the welding process, see paragraph
6.1.

4.2 TIG-LIFT ARCIGNITION FUNCTION

Warning!!! It requires cleaning the piece at the arc ignition point.

This button function on the torch is the default in this model and is designed for
torches with contact arc ignition, without the use of oscillators or similar devices, but unlike
the classic method, it completely eliminates the shock current at the moment of ignition.
This function greatly reduces the destruction and penetration of the non-consumable
tungsten electrode into the weld, which is a very negative phenomenon.

Warning! The valve on the torch must be opened independently before welding and
closed after the process is complete.

The way to use this function is to touch the electrode to the piece. You can hold the
electrode in this position indefinitely, and when the user considers it ready to start welding
(for example, when the protective mask is on the eyes and the place is well purged with
safety gas), it is just necessary to start SLOWLY raising the tip of the sharpened electrode
from the piece. The machine will detect this moment and will take it as a signal to start the
welding process, thereby it will begin to increase the welding current to the set value. The
higher the main operating current, the faster you need to raise the electrode, otherwise it

PATON StandardMIG DC MMA/TIG/MIG/MAG -82-



| [PATON

will melt. If you do not get it right away and, for example, the tungsten electrode sticks
when you try to raise it, you need to start all over again and at the next attempt to slightly
increase the rate of rising. If there was no attempt to ignite the electrode at all with a small
flash, then it is necessary to slightly decrease the lifting speed at the next approach. For
error-free ignition, you need some time to get used to it. We will consider the time of
smooth current rise [t.uP] up to the set value in the next paragraph.

4.3 WELDING CURRENT RAMP FUNCTION

This function, in addition to saving the electrode life and, to some extent, the torch
itself, is also necessary for easy use of the torch. It eliminates the formation of the initial
splashing of the weld pool, as well as for the set time of smooth current ramp [t.uP]. It is
possible to precisely point the torch to the desired welding spot, since the arc ignition point
in particularly critical products is not always at the welding spot, or even with this function
you can preheat the welding spot. The default setting is "OFF", which is disabled. To
change the value of any function in the current welding mode, see section 6.1.

4.4 PULSED CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than the lower one, as well as when welding non-ferrous metals. The effect
occurs directly on the mixing of the molten metal of the seam, and this, in turn, on the
stability of the seam formation. To some extent, it replaces the movement of the welder's
hand during welding, especially in hard-to-reach places. There is also partially a forced
effect on the transfer of a drop from the filler wire to the weld pool. The correct setting
determines the shape and quality of the seam formation, which reduces the likelihood of
pores and reduces the grain structure, and thus increasing the strength of the welded joint.
To implement this function in the device, you must first enable the current ripple mode
[Po.P], switch from the “OFF” state to the "ON" state, and also set four parameters: pulse
current [1.iP], pause current [I.PS ], pulse frequency [Fr.P] and pulse/pause ratio (or “duty
cycle”) [dut]. By default, the ripple frequency [Fr.P] and duty cycle [dut] are at the most
common values of 10.0Hz and 50%, respectively. When the "duty cycle" parameter is
changed from 50%, an asymmetry is introduced between the current pulse time and the
current "pause" time:

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

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

welder’s requirements. See paragraph 6.1 to change the value of any function in the current
welding mode.
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5. SEMI-AUTOMATIC WELDING (MIG/MAG)

~220V | 230V

~3x 380V / 400V
ground terminal 2 :

(9

Warning! Carbon dioxide "CO2" is used as safety gas when welding ferrous metals
in the simplest case, and when welding aluminum, only inert gases such as argon "Ar",
sometimes expensive helium "He", as an alternative for stainless and high-alloy steels
mixtures in different proportions "80%Ar+20%CO2" are often used. The use of other gases
must be coordinated with the manufacturer of the equipment.

Warning! Since the machine uses a standard KZ-2 EURO type connector for the
torch, you can subsequently purchase a torch of your choice.

