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PATON |

EU DECLARATION OF CONFORMITY
Manufacturer

PATON INTERNATIONALLLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

We hereby declare that the DoC is issued under our sole responsibility and
belongs to the following product:

Product designation: PATON™ EuroMIG

The object of the declaration is in conformity with the relevant directives and
standards:

Directives:

Safety of machinery - Electrical equipment of EN IEC 60204-1:2018
machines -

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60974-10:2014/A1:2015
EN IEC 60974-10:2021/A1:2021

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04.

Signature ) /
Name, Function: Mark Tokmakov

PATON International LLC
Novopyrohivska 66, 03045 Kyiv
Tel: +380 800 500 600

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaT BUrOTOBNEHWIA BiANOBIAHO A0 TEXHIYHMX CTaHAAPTIB i BCTAHOBNEHUX NPaBUA
TexHiku 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:

-TpaBMyBaHHA 06cnyroByroyoro nepcoHany abo TpeTboi ocobu;

-3anofifHHA WKOoAM caMoMy anapaTy abo MaTepianbHUM LiiHHOCTAM NiANPUEMCTBA;

-nopyLUeHHsA ebeKTUBHOro po6oyoro npotiecy.

Bci ocobu, Aki nos'A3aHi 3 BBeAEHHAM B eKChnyaTauilo, ynpaBaiHHAM, AOTMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy MOBUHHI

-NPOWTW BiANOBIAHY aTecTalito;

-BO/IOAITU 3HAHHAMMU 3i 3BaplOBaHHS;

-TOYHO AOTPUMYBATUCA L€ IHCTPYKLIIT.

MoTpi6HO TEPMIHOBO yCyBaTU HECMPaABHOCTI, AKI MOXYTb 3HN3UTK 6e3neKky poboTu.

NPABWUJIA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

-ypaXkeHHA eNeKkTPUYHUM CTPYMOM MOXE BYTU CMEPTENbHUM;

-3BaploBasibHUIN Kabenb MOBUHEH OyTW MILUHWUM, HEYLUKOAXXEHWM Ta i3onboBaHuM. OcnabneHi
3’eQHaHHA | NowKoAXKeHU kabenb NOTPIGHO HeramHo 3aMiHUTU. Mepexesi kabeni 1 kabeni
3BaprOBaNbHOro anapaTty MOBWHHI CUCTEMATUYHO nepesipATUCA (axiBLEM eneKTpUKOM Ha
crnpasHiCTb i3onAauii;

-Nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMaTM 30BHILLHI KOXyX anapary.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPOIOTLCA Mifg 4ac poboTn, MOXyTb 06MekTu LWKipy abo BUKIMKaTK NONYyM's, TOMY 3aBXAN Cif,
HOCUTW 3axXMCHY Macky 3 ToHoBaHWM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, LLL0 3HaX0AATbCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMHaTb BUMPOMIHIOBaHHS.

HEBESMNEKA LWWKIAMBUX TA3IB | BUMAPIB

-YTBOPEHi AWM Ta LWKiANVBI ra3v BUAanUTH 3 poboyoi 30HM cnelianbHUMK 3acobamu;
-3abe3neynTn AOCTaTHI NPUTOK CBIXKOro NoBiTpA;

- BUNapy PO34MHHUKIB He MOBMHHI MOTPanIATU B 30HY BUMPOMIHIOBaHHA 3BaptoBanbHOI Ayru.

HEBE3MNEKA MAFHITHOro nona

MarHiTHi, CTBOPeHi BUCOKMM CTPYMOM, MOAA MOXYTb YAHUTN HEraTMBHUI BB Ha NpaLe3aaTHiCTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeM, NepLu Hixk HabnuxxaTmuca 4o po6oyoro 3BaproBanbHOrO MagaHumnKa.

HEBESMNEKA BUJ/IbOTY ICKOP

-3alMUCTI NpeaMeTn BUAANNTU 3 poboY0i 30HK;

-He fonyckatTbCcA 3BaproBanbHi po60TM Ha EMHOCTSAX, Y AKUX 36epiratoTbea abo 36epiranvca rasu,
nanbHe, HapTonpoAykTU. MoxknnBa Hebeaneka BUBYXyY 3anULLKIB LIUX MPOAYKTIB;

-y NOXeXo- Ta BUbyxoHebe3neuHmx NpUMILLLeHHAX 4OTPUMYyBaTUCA 0COBNMBUX NpaBun, BiANOBIAHO
[10 HaLliOHaNbHWUX Ta MDKHAPOAHUX HOPM.

BiANOBifa€ cTaHAapTaM TexHikn 6e3neku;
- BUKOPUCTOBYBATU TiIbKW BiAMNOBIAHWI (BaXXKKO3aMMUCTUI OAAT).

OCOBUCTE 3AXCHE OCHALLLEEHHA

[na ocobucToro 3axmcTy AOTPUMYATECH HACTYNMHUX NPaBun:

-HOCUTU MiLHe B3YTTA, LLLO 36epirae i30Ntoro4i BNacTUBOCTI, B TOMY YMCAi 1y BONOTMX yMOBaX;
-3axuLLaTh PYKKM i30M1I0HYUMN pyKaBUYKaMu;

-3axuuiaTv o4i 3aXMCHOK Mackow 3 ¢INbTPOM ynbTpadioNneToBoro BUMPOMIHIOBAHHA, AKWIA

HEBE3MNEKA IHTEHCUBHOTIO LULYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Mig vac 3BaptoBaHHA MOXe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpautoroTb 3 06nagHaHHAM, nigvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTy OpraHiB CNyxy.

#)
=i
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

Crtuncnuin nocibHmK
KopucTtyBaya

3BaptoBanbHuii kabenb 3
eneKkTpoaoTpuMayem**

3BaptoBanbHuUi Kabenb 3 KNEMOK
«Maca» ABICOR BINZEL* [>xepeno 3BapoBanbHOroO CTPyMy 3
MexaHi3MoM nogadi ApoTy

LUBMAKOBHIMHMI

HanisaBToMaTMYHMUIA NanbHUK** N
MHEBMOPO3’eM

* - KpimM Mogenei 3 iHaekcoM «WA»
** - Kpim Mopeneit 3 iHaekcoM «WA» Ta <\WAM»

YMNPABJIIHHA TA IHOUKALIA

PATON EuroMIG DC MMA/TIG/MIG/MAG



SATO

1-Pyuka nynbTa gaxkepena cTpyMy ana Bubopy dyHKUiNn/napaMeTpiB NOTOYHOTO PEXUMY 3BaptOBaHHA Ta BCTAHOB/NEHHA IX 3HaYeHb. 3a
3aMOBUYBaHHAM:
a) Ana MMA - cTpyM 3BaptoBaHHs;
b) AnA TIG - cTpyM 3BaproBaHHA;
c) Ana MIG/MAG - Hanpyra 3BaptoBaHHA.
2-CeMuWcerMeHTHUI iHAMKATOpP NyNnbTa AXXepena cTpyMmy;
3-KHonka «PROG INDUCTIVE» Bu6opy nporpamu 3BaptoBaHHA (Habip paHille HanawitoBaHMX KOpUCTyBayeM napameTpis).
JopatkoBa pyHKUiA y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe Binblue 1 cekyHAW ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI;
4-KHonka «MODE» Bu6opy cnocoby 3BaptoBaHHA:
a) pyyHe enekTpoAyrose 3BaproBaHHA NOKPUTUM enekTpoaomM (MMA);
b) aproHoayrose 3saptoBaHHA BoNbdpaMoBuM enektpoaom (TIG);
c) HaniBaBTOMaTUYHE 3BaptoBaHHsA B 3axMCcHUX rasax (MIG/MAG);
5-lHamnKaTopm o6paHoro cnocoby 3BaproBaHHA;
6-KHonka «TEST GAS» ans nepeBipky i HanalwTyBaHHA Nofadi 3aXMCHOro rasdy (npautoe Tinbku B MIG/MAG 3BaptoBaHHi). HaTUCHITb
KHOMKY, W06 BiAKpUTK KnanaH noaadvi rasdy. HanalwTyinte BUTpaTy rady BEHTUNEM Ha 6anoHi i HaTUCHITb KHoNKy «TEST GAS» Lue pas,
06 3aKpuUTU Nogady rasdy, un BoHa Byae aBToOMaTUUYHO NpUNUHeHa Yyepes 15 cekyHA nicna BiaKpuUTTA knanaHa. Mpu noaadi rasy aopit
He pyxaeTbes;
7-Pyyka nynbTa nogadi Apoty (npautoe Tinbku B MIG/MAG 3BaptoBaHHi). HaTucHiTb Ha pyuky aAns BigobpaxkeHHA Koay
PyHkuii/napameTpy. MoBepTanTe pyuky Ana Bubopy dyHKuin/napameTpi. HaTUCHITL Ha Hei i MOBOpOTaMn BCTAaHOBITb 3HAYEHHA
obpaHoi pyHKUii/napameTpy. HaTUCHITb Ha py4yKy perynaTtopa Lie pas, Wob nigTBepAMTN 3HaYEHHA | NOBEPHYTUCH A0 KOAiB BUGopy
PyHKUi/napameTpis;
8-CeMucerMeHTHUI iHAMKaTOp NynbTa nogadi apoty. MNMpautoe Tinbku B MIG/MAG 3BaptoBaHHi;
9-KHonka «WIRE INSTALL» - HaTUCHITb i yTpUMyiiTe ANa 3anpaBneHHA ApoTy (Npu pyci ApoTy ra3 He nogaeTtbes). Mpautoe Tinbku B
MIG/MAG 3BaploBaHHi;
10- KHonka «KEY TORCH» ansa Bu6opy pexunMy KHOMKW HaniBaBTOMaTU4YHOro nasnbHuka (npautoe Tinbku B MIG/MAG 3BaptoBaHHi);
a) 2T - 4BOTaKTOBUI PEXXMM KepyBaHHA HaMiBaBTOMaTUYHUM NanbHUKOM;
b) SPOT - pexkuM 3BaptoBaHHA Kpankamu (MpuxeaTkamu);
c) 4T - YOTUPUTAKTOBUIN PEXXUM KEPYBaAHHSA HaMniBaBTOMaTUYHUM NasibHUKOM;
11- Kpwuiuka Biaciky MexaHi3amy nogadi ApoTy Ta KOTYLLKMN;
12- Po3'eM KZ-2 Tuny «€EBPO» gns nia’eqHaHHA pykaBa HaniBaBTOMaTUUYHOIO NasbHUKa;
13- Cunosa nepeMuyKa 3BaptoBasibHOro CTPyMy;
14- BuMuKau XXMBNEHHS;
15- BXigHWI WTyuep nogadi 3axXmMcHoOro rasy;
A -THi300 «+» 3BaptOBanbHOIO CTPyMYy:
a) npu MMA 3BaptoBaHHI NigkntoyaeTbcsa kabenb enekTpoaoTprMaya (Mpy BUKOPUCTaHHI cneuianbHUX enekTpoais,
niakntoyaeTbca kabenb «<Maca»);
b) npw TIG 3BaptoBaHHi NiagkOYaeTbCA TiNbkK kKabenb «Mmaca»;
c) npu MIG/MAG 3BaptoBaHHi CYLLiNbHUM APOTOM NiAKNH0YAETbCA CUNOBUIA Kabenb MexaHi3My nogadi 4poTy;
d) npu MIG/MAG 3BaptoBaHHi caM03aXUCHUM APOTOM MigKNtoYaeTbca kabenb «Maca»;
B - MHi3[0 «-» CMNoBOro CTpymy:
a) npu MMA 3BaptoBaHHi nigkntoyaeTbca Kkabenb «Maca» (NpPW BWKOPUCTaHHI cneuianbHUX €nekTpoais,
nigkntoyaeTbca kabenb enekTpoAoTpuMaYa);
b) npw TIG 3BaptoBaHHI NiAKNHOYAETLCA TiNTbKU BEHTUIbHWI aproHoAyroBumiA nanbHWK abo NnepemMmnyka 3saproBanbHOro
CcTpyMy (13) Npy BUKOPUCTaHHI NanbHWKa KHOMKOBOrO TUNY;
c) npu MIG/MAG 3BaptoBaHHi CYLLiIbHUM APOTOM NiAKNHOYaETbCA Kabenb «Maca»;
d) npu MIG/MAG 3BaptoBaHHi CaM0O3axUCHMUM APOTOM MiAKNHYAETLCA CUNOBUIA Kabenb MexaHi3My nogavi 4poTy.

BBEOEHHA B EKCTJTYATALLIIO

3BaptoBanbHUI anapaT NpU3HauYeHnin BUKNKOYHO: 414 PYYHOT0 AYroBOro 3BaptoBaHHA LWTYYHUM NOKPUTUM eNekTPOAOM, 3BaptoBaHHA B
cepenoBuLLi aproHy, abo HaniBaBTOMaTUYHOIO 3BapOBaHHA B CEPEAOBULLI 3aXMCHUX ra3iB cTanesuM abo antoMiHieBUM APOTOM. IHLWe
BMKOPUCTaHHA anapaTy He BiANoBiAae Moro NnpuaHayeHHo. BukopuctaHHA 3a NpU3HaYeHHAM Mae Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOiI
iHCTpyKUii. BUpoBHMK He Hece BiANOBIAANbHOCTI 32 NOLWKOAXKEHHSA, 3aBAaHi BAKOPUCTAHHAM anapaTty He 3a NPU3HaYeHHAM.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo po3MillyBaTv anapat Tak, Wob 3a6e3nedyBaBcs 6e3nepellkogHMi 4OCTYN OXON0AXKYHOUOro NoBIiTPA Yepes BEeHTUNALINHI
OTBOPMW Ha NepeaHil i 3agHin naHensx. CniakynTe 3a TUM, Wo6 MeTaneBuin NuN (Hanpuknag, nig Yac Haxaa4vHoro wnipysaHHA) HE
3aCMOKTyBanaca B anapaTt BEHTU/IATOPOM OXO/T0A>KEHHA.

nIgAK/IFOYEHHA 4O MEPEXKI X)KUBJ/IEHHA

3BaptoBanbHUIN anapaT po3paxoBaHUii Ha Hanpyry >XueneHHs 220/230 B (-27% +18%).

