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MiakntoyeHHs 40 cMnoBoi Mepexi/cnnosoro wuta (npu 25°C):
YBAT A! BpaxoByiiTe ApOTy NpoBeAeHi B CTiHaX i iHIWi NoA0BXyBayi

. Maowa
BcraHoBneHe AiameTtp
Enektpog, wo rnornepe4yHoro Makcum.
3HaYyeHHs nonepe4yHoro .
BMKOPUCTOBYETbCSA e T G nepepisy AOBXMWHA
y pexumi MMA MMA i TIG npu MIG/MAG MepeXeBoro kabeno, m
kabento, KB. MM
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
. 1,5 115
. He 6isblue !
2 MM He 6inbwe 80A Go,6Mm 2,0 155
2,5 195
4,0 310
1,5 75
He Binblue 50 205
23 MM He Ginblie 120A B0,8um 2,5 130
4,0 205
6,0 310
2,0 75
D4 MM He Binblue 160A ='H) 95
4,0 155
A0 J1,0MM 6,0 230
2,5 75
g5 MM He Binbwe 200A 4,0 125
6,0 185
5 MM 2,5 60
@6 Mm 2,0 250A 20 J1,2MM 4,0 100
NIerkonnaBki 6,0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350

15 135
. 2 175

. He Binblue
3 MM He 6inbLie 120A Go,8mm 2,5 220
4 350
6 525
2 130
4, MM He 6inblue 160A %5 160
. 4 260

He binblie 3 3

@1,0MM 3%
2,5 115
@5 MM He Ginblie 220A 4 180
6 270
. 2,5 85

26 Mm . He binblie
) He 6inbwe270A 4 135

NIerkonnaBki 71,2MmM

6 205
. 2,5 65

He Binblie
26 MM A0 350A 01, 4mm 4 100
6 150
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1. 3ATAJIbHI NOJIOXKEHHA

InBepTOopHi  umdposi  HaniBaBTomatn PATON  StandardMIG-160/200/250/270-400V/[350-400V
Npu3HaYeHi A1 HanNiBaBTOMATUYHOIO 3BaptoBaHHS NOCTiIHWUM cTpyMoM (MIG/MAG) B cepe0BULLi 3aXMCHUX rasiB
i cymiluei, a Takox 415 py4Horo Ayrosoro 3saptoBaHHs (MMA) Ta aproHogyrosoro 3saptoBaHHs (TIG). MNepeBaru
BMKOPWCTaHHS B LibOMY anapaTi NOBHICTIO LndpoBOro cnocoby ynpasAiHHA NOAraTb Y BiACYTHOCTI HEAOAIKIB
BJ1AaCTUBMX 6araTopyHKLiOHaIbHAM CUCTEMaM, BUrOTOB/IEHNM Ha OCHOBI aHa/IOrOBUX CUCTEM YNpaBJliHHS, AKi 3a
BM3HAYEHHAM 3aTOYeHi 3aBXAM Nif MEeBHUN peXuM, a BCi iHWI pexuMmu, 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
AN5 No6yTOBOro Ta HaniBMPOMMUC/I0BOrO BUKOPUCTaHHS. 3abe3neuytoTb JOCTaTHIO TPMBANICTb HABAHTaXeHHs Ha
NOBHOMY HOMiHa/IbHOMY CTPyMi 160A, 200A, 250A, 270A, 350A Bi4NOBIAHO, YOro A0CTaTHLO A/ poboTH Byab-
KUMKW enleKTpogamu Big @1,6MM Ao Tyronnaskux @6mm (ans StandardMIG-350-400V) i HaniBaBTOMaTUYHOIO
3BapOBaHHA CyLi/IbHAM APOTOM giameTpom Big @o,6Mm Ao @1,4Mm (Ans StandardMIG-350-400V). AnaparT Big
noYaTKy Ha/saWTOBAHUIA Ha ONTUMAJbHI 3HAYEHHS AN BiNbLIOCTI BUNAAKIB BUKOPUCTAHHSA | € AOBOAI NPOCTUM,
AKLLO He BAABATMCS B TOHKOLL i Ha/lalWTyBaHb, siKi BUMaratoTb BXe Bi/blMX HAaBUYOK Bif, 3BapHUKa. € MOXMBICTb
3MiHW NONIAPHOCTI ANst 3BaptoBaHHs $oCcoBUM ApoToM. [lnsa HebesneuHnx ymos poboTu B anapat BbyAoBaHUi
610K 3HUXEHHS HaMpyrn XoJ0CTOro Xxo4y B pexumi MMA, 3 MOX/IMBICTIO MOrO YBIMKHEHHS i BifjK/IIOUEHHS.
BigmiHHOlO ocobamsicTio HaniBaBToMaTiB PATON € NOTYXHWM, AKICHUI MeTasieBUI MexaHi3M nogadi 4poTy 3
repMeTUYHUM ABUTYHOM, @ TaKOX HasiBHiCTb po3'emy KZ-2 Tuny "€BPO", w0 cTaB cTaHAAPTOM Y CBITi Ta 403BO/IAE
KopuCTyBayeBi Hagani nig'eAHyBaTU NafbHUKM Bif, LUMPOKOrO KOJ1a BUPOBHWKIB.

B anapatu StandardMIG BupobHuyTBa PATON B6YAOBaHMI 610K 3aXUCTY Bij 3HWXKEHOT Hanpyru. A
Mogenb StandardMIG-350-400V ob1azHaHa TOMOBKM 4-POJIMKOBUM MeXaHi3MOM Mojavi ApoTy 3 MPUBOAOM Ha BCi
PONUKW.

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

OcHoBHi nepeBaru:

1. Lunpoki MOX/MBOCTI peryntoBaHHs NnapaMeTpiB 3BaploBaHHS:

a) y pexxumi MMA — 1 (OCHOBHUW) + 7 (80AATKOBWX) + 3 (4151 iIMMY/IbCHOMO peXxumy)

6) y pexumi TIG —1 (OCHOBHUW) + 1 (04aTKOBUX) + 3 (4151 IMMY/IbCHOTO PEXMMY)

B) y pexumi MIG/MAG — 2 (0CHOBHMX) + 6 (404aTKOBUX) + 3 (419 IMNYNbCHOMO PeXuMY)

2. Lupokuit gianasoH HanalWTyBaHHS iMMYIbCHOMO PEXUMY Yy BCiX TUMaX 3BaprOBaHHS;

3. Kpim 3axucty Big cTpnbkis Hanpyru BcTaHoBAeHa cucTema cTabinisalii poboTu Npy 3HaYHMX A0BrOTPUBaNNX
nepenagax Hanpyru B Mepexi XuBaeHHs Big 160B g0 260B (ana mogenei StandardMIG-160/200/250) Ta Big
320B 20 440B (a5 Mmogenen StandardMIG-270-400V/350-400V).

4. ApantoBaHui o cnabkoi enektpomepexi. 3a paxyHok Bucokoro KK/, anapat 3abesneuye BABiuYi MeHwwe
€/1eKTPOCMOXXMBAHHSA NMOPIBHAHO 3 TPAAULIMHUMU AKepenamu;

5. ApanTvBHa WBWAKICTb BEHTUAATOPA, TOOTO 36i/blyeTbCA Ha MOYaTKy 3BaptoBaHHs, Lie binblie 3pocTae nig
4ac HarpiBaHHs amnapaTy i CMOBINbHIOETLCA KON BiH XONOAHWIA, Lie eKOHOMWTb Pecypc BEHTUAATOpa i
3MEHLUYE KiNbKiCTb MWy B anaparTi;

6. 3pyyHicTb pobOoTU 3aBAAKMN BENWKIN TPUBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHaNbHOMY CTPYMI, LL,O 03BOASE
NpOBOAUTH 3BapIOBaHHS NOKPUTUMMU €/1EKTPOAAMM NPAKTUUYHO 6e3nepepBHO;

7. NigBuieHa HaAiMHICTb anapaTy B yMOBaXx 3anuieHoro BUpO6HULITBA, MiKpOe/IeKTPOHiKa anapaTta BUHeceHa B
OoKpeMuii BiACiK;

8. HaBci enemeHTV anaparty, WO rpitoTbCS, BCTAHOB/IEHa CUCTEMa TEN/I0BOr0 e/1eKTPOHHOMO 3aXMCTY;

9. Bcs enektpoHika B amapaTi MokpuTa ABOMa WWapamMy BMCOKOSIKICHOrO J1aky, sikuii 3abesnevye HaZilHICTb
BUPOBY NPOTArom ycboro TepMiHy cy>x6u;

10. [lMokpalueHi nignan Ta cTabiNbHICTb FOPIHHA A4YTY, WO NPAKTUYHO YHEMOX/IMBJIIOE NPUAUMAHHSA eN1eKTPOAa.

11. HeBesinki rabaputy Ta Bara anapaTa 6e3 BTpaTh TEXHIYHWUX AKOCTEMN, WO CPOLLYE NPOBEAEHHS 3BapIOBAaHHSA Y
BaXKOAOCTYMHUX MiCLfAX.

PATON StandardMIG DC MMA/TIG/MIG/MAG -4 -



FPATON

NAPAMETPbI 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 dbasm Mepexi APY 18...21 23...27 29,5...35 12...14 16 ...18,5
HoMmiHanbHWI 3BaptoBanbHUI CTPyM, A 160 200 250 270 350
MaKkcuManbHui gitounii ctpym, A 215 270 335 350 450
. 45%/npn 160A | 45%/npn 200A | 45%/npu 250A 55%/npu 270A 55%/npu 350A
Tpusasicte HapanTaxerHs (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% +15%
Mexi perynioaHHs 38aptoBa/ibHOr0O 8- 160 10— 200 12— 250 12— 270 14250
cTpymy, A 5 7! 4~ 35
Mexi peryntoBaHHs 3BaptoBasibHOI 12-24 12—26 12-28 12— 29 12-30
Hanpyru, B
Mexi peryntoBaHHA WBUAKOCTI nojaul 2,0—16 2,0—16 2,0—16 2,0—16 2,0—16
APOTY, M/XB
JiameTp WTy4YHOro enekTpoaa, Mm 1,6 — 4,0 1,6 —5,0 1,6 - 6,0 1,6 - 6,0 1,6 -6,0
[liameTp cyLinbHOro 38aptoBasibHOrO 0,6-1,0 0,6-1,0 0,6-12 0,6-12 0,614
ApoTy, MM
MexaHi3m nogavi gpoty 2-pOJIMKOBUIA 4-POJIMKOBWM
MakcnmanbHa Bara KOTYLKM 3 pOTOM,
5 15
Kr
IMNYbCHI peXWMU Mig Yac 3BaploBaHHA MMA: 0,2...500ly; TIG: 0,2...500ly; MIG/MAG: 5...500L
[apsunii ctapT (Hot-Start) B pexxumi Perynbosara
PA3
Popcax ayru (Arc-Force) B pexumi PA3 PerynboBaHa
AHTUNpuAnnaHHa (Anti-Stick) B pexwumi AsToMaTHUHa
PA3
B/10K 3HMXEHHS HaNpyTX X0N0CTOro
BK/1 / BUMK
xogy
Hanpyra xosnoctoro xoay P43, B 12 /75
Hanpyra nignany ayru, B 110
}:gzlmaana CNoXmnBaHa NOTYXHICTb, 4 ty7 51..67 6,6..7,8 8,0...9,4 107..12,3
MakcnmManbHa cnoxusaHa NoTYXHICTb,
«BA 59 75 9,5 11,4 15,3
KKA, % 90
OX0N0AXKEHHS AzanTuBHe
JlianasoH pobouunx Temnepatyp —25 ... +45°C
[abapuTHi po3mipu, MM (40BXWHa,
WipWHa, BcoTa) 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 J0MNYyCcKa€E NOTpanAsHHSA BCepeauHy BUPODBY Tin
AiameTpoM bislblue 5,5MM, @ TakoX BOAQ, WO BEPTUKA/JIbHO Kanag, He mopylye poboTty
anaparty

PekomeHp0BaHa A0BXMHA CUNOBUX 3BaproBaJibHUX Kabenis nip, YacC 3BaplOBaHHA:

. Mnowa
. JoBxuHa kabeniB
MakcumanbHui CTpym rnonepe4yHoro Mapka kabenio
(B OAHY CTOPOHY) .

nepepisy
He 6inble 160A 2...7M 16 MM? KI1x16
He 6inblue 200A 3..9M 25 MM? KI™ 1x25
He bisblie 250A 5..11M 35 MM? KI™ 1x35
He 6inblie 270A 5..11M 35 MM? KI™ 1x35
20 350A 6..14M 35 MM? KI" 1x35
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1 — KHonKK peryatoBaHHs 06paHOro napaMmeTpa Ha 3MeHLeHHs i 36iblieHHs (3a
3amoByyBaHHAM: npu MMA — cTpym 3BaptoBaHHs, npu TIG — cTpym 3BaptoBaHHa, MIG/MAG
— Hanpyra 3BaploBaHHA);

2 — Llndpposuit gucnnein;

3 — KHonka Bnbopy $yHKLiN gXepena CTPyMy B MOTOHYHOMY PeXuMi 3BaptoBaHHS;
4 — KHonka B1bopy pexumy 3BaptoBaHHS:

a) py4He AyroBe 3BaploBaHHA WTYy4YHUM enekTpogom (P43, «cMMAy);

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

B) 3BaploBaHHA HaniBaBTOMaTUYHe B 3axncHUX rasax (HA, «MIG/MAG»);

5 —IHAMKaTOp NeperpiBy anapaTy: MPU HOPMaJIbHOMY CTaHi anaparty iHAMKaTop He
CBITUTbCSA, NpU NeperpiBaHHi — 61MMaE;
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6 — KHonka 3anpaBaeHHs A4poTy (ras npu LLbOMY He NOAa€ETLCA);

7 — KHonku peryatoBaHHA napameTpis 610Ky nogadi ApoTy Ha 3MeHLLeHHs i 36inblueHHs
(3@ 3aMOBUYBaHHAM: WBUAKICTb NOAAYI APOTY);
8 — Llndposuit gucnnert 610Ky nogavi ApoTy;
9 — KHoMka nepeBipku Nogadi 3aXMCHOro rasy (4piT He NOAAETLCS);
10 — KHonka Bubopy byHkLin 61oka nogavy ApoTy;
11 — [HAMKATOP PeXNMY KHOMKM Ha NanbHUKY (PeXUM 2T/4T[anbT.4T);
12 — Po3'em KZ-2 Tuny "€BPO" ana nig’egHaHHA HaniBaBTOMaTUYHOI O Ma/ibHUKa;
13 — Kabesib nogaui cunoBoro Toky fo 610Ky nogavi 4poTy;
14— ABTOMAT [ KHOMKA YBIMKHEHHS [ BAMUKAHHSA J>Kepesia 38aploBa/ibHOro CTPyMy;
15— Tpumad 3anobixHuka (4A) ana 6aoky nogavi 4poTy;
16 — LUTyuep nigknto4eHHs nogadvi 3aXMCHOro rasy;
17 — MigMoOMHa 3axmMcHa KpULLIKA BifCiKy MeXaHi3My noAadi 4poTy Ta KOTYLIKY;
18 — Micue niakatoyeHHA Kabento 3a3eM/eHHs.
A —THi380 CUII0BOMO CTPYMY «+» TUMY 6aMoOHeT:
a) npv 3BaptoBaHHi MMA — nigktovaeTbes Kabesib enekTpoza (B okpemmx
BUMaAKax, NP1 BUKOPUCTAHHI cneLiasibHUX eNeKTPOZiB, NiAKAOYAETLCS Kabenb «Maca»);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiNbKKN Kabesb «Macay;
B) NPV HaniBaBToMaTMYHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM ApOTOM —
MigKAOYaETLCA Kabesb 610Ky Nogadi 4poTy;
r) Npu HaniBaBTOMaTMYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBum gpoTom —
niaKAOYaEeTbCA Kabenb «Maca»;
B - MHi340 CMI0BOrO CTPYMY «-» TUMNy BalioHeT:
a) Npu 3BaptoBaHHi MMA - migkato4aeTbest kKabenb «mMaca» (B OKpemMmx BUNagKax,
MpW BUKOPUCTaHHI CneLia/ibHUX eNeKTPOAiB, NiAKAOYAETHCA Kabenb enekTposa);
6) npu 3BaptoBaHHi TIG — NigKNOYAETHCA TiIbKM aProOHOAYTOBUIA NaNbHUK;
B) NpW HaniBaBToMaTMYHOMY 3BaptoBaHHi MIG/MAG cyuifibHUM ApOTOM —
nigkao4aeTbcs kabenb «macar;
r) Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG ¢tocoBUM ApoTOM —
nigkAYaeTbesA kabeb MexaHi3My nogauvi 4poTy.

2. BBEAEHHA B EKCMYATAL IO
YBara! lNepea BBegeHHAM B ekcnjyaTauito cnig npoumtatu posgin “lNpasuna
TexHikn 6esnekun" n.13.

2.1 BUKOPUCTAHHA 3A MPU3HAYEHHAM

3BaploBasibHUIM  anapaT MpPWM3HAYEHUN BUKJ/IOYHO: A PYYHOrO JyroBOro
3BapIOBAHHA LWITYYHUM eNeKTPOAOM, 3BaplOBaHHA B CepejoBMLL aproHy, a TakoX
HaniBaBTOMaTMYHOIrO 3BaplOBaHHA B CepefoBULLi 3aXMCHUX rasiB. |HWe BUKOPWUCTaHHSA
anapaTy He BiANOBiZa€ MOro npusHayeHHio. BupobHuk He Hece BignoBiganbHOCTI 3a
MOLKOAXEHHS, 3aBAaHi BUKOPUCTaHHAM anapaTy He 3a NPU3HaYeHHAM.

BukopucTaHHA Bi4NOBIAHO A0 NPU3HAYEHHA, MAE Ha yBa3i A4OTPMMaHHA BKa3iBOK
LibOro MoCibHMKa 3 ekcnyaTauii.
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2.2 BUMOTI'M A0 PO3MILEHHSA

3BaptoBa/ibHMI anapaT 3axMUEeHWN BiJ MPOHUKHEHHS CTOPOHHIX TBepAMX Tin
AiaMeTpOM MoHaj 5,5 MM.

3BaptoBa/ibHUI anapaT MOXHA PO3MIllyBaTK Ta eKCnayaTyBaTW Ha BiAKPUTOMY
noBiTpi. BHyTPIlWHi enekTpuyHi AeTani anapaTty 3axuieHi Big 6e3nocepesHbOro BNAUBY
BOJIOIOCTI, aj1e He Big KparneJ/b KOHAeHcaTy.

YBATA! TMicna 3akiH4eHHs 3BaptoBasbHMX pobiT B >xapky norogy, abo
iHTEHCMBHWUX 3BaploBasibHUX pobiT y byAb-aky mnoroAy, anapaT Bigpasy He BUMMKaTW!
HeobxigHO NpoTAroM 5 XB 4aTh MOXJ/IMBICTb OXOJIOHYTU €/1eKTPOHHUM KOMMOHEHTaM.

YBATA! TMicna ekcnayaTauii B XONOAHY MNOPY POKY, MicAsi BUMKHEHHSA i
NoAaNbLIOrO OXO/I0AXKEHHSA anapaTy, BcepeAnHi yTBOPIOETbCA KOHAEHCAT, TOMY MOro He
MO>XXHa BMMKaTU paHille HiX yepes 3 ... 4 roguHu!!! Tomy He Bigk/iouanTe anapat B
XOJI0AHY NOPY POKY, SKLLO MAAHYETE MOro YBIMKHYTU PaHILLE HiX Yepes 4 FoAUHW.

HeobxigHo po3miwyBati anapaTt Tak, wob 3abesnevyBaBca bGesnepelkogHU
BXig, i BUXiZ, OXO/104KYOUOro MOBITPS Yepes BEHTUASALINHI OTBOPY Ha NepeaHiv i 3aAHin
nanensix. CnigkynTe 3a TvMm, wWob mMeTaneBWMM MU (Hanpukaag, Mig 4ac HaXZAayHoro
wnidysaHHA) HE 3acMokTyBaBcs be3nocepeHbO B anapaT BEHTU/IATOPOM OXOJIOAXEHHS.

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

2.3 NIAKAOYEHHA 40 MEPEXI
3BaptoBasibHWI anapaT y CepiiHOMY BUKOHAHHI pO3paxoBaHWiA 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 BUBEZEHO TpU ApoTu. MpaBuna TexHikv 6e3neku nig vac NnpoBeseHHs
pobiT 3i 3BaploBasibHUM 06/1aJHAHHAM BUMaraloTb 3a3eM/IeHHs Koprycy anapaTy. Aas
uboro nepeabaveHo ABa BapiaHTW: 1) BUKOPUCTaHHA YeTBepTOro kabeso y mepexeBomy
kabeni XXOBTO-3e/1€HOro KOAbOopY (MiXKHAPOAHWI CTAaHAAPT MapKyBaHHS); 2) BUKOPUCTAHHS
60NTOBOI KNeMW Ha 3a4HiM CTiHWi anapaTy (KOpCTKiWMM CTaHAAPT 3a3eMJ/IeHHs, AKUN
BMKOpUCTOBYBaBCA B kpaiHax CHA).

YBara! Mpwu nigknoyeHHi anapaTta 40 Hanpyru Mepexi Bue 270B (StandardMIG-
160/200/250) abo 450B  (ans  StandardMIG-270-400V/350-400V), BCi  rapaHTilHi
3060B'13aHHA BUpObOHMKA BTpayatoTb cuay! A Takox rapaHTiviHi 30608B'a3aHHS BUpOOHMKa
BTPayaloTb UMHHICTb NPV MOMUJIKOBOMY MiAK/OYEHHi ¢a3n Mepexi Ha 3a3emsieHHs
AXepena.

MepexeBuit pos'em, nepepi3 kabenie mMepexi, a TAKOX MepexHi 3anobixHUKK
MOBUHHI BUBMpaTUCA BUXOAAYMN 3 TEXHIYHMX AaHMX anapaTa.

2.4 NIAKAOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep noBuMHeH BIAMOBIAATM HaMPy3i XWBAEHHS | CTPYMy CMOXWMBAHHA
3BaploBasibHOro anapaty (AWB. TexHiYHi AaHi). 3rigHo BWMMOr TexHiku 6e3sneku
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BMKOPUCTOBYMTE PO3ETKM 3 rapaHTOBaHMM 3a3eMJIEHHSAM i Hi B IKOMY pas3i He 3acTocoByMnTe
AN UNX Linen HemTpanbHUA npoB.ig mepexil!!

YBATA! MepexeBuin BuMukady B mogensix StandardMIG-160/200/250 €
CUFHANBbHOIO KHOMKO i 6/I0KYE TisIbKM CUIOBUI CTPYM 3BaploBasibHOrO amapaTy, aje
MOBHICTIO He 3HeCTPYMJIIOE BHYTPILHIO €/1eKTPOHiKy anapaTy. ToMy 3rigHO NpaBua TexXHIKn
6e3neku nig, Yac NigkA04eHHS HeobXiZHO NOBHICTIO Big'€AHATN anapar Bij po3eTku.

3. 3BBAPIOBAHHA PYYHE AYIOBE LUTYYHUM EJIEKTPOZ0OM (MMA)

EJIEKTPO40TPUMAY

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

Mopsgok nigroToBKM anapaTy 40 poboTu:

- BCTaBUTY Kabenb eN1eKTpoA0TPMMAaYa B THI3A0 Axepena A «+»;

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

- NPUEAHATU KJeMY «Maca» 4,0 BUpoby;

- MiAKNOUUTU MepexeBUi Kabeslb 0 Mepexi XUBJIEHHS;

- BUMMKAY 14 Ha 33/ Hill NaHei nepeBecTy B NosoxeHHs "BK";

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

- 33 /LOMOMOT OO KHOMOK 1 BCTAHOBITb MOTOYHWI OCHOBHWUI NapaMeTp — CTPYM 3BapioBaHHS;
- 33 HeoOXigHOCTi MOXHa peryaoBaTV foAaTkoBi ¢yHKLil 3BaploBaibHOro npouecy,
nopaAoK 3MiHM AuB. y n.6.1

YBara! Y pexumi 3BaptoBaHHs "MMA" nicnsi Toro, sk MepexxeBui BUMUKAY NepektoyeHn
B nosioxeHHa "', WTy4yHUI enekTpos 3HaxoauTbCca nig Hanpyrow. He TopkanTecs
€NeKTposiB A0 CTPYMOMpPOBiAHMX abo 3a3eMaeHWX NpesaMeTiB, TakuxX sK, Hamnpukaag,
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 LNK/1 3BBAPIOBAJIbHOIO NMPOLLECY - MMA

WAy L ESE| b |PaP =

Mopsaaok 3MiHM 3HaYeHHs By Ab-aKol GyHKUIT AMB. y N.6.1

3.2 OYHKLIS FTAPSIYUI CTAPT, «<HOT-START»
MepeBaru:
- MOKpalleHHs 3ana/toBaHHA HaBiTb MPUM BUKOPUCTAHHI €/1eKTPoAiB, WO MOoraHo
3anantolTbCs;
- AKiCHille nNpon/iaB/ieHHSA OCHOBHOIO MaTepia/y nig 4Yac 3anasjiloBaHHA, OTXe, MeHlue
HenpoBapis;
- 3an0biraHHs LWAAKOBUM BK/IOYEHHSM;
- py4YHe HanalTyBaHHSA: [03BOJIIE BCTAHOBUTU piBeHb GYHKLiT Ha MiHIMasibHe 3HAYeHHS,
WO CWAbHO 3MEHLUYETbCS CMOXWBAHHS eHeprii B MOYaTKOBUA MOMEHT nignasy, LWo
[03BO/IIE ZKepeny CTPyMy CTapTyBaTW Ha 3HAYEHHAX Hanpyru mepexi 6am3bkoro Ao
MiHIMa/IbHO MOX/IMBOIO, NPOTE 3HWXYE AKICTb MOMEHTY Nignay (anapaT cTae nogibHun Ao
TpaHcpopmaTopHoro gxepena). Takox MOXHa 36inbWwnTU YHKLiIO A0 MaKCMMaabHOro
3HaYeHHNA A5 NOKpalleHHs MOMeHTY nignaay (npu poboTi Big xopoluoi Mepexi). Ane He
3abyBaiiTe, WO NiABULLEHUM CTPYMOM L€l GYHKLLT MOXHa cnasnTv BUpIO nNpu 3BaptoBaHHi
TOHKWX MeTasiB, TOMy peKOMEeHAYEMO B LM cuTyauil 3MeHWyBaTW 3HayeHHs ¢yHKLi
«"apsumm cTapT».

Yum pocaraeTbCs: MpPOTArOM KOPOTKOro 4acy B MOMEHT nignany Ayru
3BaploBasIbHUM CTPYM 36i/IbLLIYETHCA Ha PiBEHb +40%.

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

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

Y A0AaTKOBMX HaNaWTYBaHHAX MOXHA 3MiHoOBaTWM K cuay “lapsyoro ctapty”
[H.St], Tak i yac poboTu "Tapsyoro ctapty" [t.HS]. Be3 noTpebu He 3aBuLyliTe CUAy i Yac
CNpaLboByBaHHA «[@pA4oro cTtapTy», TOMY WO Ha BEAMKMX FPAaHUYHUX 3HAYEHHAX Le
BMMArae AyXe MOTY>XHOI Mepexi XWBJEHHS, a 3a BiJCyTHOCTI XOpPOLWOI Mepexi, npouec
nigznany HaeiTb MoOXe 3puBaTuca. [MOpsAAOK 3MiHWM 3HaueHHs Oyab-aKoi GYHKUIT y
NMOTOYHOMY PeXU1Mi 3BaploBaHHA AMB. y N.6.1

3.3 PYHKL I ®OPCAX AYTU «ARC-FORCE»
MNepesaru:
- NigBULLEHHS CTabiNbHOCTI 3BaptOBaHHS KOPOTKOIO AYroto;
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- NOAIMNWEHHSA KpanienepeHocy MeTany B 3BaptoBasibHy BaHHY;
- NOAIMNWEHHSA 3anaNeHHs 4yr;
- 3MeHLIeHHs MOXJIMBOCTI MPUAMMNaHHS  enekTpoAda, ajne Ue He  yHKUis
CAHTUNPUANNAHHAY;
- PyYHe HaNawTyBaHHS: J03BOJIIE BCTAHOBUTU piBeHb GYHKLiT Ha MiHIMasbHe 3HAuYeHHs,
L0 HEe3HAYHO, a/ie 3HWXYE CMOXMBaHHA eHeprii, a TaKoX KOHL,eHTpaL,ito Tenj10BKAajaHHS
rpu 3BaploBaHHi TOHKUX MeTasiB, Lie 3HUXYE MMOBIPHICTb NPOMatoBaHHs, O4HaK i 3HUXYE
cTabiNbHICTb FOPiHHA Ha KOPOTKIM Ay3i (amapaTt CTa€e noAibHUM o TpaHcHOPMaTOPHOrO
Axepena). Takox MoxHa i 36i1bWKMTU YHKLIIO 40 MaKCMManbHOrO 3HaYeHHs AN Lie
6inbloi cTabinbHOCTI FOPIHHA Ha KOPOTKIW Ay3i, afne Le BUMarae KpaLLoi Mepexi X1BJIeHHs
i 36iN1bLWYETHCS MMOBIPHICTb MpONantoBaHHA BUPOby.

YuM fOCAraeTbCsA: NPU 3HUXKEHHI Hanpyru Ha Ay3i HUXYe MiHIMaibHO AONyCTUMOT
ANs cTabiNibHOro rOpiHHA Ayry 3BaploBasibHWUIM CTPYM 3pOCTAE Ha BCTAHOBJ/IEHWUI piBeHb (3a
3aMOBYYBaHHAM +40%).

Y A0AaTKOBMX HafalITYyBaHHAX MOXHa 3MiHOBaTW sk cuny «Dopcaxy ayrn»
[Ar.F], TaKk i piBeHb cripaLboByBaHHs i€l GyHKUiT [U.AF]. Be3 noTpebu He 3aBuLLyTE CUAY |
piBeHb CrnpauboByBaHHA «Dopcaxy Ayrn», TOMY WO Ha BEJVKMX FPAHUYHMX 3HAUYEHHSIX,
0co6/1MBO MpuW 3BaploBaHHI TOHKMMW efnekTpogamu MeHwe 3,2 MM, Le BMNJIMBAE Ha

CnpaLboByBaHHA GYHKLIT «KAHTUNPUAMNAHHSAY.
uvi

-

uAF

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

3.4 OYHKUIA AHTUNMPUIUNAHHSA «ANTI-STICK»
Mpv noyaTkoBOMY MignNani Ayrn enekTpos Moxe Npuannatn (NMpUXonaoBaTmUCS)
Z40 BMpoby, LboMy nepelkoaxatoTb 6araTto GyHKLIM B anapaTi, asie Take MOXe CTaTuUCs,
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WO B CBOIO Yepry MpM3BOAMUTbL CMOYATKy O PO3XApPEeHHs, a B MOAa/bLIOMY i NCyBaHHS
enekTpoja.

Y Taki cuTyalii B gaHoOMy anapati cnpauboBye QYHKLiA «AHTUMPUANMAHHSY,
BOysoOBaHa Ta nmpautotoya B pexumi PA3 "MMA" nocTinHo, ska Yepes 0,6...0,8 cek nicas
BUSIBJIEHHA1 LbOr0 CTaHy, 3HWXYE 3BaplOBa/ibHUA CTPyM. TakoX Le roserwye
3BaploBa/IbHMKY MOMXJIMBICTb BiZlOKPEMIOBATU (BifpUBaTU) eseKTPoA Big Bupoby 6e3
pY3MKy 0bnasuTn ovi BUNaAKOBMM Nignaaom Ayru. [licns BifoKpeMIeHHs enekTpoga Bij
BUpobY, npoLec 3BaptoBaHHA Moxe HyTun He3nepellkosHO NPOAOBXeHMN.

