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MiakntoyeHHsA 40 cMN0BOI Mepexi/cnnosoro wuta (npu 25°C):
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YBAT A! BpaxoByiiTe ApOTy NpoBeAeHi B CTiHaX i iHIWi NoA0BXyBayi
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Enektpoa, wo BcTtaHoB/eHe (AL ke [A] Makcum.
nonepe4yHoro nonepe4yHoro
BUKOPUCTOBYETHCA Y 3HauYeHHA CTpyMy e S AOBXMHA NPOBOAY,
pexumi MMA npu MMA i TIG pepiay apoty pepisy ™M
MIG/MAG npoBoAy, KB. MM
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
2 MM He 6inble 80A He 6inble Jo,6 MM 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 MM He 6inble 120A He 6inbwe Jo,8 Mm 2,5 130
40 205
6,0 310
2,0 75
D4 MM He 6inblue 160A 25 95
4,0 155
He Binbwe @1,0 MM 6,0 230
2,5 60
5 MM He Binble 200A 4,0 100
6,0 150
2 2,5 48
5 MM

06 MM AEEKOMA. 20 250A A0 D1,2 MM 4 8o
6 120
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Enektpoa, wo BcTtaHoB/eHe (AL kg [A] Makcum.
nonepe4yHoro nonepe4yHoro
BUKOPUCTOBYETHLCA Y 3HaYeHHA CTpyMy R e T TR AOBXMHa NPOBOAY,
pexumi MMA npu MMA i TIG ™M
MIG/MAG NpoBOAY, KB. MM
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
g3 MM He 6inblwe 120A He 6inblie 0,8 MM 2,5 220
4 350
6 525
2 130
2,5 160
4 Mm He BinbLe 160A
4 260
He 6isblie @1,0 MM 6 385
2,5 115
a5 MM He 6inblie 220A 4 180
6 270
26 2,5 85
M . He 6inbwe270A He Binbwe J1,2 MM 4 135
Nerkonnaeki
6 205
2,5 65
26 MM £,0 350A He 6inbwe J1,4 MM 4 100
6 150

YBATIA! MepexeBa KHOMKa Ha 3a4Hi naHeni anapaTa (415 mogenen StandardTIG-160/200/250) He € cuioBoto,
TOMY NiJ YaC BUMKHEHHSI anapaTy BOHAa He 3HEeCTPYMJIIOE MOBHICTIO BCIO BHYTPILIHIO e/1eKTPOHiKy. 3 i€l
MPWYUHM 3riAHO NpaBUA TeXHIKM Be3neku Nic/is 3aBepLUEHHs 3BaptoBalbHUX PobiT, BUMaliTe BU/IKY 3 MepeXxi.

1. 3ATAJIbHI MOJIO>KEHHA

AproHogyrosi uubposi iHBepTopHi BUnpamasyi PATON StandardTIG-160/200/250/270-400V/350-400V
npu3HayeHi 4n8 py4Horo gyrosoro 3saptoBaHHsa (P43 «MMAy), aproHogyrosoro 3saptoBaHHs (APl «TIG»)
Ta HaniBaBTOMaTWUYHoro 3BaptoBaHHsA (HA «MIG/MAG») B cepe0BULLi 3aXMCHUX rasiB i cymiwen. Mepesaru
BUKOPUCTAHHS B LibOMY anapaTi MOBHICTO LidpoBOro cnocoby ynpasaiHHSA NONSATaE y BiACyTHOCTI HeA0AIKIB
BNACTUBKX BaraTodyHKLiOHaNbHUM cucTeMaMm, 3po61eHUM Ha OCHOBI @HA/IOrOBUX CUCTEM YNPaBAiHHS, AKi
3a BU3HaY€eHHSM 3aTOuYeHi 3aBX/AM Nif AKNNCb KOHKPETHUI PeXMM, a peLuTa PexuMiB K 404aTKOBI MaloTb
HeZOoAiKN ynpaBAiHHA. A B NOBHICTIO LMPOBIV cUCTEMI, NaaTa ynpaBaiHHA MaE BCi pecypcun Axepena, B
MedKax oro MOBHOT MOTYXHOCTi | He BaX/IMBO B IKOMY PeXUMi BOHa BUKOPUCTOBYETbCA. Lis «Standard» cepis
npu3HayeHa A8 BUMOI/IMBMX KOPUCTYBadiB, KOMy MOTpibeH MakcMyM MOGINBHOCTI Mpu BesuKOMy
dyHKUiOHaNi Ha MOro MOBHOMY YeCHOMY HOMiIHaNbHOMY CTPyMi 160A, 200A, 250A, 270A Ta 350A, 4oro
AOCTaTHbO ANA poboTu Byab-akumu enekTpogamu Big @1,6 MM Ao @6 MM Ta HaniBaBTOMaTU4YHOro
3BaploBaHHS CyLiIbHUM ApOTOM Big @0,6 MM g0 @1,4 MM BignoBigHO. AnapaTi MaloTb B6yg0BaHUiA 6ok
6€3KOHTaKTHOrO 3ananloBaHHs A4yri (OCLMAATOP). 3a paxyHOK A0AaTKOBMX NapaMeTpiB anapati MOXHa
HanawTyBaTM AAs HanbinblWw ONTUManbHOI pPoboTM B Pi3HMX CUTyalisx. 3 3aBogy anapaTuv MawoTb
ONTMMaNbHO HaNalITOBaHi NapameTpu Aas GiNbWOCTi BUNAAKIB BUKOPUCTAHHSA | € AOCUTb MPOCTUMU B
eKcnayaTauil, AKWOo He BAABATUCS A0 TOHKOLLIB Ha/NalWTYBaHb, fKi BUMaraTb BXe HinbWwmnx HaBUYOK Big,
3BaptoBasibHUKA. [l Hebe3neuHux ymoB poboTu BOYA0BaHMI 610K 3HUXKEHHS HAMPYry XO0CTOrO XOAY B
pexumi MMA, 3 MOX/IMBICTIO MOrO BK/IKOYEHHS Ta BiK/OUEHHS.

Y uto mogenb StandardTIG BupobHuuTBa PATON BOGYyAOBaHMI 610K 3aXMCTy Bif, KOPOTKOYACHOT
NiABULLEHOI, @ TaKOX Bif} 3HMXEHOI Hanpyru.
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AnapaT 36epirae nig cBOIM HOMEPOM Yy KOXHOMY PeXMMi 3BaploBaHHS A0 16 iHAMBIAYaNbHUX
HafalWTyBaHb (Nporpam) KopucTyBaya. AnapaT 36epirae y nam'aTi BCi NOTOYHI HANAWTYBaHHA HAa MOMEHT
BMMKHEHHS Ta BiHOBJ/IIOE IX Nif, 4acC YBIMKHEHHS.

OcHoBHi nepeBaru:

1. LLInpoki MOXAMBOCTI peryitoBaHHA NapameTpiB 3BaploBaHHS:

a) y pexumi P43 "MMA" — 1 (OCHOBHUWM) + 10 (J043aTKOBUX)

6) y pexxumi APT "TIG" — 1 (OCHOBHWI) + 10 (404aTKOBMX)

B) y pexumi HA "MIG/MAG" — 1 (OCHOBHWM) + 7 (A043TKOBI)

2. Kpim 3axucTy Big cTpubKiB Hanmpyru BcTaHOBAeHa cucTema cTabinisauii pobotTn npu Besmkux
AOBroTPUBA/INX Nepenajax Hanpyru B Mepexi XuB/eHHs Big 160B g0 260B (ana mogenen StandardTIG-
160/200/250) Ta Big 320B 40 440B (ana mogenen StandardTIG-270-400V/350-400V);

3. AAanToBaHO A0 CTaHAApTHOI nobyToBoi enekTpomepexi. 3a paxyHok Bucokoro KK/ gxepeno
3BapOBa/IbHOrO CTPYyMy 3abe3neuye BABIYI MeHLUE CNOXMBAHHSA e1eKTPOeHeprii B MOPIBHAHHI 3 anapaTamu
TpaHchopmaTopHoro Tvny;

4. AJanTuBHA WBWAKICTb BEHTUAATOPA — 36i/bLUYETHCS NMPK HarpiBaHHI anapaTy Ta CMOBi/IbHIOETLCS,
KOIM BiH X0N104HUIA. Lle eKOHOMUTb pecypc BEeHTUAATOPa Ta 3MEHLLYE KiNbKiCTb MUY B anaparti;

5. 3py4HicTb po60TH 3aBASKMN BEAVKIV TPMBANOCTI HaBaHTaxeHHs (TH) Ha HOMiHanbHOMY CTPyMi;

6. MigBuLLEHA HAAIMHICTL anapaTy B YMOBAaXx 3anu/ieHOro BUpO6GHULTBY;

7. Ha Bci enemeHTV Axepena, WO rpitloTbCs, BCTAHOB/IEHA CUCTEMA TEM/10BOr0 e/1eKTPOHHOI O 3aXUCTY;

8. Bca enekTpoHika B anapaTi NpocoyeHa ABOMa LiapaMu BUCOKOSAKICHOrO saky, Lo 3abesneuye
HaginHicTb BUPOOY NPOTAroM ycboro TepMmiHy cayx6u;

9. MoninweHa cTabinbHICTb FOPiHHSA AyrW.

MAPAMETPU StandardTIG- StandardTIG- StandardTIG- StandardTIG- StandardTIG-
160 200 250 270-400V 350-400V
. . 220/230 3x380 3x380
H My, B
OMiHa/IbHa Hanpyra mepexi 50/60 ', 220/230 220/230 3%400 3400
HOMiHaanMFi CTPYM, L0 CNOXMBAETHLCA 3 1821 25..28 29,5...35 1214 16..18,5
dasu mepexi, A
HoMiHanbHUi 38aploBanbHUil cTpyMm, A 160 200 250 270 350
MakcuManbHWit Aitounii ctpym, A 215 270 335 350 450
%/npun %/npun 60%/npu
45160Ap 45100Ap 2 oAp 70%/npu 270A 70%]/npun 350A
TpuBanicTb HaBaHTaxeHHs (TH) 5 100%/npu 100%/npu
100%/npu 100%/npu 100%/npu
225A 290A
106A 134A 193A
Mexi 3MiHW Hanpyru Mepexi XnBaeHHs, B 160 — 260 160 — 260 160 — 260 +15% +15%
Mexi peryatoBaHHsA 38aptoBa/ibHOr0
pery. P 8-160 10— 200 12 -250 12-270 14 - 350
cTpymy, A
Mexi peryatoBaHHa 38aptoBasibHOI 12-24 12-26 1228 12-29 12-30
Hanpyru, B
JliameTp WTy4YHOro enekTpoaa, Mm 1,6 — 4,0 1,6 -5,0 1,6 -6,0 1,6 -6,0 1,6-6,0
iameTp cyL,iNbHOro 3BaploBasIbHOrO
A Py P 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4
ApoTy, MM
IMMyIbCHI peXUMMU NiJ Yac 3BaproBaHHA MMA: 0,2...500ly; TIG: 0,2...500y,
lapsunii ctapt (Hot-Start) 8 pexxumi P13 PerynboBaHa
Dopcax gyrv (Arc-Force) B pexxumi P43 PerynboBaHa
AHTUNpUAnnaHHa (Anti-Stick) B pexumi
AsTOMaTUuHa
PA3
B10K 3HUXKEHHS Hanpyru XosocToro xoay BKA / BUMK
Hanpyra xonoctoro xoay P/A13, B 12 /70
Hanpyra nianany ayru, B 110
HoMiHanbHa cnoxuBaHa noTyXHicTb, KBA 4,2 ... 4,8 5,2...6,2 6,5...7,7 7,9...9,3 10,6 ...12,2
MakcrmanbHa CnoxmnsaHa NoOTYXHICTb,
6,3 81 94 11,3 15,2
KBA
KKA, % 90
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OX0N104KeHHS AgantusHe

JlianasoH pobounx Temnepatyp —25 ... +45°C

labapuTHi po3mipu, MM (40BXMHa, 330X 115X 330 X115 X 330 X115 X

WIMPWHA, BUCOTA) 262 262 262 390X145X335 390X145%335
Maca 6e3 akcecyapis, Kr 5,7 5,9 6,3 10,1 10,9
Knac 3axucty 1P33 P33 1P33 1P33 1P33

PekomeHA0BaHa JOBXWHA CUI0BUX 3BaploBaibHUX KabeniB nij yac 3BaproBaHHs:

MaKcuMaLHUii CTpYM [B] AoBXxuHa kabenis Mnowa none_pe-moro Mapka kaenio
(B OAHY CTOPOHY) nepepisy

He 6inbLe 100A 2...9M 10 MM KI1x10
3..14 M 16 Mm? KT 1x16
6 Mm? Kl 1x16

He Ginblue 160A 2. 9M o MM 2
3..14 M 25 MM? KI™ 1x25
He 6isiblie 200A 27N 26 Mm K[ 1x26
3..10M 25 MM? KI1x25

.8 2 Kr

He Ginblue 250A 2O M 25 UM X25
3..12M 35 MM? KI™ 1x35

He binblue 270A 5..11M 35 MM? KI™ 1x35
2,0 350A 6...14M 35 MM? Kl 1x35

1 - Uundposun ancnnew;
2 — KHomnku peryitoBaHHs 06paHoro napamMeTpa 3MeHLeHHs Ta 36i/1bLieHHs;

3 — KHonka Bubopy GpyHKLiN Axepena y pexumi 3BaptoBaHHS;
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4 — KHonka B1BOpY pexuMy 3BaptoBaHHs:

a) py4He AyroBe 3BapOBaHHA WUTYYHNM enekTpoaom «MMAx;

6) 3BaptloBaHHsA HenaaBKUM eNeKTPOAOM CepeoBULLi iHepTHUX rasis, «TIG»;

B) HaMiBaBTOMAaTMYHe 3BapIOBaHHSA Yy 3aXMCHMX rasax «MIG/MAG»;

5 — IHAWKaTOp neperpisy anapaTta: NpU HOPMa/JibHOMY CTaHi anapaTta iHAMKaTop He
CBITUTLCA, NPY Neperpisi — 6anmac;

6 - MHi340 NoAayi 3aXMCHOrO rasy B Na/IbHUK;

7 — Po3'em KepyBaHHA KHONKaMM Ha NafbHUKY;

8 — KHonka/aBTOMaT yBiIMKHEHHS/BUMKHEHHS anapara (Kosip fekopaTUBHUN);

9 — Po3'em nogavi curHanis Big MexaHi3aMy nogadi ApoTy Ha BK/OYEHHSA T8 BUMKHEHHS
AXepena;

10 - LUTyuep nogadi 3axucHoro rasy 3 6anoHa;

11 — Kabesib 419 NiAKAOUYEHHS [0 MEPEXi XMUBAEHHS.

12 — MicLLe NiAKAOYEeHHA Kabeo 3a3eM/IeHHA.

A - THi340 CMNOBOrO CTPYMY «+» TUMY 6aMoHeT:

a) npv 3BaptoBaHHi "“MMA” — nigkitovaeTbcs kabenb enektpoga (y pigKicHMX
BUMaZKax Mif 4Yac BMKOPWCTAHHA Crewia/ibHUX eNeKTPOoAiB MNifKMOYaETbCA Kabesb
«macay);

6) npu 3BaptoBaHHi "TIG" - nigknto4aETbCA TiIbkK Kabesb "mMaca";

B) MNPV HaniBaBTOMaTWU4HOMY 3BaptoBaHHi “MIG/MAG” cyuinbHUM ApoTom —
nigKNto4aeTbes Kabenb Big MexaHiaMy nogadi 4poTy;

r) npv HaniBaBTOMaTM4yHOMY 3BaptoBaHHi “MIG/MAG” dnocoBum gpotom —
nigkao4aeTbes kabesnb Maca;

B — Hi340 CMN0BOrO CTPYMY «—» TUMNy 6aioHeT:

a) npu 3BaptoBaHHi "MMA" - niakntovaeTbea kabenb "3emns" (y piakicHux Bunagkax
NPy BUKOPUCTAHHI CcneLliasibHUX eNekTpoaiB NigKNoHaETbCA Kabenb enekTpoaa);

6) npw 3BaptoBaHHi “TIG" — NiAKAIOYAETLCS Ti/IbKM apPrOHOBUM NasbHUK;

B) Npwu HaniBaBTOMaTW4yHOMY 3BaptoBaHHi “MIG/MAG” cyuinbHum gpoTom —
niakno4aeTbca kabenb “3emna”;

r) npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi “MIG/MAG” ¢naocoBum agpoTom —
nigkaouaeTbes kabesb Bij MexaHisMy nogaui ApoTy.

2. BBEJEHHSA B EKCMZTYATALIIO
YBara! lNepes BBegeHHAM B ekcniyaTauito cnig npoumtatm posgin “lMpasuna
TexHikn 6esnekun" n.13.

2.1 BUKOPNCTAHHA 3A MPU3HAYEHHAM

3BaploBasbHUI  anapaT MpW3HAYeHUI BUKJIOYHO: AJIA  PYYHOro AyroBoro
3BapIOBaHHA LWTYYHUM €N1eKTPOAOM, 3BaplOBaHHA B CepejoBULLI aproHy, a TakKoX
HaniBaBTOMaTWMYHOrO 3BaplOBaHHSA B CEPe0BULLi 3aXMCHMX rasis.
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[HWwe BMKOpUCTaHHS anapaTy He BiAnoBigae MOro npusHayveHH0. BUpobHuk He Hece
BIiANOBIAa/IbHOCTI 3@ MOLWKOZAXEHHS, 3aBAaHi BWKOPUCTAHHAM anapaty He 3a
MPU3HAYEHHSAM.

BukopuctaHHA BiANOBIAHO A0 NpU3HAYeHHs, MAE Ha yBasi JOTPUMaHHA BKa3iBOK
LibOro MOCibHMKa 3 ekcniyaTaLil.

2.2 BUMOTI'M 40 PO3MILWEHHA

3BaploBasibHUIN  anapaT 3axMWeEHWN Bif MPOHWKHEHHS CTOPOHHIX TBEPAUX
npeAMeTiB, AiaMeTpoM MOHaJ 5,5 MM. 3BaploBa/ibHUIA amapaT MOXHA po3MillyBaTv Ta
eKCnJlyaTyBaTu Ha BiAKPMUTOMY NOBITPi. BHYTpilIHi enekTpuyHi geTani anapaTy 3axuLLeHi Bij,
6e3nocepesHLOro BN/MBY BOJIOrOCTI, afe He Bif, Kpanesb KOHAeHcaTy.

YBATA! Micnsa 3akiH4eHHsA 3BaptoBasibHUX POBIT B XapKy noroay, abo iHTeHCMBHUX
3BaptoBasibHUX PobIT y Oyab-Aky morogy, amapaT Bigpasy He Bumukatu! HeobxigHo
MPOTAroM 5 XB AaTW MOX/IMBICTb OXO/IOHYTU €/1eKTPOHHUM KOMMOHEHTaM.

YBATA! TMicna ekcnayaTauii B XOMOAHY MNOPY POKY, MNiCAS BUMKHEHHS i
NoAanbLIOro OX0/I0AXKEHHS anapaTy, BcepeAnHi yTBOPIOETLCA KOHAEHCAT, TOMY 10ro He
MO>XHa BMUKaTW paHille HiX yepes 3 ... 4 rognHn!!!

Tomy He BigKk/lOYaliTe anapaT B XO/OAHY MOPY POKY, SIKWO MIaHyeTe MOro
YBIMKHYTU paHille HiX Yepes 4 FoAnHN.

HeobxigHo po3milyBaTv anapart Tak, wob 3abesnevysaBcs 6e3nepeLkogHUN BXig
i BUXiZ, OXOJI0/XKYHOUOro MOBITPS YePE3 BEHTUASALINMHI OTBOPU Ha NepeHili i 3a4Hil naHensx.
CnigkyviTte 3a TuM, W06 MeTaneBuU NuUA (HAaNPUKAAZ, Nid Yac HaxaauHoro waidpysaHHa) HE
3acMoKTyBaBcs besnocepeHbO B anapaT BEHTUAATOPOM OXOOAXKEHHS.

YBATA! Anapar nicas cunbHOro nagiHHsa Moxe 6yTu He6esneuHUm Ans XUTTS.
BcTaHOBAIOBATY Ha CTiliKill TBepAili MOBEepXHi.

2.3 MNIAKNKOYEHHA 40 MEPEXI
3BaptoBasibHUI anapaT y CepinHOMY BUKOHaHHI PO3PaxoBaHWM Ha:
1. MepexeBy Hanpyry 220B (-27% +18%) — ans mogenen StandardTIG-160/200/250;
2. TpudasHy mepexesy Hanpyry 3x380B abo 3x400B (Mogeni StandardTIG-270/350-
4ooV) — ANA UubOro BMBeZeHO Tpu apoTu. MpaBuna TexHiku Gesnekun nig yac
npoBeseHHs pobiT 3i 3BaptoBasibHUM 06/1aHAHHAM BKWMaralTb 3a3eM/IeHHS
kopnycy anapaty. Ana uboro nepeabaveHo ABa BapiaHTU: 1) BUKOPUCTAHHS
4eTBEPTOro APOTY Yy MepexeBoMy Kabei XOBTO-3e/1eHOro KoAbopy (MiXXHapoAHUM
CTaHAApT MapKyBaHHSA); 2) BUKOPUCTAHHS OONTOBOI KNeMM Ha 3a4HiM naHeni
anapaTty ()KOPCTKIlMIA CTaHAAPT 3a3eM/IEHHS, KU BUKOPUCTOBYBABCS B KpaiHax
CHA).
YBara! Mpu nigkatoueHHi anapata A0 Hanpyru Mepexi Bulle 270B (a5 mogenen
StandardTIG-160/200/250) abo 450B (Mogeni StandardTIG-270/350-400V), BCi rapaHTilHi
3060B'A13aHHA BUpOOHUKa BTpayatoTb cuy! Taka cuTyauis MoXe TPanuTUCS MpU Ayxe
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Be/IMKOMY mnepekoci ¢asHOi Hanmpyru B CTaHAapTHIM Mepexi abo npu BUKOPWUCTaHHI
HeCTaHAapTHOrO NiAK/MOYEHHS.

MepexHui pos'em, mepepi3 kabeniB mepexi, a TakoX MepexHi 3amnobixHWKn
MOBWHHI BUOMPATUCA BUXOASUM 3 TEXHIUHMX JaHWUX anaparTa.

2.4 NIAKAOYEHHA MEPEXXEBOIO LUTEKEPA

LLitekep noBuMHeH BIAMOBIAATM HaMNpPy3i XWBAEHHS | CTPYMY CMOXWMBAHHA
3BaptoBa/IbHOrO  anapaTty (A4MB. TexHiYHi AaHi). 3rigHo BWMOr TexHiku 6e3neku
BMKOPWCTOBYITE PO3ETKMN 3 FapaHTOBaHUM 3a3eM/IEHHSAM i Hi B IKOMY pa3i He 3aCTOCOoByMTe
AN LWX Linen HerTpabHUI NpoBig mepexi!!!

2.5 BUBIP MOBU MEHIO ATTAPATA

Jna BMbopy/3MiHN MOBM MeHIO amapaTa HeobXiZHO HAaTUCHYTU Ta YTPUMYIOUM
KHOMKY 3 yBIMKHYTW anaparT. [icas Lboro Ha ekpaHi 3'A1BMTbCsA MeHI0 BU6OpY MOBY, B SIKOMY
KHOMKaMu 2 MOXHa BMbpaTu HeobxigHy MoBy. Yepe3 2 cekyHaw micns Bubopy, anapat
MPOAOBXUTL pobOTY BiZMNOBIAHOIO MOBOIO.
3. 3BBAPIOBAHHA PYYHE AYIOBE LUTYYHUM EJIEKTPO/40OM (P4, 3 «MMA»)
Mopsiaok nigroToBKM anapaTy 40 poboTu:
- BCTaBUTM Kabesib eNleKTPoAa B HI3A0 Axepena A «+»;
- BCTaBUTK Kabenb "3emnsa" y rHisgo gxepena B "-";
- NnpueaHaTH kabenb "3emns" 4o Bupoby;
- MiAKMOUNTU MEPEXEBUM LUTEKEP A0 MEPEXi XMBNEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hil NaHeni nepeBecTy B NOOXEHHS |;
- 33 JOMOMOrOI0 KHOMKW 4 BCTAHOBITb pexum 3BaptoBaHHA PA3 «MMA», ana uboro ii
HeobxigHO yTpuMyBaTU NpubAM3HO 5 cek. |HAMKaTOp nouyHe BaumaTy, iHPopmytoumn
KOPWCTYBauya, Lo FrOTOBUI 4,0 NEPEMMKAHHS HA PEXMM 3BaplOBaHHA. AKLLO NepecTpubHyaun
HeobXiAHNIN pexnM 3BaploBaHHs, MOBTOPHO HATUCHITb KHOMKY 4 — PEXMMM NepeMmKaloTbCs
no KoAy;
- 32 ,0MOMOr0t0 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHU NapaMeTp Lie CTPYM 3BaptoBaHHS;
- NpU HeobXiAHOCTI MOXHa peryioBaTM J0AaTKOBI GYHKLIii 3BaptoBasbHOrO npouecy,
NOpsAA0K 3MiHWN AMB. y N.6.1

~220V/ 230V ENNEKTPOAOTPUMAY

KJIEMA «MACA»

SR

BUPIB
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YBara! Y pexxumi 3BaptoBaHHs "MMA" nicas Toro, ik MepexeBuii BUMMKaY NepektoHeHni
B NMOJIOXKeHH: "l", WTYYHUIN enekTpos 3HaxoAMUTbCS Nig Hanpyroto. He TopkanTecs
€/1eKTPOZiB 40 CTPYMONPOBigHMX ab0 3a3eMaeHMX NpeAMETIB, TakuX fK, HANPUKAAJ,
KOpMyC 3BaploBa/IbHOroO anapaTy TOLLO, OCKi/IbKM anapaT CNpUIME Lo CUTYaLLito K CUrHaa
A0 CTapTy 3BaploBa/ibHOro NpoLiecy.

3.1 LK1 3BBAPIOBAJIbHOIO NMPOLLECY - MMA

WAL Y yse dut .

|

EHS, (1P T:FnFJ Nk
|
|

t,cex

MopsAoK 3MiHW 3HauYeHHs Byab-AKoT GyHKLUIT AMB. y N.6.1
3.2 YHKLIS FTAPSIYUIN CTAPT, «<HOT-START»
Mepesaru:
- MOKpalW,eHHs 3ana/lloBaHHA HaBiTb MPM BWKOPUCTAHHI €NeKTPOAiB, WO MoraHo
3anantolTbes;
- AKiCHille NponJiaB/eHHA OCHOBHOrO MaTepiajy Nig 4Yac 3anasiloBaHHfA, OTXe, MeHLle
HenpoBapis;
- 3an06iraHHs WAaKOBUM BK/IIOYEHHAM;
- PyYHe HanawWTyBaHHA: J03BOJISIE BCTAHOBUTM piBeHb PpYHKLiT HA MiHIMailbHe 3HaYeHHS, L0
CUNIbHO 3MEHLLYETLCA CMOXMBAHHA €HEPrii B MOYaTKOBUA MOMEHT MiAnany, Wo A03BOJISE
J>Xepesly CTpyMy CTapTyBaTW Ha 3HayeHHsAX Hanpyrn mepexi 64M3bkoro Ao MiHiMasbHO
MOXJIMBOrO, TMPOTE 3HWUXYE SKICTb MOMEHTY nignasny (amapaT cTae nogibHui fo
TpaHCPOpMaTOpHOro Axepena). TakoxX MOXHA 36i/bWNTU GYHKLiO 40 MaKCMMasbHOMO
3HaYeHHA A9 NOKpaLLeHHA MOMEHTY nignany (Npu poboTi Big xopowoi Mepexi). Ane He
3abyBaiiTe, WO NiABULLEHUM CTPYMOM L€l GYHKLLT MOXHa cnasnTv BUPIO Npu 3BaptoBaHHi
TOHKWX MeTasiB, TOMy PeKOMEHAYEMO B Ll cuTyauil 3MEHWYBaTU 3Ha4YeHHA yHKLIT
«apaunin ctapT».

Yum pocCAraeTbCi: MPOTArOM KOPOTKOrO 4acy B MOMEHT nignany Ayru
3BaproBa/IbHUM CTPYM 36i/bLUYETLCS HA PiBeHb +40%.
3BaploBaHHA 3JiNCHIOETBCA eNeKkTpojoM @3 MM, BCTAHOBJIEHE OCHOBHE 3HaYeHHS
3BapOBa/IbHOrO CTPYMY Ha PiBHi 9OA.

Pe3ynbTaT: CTPyM rapsa4oro cTapTy CTaHOBUTUME 9OA + 40% = 126A.

Y A04aTKOBMX HanawTyBaHHAX MOXHA 3MiHOBaTM Ak cuay "lapsyoro crapty"
[H.St], Tak i yac poboTn "Fapsiyoro ctapty" [t.HS]. Be3 noTpebu He 3aBuLYyNTe CUAY i Yac
CnpauboByBaHHA «[apA4yoro crapTy», TOMY WO Ha BEAMKMX FPAHWMYHUX 3HAYEHHAX Le
BMMarae Jyxe MOTYyXHOI Mepexi XWBAEHHS, a 3a Bi4CYTHOCTI XOpoLOol mepexi, npouec
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nignany HaBiTb MOXe 3pnBaTUCS. MOPAAOK 3MiHN 3HaYeHHS By Ab-AKOT GyHKLTYy TOTOYHOMY
peXu1Mi 3BaptoBaHHA AMB. y N.6.1

3.3 OYHKLIA ®OPCAX AYIN «ARC-FORCE»
MNepesaru:
- NiABULLEHHS CTabiNIbHOCTi 3BaplOBaHHS KOPOTKOI AYroto;
- NOAIMNLWeHHs Kpan/ienepeHocy MeTay B 3BaploBasibHy BaHHY;
- NONIMNLWEHHSA 3anafeHHs 4yru;
- 3MEHLUEHHS MOX/IMBOCTI NMPUINMAHHSA eNeKTPOA3, ase e He GYHKLiA KAHTUMPUANNAHHS»;
- PYYHE HaNaLITYBaHHS: 03B0OJISIE BCTAHOBUTU piBeHb GYHKL T Ha MiHIMa/IbHE 3HaUEHHS, L0
He3HaYHO, asie 3HUXYE CMOXMBAHHA eHeprii, @ TaKoX KOHLeHTPaLlilo Ten10BKAagaHHSA Npu
3BaplOBaHHi TOHKUX MEeTasiB, L,e 3HUXYE MMOBIPHICTb MPOMAMtOBAHHSA, OAHAK i 3HUXKYE
cTabiNbHICTb TOPiIHHA Ha KOPOTKIN Ay3i (amapaT cTae nogibHMmM A0 TpaHCcPopMaToOpHOro
Axepena). Takox MOXHa i 36ibWMTU YHKLIIO A0 MakCMMa/bHOIO 3HayYeHHs ANs e
6inbLoT cTabinbHOCTI FOPIHHA Ha KOPOTKIil Ay3i, afe Le BUMarae KpaLoi Mepexi X1BJ1eHHS
i 36inbLIY€ETHCA MMOBIPHICTb MponasitoBaHHSA BUPOOY.

YuM A0CAraeTbCA: NPU 3HUXKEHHI HaNpPyru Ha Ay3i HUXYe MiHIMalbHO A40MNyCTUMOT
ANst cTabiNibHOro ropiHHA Ayrv 3BaploBasibHUIN CTPYM 3POCTAE Ha BCTAHOB/IEHWI piBeHb (3a
3aMOBYYBaHHAM +40%).

Y A0AATKOBMX HAaNALWTYBaHHAX MOXHa 3MiHloBaTH K cuny «Dopcaxy gyru» [Ar.Fl,
TakK i piBeHb crpaLboByBaHHSA L€l pyHKL il [U.AF]. Be3 noTpebu He 3aBULLYIMTe CUY i piBEHb
cnpauboByBaHHA «Popcaxy Ayru», TOMY L0 Ha BEMKUX FPAHUYHUX 3HAYEHHSIX, 0cOBANBO
Mpu 3BaploBaHHi TOHKMMKM eNleKTpoAamMun MeHle @3,2 MM, Lie BN/MBAE Ha CrpaL,boByBaHHS

DYHKLIT KAHTUNPUANNAHHS».
uvi

-

LA
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MopsaAoK 3MiHM 3HauYeHHs Byb-1KoT GYHKLITy TOTOYHOMY pexuMmi 3BaprloBaHHSA AMB. y N.6.1

3.4 OYHKLIA AHTUNMPUJIMNAHHSA «ANTI-STICK»

Mpwn nouaTtkoBOMY Mignani Ayru e1eKTpos MOXe NpuannaTth (MpUXonatoBaTmCs) 40
BUpoOy, LibOMy nepeLukogxatoTb 6arato GyHKLiN B anaparTi, asie Take MOXe CTaTUCS, WO B
CBOIO Yepry NpM3BOAUTL CNOYATKY 4,0 PO3XapeHHS, a B MOAa/1bLIOMY i CYyBaHHSA eN1eKTPOoAa.

Y Takin cuTyauii B saHoMy anapaTi cnpauboBYE QYHKUiA «AHTUNPUANNAHHAY,
BObyZoBaHa Ta npautotoya B pexumi P43 "MMA" nocTiitHo, sika Yepes 0,6...0,8 cek nicas
BUSIBJIEHHA LbOro CTaHy, 3HWXYE 3BaploBas/ibHUMA CTpyM. TakoX Le Moferwye
3BaploBasIbHMKY MOXJIMBICTb BiZOKpeM/toBaTU (BifpuBaTN) eslekTpod Big Bupoby 6e3
py3nKy obnannTu ovi BUNagKoBuM nignasom ayru. Micas BifOKpeMAeHHs enekTpoaa Bij
BUpOBY, NpoLec 3BaptoBaHHsA Moxe OyTn 6e3nepeLKkoHO NPOAOBXEHW.

3.5 QYHKLIA PEFYJIFOBAHHA HAXWUJTY BOJIbTAMMNEPHOT XAPAKTEPUCTUKU

Lia dyHKUis B NepLy Yepry npusHayeHa AJs 3pyYHOro 3BaploBaHHS e/1eKTPoAamm
3 Pi3HUMM TUMAMWU NOKPUTTA. 338 3aMOBYAHHAM HaxWi BONbTAMMNEPHOI XapaKTepUCTUKK
[BAH] BCTaHOB/IEHMI Ha 3HaYeHHI 1,4V/A WO BiANOBIAAE HAMMOWMPEHILLNM €NeKTPOAAM 3
pyTuaoBMM Tunom nokputta (AHO-21, MP-3). [JAns 6inbw  komdopTHOi poboTu
eNeKTpoAamMm 3 oCHOBHUM Tunom nokputTs (YOHI-13/45, J1IK3-70) He € 060B'A3K0BMM, ane
pekomMeHAYEMO BCTaHOBUTU Haxua [BAH] Ha 3HaveHHA 1,0V/A. Y cBOIO Yepry enektpoau 3
uentonosHum tunom nokputta (UL -1, BCL-4A), HaBiTb BMMaraioTb BCTAaHOBUTU HaxXuA
[BAH] Ha 3HayeHHs 0,2..0,6V/A i npu uboMy iHOAI HeobxifHO RIAHATM piBeHb
cnpauboByBaHHA GyHKL T «Popcax Ayru» U.AF g0 3HaueHHs 18V. Mopsag oK 3MiHM 3HAUYEeHHS
6yAb-aKoi GYHKLiTy NOTOYHOMY pexuMi 3BaploBaHHA AMB. y M.6.1

3.6 ®YHKLI1 3BAPIOBAHHS1 KOPOTKOIO AYroto

Lis dyHKLis 0ocobamBo akTyasibHa NpY 3BaptOBaHHI CTeNbOBMX WBIB, KOM NOTPIOHO,
wob He cUNbHO TArHysnaca 3BaploBasibHa Ayra. [Jns uboro B anapaTi nepegbaueHa
MOXJIMBICTb BKIIOUNTU dyHKLit0 "KopoTka gyra" [Sh.A]ly nonoxeHHs "ON". 3a ymoBYaHHSM
BOHa nepebysae y nosoxeHHi "OFF”. Mopagok 3MmiHWM 3HauveHHs ByAb-sKoi yHKLUIT y
MOTOYHOMY peXuMi 3BapioBaHHA AUB. Y N.6.1

3.7 OYHKLUIA BIOKY 3HUXXEHHA HAMPYIU XOJ1I0CTOIO XoA4y

Mpw npoBeAeHHi 3BaptoBa/ibHUX PobiT y EMHOCTSX, LLUCTepHAaX i TaM, Ae noTpibHa
niZgBuULLEHA CUCTEMA enekTpobesneku, Moxe ByTy akTMBOBAHA GYHKL i 3HUXKEHHSA HANpPyru
XOJI0CTOrO XO4Y.
Mpw BiapuBi enekTpoaa Bij BUpPobY Yepes 0,1 cek HaMpyra Ha K1emMax AXepesia 3HUXKYETbCS
Ao 6e3neyHoro piBHA HUxXYe 12B.

