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YKPAIHCbKA

LLlaHoBHMI nokyneub! [Aakyemo BaM, wo npnabanm HoBMin 3BaptoBanbHUii anapaT komnaHii PATON.
Byab nacka, yBa)kHO npouunTante HaBegeHy iHbopMaLito. BoHa MicTUTb BaXknuBi BKa3iBKK i3 3axofiB
6e3nekun, ekcnnyaTtauii Ta o6cnyropyBaHHA obnagHaHHA. He gonyckanTe BUKOHaHHSA Byab-AKUX Ail, L0
He nepenbdaydeHi 4aHo IHCTPYKLIEtO.

BupobHUK He Hece BignoBiganbHOCTI 3a TpaBMU, ¢iHaHCOBI abo iHLWI 36UTKK, OTpUMaHi B pe3ynbTaTi
HenpaBubHOI ekcnayaTauii o6nagHaHHA abo caMOCTINHOI 3MiHM MOro KOHCTPYKLi, @ TaKoXX MOXXUBI
Hacnigky Big He3HaHHA abo HeKopeKTHOro AOTPUMaHHA pekoMeHAauin Ta nonepeny)eHb, AKi
BUKNAAEHI B AaHIN IHCTPYKLi.

BHacnigok nocTinHOro ypockKoHaneHHA npoaykty BupobHMK Mae npaBO Ha BHECEHHA 3MiH B
KOHCTPYKLitO Ta An3anH obnagHaHHA, AKi He NoripLwyTb NOro xapakTepucTukm, 6e3 [oaaTkoBoro
noBiAoOMNEeHHA Npo Ui 3MiHW. lMpeTeHsii Npo HeBianNoBiAHICTb BUPOOY UM KOMMNekTalii cxeMam He
npunMatoTbea. TakoX BUPOBHUK 3anuiiae 3a coboto npaBo y 6yab-AkMii Yac i 6e3 nonepeaHbLOro
MNoBiAOMNEHHA BHOCUTU 3MiHW A0 IHCTPYKLii. BMicT gaHoi iHCTpyKUii 3 ekcnnyaTaLii He MOXe Cy>XXuUTn
06r'pyHTYBaHHAM XOAHWX NPETEH3IN 3 60Ky NOoKynus. AKLLO y Bac € NPONo3nLLii CTOCOBHO NMOKpaLLLEHHA
iHCTpyKLii ab0 BX 3HAMLLAN B Hii NOMUNKKN, MM ByaeMo BAAYHI 3a iHpopMalLito.

Bupo6bHuLTBO 3BaptoBanbHoro obnagHaHHa PATON 3aiicHioeTbes B Knesi, Ha 3aBogi komnaHii PATON
- OAHOMY 3 MPOBIAHWX CBITOBMX BMPOOHMKIB 3BaptoBanbHOro obnagHaHHA, AKMA noHap 60 pokis
nocrayae CBOI NPOAYKLLi0 HA PUHKM €BPOMENCHKMX KpaiH Ta pUHKM 6araTbox iHLLMX KpaiH CBITy.
BupobHuunm npouec i npoaykuia komnaHii PATON BignosigatoTb CBiTOBUM CTaHAapTaM.

O6nagHaHHA PATON ycnilwHo 3apekoMeHayBasno cebe y npoMUCNoBOCTi, BYAiBHULTBI, HA TpaHCMOPTi i
B no6yToBOMY BUKOPUCTaHHI. KoMnaHis nNponoHye LWMPOKMA aCOpPTUMEHT 3BaproBasibHOIO
ycTaTKyBaHHA i CynyTHiX TOBapiB.

Bce o6napHaHHA 3ab6e3nedyyeTbCA TEXHIYHOK MNiATPMMKON, AKa BK/OYAE rapaHTiiHe Ta
nicnArapaHTinHe o6cnyroByBaHHA, MOCTaBKM BUTPATHUX MaTepianiB, HaBYaHHA MepcoHany,
nyckoHanaroaykyBasbHi Ta eMOHCTpaLifnHi poboTn, a TakoXX KOHCY bTaLlii 3 BU6OPY Ta BUKOPUCTaHHA
obnagHaHHA. MNepen HagXoO>KEHHAM Ha ckiag, BCA NPOAYKLiA NMPOXOANTb KOHTPO/IbHE TECTYBaHHA B
BunpobyBanbHin nabopartopii BUPOOHMKA, BK/OYHO 3 K/IMAaTUYHUM BUMPOOYBaHHAM, a TakKOX
peTenbHy nepeanpoaa<kHy niaroToBKy, LLLO rapaHTye ctabinbHO BUCOKY sikicTb 06nagHaHHA PATON.

Aeknapauia BiaNoBiAHOCTI

O6nagHaHHA NpM3HaveHe AnA NPOMUCNOBOrO i NPOdECiMHOro BUKOPMUCTaHHA, Ma€ Aeknapawito npo

BignosigHicTe EAC. Bignosinae anpektneam EC:73/23/EEC, 89/336/EEC i eBponericbkoMy cTaHpapTy
EN/IEC60974.

3a HenpaBunbHOI ekcnnyaTtauii obnagHaHHA npouec 3BaptoBaHHA ABNA€ cobor Hebesneky AnA
3BapHMKa i nogen, WO 3Haxo4AaATbCcA B Mexax abo nopsap 3 pobouoto 30HOM. lMpu ekcnnyatauii
obnapgHaHHA Ta noAanblUii Moro ytTunisauii HeobxigHO AOTPUMYBaATUCSA BUMOT Ail0UMX AEP>KABHUX Ta
perioHanbHUX HOPM i NpaBun 6e3neku nNpawi, eEKOIOriYHOI, CaHiITapHOI Ta NOXKEXHOI 6e3neku.

0o poboTn 3 obnagHaHHAM ponyckaroTbca ocobwu He mMonoawi 18 pokiB, AKi € kBanipikoBaHMMK
po6iTHMKaMK, WO O3HANOMMUAMCA 3 IHCTPYKLIED MO ekcnnyaTtalii Ta 3 KOHCTPyKLieo obnagHaHHA,
MatoTb A0MYCK [0 CaMOCTilHOT po60TH i AKI NPOMLLINM IHCTPYKTaX 3 TEXHIKM 6e3neku.
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3BaptoBanbHU anapaT BUrOTOBMEHWN BiAMNOBIAHO A0 TEXHIYHWX CTaHOAPTIB i
BCTAHOBMEHMUX MpaBuN TexHikn 6e3neku. Y pasi HenpaBW/bHOrO MOBOAXKEHHA
MO>Ke BUHUKHYTK Hebeaneka:

-TpaBMyBaHHA 06CyroBytO4Oro nepcoHany abo TpeTboi ocobu;

-3anofisHHA WKoam caMoMy anapaty abo MaTepianbHUM LIiIHHOCTAM

nianpueMcTBa;

-nopyLueHHa epekTUBHOro pobo4yoro npoLecy.

Bci ocobu, ski noe'A3aHi 3 BBeAeHHAM B eKcnayaTauito, KOPUCTYBAHHSAM,
ynpasniHHAM, 0OMNALOM i TEXHIYHMM 06CNyroByBaHHAM anapaty NOBMHHI:
-BONOAITN 3HAHHAMM Ta HABUYKaMMU 3i 3BaplOBaHHA;
-NPONTW BigNOBIAHY aTecTau,ito;
-TOYHO AO0TPUMYBATMCA AAHOI IHCTPYKLIT.
HecnpaBHOCTI, fiKi MOXKYTb 3HU3UTKN 6e3MNeKy, NOBUHHI ByTN TEPMIHOBO YCYHEHI.

MONIOXXEHHA TEXHIKW BE3MEKW NMPU BUKOPUCTAHHI 3BAPIOBAJIbHUX ANAPATIB PATON

HEBE3MEKA MEPEXXEBOTO | 3BAPIOBAJIbHOIO CTPYMY

-ypa>KeHHA eNeKTPUYHNUM CTPYMOM MOXKe ByTn CMepTeNnbHUM;

-Kabenb XXMBMEeHHA Mae ByTU HeYLLKOOXKEHUM;

-3BaptoBanbHUM kabenb Mae 6yTU MiLLHUM, HEYLLIKOAXKEHUM Ta i30/1bOBaHUM.
OcnabneHi 3’egHaHHA | NoLWKoAXKeEHWNI kKabenb NOTPiIGHO HeramMHo 3aMiHUTW.
-kabeni>x1BneHHs n kabeni 3BaptoBanbHOro anapaTy NOBMHHI CUCTEMATUYHO
nepesipATUCA dpaxiBLueM-eneKTpuUKoM Ha CrpaBHICTb i30nAL;ii;

-3ab60POHSETLCA 3HIMATM 30BHILLHIN KOXXYX anaparTy nig yac noro poboTu.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60pOoHAETLCA CMNOCTEPIraTM 3a 3BaptoBa/IbHOK [Yrol0 HE3AXULLEHUMU 0YNMa.
Lyra i 6pu3kmn, WO yTBOPHOOTLCA MNig Yac poboTn, MOXKYTb 06MeKTU LWKipy abo
BMK/IMKATW NONyM'a, TOMy 3aBXAMW CAif HOCUTU 3axWUCHY Macky 3 TOHOBaHUM
dinbtpoM (EN 175 T1a EN 379). CTOpPOHHI 0cob6M, WO 3HaxoaAaTbcA B 30Hi Aii
NPUCTPOD, MOBMHHI 3axuWaT odi creuianbHUMW 3aXMCHUMKW OKynApamMu abo
BMKOPWCTOBYBATU HEFOPHOYi EKpaHM, LLLO NMOrTMHATb BUNPOMIHIOBaHHS.

HEBE3MEKA LUKIA/IMBUX FA3IB | BAMNAPIB
-0UM Ta LWKigNvBi rasu, WO YTBOPHOKOTLCA Nig Yac 3BaproBaHHA, Tpeba
BWAANATY i3 30HN ANXaHHA 3BapHMKa Ta aCUCTEHTIB crieuianbHMMN 3acobamu;
-KpiM Lboro noTpibHo 3abe3neunTn 4oCTaTHIA NPUTOK CBIXXKOro NOBITPA;
-BMMNapu Pi3BHOMaHITHUX PO3YNHHMKIB HE MOBWHHI NOTPANAATU B 30HY Aii
3BaploBasibHOI Ayru.

HEBE3IMEKA MATHITHOrO NosiA

EnekTpoMarHiTHi nons, CTBOPeHi CUTbHUM CTPYMOM 3BapHOBaHHS, MOXYTb UNHUTH
HeraTMBHWUIM BNAMB Ha Npaue3faTHICTb YyTAUBUX enekTponpunagis (Hanpuknag,
Kapgioctumynatopis). Ocobu, Aaki MatoTb Taki Npunagu, NOBMHHI nopagMTuca 3
nikapeM, nepLu Hixk HabnmxxaTrcs 4o po6oYoro 3BaproBasbHOro MangaH4YmKa.

HEBE3MEKA BUNbOTY ICKOP

-HeobxigHO BUAannT1 3 poboyoi 30HM 3aMMUCTI NPeAMETU Ta PEYOBUHN;

-He lonycKaoTbCs 3BaptoBasbHi po60TU Ha EMHOCTSAX, y AKKX 36epiratoTbea abo
36epiranuca roptodi rasu, nanbHe, HadToNpoayKTU. IcHye Hebeaneka BUBYXY
3anuLWLKiB JaHUX NPOAYKTIB;

-NoTpi6HO AOTPMMYBaTUCA NPaBuUI 6e3NeKU y MOXKEXO- Ta BUByxoHebe3neuHnx
NPUMILLLEHHAX BiANOBIAHO A0 HaLiOHaNbHUX Ta Mi>XKHAPOAHUX HOPM.
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OCOBUCTE 3AXUCHE CMOPAOXKEHHA

[oTpnMynTECh HAaCTYMNHUX NPaBWN ANA iHOMBIAYaNnbHOIO 3axXmCTy:
-HOCITb MilHe B3yTTA, W0 36epirae i3ontotoudi BNacTUBOCTI, B TOMY YUMCNi Ny
BOJIOrMX yMOBaXx;
-3axuLLanTe pyku i30N0HYNMN pyKaBUYKamu;
-3axmLLanTe o4i 3aXMCHOK Mackoro 3 GiNbTPoM NPOTU yNbTpadioneTtoBoro
BUMPOMIHIOBaHHA, AKWUI BigNoBigae cTaHAapTaM TEXHIKK 6e3nekn;
-BUKOPUCTOBYWNTE TiNbKUM BiAMNOBIAHWI 3BaprOBaibHUM (BaXXKO3aMMMUCTUIN) oaAr.

/"\N@ HEBE3MNEKA IHTEHCUBHOTIO WWYMY

) 3BaptoBanbHa gyra npotArom 8 rogMH pobo4voro Yacy Mo>ke CTBOPHOBaTU UYMW i3
piBHEM 3BYKOBOro TWUCKYy Buuwie 85 ab. 3BaptoBanbHMKM, WO MNpauiooTb 3
obnagHaHHAM, Nig 4Yac poboTn MatoTb HOCUTM 3aCc0BU 3aXMUCTY OPraHiB CyXxy.

3ATA/IbHI MOJTO>KEHHA

3BaptoBanbHi anapatm PATON ProMIG npu3HayeHi ana HaniBaBTOMaTMYHOIrO 3BaplOBaHHA B
cepegoBuLli 3axncHuxrasis (MIG/MAG), ona aproHogyrosoro 3saptoBaHHsA (TIG), a Takox ona py4yHoro
€N1eKTpoAyroBoro 3sapoBaHHA LWTY4HUM enektpogom (MMA).
BukopuctaHHs B anapatax PATON ProMIG nosHicTio undpoBoro cnocoby ynpabniHHA CTaBUTb iX Ha
BULLIM Wabenb TEXHONMOTYHUX MOX/IMBOCTEN Y NOPIBHAHHI 3 06nagHaHHAM, 3p061E€HMM Ha OCHOBI
aHanoroemx cucteM. BoHW [03BONAIOTbL AocAratM O4HAKOBO BMCOKWX pel3ynbTaTiB 3BaploBaHHA Ta
ynpaeniHHA 3BaploBasibHUM NMPOLLECOM He3anexHo Big peXKnMmy, 3yMOB/IEHOr0 YMOBaMU KOHKPETHOI
MeTanoKoHCTPYKLUii. IHBepTOpHi 3BaptoBanbHi anapatn PATON ProMIG npusHauyeHi onsa 4oerotpueanoi
cTabinbHOi po60TH Yy NPodEeCcinHMX MaiCTePHAX Ta HA BUPOOHULTBI.
Ao npu aproHoayroesoMmy 3saptoBaHHi (TIG) 3BaptoBanbHUIM cTpyM nepesumilye 140 A, To HeobxigHo
3aCTOCOBYBaTU aproHOAYroBUN ManbHUK 3 PIANHHUM OXONOOXKEHHAM. Takuih nanbHUK | 610K
0X0NOAYKEHHSA A0 HbOro NoTpibHo NpuabdaTtn okpemo!
Anapatamu PATON ProMIG Mo>xHa BUKOHYBaTM HaniBaBTOMaTU4YHe 3BaptoBaHHA CYLiNIbHUM CTanesnm
npoTtoMm giametpom @0,6...31,4 MM, cyuinbHUM antoMiHieBum (go @ 1,2 MM), abo NOPOLLIKOBMM APOTOM
(40,9...3,2MM), a npu pydyHOMY €NeKTPOAYroBOMy 3BapltOBaHHIi BUKOPWUCTOBYBATUM €NeKTPOAU
niametpoM @1,6...06 MM 3 NOKPUTTAM ByAb-AKUX TUMIB.
Anapatn PATON ProMIG matoTb 3aBOACbHKI HanaluTyBaHHA, ONTMManbHi ans 6inblocTi BUnaakis
BUKOPUCTaHHSA i € 4OCUTb MPOCTUMM i 3pO3YyMINNMMK B ekcnyaTauii. Lludposa cucteMa gae MoxXnumeicTb
BubarnMBMM KopucTyBavyaM caMOCTIHO cTBopuTW i 36epertn y nam’aTi anapaTy 0o 16 okpemux
iHAMBIAYanbHMX KOMMNEKCIB HanawTyBaHb (Mporpam 3BaptoBaHHA) ANA HalnbinbLL edekTUBHOT poboTH
Yy KOXHill KOHKPETHIN cuTyauii Ta B yMoBax 3BaptoBaHHA. AnapaT aBTOMaTUYHO 3aCTOCOBYE BCi 3MiHU i
36epirae ix y nam’sati, a Takoxx BUKOPUCTOBYE 36epe>keHi HanawTyBaHHA NPU HACTYMHUX YBIMKHEHHSAX.
Mpw noTpebi NpoBeaeHHA PyYHOro eNeKTPoAyroBOro 3BaptoBaHHA B yMoOBaXx, fie HaABHa Hebe3neka Big,
ypa>KeHHA eneKTPUYHMM CTPYMOM 3BaptoBanbHoro kona, B anapatax PATON ProMIG Mo>kHa yBIMKHYTU
610K aBTOMaTUYHOr0 3HM>XKEHHA Hanpyru XonocToro xoay A0 6e3ne4YHoro piBHA.
OCHOBHI cnoxkmBdi MoxxnnBocTi Ta nepesaru anapatis PATON ProMIG:
1) HanawwtyBaHHA BENUKOI KiNbKOCTi MapamMeTpiB 3BaprtoBaHHA:
a) Bcnocobi MIG/MAG - 2 0OCHOBHUX + 8 4,04aTKOBUX;
b) B cnoco6i TIG -1 ocHoBHWI + 10 OAATKOBUX;
c) Bcnocobi MMA -1 ocHoBHUI + 11 nogaTKoOBUX;
2) B6bypoBaHa cucTemMa 3axucTy Bif, KOPOTKOYACHUX CTPUOKIB Hanpyru >XXMBMEHHSA, a TakoX cucTema
ctabinisaLii 3BaptoBanbHOI Ayrv NPy BENUKUX AOBroTpMBaNnX nepenagax Hanpyru XXUBMEHHS;
3) Bucokmn KK p>xepena 3BaptoBanbHOro CTpyMy, L0 3abe3nevye BABIUI MeHLLE CMOXWMBaHHA
eneKTpoeHeprii B NOPIBHAHHI 3 anapaTtamMu TpaHCchOpPMaTOPHOro Tuny;
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4) ApanTuBHa cucTeMa MOBITPAHOIO OXONOAXKEHHA €KOHOMWUTb PEeCcypC BEHTUMATOpPa Ta 3MeHLUye
3anuneHHsa anaparta. [1oTy>)KHiCTb 0x0noaykeHHs 36inblUyeTbCA Ha noyaTky 3BapltOBaHHA Ta Mpu
HarpiBaHHi anaparTy, i 3MeHLUYETbCA NPU MOro OXONOA KEHHI;

5) Anapatn PATON ProMIG npoaykTnBHi y po6oTi 3aBAAKMN BENUKIN TPMBANOCTI HaBaHTaXKeHHA («TH»),
wo gocarae 80% Ha HOMiHaNbHOMY CTPyMi;

6) Anapatn PATON ProMIG MatoTb nigBuuieHy HapgiriHicTb poboTu B yMoBax 3anuneHHA. Bca
efneKTpoHika anapaTiB BKpUTa ABOMa LLapaMu naky, Lo 3abesneyye HafinHICTb BUPOOY NPOTAroM
YCbOro TEPMiHY cny><éu;

7) Bci getani ta 6noku gykepena CTpyMy, WO rpitoTbca Mig 4Yac poboTu, OCHaLLEHI €NeKTPOHHOK
CUCTEMOIO TEMMOBOrO 3aXUCTY.

BUKOPUCTAHHA 3A NMPU3HAYEHHAM

3BaptoBanbHi anapatn PATON ProMIG npu3Ha4eHi BUKNHOYHO ANs: HaniBaBTOMaTUYHOIO 3BaptoBaHHA
CYLiNbHMM APOTOM B CepefoBULLL 3aXMCHUX rasis, abo caMmozaxmcHuM ¢GbnrcosmMm gpotoM 6e3 rasy
(MIG/MAG), ana aproHogyrosoro 3saptoBaHHA (TIG), a TakoX An1A PyYHOro AyroBoro 3BaptoBaHHA
WTY4YHUM enektpogoM (MMA). IHWe BMKOPWUCTaHHA anapaTiB He BignoBigae iXx MNPU3HaAYEHHHO.
BupobHUK He Hece BiAMNOBIAaNbHOCTI 3a MOLUKOAXEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTiB He 3a
npu3HayYeHHAM. BUKopucTaHHA BiANOBIAHO A0 NPU3HAYeHHA, Mae Ha yBasi AOTPUMaHHA BKa3iBOK
paHoro nocibHuka 3 ekcnnayaradii.
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TEXHIYHI XAPAKTEPUCTUKU PATON ProMIG

NAPAMETPU ProMIG-160 | ProMIG-200 | ProMIG-250 ProMIG-270 ProMIG-350

HomiHanbHa Hanpyra
220/230 3x380/3x400

>KuBneHHs (50/60 l'y), B % X
[LonycTuMi Mexi Hanpyru 160 . 260 340 .. 460
J)KUBNEHHSA, B
HominankHe cnoxweanya 3 18...21 23...27 29,5...35 12..14 16..18,5
¢dasu, A
Hominanemi 160 200 250 270 350
3BaploBaNibHUM CTpYM, A
MakcumanbHun Alrounn 215 270 335 350 450
CTpyM, A
TpuBanicTb HaBaHTa>kKeHHA 70%/160 A 70%/200 A 60%/250 A 70%/270 A 70%/350 A
(TH) 100%/134 A | 100%/167 A | 100%/193A | 100%/225A | 100%/290 A
Me>xi peryntoBanHa 8...160 10...200 12..250 12...270 14...350
3BaploBaNibHOMo CTPYMy, A
Me>x peryntoBanKa 12...24 12...26 12...28 12...29 12...30
3BaploBanbHoi Hanpyru, B
LWBupkKicTe nopavi, M/xB 1,0...16,0
Aiametp wryuroro 1,6...4,0 1,6...5,0 1,6...6,0
enekTpoaa, MM
Aiamerp cyuinbHoro 0,6...1,0 0,6..1,0 0,6..1,20 | 06..1,2 0,6..1,4
3BaproBanibHoro gporty, Mm

Tun MmexaHi3My nogaui
ApoTty

Makc. maca ppoTy, Kr 18
IMnynbcHi pe>xknmm
3BaproBaHHA, 'y

15-2 - 2-ponukosuii, 15-4 — 4-ponnKoOBUN

MMA: 0,2...500 - perynboBaHuin; TIG: 0,2...500 — perynboBaHui;
MIG/MAG - cHepreTu4Hum

®yHkuia «Fapaunm ctapT» PerynboBaHa
®DyHKuia «Popcaxk ayrn» PerynboBaHa
PyHuin ABTOMaTNYHA
«AHTUNPUAUNAHHA»
Bnok 3HMXKeHHA Hanpyrn
BKN / BUMK
XOJIOCTOrO XoAY
Hanpyra xonocTtoro xoay, B 12/75
Hanpyra nignany ayrn, B 110
Homikanbna notyxuicts 41..47 | 51..61 66..78 | 80..94 | 10,7..123
Cno>XnBaHHA, KBA
MakcuManbHa NoTY)KHiCTb 5.9 75 9.5 1.4 15,3
Cno>XnBaHHA, KBA
KKA, % 90
Twun oxonoa)KeHHA MMoBiTpAHe, apanTueHe
TeMnepaTypa cepepoBuLa, o5 . +45
°C
Fa6apuTHi po3mipu 360 x 260 x 360 x 260 x 360 x 260 x 540 x 360 x 540 x 360 x
(O, x LU x B), MM 270 270 270 400 400
Maca 6e3 akcecyapiB, Kr 13,1 13,2 14,0 (16,8) 22,5 (25,3) 24,4
Knac 3axucty IP33
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TMAPAMETPU PEXKMIB 3BAPHOBAHHA

AiameTp enektpoay Cwuna cTpyMy npu [iameTp ApoTy Ana I'I::u:a Ii'lson:p:::oro :Lil((::l.-la
AnA MMA, MM MMAiTIG, A MIG/MAG, MM ):’M;e"’m:, MM‘}V n‘:‘msmy, "
ProMIG-160, ProMIG-200, ProMIG-250
1 75
1,5 115
@2 0o 80 no 20,6 2 155
2,5 195
4 310
6 465
1,5 75
2 105
a3 no 120 no 30,8 2,5 130
4 205
6 310
2 75
2,5 95
a4 no 160
4 155
no 1,0 6 230
2,5 75
a5 [0 200 4 125
6 185
2,5 60
a5
@6 (nerkonnaski) A0 250 po 1,22 4 100
6 150
ProMIG-270, ProMIG-350
1,5 135
2 175
(%K) 00120 no 20,8 2,5 220
350
6 525
2 130
2,5 160
a4 no 160
4 260
no 1,0 6 385
2,5 115
a5 [0 220 4 180
6 270
2,5 85
@6 (nerkonnaeki) no 270 no @1,2 4 135
6 205
2,5 65
26 no 350 no @1,4 4 100
6 150

2 1o 1,0 MM Npu 3BaprOBaHHI iMMAY/IbCHUM CTPYMOM CTa/IEBMM Ta HEPXKABIOYMM APOTOM
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

Ctucnuin
nocibHMK
KopucTyBaua

3BaptoBanbHuii kabenb 3
enektpogotpmuMadem ABICOR BINZEL* KomnnekTtu ponukis
AN cyLinbHOro 1a

antoMiHieBoro gpoTy**

3BaptoBanbHui kabenb 3 KNeMoro [>xepeno >XnBneHHA 3BaproBasnibHOi %

«Maca» ABICOR BINZEL*** ayrn 3 61okoM nogadi opoty

PeMiHb ana
nepeHeceH
HA anapaty

HanisaBToMatuuHmin nansHnk ABICOR LLIBMAKO3HIMHMI
BINZEL* NHEBMOpPO3’eM

*KpiMm Moaenen 3 komnnekTauieto «WA» Ta «\WAM»

BBEOEHHA B EKCIM/TYATALLIKO  «« 174 moneneit ProMIG-250-15-4/270-15-4/350-15-4
*** KpiMm Moaenemn 3 komnnekTauieto «WA»
BUUMOIn 4o PO3MILLLEHHA

3BaptoBanbHUIM anapaT HeobxiAHO po3MillyBaTH Tak, Wo6 3abe3aneunTt 6e3nepeLlKkoaHU BXia, | BUXIA,
OX0/100)KYHOHOro NoBiTPA Yepeld BEHTUNALINHI OTBOPU Ha MOro NepeaHin i 3aaHin naHenax. Cniakymrte
3a TuM, wob MeTaneBMin nun (Hanpuknag, Big HaxpadHoro wnipysaHHA) HE 3acmokTtyBaBscA
BEHTUNATOPOM OXOMOA>KEHHA.

Po3milLynTe anapar Tak, o6 iHTEHCMBHUIM NOTIK NOBITPA OXO/I0AXKEHHA anapaTta He 6yB HanpaBieHU
Ha Micue 3BaptoBaHHA, He NepeLuKoaXaB nignany 3BaproBanbHOI Ayrn i He 3HMXKYBaB ii CTabinNbHICTb.
3BaproBanbHU anapaT 3axX1LLLEHWI Bif, NPOHUKHEHHA CTOPOHHIX TBEPAMX NPeAMETIB AiaMeTpoM noHas,
5,5 MM. Mloro Mo>kHa po3MilllyBaTi Ta eKCnnyaTyBaTV Ha BiAKPWTOMY MOBITPi, ane He Mi4 onagamu.
BHyTpilLHI enekTpuyHi getani anapaTy 3axuLLeHi Big 6e3nocepeaHboOro BnaANMBY BOIOrOCTi, ane He Big,
Kpanenb KoHAeHcaTy.

YBATA! lNicns 3akiHYeHHs 3BaptoBanbHUX Po6iT B CNEKOTHY norody abo iHTEHCUBHUX 3BAaPHOBaTbHUX
pobit y 6yab-Aky norogy, obnagHaHHA He cnig BUMMKaTW ogpaly! PekoMeHAyeMO 3anuwinTti MOro
YBIMKHEHWM He MeHLue M'ATU XBUAMH, W06 CuUCTeMa OXONOAXEHHA Mana MOX/AMUBICTb 3HU3UTU
TeMmnepartypy HarpiTmx eneKTPOHHUX KOMMOHEHTIB.

YBATA! lMNMpu TeMnepaTtypi oTouytouoro cepepoBuiLa Hmxk4ve 0 °C nicnAa BUMKHEHHA i OXONO4XKEHHSA
anapaTy BcepeAuHi Moro Kopnycy Mo><e yTBOPHETbCA KOHAEHCaT, L0 CTBOPUTb HeBe3neKy 3aMuKaHb.
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Yepes BMUKATU NPUCTPIN 3HOBY MOXKHA HE paHille HixX Yepe3 3—4 rognHu! ToMy y xonogHy nopy poky
KpaLLie 3a1MWnT anapaT yBIMKHEHUM, AIKLLO NAaHyeTe NpauoBaTh 3 HUM paHille HiXk Yepes 4 roguHu.

MgK/1r04YeHHA X)KUBJTIEHHA

3BaptoBanbHi anapatn PATON ProMIG po3paxoBaHi Ha XXMUBNeHHA:
-OaHodaszHMM 3MiHHUM CTpyMOM 3 Hanpyroto 220/230 B (Moaeni ProMIG-160/200/250);
-TpudaszHnM 3MiHHUM cTpyMoM 3 Hanpyroto 380/400 B (Moaeni ProMIG-270/350).
YBATA! Bci rapaHTiiHi 3060B'A3aHHA BUPOOHMKa BTpayaroTb CUAY NpU MNiAKAHOYEHHI anapaTta 4o
Hanpyru mepexi Buuie 270 B (Moaeni ProMIG-160/200/250) a6o 450 B (moaeni ProMIG-270/350)/, a
TaKoX NP NigKIOUYeHHI Ga3un XXMBNEHHA Ha 3a3eMJIEHHA 3BaptoBanbHOro anapara!

Ona nigknroyeHHs 3BaptoBanbHUx anapatis PATON go 3-
$a3Hoi Mepexi >XMBMEHHA BUKOPUCTOBYMTE Kabenb 3 L2
yoTMpMa npoBogamMu, WO Bignosigae crtaHgapty IEC
60445:
-KopuuHeBuii nposig, —-dazall;
-YopHui nposig, - bazal2; L1
-CuHin nposipg, - ¢dazal3; L3
-)KoBTO-3€/1€HNI NPOBiA ~ — 3a3eM/EHHHA.
MpaBuna TexHikn 6e3nekun nig 4Yac nposefdeHHA pPobiT 3i J_
3BaptoBanbHMM 06nagHaHHAM BMMaralTb 3a3eMJ/IeHHA -

Kopnycy anapaty. [locTynHi aBa cnocobu:
-BUKOPUCTaHHSA >XOBTO-3€/1EHON0 APOTY y Kabeni XMBNEHHA (Mi>KHApPOAHUI CTaHA4apT MapKyBaHHsA);
-BMKOpUCTaHHA 601TOBOI KNEMU Ha 3a4Hil NaHeni anapaTy (CTaH4apT 3a3eMeHHsA B KpaiHax CH/).

MPUMITKA: ana 3-¢pasoBoro >xmneHHs anapatis PATON He BUKOPUCTOBYETbCA «HY/1b», @ TiIbKU TPK

$asn. XXoBTo-3eN1EHN NPOBIA — TO caMe 3a3eM/IEHHS, @ HE «HY b»!

YBATA! BpaxoByiiTe naoLly nNonepeyHoro nepepisy kabeniB >XMUBNEHHA, NPOKNageHUX B CTiHax, Ta
iHLUMX MOAO0BXYBaYiB >XMBMEHHSA 3BaploBanbHOro gxepena. BoHu MatoTb OyTM po3paxoBaHi Ha
NOTYXHICTb CNOXXWBAHHA €/1EKTPUYHOIO CTPYMY, 3a3Ha4YeHY B TEXHIUHUX XapakTepucTmkax obnagHaHHA
PATON.

Po3'eM>KnBneHHA, nonepeyvHn nepepis kabenis XMBMEHHSA, a TaKOXX Mepe>keBi 3anobi>kKHMKM NOTPiGHO
BUGMpaTH, BUXOASUM 3 PiBHA CNOXMBaHHA anapara.

