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Lundpoeui 650k nogauvi 3BaptoBanbHoro aApoty PATON Feeder-ig-2/15-4
npu3HaYeHUn Ans poboTu y ckAaAi i3 30BHIlIHIM AXepesioM 3BaploBasibHOrO CTPYMYy Y
pexuMmi HaniBaBTOMaTUYHOro 3BapioBaHHs. [lpM LbOMYy Jxepeno nojae CUA0BUM
3BaptoBasibHUI cTpyM, a B0k nogaui 3abesneuye cTabinisoBaHy nogauy cyuinbHoro abo
MOPOLLKOBOrO POTY Y 3BaploBa/ibHy BaHHY.

Bnok nogavi mMae BnacHe iHBepTOpHe AXepeso XMBAEHHA ABUryHa, KaanaHa
noAaudi 3aXMCHOro rasy Ta CXemMu ynpasJiHHA. BigMiHHOW ocobsausicTio 6s10KkiB nogaui
PATON € gyxe NOTY>XHWUW, AKICHUIN MeTaseBU MexaHi3M rnojadi 4poTy 3 repMeTUYHUM
ABUIYHOM, @ TaKOX HasBHiCTb po3'emy KZ-2 tuny "€BPO", wo cTtaB cTaHAapTOM Y CBITi i
[L03BO/IIE KOPUCTYBAYEBi 3MiHIOBATU MafbHWKM Ha BAACHUIM po3cya. Y 610k BOyA0BaHUMA
KJanaH nojavi 3axmMcHoro rasy.

Mig yac poboTtn Baoky nogavi Moro BHyTpiWHS LMdpoBa niata ynpasiHHA cama
npUMMae curHanm 3 pos'eMy KZ-2 Big KHOMKM Ha NasibHUKY i B NOTPIGHMUI MOMEHT BKJ/ItOYAE
KnanaH nogadi 3axmcHoro rasy. 1oTim, i3 3a4aH00 3aTPUMKOIO, NaaTa NoAaE CMrHan Ha
BKJIOUYEHHS JyKepesia XuBaeHHs. Micas uboro Bk/YaE i cTabinidye wemMaKicTb obepTaHHs
ABUryHa nogadi ApoTy. [licna 3akiH4eHHsA npouecy 3BapltoBaHHA, BCE BUMMMKAETLCA Yy
3BOPOTHOMY MOPSAAKY i3 NOTPIOHMMK 3aTprMKaMu. [ToYaTKOBI 3HAYEHHS MapameTpiB, fKi
BCTaHOBJ/IeHi BUpOOHUKOM 610Ky nogadi € onTUManbHUMKU A5 BifbWOCTi TMNOBUX PO6IT.
Baok € HaMbinbLWw oNTMMI3oBaHUM A9 poboTH 3 AxkepenaMu CTpyMy BUpobHUL TBa PATON i
BMMaraTMme BiZ KOPMCTyBaya MiHIMyM 4Yacy Ha ajanTauito, OCKiIbKM B KOHCTPYKLiT BXe
nepegbayeHo BCi HeOOXiAHI po3'eMu i ycTaHOBKM.

NAPAMETPbI Feeder-15-2 Feeder-15-4
HomiHanbHa Hanpyra mepexi 50/6oly, B 220 220
HoMiHaNbHWY CTPYM, L0 CNOXMBAETLCA 3 ha3m mepexi, A 0,25 0,38
Me>i 3MiHW Hanpyrn Mepexi XXuBeHHs, B 180 - 260 180 - 260
KinbkicTb ponnkis mexaHiamy nogadi, A 2 4
Mexi peryntoBaHHS WBUAKOCTI MO4adi ApOTy, M/XB 1,5-16,0 1,5-20,0
JliameTp CyUiNbHOro 3BaptoBa/ibHOro0 4pOTY, MM 0,6-1,2 0,6-1,6
MakcumabHa Bara KOTYLIKM 3 POTOM, K 15 15
QyHKLis 3anpaBaeHHs ApOTy + +
OyHKLis nepeBipkM HASBHOCTI 3aX1CHOTO rasy +
HomiHanbHa cnoxunBaHa NoTyXHiCTb, BA 55 85
MakcrmanbHa cnoxmsaHa NoTyXHicTb, BA 80 115
JlianasoH pobounx TemnepaTyp —25 ... +45°C —25 ... +45°C
"abapuTHi po3Mipu, MM (J0BXMHA, LUMPWHA, BUCOTA) 460X255X350 500X255X350
Maca 6e3 akcecyapis, k& 8,6 8,2
Knac 3axucry P33 P33
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1 - KHonka 3anpaBku A4poTy (ras npu LboMy He NOAAETbCS);