YBATA! lMpu nigkntoyeHHi anaparta Ao Hanpyry XXueneHHs suile 270 B Bci rapaHTiliHi 3060B'A3aHHA BUPOGHMKA BTpayatoTb cuny! A
TaKkoX rapaHTiiHi 3060B'A3aHHA BUPOBGHMKa BTpa4aroTb YMHHICTb NPU MOMUAKOBOMY NiAKNHOYEHHI Gasu XMUBNEHHA Ha 3a3eMNEHHA
oxepena.

Po3'eM >X1BneHHnA, nepepi3 kabenis >XMBMeHHsA, 3an06iDKHUKM XXMBNEHHA NigéupanTe BUXOAAYM 3 TEXHIYHUX AaHWUX anaparTa.
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MapamMempu pe>kuMiB 3BaproBaHHA

AiameTp enekTpoay BcTaHoBNEHe 3HaUeHHA AiameTp apoTy npu MepeTuH >un kabenio Makc. noBXuHa
npu MMA, MM cTpymy npyu MMAiTIG, A MIG/MAG, MM >KMBNEHHSA, MM? >KUBNEHHA, M
1,0 75
1,5 115
@2 no 80 no @0,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
@3 no 120 no 30,8 2,5 130
4,0 205
6,0 310
2,0 80
2,5 100
@4 no 160 no @1,0 4.0 165
6,0 245

YBATA! BuMukau XVUBNEHHA Ha 3a4Hi naHeni anaparta He € CUI0BUM, NPY BUMWUKaHHI BiH HE 3HECTPYM/THOE BHYTPILLIHIO €1EKTPOHIKY
noBHicTto. 3rigHO NpaBun TexHikn 6e3nekn BUMaliTe BUNKY 3 MepeXi Nicna 3aBepLUeHHA 3BaptoBanbHUX PobiT.

CXEMA NIAK/TIOYEHHA AMNMAPATA /194 3BAPFOBAHHA NOKPUTUMU EJIEKTPO4AMU (MMA)

ENEKTPOOOTPUMAY

PEKOMEHOBAHA 4OB)XXWUHA 3BAPHOBA/IbHUX KABEJ/1IB:

MakcumManbHui cTpyMm, A TR R A nqnepeulzoro Mapka ka6ento
(B 0A4HY CTOPOHY), M nepepisy, MM
100 2.7 10 Kr1x10
150 3...10 16 Kl 1x16

CXEMA MNIAK/TIOYEHHA AMAPATA 4/14 3BAPFOBAHHA B APIOHI 3 nansHukom 35-50 (TIG)

APTOHOBWM
NANTbHUK
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CXEMA NIAK/TIOYEHHA AMNAPATA 4/194 3BAPFOBAHHA B APTOHI 3 nansHukoM GZ-2 (TIG)

APFOHOBUMN
NANbHUK

KNEMA "MACA"

_#——-;‘ BUPIB

HAMIBABTOMATUYHUN
NANbHUK

KNEMA "MACA"

TEXHIYHI XAPAKTEPUCTUKU PATON EuroMIG

HomiHanbHa Hanpyra >xuBneHHa 50/60 'y, B 220/230
JonycTumi Mexxi Hanpyruv >XuBneHHsa, B 160...260
HoMiHanbHWUI CTPYM XXUBNEHHA, A 17...20
HoMiHanbHa cno)xuBaHa NOTY>KHiCTb, KBA 3,8...4,4
MakcuManbHa cno>kuBaHa NOTY)KHiCTb, KBA 5,5
KKA, % 90

. 80%/npn 150 A
TpuBanicTb HaBaHTaXkeHHsA (TH) 100%/npyt 134 A
IMnynbCHi pe>xuMu 3saproBaHHs, 'y, MMA: 0,2...500

TIG: 0,2...500

HoMiHanbHWi 3BaploBanbHU CTPYM, A 150
M. M airounn p " cTpyM, A 200
Me>xi perynioBaHHA 3BaploBasnibHOro cTpymy, A 8...150
JiameTp NOKPUTOro enekTpoay, MM 1,6...4,0
DyHKuifa «apauuni ctapm» MMA PerynboBaHa
DyHKuina «Dopcax ayrn» MMA PerynboBaHa
DyHKLiA <AHTUNPUANNaHHA» MMA ABTOMaTU4YHA
Bnok 3HM>KeHHA Hanpyru xonocrtoro xoay MMA YBIiMK / BUMK
Hanpyra xonoctoro xogy MMA, B 12/75
Hanpyra nignany ayru, B 110
Me>xi perynioBaHHA 3BaptoBanbHOi Hanpyru, B 12...23
AiameTp cyuinbHoro | cTanbHOro 0,6...1,0
3BaploBanbHOro ApoTy, MM | antoMiHiesoro 0,8..1,2
MeXxi perynioBaHHA LUBMAKOCTI Noaadi ApoTy, M/XB 1,0...10,0
Tun MexaHi3My nopadi gpoTy 2-pPONNKOBUI
MakcrManbHa Maca KOTYLUKW 3 APOTOM, K& 5
Pe>XMMU KHONKWU HaniBaBTOMaTUUYHOro nanbHUKa 2T, 4T, SPOT
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Tun oxonopykeHHA MoBiTpAHe aganTuBHe
Jiana3oH po6ounx Temneparyp, °C —-25...+45
Fa6apuTHi po3mMipu (JoexuHa x LUnpuHa x Bucora), MM 390 x 194 x 295
Maca 6e3 KoTyLuKK Ta 6e3 akcecyapiB, K& 9,2

Knac 3axucty IP33

HANALUTYBAHHA ®YHKLIA AMTAPATA

KepyBaHHs 3BaptoBanbHUM anapatoM PATON EuroMIG 34iicHI0ETbCA 32 4ONOMOroK KHOMOK i ABOX MyNbTiB:

-nynbTa Axxepena cTpyMmy, LLLO CKNafaeTbea 3 pyyku (1) Ta ceMMcerMeHTHOro iHankartopa (2);

-nynbTa nogadi ApOTy. WO CKNaAaeTbCs 3 Pyuku (7) Ta CEMUCErMEHTHOrO iHAMKaTopa (8). MynbT nogayi APOTY aKTUBHUI TiNbKK Npu
yBIMKHYTOMY croco6i 3saptoBaHHA MIG/MAG.

HaTucHiTb kHonky «MODE>» (4), wo6 o6paTtn noTpi6HUIA cnoci6 3saptoBaHHsa (MMA, TIG, MIG/MAG).

O6uaBa NynbT1 MOXYTb 3HaxXoAUTUCA Y 3a610KOBaHOMY (3a 3aMOBYYBaHHAM) YN y pO36/10KOBAHOMY CTaHi.

3abnokoBaHWin nynbT Bigo6Gpaxkye i [O3BONAE perynoBaTv NMLLE OCHOBHWI napaMeTp BCTaHOBNEHOro crnocoby 3BaproBaHHA.
MoBepTaliTe pyyKy perynatopa akTMBHOrO MynbTa, 106 3MiHUTW 3HaYEHHS OCHOBHOTO NapameTpy:

-Ha nynbTi g)xepena cTpymy pyykoto (1):

o CTpyM 3BaploBaHHA/6a30BUIA CTPYM — Npu 3BaptoBaHHi MMA B pe>kvMax NocTiiHOro/iMnynbCHOro cTpyMmy;
o CTpyM 3BaploBaHHA/6a30BUIA CTPYM — Npu 3BaptoBaHHi TIG B pe>kvMax NocTinHOro/iMnynbCHOro CTpyMmy;
o Hanpyra 3BaptoBaHHA/KopeKLia Hanpyru — npu 3saptoBaHHi MIG/MAG B pe>kvMax NocTiHOro/iMnynbCHOro CTpyMy;

-Ha nynbTi nogauyi ApoTy npu 3BaptoBaHHi MIG/MAG pyukoto (7):
o LBuakicTtb apoTy.

Po36nokyiTe nynbT, AK ONUCaHO HXKYe, W06 oTpuMaTh A0CTyN A0 GYHKLIA TOHKOro HanawTyBaHHA o6paHoro cnocoby 3BaptoBaHHA.
Pyuku (1) i (7) € ronoBHUMYK 6aratodyHKLiIOHaNbHUMY OpraHaMmn KepyBaHHA PO36/10KOBaHUM MyNbTOM:

-HaTtucHiTb Ha pyuKy AnA Bigo6paxkeHHA koay dyHKLUjii/napameTpa;

-O6epitb 6axkaHy dyHKLUit0/NapaMeTp NOBOPOTOM perynatopa;

-HaTucHITb Ha pyuKy i Ti NOBOpoTaMu HanalwTyiTe 3HaueHHA BUGpaHoi dyHKLii/napameTpa;

-HaTuCHITb Ha pyuKy LLie pa3 AnAa 3anucy o6paHoro 3HayeHHA Ta NOBEPHEHHA Ha piBeHb BMOOPY dyHKLi/NnapaMeTpis — 3pobneHi 3aMiHu
6ynyTb 0Zipa3y 3aCTOCOBaHi 0 MOTOYHOrO PEXMMY 3BaplOBaHHA.

PO3b6/10KYBAHHA TA B/1IOKYBAHHA Y/1bTIB KEPYBAHHA

B 3abnokoBaHOMy (3BMYaHOMY) pexuMi po6otn BMGIp Ta HanawTyBaHHA OYHKLUiN anapaTa o6MexXeHi peryntoBaHHAM OCHOBHOIO
napameTpy NoBOpOTaMu pyyku nynbTta axkepena ctpymy (1). Ay cnocobi MIG/MAG akTvBHa TakoX pyyka nynbTy 610Ky nogadi (7).
HaTucHiTtb Ta yTpumyiite pyuky perynatopa (1) a6o (7) Ha npoTasi 3,5 cekyHA, w06 po36nokyBaTh AOCTYN 40 HanalITyBaHHA iHLLIMX
napametpis. Mig yac po36nokyBaHHA Ha BiANOBIAHOMY CEMUCErMEHTHOMY iHAMKATOPI NMOCNIAOBHO 3racatoTb rOPUIOHTANbHI LUTPUXU.
Micna 3racaHHA BCiX LUTPUXIB AOCTYN A0 HanaluTyBaHb po36/10KOBaHUN.

HaTucHiTb i yTpuMyiTe pyuky perynatopa (1) a6o (7) 6inblue 3,5 cekyHa, w06 3abnokysaTu BianosigHWIM nynbT. Mig yac 6nokyBaHHA
CeMUCEerMeHTHUI iHAVKaTOp My/bTa NOCAIA0BHO 3aMOBHIOETLCA FOPUIOHTANbHMMM LLITPUXaMMU. [icA MOBHOro 3anoBHEHHA iHAMKaTopa
[l0CTyn 10 HanaluTyBaHb anapaTa 3a6/10KoBaHWUI.

3MIHA MPOrPAMU 3BAPHOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epiratv Ta 3aBaHTa>XuTu A0 16 pi3HUX BapiaHTIB HanalwTyBaHb
3BaproBanbHOro npouecy (nporpam).

HaTucHitb kHonky «<PROG INDUCTIVE» - Ha iHaukaTopi gxepena cTpyMy (2) 6yae BigobpakeHUt HoMep NoTo4Hoi nporpamu. 3a
[0MNOMOroH py4KuM perynatopa o6epitb 6axkaHy nporpamy i HaTUCHITb Ha pyuKy, LWO6 3acTocyBaTK HanawTyBaHHA 06paHoi NporpamMu.
Yci 3MiHM B HanalwTyBaHHsAX 6y4yTb aBTOMaTM4YHO 3aCTOCOBaHi i 36epexkeHi, Ta 3aCToCOoBaHi NPy HAaCTYNHUX YBIMKHEHHAX anapara.

CKUAAHHA HAJIALUTYBAHb MOTOYHOI MPOrPAMU 3BAPFOBAHHA

HaTtuckaiTte Ha kHonky «MODE> (4) i 06epiTb 6axkaHuit cnocib 3BaptoBaHHA, NapaMeTpu AKOro NoTPIGHO CKUHYTH.

HaTuCHITb | yTpMMyiMTE pyuKy akTMBHOrO perynatopa (1) abo perynatopa (7) 6inbLue 12 cekyHA, o6 CKUHYTM HanaluTyBaHHA NOTOYHOIO
cnocoby 3BaptoBaHHA A0 3aBOACHKMX 3HAaY€eHb. He NoTpibHO 3BepTaT yBary Ha 306pakeHHA rOPU30HTaNIbHUX LUTPUXIB Ha iIHAMKATOPI.
B npoueci cknaaHHa Ha iHankaTopi 6yae Bifo6pa>keHnin 3BOPOTHIM Bianik «333...222...111», a npu gocArHeHHi «000» BCi HanalwTyBaHHA
NOTOYHOro crnocoby 3BaptoBaHHA 6yayTb OHOBMEHI Ha 3aBoACbKi. CKMAaHHA napaMeTpiB KOXXHOro nocoby 3BaproBaHHsA BiabyBaeTbCcA
He3anexHo i He BNANBaE Ha HanawTyBaHHA iHLWIMX.