YBATA! BuMukau xxuneneHHsa (12) B anapatax ProMIG-160/200/250 He € CUNOBUM, BiH HE 3HECTPYM/IHOE

BHYTPILLHIO €MEKTPOHIKY MOBHICTIO. BuiiMaliTe BUAKY 3 PO3ETKM >XUB/IEHHS MiCNA 3aBepLUEHHS
3BaptoBasibHUX pPobiT, 3rigHO 3 NpaBuNaMmn TexHiKM 6eaneku.
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JXUBJIEHHA 3BAPIOBAJIbHOIO AMAPATA BI, TEHEPATOPA

3BaptoBanbHi anapatu cepii ProMIG MoXxyTb OTpMMyBaTK XXMUBNEHHA Big MOBinbHOro reHepaTtopa, Lo
BiANOBIAA€E HACTYNHMM YMOBaM:

[LiameTp enekTpoay 3apaHuin cTpym npm [AiameTp papoty ans Heo6xipHa NnoTy>kHicTb
ana MMA, Mmm MMAITIG, A MIG/MAG, MM reHeparopa, KkBA

a2 no 80 no 20,6 3,0
@3 no 120 no 20,8 4,5
a4 no 160 no 21,0 6,0
a5 0o 200 no 21,0 7,7

6 (nerkonnaski) no 250 no 21,2 10

6 (nerkonnaski) no 270 no 21,2 12,0
a6 no 350 no 21,4 16,0

YBATA! 1na cta6inbHoi po6otn mogeneit ProMIG BuxigHa ¢a3oBa Hanpyra reHepaTopa He NOBMHHA
BMX0AUTK 3a Mexi 160-260 B.
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YMNPABJTIHHA TA IHOUKALUIA
OPrAHU YIIPABJIIHHA ATTAPATOM

ProMIG-270/350-400V ProMIG-160/250
1- Ovcnnen p)xepena cTpyMmy;

2 - KHonka MODE Bun6opy cnocoby 3BaptoBaHHs:

-py4YHe Ayrose 3BaptoBaHHA LUTYYHMM enekTpogom (MMA);
-aproHoayroBe 3BaptoBaHHsA (TIG);
-HaniBaBTOMaTM4YHe 3BaptOBaHHA B 3axncHux rasax (MIG/MAG);

3-Pyuka perynatopa pgxepena cTpyMmy ana Bubopy oyHKuUin/mapaMeTpiB MOTOYHOro crnocoby
3BaplOBaHHA Ta BCTAHOB/EHHA iX 3Ha4eHHsA. MNoBepTanTte pyyky Ana Bubopy ¢yHkLUin/napamerpis,
HaTUCHITb Ha Hei A/1Aa nepexody A0 BCTAHOBMEHHA 3HaudeHHAa BubBpaHoi ¢yHKuii/napameTtpy.
3HauyeHHA BCTaHOB/IOKOTLCA NOBOPOTAMUM PyYKU perynatopa. HaTuCHITb Ha pyyky perynsaTtopa Lie
pa3s, Wwob NoBEpPHYTUCH A0 MeHIO BUBOpPY PyHKLIiN/NnapaMeTpis;

4- KHonka PROG Ha p)epeni ctpymy ana Bubopy nporpamu 3BaptoBaHHA (Habip paHiwe
HanaluToBaHWX KOPUCTyBaveM napametpis). ogaTkoBa ¢yHKLUiAy cnocobi MIG/MAG: HaTUCHITb Ta
yTpuMyiTe Binblue 1 cekyHAM ANs HanalTyBaHHA PiBHA iHAYKTUBHOCTI;

5- KHonka TEST GAS ana nepeBipky nopadi 3axvcHoro rasy. HaTucHiTb — BigKpueTbcsa knanaH
rasoBoro TpakTy (ApiT Npu LbOMyY He NoaaeTbeA). HaTUCHITb We pas, wob 3akpuTn knanaH, abo BiH
aBTOMaTU4YHO 3aKpUETbLCA Yepesd 15 cekyHA;
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6 - KHonka VOLTAGE ana wBnakoro BUKINKY NapaMeTpy HanawTyBaHHA 3BaproBasibHOI Hanpyru Ha
6noui nogauyi gpory;

7 - Ouncnnen 6noky nogavi opoTy;

8 - Pyuka perynaTtopa Ha 6noui nogadvi gpoty ons Bubopy GyHKLiN (MapaMeTpiB) NOTOYHOro crnocoby
3BaplOBaHHA Ta BCTAHOB/EHHS iX 3HaueHb. [MoBepTanTe pyyky ana Bubopy oyHkUin/napameTpis,
HaTUCHITb Ha Hei Ona nepexody [0 BCTaHOB/EHHA 3Ha4yeHHs BMOpaHoi ¢yHKUii/napaMeTpy.
3HauyeHHA BCTaHOBMOKTLCA MOBOPOTaMUM PYUYKN perynatopa. HaTUCHITb Ha pyyKy perynatopa e
pas, Wwo6 NoBepHyTMCb A0 MeHto BUBopy dyHKLUin/napaMeTpis;

9- KHonka PROG Ha 6noui nopadi gpoty gna Bubopy nporpamu 3BaptoBaHHA (Habip paHiwe
HanalToBaHWX KOPUCTyBa4eM napametpis). JoaaTkoBa oyHKLUiA y cnoco6i MIG/MAG: HaTUCHITb Ta
yTpuMynTe 6inblue 1 cekyHAW AN HanawTyBaHHA PiBHA iHOYKTUBHOCTI;

10 - KHonka WIRE INSTALL. HaTtucHITb i yTpuMyinTe AnAa NpocyBaHHA APOTY B 3BaprOBa/ibHUN pyKaB
nanbHuKa. Npu NnpocyBaHHI 4pOTy ra3 He NOAAETLCA;

11 - Po3'eM KZ-2 tuny "€BPO" ana nig’eaHaHHA HaniBaBTOMaTUYHOIO NanbHMKa abo aproHoAyroBoro
nanbHMKa KHOMKOBOTrO TUMY;

A -THi300 3BaptOBanbHOMO CTPYMY «i»:

-MIG/MAG-3BaptoBaHHA:
O Npu 3BapOBaHHI CYLiNIbHUM APOTOM — MiAKNOUITb CUNOBY NEPEMUYKY 3BapHOBaSIbHOIo CTPYMy
(12);
O Mpwv 3BaptoBaHHi caMo3axucHuM ¢pnrocomM gpotoM (FCAW-S) — nigkntouite kabenb «<Maca»;
-TIG LIFT-3BaptoBaHHA - NigkntoYiTe kabenb «<Maca»;
-MMA-3BaproBaHHA:
O MpV 3BaptOBaHHI 3BUMAHMMM eNneKTpoaaMu — Miak/oUiTe Kabenb enekTpoaoTpMmMaYa;
O Npu 3BaplOBaHHI cneuianbHUMU eneKTpoaamMum — NigKIo4iTe kKabenb «<Maca»;
B - THi3[0 3BaptOBasIbHOI0 CTPYMY «—»:
-MIG/MAG-3BaptoBaHHA:
O MpW 3BaprOBaHHI CYLLiNbHMM APOTOM — MigK/OUiTE Kabenb «<Maca»;
O MpW 3BaptoBaHHi caMo3axucHUM ¢pnrocoBuM gpoToM (FCAW-S) — nigkntouite nepemMumuky
3BaptoBanbHOro cTpymy (12);
-TIG LIFT-3BaptoBaHHA:
O Npu 3BaprOBaHHi aproHoAyroB1UM NasibHNKOM BEHTUNLHOIO TUMY — NiAK/OYITE MOro kabenb;
O Mpwv 3BaprOBaHHI aproHOAYroB1M nasibHMKOM KHOMKOBOFO TURY — NiAKAHOYITb NePEMNYUKY
3BaptoBanbHOro cTpymy (12);
-MMA-3BaproBaHHA:
O NMpv 3BaprOBaHHi 3BUMAHMMM eNneKTpoaaMU — MigK/ouiTe Kabenb «<Maca»;
O MpW 3BaplOBaHHI cneLjianbHUMK eneKTpoaaMm — NigKIo4iTe Kabenb enekTpoaoTpMMaYa;

12 - CnnoBa nepemMuyka 3BaproBanibHOro cTpyMy o 650Ky nogadi opoTy;

13 - 3anobixkHnk 610Ky nogadi ApoTy;

14 - 3anobixxHuK nigirpisava raay;

15 - Micue nigknrodeHHs kabento 3a3eMneHHs;

16 - Po3eTka gna nigirpisava rasy 36 V;

17 - Po3'eM KOMyHiKaUiHoro kabento;

18 — Kabenb XXnBneHHs;

19 - WUtyuep nogavi 3axmcHoro raay;

20 - 3axmcHMN 6oKC ANnA KOTYLIKU 3i 3BaptoBanibHUM APOTOM;

21 - TpyMau KOTYLLKM ANA APOTY 3 NPY>KMHHUM MEXaHi3MOM rasibMyBaHHSA;

22 - ABTOMaT / KHOMKAa XXUBNEHHA AxXepena 3BaprtoBanibHOro CTpyMy.
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IHONKALLIA ATTAPATA

Bca iHdopMauia npo ¢yHKUii Ta napaMeTpmn obpaHoro crnocoby 3BaproBaHHA Bigobpa)kaeTbcAa Ha
pucnneax axepena ctpymy (1) Ta 6noky nogadi (7):

MIG/MAG

AR RN 1 - 2 T MFor H: 1 e

WEHMAKLICTE AFOT'd.

MIG MAG-ET nFor.Hel]

~
HanrF'dY9ra =eafFlHEaHHA.

=%

0 19,9V

Aucnnel gxepena cmpymy Aucnneii 6noka nogadyi aApomy

TIG

NaFaMeTFK: ik
KHOMKa najeHwka: LIFT

1IMAYAECHHA PE®kM: OFF 1- O6paHuii cnocib 3saptoBaHHA
. 2- HoMmep nporpamMu 3BaptoBaHHA
Aucnned gxepena cmpymy 3- Hasea 06paHoi GpyHKLii / napameTpa
MMA 4~ 3HayeHHA o6paHoi GyHKLii / napameTpa

5- lMepenik Ta BCTAHOBNEHi 3HAaYeHHA [BOX HACTYMHWX
napameTpis B MeHI0
1 A MFor. He 1 )5

/

[ [=]
(] [

NaFaMeTFH: i
cHina Nar. CTaprTa: DA%
“qac ar. CtarTe: B,3C

[v]

Aucnned pxepena cmpymy

HANTALUTYBAHHA ®YHKLLIW | TAPAMETPIB 3BAPIOBAHHA

PerynaTtopwu (3) Ta (8) — OCHOBHI OpraH KepyBaHHs, 3a iX 4OMNOMOror0 MoXkHa pobuUTK HacTynHe:
-NOBOPOTaMM pyukm BUbMpanTe no Kony GyHKLii Ta ix 3Ha4YeHHA y NOTOYHOMY crnocobi 3BaptoBaHHA
-HaTUCHITb Ha PyuKy, W06 NigTBEpAUTU BCTAHOBIEHHA 06paHOro napaMeTpy UM MOro 3HaUYeHHs;
-HaTUCHITb Ta YTPMUMYITE Ha pyuKy perynatopa 6inbLue 12 ¢, o6 CKMHYTU 3HaUYEHHS BCiX QYHKL N

0,0 3aBOACHKMX HaNaLTyBaHb MOTOYHOIO cCnocoby 3BaptoBaHHA.

BUBIP MOBU MEHIO AITAPATA

YBIMKHIiTb anapart yTpumytoum kHonky MODE (2)ana Bu6opy/3MiHM MOBW MeHIO anapata. [loBopotamMm
py4km perynatopa (3) o6epitb 6axkaHy MOBY, Ta HAaTUCHITb Ha py4Ky perynatopa (3), wob nigTeepantn
BMGip. AnapaTt NnpoaoBXnTb poboTy 3 iHTEpdericoM 06paHo0 MOBOIO.
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PO3b/10KYBAHHA/B/IOKYBAHHA MEHIO AITAPATA

Mpu 3abnokoBaHOMYy MeHKO HanalTyBaHb Ha gucnnei gxxepena ctpyMmy (1) BigobpaxxeHUn 3aKpUTUn

3aMoK: u, anapaT BMBOAMTb Ha ekpaH 3HA4YeHHsA OCHOBHOro napameTpa MOTOYHOro crnocoby
3BaploBaHHA:

-y cnocobi MIG/MAG - 3BaptoBanbHa Hanpyra/Kopekuia Hanpyru — B iMny/IbCHOMY pexuMi

-y cnoco6i TIG — 3BaptoBanbHUN CTPYM

-y cnocobi MMA - 3BaproBanbHUI CTPYM.
Akwo MeHl anaparta 3abnokoBaHe, TO pyyku perynatopis (3) Ta (8) 3MiHIOTb 3HAYEHHA TiNbKK
OCHOBHUWX NapaMeTpiB BCTAHOBMNEHOro crnocoby 3BaptoBaHHA. HaTUCHITL Ta yTpuMynTe pyuky
perynatopa 6inbwe 6 cekyHg OJ/1IA PO3BJ/IOKYBAHHA MEHIO. Mpu posbnokyBaHHI Ha ekpaH
BUBOAWUTbCA aHiMaLlia 3amka, AKUMW BigkpwueaeTtbca. [licna ycniwHoro po36nokyBaHHA A04aTKOBI
dyHKLUii cnocoby 3BaptoBaHHA Ta iX 3HaYeHHA AOCTYMNHI AN1A 3MiHW.
ANA BTIOKYBAHHA MEHIO HatucHiTh | yTpuMyiTe pyuky perynaTtopis (3) um (8) nosLue 6 cekyHn. byae
Bigo6pa>keHa aHiMalia 3amMKa, L0 3aKpPMBAETLCH, NiCNA YOro MeHto anapaTa 6yae 3abnokoBaHe.

MEPEMUKAHHA HA BAXXAHUW CMOCIE 3BAPIOBAHHA

HaTtucHitb kHonky MODE (2), wo6 yBiMKHYTM HacTynHuin cnoci6 3BaptoBaHHA. Hasea BubpaHoro
cnocoby Bigobpaxkyetbca Ha gucnnei.

CKUOAHHA HAJIALUTYBAHb MOTOYHOI TPOrPAMU 3BAPIOBAHHA

HaTtucHiTb Ta yTpuMynTe py4ky perynatopa (3) abo (8) 6inbwie 12 cekyHA (He 3BepTanTe yBaru Ha
aHiMaLito 3amMouKka), Wob CKMHYTM 3Ha4YeHHA BCiX NapaMeTpiB A0 3aBOACbKMX HanalwTyBaHb. byae
Bifo6pa>keHNn 3BOPOTHMN Bianik «333...222...111...» i npu gocAarHeHHi «000» Bci HanalwTyBaHHSA
BUBpaHOi nporpaMm MOTOYHOro crnocoby 3BaptoBaHHA OyayTb OHOBMEHI Ha 3aBoAcbki. CkuAaaHHA
napameTpiB N8 KOXHOI NporpamMum KoXKHOro cnocoby 3saptoBaHHA BUKOHYETbCA OKPEMO i He BNINMBae
Ha iHLWi.

3MIHA NMPOrPAMU 3BAPHOBAHHA

Y ko>kHOMy criocobi 3eaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epirati Ta 3aBaHTa)kyBaTn Ao 16
pi3HMX BapiaHTiB HanalUTyBaHb 3BaptOBanibHOro npotecy (nporpam). NoToUHUM HOMep HanaluTyBaHHA
(nporpamu) BigobpaxkaeTbca NpaBopyy 3BEPXY Ha ekpaHax o)kepena cTpymy ta 6n1oky nogaudi. Mig vac
nepLUoro yBiMKHeHHA anapaTa 1A KOXXHOro cnocoby 3BaptoBaHHA 3aBaHTaXkKyeTbCA nporpama nig Ne1.
HaTtucHiTb kopoTko kHornky PROG (4) abo (9) — 6yae BigobpaxxeHMn HOMepP NOTOYHOI nporpamu. 3a
nponomoroto BignoeigHoro perynatopa (3) um (8) o6epiTe NOTPiIGHY NporpaMy i HaTUCHITL Ha HbOro AN
niaTBepAXkeHHA BMbopy — 6yAyTb 3acTOCOBaHi HanawTyBaHHA 06paHoi nporpamu.

Yci 3MiHW, BHECEHi 3ro4oM B HanaluTyBaHHAX anapaTa, aBTOMaTUYHO 36epiratoTbCcAy 06paHin NOTOYHIN
nporpami.

LWIBNAOKE HAJIALLUTYBAHHA NTAPAMETPIB

Y 3BaptoBanbHux anapatax PATON ProMIG nepeabauyeHa MOXIMBICTb LUBUAKOINO BUK/IMKY 4acTo
BXMBaHMX QYHKLIN ANA HanalTyBaHHA iX 3HaUYEeHb:

-HaTtuncHitb i yTpuMyiTe pyyky perynatopis (3) um (8) goBLue 6 cekyHf, 06 3a610KyBaT MEHIO
KepyBaHHs. |3 3a610K0BaHOro MeHto MoXXHa byae HanaluTyBaTV N1LLe OCHOBHI MapaMeTpu
cnocoby 3BaploBaHHA:

o Pyuka perynartopa (3) y 3a610Kk0BaHOMY MEHIO peryntoe:
= npu MMA Ta TIG-3BaptoBaHHi NOCTINHUM CTPYMOM — 3BaptOBaNibHUM CTPYM, a Npu
3BapOBaHHi iMNyNbCHUM CTPYMOM — 6a30BUN CTPYM;
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= npu MIG/MAG-3BaptoBaHHi — peryntoe asaproBasibHy Hanpyry, a npu po6oTi B
iMNyNbCHOMY peXkMMi — KopeKL,ito 3BaploBanbHOI HaNpyru;
o Pyuka perynatopa (8) y 3a6n1okoBaHOMy MeHIO akTUBHa nuLle npu 3saptosaHHi MIG/MAG,
BOHa 3MiHIOE LUBMAKICTb NO4adi 3BaptoBanbHOro ApoTy;

-HatucHitb Ta yTpumyiite kHonky PROG (4) a6o (9) 6inbLe ogHiei cekyHam npu MIG/MAG-
3BaptoBaHHi NOCTIMHUM CTPYMOM, LL106 HanawTyBaTh piBeHb iHAYKTUBHOCTI;

-HatuncHitb kHonky TEST GAS (5) Ha 6n10ui nogadi ApoTy — BiAKPMETLCA KNnanaH ra3oBoro TpakTty ana
nepesipkM HaaAX0OKEHHSA rady Ta NpoAyBKW ra30BOro TpakTy i nanbHuka. lNpu yBiMkHeHOMy cnocobi
MIG/MAG ppiT He nogaeTbcA. HaTUCHITb We pas, wob 3akpuTn knanaH, abo BiH aBTOMaTUYHO
3akpuneTbea Yepes 15 cekyHA;

-HatucHitb kHonky VOLTAGE (6) Ha 6510oui nogavi opoTty — Ha gucnnei 6noka nogadi (7) 6yoe
Bigobpa>keHa CTOpiHKa HanalwTyBaHHA 3BaploBa/ibHa Hanpyra, a npy poboTi B iMMynbCHOMY
pexXunMi — KopeKuia Hanpyru;

-HatucHitb i yrpumynte kHonky WIRE INSTALL (10) Ha 65100 nogadi A4poTy A8 NpoCcyBaHHA APOTYy B
3BapoBanbHUN pykas nanbHukKa. NMpun npocyBaHHi APOTY ra3 He NOAAETLCA.
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HAMIBABTOMATUYHE 3BAPIOBAHHA (MIG/MAG)

3BaptoBanbHuin  anapat PATON ProMIG npuaHauyeHUn aOna  BUKOHaHHA  MexaHi3oBaHOro
(HaniBaBTOMaTUYHOro) 3BapltOBaHHA MMaBKMM  €NeKTPOoAOM  (CyuinbHMM abo caMo3axMCHUM
3BaproBanbHUM APOTOM) B aTMocdepi iHePTHOro Yn akTMBHOro 3axmcHoro razy MIG/MAG. [1na uboro
PATON ProMIG Mae BignoBiAHY 30BHILLHIO BOIbTaMMEPHY XapakKTepUCTUKYy.

) P B WY

.é . —— —_—
[ Y
[ ]
U A
Ljuknorpama 3BaproBanbHoro npoyecy MIG/MAG-2T
MIG/MAG-ZT Nror.H=1 115 MAG- 2 0, He
HanFYras LUEHAK-TE
nogadl
AFOTd. 9 E
narF :IH'-'TF’H. MNaFaMeTEH: ib
WEMAKLICTE AFoT: 4, 5M/x Hac ChagaHHA: A, 1c
Hac CNajaHHA: a,1c 4ac nicaa-ra=d: 1,5c
Aucnnel gxepena cmpymy y Aucnneli 6noky nogayiy
cnoco6i MIG/MAG cnoco6i MIG/MAG
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®YHKL|IT | PEXXUMU HAMIBABTOMATUYHOIO 3BAPIOBAHHA
PE>XXUMW KEPYBAHHA HAMIBABTOMATUYHMM 3BAPIOBAHHAM

MapameTp peXMM KHOMKM NanbHUKa Bu3Havae pexvM [EIETEEEEER
KepyBaHHA 3BaptoBaHHAM MIG/MAG: FeEkH
-«2T» — ppoTakToBUI pexxuM MIG/MAG-2T ans HHOMKK .
A . " NaneHKE S
$opMyBaHHA LLIBIB KOPOTKOI Ta CepefHbOi AOBXMNHM:
. . . tLTLfTLTLLELTLTL—FFFFFFFFrr
O HaTUCHITb KHOMKY NafibHMKa i TOPKHITbCA A4POTOM MaFaHeTEM:
BMpPOOY ANa noyaTky 3BaproBaHHA; F ZI,. EeHE 1HAGKTHE-T 15 5]
O BiANYCTiTb KHOMKY ANA 3aBEPLLUEHHA 3BaplOBaHHA; M7AHKMA CTaSRFT arFoTd: OH
-«4T» — yotnputaktosmin pexxuM MIG/MAG-4T ana 3saproBaHHA AOBIUX LUBIB:
O HaTUCHITb KHOMKY NasnbHWKa i TOPKHITbCA APOTOM BMPOOY AnA NoYvaTKy 3BaproBaHHS;
O BiAgNyCTiTb KHOMKY i BAKOHYNTE 3BapOBaHHS;
O HaTUCHITB i BiANYCTiTb KHOMKY, W06 NPUNNHNTL 3BaPIOBaHHA.

®YHKLUIA «PIBEHb IHAYKTUBHOCTI»

@OyHKuUia «PiBeHb iHAYKTUBHOCTI» peryntoe LUBUAKICTb MIG/MAG-2T neor. N=1
HapoCTaHHA 3BaptoBa/ibHOTO CTPYMy MpW  KOPOTKOMYy  FlESHE .

3aMuKaHHi ApOTY 3 BUPO6OM i Bigpusy kpanni. Bona ennveae  1HAYKTHMEHOCT1L +1
Ha cTabinbHicTb | XapakTep NepeHocy Kpansiy 3BaptoBasibHy

BaHHy Ta AKIiCTb LLBA.

Po6ota dyHKuii: |:| I:I D D [=- -=i [] [] I:I |:|

Mpn 36inbleHHi iHAYKTUBHOCTI BiabyBaeTbcA «M’AKe»,

«B’A3Ke» TOPIHHA Ayrn, 3MeHLYeTbCA pPO36pu3KyBaHHA. 3BaptoBanbHUA BanuK CTa€ MIOCKUM,
LLIMPOKUM, 3 N/1aBHUM Mepexo[oM A0 OCHOBHOro meTany. LLloB Burnagae ecteTM4YHO i «po3TiKaeTbCA» NO
noBepxHi. NMbuHa npoBapy 36inbLUyeETbCA Yepe3 Te, L0 Y KOXHOMY LMKAi Ayra ropuTb AOBLUE,
nepepatoun 6inbLue Tenna metany.

36inbLUEHHA iIHAYKTUBHOCTI BApTO 3aCTOCOBYBaTU NPW 3BaprOBaHHI TOBCTUX MeTaniB, A& BaX/IMBO rapHe
cnnasneHHA KpaiB, Npu poboTi B unctoMy CO2— 4ns KOMMAEHcaLii «XKOpCTKOCTi» Ayrv B AaHi atMocdepi.
Ane MalTe Ha yBasi, WO HaaMipHe 36inblleHHA iHAYKTMBHOCTI MOXeE MPU3BOAUTU OO0 3HUXKEHHSA
cTabinbHOCTI Npouecy 3BaproBaHHA.

Mpuy 3HMXKEHHI iIHAYKTUBHOCTI 3BaptoBanbHa Ayra ctae 6inblu «)KOPCTKOK» Ta «Pi3KoH», 36iNbLUyeETbCA
po36pun3KyBaHHA. 3BaptoBanbHUA BannK 3BY>XKYETbCA, CTAE BUMYK/INM, BY3bkKUM Ta «ropbaTtum», kpai
LBa MOXyTb OyTW HeLOCTaTHbO CrnnaefeHi 3 MeTanoM BMPOOYy. 3MeHLUYTbLCA TEenoBKNAAEHHS i
rnnbuHa nposapy.

3HWXKEHHA iHAYKTMBHOCTI BapTO 3aCTOCOBYBaTU NpW po6OTi 3 TOHKMM MeTasioM — BOHO goromarae
YHUKHYTM nponaniB. A Tako)X Npu 3BaptoBaHHI BEPTUKANbHUX Ta CTEMbOBUX LUBIB — PO3NnaBneHumn
MeTan He BCTUrae CTikaTu i3 LUBa Yepes LWBMAKE 3aCTUTaHHA BaHHU.

Minbepitb onTuManbHUI ans cebe xapakTep MPOLECY 3BapOBaHHA HanawTyBaHHAM napaMeTtpa
piBeHb iIHAYKTUBHOCTI B Aliana3oHi: -5...+5 oguHuLb.

BMN/IMB HAJTALUTYBAHb IHAYKTUBHOCTI HA MPOLLEC 3BAPIOBAHHA
Hu3bka iHAYyKTUBHICTb Bucoka iHAyKTUBHICTb
«XopcTka» ayra «M’aka» pyra
CTpyM 3pocTae MUTTEBO (BMBYxonoAibHo) CTpyM 3pocTae nnaBHo, i3 3aTPMMKOIO
Kanni posnnaBneHoro ApoTy BigAinATbCA Kanni po3nnaBneHoro apoTty BigainatoTbeA
LLIBUAKO M Pi3KO MNOBINbHO Ta NNaBHO
BaraTo api6HMX Ta >KOPCTKUX 6pU30K Po36pu3kyBaHHs He3HauyHe abo 30BCiM BiACYTHE
Pi3knin yacTuin Tpick 3BaptoBaHHsA 3BYK 3BaptOBaHHA MMyxum, M’akui, 6inbLue
(HiI6W cMaXkaTb 6EKOH) Haragye WuniHHA
3BaploBasibHa BaHHa «X0N10A4Ha» Ta «rycTa» 3BaptoBasibHa BaHHa «rapsaYa» Ta «pigKa»
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PEKOMEHAOALIA:

-6inbLUi 3HaYEHHA BapTO BUKOPUCTOBYBATU A/1A HAAiHILLOro 3BaptoBaHHsA AeTanemn, ToBLLMHA AKUX
nepesuLlye 3 MM, 3 HaAiNHUM LUMPOKMM CNnaBneHHAM MaTepianis getani Ta 4poTy. A TakoxX npun
po60Ti B Unctomy COy, 1,06 KOMNEHCYBaTU «>KOPCTKICTb» AYrn B Taki atMocoepi;

-MeHLWi — ANnA TOHKMX BUpo6iB, abo Ana MakcMManbHO rMnbokux LWBIB, Ae LWMPUHA NpoBapy He Tak
BaXxvBa.

PEKOMEHAOALUIA: He BucTaBnaiiTe 3aHaATO BeNUKY iHOYKTUBHICTb. [lpu nepeBuLleHHi i
ONTMManbHOro 3Ha4eHHs APIT He BCTUTHE Po3nnaBnaTucsa, byae «TUKaTUCA» Y BaHHY i racutu ayry.
3MeHLWUITb piBEHb iIHAYKTUBHOCTI NPM TakKOMYy X0Ai 3BaprOBaHHS.

PEKOMEHOALIA: Akwo pieeHb iHOYKTUBHOCTI 3aHAATO HM3bKWMIW, TO anapaT MoXe «CTPinatu»
6pur3KaMu Ay>Ke CUbHO — 36iNbLUITh PiIBEHb iHAYKTUBHOCTI, LW,06 3MEHLLMUTN GPU3KOYTBOPEHHS.

3a 3aMOBYyBaHHAM piBeHb iHAYKTUBHOCTI Mae 3Ha4YeHHSA «0».

OYHKLLIA HAPOCTAHHA 3BAPIOBAHHA

PDyHKUiA HapocTaHHA 3BapltoBaHHA NOTpibHa AnA NnaBHOro
BMXOAYy Mpouecy Ha 3afjaHi 3HayeHHA. BoHa 3MeHLlye
pO3n/eckyBaHHA 3BaploBanibHOI BAHHW Ta PO36PU3KYBaHHSA
MeTany B MOMeHT nignany payru. [oBllie HapoCTaHHA
3aCTOCOBYETbLCA A1 MOYATKOBOro GOpPMyBaHHA BaHHU.
Po6oTa ¢pyHKuii:
MoMeHT noyaTky 36inbLLUEHHS 3BapOBaNbHOT HANpPYrn 3a1eXXnTb HE Bif TUNY pexknMy kepyBaHHs 2T abo
4T, a Big 3Ha4YeHHA NapamMeTpa M’AKUN CTapT BPOTY:
-NpY BUMKHEHOMY M’AIKUI CTapT APOTY MNiC/A HaTUCKAHHA Ha KHOMKY NanbHUKa:
o byae BUKOHaHa NpoayBKka Ha NpoTA3i Yac nepea-rasy;
0 NOTIM MOYHETbLCA NoJaya APOTY | 3a YaC HAPOCTaHHA CTPYMY PO3KEHETLCA A0
LWBUAKICTb APOTY;
o AOTUK APOTOM A0 BUpoby Nnpmnaeeae Ao nignany ayru. [icns nignany 3a
yac HapocCTaHHA CTPYMY Hanpyra 36inbLNTbCA A0 Hanpyra 3BaploBaHHA;
-Npuv YBiIMKHEHOMY M’IKUIA CTapT APOTY MNiCNA HATUCKAHHA Ha KHOMKY nanbHuKa:
o byae BMKOHaHa NpojyBka Ha NpoTA3i uac nepea-rasy;
O MOTIM NOYHEeTbCA Nojaya APOTY 3 MOCTINHOK HMU3bKOLO LLBMAKICTIO (1 M/XB);
0 AOTUK APOTOM A0 BUpoby npuaseae Ao nignany ayru. MNicna 36ya>keHHA gyrn, Hanpyra 3a
yac HapocCTaHHA CTPYMY 3pOCTe 0 Hafnpyra 3BaploBaHHsA, a Nogava ApoTy CUHXPOHHO
36iNbLINTBCA 4,0 WBUAKICTb APOTY.

3a 3aMOBYyBaHHAM Yac HApPOCTaHHA CTPYMY Ma€ 3HaueHHs «0,1 c».
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OYHKLIA SHWKEHHA CTPYMY B KIHLLI 3BAPFOBAHHA

®YHKLis NNABHOTO 3HIKEHHS NapaMeTpis 3BaptoBaHHs Takox  WBMACTAU[aICmFal MPOr.He1
Ha3MBAETbCA «pyHKLiE 3aBapioBaHHA KpaTepa». Bonwa 2= =Mada CTRSME
NpUsHaYeHa Ans akypaTHOro 3aMoBHEHHs KpaTepa, Lo MoXe
YTBOPUTUCA NPU LIBUAKOMY 3aCTUTaHHI 3BapOBafibHOI BAHHM.

Takmm  KOHUEHTpaTop  Hampy>XeHb CYTTEBO  MoOripLuye 1

MeXaHiYHY MiLHiCTb 3BapHOroO LLBA. AJ a, 1C
Po6oTa dpyHkKuii:

Y aBoTakTHOMY pexxnuMi MIG/MAG-2T ¢yHKLia 3aBaptoBaHHA KpaTepa BMUKAETbCA NiCNA BignyckaHHA
KHOMKW NanbHuka. Ay YotuputaktHomy MIG/MAG-4T — nicnAa A4pyroro HaTUCKaHHA KHOMKM.

3 noyaTkoM pob0oTN GYHKLIT 3aBaproBaHHSA KpaTtepa HEOOXiAHO NPUNUHUTU PyX NanbHUKa i 3aNOBHUTH
KpaTep y KiHui WBa MaTepianoM gpoTy Ha npoTtasi yac cnaga ctpyMmy. B anapatax PATON ProMIG
nogayva ApoTy CNOBINIbHIOETLCA CUHXPOHHO i3 3HUXKEHHAM Hanpyru.

3a 3aMOBYyBaHHAM Yac cnaga CTpyMy Mae 3HauveHHsA «0,1 c».

HANALUTYBAHHA LWWUBUOKOCTI MOAAYI APOTY

MIG/MAG-2T neor.Hs1

ObepraiiTe pyuky perynatopa (8), o6 Hanawtysatn WEMAKICTE AF T
0+0 A—

napameTp WBUAKICTb APOTY NpU 3a610KOBAHOMY MEHHO. ,- -,

3a 3aMoOBYyBaHHSIM LWBWAKICTb CTAHOBUTb «4,5 M/xB», ii

MOXHa 3MiHoBaTM B Aiana3oHi «1...16 M/xB». [OnAa Hei

noTpibHo nigibpatu Take 3HaueHHs, wo 6yae Bignosigatn _, XB _
Hanpy3i 3BaptoBaHHA, TuMy, MaTepiany Ta AiaMeTpy

3BaprOBanbHOro ApPOTY, MaTepiany Aetanen, Lo 3BaptooTbCA, Ta TEXHONOTII iX 3BaprOBaHHA.

Binbwi 3HaueHHA WBMAKOCTI Nogadvi MoXHa 3acTOCOBYBaTWM ANA MPULLBUALLEHHA 3BaprOBaHHA,
NPULLBMALLEHHS 3aMOBHEHHIO LLBA MaTepianoM ApoTy (AN LbOro ogHO4YacHO NOTPi6HO NigBULLMTK
Hanpyry 3BaptoBaHHsA). A6o ons 3BaptOBaHHA TOHLLWM YK NEFKOMNIaBKUM APOTOM MPU Tild )Ke Hanpysi.
MeHLWi 3Ha4YeHHA LWBMAKOCTI Mojadi MoxkHa 3acTocyBaTu [AN1A 3BaptoBaHHA ApoTOoM 6BinbLioro
npiamMeTpa, TyronnaBkmM ApPOTOM, MEHLLIOK HaMNpPYrow Npy HEAOCTATHIN AKOCTI XXMBNeHHs abo Toai, konu

noTpibHO 3HN3NTK LLUBUAKICTb 3BapOBaHHA. m MAG-2T neor.H
®YHKLIA «M’AKUA CTAPT OPOTY» M*AKKI CTAFT
AFOT'd.
DyHKUiA M’AKOro cTapTy APOTY perynte LBMAKICTb nogadi
LpPOTYy B MOYaTKOBUI MOMEHT 3BaptoBaHHs, 06 3abeaneunTn NaF3METFM: )
nnasHe 36y4XXeHHsA ayrv. IMOSNECHMIA FEfME OH
Po6oTa dpyHKLii: MaTerian AFOTYI =

Akwo ¢yHkuis YBIMKHEHA (pekomMeHAoBaHO), TO Nicna nepeanpoayBkM ra3oM ApiT NOYMHAE pyx Ha
MiHiManbHilM LWBMAKOCTI, NOBIIbHO HabnMXXarUNCb A0 MeTany, NoKK He BiabyaeTbcA 4OTUK i cTabinbHUM
nignan ayrn. 3 UbOro MOMEHTY LUBMAKICTb Nofadvi 3a yac HapoCTaHHA CTPYMY M/1aBHO 3pOCTe A0
3aaHOro y MeHto 3HauYeHHsA.

MepeBara: Bukntouaetbca edekT «BiALUTOBXYBaHHA» NanbHUKa («6ogaHHA» [POTy) Ta 3HaAYHO
3MeHLLyeTbCcA OPU3KOYTBOPEHHSA Ha CTapTi.

[0nAa oTpMMaHHA YUCTOro Ta akypaTHOro no4vaTtky LLUBa PeKOMEHAYEMO YBIMKHYTU PYHKLiO M'AKOro
cTaprTy.

Axkwo ¢pyHkuis BUMKHEHA, To nicna 3aBeplueHHA nepeanpoayBky ra3om ApiT ogpasy NoAaeTbCca Ha
po6ouin LIBMAKOCTI, HE3aNe>XHO Bifg TOro, YM BCTUI/Ia 3aropitnuca ayra.

Ocob6nuBicTb: Pisknini ctapT MoXe MPU3BECTU [0 XXOPCTKOrO KOHTaKTy Hepo3niaBfeHoro ApoTty 3
MeTanoM feTani Le A0 noyaTtky ctabinbHOro 3BaproBaHHs.