Ans uboro HeobxigHNI 610K 3HUXKEHHS HaNpPyrn xonocToro xoay [BSn], skui € B
Lin moaeni obnagHaHHA, ane 3a 3aMOBYAHHAM 3HAXOAMTbCA B nosoxeHHi "OFF", TobTo
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BUMKHEHWN, OCKiZIbKW BiZOMO, L0 BKIOYeHHs Byab-sKoi noAibHoT GyHKLiT Aewwo noripLye
nignan ayru. Mopsagok 3MiHM 3HayeHHA 6yAb-AKOoi QYHKUIT y MOTOYHOMY pexummi
3BaploBaHHA AMB. y N.6.1

3.8 OYHKL I 3BAPFOBAHHSA IMNY/IbCHAM CTPYMOM

Lia dyHKuis npu3HaveHa A1 NOJIErleHHs KOHTPOJIKO 3BaploBa/ibHOro npouecy y
MPOCTOPOBMX MONOXEHHSX, BiMiHHWX BifJ, HUXXHbOIO, @ TAKOX NPY 3BapIOBaHHI KOJIbOPOBUX
meTanis. Bnave BigbyBaeTbca 6e3nocepeAHbO Ha NepeMillyBaHHS PO3M/IaBAEHOro MeTany
LWBA Ta HA MepeHeCceHHs KpanJi y 3BaploBasibHy BaHHY, a Lje Y CBOIO Yepry Ha cTabisbHiCTb
¢dopMyBaHHS LWBa Ta NpoLecy 3BapoBaHHSA. [HWMMK cloBamK, Lei npoLec NeBHOK Mipoto
3aMiHIOE pyxu1 PyKW 3BaptoBasibHNKa, 0COBANBO Lie BaX/IMBO Y BaXKKOAOCTYMHUX Micusx. Big
MPaBUAbHOCTI HaNaLITYBaHHA 3a1eXUTb GopMa Ta AKiCTb GOPMYBaHHS LUBA, WO 3MEHLLYE
VIMOBIPHICTb MOSIBU MOP | 3MEHLUYE 3ePHUCTICTb CTPYKTYpW, WO Le 36inbllye MiLHICTb
3BapPHOro 3'€4HaHHA.

[Jnsa peanizauii uiei yHKLUIT B anapaTi NOTPiGHO BCTAHOBUTU TPU NapamMeTpu: cuay
nynbcauii [Po.P], wactoTy nysbcauii [Fr.P] i cniBBigHOwWeHHs imnysabc/naysa (abo
«wnapysaTicTb») [dut]. 3a 3amoBUyBaHHAM cuna nysabcauii [Po.P] sk knto4oBMin napameTp
3HaxXOAMTLCA y nonoxeHHi “OFF”, TobTo ¢yHKLiA BUMKHEHa, a YacToTa nyabcauii [Fr.P] Ta
«wnaposicTb» [dut] Ha HaMnowwMpeHiwmnx 3HaveHHsx 5.0y Ta 50% BignosigHo. LL,o6
YBIMKHYTU YyHKLit0, AOCTaTHbO BCTAHOBUTWM cuay nynbcauii [Po.P] 6inbwe Hyns, uen
napameTp 3a4a€TbCA Y BiJCOTKOBOMY BMPaXeHHi BiJ, NOTOYHOro OCHOBHOIO BCTAHOBJ/1IEHOMO
3BaplOBa/IbHOrO CTPYMYy.

Mpuknag: 3BaptoBaHHs esnekTpogoMm (O3MM, BCTaHOB/NEHe OCHOBHE 3HaYeHHS
3BaploBa/IbHOr0 CTPYMy CTaHOBUTbL 60A, a cuna nysbcauii [Po.P] = 40%, npu LboOMy YacToTa
nynbcauii [Fr.P] = 5,0y i «wnaposicTb» [dut] = 50% 3amMoBYyBaHHSAM.

PesynbTaT: cTpyM byae nynbcyBaTu Big 36A A0 84A 3 yactoToto 5L, iMnyabcu
MaTUMyTb piBHY $opMy fik MO amnAiTy4i, Tak i 3a yacom. lNapameTp "WwnapyBsaTicTb" 3a
3aMOBUYYBAHHAM BCTAHOB/EHWNI Ha 50%, Mpu 3MiHi Lboro napameTpa BiZ 50%, BHOCUTbLCS
aCMMeTPIA MK YaCoM iMMNYybCy CTPYMY Ta YaCOM Naysu CTpyMmy:

33 3aMOBYEHHAM

"wnapysaTicTb" [dut] = 50%  "wnapysaTicTb" [dut] = 20%  "wnapysaTicTh" [dut] = 70%
LA LA 1A}
50% | 50% |a 80% |—| |—| 70% EI I—
o~ ™
t,cek t,cex t,cex

AnapaTt npu ubOMy 3pearye Tak, WO CepeAHil piBeHb CTPYMy Nif 4ac 3BaplOBa/IbHOMO
npouecy byze Ha piBHI BCTAHOB/IEHOrO OCHOBHOIO 3HAYEHHS 3BApIOBaJIbHOrO CTpyMy 60A
(7K i 6yN10 3a4aH0), BiANOBIAHO i TENIOBKaZaHHSA B 3BaptoBasIbHUN WOB byAe Ha piBHI TUX
xe 60A, ane cTabifbHICTb 3BaptOBa/IbHONO MPOLLECY Ta MepeMillyBaHHA 3BaptoBasIbHOT
BaHHM 3MIHATbCA. Lle gyxe Bax/vBa yMOBa A5 TOYHOI OLLIHKM KOPUCTYyBaveM KisbKOCTi
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3MiHM TEMN/I0BK/Ia,aHHSA Y 3BapIOBa/IbHY BaHHY, HAaMpUKAa/, NOPIBHIOYM 3 iHWMM OCHOBHUM
CTpymMOMm 6e3 iMMy/IbCHOrO pexumy.

JaHi napameTpu BCTAHOB/IOIOTLCA Y PI3HMX CUTYaLifAX NO-Pi3HOMY, BiZANOBIAHO A0
BMMOT 3BaptoBasibHMKa. MopaAoK 3MiHM 3HaUYeHHs By Ab-AKoT GYHKLITY TOTOYHOMY pexXmMI
3BaploBaHHA AMB. y N.6.1

4. 3SBAPIOBAHHSA B APTOHI (APT «TIG»)

YBara! 3a 3amM0oBYyBaHHAM BCTAHOBJ/IEHO LMK/ 3BaptOBa/IbHOro npotiecy
TIG-2T AUBITLCS NYHKT 4.2.1. 1K 3aXMCHUIM ra3 3aCTOCOBYETLCS HAMYACTILLE YNCTUIA aproH
"Ar", iHogi renin "He", a Takox ix cymiw y pisHux nponopuisx 40% Ar + 60% He.

HE AONYCKAWTE BukopucTaHHA roptoumx rasis! BukopucTaHHA iHWWX rasis
Ve 3a NOroAXeHHSM i3 BUPOOHUKOM 061agHaHHS.

YBara! Mpu TpuBannx ctpymax noHaz 150A HeobxiZiHO 3aCTOCOBYBATH MasibHUK i3
PIAVHHMM OXONOAXEHHSM, IKWIA KYNYETLCS OKPEMO Pa3oM 3 6710KOM 0X0N0AKEHHS!

YBara! BosnbdpamoBuii enekTpog MNOTPIOHO 3aTouyyBaTU B TFOJIKY i YacTo
MOMW/IKOKO € 3aTOYyBaHHA enekTpoa B "BicTpaA", Ayra npu LbOMYy MA€E MOXAMBICTb
BiaXuasTuch 3 60Ky B 6ik. MNpaBU/IbHUM 3aTOYEHHAM € 3/1erka NPUTYNIEHUA HOCKK i YUM
MeHLWe "n'sTayok", Wo BUTPUMYE BCTAHOBAEHUN CTPYM, TUM KpaLe. MNam'aTanTe, wo npu
BEJIMKMX CTPyMax 3BaploBaHHS, AyXe CU/bHO 3aroCTPeHUI eNeKTPOZA 1erko OnaB/SETbCS
yepes Masy TennoBigfavy. TakoX «PUCKU» Bij 3aTOYyBaHHS NMOBUHHI PO3TalIOBYBaTUCA

B3/,0BX OCi e/1eKTPOAa.

4.1.1 LLWK/1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-LIFT

) a gh

EuP dut
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|
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Mopsgok 3MiHM 3HaYeHHs By ab-akoi GyHKLUiT AMB. y N.6.1
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APIrOH

APFOHOBMH
NANBHUK

Il

Mopsiaok nigroToBKM anapaTy 40 poboTu:
- BCTaBUTK Kabesnb nasibHMKA Y THi3A0 Axepena B «-»;
- BCTaBUTK Kabenb "3emnsa" y rHisgo gxepena A "+";
- NnpueaHaTu kabenb "3emna" go Bupoby;
- BCTAQHOBUTY peAyKTOP Ha ra3oBuii 6anokw;
- NiIAKOUYMTIY Fa30BUN WAHT NaJIbHMKA 40 pesyKTopa ra3oBoro 6asoHa;
- BiAKpUTW KpaH ra3oBoro 6as10Ha, nepeBipuTY FrepMeTUYHICTb;
- MiAKMOYNTU MEPEXEBUI LUTEKEP A0 MEPEXi XMBNEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hili NaHeni nepeBecTy B NOOXEHHS |;
- 33 JAOMNOMOrol KHOMKW 4 BCTaHOBITb pexum 3BaptoBaHHs APl "TIG", pexumum
nepemMmnKaloTbCA MO KOAY;
- BCTaHOBITb QYyHKLilO KHOMKM nasnbHuka TIG-LIFT, ana uboro KHomky 3 HeobXigHo
HaTUCKaTW A0 MOSIBU Ha iHAWMKATOpPi «Pexmm KHOMKM» Ta 3a AOMOMOrol KHOMOK 2
BCTAHOBUTU pexum LIFT. fkiwo f0Bro He BAaBaTUCA A0 XOAHUX AilA, anapaT Bunge 3 ujiel
byHKUiT. MoBepHYTUCA MOXHa TUM Xe LWASXOM. FKL o nepecTpubHy I HeObXiAHMN pexim
KHOMKW, MOBTOPHO HATUCKAWTE KHOMKY 4 — GYHKLLiT MepeMMKatoTbCs Mo KoAy;
- micnsi BUXOAY anapaTa Ha OCHOBHUI NapameTp, 3a 40MOMOrot0 KHOMOK 2 BCTAHOBITb CTPYM
3BapIOBaHHS;
- NpY HeobXiZHOCTI MOXHa pery/oBaTU pewTy A0AATKOBUX (YHKLiM 3BaptOBa/ibHOro
npouecy, NOpAAOK 3MiHN AMB. Yy N.6.1

YBara! lNanbHUK aproHoBui Ma€ By T1 BEHTU/ILHOTO TUMY, 3 BANOHETHUM po3'eMOM
@13MM. MakcuMManbHU CTPYM NasibHUKA BUBMpanTe 3a CBOIMM poboYnMMM BUMOraMMU.

4.1.2 QYHKUIA NIANANY AYTU TIG-LIFT

La ¢yHkuis po3pobneHa Ana NanbHUKIB i3 KOHTAKTHUM nignanom ayru, 6es
BMKOPWUCTAHHS OCLMAATOPIB Ta IHWKMX NOAIOHMX NPUCTPOIB, ane Ha BigMiHY Bij KJaCMUYHOro
KOHTaKTHOro cnocoby MOBHICTIO YCYyBa€E yAapHUI CTPYM B MOMEHT MiAnany, a ue B pasu
3MEHLWYE PYWHYBaHHS HenaaBKoro BOJIbPPaMOBOro esiekTpoAa i MonajaHHs Moro
BKJ/IOYEHb Y 3BaptOBa/IbHUM LLOB, L0 € AYXKE HEraTUBHUM SIBULLEM.
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YBara! BeHTW/Nb Ha najsbHUKY MOTPIGHO BiAKPMBATM CaMOCTIMHO A0 MOMEHTY
3BaplOBaHHA Ta 3aKpMBaTM NiC/1A 3aBEPLUEHHS NpoLecy.

Cnocib 3acTocyBaHHs AaHoi GYHKLT NONSraE B JOTUKY €/1eKTPOAOM A0 BUPOOY,
NPV LLbOMY YTPUMYBATW €1eKTPOZ Y LibOMY MOJI0XKEHHI MOXHA J,0 HECKIHYEHHO A0BrO i KON
KOPWCTyBa4 BBaXa€ LLO FOTOBWI A0 NOYaTKy 3BaploBaHHA (Hanpukaaz: onyCcTMB 3aXUCHY
Macky Ha odi i fobpe mpoayB Micue 3aXMCHMM rasom), To AocuTb nouvatn MOBIJILHO
nigHiMaTV BIiCTPA 3aTOYEHOro enekTpoAa Bif BUpoby. AnapaT BU3HAUYUTL Le MOMEHT i
CnpuiMe K CWUrHaa A0 CTapTy Mpouecy 3BaptoBaHHS, TUM camMum nouvHe [JIABHO
MiABWLLYBaTW 3BaplOBa/IbHUM CTPYM 0 BCTAHOBJ/IEHOMO 3HAYEHHS, YMM bisiblue OCHOBHMUM
pobouunii CTpyM, TMM LWBKZLIE NOTPIGHO NiZHIMATK eNeKTpos, iHaKLe BiH oniaBnTbcs. Yac
MNaBHOro 3pOCTaHHA CTPYMY A0 BCTAHOB/IEHOrO 3HAYeHHA MU PO3r/ISHEMO B HacTYMHOMY
MYHKTI.

4.2.1 LK1 3BAPIOBAJIbBHOIO NMPOLLECY - TIG-2T
) sl =) =)
D<

wrzzzzr  wrzEZIn  wrzIin wzzzien

t,cex

LA

t,cex

Mopsgok 3MiHM 3HaYeHHs By ab-akoi GyHKLUIT AMB. y N.6.1
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APFOH

APTrOHOBMH
NANBHUK

i

Mopsgok nigroToBkM anapaTy 40 poboTu:
- BCTaBUTK Kabenb nasbHMKa Yy FHi3A0 Axepena B «-»;
- NPUKPYTUTHU WiSIbHO WTYLEP rasy BiZ aproHOBOro NasibHMKa A0 rHi3ga 6 (nisopyuy);
- BCTABUTM PO3'EM KHOMKM YMPaBiHHA NasibHUKA B FHi3A0 7 (MpaBopyy);
- BCTaBMTM Kabesib Maca B FHi340 Axepena A +;
- NpueaHaTy kabenb Macu 40 BUpoby;
- BCTAaHOBUTY peAyKTOP Ha ras3oBuii 6anokw;
- MiAKJYUTYN Fa30BUI LWUIAHT 40 peAyKTopa ra3oBoro 6asioHa Ta WTyuepa Ha 3a4Hil naHeni
AXxepena;
- BiAKPUTW KpaH rasoBoro 6as10Ha, NepeBipUTN FrepMeTUYHICTb;
- MiAKAOUYUTU MEPEXEBUI LITEKEP A0 MEPEXi XMBAEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hil NaHeni nepeBecTy B NOOXEHHS |;
- 33 JONOMOrOt0 KHOMKM 4 BCTAHOBITb peXunM 3BaptoBaHHA "TIG", pexxmu nepemMmnkaoTbes
no KoAy;
- BCTAHOBITb QYHKL 0 KHOMKM NanbHuKa TIG-2T, A8 LLbOro KHOMKY 3 HEObXifHO HAaTUCKATH
A0 NOABM Ha iHAMKATOPI «PexnmM KHONKM» Ta 3a ,0NOMOro0 KHOMOK 2 BCTaHOBUTK 2T. Akuw,o
JL0Bro He BAAaBaTUCS [0 XOAHUX Ail anapaT Buize 3 Liei GyHkLii. MoBepHyTUCS MOXHA TUM
Xe WaaxoM. AKWo nepecTpubHyIM HeobXifHUIN pexuM KHOMKW, MOBTOPHO HaTUCKanWTe
KHOMKY & — QYHKLT nepeMrKatoTbCs No Koy;
- nicnsi BUXOAY anapaTa Ha OCHOBHMI NapameTp, 3a 40MOMOrot KHOMOK 2 BCTAHOBITb CTPYM
3BapIOBaHHS;
- NpU HeobXiAHOCTI MOXHa peryioBaTM J0AaTKOBI GYHKLIii 3BaptoBasbHOrO npouecy,
NOpSAAOK 3MiHWN AMB. y N.6.1

YBara! ManbHUK aproHoBWUM MOBUHEH GYTWM KHOMKOBOro Twny, 3 6aloOHETHUM
po3'eMoM @13MM. MakcuMMaabHUIA CTPYM NajbHUKA BubUpanTe 3a CBOIMM poboummu
BMMOramu. Y KOMM/IeKTi i3 anapaTom NOCTaBAAETLCA.
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4.2.2 QYHKUIA KHOMKW HA NANIbHUKY TIG-2T

Mpu HaTUCKaHHI KHOMKM Ha MaJ/lbHUKY CUrHaA KepyBaHHS HaAxoAWTb Yy 6ok
KepyBaHHS, SKMM BignpaLboBye QYyHKLiO MNepeinpoAyBKM Fa3oM 30HM 3BaploBaHHS
(BMMKaE KNanaH rasy) Ta i3 3aTPMMKOLO NOAAE CUMHa Ha BK/IIOYEHHS Akepena CTPyMy, B Lien
€& MOMEHT MOZa€ETbCA BMCOKOYACTOTHUIN BMCOKOBOJIbTHWUI IMMNYAbC A/A 3anatoBaHHS
Ayrv. BianpauboBytoTbest iHWi GyHKLT (AOKNAAHO iX PO3rASHEMO Yy HaCTYMHUX MyHKTax)
3riZiHO 3 LLMKJ/IOM 3BaplOBa/ibHOro NpoLLecy, HaseAeHoro suie. icns BignyCcKaHHA KHOMKM
cnpauboBye QYHKLiS MIaBHOrO CrajaHHsA CTPYMy i Axepeso BUMUKAETbCA. Ticas uboro
BMUKAETbCs GYHKLiA NicAf-NpoAyBKM ra3oM 30HU 3BaptoBaHHs (i3 3aTPMMKOO BUMUKAETLCS
KnanaH rasy).

4.3.1 LK1 3BBAPIOBAJIbHOIO MPOLLECY - TIG-4T

- L) =y 2 Y
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APrOHOBUWA
NANBHUK

i

MopsAoK NigroToBKM anapaTy 40 poboTu:
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- BCTaBUTM Kabesib NasibHUKa Yy THi340 Axepena B «-»;

- MPUKPYTUTY LWiIbHO WTyL,ep rasy Bij aproHoBOro najabHMKa Ao rHisga 6 (nisopyy);
- BCTABUTM PO3'EM KHOMKM YMPaBJiHHA NajibHUKA B FHi3A0 7 (MpaBopyy);
- BCTaBUTK Kabenb "3emnsa" y rHisgo gxepena A "+";
- NnpueaHaTu kabenb "3emaa" go Bupoby;
- BCTAaHOBUTY peAyKTOp Ha ra3oBuii 6anok;
- NiAKAOYUTY ra30BUIM WAAHT A0 pejyKTopa rasoboro 6anoHa Ta WTyuepa 9 Ha 3a4Hin
naHeni gxepena;
- BiAKPWUTU KpaH razoBoro 6anoHa, nepeBipuTU repMeTUYHICTb;
- MiAKNOYNTU MEPEXEBUM LUTEKEP A0 MEPEXi XMNBNEHHS;
- MepexeBui BUMMKaY 8 Ha 3a4Hil NaHeni nepeBecTy B NOOXEHHS |;
- 33 JONOMOrOt0 KHOMKM 4 BCTAHOBITb peXunM 3BaptoBaHHA "TIG", pexrmu nepemMmnkaoTbes
Mo KoAy;
- BCTQHOBITb PYHKLit0 KHOMKW NasnbHuka TIG-4T, ANS LLbOrO KHOMKY 3 HEOOXiZHO HAaTUCKATK
A0 NOABM Ha iIHAMKATOPI «Pexm KHONKM» Ta 3@ 40NOMOrOI0 KHOMOK 2 BCTAHOBUTM 4 T. SKLLO
JL0Bro He BAABaTUCS [0 XOAHWX AV anapaT BuinAe 3 uiei GyHkLii. MoBepHYTUCS MOXHA TUM
Xe WAsXoM. AKWO nepecTpubHyan HeobXifHWIA PexXmm KHOMKW, MOBTOPHO HaTUCKaWTe
KHOMKY 3 - GYHKL il nepeMnKaloTbCs No Koy;
- 32 ,0MOMOrOt0 KHOMOK 2 BCTAHOBITb MOTOYHMI OCHOBHUWIM NapaMeTp Lie CTPYM 3BaploBaHHS;
- Npu HeobXifgHOCTI MOXHA perytoBaTM A0AATKOBI GYHKLiT 3BaptoBasibHOro NpoLLecy,
nopaAoK 3MiHM AuB. y n.6.1

YBara! ManbHWK aproHoBWI MOBUHEH 6YyTW KHOMKOBOro TuUMy, 3 GallOHeTHWUM
po3'emoM @13MM. MaKCMManbHUI CTPYM najbHWKa BubMpaWTe 3a cBOIMM pobounmu
BMMOramMu.

4.3.2 QYHKLIA KHOMKWU HA NANIbHUKY TIG-4T

O6pobka cMrHany HaTUCKAHHS KHOMKM Ha NasibHUKY BigbyBaeTbcs noAibHo go TIG-
2T (AVB. NYHKT 4.2.2), a/1e € nepLa BiAMiHHICTb Ha NOYaTKY 3BaptOBaHHSA — MOKM YTPUMYETLCA
KHOMKa MiZ, 4ac MepLioro HaTUCKaHHSA, nepej-npoAyBKM ra3oM 30HM 3BaplOBaHHA Ta
BMCOKOBOJ/IbTHOIO 3ana/IloBaHHA Ha BUXOAi Axepesna Oyse MOCTIMHO nonepegHin cTpym
(ninoTHa Ayra), TiIbKK NicAA BiJNYCKAHHA KHOMKW NOYHETLCSA NPOL,EC HAPOCTAHHA CTPYMY |
ZXepesio Buige Ha poboumnin cTpym, ToBTO KHOMKY He Tpeba yTpuMyBaTH nig yac poboyoro
cTpymy. Jlpyra BiAMIHHICTb B KiHLi 3BaptOBaHHA — MiCAA APYroro HaTUCKaHHA KHOMKM Ha
NasbHUKY, MOYMHAETLCA CNaj CTPYMy A0 PiBHA CTPYMY 3aBaploBaHHA KpaTepa i MOKM KHOmMKa
YTPUMYETbCSH, CTPYM 3HaXOAUTbCA Ha LibOMY piBHI. lMicha gpyroro BignycKaHHA KHOMKW,
ZAXepeno BiAKMOYAETHCA | BigNpaLboBYETbCA YHKLIA MiCAA-NPOAYBKM Fa3’oM 30HM
3BapOBaHHA (i3 3aTPUMKOIO BIAKNOYAETHLCA KAanaH rasy).

4.4 QYHKUIA NEPEA-NPOAYBKN 3AXUCHUM FA30M
La dyHkuis HeobxigHa Ans 3aXMCTy 30HW 3BApIOBAHHSA Bij WKiAJIMBOro BM/IMBY
atMocdepHoro noBiTps i noasrae y nonepejHbOMy MPOAYBaHHI 30HM 3BaplOBaHHSA
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3aXMCHUM rasoM nepes, 3anajieHHsAM 3BaploBa/ibHOI Ayrn. 3a 3aMOBYYBaHHAM Yac nepej-
MPOAYBKM BCTAHOBJ/IEHO Ha 3Ha4eHHs 2,0 CeK, Lie 3HaYeHHst MOXHa B OyAb-KUA MOMeHT
3MiHWTM Ha CBill pO3CyA,.

MopaAoK 3MiHM 3HauYeHHs Byab-AKoT GyHKUIT Y MOTOYHOMY pexuMi 3BaproBaHHS
AvB.y n.6.1

4.5 OYHKLIS1 TONEPEAHBOIO CTPYMY (MINNIOTHA AYTA)

Ua ¢yHkuis HeobxifHa Ans 3py4YHOCTi KOPUCTYBaHHS MajbHUKOM Mif 4ac
3anantoBaHHA Ayru. [103BOAAE NOYMHATU MPOLLEC 3BAPIOBAHHA 3 Ma/IMX 3Ha4YeHb CTPyMY,
3HAYEHHA SKOro JIuLLe NIATPUMYE NPOLLeC, ajie He BHOCUTbL CEpMO3HMX BKAAAEHb TEM/A i He
nponantoe BWpib. MoxHa nonepesHbO  MiZIrpiTM  Micue 3BaplOBaHHSA,  AKLWLO
BUKOPUCTOBYETbCH pexuM KHomku TIG-4T. 3a 3aMOBYYBaHHSAIM MOMEPEAHiNn CTpyM
BCTAHOBJ/IEHO Ha piBeHb 20A.

MopsaAoK 3MiHM 3HauveHHs 6yab-AKOT GyHKLUIT Y MOTOYHOMY pexuMi 3BaploBaHHs
AvB.yn.6.1

4.6 QYHKLIA NNTABHOIO HAPOCTAHHSA 3BAPKOBAJIbHOIO CTPYMY

Lis dyHkuis Kpim ekoHOMIT pecypcy enekTpoAa i B AesKii Mipi caMoro nasibHuKa,
Tak camMo HeoOXxigHa ANs 3pYyYHOCTI KOPWUCTYBaHHS MaJibHUKOM. YCyBa€E YTBOPEHHS
MOYaTKOBOrO PO3M/ECKyBaHHS 3BaploBa/IbHOI BaHHM, a TaKOX 3@ BCTAHOBJEHUM Yac
MNaBHOro HAapPOCTaHHSA CTPYMY (Y pa3i BUKOPUCTaHHA pexnmy KHonku TIG-2T) MoXHa TOYHO
HaBecTM MajibHUK Ha HeobxiZHe MicLe 3BaplOBaHHA, Tak AK MicLe NignaatoBaHHA Ayru B
0co6/1MBO BigNOBIAaNbHMX BUPODax He 3aBXAWM 3HAXOAUTLCA B MiCLi 3BaptoBaHHsA, abo
nonepeaHbO NiAIrpiTM MicLe 3BaptoBaHHA. 3@ 3aMOBYYBAHHAM 3HAXOAMTbLCA Y MOJIOXKEHHI
“OFF”, T06TO ¢pyHKL,il0 BAMKHEHO.

MopsaoK 3MiHW 3HaYeHHA Byab-aKoi GYHKLIT y MOTOYHOMY pexuMi 3BaproBaHHA
AvB.yn.6.1

4.7 OYHKLIA NJTABHOIO CNAAAHHSA 3BAPIOBAJIBHOIO CTPYMY

La o&yHKuis HeobxigHa A/1A MOKpaLieHHs NpoLecy 3aBapltoBaHHS KpaTepa, WO
YTBOPIOETBLCSA NiJ TUCKOM OCHOBHOIrO pob0o4oro CTpyMy 3BaproBasibHOI A4yrH, i Liei KpaTep €
3apogkom fAedekTiB 3BaptoBasIbHOMO LB, WO € BKPal HeraTUBHWM fBWLiEM. Tomy 3a
BCTQHOBJ/IEHWM YacC MJIaBHOrO CMajaHHs CTPyMy MOXHa 3aBapuTU PakOBUHY, WO
yTBOpMAacs. 3a 3aMOBYYBAHHSAM, 3HAYEHHSI 3HAXOAUTbCA Yy nosoxeHHi “OFF”, TobTo
dYHKL 10 BUMKHEHO.

MopsaaoK 3MiHW 3HaYeHHA Byab-aKoi GYHKLIT Yy MOTOYHOMY pexuMi 3BaploBaHHS
AuvB.yn.6.1

4.8 QYHKL IS CTPYMY 3ABAPKU KPATEPA
La dyHkuis HeobxigHa AN BCTAHOBEHHSA PiBHSA, 40 SKOrO CNaZaEe CTpyMm Nicas
3aKiHYeHHs npouecy 3BaptoBaHHs. HeobxigHWi A5 NpoBeeHHs 3aBaploBaHHsA KpaTepa y
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pasi BUKOPUCTaHHA pexxnMy KHonku TIG-4T (Npu Apyromy yTpMMaHHi KHOMKM Ha NasibHUKY).
3a 3aMOBYYBaHHAM CTPYM 3aBaplOBaHHA KpaTepa BCTAHOB/IEHO Ha PiBEHb 20A.

MopaAoK 3MiHM 3HaYeHHs 6yAb-AKOT GYHKLIT Y MOTOYHOMY PexuMi 3BaproBaHHS
AvB.y n.6.1

4.9 QYHKLIA NICNA-NPOAYBKN 3AXUCHUAM FA30M

Lis ¢yHKuis nonsirae B NMoAanblLOMy MPOAYBaHHI 30HW 3BaplOBAHHS 33aXMCHUM
rasom Micifa 3racaHHA 3BaptoBaNbHOI AYri, OCKiZIbKM po3nevyeHa 3BaploBa/ibHa BaHHa e
AesaKni yac 60iTbCsa WKigAMBOro BNAMBY aTMOChEpHOro noBsiTps. 3a 3aMOBYYBaHHAM, Yac
nica9-NpoAYBKM BCTAHOBJ/IEHO Ha 3,0 CEK, Lie 3HAYEHHS MOXHa B Oy b-KNA MOMEHT 3MiHUTK
Ha CBill po3cya.

MopsaoK 3MiHWM 3HaYeHHs Byab-aKoi GYHKLIT y MOTOYHOMY pexuMi 3BaptoBaHHSA
AvB.yn.6.1

4.10 ®YHKLIA 3BAPIOBAHHSA IMNY/IbCHAM CTPYMOM
Ls ¢yHKuis npu3HaveHa AAs MOJEreHHs KOHTPOJIO 3BaplOBaJIbHOro npouecy vy
MPOCTOPOBMX MOJIOXEHHSX, BiMiHHUX BiJ, HUXXHbOIO, @ TAKOX NPY 3BapIOBaHHI KOJIbOPOBUX
meTasniB. Bnaue BigbyBaeTbcs 6e3nocepesHbO Ha NepeMillyBaHHs MeTasly pO3MnJ/iaB/JeHoro
LWB3, @ Lie B CBOIO Yepry Ha cTabisbHicTb dopMyBaHHS WBa. [TeBHOIO MipOIO 3aMiHIOE pyxu
PYKV 3BaptoBasibHMKa NpUW 3BaploBaHHi, 0cCOBNMBO Lie BaXK/IMBO Y BaXKOAOCTYMHUX MiCLLSX.
Tak caMo 4acCTKOBO BifOYBAETLCS MPUMYCOBUIA BMNAMB Ha NEPeHECEeHHs Kpani 3 ApoTy
NnpMcaZku B 3BapoBa/ibHy BaHHY. Big npaBW/ibHOCTI HanalwTyBaHHA 3an1exuTb dopma Ta
AKiCTb GOPMYBaHHSA LWWBA, WO 3MEHLYE MMOBIPHICTb MOSBU NOP i 3MEHLIYE 3ePHUCTICTb
CTPYKTYpPW, a Lie 36inbluy€e ML HICTb 3BapHOro 3'€HaHHS.
[na peanizayii uiei yHKUil B anapaTi NOTPiBHO CnovaTky BKAOUUTM PexXum nyabcawil
ctpymy [Po.P]—nepeBecTu i3 ctaHy "OFF” y ctaH "ON", a TakoX 3a4aTh YOTUPW NapameTpu:
cTpym imnyabcey [LiP], ctpym nmayswu [I. PS], yacTtoTy nyabcauii [Fr.P] Ta cnisBigHOWeHHA
imnysibc/naysa (abo «wnapysaTicTb») [dut]. 3a ymoBYaHHAM YacToTa nysbcauii [Fr.P] Ta
«wnapysaTicTb» [dut] Ha HaMMowWMpeHiWwmnx 3HaYeHHsX 10.0l 1, Ta 50% BiANOBIAHO. [P 3MiHi
napameTpa "WnapysaTicTb" Bij 50%, BHOCUTLCA acMMETPIA MK YacoM iIMAYbCy CTPYMY i
yacom "naysu" cTtpymy:

3a 3aMOBYYBaHHAM

"wnapysaTicTh" [dut] =50% " wnapysaTicT" [dut] =20% " wnapysaTicTb" [dut] = 70%
LA LA 1A |
50% | 50% Ia 80% I_I |—| 70% El |_
o~ ™
t,cex t,cex t,cex

JlaHi napameTpu BCTaHOBAIOKOTLCA Y PI3HUX CUTYaLifaX NO-Pi3HOMY, BiAMNOBIAHO A0
BMMOT 3BaptoBasibHMKA. MNopsaaoK 3MiHM 3HaueHHs Byab-aKkoi GYHKLiTy MOTOYHOMY peXuMi
3BaploBaHHA AuMB. y n.6.1
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5. HANIBABTOMATUYHE 3BAPIOBAHHA (HA «MIG/MAG»)

AnapaT MoXe BUCTynaTu B poJii Axepesa 419 HaniBaBTOMaTUYHOrO 3BaploBaHHS,
AN LLbOro BiH Ma€ HeobXiAHY BO/IbTaMMepHy XapakTepUCTUKY Ha BUXOZi CUNOBKX K1eM Npu
nepemMmKaHHi Ha Liel pexxnM. B AKoCTi 30BHILLHbOrO MexaHi3My noAayi ApoTy MoXe NiAinTu
abcostoTHO ByAb-AKMN HesanexHUn 610k Moadi, WO npautoe Ha cneuyndiyHii Hanpysi
XUBJeHHs BOysOBaHOro ABWryHa, AAS LbOro BiH MOBMHEH MaTW B/acHe Jxepeso
XUBJIEHHS, abo XMBWUTUCH Bi4 HaMpyrn AXepesia 3BaploBajbHOrO CTPyMy (Le MeHL
MPiOPUTETHMI BapiaHT, Tak K Ay>Xe PiZKo Taki CUCTEMU MaIOTb XOpoLUY Ta cTabifibHy nogady
ApOTY).

YBara! B AKoCTi 3aXMCHOro rasy npu 3BaproBaHHi HOPHUX MeTaniB Yy
HaMMpOCTiLLOMY BUNaZKY 3aCTOCOBYETLCS Byraekmcanii ras "CO2", a npu 3BaptoBaHHi
a/IIOMIHItO — TiNIbKM iHEepTHI rasu Tuny aproH "Ar", iHoai reniv "He", anqa Hepxasitoumx Ta
BMCOKOJ/IEFOBAHMNX CTaJIeN YaCTO 3aCTOCOBYIOTLCS CYMiLli B Pi3HMX NPOMOPLLiSX, HANPUKAAZ,
70% "Ar" +30% "CO2". BUKOPUCTaHHS iHLWMX — rasiB JiMLUe 33 NOroAXEHHSM i3 BUPOOHMKOM
obagHaHHA.