IHONKALLIA MEPETPIBY ATMAPATY

TeMnepaTypa K/1lO4OBKX €M1eMEHTIB anapary, Aki HarpiBaloTbCsa Nif Yac po6oTi, KOHTPOMIOETECA €NEKTPOHHOI CUCTEMOIO 3aXUCTY Bif,
neperpisy.

Y BuNagKy neperpisy KMOUOBKX E/1EMEHTIB Ha iHAMKATOPI akepena cTpyMy (2) Bigobpaxkaetbes i 6nMMae cMMBON «t°» — NOTPIGHO
NPpUNUHUTK po6OTy, ane He BUMMUKATK anapart! A foueKaTUCA OXONOAXKEHHA anapaTy B6y40BaHUM BEHTUIATOPOM.
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Micns 0XonoAXeHHA HarpiTMX eNeMeHTiB A0 HOPManbHOi Po60o4Y0i TEMMepaTypu Ha iHAMKaTopi (2) 3HOBY Byae BiAo6Gpa>keHe 3HaYeHHA
OCHOBHOrO napaMeTpa NMoToYHOro crocoby 3BaptoBaHHA. MoXkHa NPOAOBXUTM Po6OTY 3 anapaTtoM, NMpu MOXIIMBOCTI TPOXM 3MEHLLITh
TpuBanictb HaBaHTaxkeHHA (TH) abo po6ounii cTpyM/Hanpyry 3BaptoBaHHsA, W06 He NeperpiBaT 3BaptoBanbHUA anapart.

MEPENIK ®YHKLLIA AMAPATA

Cnoci6 3BaproBaHHA «<MMA»

Bipo6paxkatoTbcA Ha iHAMKaTOPI Aykepena cTpyMy (2):
0) [ A.] ocHOBHWIN NapaMeTp: CTPYM 3BaploBaHHA (3a 3aMoBYyBaHHAM = 80 A);
a) 8...150 A (kpok 3MiHK 1 A);
1) [H.St] cuna "lapadoro ctapTy" (3a 3aMoBYyBaHHAM= 50%);
a) O[OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS] uac «Fapsauoro cTapTy» (3a 3aMoBYyBaHHAM = 0,3 C);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna «®opcaxky ayru» (3a 3aMOBYyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3MiHW 5%);
4) [u.AF] nopir cnpauboByBaHHsA yHKLUii «@Popcark ayru» (3a 3aMoBUyBaHHAM = 12 B);
a) 9... 18 B (kpok 3MiHn 1 B);
5) [BAH] Haxun BonbTaMnepHOi XxapakTepUCTUKHM (3a 3aMoBYyBaHHAM = 1,4 B/A);
a) 0,2...1,8 B/A (kpok 3MiHu 0,4 B/A);
6) [Sh.A] pe>xxnm 3BaptoBaHHA KOPOTKOO AYroto (3a 3aMoBYyBaHHAM = OFF);
a) 0 [OFF] ... 3 (kpok 3MiHu 1);
) [VrD] 6nok 3HM>KEeHHA Hanpyru XonocToro xoAy (3a 3amoB4vyBaHHAM = OFF);
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWI;
8) [Po.P] pe>xuM nynbcauii cTpyMy (3a 3amMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHW;
JopaTtkoBo Bipo6parkaloTbCca B peXkMMi nynbcauii ctpymy «MMA»:

~N

9) [-A.-] oCcHOBHMI1 NapaMeTp: 6a30BUI CTPYM (3a 3aMoBUyBaHHAM = 80 A);
a) 8... 150 A (kpok 3MiHK 1 A);
10) [_A._]cTpyM nayam (3a 3aMOBYyBaHHAM = 25 A);
a) 8...150 A (kpok 3MiHW 1 A);
11)  [Fr.P]uacToTa nynbcauiit cTpyMy (3a 3amMoB4YyBaHHAM = 5,0 'L);
a) 0,2...500 Ny (AnHaMi4YHWU KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa - BiAHOCHa TpMBanicTb iMnynbcy 6a30BUI CTPYM (3a 3aMOBYYBaHHAM = 50%);
a) 20...80% (KpoK 3MiHM 2%).

Cnoci6 3BaproBaHHA «TIG»

Bipo6paxkatoTbca Ha iHAMKATOPI A)kepena cTpyMy (2):
0) [ A. ] OCHOBHWIN NapaMeTp - CTPYM 3BaploBaHHA (3a 3aMOBYYyBaHHAM = 60 A);
a) 8... 150 A (kpok 3MiHu 1 A);
1) [but] pe>knM KHONKM NanbHUKa (3a 3amMoBuyBaHHAM = [LFt]);
a) [LFt] - pexxuM 6e3 BUKOPUCTaHHA KHOMKW NanbHuka TIG-LIFT;
b) [LF2] - 2-TakTOBUIN pEXnM KHoNku TIG-LIFT2T;
c) [LF4] - 4- TakTOBUI pexxum kHonku TIG-LIFT4T;
) [t.uP] yac HapocTaHHA cTpyMy (3a 3aMoBUyBaHHAM= 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHuK 0,1 c);
3) [t.dn] yac cnapaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);
) [Pr.A] crapToBMIA CTPYM (32 3aMOBYyBaHHAM = 20 A);
a) 8...50 A (Kpok 3MiHK 1 A);
) [Po.A] KiHLLeBUIA CTPYM (3a 3aMoBYyBaHHAM = 20 A);
a) 8...50 A (kpok 3MiHK 1 A);
6) [t.Po] wac nicnanpoayBKu 3aXMCHMM ra3om (3a 3aMoBYyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);
7) [Po.P] pexkum nynbcauii cTpyMy (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHUI;
b) OFF - BUMKHEHW;
JopaTtkoBo Bifo6parkatoTbeca B peXkuMi nynbcauii cTpyMmy «TIG»:

N

N

o

8) [-A.-] ocHOBHWMI NapaMeTp - 6a30BUI CTPYM (3a 3aMOBYYBaHHAM = 60 A);
a) 8...150 A (kpok 3MiHW 1 A);

9) [_A._] cTpyM naysau (3a 3aMoB4YyBaHHAM = 25 A);
a) 8...150 A (kpok 3MiHK 1 A);
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10) [Fr.P]uacTtoTta nynbcauii cTpyMy (3a 3amoBuyBaHHAM = 10,0 I'L);
a) 0,2...500 Ny (AanHaMi4YHW KPOoK 3MiHK 0,1 Mu...1 Tw);

11)  [dut] cniBBigHOLWeEHHA iMNynbc/naysa - BiAHOCHa TpMBanicTb iMNynbcy 6a30BUiA CTPYM (3a 3aMoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA «MIG/MAG»

Bipo6paxkatoTbcA Ha iHAMKaTOPI A)kepena cTpyMy (2):
0) [ U. ] ocHOBHMI NnapaMeTp Hanpyra 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 19,0 V);
a) 12,0...23,0 V (kpok 3MiHn 0,1 V);
1) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYyBaHHAM = 0);
a) -5...0...5 cTyniHb (KPOK 3MiHW 1 CTYyNiHb);
2) [t.uP] yac HapocTaHHA 3BaptoBaHHA (3a 3amMoBYyBaHHAM = 0,1 ¢C);
a) 0 [OFF] ... 5,0 c (kpok 3MiHK 0,1 c);
3) [t.dn] yac cnoBinbHEHHA 3BaptOBaHHA (3a 3aMoBYyBaHHAM = 0,5 c);
a) 0 [OFF] ... 5,0 ¢ (kpok 3MiHK 0,1 c).

Bipo6paxkatoTbca Ha iHAMKaTOpPi MexaHi3My nogadi ApoTy (8):

0) [SPd] apyruin ocHoBHWIA NapaMeTp cnocoby — WBUAKICTb NoAavi ApoTy (3a 3aMOBUYYBaHHAM = 4,5 M/XB);
a) 1,0...10,0 M/xB (Kpok 3MiHuM 0,1 M/xB);

1) [SFt] M’akui cTapT ApoTy (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWIA;

2) [t.Pr] yac nepeanpoAyBKK 3aXMCHUM ra3oM (3a 3amoB4YyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);

3) [t.Po] wac nicnanpoayBKu 3aXxMCHMM ra3om (3a 3aMoBYyBaHHAM = 1,5 ¢);
a) 0,5...25,0 ¢ (kpok 3MiHuK 0,1 c);

JopaTtkoBo Bipo6parkaloTbea TiNbKU B peXkumi SPOT:

4) [t.SP] wac kpanku (3a 3aMoBuyBaHHAM = 1,0 c);
a) 0,5...5,0 (kpok 3MiHK 0,1 c);

5) [t.PS] uac nay3u (3a 3amMoBYyBaHHAM = 1,5 ¢);
a) 1,0...10,0 (kpok 3MiHn 0,1 c).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLaHoBHMI cnoXueau!

MATOH IHTEPHELLUH/ askye Bam 3a Bu6ip npoaykuii PATON™ ta rapaHTye BUCOKY AKicTb Ta 6e3a0raHHe GyHKLiOHYBaHHA AaHOro BUpoby

3a YMOBW AOTPUMAHHA NpaBu MOro ekcnayatawii.
YBATA!!! Mepepn BukopucTaHHAM o61agHaHHA PEKOMEHAYEMO 03HAMOMUTUCA 3 POSLLMPEHO IHCTPYKLIEHD 3 ekcnyaTauii,
a TakoX MepeBipuUTV NPaBWUIbHICTb 3aMOBHEHHA rapaHTiliHOro TanoHa. Hassa Mopaeni Bupoby, Ta Moro cepiiHuii Homep
NOBWHHI BYTW iAEHTUYHI 3anuMcaM B rapaHTiiHOMY TanoHi. He gonyckaeTbCcA BHECEHHA B TanoH 6yAb-AKWUX 3MiH 4w
BUMpPaBeHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLUH/ rapaHTye cnpaBHy po6oTy Axxepena CTpyMy y pasi AOTPMMaHHA CroXunBavem yMoB ekcnayaTadii, 36epiraHHs 1
TpaHCMopTyBaHHA.

YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHSA BifiCYTHE 32 yMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBasnbHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:
Mogenb anapary [ TepMiH rapaHTii |
| EuroMIG | 3 pokun |
OCHOBHWI rapaHTinHWIA Nepioa 064YNCAIOETbCA 3 AHA NPOAaXy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHayeTbCcA 3341 YHUKHEHHA BUXOAy anapaTty 3 nagy oAuH pas3 Ha MiBPOKY, 3a/eXHO Bif YMOB eKcnayaTauii, 3HATU 3axUCHY
KPULLKY | BAKOHATN YNCTKY BHYTPILLHIX eNeMeHTiB i By3niB 06nagHaHHA CTUCHEHWUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAMTU aKypaTHO,
YTPUMYHOUM LLNAHT KOMMNPecopa Ha A0CTaTHIN BiACTaHi, 06 He MOLUKOAUTU NaiKy eNeKTPOHHMX KOMMOHEHTIB | MexaHi4Hi YacTUHN.

[Mig 4ac 0OCHOBHOrO rapaHTiHOro Nepioay, y BUNaaKy rapaHTinHOro peMoHTY, NpoaaseLb 3060B'A3yeTbCA 6E3KOLUTOBHO ANA BlacHMKa
iHBepTOpHOro o6nagHaHHA PATON™:

-npoTAroM 1 poky 3 gatu npua6aHHA KNieHTOM o6nagHaHHA onnaTuUTK foctaBky obnagHaHHA B CepBiCHUIA LLEHTP | MOro NoBepHEHHA
KNiEHTY, BUKOPUCTOBYIOYM MNOCNYrN KOMNaHii «<HoBa nowuta»;

-NPOBECTW AiarHOCTMKY Ta BUABUTU NPUYMHY HECTIPABHOCTI;

-3ab6e3neyunTn HeobXiAHMMMN ANA BUKOHAHHA PEMOHTY By3/1aMu1 Ta efleMeHTaMu;

- BiAPEMOHTYBATV HecrnpaBHe 06n1agHaHHS;

-NPOBECTN TECTYBAHHSA BiJPEMOHTOBAHOIo 061aHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOOTLCA Ha 061aaHaHHA:

-3 MexaHiYHMMU NOLLKOAXKEHHAMM, LLO BNIMHYNWN Ha NpauesaaTHICTb anapaTty (aepopmMauia kopnycy i aeTanein BHacNiAoK nagiHHA 3
BMcoTK abo nagiHHA Ha 06nagHaHHA BaXKKMX NPeAMETIB, BUNafaHHA KHOMOK Ta Po3'eMiB);

-3i cnigamu Koposii, Aka cTana NPUYNHOI HECNIPABHOIO CTaHy;

-fike BUNMLLIO 3 najy Yepes BM/IMB CUMbHOTO 3BOMTOXEHHSA Ha MOro CUIOBI i eNeKTPOHHI eneMeHTu;

- ke BUMLLO 3 1agy Yepes HakoNMUYeHHA CTPYMOMPOBIAHOTO NUAY (BYriNbHUIA NWA, MeTaneBa CTPy>Ka Ta iH.) BcepeauHi;

-3i cnigamun cnpo6 caMoCTiINHOrO PeMOHTY/3aMiHu Noro By3nie Ta/abo KOMMOHEHTIB.