3a 3aMoBUYyBaHHAM PyHKLiA M’AKUIA CTapT APOTY BUMKHEHA.
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®YHKLIT NIPOAYBKW 30HM 3BAPIOBAHHA 3AXMUCHUM FA30M

MEPEAMNPOAYBKA 3AXUCHUM FTA30M
DyHKUiA NnepeanpoayBKU rOTYE «I'PyHT» 418 ManbyTHbOI oyru MIG/MAG-A4T
Ta BWUTICHAE KMCEHb MOBITPA 3 aTMOCGEPU HABKPYTV 30HW I Mefpel-razd.
3BaploBaHHA Nepep nignanom ayru. —
Po6oTa dpyHkKuii: 'r 1'
Micna HaTUCKaHHA KHOMKW Ha NanbHWKY anapart BiaKpuBae
nopavy rasy, a opit LLie «4eKkae» i He pyxaeTbcA. Lie no3Bonse i B 1 C |_
CTBOPUTU JfloKanbHy atMocdepy 30HM 3BaploBaHHA i3 J
3axMCcHOro ragdy. ATinbku nicns 3aBepLUeHHA Yac nepea-rasy
aBTOMaTUYHO MNOYMHAETLCA Nodava ApoTy Ta nignan ayrun.
MNepennpoayska HeobxigHa ana Toro, Wo6 NnoyaTok LWBa MaB AKiCTb He ripLly 3a Tino wea, wob nepLwi
A0ro CaHTUMETPW He MICTUIY NOPK Ta PaKOBUHM.
3a 3aMOBYyBaHHAM Yac nepea-rasdy Mae 3HauyeHHs «0,1 c».

rnic/1anPo4yBKA 3AXUCHUM rA3OM
dyHKUiA  nicnAnpoayBKM  3axuLLae CBDKWM  LLIOB  Bif MIG/MAG-4T neor H:1
wKignmeoro BAAWBY MNoBiTpA. lMokyM MeTan rapauni, BiH  HIc M1CAA-CaI=Y
aKTMBHO pearye 3 KNCHeM, L0 AY>Xe LUKOAWTb 3BapHOMY LLIBY. .
Po6oTa ¢yHKLii: nicna 3racaHHs ayrn anapaT NpoAOBXYE / \,
nogasaTth 3aXMCHWUI ra3 Ha NpoTA3i Yac nicna-rasy. I ", 3
Micnanpoayeka noTtpibHa AnA i3onAauii po3nevyeHoro metany ﬂl 1 50 lﬂ
LIBa BiJ OKWCNEHHA KWCHeM TnoBITPA. A TakOX BOHa = b -
0X0N0AXKYE 3BaprOBasibHY BaHHY.
3a 3aMOBYYBaHHAM Yac nicna-rady Mae 3HayYeHHA «1,5 c».

PEXXUM MYJIbCALLII CTPYMY

HanisaBToMaTMyHe 3BaprOBaHHA iMMNY/IbCHUM CTPYMOM MIG/MAG-2T PLS MPor.H

Meor.H:1

MOXHa BWKOPUCTOBYBaTM AMWIe NpU  3BapOBaHHI 1 MAYALCHMIA

CyLiNbHMM ApoToM. OCHOBHI NepeBary pexxumy nynbcaii: Pk 0 N
3HMXKEHHA  TennonepeHocy i 3anobiraHHA neperpisy

3BaploBaHVX AeTanen, Kpalwui KOHTPONb 3BapltOBaNbHOl  MapaMeTFM:

BaHHW.  IMNyNbCHMA  pexuMm  nonerwye  koHTponb MaTerlan groTal _ Fe
3BaploBanbHOrO  npouecy, o0cobnueBo Yy  cknagHux ~Al13METFE AFOTSI PRSIy

NPOCTOPOBMX MOMOXKEHHAX | NPY 3BaproBaHHi TOHKMX BMPO6IB, MoKpallye nepemillyBaHHA MeTany
3BaproBanbHOI BaHHW, 3MeHLlye OGPU3KOYTBOPEHHA, POoBUTb NepeHoc MeTany «M’AKUM» i cnpuae
KpaLLoMy GopMyBaHHIO rMafKoro eCTeTMUYHOro WBa. 3a 3aMOBYYBAHHAM PeXUM nynbcauii cTpymy
BUMKHEHWN.

Ona HaniBaBTOMaTtWM4HOro 3BaplOBaHHS iMMYyNbCHUM CTPYMOM YBiIMKHiITb MIG/MAG-3BaptoBaHHs,
po36/10KyNTE MeHI0 anapaTa, yBiMKHiTb GYHKLiF0 iMNYy/IbCHUM PEXXUM Ta 3agalTe napaMeTpu pexxnMmy:

-KOpEeKL,ifA Hanpyru — 0OCHOBHWI MapaMeTp iMMyNbCHOTo MIG/MAG-2T PLS MNPOr.Nsi
peXMMy HaniBaBTOMaTUYHOIo 3BaptoBaHHS, BiH [O3BOMSE KOFS2KUW1A

KOPWryBaTi aBTOMAaTMUHO PO3PaxoBaHy Hampyry B Mexax T,znﬁ;"lr‘“-

«+/- 5 B». |3 36inbLLUEHHAM 3HaYEHHA NapamMeTpy PoCTyTb . ‘ ‘ ""‘ i

[OBXMHa Ayru i TeNNoBKIaAeHHA Y BUPi6; NarFaMeTFM:

UJEH,Z]F 1CTE .Z]FllT.
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MPUMITKA: [na 6inbwocTi 3agay gaHuii napaMeTp He 3MiHIE AKICTb 3BaploBaHHA, TOMY LLO
aBToOMaTWKa anaparty NiaTpuMye Npouec Ha oNTUMasnbHUX 3HaYEHHAX. A KOpeKLUif iMNyIbCHOT Hanpyrm
BM/INBAE, NePEBaKHO, Ha AOBXWHY 3BaproOBasnbHOI Ayru:

O KOpeKLLifl Bropy — NOA0BXYE Ayry;

O KOpeKLLiA BHU3 — CKOPOYYE Ayry.
Mpn notpebi 36inbWINTM OOBXMHY AYyrK, UM HaBNaku, BUKOHYBaTW 3BaptOBaHHA 3 MiHiManbHOM
BiZICTAHHIO Mi>K APOTOM Ta BUPOOOM, BBEAITb KOPEKLLit0 Hanpyru, AK ONMCcaHo BULLLE.

-WBUAKICTb APOTY — APYIMA OCHOBHUI NapaMeTp iMMNyNbCHOMo PeXXMMy HaniBaBTOMaTUYHOIO
3BaplOBaHHA, BiH A0O3BOAE HaNawWTyBaTu WWBMAKICTb nogavi gpoty y mexkax 1,0...16,0 M/xB.
36inblIeHHA NapaMeTpa BNMBa€e Ha TEMN 3BapHOBaHHA | 3aN0OBHEHHA LLBa MeTanom gpoty. [Mpu
LbOMY 36iNbLUYETHCA CNOXMBAHHA €1eKTPOEHEPTIii i BAUMOr A0 NOTY>KHOCTI A)Kepena >XNBNEHHA;

-MaTepian ppoTy - 3a4anTe MaTepian CyLiNbHOro 3BaptoBanbHOro APOTY, AKUA BUKOPUCTOBYETE.

YBATA! PexxuM nynbcauii cTpyMy onTuMizoBaHuit gns po6oTu i3 CyLilbHUM, a8 HE NOPOLUKOBUM

Apotom! MIG/MAG-2T PLS MPOr.N:1
O6epiTb 0ANH 3 HOTUPBLOX MOX/TMBUX BapiaHTIB: MaTer1an
o Fe —3BunyuanHmnin ctanesuit apit tuny ER70S-6; AFOTS.

o St.St - HepxkaBitoumn gpit Tuny ER308L/ER316L;

o AL.Si - antoMiHieBo-kpeMHieBuI apit Tuny ER4043; f—,g,;( 5;,1‘,5‘1—,‘;4:1:‘ Trrrraaaae
o AL.Mg - antomiHieBo-MarHiesnn apit tuny ER5356; AlaMeTFE AFOTS. 2
-AiaMeTp [ApPOTY — 33aaliTe AiiaMeTp CyLiNbHOro KOFEKULA Hanrdri:
3BaploBanbLHOro APOTY, 3anpasneHoroy anapar. Moro MIG/MAG-2T PLS MNPorN:1
3HaYeHHA NoTpibHe ANA KOPEKTHOro aBTOMaTUYHOIO .Il 1aMeTP
po3paxyHKy napaMeTpiB 3BaprOBaHHS. AFOTS: M
. . . € << € < ) 22322 3>>
3BEPHITb YBAIY! B iMmnynbcHOMy pexuMi MakcuManbHun — MaF ar E‘TF
AiaMeTp cTanesoro abo antoMiHieBoro cyuinbHoro apoty He  HEFEHUL1HA H ANFErdL
“ac nNeFel-raz.d.

Mo>ke nepesuutysatv 1,0 MM!

3apante KOpPeKTHI NnapaMeTpu MaTepiany i giaMeTpa ApoTy, 3agante 6axkaHy LWBNAKICTb ApOTYy —anapar
PATON MultiPRO aBTOMaTM4HO po3paxye napamMeTpun HaniBaBTOMaTUYHOrO 3BaproBaHHA iMNYNbCHUM
CTpyMOM Tak, Wwo6 BoHWM nepebyBanu B OMNTUManbHOMY CRiBBiAHOLLEHHI (cuHeprii), i 6yage ix
BUTPUMYBaTW.

Mig yac po6oTM 3BaplOBanbHMK MOXE OMepaTUBHO KOPWUryBaTM OCHOBHI MapamMeTpu npouecy i3

3a6/10KOBaHOr0 MEeHH, BUMKOPUCTOBYHOUM PErynsTopyu OCHOBHWMX MapaMeTpiB: KOopeKLia Hanpyru
(perynsaTtop 3) i wuBMAKICTb APOTY (perynatop 8).
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NMOPAAOK NiAroToBKU ArAPATY 1O HAIMNIBABTOMATUYHOIO
3BAPHOBAHHA cyuyinbHUM gpomomM

[w\ /]

|

\\

|

HANIBABTOMATUYHUIA
NANbHUK

A

0

\ I
WP,

CxeMa nigk/roveHHA anapama A4/18 HaniBaBmoMamu4Horo 3B8aproBaHHA CyyiibHUM 4pOmMoM
1- nia’egHanTe kabenb «Maca» 00 rHizga «—» (B);
2 - nip’enHanTe kneMy kabento «Maca» 0 3BaproBaHOro Bupoby;
3-nig’enHanTe nepeMmnyKy 3BaptoBanbHOro cTpymy (12) o rHizga «+» (A);
4 - nig’enHaniTe 3BaproBanbHUIA pykas nanbHMKa Ao pos’emy KZ-2 tuny «€BPO» (11) 6noKky nogaui;
PEKOMEHOALIA: Mpu poboTi antoMiHieBUM ApoTOoM, 0COBIMBO TOHKMM, giaMeTpom 0,8 MM,
BUKOPMUCTOBYMTE NanbHUK 3i 3BaptOBanbHMM PYKaBOM He JOBLUMM 3a 2 MeTpU.
YBATA! lNpn BUKOpUCTaHHI ManbHMKa 3i 3BaptOBa/ibHUM pPyKaBOM [OOBXMHOK 3 MeTpu He
nonyckanTe 3roptaHHA pykasa B netnto. Lle cunbHo 36inbluye TepTa A4pOTY B pyKasi, LLLO MOXe
NPU3BECTM 4,0 TOrO, L0 APIT 3aMHETbCA | 3aCTpArHe.
5 - BCTaAHOBITb peayktop Ha rasoBuin 6anoH i 3’egHaTe MOro WNAHrOM 3 BXiAHMM ra3oBUM
wTyuepom (19) anapara;
6 — BiaKpunTE KpaH razoBoro 6anoHa, nepesipTe repMeTUYHICTb 3’€4HaHb ra30BOro TpakTy;
7 - nig’enHanTe 3BapoBasibHUM anapar 40 MepeXi XUBNEHHSA;
8 - yBIMKHIiTb 3BaproBanbHUM anapaTt BUMUKAYEM XXMBMEHHS (22);
9 - HaTuckamnte kHonky MODE (2) i 06epiTb cnocib 3saptoBaHHA MIG/MAG;
10 - HaTucHITb KHonKy TEST GAS (5) i nepeBipTe nogady 3axMCcHOro rasy 4o nanbHuUKa, Ta Bigperyntonte
noro BuTparty;
11-3anpaBTe 3BapltoBanbHUA AOPIT Y POAUKM MexaHisMy nogadvi i HaTuckamte KHOMKY
WIRE INSTALL (10), w06 nogatu gpit y 3BaptoBanbHUA pyKas 40 BUXOAY 3 NanbHUKa;
12 - 06epiTb 3HaUYEeHHA NapaMeTpa Pe>XMM KHOMKW NanbHUKa:
-ABOTaKTOBE 3BaptoBaHHA (2T);
-4OTUPUTaAKTOBE 3BaptoBaHHA (4T);
13 - 3aganTe pig 3BaproBasibHOI HAaNpPyrn y napaMeTpi iMnynbCHUN peXXnMm:
-3BaproBaHHA NocTinHot Hanpyroto (OFF);
-3BaproBaHHA Nynbcyo4voto Hanpyroto (ON);
14 - HanalwTyTe NapamMeTpy 3BapoBaHHA:
-B PEXMMI MOCTINHOI Hanpyru:
O PY4KOIO (8): WIBMAKICTb APOTY;
0 pyu4Koto (3): Hanpyra 3BaploBaHHA; piBeHb iHAYKTUBHOCTI, Yac nepea-rasy,
yac HapoCTaHHA CTPYMY, Yac cnaga CTpyMy, yac nicnsa-rasy, M’aKum ctapT 4pOTy;
-B iMMY/IbCHOMY PEXMUMI:
O PY4YKOHO (8): LUBNAKICTb APOTY;
o pyuyKoto (3):KkopeKuis Hanpyru, MaTtepian ppoTy, AiamMeTp ApPOTY.
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BMKOPMCTOByﬁTe TaKi 3aXUCHi ra3u gNnA HaniBaBTOMaTU4YHOro 3BaproBaHHA:

Twun metany Cknap, 3aXMCHOro rasy
YopHi meTanu (Byrneuesi ctani) CO, (uncTa Byrnekmcnora) abo cymiw 82% Ar +18% CO,
Hep>kagitoui Ta BUCOKONerosaHi crani cyMiLw 98% Ar + 2% CO,
CnnaBwu antoMiHito, KOIbOPOBi MeTanu Ar (unctuii aproH) abo He (unctuii renin)

VYBATA! BukopucTaHHA iHWKX ras3iB AoMyckaeTbcA /MlIe 3a MOroAXXeHHAM i3 BUPOBHUKOM
obnapgHaHHA. BUKOpUCTaHHA roproymnx rasis TMny noponaHa, aueTuneHy, ToLo — HenpunycTtuMmo!
MPUMITKA: Akwo B/ He MaeTe A0CTAaTHbOrO AOCBiAY B HanallTyBaHHI BUTpATU 3aXMCHOro rasy, To
pPEKoOMeHAYEMO BCTaHOBUTU il B Mexax 8-12 n/xB (3anexHo Big AiaMeTpy ApOTy Ta CUAW CTPyMy).
Mam’aTaliTe, WO HagMipHa nogaya MOXe CTBOPUTU TypOYNeHTHICTb, LLLO NpUBEAE A0 MOABU MOp y
3BapHOMY LLBI.

BUKOHAHHA HATMIBABTOMATUYHOIO 3BAPHOBAHHA Y PEXKUMI
MIG/MAG-2T

MiaroTynTe anapat oA HaniBaBTOMaTUYHOrO 3BapOBaHHA, AK ONMCaHOo BuLLe. Po3610KyTe MEHIo i
06epiTb 4NA NnapaMeTpa pe>kuM KHOMNKU nanbHUKa 3HauveHHaA «2T». [laHnn pexxum nepenbayae poboty
y [iBa TaKTW: KHOMKa HAaTUCHYTa— 3BaprOeEMO, KHOTMKa BifnyLLlleHa — 3aKiHUyeEMO 3BaptoBaHHS.

ONnA NOYATKY 3BAPHOBAHHA:
-HaTUCHITb Ta YTPUMYMTE KHOMKY NanbHMKa — 3BaptoBasibHUIA anapart BigKpue nogady 3axmcHoOro
rady. Ha npotasi uac nepep-rasy 6yae BMkoHaHa nepeanpoayBKa;
-noTiM anapaT nogacTb HaNpyry Ha 3BaptoBasibHUM APIT i NOYHE Noro nogavy. Xapakrep no4vaTky
3BaplOBaHHA 3aNeXNTb Bif, 3HAaUYEHHA NapaMeTpy M’AKUIM cTapT APOTY:

O AKLLLO M’AKUIA CTapT APOTY BUMKHEHWI, TO NicnA NnepeAnpoAyBKKW anapaTt nofacTb Hanpyry Ha
ApiT, a 3a Yac HapOCTaHHA CTPYMY PO3>KeHe nogady A0 WBUAKICTb APOTY. TOPKHITLCA APOTOM
BMpOBY — anapaT nignanuTb Ayry i 3a yac HapoCTaHHA CTPYMY Harnpyra n1aBHO A0OCATHe
3Ha4YeHHA Hanpyra 3BaploBaHHS;

0 AKLLO M’AKMIA cTapT APOTY YBIMKHEHWI, TO A0 Nignany Ayrn anapar 6yae pyxaTv ApiT 3
MiHiManbHoo LWBKMAKICTHO (1 M/XB). TOPKHITbCA APOTOM BMPOBY — anapat nignanuTb Ayry i 3a
yac HapocCTaHHA CTPYMY Harnpyra nnaBHO AOCATHe 3HaYEeHHA Hanpyra 3BaploBaHHA, a ApiT
CUHXPOHHO PO3>KEHETbCA A0 LUBUAKICTb APOTY.

BUKOHYMTE 3BAPIOBAHHA:
YTpUMyiTE KHOMKY ManbHMKa HaTUCHYTOK — 3BaptoBanbHWA anapat 6yae niaTpuMyBaTW 3agaHi
3HAYEHHA Hanpyra 3BaploBaHHA i LUBMAKICTb APOTY.

A1A 3ABEPLLUEHHA 3BAPIOBAHHA:
-BiANYCTiTb KHOMKY MafibHMKa — 3a Yac cnagy CTPyMy Hanpyra 3saptoBaHHaA 6yae 3HATa, ayra
3racHe;
-CMHXPOHHO 3yNMUHUTbLCA Nogada ApoTy;
-nicnA 3racaHHs Ayrv anapaT BUKOHaE NicANpoAyBKY 3aXMCHMM ra3oM Ha NpoTA3i yac nicna-rasy.

KOPOTKA NMOPAA:

Pexxum MIG/MAG-2T igeanbHo NigxoaAnTb ANA KOPOTKUX LUBIB Ta NPUXBATOK. AKLLO XX BaM NOTPiGHO
3BaproBaTU AOBIUI LLOB | HE XOYEeTbCA NOCTIMHO TPMMaTK NaneLb Ha KHOMLi — BUKOPUCTOBYNTE PEXUM
MIG/MAG-4T.
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BUKOHAHHA HATIBABTOMATUYHOIO 3BAPHOBAHHA Y PEDKUMI
MIG/MAG-4T

MiaroTynTe anapat ansa HaniBaBToMaTUYHoro 3saptosaHHAa MIG/MAG, ak onucaHo Buule. Posbnokynte
MeHto | 06epiTb ANA NapamMeTpa pe>XXUM KHOMKU NanbHUKa 3HavyeHHA «4T». YoTUpUTaKTOBUI PEXXUM
ONTUManbHWN ANA CTBOPEHHA AOBrUX LUBIB, AO3BOMIAE 3BAPOBATU HE TPMMaKOUYM KHOMKY NanbHUKa
MOCTINHO, O CYTTEBO Nnonerwiye poboTy 3BaptoBasibHMKa.

ONA NOYATKY 3BAPHOBAHHA:
-HaTUCHITb Ta YTPUMYMTE KHOMKY NanbHMKa — 3BaptoBasibHUI anaparT BigKpWe nogady 3aXmcHOro
rasy. Ha npotasi uac nepep-rasy 6yae BukoHaHa nepeanpoayBKa;
-noTiM anapaT NoAacTb HaNpyry Ha 3BaptoBasibHUI APIT i NOYHEe Noro nogavy. Xapakrep novaTky
3BaplOBaHHA 3aN1€XXUTb Bif, 3HaYEHHA NapaMeTpy M’AKUI cTapT OpoTy:

O AKLLLO M’AKUI CTapT A POTY BMMKHEHWN, TO MicNA NepeanpoaAyBKu anapaTt nogacTb Hanpyry Ha
ApIT, a 3a Yac HapOCTaHHA CTPYMY PO3>KeHe nogayy A0 WBMUAKICTb APOTY. TOPKHITLCA APOTOM
BMpoOy — anapaT nignanuTb Ayry i 3a Yac HapoCTaHHA CTPYMY Hanpyra naaBHO AOCATHe
3HaYeHHA Hanpyra 3BaploBaHHS;

O AIKLL0 M’AKUW cTapT ApPOTY YBIMKHEHWI, TO 40 Nignany ayrv anapat 6yae pyxatm 4pit 3
MiHiManbHoto WBKAKicTHo (1 M/XB). TOPKHITbCA APOTOM BMPOBY — anapaT nignanvTb Ayry i 3a
yac HapoCTaHHA CTPYMY Hanpyra nnaBHO AOCATHe 3HaYEeHHA Hanpyra 3BaproBaHHA, a ApiT
CUHXPOHHO PO3>KeHeTbCA A0 LWUBUAKICTb APOTY.

BUKOHYWTE 3BAPIOBAHHA:

BipnycTiTh KHONKY NanbHKKa i BUKOHYITe 3BaptoBaHHA — anapat 6yae niaTpuMyBaTh 3afaHi 3HaYeHHsA
Hanpyra 3BaproBaHHA | LWIBUAKICTb ApoTy. Pyka 3BaproBanbHMKa BinbHa, BKa3iBHWMW naneub
Bignounsae, Ayra roputb ctabinbHo.

ONA 3ABEPLLEHHA 3BAPIOBAHHA:
-HaTUCHITb KHOMKY NafibHMKa — 3a Yac cnagy CTPyMy Hanpyra 3BaptoBaHHaA Oyae 3HATa, ayra
3racHe;
-CUMHXPOHHO 3yMUHUTLCA Nogaya 4poTy;

MPUMITKA: [ina wenakoro (aBapiltHOro) NpUNMHEHHs 3BaptoBaHHA BigNYyCTiTb KHOMKY NasibHMKa
oApasy —3BaploBaHHsA 6yae MUTTEBO NPUNUHEHE, Hanpyra BUMKHEHa, Ayra 3aracHe, ApiT 3yMUHUTbLCA.

-nicna 3aracaHHa Ayrv anapat BUKOHaE NicnAnpoayBKy 3aXMCHUM ra3oM Ha NpoTA3i yac nicnﬂ-rasy.
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APTrOHOAYIOBE 3BAPIOBAHHA (TIG)

Anapat PATON ProMIG Mo>ke BMKOHyBaTM 3BaptoBaHHA BO/MbGpPaMOBMM €NEKTPOAOM B aTMocoepi
iHepTHMX rasis (TIG) i3 3acTocyBaHHAM NanbHUKIB BEHTU/IbHOrO abo KHOMKOBOrO TUMY i KOHTAKTHUM
nignanom ayru. B 3anexHocTi Big TMNy nanbHWKa i xapakTepy po6oTu, MOXHa Hanawityeatu
04HOTaKTOBUMN, ABOTAKTOBUIM ab0 HOTUPUTAKTOBUI PEXUM KEePYyBaHHA NPOLLECOM 3BapOBaHHA.

B ogHoTakToBOMY pexknmi TIG-LIFT 3acTocoBYyHOTbCA NaflbHUKM BEHTU/IBHOTO 260 KHOMKOBOIO TUMY.

-ra3oBUI TPaKT NasnbHWKa BEHTUIBHOrO TUNY NpUeHYeTbCA 6e3nocepenHbo A0 6anoHy i3
3axXMCHUM rasom. Nogaya 3axXMCHOro rasy Bpy4Hy peryntoeTbCa BEHTUIEM NanbHUKA;

-pyKaB nanbHWKa KHONKOBOro TUMY NPUEAHYETLCA 4,0 3BapOBanibHOro anapaTty Yepes po3'eM KZ-2
Tmny «€BPO» (11), 6anoH i3 3aXMCHUM ra3oM — yepes peaykTop 4o wryuepa (19), a nogavero
3aXMCHOro rady Kepye cam anapar.

Y 6aratotakToBux pexknMax TIG-LIFT-2T ta TIG-LIFT-4T 3acTocoBYOTbCA TiNbKM NasbHUKN KHOMKOBOMO
TMNY, Nogadyeto ra3y Kepye 3saproBanbHUIM anapar.

®YHKUII | PEXXUMU APFTOHOA4YIOBOIo 3BAPFOBAHHA

PE>XKUMU KEPYBAHHA 3BAPIOBAHHAM TIG-LIFT MPo
Fe

HM

MapamMeTp pe>XUM KHOMKMU NanbHUKa BU3Hayae pexxumm  KHOMNKK I IF I
SNEHWK 3.

KepyBaHHA 3BaptoBaHHAM TIG: NaAbHUK .

o €€LLLLLLLE=32>F>F3D>DFD>
-«LIFT» — ogHoTakTOBUI pexxnM 3BaptoBaHHA — TIG-LIFT. Mpn  NaFaMeTFRH:

BUKOPWUCTaHHI NanbHMKa BEHTUBHOTO TUMY NoAavueto :;E":':;'Eg?”ciggng E‘I;IEE
3aXMCHOro rasy Kepye 3BaptoBanbHuK. Lie Hanapy4Hiwmm
pexxnM ana poboTn B 06MexXeHoMy NPOCTopi i EAMHNIN ANA PO6OTU 3 BEHTUIbHUM NaslbHUKOM:
o BigKpuKTe nogavy rasy naabHWKa BEHTUIbHOIO TUIY;
O TOPKHITbCA €/1eKTPOAOM NanbHUKa 40 3BaptoBanbHOro Bupoby. MNpu poboTi nanbHMKOM
KHOMKOBOrO TUMY anapar caM BiAKpUE Nofady 3aXMCHOro rasy, Koy po3ni3Hae A0TUK;
O NiAHIMITb BiCTPA enekTpoaa Ha 4 MM — anapaT 3ananntb Ayry i NOYHe 3BaproBaHHA;
o BigHeciTb NanbHWK gani Big BUpo6y, 06 NPUNMHUTN 3BapHOBAHHS;
-«LIFT2T» — psotakTtoBumi pexxum TIG-LIFT-2T gna 3saptoBaHHA LLUBIB KOPOTKOI Ta cepeaHboi
OOBXWHW. KnacuyHui pexxum KepyBaHHA: HAaTUCHYTM — 3BapPHOEMO, BiAMyCTUAN — 3aKiHYMAN:
O HaTUCHITb KHOMKY NasbHKKa — anapar BiKpUWe nogavy 3axXmMcHoro rasy;
O TOPKHITbCA €/1€KTPOAOM [10 3BaPOBaNIbHOrO BUPOOY;
o MiAHIMITb BicTpA enekTpoaa Ha 4 MM — anapaT aBToMaTUYHO 3ananuTb Ayry i NOYHe 3BaprOBaHHSA
3 CU/I010 CTPYM 3BaproBaHHA/6a30BUM CTPYM;
O BignycCTiTb KHOMKY NanbHWKa A5 3aBEPLUEHHSA 3BapIOBaHHs, Ayra 3racHe;
© aBTOMaTM4HO byae BMKOHaHa nicnanpoyBka 3aXMCHUM ra3oM Ha NpoTa3i uac nicna-rasy;
-«LIFT4T» — yotnputaktoBuii pexkum TIG-LIFT-4T, onTuManbHU 4NnA 3BaproBaHHA 4OBrUX LLBIB:
O HaTUCHITb KHOMKY NasbHKKa — anapar BiKpUE nogavy 3aXmMcHoro raay;
O TOPKHITbCA €/1€KTPOAOM [10 3BapOBaIbHOrO BUPOOY;
o MiAHIMITBb BicTpA enekTpoa Ha 4 MM — anapaT aBToMaTU4YHO 3ananuTb Ayry i NOYHe 3BaprOBaHHSA
3 CUNOK0 CTapTOBUIA CTPYM;
O BigNyCTiTb KHOMKY — CTPYM 3pOCTe 4,0 CTPYM 3BaploBaHHA/6a30BuUM CTPYM;
O HaTUCHITb KHOTMKY 3HOBY — CTPYM OyAe 3HMXXEHUN A0 KiHL,EBUW CTPYM;
o BiANYCTiTb KHOMKY NanbHWKa AN NPUNUHEHHA 3BaptOBaHHA, Ayra 3racHe;
0 aBTOMaTU4YHO byae BUKOHaHa NicnanpoayBka 3aXxMCHMM ra3oM Ha nNpoTA3i uac nicnAa-rasy.
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OYHKLIA NTABHOIO HAPOCTAHHA 3BAPIOBA/IbHOIO CTPYMY

@OyHKUiA nNnaBHOroO HapocTaHHA CTpyMy 3BaptoBaHHA  icig
HeobxigHa pAnA 3pydyHOro nmnouyaTtky 3BaptoBaHHA. Bona HalC HaFOCTaHHA
3anobirae ytBopeHH0 gedekTiB i nponanis no4vartky LIBa,

36inbLUye pecypc enektpoay. A Takox 3abeanedvye M’aKuin

BXiZ Yy pexuM, 36epirae enektpos Bif piskoro yaapy CTpyMoM.
Po6oTa ¢pyHKuii: a ’ 2 C

Micna 3ananeHHAa ayrM  3BaproBasibHUA CTPYM [0CATae

HOMiHaNbHOro 3Ha4YeHHA He MUTTEBO, a 3a BCTAHOB/IEHW Yac HAPOCTaHHA CTPYMY.

3HauyeHHA 4ac HapoOCTaHHA CTPYMy 3a 3aMOB4YyBaHHAM: «0,2»cC, WMNOro MOXHa 3MiHUTKM 3
p036/10KOBAHOr0 MEHHO.

®YHKLUIA NJTABHOIo 3HM>KEHHA CTPYMY B KIHLLI 3BAPIOBAHHA

dyHKLUis nnaBHOro cnaga cTpyMy 3actocoByeTbeA npy po6oti e iz 4] neor.Hs1
3 KHOMKOBMMM MNanbHMKaMU Yy [BOTaKTOBOMy pexumi ‘HaCt CMNaja CTRYMdl
TIG-LIFT-2T ta YotnputaktoBoMy pexxnMi TIG-LIFT-4T. BoHa
HeobxigHa ANA AKICHOro 3aBapltoBaHHA KpaTepa, Lo MoXe

YTBOPUTUCA MNpPWU PIi3KOMY 3racaHHi ayru i LWBMAKOMY

3acTuUraHHi  3BaptoBasibHOi  BaHHW. Takuih KpaTep € a 2C
KOHLEHTPAToOpoOM Hamnpy>xeHb | nocnabnioe MexaHiuHy ?
MilHICTb LUBA.

Po6oTa dpyHKuii:

Micna Hagxoo>keHHA KOMaHAWM Ha 3aBepLUEHHA 3BaproBaHHA CTPYM 3a yac cnapa CTpyMy B pexxkuMi
TIG-LIFT-2T BuMukaetbca abo B pexknMi TIG-LIFT-4T 3HMXKyeTbCS 40 PiBHA KiIHLLEBUI CTPYM.
3HaueHHa uYac cnapgacTpyMy 3a 3aMOBYYBaHHAM CTaHOBUTb: «0,2 C», MOro MOXHa 3MIHUTU 3
pPO36/10KOBAHOIO MEHH0.

®YHKLLIA CTAPTOBOIO CTPYMY

TIG-LIFTA4T Neor.H:1
®YHKLiA CTapTOBOrO CTPYMy BUKOPUCTOBYETLCA Npu poboTtiy  S“TAFTOEMM CTFEMI
yoTuputaktosoMmy pexuMi TIG-LIFT-4T pagna  3pydHocTi Iy N

3ananrBaHHA ayru.

! \

) \
Po6oTa ¢pyHKuii: g 1
HaTUCHITb KHOMKY NanbHWKa, TOPKHITbCA BMPOBY i NigHIMITh | 19 A |U
enekTpoa ana nignany Ayrn — npoLec 3BaptoBaHHA NOYHETbCA
3 BiffHOCHO Masioro CTpyMy CTapTOBUM CTPYM, AKUIN NU1LLIE NIATPUMYE AYrY, ane He BHOCUTb CEPMO3HMUX
BKnageHb Tenna i He nponantoe Bupi6. CTapToBUMM CTPYMOM MOXKHa peTenbHO Nigirpitm Micue
3BaploBaHHA Nepes NepexofoM Ha MOBHY NMOTYXKHICTb Ayrv, HE NPOMNIaBAAKYM NOT0 HACKPi3b,.
Cwvna cTapToOBOro CTpyMy 3a4aeTbCA y NapaMeTpi CTapTOBUMA CTPYM, 3HAUYEHHA 3@ 3aMOBYYBaHHAM:
«20 A». loro MoxKHa 3MiHUTK 3 PO36/10KOBAHOIO MEHH0.

®YHKLIA KIHUEBOIO CTPYMY

OyHKUis KiHLeBOro cTtpyMy 3acTtocoByeTbcs npu poboTi vy R BN nNror.H=1
4YOTUPUTAKTOBOMY pexxuMi TIG-LIFT-4T. K1HUEEMHM CTF'JIMI

Mpwu pizKoMy BigKIHOYEHHI CUNBHOTO CTPYMY AYTU i LLUBUAKOMY ) "
3acTUraHHi 3BaproBasibHOI BaHHW MOXKE YTBOPUTUCA KpaTep, I.l' I".

Ak Bype  cnyryBaTM  KOHLIEHTPATOPOM  Hampy>keHb i I | P
nocnabnoBaTn MexaHiuHy MiLHiCTb LWBa. s 10ro nnaBHoro | 1 a A m
i akypaTHOro 3aBaproBaHHA 3aCTOCOBYETbCA  yHKUis

KiHL,EBOro CTpyMy.
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Po6oTa dpyHKuii:

Micna ppyroro HaTUCKaHHA KHOMKW NasibHMKa anapart 3MeHLUNTb CTPYM 3BaprOBaHHA Big HOMiHaNbHOIO
[0 PiBHA KiHLEBUI CcTpyM i 6yae yTpMMyBaTW MOro, MOKW HaTUCHYTa KHOMKa.