30BHILWHIA MEXAHI3M
NnoAAuI APOTY
»\/ '>
=3

HAMNIBABTOMATUYHUIA
NANBHUK

K/NIEMA "MACA"

Mopsigok nigroToBku fo poboTu:

- BCTaBUTU Kabenb «3emMAs» y THi3g0 gxepena B «-»;

- NpueaHaTy kabenb "semna" 4o Bupoby;

- 3a3jajerigb BUrOTOB/IEHY CW/IOBY MEPEMUYKY MepeTMHOM Kabenio He MeHwe 16 MM?2
HeoOXiZHO NpUEAHATN A0 THi3ga Axepena A «+», a APYrUM KiHLEM A0 CUIOBOT KAEMU
MexaHi3My nogadi ApoTY, Y KOXXHOMY KOHKPETHOMY BUNAaAKY BOHA iHAUBIAYaNbHa;

- NPUEAHATM 3BaPIOBa/IbHUIM HAaNIBaBTOMATUYHUIN NaJIbHUK 40 MEXaHi3My nojadi ApoTy;

- BCTAHOBWUTM peAyKTOp Ha ra3oBui 6anoH i3 3axucHum rasom "CO2" abo "Ar+CO2" abo "Ar";
- MiAKAOYUTU Fa30BUI LUAHT A0 peayKkTopa ra3oBoro 6asoHa Ta WTyLepa Ha MexaHi3Mi
nogauvi ApoTy, Cnocib NpueaHaHHA MoXe byTu pisHUM;

- BiAKPUTK KpaH rasoBoro 6a/10Ha, NepeBipUTU FePMETUYHICTb;

- NiAKMOUNTU 610K XMBEHHS MeXaHi3My nogaui ApOTy A0 Mepexi XMBAEHHS (AKLLO
MeXaHi3M i3 He3a/IeXXHUM XUBAEHHSAM);

- YBIMKHYTW MeXaHi3M Nnogayi B1aCHUM BUMMKaYeM;

- NIAKOUYNTU MepeXEBUI LUTEKEP AXKEPENA A0 MEPEXi XUBNEHHS;
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- MepexeBMi BUMMKaY 8 Ha 3a/Hil naHeni nepeBeCcTM B NOJIOXEHHS |;
- 3a /JOMNOMOrol0 KHOMKM 4 BCTaHOBITb pexum 3BaptoBaHHA MIG/MAG, pexumun
NepemMmnKaloTbCA Mo KOoAy;
- 33 /LOMOMOT 010 KHOMOK 2 BCTAHOBITb NMOTPiOHY HanNpyry 3BaploBaHHS;
- Ha MexaHi3Mi nogayi 4poTy BCTaHOBITb MOTPIOHY WBUAKICTb NoAadi APOTY;
- Npu HeobXiAHOCTI MOXHa pery/ioBaTM J0AaTKOBI YHKLIi 3BapioBasbHOrO npouecy,
nopaAoK 3MiHM AmB. y n.6.1

[Nns KepyBaHHs BK/IIOYEHHSIM Ta BUMKHEHHSM JXepena Ha 3afHiM naHeni
nepesbayeHo po3'eM KepyBaHHs 9. CxeMa MigKAoUeHHs:

3 =

He BUKOPHCTOBYETHEA

nata ynpasniHua
MexaHismy nopavi
— — = Apoty

He BUKOPHCTOBYETLCA

B1KopMCTOBYIOTLCS /INLLIE KOHTAKTM 1 Ta 2, AKi 3aMUKalOTbCS Y NOTPIGHUI MOMEHT
yacy. Kosn gxepeno Mae npauioBaTh, KOHTAKTU 3aMKHYTi, KOAM Axepeno Mae bytu
BUMKHEHE — PO3IMKHYTI.

YBATA!!! Cxema nigk/atoueHHs Ta peasisauis B 6i1okax nogavi 4poTy A5 KOXHOro
KOHKPETHOro BUMAAKY € iHAMBIAYa/ibHO, TOMY He HaBOAUTBLCS B LibOMY MOCIOHWMKY 3
eKcryaTauii gxepena XuBaeHHs. [i MOXHa 3HaWTW B IHCTPYKUii 3 exkcrnyaTauii 610Ky
nogaui.

Y HesanexHux 6sokax nogadi apoTty BupobHuuTBa PATON Feeder-i5-2 (2-x
PO/IMKOBUWI MexaHi3M noAaui) Ta Feeder-15-4 (4-X po/IMKOBUI MeXaHi3M nogadi) aganTauis
pO3'eMiB ynpaBAaiHHA BXe nepeAbayeHa, TOMy CKAaAaHHS NpoWje 3 MiHIMasbHUMU
3yCUANAMM.

He 3abyBaiTe npo nogayy 3axmcHoro rasy. fkuwo Bu HoBayok i HeMae focBiay B
YCTaHOBL,i ONTMMaNbHOrO TUCKY A/1A 3BaploBaHHsA KOHKPETHOro Bupoby, TO Ha nepLunin
MOMEHT TUCK rasy MOXHa BCTaHOBUTU bislblle ONTUMabHOIO 3HaYeHHs ~0,2 Mra, e mano
BM/IMHe Ha npouec, auwe 36ibWNTb BUTPATY 3axMcHoro rasy. Ase B ManbyTHbOMYy Ans
€KOHOMIil KepyWTecb 3arajlbHUMW peKOMeHAALis MW  WOoAO 3BaploBasbHUX  pobiT
HaniBaBToMaTamMu. [MoumMHanTe i3 cepesHbOro MOJIOXEHHS pPeryasTopa WBWUAKOCTI NoAaui
JAPOTY Ha MexaHi3Mi nogavi (~ 4..5 M/XB) i cepesHbOT Hanpyru Ha axepei (~19B) npu byab-
SIKOMY ZliaMeTpi BCTaHOB/EHOrO ApoTy (J0,6...1,2MM), Lie MoXe ByTV He ONTUManbHO, ane
npv npaBu/bHIM poboTi Ta piBHOMY nogaHHi ApoTy (6e3 puBKiB), @ TakoX NpaBWUIbHOMY
NPUEAHAHHI, LA 3B'A3Ka "AXepeno 3BaploBasibHOrO CTPyMy + MexaHi3M nogadi" noBMHHa
BXe 3abe3neunTn 3BaptoBaHHs. LLLob gocarTu Kpaworo pesynbTaTty, NOTPiGHO peryatoBaTH
Hanpyry Ha AXepeai KHONKamu 2 i WBMAKICTb NoAaYi APOTY HAa MeXaHi3Mi nogavi BignosigHO
AO 3arafibHUX peKoMeHAaLiN lWoA0 3BaploBa/JIbHONO Mpouecy HaniBaBTOMaTaMu.
Mam'sTanTe, 4151 KOXHOIrO KOHKPETHOIO BUMAAKY Lii MapaMeTpu € PisHUMMU.
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5.1 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG-2T
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MopaAoK 3MiHM 3Ha4YeHHs Byab-aKol GyHKLIT AMB. y N.6.1.

5.1.12 QYHKLIA KHONKU HA MAJIbBHUKY - 2T

3aCTOCOBYETLCS MPU 3BAPIOBAHHI KOPOTKMX Ta CEPEAHbOI A0BXMHU WBiB. PyHKL i
NOASAra€ B HACTYMHOMY: NMPU HAaTUCKAHHI KHOMKW Ha NalbHUKY CUrHAA KePYBaHHS HaAX0AUTb
y 610K KepyBaHHS, BiANpaLboBY€eTbCS GYHKLLiS Nepes-npojyBKU ra3oM 30HW 3BaplOBaHHS
3a yac [t.Pr] (BigKpMBa€ETbCA KNanaH rasy), 4ani NOAAETLCA CMTHAA Ha BKJIIOYEHHS AXKepena
3BaplOBa/IbHOro CTPYMY i ABUIrYHa MexXaHi3My nojadi 4poTy. 3 LibOro MOMEHTY NOYNHAETLCSA
npou,ec 3BaploBaHHs, 04HOYACHO BifNpPaLbOBYETLCA PYHKLiA NAABHOr0 BUXOAY Ha PeXUM
3BaploBaHHA 3a u4ac [t.uP], a Takox MOXyTb BignpauboByBaTUCS AoaaTkoBi byHKLT
(Hanpuknaa, iMAYAbCHUI pexwuM), BCe Le 3riAHO 3 LMK/JIOM 3BaploBasibHOro npouecy
HaBeZeHoro Ha uukaorpami n.5.1. Micas BigNycKaHHA KHOMKM BiANPaLboBYETbCA PyHKLis
MNaBHOMO CMajaHHsA CTPYMy Ta WBMAKOCTI nogavi ApoTy 3a 4ac [t.dn], noTim gxepeno
BUMMKAETbCSA. Jlani BignpaLboByeTbC PYHKLif NiCAA-NPOAYBKMN ra30M 30HM 3BaplOBaHHS 33
yac [t.Po] (i3 3aTpMMKOIO 3aKpMBAETLCA K/1anaH rasy).
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5.2 LK1 3BBAPIOBAJIbHOIO MPOLLECY - MIG/MAG - 4T
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MopsAA0K 3MiHW 3HaUYeHHS By Ab-aKOT GYHKLIT AMB. ¥ N.6.1.

5.2.1 OYHKLUIA KHOMNKWU HA MAJIbHUKY - 4T ta anbT.4T
a) CBITOBWM CTaHAAPT PEXUMY KHOMKKU — 4T
6) anbTepPHATUBHUI PEXMUM KHOMKU - anbT.4T

3aCTOCOBYETLCA MpY 3BaplOBaHHI A0Brux waeiB. QyHKLis NOAAra€e B HaCTYMHOMY:
MpU NEepLIOMY HAaTUCKaHHI KHOMKW Ha MaJjibHUKY CUrHaa KepyBaHHS HaAXxoAuTb y 610K
yNpaBAiHHSA, BiANpPauboBYETbCA YHKLiA MNepeA-NpoAyBKM ra3oM 30HW 3BaplOBaHHSA
(BiAKPVBAETLCS KNaMaH rasy), Nic/ia NepLioro BifNyckaHHA KHOMKW NOAAETLCA CUTHaA Ha
BK/IIOYEHHSA J)Kepena 3BapioBasIbHOro CTPYMy i ABUIyHa MexaHi3My nogadi ApoTy. 3 Lboro
MOMEHTY MOYMHAETBLCS Mpouec 3BaptoBaHHs. OAHOYACHO BiANPaLbOBYETLCA YHKLis
NJ1aBHOIO BUXOAY Ha peXuM 3BaploBaHHA 3a Yac [t.uP], a TakoX MOXYTb BignpaLboByBaTMUCA
AofaTkoBi  PyHKLiT (Hanpuknag, IMNYyAbCHUA pexum), BCce Le 3rigHO 3 LWKIOM
3BapIOBa/IbHOro MpoLecy HaBeAeHOro Ha uuknorpami n.g.2. Micna gpyroro HaTUCKaHHA
KHOMKW HAa NasibHUKY, BiAMNPaLbOBYETbCA OYHKLiA MNAABHOrO CMajaHHA Hanpyru Ta
WBMAKOCTI Nogavi ApoTy 3a yac [t.dn], noTim g>kepeno cTpyMy BUMUKAETLCS.

Micna gpyroro BignyckaHHs KHOMKW BiANpaLboBYETbCS PYHKL A MiCAS-NMPOAYBKM
ra3oM 30HM 3BaploBaHH#A 3a Yac [t.Po] (3 3aTpUMKOIO 3aKpUBAETHLCA KAanaH rasy).
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B anbTepHaTMBHOMY pexwuMi KHOMKW anbT.4T cucTeMa nponyckae Apyrui TakT
(nepuue BignNycKaHHA KHOMKM), UM i BiAPi3HAETLCA Big, CBITOBOro cTaHAapTy 4T. lNoacHUmo:
B [aHOMYy BMMafKy CMCTEMA HE YeKaE NepLlioro BiAMyCKAHHA KHOMKWM Ha MajlbHUKY, a
MOMeHTaJIbHO Micas BignpaLoBaHHA QyHKLIT nepes-npoyBKM ra30M 30HM 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YyrK — L& aHAN0M4YHO AK B pexumi kHonku 2T.
Mpu LbOMy Micas nepllioro BiAMycKaHHA mpouec 3BaptoBaHHA TpuBae 6e3 3MiH. [aHun
pexunM HagaeTbcs komnaHieto PATON sik 60HYCHUIM, BUKOPUCTOBYBATM Ti/lbKM 33 HaXkaHHAM,
OCKiNIbKW BiH Bi/1bLL 3BUYHMI 3 NOrAsAy 6iblW YaCTOro BUKOPUCTaHHS KJiEHTaMK pexumy 2T
Y KJIAaCUYHMX HaniBaBToMaTax, H6inbll iHTYITUBHO 3pO3yMinni.

5.3 OYHKUIA IHAYKTUBHICTb

Lia dyHKLis 3MiHIOE NpoLec NnepeHeceHHs Kpani 33 40MNOMOroto 3MiHUN WBUAKOCTI
HapoCTaHHA CTPyMy Bij 3MiHWM Hanpyru Ayru. Mpu 36isblueHHi 3HayYeHHs napameTpy
3MEHLUYETbCS po36pu3KyBaHHS, ase Lie NPU3BOANTL A0 3MEHLUIEHHS YacTOTU NepeHeceHHs
Kpanesib. 3MiHIOYM 3HaYeHHSs L€l PyHKLi, JaETbCA MOXIMUBICTb KOXHOMY KOPUCTYBaYeBi
BMbpaTn cobi onTUManbHMI npouec 3BaptoBaHHA. B OCHOBHOMY MiHiManbHi 3Ha4eHHs
3aCTOCOBYIOTbCS AJ/151 3BapIOBaHHSA TOBLMH binblue 3 MM, @8 MaKCMMa/ibHi 3HaYEHHSA — AAS
TOHLLMX BUPObGiIB.
3a 3aMOBYYBaHHAM iHAYKTUBHICTb BcTaHoBs1IeHa Y "OFF”, To6To BcTaHOB/1eHa Ha HY/1IbOBOMY
cTyneHi. MopaAoK 3MiHU 3HaueHHA Byab-aKoi GYHKLIT Y NOTOYHOMY peXuMi 3BapioBaHHSA
AuB.y n.6.1.

5.4 ®YHKLIS 3SPOCTAHHSA HANPYT HA NOYATKY 3BAPIOBAHHSA

Lis ¢yHKuis noTpibHa AAs NAaBHOMO BMXOZY HA PEeXMM 3BaploBaHHA 3a
BCTQHOB/MEeHWM 4ac [t.UP], WO 3MeHWye po3nieckyBaHHs 3BaploBasibHOI BaHHW Ta
po36pU3KyBaHHA MeTasly B MOMEHT MiANany Ayru, KON APiT e XON0A4HUA. 36inblueHni vyac
MIaBHOMO BMXOZY 3aCTOCOBYETLCSA /151 MOYAaTKOBOro GOpMyBaHHS BaHHW. 33 peryitoBaHHS
M/IaBHOCTI LibOro npouecy BiANOBIAa€ Yac HApOCTaHHA Hanpyru [t.up] aK y Axepeni cTpymy,
TaK i B 62100i ynpas/iHHA WBKMAKICTIO NoAayi NPOBOAOKM, AJS MaKCMMasbHOI KOPEKTHO!
poboTH Lii 3HaUYeHHsI MatoTb ByTU y3roZdKeHi (He KoxeH 610K MoAayi Mae MOX/IMBICTb 3MiHM
WBMAKOCTI NOAaYi 4POTY B KiHL,i 3BaplOBaHHSA).

YBATA! Yum 6isiblunid 4ac HAPOCTaHHA — TUM MEHLLIMIA NOYaTKOBUI NpoBap, TOMY
HeobXxiZHO 3aCcTOCOBYBATU AaHy QYHKLIilO TiIbKW ANs cepefHixX Ta AOBrux LWBIB. 3 L€l X
MPUYMHM He NOTPiI6HO 36iNbLIYBATM YaC HAPOCTaHHSA GisbLLe 0,1 C NpY 3BapIOBaHHI TOUYKaMM
Touwo.

3a 3aMOBYYBAHHSIM 4aC HAPOCTAHHS BCTAHOB/EHO Ha 3HauveHHi "OFF", T06TO
BUMKHEHO. Mopsaz0K 3MiHM 3HaueHHs 6yAb-aKoT GYHKLTy NOTOYHOMY pexuMMi 3BaploBaHHSA
AuB.y n.6.1.

YBATIA! lNMpwn 3BaptoBaHHi CTaseBMM APOTOM 4ac HapocTaHHsa [t.uP] Ha gxxepeni
cTpymy mae 6yt abo pgopiBHioBaTW, abo OyTM Tpoxu MeHWUM Hix Ha 6s0ui nogaui
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npoBosaoku. lMpu 3BaploBaHHI aNlOMIHIEBMM APOTOM 4ac HapocTaHHsa [t.uP] Ha axepeni
cTpyMy Ma€ 6yTu 6iniblumm (+0,2..40,5 cek) HixX Ha 6.10Li nogadi NpoBOAOKM.

5.5 DYHKLIA CNAAAHHSA HAMPYTU Y KIHLI 3BAPIOBAHHSA

Lis ¢yHKkuia npusHayeHa ANf nAaBHO! 3aBapku KpaTepa, WO YTBOPIOETbHCA B
3BaploBa/IbHIM BaHHI Nif Ai€l0 eN1eKTPOMarHiTHOro AyTTs eleKTPUYHOIO AYrolo, WO B CBOIO
yepry B NOAANbLIOMY € Axepesnom AedekTiB 3BaptoBaibHOro wea. CUrHaaom Ao novatky
dYHKLIT € BiNyCKaHHA KHOMKM Ha NafibHWKY B KiHLi NpoL,ecy 3BaploBaHHS, NpU LbOMY pyx
nasibHMKa HeobXifHO NPUNMHUTK | 3aBaplOBaTH CNaAAYOI0 HAMNPYroo AMKY (Lie i € kpaTep)
y 3BaploBa/IbHOMY LWBi. 3a pery/ioBaHHA MJaBHOCTI LbOro npouecy BiAMNOBiAAE Yac
3HUXKEHHS Hanpyru [t.dn] sk y gxepeni cTpyMy, Tak i B 6101, yNpaBAiHHA WBKUAKICTIO Nogavi
APOTY, AN KOPeKTHOI poboTu Ui 3HayeHHA MOBWHHI chiBnagaTW. 3a 3aMOBYYyBaHHAM
3HaYeHHs A4aHOro napaMeTpy BCTAHOBJIEHO Ha PiBHI 0,1 ceK, TO6TO BUMKHEHO. Lle 3HauyeHHs
MO>Ha 3MiHIOBaTU Ha CBil po3Cys, NOPSAOK 3MiHW 4MB. Y N.6.1

YBATA! Mpwu 3BaptoBaHHi CTasieBUM 4POTOM Yac cnagaHHs [t.dn] Ha axepeni mae
abo gopisHioBaTK, abo H6yTu Tpoxm BinbluMM Hix Ha 6s10Li nogavi gpoTy. Mpu 3BaploBaHHI
a/IlOMiHIEBMM A POTOM Yac cnagaHHs [t.dn] Ha gxepeni cTpymy mae 6yTn MeHWMM (-0,3...-0,7
ceK) HixX Ha bsoui nogavi gpoTy.

6. HANALUTYBAHHSA AMAPATY

B cTaHzapTHOMY CTaHi (KOAM A0 KHOMOK Ha NepejHili NaHesni He TOpKaloTbCs),
anapaT 3aBXAM BMBOAMUTb Ha LUPPOBUMA iHAMKATOP 3HAYEHHS OCHOBHOFO MapameTpa
MOTOYHOrO PeXMMY 3BaptOBaHHSA:
1) y pexumi P43 “MMA” — 3BaptoBaibHUIA CTPYM;
2) y pexxumi AP "TIG" — 3BaptoBasibHUI CTPYM;
3) y pexumi HA “MIG/MAG"” — 3BaptoBasibHa Hanpyra.

KHonku 2 nepesHboi NnaHesi BiANOBIAAIOTb 33 3MiHY 3Ha4YeHHs BUOpaHOT PyHKLl
abo ocHOBHOrO NapameTpa.

KHonka 3 Ha nepegHii naHeni anapaTy 6aratodyHkLioHanbHa Ta BignoBiAaE 3a
HacTynHe:
1) BMbip no kony Oyab-AKoi PyHKLiT Yy NOTOYHOMY pexuMi 3BaproBaHHs (LWBUAKE
HaTUCKaHHA);
2) CKUAAHHS BCIX PYHKL N J0 3aBOACBKMX Ha/MaLlWTyBaHb NOTOYHOrO PeXuMy 3BaplOBaHHSA
(yTpumyBaTy binblue 12 c).

KHomka 4 Ha nepeaHi naHeni BigMOBIZA€E 33 3MiHY peXuMy 3BaplOBaHHS,
nepemMmkaHHs BiAOyBa€eTbCA No KOAy.

6.1 NEPEK/IOYEHHA HA HEOBXIAHY OYHKLIHO

AKLo B anapaTi BCTAHOBAEHO CUCTEMY 3aXMCTY BiJ HECAHKLIOHOBAHOI o AOCTYyNy A0
MeHIo QYHKLiM, NPY HAaTUCKAHHI Ha KHOMKY 3 Ha iHAMKATOPI He BiAOyBaETbCA XOAHNX 3MiH,
T06TO L5 KHOMKa 3abs10koBaHa. LLLo6 po3baokyBaTh, HeObXiAHO yTPUMYBATH il HATUCHYTOMY
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cTaHi binblwe 3,5 cekyHA. Mpu po3bsokyBaHHI Ha iHAMKATOP BUBOAUTLCA 306paxKeHHs
3aMOuKiB, LLLO BiZAKpMBAOTbCS, LLLO BKa3ye Npo npouec po3baokyBaHHA MeHo GyHKLin. Micas
yCnilwHOro po3610KyBaHHs, MPU HATUCKAHHI KHOMKM 3, Ha LdpPOBUN AMCMIEN BUBOAUTLCS
noToYHa Ha3Ba PyHKLiT Ta il 3HaUEHHS.

YBara! lMicas BignyckaHHA KHOMKM 3 Yepes 2 CekyHAM ekpaH 3HOBY nepenge Ha
OCHOBHWI NapaMeTp MOTOYHOIO pexXMMy 3BapioBaHHs. okn Aucnien nokasye NOTOUHY
dyHKLtO, Ti 3HAYEHHS MOXHA 3MIHUTK Y Hinbluy abo MeHLLY CTOPOHY, 3@ 4OMNOMOTrot0 KHOMOK
2. AGO npu WBKNAKOMY HAaTUCKaHHI Ta BiANyCKaHHI Ha KHOMKMW 3 MOXHa NepemMmKaTucs Ha
HaCTYNHy yHKLio Mo Koy.

YBara! fkwo J0Bro yTpuMyBaTh KHOMKY 3 Y MOMEHT PO3r/sjy HalMeHyBaHHSA
bYHKUT, Nprb/IM3HO Yepes 10 ceKyH4, Ha LndpoBoMy Tabio NOYHETLCS 3BOPOTHUM BifAiK
333...222...111, AKWUI NOMNEPEeAKAE NPO CKMAAHHS BCiX HAMALITYBaHb MOTOYHOMO PEXMUMY.

6.2 MEPEK/TFOMEHHA HA HEOSXIAHI/II‘/'I PE>XXUM 3BAPIOBAHHA
HaTuckaHHs KHOMKW 4 MpU3BOAUTL A0 MepPeK/OYEHHSI Ha HACTYMHUA pexum
3BaploBaHHs Mo koJy. Lle BUAHO Ha gncnaei 1 Ha nepeaHiv naHeni.

6.3 CKMAAHHA HAJNALWTYBAHb BCIX d>YHKL|,II7I NMOTOYHOIO PEXUMY
3BAPIOBAHHA

MoxyTb BiabyBaTuCs cuTyauii, KoM napameTpu B anapaTi TPOxXu 3anaytanu
kopucTyBaya. [as Toro wob ckMHYTH iIX 40 CTaHAAPTHMX 3aBOACbKUX, AO0CUTb YTPUMYBATU
6e3nepepBHO KHOMKY 3 NpoTArom Oisiblue 10 cekyHA (He 3BepTaTu yBary Ha 306paxeHHs
3aMouKiB). AK i HABOAMNOCA paHille, Ha Tab/10 NOYHETLCSA 3BOPOTHUM Bif/iK 333...222...111 i
NpuY A0CATHEHHi "000" BCi HaNaLITYBaHHSA NOTOYHOIO PEXUMY 3BaplOBaHHS ByayTb OHOB/EHI
Ha 3aBoAcbki. CKMAQHHA MapaMeTpiB AN KOXHOFO pexuWMy 3BaploBaHHA pobasTbes
okpeMo. Lle 3pobneHo ans 3pyyHOCTI, W06 He CKUHYTU IHAUBIAYabHI HAaNALWTYBaHHSA B 4 BOX
HLINX peXunmax.

6.4 3SMIHA HOMEPY NPOIrPAMU Y NOTOYHOMY PEXXMI 3BAPIOBAHHSA

Y KoxHOMY pexumi 3BaptoBaHHa MMA, TIG i MIG/MAG anapaT moxe 36epiratu g0
16 Ppi3HMX BapiaHTIB HafalWwTyBaHb. [lOTOYHWMI HOMep HanawTyBaHHSA (Mporpamu)
Bif0OpaXaeTbCsi y BEpXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAXOAUTLCS Ha MepeAHin
naHeni Agxepena. Y MOMEHT MNepLOro YBIMKHEHHA anapaTa, A1 KOXHOro pexumy
3BapIOBaHHSA, 3aBXAM BUBOAUTLCA nporpama nig No1. Yci 3mMiHM B HanawTyBaHHI anapaTa B
ZAaHOMY peXxuMi 3BaptoBaHHS Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbes. LLLob nepenTn
Ha iHWWA HOMep nNporpaMu i noyaTv HaNAWTYyBaHHA 3HOBY 3 6a30BWX MNapaMeTpis,
AOCTaTHbO HATMCHYTU KHOMKY 3 i AKWO MeHo BUBOpYy ¢yHKLiN 3a610K0BaHO, TOAi Ha
iHAMKaTOP BUBOAMUTLCS MOTOYHMIM HOMEP NMPOrpamMu, SKUM MOXHa 3a J0MOMOro KHOMOK 2
3MiHUTK Y Binbwy abo MeHWwy cTopoHy. Akwo MeHio BMbopy ¢yHKUii He 3abaokoBaHe,
HanNpuK/aaA: KOpUCTyBady sikpas nepej LMM 3MiHIOBaB A0AaTKOBI mapameTpu yHKUiN
onucaHi B n.6.1, To HeobxigHo 3absokyBaTM MeHio BuBOpPY bYHKLUIM 3a A0OMOMOrot
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YTPUMaHHS KHomnku 3 binblue 3,5 cek. Tak caMo sk i mpy po36/10KyBaHHi, Ha iHAMKaTOPI
ByayTb BigobpaxaTucs 3aMKy, WO 3aKpuBaloTbes. [licns 3akiHueHHs L€l onepaLii MeHto
byae 3abaokoBaHO i Tenep MOXHa 3HOBY NOBTOPUTK Cnpoby 3MiHM HOMepa nporpamu 3a
Aoromorolo kHonku 3. lpu uboMy BCi napameTpu nonepeAHbOi nporpamu 6yayTb
36epexeHi i 40 Hel 3aBX/M MOXHa NOBEPHYTUCS 3HOBY.

7. 3AFA/IBHUM CNUCOK | NOoCNIAOBHICTb (DYHKLI,II‘/'I
Pexcum 3sapiosaHHs P43 "MMA"
0) [-1-] - ocHoBHWI NapameTp CTPYM = goA (3a 3aMOBYyBaHHsIM)
a) 8 ... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHK 1A) ana StandardTIG-200
B) 12...250A (Kpok 3MiHu 1A) gna StandardTIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ansa StandardTIG-350-400V
1) [H.St] cuna "Mapsyoro ctapty" = 40% (3@ 3aMOBYYBaHHAM)
a) o[OFF] ... 200% (kpok 3miHK 5%)
2) [t.HS] wac "lapsyoro ctapTy" = 0,3 cek. (3a 3aMOBYyBaHHAM)
a) 0,1 ... 1,0 ceK. (KpOK 3MiHW 0,1 CeK.)
3) [Ar.F] cuna "®opcaxy gyrn" = 40% (3a 3aMOBYYBaHHSM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpaLboByBaHHA GyHKLiT «Popcax Ayrm» = 12V (3a 3aMOBYYBaHHAM)
a)9 ... 18V (Kpok 3MiHK 1V)
5) [BAH] Haxnn BonbTamMnepHOT XxapakTepucTuku = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3MiHW 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KopoTkoto Ayroto = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6510k 3HMXEHHS Hanpyru xonocToro xogy = OFF (3a 3amMoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexxum nyabcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBimMKHeHO
6) OFF — BUMKHeHO
9) [.iP] cTpym iMmnyabcy = 9oA (3a 3aMOBYyBaHHAM)
a) 8 ... 160A (kpok 3miHu 1A) anqa StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ana StandardTIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardTIG-250
r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHuM 1A) ansa StandardTIG-350-400V
10) [I.PS] cTpym naysu = goA (3a 3aMOBYyBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
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6) 10...200A (Kpok 3miHu 1A) ansa StandardTIG-200

B) 12...250A (KpoK 3MmiHu 1A) ans StandardTIG-250

r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardTIG-270-400V

4) 14...350A (Kpok 3MmiHK 1A) ansa StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcauin ctpymy = 5,0 ' (3a 3amMoBUYyBaHHSM)

a) 0,2...5000 L (AMHAMIYHMIM KPOK 3MiHM 0,1 y...1 L)
12) [dut] cniBBigHOWeHHA iMNyabc/naysa (basnaHc) — Ue BiACOTOK iMNy/AbCy CTPYMY A0
nepiogy NPOXOA>XeHHs LMX iMMy/1bCiB = 50% (33 3aMOBYYBaHHAM)

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

Pexcum 38apiosaHHs TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (3a 3aMOBYYBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) gnsa StandardTIG-200
B) 12...250A (KpokK 3MiHu 1A) ans StandardTIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardTIG-270-400V
4) 14...350A (Kpok 3miHu 1A) ansa StandardTIG-350-400V
1) [But] pexxum kHOMKM Ha naabHKUKY = [2T] (3a 3amMoOBYyBaHHAM)
a) [LIFT] — KoHTaKTHU pexxum 3anantoBaHHs Ayru TIG-LIFT
6) [2T] — 6€3KOHTAKTHUI PEXMM 3aMna toBaHHSA, pexum kHonku TIG-2T
B) [4T] — 6€3KOHTaKTHUIN peXxXunM 3anatoBaHHs, pexum KHonku TIG-4T
2) [t.Pr] yac nepea-npoayBkM = 2,0 ceK. (338 3aMOBYYBaHHAM)
a) 0,5...25,0 ceK. (KpPOK 3MiHM 0,1 ceK.)
3) [t.Po] yac nicna-npogyBku ra3om = 3,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
4) [Pr.A] nonepeaHin cTpym (ninoTHa gyra) = 15A (3a 3aMOBYYBaHHSM)
a) 8.... 40A (kpok 3miHu 1A) anqa StandardTIG-160
6) 10...40A (kpok 3miHu 1A) anqa StandardTIG-200
B) 12...40A (Kpok 3MiHu 1A) gnsa StandardTIG-250
r) 12...40A (Kpok 3MmiHu 1A) ans StandardTIG-270-400V
4) 14...40A (Kpok 3MiHM 1A) ans StandardTIG-350-400V
5) [Po.A] cTpyMm 3aBaptoBaHHA KpaTepa = 15A (3a 3aMOBYYyBaHHAM)
a) 8 ... 60A (kpok 3miHu 1A) ana StandardTIG-160
6) 10...60A (kpok 3miHK 1A) ansa StandardTIG-200
B) 12...60A (Kpok 3MiHM 1A) ansa StandardTIG-250
r) 12...60A (kpok 3MiHuM 1A) ans StandardTIG-270-400V
4) 14...60A (kpok 3miHM 1A) ana StandardTIG-350-400V
6) [t.uP] yac HapocCTaHHS CTpyMy = 0,3 CeK. (3a 3aMOBYYBaHHSAM)
a) 0,1... 5,0 ceK. (KPOK 3MiHW 0,1 ceK.)
7) [t.dn] yac cnagaHHs cTpyMy = 0,3 CeK. (32 3aMOBYYBaHHSIM)
a) 0,1 ... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
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8) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3amoBYyBaHHAM)
a) ON —yBimKHeHO
6) OFF — BUMKHEHO
9) [.iP] ctpym iMnynbcy = 100A (32 3aMOBYYBaHHAM)
a) 8.... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) ansa StandardTIG-200
B) 12...250A (Kpok 3MiHu 1A) ansa StandardTIG-250
r)12 ... 270A (kpok 3miHu 1A) anqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ana StandardTIG-350-400V
10) [I.PS] cTpym naysu = 100A (32 3aMOBYYBaHHAM)
a) 8 ... 160A (kpok 3miHu 1A) ans StandardTIG-160
6) 10...200A (Kpok 3miHK 1A) ana StandardTIG-200
B) 12...250A (KpokK 3MiHu 1A) ans StandardTIG-250
r) 12 ... 270A (kpok 3miHn 1A) gnqa StandardTIG-270-400V
4) 14...350A (Kpok 3MmiHu 1A) ansa StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcauint ctpymy = 10,0 'y, (3a 3aMOBYYBaHHAM)
a) 0,2...5000 L (AMHAMIYHMI KPOK 3MiHM 0,1 Ty...1TL)
12) [dut] cniBBigHOWeHHs iMnyabc/naysa (banaHc) — Le BIACOTOK iMMy/bCy CTPYMy A0
nepioZy NPOXOAXEHHS LLUX iMMybCiB = 50% (3a 3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHW 5%)

Pexcum 3s8aprosaHHa MIG/MAG
0) [-3-] ocHoBHUM NapameTp HAMPYTA = 19,0V (33 3aMOBYYBaHHAM)
a) 12,0...24,0V (Kpok 3MiHu 0,1V) gna StandardTIG-160
6) 12,0...26,0V (kpok 3MiHW 0,1V) anqa StandardTIG-200
B) 12,0...28,0V (Kpok 3MiHu 0,1V) ana StandardTIG-250
r)12,0...29,0V (Kpok 3MiHu 0,1V) ans StandardTIG-270-400V
4) 12,0...32,0V (Kpok 3MiHu 0,1V) gnqa StandardTIG-350-400V
1) [But] pexxum kHOMKM Ha naabHUKY = [2T] (3a 3amMoOBYyBaHHAM)
a) [2T] — pexnm KHONKM Ha NaibHUKy 2T
6) [4T] — CTaHAAPTHUN PEXUM KHOMKM Ha NanbHUKY 4T
B) [a/1bT.4T] — albTEpHATUBHUIN PeXUM KHOMKW Ha NaNbHUKY 4T
2) [Ind] iHaykTUBHicTL = OFF (33 3aMOBYYyBaHHAM)
a) o [OFF] ... 6 piBHiB (KpOK 3MiHW 1 piBeHb)
3) [t.up] yac HapocTaHHs Hanpyru = OFF (3a 3amMoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 ceK.)
4) [t.dn] yac cnagy Hanpyru = 0,1 ceK. (3@ 3aMOBYYBaHHSM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 CeK.)
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8. PEXXUM POBOTW BIZ TEHEPATOPA

J>xepeno XunBneHHsA npuaaTHe Ana poboTu Big reHepaTopa 3a YMOBM:

Mia yac poboTun SERELDELERTLI Mia yac poboTu giameTpom ApoT MiHimabHa
g P cTpymy npu MMA i g P ! pom apoty NOTYXHICTb
e/1eKTPOA0M npu MIG/MAG

TIG reHepaTopa

22 He binblue 80A He binbLie Jo,6MMm 3,0 kVA

a3 He binblue 120A He 6inblue Po,8Mm 4,5 kVA

[2)A He binbLuie 160A He binblue Z1,0MM 6,0 kVA

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

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

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

26 5,0 350A 40 @1,4MM 16,0 kVA

Ans 6e3BigMmoBHOT poboTu! BuxigHa MixkdpasHa Hanpyra reHepaTopa He NOBMHHA BUXOAUTH
3a A0ONYCTUMI MeXi:

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

- 320-440V Ans BCix Tpbox da3 (a5 mogenen StandardTIG-270/350-400V).

9. Aornaa | TEXHIMHE OBC/IYrOBYBAHHA

Yeara! lNepeg TuM, sk BiAKpUTK anapaT 415 npodinakTuku, HeobXiAHO BUMKHYTU
Moro Ta BiAK/OUMTU Bif, MepeXi XMUBAEHHS. [laTu MOXAMBICTb PO3PSANTUCA BHYTPILLIHIM
fNaHutoram anapaTa (NpubausHo 5 xB) i JAvwe mnicas uboro pobutu iHwi Aiil. Mpwu
obcyroByBaHHi BCTAHOBUTU Tabsinuky, sika 3abopoHsie BMMKaTV anapar.