3.5 QYHKLIA PEFY/IFOBAHHA HAKJIOHY BOJIbTAMMNEPHOI XAPAKTEPUCTUKUN

Lis dyHKLis B nepLy Yepry npusHayeHa A5 3py4YHOro 3BaploBaHHs eNekTpogamu
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 nokputta (AHO-21, MP-3). [Ans 6inbw  komdopTHOi poboTu
€/1eKTPOAaMu 3 OCHOBHUM TuMNom nokputTs (YOHI-13/45, JIK3-70) He € 060B'si3koBMM, ane
peKkoMeHAYEMO BCTaHOBUTM Haxma [BAH] Ha 3HayeHHs 1,0V/A. Y cBOIO Yepry enekTpoam 3
uenonos3Hum tunom nokputta (LLU-1, BCL-4A), HaBiTb BMMaratoTb BCTAHOBUTU HaxXun
[BAH] Ha 3HauyeHHs 0,2..0,6V/A i npu ubOMy IiHOAI HeobOXigHO NigHATU piBeHb
cnpayboByBaHHA yHKLiT «Popcax ayru» U.AF a0 3HauveHHs 18V. lMopazok 3MiHu
3HaYeHHs By ab-Koi GYHKLTY TOTOYHOMY peXMMi 3BaploBaHHS AMB. Y N.6.1

3.6 ®YHKL I 3BAPFOBAHHA KOPOTKOLO AYIOlo

Lis &yHkuis ocobamBo akTyanbHa Mpu 3BaploBaHHI CTe/IbOBMX LWBIB, KOAW
notpibHo, W06 He CWAbHO THArHyaacs 3BaploBasbHa Ayra. /Jas uboro B anaparTi
nepesbayeHa MOXIMBICTb BkAUMTU dyHKLito "KopoTka gyra" [Sh.A] y nonoxeHHs "ON".
3a yMOBYaHHAM BoHa nepebyBace y nonoxeHHi “OFF”. Mopsaaok 3MiHM 3HaYeHHs 6y b-sKOT
dYHKLiTy NOTOYHOMY pexuMi 3BaploBaHHA AMB. y N.6.1

3.7 ®YHKLIA BJIOKY 3HUXXEHHA HAMPYIMN XON10CTOrO XoAy

Mpu npoBeAeHHi 3BapioBasibHUX POBIT y EMHOCTSIX, LUCTepHaXx i TaM, Ae noTpibHa
nigBuLieHa cuctema esekTpobesnekn, Moxe ByTy akTMBOBaHa QYHKL i 3HWXKEHHS HAMpyTy
XONOCTOr0 XOA4Y.

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

Ans 1boro HeobXxiZHUIM 610K 3HUXKEHHS HAMpPyrK X00CToro xoay [BSn], saku € B
Lin moaeni obnagHaHHA, ane 3a 3aMOBYAHHAM 3HAXOAUTbLCA B nosoxeHHi "OFF", TobTo
BUMKHEHWN, OCKiZIbKW BiZLlOMO, L0 BKIOYeHHs Byab-Koi noAibHoi GyHKLiT Aewo noripwye
nignan ayru. Mopsagok 3MiHWM 3HayeHHs OyAb-AKkoi QyHKUIT y MOTOYHOMY pexXuMi
3BaplOBaHHA AMB. y n.6.1

3.8 DYHKU I 3BAPHOBAHHSA IMMY/IbCHUM CTPYMOM
Lla dyHKLia npr3HaveHa A1 No/erileHHs KOHTPOJIKO 3BapiOBa/IbHOrO nNpoLecy y
NMPOCTOPOBUX MOJIOXKEHHSAX, BIAMIHHMX Bif, HWXHBOrO, a TaKOX MpW 3BapIOBaHHI

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



FPATON

KO/MIbOPOBWUX MeTasiB. Bnive BigbyBaeTbcsi 6e3nocepesHbO Ha MepeMillyBaHHS
pO3M1aB/NEHOrO MeTasly LWBa Ta Ha NepeHeCceHHs KparJi y 3BapioBa/ibHy BaHHY, a Lie y CBOO
yepry Ha cTabinbHiCTb GOpMyBaHHS LIBa Ta NpoLecy 3BaptoBaHHA. [HWUMK coBamy, Lew
MpoLec MEBHOK MiIpOK 3aMIHIOE PyXU pyKM 3BaploBasibHMKA, 0CODAMBO Lie BaXJ/MBO Y
BaXKOAOCTYMHUX MicusxX. Big npaBuabHOCTI HanawTyBaHHA 3anexuTb Gopma Ta AKiCTb
¢$opMyBaHHS WBA, L0 3MEHLLYE MMOBIPHICTb NMOSBM NOP | 3MEHLUYE 3€PHUCTICTb CTPYKTYPH,
0 Lie 36inblUy€e MiLHICTb 3BapHOr0 3'€HaHHS.

[Jna peanizauii uiei yHKLT B anapaTi NOTPiGHO BCTAHOBUTM TpU NapamMeTpu: Cuny
nynabcauii [Po.P], uactoty nysabcauii [Fr.P] i cniBBigHOWeHHS imnynbc/naysa (abo
«wnapysaticTb») [dut]. 3a 3amoBUYyBaHHAM cuna nyabcauii [Po.P] sk kaovoBuii napameTp
3HaxoAuTbCs y nosoxeHHi “"OFF”, To6To dyHKLia BUMKHEHa, a YacToTa nyabcauii [Fr.P] Ta
«wnaposicTb» [dut] Ha HaMnowwMpeHiwmx 3HaveHHsx 5.oly Ta 5o0% BignosigHo. LLlo6
YBIMKHYTU YyHKLit0, AOCTAaTHbO BCTAHOBUTWM cuay nyabcauil [Po.P] 6inble Hyns, uent
napameTp 3ajaE€TbCA Y BIACOTKOBOMY BMPaXeHHi BiJ MNOTOYHOrO OCHOBHOrO
BCTaHOB/IEHOrO 3BapIOBa/IbHOrO CTPYMY.

Mpuknag: 3BaptoBaHHA esnekTpoAoM (3MM, BCTAaHOB/IEHE OCHOBHE 3HAYEHHS
3BaplOBa/IbHOrO CTPYyMy CTaHOBUTb 60A, a cuna nynabcauii [Po.P] = 40%, npu ubomy
yacToTa nyabcaii [Fr.P] = 5,0y i «wnaposicTb» [dut] = 50% 3aMOBYYBaHHSM.

PesynbTaT: cTpyM b6yae nynbcyBaTu Big 36A A0 84A 3 yactoToto 5L, iMnyabcu
MaTUMyTb piBHY dopMy fK Mo aMnaiTyi, Tak i 3a yacom. MNapameTp "wnapysaTicTb" 3a
3aMOBUYYBAHHAM BCTAHOBEHUW Ha 50%, NP 3MiHi LbOro NapameTpa Bij 50%, BHOCUTLCS
acMMeTPIA MiXK 4acoM IMMY/IbCy CTPYMY Ta 4acoM Naysu CTpyMmy:

33 3aMOBYEHHAM

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

50% | 50% Igl 80% I_I | I 70% |5§| |
o ™

t,cex t,cek t,cex
AnapaT npu LUbOMYy 3pearye Tak, WO CepejHi piBeHb CTPyMy nig u4ac
3BaploBasibHOro npouecy 6yAe Ha PpiBHi BCTAHOB/NIEHOrO OCHOBHOIO  3HAYeHHs
3BaploBasbHOro cTpymy 60A (sk i 6yno 3aszaHo), BiAMOBIAHO | TennOBKNAjAHHS B
3BaploBa/ibHUM WOB byge Ha piBHI TUX xe 60A, ane cTabisbHICTL 3BaplOBa/IbHOMO NpoLLecy
Ta nepemillyBaHHs 3BaploBa/ibHOI BaHHM 3MiHATbLCA. Lle gyxe Bax/MBa ymoBa A5 TOYHOI
OLiHKM KOpUCTYyBayeM KifbKOCTi 3MiHM TenaoBKAaJaHHA Yy 3BaptoBasibHy BaHHY,
HanpuKkaagd, NOPIBHIOOUM 3 HLWIMM OCHOBHUM CTPYMOM 6€3 iMMy/IbCHOro pexumy.
JaHi napameTpu BCTAaHOBAIOKOTLCA Y PiSHUX CUTYALLIAX NO-PiSHOMY, BiANOBIAHO 40
BMMOTI 3BaptoBasibHMKA. MopsaAoK 3MiHM 3HaYeHHs byAb-sKoT GyHKLiT Yy NOTOYHOMY pexuMi
3BaploBaHHA AMB. y n.6.1
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4. 3BBAPIOBAHHSA B APTOHI (APT «TIG»)

YBara! B AKoCTi 3aXMCHOro rasy BMKOPUCTOBYETbCS HaM4acTille YMCTUIA aproH
"Ar", iHogi renin "He", a Takox ix cvaim y pi3Hux nponopuisx. Mpuknag: aproH + renin
"40% Ar+60% He". HE AOMYCKAWUTE BukopucTtaHHA roptoumx rasis! BukopuctaHHs
iHLIMX ra3iB — NLLE 3a NMOrOAXEHHSM i3 BUPOOHUKOM 06/1aHaHHS.

YBara! MasbHUK aproHOBUIN MOBUHEH GyTW BeHTUAbHOro Tuny, 3 6alOHETHUM
pos'eMoM @gMM. MakcuManbHWUI CTPyM nNajbHWKa BubupaliTe 3a cBOIMM pobounmu
BMMOramu.

YBara! Mpu TprBanux pobotax Ha CTpyMax NoHag 150A HeobXxigHO 3aCTOCOBYBaTH
NaNbHUK i3 Pi4VMHHUM OXON04XKEeHHAM!

YBara! HacTolo NOMUAKOIO € 3aTOYYBaHHSA €1eKTPOAA «B FOAKY», Ayra Npu LboMy
Ma€E MOXAMBICTb BigxunaTuca 3 6oky B 6ik. [MpaBUAbHWUM 3aTOYYBaHHAM € 31erka
MPUTYNAEHUNA «HOCKK» | YUM BiH MEHLWMWK, (33 YMOBM WO BiH BUTPUMYE BCTAHOBJ/IEHWN
CTpyM) TUM Kkpauwe. Mam'aTanTe, WO NpW BEAUKMX CTPYMaX 3BaplOBaHHS AyXe CU/IbHO
3aroCTPeHU eNeKTPO /1erko On/IaB/AsETbCA Yepes May TenoBiggady. Tak caMo «pUCKU»
Bi/l 3aTOYYBaHHA NOBUHHI PO3TaLLOBYBATUCA B3/,0BX OCi €/1eKTPOAa.

4.1 LUWKJ1 3BAPIOBAJIBHOIO NPOLLECY - TIG-LIFT

EuP dut| [PaP

e ‘

LA i

Ar
Ar + He
He

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

APFOHOAYIOBUM
NANBHUK

Mopsigok NigroToBKM anapaTy 40 poboTu:
- BCTaBUTK Kabesnb nasibHMKA B MHi340 Axepena B «-»;
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- BCTaBUTU Kabenb K1eMU «Maca» B FHI3Z0 Axepena A «+»;

- PUEAHATM KNeMy «Maca» 4,0 BUpPoby;

- BCTAaHOBUTY peAyKTOp Ha ra3oBuii 6anok;

- MiAKAOYUTU Fa30BUI WIAHT NasibHUKA 40 PeAyKTopa ra3oBoro 6anoHa;

- BiAKPWUTU KpaH rasoBoro 6anoHa, NepeBipuTY repMeTUYHICTb;

- MiAKNOUYNTU MepexeBui Kabesib 0 Mepexi XUBJIEHHS;

- MepexeBUi BUMMKAY 14 Ha 33/ Hil NaHei nepeBecTu B Noa0XeHHs "BK/1";

- BWKOPMCTOBYIOUM KHOMKY 4 BCTaHOBITb pexum 3BaptoBaHHA "TIG", pexumu
NepemMmKaloTbCAa No KoAy;

- 33 /LOMOMOr0t0 KHOMOK 1 BCTaHOBITb MOTOYHMIN OCHOBHWIA NapaMeTp — CTPYM 3BaploBaHHS;
- 3a HeobXiZHOCTI MOXHa peryntoBaTv fozaTkoBi ¢yHKLil 3BaptoBaNbHOrO Mpouecy,
nopsAoK 3MiHM AuB. y n.6.1

4.2 QYHKLIA MIANANY AYTU TIG-LIFT

YBara!!! KopekTtHa poboTa gaHoi ¢yHKLii BUMarae ounuieHHs BUMPoby y Micyi
nignany ayru.

Lia dyHKUis BCTaHOBAEHA 3@ 3aMOBYYBaHHAM Y AaHili Mogesi Ta po3pobaeHa Ans
Ma/IbHUKIB 3 KOHTAKTHUM Nignasom Ayruv, 6e3 BUKOPUCTaHHA OCUMASTOPIB Ta iH. MOAIGHMX
MPUCTPOIB, ajie Ha BiAMIiHY Bif KJacMYHOro cnocoby, MOBHICTIO YCyBa€E yAapHUA CTPYM Nig
yac 3anastoBaHHs. [JlaHa ¢yHKLiA B pasu 3MeHLWYE PyWHYBaHHA | NOTPan/siHHA B
3BaptoBa/IbHUIN LWOB BO/Ib$HPAMOBOr0O e/1eKTPOA3, L0 € AyXe HEraTUBHUM SBULLEM.

YBara! BeHTW/Ib Ha najsbHUKY MOTPIGHO BiAKPMBATU CaMOCTIMHO AO MOMEHTY
3BaploBaHHA Ta 3aKpMBaTK NiC/1A 3aBePLUEHHS NpoLecy.

Cnocib 3acTocyBaHHS L€l PyHKLiT nonsirae B 4OTUKY eNeKTPOAOM 40 BUpoby, npu
LbOMY YTPMMYBaTV €/1eKTPOJ B LibOMY MOJIOXEHHI MOXHa HeobMmexeHy KifbKicTb vacy, i
KO/ KOPUCTYBay BBaXaTMMe L0 FOTOBMI A0 NOYATKY 3BaplOBaHHSA (Hanpukaag, onycTus
3axXMCHY Macky Ha oui i #obpe npoAyB MicLe 3aXMCHUM ra3om) gocutb noyatm MOBIJIBHO
niZzHiMaTV BICTPA 3aTOYEHOro enekTPoAa Big BMPoOy. AnapaT BM3HAUYUTL Lel MOMEHT i
cripuiimMe MOro ik CUFHaA 40 CTapTy NpoLecy 3BaptoBaHHA, TUM CaMUM MoyHe 36ibLyBaTh
3BaploBasibHUI CTPYM [0 BCTQHOBJIEHOrO 3HayeHHs. Yum Gisbwe OcHOBHWMIA poboumnin
CTPYM, TUM wWBMALWeE noTPibHO nigHIMaTM enekTpoA, iHakwe BiH oniaBuTbeA. [Jlo
ONTUMa/IbHOI WBWMAKOCTI BiAPMBY enekTpoja CAif 3BMKHYTW. HYac nnaBHOrO 3pOCTaHHA
cTpymy [t.uP] A0 BCTAHOBAEHOrO 3HAYEHHSA MW PO3rASHEMO B HACTYMHOMY MYHKTI.

4.3 PYHKUIA NNTABHOIMO HAPOCTAHHSA 3BAPKOBAJ/IBHOIO CTPYMY

Ls yHKLis okpim ekoHOMIT pecypcy enekTpoaa i B AesKii Mipi caMoro nasbHMKa,
Tak camMo HeobxigHa AN 3pYYHOCTI KOPUCTYBaHHS MajbHUKOM. YCyBa€E YTBOPEHHS
MOYaTKOBOrO PO3M/IeCKYBaHHSI 3BaplOBasjibHOI BaHHM, @ TaKOX 3a BCTAHOBJ/IEHMM 4ac
M/IaBHOrO HAapPOCTaHHA CTPyMy [t.UP], B pasi BUKOPUCTaHHA PeXMMy KHOMKM Ha NajbHUKY
TIG-2T, MOXHa TOYHO HaBeCTU NaJIbHUK Ha HeObXiAHe MicLe 3BaptOBaHHS, TOMY L0 MicLe
nignany ayrm B 0cobsvBO BiANOBiZasbHUX BMPOBAx He 3aBXAM 3HAXOAUTLCA B MicCLi
3BaptoBaHHA. TakoX 3a A0MNOMOrot AaHoi GyHKLii MOXHa nonepeaHbo Nigirpitn micue
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3BaploBaHHSA. 3a 3aMOBYYBaHHAM BCTaHOBJ/IEHO 3HauyeHHs “OFF” — BuMKHeHo. Mopsagok
3MiHM 3HaYeHHs By b-aKoi GyHKLITy NOTOYHOMY pexxMMi 3BaptoBaHHS AMB. ¥ N.6.1

4.4 DYHKL A 3BAPIOBAHHSA IMOY/IbCHUM CTPYMOM

Lis $yHKuUis npyM3HaveHa A5 NOJIErWEHHS KOHTPOJIO 3BaploBaibHOro npovecy y
NPOCTOPOBUX MOJIOXKEHHAX, BIAMIHHMX BiJ, HMXHbOrO, a TaKOX MpW 3BaplOBaHHI
KO/IbOPOBWX MeTaniB. Bnans BigbyBaeTbca b6e3nocepeHbO Ha MepeMmilwyBaHHS MeTany
PO3M/1aB/IEHONO LB, a Lie B CBOIO Yepry Ha cTabifbHicTb opmyBaHHs wWwBa. [eBHOI Mipoto
3aMiHIOE PyxuM pyKu 3BapiloBajibHMKA MNpPU 3BaploBaHHi, 0CO6/AMBO Le BaxaMBO Yy
BaXXKOAOCTYNHMX MicLax. Tak caMO 4acTKOBO BifbyBa€TbCA MPUMYCOBWI BMAMB Ha
rnepeHeceHHA Kpanai 3 ApoTy npucajku B 3BaptoBaNbHy BaHHy. Bij npaBuabHOCTI
HafNalWTYBaHHA 3aneXuTb ¢opma Ta AKicTb GOpPMyBaHHS LIBA, WO 3MEHLIYE MMOBIPHICTb
MOSIBM MOP i SMEHLUYE 38PHUCTICTb CTPYKTYPMU, a Lie 36i/bLuye MiLjHICTb 3BapHOTro 3'€4HaHHS.

[ns peanizayii uiei dyHKuiT B anapaTi NoTpibHO BCTAaHOBUTU TpW NapaMeTpu: cuay
nynabcauii [Po.P], uactoty nynabcauii [Fr.P] i cniBBigHoweHHs imnyabc/naysa (abo
«wnapysaticTb») [dut]. 3a 3amoBUYyBaHHAM cuna nyabcauii [Po.P] sk kao4oBuii napameTp
3HaxXOAMTLCA y nonoxeHHi "OFF”, TobTo $yHKLis BUMKHeHa, a YacToTa nyabcauii [Fr.P] Ta
«wnapysaTicTb» [dut] Ha HaMnowMpeHilmMx 3Ha4YeHHsX 10,0 'y Ta 50% BianosiaHo. LLLo6
YBIMKHYTU YyHKLit0, AOCTAaTHbO BCTAHOBUTWM cuay nyabcauil [Po.P] 6inbwe Hyns, uent
napameTp 3ajaE€TbC Yy BIACOTKOBOMY BMPaXeHHi BiJ MNOTOYHOrO OCHOBHOrO
BCTAHOB/IEHOrO 3BapOBa/IbHOrO CTPYMY.

Mpuknaa: 3BaploBaHHs HeMaBKMM BO/IbPPaMOBUM e/1eKTPOAOM ZiaMeTPOM 2MM,
BCTAHOB/JIEHE OCHOBHE 3HAYeHHA 3BaplOBa/JIbHOrO CTPYMy CTaHOBUTL 100A, a cuia
nyabcauii [Po.P] = 30%, npu ubomy yactota nyabcauii [Fr.P] = 10,0 'y Ta «wnapysBaTicTb»
[dut] = 50% 3a 3aMOBUYBaHHSIM.

PesynbTat: cTpym byae nysnbcyBaTu Big 70A 10 130A 3 YacToTOO 10 L, iMMYyNbCK
MaTUMYyTb piBHY GOPMY SiK MO aMMAITyAi, TaK i 3@ YaCoM.

MapameTp «lNapyBaTiCTb» 33 3aMOBYYBaHHAM BCTAHOB/AEHWM Ha 50%, 3MiHa
L|bOro 3HaY€HHS BHOCUTb aCMMETPIO MiX HYaCOM iMNYAbCy CTPYMY i YacOM naysu CTpyMmy:

33 3aMOBYYBaHHAM

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

50% | 50% Igl 80% I_I 0% |2 |
o ™

t,cex t,cek t,cex

AnapaT npu LUbOMYy 3pearye TakK, WO CepejHi piBeHb CTpPyMy nig uvac
3BaploBasibHOro npouecy ©6yAe Ha PiBHi  BCTAHOB/JIEHOrO OCHOBHOIMO  3HAaYeHHS
3BapOBa/IbHOrO CTPyMy 100A (fk i 6yno 3ajaHo), BIAMOBIAHO i Ten/JOBK/AAAHHS B
3BaploBasibHUI LWOB HyAe Ha piBHI TUX Xe 100A, ane cTabiNbHICTb 3BapOBa/IbHOMO NpoLLecy
Ta nepemillyBaHHA 3BaptoBas/IbHOI BaHHW 3MiHATLCA. Lle gyxe Bax/MBa ymoBa A/19 TOYHOI
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OLiHKM KOpUCTYBa4yeM Ki/fIbKOCTi 3MiHM TenjoBK/AaZaHHA Yy 3BaploBajibHY BaHHY,
Hanpukaag, NOPiBHIOYM 3 HLMM OCHOBHWUM CTPYMOM 6€3 iMMy1bCHOro pexumy.

JaHi napameTpun BCTAaHOB/IIOIOTLCA Y Pi3HUX CUTYaLLIAX NO-Pi3HOMY, BiJNOBIAHO 40
BMMOT 3BaptoBa/ibHMKA. [OpAAOK 3MiHW 3HaUYeHHs ByAb-aKol GYHKLITY NOTOYHOMY pexuMmi
3BaploBaHHA AuMB. y N.6.1

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

CO2

~220v/230v  |Ar+CO2
~3x 380V / 400V Ar
~— HAMIBABTOMATUYHWUI
(T NANBHUK

Ysara! B fKOCTi 3axucHOro rasy npu 3BaploBaHHi YOPHWUX MeTaniB Yy
HaMNpOCTILLOMY BUMaAKYy 3aCTOCOBYETbCA Byraekmcauin ras "CO2", a npu 3BaploBaHHi
aIOMIHIt0 — TiNbKKW iHepTHI rasu Tuny aproH "Ar", iHoai renin "He", ana Hepxasitoumx Ta
BMCOKO/IErOBaHMX CTaslel YacTo 3aCTOCOBYIOTbCA CyMillli B Pi3HWMX MPOMOPL,isiX, HANPUKAaZ,
80% "Ar" + 20% "CO2". BUKOPUCTaHHA iHWMX — rasiB /uvle 33 MOrOAXEeHHAM i3
BMPOOHNKOM 0618 HaHHS.

YBara! Tak sk anapat obnagHaHui cTaHzapTHUM po3s'emom KZ-2 tuny "€BPO"
ANS NafbHUKA, TO B NOAA/IbLLIOMY MOXHa NPUADATU NafbHWK Ha BAACHUIA po3cy4,.

MopsaAoK NiAroTOBKM anapaTy 40 poboTW Npu 3BaproBaHHI CYLiIbHUM 4pOTOM:
npueaHaTh kabenb «maca» y rHisgo B «-» gxxepena cTpymy;
NPUEAHATM 3aTMUCKAY «Maca» A0 BUpoby;
LTeKep CM0BOro CTpyMy 610Ky noAadi ApoTy NPUEAHATY 0 rHi3Aa Axepena A «+»;
NPUEAHATM Ta MPUKPYTUTU A0 YNOPY 3BapPOBaJ/IbHUIM HaMiBaBTOMaTUYHUIN MajbHUK A0
rHizga 12;
BCTQHOBUTW peAyKTOp Ha ra3oBui 6asoH i3 3axmcHuMM rasom "CO2", " Ar" abo "Ar+CO2";
MiAKAOYNTN ra30BUI LWAAHT A0 peAyKTopa rasoBoro 6anoHa Ta wTylepa 16 Ha 3a4Hin
naHeni;
BiAKPUTM KpaH rasoBoro 6as10Ha, NepesipuTh repMeTUYHICTD;
NigKAOUNTN MepexeBul Kabesb Axepena 40 MepeXi XM1BAEHHS;
KHOMKY/aBTOMaTUYHUIA BUMMKAY 14 Ha 3aHill NaHeNi nepeBecTy y noaoxeHHs "BK";
- 33 AOMNOMOrol0 KHOMKM 6 BCTaHOBITb pexXxum 3BaptoBaHHA MIG/MAG (pexumm

nepeMmnKaoTbCs Mo KoAy);
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- AKWO He BBIMKHYBCA LWbPOBUN AMCnaen WBMAKOCTI nogadvi ApoTy 8, nepesipTte
3anobidXXHUK 15 (HOMiHaA 4A) Ha 3aAHiN NaHeni;

- 33 ,0NOMOrOt0 KHOMOK 1 BCTAHOBITb NOTPibHY Hanpyry 3BaploBaHHS;

BCTAHOBUTM KOTYLLKY i3 4POTOM HeobxigHOro giameTpa;

NiAHATN Bropy KOPOMMC/I0 NPUTUCKHOTO POJINKA;

3aBeCTU Bi/IbHUM KiHellb 4 POTY Yepes BXiZAHWIM KaHal y 3BaploBa/ibHWUI NafbHNUK;

ONyCTUTW Ta 3aTUCHYTU 3BapiloBafbHUA APIT MiX poO/sMKaMK, 3yCUANA TMPUTUCKAHHSA

PONMKIB HaMMCaHO Ha MJAaCTMKOBIMA Pyuli, AKWO HEAOCTaTHbO AOCBiAY, TO CnoyaTKy

BCTAHOBUTMU Ha CepesHE NON0XeHHs (Npnban3He 3HaYeHHs 3);

3a /J0MOMOro0t0 KHOMOK 7 BCTAHOBITb HEOOXIiAHY WBMUAKICTb NOAaYi APOTY;

3a ,0NOMOrot0 KHOMKM 6 NPOTArHYTU APIT Yepes BeCb KaHa i BiAperyntoBaTh OCTaTouHe

3yCUANS MPUTUCKAHHS POJIMKIB BiANOBIAHO A0 pekoMeHZalil LWoA0 MpoBeAeHHs

HaMiBaBTOMaTMYHOrO 3BaptoBaHHsA. [py LbOMY 3BEpHiTb 0CObAMBY yBary Ha 3ycuans

3aTMUCKaHHA ra/ibmMa KOTYLIKM, KOTyLKa NOBUHHA By TH MiHiManbHO-HeObXiA4HO 3aTUCHYTA

nerko obepTaTncs, ase MUMOBIILHOrO PO3KpyYyBaHHs He NOBUHHO HyTn. YBATA! fkuwo

ra/bMiBHMI  MexaHi3M  KOTyWKW  HenpaBwWiabHO  3ibpaHuii, TO  BiH  MOXe

«Camo3aTAryBaTmca» npu obepTaHHi KOTYLWKK, WO Yepe3 KOPOTKMIM 4Yac npusBege A0

noBHoro 6/10KkyBaHHA APOTY 3 MOpPYLIEHHAM MpoLecy 3BapltoBaHHsA, ToMy, byab fnacka,

nepesipTe LLe MOMEHT Mnepey, NepLUOoto 3anpaBKoto APOTY;

3a HeoOXifHOCTI MOXHa perynoBaTh A0AaTKoBi GYHKLIT 3BaploBaibHOro npouecy Ha

Axepeni Ta 6aoui nogavi ApoTy (NOpPAAOK 3MiHU AMB. y N.6.1).

He 3abyBaliTe npo nogavy 3axucHOro rasy — A/ nepeBipku MOro HasBHOCTI B
KaHa/i na/sibHKWKa Ha anapaTi nepejbayeHo KHOMKY 10, B MOMEHT HaTUCKaHHS IKOI APIT He
nojaetbca. Akuw,o B HoBayoK i HEMaAE A0CBIAY B HaNalWTyBaHHI ONTUMaZIbHOMO TUCKY ANA
3BaplOBaHHA KOHKpeTHOro BMpoby, TO CnoyaTKy TUCK ra3y MOXHa BCTaHOBUTU bisiblue
ONMTUMA/IbHOrO 3HauyeHHs ~0,2Mla, Le Mano BMAMHE Ha NpoLec, TifbkK 36iNbWNTLCA
BUTpPaTa 3axMCHOro rasy. Ane B MalbyTHbOMY, A/ €KOHOMIi, KepynTecb 3arajbHUMM
peKkoMeHAaLisiM1 o0 3BapiloBasbHUX PobIT HamiBaBTOMaTaMu. Takox MouMHanTe i3
cepeAHboro 3HayYeHHs WBUAKOCTI NoAadi ApoTy (~4...6 M/XB) Ta cepeHbOi Hanpyru Ha
axepeni (~19B) npu byab-aKkomy giameTpi BCTaHOBAEHOro ApoTy (J0,6...1,2MM), Le Moxe
He ONMTWMa/IbHO, ase amnapaT MoBuMHeH Bxe BapuTw. LLLo6 aocsartu kpaworo pesynbTaTy,
noTpibHO pery/toBaTW Hampyry Ha Axepesi KHOMKaMW 1 i WBMAKICTb nogadi ApoTy
KHOMKaMW 7 MeXaHi3aMy noJjadi BiAMOBIAHO J0 3arajbHUX pPeKOMeHAaLin Wogo
3BaploBa/IbHOIO rMpouecy HaniBaBToMaTamu. [lam'siTaiiTe, AN KOXHOIMO KOHKPETHOMO
BMMAAKY Lii napaMeTpu € PisHUMMN.
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5.1 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 2T
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MopsAoK 3MiHM 3Ha4YeHHs By ab-sKol GyHKLIT AMB. y N.6.1.

5.1.1 OYHKLIA KHONKW HA MA/IbHUKY - 2T

3acTOCOBYETLCS NPU 3BapOBaHHI KOPOTKMX Ta CepeAHbOT AOBXMHM WBiB. PyHKLis
nonfra€ B HaCTYMHOMY: MpPM HaTUCKaHHI KHOMKM Ha MajbHWKY CUrHaA KepyBaHHSA
HaaXxoAWUTb y B10K KepyBaHHS, BiANpaLboBYETbC PYHKL A NepesA-npogyBKM FrasoM 30HM
3BaploBaHHA 3a 4ac [t.Pr] (BigkpvBaeTbCA knanaH rasy), Aani NOAAETbCA CUTFHAA Ha
BKJ/IIOYEHHSA J>Kepesa 3BaptoBas/ibHOr0 CTPYMY i ABUIYHA MeXaHi3My nozadi 4poTy. 3 Lboro
MOMEHTY MOYMHAETbCA MPOLLEC 3BapHOBAHHS, OZHOYACHO BiANPaLbOBYETbCA GYHKLA
NAaBHOrO BUXOAY Ha pexum 3BaploBaHHA 3a 4ac [t.uP], a Takox MOXyTb
BiZNpaLboBYBaTUCS J04aTKOBI PyHKLIT (Hanpukaag, iMNybCHUIN pexum), Bce Le 3rigHo 3
LMKNOM 3BaplOBa/IbHOrO MpoLecy HaBeAeHOro Ha uuknorpami n.g.1. lNicas BignycKaHHA
KHOMKW BiANPaLboBYETbCA YHKLiS MAABHOrO CNajaHHs CTPYMy Ta WBMAKOCTI nogaui
ApOoTY 3a yac [t.dn], noTim Axepeso BUMUKAETbCSA. Jani BignpaLboByeTbCs GyHKL s nicas-
NpoAyBKM rasoM 30HW 3BaptoBaHHA 3a 4ac [t.Po] (i3 3aTpUMKOK 3aKpMBAETHLCA KanaH
rasy).
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5.2 LLUK/1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 4T
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MopsAoK 3MiHM 3Ha4YeHHs Byab-aKol GyHKUIT AMB. y N.6.1.