3a 3aMOBUYBaHHAM 3HAYeHHSA KIiHLEBUW CTPYM CTaHOBUTb «20 A», MOro MOXHa 3MiHUTU 3
PO36/10KOBAHOIO MEHH0.

OYHKUIA NICNANPOAYBKN 3SAXUCHUM TA3OM

DYHKLIA NICNANPOAYBKM 30HM 3BaptoBaHHA 3axucHum rasom  LLCRIMISNEYY ghlFOrHz1
3aCTOCOBYETLCA NPW PoBOTI 3 KHOMKOBMMM MafibHUKaMU y HaGC M1CAA-TaSS.
neotakToBoMy TIG-LIFT-2T ta yotnputaktosomy TIG-LIFT-4T I-" "-.
pexuMax. BoHa noTpibHa 4ana  3axucTy  po3nedeHoi ,." "..
3BaploBanbHOI BaHHW Ta BONbGPaAMOBOro enekTpoaa Bif ! b |
OKMCNeHHs i 3anobiraHHIO yTBOPEHHA AedeKTiB LLUBa. I g C —IH
Po6oTa dpyHKuii:

Micna 3racaHHA 3BaptoBanbHOI Ayrn anapaT aBTOMaTU4YHO BMKOHYE MPOAYBKY enekTpoga i 30HU
3BaproBaHHA 3aXMCHWUM ra3oM NPOTAroM yac nicna-rasy.

3a 3aMoBYyBaHHAM TPMBasiCTb Yac Nicna-rasy cTaHoOBUTH «4,0 ©», il MOXKHa 3MiHUTK 3 po36/10KOBaHOTO
MEH!O0.

PEXXUM MY/IbCALLII CTPYMY TIG=-LIFT 4 PLS [Por.N:1
1MAYNECHMK

Pexxum nynbcauii ctpyMy TIG-3BaptoBaHHS He3aMiHHUA ana  FEdkg
po60TK 3 TOHKMMW MeTanaMu, Yy CKIaAHUX MPOCTOPOBMUX
MOMOXEHHAX | NpW 3BaplOBaHHi KOMbOPOBUX MeTaniB. NaFaMeTEM:
IMNynbcHMI pexum CYTTEBO nonerwye KOHTPONb CTaAFTOEMM CTP'YM: 168AR
3BaploOBa/IbHOrO MPOLLECY, MOKPALLYE NepeMillyBaHHA MeTany Y3t HAFOC.CTRYME. @, 9y
3BapHoBanbHOI BaHHW i cnpuae KpaLloMy GOpMyBaHHIO LLIBA.
Cuna cTpyMy 4epryeTbca Mix iMnyibcoM (6a3oBUi CTPYM) Ta Nay3oko (CTPYM nayswu), L0 403BONAE
KpaLlie KOHTPOMOBATU HarpiB i nepeMillyBaHHA MeTany.
OCHOBHi nepesaru: nokpaLleHunmn KOHTPO/b Tenna i 3HUXKEHHA BiporigHocTi
neperpiBy/nponnaeneHHA TOHKUX AeTanen, MiHiMizauia aedopmadii MeTany Big neperpisy. [lo3Bonse
OTpUMaTH ifeanbHUN eCTETUYHUI BUTNAL WBA («ycKaTui» edexT).
Big HanawTyBaHHA iMnynbciB 0cobnnBo 3anexkatb Gpopma Ta AKiCTb GOpMyBaHHA LLUBA.
Po6oTa pe>xxumy:
[OnAa aproHoayroBoro 3BaproBaHHA iMMyNbCHUMM cTpyMOM o06epiTb TIG-3BaptoBaHHA, po3bnokynte
MEHI0, YBIMKHITb iMIYIbCHUI PEXXMM Ta HanawTynTe YoTUPKU MOro NnapaMeTpu:

-6230BUI CTPYM — MiKOBE 3HAUEHHA CTPYMy 3BaprOBaHHS, Mif Yac AKOro BiAbyBaeTbcA OCHOBHE

nnaBneHHA MeTany (BepxHil cTpyM). 3a 3aMOBUYYBaHHAM CTaHOBUTb «60 A»;

-CTPYM Nay3u — HMXKHE 3HAYEHHA CTPYMY 3BaprOBaHHA, AKUIN NIATPUMYE Ayry | 4O3BONAE TPOXM

OXOJIOHYTW 3BaproBasibHIN BaHHI 3a 3aMOBYYBaHHSIM CTAHOBUTH «25 A»;

-yacToTa nynbcadlii- YacToTa YepryBaHHA 6a30BUIA CTPYM i CTPYM nay3u. Bucoka yactoTta pobutb

ayry 6inbLU KOHLEHTPOBaHO Ta cTabinbHOK. 3a 3aMOBUYBaHHAM CTAaHOBUTb «10,0 Iuy» ;

-6anaHc iMnynbc/naysa — BigHOLLUEHHA TPUBaNocTi iMNynbCcy 6a30BOro CTpyMy A0 nepiogy

nynbcadii (cyma TpuBanocten iMnynbcy Ta naysm). 3a 3aMoBUyBaHHAM CTaHOBUTL «50%», TO6TO,
yac iMnynbcy CTaHOBUTb NOMIOBMHY Nepioay nynbcalii, abo fopiBHIOE Yacy Naysu.

]
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3HaueHHa napameTpy 6anaHc iMnynbc/nay3a BrM/IVBaE Ha LUMKIOrpaMy 3BaproBasibHOrO CTPyMy
HaCTYMHWM YNHOM:
BbanaHc iMnynbc/naysa = 50% BanaHc iMnynbc/naysa = 20% BanaHc iMnynbc/naysa =70%
LA LA LA

80% |_| | I 70% |§I |
@

tc t,c tc
HanawTtyBaHHA 6anaHcy A03BOMAE KepyBaTU «eHEPrieto» LWBa:
BanaHc 50%: Yac cTpyMy iMnynbCy Ta Yac nay3u piBHi. KnacuuHui BapiaHT, nigxogmtb aAna 6inbLuocTi
3a4a4y 3BaproBaHHA.
BbanaHc 20%: Ctpym iMnynbcy TpuBae nuwe 20% nepiogy nynbcauii. MiHiMym Tenna B pgetani —
ineanbHO AnAa ay>ke TOHKNX CTIHOK.
BanaHc 70%: BinbLuy YacTuHy Yacy aie 6as3oBuii cTpyM. KopucHo A5 LWBWAKOFo 3BaptoBaHHA abo ana
po60Tn 3 TOBCTUMMK AeTansmu, ae notpibeH ranbokumin nposap.
MapaMeTpn pexuMy 3BaproBaHHA iMMAYN1bCHUM CTPYMOM MNOTPIGHO HanalwToByBaTW BiAMOBIAHO A0
o6paHoi TexHoNorii 3BaptoBaHHA KOHKPETHOI AeTani i 4o BnogobaHb 3BaptoBanbHUKa.
Mopapa mancTpa:
AKLLo BM 6aunTe, LLLO MeTan NoYnHaE «NpoBastoBaTUCA», He NochillalniTe 3MeHLLyBaTV 6a30BUIA CTPYM,
a cnpobynTe NpocTo 3MeHW KT 6anaHc iMnynbc/naysa, Yn 36inbWNTK YacToTa nynbeauii. Lle pactb
BaM TOM CaMUii KOHTPO/b 3BaptoBaHHA, ane 6e3 BTpaTh LWBUAKOCTI.

50% | 50%

20% l
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OCOBbJ/INBOCTI TA TEXHIKA APTOHOA4YIroBOIro 3BAPROBAHHA

[na  pocArHeHHA  Kpawmx pes3ynbTaTiB  aproHoAyroBoro  3BaproBaHHA
AOTPMMYBaTUCA NPaBuA NiAroTOBKM 061aaHAHHA Ta BUTPATHUX MaTepianis.

BUBIP 3AXUCHOIO rA3y

HeobXxiAHO CcyBOpO

[o3BONeHO: /18 aproHoAyroBoro 3BaproBaHHA BUKOPUCTOBYITE BUK/THOUYHO YMUCTi iIHEPTHI ra3un: aproH
(Ar), renin (He) abo ix cymiw. Hanpuknag: 40% Ar + 60% He.

KaTteropnuHo 3a60poHAETbLCA BMKOPUCTOBYBATU roptodi rasu!!! BukopmuctaHHA 6yab-AKUX iHLLMX
3axXMCHUX rasiB, OKPiM aproHy Ta renito, MOX/IMBE NMLLE 38 MOFrOAXKEHHSM i3 BUPOOHNKOM o6nagHaHHSA.

NIAroTOBKA BOJ/Ib&PAMOBOIO ENIEKTPOAY

Oy>Xxe Ba>knnBO BipHO 3aroCTpuTu BONbGPaMOBUMA €NeKTpon ANA aproHoAyroBOro 3BaprOBaHHA.
MpasunbHa dopMa enekTpoga — ue ctabinbHa gyra Ta ii TO4HE CNpAMYyBaHHA.

Hanpamok wni¢yBaHHA
3arocTpronTe enekTpon TiNbKuU

B3OOBX WOro oci. Puckn Big
wnidyBanbHOro iHCTPYMEHTY ¢
MatTb 6yTn po3TalloBaHi

napanenbHi enekTpoay. Lle 3abeaneuye ctabinbHicTb ayru 1a 3anobirae ii «6nyKkaHHH0»:
®opma ennekmpoga
HapgMipHo abo HenpaBW/bHO 3aroCTPeHUN enekTpos nerko

onnaBnAeTbCA 4Yepe3 HeAocTaTHIM BiaBia Tenna. Enektpoa, — | de de
3aroCTpeHun Ao CTaHy «rofiku», LUBUAKO PYNHYETbCA, HEraTUBHO i
BM/IMBAE Ha LWiNbHICTb i cTabinbHiCTb AyrK, Ha MpPoON/aBfeHHA
o« )
petanen.
.. . (2-3) de 2d
[OnAa 3BaptoBaHHA Ha MOCTIMHOMY CTPyMi enekTpof 3aTo4yeTbcsa [ e
nig yciyeHun KoHyc 3 piaMeTpoM rocTporo kiHus 0,2...0,3 MM A ' B L)
nc. A). S - A
(P ) 0,6-0,9 mm
0,2-0,3 mm

[na 3BaptoBaHHA Ha 3MIHHOMY CTPYMi KiHeLb eneKTpoAa NOBUHEH

MaTu B TpY pasu 6inbLUMi giaMeTp i 1Oro BapTo TPOXM 3aKPyrInT
(puc. B).

OXONOAXXEHHA NAJIbHUKA

A - 38apioBanHa Ha nocTiikomy cTpymi (DC)
B - 3BapioBaHHR Ha 3MiHHOMY cTpyMi (AC)
de - piameTp BoNbPPaMOBOro eNeKTpoaa

BepexiTb CBill iIHCTPYMEHT Ta pykun!

Mpw TpuBanoMmy 3BaptoBaHHi cTpymMoM noHag 140 A obos'A3koBo BukopucTtoByinTe TIG-manbHUK
PiANHHOIO OXONMOAXKEHHA, LWo6 pocartm koMbopTy npu 6HaxkaHih npoaykTMBHOCTI. [ManbHuMK
NOBITPAHOrO OXONOA>KEHHA OyAe meperpiBaTMCb Ta BMMarati 4acTux nay3 y poboTi Ana 3HUMKEHHsA
Temnepatypu. A NanbHUK PiAVMHHOIO OXONOAXKEHHA [03BONAE MpauloBaTM CTpyMaMu BUCOKOI
iHTeHCMBHOCTI 6e3 NnepepB. TakMit NanbHKUK i 610K 0XON0AXKEHHA A0 HEOro NOTPiIGHO NpuabdaTn okpemo.

BAX/TIUBI MPUMITKW O0J1A KOPUCTYBAYA

1) Mpu po60Ti 3 NaNbHUKOM BEHTUNBHOMO TUMY 3BaproBasibHMK Mae CaMOCTINHO BiAKPUTM nogady rasy
BEHTUNEM [0 NoYvaTKy 3BaprOBaHHA Ta 3aKPUTU AOr0 MicnaA 3aBepLUeHHA poboTu.

2) He ponyckarTe HaagMipHOro 3arocTPeHHA BiCcTpA NanbHKKa abo 3aTouyBaHHA «CXoAMHKaMm». Lie
npusseae [0 NOro LUBMAKOrO OMiaB/eHHA Yepes NnoraHe BiABeAeHHA Tenna.
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PIBHOBU AN NMPOLIECIB APTOHO/A4YIrOBOIo 3BAPFOBAHHA

Anapatn PATON ProMIG BMKOPUCTOBYHOTb TiIbKWM KOHTaKTHWUI cnocib nignany 3BaproBanbHOi ayru
(LIFT) npu 3BaptoBaHHi BONbPppaMoBMM eNeKTpoaoM B aTMochepi iHEPTHUX rasis.

KoHTakTHWM nignan gyrm — ue aenikatHMin cnoci6 noyaTtn poboTy. BiH NOBHICTIO ycyBae yaapHum cTpym
Ha CcTapTi, a Npu A0CTaTHIX HaBMKax 3BaptoBasibHMKa MiHIMI3ye pynHyBaHHA BObGPaMOBOro enekrpoaa
i NnepeHeceHHsA MOro Mmertany y 3BaprOBasbHUIM LUOB. A TakoX BUK/KOYAE reHepaLitd MOTY>KHOro
eNeKTPOMarHiTHOro iMnynbCcy B MOMEHT nignany, wo Moxe 6yTu Hebe3neyHMM Ana 4YyTAuBOI
eNeKTPOHIKN No6AN3Y.

3BAPIOBAJ/IbHUW MPOLIEC TIG-LIFT

T s . -\\

P P

B ———

t,c
Ljuknorpama 3saproBanbHoro npoyecy TIG-LIFT

NMrar H=1

B0

NarFaMeTFH.
1MAYAECHMA FexWM:  OFF
Hac HaF. CTPRYMYl B, Z2c
Aucnnel gxepena cmpymy y pe>xkumi TIG-LIFT
OpHotaktoBu npouec TIG-LIFT B nepwy 4epry npusHayeHun gna poboTm 3 aproHoayroBuMMm
nanbHUKaMM BEHTUIbHOTO TUIMY, a/le MOXHAa 3aCTOCOBYBaTM MOrO i 3 MasibHUKaMu KHOMKOBOTO TUMY.

-ra3oBUI TPaKT NasbHKYKa BEHTU/IBHOTO TUMY NOTPiI6GHO NpueaHaTN 6e3nocepenHbo A0 peaykTopa
6anoHa i3 3axMcHMM rasoM. 3BaproBanbHUK Mae CaMOCTIIHO BiLKPMBATU BEHTWU/b Ha NanbHUKY
nepes NoyaTkoM 3BaproBaHHs Ta 3aKpMBaTW MOro Nic/A 3aBEPLUEHHS;

-nanbHUK KHOMKOBOIO TMUMY NigKNto4aoTb 40 po3'eMy KZ-2 Tuny «€BPO» (11), a 6anoH i3 3aXxMcHUM
ra3oMm —yepea peayKTop A0 BXigHOro ra3oBoro wryuepa (19). Mogaya 3axMcHOro rasy KepyeTbes
anapatoM. BoHa no4HeTbcs nicns 4OTUKY e1eKTPOA0M NasbHUKa A0 BUpoby i aBTOMaTUUHO
MPUNUHUTBCA MiCNA 3racaHHA Ayru (KHOMKa nanbHUKa He Kepye nogayeto rasy B pexkuMi TIG-
LIFT).
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NOPAOOK NIATOTOBKU AMAPATY 4,0 3BAPIOBAHHA TIG-LIFT

Ar
ArtHe
He

APTOHOBMIA
NANBHUK

CxeMa nigkarvYeHHA anapama ana aproHogyrosoro 3saptosaHHA TIG-LIFT nanbHUkom
BEHMU/1IbHOro mumny

APrOHOBMH
NANBHUK

KNEMA "MACA"

CxeMa nigkarovYeHHA anapama ana aproHogyrosoro 3saptosaHHA TIG-LIFT nanbHUkKom
KHOMKOBOro muny
1- nig’egHanTe NanbHUK 40 anapary:
-NpUY BUKOPUCTaHHI BEHTUbHOMO NanbHKKa Nig’enHanTe kabenb nanbHMKa 00 rHisga «—» (B);
-NpyY BUKOPUCTaHHI NanbHMKa KHOMKOBOrO TUMY Mif’eAHalniTe 3BaptoBanbHNIA pyKaB NanbHWKa 40
po3’emy KZ-2 tuny «€BPO» (11), a cunoBy nepemunuky (12) nia’egHanTte ao rHisga «—» (B);
2 - nig’epHaliTe Kabenb «Maca» 40 rHi3ga "+" (A) 3BaptoBanbHOro anaparty;
3 - nig’epnHaliTe Knemy Kabento «Maca» 40 BUPoby;
4 - nig’enHaniTe 3BaptoBasibHUI anapaT 40 MepexXi XXMB/EHHS;
5 - yBIMKHIiTb 3BaptoBasibHMI anapaTt BUMUKaYeM (22);
6 — HaTuckanTe kHonky MODE (2) i o6epitb cnoci6 3saptoBaHHA TIG;
7 - BCTaAHOBITb peayKTop Ha ra3oBuii 6anoH;
8 — nigkntoYiTh 6aN0H 3aXNCHOTO rasy:
-AKLLLO BUKOPUCTOBYETbLCA BEHTUbHUI NanbHUK, TO Nig’eqHanTe NOro ra30BMn LUAAHT 40 peaykTopa
6anoHa 3axmMcHOro rasy;
-AKLL,0 BUKOPUCTOBYETHCA KHOMKOBWUIM NanbHUK, TO Nig’eAHaNTe WAaHr Big peayktopa 6anoHa
3axXMCHOro rasy Ao BxigHOro ra3osoro wryuepa (19);
9 - BiAKpUITE KpaH razoBoro 6anoHa, NnepeBipTe repMeTUYHICTb 3’€AHaHb ra30BOro TPakKTy;
10 — HaTUCHITb KHonKy TEST GAS (5) — nepeBipTe nogavy 3axXMCcHOro rady 4o najsbHWKa Ta Bigperyntonte
1oro BuTparTy;
11 - po36510KyNTE MEHIO;
12 - nepeBipTe i BCTAHOBITb 418 NapaMeTpa Ppe>XMM KHOMKU NasnbHUKa 3HauYeHHA «LIFT»;
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VYBATA! B pexxumi TIL-LIFT Hanpyra ogpasy nogaetbca Ha enekTpog nanbHuka. Motypbyitech Npo
HefonyLLeHHA BUNaaKoBMX AOTUKIB eNeKTPOoAO0M A0 CTPYMONPOBiaHMX abo 3a3eMNeHnx NpeaMeTiB,
Takux K KOpryc 3BaproBasibHOro anaparty i T. iH. TOMy LLIO efleKTpoHika anapaTty cnpunMe AOTUK i
BiAPVB eNekTpoay K CUrHan o no4yaTky 3BaptoBaHHsA i bye Hamaratuca nignanut ayry.
13 - B MeH0 3aaiTe pig 3BaptoBanibHOro CTPyMy y napaMeTpi iMnyNbCHUN PeXXNM:
-3BaproBaHHA NocTinHUM cTpymoM (OFF);
-3BaproBaHHA NynbcyrounM ctpymoM (ON);
14 - npuv noTpebi 3aBaHTaXkTe NOTPiGHY MporpamMy 3BaproBaHHA UM HaNaLUTynTe AeTabHi NapaMeTpu:
-y PEXUMIi 3BaproBaHHSA NOCTINHMM CTPYMOM: CTPYM 3BaplOBaHHSA, Yac HApOCTaHHA CTPYMY;
-y PEXUMI iMNyNbCHOro CTPyMy: 6a30BMI CTPYM, CTPYM MNay3u, Yac HapOCTaHHA CTPYMY,
yacToTa nynbcalii, 6anaHc imnynbc/naysa.

BUKOHAHHA 3BAPIOBAHHA Y PEXKUMI TIG-LIFT

MigroTyrte anapat Ana o4HOTaKTOBOro aproHoayrosoro 3saptoBaHHA TIG-LIFT, sk onncaHo Buule.

ANA NOYATKY 3BAPIOBAHHA BEHTUNIbHUM NanbHUKOM:
-BiAKPWUIATE BEHTUNb NOAAYi rady Ha NanbHUKY;
-TOPKHITbCA e1eKTPoAOoM A0 BUPOoby;
-NOBINbHO NiAHIMITb eNeKkTpoa, He BuLle 4 MM.
ANA NOYATKY 3BAPKOBAHHA KHONKOBUM nasibHUKOM:
-TOPKHITbCA eNeKTPoAO0M A0 BMpObY — 3BaptoBanibHMIM anapart BiAKpUE nogavy 3axMCcHOro rasy;
-npoAaymnTe 30Hy 3BaptoBaHHA 3aXMCHUM ra3oM i NOBIAIbLHO MNiAHIMITb eNeKkTpoa, He BULLE 4 MM.

Micna BigpuBy enekTpopna Big BupoOy 3BapltoBanbHWUK  anapaT 3ananuTte  ayry. 3a

4yac HapoCTaHHA CTPYMY CTpyM nnaBHO 36inbllyeTbCA A0 3HA4YeHHA CTPYM 3BaproBaHHA
/6a30Bu1iA CTPYM i Hagani yTpUMyeTbCA Ha LibOMY PiBHi.

MPUMITKA: npu 3HaueHHsAX Yac HapOCTaHHA CTPYMY MeHLLe «0,3 c» 3BaploBa/ibHUIN CTPYM HapocTae
pi3Ko, a He NnaBHoO.

YBATA! Ynm 6inblunii cTpyM 3BaptoBaHHA, TUM LUBMALLE NOTPIGHO nigHiMaTh enekTpog, iHakLe BiH
MO>KE OniaBuUTUCS.

BMKOHYMWTE 3BAPIOBAHHA
ANA 3ABEPLUEHHA 3BAPKOBAHHA Bigpanite nanbHWK Big BUpoby, MOKM He 3racHe ayra. 3akpumnte

nogady rasy y naabHUKY BEHTUBHOIO TUMY, a NpW 3BaptoBaHHi NasbHMKOM KHOMKOBOro TUMy nogava
rasy npunnHNTbLCA aBTOMaTUYHO.
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3BAPIOBAJIbHUM NPOLLEC TIG-LIFT-2T

3BaptoBanbHuii npouec TIG-LIFT-2T onTuManbHUn ANna 3BaproBaHHA KOPOTKMX LUBIB Ta LUBIB cepeaHbOi
[OBXUHW. BiH iHTYITUBHO 3p03yMino KepyeTbCA KHOMKOK NanbHMKa.

Mpouec TIG-LIFT-2T € 3py4HiwmmM gna kopuctysaya, Hixx TIG-LIFT — BiH o3BonA€ 3ocepegmtmca nuiie
Ha nignani gyru Ta caMmoMy npoueci GopMyBaHHA LWIBa, NepeanpoayBka Ta NiCAAnpoayBka 3aXMCHUM
ra3oM BUKOHYHOTbCA aBTOMaTM4HO. A OyHKUiA nnaBHOro cnaga CTPyMy [A03BO/MUTb aKypaTHO
3aBepLUMTUN 3BaPHOBAHHSA | 3aBapUTU KiHLLEBUI KpaTep 3BaptoBasibHOrO LLBA.

Tt Y T

€

Liuknorpama 3BaproBanbHoro npoyecy TIG-LIFT-2T

TIG-LIFTZ2T NFor.He1
CTFYM:

NaFaMeTEH: b
Jac ¢nNaja cTPYMY:  H, 2C
4ac Nlcna-razd9. 2, 8c

Aucnnel gxepena cmpymy y pe>xkumi TIG-LIFT-2T

Ona pob6otn y geotaktoBoMy npoueci TIG-LIFT-2T 3acTocoBytoTbCS aproHoAyroBi NasnbHUKU TiNbKWU
KHOMKOBOFO TUMY.
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NOPAOOK NIATOTOBKW AMAPATY 4,0 3BAPIOBAHHA TIG-LIFT-2T

Ar
Ar+He
He

APFOHOBWIA
NATNBHUK

BUPIB

CxeMa nigknrovYeHHs anapama A/14 aproHogyrosoro 3saprosaHHA TIG-LIFT-2T
1-nia’egHanTe 3BapltoBanbHUA pykaB ManbHMKa Ao pos’emy KZ-2 tuny «€BPO» (11), a cunosy
nepemMunuky (12) nig’enHanTe oo rHisga «—»(B);
2 - nip’epHaviTe kabenb «Maca» 40 rHizga "+"(A) 3BaptoBanibHOro anapary;
3 - nig’epHaliTe KneMy Kabento «Maca» 4o BUpoby;
4 - BCTaHOBITb PeAyKTOp Ha ra3oBuii 6anoH i 3’egHanTe NOro LWIaHroM 3 BXiAHMM WTyLepoM (19);
5 - BigKpunTe KpaH razoBoro 6asoHa, NnepeBipTe repMeTUYHICTb 3’€4HaHb ra30BOro TPaKTy;
6 - nig’enHanTe 3BaproBanbHUM anapar 40 MepeXi XXUBNEHHSA;
7 - YBIMKHITb 3BaptoBanbHUIM anapat BUMUKAYEM XXUBMEHHA (22);
8 — HaTuckamnte kHonky MODE (2) i 06epiTb cnocib 3saptoBaHHA TIG;
9 - HaTUCHITb kHonky TEST GAS (5) i nepeBipTe nogady 3axMCcHOro rasy 4o nasbHWKa, Bigperyntonte
oro BuTpaTy;
10 - po36510KyNTE MEHIO anapara;
11 - nepesipTe i BCTAHOBITb AN1A NapaMeTpa pe>XMM KHOMKM nanbHUKa 3HaveHHA «LIFT2T»;
12 - B MeHI0 3afaliTe pig 3BaproBasibHOro CTPyMy y napaMeTpi iMnynbCHUM peXXnmM:
-3BaproBaHHA NOCTiMHUM cTpymoM (OFF);
-3BaprOBaHHA NynbCyoyYnM cTpymom (ON);
13 - npu noTpebi 3aBaHTaXkTe NOTPiGHY Nporpamy 3BaproBaHHA YN HanalTynTe AeTanbHi napaMeTpu:
-y peXuMi 3BaproBaHHsA NOCTIMHUM CTPYMOM HanaluTynTe: CTPYM 3BaploBaHHA,
Yac HapoCTaHHA CTPYMy, Yac cnapa cTpyMmy, yac nicna-rasy;
-y iMNynbCHOMY pexkuMi HanawTylTe: 6a30BUIA CTPYM, CTPYM Nay3un, Yac HapOCTaHHA CTPYyMy,
yac cnaga cTpyMy, uac nicna-rasy, yactota nynbcauii, 6anaHc imnynbc/naysa.
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BMKOHAHHA 3BAPIOBAHHA Y PEXKUMI TIG-LIFT-2T
MiaroTynTe anapat gna aproHoayrosoro 3saptoBaHHs TIG-LIFT-2T, sk onncaHo BuLLe.
ANA NOYATKY 3BAPIOBAHHA:

-HaTUCHITb | YTPUMYITE KHOMKY NasbHMKa — 3BaptoBasibHMIN anapar BigKpWe nogady 3axXMcHOro rasy;
-TOPKHITbCA €N1eKTPOAO0M A0 BMPOOY i NOBINIbHO NiAHIMITb €1EKTPOA, HE BULLLE 4 MM.

Micna BigpuBy enekTpoaa 3BaptoBanbHUIM anapaT 3ananuTb Ayry, 3a Yac HapoCTaHHA CTPYMY N/1aBHO
nigBULWMTL CTPYM [,0 3HAYEHHSA CTPYM 3BaptoBaHHA /6a30BUN CTPYM i Byae yTpuMyBaTh MOro.

MPUMITKA: npu Manux 3Ha4yeHHAX Yac HapoCTaHHA CTPYMy (MeHLe «0,3 ¢») 3BaptoBanbHUN CTPYM
3pocTae pi3ko, a He NNaBHO.

YBATA! YuM Ginblunii cTpyM 3BapoBaHHA, TUM LUBMALLE NOTPIGHO nigHiMaTM enekTpod, iHakLe BiH
MO>KE OnnaBuUTUCS.

BMKOHYMTE 3BAPIOBAHHA
YTpUMyiTE KHOMKY MNafibHWKa HaTUCHYTOK — 3BapltoBanbHMI anapat 6yde niagTpuMmyBaTu 3ajaHe
3HauyeHHA CTPYM 3BaploBaHHA /6a30BUM CTPYM.

ONA 3ABEPLLEHHA 3BAPHOBAHHA:

-BiANYCTiTb KHOMKY NanbHWKa — 3a yac cnaga cTPyMy Ayra 3racHe, nicnga voro 6yae BUKOHaHa
npoayBKa 3aXMCHMM ra3oM NPOTAroM vac nicna-rasy.

PATON ProMIG MMA/TIG/MIG/MAG -39-



PATON

3BAPIOBAJIbHUM NPOLLEC TIG-LIFT-4T

Pe>xxnm 3BaptoBaHHA TIG-LIFT-4T onTManbHUIM ANa BUKOHAHHSA MPOTAXHMX LUBIB, 403BOMAE POBUTU iX
6€e3 NoCTINHOro yTpMMyBaHHA KHOMKW NanbHMKa, 6inbLu AKICHO BUKOHaTX NOYaTOK LLBa Ta MOro KiHLEBY
OinAaHKy, a NoTiM 3aBaputu kpaTep. [Nepeanpoayska Ta nicnAnpoayBka 3axMCHUM ra3oM BUKOHYHOTbCA
aBTOMaTUYHO.

. s = =

T

MarFaMeTFEM: o
Hac cnaja cTRYMY: @, 2
K1HUWSEMI CTF'YM: 18AH
Aucnnei g>xepena cmpymy y pe>kumi TIG-LIFT-4T

Ona 3saptoBaHHA y pexxnMi TIG-LIFT-4T 3acTocoByOTbCA aproHoAyrosi NanbHUKM TiNbKU KHOMKOBOMO
TIny.
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NOPAOOK NIATOTOBKU AMAPATY 4,0 3BAPIOBAHHA TIG-LIFT-4T

Ar
Ar+He
He

APFOHOBWIA
NATNBHUK

CxeMa nigknrovYeHHs anapama A/19 aproHoayrosoro 3saprosaHHA TIG-LIFT-4T
1-nia’egHanTe 3BapltoBanbHUA pykaB ManbHMKa Ao pos’emy KZ-2 tuny «€BPO» (11), a cunosy
nepeMnuky (12) nig’enHanTe oo rHisga «—» (B);
2 - nip’epHanTe kabenb «Maca» 0o rHisga "+" (A);
3 - nig’epHaniTe Knemy kabento «Maca» 4o BUpoby;
4 - BCTaHOBITb peaykTop Ha ra3oBui 6anoH i 3’egHanTe WMOro LWAAaHIOM 3 BXiAHWM ra3oBUM
wTyuepom (19);
5 - BiaKpuinTe KpaH razoBoro 6anoHa, nepeBipTe repMeTUYHICTb 3’€4HaHb ra30BOro TPaKTy;
6 - nig’enHanTe 3BaproBanbHMUM anapar 40 MepeXi XXUBNEHHA;
7 - yBIMKHITb 3BaptoBanibHUI anapaTt BUMUKAYEM XXMBMEHHS (22);
8 — HaTuckante kHonky MODE (2) i 3apaiite cnoci6 3BaptoBaHHA TIG;
9 - HaTUCHITb kHonky TEST GAS (5) i nepeBipTe nogayy 3axMCcHOro rasy 4o nasbHWKa Ta BigperyntonTte
noro BuTparty;
10 - po36510KyNTE MEHIO anapara;
11 - nepeBipTe i BCTAHOBITb A1 NapaMeTpa Ppe>XKUM KHOMKU NanbHUKa 3HaueHHA «LIFT4T»;
12 - B MeHI0 3ajalTe pig 3BaptoBasibHOro CTPyMy y napaMeTpi iMnybCHUM peXXnmM:
-3BaptoBaHHA NocTiHUM cTpymoM (OFF);
-3BaprOBaHHA NynbCcyounM cTpymom (ON);
13 - npu noTpebi 3aBaHTaxkTe NOTPiIOHY NporpamMy 3BaproBaHHA Y HanallTyTe AeTanbHi napaMeTpu:
-y peXuMi 3BaproBaHHsA NOCTINHWMM CTPYMOM: CTPYM 3BaplOBaHHA, YaCc HAPOCTaHHA CTPyMY,
yac cnaga cTpyMy, CTapTOBUM CTPYM, KiHLLEBUM CTPYM, vac nicna-rasy;
-y pexxuMi nynbcau,ii cTpymy: 6a30BuUi CTPYM, CTPYM Nay3un, Yac HapoCTaHHA CTPYMYy,
yac cnaga cTpyMy, CTapTOBUM CTPYM, KiHLLEBUM CTPYM, vac nicna-rasy,
yacToTa nynbcauii cTpyMy, 6anaHc iMnynbc/naysa.
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BUKOHAHHA 3BAPIOBAHHA Y PEXKXUMI TIG-LIFT-4T

MiaroTynTe anapat ona aproHoayrosoro 3saptoBaHHs TIG-LIFT-4T, sk onncaHo BuLLe.

ANA NOYATKY 3BAPIOBAHHA:
-HaTUCHITb | yYTPMMYITe KHOMKY NanbH1Ka — 3BaptoBanibHMIA anapart BiAKpPUE Nogavy 3aXMCcHOro
rasy;
-TOPKHITbCA €1eKTPOAO0M A0 BUPOOY i NOBIABHO NiAHIMITL €N1EKTPOS, HE BULLE 4 MM.

Micna BigpunBy enekTpoga 3BaptoBasbHMN anapaT 3ananutb ayry i byae niatpumysaTn CUNy CTPyMy,
3a/laHy y CTapTOBU CTPYM.

VYBATA! YuM 6inblumMin cTapTOBUI CTPyM, TUM LUBMALLE MOTPIOHO nigHiMaTM enekTpod, wob He
onnaBuTK MOro BiCTPA.

BianycTiTb KHONKY NanbHMKa - 3a Yac HapPOCTaHHA CTPYMYy anapar N1aBHo 36inbLUNTb CUY CTPYMY A,0
3Ha4YeHHS CTPYM 3BaploBaHHA / 6a30BuUM CTpyM i Byae yTpuMyBaTu ii.

MPUMITKA: npn Manux (MeHwe 0,3 ¢) 3Ha4YeHHAX Yac HapOCTaHHA CTPYMy 3BaptoBabHUA CTPYM
HapocTae pi3Kko, a He NNaBHo.