[Ansa Toro, wob 3bepert anapaT npaues3gaTHMM Ha 6arato pokis, HeobxigHo
AOTPUMYBATUCA KiIbKOX MPaBuU:
- NPOBOAMUTU iHCMEKLUilO 3 TexHikM 6e3neku y 3ajaHi iHTepBanau vacy (aus. Po3gin
»~BKasiBKkuM 3 TexHiku 6e3nekn”);
- NpuW iIHTEHCMBHOMY BMKOPUCTaHHI peKOMEHAYEMO pa3 Ha NiBpOKy NpoAysaTu anapat
CYyXMM CTUCHeHUM nosiTpaM. YBara! lNpogysaHHA 3 3aHaATO KOPOTKOI BiACTaHi Moxe
MPU3BECTUN A0 MOLKOAXEHHSA eNeKTPOHHMUX KOMMOHEHTIB;
- NPy BEAIMKOMY CKYMYEHHI MUY NPOYUCTUTU KAHAIM CUCTEMU OXOOAXKEHHS BPYUHY.

10. MPABWJIA 3BEPIFTAHHA

3aKkoHCepBOBaHe Ta YMaKOBaHe JXepesio 3BaploBa/sibHOro cTpymy 3b6epiratv B ymoBax
36epiraHHs 4 3a TOCT 15150-69 CTPOKOM 5 POKiB.

Po3koHcepBOBaHe aXepesno MoBMHHE 36epiraTvcs B CYXMX 3aKpUTUX NPUMILLEHHSAX 3a
TeMnepaTypu NoBiTPs He Hux4Ye ntoc 5°C. Y npuMmilleHHsAX He MaEe byTun nmapu KUCIOT Ta
iHLIMX aKTUBHUX PEYOBUH.
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YnakoBaHe JXepeno MOXe TPaHCMOPTYyBaTWUCS BCiMa BUAAMW  TPAHCMOPTY, WO
3abesneyytoTe Moro 6esneky 3 AOTPUMAHHSIM MPaBW/ MepeBe3eHb, BCTAHOBJIEHUX A/S
TPaHCMOPTY LbOro BUAY.

12. KOMIMJIEKT MOCTABKHA

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

2. Kabesnb 3BaptoBanbHui 3 knemoto «maca» ABICOR BINZEL, 3 m —1uwT;

3. PeMiHb Ansi nepeHeceHHs anapaTy Ha nJevi —1wT;

4. IHCTpyKUis 3 ekcnayaTauil —1uWr.
Jna modenell StandardTIG-160/200:

- nanbHUK aproHogyrosuii ABICOR BINZEL, 4 m —1uwT;

- kabesib 3BaptoBaibHUI 3 Knemoto «maca» ABICOR BINZEL, 3 m —1uwT;

- pipmosuit nnactmkosuii kenc PATON —1WT;
Ans modenel StandardTIG-250/270-400V/350-400V:

- pipmosuii roppokopob PATON —1WT;

13. MPABUJIA TEXHIKU BE3NEKU
3AIrAJZIbHI NO/TIO>XKEHHA
3BaptoBa/sibHUIA anapaT BUrOTOB/EHWI BigMNOBIAHO A0 TEXHIYHUX CTaHAapTIB Ta
BCTAHOBJ/IEHWNX NPaBUA TexHikK 6e3neku. MNpoTe Npy HenNpaBUAbHOMY NOBOAXEHHI BUHUKAE
Hebe3neka:
- TpaBMYyBaHHs 06C/lyroBYyIOYOI0 NMEePCOHaY UM TPEeTbOI 0CobY;
- 3anoAisIHHA LWKOAM CAMOMY anapaTy Yu MaTepia/ibHUM LLiHHOCTAM MNigNPUEMCTBA;
- nopyLueHHs epekTUBHOro pobouoro npouecy.
Yci ocobu, siki noB’si3aHi 3 BBEAEHHAM B eKCMyaTallito, KepyBaHHAM, AOM/IS40M Ta
TEXHIYHMM 00C/TlyroByBaHHSAM anapaTy NMOBUHHI:
- NpovTU BiANOBIAHY aTecTaw,ito;
- MaTW 3HaHHSA 3 3BaplOBaHHS;
- TOYHO AOTPUMYBATUCH LLiET IHCTPYKL,iT.
HecnpaBHoCTi, iki MOXYTb 3MeHWNTKN 6e3neky, NOBUHHI 6y TN TEPMIHOBO YCYHEHI.

OBOB'A3KN KOPUCTYBAYA

KopuctyBay 30608B'3yeTbCs f0NyCKaTU 40 pobiT Ha 3BaptoBaibHOMY anaparTi nie
ocib, aki:
- 03HAaNOMMUANCA 3 OCHOBHWMM MPaBUIAMU TexHiku 6e3neku, NPOMWAN HABYAHHA 3
BMKOPWCTaHHS 3BaptoBasibHOro 0613 HaHHS;
- npounTann posgin «lMpaBuna TexHikv 6esnekm» Ta BKA3IBKM LWOAO HEOOXifHMX
3anobixHUX 3ax0AiB, HaBeeHWX Y LibOMY MOCIOHMKY, Ta NiATBEPAUTYM Lie CBOIM MiANNCOM.

OCOBUCTE 3AXNCHE OCHALLLEHHA
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Ans ocobucTtoro 3axucty ocobw, siki MoB'si3aHi 3 BBEAEHHSIM B eKCrJyaTauito,
KepyBaHHSM, JOr/Is40M Ta TEXHIYHMM 06C/TyroByBaHHAM anapaTy NOBUHHI:
- HOCWUTU MillHe B3yTTs, Wo 36epirae i30/t0t04i BNACTMBOCTI, Y TOMY YMCAi Y BOJAOTUX
yMoBax;
- 3axuLLaTV PyKU i3010I04NUMM PyKaBUYKaMK;
- OuYi 3axMLLATM 3aXMCHOIO MAaCcKOK 3 BiAMOBIAHWUM CTaHZapTaM TexHiku 6e3neku
binbTpoM NpoTH yAbTpadio1eToBOro BUNPOMIHIOBaHHS;
- BUKOPUCTOBYBATMW Ti/IbKM BiNOBIAHWUI BaXKO3aUMUCTUI OAAT.

HEBE3MNEKA WKIANNBUNX TA3IB | BUMNAPIB

- AWM | WKIANWBI ra3u, WO BMHWUKAOTb B MpoLeci ekcnayaTayii anapaTy BUAAANTK 3
poboyoi 30HM cnewiasbHUMK 3acobamuy;

- 3abe3neunTn 40CTaTHIN NPUNINB CBIXOrO NOBITPS;

- napy PO3YMHHUKIB HE MOBUHHI NOTPANIATU 4,0 30HN BUNPOMIHIOBAHHS 3BaptoBa/ibHOT
AYTW.

HEBE3IMNEKA BU/IbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeobXigHO BUAAANTM 3 pob0oYOT 30HY;

- He [AO0MNycKalTbCA 3BapltoBasbHi pobOTM Ha EMHOCTSX, Y fIKMX 30epiraloTbca uum
36epiranunca rasu, nanbHe, HabToNPOAYKTU. € Hebe3neka BUBYXY 3a/IMLLKIB LiUX NPOAYKTIB;
- y noxexoHebe3dneyHux Ta BUOyxoHebe3neuHUx nNpPUMILLEHHAX JOTPUMYBATUCh
0C06/1MBMX NPaBwJI, BiANOBIAHO A0 HALiOHAbHUX Ta MiXKHAaPOAHWX HOPM.

HEBE3MEKA HAMPYIU MEPEXXI )KXUBJIEHHSA | 3BBAPIOBAJIbHOI'O CTPYMY

- YPaXKeHHs e/IeKTPUYHUM CTPYMOM MOXe ByTU CMepTeNbHNM;

- CTBOPEHi BUCOKOYACTOTHMM CTPYMOM MarHiTHi NOAS MOXYTb HEraTMBHO BM/MBATU Ha
npaLe3AaTHiCTb enekTponpuaagis (Hanpuknag, kapgioctumynatop). Ocobu, saki MatoTb Taki
npuaaan, MNOBUHHI NoOpaguMTUCA 3 ANikapeMm, neplw Hix Habaumxatuca o poboyoro
3BapoBasIbHOrO MaAaHUYNKa;

- 3BaploBasibHUIM Kkabenb Mae OyTWM MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'egHaHHA Ta NOWKOAXEHUIN Kabenb HeobXxiAHO HeranHo 3amiHNTU. Mepexesi
kabeni Ta kabesi 3BaptoBasIbHOr0 anapaTy NMOBUHHI CUCTEMATUYHO NepeBipaTUCH daxiBLeM
e1eKTPUKOM Ha CNPaBHICTb i30N1ALil;

- MiZ, Yac BUKOPUCTAHHSA 3aD0POHAETLCS 3HIMATK 30BHILLHIN KOXYX anapaTa.

HE®OPMAJIbHI 3AXOAU BE3MNEKU

- IHCTpyKUilO 3  ekcnsyaTauii HeobxigHoO nocTiMHo 36epiratm nobamsy micusa
3aCTOCYBaHHSA 3BaploBa/ibHOro anaparTy;

- £,04,3TKOBO Z,0 iHCTPYKL,iT HEO6XiAHO AOTPUMYBATUCh YNHHMX 3arajibHUX Ta MiCLLeBUX
npaBuA TexHiku besneku Ta ekoorii;

- BCi BKa3iBKM Ha 3BaptoBasIbHOMY anapati TpUMaTH B YuTabesibHOMy CTaHi.

B/TYKAIOYI 3BAPIOBAJIbHI CTPYMU
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- HeobXifHO CTeXUTH 33 TuM, W06 Knema kabento «Macu» Byna MiLHO NpUeEAHaHa A0
MicL,s 3BaptOBaHHS;

- Mo MOXJ/IMBOCTI He BCTAaHOBJ/IOBATM 3BaploBasibHWIM anapaT 6e3nocepegHbo Ha
eNleKTponpoBigHe MOKPUTTA nigsorn abo poboyoro cTony, BUKOPUCTOBYBATU i30/110I0M
MPOKAAAKM.

3AXOAM NONEPEAXEHHA Y 3BUYANHNX YMOBAX
LlloHaMeHIle OAMH pa3 Ha TUXAeHb HeobXiZHO nepeBipATM anapaT Ha 30BHILUHI
MOLIKOZXeHHS Ta GYyHKLiOHYBaHHS 3anobidXXHMX NpUCTPOIB.
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14. TAPAHTINHI 3060B’A3AHHS

KomnaHisa «MATOH IHTEPHELLH/1» rapaHTye cnpaBHy po6oTy Axepesna 3BaploBa/ibHOro
CTPyMy 3a YMOBM JOTPMMAaHHS CroXWBayeM YyMOB ekcniyatauii, 36epiraHHs Ta
TPaHCNOPTYBaHHA.

YBATA! bBe3kowToBHe rapaHTiiHe 06C/NyroByBaHHA BIACYTHE Mig 4Yac MexaHiYHUX
MOLWKO/XeHb 3BaptoBa/IbHOro anapary!

StandardTIG-160 oxis
StandardTIG-200 5P
StandardTIG-250

3 poKku
StandardTIG-270-400V
StandardTIG-350-400V 2 poKku

OCHOBHWW rapaHTiiHWMI nepiog  0bYMCNIOETLCA  BiA AHS MPOAAxy iHBEPTOPHOro
06/1aZiHaHHS KiHLLeBOMY MOKYML,EBI.

MpoTAroM 0OCHOBHOIO rapaHTiiHOT O NepioAy NpogaseL,b 3060B’A3yeTbCs 6e3KOWTOBHO A5
BJ1aCHWKa iHBepTOpHOro obnagHaHHs PATON:

- 3pobuTK AiarHOCTUKY Ta BUSBUTU MPUYMHY NOJIOMKMY;

- 3abe3neynTn HeObXigHUMM A5 BUKOHAHHS PEMOHTY BY3/1aMU Ta e/1eMeHTaMy;

- npoBecTy poboTH i3 3aMiHM €/IeMEHTIB i BY3/1iB, LU0 BUMLLAMW 3 NaAY;

- MpOBeCTU TeCTYyBaHHS BipeMOHTOBaHOIO 061aZHaHHS.

OCHOBHi rapaHTilHi 3060B’A3aHHS He NOLWMPIOTLCA Ha 061aZHAHHS:

- 3 MexXaHiYHUMW MOLWIKOAKEHHAMM, WO BMAUMHYAW Ha Mpales3faTHiCTL anapaTy
(aedopmaLis kopnycy Ta geTasen yHaciZ 0K NajiHHA 3 BUCOTM abo nagiHHS Ha 0b1agHaHHS
BaXKMX NpeAMeTiB, BUNaZaHHA KHOMOK Ta po3’emis);

- 3i cigamu Kopo3ii, Wo CNpUYMHUAE HECNPaBHUI CTaH;

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

- WO BWWLWIO 3 NaAy Yepe3 HAKOMUYEHHS BCEPEAMHI CTPYMOMPOBIAHOMO MUy
(BYrinbHWI NKUA, MeTaneBa CTPYXKaA Ta iH.);

- y pasi cnpobu caMoCTiMHOrO PeMOHTY oro By3/iB Ta/abo 3aMiHUM enekTPOHHUX
e/1eMeHTIB;

PekomeHAY€ETbCA, 3a1€XHO Bif YMOB eKcnayaTaLil, OAMH pa3 Ha NiBPOKY, 33419 YHUKHEHHS
BUXOAY anapaTy 3 /fajy, MNPOBOAUTU UYNCTKY BHYTPILLHIX e/fieMeHTIB i BY3/iB faHOro
obnafHaHHA CTUCHEHUM MOBITPAM, A5 HOrO HEOOXiAHO 3HATM 3aXMCHY KPULLKY. YUl eHHS
HeobXifHO MPOBOAUTM aKypaTHO, YTPUMYIOUM LUIAHT KOMMPEeCcopa Ha J0CTaTHIl BifCTaHi,
334151 YHUKHEHHS MOLWKOAXEHHS NMaNK1 eNeKTPOHHUX KOMMOHEHTIB | MEXaHIYHUX YaCTUH.
TakoX OCHOBHI rapaHTiHi 3000B’f3aHHA He MOWMWPIOOTLCA Ha 30BHILIHI e/eMeHTU
o0bnaHaHHS, W0 BUNLIAN 3 134y, WO NiAAaTbCs Gi3MYHOMY KOHTAKTY, Ta CynyTHI/BUTpaTHI
MaTepianu, npeTeHsii 3a AKMUMU NPUNMAIOTLCS He Ni3Hille 4BOX TWUXKHIB NiC/S NPOAAXY:

- KHOMKa yBIMKHEHHS Ta BUMWKaHHS;
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PY4KM peryatoBaHHA 3BaptoBasibHMUX NapaMeTpis;

po3'eMu NigktoueHHs Kabenis Ta pykasis;

pO3'eMU yNpaBAiHHS;

MepexeBui kabesb Ta BU/IKa MepexeBoro kabento;

pyyKa ANsi NepeHeceHHs, PeMiHb Ha nedi, keic, Kopobka;
eNeKTPoA0TPMMaY, KJIeEMa «Macu», NMaJibHUK, 3BaptoBasibHi Kabeni Ta pykaBu.

MpogaseLb 3anuMwae 3a coboto NpaBo BiAMOBUTU Y HaaHHi rapaHTiiHOrO peMoHTy, abo
BCTAHOBMTM K AaTy NOYaTKy BUKOHAHHSA rapaHTiHUX 3060B’A3aHb Micsillb Ta ik BUMYCKY
anapaTy (BCTaHOB/IOIOTLCS 3a CEPIVIHUM HOMEPOM):

npwv BTPaTi NacropTa BJACHUKOM;

3a BiACYTHOCTi KOpeKTHOro abo B3arani 6y,£l,b-F|KOFO 3aNoOBHEHHA NacnopTa NpojaBuem

niZ Yac npoAaxy anaparTy.
lapaHTiiHWI TePMiH MPOAOBXYETLCS, HA TEPMIH FrapaHTiiHOro 06c/1lyroByBaHHs anaparTy B
CepBiICHOMY LLeHTPpi.
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MoacoeanHeHMe K CMN0BOM ceTu/cnnoBoMy WKTY (npu 25°C):
BHUMAHME! yunTtbiBaiiTe npoBoAa NpoBeAEHHbIE B CTEHaX U ApYrue yAAUHUTENN

A

~230V / 400V )
Z\// Sﬂ
-

PATON

Wcnonb3yembii YcraHoBneHHoe [AvameTp ceueHus [A] Makcum.
[A] CeueHue ceTesoro
3N1eKTPOA B pexXume 3HayeHue Toka npu NpOBOOKM NpU ANVHa
MMA MMA 1 TIG MIG/MAG NpOoBOA3, KB. MM YAMHUTENS, M
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
2 MM He 6onee 80A He 6osnee Jo,6 MM 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
3 MM He Bonee 120A He 6osiee J0,8 MM 2,5 130
4,0 205
6,0 310
2,0 75
2
D4, MM He 6onee 160A 5 95
4,0 155
He 6osee 1,0 MM 6,0 230
2,5 60
@5 Mm He 6osiee 200A 4,0 100
6,0 150
@5 MM 25 48
@6 MM nerkonn. A0 2507 A0 03,2 Mm 4 8o
6 120
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WUcnonbayembiii YcTaHoB/NE€HHOE AvameTp ceyeHus [A] Cevenne ceresoro [A] Makcum.
3/1eKTPOA B pexxume 3HayeHue Toka npu NPOBOJIOKM NpU ANVHa
MMA MMA 1 TIG MIG/MAG NPOBOA, KB. MM YAMHUTEAS, M
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
3 Mm He 6onee 120A He 6osiee J0o,8 MM 2,5 220
4 350
6 525
2 130
4 Mm He 6onee 160A 25 160
4 260
He 6osiee J1,0 MM 6 385
2,5 115
D5 MM He 6osiee 220A 4 180
6 270
26 Mm 25 &
nerKonnaBKue He 6onee270A He 6onee J1,2 MM 4 135
6 205
2,5 65
26 MM £,0 350A He 6onee 1,4 MM 4 100
6 150

BHUMAHMUE! CeTeBasi KHOMKa Ha 3ajHe NnaHeu annapaTa (419 mogenen StandardTIG-160/200/250) He ABAsieTCA

CUNOBOW, MO3TOMY MpW BbIK/IIOYEHWM annapaTta He 06eCcTounBaeT NONHOCTHIO BCIO BHYTPEHHIOK 3/1eKTPOHWMKY. o
3TOMN NPUYMHE NO TeXHUKe 6€30MacHOCTI NOC/Ie 3aBepLUEeHUs CBAaPOUHbIX PaboT, BbIK/HOYaWTe BUIKY U3 CETU.
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1. OB ME NMOJTIOXKEHNA

AproHogyrossle LudppoBble MHBEPTOPHbIe BbinpamMuTenn PATON StandardTIG-160/200/250/270-
400V/[350-400V npesHasHa4eHbl 415 pydHoi gyrosoi ceapku (PAC «MMA»), aproHogyrosoi csapku (APT
«TIG») n nonyasTomaTuyeckom ceapku (MA «MIG/MAG») B cpeze 3alMTHbIX Fa30B M CMecel Ha NOCTOSIHHOM
Toke. MpenmyLLecTBa UCMO/Ib30BaHUA B 3TOM annapaTte MoJIHOCTbIO LUPPOBOro cnocoba ynpassieHus
3aK/lO4aeTCst B OTCYTCTBUM HEAOCTATKOB MPUCYLLUX MHOFOGYHKLMOHAIbHBIM CUCTEMAM, CAe/aHHbIM Ha
OCHOBE aHaJ/IOroBbIX CUCTEM YMPaBJ/IEHWsl, KOTOPble MO ONpejeNeHno 3aTOYeHHble BCerAa noj Kakown-To
KOHKPETHBbIN PEXMWM, @ BCE OCTa/IbHbIE PEXMMbI KaK A0MOJHUTE/IbHbIE UMEIOT HEAOCTATKM yrpaBaeHus. A B
MOJHOCTbIO LMdPOBOI CUCTEME, NATa YNpaBAeHMs pacnoaaraeT abcotoTHO BCEMM PeCYpcaMm UCTOUHUKA,
B Npeze/iax ero No/IHOM MOLLLHOCTM 1 He BaXKHO B KaKOM pexunme OHa ucnosibdyetcs. T1a «Standard» cepus
npegHasHayeHa A5 TpeboBaTeIbHbIX N0Ib30BaTeNeN, KOMY HYXeH MakCUMyM MOBMIBHOCTU NpU 60/1bLLIOM
dYHKLMOHaNe Ha ero NOJIHOM YeCTHOM HOMUHA/IbHOM ToKe 160A, 200A, 250A, 270A 1 350A Yero J0CTaTOYHO
AN5 paboTbl Nt06bIMM 31eKTpogaMu oT @1,6 MM BNIOTL 4,0 @6 MM 1 NOYaBTOMATUYECKON CBAPKM CMJIOLWHOM
npoBosiokoV Auametpom oT @o,6 MM go @1,4 MM COOTBETCTBEHHO. B anmnapat BcTpoeH 610k
6eCcKOHTaKTHOrO NoAXura Ayru (OCLLUANATOP). 33 CYET AOMNOJIHUTENbHBIX PEry/JIMPOBOK anmnapaT MOXHO
HacTpauBaTb Ha Hanbosiee ONTUMabHble YCTAHOBKM B Pa3/IMUHbIX CUTYyaLUsX. MI3HaYaibHO OH yCTaHOB/EH
B OMTUMaJibHble 3HaYeHWUs A/1s GO/IbLUIMHCTBA C/ly4aeB UCMOJ/b30BAHUA U AOCTAaTOYHO MPOCT, eC/in He
B/1aBaTbCsl B TOHKOCTW HAaCTPOMKM, KOTopble TPebytoT yxe 60/1bLinX HaBbIKOB OT cBapLymKa. s onacHbIx
ycnoBuin paboTbl BCTPOeH 610K CHUXEHUSI HaMpsixXeHWs X0a0CToro xoAa B pexume PAC «MMA», c
BO3MOXHOCTbIO ero BK/IOUEHNS U OTK/IIOUYEHUS.

B gaHHyto wmogenb StandardTIG npowusBogctBa PATON BcTpoeH 6n0K  3awmThl  OT
KPaTKOBPEMEHHOIO MOBLILIEHHOrO, @ Tak)Ke OT MOHUXEHHOr O HanpsXeHus.

AnnapaTt CoxpaHsieT Mo CBOMM HOMEPOM B KaX/OM pexumMe CBapku A0 16 MHAUBUAYaNbHbIX
HacTpoek (MporpaMm) no/sib3oBaTesisi. AnnapaTt COXpaHsAeT B MaMATW BCE TeKyLiMe HACTPOMUKM HA MOMEHT
BbIK/IIOYEHNSA 1 BOCCTaHaB/IMBaeT X BO BPEMSA BK/IIOYEHUS.

OcHoBHble NpenmMyLecTBa:
1. LLinpokune BO3MOXHOCTM pery/iMpoBKi NapameTpoB CBapKMU:

a) B pexume PAC "MMA" — 1 (OCHOBHOM) + 10 (40MNONHUTENbHBbIX)

6) B pexxnme AP "TIG" — 1 (OCHOBHOM) + 10 (40MO/IHUTENBHBIX)

B) B pexume MNA "MIG/MAG" -1 (0CHOBHOW) + 7 (4,0NOHUTENbHBIX)

2. MOMMMO 3aLWMTbl OT CKAYKOB HAMPSXKEHUs YCTaHOB/IEHA c1CTeMa cTabuamsanmm paboTsl Npu 6osblumMx
AONroBpeMeHHbIX nepenagax Hanps>keHus B nuTatoL el ceTh oT 160B g0 260B (a5 mogener StandardTIG-
160/200/250) 1 0T 320B A0 440B (a1 Mogeneit StandardTIG -270-400V/350-400V);

3. AZanT1poBaH K CTaHZapTHoO 6bIToBOM 3n1ekTpoceTH. 3a cuéT Bbicokoro KM/ MCTOYHMK CBapOYHOrO TOKa
obecneuvBaeT BABOE MeHblUee 3/1eKTponoTpe6ieHne no cpaBHEHMIO C annapaTtamu TpaHchopMaTopHOro
T™Na;

4. AjanTVBHas CKOPOCTb BEHTU/INTOPA, TO eCTb yBEAMYMBAETCA NPU HarpeBe annapaTa W 3amMeA/feTcs,
KOFZla OH XONO/HbIM, 3TO 3KOHOMUT PeCcypC BEHTUASTOPA U YMEHbLUIAET KOIMYECTBO Mbl/IV B annapaTe;

5. Ya06cTBO paboTbl bnarogaps 601bLWoN NPOAOAKNTENBHOCTU HArpy3ku (MH) Ha HOMUHaNbHOM TOKE;

6. MNoBblleHHaA HagEXHOCTb annapaTa B yC/I0BUAX 3aMbl/IEHHOrO NPOM3BO/ACTBA;

7. Ha Bce rpetolmecs 31eMeHTbl UICTOYHMKA YCTAaHOB/IEHA CUCTEMA TENJI0BOI 31IeKTPOHHOM 3alUThbl;

8. Bcs aneKkTpoHMKa B annapaTe NponuTaHa ABYMS CIOSAIMU BblICOKOKAYeCTBEHHOTI O J1aKa, KOTOPbIN
obecneunBaeT HaZAEXHOCTb U3/ B TEYEHUM BCErO CPOKA CATYXKObI;

9. YAyylleHHasa cTabubHOCTb FOPEeHUs AYTU.
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StandardTIG- | StandardTIG- | StandardTIG- | StandardTIG- | StandardTIG-
MAPAMETPU
160 200 250 270-400V 350-400V
" =
OMMHa/IbHOe HanpsKeHWe NuTatoLen 2200230 220/230 220/230 3x380 3x380
cetnssoly, B 3X400 3X400
HomuHanbHbIM noTpebasieMbiit TOK U3 29,5 ...
P 18...21 25...28 9535 12..14 16...18,5
cetn, A
HoMuWHaNbHbIN CBapOYHbIN TOK, A 160 200 250 270 350
MakcMManbHbIN AeNCTBYOW I TOK, A 215 270 335 350 450
%/npu %/npu 60%/npun
45160AP 45200: 2 oAP 70%]/npu 270A 70%]/npu 350A
MpoaomkunTensHocTb Harpy3sku (MH) 5 100%/npu 100%/npu
100%/npu 100%/npu 100%/npu
225A 290A
106A 134A 193A
n 60 — 26
peAenblleMeHeHMﬂ HanpsxeHus 160 — 260 160 — 260 160 — 260 15% 15%
nutaowen cet, B
Mpesensi peryMpoBaHnsa CBapoYHOTo
pea perymp P 8-160 10 — 200 12 -250 12 -270 14 —350
TOK3, A
Mpege e oBa CBapO4HOro
PEAC/IbI PEry/IMpOBAHNA CBapOUHOT! 12-24 12-26 12-28 12-29 12-30
HanpsaxeHus, B
JinameTp WTy4YHOro 31eKTpoAa, MM 1,6 — 4,0 1,6 -5,0 1,6-6,0 1,6-6,0 1,6 -6,0
JlnameTp cBapO4HOM NMPOBOJIOKM, MM 0,6 -1,0 0,6 -1,0 0,6-1,2 0,6-1,2 0,6-1,4
VIMnynbCHble pexXunMmbl Npu CBapke MMA: 0,2...500ly; TIG: 0,2...500l'y,
Fopsunii ctapT «Hot-Start» B pexume Peryavpyemas
MMA yampy
Arc-F
3(,)\;);3* Ayru «Arc-Force» B pexuvme Peryupyemas
AHTUNpUAMNaHus «Anti-Stick» B
ABTOMaTHuecKas
pexume MMA
Bnok cHuxeHus Hanps>XeHus XoN0CToro
BKJ1/ BbIKA
xo4a
HanpsxeHwne xonoctoro xoga MMA, B 12 /70
HanpsxeHue nogxwura gyru, B 110
HomuHanbHas notpebasiemas ) s > 62 6,5...7,7 106122
MOLLHOCTb, KBA 42 by 52...6, 7,993 ,6...12,
MakcmumanbHas I'IOTpeG/'IﬂeMaﬂ 6 81 9,4 11 e
MOLLHOCTb, KBA 3 ! 3 5
Kna, % 90
OxnaxzgeHune AzanTusHoe
[lnanasoH pabounx Temnepatyp —25 ... +45°C
[abapuTHble pasmepsbl, MM (A1MHa, 330X115X 330X 115X 330X115X
WPWHA, BbICOTA) 262 262 262 390X145%335 390145335
Macca 6e3 KaTyLIKM 1 akceccyapoB, K 5,7 5,9 6,3 10,1 10,9
Knacc 3awutel P33 P33 P33 IP33 IP33

PeKOMEHAYEMaﬂ AJIMHA CUN10BbIX CBAPOYHbIX kabenei npu cBapke:

M B 7 n
akcMmanbHoe [B] AnvHa kabeneit nowazb MapKakacenr
3HayeHue Toka (B 0AHY CTOPOHY) ceyeHus
2 K
He 6osiee 100A 2. 9M 2O MM 30
3..14 M 16 MM? Kl 1x16
2 KIr
He 6osiee 160A 2. JM 16 Mm b
3..14 M 25 MM? KI™ 1x25
2 KIr
He 6osiee 200A 27 16 Mm b
3..10M 25 MM? KI™ 1x25
2..8Mm 25 MM? KI™ 1x2
He 6onee 250A 2 2
3..12M 35 MM? KI" 1x35
He 6onee 270A 5..11M 35 MM? KI"1x35
2,0 350A 6..14M 35 MM? KI" 1x35
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1 - Llnudposon gucnneis;
2 — KHomku perynvMpoBaHus BbIOpaHHOr0 NapamMeTpa Ha YMEHbLUEHUE U YBE/IUYEHME;
3 — KHonka Bbibopa $pyHKLMIM UCTOUYHMKA B TEKYLLLEM PEXMMe CBapKy;
4 — KHonka Bbl6opa pexuvma cBapku:
a) py4Has Ayrosas cBapKa WTY4YHbIM 31eKTpogoM «MMA;
6) cBapka B aproHe, He NJaBALWMMCS 31eKTPOAOM «TIG»;
B) CBapKka MNo/syaBTOMaTMyeckas B 3aWMTHbIX razax «MIG/MAG»;
5—VIHamKaTop neperpesa annapaTta: Npyv HOPMaJbHOM COCTOSIHMM annapaTa UHAMKaTop He
CBETUTCS, NPU Neperpese - MUraeT;
6 —"He30 NoAaun 3alWMTHOrO rasa B ropesiky;
7 —Pa3bém ynpasaeHus KHONKaMu Ha ropeske;
8 — KHomMka/aBToOMaT BKOYEHMS/BBIKIOYEH WS annapaTa (4BeT 4eKOpaTUBHBbIN);
9 — Pa3béM nogaum cMrHanos OT MexaHM3Ma NoAaun NPOBOIOKUN Ha BK/IOYEHUNE U
BbIK/IIOYEHMNE UCTOYHMKS;
10 — LLTyuep nogaum 3awmMTHOro rasa c 6annoHa;
11 — Kabesib N5 NOAKOUEHUNSA K NUTAIOLLEN CETY;
12 — MecTo nogkato4eHuns Kabens 3a3emneHus.
A —THe3/10 CM/I0BOro TOKa «+» TUMa baloHeT:
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a) npu ceapke "MMA" — nogkntouaeTcs kabenb anekTposa (B bonee pegkumx ciydasx npu
MCMOJ/Ib30BaHUK CreLnanbHbIX 3/1eKTPOAO0B NoAKIo4aeTcs Kabesb «macca»);
6) npu cBapke “TIG" — noAk/t04aeTCa TOIbKO Kabesib «<Maccay;
B) Npu noslyaBTomMaTuyeckon ceapke “MIG/MAG" cnaioWHOM NPOBO/IOKOM — NOAK/OHaeTCs
kabenb OT NogatoLLero MexaH13Ma;
r) npu noayaBTomMaTtuyeckon ceapke “MIG/MAG” ¢patocoBoi NpoBOOKOW — MOAK/IIOYaeTCs
kabenb «Maccay;
B —MHe340 cMnoBOro Toka «—» Tuna 6anoHerT:
a) npu cBapke “MMA" — nogktoyaeTcs kabenb «3emnax» (B 6osiee peakunx ciydasx npu
MCNOJ/Ib30BaHMM CMeLMabHbIX 1eKTPOA0B NoAKA0HaeTCs Kabesib 31ekTposa);
6) npu cBapke “TIG"” — Noagk/t04aeTCA TO/IbKO aproHOBas FOpeska;
B) Npu noJsiyaBToMaTnyeckon ceapke “MIG/MAG” cnioWHOM NpoBOIOKOM —
noaktodaeTca kabenb «3eMax»;
r) npu nosyaBTomaTuyeckon ceapke “MIG/MAG” ¢patocoBoi NpoOBOIOKOW — MOAK/IIOYaeTCS
kabenb OT NogatoLLero MexaH13ma.

2. BBO/l B SKCMNNYATALNIO
BHumaHue! [epes BBOAOM B 3KCMNyaTaLmio ciedyeT npountaTs pasgen ,[pasuna
TexHukn 6esonacHocTn” n.13.

2.1 UCMOJZIb3OBAHUE COrNIACHO HA3BHAYEHUIO

CBapoYHbIV annapaT NpeHa3HaYeH UCK/YUTENbHO: A4S PYYHOM 4yrOBOM CBApPKU
WTYYHbIM 3/IEKTPOAOM, CBApPKMU B CPeAe aproHa, a TakXe NnosyaBTOMaTUYeCKOM CBapKu B
cpege 33l MTHbIX ra3oB.

NHoe ncnosb3oBaHWe annapaTa CYMTAeTCs He COOTBETCTBYIOLLMM Ha3HauYeHMIo.
MN3roToBuUTeNlb He HECET OTBETCTBEHHOCTM 3a Ylepb, BbI3BaHHbLIN WCMO/Ib30BAHUEM
annapaTa He Mo HasHaYeHuIo.

Mcnosb3oBaHWe COrniacHO HasHayeHUto, NoApasymMeBaeT cob/ogeHune yKasaHui
HaCTOSLL,Ero pyKoBOACTBA MO 3KCMAyaTaLum.

2.2 TPEBOBAHUA K PASBMELLEHUIO

CBapouHbIA annmapaT MOXHO pa3MelaTb M 3KCMIyaTMpPOBaTb Ha OTKPbITOM
BOo3gyxe. BHyTpeHHuMe  3nekTpuueckme  AeTanau  annapata  3awWulieHsl  OT
Hernocpe/CTBEHHOr 0 BO3/eUCTBUS BNAXHOCTH, HO He OT KareJlb KOHAeHcaTa.

BHUMAHME! lMocne okoHYaHWs CBapoOuYHbIX paboT B Xapkyto norogy, avbo
MHTEHCMBHbIX CBapouYHbiXx paboT B sobyto noroAdy, anmapaT cpasy He BbIK/iO4YaThb!
HeobxoAnMO B Te4eHUN 5 MUH JaTb BO3MOXHOCTb OCTbITb 3/1€KTPOHHBIM KOMMOHEHTaM.

BHUMAHMUE! T[Mocne »>kcnayatauum B XO0/N0AHOE BpeMs roga, nocnae
BbIK/IIOYEHUA M MOC/eAylolero ocTbiBaHUA annapaTta, BHYTpu obpa3yeTcs KOHAEHcaT,
NO3TOMY €ro He b3l BK/loYaTb paHblue, Yem yepes 3...4 4yaca!!l
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Mo3ToMy He OTK/IIOYalTe annapaT B XOJI04HOE BPEMS roAa, €C/IN NIaHMUPYeTe ero BKAIOYNTb
paHblLe, YeM Yepes 4 Yaca.
Heobxoaunmo pa3melyate annapaT Tak, 4Tobbl obecneunsanca becnpensaTCTBEHHbIV BXOZ 1
BbIXO/ OX/1aXAatoWero Bo34yxa 4yepe3 BEHTUAALNOHHbIE OTBEPCTUA Ha nepeAHeﬁ n 3ap,He17|
naHensx. Cnegute 3a Tem, 4Tobbl MeTan/iMyeckas MblAb (Hanpumep, Npu HaxXAavHoM
WAnPOBKe) He 3acacbiBalacb HEMOCPEACTBEHHO B annapaT BEHTU/IATOPOM OXIaXAEHUS.
BHMMAHME! AnnapaT nocsie cMIbHOrO NajeHusi MoXKeT 6bITb onacHbIM Ans
>KM3HU. YCTaHaB/MBATb Ha YCTOMYUBOW TBEPAOM NOBEPXHOCTH.