5.2.1 QYHKLUIA KHONKU HA MAJIbHUKY - 4T ta anbT.4T

a) CBITOBWI CTAHAAPT PEXUMY KHOMKKU — 4T

6) a/IbTEPHATUBHUIN PEXUM KHOMKU - anbT.4T

3acTOCOBYETLCS NPU 3BaploBaHHi AoBrux weis. OyHKLis nonsrae B HacTyrnHoMmy:
Mpu MepLIOMY HAaTUCKaHHI KHOMKW Ha MaJibHUKY CUIHaA KepyBaHHA HagxoauTb y 610K
YNpaBAiHHSA, BiANpPaLboBYETbC (YHKLUiA Nepes-npoAyBKM ra3oM 30HW 3BaplOBaHHSA
(BiAKPWBAETBLCA KaAMNaH rasy), Nic1f NepLoro BifMyCKaHHA KHOMKW NOAAETbCA CUrHaNA Ha
BKJIIOYEHHSA JKepesa 3BaploBaibHOro CTPYMY i ABUIYHa MeXaHi3My nojadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETLCSH MpoLec 3BaptoBaHHA. OAHOYACHO BiAMNPaLbOBYETLCS QYHKLiA
NAaBHOrO BUXOAY Ha pexXxum 3BaploBaHHA 3a 4vac [t.uP], a Takox MOXyTb
BiZNpaLboBYBATUCS J04aTKOBI GYHKLIT (Hanpukaag, iMAybCHUIM pexuMm), BCe Le 3rigHo 3
LMK/JOM 3BaploBa/IbHOrO MpoLuecy HaBeAeHOro Ha uukaorpami n.g.2. [licaa apyroro
HaTUCKAHHA KHOMKM Ha MaJibHWKY, BiAMNpaLboBYeTbC O YHKLiS MNJaBHOrO CnajaHHS
Hanpyru Ta WBUAKOCTI NoAadi ApoTy 3a yac [t.dn], noTiM Axepeno cTpyMy BUMUKAETLCS.

Micns Apyroro BiAMyCKaHHS KHOMKW BiANpaLboBYETbCS QYHKLiA NicaS-NPOAYBKU
rasoMm 30HM 3BaploBaHHA 3a Yac [t.Po] (3 3aTpnMKOI0 3aKpMBAETLCA KaanaH rasy).

B a/nbTepHAaTMBHOMY peXuMi KHOMKM anbT.4T cucTeMa MPOMyCcKae Apyrui TakT
(nepwe BigNYyCKAaHHA KHOMKMK), LWM | BiAPI3HAETbCA Bif CBITOBOro CTaHAApTy 4T.
MosicHMmo: B AaHOMy BMMAaAKy CMCTEMa He YeKae Meplloro BifMyCKaHHSA KHOMKW Ha
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MafbHUKY, @ MOMEHTa/IbHO Micas BiAMnpaytoBaHHA QYHKUIT Nepes-nposyBKN ra3oM 30HM
3BaptoBaHHA 3a 4vac [t.Pr] nounHae npouec nignantoBaHHA AyrM — L& aHa/or4yHO AK B
pexxumi kHorku 2T. Mpu LboMy MiciA NepLoro BiZANycKaHHA NPOLLeC 3BaploBaHHA TPUBAE
6e3 3MiH. JaHui pexum HagaeTbcs kKomnaHielo PATON sk 60HYCHWMI, BUKOPUCTOBYBATH
TiNIbky 3@ 6aXxKaHHAM, OCKiNbKW BiH Bi/ibl 3BUYHWUIA 3 nornsgy 6isbly 4acTOro BUKOPUCTAHHS
KAieHTaMU pexxumy 2T y K1aCMUHWUX HaniBaBTOMaTax, 6inbl iHTYITUBHO 3p0O3yMisnIA.

5.3 OYHKUIA IHAYKTUBHICTb

Lis ¢yHkuia HeobXigHa ANA 3MIHM LWBWAKOCTI HApOCTaHHSA CTPYMy MPWU 3MiHi
Hanpyru ayru. B pe3sysnbTaTi 3MeHWYeTbCA pO3bpU3KyBaHHSA, aje Lie TakoX BM/MBaE Ha
npouec KpanasnepeHocy, Wo NpU3BOANTL HA BUCOKMX 3HAYEHHAX CTYMNeHs iHAYKTUBHOCTI
AO YNOBINbHEHHA MpOLeCcy 3BaploBaHHA Ta CW/IbHOIMO 3MEHLIEHHS 4acTOTW MepeHocy
Kpanenb. 3MiHIOIOUM 3HauveHHs ui€i yHKLii, KOXeH KopucTyBau Moxe BubpaTu
ONTMMabHUIA MpoLec 3BaptoBaHHs. B 0OCHOBHOMY MiHiManbHi 3Ha4eHHS 3aCTOCOBYIOTbCS
ANS 3BapOBaHHA TOBLLMH BisibLue 3 MM, @ MakCMMasIbHi 3HaYeHHS A5 TOHWMX BUPOobiB.

3a 3aMOBYYBaHHAM, iHAYKTMBHICTb BCTAHOBJIEHA Ha 3HayeHHi “OFF”, TobTO
BCTaHOBJIEHa Ha Hy/IbOBOMY CTyneHi. MMopsaAoK 3MiHM 3HauveHHs Oyab-sKoi yHKuil y
MOTOYHOMY PeXWUMi 3BaptoBaHHA A4MB. y N.6.1.

5.4 ®YHKLIA MEPEA-NPOAYBKU 3AXUCHUM FA30OM

Lis dyHKuis HeobxigHa ANS 3aXWCTy 30HW 3BaplOBAHHA Bif WKiA/JMBOroO BN/MBY
atMocdepHoro noBiTps i noasra€e y nonepesHbLOMy NPOAYBaHHI 30HW 3BapOBaHHS
3aXMCHMM rasoM nepe/ 3ana/loBaHHAM 3BaploBa/ibHOI Ayrn. 3a 3aMOBYYBAHHAM 4ac
nepea-npoAyBku [t.Pr] BCTAHOBNEHO Ha 3HAYEHHI 0,1 CeK., Le 3HaYeHHs MOXHa B Oyab-
SIKUA MOMEHT 3MIHUTU Ha CBiil po3cyA. MopsaAoK 3MiHM 3HayeHHs byAb-fKoi PyHKLIT Yy
MOTOYHOMY PEXMMI 3BaplOBaHHS AMB. Y N.6.1. MOXHa BUKOPUCTOBYBATU JiBUIA iHAMKATOP
J)Kepena Ta npaBuii iHgMKaTop 610Ky nogadi 4poTy.

5.5 PYHKLIA NICAA-MPOAYBKU 3AXUCHUM FA30OM

La ¢yHKkuUis nonsrae B nogasbwoMy MPOAYBaHHI 30HW 3BaplOBaHHSA 3aXWUCHUM
rasoM Micif 3racaHHsa 3BaploBa/ibHOI Ayrk, OCKiJIbKM po3rnevyeHa 3BaptoBasibHa BaHHa Lie
Jesikui yac 60iTbca WKigMBOro BN/MBY aTMOCPEPHOro noBiTps. 3a 3aMOBYYBaHHSM, Yac
nicns-npoayBku [t.Po] BCTAHOBNEHO Ha 3HAYEHHS 1,5 CEK., L& 3HAYEHHS MOXHa B Oyab-
SKMA MOMEHT 3MIHUTM Ha CBi po3cya. MopAaaoK 3MiHM 3HaYeHHs Oyab-AKkoi byHKUiT Y
MOTOYHOMY PexMMi 3BaptoBaHHA AMB. y N.6.1. MoXHa BUKOPUCTOBYBATW NiBUI iHAMKATOP
AXepena Ta npaBui iHankaTop 610Ky nogauvi ApoTy.

5.6 OYHKUIA HAPOCTAHHA HAMNPYIU/WUBUAKOCTI MOAAYlI HA NMOYATKY
3BAPIOBAHHA

La ¢yHkuia HeobxigHa ANnS NAABHOTO BMXOAY HA PeXWM 3BaploBaHHA 3a
BCTQHOB/MEeHWMM u4ac [t.UP], Wo 3MeHWye po3nieckyBaHHs 3BaploBasbHOI BaHHM Ta
po36pU3KyBaHHA B MOMEHT NiANany, KOAW APIT We X0N0AHUNA. 36isblieHNI Yac NaaBHOro
BUXOZY 3aCTOCOBYETHCS A1 NOYAaTKOBOro pOpPMYyBaHHS BaHHW.
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YBATA! Yum 6inblumii 4ac HapoOCTaHHSA — TUM MEHLUMI NOYaTKOBUI NPoBap, TOMY
3aCTOCOBYETbCA TiIbKM ANA CepeAHiX Ta AOBrMX LWBIB. 3 Li€i NpUYMHM He nOTPibHO
36inblwyBaTh vac 6isblue 0,1 cek. NpY 3BaptOBaHHi TOUYKaMM TOLLLO.

3a 3aMOBYYBaHHSIM, 4aC HApPOCTAHHS BCTAaHOB/EHO Ha 3HauyeHHi “OFF”, TobTo
BUMKHEHO. [opsaz0K 3MiHW 3Ha4YeHHs By b-aKoT GYHKLTy MOTOYHOMY pexXuMi 3BaptoBaHHS
AuB.y n.6.1.

YBATA! lMpu 3BaploBaHHi CTasieBUM ApOTOM Yac HapocTaHHs [t.uP] Ha axepeni
mMae 6yTn abo piBHUM, abo Tpoxu MeHLe Hix Ha 6aoui nogaui gpoTy. MNpu 3BaptoBaHHI
a/IlOMiHIEBMM pOTOM Yac HapocTaHHsA [t.UP] Ha axepeni mae 6yt binbwum (+0,2..+0,5
ceK.) Hix Ha 6oy nogavi gpoTy.

5.7 OYHKLUIA CNAAAHHA HAMPYTU/LWUBUAKOCTI MOAAYI B KIHLI 3BBAPIOBAHHSA

Lis dyHKUis npyu3HaYeHa 415 NIABHOMO 3aBaplOBaHHSA KpaTepa, L0 YTBOPIOETHCA B
3BaplOBa/IbHIN BaHHI Nij Ji€l0 €NeKTPOMAarHiTHoOro AyTTs €NeKTPUYHOW AYyrow i B
nogasblUoMy € Axepesiom AedeKTis 3BaptoBasibHOro Wwea. CUrHanoM 40 noyvaTky GyHKLi €
BiZINYCKaHHA KHOMKM Ha MaJibHUKY B KiHLLi NpOL,eCcy 3BaploBaHHS, MpU LibOMY PyX NasibHMKa
HeobXifHO MpUNMHWUTK | 3aBaptoBaTh AMKY (Ue i € KpaTep) y 3BapoBasibHOMY LWBi. 3a
perytoBaHHs NAaBHOCTI LbOro npouecy BiAMOBIA3E 4Yac cnagaHHs Hampyru [t.dn] y
J)Kepeni 3BaploBasibHOMO CTPYMY, i Yac CnaZaHHA WBUAKOCTI nogadi ApoTy [t.dn] 610Ky
noaadi Apoty. [ns KopekTHOI poboTw Lji 3HaYeHHsA MatoTb 36iraTucs. 3a 3aMOBYYBaHHSAM,
3H3Y€EHHS BCTAHOB/IEHO Ha 0,1 CeK., TO6TO PaKTUUHO MOXe BUMKHEHO. Lie 3HaueHHs MOXHa
3MiHIOBaTW Ha CBIill po3cyA, NMOPSAOK 3MiHM AMB. y M.6.1.

YBATA! lMpu 3BaptoBaHHi CTaneBMM APOTOM yYac crnagaHHsa [t.dn] Ha gxepeni
cTpymy mae 6ytn abo piBHuM, abo Tpoxu binbwe Hix Ha Gaoui nogavi ApoTy. Mpwu
3BaplOBaHHi a/IlOMIHIEBMM ApOTOM Yac cnagaHHs [t.dn] Ha gxepeni Mae ByTy mMeHWUM (-
0,3...-0,7 CeK) Hix Ha 6oui nogavi gpoTy.

5.8 DYHKL,IA 3BAPIOBAHHSA IMMY/IbCHOIO HAMPYT OO

Lia dyHKUis npn3HaveHa 419 NOJIereHHs KOHTPOJItO 3BaploBasibHOrO MpoLecy y
MPOCTOPOBMX MOJIOXKEHHAX, BIAMIHHMX BiJ HMXHbLOrO, a TaKOX MNPV 3BaplOBaHHI
KONbOpOBMX MeTaniB. BnauB BigbyBaeTbca 6e3nocepeAHbO Ha  nepemillyBaHHS
pO3M/aaB/AeHOro MeTajy LWBa, WO B CBOK Yepry BhAMBaE Ha ¢opmy wBa. A Takox
BiAOyBa€ETLCH NPUMYCOBMIM BN/IMB Ha MepeHeceHHst KpanJi y 3BaploBasibHy BaHHY, WO B
CBOIO Yepry BM/MBaE Ha cTabinbHicTb npouecy. AK i B iHWWX BMAAX 3BaplOBaHHS, Len
rnpoL,ec neBHOIO MIpOIO 3aMiHIOE Pyxu pyku 3BaptoBasibHuka. OcobanBo Le BaX/MBO npu
3BApIOBaHHI Y BaXKOAOCTYMHUX Micusx. Big npaBuabHOCTI HanawTyBaHHA AaHol dyHKLiT
3a71eXUTb He Tifbku GopMa, a M AKICTb GOPMYBaHHS LWIBA, TOOTO 3MEHLLIYETHCS UMOBIPHICTb
MOSIBM MOP | 3MEHLIYETbCA 3€PHUCTICTb CTPYKTYpU, WO uLe 36iablye MiLHICTb 3BapHOroO
3'€AHaHHA.

Ans peanizayii uiei GyHKUiT B AXepeni 3BaploBaNbHOrO CTPyMy MOTPIBHO
BCTAHOBWUTW TpW napameTpu: cuay nynbcauii [Po.P], wactoty nyabcauii [Fr.P] i
cniBBiAHOWEHHA iMNyabc/nay3a (abo «wnapyBaTicTb») [dut]. 3a 3amMoBYyBaHHAM cCuia
nynbcauii [Po.P] sk knto4oBuii napameTp 3HaxoaUTbCs y nonoxeHHi “OFF”, To6To ¢yHKuisn
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BMMKHEH], a 4acToTa nysbcauii [Fr.P] Ta «wnapysaTicTb» [dut] Ha HaWnowMpeHiwmnx
3HayeHHsax 20 My Ta 50% BignoeigHo. o6 yBiMKHYTU dyHKLilO A40CTaTHBO BCTAHOBUTU
cnny nyabcauii [Po.P] binbwe Hyns, Lei napameTp 3aJa€TbCs Y BiCOTKOBOMY BUPaXEHHI
Bi/, MOTOYHOI OCHOBHOI BCTAHOBJ/IEHOT 3BapOBaJIbHOI HAMpPYTy.

Mpuknaa: 3saptoBaHHA APOTOM 0,8 MM, BCTaHOB/IEHA LWBWUAKICTL NOAaYi APOTY 5,5
M/XB. Ta «wWwnapyBaTicTb» [dut] = 50% 3a 3aMOBYYBaHHSAM.

PesynbTtat: Hanpyra Axepena ny/ibCyBaTuMe Big 14,4V A0 21,6V 3 4acToTOK 20
u, iMAybCKM MaTUMYTb piBHY GOPMY Ik MO aMMAITYAi, Tak i 3a Yacom.

MapameTp "WwnapysaTicTb" 33 3aMOBYYBaHHSIM BCTAHOBJEHUM Ha 50%, 3MiHa
LbOro 3Ha4YeHHs BHOCMTb acMMeTpPilo M 4YacoM iMMy/ibCy Hanpyru Ta 4acom “"naysu”
Hanpyru:

3a 3aMOBYYBaHHAM

"wnapyeatict" [dut] = 50% " wnapysaTicTb" [dut] = 20% " wnapysaTicTb" [dut] = 70%
LA LA LA|
50% | 50% Igl 80% |_| I—l 70% |i| I—
i3] )
t,cex t,cek t,cex

AnapaT npu LbOMYy 3pearye TaK, WO CepeAHin piBeHb Hanmpyru nig 4ac
3BaploBasbHOrO npouecy 6yAe Ha PiBHi  BCTAHOBNEHOrO OCHOBHOIO  3HAYeHHS
3BaptoBasibHOT Hampyru 18V (ak i 6yno 3agaHo), BiAMOBIAHO | TEN/OBK/A3jaHHSA B
3BaploBa/IbHUM WOB byAe Ha piBHI THX e 18V, ane cTabifbHICTL 3BaplOBa/IbHOMO NpoLLecy
BaHHM Ta NpoBap 3MiHATbLCA. Lle gyxe Bax/MBa yMOBa 415 TOYHOI OLiHKM KOPUCTYBaYeM
TEeNNOBKNAJaHHA Yy 3BaploBa/ibHy BaHHY, Hanpukaaj, MOPIBHIOIOYM 3 iHLLIOK OCHOBHOIO
Hanpyroto 6e3 iMnyIbCHOro pexumy.

AKW,O CTOITb 3aBAaHHA CamMe 3MEHLUMTU Tena0BKAajaHHA B LIOB, 3a 40MNOMOrol0
iMNYIbCHOrO peXuMy, Hanpukaaz Npu 3BaproBaHHi TOHKMX MeTanNiB, TO 4OCUTb 3MEHLIUTHY,
OCHOBHY Hanpyry Axepena, npu LbOMy aMnAiTyAa iMAyabCiB i Nays, BCTAHOB/IEHI paHilue,
aBTOMATUYHO MiANALTOBYBaTUMYTbCS MiZ L0 HaMpyry, BiANOBIAHO KOpPUCTYBay Byge 4iTko
pPO3yMiTW, HACKiNbKM 3MEHWMNOCA MOTOYHE TEenja0BKN3JaHHA B OB MOPIBHAHO 3
ronepeAHiM pexXuMMOM, OZHOYACHO 3MiHIYM B Oyab-akii  kombiHauil cuny Ta
«LUNapyBaTiCTb» IMNYAbCIB A5 OTPUMaAHHSA NOTPiIbHOro npouecy. 3aBAaHHA Le He NpocTe,
TOMY LLO PeryoTbCsa Bigpa3sy Kisibka napameTpis.

JlaHi napameTpu BCTaHOBAIOKOTLCA Y PI3HUX CUTYaLifaX NO-Pi3HOMY, BiAMNOBIAHO A0
BMMOTI 3BaptoBasibHMKA. MopsaAoK 3MiHM 3HaYeHHs byAb-saKoT GYHKLiT Y NOTOYHOMY pexuMi
3BaploBaHHA AMB. y n.6.1

5.9 ®YHKLI YBIMKHEHHA TA BAMKHEHHSA ABUT'YHA B/1IOKA NOAAUI

Lle pgoaaTkoBa OyHKLIA ANF MOXAMBOCTI BUMKHYTU poboTy ABuryHa 6.s0ka
nozauyi. BoHa Mmoxe He 6yTn B MeHIO, Tak fIK 3@ HAsIBHOCTi 3B'sI3KY MiXX 6/10kaMU ynpaBiHHS,
anapaTt cam MpUMAMAE PiLUEHHS NPO BKJ/IOYEHHS Ta BUMKHEHHS ABUIYHa B KOHKPETHOMY
peXuMi 3BaproBaHHSA. AKWLO TaKWMIM MYHKT B MEHIO MPUCYTHIK, TO A4/19 NpaBuibHOI poboTu
HaniBaBTOMaTa L,eli napaMeTp NOBUHEH 3aBX AW 6yTn B Noa0XeHHT «ON».
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6. BUBIP TA HAJIALUTYBAHHS ®YHKLI ANAPATY

B ctaHAapTHOMY cTaHi (KOAM A0 KHOMOK Ha MepejHill naHeni He TOPKalTbCSA),
anapaT Ha eKkpaH J)epesia 3BaploBa/ibHOro CTPyMy BMBOAWTb 3HAYEHHS OCHOBHOIO
napameTpa NOTOYHOrO Pex1My 3BaploBaHHS:

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

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHa “MIG/MAG" BigobpaxaeTbcs noTouHe
3HaYeHHA CTPYMy, WO BUWLLIO B pe3y/bTaTi HacTynHWX dakTopis: AiameTpa ApoTy, WO
BMKOPUCTOBYETbCS, BCTAHOBJIEHOrO 3HA4YeHHA Hanpyrn Ha JxXepesi, BCTAHOBJ/EHOI
WBMAKOCTI MOAadvi APOTY Ha MexaHi3Mi Mojadvi, BUKOPUCTOBYBAHOro rasy, maTepiany i
TOBLUMHN BMPOBY, WO 3BAPIOETLCSA i i T.A4. 3HAUEHHS MOKA3YETbCA NPOTAroM 8 cek. micas
3aKkiHYeHHs1 3BaploBaHHSA — Le NOTPIGHO AN MOXJ/IMBOCTI CAMOCTIMHOI NepeBipKu CTPyMy
3BaptoBa/ibHMKOM, 6€3 CTOPOHHbLOI AOMOMOrU. A Ha ekpaHi MexaHi3My nogadi 3 npaBoro
6oky B ubomy pexumi “MIG/MAG"” BMBOAUTBCA 3HAYEHHS LWBUAKOCTI Nogadi ApoTy B
"m/xB".

KHonka 3 Ha nepegHilt naHeni anapata Bignosigae 3a Bubip GyHKLii gxepena B
MOTOYHOMY peXMMi 3BapIOBAHHSA, @ KHOMKa 11 3a BUOIp dyHKUiT 610Ky nogaui B pexumi
MIG/MAG.

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

KHonku 1 Ha nepeaHiN NnaHeni Axepena CTpyMy BiZANOBiAaOTb 3@ 3MiHY NOTOYHOIO
3HaYeHHs Ha eKpaHi 3AiBa.

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

6.1 NEPEK/IIOYEHHA HA HEOBXIAHY OYHKLIHO

fAkwo B anapaTi BCTAaHOB/IEHO CUCTEMY 3aXUCTY BiJ, HECAHKLiOHOBAHOro AOCTYMNy
0 MeHIo YHKLiN, NpU HAaTUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BifbyBa€ETLCHA XOAHUX
3MiH, To6TO us kHomka 3absokoBaHa. LLlob6 po3bnokyBatn, HeobxisgHO yTpumyBaTu il
HaTUCHYTOMY cTaHi b6isible 3,5 cekyHA. Mpu po3bsiokyBaHHI, Ha iHAMKATOP BUBOAWUTBLCS
306paxkeHHs 3aMOYKiB, L0 BiKPUBAIOTLCS, WO BKa3ye Npo rnpouec po3610KyBaHHA MeHIo
byHkuin. Micas ycniwHoro po36/oKyBaHHS, NMPU HATUCKaHHI KHOMKM 3, Ha LubpoBUi
AWUCnAen BUBOAMTBLCSA NOTOYHA Ha3Ba byHKLiT Ta T 3HaYeHHS.
YBara! lMicaa BignyckaHHS KHOMKM 3 Yepes 2 CeKyHAMN eKpaH 3HOBY nepenze Ha OCHOBHUM
napameTp NMOTOYHOrO pexumy 3BaptoBaHHs. Moku aAncnaen Nokasye NoTouHy yHkuito, i
3HAYeHHSA MOXHA 3MiHUTU y Binbwy abo MeHLy CTOPOHY, 3a AOMOMOrow KHOMoK 1. MNpwu
WBMAKOMY HaTUCKaHHI Ta BiAMyCKaHHi Ha KHOMKW 3 MOXHa NepeMMKaTUCA Ha HacTymHy
dyHKuito Mo koAy.
YBara! fKi0 A0OBro yTpumyBaTh KHOMKY 3 Y MOMEHT PO3rasgy HalMeHyBaHHA yHKLIT,
NpMb/AM3HO Yepe3 10 CekyHA, Ha UMPpoBoMy Tabno NOYHETHCA 3BOPOTHUW BiAAIK
333...222...111, AKUI NOMNEPEeKAE NPO CKUAAHHSA BCIX HANALUTYBaHb NMOTOYHOMO PEXUMY.

AHanoriyHo, Npy HATUCKaHHI KHOMKM 11 Ha UMPPOBMIM iHAMKATOP NpaBopyd
BUMBOAWUTLCA rpadiyHa Hasea MoTouHoi yHKLUiT 6a0Ky mogayi ApoTy, a Bigpasy nicas
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BiMyCKaHHA MpOTArOM 2 CeKyH/ MOKAa3yeTbCs MOTOYHE 3HayeHHs uiel ¢yHKuii. 3a
ZL0MOMOr 010 KHOMOK 7 MOro MOXHa 3MiHUTK B MeHLy abo 6inbluy CTOPOHY.

Akwo meHio 3abnokoBaHe, AK i y BMNAAKYy 3 MeH OYHKUIN Ha Axepeni —
AOCTaTHLO YTPUMATM LLI0 KHOMKY MOHaZ 3,5 Cek.

6.2 MEPEK/IIOYEHHA HA HEOEXIAHMVI PE>XXM 3BAPIOBAHHA
HaTuckaHHS KHOMKWM 4 MPU3BOAMTL A0 MEPeK/oYeHHS Ha HACTYMHUM PexXunm
3BaptoBaHHs no kosy. Lle BUAHO Ha gucnaei 2 Ha nepegHiv naHeni.

6.3 CKMAAHHSI HANALITYBAHb BCIX O®YHKUIA MOTOYHOIO PEXUMY
3BAPIOBAHHSA

MoxyTb BifbyBaTUCS CUTyauil, KOAM NapaMeTpu B anapaTi TPOXW 3aniyTanu
KopucTyBaya. s Toro wob ckMHyTH iX A0 CTaHAaPTHUX 3aBOACLKUX, 4OCUTb YTPUMYBaTH
6e3nepepBHO KHOMKY 3 NPOTArom bisiblie 10 cekyHA (He 3BepTaTW yBary Ha 300paxeHHs
3amoukiB). Ha Tabs10 noyHeTbCs 3BOPOTHUM Big/iK 333...222...111 | NPU A0CATHEHHi "000"
BCi HaNalWTyBaHHS MOTOYHOIO PEXMMY 3BaploBaHHA OyAyTb OHOBJEHI Ha 3aBOACHKI.
CKMAaHHS napameTpiB A/ KOXHOIO PeXumy 3BaploBaHHA pobsiaTbca okpemo. Lle
3pob6sieHO ANs 3pYYHOCTI, W06 He CKMHYTWU IHAMBIAYaNbHI HANALITYBaHHA B ABOX iHLWIMWX
pexumax.

AHaNOriYHO, MOXHA CKMHYTM napameTpu Ha 6a0Li nogadyi 4poTy 3a 40OMNOMOro
KHOMKM 11.

6.4 3MIHA HOMEPY NPOIrPAMM Y NOTOYHOMY PEXXMI 3BAPIOBAHHA

Y koxHoMy pexwumi 3BaptoBaHHst MMA, TIG i MIG/MAG anapat moxe 36epirati 40
16 Ppi3HUX BapiaHTIB HanawTyBaHb. [lOTOYHWI HOMep HanaWTyBaHHA (Mporpamu)
Bif0OpaXaETbCs Y BEPXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAaXOAUTbCA Ha MepesHil
naHeni gxxepena cTpymy. ¥ MOMEHT NepLIoro yBiMKHEHHA anapaTa, A1 KOXHOro pexumy
3BaploOBaHHA, 3aBXAM BUBOAUTLCA nporpama nig N21. Yci 3MiHW B HanalwTyBaHHi anapaTta B
AQHOMY peXwuMi 3BaploBaHHA Ta MOTOYHOMY HOMepi nporpamu 3bepiratoTbesi. LLo6
nepenTy Ha iHWKWI HOMEep NPOrpaMu i MoYaTU HaNAWTYyBaHHS 3HOBY 3 63a30BMX NapaMeTpiB,
AOCTaTHbO HAaTUCHYTM KHOMKY 3 i fKWO MeHio BMbopy ¢yHKUiN 3ab6s10koBaHO, TOAI Ha
iHAVKATOP BUBOAWTBLCS MOTOYHUI HOMEP MPOrpamMu, SKMUIM MOXHA 3a AOMOMOMOK KHOMOK 1
3MIHUTK Y 6inblly abo MeHWy CTOpPOHY. Ko MeHi BUbOpYy yHKLUIi He 3abiokoBaHe,
Hanpukaaz, KOpUCTYBay sKpas nepes UUM 3MiHIOBaB 40AATKOBI napameTpu GyHKLUin, To
HeobxigHO 3abs0KyBaTM MeHio BUbOpPY yHKLIM 33 AOMNOMOrOI YTPUMAHHS KHOMKW 3
Ginblue 3,5 cek. Tak camo fK i Npy po3boKyBaHHi, Ha iHAMKaTOpi byayTb BigobpaxaTucs
3aMKM, WO 3akpuBatoTbes. [Micas 3akiHYeHHs Uiel onepauii MeHlo 6yze 3a6/710KOBaHO i
Ternep MOXHa 3HOBY NMOBTOPUTK CNpPoby 3MiHWM HOMepa NPOrpamMu 3a J0MOMOrol KHOMKM 3.
Mpy uboMy BCi NapameTpu nonepeAHboi Nporpamu 6yAyTb 36epexeHi i 40 Hel 3aBXAu
MOXHa NOBepHYTUCA 3HOBY.
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7. 3ATAJIbHUM CMNUCOK | NOC/IIA0BHICTb GYHKLIN
Pexwum 3BaptoBaHHs "MMA"
0) [-1-] - ocHoBHW NnapameTp CTPYM = goA (3a 3aMOBYyBaHHsIM)
a) 8 ... 160A (kpok 3MmiHu 1A) ana StandardMIG-160
6) 10...200A (Kpok 3miHK 1A) ana StandardMIG-200
B) 12...250A (KpokK 3MiHu 1A) ana StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa 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 3MmiHu 5%)
2) [t.HS] vac "lapsayoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy agyrn" = 40% (3a 3aMOBYYyBaHHAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpauboByBaHHA GyHKUiT «Popcax gyru» = 12V (3a 3aMOBUYYBaHHAM)
a)9 ... 18V (Kpok 3MiHK 1V)
5) [BAH] Haxnn Bo/ibTamMnepHOT XxapakTepUCTUKK = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3miHK 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto Ayroto = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6510k 3HMXEHHS Hanpyru xonocToro xogy = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] cuna nynbcauivi ctpymy = OFF (3a 3aMOBUYYBaHHAM)
a) o[OFF] ... 80% (kpok 3miHu 5%)
9) [Fr.P] yacToTa nysnbcayin ctpymy = 5,0 'l (3a 3aMOBYYBaHHAM)
a) 0,2...500 'y, (AMHaAMIYHWI KPOK 3MiHM 0,1 [L...1 L)
10) [dut] cniBBiAHOWEHHS iMMyAbc/Nay3a (WNapyBaTiCTb) — L& BifCOTOK iMMYy/bCy CTPYMY
A0 nepioAy NPOXOAXEHHS LX iMAYbCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHKM 5%)

Pe>xum 3BaptoBaHHA TIG

0) [-2-] ocHoBHMI napameTp CTPYM = 100A (32 3aMOBYYyBaHHAM)
a) 8.... 160A (kpok 3miHK 1A) ans StandardMIG-160
6) 10...200A (Kpok 3MmiHM 1A) ana StandardMIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardMIG-250
r) 12 ... 270A (kpok 3miHn 1A) agnqa StandardMIG-270
") 14...350A (Kpok 3MiHu 1A) gns StandardMIG-350

1) [t.uP] yac HapocTaHHs cTpymy = OFF (3a 3amMOBYYyBaHHAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHW 0,1 CeK.)