BUKOHYWTE 3BAPIOBAHHA

ONA 3ABEPLUEHHA 3BAPHOBAHHA:
-3HOBY HAaTUCHITb KHOMKY NasibHWKa — 3a Yac cnapa CTpyMy 3BaptoBanibHUN CTPYM 3HU3UTLCA A0
3HaYeHHA KiHLLeBUI CTPyM i Byae yTpMMyBaTUCh Ha HbOMY;
-3aBapiTb KpaTep i BiANyCTiTbh KHOMNKY NasbHWKa — Ayra 3racHe, NOTiM anapaT NpoAye 30HYy
3BapOBaHHA 3aXMCHWUM ra3oM Ha NpoTA3i yac nicna-rasy.

Mopapa Big, npodi:

AKwo NoTpibHO MUTTEBO NepepBaTN 3BaprOBaHHSA, TO LLUBUAKO HAaTUCHITb i BiANYCTiTb KHOMKY NanbHMKa
— anapat BMMKHe ayry 6e3 3aTpuMKuM Ha yac cnaga cTpyMy. A NoTiM anapaT BUKOHA€E NPOAYBKY 30HM
3BaplOBaHHA 3aXUCHWM ra3oM Ha NpoTaA3i yac nicna-rasy.
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3BAPIOBAHHA CTPUXKHEBUM NMOKPUTUM ENEKTPOAOM (MMA)

3BaptoBanbHuii anapat PATON ProMIG moxe npautoBat B AKOCTI AXepena CTpyMy ANA pyyHOro
eNeKTpoAyroBoro 3BapoBaHHA CTPMOKHEBUMM MOKPUTUM enektpogom (MMA). [na pyudHoro
€N1eKTpoayroBoro 3BaproBaHHA MOXXKHa BUKOPUCTOBYBaTU enekTpoam Mmapkm PATON, Lo Bignosigatotb

3a/au4i 3BaptoBaHHsA, a TaKoXK eN1eKTPOAN CTOPOHHIX BUPOBHUKIB.

AL

= By Ht -
| |
4 |
|
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|
'
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Luknorpama 3BaproBasibHoro npoyecy MMA

CTP'YM,

90A

NaraMeTFA. o
cuna CarF.

4ac Nar. CTarTa:

_CrarTa:

Sy
NEac

Aucnnel gxepena cmpymy nig yac MMA-3BaproBaHHA

®YHKUII | PEXXUMU 3BAPFOBAHHA CTPUXKHEBUM NMOKPUTUM

EJ/IEKTPO4OM
OYHKLIA «TAPAYUN CTAPT»

®yHkuia «fapaunii CtapT» 3aCTOCOBYETLCA ANA NOKPALLEHHS F-‘ggg._“.lr,l-l o
nouaTky 3BaproBaHHA | BNIEBHEHOrO nignany Ayrv, 0Co6ANBO  CTaFTZ:
neakMMun Tmnamm enekTpogis. 3 oyHkuieto «fapauunin ctapt»: o
-nokpaLuyeTbeca nignan a4yry HaBiTb NPY BUKOPUCTaHHI 40—,
eNeKTPOoAiB, LLLO MOraHo nianantorTbCH; I|I
-fIKiCHiLLe NponnaBnaeTbCA OCHOBHWI MaTepian 3 caMoro
noyaTky 3BaproBaHHsA. Lie 3MeHLUye BiporigHicTb
CTapTOBUX HEMPOBAapIB; '-| 3c
-yrnepeayKyeTbCa yTBOPEHHS LLNAKOBUX BKNHOYEHD. Caradoro a 5CBK
Po6oTa pyHKui: CrapTa
3 MOMEHTY [,0TUKY NeKTPOAOM A0 BUpoby pobounii cTpyM Ha
yac lapauoro Crapty (3a 3aMOBYYBaHHAM «0,3 c») Ilr_'-::-E’—
36inblyeTbCA Ha  BiACOTOK, 3ajaHWii y napametpi !

cuna lapayoro Ctapty (3a 3amMoB4YyBaHHAM 50%).

A nicna 3aBepweHHAa uyac Fapavoro Ctapty

po6ounii CTPYM NOBEPTAETLCA 4,0 HANALUTOBAHOIO 3HAYEHHS CTPYM/6a30BUI CTPYM.
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Mpuknap: 3BaptoBaHHA 34iMCHIOETbCA enekTpoaoM @ 3 MM i 3apaHi Taki 3HayeHHA: cTpyM=90 A,
cuna lNapayoro Ctapty=40%, a uac Napsa4yoro Ctapty=0,5c.

Togai, 3 MOMEHTY AOTUKY eNeKTpoaoM anapat byae nigTpumysatu cTpyM 90 A + 40% = 126 A npoTArom
0,5 c. AnoTiM NoBepHeTbCA 4,0 3BaptoBaHHA CTpyMoM 90 A.

VYBATA! Po6ota ¢yHKUii «[apAaunii cTapT» AyXe CUMAbHO 30iNblUye MNOTYXHICTb CMOXMBaHHA
enekTpoeHeprii. BapTo 06epe>kHo KopMUCTyBaTUCA HERO NPpU POBOTI 3 AXKEepenoM HEBENMMKOI MOTYXKHOCTI
Ta/ab0o Npu IHUXKEHIN HaNpPy3i XUBNEHHA.

[Ona nokpalwleHHA nignany AeAKUMUM Tunamu enekTpoAiB AOBeAeTbCA MiABULLYBATU 3HAYEHHSA
cuna lNapauoro Ctaprty, asne noTpibHO MaTK Ha yBaai, LU0 BUCOKNUM CTPYMOM «[apsA4voro ctapTty» BUpobu
3 TOHKOro MeTany MO)Ha MponaauTu Hackpisb. ToMy BapTo o6mexuTn 4ac Fapsdoro CrapTy,
3actocyBatM QyHKUiKO camMe [OnA BMEeBHEHOro nignany enekrpogy, ane MiHiMi3yBaTn 4ac
TennoBKIaAeHHA y BUPI6.

be3 noTpebu He 3aBuLLyliTe 3HaUeHHA NapaMeTpiB «[apayoro CtapTy» Yepes pU3nK Nnponanmnty BMpobu
3 TOHKOro MeTany i piske 36inbLUeHHA CNOXUBaHHA eNeKTpoeHeprii.

MiHiManbHi 3HayeHHA cunalapayoro CtapTy 3MeHLYOTb PU3MK MpPonanuTM TOHKI AeTani,
3abe3nevyroum Npu LboMy cTabinbHUI Nignan gyru.

OYHKLUIA «POPCAX AYTN»

OyHkuisa «Popcaxk gyrm» 3aCTOCOBYETbCA A/1A MONIMLWEHHA HACTYMHUX NapaMeTpiB 3BaptoBaHHA:

-AnAa 36inbleHHA cTabinbHOCTI 3BaptOBaHHA KOPOTKO AYroto;

-ANA NPULLBUALLIEHHA KpanaenepeHocy MeTany enekTpoia y 3BaptoBasibHy BaHHy;

-ANA NorNnbaeHoro NponaaBneHHA MeTany;

-ANA 3BaproBaHHA OCHOBHMMMU enekTpogamMum («YOHI», «LB-52» i T.i.);

-y BEPTUKaNbHUX Ta Y CTENIbOBMX LLIBAX;

-0NA HeA0CBIAYEHUX 3BapHOBaIbHUKIB, K TiNbkM HabyBatoTb A0CBIA poboTu.
3acTtocyBaHHA GYHKLUIT «Dopcax Ayrn» 3MeHLUYyE MMOBIPHICTb «NpUANNaHHA» enekTpoay, ctabinisye
[yry — BOHa cTae Oinbll CTIiKOH, «KOPCTKOK» i KOHTpPO/boBaHoOW. Lle ocobnnBo KopucHo npu
HEPIBHOMIPHOMY BefEHHi enekTpoay, 3BaploBaHHi KOPOTKOK Ayrok, 3BaploBaHHi B HE3PYyUHMX
nonoxxeHHsx. Takox 3abeaneuvyeTbcs kpalle GopMyBaHHA LLUBA, BiH MiCTUTb MEHLLIE HEMPOBAapIB.

Po6oTa yHKuii: MMA___ MPorH:1
Akwo nig yac 3BaptoBaHHA eNeKkTpos TOPKHETbCA A0 MeTany  THI3 O
BUPO6Y, TO BiA6YAETLCA KOPOTKE 3aMUKaHHA i Hanpyra Ayru 'I'F'F C 3k 5 B /
3HU3UTLCA HUXKYE PIBHA, MiHiManbHO HeobxigHoro ana ii 2t O
cTtabinbHoro rOpiHHA (nopir ®opcaxcy ayru, 3a Y

3aMOBYYBaHHAM: «12 B»). "—',

. -
Y uboMy BMNagKy anapat 36inbLWnTb 3BaproBanibHUN CTPYM Ha VS0

BE/IMYUHY, 3apaHy y napameTpi cuna ®@opcaxky ayrm (3a 3amMoBYyBaHHAM: 50%), W06 pozipBaTtu

3aMUKaHHA, NIATPUMaTU TOPIHHA AyrM | MNPOAOBXUTU

3BaplOBaHHA. nAoF1r

3 MeHI anapata MOXHa HanalTyBaTW napameTpu: 'I'E:F":';E‘“H 12V
cuna ®opcaxky ayrv i nopir ®opcaxxy gyru. Al

PerynioBaHHs cuna @opcaxky Ayru BrjAvBae Ha npouec Y

3BapOBaHHA HACTYMHUM YNMHOM: 1‘2:'—-.II

MIHIMAJIbHI 3HAYEHHA 3HWxXytoTb TennosknagaHHA Yy '

BMPi6 Ta CNOXMBaHHA eHeprii. A TakoXX MMOBIPHICTb Nponany TOHKOro MeTasny i BUMOrM A0 NMOTY>XXHOCTI
>XMBNEHHA. Anle Npu MiHiManbHUX 3Ha4YeHHAX «Popcaxk Ayrn» 3MeHLUYETbCA CTabiNbHICTb rOPiHHA Ha
KOPOTKil Ay3i (AK y TpaHchopMaTopHOro axxepena);

bIbWlI 3HAYEHHA cTabinisytoTb ropiHHA Ha KOpOTKiM Ay3i, ane pi3ko 36inbLytoTb
e1eKTPOCNOXMBaHHA anapara, NoTpebyroTb NOTY>XXHOro AxKepena XusneHHa. [lyra Mmae «arpecuBHUN»
xapakTtep. 36inbLUytoTbCA 6PU3KOYTBOPEHHSA | BipOrigHICTb Nponany TOHKOro Metany.
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MPUMITKA: Bes notpebu He 3aBULLYITE 3HAUEHHSA cUM i nopory «Popcaxy ayru», ToMy Lo GyHKLinA
«AHTUMPUANNAHHA» MOXE He BCTUTHYTW CMnpautoBaTM A0 PO3KAPEHHA E€NeKTpoay A0AaTKOBUM
cTpyMoM cuna ®opcaxky ayru, oco611Bo npu po6oTi enekTpoaaMm TOHWUMN @ 2,5 MM.

OYHKLUIA <AHTUNPUNUMNAHHA»

OyHKUia «AHTUnNpununaHHa» B anapatax PATON ProMIG 3anobirae npuavnaHHio (npuxearty)
enekTpoay Nnpu BUNagKoBoOMy AOTUKY A0 3BaptOBaHOro BUPOOy i 3racaHHi Ayru, Lo MoXe Npu3BecTn 40
po3>KapeHHA eneKkTpoaa i Noro NCyBaHHA.

OyHKuia «AHTUNpununaHHa» B anapatax PATON ProMIG yBiMKHeHa NOCTiWHO i cnpauboBye yepes
0,6...0,8 c nicna BMABNEHHA CTaHy NpUAMNaHHA. AnapaTt caMOCTilMHO BUMMKAaE 3BaptoBanbHUM CTPyM Ta
Hajae MOX/IMBICTb 3BaproBanbHWKY BiAOKPeMUTU (BigipBaTwn) enektpopg Big Bupoby. MNMpu uboMy
BUK/IKOYAETLCA PU3KUK 3aCNinnUTK o4Yi BUNagKoBuM nignanoM ayru. icna BigokpeMneHHa enektpoay
MO>XHa rno4vaTtu 3BaproBaHHA 3BMYaNHNUM cnocoboM, 3anannTn ayry i NpogoBXUTH poboTy.

®YHKLIA 3MIHU HAXUNY BONIbTAMMNEPHOI XAPAKTEPUCTUKU
uvi

'

>

DaHa dyHKuia no3BONAE ONTMMI3yBaTW anapaT Ana 3py4yHOro

3BaprOBaHHSA enekTpoaamMu pPisHUX TUNiB. 3a 3aMOBYYBaHHAM E":'J":»T—-flr-‘il'!-
Haxun BOMbT-aMM. XapakTepucTuka ctaHosutb 1,4 V/A, wo #APIRTE -
b

N ) . FHCTHEAL
ONTUManNbHO ANA HANNOLUMPEHILLUNX eNeKTPOAIB 3 PYTUI0BUM
nokputTam (tmn E6013). '_‘II
A ansa koMdopTHOI poboTM enekTpogaMm 3 iHLLMMU TUNaMm 114
MOKPUTTA PEKOMEHAYEMO 3aCTOCOBYBATN HACTYMHi 3HAYEHHA '
$yHKUIT Haxuny BonbTaMnepHoi xapaktepucTuku (BAX) Ta napametpa nopir @opcaxky gyru:
Tun enekTpoay BAX, B/A nopir «®@opcaxy ayru», B

E6013 1,4 12

E7015 1,0 12

E6010 0,2...0,6 18

3anuwite AaHi HanalwTyBaHHA B OKPEMi MporpamMu 3BaproBaHHA i 3aCTOCOBYMTE iX NpW 3MiHi Tuny
enekTpoay ANs MakcMmanbHo KoMOpPTHOT poboTn.
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PEXXWM 3BAPIOBAHHA KOPOTKOIO AYIOlo

PexxnM 3BaptoBaHHSA KOPOTKOK AYrok OnTMMi3ye poboTy Ans 3BaploBaHHA LWBIB B MPOCTOPOBUX

MONOXEHHAX, BIAMIHHUX Bi4 TFOPU3OHTaNbHOIO HUXHbLOrO, MMA SHA& Neor.H=1
KON Benvka [AOBXWMHA Ayrn LWKiAIMBa ANA BWKOHaHHA  FEWKMM
akicHoro wea (PG, PF, PE, PD). BiH no3Bo/si€ BMKOHYyBaTH E::‘IE‘STHUI

3BaproBaHHA 6e3 po3bpur3kyBaHHA Ta 6€3 yTBOPEHHA Kpanesnb
i HannWBiB PO3NNaBneHoro Metany.

Po6oTa pe>xxumy:

YBIMKHEHWII pPEe>XXUM KOPOTKOI Ayrn npuMycoso obpueae
3BapOBaHHA, AKLLO Ayra CTae AOBLUOIO 3a MOTPIGHY UM 4OMNYyCTUMY.

B anapatax PATON ProMIG MoOX/1MBO BUMKHYTU AaHUI pexunM (3HaveHHs = «0») abo obpatn ogHe 3
TPbOX POBOUNX BHAUEHD: «1», «2», «3». [le «1» — HalKopoTLla, a «3» — HangoBLLUa ayra.

OYHKLIA SHWKEHHA HAMPYIU XOZ10CTOr O XoAy

A

Mpwv NpoBeAeHHi 3BaptoBanbHWX POGITY EMHOCTAX, UMCTEPHAX  FREIERITINI nPor.Ns1
i Tam, ne notpibHo  goTpuMyBaTUCA nigBuLLLEHOI BENOK

enekTpobesaneku, pagvMmo aktueyatn ~ =HMHEHHS

6710K 3HWXKEHHSA HaNpPyrv XoNocToro xony. Moro BBiMKHeHHs HanF=ri. N

06MeXXMTb Hanpyry XoocToro xoay 6eaneyHuM pisHemy 12 B.

NarF3aMeTFM,

IMOYNECHMIM FefMe

Po6oTa ¢pyHKuii:
CTFYM ZE3FKWEaHHAL

[o nignany ayrn enekTpoHika yTpMMye Hamnpyry Ha knemax
anaparty He BuLle 12 B. A B npoueci 3BaptoBaHHA BXe 4Yepe3 0,1 ¢ nicna 3racaHHA Ayrn Hanpyra Tex
6yne 3HM>KeHa a0 6eaneyvHnx 12 B.

3a 3aMoBuYyBaHHAM OYHKLIiA 610K 3HWKEHHA HanNpyru XosiocToro xopy JAeaktueoBaHa («OFF»),
OCKiNbKW yCK1agHIOE nignan enekTpoais.

PEXXWM 3BAPIOBAHHA IMMNYJ/IbCHUM CTPYMOM

m

=T

[aHunii pe>knMm nonerilye KOHTPO/b 3BapoBaHHA NpU poboTi 3 KOIbOPOBUMU MeTanaMu, a Takox y
NPOCTOPOBMX MONOXEHHAX, BiAMIHHUX Bif rOPU30HTanbHOro HMxHboro (PG, PF, PE, PD). IMnynbcHui
CTPYM NO3UTMBHO BMN/IMBAE Ha NepeMillyBaHHA PO3NaB/eHoro MeTany LLiBa Ta Ha KpansienepeHeceHHs
MeTany y 3saptoBasibHy BaHHY, BiH MEBHOI MipOIO 3aMiHIOE PyXu PyKu 3BaproBanbHUKA, W0 0cobnmBo
KOPUCHO Yy Ba>XKOAOCTYMHMUX Micusax. IMNynbCHUI cTpyM nokpallye ctabinbHicTb ¢opMyBaHHS LUBA i
npouec 3BaploBaHHA, NOMIMNLUye OpieHTaLilo 3epHUCTOCTI MeTany LBa, Wo 36inbllye  3BapHOro
3'eAHaHHA.
Big KopekTHOro HanalwuTyBaHHA PeXXMMy 3BaprOBaHHA iMMNY/IbCHUM CTPYMOM 3anexaTb MponiaB/eHHA
Martepiany Ta skicTb GOopMyBaHHA LWBa. 3a 3aMOBYYBaHHAM iMMNY/IbCHIN PE)XKUM BUMKHEHUIA.
Po6oTa pe>xumy:
Ona 3BaptoBaHHA iMNY/IbCHUM CTPYMOM YBIMKHITb Yy MEHHO
iMNyNIbCHUN PeXXUM i HanaluTynTe YoTUPU NOro NapamMeTpu:
-6a30BUI CTPYM — BEPXHE 3HAUYEHHA CTPYMY 3BapHOBAHHSA —
OCHOBHWI NapaMeTp, AOCTYMHUI ANA HanawTyBaHHA Y
3a610K0BaHOMY MeHI0 (3a 3aMOBYYBaHHAM: «80 A»);
-CTPYM Nay3u- HUXKHE 3HaYeHHA CTPYMy 3BaptoBaHHA (3a
3aMOBYYBaAHHAM: «25 A»);
-yacToTa nynbcalii — YacToTa nynbcauii 3BaproBasibHOro CTpyMy (3a 3aMOBYYBaHHAM: «5 y»);
-6anaHc imnynbc/naysa - BigHOCHa TpuBanicTb iMnynbcy 6a3oBoro cTpyMmy A0 nepiony nynbcawii
(3a 3aMoBUyBaHHAM: 50%). 3 ii 36ibLLUEHHAM 3pOCTatoTh IMMBMHA NPONIaBAEHHS i
TennoBKNaAeHHA y BUPI6.

MMA SHA URD PLS MPor.N:1
1MAYNECHMM
FamiMe

NaFaMeTFM,
E3Z0EMKM CTR'YM.
CTRYM Nad=:d.

a0
N

oD

s
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HanawTyBaHHA napametpy 6anaHc «iMnynbc/naysa» BMAMBaEe Ha LMK/OrpaMy 3BaprOBasibHOMoO
CTPYMY HACTYMHUM YMHOM:

6asaHc imnynsc/naysa=50% 6anaHc imnynsc/naysa=20% 6anaHc imnynsc/naysa=70%
LA LA LA
50% | 50% ﬁ 80% I_I |_| 70% § L
o™ ©@
tec t.c t,c

Mpuknap: 3BaptoBaHHA enekTpoaoM @ 3 MM, 3HaueHHA 6asoBuii cTpymM=80 A, cTpyM nay3au=25A,
yacToTa nynbcauii=5 'y, 6anaHc iMnynbc/nay3za=50%.

PesynbTaT: cTpyM 6yae nynbcyeaTty Big 80 A fo 25 A 3 yacToTtoto 5 'y, TpmBanicTb iMnynbciB 6a3oBoro
CTpyMy i cTpyMy nay3u 6yae ofgHaKoBa.

HanawTyBaHHA 6anaHcy 0,03BOMSAE KEPYBATU «€HEPTiEto» LLBA:

BanaHc 50%: Yac cTpyMy iMnynbcy Ta yac nayau pisHi. KnacuuHuin BapiaHT, nigxoantb ana 6inbLuocTi
3a4a4y 3BaploBaHHA.

BanaHc 20%: CTpyM iMmnynbey TpmBae nuwe 20% nepioay nynbcaduii. MiHiMyM TennoeknageHHaA y BUpi6
— ifeanbHoO ANA Ay>Ke TOHKMUX CTIHOK.

BanaHc 70%: binbLuy YacTuHyY Yacy Aie 6a3oBuin cTpyM. KoprcHO AN LWBMAKOrO 3BaptoBaHHA abo ana
po60TK 3 TOBCTUMMK AeTansmu, ae notpibeH ranbokmin nposap.

Mopapa mancTpa:

AKLLLO BM BaunTe, LLLO MeTan NoYnHaE «NpoBastoBaTUCA», He NochiLlaliTe 3MeHLLyBaTV 6a30BUIA CTPYM,
a cnpobyinte NnpocTo 3HM3UTM 6anaHc iMnynbc/naysa ab6o 36inbLWKTM yacToTa nynbcauii. Lle gactb
BaM TOW caMUIi KOHTPO/Ib 3BaprOBaHHSA, ane 6e3 BTpaTu LLUBUAKOCTI.

NapameTpn pexxmMy 3BaproBaHHA iMMNyNbCHUM CTPYMOM MNOTPIOHO HanawToByBaTW BiAMNOBIAHO [0
ob6paHoi TeEXHONOTIi 3BaptoBaHHA KOHKPETHOI aeTani.
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rOPALAOK INiAroToBKU ATTAPATY 44O PYYHOIO EJIEKTPO4YroBoro
3BAPIOBAHHA

ENEKTPOOOTPUMAM

KNEMA "MACA"

CxeMa nigk/roYeHHA anapama 4/19 py4YHOro eJ1eKmpoAyroBoro 3s8aproBaHHsA
3Bu4yaliHuMu efiekmpogamu
PekoMmeHpoBaHa A0BXXUHA 3BaproBasibHUX ka6enis ANA PYYHOro eNneKTpoAyroBoro 3gaproBaHHA

MakcumanbHum JAoB>xnHa kabenis Mnowa nonepeyHoro
. Mapka ka6ento
cTpyM, A (B 04HY CTOPOHY), M nepepisy, MM?
160 2.7 16 KIr 1x16
200 3..9 25 Kl 1x25
250 5...11 35 KI 1x35
270 5...11 35 KI 1x35
350 6...14 35 KI 1x35

1 - BCTaBTe eNeKTpos B e/IeKTPOA0TPUMAY;
2 - nip’enHanTe Kabenb enekTpoaoTpMMaYa A0 rHi3aa A «+» 3BaproBanbHOro anapary;
3-nig’enHanTe kabenb «Maca» 40 rHisga B «—» 3saproBanbHoOro anapary;
4 - nip’enHanite knemy kabento «Mmaca» 10 BMpoby;
5 - nig’enHariTe 3BaptoBanbHUI anapat 40 MepeXi XXMBNEHHS;
6 - YBIMKHITb 3BaptoBanbHUIM anapat BUMUKAYEM XXUBMEHHA (22);
7 - HatuckanTe kHonky MODE (2) i 3apaite cnoci6 sasaptoBaHHA MMA;
YBATA! Mpwn yBiMKHeHHi 3BaptoBaHHA MMA Hanpyra xonoctoro xoay ogpasy nogaetbcs Ha Tpumad
enektpoga. MNoTypbyrtech Npo HeaoMNyLLEHHA BUNaAKOBUX AOTUKIB €NeKTPOAOM i eNeKTpoaoTpruMayem
[0 cTpyMonpoBigHMx abo 3a3eMneHnx NpeameTiB, Takux AK KOpnyc 3BaptoBasibHOro anaparty i T. iH.
ToMy O enekTpoHika anapaTy cnpuinMe ix AK CUrHan 4o no4yaTky 3BaptoBaHHA i 6yae Hamaratucs
nignannTu gyry.
8 - i3 3a6/10K0BaHOro MeHIO perynaTopoM (3) HanalTyTe 6a30BMIN NapamMeTp 3BaptoBaHHA:
-CTPYM B pe>XX1Mi 3BaptoBaHHA NOCTINHUM CTPYMOM;
-6a30BUI CTPYM B peXXMMi 3BaptoBaHHA iMMYy/IbCHUM CTPYMOM;
9 - npu noTpebi 3aBaHTa)kTe NOTPIGHY NporpaMy 3BaproBaHHSA Y po360OKYNTE MEHIO | HanaluTynTe
AeTanbHi napaMeTpu:
-B pe>XXMMi 3BaptoBaHHA MNOCTINHUM CTPYMOM: CTPYM, cuna «Fapauoro CtapTy»,
yac «lapayvoro CtapTty», cuna «®opcaxy ayru», nopir «Popcaxy ayrm», BonbT-
aMn. xapakTepucTuKa, pe>knM KOpoTKoi Ayrv, 610K 3HUXKEHHA Hanpyru;
-B pe>XXMMi 3BaptoBaHHA iMMy/IbCHUM CTPYMOM: 6a30BUIA CTPYM, CTPYM Nay3u, HacToTa nynbcaluii,
6anaHc iMmnynbc/naysa, a Takoxx cuna «Fapayoro CtapTy» i yac «Fapauoro Ctapty»,
cuna «Popcaxy ayru», nopir «Popcaxxy Ayrv», BonbT-aMr. XxapakTepucTuka,
pe>knM KopoTKoi Ayrn, 6510K SHWXKEHHA Hanpyru.
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BUKOHAHHA 3BAPIOBAHHA CTPM)KHEBMM NMOKPUTUM EJTIEKTPOA4OM

MigroTynTe anapat Ans PyYHOro eNIEKTPOAYIrOBOrO 3BaptOBaHHA CTPUMXKHEBUM MOKPUTUM ENEKTPOLOM
(MMA), ak onncaHo BuLLe.

ANA NOYATKY 3BAPIOBAHHA:

TopkHiTbCA enekTpoaoM Ao Bupoby i LWWBMAKO NigHIMITL enekTpoa Ha 3-5 MM gna nignany ayru. Micna
BiAPWBY eflekTpofda anapaTt 3ananutb ayry, 36inblmTb CTPyM [0 CTpyM/6a3oBuii cTpyM A/
NOCTiMHOro/iMNynbCHOro pexxMMy BignoBigHo, i byae yTpuMyBsaTu 10oro.

BUKOHYWTE 3BAPIOBAHHA

MignaneHy ayry noTtpibHO BKOPOTUTK, 06 36inbunTM ii cTabinbHICTb i TOYHICTb 3BapOBaHHA.
Habnu3abTe enektpos Ao BUpoOby Nif KyTOM A0 Nerkoro A4oTUKY MOro noBepxHi kpaem obmasku. Came y
TakoMy MOJSIOXKEHHI | Ha Takill AOBXWHI Ayrn ¢popMmyBaHHA 3BaptoBanbHoro Liea byae BigbyeBatuca
MaKCMMarnbHO aKkypaTHO i epeKkTMBHO. BUTpMMyIiTe Take MONOXXEHHA NPOTArOM BCbOro 3BapOBaHHA,
noAaroun enekTpoa,y Mipy moro BuTpaTu.

ANnA 3ABEPLUEHHA 3BAPHOBAHHA:
EHeprinHo Bigaanite enekTpop Big BMpoby, MOKM He 3racHe ayra.
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MEPENIK ®YHKLIA ANAPATA

YBATA! Po36nokyiite MeHto anapaTta, Wwob oTpMMaTti 4OCTyn A0 HanallTyBaHb BCiX Moro ¢GyHKLilM Ta
napamertpis!

HaniBaBmomamu4He MexaHizoBaHe 3BaproBaHHA (MIG/MAG)

0) [t.Pr] uacnepep-rady (3a 3amMoBuYyBaHHAM=0,1cC) - TpuBanicTb NepeanpoayBKM 30HMU
3BaplOBaHHA 3aXUCHUM ra3oM;
a) 0,1...25,0 ¢ (kpok 3MiHM 0,1 c);

1) [t.uP] yac HapocTaHHA CTpyMy (3a 3aMoBYyBaHHAM = 0,1 C) — TpMBaNiCTb HAPOCTaHHA NpoLlecy
3BapoBaHHA: 36iNblLUeHHA Hanpyra 3BaproBaHHA i LUBUAKICTb APOTY ;
a) 0...5,0 c (kpok 3MiHK 0,1 c);

2) [-U-] Hanpyra 3BaploBaHHA (3a 3aMoB4yBaHHAM = 19,0 B) — nepwuin OCHOBHUMA NapameTp
HaniBaBTOMaTUUYHOIO 3BapPOBAHHSA NMOCTIMHOK HaMpPyrow;
a) 12,0...24,0 B (kpok 3MiHuK 0,1 B) ans ProMIG-160;
b) 12,0...26,0 B (kpok 3MiHu 0,1 B) ana ProMIG-200;
c) 12,0...28,0 B (kpok 3miHn 0,1 B) ana ProMIG-250;
d) 12,0...29,0 B (kpok 3MiHuK 0,1 B) ana ProMIG-270;
e) 12,0...32,0 B (kpok 3miHn 0,1 B) ana ProMIG-350;

3) [SPD] wBuakictb ApoTy (3a 3aMoBYyBaHHAM = 4,5 M/XB) — [pPYruUiA OCHOBHUI NapaMeTp
HaniBaBTOMaTUYHOrO 3BapHOBAHHS;
a) 1,0...16,0 M/xB (KkpOK 3MiHK 0,1 M/XB);

4) [t.dn]uac cnapa cTpyMy (3a 3aMoB4YyBaHHAM = 0,1 C) — TpMBanicTb cnaga npoLecy 3BaptoBaHHA:
3HVKEHHA Hanpyrv 3BaploBaHHA | CMOBI/IbHEHHSA LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHK 0,1 c);

5) [t.PO]uac nicna rasy (3a 3amoBYyBaHHAM = 1,5 c) — TpMBanicTb NiCNAANPOAYBKN 30HWN 3BaPIOBAHHA
3aXWUCHWM ra3om;
a) 0,5...25,0 ¢ (kpok 3MiHM 0,1 c);

6) [but] pe>kuM KHONKM NanbHUKa (3a 3amMoBuYyBaHHAM = [2T]) — 06epiTb peXXMM KepyBaHHA
3BaploBasibHUM NPOLLECOM 3a A0MNOMOroK KHOMKM NasnbHUKa;
a) [2T]-2-takTtoBui pexxuM kHonkn MIG/MAG-2T;
b) [4T]-4-takToBUMN pexxmm kHonkn MIG/MAG-4T;

7) [Ind] piBeHbiHAYKTMBHOCTI (3a 3aMoB4YyBaHHAM=0) — 3aganTe LWBWAKICTb HapPOCTaHHA
3BapHOBasIbHOro CTPYMy NpU KOPOTKOMY 3aMUKaHHI ApOTy 3 BUPOOOM i BigpuBy Kpanni;
a) -5...0...5cTyniHb (KPOK 3MiHM 1 CTYNiHb);

8) [SFt] M’akum cTtapT gpoTy (3a 3amoBYyBaHHAM = OFF) — no MoMmeHTy nignany ayru apit éyae
pyxaTucCb 3 MiHIManbHOO LLIBMAKICTHO;
a) ON -yBiMKHEHWI;
b) OFF - BUMKHeHWN;

9) [Po.P] iMnynbcHMIA peXXxuM cTpyMy (3a 3aMoBuUyBaHHAM = OFF) — pexuM HaniBaBTOMatuyHOro
3BapoBaHHA iMNYNbCHOK HaMpyroto;
a) ON -yBiMKHeEHWI;
b) OFF - BUMKHEHWNN;
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MapaMeTpu iMNyNbCHOro pe>kuMy HaniBaBTOMaTUYHOro 3BaploBaHHA (BUKOHYBaTU 3BaplOBaHHA
iMmnynbcHoto Hanpyroto TI/IbKU 3 BAXUCHUM TA30OM!!!)

10) [tYP] maTepian ppoTy (3a 3aMoBYyBaHHAM = Fe) — BCTaHOBITb TMN MaTepiany 3BaproBasibHOro
Apory;
a) Fe-3BuuanHum ctanesuin apit tuny ER70S-6 (BMkopucTOBYBaTU 3aXUCHUI ra3s Tinbkun cknagy
82% Ar + 18% COy);
b) St.St - Hep>xxasitounit apit Tuny ER308L/ER316L (BMKOPWCTOBYBaTU 3axMCHUI ras® Tinbku
cknaay 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-kpeMHieBuin apit Tuny ER4043 (BMKOPMCTOBYBATUN 3aXMCHUI ras® TifbKu
100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATU 3axXMCHUI ras® Tinbku
100% Ar);
11) [dia] piameTp apoty =0,8 MM (3a 3aMOBUYYyBaHHAM) — BCTAHOBITb liaMeTp 3BaptoBasibHOro ApPOTy;
a) 0,6...0,8 MM gonAa cTaneBoro Ta Hep>kasito4voro apoty ProMIG-160;
b) 0,6...1,0 MM gnA cTaneBoro Ta Hepxagitouoro gpoty ProMIG-200/250;
c) 0,6...1,2 MM pnAa cTaneBoro Ta Hepxkagitouoro gpoty ProMIG-270/350;
d) 0,8...1,2 MM ans antoMiHieBoro gpory;
12) [Adu] Kopekuia Hanpyru (3a 3aMmoBYyBaHHAM =0,0 B) —nepLUnin OCHOBHUI NapaMeTp 3BaploBaHHA
B iMNY/NIbCHOMY peXuMi. Y LibOMy XX pAAaKy BiaobpakeHa pes3ynbTyroua Hanpyra 3BaptoBaHHA, Ha
AKY BNANBAOTb KOPEKLiA Hanpyru, LUBMAKICTb APOTY, MaTepian ApoTy, AiaMmeTp APOTY;
a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inbLLUEHHAM 3HAYEeHHA NapaMeTpy pocTe AOBXUHA AYTH.