2.3 NOAKNHOYEHUE K CETU

CBapouHbIi annapaT B CEPUAHOM UCTMONHEHWUM PAaCCUUTaH Ha:
1. CeTeBOoe HanpsxeHune 220B (-27% +18%) — ana mogenei StandardTIG-160/200/250;
2. TpexdasHoe ceTeBoe HanpsxeHue 3x380B man 3x400B (Mogenn StandardTIG-270/350-
4ooV), aAns 3TOro BbiBeJEeHO Tpu npoBoga. [lpaBuia TexHukM 6GesonacHOCTU npwu
npoeegeHun paboT co cCBapoyHbIM obopysoBaHMeM TpebyloT 3a3eMieHus Kopryca
annapata. [as 3TOro npeaycMOTPEHO JBa BapuaHTa: 1) UCMOJ/Ib30BaHWE YeTBEPTOro
npoBoga B ceTeBOM Kabese >enTo-3eNEHOrO LBeTa (MeXAyHapoAHbI CTaHAapT
MapKUPOBKM); 2) UCno/ib3oBaHWe 6ONTOBON KJeMMbl Ha 3aZHel naHesau annapaTa (6onee
XKeCTKUIN CTaHAAPT 3a3eMJIeHNS, UCMOJIb30BasIcA B cTpaHax CHI).

BHumaHue! Mpy nogkntoueHMM annapaTta K CETEBOMY HanpsiXeHWuto Bbilwe 270B
(ana StandardTIG-160/200/250) uam 450B  (ans  StandardTIG-270/350-400V), BCe
rapaHTuiiHble ob6si3aTesIbCTBA M3roToBUTeNa TepsitoT cuay! Takasa cuTyaums MOXET
MPOM30MUTU NPU OYEHb OFPOMHOM Nepekoce $ha3HOro HanpsXKeHWs B CTaHZAPTHOM CETU UK
MpY UCNOb30BAHUM HECTAHAAPTHOIO NOAK/IOYEHMS.

CeTeBol pa3béM, ceyeHua kabenel ceTM nNWUTaHUA, a Takxke CeTeBble
NpesoXPaHUTENU AOXKHbI BbIOUPATHCS UCXOAS U3 TEXHUYECKUX JaHHbIX annaparTa.

2.4 NOAK/NHOYEHUE CETEBOIO LUTEKEPA

BHumaHue! CeTeBON WTeKep AO/MXEH COOTBETCTBOBATb HAMPSXEHMIO NMUTAHUS U
TOKOMOTPebIEHMIO CBAPOYHOro annapaTa (CM. TexHU4eckue gaHHble). CornacHo TexHuke
6e30MacHOCTM UCNOAb3YiTe PO3ETKM C rapaHTUPOBAHHbIM 3a3eMieHuem!!!

2.5 BbIBOP fi3blIKA MEHIO AMMAPATA

[na Bblbopa/uamMeHeHUs1 A3blka MEHKO annapaTa HeobxoAWMO ygepiXuBas
HaXaToWm KHOMKY 3 BKAOYMTb annapart. [loc/ie 3Toro Ha akpaHe oTobpasnTcsa MeHio Bbibopa
A3bIKa, rA4e KHOMKaMM 2 MOXHO BbibpaTb HeoOXxoaMMbIA A3blk. CNyCTs 2 CeKyHAbl nocae
BbIOOpa, annapaTt NpoAoXUT paboTy Ha COOTBETCTBYIOLLEM fA3bIKE.

3. CBAPKA PYYHASA AYTOBA{A WUTYYHbIM 3JIEKTPO40M (PAC «MMA»)
MopsZoK NoAroTOBKM annapaTa k paborTe:
- BCTaBUTb Kabesb 31eKTPOAa B FHE3/0 UCTOYHMKA A «+»;
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- BCTaBUTb Kabesib «3eMs» B FHE3/,0 UCTOYHMKA B «—»;

- IPUCOEAMHUTDL Kabeslb «3eMAA» K U3Ae/NIO0;

- MOAK/IIOUNTL CETEBOM LUTEKEP K CETU NUTaHUS;

- ceTeBOW BblK/ItoYaTe b 8 Ha 3a/Hel NaHe M NepeBecTy B NoJ10XeHMe «|»;

- C MOMOLLbIO KHOMKM 4 YCTaHoBUTe pexum cBapkn PAC «MMA», ansa storo eé
Heobxo0AMMO yAepXunBaTb NPUMepHO 5 cek. VIHAMKATOp HaYHeT MopraTb, UHPOpPMMpyYs
no/ib30BaTe/s, YTO FOTOB K Nepek/IIoYeHUIO Ha C1eA YoM pexum ceapku. Ecan
nepenpbirHy11 Heo6X0AUMBbIA pexKnM CBapKuW, MOBTOPHO HaXMUTE KHOMKY 4 - PEXUMbI
nepek/to4aloTCsA Mo KPyry;

- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKyLL M1 OCHOBHOM NapameTp — 3TO TOK CBapky;

- NPY HEOHBXOAUMOCTH MOXHO PeryIMpoBaTh AOMNOJHUTEbHbIE YHKL UM CBAPOYHOTO
npouecca, NopsAj0K U3MeHeHMs cMOTpuTe B N.6.1

~220V / 230V SNEKTPOAOAEPXATE/b

-~

BHumaHume! B pexxnme ceapku PAC "MMA” nocne Toro, kak ceTeBoM Bblk/to4aTesb
nepek/iloYeH B MOMIOXEHWEe «I», LITYYHbIN 3/1eKTPOJ HaxXOAWUTCA MoJ HanpsxeHuem. He
npuKacanTecb 31eKTPOAOM K TOKOMPOBOAALLUM UM 3a3eMNEHHBIM NpeMeTaM, TakuM Kak,
Hanpumep, KOpMyc CBapoOYHOro annapata u T.4., Tak Kak annapaT BOCMPUMET 3Ty CUTyaLuio
KaK CUrHaa K CTapTy CBapOYHOro npotecca.

3.1 LK1 CBAPOYHOI'O NMPOLLECCA - MMA

LA U KHee dut 2

t,cex
MopsAoK M3MEHEHNS 3HaYeHNs tobon GyHKLUKM cMOTpUTe B N.6.1
3.2 QYHKLUMNA FOPSIYMN CTAPT «HOT-START»
MpenmyuiecTsa:
-yNydLlleHMe 3aXMraHns Jaxe npu NCnoib30BaHUM NI0X0 3aXKMraloWNXCA 3/1eKTPOA0B;
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-bosee KayecTBEHHOe MpOM/aB/JeHNe OCHOBHOrO MaTepuasa BO BpeMsi 3aXuraHus,
cef0BaTe/IbHO, MeHbLUe HENPOBAPOB;
-NpeAoTBpaLLEHNE LLIAKOBbIX BKIOYEHUN;
-py4Hasn HaCTpof/'IKa: NO3BO/IAET YCTAHOBUTb YPOBEHb CIDYHKLI,VIVI Ha MMHWNMaJIbHOE 3Ha4YeHue,
YTO CUABbHO YMeHbLlaeTcAd n0Tpe6neHV|e SHeprun B Ha4ya/lbHbIA MOMEHT noaxwura,
6iarogapsa 3ToMy No3BOJ/IAET UCTOYHUKY CTAPTOBATb HA 3HAYEHUSIX CETEBOMO HaNpsXKeHUs
6/M3KOr0 K MUHUMaNbHO BO3MOXHOMY, OAHAKO CHUXAET Ka4yeCTBO MOMEHTa MOAXMra
(annapaTt cTaHoBUTCS NojobeH TPaHCPOPMATOPHOMY UCTOYHUKY, HO B OMpPegesieHHbIX
CUTYaLMAX 3TO e4AMHCTBEHHO BO3MOXHbIM cnocob). Takxke MOXHO yBeNNUYNTb GYHKLUIO A0
MaKCMMaIbHOIO 3Ha4YeHUs A5 el é 6o/bluero yayylweHns MOMeHTa nogxwra (npu pabote
oT xopoluen ceTn). Ho He 3abbiBaliTe, YTO MOBbILWEHHBIM TOKOM 3TOW GYHKLMUM MOXHO
NpoXxeyb U3genne npu cBapke TOHKMX META/I0B, MOSTOMY PEKOMEHAYEM B 3TOM CUTyaL MK
yMeHbLWaTb «"opsaunit cTapT».

Yem AOCTUraeTCca: B TeyeHne KOPOTKOro BpeMeHU B MOMEHT NoJXura Ayru
CBApOYHbIV TOK YBE/IMUMBAETCS Ha YCTAHOBJIEHHBIV MO YMOJYAHUIO YPOBEHb +40%.

Mpumep: cBapka 371eKTPoA0M D3MM, YCTAHOBNEHHOE OCHOBHOE 3HaYeHne
CBApOYHOro TOKa cocTaBaseT 9oA.

Pe3ysnbTaT: TOK ropsvero ctapta bygeTt cocTaBnsTe QoA + 40% = 126A.

B 40NOAHUTENBHBIX HACTPOMKAX MOXHO M3MEHSATb KaK cuiy «opsyero ctapta»,
Tak u Bpemsi «lopsyero cTapTa». be3 HagobHOCTM He 3aBbiwanTe cuay W BpeMms
cpabatbiBaHusi «lopsyero ctapTa», MOTOMY 4TO Ha 60O/bLUMX NpegesibHbIX 3HaYeHUsX
TpebyeT OYeHb CU/ILHOM MUTalOWEN CeTW, @ NpU OTCYTCTBMM XOPOLLEN CeTu, Mpouecc
noAxura gaxe 6yseTt cpbiBaTbCS.

MopsaAOK M3MeHEHUs 3HauyeHus Nto6ol YHKLMM B TeKylem pexume CBapku
cMoTpuTe B N.6.1

3.3 OYHKLUNA POPCAX AYTU «ARC-FORCE»

Mpenmyuectsa:

-noBblleHMe CTabuibHOCTU CBapKU Ha KOPOTKOM AyTe;

-y/lydLIeHWe KanasmnepeHoca MeTas/la B CBapOYHYHO BaHHY;

-yIyULWEHWE 3aXUTaHUs AYTY;

-yMeHbLIaeT BEPOATHOCTb 3a/IMMNaHNUS 3/1eKTPOAA, HO 3TO He GYHKLUNSA «AHTUNPUANMAHUSY,
0 KOTOPOW Mbl MOrOBOPUM B C/IeAYIOLLEM MYHKTE;

-pYyYHast HACTPOWMKa: NO3BOJISIET YCTAHOBUTb YPOBEHb PYHKLMU HA MUHUMAJ/IbHOE 3HAUYEHME,
UYTO HE3HAUYUTesIbHO, HO CHWXaeT noTpebneHne 3SHeprum, a TakXe KOHLEeHTpaLuo
TENIOBNOXEHUS! MPU CBAapKe TOHKWUX METa/IoB, 3TO MOHUXAET BEPOSTHOCTb MPOXMra,
OZHAKO WM CHWXAeT CTabuUAbHOCTbL FOpPeHUs Ha KOPOTKOW ayre (annapaT CTAHOBUTCH
nosobeH TpaHcHOpPMATOPHOMY MCTOUHMKY). TakXKe MOXHO U YBEANUUTb GYHKLUIO A0
MaKCUMMa IbHOrO 3HAYeHUs A9 el é 6onbluer CTabUAbHOCTU FOPEHUSI HAa KOPOTKOM Ayre, HO
3T0 TpebyeT NyuLlen NMTalOLWEN CETU U YBEJIMYMBAETCS BEPOSTHOCTb MPOXMUIa U3 enus.
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Yem gocTUraeTcs: NPy CHUXKEHUM HanpPsXkKeHUs Ha Ayre HUXe MUHUMalbHO
AOMYyCTUMOro ANst CTabUNbHOro ropeHunst yru, CBapoUHbI TOK BO3pacTaeT Ha
YCTaHOBJIEHHbIM M0 YMOJIYaHMIO YPOBEHb +40%.

B A0OMO/HUTENBbHBIX HACTPOMKAX MOXHO U3MeHsATb Kak cuny «Popcaxa Ayruy, Tak
1 «ypoBeHb cpabaTbiBaHMsA» 3TON PpyHKUUW. Be3 Hag06HOCTM He 3aBbliLLaiTe CUy 1 ypoBeHb
cpabatbiBanna «Popcaxa Ayri», NOTOMY YTO 3TO Ha 6ONbLWNX NpejesibHbIX 3HaYeHUAX,
ocobeHHO npu cBapke TOHKMMU 3/1eKTpoAamMu MeHee @3,2MM, BAUsieT Ha cpabaTbiBaHUe

bYHKLMU «KAHTUNPUAMNAHUS» KOTOPYIO byAeM paccMaTpMBaTb B C/1eAYIOLLEM MyHKTe.
U,V“

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

3.4 DYHKU NS AHTUNPUIUNAHUNA «ANTI-STICK»

Mpy HaYaNbHOM NOAXWre AYrv 3NeKTPOJ MOXeT NpuaunaTh, NPUXBaTLIBATLCS K
n3gennio, 3TOMy NpensTCTBYOT MHOMO PYHKLMIA B annapaTe, HO Takoe BCe-Taku MOXeT
MPOM30OMTK, YTO B CBOIO OYepesb MPUBOAMUT CHayaNa K packaleHuto, a B Noc/ieAyiolem u
nopye 3/1eKTPOAa.

B Takol cutyaumm B saHHOM annapaTe cpabaTbiBaeT PyHKUMSA KAHTUNPUAUNAHUS»
BCTpoeHHas u paboTatowas B pexvme PAC "“MMA" nocTosiHHO, KoTopas yepes 0,6...0,8cek
nocsie BbISIBJIEHWS 3TOrO COCTOSIHUS, CHUXAeT CBAapPOYHbIM TOK. Tak Xe 3To obneryaer
CBapLLMKYy BO3MOXHOCTb OTAENNATb (OTPbIBaTh) 3/1eKTPos OT usgenus 6es pucka obxeub
r71asa C/ly4arHbiM NOoAXUroM Ayru. lNocie oTaeneHns 31eKTPoAa OT U3jesns, npouecc
CBapKu MOXeT BbiTb HecnpensaTCTBEHHO NPOA0/IKEH.
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3.5 ®YHKLUSA PEFYIMPOBAHUS HAK/IOHA BOJIbTAMIMEPHOMN
XAPAKTEPUCTUKN

OSTa ¢yHKUMS B NepByl0 ouyepeAb MNpejHasHavyeHa Aasi KOMPOPTHOW CBapKwu
3/1eKTPOAaMM C Pas/IMYHBIMU TUMNaMM NOKPbLITUI. [0 yMOAYaHMIO HAKIO0H BOJIbTaMMePHON
XapaKTepPUCTMKN  yCTaHOB/MEeH Ha 3HadveHne 1,4V/A  4TO COOTBETCTBYET CaMbiM
pacnpoCTpaHeHHbIM 3/1eKTPOAaM C PyTWUAOBbIM TunoM nokpbitma (AHO-21, MP-3). Jns
6onee koMmbopTHOM paboTbl 3/1€KTPOAAMU C OCHOBHbLIM TUMOM NokpbiTua (YOHW-13/45,
JIK3-70), He siBAsieTcs 06A3aTe/IbHBbIM, HO PEKOMEHAYEM YCTAHOBUTb HAKJ/IOH Ha 3HaYeHue
1,0V/A. B cBoto oyepeAb 31eKTPOAbI C Le/t0N103HbIM TUnoM nokpbitna (LiLi-1, BCL-4A),
Aaxe TpebyloT yCTaHOBUTb HAK/IOH BOJIbTAMMEPHOM XapakTepUCTUKM Ha 3HayeHue
0,2...0,6V/A 1 Npu 3TOM MHOrAa HEOOXOAMMO MOAHATUE YPOBHS CcpabaTbiBaHUs GyHKL UM
«Dopcax gyru» BNAOTb 4,0 3HaYeHWs 18V.

MopsaAoK M3MeHeHUs 3HavyeHus Nobol GyHKUMM B TeKylleM pexume CBapKu
cmoTpuTe B n.6.1

3.6 DYHKLMNA CBAPKA HA KOPOTKOW AYTE

3Ta PyHKLMsA 0cODEHHO aKTyasibHa NMpu CBapke MOTOJIOYHbIX LWBOB, KOrAa HYXHO
uTObbl HE CUNBLHO TsIHY/Nacb CBapoyHas gyra. /s 3Toro B anmapaTe npejycMoTpeHa
BO3MOXHOCTb BKIIOUUTL GyHKLMIO «KopoTkas gyra» B nonoxeHue “"ON”. Mo ymonyaHuio
OHa HaxoauTca B nosoxeHun "OFF”. Mopasok M3MeHeHUs 3HaYeHUs ntobol GyHKLUK B
TeKyllem pexume cBapki cMoTpuTe B n.6.1

3.7 OYHKLUA BJIOKA CHUXKEHUA HANPSAXKEHUNA XONOCTOo XO4A

Mpu npoBeseHWM CBapoYHbIX paboT B EMKOCTHAX, LMUCTEpHax W TaM, rae
HeobxozMMa MoBbIWEHHas cMcTemMa 3/1ekTpobesonacHoCcTH, MoXeT ObiTb akTMBMPOBaHa
DYHKLMA CHUXKEHUS HAMPAXKEHMS XOJI0CTOMO XOA3.

Mpv oTpbIBE 3/1€KTPOAA OT U3AeNNs, Yepes 0,1 CeK HanMpsXeHWe Ha KJeMMax UCTOYHMKA
CHMXaeTcs A0 6e30MacHOro ypoBHs Huxe 12B.

[ns 3Toro HeobxoAMM 610K CHUXEHUS HAMPSXKEHUST XON0CTOrO XOAa, KOTOPbIV
€CTb B 3TON Mogenn o60py0BaHMs, HO MO YMOYaHUIO HAaXoAUTCS B nosioxeHun “OFF”, To
€CTb BbIKJ/IIOYEH, TaK Kak U3BECTHO, YTO BK/tOUEHUe Mto60oM nogo6HoM GyHKL MM HECKOIBKO
YXYALWAeT MOAXUT AYTU.

MopsaaoK M3MEHeHUst 3HauyeHWs bon YHKLUM B TeKyleM pexume CBapKu
cmoTpuTe B N.6.1

3.8 DYHKUUNA CBAPKA UMNYJ/IbCHbIM TOKOM

3Ta GyHKUMSA NpeAHa3HaveHa A5 obneryeHns KOHTPOIA CBapOYHOro NpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXEHWUAX OT/IUUHBIX OT HWXHEro, a TakXe MpW CBapke LBETHbIX
meTasnoB. Bo3gencTsBMe  MPOMCXOAMT  HEMoCpeACTBEHHO Ha  MepeMeliMBaHue
pacniaB/ieHHOro MeTaj/1a WBa M Ha MepeHOC Kanjiu B CBAPOYHYIO BaHHY, a 3TO B CBOIO
oyepegb Ha cTabuabHOCTL GOPMUPOBAHMSA LWBA W Mpouecca cBapku. Jpyrumu cioBamy,
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3TOT Npouecc B HEKOTOPOM CTEMEHW 3aMeHSIET ABWXEHNS PYKU CBapLLMKa, 0COBEHHO 3TO
BaXHO B TPYAHOAOCTYMHbIX MecTax. OT NpaBW/ILHOCTM HACTPOMKKM 3aBUCUT dopmMa U
KayecTBO GOPMMPOBAHMS LB, YTO YMEHbLUAET BEPOSITHOCTb MOSIB/IEHUS MOP U yMeHbLUaeT
3ePHUCTOCTb CTPYKTYPbI, @ 3TO YBE/IMUMBAET MPOYHOCTb CBAPHOIO COeAMHEHMS.

Jns peanvsauunm 3ToM GyHKLUM B annapaTe HYXHO CHavasla BKIIOYNTb PEXUM Ny/ibcalum
Toka [Po.P], nepeBectn n3 coctoaHua "OFF” B coctosinne “"ON”, a Takxe 3asaTb YeTbipe
napameTpa: Tok umnyaeca [1.iP], Tok nay3el [I.PS], yactoTy nyascaumm [Fr.P]un cooTHoweHmne
uMnyabc/naysa (Mam «ckBaxHocTb») [dut]. Mo ymonyaHuto yactoTa nyabcauun [Fr.P] u
«CKBaXHOCTb» [dut] Ha caMblX pacnpoOCTpaHeHHbIX 3Ha4YeHUAX 5.0 L, 1 50% COOTBETCTBEHHO.
Mpn wn3meHeHMM napameTpa "CKBaXHOCTb" OT 50%, BHOCUTCA aCMMMeETPUS MeXAy
BpeMeHeM MMIMy/ibCa TOKa M BpeMeHeM "nay3bl" Toka:

no YMOAYaHUIO

"ckBaxHocTh" [dut] = 5o0% "ckBaxkHOCTL" [dut] = 20% "ckBaxHOCTL" [dut] = 70%
LA LA iy
50% | 50% |a 80% |—| I—l 70% EI I—
o~ ™
t,cex t,cex t,cex

JlaHHble MapameTpbl YCT@HAB/AMBAKOTCA B PAs/IMYHLIX CUTYaLUsX MO-PasHOMY,
cornacHo TpeboBaHuAM cBaplymka. MopsAoK M3MEHeHUs 3HauyeHus abon GyHKLMKM B
TEKyLLEM pexXuMe CBapKuU CMOTpUTE B M.6.1

4. CBAPKA B APIOHE (APT «TIG»)

BHumaHue! Mo ymonvaHMIo yCTaHOB/IEH LMK CBapOYHOro npoLlecca
TIG-2T cMOTpUTE NYHKT 4.2.1.

B KayecTBe 3aWMTHOrO ra3a NPMMEHSETCS Yalle BCEro YNCTbIN aproH "Ar", nHorga
rennn "He", a Takxe nx cMecb B pas/inyHbIX Nponopuusx 40%Ar + 60%He.
HE ,ZI,OFIYCKAIZTE MCMNo/ib30BaHMe roproymx rasos! lcnoanb3oBaHne Apyrux rasos TObKO
MO COr1acoBaHMIO C MPOU3BOAUTENEM 060PYAOBaHMS.

BHumaHue! Mpu annTtenbHbix Tokax 6osiee 150A HeO6XOAMMO NPUMEHSTb FOpesKy
C BOASAHbIM oxnaxaeHuem! MpuobpeTaeTcs oTaebHO BMecCTe ¢ 6710KkoM oxaxzeHns!

BHumaHue! BosibdppamoBbIN 371€KTPOA HYXHO 3aTauuBaTb B «UIy» U 4acToM
oLNOKOM ABASIETCS 3aTOYKA 31eKTpoAa B "ocTpme", Ayra npu 3TOM MMeeT BO3MOXHOCTb
"BUNATBL" M3 CTOPOHBI B CTOPOHY. NpaBUAbHON 3aTOYKOWN IBAAETCS C/erka NpUTYMNIEHHbIN
HOCMK M YeM MeHble "NATOYEK", BblAEPXKMBAIOWMIN YCTAHOBAEHHbIA TOK, TeM Jyudlle.
MoMHUTe, 4TO NpU 6ONBLIMX TOKAX CBAPKWM OYeHb CUAbHO 330CTPEHHbBIN INEKTPOZ, NIErko
OMnaB/feTcs, M3-3a Masol TennooTAaun. Tak Xe «pPUCKM» OT 3aTOYKU [JOJIXKHbI
pacrnonaraTbCsi BAO/b OCK 3/1eKTPoja.
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4.1.1 LLWK/1 CBAPOYHOI'O NMPOLLECCA - TIG-LIFT

b b mh
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MopsAoK U3MeHEeHUs 3HaYeHNs 1toboM GyHKLUKM cMOTpUTe B M.6.1

LA

Ar+He
He

~220V / 230V

(3
-

APrOHOBAS

MopsZoK NoArOTOBKM annapaTa k paborTe:

- BCTaBUTb Kabeb ropesiku B rHe34,0 UCTOYHMUKA B «—»;

- BCTaBUTb Kabesib «3eM/s» B THE3/,0 UCTOYHMKA A «+»;

- IPUCOEAMHUTL Kabesib «3eMAA» K U3AE/INIO;

- YCTaHOBUTb peAyKTOp Ha ra3oBbii 6asoH;

- MOAK/IIOUYNTb ra30BbIl LWIAHT FOPesiKK K peAyKTopy ra3oBoro 6as1oHa;

- OTKPbITb KpaH razoBoro 6an/10Ha, NpoBEPUTL FrepMEeTUYHOCTb;

- NOAKMOUYNTL CETEBOM LTeKep K CeTU NMUTaHUS;

- CeTeBOM BbIk/lo4aTe b 8 Ha 3aZHel NaHe /I NepeBecTy B NOIOXeHNe «|»;

- C MOMOLLbIO KHOMKM 4 yCTaHOBUTe pexxnm cBapku APT «TIG», pexuMbl nepekatoyatoTcs

Mo Kpyry;

- ycTaHoBUTe QyHKUMUIO KHOMKK ropesnku TIG-LIFT, gna 3Toro kHomky 3 Heobxozumo
HaXMMaTb A0 MOSIBAIEHWS HA WHAMKATOPE «PEXUM KHOMKU» M C MOMOLLbI KHOMOK 2
ycTaHoBUTb pexxum LIFT. Ecan fosro He npeanpuvHUMaTh HUKAKUX AEMCTBMIM anmapaT
BbIMAET M3 3TON YHKLUM, BEPHYTbCS MOXHO TeM Xe MyTeMm, eCNn MepenpbirHy/u
HEeOOXOAMMbIN PEXMUM KHOMKMW, MOBTOPHO HAaXNMalMTe KHOMKY 4 - GYHKL MKW Nepek/toYatoTcs
Mo Kpyry;

-noc/sie BbIXOAa annapaTa Ha OCHOBHOW NapaMeTp, C NMOMOLLbIO KHOMOK 2 YCTaHOBUTE TOK
CBapKy;
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- IPY HeOb6XOAMMOCTM MOXHO PEery/iMpoBaTh OCTa/IbHble A4OMNONHUTE/IbHbIE GYHKL UK
CBapOYHOro rnpoLecca, NopsA0K M3MeHeHUst CMOTpUTe B M.6.1

BHumaHue! [openka aproHoBas 4,0/kHa ObITb BEHTU/IBHOTO TUMA, C GaNoHEeTHBIM
pasbeMoM P13MM. MakCMaIbHbIN TOK ropesiku BolbupanTe no ceoum pabounm
TpeboBaHuAM.

4.1.2 QYHKLUUNA NOAXKUTA AYTU TIG-LIFT

3T1a ¢yHKUMs pa3paboTaHa A/f rOpenok C KOHTAKTHbIM MOAXUIom Ayru, 6es
MCNONb30BaHMUA OCUMANATOPOB WM T.M. YCTPOWCTB, HO B OT/MYMM OT KIACCMYECKOrO
KOHTaKTHOro cnocoba NosIHOCTbIO YCTPaHAET YA apHbIA TOK B MOMEHT NMOAXKMIa, a 3TO B pasbl
YMEHbLUAEeT paspyLieHNe HeMnnaBswWwerocs Bo/bGpaMoOBOro 3/71eKTposa U nonajaHue ero
BKJ/ItOUYEHWI B CBAPOUHBIN LLIOB, YTO AIBJSIETCS OYEHb HEraTUBHbLIM ABJIEHUEM.

BHuMaHue! BeHTnb Ha ropesike Hy>XHO OTKPbIBaTb CAMOCTOSATE/IbHO ,0 MOMEHTA
CBapKM 1 3aKpbiBaTb NOC/E 3aBepLUEHMA npoLecca.

Cnocob npumMeHeHUs AaHHOW PYHKUMM  3aKIIOYAETCS B  MPUKOCHOBEHMUM
3/1eKTPOAOM K U3AENI0, MPU 3TOM YA ep>XMBaTb 3/1€KTPOJ B 3TOM MONOXEHUN MOXHO A0
6eCcKOHeYHOCTU U KOrAa NoJ1b30BaTe /b MOCYMTAET YTO FOTOB K Hayany cBapku (Hanpumep:
OnyCTUA 3alMUTHYIO MacKy Ha r/7asa M XOpOWO NPOAY/J MeCTO 3alUTHbIM rasom) TO
AoctaTo4yHo Havatb MEJJIEHHO nogHvMaTh OCTpre 3aTOYEHHOrO 3/1eKTPoa OT U3 enuns.
AnnapaTt onpegennT 3TOT MOMEHT 1 BOCNPUMET KaK CUIrHa K CTapTy NpoL,ecca CBapkn, TeM
cambIM HayHeT MJTIABHO noBbiwaTh CBapOYHbIN TOK A0 YCTAaHOB/NEHHOIrO 3HAYeHUs, YeM
6onblle OCHOBHOM pabounii TOK, TeM ObiCTpee HYXHO MNOAHMUMATb 3/71E€KTPOA, WHaye
onnasutca. Bpems nnaBHOro HapacTaHWA Toka AO YCTAHOB/JEHHOIO 3HayeHuUs Mbl
PaccMOTPUM B MOCNEAYIOLLEM NYHKTE.

4.2.1 LMK/ CBAPOYHOI'O NMPOLECCA - TIG-2T
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MopsAoK U3MeHeHUs 3HaueHUs 1tobon GyHKLUKM cMOTpUTe B 1N.6.1

~220V / 230V

APrOHOBAS

MopsZoK NogroToBKM annapaTa k paborTe:
- BCTaBUTb Kabenb ropesku B rHe3f0 NCTOYHNKA B «—»;
- MPUKPYTUTb MIOTHO WTYLLEP ra3a OT aproHOBOM rOpesiku K rHe3ay 6 (cneBa);
- BCTaBUTb pa3b&M KHOMKM YNpaB/ieHWNs ropesku B rHe340 7 (cnpasa);
- BCTaBUTb Kabenb «Macca» B FHE3/,0 UCTOYHMKA A «+»;
- NPUCOEAMHUTbL Kabeslb «MacChbi» K U3AEeNuio;
- YCTaHOBUTb pPeAyKTOp Ha ra3oBbii 6a/oH;
- MOAK/IIOUYNTb ra30BbIl LWAHT K peAyKTopy ra3oBoro 6ai/oHa v WTyLepy Ha 3a4Hen
naHe/ I UCTOYHMKA;
- OTKPbITb KpaH rasoBoro 6an/10Ha, NPOBEPUTL FrePMETUYHOCTb;
- MOAK/IIOUNTL CETEBOM LUTEKEP K CETU NUTaHWS;
- ceTeBOW BblK/ItOUaTe b 8 Ha 3a/Hel NaHe M NepeBecTy B NOJ0XeHNe «I»;
- C MOMOLLbIO KHOMKW 4 YCTAHOBUTE PexuM cBapku «TIG», pexunmbl NepekaoyaoTcs no
Kpyry;
- ycTaHoBUTE YHKUMIO KHOMKM ropenkn TIG-2T, ans 3Toro KHomKy 3 Heobxogwmmo
HAXMMaTb 4O MOSIBAEHUSA HAa WHAMKATOPE «PEXMM KHOMKM» M C MOMOLLbIO KHOMOK 2
ycTaHoBuTb 2T. EC/IM f0Aro He NpeAnpvHUMATbL HUKAKUX AEUCTBUIM annapaT BblMAeT 13
3TON bYHKLUW, BEpPHYTbCS MOXHO TEM Xe MyTeM, ec/ivM NepenpbirHyiv HeobXxoAuMbIi
PEXMM KHOMKM, MOBTOPHO HAXMMaMTe KHOMKY & - YHKL MM NepekNtoyaoTcsa Mo Kpyry;
-noc/sie BbIXOAa annapaTa Ha OCHOBHOW NapaMeTp, C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TOK
cBapky;
- PV HEOBXOAMMOCTU MOXHO PEryIMpoBaTh AOMNOHUTE/bHbIE GYHKL MW CBAPOYHOMO
npoLecca, NopsiZ 0K U3MeHeHUst cMoTpuTe B M.6.1

BHumaHue! [opesika aproHoBas 40/kHa 6bITb KHOMOYHOrO TUMA, ¢ HaOHETHbIM
pasbemMoM @13MM. MakcMManbHbIM TOK ropesiku BblbupalTe Mo cBoum paboyum
TpeboBaHusM. B koMniekTe Cc annapaToM NocTaBAseTCs.
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4.2.2 QYHKUWNA KHOMKW HA TOPEJIKE TIG-2T

Mpu HaxaTUM KHOMKWM Ha ropesike CUrHaji YynpaBjeHWs nocTynaeT B 60K
ynpaB/ieHus, KOTopbi oTpabaTbiBaeT ¢GyHKLMIO NPeAnpoOAYyBKM Fa3oM 30Hbl CBapKwu
(BK/tOYaET K/1anaH rasa) 1 € 3aZ,ep>XKoM NogaeT CUrHa Ha BK/OYEHWe UCTOYHMKA, B ITOT Xe
MOMEHT MOAAeTCs BblCOKOYACTOTHbLIN BbICOKOBOJ/IbTHLIM WUMMYAbC ANA NOAXMUra Ayru.
OtpabatbiBaloTcs BCe ocTasibHble GyHKLMM (MOAPOBHO MX PacCMOTPUM B C/eAytolmux
MyHKTaX) COrNIaCHO LMKy CBapOYHOrO NpoL,ecca, NpuBeeHHOro Bellwe. Mocsie oTnyckaHus
KHOMkw, oTpabaTbiBaeTcss GyHKLMA NNABHOMO CnaZaHWsi TOKa U UCTOUYHMK BbIKIIOYAETCS.
Mocne aToro oTpabaTbiBaeTcs GyHKLMA NOCAENPOAYBKM Fa30M 30HbI CBapKU (C 3azep>KKon
OTKJ/IlOYaeTCs KNanaH rasa).

4.3.1 LMK/1 CBAPOYHOIO MPOLLECCA - TIG-4T
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MopsZoK NoAroTOBKM annapaTa K paborTe:
- BCTaBUTb Kabenb ropesiku B rHe34,0 NCTOYHMKA B «—»;
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- IPUKPYTUTb MJIOTHO WTYLLEP ra3a OT aprOHOBOM ropesiku K rHe3ay 6 (cnesa);
- BCTaBMTb pa3b&M KHOMKM yNpaB/eHWNs ropesikv B rHe30 7 (crpaBsa);
- BCTaBUTb Kabesib «3eMAs» B THE3/,0 UCTOYHUKA A «+»;
- IPUCOEAMHUTDL Kabeslb «3eMAA» K U3Ae/NI0;
- YCTaHOBUTb peAyKTOp Ha ra3oBbli 6an/ioH;
- MOAK/IIOUYNTL ra30BbIl LWAAHT K peAyKTopy ra3oBoro 6ai0Ha v WTyLepy 9 Ha 3aHel
MaHe/ I UCTOYHMKa;
- OTKPbITb KpaH ra3oBoro 6as10Ha, NPOBEpPUTL FrepMETUYHOCTb;
- NOAKJ/IOUNTL CETEBOM LUTEKep K CeTU MUTaHus;
- ceTeBOM BblK/IlOYaTe b 8 Ha 3a/Hel NaHeAn NepeBecTn B NoN0XeHMe «l»;
- C MOMOLLbIO KHOMKW 4 YCTaHOBUTe pexum cBapku «TIG», pexumbl nepekatoyaoTcs no
Kpyry;
- ycTaHoBUTe QYHKUMIO KHOMKM ropenkun TIG-4T, Ana 3Toro KHomky 3 Heobxogumo
HaXMUMaTb 0 MOSIBJEHUS Ha WHAMKATOPE «PEeXUM KHOMKM» U C MOMOLLbIO KHOMOK 2
ycTaHoBUTb 4T. ECiM f0Aro He npeAnpvHUMATbL HUKAKUX AEMCTBMIM annapaT BblMgeT U3
3TON QYHKLMKN, BEPHYTbCS MOXHO TeM Xe MyTeMm, eC/M MepenpbirHy/iv HeobxoaMMbIN
PEXMM KHOMKK, MOBTOPHO HaXMUMaWTe KHOMKY 3 - GYHKL MM NePeKIoY4aloTCs Mo KPyry;
- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE TeKYLL MM OCHOBHOM NapaMeTp — 3TO TOK CBapk;
- PV HEOBXOAMMOCTU MOXHO PEryMpoBaTh AOMNOJHUTE/IbHbIE GYHKL MW CBAPOYHOMO
npouecca, NopsA0K U3MeHeHNs cMoTpuTe B N.6.1

BHumaHwme! [opesika aproHoBas f0/1xHa OblTb KHOMOYHOrO TUNa, ¢ 6aiOHETHbLIM
pasbeMoM @13MM. MakcMManbHbI TOK ropesku BblbupaliTe Mo cBouMM paboumm
TpeboBaHuMsAM. B koMniekTe c annapaToM NocTaBAseTCA.