2) [Po.P] cuna nynbcauivt ctpymy = OFF (33 3aMoBUYyBaHHSM)
a) o[OFF] ... 80% (kpok 3miHu 5%)
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3) [Fr.P]uacToTa nysabcauin ctpymy = 10,0 'Ly, (32 3aMOBYYBaHHSM)

a) 0,2...500 'y, (AMHAMIYHWI KPOK 3MiHM 0,1 'L...1 L)
4) [dut] cniBBigHOLWeEHHS iMNybc/nay3a (lLiNapyBaTiCTb) — Lie BiACOTOK iMNy/1bCy CTPyMyY A0
nepiogy NPOXoA>XeHHs LMX iMMNybCiB = 50% (3a 3aMOBYYBaHHAM)

a) 20...80% (Kpok 3miHWN 5%)

Pexxum 3BaptosaHHs MIG/MAG
0) [-3-] ocHoBHUI NapameTp HAMPYTA = 19,0V (33 3aMOBYyBaHHsIM)
a) 12,0...24,0V (KpoK 3MiHu 0,1V) Ans StandardMIG-160
6) 12,0...26,0V (kpok 3miHu 0,1V) gns 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...30,0V (Kpok 3MiHu 0,1V) ana StandardMIG-350
1) [But] pexxum KHOMKM Ha naabHUKY = [2T] (3a 3aMoBYyBaHHAM)
a) [2T] — pexum KHOMKKU Ha NafbHUKY 2T
6) [4T] — cTaHAAPTHUIN PEXMM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — a/lbTEPHATUBHMWIN PEXUM KHOMKW Ha MaNbHUKY 4T
2) [Ind] iHagykTMBHICTL = OFF (33 3aMoBYyBaHHsM)
a) o [OFF] ... 3 cTyniHb (KPOK 3MiHW 1 CTYMiHb)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [t.Po] wac nicna-npoayBKKM 3aXMCHMM rasoM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] yac HapocTaHHA Hanpyrun = OFF (3a 3amoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)
6) [t.dn] yac cnasaHHs HanNpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 CeK.)
7) [Po.P] cuna nynbcayin Hanpyru = OFF (3a 3aMoBUYyBaHHsM)
a) o [OFF] ... 80% (kpok 3miHu 5%)
8) [Fr.P] yacToTa nysbcauin Hanpyru = 20 'y, (3a 3aMOBYYBaHHAM)
a) 5...500 'L, (kpoK 3miHM 1 L)
9) [dut] cniBBigHOLWEHHS iMNy/Ibc/nay3a (WNapyBaTicTb) — Le BiACOTOK 6ifblIOro iMnyabcy
Hanpyru 4o nepiosy NpoxXo>XeHHs LMX iMMy1bCiB = 50% (32 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3MiHW 5%)

Ha npaBomy iHAMKaTOPi MexaHi3My nogadi ApoTy:
0) [-1-] ocHoBHUI napameTp — LUBNAKICTb nogaui = 7,0 M/XB (33 3aMOBYYBaHHsM)
a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum KHOMKM Ha naabHUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — peXxuM KHONKM Ha NasibHUKY 2T
6) [4T] — CTaHAAPTHUIA PEXMM KHOMKM HA NaNAbHUKY 4T
B) [anbT.4T] — aNbTepHATUBHUMN PEXUM KHOMKWU HA NaAbHUKY 4T
2) [Dru] yBiMK/BUMK. ABUrYyHa noAadi ApoTy = ON (3a 3aMOBYyBaHHAM)
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a) ON — yBiMKHEHO (3a HasBHOCTI 3B'A3Ky, anapaT CaM BK/IOYAE B PeXUMi
MIG/MAG)

6) OFF — BUMKHeHW (3a HasBHOCTI 3B'A3Ky, anapaT cam BUMUKAE B pexnmi 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-npogyBKKM 3aXMCHMM ra3oM = 1,5 CeK. (3a 3aMOBYYBaHHAM)

a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
5) [t.uP] yac HapoCTaHHA WBMAKOCTI NOAaui APOTY = 0,1 CeK. (3a 3aMOBYYyBaHHAM)

a) o [OFF] ... 5,0 cex. (KPOK 3MiHWM 0,1 CeK.)
6) [t.dn] yac cnagaHHs WBuAKocTi nogavi apoTy = OFF (3a 3aMoBYYyBaHHsIM)

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

8. PEXXMM POBOTW Bl TEHEPATOPA
J>xepeno XuBneHHs npuaaTtHe Ans poboTu Big reHepaTopa, 3a YMOBM:

Mig vac poboTtun SRR LIRS Mig yac po6oTK AiameTpom ApoT BILINERAE]
5 P cTpymy npu MMA i & P c pom Apoty MOTYXHICTb
€/1eKTPO/0M npu MIG/MAG

TIG reHepaTopa

2 He binblie 80A He binblie Po,6mMM 3,0 kVA

a3 He Bifblie 120A He 6inbLe Jo,8Mm 4,5 kVA

[2)A He bisiblue 160A He 6inbLe J1,0MM 6,0 kVA

s He bisiblue 200A He 6inbLe J1,0MM 7,7 kKVA

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

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

76 240 350A He 6inbwe J1,4MM 16,0 kVA

Ansa 6esBigmoBHOI poboTu! BuxigHa MixdasHa Hanpyra reHepatopa He TMOBMHHA
BMXOANTW 3@ AOMNYCTUMI MeXi:

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

- 320-440V Ans BCix Tpbox a3 (a5 mogenen StandardMIG-270/350).

9. Aornaa | TEXHIYHE OBC/IYITOBYBAHHSA

YBara! Mepeg T1M, AK BiAKpUTM anapaT Aas NpodinakTukM, HeobXiZHO BUMKHYTH
MOro Ta BiAKNIOUUTU Big Mepexi XMBAeHHSA. JaTn MOXIUBICTb PO3PAAUTICS BHYTPILLHIM
NaHutoraMm anapata (npubausHo 5 xB) | Auvwe nicas Uboro pobuTu iHwWi aii. Mpu
06cyroByBaHHi BCTAHOBUTU Tabanuky, sika 3a60poHsE BMMKATK anapar.

Ans Toro, wob 36epertn amapaTt npaueszaTHUM Ha 6araTo pokiB, HeobxigHO
AOTPUMYBATUCA KiIbKOX NMPaBU:
- MPOBOAWTM iHCMeKLilo 3 TexHikum 6e3neku y 3agaHi iHTepBanu uacy (auB. Po3sgin

»BKa3iBKM 3 TexHiku 6esnekn”);
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- MpU IHTEHCMBHOMY BMKOPWUCTAHHI PeKOMEHAYEMO pa3 Ha NiBpOKy npoAyBaTu anapart
CyXMM CTUCHEHWUM nosiTpaAM. YBara! lNpoayBaHHA 3 3aHaATO KOPOTKOI BiACTaHi MoXxe
MPV3BECTM [0 MNOLIKOAXEHHSA €/1eKTPOHHUX KOMMOHEHTIB;

- NPV BEIMKOMY CKYNYEHHI MUY NPOYUCTUTU KaHaIM CUCTEMU OXONIOAXKEHHSA BPYUHY.

10. MPABU/IA 3BEPIFTAHHA

3aKoHcepBOBaHe Ta ynakoBaHe J)epeso 3BaploBafibHOrO CTpyMmy 3bepirath B
ymoBax 36epirarHs 4 3a FTOCT 15150-69 CTPOKOM 5 POKiB.

PoskoHcepBoBaHe AXepesno MoBUMHHe 3bepiraTucs B CyXMX  3aKpUTUX
MPUMILLEHHAX 3@ TeMnepaTypu NOBITPS He Hxye ntoc 5°C. Y npuMilleHHsX He Mae byTu
Mapu KMCIOT Ta iHWMX aKTUBHUX PEHOBMH.

11. TPAHCIMOPTYBAHHA

3anakoBaHe AXEepesio MOXe TPaHCMopTyBaTUCSA BCIMA BMAAMM TPAHCMOPTY, Lo
3abe3neyytoTb Moro 6e3neky 3 AOTPUMAHHSIM MpPaBUA MepeBe3eHb, BCTAHOB/IEHUX ANS
TPaHCMOPTY LbOro BUAY.

12. KOMMNJEKT NMOCTABKUA

1. [l>Kepeno XWBIEHHS 3BapioBa/IbHOT AYrY 3 MepeXHNM Kabenem —1wT,;

2. ®ipmosuii roppokopod PATON —1uwT,;

3. Kabenb 3BaptoBasbHUin 3 enektpogoTpumadem ABICOR BINZEL, 3m —1WT,;

4. Kabenb 3BaptoBanbHUM 3 knemoto "mMaca" ABICOR BINZEL, 3 m —1WT,;

5. ManbHWK HaniBaBToMaTU4HUA ABICOR BINZEL —1WT,;

6. LLIBUAKO3HIMHWIA NHEBMOPO3'eM —1wr,;

7. IHCTpyKUif 3 ekcnayaTauii —1wr,;
Ana modenell StandardMIG-160/200/250:

- POAMKK ANA CyuUinbHOro A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMI,;
Jna modenell StandardMIG-270-400V:

- POAMKK ANA CyUinbHOro A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMI,;
- KOMMAEKT KOJiC AN TPAHCMOPTYBaHHA —1KoMnM.;
Ans modeneli StandardMIG-350-400V:

- POANKM A8 cyuinbHOro ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMI.;
- POAMKM AN5 aAOMIHIEBOIO A4pOTY (0,8-1,0) —1KoMn.;
- KOMMIEKT KOIC ANS TPAHCMOPTYBaHHSA — 1 KoMn.
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13. MPABUJIA TEXHIKW BE3MEKU

3ATAJIbHI MOJIOXXKEHHA

3BaptoBasibHUIM  anapaT BWUrOTOBJIEHWM BIAMOBIAHO A0 TeXHIYHWX CTaHAapTiB Ta
BCTaHOB/IEHMX NPaBUA TexHikM be3neku. NpoTe Npu HempaBWILHOMY NOBOAXEHHI BUHUKAE
Hebe3neka:

- TpaBMyBaHHs 06C/1yroByO4Oro NepcoHasy Ym TpeTboi ocoby;

- 3aN0AiAHHA WKO/M CAMOMY anapaTy Yv MaTepia/lbHUM LiHHOCTAM NiANPUEMCTBA;

- nopyLueHHs edpekTBHOro pobouoro npotiecy.

Yci ocobu, ski no'si3aHi 3 BBeAEHHSIM B eKCM/yaTalilo, KepyBaHHAM, JOr/s40M Ta
TexHi4HMM 0b6CNyroByBaHHAM anapaTy NOBUHHI:

- NpovTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCh L€l IHCTPYKL,il.

HecnpaBHOCTI, Iki MOXYTb 3MeHLWNTK 6e3neky, NOBUHHI 6y T1 TEPMIHOBO YCYHEHi.

OBOB'A3KUN KOPUCTYBAYA

KopucTtyBay 3060B's3yeTbcsa gonyckaTu 4o pobiT Ha 3BaptoBa/ibHOMY anapaTi Aulie ocib,
fAKi:

- 03HAaNOMMUANCA 3 OCHOBHWMM MNpPaBW/IaMU TeXHiKM 6e3neku, NPOMLLAM HaBYAHHS 3
BUMKOPUCTAHHSA 3BaptoBa/ibHOro 061aHaHHS;

- npountann posgin «MpaBuia TexHiku He3nekn» Ta BKA3iBKM LWOAO HEOHBXigHWMX
3anobixHUX 3ax04iB, HABEAEHMX Y LibOMY MOCIOHMKY, Ta Ni4TBEPAUTY LLe CBOTM NiMMCOM.

OCOBUCTE 3AXNCHE OCHALLEHHSA

s ocobuctoro 3axmcty ocobu, siki NoB's3aHi 3 BBEAEHHAM B eKCrlyaTaLllilo, KepyBaHHAM,
JOrNIA0M Ta TEXHIYHUM 06CyroByBaHHAM anapaTy NOBUHHI:

- HOCUTW MillHe B3yTTH, WO 36epirae i3ont0t04i BAACTUBOCTI, Y TOMY YMCAi Y BOJIOrUX
ymoBax;

- 3axumLLaTU PYKU i30110I04UMK PyKaBUYUKAMU;

- OYi 3axXMWATU 3aXMCHOK MAacCKOK 3 BIAMOBIAHWM CTaHAApTaM TexHiku 6e3neku
diNbTpOM NPOTU yAbTPadioNIeTOBOr0 BUNPOMIHIOBAHHS;

- BUKOPUCTOBYBATM Ti/bKM BiZNOBiAHUIA BaXKO3aMMUCTUI 04 AT

HEBE3NEKA LWWKIAJMBUX F'A3IB | BUMNAPIB

- AWM | WKIANMBI rasu, WO BMHUKAIOTb B Npoueci ekcnsyaTauil anapaTty BUAAANTK 3
pobouyoi 30HK cneLianbHUMK 3acobamy;

- 3abe3neunTn 40CTaTHIN MPUNJIUB CBIXKOrO NOBITPS;

- napu PO3YMHHUKIB HE MOBWMHHI NOTPANAATM 40 30HW BUMPOMIHIOBAHHS 3BaptoBa/IbHOI
AYTW.

HEBE3MEKA BUNBbOTY ICKOP
- 3aMMUCTI NpeAMeTH HeobXiZHO BUAANNTU 3 po60OUOI 30HY;
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- He [AOMyCcKalTbCA 3BaploBasibHi pobOTM Ha EMHOCTSX, Yy fAKMX 36epiraloTbCs um
36epiranuncs rasu, nanbHe, HaGTONPOAYKTU. € Hebe3sneka BUbYXy 3a/MLIKIB LIX NPOAYKTIB;
-y noxexoHebesneuyHnx Ta BMOyxoHebe3neuHWx MPUMILLEHHAX JOTPUMYBATUCH
0cob/1MBKX NpaBuA, BiANOBIAHO A0 HaLiOHaIbHMX Ta MiXHapOAHUX HOPM.

HEBE3MNEKA HAMPYTI MEPEXI XXUBJIEHHA | 3BBAPIOBAJIBHOIO CTPYMY

- YPaXeHHs eNleKTPUYHUM CTPYMOM MOXKe ByTu cMepTeibHUM;

- CTBOPEHi BUCOKOYACTOTHMM CTPYMOM MarHiTHi MO MOXYTb HEFaTUBHO BMJIMBATK Ha
npaLessaTHICTb esleKTponpuaagis (Hanpuknag, kapaioctumyastop). Ocobu, ski maloTb
Taki Npuaaan, MOBUHHI NOpPaAUTMCA 3 JAikapeMm, nepl Hix HabauxaTuca go poboyoro
3BaploBaibHOr0 MaiaHunKa;

- 3BaploBasibHUA kabenb Mae 6yTW MiLlHUM, HEMOLWKOAXEHUM Ta i30/1bOBaHUM.
OcnabneHi 3'e4HaHHA Ta NOLWKOAXEHUIN Kabenb HeobxigHO HeranHo 3amiHUTU. Mepexesi
kabesi Ta kabeni 3BaploBaNbHOrO anapaTy NOBUHHI CUCTEMATUYHO NepeBipsATUCH daxiBLeMm
€/1eKTPMKOM Ha CNpaBHICTb i30aaLi;

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

HE®OPMAJIbHI 3BAXOA4 U BE3MNEKU

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

- A,043aTKOBO 10 IHCTPYKL,iT HEOBXiAHO AOTPMMYBATUCh YNHHUX 3arasibHUX Ta MiCLLeBUX
npaBuA TexHiku be3neku Ta ekooril;

- BCi BK@3iBKM Ha 3BaptoBasIbHOMY anapaTi TpUMaTu B YyuTabesibHOMY CTaHi.

BZTYKAIKOUI 3BAPIOBAJIbHI CTPYMU

- HeobXiZHO CTeXMTU 3a TUM, Wob kiema kabento «macu» byna MiLHO NpUEAHAHA A0
MicLLs 3BaptOBaHHS;

- Mo MOXJ/IMBOCTI He BCTaHOB/IOBATM 3BaploBa/ibHWI anapaT 6e3nocepedHbO Ha
€/1eKTPonpoBigHe MoKpuUTTS nignorn abo poboyoro crosny, BUKOPUCTOBYBATU i30J1t0tOYI
MPOKAAAKM.

3AXOAU NOMEPEAKEHHA Y 3BUYANHMX YMOBAX

LlloHaliMeHwWe OAMH pa3 Ha TWXAEHb HeobXiAHO MepeBipsATW amapaT Ha 3OBHILLHI
MOLWKOAXEHHS Ta GYHKLIOHYBaHHS 3anobixXKHUX NPUCTPOIB.
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14. TAPAHTINHI 3060B'I3AHHS

KomnaHia «MATOH IHTEPHELUH/1» rapaHTye cnpaBHy poboTy Axepena
3BaplOBa/IbHOrO CTPYMy 3a YMOBWM JAOTPUMaHHA CMOXMBAYeM YMOB eKkcrayaTauil,
30epiraHHs Ta TPaHCMOPTYBaAHHS.

YBATA! Be3KolUTOBHe rapaHTiliHe 06C/1lyroByBaHHS BiZCYTHE Mij YaC MeXaHiYHUX
NOLKOAXeHb 3BaptoBasibHOro anapary!

StandardMIG-160
StandardMIG-200 5 pokiB
StandardMIG-250

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

3 poku

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

MpoTAroM OCHOBHOFO rapaHTiMHOro nepiogy npogaselb 3060B'A3yeTbCs
6e3KOLITOBHO A/151 BAACHMKA iHBepTOpHOro obnagHaHHa PATON:

- 3pobuTU AiarHOCTUKY Ta BUSBUTU NMPUYMHY NMOJIOMKY;

- 3abe3neynTn HeOOXiZHUMU AN BUKOHAHHS PEMOHTY BY3/1aMW Ta e/1eMeHTaMu;
- npoBecTu poboTH i3 3aMiHN eNleMeHTIB | By3/iB, L0 BUMLLAN 3 NaAY;

- MpOBECTU TECTYBaHHS BiAPeMOHTOBAHOIO 0013 HaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOLIMPIOTHCA Ha 061a4HAHHS:

- 3 MexaHiYHMMW MOLWKOAXKEHHAMM, WO BMJAMHYAM Ha npauesjaTHiCTb anapaty
(aedopmauiia kopnycy Ta AeTanel YHacNiZoK nNajiHHA 3 BMCOTM abo nagiHHA Ha
0b1aHaHHSA BaXKMUX MPeAMETIB, BUNaZaHHsA KHOMOK Ta po3'eMiB);

- 3i cigamm Koposii, Wo CNpUYNHIUAE HECNIPaBHUI CTaH;

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

- WO BWWLWIO 3 NaAy Yepes HAKOMUYeHHS BCEPEeAMHi CTPYMOMPOBIAHOrO MUy
(BYriNbHWUI MW/, METANEBA CTPYXKA Ta iH.);

- y pasi cnpobu caMOCTiIMHOro pemOHTYy MOro By3/iB Ta/abo 3aMiHUM eNeKTPOHHUX
eNleMeHTIB;

PekomeHAYyEeTbCA, 3a/1€XKHO Bij YMOB ekcryaTauii, OA4WH pa3 Ha MNiBpOKy, 3a4/4
YHUKHEHHSI BUXOAY anapaTty 3 /ajdy, NPOBOAUTU YMCTKY BHYTPILLHIX eNeMeHTiB i By3niB
ZaHoro obnagHaHHA CTUCHEHUM MOBITPAM, A/ YOrO HEOBXiZHO 3HATU 3aXUCHY KPULLKY.
YnieHHs HeobXi4HO NPOBOAMUTH aKypaTHO, YTPUMYIOUM LW/IAHT KOMMpPecopa Ha AOCTaTHiN
BiZCTaHi, 33419 YHUKHEHHS MOLWKOAXEHHS NalKy e1eKTPOHHUX KOMMOHEHTIB i MeXaHiYHMX
YaCTUH.

TakoX OCHOBHIi rapaHTilHi 3060B'A3aHHA HE NOLWMPIOOTLCA HA 30BHILLHI e/1eMeHTU
obnagHaHHA, WO BUMAWAM 3 nady, Wo nigAaroTbcs  Gi3MYHOMY KOHTakTy, Ta
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CyMNyTHi/BUTPaTHI MaTepianyv, npeTeHsii 3a AKUMW NPUMMAIOTBCS He Mi3Hille ABOX TUXHIB
nicna npoaaxy:
- KHOMKA YBIMKHEHHS T8 BUMUKAHHS;
- PY4KM peryatoBaHHA 3BaptoBasibHMX 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 «Macu», NaJibHWK, 3BaptoBasibHi kabeni Ta pykasu.
MpogaBeub 3asvwae 3a coboo MpaBO BiAMOBUTU Yy HafaHHI rapaHTIMHOIO
peMOHTY, abo BCTAHOBUTU fIK AaTy MOYaTKy BUKOHAHHS rapaHTiMHMX 3060B'A3aHb Micaub
Ta pik BUNycKy anapaTy (BCTaHOB/IIOIOTLCA 3@ CEPiMHUM HOMEPOM):
- npuv BTpaTi NacnopTa BAaCHUKOM;
- 3a BigcyTHOCTI KopekTHoro abo B3arani 6yAb-AKOro 3amMoOBHEHHs MacnopTa
npoZasL,eM Nij Yac NpoAaxy anapary.
FapaHTiMHWUI TePMiH MPOAOBXYETLCH, HA TEPMiH FrapaHTiIMHOro 0bcyroByBaHHs
anapaTy B CepBiCHOMY LLeHTpi.
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5.5 QyHKLMA nocne-NpoAyBKU 3alUTHLIM ra3oM 55
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MoAcoesnHeHMe K CUI0BOM CeTU/CMNoBOMY WKTY (npu 25°C):

BHUMAHME! yuntbiBaiiTe npoBoja, NpoBeAEHHbIE B CTEHAX U APYT1e YAJIMHUTENN

Wcnonb3yemblit | YctaHoBneHHoe | JuameTtp ceyeHus | CeueHume KaXkaou Makcum.
3/1eKTpoA B 3Ha4yeHue Toka NpoBOJIOKU NpU >KWJbl CETEBOrO ANVHa
pexume MMA npu MMA 1 TIG MIG/MAG npoBoAa, KB. MM npoBoAa, M
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
1,5 115
2 MM He 6onee 80A He 6onee Jo,6mMMm 2,0 155
2,5 195
4,0 310
L5 75
2,0 105
3 MM He bosiee 120A He bosee Jo,8Mm 2,5 130
4,0 205
6,0 310
2,0 75
4 MM He 6os1ee 160A i3 35
4,0 155
A0 J1,0MM 6,0 230
2,5 75
@5 Mm He 6osiee 200A 4,0 125
6,0 185
2,5 60
&5 um 0250A 0 @1,2MM 0 100
@6 MM nerkonJi. A0 25 A ! 4
6,0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350
1,5 135
2 175
73 MM He 6osiee 120A He 6osee Jo,8MMm 2,5 220
4 350
6 525
2 130
6
it mm He 6onee 160A 202 9
4 260
He 6onee J1,0MM 6 385
2,5 115
a5 MM He 6osiee 220A 4 180
6 270
26 MM 20 8
He 6onee270A He bosiee @1,2Mm 4 135
nerkonnaekue
6 205
2,5 65
26 MM A0 350A He 6onee J1,4MM 4 100
6 150

-37-

PATON StandardMIG DC MMA/TIG/MIG/MAG




FPATON

1. OBWUME NMNOJIO>KEHUNA
MHBepTopHble Lndposble nonyasTomatsl PATON StandardMIG-160/200/250/270-400V/350-400V 04HOKOPMYCHOrO

TUNA UCMIONHEHUA NpejHa3HaueHbl AN pyuHol gyrosoi ceapkun (PAC «MMA»), aproHogyrosoit ceapku (AP «TIG») n

nonyasTomaTuyeckon csapku (MA «MIG/MAG») B cpe/ie 3alMUTHbIX Fa30B U CMeCel Ha NOCTOSHHOM Toke. [peumylecTsa

MCMNo/ib30BaHMA B 3TOM annapare NoJIHOCTbIO LndpoBoro cnocoba yrnpaBaeHUs 3akA04aeTcs B OTCYTCTBUMM HEA0CTATKOB

NpUCYWMX MHOrOPYHKLMOHANbHBIM CUCTEMAM, CAENAHHBIM Ha OCHOBE aHa/loroBbIX CUCTEM YNpaB/ieHUs, KOTOpble No

onpeAesieHnto 3aTOYeHHbIe BCErsa noj Kakoi-To KOHKPETHbIN PeXUM, @ BCE OCTa/bHbIE PEXMMBbI KaK JOMNOHUTE IbHbIE

MMeIOT HeZ0CTaTKM YNPaBaeHUs. A B NOJIHOCTbIO LMPPOBOM CUCTEME, NJiaTa ynpaB/IeHUs pacnonaraeT abcontoTHO Bcemu

pecypcamu annapaTta, B Npejenax ero nosjHoW MOLHOCTU M He BaXHO B KAaKOM PEXMME OHa MCMo/b3yeTcs. JaHHbIi

annapat npeAHasHayeH A/ 6GbITOBOrO M MOJYNPOMBIWAEHHOTO  MCMOAb30BaHWs. ObecneunBaeT  XopoLuyto

NPOAO/MKUTENbHOCTL HAarpy3ku Ha ero NoJIHOM HOMUHa/IbHOM Toke 160A/200A/250A/270A/350A COOTBETCTBEHHO, Yero

AOCTaTOYHO ANst paboTbl Nt0bbIMKU dnekTpogamu oT P1,6MM BNIOTb A0 CaMbix TyroniaBkux @6mm (ans StandardMIG-

350-400V) W NOJlyaBTOMaTUYECKOW CBapku CM/IOWHON NPOBOJIOKON AuameTpom oT @o,6MM go D1,4MM (ANs

StandardMIG-350-400V). VICTOYHMK W3Haua/ibHO YCTAHOB/IEH B OMTUMasbHble 3HaYeHWs AN 6ONbWMHCTBA Cy4Yaes

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 AN8 CBapKu GNOCOBONM MPOBO/IOKON. Jns

OnacHbIX YCI0BUIA paboTbl BCTPOEH 610K CHUXEHUS HaNPAXeHUs X0I0CTOro xo4a B pexume «MMA», ¢ BO3MOXHOCTbIO

€ro BKJ/IIOYEHUS U OTKAYEHUS. OTIn4uTeNIbHON ocobeHHOoCTbIo nonyasTomaToB PATON cepum "Standard" ssnsetcs

MOLUHbIM, KQYeCTBEHHbIN N FePMETUYHbIA MEXaHWU3M MoAa4u NPOBOJIOKM, @ TakXe Hasuuve pasbéma KZ-2 Tuna "EBPO",

CTaBLlero ctaHAapToM B MuUpe, I'IOBBO/]FHOLLWII\//I No/1b30BaTesio B NOC/Ie4YOWEM MEHATb FOPe/IKM N0 CBOEMY YCMOTPEHMUIO.

B paHHylo mogenb StandardMIG npoussogctBa PATON BcTpoeH 610K 3alWuTbl OT MOHWXKEHHOMO

HanpsXeHWUs, a TakXe OT KpaTKOBPEMEHHOr O MOBbILEHHOT O HaNpPAXeHWs.

B StandardMIG-350-400V yCTaHOB/IEH TOMOBLIN 4X POJIMKOBLIA MEXaHW3M MOoAauu C NPUBOAOM Ha BCe
pPOAVKN.
Annapar coxpaHsieT B MamMsTV BCe TEKYLME HACTPOMKM Ha MOMEHT BbIK/IIOYEHUS 1 BOCCTAHABAMBAET UX BO

BpeMs BKAOYEHUS.

Annapat coxpaHsieT noj CBOMM HOMEPOM B KaXAOM pexume CBapku A0 16 MHAMBUAYa/IbHbIX HAacTpoek

(nporpamm) nonb3osaTens.

OcHoBHble NpenmylecTBa:
1. LLInpokune BO3MOXHOCTU peryiMpoBKu NapaMeTpoB CBapKu:
a) B pexume "MMA" — 1 (OCHOBHOW) + 7 (40MONHUTENbHBIX) + 3 (415 UMMY/IbCHOO PEXUMA)
6) B pexxume "TIG" — 1 (OCHOBHOW) + 1 (JOMOJIHUTE/IbHBIN) + 3 (4151 UMMYIBCHOTO PEXMMA)
B) B pexxume "MIG/MAG" — 2 (0CHOBHOM) + 6 (L,ONONHUTENbHBIX) + 3 (418 UMMNYILCHOTO PEXMMa)

. OyYeHb WMPOKMI ANana3oH HACTPOWKM UMMY/IbCHOTO PEXMMa BO BCEX TUMAX CBapKy;

3. MTOMMMO 3aLWMTbI OT CKAYKOB HAMPSIXKEHWA YCTAHOBJIEHA CUCTeMa CTabuimnsaumm paboTsl Npu 6oabwmnx
AONroBpeMeHHbIX nepenajax HanpsXeHus ceTu 160B g0 260B (419 mogenen StandardMIG-160/200/250) u
0T 320B 20 440B (a19 mogenen StandardMIG-270-400V/350-400V);

4. AAanTMpOBaH K CTaHAapTHOMN 6bIToBOM anekTpoceTu. 3a cHéT Boicokoro KM/ nctounnk obecneunsaeT BABOE
MeHblLee 3eKTponoTpe6ieHne no CPaBHEHMIO C TPAAULMOHHBIMU UCTOYHUKAMK;

5. AZaNTUBHas CKOPOCTb BEHTUAATOPA, TO €CTb YBE/JIMUYMBAETCA MpY Havale CBapky, eweé Hosblie Bo3pacTaeT
Npu HarpeBe annapaTta M 3aMeA/INeTCs, KOr4a OH XOJIOAHbIN, 3TO 3KOHOMWT pecypc BEHTU/ISTOpa U
YMEeHbLUAeT KO/IMYeCTBO MblAN B annapaTe;

6. Yp06cTBO paboTsl 6narogaps 60/1bLLION NPOAOIKUTENBHOCTM Harpy3ku (MH) Ha HOMUHANILHOM TOKE, YTO
no3BO/IAeT NPOM3BOAUTb CBAPKY 3/1€KTPOAaMUN NPaKTUYECKM HenpepbIBHO;

7. MoBbileHHaA HaAEXHOCTb annapaTa B YC/10BUAX 3aMblJIEHHOMO NMPOU3BOACTBA, MUKPO31EKTPOHMKA NCTOYHUKA
BbIHECEHA B OTZe/bHbI OTCeK;

8. Ha rpetolymecsi 31eMeHTbl UICTOYHMKA YCTAHOB/IEHA CUCTEMA TEMNJIOBO 3/1eKTPOHHOI 3alUTh;

9. Bcs anexTpoHMKa B annapaTe nponvTaHa ABYMS CI0SIMU BbICOKOKAYECTBEHHOrO /1aka, KOTOpbIM obecneynsaeTt
HafEeXHOCTb U3/e/Ns B TEYEHWUM BCEro CPOKa CNYXOb;

10. YNyduweHHble BO3byXAeHWe U CTabUAbHOCTb FOpPEeHWUs Ayru, YTO NPaKTUYECKU WCKAoYaeT npuannaHve
3/1eKTpoja.

11. Masible rabaputbl 1 Bec annapaTa 6e3 noTepu TEXHUYECKMX KAYecTB, YTO yNpoLLaeT NpoM3BOAUTL CBapKy B

TPYAHOAOCTYNHbIX MECTaXx.