Tako>< OCHOBHIi rapaHTiliHi 3060B’A3aHHA He NOLUMPIOKOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTV 06naaHaHHA, AKi NigfatTbCca GisnYHOMY
KOHTaKTy, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

- BUMUKaY XXUBNEHHS;

- PYYKV peryntoBaHHA napameTpiB 3BaptoBaHHA;

-po3'eMu NigKNoYeHHA kabenis i pykasis;

-po3'eMu ynpaBniHHA;

-Kabenb XXMBNEHHA | BUNKa kabento XXMBNeHHs;

- pyyKa Ana nepeHeceHHs, peMiHb ANA NepeHeceHHs, keic, kopobka;

-TpUMadi eneKkTpoAiB, Knema «Macu», NanbHUK, 3BaptoBanbHi kabeni Ta pykasu.

MpeTeHsii Woao HUX NPUNMatoTbCA He Ni3HiLLEe ABOX TUXKHIB Nicna npoaaxy.

Mpopaeeup 3anuwae 3a cob6o0 NPaBO BIAMOBUTW Y HafaHHI rapaHTIHOrO PeMOHTY, abo BCTAHOBWUTW AaTOK MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MiCALb | Pik BUNYCKy anapaTy (BCTaHOBMHOOTLCA 32 CEPIKHUM HOMEPOM):
- y pasi BTpaTu nacrnopTa BfacHUKOM;

- y pasi BiacyTHOCTi KopekTHOro ab6o B3arani 6yab-AKOro 3anoBHeHHA NacnopTa NPoAaBLEM Mif Yac Npoaaxy anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiHOro o6¢cnyroByBaHHA anapaty y CepBiCHOMY LIeHTPi.
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PYCCKWUA

CBapoyHbIi  annapaT W3roToBNeH B COOTBETCTBUM C  TEXHWYECKMMWM cTaHAapTamMu 1
YCTaHOBNEHHbIMW NpaBuWiaMn TexHWkn 6esonacHocT. TeM He MeHee, MpWU HenpaBUIbHOM
o6pallieH1n BO3HMKAET ONacHOCTb:

-TpPaBMUPOBaHMWA 06CNy>KMBaIOLLLEro NepcoHana Ui TpeTbux NuL;

-NpUYNHEHNA yLlepba caMoMy annapaty UAv MaTepuanbHbiM LLEHHOCTAM NPeAnpUATUs;
-HapyweHusa addekTMBHOro paboyero npowecca.

Bce nuua, cBA3aHHble C BBOAOM B 3KCM/yaTauuio, ynpaBneHUEM, YXOAOM W TEXHUYECKUM
o6cny>xuBaHUeM annaparta AOMKHbI

-061aaaTb 3HAHUAMM M0 CBapKe;

-NPOWTU COOTBETCTBYIOLLYYIO aTTECTALMIO;

-TOYHO co6M0AaTL AaHHYIO UHCTPYKLMIO.

HewcnpaBHOCTM, KOTOPbIE MOTYT CHU3UTb 6€30MacHOCTb, O/MKHbI GbITb CPOYHO YCTPAHEHBI.

NPABWUJIA TEXHUKW BE3ONACHOCTU

OMACHOCTb CETEBOIO ¥ CBAPOYHOIO TOKA

-nopa>keHne aNeKTpnyeckmMMm TOKOM MOXKeT 6bITb CMepTenbHbIM;

-CBapPOYHbIN Kabesnb A0NMKeH BbITb NPOYHbIM, HEMOBPEXAEHHBIM U N30NMpoBaHHbIM. OcnabneHHble
CcoeAVIHEHNA 1 NOBPEXAEHHbIN Kabenb HY>XHO He3aMennuTenbHO 3amMeHuTb. CeTesble kabenu n
Kkabenun CBapo4HOro annapata AOJ/KHbl CUCTeEMaTtn4yeckn TMpoBepATbCA chneunaancTom-
3NEeKTPUKOM Ha UCNPaBHOCTb N30NALUNN;

-3anpeLlaeTca CHUMaTb BHELLHMI KOXYX annaparta Bo BpeMA paboTbl C HUM.

- B

OMACHOCTb U3/TYYEHUA CBAPOYHOW AYIU

3anpewjaetca HabnogaTb 3a CBapo4HOM AYyro HeBOOPYXEHHbIM rnasoM. [yra u 6pbi3ru,
obpasytoLLimecs Bo BpeMa paboTbl, MOryT 06Xeub KOXYy WAM Bbi3BaTb MiaMs, NoaToMy Bcerga
cnegyeT HOCUTb 3aLLUTHYIO Macky C TOHMPOBaHHbBIM GUILTPOM (OUKM AOMKHBI GbiTh OCHALLEHbI
oukamu ¢ ¢punbtpom DIN 9-10). MocTopoHHME Nu1La, HaxoaALMecA B 30He AeNCTBUA YCTPONCTBa,
[OMKHBI 3alUMLLaTh [1a3a creumanbHbIMU 3alUTHBIMU O4YKaMU UMW UCTONb30BaTh Heroprouve,
rornoLlatoLLne UsnyvyeHne aKkpaHsl.

OMACHOCTb BPEAHbIX TA30B U UCMAPEHUI

-BO3HUKLLNMA AbIM U BpedHble ra3bl yaanntb U3 pa60ue|51 30HbI cneumnanbHbIMU CpeacTeamMu;
-o6ecneunTb OCTAaTOYHbIV MPUTOK CBEXETO BO3AYyXa;

-napbl pacTBOPUTENEN HE AOMKHbI NONaaaTh B 30HY U3NTyHEeHUs CBAPOYHON Ayru.

OMACHOCTb MATHUTHOIO NONA

Co37aHHbIE BLICOKMM TOKOM MarHUTHble NoMA MOryT oka3biBaTb OTPULLIATE/IbHOE BO3JENCTBME Ha
pab6oTocnocob6HOCTb anekTponpubopos (HanpuMep, kapanocTumynatop). fluua, HocAlme Takne
npubopsbl, 4OMKHBI MOCOBETOBATLCA C BPAa4OM, NPEXAE YeM NpubamxkaTtbes K pabouel CBapoUHoi
nnoLiagke.

OMACHOCTb BbIJIETA UCKP

-BOCMNaMeHALLMeCA NPEAMETbI YAaNUTb U3 paboyelt 30Hbl;

-He [0nycKatTCA CBapOYHble paboTbl Ha EMKOCTAX, B KOTOPbIX XPAHATCA UK XPaHUIUCH rasbl,
roptovee, HepTenpoAykTbl. BO3MOXHa ONacHOCTL B3pbiBa OCTATKOB STUX NPOAYKTOB;

-B MOXapo- 1 B3PbIBOOMACHbIX MOMELLEHNAX cobntogaTtb ocobble npasuna, B COOTBETCTBUU C
HaLMOHaNbHLIMN U MEeXAYHapOAHbIMU HOPMaMU.

NMNYHOE 3ALLNTHOE CHAPAXXEHUE

[Ana nuuHom 3awnTel HeobxoanMo cobntoaath cneaytoLLme npasuna:

-HOCUTb MPOYHYIO0 06YBb, COXpPaHAIOLLYIO U3ONMPYIOLLIME CBOMCTBA B TOM YWCNE U BO BMAXHbIX
YCNoBUAX;

-3aLLMLLATb PYKU U3ONUPYIOLLMMU NepyaTkaMu;

-3alMLLaTh r1a3a 3alUTHOM Mackoi ¢ GUIbTPOM YNbTPadUONEeTOBOrO U3/Ty4EHUA, OTBEYAIOLLIUM
cTaHAapTaM TeXHWKM 6e30MacHoCTy;

-1CMoMb30BaTh TO/IbKO COOTBETCTBYHOLLIYIO (TPYAHO BOCMIAMEHSAIOLLYOCA OAEXAY).

=0 D T =bo -l =

OMACHOCTb MHTEHCUBHOTIO LLYMA

Bo Bpema cBapku cBapoyHasn Ayra MOXeT u3gasaTh 3ByKWU C ypoBHeM Bbille 85 Ab B TeueHne 8 Yacos
pabouero BpemeHu. Ceaplimku, paboTatowme ¢ obopyaosaHveM, BO BpeMs paboTbl AONXKHbI
HOCWUTb CpeaCcTBa 3aLlUTbl OPraHoB cryxa.
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PACIMAKOBKA

B koMnnekT noctaBkun annaparTa BXo4AT:

KpaTkoe pykoBOACTBO
nonb3oearens

Kabenb cBapoYHbIi C KNEMMOM
«macca» ABICOR BINZEL*

NcTouHUK nuTaHua csapquoﬁ ayrm c
MexaHM3MOM nogayn NpoBosIOKN

MonyaBTOMaTU4eckas ropenka**

BbICTPOCHEMHDIN
NHEBMOPa3béM

* - KpoMe Mogenein ¢ uHAeKcoM «WA»

** - Kpome Mmogenel ¢ uHaekcoM «WA» n «WAM»

YMPABJIEHUE N UHOUKALUUA

1-Pyuka perynatopa nynbTa UCTOYHUKA NUTaHMA. 10 yMONYaHUIO HacTpanBaeT:

a) pna MMA - Tok cBapku;

b) anAa TIG - Tok cBapku;

c) ana MIG/MAG - Hanps)KeHue CBapku.
HaxxmuTte Ha py4ky ana otobpaxkeHuns koga ¢yHkunn/napametpa. MosepHUTE pyuky Ans Bbibopa dyHKUMn/napamMeTpoB. Haxmute Ha
HEE N NOBOPOTaMW YCTAHOBWUTE 3HaYeHUA BblIGPaHHOW YHKLUMW/HACTPOMKKU. Ha)kMuTe Ha pyuky perynatopa ewé pas, 4Tobbl
NoATBEPAUTL 3HAYEHNE U BEPHYTLCSA K KoAaM BbiGopa GpyHKLUMIA/NapaMeTpoB.
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2-CeMUCerMeHTHWUIN MHANKATOP NyNbTa UCTOYHUKA TOKa;

3-KHonka «PROG INDUCTIVE» Bbi6opa nporpaMMbl cBapku (Habop paHee HacTPOEHHbIX MoNMb30BaTesieM napamMeTpoB).
JononHutenbHaa o¢yHkumMA B cnocobe MIG/MAG: HaxmuTe U yaepxuBaiite 6onee 1 cekyHAbl ANA HACTPOMKM YPOBHA
VHAYKTUBHOCTU;

4-KHonka «MODE» Bbi6opa cnocoba cBapku:

a) py4Has anekTpoAyroBas cBapka LUTy4YHbIM anekTpoAom (MMA);
b) aproHogyrosas cBapka Bonb¢opamMoBbiM anekTpoaom (TIG);
c) nonyasToMaTu4eckas cBapka B 3aLLMTHbIX rasax (MIG/MAG);

5-VHankaTopbl Bbi6paHHoro cnocoba cBapku;
6-KHonka «TEST GAS» ans NpoBeEpPKM MU HAaCTPOMKW Nopayvn 3alumTHoro rasa (pa6otaet Tonbko npu MIG/MAG cBapke). Haxmute
KHOMKY, 4TO6bl OTKPbITb KnanaH nogayun rasa. Hactponte pacxos rasa BeHTUNEM Ha 6annoHe U HaxkMuTe KHonky «TEST GAS» el é
pas, 4To6bl 3aKpbITh NoJaYy rasa, unv oHa 6yAeT nNpekpallieHa aBToMaTuyeckun yepes 30 cekyHA nocne OTKPbITUA KnanaHa (npu
noaaye rasa NpoBo/ioka He 1BUraeTcs);
7-Pyuka perynatopa nynbta nogavv nposonoku (pabotaet Tonbko npu MIG/MAG cBapke). Ha>kMuTe Ha py4dky Ans oTo6paxkeHma koaa
dyHKuMn/napameTpa. MNoBepHUTE pyuKy ANa Bbibopa dyHKUM/napaMeTpoB. HaxxMuTe Ha Heé 1 NOBOPOTaMM YCTaHOBUTE 3HAYEHUA
BbIGPaHHOW QYHKLMW/HACTPOKK. HaxxMuTe Ha pyyky perynatopa eLlé pas, YTobbl NOATBEPANTL 3HAYEHUE U BEPHYTLCA K KoaaM
Bbl6opa PpyHKUMIN/NapaMeTpoB.;
8-CeMucerMeHTHUI nHAMKaTop nodaymn nposonoku (pabotaet Tonbko npu MIG/MAG cBapke);
9-KHonka «WIRE INSTALL» - HaxxMuTe u yaep>xusante AnA 3anpaBky NPOBOMOKW (NMPW ABUMXXEHWUW MPOBOMOKW ra3 He nopaércs).
Pa6oTaeT Tonbko npu MIG/MAG cBapke;
10- KHonka «KEY TORCH» ansa Bbibopa pexkvuMa KHOMKW nonyaBToMaTuyeckon ropenku (pabotaet Tonbko npu MIG/MAG cBapke);
11- Kpblillka oTceka MexaHW3Ma NoJAaun 1 KaTyLLKW NPOBOJIOKM;
12- Pasbem KZ-2 tTna «<EBPO» Ana nogkntoueHmna cBapoyHoro pykasa nonyaBToMaTMyeckon ropenku;
13- CwunoBas NepeMblyika CBAPOYHOTO TOKa;
14— Bbiknto4yaTtenb NUTaHus;
15- BxofHoOW LWTyLep NoAaun 3alMTHOrO rasa;
A-Pa3béM cBapOYHOro Toka «+»:
a) npu «MMA» cBapke noakntoyaeTcs kabenb anekTpogoaep>katens (Mpy MCNonb30BaHNKN cneunanbHbiX 31eKTPOA0B
noakntovaetcs kabenb «Macca»);
b) npw TIG cBapke NoAkIoHaeTCcA TONbKO Kabenb «Mmacca»;
c) npu MIG/MAG cBapke CNIOLWHOW NPOBOMIOKOW MOAKNHOYAETCA CUMOBOW Kabenb M3 MexaHu3Ma nogauu
NpPOBONOKM;
d) npu MIG/MAG cBapke camMo3aLLUTHOI NPOBONOKOW NoAKtoHaeTcsa Kabenb «Mmacca»;
B - Pa3béM cBapoOYHOro ToKa«=»:
a) npu MMA cBapke nogkntovaetcsa kabenb «Macca» (Mpy UCMONb30BaHWUM CrieLanbHbIX 3/1EKTPOA0B NOAKIOYAETCA
kabenb anekTpofoaepxatens);
b) npu TIG cBapke — nogkntovaeTca To/IbKO BEHTUIbHAA aproHoAyroBas ropenka U nepeMblyka CBapo4HOro Toka
(13) Np¥ UCMOIb30BaHUM FOPENKN KHOMOYHOTO TUNa;
c) npu MIG/MAG cBapke cnioLHOM NPOBONOKOM NoakntovaeTca kabenb «Macca»;
d) npu MIG/MAG cBapke camMo3alLUTHOW NPOBONOKOW NoAkntovaeTcs kabenb MexaHM3Ma nogayn npoBONOKU.