2 — Lndposuit gucnaen baoky nogadi 4poTy;

3 — KHOMKM pery/itoBaHHS NapameTpiB Ha 3MeHLLEeHHS Ta 30iblueHHs (OCHOBHMI NapameTp
3a NPOMOBYAHHAM: WBWAKICTb NO4a4i 4POTY);

4 — KHoMKa nepeBipKky Nogadi 3aXMCHOro rasy (4piT Npu LbOMY He NOAAETLCS);

5 — [HAMKATOPWU peXMMy KHOMKW Ha NaNbHUKY (PeXuM 2T/4T[anbT.4T);

6 — KHonka Bnbopy dyHKL i MexaHi3My nogavi ApoTy;

7 — Po3'em KZ-2 Tuny "€BPO" g4 nigknt04eHHSA HanNiBaBTOMaTUYHOIO NaNbHUKa;
8 — LLiTekep nogaui cunoBoro cTpymy Ao 6,10ky nogadi 4poTy;

9 — MNiaANOMHa 3aX1CHa KPULLKA;

10 — BXiag An5 3anpaBKu 3BaploBa/ibHOro 4POTY;

11 — QikcaTop 3aXMUCHOT KPULLIKK;

12 — MepexeBui1 NpoBiA NoZadi HaNpPyru X1BJIEHHS 220V;

13 — KHorka yBiMKHEHHs/BUMKHeHHs 610Ky (KoAip AeKopaTUBHUI);

14 — 3anobixXHuUK;

15 — TpMMay KOTYLIKWN ANS APOTY i3 NPY>XXKUHHUM MeXaHi3MOM ra/sibMyBaHHS;

16 — LUTyuep noAayi 3aXxMCcHOro rasy;
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17 — Po3'eM nogaui curHanis ynpasaiHHA Big 610Ky nogadi 4poTy 4,0 30BHILHBOrO
A>KepeJsia 38aploBasibHOMO CTPyMY.

2. BBEAEHHSA B EKCMNNTYATALIIO
Ysara! lNepe/ BBejeHHAM B ekcnayaTauilo cnig npountaTtn posgin “lNpasuna
TexHiku 6e3nekun" n.13.

2.2 BUKOPUNCTAHHA 3A NPU3HAYEHHAM

Baok nogaui NpuM3HaYeHU BUKIIOYHO A5 Nogadi cyuisibHOro abo nopoLKoBoro
APOTY NpW HaniBaBTOMaTUYHOMY 3BaplOBaHHiI. |HLWe BUKOPUCTaHHA anapaTy He BiAMnoBigae
Moro npusHayeHHo. BupobHMK He Hece BIAMNOBIAANbHOCTI 33 MOLIKOAXEHHS, 3aBAaHi
BHAC/i40K BUKOPUCTAHHA anapaTy He 3a NpU3HaYeHHAM.

BrkopucTaHHA BiANOBIAHO A0 NPU3HAYEHHSA, MA€E Ha YBa3i AOTPMMAaHHA BKa3iBOK
Lboro nocibHmka 3 ekcnyaTaLii.

2.2 BUMOTI'M A0 PO3MILWEHHSA

Bnok nogavi MoxHa po3millyBaTM Ta eKCrn/yaTyBaTW Ha BiAKPUTOMY MOBITPI.
BHyTpilHi enekTpuyHi AeTani anapaTy 3axulleHi Big 6e3nocepegHbOro BN/MBY BOOrOCTi,
asie He Bij Kpane/ib KOHAeHcaTy.

YBATA! Micns 36epiraHHsA B Ten10My NpuUMilleHHi i NoganbLwii ekcnayaTauii B
ymMoBax BMJMBY HMW3bKOI TemnepaTypu, BcepeAuHi 610Ky Moxke YyTBOpIOBaTUCA
KOHZeHCaT, TOMY 1Oro He MOXXHa BMUKATM paHille HiX yepes 1 ... 2 rognHu!!!

HeobxigHo po3miwyBati anapat Tak, wob 3abesneuvyBaBcs 6e3nepelukogHWM
niaxig 4o nigiomMHoi kpuwkn. CnigkynTe 3a TMM, W06 MeTaneBun Nua (HanpuKAag, nig vac
HaxgaauHoro wiipysaHHs) HE noTpanass BcepeauHy 6a0ky.