N
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MAPAMETPbI

StandardMIG

StandardMIG

StandardMIG

StandardMIG

StandardMIG

MpoaomknTensHoCTb Harpysku (MH)

100%/npu 107A

100%/npu 134A

100%/npu 167A

100%)/npu 200A

-160 -200 -250 -270-400V -350-400V
HoMuHanbHOe HanpsiXeHue nuTalow e 220 220 220 3x380 3x380
cetnsolu, B 230 230 230 3X400 3X400
HomuHanbHbIN dasHbIi noTpebasemsiin 8. 21 23..27 26,5 ... 35 1214 16185
TOK U3 cetu, 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%/npu 260A

I'Ipe,u,enbl N3MEeHEeHUA HanpaxXeHna

M 160 — 260 160 -260 160 - 260 +15% +15%
nuTatowen cetv, B
MNpeaensi peryMpoBaHnsa CBapo4HOro 8160 10 - 200 12250 12-270 14—350
TOKa, A
Mpeaensi peryMpoBaHuns CBapouHOro
PeA perymp P 12-24 12-26 12-28 12-29 12-30
HanpsxeHus, B
n
peAenbl perysmpoBaHus CKOpocTun 2,0-16 2,0-16 2,0-16 2,0-16 2,0-16
nojayv NpoBOJ0KN, M/MUH
JMameTp WTYy4YHOro 3N1eKTPoAa, MM 1,6 — 4,0 1,6 —5,0 1,6 - 6,0 1,6 - 6,0 1,6 -6,0
MaMmeTp CM/IOWHOW CBapO4HOWM
A P P 0,6 -1,0 0,6 -1,0 0,6-1,2 0,6-1,2 0,6-1,4
NPOBOJIOKU, MM
. NOJHBIN 4X
MexaHunam noAayn npoBOSIOKMN 2X PO/IMKOBbIN o
POJIMKOBbIV
Macca KaTywku He 6onee, Kr 5 15
MIMnynbCHble pexXunMmbl Npu cBapke MMA: 0,2...500lL; TIG: 0,2...5000L; MIG/MAG: 5...500l L}
Fopsunii ctapT «Hot-Start» B pexume Peryavbyemas
MMA yAvpy:
'(\);li/lp;a* Ayrn «Arc-Force» B pexvime Perynupyemas
AHTUNpUAMNaHus «Anti-Stick» B
ABTOMaTHyecKkas
pexvme MMA
B10K CHUYXeHUs HanpsikeHWs XON0CTOro
BK/ [ BbIKN
xoAa
HanpsxeHue xonoctoro xoga MMA, B 12 /75
Hanpsxexune nogxura gayru, B 110
HomuHanbHas notpebasiemasn
MOWHOCTS, KBA 4,1 ... 4,7 51..6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
MakcumanbHas notpebasiemas " .
MOLHOCTb, KBA 59 75 9,5 14 53
Kna, % 90
OxnaxgeHue MpyHyanTEeNbHOE
[lnanasoH pabounx Temnepatyp —25 ... +45°C
r
Luaf;::;H:;eczjz;nepbl’ MM (A3, 420X 245X300 | 420X 245X300 | 420X245X300 | 615x310X 460 | 615X 310X 460
Macca 6e3 KaTyLIKK 1 akCceccyapos, K 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 MaAKKe BpMUKAALHO Kanaowas 8oda He Hapywaem pabomy

annapama
PekomMeHAyeMmas A/MHa CMNOBbIX CBapOYHbIX Kabenel npu cBapke:
MakcumanbHbIf TOK Anuna kabenei Maowaak Mapka kabens
(B OAHY CTOPOHY) ceyeHus

He 6onee 160A 2.7 M 16 MM? K 1x26

He 6osiee 200A 3..9M 25 MM? KI 1x25

He 6onee 250A 5..11M 35 MMm? KI"1x35

He 6bonee 270A 5..11M 35 MMm? KI"1x35

A0 350A 6...14M 35 MM? KI1x35
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1 — KHoMKM peryimpoBaHua BbIbpaHHOro napameTpa Ha yMeHblUeHue 1 yBeandyeHue (no
ymonyanuio: npu MMA — tok cBapku, npu TIG — Tok ceapku, MIG/MAG — HanpsxeHune
CBapKw);

2 — Llndposolt gncnieit UCTOYHUKS;

3 — KHonka Bbibopa GyHKLMM UCTOYHMKA B TEKYLLLEM PeXMMe CBapKY;

4 — KHorka Bblbopa pexunma cBapKu:

a) py4Has AyroBas CBapKa WTY4YHbIM 31ekTpogom « MMAy;
6) cBapka B aproHe, He NNaBALMMCS 31eKTPoAoM «TIG»;
B) CBapKa No/lyaBTOMaTMyeckas B 3aWmTHbIX ra3ax «MIG/MAG»;
5—WHaukaTop neperpesa annapata:  HOPMasibHO — He CBETUTCS,
npuv neperpese — MUraeT;
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6 — KHomMka 3anpaBKku NPOBOJ/IOKU (Fa3 npu 3TOM He nojaeTcs);

7 — KHOMKM peryMpoBaHna napamMeTpoB Ha yMeHbLUIeHWe 1 yBeNndeHue (no
YMOJIHaHMIO: CKOPOCTb NOZaun NpOBOIOKM);
8 — Llndposoin gucnner 610Ka nogaym NpoBoIoKY;
9 — KHonka npoBepkuM NoAaun 3alMTHOro rasa (NpoBoJioka He nogaeTcs);
10 — KHonka Bblbopa QyHKL M MeXaHM3Ma NoAauM NPOBOJIOKH;
11 — VIHAMKATOPbI peXnMa KHOMKK Ha ropesike (pexum 2T1/4T/anbT.4T);
12 — Pa3bém KZ-2 Trna "EBPO" ans noAk/l04eHNs NONyaBTOMaTUYECKON Fopenky;
13 - LLitekep nogaun cnnosoro Toka k 610Ky nogayum NPoOBOIOKY;
14 — KHonka BK/lO4YeHUA/BbIKIIOYeHMS annapaTa (LBeT 1 popma gekopaTuBHas);
15— [lepxaTenb npegoxpaHntens (4A) Ana 610ka Nnojayun NpoBoOIOKY;
16 — LLITyuep noaka04eHNs No4a4n 3alMTHOMO rasa;
17 — MNoabEMHaA 3aWMTHAA KPbILLKa OTCEKa MeXaHM3Ma Nojayum NPoBOIOKM U KaTyLLKK;
18 — MecTo noak/to4eHNs kabens 3a3emaeHus.
A —THe3/10 CMNI0BOr0 TOKA «+» TMUMNa 6anoHeT:
a) npu ceapke "MMA" — nogktouaeTcs Kabenb anekTpoga (B 6osiee peAkmx cyyasnx
MpW UCMO/Ib30BaHUK CMeLnanbHbIX 3/1eKTPOAOB NoAKatoHaeTcs kabesb
«Maccan);
6) npu cBapke “TIG” — nogKkAt04aETCS TONbKO Kabenb «Maccay;
B) Npuv nosiyaBToMaTuyeckol csapke “MIG/MAG” cnioWHOM NpoBOIOKOM —
noAaktoyaeTcs kabenb K nogatoL,eMy MexaHu3My
r) npu nosyaBTomatuyeckon ceapke “MIG/MAG" ¢pat0coBoil MpoBO/IOKOM —
noAkJtovaeTcs kabenb «maccay;
B —He340 cMI0BOro Toka «—» Tuna baloHeT:
a) npu ceapke "“MMA”" — nogkaoyaeTca kabesb «macca» (B bosee peakmx cayyasx
MpU  WCMONBL30BaHWMM  CMeuuanbHbIX  31eKTPOAOB  MNogkatovaetcs Kabenb
3N1eKTPoAa);
6) npu cBapke “TIG"” — NoAgK/tOHaETCA TOIbKO aproHOBas ropenka;
B) Npu noslyaBToMaTnyeckon ceapke “MIG/MAG" cnaoWIHOM NPOBOIOKOMN —
noAkJtovaeTcs kabenb «macca;
r) npu nosyaBTomatuyeckon ceapke “MIG/MAG" ¢pat0coBoi1 MpoBO/IOKOM —
noAkJtovaeTcs kabenb Kk nogatoL,eMy MexaHU3My.

2. BBO/J, B SKCNNYATALUIO
BHumaHwue! MNepes BBOAOM B 3KCNAyaTauuio ciegyeT npoumtaTtb pasgen ,lpasuaa
TexHukM 6esonacHocTM” n.13.
2.1 UCMOJIb3OBAHUE COINTACHO HASHAYEHUIO
CBapouHbIA annapaT npejHa3HaYeH UCKIIOYUNTENIbHO: A/ PYYHOU AyroBOM CBapku
WTYYHbIM 3/71eKTPOAOM, CBapKM B Cpeje aproHa, a TakXe NnoJslyaBTOMaTUYeCcKOM CBapKu B
cpeje 3alMTHbIX ra3oB.
MHoe wucnonb3oBaHMe annapaTa CYMTAETCA He COOTBETCTBYIOWMM Ha3HaYeHMIo.
MN3roToBuUTeNlb He HECET OTBETCTBEHHOCTM 33 yuep6, BbI3BAHHbLIN WUCMNO/b30BAHWEM
annapaTa He Mo Ha3Ha4YeHuo.
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Mcnonb3oBaHWe, COMIaCHO HA3HAYEHUIO, NogpasymeBaeT cob/ilo4eHMe yKasaHui
HACTOSALLEr0 PYKOBOACTBA MO IKCM/yaTaLum.

2.2 TPEBOBAHNA K PASMELLEHUIO

CBapouHbIM annapaT 3alulieH OT MNPOHWKHOBEHUS WHOPOAHBLIX TBEPAbLIX Ten
AvameTpowm bosee 5,5 MM.

CBapoUYHbIA annapaT MOXHO pasMellaTb M 3KCMN/yaTUpPOBaTb HA OTKPbITOM BO3ZyXe.
BHyTpeHHMWe 3nekTpuyeckne AeTann annapaTta 3alWuwWeHbl OT HernocpeaCcTBEHHOrO
BO3ZEMCTBUS BJAXHOCTM, HO HE OT Karne/lb KOHAEHCATa.

BHUMAHME! Tocne okoH4YaHMA cBapouHbix paboT B >apkyl norogy, snbo
MHTEHCMBHbIX CBapoYHbiXx paboT B sobyio MoroAdy, annapat cpasy He BbIK/i4aTh!
Heo6x041MO B TeUEHUN § MUH aTb BO3MOXHOCTb OCTbITb 3/1€KTPOHHbLIM KOMMOHEHTAM.

BHMUMAHME! Mocne akcnayaTauum B XoNo4HOe BpeMs roga, nocse BblKJAIOYEHUA U
nocnejymowero ocTbiBaHMA annapaTta, BHYTpuM obpasyeTcs KOHZeHcaT, No3TOMYy ero
He lb31 BK/IIOYaTb paHbllue, Yem yepes 3...4 Yaca!ll

Mo3ToMy He OTK/KOYaMTe amnapaT B XOJI04HOe BpPEMS roAa, ec/iv NjaHupyeTe ero
BKJ/IIOUNTb PaHblle, YeM Yepes 4 Yaca.

Heobxogumo pa3smewaTb annapat Tak, 4Tobbl obecneumsasics 6ecnpenaTCTBEHHbIN
BXOZ, U BbIXOZ, OX/1aX/atoLLero BO3yXa Yepes BeHTUIALNOHHbIE OTBEPCTUS Ha NepeaHel 1
3agHen naHensix. Cneaute 3a TeMm, 4uTOObl MeTanAMyeckas MbiAb (Hanpumep, npu
HaXZauHoW WandOBKe) He 3acacbiBafiacb HEMOCPeACTBEHHO B annmapaT BEeHTU/ISTOPOM
oxXnaxaeHus.

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

2.3 NOAK/NIOYEHUE K CETU

CBapoYHbIV annapaT B CEPUMHOM UCMONHEHMM PACCUUTaH Ha:
1. CeTeBoe HanpsixeHue 220B (-27% +18%) — ana mogenen StandardMIG-160/200/250;
2. TpexdasHoe ceTeBoe HanpsixeHue 3x380B uan 3x400B (Mogenn StandardMIG-270-
400V/[350-400V), A9 3TOro BbIBEZEHO TpU NpoBoga. MpaBuaa TexHnkn 6esonacHocTn npwm
npoeegeHun paboT co CBapoYHbIM 0bOpyAOBaHMEM TpebyloT 3a3eMseHUs Kopryca
annapata. [ns 3TOoro npesycMOTPeHO ABa BapuaHTa: 1) MCMNONb30BaHME YeTBEpTOro
npoeBosga B ceTeBOM Kabesne >enTo-3eNéHoro LuBeTa (MeXAyHapOAHbIM CTaHAapT
MapKUPOBKM); 2) UCNOAb30BaHMe HONTOBOM K/eMMbl Ha 3aZHel cTeHke annapaTta (bonee
XECTKUM CTaHAApT 3a3eM/ieHuns, ucrnonb3osancs B ctpaHax CHIN) B mogensx StandardMIG-
270/350-400V.

BHUMAHME! MNMpwu nogknoueHnmn annapaTta K CeTeBOMY Hanps>XeHUIo Bbilue 270B
(ana StandardMIG-160/200/250) uau 450B (ans StandardMIG-270-400V/350-400V), Bce
rapaHTuiiHble 06sA3aTeIbCTBa U3roTOBUTENA TEPAIOT cuny!

A Takxe rapaHTUiHble o6f3aTenbCcTBa M3roToBUTENs TepsIlOT Cuay nNpu
ownboyHoM noAkaoHeHUN Ppasbl CETU Ha 3a3eM/IeHne UCTOYHUKaA.

CeTeBoW pas3béM, ceyeHUs Kabesel CeTU NUTaHMSA, @ TakXKe ceTeBble NpeAoXpaHnTem
J0J1KHbI BbIOMPATHCS MCXOAA U3 TEXHUYECKMX AaHHbIX annapaTa.

PATON StandardMIG DC MMA/TIG/MIG/MAG - 42 -



FPATON
2.4 NOAK/IOYEHVE CETEBOIO LUTEKEPA

BHUMAHME! CeTeBoi wiTekep fA0/KeH COOTBETCTBOBaTb HaMpPsXXeHUIO MUTaHUS U
TokonoTpebeHNIO CBAapOYHOro anmnapata (CM. TexHuYeckune gaHHble). COracHO TeXHUKe
6e30MacHOCTY, WCMONb3yNTe rapaHTMpPOBaHHOE 3a3emsieHne (MpU 3TOM 3anpeLLeHo
NOAKOYATb 3a3eMJ/IEHNE Ha HY/IeBOW MPOBOJ NUTatoLLel ceTh)!

BHUMAHME! Ans mogenen StandardMIG-160/200/250 ceTeBOM BbiKAOYATENb 14
SIBJIIETCSH CMMHaNbHOM KHOMKOM 1 6710KMpyeT TO/IbKO CMI0BOM TOK CBApPOYHOro annapara,
HO MOJIHOCTBIO He o0b6ecTouMBaeT BHYTPEHHIOK 3/EeKTPOHUKY annapaTa. [Moatomy no
TexHuke 6e30MacHOCTM MpWU MOAK/IOYEHWM He 3abbiBanTe MOJIHOCTBIO OTK/OUYUTL OT
pO3eTKMW.

3. CBAPKA PYYHAA AYTOBAA LUTYYHbIM S/IEKTPO40M («MMA»)

SNEKTPOAOAEPXATE/Ib
~220V/ 230V

~3x 380V / 400V

(9T

Mopagok noAroToBkM annapaTa k pabore:

- BCTaBUTb kabeslb 3n1eKTpoga B rHe3/0 UCTOUHMKA A «+»;

- BCTaBWUTb kabesib «Macca» B rHe34,0 UCTOUHMKA B «—»;

- NIPUCOEAMHUTL Kabesib «Macca» K U3AesInio;

- NOAKIOUYNTL CeTEBOM Kabesb K CeTU MUTAHUS;

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

- C MOMOLLbIO KHOMKM 4 YCTaHOBUTE pexxnm cBapkun «MMAy, pexurmbl nepek/io4aoTcs no
Kpyry;

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

- NpY He0b6XOAMMOCTM MOXHO PerympoBaTb AOMNONHUTE/IbHbIE GYHKL MM CBAPOYHOMO
npouecca, NopsAA0K U3SMEHEeHNA cMoTpuTe B N.6.1

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

B MOJIOXeHMe «I», WTYYHBIN SN1eKTPOA HaXOAWUTCA Mo HanpskeHuem. He npukacantech

3NeKTPOAOM K TOKOMPOBOAAWMM UAN 3a3eMNEHHBIM NpeMeTaM, TakKuM Kak, Hanpumep,

KOpMnyc CBapoO4HOro annapata WU T.4., TaK Kak annapaT BOCMPUMET 3Ty CUTyauuio Kak

CUMHa K CTapTy CBapOYHOro npotLjecca.
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3.1 LK1 CBAPOYHOI'O MPOLIECCA - MMA

el W V-T2 dut] |PaP =

MopsaAOK U3MEHEHWS 3HaYeHNA 060N PyHKLUKN cMOTpUTe B N.6.1

3.2 OYHKLMS FOPAYNM CTAPT «HOT-START»

MpenmywecTaa:

- yAy4lleHMe 3aKUraHma gaxe npu UCrnonb30BaHMM NI0XO0 3aXUMaoLLNXCA S1eKTPOAOB;

- bonee kavecTBeHHOEe MNpoOMJaBJeHWE OCHOBHOIO MaTepuasa BO BpeMsi 3aXWraHus,
Cne/,0BaTe/IbHO, MeHbLle HenpoBapos.;

- NpeAoTBPaLLeHME LAAKOBbIX BKIIOYEHUN;

- py4Has HacTpoWKa: MO3BO/AET YCTAHOBUTb YPOBeHb GYHKUUM Ha MWHUMaAbHOE
3HayYeHWe, 4YTO CWJIBHO YMEHblUAeT noTpebsieHne 3SHepruM B HayasbHbIA MOMEHT
noaxwura, 6narogaps 3ToMy No3BOISIET UCTOYHMKY CTapTOBATb Ha 3HAYEHWSIX CETEBOrO
HanpskeHuss 6/IM3KOro K MWHUMaJbHO BO3MOXHOMY, OZJHAKO CHUXAaeT KayecTBO
MOMEHTa MoAXura (annapaTt CTaHOBUTCS NMog06eH TpaHCHOPMAaTOPHOMY UCTOYHUKY, HO
B OMpeZeseHHbIX CUTYyaLMsX 3TO €4UHCTBEHHO BO3MOXHbIA Cnocob). Takke MOXHO
YBENNUNTL QYHKLUMIO A0 MaKCMMaabHOro 3HauyeHus Ana ewé 6onbliero yayyleHus
MOMeHTa nogxwra (npu paboTe oT xopoler ceTn). Ho He 3abbiBaliTe, YTO NOBbILIEHHbLIM
TOKOM 3TON QYHKLMU MOXHO NPOXeYb U3Aene NPU CBapKe TOHKUX META/0B, MO3TOMY
PeKOMeHAYeTCs B 3TON CUTyaLLUM yMeHbLaTb « opsunii cTapT».

Yem agocTturaercs:

B TeyeHMe KOPOTKOro BPEMEHWN B MOMEHT MOAXMIa Ay CBAPOYHbIV TOK YBEIMYMBAETCS

Ha YCTaHOBJ/IEHHbIV MO YMOYAHUIO YPOBEHb +£40%.

Mpumep: cBapka 31eKTpoA0M @3MM, YCTaHOB/IEHHOE OCHOBHOE 3Ha4YeHmne CBapoO4HOro

TOKa cocTaBasieT 9oA.

Pe3synbTaT: TOK ropsiyero ctapta byaeT coctaBasits 9OA + 40% = 126A.
B 4,0MONHUTENBHBIX HACTPOMKAX MOXHO U3MEHATb Kak cuay «Fopsdero ctapta» [H.St],

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

cpabatbiBaHus «[opsyero ctapta», MOTOMYy 4YTO Ha O0/bWIMX MpeAenbHbIX 3HAYEHUSX

TpebyeT OYeHb CUABLHOM MUTAlOLWLEN CeTW, a NpU OTCYTCTBUM XOpOLUEN CeTu, mpouecc

nogxura gaxe bysget cpbiBaTbCs.

MopsaAOK M3MEHEHNS 3HAYEHNSA N1060N GYHKLM B TEKYLLEM PEXMME CBAPKU CMOTPUTE

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

Mpeumyuiectsa:

- NOBbILLEeHME CTabUABHOCTH CBapKM Ha KOPOTKOWM Ayre;

- y/lyylleHune KanasnepeHoca MeTas1a B CBAPOYHYIO BaHHY;

- ylyulleHune 3aXnranns 4yru;

- YMeHblUIaeT BePOSITHOCTb 3a/IMMaHUs 371eKTPo/a, HO 3TO He GyHKL A
CAHTUNPUANNAHNAY;

- Ppy4yHas HacTpoWKa: MO3BO/IAET YCTaHOBUTb YPOBeHb (YHKLUM Ha MUHUMabHOe
3Ha4YeHWe, UYTO He3HauWUTeNIbHO, HO CHWXaeT noTpebneHue 3HepruM, a Takxe
KOHLLeHTPaLMIO TEeM/IOB/JOXEHUS NPU CBapke TOHKMX METa//NoB, 3TO MOHMXAeT
BEPOATHOCTb MPOXMWUra, OAHaKO U CHUXAeT CTabuUNbHOCTb FOpeHUs Ha KOPOTKOM Ayre
(annapaT cTaHoBUTCSH MNoAobeH TpaHchOPMaTOPHOMY WMCTOYHMKY). Takke MOXHO M
yBennunTb GyHKLMIO A0 MakCMMasbHOrO 3HaueHUsi Ans ewé bonbluen ctabunbHOCTH
ropeHusi Ha KOPOTKOM Zyre, HO 3To TpebyeT /iyyluel nNUTaloLWeln CeTU 1 yBeIMuMBaeTCs

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

LA
MopsAoK M3MeHeHUsi 3HayeHus NoboOM PyHKUUM B TeKyliem Ppexume CBapKu
cmoTpuTe B N.6.1

Yem pgocturaercs:

Mpu CHYXEHUW HaNPSXKEHUS Ha Ayre HUXe MUHUMa/IbHO A0MYyCTUMOro A4/ cTabuabHOro
rOpeHus Ayru, CBapOYHbI TOK BO3pPAcTaeT Ha YCTaHOB/IEHHbIW MO YMOYaHWUIO YPOBEHb
+40%.

B A,0M0/IHUTENbHBIX HACTPOMKAX MOXHO U3MeHsTb Kak cuay «Dopcaxa gyru» [Ar.F], Tak
1 ypoBeHb cpabaTbiBaHus «Popcaxa gyru» [U.AF]. Be3 Hag0bHOCTU He 3aBblWanTe CUay u
ypoBeHb cpabaTtbiBaHus «Popcaxa Ayru», NOTOMY YTO 3TO Ha 6OAbWMX NpesesibHbIX
3HayeHnsx, ocobeHHO Npu cBapke TOHKUMW 3daekTpogamum MeHee P3,2MM, BAMsAeT Ha
cpabaTbiBaHMe GYHKLUN «KAHTUNPUANMIAHUSY U IEFKO MPOXeYb U3genne.
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3.4 DYHKLUNA AHTUNPUINNAHUA «ANTI-STICK»

I'Ipm Ha4a/ZlbHOM noJxure AYyru 3N1eKTPoJ MOXEeT NpuUannaTb, NpuUXBaTbiBaTbCA K
“3ennto, STOMy MpensaTCTBYOT MHOro GyHKLMIM B anmnapaTe, HO Takoe BCe-Taku MOXeT
MPOM30MTK, YTO B CBOIO OYepesb MPUBOAMUT CHayasla K PacKkaseHMIo, a B NOC/IeAYIOWEM U
nopue 371eKTpoga.

B Takon cuTyauum B AaHHOM annapaTe cpabaTbiBaeT QYHKUUA «AHTUMPUAMNAHWAY»
BCTpoeHHas u paboTatowasn B pexume "MMA" noctosiHHO, KOoTOpas yepes 0,6...0,8 cek
nocse BbliAB/IEHNA 3TOro COCTOAHUA, CHUXKaeT CBapOLIHbIl\/JI ToK. Takxe 3To obsiervaer
CBapLLMKy BO3MOXHOCTb OTAENSATb (OTPbIBATb) 3/1eKTPoA OT ugenns 6e3 pucka obxeub
r71a3a C1y4alHbIM NOoAXMIOM Ayru. [locie oTpbiBa 31eKTPOAa OT U3/ens, NpoLecc CBapku
MOXeT ObITb 6eCcnpensaTCTBEHHO NPOAO/IKEH.

3.5 OYHKLUNA PETYZIMPOBAHUSA HAK/IOHA BO/IbTAMIMEPHOM
XAPAKTEPUCTUKN
3Ta ¢yHKUMS B nepBylO oyepesb MpeAHas’HayeHa 418 KOMPOPTHOM CBapKM

3/71eKTPOAaMM C Pa3/INYHBIMU TUMAMM NOKPbLITUI. [0 yMOAYaHMIO HaK/IOH BOJIbTaMMEPHOM
xapaktepuctnkn [BAH] yctaHoBieH Ha 3HayeHue 1,4V/A 4TO COOTBETCTBYET CaMbiM
pacnpoCTpaHeHHbIM 31eKTPoAaM C pPyTWUAOBbIM TUNoMm nokpbitna (AHO-21, MP-3). Ans
6osee KoMpOpPTHON PaboTbl 3/1EKTPOAAMMN C OCHOBHBIM TUMOM NokpbiTUA (YOHW-13/45,
JIK3-70), He sBAseTcs 00A3aTe/IbHbIM, HO PEKOMEHJyeM YCTaHOBUTb  HAaKJ/OH
BO/IbTaMMepPHOM XapakTepUCTUKM Ha 3HaueHMe 1,0V/A. DNeKTPoAbl C Le1It0N03HbIM TUMOM
nokpbitus  (LL-1, BCLi-4A), gaxe TpebyloT YyCTaHOBWUTb HAaK/JIOH BOJIbTaMMEpPHOM
XapaKTepUCTUKM Ha 3HauyeHue 0,2...0,6V/A 1 npu 3TOM UHOrAa HeobXxoAUMO NoAHSATUE
ypoBHs cpabaTbiBaHust dyHkuum «Papcax ayru» [U.AF] BnioTb 40 3HayeHns 18V.

MopsaAoK n3MeHeHUst 3HaveHUs 060N GYHKLUM B TEKYLLLEM PEXMME CBAapKWU CMOTPUTE
BNn.6.1

3.6 DYHKL NS CBAPKA HA KOPOTKOW AYTE

3Ta ¢yHKLMs 0cOBeHHO akTyasbHa MpW CBapke MOTOIOYHbIX LWBOB, KOrAa HYXHO
uTObbl HE CUNBLHO TSIHYNach CBapoyHas ayra. [Jns 3Toro B annapaTte npeAycMOTpeHa
BO3MOXHOCTb BKAOUUTb $yHKLMIO «KopoTkas gyra» B nonoxeHune “ON”. Mo ymonyaHuio
OHa HaxoAUuTCs B nonoxeHum “OFF”.

Mopaaok M3MEHEHUS 3HAYEH WS 060N GYHKLUM B TEKYLLEM PeXMMe CBapKM CMOTpUTE
BM.6.1

3.7 OYHKLUWNA BNOKA CHUNXXEHUA HANPAXKEHUA XOJI0OCTOMO XO4A

Mpuv npoBeseHNK CBApOUHbIX paboT B EMKOCTSX, LLUCTEPHAX U TaM, rae Heobxoanma
MoBbllLEHHas cucTteMa 3sekTpobe3onacHocTH, MoXeT ObiTb aKkTMBUMpPOBaHa GYHKLMUS
CHUXXEHWA HanpsXXeHMsA X0N0CTOr0 X0Aa.

Mpn oTpbiBe 3/nekTpoja OT M3jenns, Yepes 0,1 CeK HanpsXeHwe Ha KieMMmax
MCTOYHMKA CHWXaeTcsa A0 He3onacHOro ypoBHs Huxe 12B.

[na 3Toro HeobxoAMM 610K CHUXEHUS HAMPSAXEHWUA XONI0CTOMO X0Aa, KOTOPbIU eCcTb
B 3TOM MoZenn 060pyA0BaHUS, HO MO YMOJYAHUIO HaxoAMTCsA B nosoxeHun "OFF”, To ecTb
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BbIK/IOUYEH, TaK KakK WM3BECTHO, YTO BKJoUeHMe atobor nogobHon byHKLUM HECKObKO
YXYALAeT MOAXUT AYTW.

MopsaAoK M3MeHeHMs 3HavyeHus boM GyHKUMM B TeKylleM pexume CBapku
cmoTpuTe B N.6.1

3.8 DYHKL NS CBAPKU UMNY/IbCHbIM TOKOM

3T1a dyHKUMS MpegHa3HaveHa Ans obsieryeHWs KOHTPOJIS CBAapPOYHOrO Mpouecca B
NMPOCTPAHCTBEHHbIX MOJIOXEHMAX OT/JIMYHBIX OT HWMXKHEro, a TakXe Mpu CBapke LBeTHbIX
MeTann0B. Bo3gelcTBMe  NPOMCXOAWMT  HemocpeACTBEHHO Ha  NepeMellnBaHue
pacn/iaB/eHHOro MeTa/ljla WBa M Ha MEePEeHOC Kanju B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepesb BAMSET Ha CTabuabHOCTL GOPMMPOBaHMSA LWIBa M Mpouecca cBapku. Jpyrummu
C/I0BaMy, 3TOT MPOLLECC B HEKOTOPOWM CTEMeHW 3aMeHsieT ABUXEHWA PYKWM CBApLLMKA,
0COBEHHO 3TO BaXKHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBUAbHOCTU HAaCTPOMKM 3aBUCUT
¢dopma 1 kayecTBO GOPMUPOBAHMS LB, YTO YMEHbLUAET BEPOSTHOCTb MOSAB/EHUS MOP U
YMEHbLLIAEeT 3€PHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMYMBAET KPEnoCTb LUBA.