BBO B 9KCMJZIYATALUIO

CBapouHbIf annapar npegHasHauyeH UCKNOUUTENLHO ANS PYYHOMN AYrOBOM CBapKu LUTYYHbLIM 3NEKTPOAOM, CBAPKU B CPEAE aproHa, a
TakXKe MonyaBTOMaTUYECKON CBapKW CTanbHOW WMAWU antoMUHUEBOW MPOBO/IOKOM B CPEeAe 3alUUTHLIX ra3oB. VIHOe ucnonb3oBaHue
annaparta CYMTaeTCA He COOTBETCTBYHOLLMM Ha3HayeHuto. Vcrnonb3oBaHWe, COrnacHoO Has3HauyeHuto, NoapasyMeBaeT cobnoaeHne
yKa3aHUN HacTosALLEro PyKOBOACTBA MO 9KCryataumu. M3rotoBuTenb He HECET OTBETCTBEHHOCTU 3a yLiEP6, BbI3BAHHbIV
1cnonb3oBaHWeM annaparta He Mo HasHaueHuo.

TPEBOBAHWA K PASMELLLEHUIO

HeobxoanMo pasMelyaTb annapar Tak, 4Tobbl obecnevmBanca 6ecnpenaTCTBEHHbIA BXOA W BbIXO4, OXMaX<4aroLlero Bo3ayxa yepes
BEHTUNALUMOHHbIE OTBEPCTUA Ha nepefdHer M 3agHein naHenax. Cneaute 3a TeM, 4ToGbl MeTannn4yeckasa Nbinb (Hanpumep, nNpu
Ha)kgauHou WndoBKe) He 3acacbiBanacb HENOCPEACTBEHHO B annapaT BEHTUNATOPOM OX/1axKaAeHUs.

MNMOAK/TIOYEHUE K MTNTAHUIO

CBapoyHbI annapaT paccumnTaH Ha HanpaxxeHue nutaHma 220 B (-27% +18%).

BHMUMAHME! Mpu nogkntoveHmmn annaparta K HanpsXeHno nutaHua soille 270 B Bce rapaHTuitHble 06A3aTeNbCcTBa M3roToBMTENA
TepAarT cwny! Takke FapaHTMVIHbIe o6a3aTenbCcTBa U3roToBUTENS TEPAKT cuny npu ownboYHOM nogknw4yeHnn d)aSbI nuTaHna K
3a3eM/ieHuro annaparta.

Pa3bém nuTaHua, ceyvyeHuAa kabenen cetn nnMTaHWA, a TakKxke npenoxpaHuTenu nutaHuAa no,u.6|/1pa|71Te ncxooa U3 TEXHUYECKUX
XapakTepuctuk annapara.
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MapamMempsbl pe>xuMoB cBapKu

[AwnamMeTtp anekTpoaos Cwuna Toka npyu MMA JnameTp NpoBo/OKKN CeueHue xun kabens Makc pnuHa
ana MMA, Mmm nTIG, A npu MIG/MAG, MM nuTaHus, MM? nUTaHusa, M

1,0 75

1,5 115

@2 no 80 no 30,6 2,0 155

2,5 195

4,0 310

1,5 75

2,0 105

a3 no 120 no 90,8 2,5 130

4,0 205

6,0 310

2,0 80

2,5 100

4 4o 160 no @1,0 4.0 165

6,0 245

BHMUMAHME! Bbikntouatenb NUTaHUA Ha 3agHen naHenu annapata He ABNAETCA CWUIOBbIM, OH He 06ecTouMBaeT MOSIHOCTbIO
BHYTPEHHIOKO 3/1EKTPOHUKY. ﬂ,l‘lﬂ COGI’I}O,ELEHI/II;I npasuva TEXHUKU 6e30MacHOCTU BbiK/OYalTe BUNKY NUTaHNA N3 CETU MOoC/ie 3aBepLUeHna
CBapoYHbIx paboT.

CXEMA NOAK/TIOYEHUA ATTAPATA 4/19 CBAPKU LUTYYHbIMU 3/IEKTPOAAMU (MMA)

3NEKTPOAOAEPXATE/b

V30ENUE
PEKOMEHAYEMAA A/INHA CU/1I0BbIX CBAPOYHbIX KABE/IEW:
MakcuManbHbIN TOK, A AnuvHa ka6ensa (B oaHY CTOPOHY), M Mnowaab ceyeHns, MM? Mapka kabensa
100 2.7 10 Kr1x10
150 3..10 16 Kr 1x16

CXEMA NOAK/TIOYEHUA ATITTAPATA 419 CBAPKW B APIOHE c ropenkol 35-50 (TIG)

APIrOHOBAA
FOPE/TKA

W3OENUE
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CXEMA NOAK/TIOYEHWA ATIINAPATA /14 CBAPKU B APTOHE c ropenkoi GZ-2 (TIG)

TEXHUYECKHUE XAPAKTEPUCTUKU PATON EuroMIG

APFOHOBAS
FOPE/TKA

NONYABTOMATUYECKAS
FOPENKA

KNEMMA "MACCA"

U3ENUE

HomMuHanbHoe Hanpsa>xeHMe nutaHua 50 Ny, B 220/230
JonycTumsle npeaenbl Hanpsa>keHUA nuTaHusa, B 160...260
HoMuHanbHbIN NoTpebnaemblii TOK, A 17...20
HomMuHanbHas notpe6nAaemMas MOLWHOCTb, KBA 3,8...4,4
M notpe6 MOLLHOCTb, KBA 5,5
Kna, % 90

MpopomkutenbHocTb Harpy3aku (MH)

80%/npn 150 A
100%/npn 134 A

MMnynbcHble peXXuMbl CBapKu

MMA: 0,2...500 'y;

TIG: 0,2...500 l'y;
HoMuHanbHbIN CBapOUHbIN TOK, A 150
MakcuManbHbIA A,eACTBYIOLLLMA TOK, A 200
Mpepensbl perynupoBaHnA cBapo4HOro Toka, A 8...150
JAwvamMeTp WTy4YHOro anekTpoaa, MM 1,6...4,0
DyHkuua «fopaumm ctapt» MMA Perynupyemasn
DyHkuma «dopcax ayru» MMA Perynupyemasn
DyHKUMA <LAHTUNpUAUNaHe» MMA ABTOMaTn4eckasn
Bnok cHM>XeHUa Hanpsa>keHUA xonoctoro xoga MMA Bkn / BbIKN
Hanps>xeHune xonoctoro xoga MMA, B 12/75
Hanps>xeHue nogykura ayru, B 110
Mpepensbl perynupoBaHUA CBapoO4YHOro Hanps>xeHus, B 12...23
AunaMeTp CNNOLIHOM CBapOYHOM | cTanbHOM 0,6...1,0
MpPoBO/IOKK, MM | anioMuHueBomn 0,8...1,2
Mpepnenbl perynMpoBaHUA CKOPOCTU NoAavu NPoBOMIOKU, M/MUH 1,0...10,0
Tun MexaHM3Ma nNoaa4vv NPoBoOOKN 2-pPONNKOBbI
MakcuManbHas Macca KaTyLLKM C MTPOBO/IOKOW, K& 5
Pe>XnMbl KHONKW Ha NosyaBTOMaTU4eCKOW ropesnke 2T, 4T, SPOT

-17- PATON EuroMIG DC MMA/TIG/MIG/MAG




FPATON

Tun oxnaxxaeHusa BosgyliHoe aganTvBHoe
Awnana3soH pabounx Temnepartyp, °C -25...+45
Fa6apuTHblie pa3mepsl (AnvHa x LnpuHa x BeicoTa), MM 390 x 194 x 295
Macca 6e3 kaTyLuku 1 6e3 akceccyapoB, Kr 9,2

Knacc sawursl IP33

HACTPONKA ®YHKLWWN AMMAPATA

YnpasneHue ceapo4yHbiM annapatoM PATON EuroMIG BbiNOMHAETCA C MOMOLLbIO KHOMOK U ABYX My/1bTOB:

-NyNbTa UCTOYHMKA TOKA, COCTOALLLETO U3 pyuku (1) U CEMUCErMEHTHOrO nHAMKaTopa (2);

-nynbTa NoAauYn NPOBONOKM, COCTOALLLENO U3 PyYKM (7) U ceMUCErMeHTHOro nHamkartopa (8). MynbT nogaym NPOBONOKU aKTUBEH TONBKO
npw BKNHOYEHHOM crocobe ceapkn MIG/MAG.

Haxxumarite kHonky «MODE> (4), uTo6bl BbIGpaTh XXenaembln cnocob ceapku (MMA, TIG, MIG/MAG).

O6a nynbTa MOTyT Hax0AUTLCA B 3a6/10KMPOBAHHOM (MO YMONYaHWUIO) UK B pa3bioKMpoBaHHOM COCTOAHUN.

3a610KMpoBaHHbIN NyNbT oTobpaxkaeT M MO3BOMAET PerynmpoBaTbh TO/IbKO OCHOBHOWM NapaMeTp YCTaHOBMEHHOro crnocoba cBapku.
BpalLaiiTe pyyKy perynatopa akTMBHOrO My/ibTa, YTo6bl UBMEHWTb 3Ha4eHe OCHOBHOIO NapameTpa:

-Ha nynbTe UCTOYHMKa ToKa py4Kon (1):

o Tok cBapku /6a30BbIv TOK — 415 cBapkv MMA B pexkuMax NOCTOAHHOrO/MMMYNbCHOTO TOKa;

o Tok cBapku /6a30BbIv TOK — 415 cBapky TIG B pexkvMax NoCTOAHHOTO/MMMYNbCHOrO TOKa;

o Hanps>keHune cBapku /KoppeKuma Hanps>keHus — ana ceapku MIG/MAG B pexkumax NOCTOAHHOrO/MMMYNbCHOTO TOKa;
-Ha nynbTe nogayu nposonoku npn MIG/MAG ceapke py4ykon (7):

o CKOpOCTb NPOBOJIOKMU.

Pa36nokupyinTe nynbT, Kak onucaHo Huxke. YTo6bl NONy4mTb 0CTYN K GYHKLMAM TOHKON HACTPOWMKKM BbiGpaHHOro crnoco6a ceapku.
Pyuku (1) u (7) - rnaBHble MHOTOdYHKLMOHAbHbIE OpraHbl ynpasneHua pa3610KMpoBaHHbIM MybTOM:

-HaxxmuTe Ha pyuky ans oTo6paxkeHusa koga GyHKumm/napamerpa;

-Bbi6epuTe xxenaemyto GyHKLMIO/NapaMeTp NOBOPOTOM pPerynatopa;

- HaxkmMuTe Ha pyuKky 1 e€ NnoBopoTaMun HacTpoWTe 3HaYeHne BbIGpaHHON GpyHKUMM/NapameTpa;

-HaxxmuTe Ha pyuky ewé pa3 , 4tobbl 3anncaTb HaCTPOEHHOe 3HaYeHWe W BO3BpaTa Ha ypoBeHb BbliGopa ¢GyHKUWI/NapaMeTpoB —
cAenaHHble U3MeHeHusA 6yayT cpa3y MPUMEHEHbBI K TEKYLLIEMY PeXX1MY CBapKu.