Preparation for welding with solid wire:

- Plug the "ground" cable into the source B "-" socket;

- Connect the "ground" cable to the piece;

- Connect the power plug 13 of the wire feeder to the source A "+" socket;

- Connect and screw the semi-automatic welding torch to the socket 12 on the wire feeder
until it stops;

- Install the reducer on the gas cylinder with safety gas "CO2", "Ar+CO2" or "Ar";

- Connect the gas hose to the gas cylinder reducer and socket 16 on the rear panel of the
wire feeder;

- Open gas cylinder tap, check tightness;

- Connect power supply mains cable to the power supply;

- Turn the power switch 14 on the rear panel of the source to the "ON" position;

- Use button 6 to set the welding mode MIG/MAG. The modes are switched in a circle;

- If the digital wire feed speed display 8 does not come on, check fuse 15 (4A rating) on the
rear panel;

- Set the required welding voltage with the button 1;

- Set the wire coil of the required diameter;

- Lift up the beam on the pressure roller;

- Lead the loose end of the wire through the input channel into the welding torch;

- Lower and clamp the welding wire between the rollers. The tension of the rollers is written
on the plastic handle. If there is no experience, then initially set to the middle position
(about 3);

- Use buttons 7 to set the required wire feed speed;

semi-automatic
torch
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- Use button 6 to feed the wire through the whole channel and adjust the final tension of
the rollers according to the recommendations for semi-automatic welding, paying
special attention to the tension of the coil brake. The coil must be MINIMALLY clamped
and easily rotated, but spontaneous unrolling must not be observed. WARNING: 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 complete blockage of the wire and disrupt
the welding process. So please double-check this point before the first filling of the wire;

- If necessary, it is possible to adjust additional welding process functions on the welding
source and wire feeder. See section 6.1.

Do not forget about the safety gas supply. To check its availability in the channel of
the torch, there is a button 10. When you press it, 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 moment the gas pressure can be set higher than the optimal value of ~0.2
MPa. This will have little effect on the process, only the consumption of safety gas will
increase. However, to save money in the future, follow the general recommendations for
welding works with semi-automatic machines. Just start with the average wire feed speed
(~4.0 ... 6.0 m/min) and the average voltage at the source (~19V) at any diameter of the
installed wire (®0.6...12.2 mm). It may not be optimal, but the unit should already be
welding. To get the best result, you need to adjust the voltage of the source with buttons 1
and the wire feed speed with buttons 7 on the feeder according to the general
recommendations on the welding process with semi-automatic machines. Remember,
these parameters are different for each case.
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5.2 WELDING PROCESS CYCLE - MIG/MAG - 2T
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To change the value of any function, see cl. 6.1.

5.1.2 BUTTON FUNCTION ON THE TORCH - 2T

It is used when welding short and medium length welds. The function is as follows:
when you press the button on the torch, the control signal goes to the control unit. The
function of pre-purging the welding zone with gas for time [t.Pr] is activated (gas valve
opens), then the signal to turn on the source and the wire feeder motor is sent. From that
moment, the welding process starts, at the same time the function of gradual entering the
welding mode for the time [t.uP], as well as additional functions can be executed (for
example, pulse mode, which we will consider in detail in the following paragraphs). All this
is done according to the welding process cycle given in the cyclogram of paragraph 5.1.
After releasing the button, the function of gradual decay of current and wire feed speed for
time [t.dn] is executed, then the source is turned off. Then the post-purging function of the
welding zone with gas is executed for the time [t.Po] (the gas valve is closed with a delay).
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To change the value of any function, see cl. 6.1.

5.2.2 BUTTON FUNCTION ON THE TORCH - 4T and alt. 4T

a) World standard button mode — 4T

b) Alternative button mode - alt. 4T

It is used when welding long welds. The function is as follows: when you first press
the button on the torch, the control signal goes to the control unit. The function of pre-
purging the welding area with gas (gas valve opens) is activated. After the first release of
the button, the signal to turn on the source and the wire feeder motor is sent. From that
moment, the welding process starts, at the same time the function of gradual entering the
welding mode for the time [t.uP], as well as additional functions can be executed (for
example, pulse mode, which we will consider in detail in the following paragraphs). All this
is done according to the welding process cycle given in the cyclogram of paragraph 5.2.
After the second pressing of the button on the torch, the function of gradual decay of
voltage and wire feeding speed for the time [t.dn] is executed, then the source is turned off.
After the second release of the button, the post-purging function of the welding zone is
activated for the time [t.Po] (the gas valve closes with a delay).