AproHogyrose 3BaproBaHHA (TIG)

0) [Pr.A] cTapToBuii CTPYM (32 3aMOBYYBaHHAM = 20 A) — NOYaTKOBMIA CTPYM 3BapoBaHHA Y peXuMi
TIG-LIFT-4T;
a) 8...50A (kpok 3MiHM 1 A) ana ProMIG -160;
b) 10...50 A (kpok 3MiHM 1 A) ana ProMIG -200;
c) 12...50A (kpok 3MiHn 1 A) gna ProMIG -250;
d) 12...50 A (kpok 3MiHn 1 A) ana ProMIG -270;
e) 14...50 A (kpok 3MiHn 1 A) ansa ProMIG -350;
1) [t.uP] uyac HapocTaHHA CTpyMy (3a 3aMoB4YyBaHHAM =0,2c) - TpuWBaniCTb HapOCTaHHA
3BaplOBasibHOrO CTPYMY;
a) 0...15,0 c (kpok 3MiHK 0,1 c);
2) [-A-] cTpyM 3BaproBaHHA (3a 3aMOBYyBaHHAM =60 A) — OCHOBHWUI MapaMeTp aproHoAyroBoro
3BaprOBaHHSA NOCTIMHWUM CTPYMOM;
a) 8...160 A (kpok 3MiHKn 1 A) ana ProMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) ana ProMIG-200;
c) 12..250A (kpok 3MiHun 1 A) ana ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) gna ProMIG-350;
3) [t.dn] yac cnapa cTpyMy (3a 3aMoBYyBaHHAM =0,2 C) — TPUBaNICTb 3HMXKEHHA 3BaprOBanbHOro
CTPyMy;
a) 0...15,0 c (kpok 3MiHK 0,1 c);

3 pekoMeHA0BaHa BMUTpaTa raay Big 7 1/xB ANnA HU3bKMX CTPYMIB Ta Big 14 n/xB i 6inblue gna ctpymis 150-
200 A

PATON ProMIG MMA/TIG/MIG/MAG -51-



PATON

4) [Po.A] KiHUEBUI CTPYM (3a 3aMOBUYyBaHHAM = 20 A) — QiHILLHWI CTPYM 3aBaploBaHHA KpaTepy y
pexnmi TIG-LIFT-4T;
a) 8...50A (kpok 3MiHn 1 A) gna ProMIG-160;
b) 10...50 A (kpok 3MiHn 1 A) ana ProMIG-200;
c) 12...50 A (kpok 3MiHun 1 A) gna ProMIG-250;
d) 12..50 A (kpok 3MiHM 1 A) ans ProMIG-270;
e) 14...50 A (kpok 3MiHn 1 A) ana ProMIG-350;
5) [t.PO]uac nicna-ra3sy (3a 3aMoBuyBaHHAM =4,0 c) - TpMBanicTb NiCAANPOAYBKM 30HM 3BapOBaHHA
3aXUCHWUM ra3om;
a) 1,0...35,0 c (kpok 3MiHK 0,1 c);
6) [But] pe>xum KHOMKM NanbHUKa (3a 3amoBuyBaHHAM = [LIFT]) - 06epiTb pexuM KkepyBaHHsA
3BaploBanbHUM NPOLLECOM;
a) [LIFT] - ogHOTaKTOBUI pexxnuM 6e3 KHOMKK nasbHMKa 3 KOHTAKTHUM 3anantoBaHHAM Ayru:
TIG-LIFT;
b) [LIFT2T] - 2-TakTOBUI PEXUM 3 KOHTAKTHMM 3anantoBaHHAM ayru: TIG-LIFT-2T;
c) [LIFT4T]-4-TakTOBWUI PEXMM 3 KOHTaKTHUM 3anantoBaHHAM ayru: TIG-LIFT-4T;
7) [Po.P] iMnynbcHWIA pe>xkuM (3a 3aMoBYyBaHHAM = OFF) — pexXxuM 3BaploBaHHA iMMyNbCHUM
CTPYMOM;
a) ON -yBiMKHeEHWI;
b) OFF - BuMKHeHUN;
MapameTpu iMNy/IbCHOro pe>kuMy aproHoAyroBoro 3BaptoBaHHA:

8) [-A-] 6a30Bui CTPYM (3a 3aMOBYyBaHHAM =60 A) —- OCHOBHUI NapaMeTp 3BaptoBaHHA — cuna
CTPYMY B iMNYNbCi (BEPXHIN CTPYM);
a) 8...160 A (kpok 3MiHun 1 A) gna ProMIG-160;
b) 10...200 A (kpok 3MiHn 1 A) ans ProMIG-200;
c) 12...250 A (kpok 3MiHn 1 A) ana ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) gna ProMIG-350;
9) [I.PS] cTpyM naysu (3a 3aMoOBYyBaHHAM = 25 A) — cuna CTpyMy MixXk iMnynibcamMm (HUXKHiA CTpyM);
a) 8...160 A (kpok 3MiHK 1 A) gna ProMIG-160;
b) 10...200 A (kpok 3MiHu 1 A) ans ProMIG-200;
c) 12..250A (kpok 3MiHu 1 A) ana ProMIG-250;
d) 12..270 A (kpok 3MiHun 1 A) gna ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) ana ProMIG-350;
10) [Fr.P]uacToTta nynbcauii (3a 3aMoBYyBaHHAM = 10 'L) — yacToTa nynbcauii cunm cTpyMmy;
a) 0,2...500 'y (anHaMivYHUM KpokK 3MiHm 0,1 Ty,... 1 Tw);
11) [dut] 6anaHc iMmnynbc/naysa (3a 3amoBYyBaHHAM = 50%) — BigHOCHa TpWBanicTb iMMNynbCy
6a30BUI CTPYM [0 Nepioay nynbcaduii;
a) 4...80% (KpOK 3MiHM 2%).

PyuHe enekmpogyroBe 3BaproBaHHA MNOKpUumMuM esiekmpogom (MMA)

0) [-A-] cTpyM (3a 3amoB4YyBaHHAM =80A) — OCHOBHMW MNapaMeTp PYYHOro enekTpoayroBoro
3BaprOBaHHA NOCTIMHWUM CTPYMOM;
a) 8...160 A (kpok 3MiHun 1 A) gna ProMIG-160;
b) 10...200 A (kpok 3MiHn 1 A) ans ProMIG-200;
c) 12...250 A (kpok 3MiHn 1 A) ana ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) gna ProMIG-350;
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1) [H.St] cuna lFapauyoro ctapTy (3a 3aMoBYyBaHHAM = 50%) — NPMPOLLLEHHA CUIN CTPYMY Ha Yac aii
PyHKUiT «Fapsaunm ctapt»;
a) O0[OFF]...100% (kpok 3MiHWn 5%);

2) [t.HS] wuaclapsauorocTtapty (3a 3amoB4yBaHHAM=0,3c) - TpuBanictb poboTn O YHKLIT
«[apaunn CtapT» nicna 36yaykeHHA ayru;
a) 0,1...1,0 ¢ (kpok 3MiHM 0,1 c);

3) [Ar.F] cuna ®opcaxky ayru (3a 3aMoBYyBaHHAM = 50%) — NPUPOLLLEHHA CUAK CTPYMY NpW poboTi
dyHKUiT «Dopcarx ayrnx»;
a) O0[OFF]...100% (kpok 3MiHW 5%);

4)  [u.AF] nopir ®opcaxky ayru (3a 3amMoBYyBaHHAM = 12 B) — Hanpyra ayru, 3 Akoi 6yae yBiMKHeHa
dyHKuUia «Popcaxk ayrun»;
a) 9...18 B (kpok 3MiHu 1 B);

5) [BAH] BonbT-amn. xapakTtepuctMka (3a 3amMoB4yBaHHAM =1,4V/A) — HanawTyBaHHA Haxwuny
BOJIbTaMMepPHOI XapakTepUCTUKM anapaTa A/1A 3py4YHOro 3BaproBaHHA eNeKTpoaaMu Pi3HUX TUMIB;
a) 0,2...1,8 V/A (kpok 3MiHn 0,4 V/A);

6) [Sh.A] pe>XuM KopoTKoi ayrM (3a 3amoBuyBaHHAM = OFF) pexumMm pobotn 3 o6MexXeHHAM
[O0BXMHW 3BaprOBanbHOi oyrn;
a) O[OFF]...3 (kpok 3MiHn 1);

7) [BSn] 6nok 3HWKEHHA Hanpyru (3a 3amoByyBaHHAM = OFF) — npuMycoBe 3HUXKEHHS Hanpyru
XOMI0CTOr0 X0AY NPV 3racaHHi ayru;
a) ON-yBiMKHeHWI;
b) OFF - BMMKHEHWI;

8) [Po.P] iMmnynbcHuM pe>xkuM (3a 3amoBuyBaHHAM = OFF) — pexxuM enekTpoayroBoro 3BaproBaHHA
iMNyNbCHUM CTPYMOM;
a) ON-yBiMKHEHWI;
b) OFF - BMMKHEHWN;

MapaMeTpu iMNyNbCHOTO pe>XXMMy e/IeKTPOAYroBoro 3saploBaHHA:

9) [-A-] 6a30Buii cTpyM (3a 3aMoBYUyBaHHAM =80 A) — OCHOBHUI MapaMeTp 3BaploBaHHA — cuna
CTPYMYy B iMNyNbCi (BEPXHIN CTPYM);
a) 8...160 A (kpok 3MiHK 1 A) gna ProMIG-160;
b) 10...200 A (kpok 3MiHn 1 A) ans ProMIG-200;
c) 12...250 A (kpok 3MiHn 1 A) gna ProMIG-250;
d) 12..270 A (kpok 3MiHn 1 A) ana ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) ana ProMIG-350;
10) [I.PS] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A) — cunia CTpyMy MixK iMnynbcaMm (HUXKHIN CTpyM);
a) 8...160 A (kpok 3MiHun 1 A) ana ProMIG-160;
b) 10...200 A (kpok 3MiHu 1 A) ana ProMIG-200;
c) 12...250 A (kpok 3MiHn 1 A) gna ProMIG-250;
d) 12...270 A (kpok 3MiHM 1 A) ans ProMIG-270;
e) 14...350 A (kpok 3MiHn 1 A) gna ProMIG-350;
11) [Fr.P]uacTtoTa nynbcauii (3a 3amoB4yBaHHAM = 5,0 I'y) — yacToTa nynbcawii cmnm cTpymy;
a) 0,2...500 'y (anHaMiuHMM Kpok 3MiHM 0,1 T'y,...10 'w);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM =50%) — BigHOCHa TpuWBanicTb iMNynbcy
6a30BUIA CTPYM [0 Nepioay nynbcalii;
a) 20...80% (KpOK 3MiHM 2%).
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EKCIMJIYATALLIA 3BAPIOBA/IbHOIO AMNMAPATA
BE3IMEKA EKCII/TYATALII

KopuctyBau 3060B’A3yeTbcA gonyckaTn Ao pobiT Ha 3BaptoBaibHOMY anapari nuule ocib, aki:
-03HaMOMMUANCA 3 OCHOBHUMU NpaBuiamMm TeXHIKK 6e3nekn, NporLLIAn HaB4YaHHA 3 BUKOPUCTaHHA
3BaptoBasibHOro ob6/1agHaHHA Ta TEXHONOrii 3BaptOBaHHS;
-npoynTanu ta 3aceoinu posgain «<MOJIOXKEHHA TEXHIK BE3MNEKU NMPU BUKOPUCTAHHI
3BAPKOBA/IbHUX AMAPATIB PATON» i BKa3iBKkM LLLOA0 HEOOXiAHUX 3aN00i>XKHUX 3aX0aiB,
HaBeneHuUx y aaHoMy nocibHuky. Ta niaTeepannu ue cBoiM 0cobmncTMM NianMcomM.

HE®OPMA/JIbHI 3AXOAU BE3MNEKU

Tako>k pekoMeHAyeMO BUKOHYBaTN HEO60B’A3KOBI, ane Ay>ke KOPUCHi 3axoaun 6e3nekn:
-nocibHMK 3 ekcnnyaTauii nocTinHo 36epiranTte Nnob6n13y 3BaptoBanbHOro anapary;
-0OTPUMYIMTECH 3arafibHUX i MicLEeBMX NpaBUn TEXHIKM 6e3nekun Ta ekonorii pa3aom 3 BUMoramMmu

nocibHuka;
-niaTpUMynTe B po36ipnIMBOMY CTaHi BCi HanMcu Ha 3BaptoBasbHOMY anapari.

B/TYKAIKOYI 3BAPIOBAJIbHI CTPYMU

[oTpuMyinTech HacTyNHUX NpaBui, Wo6 YHUKHYTU 611yKatoUmx 3BaptoBaibHUX CTPYMIB:
-kneMa kabento «<Macu» noBmMHHa 6yTW HaAiMHO NpMeaHaHa A0 eNeKTPOoNPOBIAHOI AiNAHKM
3BaptoBaHOro BMpooby;
-060B’A3KOBO BUKOPUCTOBYMTE €1EKTPOI30/H0OUI NPOKNaaKN NPy po3TallyBaHHi 3BaproBanibHOro
anaparta Ha eneKTponpoBiAHMNX MOBEPXHAX.

3AXOAU NOMNEPEOXKEHHA Y 3BUYANHUX YMOBAX

LLloHanMeHLIe oAMH pa3 Ha TUXKAEeHb HEOOXiAHO NepeBipATM anapaT Ha 30BHILLHI NOLUKOAXKEHHA Ta Ha
$yHKLiOHYBaHHS MOro 3anobi>kHMUX NPUCTPOIB.

AOor/144 1 TEXHIYHE ObCJ/1YTOBYBAHHA

YBATA! lNepen BMKOHaHHAM Npo¢inakTMky BUMKHITbL Ta Bip’egHaliTe anapar Bif, MepeXXi )XMBAEHHA i
3ayekanTe He MeHLUe 5 xB nepes TUM, fIK BiAKPUTU MOro Kopnyc, o6 aaTn MOXIUBICTb pO3pAaUTUCA
BHYTPILLHIM eneKTpUYHMM naHutoram anapata. Jluwe nicnsa uboro MoXKHa BUKOHYBaTU iHWi aii. Mpwn
o6cnyroByBaHHi BCTaHOBITb Tabnnuky, Aka 3a6opoHAE BMUKATK anapar.

[JoTpuMyiTecb HacTynHWUX npaBua ekcnayaTauii, wo6 niagTpuMyBaTuM npauesgaTHiCTb anaparta
npoTarom 6araTboOX POKiB:
-Npu iIHTEHCUBHOMY BUKOPUCTaHHI pEKOMEHAYEMO HEe MeHLLIe 0O4HOro pasy Ha NiBpoKy npoaysaTtun
Kopnyc anapaTta BCepeanHi CyxMM CTUCHEHUM MOBITPAM;
-NpW HaKOMMYEHHI NNy B KOPNyci anapaTty NPOYMUCTITb KAHaNN CUCTEMM OXONOAXKEHHA CnoYvaTky
BPYYHY, a NOTiM NPOAYNTE iX CYyXMM CTUCHEHUM MNOBITPAM.
VYBATA! [Mpoaysaiite anapat obepexHO, 3 [0CTaTHbOI AMCTaHLUil, LWo6 He nowwKoAUTU Ioro
KOMMOHEHTU MOTY>XHUM CTPYMEHEM MOBITPA.

TPABUJIA 3BEPITAHHA

3aKoHCeEpPBOBaHM Ta ynakoBaHWIA 3BaptoBanbHUIM anapaTt MoxXHa A0 5 pokiB 36epirati B 3aBoACbKOMY
nakyBaHHi.

Po3koHcepBoBaHWi 3BaptoBanibHUIA anapat 36epirante B Cyxmx 3aKpuUTUX NPUMiLLLEeHHAX 6e3 HaaBHNX
BMNapiB KUC/OT, NYriB Ta iHLWX arpeCUBHNX PEYOBMH, 3a TEeMNepaTypu NoBiTPA He Huxue +5°C.
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TPABUJIA TPAHCIIOPTYBAHHA

YnakoBaHuin 3BaptoBasibHUI  anapaT MoOXHa MepeBO3MTM BCiMa BWAAMM  TPaHCMOPTY, LWO
3a6e3neuvytoTb 1oro 6eaneky, 3 LOTPUMAHHAM NpaBu/, BCTAHOBMEHWUX 415 AaHOro BUAY TPAHCMOPTY.

KOMII/IEKT MOCTABKU

BbasoBa komnnekTauia Bcix komnnekrtauin PATON ProMIG:

-[>xepeno >XnBneHHA 3BaproBasibHOI oyrn -1 wr;
-bnok nogadvi gpoty -1 wr;
-CTrucnunii nocibHMK KopucTyBayda -1 wr;
-LLIBMAKO3HIMHNI NHEBMOPO3’EM -1 wrT;
-PeMiHb oA nepeHeceHHs anapaTy -1 wr;
B koMnnekTauito ProMIG-270/350 Takox BXOOATb:
-KoMnnekT ponukie ons cyuinbHOro ctanesoro gpoTy -1 wrT;
-KoMnnekT ponukie Ana CyLifibHOro antoMiHi€BOro poTy =1 wr;
B komnnekTauito PATON ProMIG 6e3 iHaekcie «WA» Ta «\WAM», Tako> BXOAATb:
-3BaproBanbHUI kabenb 3 enekTpogoTpuMayemM -1wr;
-HaniBaBTOMaTUYHMIN NaNbHUK -1 wr;
B komnnekTauito ProMIG 6e3 iHgekcy «WA» TakKoXX BXOAUTb:
-3BaproBanbHUI kabenb 3 KNeEMOK «Maca», 3 M -1 wr.
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ENGLISH

Dear Customer! Thank you for purchasing a new welding machine manufactured by PATON.
Please read the following information carefully. It contains important instructions regarding safety
precautions, operation, and maintenance of the equipment. Do not perform any actions that are not
specified in this manual.

The Manufacturer shall not be liable for any injuries, financial losses, or other damages resulting from
improper operation of the equipment, unauthorized modifications to its design, or failure to comply with
the recommendations and warnings provided in this manual.

As part of the continuous product improvement process, the Manufacturer reserves the right to
introduce changes to the design and appearance of the equipment that do not affect its performance
characteristics without prior notice. Claims regarding discrepancies between the product or its delivery
set and the illustrations or diagrams provided are not accepted. The Manufacturer also reserves the
right to amend this manual at any time without prior notice. The contents of this operating manual shall
not serve as grounds for any claims by the purchaser. If you have any suggestions for improving this
manual or have identified any errors, we would appreciate your feedback.

PATON welding equipment is manufactured in Kyiv at the PATON plant, one of the world's leading
welding equipment manufacturers, which has been supplying its products to European markets and
many other countries worldwide for more than 60 years.

The production process and products of PATON comply with international standards.

PATON equipment has proven its reliability in industry, construction, transport, and household
applications. The company offers a wide range of welding equipment and related products.

All equipment is backed by technical support, including warranty and post-warranty service, supply of
consumables, personnel training, commissioning and demonstration services, as well as consultations
on equipment selection and operation. Before being delivered to the warehouse, all products undergo
final testing in the manufacturer's testing laboratory, including climatic testing, as well as thorough pre-
sale preparation, ensuring the consistently high quality of PATON equipment.

Declaration of Conformity

The equipmentis intended for industrial and professional use and is provided with an EAC Declaration

of Conformity. It complies with EU Directives 73/23/EEC and 89/336/EEC, as well as with the EN/IEC
60974 European Standard.

Improper use of the equipment may make the welding process hazardous to the welder and to persons
within or near the working area. During operation and subsequent disposal of the equipment, the
requirements of applicable national and regional regulations and rules on occupational safety,
environmental protection, sanitation, and fire safety shall be observed.

The equipment may only be operated by qualified personnel aged 18 years or older who have read the
operating manual and are familiar with the design of the equipment, are authorized to work
independently, and have received safety instructions.
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The welding machine is manufactured in accordance with technical standards and
established safety rules. However, incorrect handling results in the following
dangers:

-injury of maintenance personnel or third persons;

-damage of the machine or property of the enterprise;

-derangement of efficient working process.
All persons dealing with start-up, operation, attendance and maintenance of the
machine must:

-have knowledge about welding;

-undergo relevant qualifying examination;

-carefully follow these instructions.
Malfunctions that can reduce welding safety must be eliminated immediately.

SAFETY RULES FOR THE USE OF PATON WELDING MACHINES

DANGER OF MAINS AND ARC CURRENT
-electric shock can lead to death;
-mains cable must be intact;
-welding cable must be robust, intact and insulated. Loose connections and
damaged cables must be immediately replaced;
-mains cables and cables of the welding machine must be checked for
insulation integrity by an electrical engineer on a regular basis;
-do not remove the outer case when operating the machine.

DANGER OF WELDING ARC RADIATION

,7'0 Do not look at the welding arc with the naked eye. The generated arc and metal
W/ splashing can burn the skin or cause a flame; therefore, a protective mask with a
it tinted filter (EN 175 And EN 379) must always be worn. Unauthorized persons in the

operating area must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

-if smoke and hazardous gases emerge in the operating zone, remove them with
# special means;

-be sure to provide a sufficient fresh air inflow;
-arc radiation area must be free from solvent vapours.

@ DANGER OF MAGNETIC FIELD
b Magnetic fields generated by the welding machine may harm the operability of
iy electronic appliances (such as cardiac pacemakers). People who use such

appliances shall consult with a doctor before approaching the welding area.

DANGER OF SPARKING
-remove flammable objects from the operating zone;
-the welding of/in vessels where gases, fuel, or oil products were stored or used
to store is prohibited. Residues of these products may explode;
-when working in fire-dangerous or explosion-dangerous rooms, adhere to
special rules in compliance with national and international regulations.
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INDIVIDUAL PROTECTIVE EQUIPMENT
Adhere to the following rules to ensure individual protection:
-wear robust footwear, which retains insulating properties in moist environment
as well;
-protect the hands with insulating gloves;
-protect the eyes with a mask equipped with a black-light filter visor complying
with safety standards;
-wear only proper low-flammable clothes.

G

DANGER OF INTENSE NOISE

@ The welding arc may generate sounds above 85 dB during 8 hours of working time.
Welders must wear ear protection during work.
GENERAL INFORMATION

PATON ProMIG welding machines are designed for metal-arc inert gas welding/metal-arc active gas
welding (MIG/MAG), tungsten-arc inert gas welding (TIG), as well as for manual metal arc welding
(MMA).

The use of fully digital control technology in PATON ProMIG machines places them at a higher level of

technological capability compared to equipment based on analogue systems. They ensure equally high

welding performance and welding process control regardless of the operating mode determined by the
requirements of a particular metal structure. PATON ProMIG inverter welding machines are designed
for long-term stable operation in professional workshops and industrial production environments.

If the welding amperage during TIG welding exceeds 140 A, a liquid-cooled TIG torch must be used.

Such a torch and the corresponding cooling unit shall be purchased separately!

PATON ProMIG machines can perform MIG/MAG welding using solid steel wire with a diameter of

@30.6...31.4 mm, solid aluminum wire (up to @1.2 mm), or flux-cored wire (20.9...3.2 mm), and can use

coated electrodes with a diameter of @1.6...836 mm for manual metal arc welding.

PATON ProMIG machines are factory-set with parameters that are optimal for most applications and

are simple and user-friendly in operation. The digital control system allows demanding users to create

and store up to 16 individual sets of settings (welding programs) in the machine memory for maximum
efficiency in specific applications and welding conditions. The machine automatically applies all
changes, stores them in memory, and uses the saved settings the next time it is switched on.

If MMA welding is to be performed under conditions where there is a risk of electric shock from the

welding circuit, PATON ProMIG machines allow the no-load voltage reduction device to be activated,

automatically reducing the no-load voltage to a safe level.

Main features and advantages of PATON ProMIG machines:

1) Adjustment of a large number of welding parameters:

a) inthe MIG/MAG method -2 main parameters + 8 additional parameters;
b) inthe TIG method — 1 main parameter + 10 additional parameters;
c) inthe MMA method - 1 main parameter + 11 additional parameters;

2) Built-in protection system against short-term mains voltage surges, as well as an arc stabilization
system for operation under large long-term mains voltage fluctuations;

3) High efficiency of the welding arc source, ensuring up to twice lower power consumption compared
to transformer-type machines;

4) The adaptive air-cooling system extends the fan service life and reduces dust accumulation inside
the machine. Cooling performance increases at the beginning of welding and when the machine
heats up, and decreases as it cools down;

5) PATON ProMIG machines provide high productivity due to a high duty cycle (DC), reaching up to 80%
at the rated amperage;
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6) PATON ProMIG machines provide enhanced reliability when operating in dusty environments. All
electronic components are coated with two layers of protective varnish, ensuring reliable operation
throughout the entire service life of the product;

7) All parts and assemblies of the welding arc source that are heated during operation are equipped
with an electronic thermal protection system.

INTENDED USE

PATON ProMIG welding machines are intended exclusively for metal-arc inert gas welding/metal-arc
active gas welding (MIG/MAG) using solid wire with shield gas or self-shielded flux-cored wire without
gas, for tungsten-arc inert gas welding (TIG), as well as for manual metal arc welding (MMA). Any other
use of the machines is considered improper. The Manufacturer shall not be liable for any damage
caused by improper use of the machines. Intended use of the machines implies compliance with the
instructions provided in this operating manual.
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PATON ProMIG SPECIFICATIONS

PARAMETERS ProMIG-160 | ProMIG-200 ProMIG-250 ProMIG-270 ProMIG-350
Rated mains voltage
(50/60 Hz), V
Mains voltage tolerance, V 160 ... 260 340 ... 460
Rated consumption from
the mains phase, A
Rated welding amperage, A 160 200 250 270 350
Maximum operating
amperage, A
Duty cycle (DC) 70%/160 A 70%/200 A 60%/250 A 70%/270 A 70%/350 A
100%/134 A | 100%/167 A | 100%/193 A | 100%/225A | 100%/290 A

220/230 3x380/3x400

18...21 23..27 29,5...35 12...14 16...18,5

215 270 335 350 450

Welding amperage

. 8...160 10...200 12...250 12...270 14 ...350
regulation range, A
Welding voltage regulation 12...24 12...26 12...28 12...29 12...30
range, V
Wire feed rejgulatlon 1,0...16,0
range, m/min
MMA electrode diameter 1.6..4,0 16..50 1,6..6,0
range, mm
MIG/MAG wire diameter 0,6...1,0 06..1,0 | 06..12¢ | 06..12 0,6...1,4
range, mm
Wire feeder unit type 15-2 - 2-rollers, 15-4 — 4-rollers
Max. wire spool weight, kg 18

MMA: 0,2...500 - adjustable; TIG: 0,2...500 - adjustable;

Pul ldi d H
ulse welding modes, Hz MIG/MAG - synergistic

MMA ‘Hot Start’ function Adjustable
MMA ‘Arc Force’ function Adjustable
MMA ‘Anti-Stick’ function Automatic
Voltage reduction device on / off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated power consumption, 41..4,7 51..6,1 6,6...7,8 8,0..94 | 10,7..12,3
kVA
Maximum power 59 75 9,5 11,4 15,3
consumption, kVA
Power efficiency, % 90
Cooling system type Air-type, adaptive
Operating environment _05 . +45
temperature range, °C
Box dimensions (Length x 360 x 260 x 360 x 260 x 360 x 260 x 540 x 360 x 540 x 360 x
Width x Height), mm 270 270 270 400 400
Weight without
elght withou 13,1 13,2 14,0(16,8) | 22,5(25,3) 24,4
accessories, kg
Ingress Protection rating IP33

40,6...1.0 mm for pulse welding using steel and stainless steel wire.
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MMA electrode MMA / TIG amperage, MIG/MAG wire Cross-section of every mains Max. mains
diameter, mm A diameter, mm wire core, mm? wire length, m
ProMIG-160, ProMIG-200, ProMIG-250

1 75
1,5 115
a2 up to 80 up to 0,6 2 155
2,5 195
4 310
6 465
1,5 75
2 105
@3 up to 120 up to @0,8 2,5 130
4 205
6 310
2 75
2,5 95

a4 up to 160
4 155
up to @1,0 6 230
2,5 75
a5 up to 200 4 125
6 185
2,5 60

a5
26 (low-melting) up to 250 up to @1,25 4 100
6 150
ProMIG-270, ProMIG-350

1,5 135
2 175
a3 up to 120 up to 0,8 2,5 220
350
6 525
2 130
2,5 160

a4 up to 160
4 260
up to @1,0 6 385
2,5 115
a5 up to 220 4 180
6 270
2,5 85
@6 (low-melting) up to 270 up to @1,2 4 135
6 205
2,5 65
76 up to 350 upto @1,4 4 100
6 150

5Up to 1.0 mm for pulse welding using steel and stainless steel wire.
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UNPACKING

The delivery setincludes:

o Short operating
@ manual

e
e

(=
Welding cable with ABICOR BINZEL*
electrode holder.

Roller sets for solid and
aluminum wire**

R
Welding cable with ABICOR BINZEL Welding arc source unit with wire \\\\\. \1
) . =y
ground terminal *** feeder unit -
Carrying

strap

\
S

ABICOR BINZEL MIG/MAG torch * Quick-release pneumatic
connector

*Except for ‘WA’ and ‘WAM’ indexed models
START-UP ** For ProMIG-250-15-4/270-15-4/350-15-4 models

*** Except for ‘WA indexed models
INSTALLATION REQUIREMENTS

The welding machine shall be installed in such a way as to ensure unobstructed intake and exhaust of
cooling air through the ventilation holes in its front and rear panels. Make sure that metal dust (for
example, from grinding operations) is NOT drawn in by the cooling fan.

Place the machine so that the intensive cooling airflow is not directed towards the welding area, does
not interfere with arc striking, and does not reduce arc stability.

The welding machine is protected against penetration of foreign solid objects with a diameter greater
than 5.5 mm. It can be installed and operated outdoors, but not under precipitation. The internal
electrical components of the machine are protected against direct exposure to moisture, but not
against condensation droplets.

CAUTION! Do not switch the equipment off immediately after operations in hot weather or after
intensive welding operations in any weather conditions! We recommend leaving it switched on for at
least five minutes to allow the cooling system to cool off the heated electronic components.
ATTENTION! At ambient temperatures below 0 °C, condensation may form inside the machine housing
after the machine has been switched off and cooled down, creating a risk of short circuits. Therefore,
the machine shall not be switched on again earlier than after 3-4 hours! During the cold season, it is
recommended to leave the machine switched on if you plan to use it again within the next 4 hours.
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POWER CONNECTION

PATON ProMIG welding machines are designed to be powered by:
-single-phase AC mains voltage of 220/230 V (ProMIG-160/200/250 models);
-three-phase AC mains voltage of 380/400 V (ProMIG-270/350 models).
ATTENTION! The manufacturer's warranty becomes invalid when the machine is connected to a mains
voltage above 270 V (ProMIG-160/200/250 models) or 450 V (ProMIG-270/350 models), as well as when
amains phase is connected to the machine ground!
Use a four-wire mains cable that complies with the IEC
60445 standard to connect PATON welding machines to a L2
3-phase power supply:
-Brown wire —phase L1;
-Black wire —phase L2;
-Blue wire —-phase L3; L1
-Yellow-green wire —ground.
Safety rules require grounding of the machine case when
working with welding equipment. There are two options: J_
-using the yellow-green wire in the mains cable -
(international marking standard);
-using a bolted terminal on the machine rear panel (CIS countries standard).
NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only three phases. The
yellow-green wire is the grounding wire, not the ‘null’!

L3

ATTENTION! Take into account the cross-section of in-wall-mounted mains cables, as well as any
extension cables used to power the welding machine. They shall be rated according to the power
consumption specified in the PATON equipment specifications.

Use a mains plug, a cross-section of the mains cables, as well as the mains fuses that correspond to
the machine power consumption.

ATTENTION! The power switch (12) in ProMIG-160/200/250 machines is not a power breaker switch

and does not completely de-energize the internal electronics. In accordance with safety regulations,
unplug the machine from the mains supply after welding operations are completed.
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POWERING BY A GENERATOR

ProMIG series welding machines can be powered by a mobile generator, whose power must meet the
following specifications:

MMA electrode, mm I:Irl:::earzg(llg MIGLT:H?E‘:::’:i wire Required gelgzator power,
a2 up to 80 up to 90,6 3,0
a3 up to 120 up to 20,8 4,5
a4 up to 160 up to 1,0 6,0
25 up to 200 up to 1,0 7,7
6 (fusible) up to 250 up to 91,2 10
6 (fusible) up to 270 up to 91,2 12,0
26 up to 350 upto 21,4 16,0

CAUTION! The generator output phase voltage shall remain within the range of 160-260 V for stable
operation of PATON ProMIG machines.
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CONTROLS AND INDICATION
MACHINE CONTROLS

ProMIG-270/350-400V ProMIG-160/250
1- Welding arc source unit display;

2 - MODE button. The welding method selector:
-manual metal arc welding (MMA);
-tungsten-arc inert-gas welding (TIG);
-metal-arc inert-gas welding/metal active gas welding (MIG/MAG);

3 - Welding arc source control knob. Turn the knob to select functions/parameters of the actual welding
method, and press it to set the value of the selected function/parameter. Turn the control knob to
change the value, and press it again to save the changes and return to the function/parameter
selection menu;

4 - PROG button of the welding arc source unit. Press to change the welding program (a set of
previously user-set parameters). Additional function in the MIG/MAG method: press and hold for
more than 1 second to set the inductance level;

5 - TEST GAS button. Press to check the shield gas supply — the gas path valve will open (the wire will
not be fed). Press again to close the valve, or wait for 15 seconds - it will close automatically;

6 - VOLTAGE button. Press to set up the welding voltage on the wire feeder unit;

7 - The wire feeder unit display;
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8- Wire feeder unit control knob. Turn the knob to select functions/parameters of the actual welding
method, and press it to set the value of the selected function/parameter. Turn the control knob to
change the value. Press the control knob again to save the changes and return to the
function/parameter selection menu;

9 - PROG button of the wire feeder unit. Press to select the welding program (a set of previously user-
set parameters). Additional function in_the MIG/MAG method: press and hold for more than
1 second to set the inductance level;

10 - WIRE INSTALL button. Press and hold to feed the wire into the welding sleeve and torch. No gas is
supplied when feeding the wire;

11 - EURO type KZ-2 connector for a MIG/MAG torch or a button-type TIG torch;

A -Welding amperage socket «+»:

-MIG/MAG- welding:
o using the solid wire - connect the welding amperage jumper (12);
o using the self-shielded flux-cored wire (FCAW-S) — plug the ‘ground’ cable;
-TIG LIFT welding - plug the ‘ground’ cable;
-MMA welding:
o using the common electrodes - plug the electrode holder cable;
o using the special electrodes - plug the ‘ground’ cable;
B - Welding amperage socket «—»:
-MIG/MAG welding:
o using the solid wire — plug the ‘ground’ cable;
o using the self-shielded flux-cored wire (FCAW-S) — connect the welding amperage jumper (12);
-TIG LIFT welding:
o when using the valve-type TIG torch - plug the torch cable;
o when using the button-type TIG torch — connect the welding amperage jumper (12);
-MMA welding:
o using the common electrodes - plug the ‘ground’ cable;
o using the special electrodes — plug the electrode holder cable;

12 - Welding amperage jumper to the wire feeder unit;

13 - Wire feeder unit fuse;

14 - Gas heater fuse;

15 - Grounding cable connection point;

16 - 36 V gas heater socket;

17 - Communication cable connector;

18 - Mains cable;

19 - Shield gas fitting;

20 - The wire spool box;

21 - Welding wire spool holder with spring braking mechanism;

22 - Power breaker / power button of the welding arc source unit.
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MACHINE INDICATION

All information on the functions and parameters of the selected welding method is displayed on the
welding arc source unit display (1) and the wire feeder unit display (7):

MIG/MAG

2] Ok

19,6V 1 -

Welding arc source unit display Wire feeder unit display

TIG

TIG-LIFT Prog.H=1
bl ,

Farameters: i
time amrer-down: El 25 (5]
time Fost-gas:

1- The welding method

2- The selected program number

3- The selected function / parameter name
MMA 4- The selected function / parameter value
5- The next 2 parameters in the menu

Welding arc source unit display

Prod.H:1 [Pl

m 7
Farameters: o

Fower Hot Startl = H
time Hot Start: 4,3s

Welding arc source unit display

SETTING THE MACHINE FUNCTIONS

The (3) and (8) knobs - are the main control elements, use them to do:
-turn the knob to select the functions and their values in a circle in the actual welding method
-press the knob to confirm the setting of the selected parameter or its value;
-press and hold the regulator knob for more than 12 s to reset the values of all functions to the
welding method factory settings.