4.3.2 QYHKL A KHONKW HA TOPENIKE TIG-4T

Ob6pabaTbiBaHWe HaXaTUs KHOMKWU yrpaBaeHWUs Ha ropesike MPOUCXoAMUT Nojo06HO
TIG-2T (CM. NYHKT 4.2.2), HO €CTb NepBOe OT/IMYNE B HaYajle CBapKu - NOKa yAepXuBaeTtcs
KHOMKa BO BpeMs MepBOro HaXaTus, nNpeAnpoAyBKM ra3oM 30Hbl CBapkm W
BbICOKOBOJIbTHOIO MOZXUIa Ha BbIXOZE UCTOYHMKA ByAeT MOCTOAHHO npeABapUTesIbHbIN
TOK (AeXypHas Ayra), TO/bKO Mocae OTNYyCKaHWSA KHOMKM HayHeTCs NpoLecc HapacTaHus
TOKa W UCTOYHUK BbIAeT Ha paboumnin ToK, TO eCTb KHOMKY He Haj0 YAEepXMBaTb BO BpPeMs
pabouero Toka. BTopoe oT/AMuMe B KOHLLEe CBapKW - MOC/e BTOPOrO HaXaTUsi KHOMKM
ynpaB/ieHNa Ha ropeske, HaYnMHaeTCa Crnaz Toka A0 YPOBHA TOKa 3aBapku KpaTepa v noka
KHOMKa yAepXunBaeTcs, TOK HaXOAMTCS Ha 3TOM ypoBHe. llocne yxe BTOPOro oTnyckaHma
KHOMKMW, UCTOYHMK OTK/Ito4aeTcs U oTpabaTbiBaeTcs GyHKLMUA NOCAENPOAYBKM ra3oM 30HbI
CBapKMU (C 3a4ep>KKOM OTK/IIOYAETCA K1anaH rasa).

4.4 QYHKUNA NPEA-MPOAYBKU 3ALLUTHLIM FA3OM

OTa ¢yHKUMA HeobxoaMMa ANS 3alMTbl 30HbI CBapKWM OT BPEAHOrO BAUSAHMUSA
aTMocdepHOro BoO3AyXa M 3aKNlOYAeTCs B NpPeABapuUTesIbHOM MPOAYBKE 30Hbl CBapKM
3alMTHBIM Fa30M nepey 3aXuraHWem CBapoyHOW Ayru. Mo ymonvaHuio «Bpemsi mpej-
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MPOAYBKM» YCTAHOB/IEHO Ha 3HAYeHWe 2,0 CeK, 3TO 3HaYeHWe MOXHO B 06O MOMEHT
M3MEeHUTb N0 CBOEMY YCMOTPEHMIO.

MopAaAoK M3MeHeHUs 3HauyeHus obor GyHKUMM B TeKylleM pexume CBapKu
cmoTpuTe B n.6.1

4.5 OYHKL A NPEABAPUTE/IBHOIO TOKA (A4EXYPHAS AYTA)

3Ta ¢yHKuMa Heobxoguma Ans yAo0bCTBA MO/Ib30OBAaHWS FOPENKOW B MOMEHT
nogxwra Ayru. MNo3soaseT HauMHaTb NPOLLECC CBaPKM C MasblX 3HAYEHWI TOKA, 3Ha4YeHUe
KOTOPOro TO/IbKO MOAAEPXKMBAET MPOLLECC, HO HE BHOCUT CEPbEe3HbIX BAOXKEHUIN Tenaa u He
npoxuraet nsgenme. MoXxHO npejBapuTeibHO NOAOIrPeTb MECTO CBapKK, B C/ly4ae pexmnmMa
KHOMNKW TIG-4T. Mo ymonuaHuio NpesBapuUTENbHbIN TOK YCTAHOB/IEH Ha YPOBEHb 20A.

MopsaAOK WM3MeHEHUs 3HauyeHus 6ol GYHKUMM B TeKyLeM pexume CBapKu
cmoTpuTe B n.6.1

4.6 ®YHKLNA NNABHOIO HAPACTAHUSA CBAPOYHOIO TOKA

3Ta PyHKLMS KPOME SKOHOMUM pecypca 3/1eKTPOAa U B HEKOTOPOM CTeNeHM camoin
ropesiku, TakK e Heobxoauma Aas yz06cTBa MO/Ib30BaHUA rOpesikol. YcTpaHseT
obpasoBaHMe Ha4ya/IbHOrO pacn/ieCcKMBaHWsi CBAPOYHOM BaHHbI, @ Tak Xe 3@ yCTaHOBJ/IEHHOe
BPEMS NJ1aBHOI0 HapacTaHWA ToKa (B c1y4ae pexxunma KHonku TIG-2T) MOXHO TOYHO HaBeCTH
ropesiky Ha HeobxoAMMoOe MecTO CBapkW, Tak Kak MecTo nojxura Ayrn B 0cobo
OTBETCTBEHHbIX W3AENNAX He BCerja HaxoAuTCAa B MecTe CBapku, WM MOXHO gaxe
npeABapuTeIbHO MOAOrpeTb MecTo CBapku. 10 YMONYAHMIO HAXOAWUTCSH B MOAOXKEHUM
“OFF”, To ecTb pYHKL WA BbIK/OYEHA.

MopsafoK M3MEHeHUsi 3HaueHUst No6oN PyHKLMM B TeKylleM pexume CBapKu
cMoTpuTe B N.6.1

4.7 OYHKL A NNTABHOIo CNAAAHUA CBAPOYHOIO TOKA

31a ¢yHKUMS HeobxoauMMa ANS  yAydylleHWs Mpouecca 3aBapku  KpaTepa,
obpasytoLierocs nog AasjaeHMeM OCHOBHOMO paboyero Toka CBapo4HOM Ayru U 3TOT KpaTep,
SIBNSIeTCA 3apoAbllueM AedeKToB CBApOYHOro LWBa, 3TO KpalHe HeraTMBHOE siB/IEHMe.
MosToMy 3a YCTaHOB/MEHHOE BpeMs MJaBHOMO CMajaHUs TOKa MOXHO 3aBapuTb
obpasoBaBluytocs pakoBuHy. Mo ymonyaHuio Haxoautcs B noaoxernun “OFF”, To ecTb
dYHKLMS BbIK/IOYEHA.

Mopsagok M3MEeHeHUs1 3HauyeHWUs 6o GYHKUMM B TEKYLLEM pexume CBapKu
cmoTpuTe B N.6.1

4.8 OYHKLNA TOKA 3ABAPKU KPATEPA

3Ta $yHKUMA HeobxoaMMa ANA yKasaHWs YpPOBHS A0 KOTOPOro cragaeT ToK Mo
OKOHYaHMKM MpoLecca cBapku. Heobxoaum ans nposeseHUs 3aBapku KpaTepa B C/yyae
pexuma kHomnkn TIG-4T (Mpy BTOPOM yAep>XXaHuW KHOMNKK Ha ropesike). [1o ymMoa4yaHuio Tok
3aBapKu KpaTepa yCTaHOBJ/IEH Ha YpOBeHb 20A.
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MopAaAoK M3MeHeHUs 3HauyeHus obor GyHKUMM B TeKylleM pexume CBapKu
cmoTpuTe B n.6.1
4.9 OYHKLNA NOCNE-NPOAYBKU 3ALLLUTHBIM TA30M

OTa yHKUMA 3aK/l04aeTca B noc/iejytolein NpoAyBKe 30HbI CBapKu 3alMTHbIM
rasom roc/se noracaHWs CBapOYHOM Ayru, Tak Kak packajieHHas CBapoyHas BaHHa elyé
HeKkoTopoe BpeMs 6ouTcs BpefHOro BAMAHUA aTMocdepHoro Bosdyxa. o ymonyaHuio
BPeMs Nnoc/e-npoyBKN YCTaHOBJIEHO Ha 3HauYeHue 3,0 ceK, 3TO 3Ha4YeHne MOXHO B 060l
MOMEHT U3MeHMUTb MO CBOEMY YCMOTPEHMIO.

MopsAsoK M3MEHeHUsi 3HaueHUst Nto6oN PyHKLMM B TeKylleM pexume CBapKu
cmoTpuTe B N.6.1

4.10 OQYHKLNA CBAPKA MMNY/IbCHbIM TOKOM

3Ta PyHKLMA NpegHa3HaveHa Aas 061eryeHns KOHTPOJIS CBAPOYHOTO MpoLecca B
MPOCTPAHCTBEHHbIX MOJIOXKEHUAX OT/IMYHBIX OT HUXHEro, a Takxe Mpu CBapke LBETHbIX
mMeTannoB. Bo3genctBMe  MPOMCXOAUT  HEMOCPEACTBEHHO Ha  MepemeluMBaHue
pacn/iaB/JIeHHOro MeTasl/la LWBa, @ 3TO B CBOK O4Yepesb Ha CTabuibHOCTb GopMUpOBaHUS
WwBa. B HEKOTOPOW CTeneHn 3aMeHsET ABUXEHUS PYKU CBApLLMKa NPV CBapke, 0COBeHHO 3TO
BaXHO B TPYAHOAOCTYMHbIX MeCTax. TaK >Xe 4YacTUYHO NPOUCXOAUT MPUHYAUTENbHOE
BO3JENCTBME Ha MEpPeHOC Kanau C MpUCajoYHON MPOBOJIOKM B CBApPOYHYK BaHHy. OT
MPaBUAbHOCTU HAaCTPOMKM 3aBUCUT pOpMa U Ka4yecTBO GOPMMPOBAHUSA LIBA, YTO YyMEHbLLAET
BEPOATHOCTb NOSIB/IEHMSA MOP U YMEHbLIAeT 3epHUCTOCTb CTPYKTYPbl, a 3TO yBeanYnBaeT
MPOYHOCTb CBAPHOIrO COeMHEHUS.
Ans peanvsaumm 3Tol GyHKLUM B annapaTe HYXHO CHavana BKIOYMTb PEXMM Ny/ibCalum
Toka [Po.P] — nepesectn u3 coctoaHus “"OFF” B coctosiHne "ON”, a Takxe 3agaTb YeTblpe
napameTpa: Tok umnyabca [I.iP], Tok nay3el [I.PS], yacTtoTy nyabcaumnm [Fr.P]un cooTHoweHne
uMnyabc/naysa (MAn «ckBaxHocTby») [dut]. Mo ymonyaHuto yacToTa nysabcauum [Fr.P] u
«CKBaXKHOCTb» [dut] Ha cambIXx pacnpoCTpaHeHHbIX 3HauveHusx 10.0fy © 50%
COOTBETCTBEHHO. [1pn M3MeHeHUM napameTpa "cKBaXHOCTb" 0T 50%, BHOCUTCA acMMMeTpUs
MeXJy BpeMeHeM UMMNy/bCca TOKa 1 BpemeHeM "naysbl" Toka:

Mo YMONYaHMIO

"ckBaXHoCTh" [dut] = 50% "ckBaxkHOCTL" [dut] = 20% "ckBaxHOCTL" [dut] = 70%
LA LA iy
50% | 50% |a 80% |—| I—l 70% EI I—
o~ 3]
t,cek t,cex t,cex

JlaHHble MapameTpbl YCTaHaBAMBAIOTCH B Pa3/IMUHbIX CUTyaLUsiX MO-pPasHOMY,
cornacHo TpeboBaHWAM cBaplymka. MopsaAoK M3MEHeHUs 3HavyeHus aobon yHKUUK B
TeKyLLeM pexume CBapkn cMOTpuTe B M.6.1
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5. MONNYABTOMATUYECKASA CBAPKA (MA «MIG/MAG»)

AnnapaT MOXeT BbICTynaTb B PO/ UCTOYHWUKA A5l MONyaBTOMATUYECKOW CBapKK,
ANt 3TOrO OH MMeeT HeobXoAMMYIO BO/IbTaMMEPHYIO XapakTepUCTUKY Ha BbIXOAE CU/IOBbIX
KJIEMM MPY NepekIIoYeHNN Ha AaHHbIA PEXUM.

BHELIHWUIA MEXAHU3M
MOAAYM NPOBOJIOKU

\/" PEKOMEHAOBAHO C COBCTBEHHBIM
\ B/IOKOM NUTAHWUR ABUrATENA

~220V / 230V
-~

CO:
Ar+CO:
~220V / 230V Ar

7

MOJIYABTOMATUYECKAS
TFOPEJIKA

OF

——__&-—" V3AENVE

B kauecTBe BHellHero nop,arou.l,ero MexaHM3Ma MoZayn NPoBOJIOKM MOXET NOA0MNTH
abconoTHo ntobor HesaBUcUMbIA 610K Nogaun, paboTalowunm Ha cneunduyeckom
HaNpsXXeHUN MUTAHUS BCTPOEHHOT O ABUraTess, A1 3TOro OH JO/IKEH UMeTb COBCTBEHHbIN
MCTOYHUK NUTAHUS, MO0 NMUTAIOLMIACS OT HAaNPSKEHUS CUJIOBOMO MCTOYHMKA (HO 3TO MeHee
MPUOPUTETHBIN BApWaHT, TaK Kak OYeHb pPEeAKO TakMe CUCTEMbl WMMEKT XOpOLWWM
dyHKLMOHaN U cTabuabHYO NoAayvy NPOBOJIOKM).

BHumaHue! B kauecTBe 3aWMTHOrO rasa MpPUMEHSETCA MpU CBapke YEPHbIX
MeTasI/IoB B MpOCTenWweM ciyyae yraekucabii ras "CO2", a npu cBapke aJloMUHUS TOIbKO
MHepTHble rasbl TMMa aproH "Ar", uHorga goporoi reavii "He", kak anbTepHaTvBa AAs
HEP>KABEIOLWMX N BbICOKONErMPOBAHHbIX CTaNeN YacTo NPUMEHSIOTCA CMECU B PasINYHbIX
nponopumsax "70%Ar+30%C0O2".

Ncnonb3oBaHne Apyrvx rasoB TOJ/IbKO MO COr/1acOBaHUIO C MPOU3BOAUTENEM
obopyaoBaHus.

MopsaoK NOAroToBKM K paboTe:

- BCTaBUTb Kabenb «3emMAa» B FrHE34,0 UCTOUYHMKA B «—»;

- NpUcoeamHUTL Kabeslb «3eMas» K U3ZeNUIo;

- 3apaHee M3roTOBJ/IEHHYIO CU/IOBYIO MEPEMbIUKY ceyeHneM Kabens He MeHee 16 MM?
HeobXxoAMMO NMPUCOEAUHUTDL K THE3AY UCTOYHMKA A «+», @ BTOPbIM KOHLOM K CW/I0BOM
KJemMMe MexaHuM3Ma Mojauyu MPOBOJIOKM, B KaXAOM KOHKPETHOM Cayvae OHa
NHAMBUAYAbHA, MO3TOMY HET CMbIC/1a NEPEUYNCATL BCe BapUaHTbI;

- MNpUCOEAMHUTL CBapPOYHYIO MONYaBTOMATUYECKYO TOpesky K MexaHu3My nojauu
NPOBOIOKY;

- YCTAHOBWTb peAyKTOP Ha ra3oBblii 6a/IoH ¢ 3aWwunTHBIM rasom "CO2" nan "Ar+CO2" nan
"Ar";

- MOAKNOUYNTL ra30BbIM LWAAHT K PeJyKTOPY rasoBoro 6as1oHa v WTyLepy Ha MexaHu3me
noAayun NPoBOJIOKM, CNOCOD NpUCOeAMHEHMS MOXET BbiTb Pas/INYHbIM;

- OTKPbITb KPaH ra3oBoro 6an/10Ha, NpoOBEPUTb FEPMETUYHOCTb;
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- NOAKNOYUTb 610K NMUTaHMA MexaHu3Ma nojayn npoBOJIOKM K CeTU NUTaHUA (ECJ1VI
MeXaHM3M C HeE3aBUCUMbIM I'IVITaHVIeM),'
- BKJIOYNTb Me€XaHM3M nodaun cobCcTBEHHBIM BbIK/IlOYaTe/1IeM;
- NIOAKNHOYNTb ceTeBoMn wTekep NCTOYHUKA K CeTU NUTaHUS;
- ceTeBOW BblK/ItoYaTe b 8 Ha 3a/Hel NaHe M NepeBecTy B NoJ10XeHMe «|»;
- C MOMOLLbIO KHOMKM 4 YCTaHOBUTE pexxnm cBapku «MIG/MAG», pexxmmbl nepekodaoTcs
no Kpyry;
- C MOMOLLbIO KHOMOK 2 YCTaHOBUTE HeObX0AMMOeE HanpsixXeHWe CBapKy;
- Ha MexaHM3Me MojayM MpPOBOJIOKM YCTaHOBUTE HeobXOAMMYIO CKOPOCTb MoAaun
NPOBOJIOKMK;
- NPY HEOHBXOAUMOCTH MOXHO PeryIMpoBaTh AOMNOJHUTEbHbIE YHKL UM CBAPOYHOTO
npouecca, NopsAA0K U3MeHeHNs cMoTpuTe B N.6.1

AJ‘IH ynpaBJ/ieHNUA BK/IIOYEHUNEM U BbIKJIIOYEHUEM UCTOYHMKA Ha BaAHeVI naHesan
npeAycMoTpeH pasbéM ynpasaeHns 9. Cxema noAK0YeHUS:

3 c

He Henonb3yerea

MNnara
ynpasneHus B
nogarowwem
MexaHusMe

re venamayerca

Mcnonb3yeTcs TONbKO KOHTAKTbl 1 U 2, KOTOPbIE 3aMbIKAIOTCA B HYXHbIA MOMEHT
BpeMeHu. Korga WCTOYHMK fomkeH paboTaTb, KOHTAKTbl 3aMKHYTb, KOrfa UCTOYHMK
ZAOJIXeH ObITb BbIK/IIOYEH — Pa3OMKHYTb.

BHUMAHME!!! Cxema nogkatodeHus n peannsauus B 610kax nogayun npoBosioku
ANS KAXKA0ro KOHKPETHOro C/y4yas UHAUBUAYaANbHA, MOSTOMY He NPUBOAUTCH B JaHHOM
PyKOBOACTBE MO 3KCMJyaTauuM WCTOYHWMKA NuUTaHuA. Mwmte e€ B WHCTPYKLMWM NO
sKkcnayaTaumm 61oka nogauu.

B HezaBucuMbIx 610kax nogaum npoBosiokun npounssoactea PATON Feeder-15-2 (2-
X ponukoBbi) U Feeder-15-4 (4-X pO/IMKOBbLIN) aZanTauns pasbEMOB YMNpaBAEHUS yXe
npesycMoTpeHa, No3ToMy cbopka NporAeT C MUHMMA/IbHBIMU YCUUSIMU,

He 3abbiBaliTe 0 nogaye 3alWMTHOrO rasa. Ecam Bbl HOBMYOK M HeT onbiTa B
YCTaHOBKe OMTUMAaJIbHOTO AaB/eHUs AAs CBApKWU KOHKPETHOrO U3jesvs, TO Ha MepBbil
MOMEHT JjaBJIeHME ra3a MOXHO YCTaHOBUTb H0/iblie ONTUManbHOr o 3HaueHns ~o,2Mra, 3To
MaJio MOBAUSIET Ha MPOLLECC, INLLb YBEUYUTCS PAcXo] 3alnTHOro rasa. Ho B byaywem ans
3KOHOMWUW PYKOBOACTBYMTECH OOWMMU peKOMEHAALUsSMU A4S NPOBEeAEHUsT CBAPOYHbIX
paboT nonyaBToMaTamu.

Tak e HauMHaWTe CO CpeAHero MOJIOXEHUS PEeryasaTopa CKOPOCTW MoAauu
NPOBOJ/IOKN Ha MexXaHM3Me NoAaun (~ 4..5 M/MWH) N CPefHero HamnpsiXxXeHna Ha UCTOYHUKE
(~19B) npu nobom aAunameTpe ycTaHoB/eHHoOM npoBosokn (Po,6...1,0M), MOXET He
OMNTUMasIbHO, HO NPU NPaBuUbHOM paboTe 1 poBHOM Nogaye NPoBo/I0KM (6e3 pbIBKOB), a Tak
Xe NMpaBUIbHOM NPUCOAMHEHNN, 3Ta CBA3KA "MCTOYHMUK + MEXaHW3M Nodayun” JOo/KHa yxe
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BapuTb. Y10 6Bl f06UTLCA Nlydllero pesy/abTaTa, HYXHO Pery/MpoBaTb HanpsbkeHue Ha

UCTOYHMKE KHOMKaMM 2 U CKOPOCTb MOZayn NMPOBOIOKM Ha MexaHW3Me MoAaydn CornacHo

061 MM pekoMeHAaL MM MO NPOBeEeHMIO CBAaPOYHOrO NpoL,ecca noJlyaBToMaTamu.
MoMHUTe, AN KaXA0ro KOHKPETHOro C/1y4as 3TW NapaMeTpbl pasHble.

5.1 LLMK/Z1 CBAPOYHOIO MPOLLECCA - MIG/MAG-2T
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MopsZoK U3MeHeHUs 3HaueHUs tobon GyHKLUKM cMOTpUTe B 1.6.1

5.1.1 QYHKLNA KHOMNKW HA TOPEJIKE - 2T

MpuMeHsieTCs NpM CBapke KOPOTKUX U CpeaHel AAWHHbI wBoB. PyHKUMA
3aK/lo4aeTCs B C/eAyloWeM: NPU HaXaTUW KHOMKM Ha ropesike CUrHan ynpas/ieHWUs
noctynaet B 610k ynpaBseHus, oTpabaTtbiBaeTca GyHKUMS Npes-npoAyBKU ra3oM 30Hbl
cBapkwu 3a Bpems [t.Pr] (oTKpbIBaeTcs kKnanaH rasa), fanee noAaeTcs CUrHaa Ha BKIOYeHne
MCTOYHMKA M ABUraTens nogayn npoBosiokn. C 3TOro MOMeHTa HauyuMHaeTcs npouecc
CBapKMW, OAHOBPEMEHHO OTpabaTbiBaeTCs GyHKLMA NIABHOMO BbIXOAA Ha PEXMM CBApKU 33
Bpems [t.UP], a Tak xe MoryT oTpabaTbiBaTbCA AOMOJNHUTENbHbIE PYHKLMM (Hanpumep
MMMNYJ/IbCHBIN PeXMM), BCE 3TO COMIAaCHO LMKJ/Ia CBApOYHOro mpoLecca NpMBeAEHHOrO Ha
umkaorpamme n.5.1. Nocne oTnyckaHWs KHOMKM, oTpabaTbiBaeTca QyHKUWMS NAaBHOroO
CnagaHva Toka M CKOpPOCTM MoAayv MpoBOMOKM 3a Bpems [t.dn], 3aTeM WCTOYHWK
Bblk/toYaeTcs. Janee oTpabaTtbiBaeTcs GpyHKLMA NOCIe-NpOAYBKM ra3oM 30HbI CBApKM 3a
Bpems [t.Po] (c 3aZep>Kon 3aKpbiBaeTCs K/1anaH rasa).
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MopsAoK U3MEHEHNS 3HaYeHNs tobon GyHKLUKM cMOTpUTe B M.6.1

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

MpuMeHsieTCs Mpy cBapKe AJ/IMHHBIX WBOB. OYHKLUUS 3aK/II04aeTCs B CIeAYoWeM:
Mpy NEpBOM HaXaTUWM KHOMKM HA TOpesike CUTHan YyhpaBaeHWs nocTynaet B 610K
ynpaBaeHus, oTpabaTbiBaeTcs GyHKLUS NPes-NpoayBKU ra3oM 30Hbl CBapKW (OTKPbIBAETCS
KnanaH rasa), nocje NepBOro OTMYCKAHWS KHOMKW MOAAEeTCA CUrHaj Ha BKJOYeHue
MCTOYHMKA M ABUraTens nogaynm npoBosiokn. C 3TOro MOMEHTa HauymMHaeTcs npouecc
CBapKW, O4HOBPEMEHHO OTpabaTbiBaeTCs GYHKLUS NAABHOMO BbIXOAA HAa PEXUM CBAPKM 3a
Bpems [t.UP], a Tak e moryT oTpabaTbiBaTbCs AOMNOJHUTENbHbIE GYHKLUM (Hanpumep
MMMY/IbCHBIN PEXMM), BCE 3TO COMIAaCHO LMK/IA CBAPOYHOro MpoLecca NpMBeAEHHOro Ha
uuknorpamme n.5.2. lNocne BTOPOro HaXaTUs KHOMKM Ha ropesnke, oTpabaTbiBaeTcs
dYHKLMA NAABHOIO CNaaHms HaNPsAXeHUs U CKOPOCTU NOAAuM NPOBOIOKM 3a Bpems [t.dn],
33TeM UCTOYHMK BbIKAKOYAETCS.

Mocne BTOpPOro oTnyckaHUs KHOMKKW oTpabaTbiBaeTcs dyHKLUS NOCe-NPOAYBKM
rasoMm 30Hbl CBApKU 3a BpeMs [1.Po] (c 3a4ep>KKoM 3aKpbiBaeTCs K/anaH rasa).
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B asbTepHaTUBHOM peXuMe KHOMKW anbT.4T, NMponyckaeT BTOPOM TakKT (nepsoe
OTMyCKaHWe KHOMKM), 3TUM M OT/INYaeTCs OT MMPOBOrO CTaHAapTa 4 1. MOACHUM: B JaHHOM
C/lyyae cMcTeMa He x/eT NepBoro OTNyCKaHWUA KHOMKM Ha ropesike, 8 MOMeHTa lbHO nocJie
0TpaboTkm GyHKL MM NpeA-NpoAyBKM ra3oM 30Hbl CBapKuM 3a Bpems [t.Pr] HaunHaeT npouecc
noAXura Ayrm — 37O aHa/loOrMYHO Kak B pexwmme kHonku 2T. lNpu aTom nocsie nepsoro
OTMYCKaHWA, TpoLecc CBapku npogosxaercs 6e3 wu3MeHeHWN. [JlaHHBIN  pexum
npegoctasaseTca komnaHnenn PATON kak 6OHYCHbIN, MCMO/Ib30BaTh KOTOPbIA MOXHO MO
XeNaHuo, Tak Kak oH 6oJsiee NpuUBbIYEH C TOYKM 3peHUs bosiee 4acToOro MCNO/b30BaHWMs
KAMeHTamn pexuma 2T B KJacCMYeCKUX MNoJsyaBTOMaTax, COOTBETCTBEHHO 6Oosee
WMHTYUTUBHO MOHATEH.

5.3 OYHKUNA UHAYKTUBHOCTb

3Ta PyHKUMA HeobxoAMMA AN U3MEHEHMsi CKOPOCTM HapacTaHWs Toka npwu
M3MeHEHUM HanpsXXeHWs Ayrun. B pesyabTaTe ymeHbluaeTcs pa3bpbi3rmBaHme, HO 3TO Takxe
BAMSET Ha MNpOoLecC KanasnepeHoca, Y4TO MPUBOAUT Ha BbICOKMX 3HAYEHUSAX CTEMeHu
MHAYKTMBHOCTU K 3aMeAJ/IeHMIO npouecca CBapKM M CU/IbHOMY YMEHbLUEHUIO 4acTOTbl
nepeHoca Kanesb. M3meHssi 3HaueHue 3TOM yHKLMKM, KaxAbll Nosb3oBaTesb MOXET
BblbpaTh 415 cebsi oNTUMabHBIN NpoLecc cBapku. B OCHOBHOM, MUHMMa/IbHblE 3HaYeHUs
MPUMEHSIOTCA A/1F CBapKM TOAWMH bosiee 3 MM, @ MakCMMasbHble 3HadyeHust Ans 6onee
TOHKUX U3AENNN.

Mo ymMon4yaHWio MHAYKTUBHOCTbL ycTaHoBaeHa B "OFF”, To ecTb ycTaHOB/IeHa Ha
Hy/1eBoOM cTyneHu. MopsaAoK U3MEHeHUs 3HaYeHUs b0 QYHKUMM B TeKyLiem pexume
CBapKu cMOTpuTe B N.6.1.

5.4 PYHKLNA HAPACTAHUA HANPAXKEHUA B HAYAJIE CBAPKU

3Ta ¢yHKUMA HeobxoauMMma A/f NAABHOTO BbIXOAA Ha PeXMM CBapku 33
yCTaHoOB/ieHHOe Bpemsi [t.UP], YTO yMeHbluaeT pacnieckuBaHWe CBAapOYHOMN BaHHbI U
pa3bpbi3rMBaHne B MOMEHT MOAXMIa, KOrja NpOBOJIOKA elé XON0AHasA. YBennyeHHoe
BpPeMsi MJIaBHOTO BbIXOZa MNMPUMEHSETCH ANS HavaibHOro ¢GOpPMUPOBaHMWS BaHHbL. 3a
perynvMpoBaHMe MAaBHOCTW 3TOrO npouecca oTBeYyaeT BpeMs HapacTaHWs HamnpsKeHus
[t.up] KaK B MCTOYHMKE, TaK U B BOKe yNpaBAeHUS CKOPOCTbIO MOAayuu NPOBOJIOKYM, AAS
MaKCMMasIbHOM KOPPEKTHOM paboTbl 3TU 3HAYEHMS JOKHbI ObITb COr1IacoBaHbl (He KaX bl
670K nofayun nMMeeT BO3MOXHOCTb W3MEHEHWSI CKOPOCTM MOAa4YM MPOBOJIOKM B KOHLLE
CBapKM).

BHUMAHME! Yem 601bLe BpeMs HApacTaHWs - TEM MeHbLUE Ha4ya/IbHbIA NPoBap,
MOSTOMY MPUMEHSAETCH TO/IbKO ANS CPEAHUX U ANMHHBLIX WBOB. 0 3TOM MpUYMHE He
yBeAnunBaTb Bpems bosiee 0,1 cek Npu CBapke NpMXBaTKamu U T.1.

Mo ymonuyaHuio Bpems Bbixoga YycTaHoBaeHo “OFF”, To ecTb Bbik/aouyeHO. [lopagok
M3MeHeHMs 3HauYeHus 6ol GYHKL MM B TEKYLLEM pPeXnMe CBapKku cMoTpuTe B N.6.1.

BHMMAHME! Npu cBapke cTasbHOW MPOBO/IOKOM BpeMs HapacTaHusa [t.uP] Ha

MCTOYHMKE J0/IKHO BbITb 1M60 paBHO, MO0 YyTb MeHbLLEe YeM Ha 6s10Ke MoAayun NPOBOJIOKU.

PATON StandardTIG DC MMA/TIG/MIG/MAG . 64 -



FPHATON

Mpu cBapke aNlOMUHMEBOM NPOBOJIOKON BpeMs HapacTaHus [t.UP] Ha CTOYHMKeE A0/XKHO
6bITb 60bLLIE (+0,2..+0,5 CeK) YeM Ha H10ke nogaym NPoOBOJIOKM.

5.5 QYHKLUA CNAAAHUA HANPAXXEHUSA B KOHLE CBAPKUA

JTa PyHKLMA NpesHa3HaveHa AJ18 NJaBHOW 3aBapku kpaTepa obpasyiouierocs B
CBapOYHOMN BaHHe Noj AeNCTBMEM 3/1eKTPOMArHUTHOrO AyTbs N1eKTPUYECKOM AYron U B
nocaeAytolem ABAAOWUNCA UCTOYHUKOM AedeKToB CBAapOYHOro Wwea. CUrHaAoM K Hayany
bYHKLMM SABASIETCA OTMYCKaHWE KHOMKM Ha ropesike B KOHLLe MpoLecca CBapku, npu 3ToM
JBVXEHWe ropenkn HeobxoAMMO MpeKkpaTUTb M 3aBapvBaTb CMAjAlOWMM HampsKeHnem
SIMKY (3TO M eCTb KpaTep) B CBAPOYHOM LUBe. 3a perynpoBaHue NJaBHOCTM 3TOro npouecca
OTBeYaeT BPEMS CHUXEHMA HanpsixeHus [t.dn] Kak B UCTOYHUKE, TaK 1 B 6J10Ke yrpaBieHUs
CKOpOCTbIO MOAAYM MPOBOJIOKW, AJS1 KOPPEKTHOM paboTbl 3TW 3HAYEHWUS JO/KHbI
coBnazaTb. o ymMoa4YaHMIO, KOTOpPOe YCTaHOBJ/IEHO Ha 0,1CeK, TO €CTb BblK/IOYEeHO. ITO
3HaYeHNe MOXHO M3MEHATb N0 CBOEMY YCMOTPEHMIO, MOPSAA0K U3MEHeHUst CMOTpUTe B N.6.1

BHUMAHME! lMpu cBapke cTaabHOW npoBO/OKOW BpeMs cnaga [t.dn] Ha
MCTOYHMKE J,0/KHO BbITb IGO0 paBHO, B0 YyTb BobLIE YeM Ha 610Ke NoAa4uM MPOBOIOKMY.
Mpu cBapke anlOMUHUEBOM NPOBO/IOKON BpeMs cnaga [t.dn] Ha ucTouHKKe A0/IXKHO BbITh
MeHbLLe (-0,3..-0,7 CeK) 4eM Ha 610Ke NoAay4m NPOBOJIOKM.

6. HACTPOWMKA AMMAPATA
Korza He TporatoTcs KHOMKM Ha NepesHeN naHeau, annapaT BCerga BblBOAUT Ha
UMdpOBON MHANKATOP 3HAYEHME OCHOBHOIO NMapamMeTpa TeKYLLEro pexmnmMa CBapKu:

1) B pexkume PAC "MMA" — cBapoYHbIl TOK;

2) B pexxume APT “TIG"” — cBapoyYHbIN TOK;

3) B pexxume MNA “MIG/MAG" — cBapoyHOe HanpsiXeHue.
KHonku 2 Ha nepegHelt NaHe N OTBEYAIOT 33 U3MEHEHME 3HaYeHUs BbIOpaHHOW GyHKLUK
MM OCHOBHOTrO NapameTpa.
KHonka 3 Ha nepegHen naHenun annapaTa MHOrodyHKLMOHaIbHasA 1 OTBEYAeT 33

cnepyoulee:
1) BbI6Op MO KPyry Nto60M PYHKL MU B TeKyLLEM pexnMe cBapku (BbicTpoe
HaxaTue);

2) cbpoc Bcex GyHKL MM K 3aBOACKMM HAaCTPOMKaM TeKyLL,ero pexunuMa cBapku
(yaepxvBaTtb bosee 12 cek).
KHonka 4 Ha nepeZHel NaHe M OTBEYAET 33 U3MEHEHME PeXMMa CBapKK, NepekstoYeHme
MPOUCXOAUT MO KPYTY.

6.1 NEPEK/IOYEHUE HA HEOBXOAUMYIO OYHKLUIO

Ecav B annapaTte yCTaHOB/IEHA CUCTEMA 3aLLMUTLI OT HECAHKLLMOHMPOBAHHOIO 40CTYNa
K MeHI0 GYHKLMIM, TO MPW HAaXATUM Ha KHOMKY 3 Ha MHAMKATOPE HE NPOUCXOAUT HUKAKMX
M3MEHEeHW, TO eCcTb 3Ta KHomnka 3absokupoBaHa. YTobbl pa3bnoknpoBaTb, HeobXxoaMMO
yAepxaTb €€ B HaXaTOM COCTOsHUM 6onee 3,5 CekyHA. [pu pa3biokuMpoBaHMM Ha
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MHAMKATOP BbIBOAATCA  OTKPbIBAlOWMECS 3aMOYKM, YKasblBalolwuMe O rpouecce
pasbsokmpoBku MeHo ¢GyHKuMI. TMocne ycnewHoro pasb/oKMpOBaHUS MPU HaxXaTum
KHOMKM 3 Ha LLndpoBOM AMCNeln BbIBOAUTCSA Tekyllee HazBaHWe GyHKL UM U e€ 3HaYeHwe.