PA3B5/10KUPOBKA 1 6/TOKUPOBKA IY/IbTOB YIPAB/IEHUA

B 3a6noknpoBaHHOM (06bI4YHOM) pexxnme paboTbl BbIGOP 1 HacTpolika GyHKLUMUI annapaTta orpaHU4YeHbl perynmpoBaHnMeM OCHOBHOIO
napameTpa py4kou nynbTa ynpasneHusa uctouHuka toka (1). A B cnocobe MIG/MAG Taioke akTUBHa pyyka nynbta 6noka nogauv (7).
Haxxmute 1 yaepxkusaiite pyuky perynatopa (1) unu (7) He MeHee 3,5 cekyHA, UTo6bl pa36nokupoBaTh AOCTYN K HACTPOIKaM OCTanbHbIX
napameTpoB. Bo Bpemsa pa361oKnpoBaHMA Ha COOTBETCTBYIOLLEM MHAMKATOPe MOC/eA0BaTENbHO racHYT rOPU30HTasbHbIE LUTPUXU.
Mocne ralieHns Bcex LUITPUXOB AOCTYN K HACTPOikaM pa3brioknpoBaH.

Haxxmute u yaepxueaiite pyuky perynatopa (1) unm (7) He meHee 3,5 cekyHz, 4To6bl 3a610KMpoOBaTh COOTBETCTBYOLLMIA NynbT. Bo
BpeMs 6/10KMPOBaHNA MHAMKATOP Ny/bTa NOC/EA0BaTENbHO 3aMOIHAETCA rOPU30OHTaNbHLIMK LUTPUXaMU. [ocie MONHOro 3anofHEHNA
MHAMKaTopa AOCTyn K HacTporikaM annaparta 3a6/10KMpoBaH.

CMEHA rMPOrPAMMbI CBAPKU

B kaxxaom cnocobe ceapkv MMA, TIG i MIG/MAG Bbl MOXXeTe COXpPaHUTb 1 3arpy3uTb 40 16 pa3nnyHbix HA60POB HACTPOEK CBAPOYHOIO
npouecca (nporpamm).

Haxxmute kHonky «<PROG INDUCTIVE» Ha ceMUCerMeHTHOM MHAMKaTOPE MCTOYHWMKA ToKa (2) — Byaet oTobpaxkéH HOMep TekyLuen
nporpamMMbl. C NOMOLLLbIO PYYKM perynatopa BbibGepuTe >kenaemyto nporpaMMy M HaXKMUTe Ha Pyyky, YTo6bl MPUMEHUTb HAaCTPONKK
BbIGPaHHOM NporpamMMbl.

Bce nameHeHua 6yayT NpMMeHEeHbI 1 aBTOMaTUYeCKV CoOXpaHeHbl. M nprMeHeHbl Npu creaytoLLeM BKIHOYEHUN.

CBEPOC HACTPOEK TEKYLLIEA MPOrPAMMbI CBAPKN

Haxxmute Ha kHonky «MODE»> (4) 1 BbiGepuTe cnocob cBapku, napaMeTpbl KOTOPOro HE06X0AMMO COPOCUTD.

HaxxmuTe 1 yaep>kmBainTe py4yKy akTMBHOro perynatopa (1) unum perynatopa (7) 6onee 12 cekyHa, 4To6bl CEPOCUTH HACTPONKMN TEKYLLLENO
cnocoba cBapku A0 3aBOACKMX 3HAaYeHUI. He obpallaite BHUMaHMe Ha 306pa>keHne ropu3oHTaNbHbIX LUTPUXOB Ha MHAMKATOpPE.

B npouecce cb6poca Ha MHAanKaTope B6yaeT oTo6paXkéH o6paTHbIN OTCUET «333...222...111», a Nnpn AocTuxeHUU «000» BCe HACTPONKKN
Tekyuiero cnocoba CBapku 6y,u,yT 06HOBNEHbl Ha 3aBoackue. CGpOC napaMeTpoB KaXaoro ms crnoco6oe CBapKW BbINOAHAETCA
HE3aBMCUMO U He BNIUAET Ha HAaCTPOMKM APYTuX.

NHANKALINA TTEPETPEBA ATITTIAPATA

Bo BpeMs paboTbl TEMMepaTypa KNtoUYeBbIX ANEMEHTOB annapara KOHTPONMPYETCA 3N1EKTPOHHO CUCTEMON 3aLLMTLI OT NepPerpesa.
Mpu neperpeBe Ha WHAMKATOPE UCTOYHMKA TOKa (2) OTOGPAXKAETCs U MUraeT CUMBOM «t°» — HYXXHO NPeKpaTUTb paboTy, HO He
BbIKNtOUaTh annapat! A nofoxAaTh OXNaXAeHWs annapata BCTPOEHHbBIM BEHTUNATOPOM.
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MMocne oxnaxaeHWs Harpetbix 3N1EMEHTOB A0 HOpManbHOW pabouven TeMnepaTypbl Ha MHAMKaTope (2) 6yAeT CHoBa OTOGpaXeHo
3Ha4YeHMe OCHOBHOrO MapaMeTpa Tekylllero crocoba cBapku. MoXKHO NpoAokuTb paboTy ¢ annapaToM, Mo BO3MOXHOCTA HEMHOMO
YMEHbLUUB NPOAOMXKUTENBHOCTb Harpy3ku (MH) nnu pabounii Tok/HanpsaXeHue cBapku, YTo6bl He NeperpeBaTb CBapOYHbIA annapar.

CMUCOK ®YHKLIMA ANMAPATA

Cnoco6 ceapku MMA

OTo6paxkatoTcA Ha UHAMKAaTope NCTOYHUKA ToKa (2):
0) [ A] ocHoBHOW NapaMeTp - TOK cBapKu (no ymon4yaHuto = 80 A);
a) 8...150 A (war uameHeHus 1 A);
1) [H.St] cuna «[opAyero ctapTa» (Mo ymonuyaHuto = 50%);
a) O[OFF] ... 100% (war nameHeHuns 5%);
2) [t.HS] BpeMsa «[opAauyero ctapTa» (no ymonyaxuto = 0,3 c);
a) 0,1...1,0 c (war uameHeHuna 0,1 c);
3) [Ar.F] cuna «®opcaxka gyru» (no ymonyaHuwo = 50%);
a) O[OFF] ... 100% (war nameHeHuns 5%);
4) [u.AF] ypoBeHb cpabaTbiBaHua «@opcaxka ayru» (no ymonyaxuio = 12V);
a) 9...18 V (war nameHeHna 1V);
5) [BAH] HaknOH BoNlbTaMNepHOW XxapakTepucTUKHM (Mo ymonyaxuto = 1,4 V/A);
a) 0,2... 1,8 V/A (war namenexunn 0,4 V/A);
6) [Sh.A] pe>xxunM cBapKu KOpoTKoW gyrow (no ymonyaxuto = OFF);
a) O[OFF] ... 3 (war nameHeHua 1);
) [VrD] 610k cHM)KEHUA HanNpPA>XeHUA X0N0CcToro xoaa (no ymonyanuto = OFF);
a) ON - BK/THOUEH;
b) OFF - BbIK/IHOYEH;
8) [Po.P] pe>kuMm uMnynbcHoro Toka (no ymonyanuto = OFF);
a) ON - BK/IHOUEH;
b) OFF - BbIK/IOYEH;
[AononHuTenbHO oTo6parkatoTcA B pe>XXMMe MMNYNbCHOro Toka «MMA»:

~N

9) [-A.-] ocHOBHOW NapamMeTp - 6a30BbIA TOK (M0 yMonyaHuto = 80 A);
a) 8... 150 A (war nameHeHua 1 A);
10) [_A._]Tok may3bl (Mo ymMonuaHuio = 25 A);
a) 8...150 A (war nameHeHusa 1 A);
11)  [Fr.P]uacToTa nynbcauuii Toka (no ymonyanuto = 5,0 'y);
a) 0,2 ...500 Ny (auHaMmueckuit war nameHenna 0,1 My...1 ru);
12) [dut] cooTHoweHMe nMnynbc/naysa (6anaHc) (no ymonyaxuio = 50%);
a) 20 ... 80% (war namMeHeHus 2%).

Cnoco6 cBapku «TIG»

OTo6paxkaloTcA Ha UHAMKATOPE NCTOYHUKA ToKa (2):
0) [ A] ocHOBHOW NapaMeTp - TOK cBapKm (Nno ymon4yaHuto = 60 A);
a) 8... 150 A (war nameHeHua 1 A);
1) [but] pe>knmM KHonKM ropenku (no ymonyvanuto = [LIFT]);
a) [LFt] - pexxuM 6e3 kHonku Ha ropenke TIG-LIFT (ana ropenku BEHTUAbHOrO TUNa);
b) [LF2] - 2-TaKTHbIN pexxunmM kHonku Ha ropenke TIG-LIFT2T (oTnycTuTe KHOMNKY ropenku AnA OTK/IIOYEHUA CBapOYHOro ToKa);
c) [LF4] — 4-TakTHBI pexuM kHonku Ha ropenke TIG-LIFT4T (HaxmMuTe Ha KHOMKY ropenkv MOBTOPHO, YTOObl CHU3WUTb
CBapOYHbIV TOK 4,0 3HaUYEHNA «KOHEUYHbBIN TOK». OTMyCTUTE KHOMKY, YTO6bI OTK/IOUNTL CBAPOYHBbIV TOK);
2) [t.uP] BpeMsa HapacTaHusA Toka (no ymon4yanuto = 0,2 c);
a) 0...15,0 ¢ (war nameHeHus 0,1 c);
3) [t.dn] Bpemsa cnapaHua Toka (no ymonyaxuio = 0,2 c);
a) 0...15,0 ¢ (war naMeHenus 0,1 c);
) [Pr.A] cTapToBbIi TOK (N0 yMon4yaHuio = 20 A);
a) 8...50 A (war nameHeHus 1 A);
) [Po.A] KOHeuHbI TOK (N0 ymMonyaHutio = 20 A);
a) 8...50 A (war nameHexna 1 A);
6) [t.PO] BpeMAa nocnenpoayBKM 3aLLMTHLIM ra3oM (no ymonyanuio = 4,0 c);
a) 1,0...35,0 ¢ (war nameHenuna 0,1 c);
7) [Po.P] pe>xxumM nynbcauuii Toka (no ymonyanuto = OFF);
a) ON - BK/HOUEH;
b) OFF - BbIK/IOYEH;
JononHuTenbHo oTo6paXkatoTca B peXknume nynbcauui Toka «TIG»:

N

o

8) [-A.-] ocHOBHOW NapamMeTp - 6a30BbI TOK (M0 yMonyaHuio = 60 A);
a) 8...150 A (war uameHeHus 1 A);

9) [_A._] Tok nay3bl (no ymon4yaHuto = 25 A);
a) 8...150 A (war uameHeHus 1 A);
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10) [Fr.P]uacToTa nynbcaumii Toka (no ymonuanuto = 10,0 'y);
a) 0,2 ...500 Ny (auHaMmueckunin war nameHenna 0,1 My...1 ru);

11) [dut] cooTHoweHMe nMnynbc/naysa (6anaHc) (no ymonyaHuio = 50%);
a) 4 ...80% (war nameHeHuns 2%).

Cnoco6 ceapku MIG/MAG

OTo6paxkatoTcA Ha UHAMKAaTOpe NCTOYHUKA ToKa (2):
0) [ U. ] ocHOBHOW NapaMeTp - Hanpa>xeHue cBapku (no ymonyanuto = 19,0 V);
a) 12,0...23,0 V (war nameHeHuna 0,1V);
1) [Ind] ypoBeHb MHAYKTUBHOCTM (N0 yMon4YaHuto = 0);
a) -5...0 ... 5 cTyneHb (Wwar uameHeHna 1 cTyneHb);
2) [t.uP] BpeMa HapacTaHuA cBapku (No ymonyanuo = 0,1 c);
a) 0 [OFF] ... 5,0 c (war nameHenun 0,1 c);
3) [t.dn] BpeMa cnapaHuma ceapku (No ymonyaHuto = 0,5 ¢);
a) 0 [OFF] ... 5,0 c (war nameHenun 0,1 c);

OTo6pakatoTcs Ha uUHAUKaTope (8) MexaHM3Ma NnoAa4vun NPoBONIOKU:

0) [SPd] BTOpOW 0CHOBHOW NapameTp cnocoba - CKOPOCTb NoAa4uM NPOBONOKM (N0 yMonYaHuio = 4,5 M/MUH);
a) 1,0... 10,0 M/MWH (war nameHeHus 0,1 M/MuH);

1) [SFt] Markui ctapT npoBonoku (no ymonyanuto = OFF);
a) ON - BK/THOUEH;
b) OFF - BbIK/IHOYEH;

2) [t.Pr] Bpemsa npeanpoayBKU 3aLLUTHBIM ra3oM (no ymonyanuio = 0,1 c);
a) 0,1...25,0 c (war uameHenus 0,1 c);

3) [t.Po] Bpema nocnenpoayBKK 3aLLUTHLIM ra3oM (Mo ymonyaHuw =1,5 c);
a) 0,5...25,0 ¢ (war nameHeHuna 0,1 c);

[ononHuTenbHo oTo6pakaloTca ToNbKo B pexkume SPOT:

4) [t.SP] BpeMsa Touku (no ymonyaHuio = 1,0 ¢);
a) 0,5...5,0 (war nameHenus 0,1 c);

5) [t.PS] BpeMsa nay3bl (Mo ymonyaHuio = 1,5 c);
a) 1,0...10,0 (war nameHeHua 0,1 c);
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FAPAHTUAHOE OBCJ/TY)KMBAHUE

YBakaeMblii noTpebutens!
MATOH WHTEPHELWHA 6narogaput Bac 3a BbiGop npoaykummn PATON M rapaHTUpyeT BbICOKOe KayecTBO U 6e3ynpedHoe
$YHKLMOHMPOBaAHWE aHHOTO U34enua nNpy cobnoaeHnn NpaBua ero aKcnayaTaumm.