Ana peanvsaumm 3To yHKUMM B annapaTe HyXHO 3ajaTb TPW napameTpa: Cuay
nyabcaunn [Po.P], uyactoty nynbcauymm [Fr.P] u cooTHoweHne umnyabc/naysa (uam
«CKBaXHOCTb») [dut]. Mo ymonYaHuio cuaa NyabcaLMm Kak K/o4eBOM NapameTp HaxoANTCs
B nonoxexun “OFF”, To ecTb GYHKLMSA BbIK/OYEH], @ YACTOTa NY/IbCALUU U «CKBAXKHOCTbY
Ha 3HaveHusx 5.0y U 50% CcOOTBETCTBEHHO. YTOObI BK/IOUUTL GYHKLMIO JOCTAaTOYHO
YCTaHOBWUTbL CUJy Myabcaumu bosiblle HyAs, 3TOT MapameTp 33jaeTcsi B MPOLEHTHOM
BbIPaXXEHUW OT TeKyLLero OCHOBHOMO YCTaHOB/IEHHOMO CBAPOYHOrO TOKaA.

Mpumep: cBapka 3/1eKkTpogoM O3MM, yCTaHOBAEHHOE OCHOBHOE 3Ha4YeHNe CBapO4HOro
ToKa cocTaBasieT 60A, a cuna nyabcaunm pasHa 40%, NpM 3TOM YacToTa Nyabcauunm 5ol n
«CKBAXHOCTb» 50% MO yMOAYaHMIO.

PesynbTat: Tok ByseT nyabcupoBaTh 0T 36A 0 84A ¢ YacToTol 5L, UMNybCbl ByayT
UMeTb paBHylo GopMy no amnauTyZe, Tak U no BpemeHu. MapameTp "ckBaxHOCTb" no
YMO/IYaHUIO YCTaHOB/AEH Ha 50%, MpW M3MEHeHMM 3TOro napameTpa OT 50%, BHOCUTCA
aCMMMETPUA MeXJy BPEMEHEM UMMY/ibCa TOKa U BpeMeHeM "naysbl” Toka:

MO YMOAYaHUIO

"ckBaxkHOCTL" 50% "ckBaXHOCTL" 20% "ckBaXHOCTL" 70%
LA LA LA|
50% | 50% Igl 80% |_| |—| 70% Iil |_
il ™
t,cex t,cex t,cex

AnnapaT npu 3TOM BbICYMTAET TaK, 4YTO CPeAHWN YpOBEeHb TOKA BO BpeEMSs
CBapo4yHOro npouecca 6yseT Ha YypOBHE YCTAHOBJIEHHOrO OCHOBHOIO 3HayeHus
cBapoyHoro Toka 60A (kak W OblNO 33aHHO), COOTBETCTBEHHO W TEMJIOB/IOXEHWE B
CBapOYHbIV OB ByzeT Ha ypoBHe Tex e 60A, HO cTabuabHOCTb CBApOYHOro NnpoLecca u
nepeMeLUMBaHVE CBAPOYHOM BaHHbI M3MEHWUTBLCS. ITO OYeHb BaXKHOE YCI0BME A/ TOYHOM
OLLeHKM M0/1b30BaTE/IEM KayecTBa M3MEHEHMS NPWY PAaBHOM TEMJIOBIOXEHUWN B CBAPOYHYIO
BaHHY!0.
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JlaHHble napameTpbl YCTaHaB/AMBAIOTCA B Pa3/IMYHbIX CUTyaLMsiX MO-pasHOMY,
cornacHo TpeboBaHuAM cBaplymka. Nopsigok M3MeHeHWs 3HayeHus Abon GyHKLUKN B
TeKyLleM pexume CBapku CMOTpUTe B M.6.1

4. CBAPKA B APTOHE («TIG»)

BHumaHue! B kavecTBe 3alWMTHOrO ra3a NpuMeHAeTCca Yalle BCero YNUCTbIN aquOH
"Ar", nHoraa reaui "He", a Takxe ux cMecb B pasinyHbix nponopuumsx. HE 4OMYCKANUTE
MCMOJIb30BaHUE roproYnx rasos! Micnosb3oBaHue APYrmx rasoB TOJ/IbKO MO COr/lacoBaHUIO C
npousBoAuTenem obopyAoBaHus.

BHumaHue! MNopenka aproHoBas 40/1kHa 6bITb BEHTUNBHOIO TUMa, C 6aoHeTHbIM
pasbemMoM @JgMM. MakcuMManbHbI TOK ropenku BblbupanTe no csouM pabouvm
TpeboBaHuAM.

BHumaHwue! MNpu anntensHbix Tokax 6onee 150A HeobX0AMMO NPUMEHNATL
ropesiky C BOASHbIM OxaxaeHnem!

BHumaHue! BonbdpamoBbii 371€KTPOA HYXHO 3aTaumBaTb B «UMAy» U
yacToun owmnbkon ABNAETCS 3aTOYKa 3/1eKTpoaa B "ocTpue”, Ayra npu sTom nMeet
BO3MOXHOCTb "BUASTL" M3 CTOPOHbI B CTOPOHY. NpaBuabHOM 3aTOUYKOW fiBASETCS
cnerka NpUTYMAEHHbIA HOCMK W 4YeM MeHble "MATOYEK", BblJEPXKUBAOLW U
yCTaHOB/IEHHbIN TOK, TeM ay4lle. [ToMHUTe, 4TO NpU HONBLIMX TOKaX CBAPKM OYeHb
CUNIbHO 320CTPEHHBIN 371eKTPOZ /IErKO OMNABASETCS, U3-3a MaJION Ten/00TAauM.
Tak Xe «pUCKM» OT 3aTOUKM A0/IKHbI pacrosiaraTbCs BAOb OCU 31eKTpoja.

4.1 LLMKJ1 CBAPOYHOIO NMPOLLECCA - TIG-LIFT

b

WY P dub] |PaP

MopsaAOK U3MEHEeHWs 3HaYeHUs tobon GyHKL UM cMOTpUTe B N.6.1
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~220V/ 230V
~3x 380V / 400V

APIrOHOBASA
TFOPEJIKA

Mopsigok nogroToBKM annapata k paboTe:
- BCTaBUTb kabesib ropesikun B rHe30 UCTOUHUKA B «—»;
- BCTaBUTb Kabesb «Macca» B rHe340 MCTOUYHMKA A «+»;
- IPUCOEAMHUTL Kabesib «Macca» K U3L4ENNI0;
- YCTQHOBUTb PeAyKTOp Ha ra3oBbii 6an/ioH;
- NOAK/MOUYNUTb FAa30BbIN LAAHT FOPEsKN K peAyKTopy ra3oBoro 6anioHa;
- OTKPbITb KpaH rasoBoro 6ann0Ha, NnpoBepUTb repMeTUYHOCTb;
- NOAK/OUYNTL CETEBOM Kabesib K CeTU NUTAHUS;
- CeTeBOW BbIK/IIOYATE/Ib 14 HA 33 HEN NaHe M NepeBecTy B nosioxeHne «BKJT»;
- C MOMOLL b0 KHOMKM 4 YCTAHOBUTE PEXMM CBapKU «TIG», pexxnMbl NepekoyatoTcs no
Kpyry;
- C MOMOLL b0 KHOMOK 1 YCTAHOBUTE TEKYLLUI OCHOBHOM NapameTp — 3TO TOK CBapKY;
- NpY HeOBXOANMOCTM MOXHO PETY/IMPOBaTb A0MOJHUTE/IbHbIE GYHKL MM CBAPOYHOTO
npouecca, NopsaAoK U3MeHeHs cMOTpuTe B n.6.1

4.2 QYHKL A NOAXUTA AYTU TIG-LIFT

BHumaHue!!! TpebyeT oUnCTKM M34€N1s B MECTE NOAXMIa AYrn.

3Ta ¢yHKLMUSA KHOMKW Ha ropesike YCTaHOB/IEHA MO YMOJIHYAHWUIO B JaHHOW Mogenu
obopysoBaHna 1 paspaboTaHa A/ rOpesioK C KOHTaKTHbIM MOAXMUrom gayru, 6es
MCNO/Ib30BaHMUA OCLUANSATOPOB U T.M. YCTPOMCTB, HO B OT/IMYMM OT KNaccuyeckoro cnocoba
MOJIHOCTbIO YCTPaHSeT YyAapHbIA TOK B MOMEHT nozxura. JaHHaa ¢yHkuus B pasbl
YMeHbLUAET pa3pylueHune 1 nonajaHne B CBapOUHbIl LOB HeM/1aBsALLerocs Bo/ib$ppamMmoBOro
3/1eKTPOAA, YTO ABAAETCA OYEHb HEraTUBHbLIM SIBJIEHUEM.

BHumMaHue! BeHTuab Ha ropesike HyXHO OTKpbIBaTb CaMOCTOATE/IbHO A0 MOMEHTa
CBapKW 1 3aKpbIBaTb NOC/1e 3aBepLUeHns npoLecca.

Cnocob npvmMeHeHUst 4aHHOM GYHKLUM 3aK/II04AETCA B MPUKOCHOBEHUW 3/1EKTPOLOM
K u3jgenvio, npu >TOM YAepXuBaTb 31eKTPOA B 3TOM MONOXEHUM MOXHO A0
6eckoHe4yHOCTU 1 KorAa NnoJsib3oBaTeslb NOCUMTAET YTO FOTOB K Hayaay cBapku (Hanpumep:
OMNyCTUA 3aLMTHYIO MacKy Ha r/iasa M XOpowo MNpoAy/a MecTO 3alMTHbIM rasom) TO
AoctaToyHo Havatb MEJIJ/IEHHO nogHvMaTh OCTpue 3aTOYEHHOr O 3/1eKTpoAa OT U3jenns.
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Annapat onpeAennT 3TOT MOMEHT M BOCMIPUMET Kak CMrHa K CTapTy npoL,ecca CBapku, Tem
cambiM HayHeT M/TABHO noBbiwaTb CBapOYHbIA TOK A0 YCTAHOB/EHHOrO 3Ha4YeHUs, Yem
6onblie OCHOBHOM pabounii TOK, TeM ObICTpee HYXHO MOAHMMATb 3/1eKTPOA, WHaye
onnasutcs. K onTUMasbHOM CKOPOCTW OTpbIBa 3/1€KTPOAA HYXHO NMPUBbLIKHYTL. Bpems
MNaBHOro HapacTaHua Toka [t.UP] A0 yCTaHOB/JIEHHOrO 3HaYeHWs Mbl PAacCMOTPUM B
CaeyouLemM nyHKTe.

4.3 PYHKLNA HAPACTAHNA CBAPOYHOIO TOKA

3Ta PyHKLUMS KpOME SKOHOMMUU pecypca 3/1eKTPOoAa U B HEKOTOPOW CTEMeHM caMom
ropesiky, Takxe Heobxoguma ans ya06CcTBa MO/Ib30BAHUS TOPesIKOW. YCTpaHsieT
06pa3oBaHMe HauaNbHOro PacnaeckMBaHUS CBAPOYHOM BaHHbI, @ TaKXe 3a YCTaHOBJ/IEHHOE
BpeMms N/IaBHOro HapacTaHus Toka [t.UP], MOXHO TOYHO HaBeCTM ropenky Ha Heobxoanmoe
MeCTO CBapKM, Tak Kak MecTo NoAXura Ayru B 0co60 0TBETCTBEHHbIX U34e/UAX He BCeraa
HaxoAUTCA B MECTe CBApPKM, UM MOXHO Aaxe C MOMOLLbIO 3TOW GYHKL UM NpesBapUTeNbHO
noAorpeTb MecTo cBapku. [1o ymonyaHutoo yctaHosaeHO B 3HavyeHne “OFF” - oTkaoueHo.
MopsiaoK M3MeHeHWUs 3HaYeHNns 160N GyHKLUN B TEKYLLEM peXMME CBapKyW CMOTpUTE B
n.6.1

4.4 QYHKL NS CBAPKU UMNY/IbCHbIM TOKOM

3Ta yHKUMA NpesHa3HayeHa A/ obieryeHns KOHTPOJIS CBApOYHOro npolecca B
MPOCTPAHCTBEHHbIX MONOXEHUAX OT/JMYHbIX OT HUXHEro, a TakXe Mpu cBapke LBeTHbIX
mMeTannoB. Bo3genctsMe  MPOMCXOAMT  HEMOCPeACTBEHHO Ha  MNepeMeluvBaHue
pacn/iaB/JeHHOro MeTa/l/la LWBa, @ 3TO B CBOK oyepesdb Ha cTabuabHOCTb popMmUpoBaHUS
WwBa. B HekoTOpOl cTENeHN 3aMeHsieT ABUXEHWUS PyKU CBapLyMKa Npu cBapke, 0COHBeHHO
3TO BaXHO B TPYAHOAOCTYMHbIX MeCTax. Takxe YacTUYHO MPOUCXOAUT MPUHYAUTENbHOE
BO3/ENCTBME Ha MEpeHOC Karau C NMPUCajOoYHOM MPOBOOKM B CBApOYHYyl BaHHy. OT
MPaBUAbHOCTM HACTPOMKM 33aBUCUT ¢opMa M KayecTBO GOPMUPOBAHUA LIBA, HTO
yMeHblllaeT BEPOATHOCTb NOSB/AEHWUA MOP U yMeHbLUaeT 3€PHUCTOCTb CTPYKTYpbl, a 3TO
yBe/IM4MBAET MPOYHOCTb CBAPHOrO COeANHEHMS.

[ns peanvsauum 3ton GyHKLMM B anmapaTe HY>XHO 33aAaTb TPU MapaMeTpa: cuay
nyabcauymn [Po.P], yactoty nynbcaumm [Fr.P] n cooTHoweHne umnynabc/maysa (nam
«CKBaXKHOCTb») [dut]. Mo yMmoa4YaHMIO C1aa Ny AbCcaLnm Kak KJto4eBOM NapamMeTp HaXxoAUTCs
B nonoxeHumn “"OFF”, To ecTb GyHKLMS BbIK/IOYEH], @ YaCTOTa Ny IbCALLUMN U «CKBAXHOCTbY»
Ha 3HauveHusx 10,0l 1 50% cooTBeTCTBEHHO. YTOOBI BKNOUNTL PYHKLMIO AOCTAaTOUHO
YCTaHOBWUTb CWAY Mynbcauum 6osiblie HyAns, 3TOT napaMeTp 3ajaeTcs B MNPOLEHTHOM
BblPaXXeHWM OT TeKyLl,ero OCHOBHOIMO YCTaHOBJ/IEHHOrO CBapOYHOro TOKa.

Mpumep: cBapka HennaBsAWMMCS BOJbPPaMOBbLIM 3/EKTPOAOM AUAMETPOM 2MM,
YyCTaHOB/IEHHOE OCHOBHOE 3HayeHMe CBapOYHOro TOKa COCTaB/seT 100A, a cuia
ny/abcaumm paBHa 30%, MpM 3TOM YacToTa NyAbcaunm 10,0l M «CKBaXHOCTb» 50% no
YMOIYaHMIO.

PesynbTat: Tok 6yaeT nyabcMpoBaTb OT 70A A0 130A c yacTtoTol 10y, MMNYAbCh
ByayT MMeTb paBHyto GOpPMY Mo aMNANUTYAE, TaK U MO BPEMEHW.
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MapameTp "CKBaXXHOCTb" MO YMO/IYAHUIO YCTAHOBAEH Ha 50%, NPV U3MEHEHWUN 3TOro
3HaYeHUs BHOCUT aCMMMETPUIO MEX/JY BPeMEeHeM MMMy/bca ToKa W BpemeHeM “naysbl”
ToKa:

no yMo/14aHUIO

"ckBaxxHOCTL" 50% "ckBaxHOCTL" 20% "ckBaxkHOCTBL" 70%
LA LA 7y
50% | 50% Ig 80% | I 70% EI I—
o o™
t,cex t,cex t,cex

AnnapaT npu 3TOM BbICHUTAET TakK, 4YTO NpPU COXpPaHEHUU 3aAaHHOl>'I pa3Huubl
UMnynbcoB, byAeT noAAepXMBaTbCA CPEAHUM ypoBeHb TOKa BO BpeMsi CBapOYHOro
rpouecca Ha YpoBHe YCTaHOB/IEHHOrO OCHOBHOIO 3HAaYEHWA CBAPOYHOro Toka 100A (KaK U
6bI10 33/,@HHO), COOTBETCTBEHHO U TEMJIOB/IOXEHNE B CBAPOYHbIN WOB OyAeT Ha ypoBHe
Tex Xe 100A, HO CTabWAbHOCTb CBApPOYHOrO MpOLLecca M MepemellvBaHue CBapO4YHON
BaHHbl M3MEHWUTLCA. ITO OYeHb BaXKHOE YC/I0BME AJI1 TOYHOW OLEeHKM MOJb30BaTeNeM
KayecTBa USMeHeHUA NpU paBHOM TENJI0BJ/IOXXEHUN B CBAPOYHYO BaHHYIO.

JaHHble napameTpbl YCTaHaB/MBAOTCA B Pa3/IMYHbIX CUTyauUUsAX MO-pasHOMY,
cornacHo TpeboBaHMAM cBaplmka. [MopsaAoK M3MeHeHWs 3HaueHus nobon GyHkuuM B
TeKyLEeM pexnme CBapku CMOTpuTe B M.6.1

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

C0:
~220v/230v  |Ar+CO2
~3x 380V/400V | Ar
-
NONYABTOMATUYECKAS

FOPENIKA

BHumaHue! B kauecTBe 3aWWTHOrO rasa MpUMEHAETCA MpU CBapKe YEPHbIX
METa/I/I0B B NMPOCTENLIEM C/yyae yraekmcabin ras "CO2", a npu cBapke ajtloMUHUS TObKO
WHepTHble ra3bl Tuna aproH "Ar", uHorga renun "He", pna HepxasewwWwmx U
BbICOKO/IErMPOBaHHbIX CTasie 4acTo MPUMEHSIOTCS CMeCM B Pas/iMuHbIX MPOMOPLUAX
"80%Ar+20%C0O2". Wcnosnb3oBaHMe ApyrvMx ra3’oB TOJbKO MO COMACOBAHUIO C
rpousBoguTeseM 0bopys0BaHus.

BHumaHue! Tak kak B anmapaTe NpUMeHEH CTaHAApPTHbIA pasbém KZ-2 Tuna
"EBPO" ans ropesky, TO B MNOC/IeAyIOULLEM MOXHO NpuobpecTn ropesky mno CBOemy
YCMOTPEHMUIO.

MopsizoK NoAroToBKM K paboTe nNpu cBapke CNJIOWIHOM NMPOBOJIOKOW:
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- BCTaBWUTb kKabesib «Macca» B rHe340 UCTOUYHMKA B «—»;

- NPUCOEAMHUTL Kabeslb «<Macca» K U3genuio;

- WITEeKep CUI0BOrO TOKa 13 OT MexaHW3Ma Nnojayu NMpoBOJOKN MPUCOEAUHWUTL K FHe3Ay
NCTOYHMKA A «+»;

- BCTaBUTb W MPUKPYTUTb AO ynopa B PasbéM 12 CBapOYHYK MOJlyaBTOMaTUYeCKyto
ropesiky;

- YCTAHOBWUTb peAyKTOp Ha ra3oBbli 6a/10H ¢ 3aWwnTHBIM rasom "CO2", "Ar" nam "Ar+CO2";

- MOAKJIIOYNTL Fas0BbIN WAAHT K peAyKTopy rasoBoro 6aninoHa 1 wTyuepy 16 Ha 3a4Hel
naHenw;

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

- NOAKNIOUYNTL CETEBOM LUTEKEP K CETU NUTAHUS;

- CeTeBOW BbIK/OYATE/Ib 14 HA 33/ Hel NaHe/IM NepeBecTH B NosioxeHne «BK/1»;

- C nomowbio KHOMKM 6 ycTaHoBuTe pexum ceapku [MA  «MIG/MAG», pexumel
nepek/Ilo4aloTCA No Kpyry;

- eC/IN He BKOUMACA LUPPOBOM AUCMIEN CKOPOCTM Nojayu NpoBoJioku 8, nposepbTe
npeAoxpaHuTesib 15 (HOMUHaN 4A) Ha 3a4Heln naHew;

- C MOMOLLbIO KHOMOK 1 YCTaHOBUTE HeobXxoA1MOe HanpsiXeHne CBapKy;

- YCTaHOBWTb KaTyLLIKY C NPOBOJIOKON HEOBXOAMMOro ANAMETPS;

- NOAHATH BBEPX KOPOMbIC/I0 MPUXMMHOIO POJINKS;

- 3aBeCTM cBOBGOAHbIN KOHeL, MPOBOJIOKM Yepes BXOAHOM KaHa B CBAPOYHYIO FOpesIKy;

- OMYCTUTb M 3a)aTb CBAPOYHYIO NMPOBOJIOKY MeXAY POJIMKaMK, yCUaMe NpuxXaTmUsa pOaNKoB
HanMcaHO Ha NJaCTUKOBOM pyyKe, €C/M HeT OnbiTa, TO M3HAYa/IbHO YCTAHOBWUTL Ha
cpeAHee NoJsioxeHue (3To NpUMepHO 3);

- C IOMOLLbIO KHOMOK 7 YCTaHOBUTE HEOBXOAMMYIO CKOPOCTb MOAAauM MPOBOJIOKY;

- C NMOMOLLbIO KHOMKWM 6 MPOTSHYTb MPOBOJIOKY 4Yepe3 BeCb KaHaa W OTperyaupyute
OKOHYaTe/IbHOe yCUne NpUXaTUA POJIMKOB COrIaCHO peKoMeHAaL UM Mo NpoBejeHnto
NoJlyaBTOMaTU4YeCKOM CBapkW, Mpu 3ToM obpatute ocoboe BHWMaHWe Ha ycuaue
3a)aTus TOPMO3a KaTylKK, KaTywka goaxHa 6e61te MVMHWMAJ/IBHO-HEOBXOAMMO
3axaTa W Jierko BpalaTbCs, HO CaMOMPOW3BOILHOrO PAaCKPYUMBAHWUA He JO0JIKHO
Habaogatbcs. BHUMAHWE! Ecam HenpaBuibHO cobpaH TOPMO3HOM MeXaHM3M KaTyLKK,
TO OH MOXET «CaMO3aTArMBaTbCA» NPU BPALLEHNM KATYLIKK, YTO Yepe3 KOPOTKOe BpeMms
npuBegeT K No/HOM 610KkMpOBKe MPOBOJIOKM C HapyLUeHWeM NpoLecca CBapku, MO3TOMY,
NoXaslyncTa, nepenpoBepbTe 3TOT MOMEHT, Nepej NepBol 3anpaBKon NPOBOJIOKY;

- Npy HeobXOAMMOCTU MOXHO Pery/vpoBaTb JOMNOJHUTE/bHblE GYHKLUM CBApOYHOro
npouecca Ha UCTOYHMKE 1 B10Ke NMoAaum NMPOBONOKK, NOPSALZOK UBMEHEHNSI CMOTPUTE B
n.6.1

He 3abbiBalite 0 mogave 3alWMTHOrO rasa, A/ NPOBEPKWM €ro HainyWsa B KaHaje
ropesiku NpeAycMOTPeHa KHOMKA 10, B MOMEHT HaXXaTus KOTOPOM NPOBOJIOKa He NoAaeTCs.

Eciv Bbl HOBMYOK M HET OMbiTa B YCTAHOBKE OMTUMAa/bHOrO AaBJeHUs AJS CBAapKW

KOHKPETHOro U3Aesns, TO Ha NepBbii MOMEHT JaBJIEHUE ra3a MOXHO YCTaHOBUTL 6oJiblue

ONTUMa/bHOrO 3HayeHWs ~0,2MlMa, 3TO Maso NoBAWSIET Ha NPOLLeCcC, /WLlb YBEeAUYUTCA

pacxog 3awuTHOro rasa. Ho B 6yaywem Ans 3KOHOMUWM PYKOBOACTBYMTECb O6WMMMU

pekoMeHAauusMU  ANA  NPOBeAEHUs CBapoyHbix PpaboT nosnyaBTOMaTamu. Takxke
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HauMHaNTe CO CpesHero 3Ha4YeHNs CKOPOCTU NOAAUMN NPOBOJIOKU (~4...6 M/MUH) U cpesHero
HanpsXeHWUs Ha UCTOYHMKe (~19B) nmpu nobom AnameTpe ycTaHOBJIEHHOM MPOBOJIOKM
(®0,6...1,2MM), MOXET He ONTUMaJIbHO, HO anNMapaT AOJIKEH yxXe BapuTb. YTobbl f0bnTbCA
Jyyllero pesysibTaTa, HYXHO peryanpoBaTb HanpsXXeHue Ha MCTOYHMKE KHOMKamu 1 U
CKOpPOCTb MOAAYM MpOBOJIOKM KHOMKaMM 7 MEXaHU3Ma MoAayu CoriacHo obuum
peKkoMeHAaLmam no NpoBeAeHnio CBapOYHOro npolecca noayasTomatamu. NomHuTe, A9
KaX/,0ro KOHKPETHOro C/ly4as 3TV NapameTpbl pasHble.

5.1 LK1 CBAPOYHOI'O MPOLLECCA - MIG/MAG - 2T
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Mopadok usmeHeHus 3HayeHUsA aobol PyHkyuu cmompume 8 n.6.1

5.1.1 PYHKLNA KHOMNKWU HA TOPEJIKE - 2T

MNpvMeHseTCs NpM CBapke KOPOTKUX W cpeaHen AnuMHHbI WwBoB. QyHKLUS
3aK/l04aeTCs B C/eAyloWeM: MPW HaXaTUM KHOMKWM Ha ropesike CUrHan ynpas/ieHUs
noctynaet B 6,10k ynpaBsieHus, oTpabaTbiBaeTcs GYHKUUS Npes-MpoAYBKU ra3oM 30Hbl
cBapku 3a Bpems [t.Pr] (oTKpblBaeTCs kKnanaH rasa), fa/siee noAaeTcs CUrHan Ha BKOYEeHWe
MCTOYHMKA W aABuratens nogayn npososokn. C 3TOro MOMeHTa HaunHaeTcs npouecc
CBapKW, 0 HOBpeMeHHO oTpabaTbiBaeTcst GYHKLMA NAABHOIO BbIXOZA Ha PeXUM CBapKM 3a
Bpems [t.UP], a Takxe MoryT oTpabaTbiBaTbCsi AOMOJHUTENbHblIE YHKLMM (Hanpumep
WUMMYAbCHBIA PEXMM), BCE 3TO COMMacHO LMK/ CBAPOYHOro mpoLecca NpMBeAEHHOro Ha
uuknorpamme n.5.1. Mocie OTNycKaHUs KHOMKW, oTpabaTbiBaeTcs ¢yHKLMA MAABHOrO
CNaZaHuWa TOoKa M CKOPOCTM MOAauM MpoBOJIOKM 33 Bpemsa [t.dn], 3aTeM WCTOYHUK
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Bblk/touaeTcs. Janee otpabaTtbiBaeTcss GyHKLMA NOCAE-NPOAYBKM ra30M 30HbI CBAPKM 3a
Bpems [t.Po] (c 3agep>KKoM 3aKpbIBaeTCs KaanaH rasa).

5.2 LWK/Z1 CBAPOYHOI'O MPOLIECCA - MIG/MAG - 4T
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Mopadok usmeHeHus 3HaveHUs aobol PyHkyuu cmompume 8 n.6.1

5.2.1 QYHKLUWNA KHOMNKU HA TOPEJIKE - 4T v anbT.4T

a) MMPOBOW CTAHAAPT peXuma KHomku — 4T

6) a/bTEPHATUBHbIN PEXUM KHOMKN — anbT.4T

MpuMeHseTcs Npu cBapke AJMHHBIX WBOB. OYHKL WA 3aKII04AETCA B CEAYIOLWEM:

npy MepBOM HaXaTUW KHOMKM Ha TOpesike CWUrHaja ynpaBjeHus mnocTynaet B 60K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUA NPes-npoayBKU ra3oM 30HbI CBapKM (OTKPbIBAETCS
K/lanaH rasa), nocie NepBOro OTMYCKaHWUA KHOMKW MOAAeTCH CUIHa/A Ha BKJOYEeHMe
MCTOYHMKA W aABuratens nogayn npososokn. C 3TOro MoMeHTa HaumHaeTcs npotecc
CBapkW, oAHOBpeMeHHO oTpabaTbiBaeTcs GYHKLMA NAABHOIO BbIXOAA Ha PeXMM CBApKU 3a
Bpems [t.UP], a Tak e Moryt oTpabaTbiBaTbCA AOMOJHUTENbHble byHKLUKW (Hanpumep
MUMMYbCHBIN PeXWM), BCE 3TO COrMacHO LMK/ CBAPOYHOro rnpoLecca NpuBesjeHHOro Ha
uukaorpamMme n.s.2. lNocne BTOPOro HaXkaTus KHOMKW Ha ropesike, oTpabaTtbiBaeTcs
dYHKLMSA NAABHOTO CNaZaHUsi HanpsbKeHWs U CKOPOCTU MOZauyu MpPOBOJIOKM 3a BpeMS
[t.dn], 3aTeM UCTOYHMK BbIK/IIOYAETCS.
Mocne BTOpPOro oTnyckaHWUs KHOMKW oTpabaTbiBaeTcs GyHKLUSA MOC/ie-NpoAYyBKU ra3oM
30HbI CBapku 3a Bpems [t.Po] (c 3a4ep KoM 3aKpbIBaeTCs KaanaH rasa).
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B a/sbTepHaTMBHOM pexuMe KHOMKU anbT.4T, NponyckaeT BTOPOWN TakT (nepsoe
OTMYyCKaHWe KHOMKM), 3TUM U OTINYAETCs OT MUPOBOIO CTaHAapTa 4T. MNoACHUM: B aHHOM
C/lyyae cucTema He XzeT NepBoro oTMyCKaHUA KHOMKM Ha ropesike, 8 MOMEHTa/IbHO Mnoc/ie
oTpaboTkm ¢yHKLMM NpeA-MpoAYyBKM ra3oM 30Hbl CBapku 3a Bpems [t.Pr] HauuHaeT
npouecc NoAxura Ayrm — 3TO aHaJOMMYHO Kak B pexume kHonku 2T. Mpu aTom nocne
nepBoro oTnyckKaHus, NPOLLecc CBapku NpozosxaeTcs 6e3 nameHeHU. JlaHHbIA pexum
npegocrtasasieTcs komnaHnern MATOH kak 6OHYCHbIN, MCM0J/Ib30BaTh TO/IbKO MO XeNAHWIO,
Tak KaK oH 6osiee MpuBbIYEH C TOYKM 3peHns 6osiee YacTOro MCMOJb30BAHNS KJANEHTaMK
pexuma 2T B K1aCCUYeCKMX NoJlyaBToOMaTaX, COOTBETCTBEHHO H01ee MHTYUTUBHO MOHSATEH.

5.3 OYHKUNA UHAYKTUBHOCTb

3Ta ¢yHKUMS HeobxoguMMa AN U3MEHEHUs CKOPOCTW HapacTaHWs Toka npu
M3MeHeHWM HanpsxxeHus Ayrn. B pesysnbrate, ymeHbliaeTcs pasbpbiaruBaHue, HO 3TO
TaKXe B/MAET Ha NpoLecc KanasnepeHoca, YTo NPUBOAMT Ha BbICOKMX 3HAYEHUAX CTeNeHn
MHAYKTUBHOCTU K 3aMeA/IeHMIO npoLuecca CBapkM U CUIbHOMY YMEHbLUEHWIO 4acTOThl
nepeHoca kanesb. V3mMeHsas 3HayeHve 3TOM GYHKUUK, JAETCS BO3MOXHOCTb KaxzoMmy
nosb3oBaTento BbibpaTh AN ceba onTUMasbHBLIM Mpouecc cBapku. B ocHOBHOM,
MVHUMa/ibHble 3HAYEHWS MPUMEHSIIOTCS /19 CBapKW TOLWMH 6osiee 3 MM, @ MaKCMMaJsibHble
3HaYeHUs Ana 6osee TOHKUX U3ENUN.