BHumaHue! [Tocne oTnyckaHns KHOMKM 3 Yepes 2 CeKyHA bl 3KpaH CHOBa NePeK/IUYNTCS
Ha OCHOBHOW NMapameTp TeKYLLero pexvma cBapku. [oka Ancnien nokasblBaeT TEKYLLYIO
dYHKLMIO, €€ 3HAYEHNE MOXHO N3MEHUTb B HOJbLLYIO UM MEHBLLYIO CTOPOHY, C MOMOLL b0
KHOMOK 2. JIn60 npu 6bICTPOM HaXaTUM M OTMYCKAHUM Ha KHOMKY 3 MOXHO MepeK/ItYaThCs
Ha cnegytowyto GyHKLMIO, MO KPYTY.

BHumaHue! Ecnav gonro yaepxuBaTb KHOMKY 3 B MOMEHT paccMaTpuBaHWA
HaMMeHOBaHWA GYHKL MM, MPUMEPHO Yepes 10 ceK, Ha LMPPOoBOM Tabs10 HauHeTCs 0BpaTHBIN
OTCYeT 333...222...111 NpeAynpexaatoluii o cbpoce Bcex HACTPOEK TEKYLLErO PEXMMA, 3TO
byaem paccmMaTpuBaTh B MOC/IeAYIOLWEM NMYHKTE.

6.2 NEPEK/IFOYEHUE HA HEOBXO4UMbI PEXXUM CBAPKM
HaxxaTue Ha KHOMKY 4 NPUBOAUT K NEPEK/IIOYEHNIO HA CIEAYIOW I PEXUM CBAPKM MO
KPYry, 3TO BUAHO Ha AUCT/Iee 1 Ha NepesHen naHenu.

6.3 CBPOCHACTPOEK BCEX d)YHKLI,I/IIZ TEKYLLEIO PEXXUMA CBAPKU

MoryT NnpoucxoauTb CUTYaL MK, KOr4a HAacTPOMKM B annapaTe HeckoJ/ibKo 3amnyTaau
nosib3oBatens. Ans Toro 4to 6bl COPOCUTL UX K CTAaHAAPTHBLIM 33aBOACKMM, JOCTAaTOYHO
YAEpX1BaTb HEMPepbIBHO KHOMKY 3 B TeyeHUM Bosee 10 cek (He obpaliaTb BHUMaHWE Ha
OTPUCOBKY 3amoukoB). Kak 1 roBopu/iocb B MpeablAywemM NyHKTe, Ha Tabso HauHeTcs
obpaTHbIM OTCYeT 333...222...111 U NpU AOCTUXEHUM "000" BCE HACTPOMKM TeKyLiero
pexuma cBapku 6yayT obHOBAEHbI Ha 3aBOACKMeE.

CHbpoc napameTpoB A5 KaXAOro pexmnMa CBapku 4ealTcs OTAeNbHO, 3TO CAEeNaHO
ANs ypo6cTBa, UTObLI He COPOCUTL MHAMBUAYAbHBIE HACTPOWKM B APYrUX ABYX PeXMMaX.

6.4 USMEHEHVE HOMEPA NMPOIrPAMMDbI B TEKYLWEM PEXKMME CBAPKU

B kaxgom pexume csapku MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb NO/Ib30BaTeNO
COXPaHATb A0 16 pas/IMYHbIX BApWUAHTOB HACTpoek. TeKyliuii HOMep HAaCTPOMKM
(NporpaMmbl) BbIBOAMUTCS B BEPXHEM MPABOM Yr/ly UHAMKATOPa HaXOAALLErocs Ha nepeAHei
NaHean UCTOYHMKA. B MOMEHT nepBOro BK/IIOYeHUS annapaTta nporpamma Bcerga nog Noi
ANS KAXA0ro pexuma cBapku. Bce nameHeHMsi B HaCTporike annapaTta B AaHHOM pexume
CBapKM U TeKyLLeM HOMEpe MPOrpaMMbl COXpaHaTcsA. YTobbl nepelTn Ha Apyron Homep
MporpamMmmbl M HayaTb HACTPOMKY CHOBa C 6a30BbIX MAapamMeTpoB, AOCTAaTOYHO HaxaTb Ha
KHOMKY 3 1 eC/I1 MeH10 Bblibopa PpyHKL NI 3a610KMPOBAHO, TOTAa HA MHAMKATOP BbIBOAUTCS
TeKyLL MM HOMep NPOrpamMMbl, KOTOPbIN MOXHO C MOMOLLbIO KHOMOK 2 M3MEHUTb B 60/1bLUYIO
WAN MeHbLYI0 CTOpOHY. Ecin meHio Bbibopa ¢yHKLMKM He 3abs0KMpPOBaHO, Hampumep:
no/ib30BaTeNb KakK pa3 nepes 3TWM U3MEHSN AOMOJHUTE/bHble NapameTpbl GYHKLUK,
onucaHHble B N.6.1, To HeobxoaMMo 3ab10KMpOBaTL MeHIO BbI6opa PyHKLMIA C MOMOLLbO
yAepxaHus KHomnku 3 bonee 3,5 cek, TOYHO Tak Xe KaK 1 nNpu pasbiokMpoBaHUW, NpU 3TOM
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Ha WHAMKaTope ByayT oTObpaxaTbCs 3aKpbiBaloLWMecs 3aMOYKM, MO OKOHYaHUKU 3TOM
onepauun MeHto bysgeT 3ab/0KMPOBaAHO M Tenepb MOXHO CHOBa MOBTOPWUTbL MOMbITKY
M3MEeHeHMss HoMepa MNporpaMmbl C MOMOLLbIO KHOMkKM 3. [pu 3TOM BCe napameTpebl
npeAblayLiein nporpammbl 6yAyT COXpaHeHbl U K Hell BCera MOXHO BEPHYTbCSA CHOBA.

7. OBLLMIN CNUCOK M NOCNEAOBATE/IBHOCTb GYHKL MM

Pe>xxum csapku PAC “"MMA"
0) ocHOBHOM oTobpaxaembivt napameTp TOK = goA (No ymonuaHuio)
a) 8 ... 160A (wwar nsmeHeHus 1A) ans StandardTIG-160
6) 10 ... 200A (war nsmeHenus 1A) ans StandardTIG-200
B) 12...250A (war uameHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHms 1A) ana StandardTIG-270-400V
4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
1) cuna «[opsyero ctapTa» = 40% (N0 yMON4aHMIO)
a) o[OFF] ... 200% Ha manbix TOKax (war nameHeHus 5%)
2) BpeMms «[opsAvero ctapTa» = 0,3 ceK (Mo yMO4YaHMIO)
a) 0,1...1,0 ceK (War N3MeHeHns 0,1CeK)
3) cuna «Popcaxa ayrm» = 40% (Mo yMo4aHMIo)
a) o[OFF] ... 200% Ha manbix ToKax (Wwar nameHeHus 5%)
4) ypoBeHb cpabaTbiBaHua «Popcaxa Ayru» = 12V (Mo yMoa4aHuo)
a) 9 ... 18V (war nameHeHus 1V)
5) HAKJIOH BO/IbTaMMepPHOM XapakTepucTukm = 1,4V/A (No ymMoadaHuto)
a) 0,2 ... 1,8V/A (war nsameHeHus o,4V/A)
6) cBapka Ha kopoTkow gyre = OFF (no ymoa4aHuio)
a) ON
6) OFF
7) 610K cHWXXeHUs HanpsikeHust = OFF (Mo ymonyaHuio)
a) ON
6) OFF
8) [Po.P] pexum nynbcaymi Toka = OFF (no ymonyaHuio)
a) ON — Bk/itoyeHo
6) OFF — Bbik/ItOYEHO
9) [.iP] Tok umMnynbca = 9oA (Mo yMOa4YaHMIo)
a) 8 ... 160A (war nsmeHeHus 1A) ana StandardTIG-160
6) 10 ... 200A (war nsmeHeHus 1A) ana StandardTIG-200
B) 12...250A (war nsameHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHus 1A) ana StandardTIG-270-400V
4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
10) [I.PS] Tok nay3bl = 9oA (no ymoa4aHuto)
a) 8 ... 160A (war nsmeHeHuns 1A) gna StandardTI1G-160

-67- PATON StandardTIG DC MMA/TIG/MIG/MAG



PATON] |

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

B) 12...250A (war nsmeHeHus 1A) anqa StandardTIG-250

r)12 ... 270A (war usmeHeHus 1A) ans StandardTIG-270-400V

4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
11) YacTOTa Ny/IbCAL MM TOKa = 5,0l L (MO YMOYaHWIO)

a) 0,2 ... 500 'y, (AMHaMUYeCcKuni war nsmeHenma o,1 My ... 11L)
12) [dut] cooTHoLwWeHNe uMnyabc/naysa (banaHc) — 3To NPOLEHT UMMY/IbCa TOKa K Nepuoay
CNej0BaHNSA 3TUX UMNYNbCOB = 50% (MO YMO/YaHMIO)

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

Pe>xxum csapku TIG
0) ocHOBHOM oTobpaxaemsbiit napameTp TOK = 100A (Mo yMoa4YaHuio)
a) 8 ... 160A (war nsmeHeHusa 1A) ona StandardTIG-160
6) 10 ... 200A (war nsmeHeHud 1A) ans StandardTIG-200
B) 12...250A (war uameHeHus 1A) ans StandardTIG-250
r)12 ... 270A (war nsmeHeHms 1A) ana StandardTIG-270-400V
4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
1) peXmM KHOMKW Ha ropesike = [2T] (no ymon4aHuio)
a) [LIFT] — koHTaKTHbIN pexxum nogxura TIG-LIFT
b) [2T] — 6eCKOHTaKTHbIV peXUM NoAXMra, pexunm kHonku TIG-2T
) [4T] — 6€CKOHTAKTHBIV PEXMM NOAXMIa, PEXUM KHONKN TIG-4T
2) BpeMs npea-npoAyBKU = 2,0 ceK (M0 YMONYAHUIO)
a) 0,5 ... 25,0 CeK (Lwar U3MeHeHUs 0,1 CeK)
3) BpeMs noc/e-npoAyBKU ra3oM = 3,0 cek (M0 YMOAYaHUIO)
a) 1,0 ... 25,0 ceK (Lar M3MeHEHMSA 0,1 CeK)
4) NpesBapuUTENbHbIN TOK (4eXypHas Ayra) = 15A (Mo yMONYaHUIo)
a) 8 ... 40A (war nameHeHus 1A) ans StandardTIG-160
6) 10 ... 40A (war nsmeHeHusa 1A) anqa StandardTIG-200
B) 12...40A (war nsMmeHeHus 1A) ana StandardTIG-250
r)12...40A (war nsmeHexusa 1A) anqa StandardTIG-270-400V
A) 14...40A (war uameHeHus 1A) ansa StandardTIG-350-400V
5) TOK 3aBapku KpaTepa = 15A (N0 YMO/14aHMIO)
a) 8 ... 60A (war nsmeHeHuna 1A) ana StandardTIG-160
6) 10 ... 60A (war nsmeHenusa 1A) ana StandardTIG-200
B) 12...60A (war nsmeHeHusa 1A) gnq StandardTIG-250
r)12...60A (war usmeHeHus 1A) ans StandardTIG-270-400V
A) 14...60A (war nsmeHeHuna 1A) ansa StandardTIG-350-400V
6) BpeMs HapacTaHWs ToKa = 0,3 cek (N0 yMOAYaHMIo)
a) 0,1... 5,0 ceK (Wwar N3MeHeHns 0,1 cek)
7) BpeMs cnajaHusa Toka = 0,3 ceK (N0 YMOIYaHUIO)
a) 0,1... 5,0 ceK (Wwar n3MeHeHns 0,1 CeK)
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8) [Po.P] pexum nynbcaumm Toka = OFF (no ymonyaHuio)

a) ON — Bk/sitoyeHo

6) OFF — BbIknt04YeHO
9) [l.iP] Tok Mmnyabca = 100A (MO YMOYaHUIO)

a) 8 ... 160A (war nsmeHeHunsa 1A) ona StandardTIG-160

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

B) 12...250A (war uameHeHus 1A) ans StandardTIG-250

r)12 ... 270A (war nsmeHeHus 1A) ana StandardTIG-270-400V

4) 14...350A (war nsameHeHus 1A) ana StandardTIG-350-400V
10) [I.PS] Tok nay3bl = 100A (N0 yMOAYaHMIO)

a) 8 ... 160A (wwar nsmeHeHus 1A) ans StandardTIG-160

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

B) 12...250A (war uamMeHeHus 1A) ans StandardTIG-250

r)12 ... 270A (war nsmeHeHums 1A) ana StandardTIG-270-400V

4) 14...350A (war nameHeHus 1A) ans StandardTIG-350-400V
11)[Fr.P] yacToTa nysbcaumm Toka = 10,0 'y, (Mo yMos4aHuio)

a) 0,2 ... 5oo 'y (AMHAMUYECKMI WAr U3MeHeHUs 0,1 T'l...1 L)
12) [dut] cooTHOLWeEHWe nMnybc/nay3sa (6anaHc) — 3TO NPOLLEHT UMMYJ/1bCa TOKa K MEPUOAY
CNej0BaHNSA 3TUX UMMNYAbCOB = 50% (MO YMOIHaHWIO)

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

Pe>xxum csapku MIG/MAG
0) oCHOBHOM oTobpaxaembin napametp HAMPAXEHWE = 19,0V (no ymonvaHuto)
a) 12,0...24,0V (war nsmeHeHus o,1V) anqa StandardTIG-160
6) 12,0...26,0V (war nameHeHus o,1V) ans StandardTIG-200
B) 12,0...28,0V (war nameHeHuns o0,1V) ans StandardTIG-250
r)12,0...29,0V (war nsmeHexus o,1V) ana StandardTIG-270-400V
4) 12,0...32,0V (war nsameHeHus o,1V) ansa StandardTIG-350-400V
1) [But] pexxum kHonku Ha ropenke = [2T] (N0 ymoi4aHuio)
a) [2T] — pexwnm KHONKM Ha ropeske 2T
6) [4T]— cTaHAAPTHbIN PeXUM KHOMKM Ha ropeske 4T
B) [a/1bT.4T] — albTepHATMBHbIN PEXUM KHOMKW Ha ropesike 4T
2) [Ind] uHAYKTMBHOCTL = OFF (no ymosn4aHuto)
a) o [OFF] ... 6 cTyneHen (Wwar U3MEHEHUS 1 CTYNEeHb)
3) [t.up] Bpems HapacTaHua HanpsxeHus = OFF (no ymonyaHuio)
a) o [OFF] ... 5,0 cek (lwar u3MeHeHus 0,1 CeK)
4) BpeMs cnajaHuns HanpsXxeHus = 1,0 cek (N0 YMO/I4aHMI0)
a) 0,1 ... 5,0 ceK (Lwar n3MeHeHUs 0,1 cek)

8. PEXXUM PABOTbI OT FTEHEPATOPA
MNCTOYHMK NUTaHUS NpUroAeH As paboTbl OT reHepaTopa Npu yC/10BUM:
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YcTaHoB/IeHHOEe Mpu paboTe gnameTpom MwuHumanbHas
Mpwu paboTe
— 3HaYeHWe ToKa MPOBOJIOKU MOLLHOCTb
npu MMA N TIG npu MIG/MAG reHepaTopa
a2 He 60s1ee 80A He 6os1ee J0,6 MM 3,0 kVA
a3 He 6os1ee 120A He 6os1ee J0,8 MM 4,5 kVA
[7)JA He 6onee 160A He 6onee @1,0 MM 6,0 kVA
s He 6os1ee 200A He 6os1ee @1,0 MM 7,7 kVA
@6 nerkon. He 6osee 250A He 6os1ee @1,2 MM 10 kVA
@6 nerkon. He 6os1ee 270A He 6os1ee J1,2 MM 12,0 kVA
76 40 350A 40 D1,4 MM 16,0 kVA

Ans 6e3oTkasHo paboTbl! BbixogHoe MexdasHOe HanpsXeHUe reHepaTopa He AOJKHO
BbIXOAWTb 3a ,D,OI'IyCTVIMbIe I'IpEAeJ'IbI:

-160-260V (ans mogenen StandardTIG-160/200/250);

- 320-440V ans Bcex Tpex das (419 mogenen StandardTIG-270-400V/350-400V).

9. ¥YXO04 U TEXHUYECKOE OBC/TY>XKUBAHUE

BHumaHue! [lepes Tem, Kak OTKpbITb annapaTt, HEOHXOAMMO BbIK/IOYUTL €ro,
BbIHYTb ceTeBOM LWTekep. JaTb BO3MOXHOCTb Pa3psaAUTbCS BHYTPEHHUM LiensaM annapaTa
(NpYMEpPHO 5 MUH) U TOJILKO MOC/E 3TOrO MPOU3BOAUTL OCTasIbHble AencTBus. [pu yxoae
YCTaHOBUTb TabiMuKy, 3anpeLatoLyto Npon3BOAUTL BKIOYEHME.

Ans Toro, uTobbl COXpaHMTb annapaT paboTocnocobHbIM Ha MHOrMe oAb,
Heobxoanmo cobatoaTh HECKONBKO NPaBUA:
- NPOU3BOAUTb MHCMEKLMIO NO TEXHUKE 6e30MaCHOCTU B 3aZlaHHbIe MHTEPBaJibl BPEMEHU
(cMm. Pazgen ,YkasaHus no TexHuke 6esonacHocTn”);
- NPU MHTEHCMBHOM MCMOJ/1b30BaHMW, peKOMeHAyeM pa3 B Mo/aroja npoAyBaTb annapaT
CYyXMM OKaTblM BO3AyxXOM. BHumaHue! lMpogyBka CO CAUWKOM KOPOTKOro PacCTOAHWUSA
MOXeT NMPUBECTU K NOBPEXJEHWNIO 3/1eKTPOHHbIX KOMMOHEHTOB;
- Mpy 60/1bLIOM CKOMJIEHMM MBIV MPOYNCTUTL KaHaJlbl CUCTEMbI OXIAXAEHNS BPYUHYIO.

10. MIPABUIA XPAHEHUA

3aKoHCepBMPOBAHHbIN 1 YNAKOBaHHbIA UCTOYHUK XPaHWUTb B YCI0BUSX XpaHeHus 4 no FTOCT
15150-69 CPOKOM 5 f1eT.

PackoHcepBUPOBaHHbIN UCTOUYHMK AOJIKEH XPAHUTBLCS B CYXMX 3aKPbITbIX MOMELLEHUSX NPU
TemnepaType Bo34yxa He Huxe nitoc 5 °C. B nomMel,eHUsX He J0/1KHO 6bITb MApOB KUCAOT U
APYruX akTUBHbIX BeLLeCTB.

11. TPAHCNOPTUPOBAHUE

YNakoBaHHbI WMCTOYHWK MOXET TPaHCMOPTUPOBATLCS BCEMU BWAAMM TPaHCMOPTa,
obecneynBaloLW MMM €r0 COXPAaHHOCTb C cob oA eHnem NpaBu NepeBo30kK, YCTaHOBEHHbIX
A/19 TPAaHCMopTa AaHHOMo BMAA.
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12. KOMIMJIEKT MOCTABKHA

1. VICTOYHMK NUTaHWA CBAPOYHOWM AyT¥ C CeTeBbIM Kabesiem —1WT;
2. PemeHb ans nepeHocku annapata Ha nseye —1WT;
3. VIHCTpyKuwmsa no skcnayaTaumum —1WT;
Jna modenell StandardTIG-160/200:

- ropesika aproHosas ABICOR BINZEL, 4m —1WT;
- kabesib CBapOYHbIN C kieMMown «macca» ABICOR BINZEL, 3m —1wT;
- dUpMeHHbIV naacTukoBbi kenc PATON —1uT;
Ans modenel StandardTIG-250/270-400V/350-400V:

- dupmeHHbIV roppokopob PATON —1uWT.

13. MPABUJIA TEXHUKW BE3ONACHOCTU

OBLME NOJIOXKEHUA

CBapouyHbIi annapaT M3roToBJ/IEH B COOTBETCTBUM C TEXHUYECKMMM CTaHAAPTaMU U
YCTaHOBJ/IEHHBIMU MPaBWUIAMUN TEXHWKM 6e30MacHOCTM. TeM He MeHee Npu HemnpaBU/bHOM
06palleHnn BOSHMKAET OMACHOCTb:
- TPaBMUPOBaHWs 06CNYXMBAIOLWErO NEPCOHANA UAN TPETLENO INLLY;
- NPUYKHeHus yuepba camoMy annapaTy Wi MaTepuasbHbIM LLEHHOCTAM MpeanpuUsaTus;
- HapywweHus addekTMBHOrO paboyero npouecca.

Bce nnua, KoTopble CBSI3aHbI C BBOAOM B 3KCMJyaTaL Wi, YNPaBJEHNEM, YXOA0M U
TeXHUYECKUM 06CyKMBaHMEM annapaTa 40/IXKHbI:
- NPOVITV COOTBETCTBYIOLLYIO aTTECTaLMIo;
- 0613a4aTb 3HAHUSIMU MO CBApPKE;
- TOYHO COBMOAATH AAHHYIO UHCTPYKLMIO.

HewncnpaBHOCTUY, KOTOpble MOTYT CHU3UTL 6€30MacHOCTb, AOMKHbI ObITb CPOUHO
yCTpaHeHbI.

OBA3AHHOCTU NOJZIb3OBATE/IA

Monb3oBaTesb 06si3yeTca gonyckaTb K paboTaM Ha CBapOYHOM annapaTe TO/bKO
i, KoTopble:
- 03HaKOMMWINCb C OCHOBHBIMW MpaBUaaMKn TexHUKM 6e3onacHoCcTH, npowan obyyeHune no
MCNO/Ib30BaHMUIO CBapOYHbIM 060py0BaHMeM;
- npounTanu pasgen «MpaBuaa TexHMKM 6e30MacHOCTU» 1 yKa3aHUs 0 HEOHXOAMMbIX Mepax
MpesoCcTOPOXHOCTY, MPUBOAUMbIE B AAHHOM PYKOBOACTBE, U MOATBEPAUTbL 3TO CBOEN
noAnunCbIo.

JNYHOE 3ALLUMUTHOE OCHALLEHUE

Ans AnuHoM 3awmTel cobtogaliTe CiegytoLme npasuna:
- HOCUTb MPOYHYIO 00YBb, COXPAHSIOLLYIO MU30AMpYIOLLME CBOMCTBA, B TOM 4MC/ie U BO
BJI2XHbIX YC/IOBUSIX;
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- 33l MLWaTb PYKM U30/MPYIOLLMMUM NepyaTKamu;
- rNasa 3alMLaTh 3alMTHON MaCcKOW C OTBeYaloW MM CTaHAapTaM TexHUkM 6esonacHoCTy
$UNBTPOM NPOTUB yNbTPadUONETOBOrO U3NYUHEHUS;

- UCMO/1b30BaTb TO/IbKO COOTBETCTBYIOLLYIO TPYAHO BOCM/IaMEHSIOLLYIOCS OAeXAY.

ONACHOCTb BPEAHbBIXTA30B U WCMAPEHUIA

- BO3HMKLUMM AbIM U BPeAHbIE Fasbl y4aAUTb U3 paboyelt 30HbI CneLManbHbIMKU CpeacTBaMy;
- obecneunTb A0CTATOUHbIA NPUTOK CBEXEr0 BO3AYX3;

- Mapbl pacTBOpUTE/Iel He J0J/IXKHbI MONAaAaTh B 30HY U3/1yYeHUsi CBAPOYHOM AYrU.

ONMACHOCTb BbIJIETA UCKP

- BOCN/1aMeHsiol Mecs npeAMeThl yAanuTb U3 paboyel 30Hb;

- He JJ0MyCKaloTCs CBapOYHble paboTbl Ha eMKOCTSIX, B KOTOPbIX XPaHATCA WU XPaHWUINCH
rasbl, roptoyee, HepTenpoAyKTbl. BO3MOXHa 0MacHOCTb B3pbiBa OCTaTKOB 3TUX MPOAYKTOB;
- B MOXapoOMnacHbIX W B3PbIBOOMACHbIX MOMelieHnsx cobiogaTe ocobble npaswaa, B
COOTBETCTBMM C HALMOHA/TbHBIMU Y MEXAYHapOAHbIMW HOPMaMMU.

ONACHOCTb CETEBOIO U CBAPOYHOI'O TOKA

- MOPaXeHWe 3NEeKTPUYECKUM TOKOM MOXKET BblTb CMepTEe/bHbIM;

- CO3jaHHble BbICOKUM TOKOM MarHWUTHble MOAS MOFyT OKa3blBaTb OTpULATesbHOE
BO3/eMNcTBMe Ha paboToCNoCOOHOCTb 31eKTPONpUOOPOB (HanpuMep, KapanoCTUMYAATOP).
Jlvua, HocswMe Takue npubOpbl, A0/KHbI MOCOBETOBATHLCS C BPaYoM, MpexAae Yem
NpmbanXKaTbCsA K paboyel CBapoYHON NAOLLAAKE;

- CBApoOYHbIi Kabesb A0/XKEH OblTb NMPOYHBLIM, HEMOBPEXAEHHBIM W W30/IMPOBAHHBIM.
OcnabneHHble coeMHEHUs U NOBPEXAEHHBIN Kabeslb HY>XXHO He3aMeANNTEIbHO 3aMEHUTD.
CeTeBble kabesn 1 kabesn cBapoOYHOro annapaTta AO0J/XKHbl CUCTEMATUYECKU MPOBEPATHLCSA
CMeLManmncToM 31eKTPUKOM Ha UCMPABHOCTb M30NSALUN;

- BO BPEMS UCMO/Ib30BaHWA 3aMpeLLaeTcs CHUMaTb BHELIHMIM KOXYX annapara.

HE®OPMAJIbHbLIE MEPbI MPEAOCTOPO>XXHOCTH

- UHCTPYKLMIO MOCTOSIHHO XpaHUTb BEAN3M MecTa MpUMEHeHUs CBapOYHOro anmnapaTa;

- AOMOJIHUTENBbHO K MHCTPYKLUMM cobalogaTb AelcTBytol e obline 1 MecTHble NpaBuaa
TeXHWKKN 6e30MacHOCTU U 3KOOTUK;

- BCE YKa3aHus Ha CBapOYHOM annapare coAepXaTb B Y4ATaEMOM COCTOSHUM.

BNY>XXAAIKOLWME CBAPOYHBIE TOKU

- CneAunTb 3a TeM, UTObbI K1leMMa Kabens Macchl Obl1a MPOYHO NPUCOEAMHEHA K U3AENNIO;

- N0 BO3MOXHOCTW He YCTaHaB/MBaTb CBApOYHbIA anmnapaT HenocpesCcTBEHHO HA
3/1eKTPONPOBOAHOE MOKPbITUE MOJA UAK paboyero CToaa, UCMONb30BaTb U30AMUPYIOLLME
NpoKAaAKK.
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MEPbI MPEAOCTOPO>XXHOCTU B OBbIYHbIX YC/IOBUAX
MVHUMYM OAMH pa3 B HeZento NPOBEPATb anmnapaT Ha BHELUHWE MOBPEeXAEeHNSA U
bYHKLMOHMPOBaHME NpeAoXpaHUTE/IbHbIX YCTPOMCTB.
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14. TAPAHTUMHBIE OBSAA3ATE/IbCTBA

Komnanus MATOH MHTEPHELUHJT rapaHTupyeT ncnpaeHyto paboTy UCTOYHMKA MUTaHUS
npu  cobnogeHnn  notpebutenem  ycnoBWUM  IKCMyaTaLuK,  XpPaHeHUs U
TPaHCNOPTUPOBaHUS.

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

StandardTIG-160
StandardTIG-200 5 et
StandardTIG-250
StandardTIG-270-400V 3 roAa
StandardTIG-350-400V 2roga

OCHOBHOW rapaHTUWHbIA MEPUOA  WCHMCASIETCS CO  AHSA MPOAAXU WHBEPTOPHOro
obopyA0BaHNA KOHEYHOMY NOKynaTento.

B TeyeHMe OCHOBHOrO rapaHTWMHOroO nepuoAa npojaBel, obsa3yeTcs, becnnaTHo Ans
BAajesbla nHBepTopHoro obopygosaHus PATON:

- NPOU3BECTU AMarHOCTUKY U BbIIBUTb NPUYUHY NONOMKM,

- obecneunTb HEO6XOAMMBIMU ANSA BLINONHEHWUS PEMOHTA Y3/1aMU U 3/1eMeHTaMu,

- NpoBecTM paboTbl MO 3aMeHE BbIWEALWMX U3 CTPOS 3/1EMEHTOB U Y3/108B,

- MPOBECTM TECTUPOBAHNE OTPEMOHTMPOBAHHOMO 060PYA0BaHMS.

OcHOBHble rapaHTUiHble 06513aTe/IbCTBA HE PAaCNPOCTPAHAIOTCSA Ha 0bopyoBaHMe:

- C MeXaHW4YeCcKMMU MOBPEXJEeHUAMY, MOBAUSBLUMMU Ha paboTocnocobHoCTh anmnapaTa
(aedopmauus kopnyca v geTanen B CNeACTBUM MajeHWe C BbICOTbl UMW MafeHWs Ha
obopyAoBaHMe TAXENbIX NPeAMETOB, BbiNajeHue KHOMOK U pa3bEeMOB),

- CO C/1lelamMu KOpPO3UK, KOTOPas CTasna MPUYMHOM HEUCTIPABHOMO COCTOSHUS,

- BblleALLee U3 CTPOS MO NPUYMHE BO3AENCTBUS Ha €0 CUOBBIE U 3/IEKTPOHHbIE 3/1EMEHTbI
obunbHOM BNaru,

- BbllleJllee U3 CTPOS MO NPUYMHE HAKOMIEHWNS BHYTPY TOKOMNPOBOASLLEN NblAN (YronbHas
Mbl/b, MeTaInYeckas CTpyxKa 1 Ap.),

- B C/ly4ae MoMbITKN CaMOCTOATE/IbHOrO PEMOHTa ero y3/10B U/UAWN 3aMeHbl 31eKTPOHHbIX
3/1€MEHTOB,

- ;AaHHOe obopy0BaHMe, B 3aBUCMMOCTU OT YC/IOBUW SKCNJ/yaTaL MM peKOMeHAYeTCs, OANH
pas B NosroAa, Bo n3bexaHue BbixoAa annapaTa U3 CTposi, NPOBOAUTb YNCTKY BHYTPEHHNX
3/1EMEHTOB U Y3/10B CKAaTbiM BO3JYXOM, CHTb 3alUTHYO KPbIWKY. YMCTKy Heobxoanmo
NPOBOAUTbL aKKypaTHO, YAEep>XXMBas LUIaHI KOMMpeccopa Ha AOCTaTOYHOM PacCTOAHUN BO
n3bexkaHne NoBpPeXAEeHNS NANKM N1EKTPOHHbBIX KOMMOHEHTOB M MeXaHUYeCKMX YacTel.
Takxe OCHOBHble rapaHTUiiHble 06s13aTe/IbCTBa HE PACMPOCTPAHSAIOTCSA Ha BblleAlune U3
CTPOS BHelWHWe 3/eMeHTbl 060pyA0BaHWs, MOABepXeHHble $U3NYECKOMY KOHTAKTY, U
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COMyTCTBYIOLWME/PacXOgHble MaTepPUasibl, MPETEH3MM MO KOTOPbIM MPUHUMAIOTCS He MO3Xe
ABYX HeZeNb Noc/e NpoAaxu:

- KHOMKA BKJIIOYEHWS U BbIK/IIOYEHWS,

- PYYKW peryinpoBKuN CBapOYHbIX MapamMeTpoB,

- pa3bémbl NoAKtoueHUs kabenei n pykaBos,

- pa3bEMbl ynpas/ieHus,

- ceTeBOW Kabenb 1 BUAKa ceTeBOro Kabens,

- PyYKa ANSi NePEHOCKU, HaNNeYHbI peMeHb, Kelc, Kopobka,

- 3/1eKTPOAOAEPXKATE/b, KNEMMA «MAacCChl», FOPe/Ka, CBapoyHbie Kabess 1 pykaBsa.
Mpogaasel, ocTaB/isieT 3a cO60M NpaBo 0TKa3aTb B NPeA0CTaB/IEHUN FrAPaHTUMHOMO PEMOHT],
NMb0 yCTaHOBUTb B KaYeCTBe AaTbl HAYa/1a UCTOJIHEHWUA FapaHTUMHbIX 06A3aTe/IbCTB MecsL,
W rog BbiNycka annapaTa (yCTaHaBAMBAOTCSA MO CEPUAHOMY HOMeEpY):

- IpY yTepe nacropTa BAaje/bLeM,

- MpW OTCYTCTBMM KOPPEKTHOrO WAM Boobuie Kakoro-avbo 3amnosiHeHWUs nacnopTa
MpOZaBLOM NpU NpoAaxe annapaTa,

- FapaHTWMHBIN CPOK MPOAJIEBAETCS, Ha CPOK rapaHTUMHOIO 0BCayXMBaHWSA annapaTa B
CEepPBUCHOM LieHTpe.
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Connection to the mains/power distribution panel (at 25°C):
CAUTION! Please, pay attention to wall wires and other extension cords

A B

i
_‘\rif/
— :“\}—(;j:::‘k
. . . A] Maximum
Used MMA electrode Set current value Wire cross-section [A] Cross section of eE(t]ensi::r c:ble
for MMA and TIG diameter for MIG/MAG extension cable, mm2
length, m

StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
@2 mm not more than 80A not more than @o,6 mm 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 mm not more than 120A not more than @o,8 mm 2,5 130
4,0 205
6,0 310
2,0 75

2
94 mm not more than 160A 5 95
4,0 155
not more than @1,0 mm 6,0 230
2,5 60
5 mm not more than 200A 4,0 100
6,0 150
2 2,5 48

5 mm

26 mm fusible up to 250A up to @1,2 mm 4 8o
6 120
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. . . [A] Maximum
Used MMA electrode Set current value Wire cross-section [A] Cross section of extension cable
for MMA and TIG diameter for MIG/MAG extension cable, mmz2
length, m
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
@3 mm not more than 120A not more than @o,8 mm 2,5 220
4 350
6 525
2 130
2,5 160
4 mm not more than 160A
4 260
not more than @1,0 mm 6 385
2,5 115
25 mm not more than 220A 4 180
6 270
2,5 85
26 mm -
X not more than270A not more than @1,2 mm 4 135
fusible
6 205
2,5 65
26 mm up to 350A up to 1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for StandardTIG-160/200/250) is not a power
button, so it does not provide complete de-energization of internal electronic parts, when the machine is
switched off. Therefore, in accordance with safety rules, disconnect the plug from the mains after completion
of welding.
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PATON StandardTIG-160/200/250/270-400V/350-400V argon-arc digital inverter rectifiers are
designed for direct-current manual metal arc (MMA), tungsten-arc inert-gas (TIG) welding and metal-arc
inert-gas welding/metal active gas welding (MIG/MAG) in an environment of shielding gases and mixtures.
The advantages of using a fully digital control method in this unit are that there are no disadvantages inherent
in multifunctional systems made based on analogue control systems, which by definition are always
configured for a specific mode, and all other modes, as additional ones, have control disadvantages.
However, in a fully digital system, the control board has absolutely all the assets of the source, within its full
power, and the mode of use does not make any difference. The machine provides virtually continuous load
duration at full true rated current of 160A, 200A, 250A, 270A, 350A respectively, which is enough for working
with any electrodes from @1.6 mm up to @6 mm and semi-automatic welding with solid wire with a diameter
from @0.6 mm to @1.4 mm. The unit has a built-in non-contact arc striking module (oscillator). Through
additional adjustments, the unit can be adjusted to the most optimal settings in various situations. It is
initially set to optimal values for most applications, and is quite simple, unless the extensive expertise of the
welder enables the use of fine-tuned settings. For dangerous operating conditions, a no-load voltage
reduction unit is integrated in the MMA mode, with the possibility of switching it on and off.