YBATA! Bnok noaaui nicas cuabHOro nagiHHa mMoxe 6yTn HebesneuHum ans
XUTTA. BcTaHOB/IOBaTU Ha CTillKil TBepAiil NOBepXHi.

2.3 NIAKNAKOYEHHA 40 MEPEXI

Biok nogaui y cepiiHoMy BUKOHaHH| po3paxoBaHuii Ha MepexeBy Hanpyry 2208 (-
15% +20%).

YBara! lNpu nigk/oueHHi anapaTta 40 Hanpyru mepexi Bulie 270B BCi rapaHTiliHi
3060B'13aHHA BUPOOHMKA BTpavatoTb cuy! A TakoX rapaHTilHi 3060B'A3aHHA BUpobHMKa
BTPayatoTb YNHHICTb NPU MOMUIKOBOMY MiAKAOYEeHHI $pa3m Mepexi Ha 3a3eM/IeHHs anapary.

MepexeBuit po3s'em, nepepi3 kabeniB Mepexi, a TakoX MepexHi 3anobixHWKK
MOBUHHI BUBMpaTUCA BUXOAAYMN 3 TEXHIYHMX JaHMX anapaTa.

LLitekep noOBWHEH BIANOBIAATU HaMNpPy3i XWBJIEHHA | CTPYMy CMOXMBAHHSA
3BaplOBa/IbHOMO anapaTy. 3rijHO BUMOI TexHikM 6e3neku BUKOPUCTOBYMTE pO3eTKU 3
rapaHTOBaHMM 3a3eMJIeHHSM i Hi B IKOMY pasi He 3aCTOCOBYMTE A5 LiMX Ljifel HeUTpaibHUN
nposig mepexi!!!
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2.4 NIAKAHOYEHHA KOHTAKTY CM10BOIO CTPYMY

3AIMCHIOETBCS 3@ 40MOMOrot0 CMI0BOro HanoHeTHoro pos'emy 8 A0 BiAMNOBiAHOrO
MoJitoca 30BHIWHLOrO AXepena 3BapltoBasibHOro CTpyMy. Ak nNpaBuao, A9 3BaplOBaHHSA
CYLiZIBHUM 4 POTOM NiAKNI0OHAIOTb £,0 MO3UTUBHOMO» MOJIKOCA, @ NPU 3BaptoBaHHi GpNt0COBUM
APOTOM A0 «HEraTMBHOrO» MOJItOCa AXepena.

2.5 MNIAKNAKOYEHHA WUTEKEPA YMPABAIHHA A>KEPEJIOM CTPYMY

Ansa ynpaBaiHHA BKAOYEHHAM Ta BUMKHEHHSIM 30BHILUHbOMO JXepesa CUN0BOro
3BaploBa/IbHOro CTPyMy Mij 4Yac HaniBaBTOMaTWMYHOrO 3BaptOBaHHA BUKOPUCTOBYETLCS
LITeKep 17 3 HACTYMHOI CXEMOIO MiAKOHEHHS:

3 c

He BukopucTOBYETHCS

Mnata
ynpaBAiHHA

He BukopucToByeThbCs

B1KOPUCTOBYETLCA TiNIbKM KOHTAKTW 1 i 2, SIKi 3aMUKAIOTbCS B NOTPiOHI MOMEHTM 33
Aornomoroto  pesie.  MakCMManbHUI  CTPYM KOMYyTalii CTaHOBWUTb He Oinblue 1,5A,
MaKcMMasbHa Hanpyra komyTauii — He 6inblie 220V. Y MOMEHT, KOAW JXepeno Mae
npaLtoBaTh, KOHTAKTU pesie 3aMKHYTI, KON gxXepeso MaE byTu BUMKHEHO — PO3iMKHYTI.
YBATA!!! Cxema MigKMIOYEHHA B ZKepesi CMA0BOro CTPYMY A5 KOXHOIMO KOHKPETHOro
BUMNAAKY € IHAMBIAYaNbHOIO, TOMY HE HABOAWTLCA B LibOMY NOCiBHMKY 3 ekcnyaTauii 610Ky
nogaui apoty. Taky iHdopmauilo cnif wykaTh B iHCTPYKLii 3 ekcnayaTauii gxepena
CNOBOIO CTPYMY. Y AKkepesiax CMaoBoro cTpymy BupobHuuTBa PATON HOBOro NOKO/HHS
BXe Bce nepegbayeHo, TOMy ajanTtauis npovge i3 MiHiManbHUMK 3ycuansmn. JoctaTHbO
MepeBipUTM HasBHICTb PO3'eEMy KepyBaHHS Ha 3ajHiM naHeni Axepena, sKWO BiH
BCTQHOBJ/IEHWI, TON HeObXifHO TiNbkM 3adikcyBaTy WTeKep B LLbOMY PO3'eMi, SKILO MOro
HeMag, NoTpibHO 3BEPHYTUCS B CEpBICHY CyXOy A5 MOro BCTAHOB/IEHHS.