BHUMAHME!!! Mepep vcnonb3oBaHneM o060pyaoBaHUA PEKOMEHAYEM 03HAKOMMUTCA C PaCLUMPEHHOW UHCTPYKUMEN NO
3KCM/yaTaUMK, a Takxke MPOBEPUTb MNPaBUNbHOCTL 3aMONHEHWA rapaHTUHOTO TanoHa: HauMeHoBaHWe MOoAenu
npuobpeTéHHOro BaMun naaenus, a Takxke CepUIHbIA HOMEP AOMKHbI ObITb MAEHTUYHBI 3aNNCAM B rapaHTUMHOM TanoHe. He
[0MycKaeTcA BHECEHMNE KakKunX-TMb0o M3MEeHeHW 1 UCNPaBieHWit B TasOH.

FAPAHTUVHBIE OBA3ATE/IbCTBA

MATOH NHTEPHELLH/ rapaHTupyeT ncnpaBHyto paboTy UCTOYHMKa NUTaHMA NpU cobntoAeHnn NnoTpebutenem ycnosmi akcnayataumm,
XpaHEeHWA N TPaHCNOPTUPOBAHUA.
BHUMAHME! BecnnaTHoe rapaHTMiMtHOe 06CNyXXMBaHWE He BbIMOMHAETCA MPU MEXaHUYECKMX MOBPEXAEHUAX CBapoUHoro annaparal
CpOK OCHOBHOW rapaHTumM Ha cBapo4Hoe 060pyaoBaHWe COCTaBNAET:
Mogenb annapara | CpoK rapaHTum |
| EuroMIG | 3roaa
OCHOBHOW rapaHTUNHbIN NEPUOA UCHUCAAETCA CO AHA NPOAaXXN MHBEPTOPHOIO 060pYA0BaHUA KOHEYHOMY NOKYNaTenNto.

ﬂ,ﬂﬂ npegoTepalleHna Bbixoga U3 CcTposa yCTpOl;ICTBa pekoMeHayeTcA oAuMH pas3 B nonroga, B 3aBMCUMMOCTU OT yCI'IOBVII;I aKcnnyatauumu,
CHUMaTb 3aLLMUTHBIN KO>XXYX U MPON3BOANTb OYNUCTKY BHYTPEHHUX 3N1E€MEHTOB 1 Yy3/10B OﬁOpyﬂ.OBaHMﬂ C>XaTblM BO34YXOM. LII/ICTKy cnepyet
nNpoBOANTb OCTOPOXKHO, yAep>XMBaA WiaHr kKomnpeccopa Ha 40CTaTO4YHOM pacCToAHUN, 4yTO6bI M36EXKaTh NOBpPeXAeHUA 3MEKTPOHHbIX
KOMMOHEHTOB Y MexaHU4YeCcKkux AeTanen.

B TeyeHMe OCHOBHOrO rapaHTUIHOTO Nepuoja npogasel, 06a3yeTca (B cayyae rapaHTUIHOro peMoHTa) 6GecnnaTtHo Ans BnagensLa
MHBepTOpHOro obopyaosaHua PATON™:

-NPON3BECTU ANArHOCTUKY U BbIABUTL MPUYMHY HEMCMPABHOCTY;

-06ecneyunTb PEMOHT y3/1aMU 1 3/1eMeHTaMU, Heo6X0AMMbIMU AN BbINMONHEHNA PEMOHTA;

-NPOBECTV PEMOHT BbiLLIEALLEr0 U3 CTPOA 060pyA0BaHUA;

-NpPOBECTV TECTUPOBaHNE OTPEMOHTMPOBAHHOTO 060pyA0BaHMA.

OCHOBHble rapaHTUiiHble 06A3aTeNbCTBA HE pacnpocTpaHAlTcA Ha obopyaoBaHue:

- C MeXaHUYeCKMMU NOBPEXAEHUAMU, NOBAUABLLUMMW Ha paboTocnoco6HoCTb annapara (aedopmauma Kopnyca, BbinageHve KHOMokK u
pa3bémMoB);

-CO cnepgaMu Koppo3unu, KoTopas ctana NnpUYMHOM HeMCNPaBHOCTY;

-Bblllenulee n3 CTpoa no npuynHe BO3,D,EI7ICTBVIF! Ha ero CUI0Bbl€ U 3NTEKTPOHHbIE 31EMEHTbI obunbHoM Bnaru;

-Bbllleglee N3 CTpod No nNpuYnMHe HakonaeHunAa BHyTpu TOKOI‘IDOBO,D.HLLL&VI nbinn (yroanaﬂ MblNnb, METaNINYeCKana CTpy>XKa 1 ,u.p.);

-CO cnnegaMum nonbITOK CaMOCTOATENIbHOTO peMOHTa/3aMEHbI €ero ysnos /WM KOMMOHEHTOB.

TaKk>ke OCHOBHblE rapaHTUitHble 0653aTeNbCTBa HE PACNPOCTPAHAIOTCA Ha BbILLEALLINE U3 CTPOA BHELLHWE 3N1EMeHTbl 060pyAoBaHUs,
noABeP>XKEHHbIE GU3UYECKOMY KOHTAKTY, a TaK>Ke Ha COMyTCTBYOLLME/PacXoAHbIE MaTepuansi:

- BbIK/IKOYATENb MUTAHUSA;

- PyYKM PEryNINpoBKY NapaMeTpoB CBapKu;

- pa3béMbl NoaKNYeHNs Kabenen v pykasos;

- pa3béMbl yripasneHus;

-kabenb NUTaHWA 1 BUNKa Kabens nuTaHus;

- pyyKa AnsA NepeHoCcKm, HamnneuHbli peMeHb, Keinc, kKopobka;

- 9N1eKTPOAOAEPKATENb, KTIEMMA «MacChl», FOPE/Ka, CBapoyHble kabenu u pykasa.

MpeTeHanm No HUM NPUHUMAKOTCA He NO3XKe ABYX HeAesb MoC/e NPoAAXKU.

Mpopasel ocTaBnAeT 3a coboi NpaBo 0TKa3aTh B NPeAOCTaB/IEHUM rapaHTUIMHOTO PEMOHTA, TG0 YCTaHOBUTbL B Ka4YecTBe AaTbl Ha4Yana
VCMOMHEHWA rapaHTUNHBIX 06A3aTeNbCTB MeCAL, U FOA BbiMycKa annaparta (yCTaHaBN1BaOTCA MO CEPUTHOMY HOMepY):

-NpW yTepe rapaHTUIMHOIO TanoHa BNaAenbLeM;

-MPW OTCYTCTBUM KOPPEKTHOTO UK BOOBLLIE KaKOro-n16o 3anofHeHUs nacnopTa NpoAaBLIOM NPy NPoAae annapara.

FapaHTUIHbIN CPOK NPOANEBAETCA, HA CPOK rapaHTUIMHOIO 06CY>K1BAHWA annapata B CEPBUCHOM LieHTpe.
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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 employed with the start-up, operation, attendance, and maintenance of the machine
must:

-undergo the relevant qualifying examination;

-have knowledge about the welding;

-carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

-electric shock can lead to death;

-magnetic fields created by this machine can have adverse effect on operability of electrical
appliances (such as cardiac pacemakers). People who use such appliances shall consult with a
doctor before approaching the operating welding area;

-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;

-when using the machine, never remove its outer case.

DANGER OF WELDING ARC RADIATION

Observing the welding arc with the naked eye is forbidden. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with a DIN 9-10 filter). Unauthorized persons in the
operating area of the device 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;
-provide sufficient fresh air inflow;

-arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

Magnetic fields created by this machine can have adverse effect on operability of electrical
appliances (such as cardiac pacemakers). People who use such appliances shall consult with a
doctor before approaching the operating welding area.

#
avey,

DANGER OF SPARKING

-remove flammable objects from the operating zone;

-itis not allowed to weld vessels where gases, fuel or oil products are stored or used to be stored.
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.

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

-wear robust footwear, which retains insulating properties in moist environment as well;

-protect the hands with insulating gloves;

-protect the eyes with a headshield, with is equipped with a black-light filter complying with safety
standards;

-wear only proper low-flammable clothes.

o[>
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DANGER OF INTENSE NOISE
The welding arc may emit sounds above 85 dB during 8 hours of working time. Welders must wear
the ear protection when operating with the equipment.
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UNPACKING

The delivery set of the device includes:

Quick operating
manual

Welding cable with ABICOR BINZEL
ground terminal* Welding arc power source with
wire feeder

MIG/MAG torch** Quick-release pneumatic
connector

*~Except ‘WA’ indexed models

** -Except ‘WA’, and ‘WAM’ indexed models

CONTROLS AND INDICATION

1-Knob of the power source control panel. By default, it regulates:

a) for MMA - the welding amperage;

b) for TIG — the welding amperage;

c) for MIG/MAG - the welding voltage;
Press the knob to switch to the parameter’s code. Turn and press the knob to select functions/parameters. Turn the knob to adjust the
parameter’s values. Press the knob again to confirm the value and return to the function/parameter code selection;
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2-Seven-segment indicator of the power source control panel;

3-Welding program selection PROG INDUCTIVE button (a parameters set previously adjusted by the user). Additional function in the
MIG/MAG method: press and hold for more than 1 second to set the inductance level;
4-Welding method select MODE button:
a) manual metal-arc welding (MMA);
b) tungsten-arc inert gas welding (TIG);
c) metal inert gas welding/meta active gas welding (MIG/MAG);
5-Welding method indicators;
6-TEST GAS button to check and adjust the shield gas supply (is active only in MIG/MAG welding). Press the button to open the gas
supply valve. Adjust the gas consumption with the cylinder valve and press the TEST GAS button again to close the gas supply, or it
will stop automatically 30 seconds after the valve is opened (when the gas is supplied, the wire does not move);
7-Knob of the feeder control panel (is active only in MIG/MAG welding). Press the knob to switch to the parameter’s code. Turn and
press the knob to select functions/parameters. Turn the knob to adjust the parameter’s values. Press the knob again to confirm the
value and return to the function/parameter code selection;
8-Seven-segment indicator of the feeder control panel (is active only in MIG/MAG welding);
9-WIRE INSTALL button- press and hold to feed the wire ( the gas is not fed when the wire is moving). Is active only in MIG/MAG welding;
10- KEY TORCH button to select the MIG/MAG torch button mode (is active only in MIG/MAG welding);
11- The wire feeder and spool compartment door;
12- KZ-2 EURO type connector for MIG/MAG torch sleeve;
13- Welding current jumper;
14- Power switch;
15- Shield gas inlet fitting;
A -+’ welding current socket:
a) For MMA welding the electrode holder cable is connected (the ‘ground’ cable is connected when special electrodes
are used);
b) For TIG welding only the ‘ground’ cable is connected;
c) For MIG/MAG welding with solid wire, the wire feeder plug is connected;
d) For MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire, the ‘ground’ cable is connected;
B - ‘-’ welding current socket:
a) For MMA welding the ‘ground’ cable is connected (the electrode holder cable is connected when special electrodes
are used);
b) For TIG welding, only the valve argon-arc torch, or the welding current jumper (13) is connected when using a button-
type torch;
c) For MIG/MAG welding with solid wire the ‘ground’ cable is connected;
d) For MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire the wire feeder plug is connected.

START-UP

The welding unit is designed exclusively for MMA welding, tungsten-arc inert gas (TIG) welding, as well as metal-arc inert gas
welding/metal active gas welding with steel or aluminum wire (MIG/MAG). Other use of the machine is considered undue. The
manufacturer is not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence
to this operating manual.

INSTALLATION REQUIREMENTS

The machine must be placed so as to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels.
Be sure that metal dust (for example, during emery grinding) does drawn directly into the machine by the cooling fan.

POWER CONNECTION

The standard welding unit is rated for mains voltage is 220 V (-27% +18%).

CAUTION! When the unit is connected to a mains voltage higher than 270 V all manufacturer's warranty obligations become
invalid! The manufacturer's warranty also become invalid in case of an erroneous connection of the mains phase to the source
ground.

The mains plug, the mains cables, as well as the mains fuses must correspond to the unit specifications.
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Welding modes parameters

Electrode diameter in MMA and TIG MIG/MAG welding wire Cross-section of every Maximum mains
MMA method, mm current, A diameter, mm core mains cable, mm? cable length, m

1,0 75

1.5 115

a2 up to 80 up to 90,6 2,0 155

25 195

4,0 310

1.5 75

2,0 105

23 upto 120 up to 20,8 2.5 130

4,0 205

6,0 310

2,0 80

25 100

a4 up to 160 up to @1,0 2.0 165

6,0 245

ATTENTION! The machine’s power switch does not de-energize the internal electronic parts when the machine is switched off.
Unplug the mains after finishing the welding to follow the safety rules.