In the alternative button mode alt.4T, it skips the second cycle (the first button
release). This differs from the world standard 4T. To explain, the system does not wait for
the first release of the button on the torch, but immediately after the pre-purging function
of the welding zone with gas in time [t.Pr], it starts the arc ignition process. It is similar to
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the 2T button mode. The welding process continues unchanged after the first release. This
mode is provided by PATON as a bonus mode. Use it only by request, as it is more familiar
in terms of more frequent use of 2T mode customers in classic semi-automatic machines,
respectively is more intuitive.

5.3 INDUCTANCE FUNCTION

This feature is required to change the rate of current ramp up as the arc voltage
changes. The result is fewer spatters, but it affects the dripping process, resulting in a
slower welding process at high levels of inductance and a strong decrease in drip transfer
rate. By changing the value of this function, it is possible for each user to choose the
optimal welding process for him. Generally, the minimum values are used for welding
thicknesses over 3 mm and the maximum values for thinner pieces.

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

By default, the inductance is set to "OFF", i.e. set to zero steps. To change the value of
any function in the current welding mode, see section 6.1.

5.4 PRE-PURGE FUNCTION WITH SAFETY GAS

This function is necessary to protect the welding area from the harmful effects of
atmospheric air and is to pre-purge the welding area with safety gas before igniting the
welding arc. By default, the pre-purge time [t.Pr] is set to 0.1 sec, which can be changed at
any time at your discretion. To change the value of any function in the current welding
mode, see section 6.1. You can use the left source indicator and the right wire feeder
indicator.

5.5 POST-PURGE FUNCTION WITH SAFETY GAS

This function consists in subsequent purging of the welding zone with safety gas after
the arc goes out, because the red-hot weld pool is still exposed to the harmful effects of
atmospheric air for some time. By default, the post-purge time [t.Po] is set to 1.5 seconds,
which can be changed at any time at your discretion. To change the value of any function in
the current welding mode, see section 6.1. You can use the left source indicator and the
right wire feeder indicator.

5.6 VOLTAGE/SPEED RAMP FUNCTION AT THE START OF WELDING

This function is required for a smooth weld entry time [t.uP], which reduces splashing
of the weld pool and spattering when the wire is still cold at ignition. The extended soft-
entry time is used for the initial formation of the weld pool.

WARNING! The longer the ramp up time, the lower the initial weld penetration. That is
why it is only used for medium and long welds. For this reason, do not increase the time
more than 0.1 sec when tack welding, etc.
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By default, the entry time is set to "OFF ", i.e. it is disabled. To change the value of any
function in the current welding mode, see section 6.1.

WARNING! When welding steel wire, the ramp up time [t.UP] at the source should be
either equal to or slightly less than the wire feeder. When welding aluminum wire, the ramp
up time [t.uP] at the source should be greater (+0.2...+0.5 seconds) than at the wire feeder.

5.7 END-OF-WELDING VOLTAGE/SPEED DECAY FUNCTION

This function is designed for the smooth welding of a crater formed in the weld pool by
the electromagnetic arc, which is then a source of defects in the weld seam. The signal to
start the function is to release the button on the torch at the end of the welding process.
The torch must be stopped and the dimple (that is the crater) in the weld must be welded
with decreasing voltage.

By default, both are set to 0.1 sec, i.e. actually in off state. This value can be changed at
your own discretion, see section 6.1 for the procedure.

WARNING! When welding steel wire, the decay time [t.dn] at the source should be
either equal to or slightly greater than the wire feeder. When welding aluminum wire, the
decay time [t.dn] at the source should be less (-0.3...-0.7 sec.) than at the wire feeder.