SETTING THE MENU LANGUAGE

Turn on the device holding down the MODE button (2) to select/change the device menu language.
Turn the control knob (3) to select the desired language, and press the control knob (3) to confirm the
selection. The device will continue to operate with the interface in the selected language.
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LOCKING/UNLOCKING THE MACHINE MENU

When the settings menu is locked, a closed lock image is displayed on the welding arc source unit

display (1): u, the device displays the value of the main parameter of the actual welding method:

-in the MIG/MAG method - the welding voltage, or voltage correction in pulse mode

-in the TIG method - the welding amperage

-inthe MMA method - the welding amperage.
If the machine menu is locked, the control knobs (3) and (8) change only the main parameters of the
actual welding method. Press and hold the control knob for more than 6 seconds TO UNLOCK THE
MENU. When unlocking, an opening lock is animated. After successful unlocking, additional operating
mode functions are available for change.
Press and hold the control knob (3) or (8) for more than 6 seconds TO LOCK THE MENU. A closing lock
animation will be displayed, and when the lock closes, the machine menu is locked.

SWITCHING TO THE REQUIRED WELDING METHOD

Press the MODE button (2) to switch to the next welding method in a circle. The name of the selected
welding method is displayed on the screen.

RESET ALL SETTINGS OF THE ACTUAL WELDING METHOD

Press and hold the control knob (3) or (8) for more than 12 seconds (ignore the animation of the lock) to
reset settings to the factory defaults. The countdown ‘333...222...111..." will be displayed. When ‘000’
is reached, all settings of the selected program of the actual welding method will be reset to factory
defaults. Parameters reset for every program of every welding method are made separately and do not
affect the others.

SWITCHING THE WELDING PROGRAMS

In every one of the MMA, TIG, or MIG/MAG welding methods, you may store and select up to 16 different
welding settings (programs). The actual setting (program) number is displayed in the upper right of the
welding arc source unit and wire feeder unit displays. When the machine is first turned on, program #1
is applied for every welding method.

Press the PROG button (4) or (9) briefly — the actual program number will be displayed. Turn the
corresponding control knob (3) or (8) to select the desired program, and press it to confirm your
selection - the settings of the selected welding program will be applied.

All changes made to the machine welding settings are automatically saved to the selected program.

QUICK SETTING OF PARAMETERS

PATON ProMIG welding machines provide quick access to frequently used functions for setting their
values:
-press and hold the control knob (3) or (8) for more than 6 seconds to lock the control menu. When
the menu is locked, only the main parameters of the actual welding method can be adjusted:
o the control knob (3) in the locked menu adjusts:
= in MMA and TIG DC welding — the welding amperage, and in pulse welding - the
base amperage;
= in MIG/MAG welding - the welding voltage, and in pulse mode - the welding
voltage correction;
o the control knob (8) in the locked menu is active only in the MIG/MAG welding method and
changes the welding wire feed speed,;
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-press and hold the PROG button (4) or (9) for more than 1 second during MIG/MAG DC welding to
set the inductance level;

-press the TEST GAS button (5) on the wire feeder unit — the gas valve will open to check the gas
supply and purge the gas path and torch. In the MIG/MAG welding method, the wire will not be fed.
Press it again to close the valve, or wait for 15 seconds - it will close automatically;

-press the VOLTAGE button (6) on the wire feeder unit — the welding voltage setting page will be
displayed on the wire feeder unit display (7), or the voltage correction page when operatingin
pulse mode;

-press and hold the WIRE INSTALL button (10) on the wire feeder unit to feed the wire into the
welding sleeve and torch. No gas is supplied when feeding the wire.
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METAL ARC INERT GAS/METAL ARC ACTIVE GAS WELDING
(MIG/MAG)

PATON ProMIG welding machines are designed for mechanized (semiautomatic) welding with a
consumable electrode (solid or self-shielded flux-cored welding wire) in an atmosphere of inert or
active shield gas (MIG/MAG). For this purpose, PATON ProMIG machines have the appropriate external

volt-ampere characteristic.

< A
[ Y
[ ]
U
MIG/MAG-2T Welding Process Timing Diagram
MAG-ZT Prog.H:1 MIG MAG-2T Frog.H=1
valtage: 1 1 F‘E'
19 BY = 4,5%.
E‘-E!?"Elf"let-'.'-.' =5 ok Farameters: o
feed sreedl 4,5 _-r-u- M fall time: A,1=s
fall timel A, 1= Lime rFost-gas: 1.5=
Welding arc source unitdisplay in Wire feeder unit display in the
the MIG/MAG method MIG/MAG method
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MIG/MAG WELDING FUNCTIONS AND MODES
MIG/MAG WELDING CONTROL MODES

The torch button mode parameter defines the MIG/MAG MAG-4T Prog.H=1
welding control mode: _Dr‘*l:- dl
-2T - two-stroke MIG/MAG-2T mode for short- and Fggg?n
medium-length seam welding: ratlea
. . £ €< << €CLL=2Fr>2>2>>>>
o press the torch button and touch the workpiece with Farameters:
the wire to start welding; inductance levell +1
o release the button to stop welding; soft start wired 0N

-4T - four-stroke MIG/MAG-4T mode for long-length seam welding:
o press the torch button and touch the workpiece with the wire to start welding;
o release the button and continue welding;
o press and release the button to stop welding.

INDUCTANCE LEVEL FUNCTION

Inductance level controls the rate of welding amperage rise Hs
during wire short-circuiting and droplet detachment. It 1NAUCLINCE 1

affects the stability and transfer characteristics of the droplet 12212
into the weld pool, as well as the weld quality.

Function operation:

When increasing the inductance level, the arc becomes U I:l D [] [== -=fi [:l [] [] |:|
‘soft’ and ‘viscous’, and spatter is reduced. The weld bead

becomes flat and wide, with a smooth transition to the base metal. The seam looks aesthetically
pleasing and ‘flows’ over the surface. Melting depth increases because the arc burns longer during each
cycle, transferring more heat to the metal.

Increasing the inductance level is recommended when welding thick metals, where good fusion of the
edges is important, and when working in pure CO, to compensate for the ‘rigidity’ of the arc in this
atmosphere.

However, keep in mind that excessive increase of the inductance level may reduce the stability of the
welding process.

When decreasing the inductance level, the welding arc becomes more ‘rigid’ and ‘sharp’, and spatter
increases. The weld bead becomes narrower, more convex and uneven, and the weld edges may not be
sufficiently fused with the base metal. Heat input and melting depth are reduced.

Reducing the inductance level is recommended when working with thin metal, as it helps prevent burn-
through. It is also useful when welding vertical and overhead welds, where the molten metal does not
have time to flow out of the joint due to rapid solidification of the weld pool.

Adjust the inductance level parameter within the range of -5...+45 units to obtain the welding
characteristics that best suit your application.

EFFECT OF INDUCTANCE SETTINGS ON THE WELDING PROCESS
Low inductance High inductance
‘Rigid’ arc ‘Soft’ arc
Amperage rises instantly (explosively) Amperage rises smoothly, with a delay
Molten wire droplets detach quickly and Molten wire droplets detach slowly and
sharply smoothly
A large amount of fine and hard spatter Little or no spatter
Sharp, frequent crackling sound during welding Soft, muffled welding sound, more like
(similar to frying bacon) hissing
The weld poolis ‘cold’ and ‘thick’ The weld poolis ‘hot’ and ‘fluid’
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RECOMMENDATION:

-higher inductance values should be used for more reliable welding of parts thicker than 3 mm,
ensuring good and wide fusion between the base material and the welding wire. They are also
recommended when working in pure CO, to compensate for the ‘rigidity’ of the arc;

-lower inductance values should be used for thin workpieces or for applications requiring maximum
melting depth, where weld width is less important.

RECOMMENDATION: Do not set the inductance level too high. If the optimum value is exceeded, the
wire does not have enough time to melt, starts pushing into the weld pool, and may extinguish the arc.
Reduce the inductance level in this case.

RECOMMENDATION: If the inductance level is too low, the machine may produce excessive spatter.
Increase the inductance level to reduce spatter formation.

By default, the inductance levelis set to ‘0’.

WELDING RAMP-UP FUNCTION

The welding ramp-up function ensures a smooth transition of
the welding process to the preset values. It reduces weld
pool splashing and metal spatter at the moment of arc
striking. An increased ramp-up time is used for the initial
formation of the weld pool.
Function operation:
The moment when the welding voltage starts increasing depends not on the 2T or 4T control mode, but
on the value of the soft start wire parameter:
-when soft start wire is disabled, after pressing the torch button:
o pre-flow gas purging will be performed for the time pre-gas;
o then the wire feed will start and accelerate to the wire feed speed during the
amperage rise time;
o when the wire touches the workpiece, the arc will strike. After arc striking, the voltage will
increase to the welding voltage during the amperage rise time;
-when the soft start wire is enabled, after pressing the torch button:
o pre-flow gas purging will be performed for the time pre-gas;
o then the wire feed will start at a constant low speed (1 m/min);
o when the wire touches the workpiece, the arc will strike. After arc striking, the voltage will
increase to the welding voltage during the amperage rise time, while the wire feed speed will
synchronously increase to the wire feed speed.

By default, the amperage rise time is setto 0.1 s.
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WELDING AMPERAGE DOWNSLOPE FUNCTION

The smooth welding parameter reduction function is also
referred to as the crater fill function. It is intended for proper
filling of the crater that may form as a result of rapid

MIG/MAG-2T
amper. tall

r

Prog.H:1

L 1res

solidification of the weld pool. A crater acting as a stress f..-'

concentrator significantly reduces the mechanical strength of e

the weld. ]__][ g, 1 S

Function operation:

In the two-stroke MIG/MAG-2T mode, the crater fill function is activated when the torch button is
released. In the four-stroke MIG/MAG-4T mode, it is activated after the second press of the torch
button.

When the crater fill function starts, stop moving the torch and fill the crater at the end of the weld with
thefiller wire material. In PATON ProMIG machines, the wire feed speed is reduced synchronously with
the voltage decrease during the amper. fall time.

By default, the amper. fall time is setto 0.1 s.

WIRE FEED SPEED SETTING

Turn the control knob (8) to adjust the wire feed speed ELING fee'-—'
parameter when the menu is locked. Ob ‘J.’ \.

The default value is 4.5 m/min, and it can be adjusted within i ,

the range of 1...16 m/min. The appropriate value shall be Ny m/s N
selected according to the welding voltage, the type, the m 9 min lli
material, and the diameter of the welding wire, the material of

the workpieces being welded, and the applied welding technology.

Higher wire feed speeds may be used to increase the welding rate and accelerate weld filling with filler
material. In this case, the welding voltage shall also be increased accordingly. Higher feed speeds may
also be used when welding with thinner or more fusible wire at the same voltage.

Lower wire feed speeds may be used when welding with larger-diameter wire, refractory wire, at lower

welding voltages, under poor power supply conditions, or when a lower welding speed is required.

SOFT WIRE START FUNCTION [iﬂg’ MAG-ZT Prog.H:1
=0T L. start
The soft wire start function controls the wire feed speed atthe W1 &L
initial stage of welding to ensure smooth arc striking.
Function operation: Faraneter i
If the function is ENABLED (recommended), afterthe pre-flow  Fuil=se mode _OFF
gas purging, the wire starts moving at the minimum speed and time Pre-gas: a,1s

slowly approaches the metal until contact occurs and the arc is stably struck. From this moment, the
wire feed speed smoothly increases to the value set by the wire feed speed parameter during the
amperage rise time.

Advantage: The torch ‘push-back’ effect (wire bumping) is eliminated, and spatter formation at arc
striking is significantly reduced.

For a clean and neat weld start, we recommend enabling the soft start wire function.

If the function is DISABLED, the wire accelerates immediately to the working feed speed after the pre-
flow gas purging is completed, regardless of whether the arc has been ignited.

Feature: A sudden start may cause hard contact between the unmelted wire and the workpiece before
stable welding begins.

By default, the soft start wire function is disabled.
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SHIELD GAS PURGING FUNCTIONS

PRE-FLOW SHIELD GAS PURGING
The pre-flow function prepares the atmosphere for arc
striking by displacing oxygen from the air surrounding the
welding area before the arc is struck.
Function operation:
After the torch button is pressed, the machine opens the gas
valve, while the wire remains stationary and ‘waits’. This
allows a local shield gas atmosphere to be created. Only after
the time pre-gas has elapsed does the wire feed and arc
striking start automatically.

FE{E} MAG-4T Prog.Ns1
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Pre-flow purging is required to ensure that the beginning of the weld is of the same quality as the rest of
the weld and that the first centimeters of the weld are free from porosity.

By default, the time pre-gas is setto 0.1 s.

POST-FLOW SHIELD GAS PURGING
The post-flow function protects the recently welded joint
from the harmful effects of air. While the metal remains hot,
it reacts with oxygen, which significantly degrades the quality
of the weld.
Function operation: after the arc is extinguished, the
machine continues purging shield gas for the duration of
the time post-gas.

1M

/! %
o 19s L

Post-flow purging is required to isolate the hot weld metal from oxidation by atmospheric oxygen. It also

helps cool the weld pool.
By default, the time post-gas is setto 1.5 s.

PULSE AMPERAGE MODE

MIG/MAG pulse welding can be used only with solid wire.
The main advantages of the pulse mode are: reduced heat
input and prevention of overheating of the welded parts, as
well as better control of the weld pool. Pulse mode facilitates
control of the welding process, especially in difficult welding
positions and when welding thin materials, improves mixing
of the weld pool metal, reduces spatter formation, provides

NRG-ZT PLS Prog.H:1
Fld

Farameters:

wire material: _ _Fe
wire diameter: |, Srm

mnde:

‘soft’ metal transfer, and contributes to the formation of a smooth, aesthetically pleasing weld seam.

By default, the pulse current mode is disabled.

For semiautomatic pulse welding, select the MIG/MAG welding method, unlock the machine menu,
enable the pulse mode function, and set the following parameters:

- voltage adjust. — the main parameter of the MIG/MAG
pulse welding mode; it allows correction of the
automatically calculated voltage within the range of £5 V.
Increasing the parameter value increases the arc length
and heat input to the workpiece;
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Faramneters: _
time Fre-gas: d,1=
feed speed: 4.5m/m
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NOTE: This parameter does not require adjustment for most applications, as the welding machine
control system maintains the semiautomatic welding process at optimal values. The pulse voltage
correction mainly affects the arc length:

o increasing the welding voltage correction — lengthens the arc;

o decreasing the welding voltage correction — shortens the arc.
If it is necessary to increase the arc length or, conversely, to weld with a minimum distance between
the wire and the workpiece, apply the voltage correction as described above.

-wire feed speed - the second main parameter of the MIG/MAG pulse welding mode. It allows
adjustment of the wire feed speed within the range of 1.0...16.0 m/min. Increase this parameter to
affect the welding rate and the weld filling with filler metal. At the same time, power consumption
and power source requirements increase;

-wire material - select the material of the solid welding MIG/MAG-2T PLS Prog.Hsi
wire being used. Wire
material:
CAUTION! The pulse current mode is optimized for use with e

€<€<<€<C €CL€LCLC=22222>22223>2>>

solid wire rather than flux-cored wire! Farameters:

Select one of the following four options: wire diameter: B, Srar
o Fe - standard steel wire, the ER70S-6 type; voltage addust.: +8,5U

o St.St - stainless steel wire, the ER308L/ER316L type;
o AL.Si - aluminum-silicon wire, the ER4043 type;
o ALLMg - aluminum-magnesium wire, the ER5356 type;
-wire diameter - set the diameter of the solid weldingwire [T {EFyUlaIc il TR Ja - i TF}

installed in the machine. This value is required for the Wire
correct automatic calculation of the welding parameters. dé?[‘]e' m
. . €€ <€ << GGG—,)))))))))
PLEASE NOTE! In pulse mode, the maximum diameter of FarameLarsl g
steel or aluminum solid wire must not exceed 1.0 mm! voltage adjust.? +@,5U
time Fre-gas! A,1s

Set the correct wire material and wire diameter parameters, and specify the desired wire feed speed
—the PATON ProMIG machine will automatically calculate the pulse MIG/MAG welding parameters so
that they remain in the optimum relationship (synergy) and will maintain them during operation.

During operation, the welder can adjust the main process parameters from the locked menu using the
main parameter controls: voltage adjust (control knob 3) and wire feed speed (control knob 8).
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Connection diagram for MIG/MAG welding using the solid wire
1 - plug the ground cable to the ‘-‘ socket (B);
2 - install the ground terminal on the workpiece;
3 - plug the welding current jumper (12) to the ‘+’ socket (A);
4 - plug the torch welding sleeve to the KZ-2 EURO connector (11);
RECOMMENDATION: Use a torch welding sleeve no longer than 2 meters when welding with
aluminum wire, especially thin 0.8 mm wire.
CAUTION! Do not loop the 3-meter welding sleeve. This significantly increases wire friction inside
the sleeve, and may cause the wire to buckle and/or jam.
5 - install the pressure regulator on the gas cylinder and connect its hose to the inlet fitting (19);
6 — open the gas cylinder valve and check the gas path for leaks;
7 - connect the welding machine to the mains;
8 - switch on the welding machine using the power switch (22);
9 - press the MODE button (2) and select the MIG/MAG welding method;
10 - press the TEST GAS button (5), check the shield gas supply to the torch, and adjust the gas flow
rate;
11 - install the welding wire into the feed rollers and press the WIRE INSTALL button (10) to feed the
wire through the welding sleeve until it protrudes from the torch;
12 - select the torch button mode parameter value:
-two-stroke welding (2T);
-four-stroke welding (4T);
13 - set the voltage mode using the pulse mode parameter:
-direct-voltage welding (OFF);
-pulse-voltage welding (ON);
14 - adjust the welding parameters:
-in the direct-voltage mode:
o using control knob (8): wire feed speed;
o using control knob (3): welding voltage, inductance level, time pre-gas, amperage rise time,
amper. fall time, time post-gas, soft start wire;
-in the pulse mode:
o using control knob (8): wire feed speed;
o using control knob (3): voltage adjust., wire material, wire diameter.
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Use the following shield gases for MIG/MAG welding:

Metal type Shielding gas composition
Ferrous metals (carbon steels) CO, (pure carbon dioxide) or a mixture of 82% Ar + 18% CO,
Stainless and high-alloy steels a mixture of 98% Ar + 2% CO,

Aluminum alloys and non-ferrous
metals

Ar (pure argon) or He (pure helium)

ATTENTION! The use of other gases is permitted only upon agreement with the equipment
manufacturer. The use of flammable gases such as propane, acetylene, etc., is strictly prohibited!
NOTE: If you do not have sufficient experience in setting the shield gas flow rate, we recommend
adjusting it within the range of 8-12 I/min (depending on the wire diameter and welding amperage). Keep
in mind that excessive gas flow may cause turbulence and result in porosity in the weld.

PERFORMING MIG/MAG-2T MODE WELDING

Prepare the machine for MIG/MAG welding as described above. Unlock the menu and set the
torch button mode parameter to ‘2T’. This mode operates in two steps: press and hold the button to
weld, release the button to stop welding.

TO START WELDING:
-press and hold the torch button — the welding machine will open the shield gas supply. Pre-flow
purging will be performed during the time pre-gas;
-then the machine will apply voltage to the welding wire and start feeding it. The welding start
behavior depends on the soft start wire parameter:

o if soft start wire is disabled, after the pre-flow purging the machine will apply voltage to the wire
and accelerate the wire feed to the wire feed speed during the amperage rise time. Touch the
workpiece with the wire — the machine will strike the arc, and the voltage will smoothly reach the
welding voltage value during the amperage rise time;

o if soft start wire is enabled, the machine will feed the wire at the minimum speed (1 m/min)
until the arc is struck. Touch the workpiece with the wire — the machine will strike the arc, and
during the amperage rise time the voltage will smoothly reach the welding voltage value, while
the wire feed speed will synchronously accelerate to the wire feed speed.

PERFORM WELDING:
Keep the torch button pressed - the welding machine will maintain the preset welding voltage and
wire feed speed values.

TO STOP WELDING:
-release the torch button — during the amper. fall time the welding voltage will be removed, and the
arc will be extinguished;
-the wire feed will stop synchronously;
-after the arc is extinguished, the machine will perform post-flow shield gas purging during the
time post-gas.

SHORT TIP:

The MIG/MAG-2T mode is ideal for short seams welding and tack welds. If you need to make a long
seam and You do not want to keep the button pressed continuously, use the MIG/MAG-4T mode.
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PERFORMING MIG/MAG-4T MODE WELDING

Prepare the machine for MIG/MAG welding as described above. Unlock the menu and set the
torch button mode parameter to ‘4T’. The four-stroke mode is optimal for welding long seams, as it
allows welding without continuously holding the torch button, which significantly reduces operator

fatigue.

TO START WELDING:
-press and hold the torch button —the welding machine will open the shield gas supply. Pre-flow

purging will be performed during the time pre-gas;
-then the machine will apply voltage to the welding wire and start feeding it. The welding start
behavior depends on the soft start wire parameter:

o if soft start wire is disabled, after the pre-flow purging the machine will apply voltage to the wire
and accelerate the wire feed to the wire feed speed during the amperage rise time. Touch the
workpiece with the wire — the machine will strike the arc, and the voltage will smoothly reach the
welding voltage value during the amperage rise time;

o if soft start wire is enabled, the machine will feed the wire at the minimum speed (1 m/min)
until the arc is struck. Touch the workpiece with the wire — the machine will strike the arc, and
during the amperage rise time the voltage will smoothly reach the welding voltage value, while
the wire feed speed will synchronously accelerate to the wire feed speed.

PERFORM WELDING:
Release the torch button and continue welding—the machine will maintain the preset welding voltage

and wire feed speed values. The welder's hand remains free, the index finger can rest, and the arc
burns steadily.

TO STOP WELDING:
-press the torch button - during the amper. fall time the welding voltage will be removed, and the

arc will be extinguished;
-the wire feed will stop synchronously;

NOTE: For quick (emergency) welding termination, release the torch button immediately — welding
will stop instantly, the voltage will be switched off, the arc will be extinguished, and the wire feed will

stop.

-after the arc is extinguished, the machine will perform post-flow shield gas purging during the
time post-gas.
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TUNGSTEN INERT GAS WELDING (TIG/ GTAW)

The PATON ProMIG machine can perform tungsten inert gas (TIG) welding using valve-type or button-
type torches with lift arc striking. Depending on the torch type and the nature of the work, single-stroke,
two-stroke, or four-stroke welding control modes can be configured.

The TIG-LIFT single-stroke mode can be used with either valve-type or button-type torches.

-the gas line of a valve-type torch is plugged directly to the shield gas cylinder. The shield gas flow is
manually controlled by the torch valve;

-the welding sleeve of a button-type torch is plugged to the welding machine via the KZ-2 ‘EURO’
connector (11), while the shield gas cylinder is connected through a regulator to fitting (19), and the
shield gas supply is controlled by the machine itself.

The TIG-LIFT-2T and TIG-LIFT-4T multi-stroke modes can only be used with button-type torches, with
the shield gas supply controlled by the welding machine.

TIG WELDING FUNCTIONS AND MODES

WELDING CONTROL MODES TIG-LIFT Prog.Hs1
L OE G
The torch button mode parameter defines the TIG welding button I
control mode: mode:
. . €€ << < €CLL=22222222>>>
-‘LIFT’ — single-stroke TIG-LIFT mode. When using a valve- Fatrameters:
FuUlse model OFF

type torch, the shield gas supply is controlled by the welder.
This is the most convenient mode for working in confined
spaces and the only mode available for valve-type torches:
o open the gas supply valve of the valve-type torch;
o touch the workpiece with the torch electrode. When using a button-type torch, the machine will
automatically open the shield gas supply when it detects contact;
o lift the electrode tip by 4 mm - the machine will strike the arc and start welding;
o move the torch away from the workpiece to stop welding;
-‘LIFT2T’ - two-stroke TIG-LIFT-2T mode for short and medium-length welds. This is the classic
control mode: press to weld, release to stop:
o press the torch button — the machine will open the shield gas supply;
o touch the workpiece with the electrode;
o lift the electrode tip by 4 mm - the machine will automatically strike the arc and start welding at
the welding amperage /base amperage;
o release the torch button to stop welding; the arc will be extinguished;
o post-flow shield gas purging will be performed automatically during the time post-gas;
-‘LIFT4T’ - four-stroke TIG-LIFT-4T mode, optimized for long welds:
o press the torch button — the machine will open the shield gas supply;
o touch the workpiece with the electrode;
o lift the electrode tip by 4 mm — the machine will automatically ignite the arc and start welding at
the start amperage;
o release the button —the current will increase to the welding amperage/base amperage value;
o press the button again —the current will be reduced to the final amperage value;
o release the torch button to stop welding; the arc will be extinguished;
o post-flow shield gas purging will be performed automatically during the time post-gas.

anFer. rise timel 8,2Z2s

PATON ProMIG MMA/TIG/MIG/MAG -79-



PATON

WELDING AMPERAGE RAMP-UP FUNCTION

The welding amperage ramp-up function is intended to e IFAN [3
provide a smooth start to the welding process. It prevents aMFerage rrise LiMe.
defects and burn-through at the beginning of the weld,
extends the electrode service life, and ensures a gentle

",
transition to the operating mode by protecting the electrode "".I 1,
from a sudden current surge. B 2 S u
Function operation: b
After the arc is stroke, the welding current does not reach its nominal value instantly, butincreases over

the preset amperage rise time.
The default value of the amperage rise time is 0.2 s. It can be adjusted from the unlocked menu.

WELDING AMPERAGE DOWNSLOPE FUNCTION

The amperage downslope function is used with button-type TIG-LIFTZT Prog.H=1
torches in the TIG-LIFT-2T two-stroke mode and the TIG-LIFT- ~ amFet~. fall timel

4T four-stroke mode. It is intended to ensure proper crater
filling, which may otherwise be required when the arc is
extinguished abruptly and the weld pool solidifies rapidly.
Such a crater acts as a stress concentrator and reduces the
mechanical strength of the weld.

Function operation:

After a command to stop welding is received, the welding amperage decreases (TIG-LIFT-2T mode) or
is reduced to the end current value (TIG-LIFT-4T mode) during the amper. fall time.

The default value of the amper. fall time is 0.2 s. It can be adjusted from the unlocked menu.

START AMPERAGE FUNCTION

The start amperage function is used in the TIG-LIFT-4T four- SLart amFeragaes

stroke mode to facilitate arc striking. ! N
Function operation: I.'l ".I

Press the torch button, touch the workpiece, and lift the ¥ ! 1
electrode to strike the arc —the welding process will begin with | 16 A |U
a relatively low start amperage, which only sustains the arc

without introducing significant heat input or burning through the workpiece. The start amperage allows
the weld area to be carefully preheated before switching to the full welding current, without melting
through the material.

The start current value is set using the start amperage parameter. The default value is 20 A. It can be
adjusted from the unlocked menu.

FINAL AMPERAGE FUNCTION

The final amperage function is used in the TIG-LIFT-4T four-
stroke mode.

If a high welding amperage is interrupted abruptly and the
weld pool solidifies too quickly, a crater may form. Such a
crater acts as a stress concentrator and reduces the
mechanical strength of the weld. The final amperage function
is used to ensure smooth and proper crater filling.
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Function operation:

After the second press of the torch button, the machine will reduce the welding current from the
nominal value to the final amperage level and will maintain it as long as the button remains pressed.
The default value of the final amperage is 20 A. It can be adjusted from the unlocked menu.

POST-FLOW SHIELDING GAS FUNCTION

The post-flow shield gas function is used with button-type
torches in the TIG-LIFT-2T two-stroke and TIG-LIFT-4T four-
stroke modes. It protects the hot weld pool and tungsten d b
electrode from oxidation and prevents weld defects.
Function operation:

After the welding arc is extinguished, the machine
automatically provides shield gas purging of the electrode and
the weld area during the time post-gas.

The default value of the time post-gas is 4.0 s. It can be adjusted from the unlocked menu.

L1Me FOSL-93s]

PULSE AMPERAGE MODE

The TIG pulse amperage mode is indispensable when welding
thin metals, performing welding in complex spatial positions,

TIG-LIFT4T PLS Prog.H:1
FuUlse
mode:

-
e

and welding non-ferrous metals. The pulse mode significantly Farameters:
improves control over the welding process, enhances mixing  t.ipe Fre- qas. H, 4=
of the molten weld pool metal, and promotes better weld start. amFer-age; ZHH

formation.
The current alternates between the pulse (base amperage) and the pause (pause amperage) levels,
allowing better control of heat input and improved mixing of the molten metal.
The main advantages are improved heat control and a reduced risk of overheating or burn-
through of thin workpieces, as well as minimized metal distortion caused by excessive heat. It
also makes it possible to achieve a perfect aesthetic weld appearance (the ‘stack-of-dimes’
effect). The pulse settings have a significant influence on the shape and quality of weld formation.
Function operation:
To perform TIG pulse amperage welding, select the TIG welding mode, unlock the menu, enable the
pulse mode, and configure its four parameters:
-base amperage - the peak welding amperage at which the main metal melting process occurs
(upper current). The default value is 60 A;
-pause amperage — the lower welding amperage that maintains the arc and allows the weld pool to
cool slightly. The default value is 25 A;
-frequency pulse - the frequency of the base amperage and pause amperage alternate. A higher
frequency makes the arc more concentrated and stable. The default value is 10.0 Hz;
-impulse/pause duty - the ratio of the base amperage pulse duration to the total pulse period (the
sum of pulse and pause durations). The default value is 50%, which means that the pulse duration
is equal to the pause duration.
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The impulse/pause duty parameter affects the welding current waveform as follows:

impulse/pause duty =50% impulse/pause duty =20% impulse/pause duty =70%
LA LA LA
50% | 50% ﬁ 80% |_| |_| 70% |i| I_
o™ o
t,c-_ t,c-_ t,c-_

Adjusting the balance allows you to control the weld energy:

50% balance: The pulse amperage duration and the pause duration are equal. This is the classic setting
and is suitable for most welding applications.

20% balance: The pulse amperage is applied for only 20% of the pulse cycle. Minimal heat input to the
workpiece makes this setting ideal for very thin sections.

70% balance: The base amperage is applied for most of the cycle. This is useful for high-speed welding
or for thick workpieces that require deep melting.

The pulse amperage welding parameters should be adjusted according to the selected welding
procedure for a particular workpiece and the welder's preferences.

Welder's tip:

If you notice that the metal starts to burn through, do not rush to reduce the base amperage. Instead,
try to reduce the impulse/pause duty or increase the frequency pulse. This will provide the same level
of welding control without reducing the welding speed.

FEATURES AND TECHNIQUES OF TIG WELDING

To achieve the best TIG welding results, it is necessary to strictly follow the requirements for preparing
the equipment and consumables.

SELECTION OF SHIELD GAS

Permitted: use only pure inert gases for TIG welding: argon (Ar), helium (He), or their mixtures, for
example, 40% Ar + 60% He.

The use of flammable gases is strictly prohibited!!! The use of any shield gases other than argon
and helium is allowed only with the equipment manufacturer approval.

PREPARATION OF THE TUNGSTEN ELECTRODE

Itis extremely important to grind the tungsten electrode correctly for TIG welding. The proper electrode
shape ensures a stable arc and precise arc direction.

Grinding direction
Sharpen the electrode only along

its longitudinal axis. The grinding ~ P ; 2 B
marks must be parallel to the ¢ \\,\
electrode. This ensures arc

stability and prevents the arc from ‘wandering’:
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Electrode shape

An excessively or improperly sharpened electrode melts easily
due to insufficient heat dissipation. An electrode sharpenedtoa | | de
needle point deteriorates rapidly and adversely affects arc
density, arc stability, and weld penetration.

For DC welding, the electrode should be ground to a truncated

2-3
cone with a tip diameter of 0.2-0.3 mm (Fig. A). (A0
For AC welding, the electrode tip should have a diameter three A '
times larger and should be slightly rounded (Fig. B). —te—

0,2-0.3 mm
TORCH COOLING
. A-DC welding
Protect your equipment and your hands! B-AC welding

When performing continuous welding at amperage above 140 A, de-tungsten electrode diameter

always use a liquid-cooled TIG torch to achieve the desired productivity. An air-cooled torch will require
frequent interruptions to reduce its temperature, whereas a liquid-cooled torch allows continuous
operation at high amperage levels without breaks. Such a torch and its corresponding cooling unit must
be purchased separately.

IMPORTANT USER NOTES
1) When using a valve-type torch, the welder must manually open the gas valve before starting the
welding process and close it after completing the work.

2) Do not sharpen the electrode tip excessively or create a stepped profile. This will cause rapid
melting of the electrode due to poor heat dissipation.
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TYPES OF TIG WELDING PROCESSES

PATON ProMIG machines use only the contact arc striking method (LIFT) for TIG welding.

Contact arc striking is a gentle way to start the welding process. It completely eliminates the current
surge at start-up and, with sufficient operator skill, minimizes tungsten electrode wear and the transfer
of tungsten particles into the weld seam. It also prevents the generation of a powerful electromagnetic
pulse during arc striking, which may be hazardous to sensitive electronic equipment nearby.