Mo ymonyaHMIO MHAYKTMBHOCTb YycTaHoBaeHa B “OFF”, To ecTb ycTaHOB/ieHa Ha
Hy/1eBoOM cTyneHu. MopsaAoK U3MEHeHUs 3Ha4YeHUs 060N GYHKUUM B TeKyLLEM pexunme
CBapKu cMOTpuUTe B N.6.1.

5.4 PYHKLNA NPEA-MPOAYBKW 3AWLUTHBLIM FA30OM

31a JyHKuMA HeobxoAMMa A/A 3aWWUTbl 30HbI CBAapKW OT BPEAHOIO BJUSHUSA
aTMocdepHOro BO3AyXa M 3aKIlOYAeTCs B NpefBapuUTesIbHOW MPOAyBKe 30Hbl CBAapKW
3alMTHBIM rasoM nepej 3aXWraHuem cCBapouyHol Ayru. Mo ymonyaHuio Bpems npej-
npoAyBKu [t.Pr] ycTaHOB/IEHO Ha 3HaYeHMe 0,1 CeK, 3TO 3HA4YEHNE MOXHO B t06OV MOMEHT
M3MEHUTb MO CBOEMY YCMOTpeHuto. MopsaaoK M3MeHeHUs 3HayeHus 60N yHKUUK B
TeKyLleM pexume CBapKyM CMOTpuUTe B M.6.1. MOXHO WCMO/b30BaTh JIEBbIA UHAMUKATOP
MCTOYHMKA M MPaBbIN MHAMKATOP 6/10Ka NoAayumn NPOBOJIOKU.

5.5 QYHKLUA NOCAE-NPOAYBKW 3ALLTHLIM FA30OM

ITa PyHKLMSA 3aKNI04AETCS B MOC/eAYIoL el NPoAyBKe 30HbI CBAaPKM 3aLLUTHLIM Fa3oM
noc/se NoracaHWs CBapoOYHOM Ayri, Tak Kak packasieHHas CBapoyHas BaHHa eLé HeKkoTopoe
Bpems HouTca BpeAHOro BAMSHUS aTMocdepHoro Bodayxa. o ymonyaHuio Bpems rnocse-
npoayBsku [t.Po] ycTaHOB/IEHO Ha 3HaYeHMe 1,5 CeK, 3TO 3HAYEHUE MOXHO B /It0OON MOMEHT
M3MEHWUTb MO CBOEMY YCMOTpeHUtO. MopAAOK M3MeHeHUs 3HauveHus bol GyHKuUM B
TeKyLleM pexunMe CBapku CMOTpuTe B N.6.1. MOXHO MCMOAb30BaTb JIEBbIA UHAMKATOP
MCTOYHMKA M NPaBbIf HAMKaTOp B10Ka NoAaumn MPOBOJIOKM.
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5.6 ®YHKLUA HAPACTAHUA HAMPAXXEHUA/CKOPOCTU NOAAYN B HAYANE
CBAPKUA

3Ta yHKuUMA HeobxoaMMa AN MAABHOMO BbIXOAA Ha pexuM CBapkuM 3a
ycTaHoB/sieHHoe Bpemsi [t.UP], 4TO yMeHbllaeT pacrnieckiMBaHMe CBapOYHOM BaHHbI U
pa3bpbisrvBaHMe B MOMEHT MOJXWra, Korga rnpoBo/ioKa elé Xoa04Hasi. YBennyeHHoe
BPEeMS M/1aBHOr 0 BbIXO/a NPUMeHSeTCs 415 HauaslbHOro GOpMMPOBaHUSA BaHHbI.

BHUMAHME! Yem 6onblie Bpems HapacTaHWs - TeM MeHblle Hava/bHbl NPOBap,
MOSTOMY NPUMEHSAEeTCs TO/IbKO ANSi CPEAHUX W ANMHHbLIX WBOB. [0 3TOM MpuyMHe He
yBenmunBaTb Bpems bosiee 0,1 cek Npu cBapke NpuxBaTKaMm 1 T.1.

Mo ymonuaHuio Bpems BbixoAa ycTaHoBsaeHo “"OFF”, To ecTb BbiktoveHo. MNMopsagok
M3MeHeHUs 3HauYeHns 060l GYHKLMM B TeKylLL,eM pexumMe CBapku cMOTpuTe B n.6.1.

BHMUMAHME! TMpu cBapke NpoBOAOKOM M3 CTanu, Bpemsi HapacTanusa [t.uP] Ha
WCTOYHUKE JO/KHO 6biTb AMbO paBHO, /MO0 uYyTb MeHblie 4eM Ha 6noke nogaun
nposonoku. lpu cBapke aNlOMMHWEBON NPOBOJIOKON, BpemMsi HapacTaHus [t.UP] Ha
UCTOYHMKE A0/KHO BbITb HosibLLe (+0,2..40,5 Cek) 4eM Ha 610Kke Nogaum NPOBOJIOKY.

5.7 OYHKLUNA CNAJAHNA HANPAXEHUA/CKOPOCTU NOA4AYUN B KOHLE CBAPKUA

3Ta ¢yHKUMA npejHasHavyeHa A/A MNJIABHOM 3aBapku KpaTepa obpasytolerocs B
CBApOYHOM BaHHe NoJ AENCTBMEM 3/1eKTPOMArHUTHOIO AYyTbs 3/1€KTPUYECKON Ayron U B
nocaeAytolem ABSIOWMNCH UCTOYHUKOM AedeKToB CBApOYHOro Wwea. CUrHaAoM K Hayany
bYHKLMM ABNSIETCA OTMYCKaHWE KHOMKW Ha ropesike B KOHLLe MpoLecca CBapku, Npu 3ToM
JABWXEHWe ropesikn HeobXoAMMO MPEeKpPaTUTb M 3aBapuBaTb CMaAAloWMM HaNpsXKeHUeM
AMKY (3TO M eCTb KpaTep) B CBAPOYHOM LUBE.

Mo ymonuaHuto oba yCTaHOB/EHbl Ha 0,1 CeK, TO ecTb GaKkTUYeCKU B COCTOSHUM
BbIK/IIOYEHO. DTO 3HayeHMe MOXHO W3MEeHATb MO CBOEeMy YCMOTPEHMUIO, MOPSA0K
M3MeHeHus cMoTpuTe B M.6.1.

BHMUMAHME! Mpu cBapke NpoBo/IoOKOW U3 cTanu, BpeMsa cnaga [t.dn] Ha UCTOYHUKe
AOJIXKHO 6bITb B0 paBHO, NMbBO 4YyTb Bosblie YeM Ha Hioke nogaum npososioku. Mpwu
CBapKke aJIloOMUHMEBOW MpPOBOJIOKOM, BpeMs crnaga [t.dn] Ha uCToO4YHMKE A0/KHO 6bITb
MeHbLue (-0,3..-0,7 CeK) 4eM Ha 610Ke NoAa4m NPOBOJIOKM.

5.8 OYHKLINA CBAPK UMNY/IbCHbIM HANPA>XXEHUNEM

JT1a PyHKUMA NpesgHa3HaveHa Ans obneryeHns KOHTPOJIA CBAapOYHOrO npouecca B
MPOCTPAHCTBEHHBIX MOJIOXKEHUAX OT/NNYHBIX OT HUXHEro, a Takxe NpU CBapKe LBeTHbIX
mMeTannoB. BosgeicTBMe  NPOMCXOAMT  HemnmocpeACTBEHHO Ha  MepeMeliMBaHue
pacniaB/iieHHOro MeTasl/1a WBa, NO3TOMY BO3/eNCTBYET B NepByto ouepesb Ha popmy LIBa.
A TaKkxXe NPOUCXOAUT MPUHYAUTE/IbHOE BO3ZAEWCTBME Ha MEPEHOC Kamnjuv B CBAPOYHYHO
BaHHY, 3TO B CBOIO oYepeAb Ha CTabunbHOCTb npouecca. Kak 1 B Apyrux BuAax CBapKy,
3TOT NMpOLEcC B HEKOTOPOM CTEMEHU 3aMEHSIET ABUXEHUS PyKU CBApLLMKa, 0CO6EHHO 3TO
BaXXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBU/IbHOCTM HAaCTPOMKM Kpome GopMbl 3aBUCUT
M KayecTBO GOPMMPOBAHMA LLIBA, YTO YMEHbLIAET BEPOATHOCTb MOSB/JEHUS MOp U
YMeHbLUAEeT 3ePHUCTOCTb CTPYKTYPbI, @ 3TO YBe/IMYMBAET KPENoCTb LUBA.
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Ans peannsaymm 3Ton GYHKLMM Ha UCTOYHMKE HYXHO 3aaTb TPY napameTpa: cuay
nyascaumnn [Po.P], uyactoty nyabcaumm [Fr.P] n cooTHoweHne umnynbc/naysa (Mam
«CKBaXHOCTb») [dut]. Mo ymosYaHMio cuna Ny abcalum Kak K/to4eBOr NapamMeTp HaXoAUTCS
B nonoxeHun “"OFF”, To ecTb GyHKL WS BbIKAHOYEH], @ YAaCTOTa NY/IbCaL UM U «CKBAXKHOCTbY
Ha 3HaveHmsx 200 M 50% COOTBETCTBEHHO. YTOObI BKAOUYMTE QYHKLUMIO JOCTAaTOYHO
YCTaHOBUTbL CUJY Myabcauuu bosiblue HyAs, 3TOT MapameTp 3aj3eTcsl B MPOLLEHTHOM
BbIPA>XXE€HUM OT TeKYLL,ero 0CHOBHOIO YCTaHOB/IEHHOrO CBAPOYHOIO HaMpsXXeHus.

Mpumep: cBapka NPOBOJIOKOM 0,8MM, YCTaHOB/IEHHAsA CKOPOCTb MOAa4u NPOBOJIOKM 5,5
M/MVH, YCTaHOB/IEHHOE OCHOBHOE 3HayeHue CBapOYHOro HanpskeHus coctaenseTt 18V, a
cuna nysabcauumn pasHa 20%, npy 3TOM YacToTa Nyabcauun 20l 1 «CKBaXHOCTb» 50% Mno
YMOIYaHMIO.

PesynbTaT: HanpskeHWe WCTouYHMKa OyAeT nynbcupoBaTb OT 14,4V o 21,6V ¢
yacToTon 20, UMMy AbChl ByAyT UMeTb paBHyto GOpPMY NO aMIANTYAE, TaK 1 MO BPEMEHW.

MapameTp "cKkBaXHOCTb" MO YMOAYAHMIO YCTaHOBAEH Ha 50%, NPy M3MEHEeHUN 3TOro
3HaYeHMs BHOCUT aCMMMETPUIO MeXJy BPEMEHEM MMMy ibCa Hanpsi)XeHWs U BpeMeHeMm
"naysbl" HanNpsXKeHua:

Mo YMOJ/TYaHUIO

"ckBaXHOCTBL" 50% "ckBaxHoCTb" 20% "ckBaxHoOCTL" 70%
uyv (VRY/ IRY
50% | 50% [:’cﬂ 80% ﬂ |_| 70% |§| L
o~ ™
t,cex t,cex t,cex

AnnapaT npu 3TOM BbICUMTAET TaK, YTO CPEAHUIN yPOBEHb HAaMPSXKEHUs BO BpPeMS
CBapo4yHoro npouecca 6yseT Ha YypOBHE YCTAaHOBJIEHHOrO OCHOBHOIO 3HayeHus
CBapOYHOro HanpskeHus 18V (Kak 1 6bl10 3a/,@aHHO), COOTBETCTBEHHO U TEMJIOB/IOXEHNE B
CBapOYHbIM WOB byAeT Ha ypoBHe Tex xe 18V, HO CTabuAbHOCTb CBAPOYHOrO MPOLLECC],
nepeMeLUMBaHWE CBAPOYHOM BaHHbI U NPOBap M3MeHATbCA. TO OYeHb BaXHOe YyC/0BUe
AN19l TOYHOM OL,eHKM NOoJ/Ib30BaTe/IeEM KAa4yeCTBa U3MEHEHUS NPU PaBHOM TENJI0B/I0OXEHUMU B
CBapOYHYIO BaHHY!O.

Ecam ctouT 33java MMEHHO YMeHblUMTb TenJoB/IOXeHWe B LWOB, C MOMOLYbIO
MMMNYNbCHOrO peXxuma, Hanpumep nNpu CBapke TOHKMX MeTana/l0B, TO JAOCTaTOYHO
YMeHbLaTb, CTaHAAPTHbIM CMOCOOGOM, OCHOBHOE HampsXKeHWe WCTOYHWMKE, NPU STOM
aMnuMTyAa WMNYyJAbCOB W May3, YCTaHOBJ/IEHHble paHee, OyayT aBTOMaTUYecKu
NnoACTpavMBaTbCs MOJ 3TO HanpsiKeHWe, COOTBETCTBEHHO MOJ/b30BaTeNb bOyaeT 4yeTko
NMOHWMaTb, HACKO/IbKO YMEHbLUM/ Tekyliee TersoB/IOXeHWe B LWWOB MO CPaBHEHWUIO C
npeabiAyWwmnM pexumMoM, OAHOBPEMEHHO MeHss B obon KombuHauuu cuay u
«CKBAXXHOCTb» MMMY/1IbCOB A1 MOJlyYEHMSA HYXHOro npouecca. 3agayva 3Ta He NpocTas, Tak
KaK pery/iMpytoTcs cpasy HeCKOo/IbKO NapameTpoB.

JaHHble napameTpbl YCTaHaBAMBAKOTCA B Pas/IMYHbIX CUTyauMsaxX MNO-pasHOMY,
cornacHo TpeboBaHuaAM cBaplymka. MMopsAoK M3MEHeHUs 3HayeHusa Mobon GyHKUUKN B
TeKyLLeM pexunme cBapkm cMoTpuTe B M.6.1
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5.9 YHKUUA BKJAKOYEHUA n OTKJIKOYEHNA ABUTATE/IA

ITa AonosHuTeNbHaA GYHKUMS A1 BO3MOXHOCTM OTKIOUNTL paboTy asuratens,
MOXEeT He MpUCYTCTBOBaTb B MEHIO, Tak Kak MpW HaavuuMu cBa3M MexAay 6a1okamu
ynpaBJ/ieHWs, annapaT cam NpMHUMAaeT peLleHne O BKIOYEHUM U BbIK/OUYEHUN ABUraTeNs B
KOHKPETHOM pexuMme cBapku. Ec/M 3TOT NyHKT ecTb, TO AAs MpaBu/bHON paboTh
noJlyaBTOMaTa 3TOT NapaMeTp A0JXeH 6bITb B nonoxeHnn «ON».

6. BbIBOP M HACTPOMKA OYHKLINA AMMAPATA

Ec/n He HaxuMmaTb KHOMKM Ha nepejHel NaHenu, annapaT BbIBOAWUT Ha LMPpPOBOM

WHAMKATOP C JIeBOM CTOPOHbI 3HaYeHMe OCHOBHOIO NapaMeTpa TeKyLLero pexuma cBapku:
1) B pexkume "MMA" — cBapOUHbIN TOK;
2) B pexxume "TIG" — cBApOUHbIV TOK;
3) B pexume "MIG/MAG"” — cBapoyHOe HanpsxeHue.

Ha neBom wuHaukaTope B MOMeHT cBapkm “MIG/MAG” nokasbiBaeTca Tekyliee
3HayeHWe TOKa, MoJlyuMBlUeeCs B pe3y/bTaTe ciegytownx $GakTopoB: UCMO/b3yeMOoro
AVaMeTpa MpOBOJIOKM, YCTAaHOB/IEHHOrO 3HAY€HWS HAaMPSXXEHUS Ha  UCTOYHMKE,
YCTaHOBJ/IEHHOM CKOPOCTM MOAA4M MPOBOJIOKM Ha MexaHW3Me Mojayu, WCMosib3yeMoro
rasa, MaTepuana v TO/LWMHbI CBApPMBAEMOro M3Aenna M T.4. 3HayeHne nokasbiBaeTcs B
TeyeHun 8 cek Mocse OKOHYAHWA CBApKM - 3TO A/ BO3MOXHOCTM CaMOCTOSTE/IbHON
nepenpoBepkn CBapLmMKom 6e3 NocTopoHHel nomowmn. A Ha LMdpPOBOM MHAMKATOPE C
MpaBoOM CTOPOHbI B 3TOM Xe pexume "MIG/MAG” BbIBOAUTCSA 3HAUYEHME CKOPOCTM NOAauM
NPOBO/IOKM B "M/MUH".

KHonka 3 Ha nepesHel naHenn annapaTta oTBeYaeT 3a BbIOOP PYHKLUM UCTOUHMKA B
TeKylleM pexume CBapKM, a KHoOMka 11 3a Bblbop ¢yHKLMM 670Ka MoAaun B pexuvme
MIG/MAG, 310 byZem paccMaTpmBaTh B N.6.1.

KHonka 4 Ha nepeZHel naHesn annapaTta OTBeyaeT 3a BbIOOp pexuma CBapku, 3TO
byaem paccmaTpmBaTth B N.6.2.

KHonkv 1 Ha nepesHen maHenu OTBeYAlOT 33 M3MEHEHMWe TeKyLero 3HayeHWs Ha
u1$pOBOM MHAMKATOPE C IEBOW CTOPOHbI.

KHonkn 7 Ha nepesHen maHenn OTBeYaloT 3a M3MeHeHMe TeKyliero 3HayeHWs Ha
undpOBOM MHAMKATOPE C NPaBOMN CTOPOHBI.

6.1 MEPEKNKOYEHUE HA HEOBXOAMMYIO OYHKLINIO

Ecan B annapaTe ycTaHoBAeHa cMcTeMa 3alMTbl OT HECaHKLMOHUPOBAHHOIO J0CTYNa
K MeHI0 GYHKLMIN, TO NMPU HAXaTUM HA KHOMKY 3 Ha MCTOYHMKE Ha MHAMKATOpe c/eBa He
MPOUCXOAUT HUKAKMUX W3MEHEeHWW, TO eCcTb 3Ta KHonka 3absnokupoBaHa. YTobwbl
pa3biokmMpoBaTh HEOBXOAMMO yAepXaTb €€ B HaXKaTOM COCTOsHUM bonee 3,5 cekyHA. Mpu
pa36/10KMpOBaHUN Ha MHAMKATOP BbIBOAUTCS M306paXkeHne OTKPbIBAKOLLMXCS 3aMOYKOB,
yKasblBalowee o rpouecce pa3baokmpoBku MeHo yHkuui. [locne ycnewHoro
pa3b10KMpPOBaHMSA, NMPU HAXaTUN KHOMKK 3, Ha LMbPOBON AUCNIEN BbIBOAUTCS TeKyllee
Ha3BaHwWe GYHKLUM 1 eé 3HaueHue.

BHumaHue! [locne oTnyckaHWA KHOMKWM 3 Yepe3 2 CeKyHAbl 3SKpaH CHOBa
MepeksIlounTCA Ha OCHOBHOM MapameTp Tekyliero pexuma capku. [loka pgucnnen
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nokasblBaeT TekyLLyto GyHKL MO, e€ 3HaYeHNe MOXHO M3MeHNTb B 60/1bLUYIO MM MEHbLLYIO
CTOPOHY, C NMOMOLLbIO KHOMOK 1. /160 npu BbICTPOM HaXaTUM U OTMYCKaHUW Ha KHOMKY 3
MOXHO MepeKk/to4aTbCa Ha caeAyioLyto GyHKLMIO, MO KPYTY.

BHumaHue! Ecin yaepxuBaTb KHOMKy 3 6osiblie 10 ceK, TO Ha AMUCniee MOsIBUTCS
0OpaTHbIA OTCYET 333...222...111..., HY>XHO OTMYCTUTb KHOMKY A0 UCTEYEHUS 3TO BPEMEHY,
4TO6bl He COPOCUTL BCE HACTPOMKM AAHHOTO pexXMMa K CTaHAAPTHbIM 3aBOACKMM. 3Ty
3agauy bysem paccmaTpuBaThb B 11.6.3.

AHa/ZIOrMYHO, NPY HAXATUM KHOMKM 11 Ha LUMPPOBON MHAMKATOP CrpaBa BbIBOAUTCA
rpadumueckoe Ha3BaHMe Tekylen pyHKLUM 610Ka Nogaum Npososioku. C MOMOLLbIO KHOMOK
7 MOXHO M3MEHUTb B MEHbLLYIO MM HO/IbLLYIO CTOPOHY.

Eciv meHto 3abnokvpoBaHO, Kak M B C/yd4ae C MeHIO QYHKUWMMA HA UCTOYHMKE -
J0CTaTOYHO yZepxaTb 3Ty KHOMKy H6onee 3,5 cek

6.2 MEPEKJ/IOYEHME HA HEOBXONMbI PEXXMM CBAPKM
[na Bblbopa HeobxoAMMOro pexmma CBapkuM HaXMUTe KHOMKY 4. Pexwumsbl
nepekJ/Ilo4atoTCs Mo Kpyry, 3TO BUAHO Ha AUCTIee 2 Ha NepeAHen naHe n.

6.3 CEPOC HACTPOEK BCEX ®YHKLIUM TEKYLLErO PEXXUMA CBAPKU

MoryT NpoUCXOAUTb CUTyaL MK, KOrga HacTPOWKM B annapaTte HeCKo/IbKO 3amyTanu
nosib3oBatens. [ Toro 4To 6bl COPOCUTL 3HAYEHUSA HACTPOEK K CTaHAAPTHBIM 3aBOACKNM
HeOOXOAMMO MPUMEHSTbL Ty Xe KHOMKY 3 KOTOpas MCMo/b3yeTcs A/f BXOAA B MEHIO
byHkumn. Jns cbpoca HaCTpoeK A0CTaTOYHO YA epXMBaTb HEMPEPLIBHO KHOMKY 3 6oblue
10 cek (He obpalaTb BHUMaHWE Ha OTPUCOBKY 3aMoukoB). Ha Tabao HayHeTcss obpaTHbIN
OTCYeT 333...222...111 W NPU JOCTUXEHMM "000" BCe HACTPOMKM TeKYLLEero pexuma CBapku
6yayT obHoBneHbl Ha 3aBogckue. COPOC mapamMeTpoB A/ KaXAOro pexuMa CBapku
JleNaloTCs OTAe/bHO. DTO cAenaHo Ans yaobcTBa — 4tobbl He cOpocuTb MHAMBUAYAbHbIE
HaCTPOWVIKM B APYrUX ABYX peXuMaXx.

AHasI0rMyHo MOXHO cbpocuTb NapameTpbl Ha 6710Kke NoAayM MPOBOJIOKM C MOMOLLbIO
KHOMKM 11.

6.4 UBMEHEHME HOMEPA NMPOIrPAMMbI B TEKYLLLEEM PEDKUME CBAPKUA

B «kaxgom pexume cBapkn MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb
Mo/b30BaTe/Il0 COXPaHATb A0 16 pas/MYHbIX BapvaHTOB HacTpoek. TekywWi Homep
HaCTPOWMKM (MpOrpamMMmbl) BbIBOAUTCA B BEPXHEM NPaBOM Yy MHAMKATOpa HaxoAsALLerocs
Ha nepejHeln NaHenn UCTOYHWMKA. B MOMeHT mepBoro Bk/IlOYeHMs anmnapaTa nporpamma
Bcerga nog N1 Ana KaxAoro pexuma csapku. Bce nsmeHeHus B HacTpovike annapaTa B
JaHHOM pexuMe CBapKu 1 TeKyL,eM HoMepe NPorpaMMbl COXPaHSIOTCS.

YTobbl meperTn Ha Apyror HoMep MpOrpaMMbl M HayaTb HACTPOWMKY CHOBA C
6a30BbIX MapamMeTpOB, J40CTaTOYHO HaXaTb Ha KHOMKY 3 1 e/ MeH1o Bbibopa yHKL MM He
3a610kMpOBaHO, TOrga Ha MHAMKATOP BbIBOAMTCA TeKYLMM HOMEP NPOrpaMMbl, KOTOPbIN
MOXHO C MOMOLLbIO KHOMOK 1 U3MeHUTb B 60/bLUIYIO MAKM MeHbLUYyo CTOPOHY. Ecan meHio
Bblbopa ¢yHKLUM He 3abs0KMpOBaHO, HampuMep: Mo/b30BaTeNb Kak pa3 nepes 3TUM
M3MeHsAN AOMO/HWUTE IbHble napaMeTpbl QYHKUMUIA OnucaHHble B N.6.1, TO HeobxoAnMmo
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3a610kMpoBaTh MeHI0 Bbibopa GYHKLMN C MOMOLLbIO YAEepXKaHUs KHOMKK 3 bosee 3,5 ek,
TOYHO TaK Xe Kak 1 Npu pa3b10KMpoBaHMK, MPK 3TOM Ha MHAMKaTOpe ByayT oTobpaxaTbCs
3aKpbiBatloLLMeCs 3aMOUKM, MO OKOHYaHUM STOM onepauum MeHto byseT 3abnokmpoBaHo U
Tenepb MOXHO CHOBa MOBTOPWTbL MOMbITKY W3MEHEHUS HOMepa MpPOrpamMmMbl C MOMOLLbO
KHOMKwM 3. [pun 3TOM BCe NapameTpbl NpeablayLier NporpaMmbl ByyT COXpaHeHbI U K Hel
BCersa MOXHO BEPHYTbCSA CHOBaA.

7. OBLLMIM CNNUCOK N NOCNEAOBATE/IBHOCTb GYHKL MM

Pexwum ceapkn «MMA»
0) oCHOBHOM oTobpaxaembin napameTp TOK = goA (no ymos4aHuio)
a) 8 ... 160A (war nsmeHenmsa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHeHua 1A) ans StandardMIG-200
B) 12 ... 250A (Wwar nameHeHusa 1A) ans StandardMIG-250
r) 12 ... 270A (war nameHeHus 1A) ana StandardMIG-270
A) 14 ... 350A (war nsmeHeHus 1A) anqa StandardMIG-350
1) cuna «fopsAvero ctapTa» = 4£0% (N0 YMOIYaHWIO)
a) o[OFF] ... 200% (war n3meHeHus 5%)
2) BpeMsi «[ opsiyero ctapTa» = 0,3 ceK (Mo yMO4aHUo)
Q) 0,1... 1,0CeK (War MU3IMeHEeHUs 0,1 Cek)
3) cuna «Popcaxa gyrm» = 40% (No yMoa4aHuo)
a) o[OFF] ... 200% (war nsmeHeHuns 5%)
4) ypoBeHb cpabaTbiBaHus «Popcaxa Ayru» = 12V (Mo yMos4YaHuo)
a) 9 ... 18V (war nsmeHeHns 1V)
5) HAK/IOH BO/IbTAMMEPHOM XapaKTepUCTUKM = 1,4V/A (N0 yMOAYaHMIo)
a) 0,2 ... 1,8V/A (war nsmeHeHus o,4V/A)
6) cBapka Ha kopoTkow gyre = OFF (no ymonvaHuto)
a) ON — Bk/ItOYEHO
6) OFF — BbIKNtOUYEHO
7) 610K cHXXeHMsA HanpsikeHust = OFF (Mo ymosnvaHmio)
a) ON — Bk/ItOYEHO
6) OFF — BbIKNtOUYEHO
8) cuna nynbcaymii Toka = OFF (no ymonuaHuio)
a) o[OFF] ... 80% (war nameHeHus 5%)
9) YacToTa nyabcaumi Toka = 5,0l L, (Mo YMOAYaHMo)
a) 0,2 ... 500 'Yy (AMHaMMYeCcKMI Wwar usmeHeHmns o,1 My, ... 1 y)
10) COOTHOLUEHME MMNYJIbc/nay3a (CKBAaXHOCTb) — 3TO NPOoLeHT 60/1bLero UMNy/ibca Toka
K nepnogy cnefoBaHUs 3TUX UMMNYAbCOB = 50% (MO0 yMONYaHUIO)
a) 20 ... 80% (war nameHeHus 5%)
Pexxum cBapku «TIG»
0) OCHOBHOM oTO6paxaembin napameTp TOK = 100A (Mo yMONYaHUIO)
a) 8 ... 160A (war nsmeHenusa 1A) ana StandardMIG-160
6) 10 ... 200A (war nsmeHenusa 1A) ana StandardMIG-200
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B) 12 ... 250A (war nameHeHus 1A) ans StandardMIG-250

r) 12 ... 270A (war nameHeHus 1A) ana StandardMIG-270

A) 14 ... 350A (war nsmeHeHus 1A) ans StandardMIG-350
1) Bpems HapacTaHua Toka = OFF (no ymonyaHuio)

a) o [OFF] ... 15,0 cek (war n3MeHeHUs 0,1 cek)
2) cuna nynbcauui Toka = OFF (no ymonyaHuio)

a) o[OFF] ... 80% (war nsameHeHus 5%)
3) YacToTa ny/bcauui Toka = 10,0 'y (MO yMoNYaHUIO)

a) 0,2 ... 500 'Y (AMHaMMYeCKMI Wwar usmeHenns o,1 1y, ... 1 y)
4) COOTHOLLEeHMeE MMMNYJbc/Nnay3a (CKBaXKHOCTb) — 3TO NPOLeHT 6o/iblIero MMMy ibca ToKa K
nepuoay caeA0BaHUsA STUX UMMNY/IbCOB = 50% (N0 YMOYaHMIO)

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

Pe>xxum cBapku «MIG/MAG»
Ha neBom nHAMKaTOpPe MCTOYHMKA TOKa:
0) ocHOBHOM oTobpaxaembin napameTp HAMPAXEHWE = 19,0V (no ymonvaHuto)
a) 12,0 ... 24,0V (war uameHeHus o,1V) ans StandardMIG-160
6) 12,0 ... 26,0V (war nsmeHeHus 0,1V) gna StandardMIG-200
B) 12,0 ... 28,0V (war nsmeHeHus o,1V) ana StandardMIG-250
r)12,0 ... 29,0V (war nameHeHus o,1V) ansa StandardMIG-270
A) 12,0 ... 30,0V (war nsmeHeHus o,1V) ans StandardMIG-350
1) peXXuMm KHoMKK Ha ropenke = [2T] (N0 yMoa4aHuio)
a) 2T — pexum KHonku Ha ropenke 2T
6) 4T — CTaHAAPTHBIN PEXUM KHOMKW Ha ropesike 4T
B) aNbT.4T — a/lbTEPHATUBHbIN PEXUM KHOMKWU Ha ropesike 4T
2) UHAYKTUBHOCTL = OFF (Mo ymonvaHuio)
a) o [OFF] ... 3 cTyneHs (lwar M3MeHeHUs 1 CTyneHb)
3) BpeMms NpeA-npoAyBKM 3aWMTHbIM Fra30M = 0,1 ceK (M0 yMOAYaHMIO)
Q) 0,1... 25,0 ceK (Lar M3MeHeHUs 0,1 cek)
4) Bpems nocsie-npoAyBKM 3aLWUTHBIM Fa30M = 1,5 cek (M0 YMONYaHMI0)
Q) 0,1... 25,0 cek (lar N3MeHeHWs 0,1ceK)
5) BpeMms HapacTaHua HanpsaxeHusa = OFF (no ymoavaHuio)
a) o [OFF] ... 5,0 cek (Wwar U3MeHeHUs 0,1 CeK)
6) BpeMa cnagaHus HanpsXxeHus = 0,1 cek (Mo YyMOAYaHMIO)
a) 0,1 ... 5,0 ceK (War U3MEHeHMs 0,1 CeK)
7) cuna nynbcaumi HanpsixeHus = OFF (no ymonyvaHuio)
a) o [OFF] ... 80% (war n3meHeHuns 5%)
8) yacToTa ny/abcauni HanpsxxeHus = 20 'y (Mo yMo4aHuio)
a) 5 ... 500 'y (war nsmeHeHusa 1 y)
9) COOTHOLUEeHMe UMMY/Ibc/Nay3a (CKBaXHOCTb) — 3TO NPoL,eHT 60/1bLUero UMMy bca
HanpsXXeHusa K Nepnoay ciesoBaHusa = 50% (Mo yMoa4aHuio)
a) 20 ... 80% (war nsmeHeHus 5%)
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Ha npaBom MHAMKaTope MexaHu3ma NoAaun NpoBONOKU:
0) ocHoBHOM oTobpaxaembin napametTp CKOPOCTb nogaun = 7,0 M/MUH (MO yMOHaHUIO)
a) 2,0 ... 16,0 M/MVH (War U3MeHeHUs 0,1 M/MUH)
1) peXmM KHOMKM Ha ropesike = 2T (Mo yMO/14aHMIo)
a) 2T — pexunm KHONKu Ha ropenke 2T
6) 4T — cTaHAAPTHBIV PEXMM KHOMKW Ha ropesike 4T
B) aNbT.4T — a/lbTEPHATUBHbIN PEXUM KHOMKWN Ha ropeske 4T
2) BKA/BbIKJ. ABUratens nogayu npososoku = ON (Mo ymonyaHumio)
a) ON — Bk/itoYeH
6) OFF — BbiktOYEH
3) BpeMs npe/-npoayBKu 3alLMTHbIM Fra30M = 0,1 ceK (M0 yMO4YaHMIO)
a) 0,1... 25,0 cek (Luar U3MeHEHMUS 0,1 CeK)
4) Bpems nocsie-npoAyBKM 3alUTHLIM Fa30M = 1,5 cek (M0 YMONYaHMI0)
a) 0,1... 25,0 cek (Lar M3MeHEHMUS 0,1 CeK)
5) BPeEMS HapacTaHMsa CKOPOCTU NOZaum NPOBOJIOKM = 0,1 CeK (N0 YMOYaHMIO)
a) o [OFF] ... 5,0 cek (war n3meHeHus 0,1 ceK)
6) BpeMs cnagaHnsa ckopoctu nogayn nposoaoku = OFF (no ymoavanuio)
a) o [OFF] ... 5,0 cek (war n3meHeHus 0,1 ceK)

8. PEXKXUM PABOTbI OT FTEHEPATOPA
MNcToYHMK NUTaHWS NpUroeH 418 paboTbl OT reHepaTopa npw yC10BUM:

YcTaHoBNEHHOE MNpw paboTe gnameTpom MuHuManbHas
Mpu paboTe
RO 3HayeHue ToKa MPOBOJIOKU MOLLHOCTb
npu MMA n TIG npu MIG/MAG reHepartopa
[7p) He 6onee 80A He 6onee Jo,6MM 3,0 KBA
3 He 6os1ee 120A He 6os1ee Jo,8MMm 4,5 KBA
[7)A He 6osiee 160A 6,0 KBA
He 6bonee J1,0MM
@5 nekronn. He 60s1ee 200A 7,7 KBA
ds He 6osiee 250A 10,0 KBA
He 6bonee J1,2MM
26 nerkonn. He 6os1ee 270A 12,0 KBA
26 40 350A He 6osiee J1,4MM 16,0 KBA

Ana 6e3oTkasHol paboTbl! BbixogHoe MexdasHoe HanpsiXKeHne reHepaTopa He A0/KHO
BbIXOAMTb 3a 40MYCTUMbIE Npejesbl:

- 160-260B (a1a mogeneit StandardMIG-160/200/250);
- 320-440B ans Bcex Tpex das (a1 mogenen StandardMIG-270/350).
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9. YXOA U TEXHWYECKOE OBC/TY>KMBAHVE

BHumaHume! lMepes TeMm, Kak OTKpbITb annapaTt, HEO6X0AMMO BbIK/NIOUYNUTL €ro, BbiHYTb
ceTeBOM wWwTekep. JlaTb BO3MOXHOCTb PaspsAMTLCS BHYTPEHHMM LensM annapaTa
(NpYMEpPHO 5 MUH) U TOILKO MOC/IE 3TOrO NPOU3BOAUTL OCTajibHble AelcTBus. MNpu yxoae
YCTaHOBWTb Tab/IMuKY, 3anpeLLatoLLyto NPOU3BOAUTL BKIKOUEHUE.