5.8 MOTOR SWITCH-OFF FUNCTION

This optional feature to turn off motor operation may not be present in the wire
feeder menu, because when there is communication between the control units, the
machine itself decides whether to turn the motor on and off in a particular welding mode.
This parameter must be in the "ON" position for proper operation of the semi-automatic
machine.

6. SELECTING AND CONFIGURING MACHINE FUNCTIONS

If you do not press any buttons on the front panel, the machine displays the value of

the main parameter of the current welding mode on the digital display on the left side:
1) In the MMA mode — welding current;
2) In the TIG mode — welding current;
3) In the MIG/MAG mode — welding voltage.

During MIG/MAG welding, the left indicator shows the actual current value resulting
from the following factors: the wire diameter used, the voltage set at the source, the wire
feed speed set on the wire feeder, the gas used, the material and thickness of the piece
being welded, etc. The value is displayed for 8 seconds after welding is finished, so that the
welder can double-check it without assistance. And the digital display on the right side in
the same MIG/MAG mode shows the wire feed speed in m/min.

Button 3 on the front panel of the machine is used to select the source function in the
current welding mode, and button 11 is used to select the function of the feeder in
MIG/MAG mode. This will be discussed in paragraph 6.1.

Button 4 on the front panel of the machine is used to select the welding mode. This will
be discussed in paragraph 6.2.
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Buttons 1 on the front panel of the source are used to change the current value on the
digital display on the left side.

Buttons 7 on the front panel of the feeder are used to change the current value on the
digital display on the right side.

6.1 SWITCHING TO THE REQUIRED FUNCTION

If the unit has a tamper-proof function menu system, no change occurs on the digital
display when you press button 3 on the source, i.e. the button is locked. To unlock it, you
must hold it down for more than 3.5 seconds. When unlocked, the display shows the
opening locks indicating that the function menu has been unlocked. After successful
unlocking, pressing button 3 will display the current function name and its value on the
digital display.

Warning! After releasing button 3 in 2 seconds, the screen will switch back to the main
parameter of the current welding mode. While the display shows the current function, its
value can be changed up or down, using the buttons 1. Or by quickly pressing and releasing
button 3 you can switch to the next function in a circle.

Warning! If you hold down button 3 for more than 10 seconds, the display will show a
countdown 333...222...111... You must release the button before this time expires in order
not to reset all settings of this mode to the standard factory settings. This task will be
considered in paragraph 6..

Similarly, when button 11 is pressed, the digital display on the right shows the graphic
name of the current function of the wire feeder, and immediately after releasing it for 2
seconds, the current value of that function is shown. The buttons 7 can be used to change it
up or down.

If the menu is locked, as in the case of the function menu on the source, just hold down
this button for more than 3.5 seconds.

6.2 SWITCHING TO THE REQUIRED WELDING MODE
Press button 4 to select the desired welding mode. The modes are switched in a circle.
This can be seen on the display 2.

6.3 RESETTING ALL FUNCTIONS OF THE CURRENT WELDING MODE

There may be situations where the settings in the unit are somewhat confusing to the
user. In order to reset the settings to the factory default values, it is necessary to use the
same button 3, which is used to enter the function menu. To reset the settings, it is simply
enough to hold the button 3 for more than 10 seconds (do not pay attention to the locks
displayed). The display will start counting down 333...222...111 and when "000" is reached,
all settings of the current welding mode will be reset to the factory settings. The
parameters for each welding mode are reset separately. This is done for convenience not to
reset the individual settings in the other two modes.

Similarly, you can reset the settings on the wire feeder with the button 11.
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6.4 CHANGING THE PROGRAM NUMBER IN THE CURRENT WELDING MODE

Each MMA, TIG and MIG/MAG welding mode allows the user to store up to 16
different settings. The current setup number (program) is displayed in the upper right
corner of the display on the front of the source. When the machine is first turned on, the
program is always No. 1 for each welding mode. All changes to the machine settings in a
given weld mode and the current program number are saved.