TIG-LIFT WELDING PROCESS

LA | e T W -\
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TIG-LIFT Welding Process Timing Diagram

TIG-LIFT Prog.H:=1

s

Faranmasters: b
torch button: LIFT
FUulse mode: OFF
Welding arc source unit display in TIG-LIFT mode
The single-stroke TIG-LIFT process is primarily intended for use with valve-type TIG torches, although it
can also be used with button-type torches.

-the gas line of a valve-type torch is connected directly to the regulator of the shield gas cylinder.
The welder must manually open the valve on the torch before starting welding and close it after
completing the work;

-a button-type torch is connected to the KZ-2 EURO connector (11), while the shield gas cylinder is
connected through a regulator to the gas inlet fitting (19). The shield gas supply is controlled by the
machine. It starts when the torch electrode touches the workpiece and automatically stops after
the arc is extinguished (the torch button does not control the gas supply in TIG-LIFT mode).
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THE MACHINE PREPARATION PROCEDURE FOR TIG-LIFT WELDING

Ar
Ar+He
He

ARGON-ARC

ARGON-ARC
TORCH

GROUNDING CLAMP

1

R TN

WORKPIECE
Machine connection diagram for TIG-LIFT welding with a button-type torch
1 - connect the torch to the machine:
-when using a valve-type torch, plug the torch cable to the ‘= (B) socket;
-when using a button-type torch, plug the torch welding sleeve to the KZ-2 EURO connector (11),
and plug the power jumper (12) to the ‘-* (B) socket;
2 - plug the ground cable to the ‘+‘ (A) socket;
3 - install the ground terminal on the workpiece;
4 - plug the welding machine to the mains;
5 - switch on the welding machine using the power switch (22);
6 — press the MODE button (2) and select the TIG welding process;
7 - install the regulator on the gas cylinder;
8 — connect the shield gas cylinder:
-if a valve-type torch is used, plug its gas hose to the shield gas cylinder regulator;
-if a button-type torch is used, plug the hose from the shield gas cylinder regulator to the gas inlet
fitting (19);
9 - open the gas cylinder valve and check the gas connections for leaks;
10 - press the TEST GAS button (5), check the shield gas supply, and adjust the gas flow rate;
11 - unlock the menu;
12 - check and set the torch button mode parameter to ‘LIFT’;
WARNING! In TIG-LIFT mode, the voltage is applied to the torch electrode immediately. Avoid
accidental contact between the electrode and any conductive or grounded objects, such as the
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welding machine housing, etc. Otherwise, the machine electronics will interpret the contact and
separation of the electrode as a welding start command and will attempt to strike the arc.

13 - set the type of welding amperage in the pulse mode parameter:

-conventional DC welding (OFF);

-pulse amperage welding (ON);
14 - if necessary, load the required welding program or configure the detailed parameters:

-in the DC welding mode: welding amperage, amperage rise time;

-in the pulse current mode: base amperage, pause amperage, amperage rise time,

frequency pulse, impulse/pause duty.

PERFORMING TIG-LIFT WELDING

Prepare the machine for single-stroke TIG-LIFT welding as described above.

TO START WELDING WITH A VALVE-TYPE TORCH:
-open the gas valve on the torch;
-touch the workpiece with the electrode;
-slowly lift the electrode, keeping it within 4 mm of the workpiece.

TO START WELDING WITH A BUTTON-TYPE TORCH:
-touch the workpiece with the electrode — the welding machine will open the shield gas supply;
-purge the welding area with shield gas and slowly lift the electrode, keeping it within 4 mm of the
workpiece.

After the electrode is lifted from the workpiece, the welding machine will strike the arc. During the

amperage rise time, the currentincreases smoothly to the welding amperage/base amperage and is
then maintained.

NOTE: When the amperage rise time is set to less than 0.3 s, the welding amperage rises abruptly
rather than smoothly.

WARNING! The higher the welding amperage, the faster the electrode must be lifted; otherwise, it may
melt.

PERFORM THE WELDING
Move the torch away from the workpiece until the arc is extinguished TO FINISH WELDING. Close the

gas supply when using a valve-type torch. When welding with a button-type torch, the gas supply will
stop automatically.
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TIG-LIFT-2T WELDING PROCESS

The TIG-LIFT-2T welding process is optimal for welding short and medium-length seams. It is intuitively

controlled using the torch button.

The TIG-LIFT-2T process is more convenient for the user than TIG-LIFT, as it allows the welder to focus
solely on arc striking and weld formation. The pre-flow and post-flow of the shield gas are performed
automatically. In addition, the current downslope function enables smooth weld termination and

proper filling of the final weld crater.
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TIG-LIFT-2T Welding Process Timing Diagram
TIG-LIFTZT Prog.H:1
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Welding arc source unit display in TIG-LIFT-.
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Only button-type TIG torches are used for the TIG-LIFT-2T welding process.
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THE MACHINE PREPARATION PROCEDURE FOR TIG-LIFT-2T WELDING

ARGON-ARC
TORCH

e
S WORKPIECE
Machine connection diagram for TIG-LIFT-2T welding
1 - connect the torch welding sleeve to the KZ-2 EURO connector (11), and plug the power jumper (12)
to the = (B) socket;
2 - plug the ground cable to the ‘+‘ (A) socket;
3 - install the ground terminal on the workpiece;
4 - install the regulator on the gas cylinder and plug its hose to the gas inlet fitting (19);
5 - open the gas cylinder valve and check the gas connections for leaks;
6 - plug the welding machine to the mains;
7 - switch on the welding machine using the power switch (22);
8 - press the MODE button (2) and select the TIG welding process;
9 - press the TEST GAS button (5), check the shield gas supply to the torch, and adjust the gas flow rate;
10 - unlock the machine menu;
11 - check and set the torch button mode parameter to ‘LIFT2T’;
12 - set the type of welding amperage in the pulse mode parameter:
-DC welding (OFF);
-pulse current welding (ON);
13 - if necessary, load the required welding program or configure the detailed parameters:
-in the DC welding mode, set: welding amperage, amperage rise time, amper. fall time,
time post-gas;
-in the pulse mode, set: base amperage, pause amperage, amperage rise time, amper. fall time,
time post-gas, frequency pulse, impulse/pause duty.
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PERFORMING TIG-LIFT-2T WELDING

Prepare the machine for TIG-LIFT-2T welding as described above.

TO START WELDING:
-press and hold the torch button — the welding machine will open the shield gas supply;
-touch the workpiece with the electrode and slowly lift the electrode, keeping it within 4 mm of the
workpiece.

After the electrode is lifted, the welding machine will strike the arc and, during the amperage rise time,
smoothly increase the current to the welding amperage/base amperage and maintain it at that level.

NOTE: At low amperage rise time settings (less than 0.3 s), the welding current increases abruptly
rather than smoothly.

WARNING! The higher the welding amperage, the faster the electrode must be lifted; otherwise, it may
melt.

PERFORM THE WELDING
Keep the torch button pressed - the welding machine will maintain the preset
welding amperage/base amperage.

TO FINISH WELDING:

-release the torch button — during the amper. fall time, the arc will be extinguished, after which
shield gas purging will continue for the time post-gas.
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TIG-LIFT-4T WELDING PROCESS

The TIG-LIFT-4T welding mode is optimal for making long seams. It allows welding without holding the
torch button, provides better control over the start and end of the seam, and enables proper crater
filling. The pre-flow and post-flow of the shield gas are performed automatically.
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TIG-LIFT-4T Welding Process Timing Diagram
TIG-LIFTA4T Prog.H:1
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Welding arc source unit display in TIG-LIFT-4T mode

Only button-type TIG torches are used for welding in the TIG-LIFT-4T mode.
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THE MACHINE PREPARATION PROCEDURE FOR TIG-LIFT-4T WELDING

ARGON-ARC
TORCH

e
S WORKPIECE
Machine connection diagram for TIG-LIFT-4T welding
1 - connect the torch welding sleeve to the KZ-2 EURO connector (11), and plug the power jumper (12)
to the ‘= (B) socket;
2 - plug the ground cable to the ‘+’ (A) socket;
3 - install the ground terminal on the workpiece;
4 - install the regulator on the gas cylinder and plug its hose to the gas inlet fitting (19);
5 - open the gas cylinder valve and check the gas connections for leaks;
6 - plug the welding machine to the mains;
7 - switch on the welding machine using the power switch (22);
8 - press the MODE button (2) and select the TIG welding process;
9 - press the TEST GAS button (5), check the shield gas supply to the torch, and adjust the gas flow rate;
10 - unlock the machine menu;
11 - check and set the torch button mode parameter to 'LIFT4T’;
12 - set the type of welding amperage in the pulse mode parameter:
-DC welding (OFF);
-pulse amperage welding (ON);
13 - if necessary, load the required welding program or configure the detailed parameters:
-in the DC welding mode, set: welding amperage, amperage rise time, amper. fall time,
start amperage, final amperage, time post-gas;
-in the pulse current mode, set: base amperage, pause amperage, amperage rise time,
amper. fall time, start amperage, final amperage, time post-gas, frequency pulse, and
impulse/pause duty.

PATON ProMIG MMA/TIG/MIG/MAG -91-




PATON

PERFORMING TIG-LIFT-4T WELDING

Prepare the machine for TIG-LIFT-4T welding as described above.

TO START WELDING:
-press and hold the torch button - the welding machine will open the shield gas supply;
-touch the workpiece with the electrode and slowly lift the electrode, keeping it within 4 mm of the
workpiece.

After the electrode is lifted, the welding machine will strike the arc and maintain the current value set
by the start amperage parameter.

WARNING! The higher the start amperage, the faster the electrode must be lifted to prevent the tip
from melting.

Release the torch button - during the amperage rise time, the machine will smoothly increase the
current to the welding amperage/base amperage and maintain it.

NOTE: At short amperage rise time settings (less than 0.3 s), the welding amperage increases abruptly
rather than smoothly.

PERFORM THE WELDING

TO FINISH WELDING:
-press the torch button again — during the amper. fall time, the welding current will decrease and
maintained to the final amperage;
-fill the weld crater and release the torch button - the arc will be extinguished, after which the
machine will purge the welding area with shield gas for the time post-gas.

Professional tip:
If you need to stop welding immediately, press and release the torch button quickly. The machine will
extinguish the arc without waiting for the amper. fall time. It will then perform shield gas post-flow for
the time post-gas.
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MANUAL METAL ARC WELDING (MMA)

The PATON ProMIG welding machine can be used as an arc current source for Manual Metal Arc (MMA)
welding with covered electrodes. For MMA welding, you can use PATON electrodes suitable for the
specific welding application, as well as covered electrodes from third part manufacturers.
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MMA Welding Process Timing Diagram
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Welding arc source unit display during MMA welding

FUNCTIONS AND MODES OF MANUAL METAL ARC WELDING
‘HOT START’ FUNCTION

The Hot Start function is used to improve the start of welding and ensure reliable arc sriking, especially
when using certain types of electrodes. With the Hot Start function:
-arc striking is improved even when using electrodes that

are difficult to strike; .;r_ Prog.H:1
-better melting of the base material is achieved from the Hot. 4 B 7
very beginning of the welding process, reducing the Start: fo)
likelihood of lack of fusion at the weld start;

-slaginclusions are prevented. 4.:-|,—._

Function operation: |
From the moment the electrode touches the workpiece, the

operating amperage is increased for the time Hot Start m
. i L 1Me

(default: 0.3 s) by the percentage set in the power Hot Start Hot
parameter (default: 50%). After the time HotStart has S*-.-E-;r'-t-: Sec
elapsed, the welding amperage returns to the preset b4

amperage/base amperage value.
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For example: weldingis performed with a @3 mm electrode and the following values are set: amperage
=90 A, power Hot Start= 40%, and time Hot Start=0.5s.

In this case, from the moment the electrode touches the workpiece, the machine will maintain an
amperage of 90 A + 40% =126 A for 0.5 s. It will then return to welding at 90 A.

CAUTION! Operation of the Hot Start function significantly increases power consumption while it is
active. Use it carefully when working with a low-power source and/or reduced mains voltage.

To improve arc striking with certain electrode types, the power Hot Start value may need to be
increased. However, keep in mind that a high power Hot Start may burn through thin metal workpieces.
Therefore, limit the time Hot Start and use this function only to ensure reliable electrode striking while
minimizing heat input to the workpiece.

Do not increase the Hot Start parameters unnecessarily, due to the risk of burning through thin metal
workpieces and the sharp increase in machine power consumption.

Minimum power Hot Start values reduce the risk of burning through thin parts while still ensuring stable
arc striking.

ARC FORCE FUNCTION

The Arc Force function is used to improve the following welding characteristics:

-to stabilize the short arc welding;

-to accelerate the transfer of electrode metal droplets into the weld pool;

-to achieve deeper melting;

-for welding with basic-coated electrodes (such as UONI, LB-52, etc.);

-for vertical and overhead welds;

-for inexperienced welders who are still developing their welding skills.
The use of the Arc Force function reduces the likelihood of electrode sticking and stabilizes the arc,
making it more stable, forceful, and easier to control. This is particularly useful when the electrode
movement is uneven, during short-arc welding, or when welding in difficult positions. It also improves
weld formation and reduces the occurrence of lack-of-fusion defects.
Function operation:

If the electrode touches the workpiece during welding, a short LF u
circuit occurs and the arc voltage drops below the minimum Force
level required to maintain stable arc burning Sl

(threshold Arc Force, default: 12 V). Y

In this case, the machine increases the welding amperage by iz —
the amount set in the power Arc Force parameter (default: ,

50%) to break the short circuit, maintain arc stability, and continue the welding process.

The following parameters can be adjusted from the machine menu: power Arc Force and
threshold Arc Force.

Adjustment of the power Arc Force affects the welding process as follows:

MINIMUM VALUES reduce heat input to the workpiece and power consumption. They also reduce the
risk of burning through thin metal and lower the requirements for the power supply. However, at
minimum power Arc Force settings, arc stability with a short arc is reduced (similar to a transformer-
based power source);

HIGHER VALUES improve short-arc stability but significantly increase the machine's power
consumption and require a more powerful source. The arc becomes more aggressive, spatter
increases, and the risk of burning through thin metalrises.

NOTE: Do not increase the power Arc Force and threshold Arc Force settings unnecessarily.
Otherwise, the Anti-Stick function may not have enough time to activate before the electrode overheats
due to the additional amperage provided by the power Arc Force, especially when using electrodes
thinner than @ 2.5 mm.
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ANTI-STICK FUNCTION

The Anti-Stick function in PATON ProMIG machines prevents the electrode from sticking to the
workpiece if the electrode accidentally touches the metal and the arc is extinguished. It could cause
the electrode to overheat and become damaged.

The Anti-Stick function in PATON ProMIG machines is permanently enabled and activatesin 0.6-0.8 s
after a sticking condition is detected. The machine automatically switches off the welding amperage,
allowing the welder to separate (remove) the electrode from the workpiece. This also eliminates the risk
of eye injury caused by accidental arc striking. After removing the electrode, welding can be resumed in
the usual manner by restrike the arc and continuing the work.

VOLT-AMPERE CHARACTERISTIC (VAC) SLOPE ADJUSTMENT FUNCTION
uvyi

BRH ArF
02v/A OFF
06VIA 120 %
LoviA e
1avm 50 %
18VA 5w
T 0%

This function allows the machine to be optimized for
convenient welding with different electrode types. By default,
the volt-amp. characteristic is 1.4 V/A, which is optimal for
the most common rutile-coated electrodes (type E6013).

For comfortable operation with electrodes having other
coating types, we recommend using the following values of
the volt-amp. characteristic function and the
threshold Arc Force parameter:

Electrode type volt-amp. characteristic, V/A threshold Arc Force, V
E6013 1,4 12
E7015 1,0 12
E6010 0,2...0,6 18

Save these settings as different welding programs and use them whenever you change the electrode

type to ensure maximum welding convenience.
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SHORT ARC WELDING MODE

The short arc mode optimizes the machine for welding in positions other than the flat position, where
a long arc is detrimental to producing a high-quality weld (PG,

PF, PE, PD). It enables welding with minimal spatter and
prevents the formation of molten metal droplets and excessive model
weld buildup.

Mode operation:

When shortarc mode is enabled, the machine forcibly =1

interrupts the welding process if the arc becomes longer than —_—

the required or permissible length.

PATON ProMIG machines allow the short arc mode to be disabled (setting = ‘0’) or set to one of three
operating levels: ‘1°, ‘2°, or ‘3’, where ‘1’ provides the shortest arc and ‘3’ the longest.

VOLTAGE REDUCTION DEVICE FUNCTION

When welding inside tanks, vessels, confined spaces, or in ]
other situations requiring enhanced electrical safety, we woltage

recommend activating the voltage reduction device (VRD) F&duc lan U N
function. When enabled, the voltage reduction device limits device:

the open-circuit voltage to a safe level of 12 V. Farameters:

Function operation: FUulse model OFF
Before the arc is struck, the machine electronics maintain the welding amFeragel 18R
output voltage at no more than 12 V. During welding, the voltage is also reduced to a safe 12 V within

0.1 s after the arc is extinguished.
By default, the voltage reduction device function is disabled (‘OFF’), as it makes arc striking more
difficult.

PULSE AMPERAGE MODE

The pulse mode improves welding control when working with non-ferrous metals and when welding in
positions other than the low flat position (PG, PF, PE, PD). The pulsed amperage enhances weld pool
agitation and droplet transfer into the weld pool. To a certain extent, it replaces the welder's hand
movements, which is particularly useful in hard-to-reach areas. Pulsed amperage improves seam
formation and welding stability, enhances the grain orientation of the weld metal, and thereby improves
the operational capabilities of the welded joint.

Proper adjustment of the pulse amperage mode is essential for achieving the required melting depth
and seam quality. By default, the pulse mode is disabled.
Mode operation:

Enable the pulse mode in the menu and configure its four
parameters to pulsed amperage welding:

-base amperage - the upper welding current value; the
main parameter available for adjustmentin the locked
menu (default: 80 A);

-pause amperage — the lower welding current value
(default: 25 A);

-frequency pulse - the welding amperage pulse frequency (default: 5 Hz);

-impulse/pause duty - the ratio of the base amperage pulse duration to the pulse period (default:
50%). Increasing this value increases both the melting depth and the heat input to the workpiece.
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Adjustment of the impulse/pause duty parameter affects the welding amperage waveform as follows:

impulse/pause duty=50% impulse/pause duty =20% impulse/pause duty = 70%
LA LA LA
50% | 50% ﬁ 80% |_| |_| 70% |E| I_
o™~ @
t,c-_ t,c_ t,c._

For example: Welding is performed using a @3 mm electrode with the following settings:
base amperage = 80 A, pause amperage = 25 A, frequency pulse = 5 Hz, and impulse/pause duty =
50%.

Result: The current will pulse from 80 A to 25 A at a frequency of 5 Hz, with equal durations of the
base amperage and the pause amperage.

Adjusting the impulse/pause duty allows you to control the weld's heat input:

50% balance: The base amperage pulse and pause amperage have equal durations. This is the
standard setting and is suitable for most welding applications.

20% balance: The base amperage pulse is applied for only 20% of the pulse cycle. This minimizes heat
input to the workpiece and is ideal for very thin materials.

70% balance: The base amperage is applied for most of the pulse cycle. This is useful for high-speed
welding or when welding the thick materials that require deep melting.

Professional tip:

If you notice that the metalis starts to burn through, do not rush to reduce the base amperage. Instead,
try to reduce the impulse/pause duty or increase the frequency pulse. This will provide the same level
of welding control without welding speed reducing.

The pulse amperage welding parameters should be adjusted according to the selected welding
procedure and the specific workpiece being welded.
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THE MACHINE PREPARATION PROCEDURE FOR MANUAL METAL ARC
WELDING

ELECTRODE HOLDER

GROUNDING CLAMP

Machine connection diagram for Manual Metal Arc welding using the common electrodes
Recommended welding cable lengths for Manual Metal Arc (MMA) welding

T;I:;mn:mA Cable length (one-way), m Cr(;sr::,e;::znal Cable type
160 2.7 16 KIr 1x16
200 3..9 25 KI 1x25
250 5...11 35 KI 1x35
270 5...11 35 KI 1x35
350 6...14 35 KI 1x35

1 - install the electrode to the electrode holder;
2 - plug the electrode holder cable to the “+” (A) socket of the welding machine;
3 - plug the ground cable to the “~” (B) socket of the welding machine;
4 - connect the ground clamp to the workpiece;
5 - plug the welding machine to the mains;
6 - switch on the power switch (22);
7 - press the MODE button (2) and select the MMA welding process;
WARNING! When the MMA welding mode is enabled, the open-circuit voltage is immediately applied
to the electrode holder. Take care to prevent accidental contact of the electrode or electrode holder
with conductive or grounded objects, such as the welding machine enclosure, etc. Otherwise, the
machine electronics willinterpret such contact as a command to start welding and will attempt to strike
the arc.
8 — from the locked menu, use the control knob (3) to set the main welding parameter:

-amperage in the DC welding mode;

-base amperage in the pulse current welding mode;
9 - if necessary, load the required welding program or unlock the menu and configure the detailed

parameters:

-inthe DC welding mode, set: amperage, power Hot Start, time Hot Start, power Arc Force,

threshold Arc Force, volt-amp. characteristic, short arc mode, voltage reduction device;

-in the pulse amperage welding mode, set: base amperage, pause amperage, frequency pulse,

impulse/pause duty, as well as power Hot Start, time Hot Start, power Arc Force,
threshold Arc Force, volt-amp. characteristic, short arc mode, and voltage reduction device.
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PERFORMING MANUAL METAL ARC WELDING

Prepare the machine for Manual Metal Arc welding (MMA) with covered electrodes as described above.

TO START WELDING:

Touch the workpiece with the electrode and quickly lift it 3-5 mm to strike the arc. After the electrode is
lifted, the machine will strike the arc, increase the current to the amperage/base amperage value for
the DC/pulse mode, respectively, and maintain it level.

PERFORM THE WELDING

After the arc has been struck, it should be shortened to improve arc stability and welding accuracy.
Move the electrode closer to the workpiece at an angle until the edge of the electrode coating just lightly
touches the workpiece surface. At this position and arc length, the weld seam will be formed as
accurately and efficiently as possible. Maintain this position throughout the welding process, feeding
the electrode forward as itis consumed.

TO FINISH WELDING:
Quickly move the electrode away from the workpiece until the arc is extinguished.
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THE MACHINE FUNCTIONS LIST
CAUTION! Unlock the machine menu to access the settings of all its functions and parameters!

MIG/MAG WELDING METHOD

0) [t.Pr]time pre-gas (default = 0,1 s)—duration of the shield gas pre-purge;
a) 0,1...25,0 s (adjustment step 0.1 s);
1) [t.uP] amperage rise time (default = 0,1 s) — duration of the welding process ramp-up: gradual
increase of the welding voltage and wire feed speed ;
a) 0...5,0 s (adjustment step 0.1 s);
2) [-U-] welding voltage (default = 19.0V) - the primary parameter of direct-voltage MIG/MAG
welding;
a) 12.0...24.0V (adjustment step 0.1 V) for ProMIG-160;
b) 12.0...26.0V (adjustment step 0.1 V) for ProMIG-200;
c) 12.0...28.0V (adjustment step 0.1 V) for ProMIG-250;
d) 12.0...29.0V (adjustment step 0.1 V) for ProMIG-270;
e) 12.0...32.0V (adjustment step 0.1 V) for ProMIG-350;
3) [SPD]wire feed speed (default = 4.5 m/min) —the secondary parameter of MIG/MAG welding;
a) 1,0...16,0 m/min (adjustment step 0.1 m/min);
4) [t.dn] amper. fall time (default = 0,1 s) — duration of the welding process ramp-down: gradual
reduction of the welding voltage and wire feed speed,;
a) 0...5,0s(adjustment step 0.1 s);
5) [t.PO] time post-gas (default = 1.5 s) — duration of the shield gas post-purge;
a) 0,5...25,0 s (adjustment step 0.1 s);
6) [But]torch button mode (default =[2T]) - select the welding process control mode using the torch
button;
a) [2T]- 2-stroke MIG/MAG-2T torch button mode;
b) [4T] - 4-stroke MIG/MAG-4T torch button mode;
7) [Ind] inductance level (default = 0) — sets the rate of welding amperage rise during wire short-
circuiting with the workpiece and droplet detachment;
a) -5...0...5 Adjustment step 1 level);
8) [SFt] soft start wire (default = OFF) —the wire feeds at the minimum speed before arc striking;
a) ON-enabled;
b) OFF-disabled;
9) [Po.P] pulse mode (default = OFF) — pulse voltage welding mode;
a) ON-enabled;
b) OFF-disabled;
MIG/MAG Pulse Mode Parameters (perform pulse voltage welding WITH SHIELD GAS ONLY!'!!)

10) [tYP]wire material (default = Fe) — select the welding wire material type;
a) Fe-ER70S-6 mild steel wire (use shield gas® composition 82% Ar + 18% CO, only);
b) St.St - ER308L/ER316L stainless steel wire (use shield gas® composition 98% Ar + 2% CO,
only);
c) ALSi-ER4043 aluminum-silicon wire (use 100% Ar shield gas® only);
d) ALMg-ER5356 aluminum-magnesium wire (use 100% Ar shield gas® only);

8 recommended gas flow rate from 7 I/min for low currents and from 14 /min and more for currents of 150-

200A
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11)

12)

[dia] wire diameter = 0,8 mm) - set the welding wire diameter;

a) 0.6...0.8 mm for steel and stainless steel wire, ProMIG-160;

b) 0.6...1.0 mm for steel and stainless steel wire, ProMIG-200/250;

c) 0.6...1.2 mm for steel and stainless steel wire, ProMIG-270/350;

d) 0.8...1.2 mm for aluminum wire;

[Adu] voltage adjust. (default = 0,0 V) — the primary parameter for pulse welding. The resulting
welding voltage is also displayed in this menu item and is determined by the voltage adjust., wire
feed speed, wire material, and wire diameter;

a) -5,0...45,0V (adjustment step 0.1 V). Increasing this parameter increases the arc length.

TIG WELDING METHOD

0)

N

)

[Pr.A] start amperage (default = 20 A) — initial welding amperage in TIG-LIFT-4T mode;
a) 8...50A(1Aincrement)for ProMIG-160;
b) 10...50 A (1 Aincrement) for ProMIG-200;
c) 12...50A(1Aincrement)for ProMIG-250;
d) 12...50A (1 Aincrement) for ProMIG-270;
e) 14..50A (1 Aincrement)for ProMIG-350;
[t.uP] amperage rise time (default = 0.2 s) — duration of the welding amperage increase;
a) 0...15,0 s (adjustment step 0.1 s);
[-A-] welding amperage (default = 60 A) — the main parameter of DC TIG welding;
a) 8...160A (1 Aincrement)for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12...250 A (1 Aincrement) for ProMIG-250;
d) 12...270 A (1 Aincrement) for ProMIG-270;
e) 14..350A (1 Aincrement) for ProMIG-350;
[t.dn] amper. fall time (default = 0,2 c) — duration of the welding amperage decrease;
a) 0...15,0 s (adjustment step 0.1 s);
[Po.A] final amperage (default = 20 A) — crater-fill amperage in TIG-LIFT-4T mode;
a) 8...50A(1Aincrement)for ProMIG-160;
b) 10...50 A (1 Aincrement) for ProMIG-200;
c) 12..50A(1Aincrement)for ProMIG-250;
d) 12...50A (1 Aincrement) for ProMIG-270;
e) 14..50A (1 Aincrement) for ProMIG-350;
[t.PO] time post-gas (default = 4,0 c) — duration of the shield gas post-purge;
a) 1,0...35,0 s (adjustment step 0.1 s);
[But] torch button mode (default = [LIFT]) — select the welding process control mode;
a) [LIFT] - single-action mode without using the torch button, with contact arc striking:
TIG-LIFT;
b) [LIFT2T] - 2-stroke mode with contact arc striking: TIG-LIFT-2T;
c) [LIFT4T] - 4-stroke mode with contact arc striking: TIG-LIFT-4T;
[Po.P] pulse mode (default = OFF) — pulse amperage welding mode;
a) ON-enabled;
b) OFF-disabled;
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TIG pulse mode parameters:
8) [-A-] base amperage (default = 60 A) — the main welding parameter — pulse amperage (upper
current);
a) 8...160 A (1 Aincrement) for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12...250A (1 Aincrement) for ProMIG-250;
d) 12...270A (1 Aincrement) for ProMIG-270;
e) 14...350 A (1 Aincrement) for ProMIG-350;
9) [I.PS] pause amperage (default = 25 A) -between pulses amperage (lower current);
a) 8...160A (1 Aincrement) for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12...250A (1 Aincrement) for ProMIG-250;
d) 12...270 A (1 Aincrement) for ProMIG-270;
e) 14..350A (1 Aincrement) for ProMIG-350;
10) [Fr.P]frequency pulse (default =10 Hz) — welding amperage pulse frequency;
a) 0,2...500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
11) [dut] impulse/pause duty (default = 50%) — the relative duration of the base amperage pulse
within the pulse period;
a) 4...80% (adjustment step 2%).

MMA WELDING METHOD

0) [-A-]amperage (default =80 A) —the main parameter for DC MMA welding;
a) 8...160 A (1 Aincrement)for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12...250A (1 Aincrement) for ProMIG-250;
d) 12...270 A (1 Aincrement) for ProMIG-270;
e) 14...350 A (1 Aincrement) for ProMIG-350;

1) [H.St] power Hot Start (default = 50%) — amperage increase during the operation of the Hot Start
function;
a) O0[OFF]...100% (adjustment step 5%);

2) [t.HS] time Hot Start (default = 0.3 s) — duration of the Hot Start function operation after arc
striking;
a) 0,1...1,0 s (adjustment step 0.1 s);

3) [Ar.F] power Arc Force (default = 50%) — amperage increase during of the Arc Force function
operation;
a) O0[OFF]...100% (adjustment step 5%);

4) [u.AF] threshold Arc Force (default = 12V) - the arc voltage threshold for Arc Force function
activation;
a) 9..18V (adjustmentstep 1V);

5) [BAH] volt-amp. characteristic (default = 1.4 V/A) - adjustment of the machine's volt-ampere
characteristic slope for convenient welding with different electrode types;
a) 0,2...1,8V/A (adjustment step 0.4 V/A);

6) [Sh.A]short arc mode (default = OFF) welding arc length limitation;
a) O0[OFF]...3 (adjustment step 1);

7) [BSn]voltage reduction device (default = OFF) — reduces the open-circuit voltage when the arc is
extinguished;
a) ON-enabled;
b) OFF-disabled;
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8) [Po.P]pulse mode (default = OFF) - pulse amperage welding mode;
a) ON-enabled;
b) OFF-disabled;

MMA pulse mode parameters:

9) [-A-] base amperage(default = 80 A) — the main welding parameter — pulse amperage (upper
current);
a) 8...160A (1 Aincrement)for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12...250A (1 Aincrement) for ProMIG-250;
d) 12...270 A (1 Aincrement) for ProMIG-270;
e) 14..350 A (1 Aincrement) for ProMIG-350;
10) [I.PS] pause amperage(default =25 A) -between pulses amperage (lower current);
a) 8...160 A (1 Aincrement) for ProMIG-160;
b) 10...200 A (1 Aincrement) for ProMIG-200;
c) 12..250A (1 Aincrement) for ProMIG-250;
d) 12..270 A (1 Aincrement) for ProMIG-270;
e) 14...350A (1 Aincrement) for ProMIG-350;
11) [Fr.P]frequency pulse (default = 5.0 Hz) - welding amperage pulse frequency;
a) 0,2...500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (default = 50%) — the relative duration of the base amperage pulse
within the pulse period;
a) 20...80% (adjustment step 2%).
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OPERATION OF THE WELDING MACHINE
OPERATING SAFETY

The user shall allow only persons to operate the welding machine who:
-are familiar with the basic safety regulations, have been trained in the use of welding equipment
and welding technology;
-have read and understood the section ‘SAFETY RULES FOR THE USE OF PATON WELDING
MACHINES’ and the instructions regarding the necessary safety precautions contained in this
manual, and have confirmed this by their personal signature.

ADDITIONAL SAFETY RECOMMENDATIONS

We also recommend following these optional, but highly beneficial, safety practices:
-always keep the operating manual close to the welding machine;
-comply with all applicable general and local safety and environmental regulations, in addition to
the requirements of this manual;
-keep all labels and markings on the welding machine legible.

STRAY WELDING CURRENTS

Observe the following precautions to prevent stray welding currents:
-the ground cable clamp must be securely connected to an electrically conductive area of the
workpiece;
-always use electrically insulating pads when placing the welding machine on electrically
conductive surfaces.

PRECAUTIONS UNDER NORMAL OPERATING CONDITIONS

Inspect the welding machine for external damage and verify the proper operation of its safety devices
at least once a week.

CARE AND MAINTENANCE

CAUTION! Switch off the machine, disconnect it from the power supply, before carrying out any
maintenance, and wait at least 5 minutes before opening the enclosure to allow the internal electrical
circuits to discharge. Only then may any further work be performed. Place a warning sign indicating that
the machine must not be switched on during maintenance.

Observe the following recommendations to ensure reliable operation of the machine for many years:
-we recommend blowing out the inside of the machine with dry compressed air at least once every
six months under intensive use;
-if dust has accumulated inside the machine, first clean the cooling system ways manually, then
blow them out with dry compressed air.
CAUTION! Blow out the machine carefully and from a sufficient distance to avoid damaging its
components with a high-pressure air jet.

STORAGE INSTRUCTIONS

A preserved and packaged welding machine may be stored in its original factory packaging for up to 5
years.

After being unpacked and placed into service, the welding machine should be stored in a dry, enclosed
area free from acid, alkali, or other aggressive vapors, at an ambient temperature of not less than +5 °C.
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TRANSPORTATION INSTRUCTIONS

A packaged welding machine may be transported by any means of transport, provided that adequate
protection is ensured and the transportation regulations applicable to the respective mode of transport
are observed.

SUPPLY SCOPE
Standard equipment for all PATON ProMIG configurations:
-Welding arc power source -1pc;
-Wire feeder -1pc;
-Quick User Guide -1pc;
-Quick-release pneumatic connector -1pc;
-Carrying strap -1pc;
The ProMIG-270/350 configuration also includes:
-Roller set for solid steel wire -1pc;
-Roller set for solid aluminum wire -1pc;
PATON ProMIG configurations without the ‘WA’ and ‘WAM'’ suffixes also include:
-Welding cable with electrode holder -1pc;
-MIG/MAG welding torch -1pc;
PATON ProMIG configurations without the ‘WA’ suffix also include:
-Welding cable with ground clamp, 3 m -1pc.
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