This StandardTIG model manufactured by PATON has a built-in unit protecting against short-term
over-voltage and under-voltage.

The device stores under its number in each welding mode up to 16 users’ settings (programs). The
device saves in memory all the current settings at the moment of switching off and restores them at the time
of switching on.

Main advantages:
1. Wide range of welding parameters adjustment options:

a) in the MMA mode - 1 (main) + 10 (optional)

b) in the TIG mode - 1 (main) + 10 (optional)

¢) in the MIG/MAG mode - 1 (main) + 7 (optional)

2. In addition to protection against voltage surges, a stabilization system is installed for operation with
significant long-term voltage drops in the supply mains from 160V to 260V (for StandardTIG-160/200/250)
and from 320V to 440V (for models StandardTIG-270-400V/350-400V);

3. The unit is adapted to a standard household power supply. Due to its high efficiency, the welding current
source provides half the power consumption compared to conventional sources;

4. Adaptive fan speed, i.e., it increases when the unit heats up and slows down when it is cold; this saves the
fan life and reduces the amount of dust in the unit;

5. Convenient operation due to long load duration (LD) at rated current;

6. Increased reliability of the unit in dusty production conditions;

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

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

9. Improved arc stability.
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PARAMETERS StandardTIG- StandardTIG- | StandardTIG- | StandardTIG- | StandardTIG-
160 200 250 270-400V 350-400V
220/230 3x380 3x380
Rated supply voltage 50Hz, V 220/230 220/230 3 %400 X400
Ratled current consumption from the 18 .21 2528 29,5...35 N 6185
mains, A
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Load duration (LD) 45%]/at 160A 45%]/at 200A 60%/at 250A 70%]/at 270A 70%/at 350A
100%/at 106A 100%/at 134A | 100%/at 193A 100%/at 225A 100%/at 290A
Supply voltage variation limits, V 160 — 260 160 — 260 160 — 260 +15% +15%
Limits of regulation of welding 8—160 10— 200 12— 250 12-270 14-350
current, A
Limits of regulation of welding
12 - 24 12-26 12-28 12-29 12-30
voltage, V
MMA electrode diameter, mm 1,6 — 4,0 1,6 - 5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6 -1,0 0,6 -1,0 0,6-1,2 0,6-1,2 0,6-1,4
Welding pulse modes MMA: 0,2...500 Hz; TIG: 0,2...500 Hz
Hot-Start in the MMA mode Adjustable
Arc Force in the MMA mode Adjustable
Anti-Stick in the MMA mode Automatic
No-load voltage reduction unit on / off
MMA no-load voltage, V 12 /70
Arc striking voltage, V 110
Rated power consumption, kVA 4,2 ... 4,8 52..6,2 6,5...7,7 7,993 10,6...12,2
Maximum power consumption, kVA 6,3 8,1 9,4 11,5 15,2
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Overall dimensions, mm (length, 330X115X 330 X115 X
width, height) 330X 115X 262 262 262 390 X 145X 335 390 X 145X 335
Weight without coil and accessories, 6,3
57 59 10,1 10,9
kg
Protection rating 1P33 1P33 1P33 1P33 1P33

Recommended length of power welding cables when welding:

B] Cable length q
Set current value [B] Cable leng Cross-section area Cable brand
(one way)
2..9m 10 mm?* KG 1x10
not more than 100A
3...14m 16 mm?* KG 1x16
6 2 KG 1x16
not more than 160A 29 =M B
3..14m 25 mm? KG 1x25
2..7m 16 mm? KG 1x16
not more than 200A
3..10m 25 mm? KG 1x25
.8 2 KG
not more than 250A 220 25 mm X235
3..12m 35 mm? KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6...14m 35 mm? KG 1x35
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1 - Digital display;
2 — Buttons for adjusting the selected parameter up and down;
3 — Source function selection button in the used welding mode;
4 — Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
5 — Unit overheating indicator: when the unit is normal, the indicator is off, when the unit is
overheated, it flashes;
6 — Socket for shielding gas supply to the torch;
7 — Connector for controlling torch buttons;
8 — Button/automatic breaker for turning the unit ON/OFF (color — decorative);
9 — Connector for feeding signals from the wire feeder to turn the source on and off;
10 — Connection for shielding gas supply from a gas bottle;
11 — Power supply cable;
12 — Grounding cable connection.
A — Bayonet-type power current socket "+":
a) MMA welding - the electrode cable is connected (in more rare cases, when using special
electrodes, the ground cable is connected);
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b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire - the cable from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
B — Bayonet-type power current socket "-":
a) MMA welding — the grounding cable is connected (in more rare cases, when using
special electrodes, the electrode cable is connected);
b) TIG welding — only the TIG torch is connected;
¢) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire —the cable from the wire feeder is connected.

2. START-UP
Caution! Please, read Section 13 "Safety instructions" before starting-up.

2.1 INTENDED USE

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

Any other use of the unit is inappropriate. The manufacturer bears no liability for
damage caused by using the unit for other purposes.

Proper use implies following the instructions in this user manual.

2.2 SPACE REQUIREMENTS

The welding unit is protected against penetration of foreign particles with a
diameter of more than 5.5 mm.

The welding unit can be located and operated outdoors. The internal electrical parts

of the unit are protected from direct exposure to moisture, but not from condensation drops.
CAUTION! After finishing welding in hot weather, or intensive welding in any weather, do
not turn off the unit immediately! Wait 5 minutes time to let the electronic components to
cool down.
CAUTION! After operating in the cold season, after switching off and subsequent cooling
of the unit, condensation forms inside - do not switch the unit in less than 3 to 4 hours !!!
Therefore, do not turn off the unit during the cold season if you plan to turn it on in less than
4 hours.

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

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

2.3 POWER CONNECTION
The standard welding unit is rated for:
1. Mains voltage is 220V (-27% +18%) — for StandardTIG-160/200/250.
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2. Three-phase mains voltage is 3x380V or 3x400V (for StandardTIG-270/350-400V),
three wires are dedicated for this. Safety rules when working with welding equipment
require grounding of the unit housing. There are two ways to do this: 1) by using the
fourth wire in the mains yellow-green cable (international marking standard); 2) by using
a bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the
CIS countries).

Caution! When the unit is connected to a mains voltage higher than 270V, all manufacturer's
warranty obligations become invalid! This situation can occur with a very huge imbalance in
the phase voltage in a standard mains or when using a non-standard connection.

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

2.4 CONNECTING THE MAINS PLUG

Caution! The mains plug needs to match the supply voltage and current consumption of the
welding unit (see the technical data). According to safety rules, please, use the sockets with
guaranteed grounding!!!

2.5 SELECTING THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 3 and turn on the
device. After that, the language selection menu will be displayed on the screen. You can
select the desired language using the buttons 2. 2 seconds after selection, the machine will
continue working in the corresponding language.

3. MANUAL METAL ARC (MMA) WELDING

Procedure for preparing the unit for operation:

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

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

- connect the ground cable to the workpiece;

- connect the mains plug to the power supply;

- turn power switch 8 on the rear panel to the "I" position;

- use button 4 to set the MMA welding mode; to do this, hold the button for about 5
seconds. The indicator will start flashing, informing the user that it is ready to switch to the
next welding mode. If you omitted the required welding mode, press button 4 again: the
modes are switched in a circle;

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

- if necessary, you can adjust additional functions of the welding process, see paragraph 6.1
for the order of switching.
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~220V / 230V

ELECTRODE HOLDER

Caution! In the MMA welding mode, after the mains switch is switched to the "I" position,
the MMA is energized. Do not touch conductive or grounded objects such as, e.g., the
housing of the welding unit, etc. with the electrode, since the unit will perceive this condition
as a signal to start the welding process.

3.1 WELDING PROCESS CYCLE - MMA

LA . HsE dut =

e = e o F----

|
EH 5|._| LIP T=FrP J [LPS

|
t, sec .l
I.’\..eK

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

3.2"HOT-START” FUNCTION

Advantages:

- improved striking even when using poorly ignited electrodes;

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

- prevention of slag inclusions;

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

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

Example: welding with @3mm electrode, the set main value of the welding current is goA.
Result: The hot start current will be goA + 40% = 126A.

In the advanced settings, you can change both the "Hot Start" power and the "Hot Start”
time. If necessary, do not increase the power and trigger time of the “Hot Start” too much,
because it requires a very strong power supply mains at high limit values, and in the absence
of good mains, the striking process will fail.

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

3.3 “"ARC-FORCE” FUNCTION

Advantages:

- increasing the stability of short-arc welding;

- improvement of the drop of metal transfer into the weld pool;

- improved arc striking;

- reduces the probability of electrode sticking, but this is not the “Anti-stick” function,
which will be discussed in the next paragraph;

- manual setting: allows you to set the function level to a minimum value, which slightly
reduces energy consumption, as well as the concentration of heat input when welding thin
metals, which reduces the probability of burning through, but also reduces the short-arc
stability (the unit becomes similar to a transformer source). You can also increase the
function to the maximum value for even greater short-arc stability, but this requires a better
power supply mains and increases the probability of burning the workpiece.

What helps to achieve this:

If the arc voltage is reduced below the minimum allowed for stable arcing, the welding
current increases by the default level of +40%.

In the advanced settings, you can change both the "Arc Force" power and the operation level
of the function. Unless required, do not increase the power and level of trigger of the "Arc-
Force", because this affects the operation of the "Anti-stick" function at large limit values,
especially when welding with thin electrodes less than @3.2 mm, which will be discussed in
the next paragraph.
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See paragraph 6.1 to change the value of any function in the current welding mode

3.4 “"ANTI-STICK” FUNCTION

During the initial striking of the arc, the electrode can stick, tack to the workpiece; this is
prevented by many functions in the unit, but this can still happen, which in turn leads first to
incandescence, and then to damage to the electrode.

In such a case, the unit’s "Anti-stick" function is activated, which is built-in and operates in
the MMA mode constantly, which reduces the welding current in 0.6...0.8 seconds after this
condition is detected. This also makes it easier for the welder to separate (detach) the
electrode from the workpiece without the risk of scalding the eyes by accidentally striking
the arc. After the electrode is detached from the workpiece, the welding process can be
continued unobstructed.

3.5 CURRENT-VOLTAGE CHARACTERISTIC SLOPE CONTROL FUNCTION

This function is primarily intended for comfortable welding with electrodes with
various types of coatings. By default, the current-voltage characteristic slope is set to 1.4
V/A, which corresponds to the most common rutile-coated electrodes (ANO-21, MR-3). It is
not mandatory for a more comfortable operation with electrodes with the main type of
coating (UONI-13/45, LKZ-70), but we recommend setting the slope to 1.0 V/A. In turn, the
cellulose-coated electrodes (CC-1, VSC-4A) even require setting the slope of the current-
voltage characteristic to a value of 0.2...0.6V/A, and sometimes it is necessary to raise the
level of operation of the "Arc-Force" function up to the value of 18V.

See paragraph 6.1 to change the value of any function in the current welding mode
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3.6 SHORT-ARC WELDING FUNCTION

This function is especially relevant when welding overhead joints, when you need to
keep the arc from stretching too far. To do this, you can turn the "Short Arc" function to the
ON position. By default, it is in the OFF position. See paragraph 6.1 to change the value of
any function in the current welding mode

3.7 NO-LOAD VOLTAGE REDUCTION UNIT FUNCTION

When performing welding operations in the containers, tanks, and where an
enhanced electrical safety system is required, the no-load voltage reduction function can be
activated.

When the electrode is detached from the workpiece, after 0.1 seconds, the voltage at the
source terminals decreases to a safe level below 12V.

To do this, you need a no-load voltage reduction unit, which is available in this
model, but by default it is in the OFF position, i.e., off, since it is known that turning on any
such function slightly worsens arc striking.

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

3.8 PULSE CURRENT WELDING FUNCTION

This function is designed to facilitate the control of the welding process in spatial
positions other than the lower one, as well as when welding non-ferrous metals. The effect
occurs directly on the mixing of the molten metal of the seam and on the transfer of the drop
into the weld pool, and this, in turn, affects the stability of the seam formation and the
welding process. In other words, this process replaces the welder's hand movements to some
extent, especially in hard-to-reach places. The correct setting determines the shape and
quality of the seam formation, which reduces the likelihood of pores and reduces the grain
structure, and thus increasing the strength of the welded joint.
To implement this function in the device, you must first enable the current ripple mode
[Po.P], switch from the “OFF” state to the "ON” state, and also set four parameters: pulse
current [1.iP], pause current [I.PS ], pulse frequency [Fr.P] and pulse/pause ratio (or “duty
cycle”) [dut]. By default, the ripple frequency [Fr.P] and duty cycle [dut] are at the most
common values of 5.0Hz and 50%, respectively. When the "duty cycle" parameter is changed
from 50%, an asymmetry is introduced between the current pulse time and the current

"pause" time:
default
"duty cycle" [dut] = 50% "duty cycle" [dut] = 20% "duty cycle" [dut] = 70%
LA LA 1A}
50% | 50% § 80% |_ |—| 70% |§| |_
t, sec t, sec t, sec

-89- PATON StandardTIG DC MMA/TIG/MIG/MAG



PATON] |

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

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

Caution! The default welding cycle setis
TIG-2T, see paragraph 4.2.1.

As a shielding gas, pure argon "Ar" is most often used, sometimes helium "He", as
well as a mixture of them in various proportions of 40% Ar + 60% He.

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

Caution! For continuous currents over 150A, be sure to use a water-cooled torch!
Sold separately together with a cooling unit!

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

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

ARGON-ARC

Procedure for preparing the unit for operation:
- insert the torch cable into the socket of the source B "-";
- insert the ground cable into the socket of the source A "+";
- connect the ground cable to the workpiece;
- install the reducing valve on the gas cylinder;
- connect the torch gas hose to the gas cylinder reducing valve;
- open the gas cylinder valve, check for air-tightness;
- connect the mains plug to the power supply;
- turn power switch 8 on the rear panel to the "I" position;
- use button 4 to set the TIG welding mode, the modes are switched in a circle;
- set the TIG-LIFT torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the LIFT mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 4 again: the functions are
switched in a circle;
- after the unit reaches the main parameter, use buttons 2 to set the welding current;
- if necessary, you can adjust the remaining additional functions of the welding process; see
paragraph 6.1 for the order of switching

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

4.1.2 TIG-LIFT ARC STRIKING FUNCTION

This function is designed for torches with contact arc striking, without the use of
oscillators or similar devices, but unlike the conventional contact method, it completely
eliminates the shock current at the moment of striking, and this significantly reduces the
destruction of the non-consumable tungsten electrode and the ingress of its inclusions into
the weld, which is a very negative phenomenon.

Caution! The valve on the torch must be opened manually before welding and
closed after the completion of the process.
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How to use this function is to touch the workpiece with the electrode, while you can
hold the electrode in this position indefinitely, and when the user considers that he is ready
to start welding (e.g., he lowered the protective mask over his eyes and blew the place well
with shielding gas) then it is enough to start SLOWLY lifting the sharpened electrode tip
away from the workpiece. The unit will detect this moment and perceive it as a signal to start
the welding process, thereby starting to increase the welding current LINEARLY to the set
value. The larger the main operating current, the faster you need to raise the electrode,
otherwise, it will melt. The time of a smooth current build-up to the set value will be reviewed
in the next paragraph.

4.2.1 WELDING PROCESS CYCLE - TIG-2T
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Procedure for preparing the unit for operation:
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- insert the torch cable into the socket of the source B "-";

- screw tight the gas connection from the TIG torch to socket 6 (on the left);
- insert the connector of the torch control button into socket 7 (on the right);
- insert the ground cable into the socket of the source A "+";
- connect the grounding cable to the product;
- install the reducing valve on the gas cylinder;
- connect the gas hose to the gas bottle reducing valve and the fitting on the rear panel of
the source;
- open the gas cylinder valve, check for air-tightness;
- connect the mains plug to the power supply;

- turn power switch 8 on the rear panel to the "I" position;

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

- set the TIG-2T torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the 2T mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 4 again: the functions are
switched in a circle;

- after the unit reaches the main parameter, use buttons 2 to set the welding
current;

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

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

4.2.2 TIG-2T TORCH BUTTON FUNCTION

When the button on the torch is pressed, the control signal is sent to the control
unit, which fulfils the function of gas pre-purge of the welding zone (turns the gas valve ON)
and with a delay gives a signal to turn on the source; at the same moment, a high-frequency
high-voltage pulse is sent to strike the arc. All other functions are triggered (these will be
reviewed in detail in the following paragraphs) according to the cycle of the welding process
given above. After releasing the button, the current ramp-down function is triggered and the
source is turned off. Next, the function of gas post-purge of the welding zone is triggered
(the gas valve is turned off with a delay).
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4.3.1 WELDING PROCESS CYCLE - TIG-4T
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See paragraph 6.1 for the procedure for switching the value of any function
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Procedure for preparing the unit for operation:

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

- screw tight the gas connection from the TIG torch to socket 6 (on the left);
- insert the connector of the torch control button into socket 7 (on the right);
- insert the ground cable into the socket of the source A "+";

- connect the ground cable to the workpiece;

- install the reducing valve on the gas cylinder;

- connect the gas hose to the gas bottle reducing valve and fitting g on the rear panel of the

source;

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

- connect the mains plug to the power supply;
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- turn power switch 8 on the rear panel to the "I" position;

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

- set the TIG-4T torch button function; all you need to do is to hold button 3 until the
"button mode" appears on the display, and using buttons 2 set the 4T mode. If you do not
take any action for a long time, the unit will exit this function. You can return in the same
way, if you omitted the required mode of the button, press button 3 again: the functions
are switched in a circle;

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

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

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

4.3.2 TIG-4T TORCH BUTTON FUNCTION

The order of pressing the control button on the torch is similar to TIG-2T (see
paragraph 4.2.2), but there is the first difference at the start of welding: as long as the button
is held down during the first press, gas pre-purge of the welding zone and high-voltage
striking at the source output will be at a constant pre-current (pilot arc); only after the button
is released, the process of current build-up will begin and the source will reach the operating
current, i.e., the button does not need to be held when the operating current is fed. The
second difference is at the end of welding (after the second press of the control button on
the torch), the current begins to drop to the level of the crater filling current, and while the
button is pressed, the current is at this level. After the second release of the button, the
source is turned off and the function of gas post-purge of the welding zone is triggered (the
gas valve is turned off with a delay).

4.4 SHIELDING GAS PRE-PURGE FUNCTION

This function is necessary to protect the welding zone from the harmful effects of
atmospheric air, and consists in pre-purging the welding zone with shielding gas before
striking the welding arc. By default, the "pre-purge time" is set to 2.0 sec; this value can be
changed at any time at your discretion.

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

4.5 PRE-CURRENT FUNCTION (PILOT ARC)

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

See paragraph 6.1 to change the value of any function in the current welding mode
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4.6 WELDING CURRENT BUILD-UP FUNCTION

This function, in addition to saving the life of the electrode and, to some extent, the
torch itself, is also necessary for the convenience of using the torch. This eliminates the
formation of the initial splashing of the weld pool, as well as for the set time of current build-
up (inthe case of the TIG-2T button mode), you can accurately direct the torch to the desired
welding location, since the arc striking location in particularly critical workpieces is not
always located at the welding location, or you can even use this function to preheat the
welding location. By default, it is in the "OFF” position, i.e., the function is disabled.

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

4.7 RAMP-DOWN FUNCTION

This function is necessary to improve the process of filling the crater formed under
the pressure of the main working current of the welding arc, and such a crater is the nucleus
of weld defects, i.e. it is an extremely negative phenomenon. Therefore, for the set time of
the current ramp-down, it is possible to weld the formed cavity. By default, it is in the "OFF”
position, i.e., the function is disabled.

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

4.8 CRATER FILLING CURRENT FUNCTION

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

See paragraph 6.1 to change the value of any function in the current welding mode.
4.9 SHIELDING GAS POST-PURGE FUNCTION

This function consists in the post-purging of the welding zone with a shielding gas
after the welding arc is extinguished, since the hot weld pool is afraid of the harmful effects
of atmospheric air for some time. By default, the post-purge time is set to 3.0 seconds; this
value can be changed at any time at your discretion.

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

4.120 PULSE CURRENT WELDING FUNCTION

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

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

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

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

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

The unit can act as a source for semi-automatic welding, and it has the necessary
current-voltage characteristic at the output of the power terminals when switching to this
mode.

EXTERNAL
,// WIRE FEEDER
>

SEMI-AUTOMATIC
TORCH

GROUNDING CLAMP E :

I
—_—" PIECE

Absolutely any independent wire feeder operating at a specific power supply
voltage of the built-in motor can serve as an external feed mechanism for wire feeding. For
this purpose, it must have its own power source, or be powered from the power source
voltage (however, this is a lower priority option, since very rarely such systems have a good
and stable wire feeding).

Caution! In the simplest case, carbon dioxide "CO2" is used as a shielding gas when
welding ferrous metals, and when welding aluminium, only inert gases such as argon “Ar”,
sometimes expensive helium “He" are suitable. Alternatively, for stainless and high-alloy
steels, mixtures in various proportions “80% Ar+20% CO2" are often used.

Use of other gases is allowed only in agreement with the equipment manufacturer.

Preparation for operation:

- insert the ground cable into the socket of the source B "-*;
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- connect the ground cable to the workpiece;
- a pre-made power jumper with a cable cross-section of at least 16 mm?2 must be connected
to the socket of the source A "+", and the other end is connected to the power terminal of
the wire feeder, in each case it is individual, so it makes no sense to list all the options;
- connect the TIG torch to the wire feeder;
- install the reducing valve on a gas bottle with shielding gas "CO2" or "Ar + CO2" or "Ar";
- connect the gas hose to the gas cylinder reducing valve and the fitting on the wire feeder,
the connection method may be different;
- open the gas cylinder valve, check for air-tightness;
- connect the power supply unit of the wire feeder to the power supply mains (if the wire
feeder is independently powered);
- turn on the wire feeder with its own switch;
- connect the mains plug to the power supply;
- turn power switch 8 on the rear panel to the "I" position;
- use button 4 to set the MIG/IMAG welding mode, the modes are switched in a circle;
- use buttons 2 to set the required welding voltage;
- set the required wire feeding speed on the wire feeder;
- if necessary, you can adjust additional functions of the welding process, see paragraph 6.1
for the order of switching.
To control turning the source on and off, there is a control connector g on the rear
panel. Connection diagram:

3 c

Not used
WIRE FEEDER

CONTROL
— — - BOARD

4 1

Not used
Only contacts 1 and 2 are used, which are closed at the right time. When the source

should be operational, close the contacts, and when the source should be turned off, open
them.

CAUTION!!!' The connection diagram and implementation in wire feeders is
individual for each specific case, therefore, it is not given in this user manual for the power
source. See the operating instructions of the wire feeder for this.

In independent wire feeders by PATON, Feeder-15-2 (2-roll) and Feeder-15-4 (4-
roll), adaptation of control connectors is already provided, thus the assembly will require
minimal effort.

Do not forget about the supply of shielding gas. If you are a beginner and have no
experience in setting the optimal pressure for welding a particular product, then at the first
moment the gas pressure can be set higher than the optimal value of ~0.2 MPa. This will have
little effect on the process, only the shielding gas consumption will increase. But in the
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future, to save money, follow the general recommendations for semi-automatic welding
operations.

Also, start with the middle position of the wire feed speed controller on the wire
feeder (~ 4..5 m/min) and medium voltage at the source (~ 19V) for any diameter of the
installed wire (0.6 ... 2.0om). It may not be optimal, but with correct operation and even wire
feed (without jerks), as well as correct connection, such a "source + wire feeder" link should
already provide welding. To achieve the best result, you need to adjust the voltage at the
source with buttons 2 and the wire feed speed on the wire feeder in accordance with the
general recommendations for carrying out the welding process with semi-automatic units.

Remember, these parameters are different for each specific case.

5.2 WELDING PROCESS CYCLE - MIG/MAG-2T
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See paragraph 6.1 for the procedure for switching the parameter value of the function. The
pre-blowing time (t1) and post-blowing time (t2) with shielding gas are set on the wire
feeder.

5.1.2 2T TORCH BUTTON FUNCTION

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

5.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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See paragraph 6.1 for the procedure for switching the value of any function

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

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

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

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

5.3 INDUCTANCE FUNCTION

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

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

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

5.4 BEGINNING OF WELDING VOLTAGE BUILD-UP FUNCTION
This function is necessary to smoothly reach the welding mode in the set time [t.uP], which
reduces splashing of the weld pool and splatter at the moment of striking, when the wire is
still cold. The extended smooth reach time is used for the initial weld pool formation. The
voltage build-up time [t.up] is responsible for regulating the smoothness of this process,
both in the source and in the wire feed speed control unit. For maximum correct operation,
these values must be consistent (not every feed unit has the ability to change the wire feed
speed at the end of welding).

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

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

5.5 END OF WELDING VOLTAGE REDUCTION FUNCTION

This function is designed for smooth welding of the crater formed in the weld pool
under the influence of electromagnetic blast with an electric arc and subsequently being a
source of welding seam defects. The signal to start the function is to release the button on
the torch at the end of the welding process, and the movement of the torch must be stopped
and a pit (which is essentially a crater) in the welding seam must be welded with a reducing
voltage. The default voltage reduction time is responsible for regulating the smoothness of
this process, which is set to OFF, i.e., disabled, but it can be changed at your discretion.

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

6. CONFIGURING THE UNIT
When the buttons on the front panel are not touched, the unit always displays the value of
the main parameter of the used welding mode on the digital indicator:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.
Buttons 2 on the front panel are responsible for changing the value of the selected function
or main parameter.
Button 3 on the front panel of the unit is multifunctional and is responsible for the
following:

3) circular selection of any function in the current welding mode (quick press);

4) reset all functions to the factory settings of the current welding mode (hold for

more than 12 seconds).

Button 4 on the front panel is responsible for changing the welding mode; switching in a
circle.

6.1 SWITCHING TO THE REQUIRED FUNCTION

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

PATON StandardTIG DC MMA/TIG/MIG/MAG - 102 -



 ___________JPATON

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

Caution! If you hold down button 3 for a long time, when you see the name of the
function, after about 10 seconds, a countdown 333...222...111 will start on the digital display
warning about resetting all settings of the current mode. This will be reviewed in the next
paragraph.

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

6.3 RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In
order to reset them to the standard factory settings, it is enough to hold down button 3 for
more than 10 seconds (ignore the animation of lock symbols). As mentioned in the previous
paragraph, the scoreboard will start counting down 333...222...111 and when "000" is
reached, all settings of the current welding mode will be updated to factory settings.

Reset parameters for each welding mode are made separately. This is provided for
convenience, so as not to reset individual settings in the other two modes.

6.4 CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG [ MAG welding mode, it is possible for the user to save
up to 16 different presets. The current preset (program) number is displayed in the upper
right corner of the LCD of the source on the front panel. At the moment of the first switching
on of the machine, the program is always under No. 1 for each welding mode. All changes in
the setting of the machine in this welding mode and the current program number are saved.
To switch to another program number and start setting again from the basic parameters,
just press button 3 and if the function selection menu is locked, then the LCD displays the
current program number, which can be changed up or down using buttons 2. If the function
selection menu is not locked, for example, the user just before that changed the additional
parameters of the functions described in clause 6.1, then it is necessary to lock the function
selection menu by holding button 3 for more than 3.5 seconds, in the same way as when
unlocking, when the LCD will show closing locks, after this operation the menu will be locked
and now you can try again to change the program number using button 3. In this case, all the
parameters of the previous program will be saved and you can always return to it again.
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7. GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) main display parameter CURRENT = goA (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
1) "Hot start" power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
2) "Hot start" time = 0.3 sec (by default)
a)0.1... 1.0 sec (change step 0.1 sec)
3) “Arc Force” power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
4) “Arc Force” trigger level = 12V (by default)
a)9 ... 18V (change step 1V)
5) slope of current-voltage characteristic = 1.4V/A (by default)
a) 0.2 ... 1.8 V/A (change step 0.4 V/A)
6) short arc welding = OFF (by default)
a) ON
b) OFF
7) voltage reduction unit = OFF (by default)
a) ON
b) OFF
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [I.iP] pulse current = goA (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = goA (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
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a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period
of repetition of these pulses = 50% (by default)

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

TIG welding mode
0) main displayed parameter CURRENT = 100A (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
e) 14...350A (change step 1A) for StandardTIG-350-400V
1) torch button mode = [2T] (by default)
a) [LIFT] - TIG-LIFT contact striking mode
b) [2T] - non-contact striking mode, TIG-2T button mode
c) [4T] - non-contact striking mode, TIG-4T button mode
2) pre-purge time = 2.0 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
3) gas post-purge time = 3.0 sec (by default)
a) 1.0 ... 25.0 sec (change step 0.1 sec)
4) pre-current (pilot arc) = 15A (by default)
a) 8.... 40A (change step 1A) for StandardTIG-160
b) 10 ... 40A (change step 1A) for StandardTIG-200
€) 12 ... 40A (change step 1A) for StandardTIG-250
d) 12 ... 40A (change step 1A) for StandardTIG-270-400V
e) 14 ... 40A (change step 1A) for StandardTIG-350-400V
5) crater filling current = 15A (by default)
a) 8 ... 60A (change step 1A) for StandardTIG-160
b) 10 ... 60A (change step 1A) for StandardTIG-200
€) 12 ... 60A (change step 1A) for StandardTIG-250
d) 12 ... 60A (change step 1A) for StandardTIG-270-400V
e) 14 ... 60A (change step 1A) for StandardTIG-350-400V
6) current build-up time = 0.3 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
7) current ramp-down time = 0.3 sec (by default)
a) 0.1... 5.0 sec (change step 0.1 sec)
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [l.iP] pulse current = 100A (by default)
a) 8 ... 160A (change step 1A) for StandardTIG-160
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b) 10 ... 200A (change step 1A) for StandardTIG-200

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

d) 12 ... 270A (change step 1A) for StandardTIG-270-400V

e) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = 100A (by default)

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

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

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

d) 12 ... 270A (change step 1A) for StandardTIG-270-400V

e) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 10.0 Hz (by default)

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) — it is the percentage of the current pulse to the period
of repetition of these pulses = 50% (by default)

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

MIG/MAG welding mode
0) main display VOLTAGE = 19.0V (by default)
a) 12,0...24,0V (change step 0,1V) for StandardTIG-160
b) 12,0...26,0V (change step 0,1V) for StandardTIG-200
€) 12,0...28,0V (change step o,1V) for StandardTIG-250
d) 12,0...29,0V (change step o0,1V) for StandardTIG-270-400V
e) 12,0...32,0V (change step 0,1V) for StandardTIG-350-400V
1) [But] torch button mode = [2T] (by default)
a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
) [alt.4T] - 4T torch alternative button mode
2) [Ind] inductance = OFF (by default)
a) o [OFF] ... stage 3 (change step 1 stage)
3) [t.up] voltage build-up time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
4) voltage reduction time = 1.0 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
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The power supply is suitable for generator operation, provided as follows:

When working with | Set current value for When wc.>rk|ng witha wire Minimum generator
an electrode MMA and TIG TG ower
MIG/MAG P
@2 not more than 80A not more than @o.6 mm 3.0 kVA
3 not more than 120A not more than @0.8 mm 4.5 kVA
D, not more than 160A not more than @1.0 mm 6.0 kVA
]S not more than 200A not more than @1.0 mm 7.7 kVA
26 fusible not more than 250A not more than 1.2 mm 10 kVA
26 fusible not more than 270A not more than 1.2 mm 12.0 kVA
26 not more than 350A not more than @1.4 mm 16.0 kVA

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

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

- 320-440V for all three phases (for StandardTIG -270/350-400V).

9. CARE AND MAINTENANCE

Caution! Before opening the unit, be sure to turn it off, remove the mains plug.
Allow the internal circuits of the unit to discharge (about 5 minutes), and only then proceed
to other actions. When leaving, install a sign prohibiting to start the unit.

In order to keep the unit operational for many years, be sure to follow several rules:
- carry out a safety inspection at specified intervals (see Section "Safety instructions");
- with intensive use, we recommend that you blow the unit with dry compressed air every six
months. Caution! Blowing from a short distance can result in damage to the electronic
components;
- if there is a lot of dust, clean the cooling system ducts manually.

10. STORAGE

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

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

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

1. Arc power source with mains cable -1pg
2. Shoulder strap -1pg
3. User manual -1pg;
For StandardTIG-160/200:

- TIG torch ABICOR BINZEL, 4 m -1pg;
- Welding cable with ABICOR BINZEL ground terminal, 3 m -1pg;
- Branded PATON plastic case -1pg
For StandardTIG-250/270-400V/350-400V:

- Branded PATON box -1pc.

13. SAFETY RULES

GENERAL PROVISIONS

The welding unit is manufactured in accordance with technical standards and established
safety rules. However, if handled incorrectly, there is a hazard of:

- injury to service personnel or a third party;

- damage to the unit itself or to the company’s material assets;

- disruptions to an effective workflow.

All persons involved in the commissioning, operation, care and maintenance of the unit must
- be appropriately certified;

- have expertise in welding;

- strictly follow these instructions.

The malfunctions that could impair safety must be urgently rectified.

USER RESPONSIBILITIES

The User undertakes to admit to work on the welding unit only the persons who:

- reviewed the basic safety rules, received training on the use of welding equipment;

- read the Section "Safety instructions" and the instructions on necessary precautions given
in this manual, and confirm this with their signature.

PERSONAL PROTECTIVE EQUIPMENT

For personal protection, observe the following rules:

- wear protective footwear that retains insulating properties, even in wet conditions;

- protect hands with insulating gloves;

- protect eyes with a protective mask with an anti-UV filter that meets safety standards;
- use only suitable (highly inflammable) clothing.

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

HAZARD OF SPARKLES

- remove flammable objects from the working areg;

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

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

HAZARD OF MAINS AND WELDING CURRENT

- electric shock can be fatal;

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

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

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

INFORMAL PRECAUTIONS

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

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

- keep all instructions on the welding unit legible.

STRAY WELDING CURRENTS

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

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

REGULAR USE PRECAUTIONS
Check the unit at least once a week for external damage and the operation of the safety units.
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Wiring schematic diagram
Source: PATON Standard TIG-270-400V/350-400V DC MMA/TIG/MIG/MAG
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14. WARRANTY OBLIGATIONS

PATON INTERNATIONAL guarantees the correct operation of the power supply provided
that the consumer observes the rules of operation, storage and transportation.

CAUTION! There is no free warranty service for mechanical damage to the welding unit!

StandardTIG-160 ears
StandardTIG-200 5Y
StandardTIG-250

3 years
StandardTIG-270-400V
StandardTIG-350-400V 2 years

The main warranty period starts from the date the inverter equipment is sold to the end
customer.

During the main warranty period, the seller undertakes, free of charge for the owner of
PATON inverter equipment:

- to make diagnostics and identify the cause of the malfunction,

- to provide assemblies and elements necessary for the repair,

- to carry out work to replace the failed elements and assemblies,

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

- with mechanical damage that affected the performance of the unit (deformation of the
housing and parts as a result of falling from a height or falling of heavy objects on the
equipment, falling out of buttons and connectors),

- with traces of corrosion, which caused a malfunction,

- failed due to exposure of abundant moisture to its power and electronic elements,

- failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.),

- in case of an attempt to independently repair its components and/or replace electronic
elements,

- it is recommended to clean the internal elements and assemblies of this equipment, with
compressed air, to remove the protective cover, depending on the operating conditions,
once every six months, in order to avoid the breakdown of the unit. Cleaning should be done
carefully, keeping the compressor hose at a sufficient distance to avoid damage to the
soldering of the electronic components and mechanical parts.

Also, the main warranty obligations do not apply to failed external elements of the
equipment exposed to physical contact, and related/consumable materials; the claims to the
following are accepted no later than two weeks after the sale:

- on and off button,

- knobs for adjusting welding parameters,

- connectors for connecting cables and hoses,

- control connectors,

- mains cable and mains cable plug,
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- carrying handle, shoulder strap, case, box,

- electrode holder, ground terminal, torch, welding cables and hoses.

The seller reserves the right to refuse to provide warranty repairs, or to set the month and
year of manufacture of the unit as the start date for the fulfilment of warranty obligations
(established by the serial number):

- if the owner loses the data sheet,

- in the absence of correct or even any kind of entries in the data sheet by the seller when
selling the unit,

- the warranty period is extended for the period of warranty service of the unit in the service
centre.
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