To switch to another program number and start setting again from the basic
parameters, it is necessary to press button 3 and if the function selection menu is locked,
then the display will show the current program number, which can be changed up or down
using buttons 1. If the function selection menu is not locked, for example: the user has just
before that changed the additional function parameters described in paragraph 6.1, it is
necessary to lock the function selection menu by holding down button 3 for more than 3.5
seconds, in the same way as when unlocking. The indicator will show the closing locks.
After this operation is over, the menu will be locked and now you can try to change the
program number again by using button 3. In this case, all the parameters of the previous
program will be saved and you can always return to it again.

7. GENERAL LIST AND SEQUENCE OF FUNCTIONS
MMA welding mode
0) Main displayable parameter CURRENT= goA (default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
e) 14 ... 350A (unit increment 1A) for StandardMIG-350
1) Hot Start power = 40% (default)
a) o[OFF] ... 200% (unit increment 5%)
2) Hot Start time = 0.3 sec (default)
a) 0.1 ... 1.0 sec (unitincrement 0.1 sec)
3) Arc Force power = 40% (default)
a) o[OFF] ... 200% (unit increment 5%)
4) Arc Force triggering level = 12V (default)
a) 9 ... 18V (unit increment 1V)
5) Voltage response slope = 1.4V/A (default)
a) 0.2 ... 1.8V/A (unit increment 0.4V/A)
6) Short arc welding = OFF (default)
a) ON —enabled
b) OFF — disabled
7) Voltage reduction unit = OFF (default)
a) ON —enabled
b) OFF — disabled
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
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b) OFF — disabled
9) [l.iP] base current = 9oA (by default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
€) 14 ... 350A (unit increment 1A) for StandardMIG-350
10) [I.PS] pause current = 9oA (by default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
) 14 ... 350A (unit increment 1A) for StandardMIG-350
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period
of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

TIG welding mode

0) Main displayable parameter CURRENT = 100A (default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
e) 14 ... 350A (unit increment 1A) for StandardMIG-350

1) Current ramp up time = OFF (default)
a) 0.1...15.0 sec (unit increment 0.1 sec)

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

3) [.iP] base current = 100A (by default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
€) 14 ... 350A (unit increment 1A) for StandardMIG-350

4) [1.PS] pause current = 100A (by default)
a) 8 ... 160A (unit increment 1A) for StandardMIG-160
b) 10 ... 200A (unit increment 1A) for StandardMIG-200
€) 12 ... 250A (unit increment 1A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
€) 14 ... 350A (unit increment 1A) for StandardMIG-350
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5) [Fr.P] current pulsation frequency = 10.0 Hz (by default)

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
6) [dut] pulse/pause ratio (balance) — it is the percentage of the current pulse to the period
of repetition of these pulses = 5o% (by default)

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

MIG/MAG welding mode

On the left source display:

0) Main displayable parameter VOLTAGE = 19.0 V (default)
a) 12.0 ... 24,0V (unit increment o,1V) for StandardMIG-160
b) 12.0... 26,0V (unit increment 0,1V) for StandardMIG-200
€) 12.0... 28,0V (unit increment o,1V) for StandardMIG-250
d) 12.0... 29,0V (unit increment o0,1V) for StandardMIG-270
€)12.0 ... 32,0V (unit increment o,1V) for StandardMIG-350

1) Torch button mode = [2T] (default)

a) [2T] - button mode on the 2T torch
b) [4T] - standard button mode on 4T torch
¢) [alt.4T] — alternative button mode on 4T torch

2) Inductance = OFF (default)
a) o [OFF] ... 6 steps (unit increment 1 step)

3) Pre-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)

4) Post-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)

5) Voltage ramp up time = OFF (default)
a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)

6) Voltage decay time = 0.1 sec (default)
a) 0.1... 5.0 sec (unitincrement 0.1 sec)