Ans Toro, uTobbl CoxpaHWTb annapaT paboTocnocobHbiM Ha MHOrMe roAbl,
HeobxoaMMo cobAaTh HECKOIbKO MPaBu:

- MPOUW3BOAWTb MHCMEKLMIO MO TexHMKe 6€30MacHOCTH B 3a4aHHble MHTepBaibl
BpemeHu (cMm. Pasgen ,YkasaHus no TexHuke besonacHocTn”);

- MPU MHTEHCMBHOM MCMOJIb30BaHMM, PEKOMeHAyeM pas B NMo/roza npojysaTb annapar
CYXMM COKaTblM BO34yxoM. BHMmMaHue! [pogyBKka CO C/IMLLKOM KOPOTKOr0o pacCcTOsHMA
MOXeT NPMBECTU K NOBPEXAEHMNIO 3/1eKTPOHHbIX KOMMOHEHTOB;

- npv 60/IbLIOM CKOMIEHUN MbIIN MPOYUCTUTL KaHa/bl CUCTEMbI OXIAXAEHUS BPYUHYIO.

10. MPABUJIA XPAHEHUA

3aKOHcepBMPOBaHHbIl‘/II n yHaKOBaHHbIl)'I NCTOYHUK XPaHUTb B YCNOBUAX XPaHEHUA 4 NO
MOCT 15150-69 CPOKOM A0 5 /1€eT.

PackoHCepBMPOBaHHbIM  UCTOYHUK  JO/DKEH  XPaHUTbCS B CYXMX  3aKpbITbIX
nomeLLeHUsIX NpKU TemnepaType BO3AyXa He Huxe ntoc 5 °C. B nomeLeHnax He f0MKHO
6bITb NApPOB KMCNOT U APYrUX aKTUBHBIX BeLLecTB.

11. TPAHCNOPTUPOBAHUE

YNaKkoBaHHbIA WUCTOYHWK MOXET TPaHCMOPTUPOBATLCS BCEMW BUAAMMW TPAHCMOPT3,
obecneymBaoLW MMM €r0 COXPAHHOCTb C COBTI0AEHMEM NPaBUJ NEPEBO30K, YCTAHOBIEHHbIX
ANA TPaHCMnopTa AaHHOr o0 BUAA.

12. KOMMJIEKT NMOCTABKU

1. VICTOYHMK NUTaHMA CBApPOYHOW AYrU C CeTeBbIM Kabenem —1WT;
2. Kabesnb c anektpogoaepxatenem ABICOR BINZEL, 3m —1WT;
3. [openkanonyasTomatuyeckas ABICOR BINZEL —1uT;
4. Kabesnb cBapouHbIf ¢ kiemmoi «macca» ABICOR BINZEL, 3m —1uwT;
5. BbIcTpoCbeMHbIV NHEBMOpa3bem —1uwT;
6. WHcTpykums no akcnayaTaymm —1WT.
7. ®upmeHHbI rodpokopod PATON —1WT;
Ana modenel StandardMIG-160/200/250:
- Ponvikn ans cnnowHowm npososaoku (0,6-0,8; 1,0-1,2) — 2 KOMM;
Ans modeneli StandardMIG-270-400V:
- Ponvkn ans cnaowHol nposoaoku (0,6-0,8; 1,0-1,2) — 2 KOMI;
- KoMnaekT TpaHCNopTUPOBOYHbIX Kos1eC —1uwT;
Ana modenell StandardMIG-350-400V:
- Ponvku ana cnnowHow npoeoaoku (0,8-1,0; 1,2-1,6) — 2 KOMM;
- Ponvku gns antomMmmHneBom npoBosioku (0,8-1,0) —1KOMM;
- KomniekT TpaHCNOPTUPOBOYHbBIX KONeC —1uwT;
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13. MPABUJIA TEXHUKW BE3OMACHOCTU
OBLLUME NOJIOXKEHUA

CBapOHHbIVI annapaT U3roTtossieH B COOTBETCTBUUN C TEXHUYECKUMU CTaHAapTaMu U
yCTaHOBJ/IEHHbIMUW MpaBUNaMK TeXHWUKN Be3onacHOCTU. TeM He MeHee Npu HernpaBU/IbHOM
obpall,eHnn BO3HMKaeT ONacHOCTb:

- TPaBMUpOBaHUs 06CNyXMBatOLLLero NepcoHana Uan TpeTbero NLg;

- npuunHeHus yuepba camMoMmy anmnapaTy WAM MaTepuasibHblM  LLeHHOCTAM
npeanpuaTns;

- HapyweHwus a¢pdekTnBHOro paboyero npouecca.

Bce nmua, KoTopble CBA3aHbI C BBOAOM B 3KCM/yaTaluio, YNpaBAeHWEM, YXOA0M Wt
TexXHUYeckM 0b6CcnyxmBaHWEM annapaTta 40/KHb:

- NPOMTM COOTBETCTBYIOLLYIO aTTeCcTaLuio;

- obnagatb 3HaHMSAMM MO CBapKe;

- TOYHO COBN0AATb AaHHYIO MHCTPYKLUIO.

HeuncnpaBHOCTH, KOTOpble MOryT CHU3WUTb 6€30MacHOCTb, AOJIXKHbI OblITb CPOYHO
yCTpaHeHbl.

OBA3AHHOCTU NOJ/Ib3OBATENA

Monb3oBaTenb 06A3yeTCa gonyckaTts K paboTaM Ha CBapOYHOM anmnapaTe TObKO /UL,
KoTopble:

- 03HAKOMMUAWCH C OCHOBHBLIMU MPAaBUAAMK TEXHUKM 6E30MacHOCTK, MpoLw/iv obyyeHmne
Mo MCMoJ/Ib30BaHMIO CBAPOYHbIM 060pYyA0BaHNEM;

- npounTanu pasgen «MpaBuna TexHUKN 6e30NacHOCTU» U YKa3aHUA 0 HEOBXOAMMbIX
Mepax MpeAoCTOPOXHOCTH, MPUBOAUMBIE B AAHHOM PYKOBOACTBE, W MOATBEPAWUTL 3TO
CBOEM NoAnuchIo.

JINYHOE 3AWLMNTHOE OCHALLEHUE

Jna nMuHoM 3awwmThl cobtoganTe cnedytol e npasua:

- HOCUTb MPOYHYIO 00YBb, COXPaHSOLL YO U30MpPYIOLLME CBOWCTBA, B TOM YMC/E U BO
B/I@XHbIX YC/IOBUSX;

- 3aWMLLATb PYKWU U30MPYIOWNMY NepyaTKamu;

- rfnasa 3aWuuwaTtb 33WWTHOM MAcKOW C OTBEYAKLWMM CTaHAAPTaM TEXHUKM
6e3onacHOCTU GUABTPOM NPOTUB YbTPAabUOSETOBOIO U3NTYUHEHUS;

- UCMO/Ib30BATb TOJIbKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IAMEHSIOLLYIOCSH OAEXAY.

OMACHOCTb BPEAHbIX FA30B U UCMAPEHUI

- BO3HWKWMWMN AblM W BpeAHble rasbl yAanuTb U3 paboyel 30HbI cneuuasbHbIMK
cpescTBamy;

- 06ecneunTb 4OCTAaTOUYHbBIN NMPUTOK CBEXErO BO3AYX3;

- Mapbl pacTBOPUTE/IEN HE A40JIXHbI MONaAaTh B 30HY U3/ly4YeHNs CBAPOYHOMN Ay,

OIMACHOCTb BbIJIETA NCKP
- BOCM/1IaMeHsoLnecs npegmeTbl y4aanTb M3 paboyen 30Hbl;
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- He JOMycKaloTcs CBapoyHble paboTbl Ha eMKOCTHAX, B KOTOPbIX XPaHATCH WM
XPaHWINCh rasbl, roptoyee, HepTenpoAykTbl. Bo3MOXHa 0MacHOCTb B3pblBa OCTaTKOB 3TUX
MpPOAYKTOB;

- B MOXapOoOomnacHbIX 1 B3pblIBOOMACHbIX NMoMellLeHnsx cobatogaTe ocobble npasBuna, B
COOTBETCTBMM C HALMOHA/IbHLIMU U MEXAYHaPOAHbLIMU HOPMaMU.

OMACHOCTb CETEBOI'O U CBAPOYHOI'O TOKA

- NOpa>xeHne 31eKTpnYecknM TOKOM MOXeT 6bITb cMepTe/ibHbIM;

- CO34aHHble BbICOKMM TOKOM MarHuTHble NOadA MOryT OKa3biBaTb OTpuLaTe/ibHOe
BO3JeNcTBME Ha paboTocnocobHOCTb 31ekTponprbopos (HanpuMep, KapANOCTUMYASTOP).
Jmua, Hocawwme Takue npubOPbI, AOMKHBI NMOCOBETOBATLCA C BPAYOM, MpeEXAe Yem
npmbanxaTbCs K paboyelt CBapoUHOM NIoLWaaKe;

- CBapOYHbI Kabenb A0/KeH BbITb MPOYHbLIM, HEMOBPEXAEHHBIM 1 M30JIMPOBAHHbIM.
OcnabneHHble coegrHeHUs U MOBPEXAEHHbIN Kabeb HY)XHO He3aMeANNTeIbHO 3aMEHUTb.
CeTeBble kabesn 1 kabesm CBApOYHOro annapaTta AO/KHblI CUCTEMATUYECKM NPOBEPATLCS
CMeLManncToM 31eKTPUKOM Ha UCMIPABHOCTb M30NSALUN;

- BO BpeMA UCMO/1Ib30BaHMA 3anpeLllaeTca CHUMaTb BHELLHUN KOXYyX annapaTta.

HE®OPMAJIbHbIE MEPbI MPEAOCTOPO>XXHOCTU
- MIHCTPYKL IO NMOCTOAHHO XPaHUTb B6/IM3K MeCTa NPUMEHEHUs CBAPOYHOro annapara;
- [OMONMHUTENBHO K MHCTPYKLMKM cobatofaTe AeNcTBylowMe oblimve U MecTHble
npaBuaa TeXHWKW 6€30MacHOCTU U 3KONOMUK;
- BCE YKa3aHWA Ha CBaPOYHOM annapaTe CoZepXaTb B YATAEMOM COCTOSIHUM.

BAY>KAAKOLUME CBAPOYHbBIE TOKU

- cneanTb 3a TeM, 4Tobbl Knemma Kabensi Maccol Hblna NMpPoYHO NpucoesmHeHa K
nsgennio;

- MO BO3MOXHOCTM He YCTaHaB/AMBaTb CBAPOYHbIM annapaTt HEenoCpesCTBEHHO Ha
3/1eKTPONPOBOAHOE MOKPbITUE Mosa Uan paboyero cTona, UCNONL30BaTh U30AMPYIOLLME
NpoKAaAKW.

MEPbI MPEAOCTOPO>XHOCTHU B OBbIYHbIX YC/IOBUAX

MUHUMYM OAMH pa3 B Hejesltlo MPOBepsATb annapaT Ha BHeLHWe MNOBPeXAEeHUs U
dYHKLMOHMPOBaHWe NpesoxXpaHUTENbHbIX YCTPOMUCTB.
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14. FAPAHTUMHBIE OBSA3ATE/IbCTBA

KomnaHus «MATOH MHTEPHELLUH/T» rapaHTvpyeT UcnpasHyto paboTy NCTOUYHMKA
nuTaHua npu cobaogeHnn notpebutenem yca0BUA  3KCMAyaTauuM, XpaHeHUs U
TPaHCMOPTUPOBaHMS.

BHMUMAHME! BecnnatHoe rapaHTuiiHOe o6cayXuBaHue OTCYTCTBYeT npwu
MeXaHUYeCcknx NoBpeXAeHUAX CBapo4HOro annapara!

StandardMIG-160
StandardMIG-200 5 et
StandardMIG-250

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

3roaa

OCHOBHOM rapaHTUMHBIN NEepPUO UCHUCANETCA CO AHA MPOAAXU UHBEPTOPHOro
obopyA0BaHNA KOHEYHOMY NOKynaTento.
B TeueHWe OCHOBHOro rapaHTUMHOro nepuoga npogasel, obasyeTcs, becniatHo

AN BNajenbla MHBepTopHoro obopygosaHus PATON:

- NPOU3BECTUN AMUArHOCTUKY U BbIIBUTb NPUYUHY NMOJIOMKM,

- obecneunTb HEO6XOAMMBIMU A5 BBINOJHEHWNS PEMOHTA Y3/1aMU 1 3/1eMeHTaMu,

- MpoBecTu paboTbl MO 3aMeHE BbILEALNX U3 CTPOS 3/IEMEHTOB U Y3/10B,

- MPOBECTU TECTUPOBAHNE OTPEMOHTMPOBAHHOIO 060PYA0BaHMS.

OCHOBHble  rapaHTUiHble  06f3aTeNbCTBA  HE  PacMpoOCTPaHAIOTCS  HA
obopyaoBaHue:

- C MeXaHW4yeCcKMMM MOBPeXAeHUsMM, MOBAMABWIMMUK Ha paboTocnocobHocTb annapaTa
(aedopmalms kopnyca v AeTanen B CNeACTBUM MafeHWE C BbICOTbl MAW MajeHWUs Ha
obopyzoBaHMe TAXENbIX NPEAMETOB, BbiNaZeHMe KHOMOK U Pa3bEeMOB),

- CO C/lelamMmm KOpPO3UK, KOTopas CTana NPUYMHON HEMCNPABHOIO COCTOSIHUS,

- Bblllejllee M3 CTPOS MO TMPUYMHE BO3AEUCTBUS HA €ro CWUIOBbIE W SJIEKTPOHHbIE
3/1eMeHTbI 06U/IbHOW BAarK,

- BbllE/LLee U3 CTPOS MO NPUYMHE HAKOMIEHWS BHYTPW TOKONPOBOAALLEN MblAN (Yro/bHas
Mbl/1b, MeTaInyecKasn CTpyxKa n Ap.),

- B C/ly4ae NomnbITKM CaMOCTOATE/IbHOrO PEMOHTa ero y3/10B U/UAN 3aMeHbl 3/1eKTPOHHbIX

3/1eMeHTOB,

ZaHHoe obopyA0BaHMe, B 3aBUCUMOCTM OT YC/I0BUIM SKCMYaTaL MM PeKOMEHAYeTCS, OAMH

pas B noaroga, Bo wu3bexaHWe BbIXOAa anmapaTa M3 CTPOs, MPOBOAUTb UWUCTKY

BHYTPEHHWUX 3/1EMEHTOB M y3/10B CKaTbiM BO3AYXOM, CHATb 3alUTHYIO KPbIWKY. YncTky

HeobX0AMMO MPOBOAUTL akKypaTHO, YAepXuBas WAaHI KOMMNPeccopa Ha f0CTaTOYHOM

paccTosHMM BO UM3bexaHMe MNOBPEXAEHUS MalKyM 3SNEKTPOHHbIX KOMMOHEHTOB MU

MeXaHWYeCcKMX YacTem.

TakXe OCHOBHble TrapaHTUIHble 0653aTe/IbCTBA HEe PaCNpOCTPAHSAIOTCH Ha

BbllUeALMEe U3 CTPOS BHELIHWE 3/1eMeHTbl 000pyA0BaHMS, NOABEPXEHHbIE PU3MUecKoMy
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KOHTaKTy, W COMNyTCTBylOWMe/pacxoHble MaTepuasbl, MPEeTEeH3UM MO  KOTOPbIM

MPUHMMAIOTCA He MO3Xe ABYX Hedeslb Noc/e MPoAaxu:

- KHOMKAa BKJIIOYEHUSA 1 BbIK/IIOYEHWS,

- PY4KM peryiMpoBKi CBapOYHbIX NAapaMeTpoB,

- pa3b&Mbl NOAKJIOYEHNA Kabenel n pykaBos,

- pa3b&mbl yrpaBaeHus,

- ceTeBOM Kabesib U BUIKA CeTeBOro Kabens,

- pyyKa A5t NepeHoCKW, HaneuHbI peMeHb, Kenc, Kopobka,

- 3/1eKTPOAOAEPXKATE b, K/IEMMA «MaCChl», FOPE/IKA, CBAPOUHble Kabensa 1 pykasa.
MpogageL, ocTaB/isieT 3a cObOM NpaBO 0TKa3aTb B MPeOCTaB/eHUN FAPaHTUNHOIO

peMoHTa, /IMBO YCTaHOBWTL B KayecTBe /AaTbl Hayasa WCMOJHEHWUS rapaHTUMHBIX

0653aTe/IbCTB MECSIL, M FOZ BbiMycka annapaTa (yCTaHaBAMBAIOTCSA MO CEPUNHOMY HOMepY):

- NpVY yTepe NacnopTa BAaje/bLieM,

- MpU OTCYTCTBUWM KOPPEKTHOro waM Boobuie Kakoro-aMbo 3anosHeHUs MacnopTa

NMpoAaBLOM MpU NPoAaxe annapaTa,
- FApaHTUIHBIA CPOK MPOZJIEBAETCS, HA CPOK FrAPaHTUMHOIO 06CYXMNBaHWS 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

Electrode to be Set current Wire cross- Cross-section of Maximum
used in MMA value forMMA | section diameter each core of the cable length,
mode and TIG at MIG/MAG mains cable, mm2 m
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1.0 75
1.5 115
@2 mm Max. 80A Max. do.6 mm 2.0 155
2.5 195
4.0 310
1.5 75
2.0 105
73 mm Max. 120A Max. 0.8 mm 2.5 130
4.0 205
6.0 310
2.0 75
J4mm Max. 160A 2:3 35
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
25 mml®6 mm Up to 250A Upto @1.2 mm 4.0 100
fusible
6.0 150
3 x 380V/400V - StandardMIG-270, StandardMIG-350
1.5 135
2 175
723 mm Max.120A Max. 0.8 mm 2.5 220
4 350
6 525
130
i 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
2.5 85
26 mm
fusible Max. 270A Max. @1.2 mm 4 135
6 205
2.5 65
26 mm Up to 350A Max. d1.4 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) + 3 (for pulse mode)
2. The availability of adjustable pulse mode in all types of welding;
3. 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);
4. Adapted to the standard household power network. Due to the high efficiency, the source provides half the
power consumption compared to traditional sources;
5. 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;
6. The convenience of work thanks to the long duty cycle (DC) on the rated current, which allows to weld
practically continuously by electrodes;
7. Increased reliability of the unit in dusty production conditions, as the source microelectronics is placed in a
separate compartment;
8. A thermal electronic protection system is installed on all heating elements of the source;
9. 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;
10. Improved excitation and stability of the arc combustion, which virtually eliminates electrode sticking.
11. It provides small dimensions and mobility, which makes it easy to weld in hard-to-reach places.
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PARAMETERS StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
-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% +15%
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 2.0-16 2.0-16 2.0-16 2.0-16 2.0-16
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; MIG/MAG: 5...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 | 8.0...9.4 | 10.7...12.3
Maximum input power, kVA 5.9 | 7-5 | 9.5 | 11.4 | 15.3
Efficiency, % 90
Cooling Forced
Operating temperature range —25 ... +45°C
Dimensions, mm (length, width, height) 420X 245X300 | 420X 245X300 | 420X 245X300 | 615X310X 460 | 615X 310X 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 Cable length (one Cross-sectional Cable brand
way) area
Max. 160A 2...7mM 16 mm? KG 1x16
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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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);
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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 5.5 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 regulations 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

AL W e duEl [PaP S

To change the value of any function, see cl. 6.1.

3.2 HOT-START FUNCTION

Advantages:

- Improved ignition even with poorly ignited electrodes;

-Better weld penetration of the base material during ignition, hence, fewer lack of
penetration;
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- 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
+40%.

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

Result: The hot start current will be goA + 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 arc;

- 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 bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 5.0Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.

Example: When welding with @3 mm electrode, the set main welding current is 60A
and the pulsing power is 40%, with a pulsing frequency of 5.0Hz and a default "duty ratio"
of 50%.

Result: The current will pulse from 36A to 84A with a frequency of sHz. The pulses will
have the same shape in amplitude and time. The "duty ratio" parameter is set to 50% by
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default. If you change this parameter from 50%, the asymmetry between the current pulse
time and the current "pause" time is entered:

By default
"duty ratio" 5o% "duty ratio" 20% "duty ratio" 70%
LA LA vy
50% | 50% I%l 80% |_| I—l 70% |§| I—

t,cex t,cex t,cex
The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 60A (as set),
respectively the heat input to the weld will be at the same 60A, but the stability of the
welding process and the mixing of the weld pool will change. This is a very important
condition for the user to accurately estimate the amount of change in weld pool heat input.
These parameters are set up differently in each situation, according to the
requirements of the welder. To change the value of any function in the current welding
mode, see section 6.1.

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.
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4.1 WELDING PROCESS CYCLE - TIG-LIFT
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To change the value of any function, see cl. 6.1.

~220V/ 230V
~3x 380V / 400V
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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.
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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
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 bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 10.0Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.

-83- PATON StandardMIG DC MMA/TIG/MIG/MAG



PATON] |

Example: when welding with a 2mm non-consumable tungsten electrode, the set
main welding current is 100A and the pulsing power is 30%, with a pulsing frequency of
10.0Hz and a default "duty ratio" of 50%.

Result: The current will pulse from 70A to 130A with a frequency of 10Hz. The pulses
will have the same shape in amplitude as in time.

The "duty ratio" parameter is set to 50% by default. If you change this value, it
introduces an asymmetry between the current pulse time and the current "pause" time:

By default
"duty ratio" 50% "duty ratio" 20% "duty ratio" 70%
LA LA LA]
50% | 50% I%l 80% I_I U 70% Iél |_

t,cex t,cex t,cex
The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 100A (as set),
respectively the heat input to the weld will be the same as 100A, but the stability of the
welding process and the mixing of the weld pool will change. This is a very important
condition for the user to accurately estimate the amount of change in the weld pool's heat
input.
These parameters are set up differently in each situation, according to the
requirements of the welder. To change the value of any function in the current welding
mode, see section 6.1.

5. SEMI-AUTOMATIC WELDING (MIG/MAG)

~220V 1 230V

~3x 380V / 400V
ground terminal Q z

(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%C0O2" 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.

semi-automatic
torch
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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;

- 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 ~o0.2
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
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recommendations on the welding process with semi-automatic machines. Remember,
these parameters are different for each case.

5.1 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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5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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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
the 2T button mode. The welding process continues unchanged after the first release. This
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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.

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.

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.
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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 PULSED VOLTAGE WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than bottom and in the welding of non-ferrous metals. The effect is
directed to the mixing of the molten weld metal and to the drip transfer into the weld pool,
and this in turn affects the stability of the weld formation and the welding process. In other
words, this process to some extent replaces the movements of the welder's hand, which is
especially important in hard-to-reach places. The shape and quality of the weld formation
depends on the correct setting, which reduces the likelihood of pores and reduces the
granularity of the structure, and this increases the strength of the weld.

To implement this function, three parameters must be set in the unit: pulsing power
[Po.P], pulsing frequency [Fr.P] and pulse/pause ratio (or "duty ratio") [dut]. By default, the
pulsing power as a key parameter is in "OFF" position, i.e. the function is disabled, and the
pulsing frequency and "duty ratio" are at the most common values of 20 Hz and 50%
respectively. To enable the function, it is sufficient to set the pulsing power greater than
zero. This parameter is set as a percentage of the main welding current set.

Example: When welding with 0.8 mm wire, with a wire feed speed set to 5.5 m/min,
main welding voltage set to 18V and pulsing power set to 20%, with a pulse frequency of 20
Hz and a "duty ratio" of 50% by default.

Result: The current will pulse from 14.4V to 21.6V with a frequency of 20 Hz. The pulses
will have the same shape in amplitude and time.

The "duty ratio" parameter is set to 50% by default. If you change this parameter from
50%, the asymmetry between the current pulse time and the current "pause" time is
entered:

By default
"duty ratio" 5o% "duty ratio" 20% "duty ratio" 70%
uyv AY CAY
50% | 50% [% 80% ﬂ |_| 0% |§| L

t,cex t,cex t,cex
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The machine will calculate that while maintaining the set pulse difference, the
average welding current will be maintained at the main welding current of 18V (as set),
respectively the heat input to the weld will be the same as 18V, but the stability of the
welding process, the mixing of the weld pool and weld penetration will change. This is a
very important condition for the user to accurately estimate the amount of change in weld
pool's heat input.

If the task is to reduce the heat input to the weld using pulse mode, e.g. when welding
thin metals, then it is necessary to reduce, in a standard way, the main source voltage,
while the pulse amplitude and pauses set earlier will automatically adjust to this voltage.
Therefore the user will clearly understand how much the current heat input to the weld is
reduced compared to the previous mode, while changing in any combination the pulse
power and "duty ratio" to obtain the desired process. This task is not simple, because
several parameters are regulated at once.

These parameters are set differently in each situation, according to the welder's
requirements. To change the value of any function in the current welding mode, see section
6.1.

5.9 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.

Buttons 1 on the front panel of the source are used to change the current value on the
digital display on the left side.
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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.

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
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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 (unit increment 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) Current pulsation power = OFF (default)
a) o[OFF] ... 80% (unit increment 5%)
9) Current pulsation frequency = 5.0 Hz (default)
a) 0.2 ... 500 Hz (dynamic unit increment 0.1 Hz ... 1 Hz)
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10) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 50% (default)
a) 20 ... 80% (unit increment 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 12A) for StandardMIG-250
d) 12 ... 270A (unit increment 1A) for StandardMIG-270
€) 14 ... 350A (unit increment 1A) for StandardMIG-350
1) Current ramp up time = OFF (default)
a) o[OFF]...15.0 sec (unit increment 0.1 sec)
2) Current pulsation power = OFF (default)
a) o[OFF] ... 80% (unit increment 5%)
3) Current pulsation frequency = 10.0 Hz (default)
a) 0.2 ... 500.0 Hz (dynamic unitincrement 0.1 Hz ... 1 Hz)
4) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 50% (default)
a) 20 ... 80% (unit increment 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 o0,1V) 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
e) 12.0 ... 30,0V (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] ... 3 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)
Q) 0.1... 5.0 sec (unitincrement 0.1 sec)
7) Voltage pulsation power = OFF (default)
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a) o[OFF] ... 80% (unit increment 5%)
8) Voltage pulsation frequency = 20 Hz (default)

a) 5 ... 500 Hz (unit increment 1 Hz)
9) The pulse/pause ratio (duty ratio) is the percentage of the larger current pulse to the
period of these pulses = 0% (default)

a) 20 ... 80% (unit increment 5%)

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)
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) 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\]/c;;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
a3 Max. 120A Max. @0.8 mm 4.5 kVA
a4 Max. 160A 6.0 kVA
Max. d1.0 mm
ds fusible Max. 200A 7.7 kVA
s Max. 250A 10.0 kVA
Max. d1.2 mm
76 fusible Max. 270A 12.0 kVA
6 Up to 350A Max. 1.4 mm 16.0 kVA
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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.

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 —1pc.
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) —25set;
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- 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:

- 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.
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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;

- 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,

PATON StandardMIG DC MMA/TIG/MIG/MAG -100 -



FPATON

- 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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