MACHINE CONNECTION DIAGRAM FOR MANUAL METAL-ARC WELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

' WORKPIECE

RECOMMENDED LENGTH OF WELDING CABLES:

Maximum current Cable length (one way), m Cross-se;t:znal ELEED Cable type
100 2..7 10 KG 1x10
150 3..10 16 KG 1x16

MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the 35-50 TIG torch

ARGON-ARC \
TORCH
2}
[ -\

WORKPIECE
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MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the GZ-2 TIG torch

ARGON-ARC
TORCH

MIG/MAG
TORCH

WORKPIECE

Rated supply mains voltage 50 Hz, V 220/230
Mains voltage variation limits, V 160...260
Rated input current from mains, A 17...20
Rated power consumption, kVA 3,8..4,4
Maximum power consumption, kVA 5,5
Efficiency, % 90
80%/at 150 A
Duty cycle (DC) 100%/at 134 A
Pulsed welding modes, Hz b.T_I;éAOOZZS%%O
Rated welding current, A 150
Maximum operating current, A 200
Welding current regulation limits, A 8...150
Stick electrode diameter, mm 1,6...4,0
‘Hot-Start’ MMA function Adjustable
‘Arc-Force’ MMA function Adjustable
‘Anti-Stick’ MMA function Automatic
MMA No-load voltage reduction unit on/off
MMA No-load voltage, V 12/75
Arc ignition voltage, V 110
Welding voltage regulation limits, V 12...23
teel 0,6...1,0
Solid welding wire diameter, mm I :ljfninum OYS 12
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Wire feed speed regulation limits, m/min 1,0...10,0
Wire feeder type 2 roller
Maximum wire spool mass, kg 5
MIG/MAG torch button modes 2T, 4T, SPOT
Cooling type Air, Adaptive
Operating temperature range, °C -25...+45
Box dimensions (Length x Width x Height) , mm 390 x 194 x 295
Weight without wire spool and accessories, kg 9.2
Ingress Protection rating IP33

SETTING THE MACHINE FUNCTIONS

Buttons and two control panels are used to control the PATON EuroMIG welding machine:

- power source control panel consisting of a knob (1) and an indicator (2);

-wire feed control panel consisting of a knob (7) and anindicator (8). The wire feed control panelis active only when the MIG/MAG welding
method is enabled.

Press the MODE button (4) to select the welding method (MMA, TIG, MIG/MAG).

Both control panels may be locked (default) or unlocked.
A locked control panel displays and allows adjustment of the main parameter of the welding method set. Turn the knob of the active
control panel to change the main parameter:
-the power source control panel with knob (1):
o Welding current/base current — for MMA welding in DC/pulsed modes;
o Welding current/base current - for TIG welding in DC/pulsed modes;
o Welding voltage/voltage correction - for MIG/MAG welding in DC/pulsed modes;
-the wire feed control panel during MIG/MAG welding with knob (7):
o Wire speed.
Unlock the control panel as described below to access the fine-tuning functions for the selected welding method.
Knobs (1) and (7) are the main multi-function controls for the unlocked remote control:
- Press the knob to display the function/parameter code;
- Turn the knob to select the desired function/parameter;
- Press the knob and turn it to set the value of the selected function/parameter;
- Press the knob again to save the selected value and return to the function/parameter selection level — the changes made will be
immediately applied to the current welding mode.

LOCKING AND UNLOCKING THE CONTROL PANEL

In the locked (normal) operating mode, the control functions are limited to adjusting the main parameter by turning the power source
knob (1). In the MIG/MAG mode, the feeder unit control panel knob (7) is also active.

Press and hold the control knob (1) or (7) for 3.5 seconds to unlock the corresponding control panel. Horizontal bars on the
corresponding s indicator hide out one after another during unlocking. After all bars become hidden, the control panelis unlocked.
Press and hold the control knob (1) or (7) for more than 3.5 seconds to lock the corresponding control panel. The control panel indicator
is filled with horizontal bars one after another during locking. After the indicator is filled, the control panel is locked.

CHANGE THE WELDING PROGRAM

In every one of the MMA, TIG, and MIG/MAG welding methods, you may save and load up to 16 different welding settings (programs).
Press the PROG INDUCTIVE button to change the program - the current program is displayed on the power source indicator (2). Use the
active control knob to select the desired program and press the knob to confirm the selection - the program settings will be applied.

All changes made to the device settings are automatically saved in the current program and applied immediately and when the device
is turned on next time.

RESET THE WELDING PROGRAM

Press and hold down regulator 1, or in MIG/MAG method you may press and hold regulator 7, for more than 12 seconds (ignore the
horizontal bars) to reset unit settings to the factory default. The scoreboard will start ‘333...222...111’ count down, and when ‘000’ is
reached, all settings of the current welding method are updated to factory defaults. Parameters reset is performed separately for every
welding method!

MACHINE OVERHEAT INDICATION

The temperature of the device's key elements, which heat up during operation, is controlled by an electronic overheating protection
system. When the key elements overheat, the power source indicator (2) displays and flashes the ‘t°’ character - you need to stop
operating, but do not turn off the device! Wait for the built-in fan to cool down the device. Do not turn it off!

After the heated elements have cooled down to the normal operating temperature, the indicator (2) will again display the value of the
main parameter of the current welding method. You can continue working with the device. If possible, slightly reduce the Duty Cycle
(DC) or reduce the welding current/voltage to not overheat the welding device.
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MACHINE FUNCTIONS LIST

MMA welding method

At the source indicator (2):

0) [ A.]1welding amperage - main displayable parameter (by default = 90 A);
a) 8...150 A (unitincrement 1 A);

1) [H.St] ‘Hot Start’ power (by default = 50%);
a) O[OFF] ... 100% (unitincrement 5%);

2) [t.HS] ‘Hot Start’ time (by default=0,3s);
a) 0,1...1,0 s (unitincrement0,1 s);

3) [Ar.F] ‘Arc Force’ power (by default = 50%);
a) O[OFF] ... 100% (unitincrement 5%);

4) [u.AF] ‘Arc Force’ triggering level (by default = 12 V);
a) 9...18V (unitincrement 1V);

5) [BAH] voltage response slope (by default = 1.4 V/A);
a) 0,2... 1.8 V/A (unitincrement 0,4 V/A);

6) [Sh.A] ‘Short arc’ welding mode (by default = OFF);
a) O[OFF] ... 3 stages (unitincrement 1 stage);

7) [VrD] voltage reduction unit (by default = OFF);
a) ON -enabled;
b) OFF - disabled;

8) [Po.P] amperage pulsation mode (by default = OFF);

a) ON -enabled;
b) OFF - disabled;

MMA current pulsation mode additional parameters:

9) [-A.-] base amperage - main displayable parameter in the pulse mode (by default = 80 A);
a) 8... 150 A (unitincrement 1 A);
10) [_A._] pause amperage (by default = 25 A);
a) 8...150 A (unitincrement 1 A);
11)  [Fr.P] amperage pulsation frequency (by default = 5,0 Hz);
a) 0,2 ... 500 Hz (dynamic unitincrement 0,1 Hz...1 Hz);
12) [dut] pulse/pause ratio (balance) (by default= 50%);
a) 20 ... 80% (unitincrement 2%).
TIG welding method
On the source indicator (2):
0) [ A]welding amperage - main displayable parameter (by default= 60 A);
a) 8... 150 A (unitincrement 1 A);
1) [but] torch button mode (by default = [LIFT]);
a) [LFt] - no button mode TIG-LIFT (for valve-type torch);
b) [LF2] - 2-stroke TIG-LIFT2T button mode (release the torch button to switch off the welding current);
c) [LF4] -4-stroke TIG-LIFT4T button mode (press the torch button again to reduce the current to the Final Current value.
Release the torch button to switch off the welding current;
2) [t.uP] amperage ramp up time (by default= 0,2 s);
a) 0...15,0 s (unitincrement0,1 s);
3) [t.dn] amperage decay time (by default= 0,2 s);
a) 0...15,0 s (unitincrement0,1 s);
4) [Pr.A] primary amperage (by default = 20 A);
a) 8...50 A (unitincrement 1 A);
5) [Po.A] final amperage (by default= 20 A);
a) 8...50 A (unitincrement 1 A);
6) [t.Po] shield gas post-purge time (by default= 4,0 s);
a) 1,0...35,0 s (unitincrement 0,1 s);
7) [Po.P] amperage pulsation mode (by default= OFF);

a) ON -enabled;
b) OFF - disabled;

TIG current pulsation mode additional parameters:

8)
9)

10)

11)

[-A.-] base amperage - main displayable parameter in the pulse mode (by default = 60 A);
[_A._] pause amperage (by default = 25 A);

a) 8...150 A (unitincrement 1 A);

[Fr.P] current pulsation frequency (by default = 10,0 Hz);

a) 0,2 ... 500 Hz (dynamic unitincrement 0,1 Hz...1 Hz);

[dut] pulse/pause ratio (balance) (by default = 50%);

a) 4 ...80% (unitincrement 2%).
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MIG/MAG welding method

At the source indicator (2):
0) [ U. ]welding voltage - main displayable parameter (by default= 19,0 V);
a) 12,0...23,0 V (unitincrement 0,1 V);
1) [Ind] inductance level (by default= 0);
a) -5...0... 5 stage (unitincrement 1 stage);
2) [t.up] welding ramp-up time (by default=0,1 s);
a) 0 [OFF] ... 5,0 s (unitincrement 0,1 s);
3) [t.dn] welding decay time (= 0,1 s by default);
a) 0 [OFF] ... 5,0 s (unitincrement 0,1 s).

At the wire feeder indicator (8):
0) [SPd] second main parameter of the method - wire feed speed (by default = 4.5 m/min);
a) 1,0...10,0 m/min (unitincrement 0,1 m/min);
1) [SFt] soft wire start (by default = OFF);
a) ON -enabled;
b) OFF - disabled;
2) [t.Pr] shield gas pre-purge time (by default = 0,1 s);
a) 0,1...25,0 s (unitincrement 0,1 s);
3) [t.Po] shield gas post-purge time (by default=1.5s);
a) 0,5 ...25,0 s (unitincrement 0,1 s);
Added only in SPOT mode:
4) [t.SP] dot time (by default=1,0s);
a) 0,5...5,0 (unitincrement 0,1 s);
5) [t.PS] pause time (by default=1,5s);
a) 1,0...10,0 (unitincrement 0,1 s);
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WARRANTY

Dear customer!
PATON INTERNATIONAL thanks you for choosing PATON™ products and guarantees high quality and flawless functioning of this product,
subject to the rules of its operation.
ATTENTION!!! We recommend You to read the extended operating instructions before using the inverter equipment, and
A check the correctness of the warranty card filling: the model name of the product you purchased and its serial number must
match the entries in the warranty card. Making changes or corrections to the card is prohibited.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the proper operation of the inverter equipment if the consumer complies with the operating,
storage, and transportation rules.

CAUTION! Free warranty service is not available for the mechanically damaged inverter equipment!

The main warranty period for welding equipment is:

| Machine model | Warranty period |
| EuroMIG | 3years |

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

We recommend removing the protective cover once every six months, depending on the operating environment, to clean the internal
elements and assemblies with compressed air to avoid the device malfunction. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
-to make diagnostics and identify the cause of the malfunction;

-to provide units and parts required for the repair;

-Plto repair the failed equipment;

-to test the repaired equipment.

The main warranty does not apply to the equipment:

-mechanically damaged that affected the device performance (deformation of the case and parts as a result of falling from a height or
external hits), malfunctioned buttons and connectors;

-with traces of corrosion, caused a malfunction;

-out of order due to exposure to its power and electronic elements of abundant moisture;

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

-have traces of unauthorized repair/replacement attempt of parts and/or elements.

Also, the main warranty does not apply to the damaged external elements of the equipment that are subject to physical contact, and to
the accompanying/consumable materials:

-the power switch;

-the adjusting knobs;

-the cables and sleeves connectors;

-the control connectors;

-the mains cable and the mains cable plug;

-the carrying handle, the shoulder strap, the case, the box;

-the electrode holder, the ground terminal, the torch, the welding cables and sleeves.

Claims are accepted no later than two weeks after the sale.

The seller may refuse to provide warranty repairs or to set the date of the machine manufacture as the warranty start date (established
by the serial number) when:

-the owner loses the warranty card;

-the warranty card is not filled out by the seller, or filled incorrectly.

The warranty period is extended for the device warranty service period in the service center.

Contact your dealer about the nearest service center’s location and contacts.
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INFORMATION ON USED EQUIPMENT DISPOSAL

The symbol on the products indicates that the device must not be disposed of as household
waste. The device must be taken to an electrical and electronic equipment collection point for
recycling, where it will be accepted free of charge. Information about the used equipment
collection points can be found on websites. Correct disposal following Directive 2012/19/EU
(WEEE) on waste electrical and electronic equipment will help to save valuable natural resources
and prevent environmental pollution. Failure to comply with the above recommendations may
result in fines following current regulations.

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.

-31- PATON EuroMIG DC MMA/TIG/MIG/MAG



FPATON

[Nata npuioMy Ha peMoHT / laTa npméma Ha peMoHT / Received to repair date 7 7,20

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuuunnHa / Cause:

[ata npuiiomy Ha peMoHT / [lata npuéma Ha peMoHT / Received to repair date ” ”, 20,

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHaku HepaboTocnocobHocTn / Symptoms of malfunction:

MpuunnHa / Cause:

[ata npuiiomy Ha peMoHT / [lata npnéma Ha peMoHT / Received torepairdate 7 7,20

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpusHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuunnHa / Cause:
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[Nata npuioMy Ha peMoHT / laTa npméma Ha peMoHT / Received to repair date 7 7,20

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuuunnHa / Cause:

[ata npuiioMy Ha peMoHT / [lata npuéma Ha peMoHT / Received to repair date ” ”, 20,

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHaku HepaboTocnocob6HocTn / Symptoms of malfunction:

MpuunnHa / Cause:

[ata npuitomy Ha pemoHT / [lata npnéma Ha peMoHT / Received torepairdate 7 7,20

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuuunnHa / Cause:
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