On the right wire feeder display:
0) Main displayable parameter Rate feed = 7.0 m/min (default)
a) 2.0 ... 16.0 m/min (unit increment 0.2 m/min)
1) Torch button mode = [2T] (default)
a) [2T] - button mode on the 2T torch
b) [4T] - standard button mode on 4T torch
) [alt.4T] — alternative button mode on 4T torch
2) Wire feed motor on/off = ON (default)
a) ON —enabled
b) OFF — disabled
3) Pre-purge time with safety gas = 0.1 sec (default)
Q) 0.1... 25.0 sec (unit increment 0.1 sec)
4) Post-purge time with safety gas = 0.1 sec (default)
a) 0.1... 25.0 sec (unit increment 0.1 sec)
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5) Wire feeder ramp up speed = 0.1 sec (default)

a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)
6) Wire feeder decay speed = OFF (default)

a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)

8. GENERATOR OPERATION MODE
The power supply is suitable for operation on a generator under the following conditions:

Wh\e,\ll':tvr\]/(;;klng Set current value When working with a wire Generator
for MMA and TIG diameter at MIG/MAG minimum power
electrode
2 Max. 80A Max. @0.6 mm 3.0 kVA
23 Max. 120A Max. @0.8 mm 4.5 kVA
i, Max. 160A 6.0 kVA
Max. d1.0 mm
a5 fusible Max. 200A 7.7 kVA
s Max. 250A 10.0 kVA
Max. @1.2 mm
06 fusible Max. 270A 12.0 kVA
6 Up to 350A Max. J1.4 mm 16.0 kVA

For trouble-free operation! The output phase-to-phase voltage of the generator must be
within the permissible limits:

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

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

9. SERVICE AND MAINTENANCE
Warning! Before opening the machine, switch it off and disconnect the mains plug.

Allow the internal circuits of the machine to discharge (approx. 5 min.) before proceeding.

Place a sign prohibiting switching on when leaving.

To keep the machine in good working condition for many years, several rules must be
observed:

- Perform safety inspections at specified intervals (see Section "Safety Instructions");

- In the case of intensive use, we recommend blowing out the machine with dry
compressed air once every six months. Warning! Blowing from a too-short distance can
damage the electronic components;

- If there is a large accumulation of dust, clean the cooling ducts manually.

10. STORAGE REGULATIONS
Preserved and packed source should be kept in storage conditions 4 of State Standard
15150-69 for 5 years.
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Unpacked source should be stored in a dry closed room at air temperature not lower
than +5 °C. There should be no vapors of acids and other active substances on the
premises.

11. TRANSPORTATION
Packed source can be transported by all means ensuring its safety in compliance with
the rules of transportation established for the relevant type of transport.

12. SCOPE OF DELIVERY

8. Welding arc power source with mains cable —1pg;
9. Cable with ABICOR BINZEL electrode holder 3m -1pg;
10. ABICOR BINZEL semi-automatic torch —1pg;
11. ABICOR BINZEL welding cable with ground terminal 3m —1pg;
12. Pneumatic quick-release connector —1pg;
13. Operation manual —1pcC.
14. PATON branded corrugated box —1pg;
For StandardMIG-160/200/250 models:
- Rollers for solid wire (0.6-0.8; 1.0-1.2) —2set;
For StandardMIG-270-400V models:
- Rollers for solid wire (0.6-0.8; 1.0-1.2) —2set;
- Transport wheel set —1pg;
For StandardMIG-350-400V models:
- Rollers for solid wire (0.8-1.0; 1.2-1.6) -2 set;
- Rollers for aluminum wire (0.8-1.0) —1set;
- Transport wheel set —1pc.

13. SAFETY INSTRUCTIONS
GENERAL PROVISIONS

The welding machine is manufactured following technical standards and established
safety regulations. Nevertheless, if handled improperly, there is a risk of:

- Injury to operating personnel or a third party;

- Damage to the machine or material assets in the workplace;

- Disruption of an efficient work process.

All persons involved in the commissioning, operating, maintenance and servicing of
the machine must:

- Take appropriate certification;

- Possess knowledge of welding;

- Adhere strictly to these instructions.

Faults that could impair safety must be eliminated immediately.

USER OBLIGATIONS
The user is obliged to allow only those persons to work on the machine who:
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- Are familiar with the basic safety instructions and have been trained in the use of the
welding equipment;

- Have read the "Safety instructions" section and the safety precautions in this manual
and confirm this with their signature.

PERSONAL PROTECTIVE EQUIPMENT
Observe the following rules for personal protection:
- Wear sturdy shoes that retain their insulating properties, including in wet conditions;
- Protect your hands with insulating gloves;
- Protect your eyes with a protective mask with a UV filter that meets safety
standards;
- Use appropriate inflammable clothing.

HAZARD OF HARMFUL GASES AND VAPORS
- Remove any smoke and harmful gases from the workspace using special means;
- Ensure an adequate supply of fresh air;
- Solvent vapors must not enter the radiation zone of the welding arc.

SPARKING HAZARD

- Flammable objects must be removed from the workspace;

- Welding work is not allowed on containers storing or having stored gases, fuels,
petroleum products. There may be a risk of explosion of residues of these products;

- Special rules according to national and international regulations must be observed in
fire and explosion hazardous area.

HAZARD OF MAINS AND WELDING CURRENTS

- Electrical shock can be fatal;

- Magnetic fields generated by high currents can have a negative effect on the function
of electrical devices (e.g. pacemakers). Persons wearing such devices should consult a
physician before approaching the welding site;

- Welding cable must be strong, undamaged and insulated. Loose connections and
damaged cables must be replaced immediately. All mains and welding machine cables
should be checked regularly for correct insulation by an electrician;

- The outer cover of the machine must not be removed during operation.

INFORMAL SAFETY PRECAUTIONS

- Keep the manual close to the place of use of the welding machine at all times;

- In addition to the instructions, comply with the general and local safety and
environmental regulations in force;

- Keep all the instructions on the welding machine in a legible condition.

STRAY WELDING CURRENTS
- Make sure that the ground cable is firmly connected to the piece;
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- If possible, do not place the welding machine directly on the conductive surface of the
floor or work table. Use insulating pads.

COMMON PRECAUTIONS

Check the machine at least once a week for external damage and operation of the
safety devices.
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14. WARRANTY OBLIGATIONS

PATON INTERNATIONAL warrants that the source will operate properly if the user
follows the operating, storage and transportation conditions.

WARNING! There is no free warranty service if the welding machine is
mechanically damaged!

StandardMIG-160
StandardMIG-200 5 years
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3 years

The main warranty period is calculated from the date of sale of the inverter
equipment to the end customer.

During the main warranty period, the seller undertakes, at no charge to the owner
of the PATON inverter equipment:

- To make a diagnostic and identify the cause of the breakdown,

- To provide the units and elements necessary for repair,

- To replace defective components and units,

- To test the repaired equipment.

The main warranty does not cover the equipment:

- With mechanical damage that affects the performance of the equipment (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 the buttons and connectors),

- With traces of corrosion, which caused the defective condition,

- Failed due to exposure of its power and electronic components to excessive moisture,

- Failed due to accumulation of conductive dust inside (coal dust, metal chips, etc.),

- In the case of an unauthorized attempt to repair its components and/or replace the
electronic elements,

- Depending on the operating conditions, it is recommended to remove the protective
cover and clean the internal elements and units with compressed air once every six
months to avoid the failure of the device. Cleaning should be carried out carefully,
keeping the compressor hose at a sufficient distance to avoid damaging the soldered
electronic components and mechanical parts.

The main warranty also does not cover damaged external parts of the equipment
that are subject to physical contact and accessories/consumables, which must be claimed
within two weeks of the date of sale:

- On and off button,

- Welding parameter control knob,

- Cable and hose connectors,

- Control connectors,
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- Power cord and power cord plug,
- Carrying handle, shoulder strap, case, box,
- Electrode holder, ground clamp, torch, welding cables and hoses.

The seller reserves the right to refuse to provide warranty repairs, or set the month
and year of manufacture of the device (determined by the serial number) as the date of the
warranty obligations beginning:

- In case of loss of the certificate by the owner,

- In the absence of correct or any filling of the certificate by the seller when selling the
machine,

- The warranty period is extended for the period of warranty service in the service center.
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