2.6 YBIMKHEHHSA BJIOKY MOAAYI APOTY
3A4IMCHIOETHCS 3@ J0NOMOMO0 MEPEXEBOr0O BUMMKAYA 13 Ha 3a4Hili NaHeni.

2.7 MOAAYA 3AXUCHOIO rA3y

LWnaHr Big 6anoHa i3 3aXMCHMM ra3oM MigK/AYAETLCS 40 PO3'eMy 16 HA 3aAHIN
naHeni 61oky nogavi.
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YBATA!!! Ha 6an10H Bxe Ma€ O6yTn BCTaHOB/NIEHUI PeAyKTOP TUCKY, ONTUMaNbHUIA
TUCK Ha BUXOAi IHAMBIAYaIbHUIN 415 KOXHOMO KOHKPETHOro BUNaAKy. ko By HoBayvok i
HeMa€ 40CBiAY B yCTaHOBL,i ONTUMa/bHOr O TUCKY AJ151 3BaplOBaHHS KOHKPETHOro B1poby, To
Ha MeplMi MOMEHT TUCK Fra3y MOXHa BCTAaHOBUTU bislblie ONTMMa/IbHOrO 3HaYeHHS ~0,2
MMa, ue mMano BNAMHe Ha npouec, auwe 36iNbWNTLCA BATPaTa 3aXMCHOro rasy. Ane B
ManbyTHbOMY A/19 eKOHOMIl KepyMTeCh 3ara/lbHUMM PeKOMeHAaLIMM LLL0A,0 3BaptoBa/IbHUX
pobiT HaniBaBTomMaTamu. LLLo6 nepeBipuTH HasBHICTb 3aXMCHOMO rasy, HATUCHITb KHOMKY 4
Ha nepegHin naHeni 610Ky nogavi.

2.8 BCTAHOBJIEHHA KOTYLWKW 3 APOTOM

[ns KpinNeHHs KOTYLIKM BUKOPUCTOBYETLCS AKICHUM MeXaHi3M 15 3 BHYTPilUHIM
ranbMoM Ans 3anobiraHHA MUMOBINbHOMY obepTaHHIO KOTywku. Jnas 36inbweHHa abo
3MEeHLUEHHS CTYMEHS rasibMyBaHHs BUKOPUCTOBYETHCS TBUHT Mif NJ1aCTUKOBOLO rakolo.

YBATA!!! He 3aTuckanite CUABHO KOTYLUKY, CTYMiHb 3aTUCKAHHS MOBUMHHA 6yTwW
MiHiMasIbHO HeOOXiZAHa AN YTPMMAaHHS KOTYLLKM BiZi MUMOBI/IbHOrO 0bepTaHHs, ko byae
6isblie HeobxigHOro, Le CTBOPUTL 3alBe 3yCW//IA Ha ABWUIYH i B KiHLLEeBOMY MiACyMKy
npu3seze /0 HepiBHOMIPHOI NoAadi A4poTy.

BiakpuBLIN MIANOMHY KpULLKY 9 AAS 3anpaBJ/ieHHs APOTY, MiAHIMITb 3aTUCKHI
KOpOMMCAA Bropy, 415 X po36/10KyBaHHS BUKOPUCTOBYOTHCS MAACTUMKOBI Kyaauku. KiHelb
APOTY 3anyckaeTbCs Yepes OTBIp 10 B 3a4Hil CTiHLi 6a0Ky. ApiT HeobxigHO MponycTUTU
yepes BeCb MeTasIeBUIM MEXaHi3M nogadi 4poTy: NMOYMHAIOYUM Big MHYUKOT 334HbOi cripani,
MiX poankamu, 4o Buxogy 3 po3s'emy KZ-2 tuny "€BPO. Jani ApiT HeobxigHo 3adikcyBaTn
3a 0NOMOrOt0 3aTUCKaHHA KOPOMMUCIOM. 3YCUANA 3aTUCKAHHSA PEry/t0ETHCA 3a ,0MOMOroto
Kynauka. YBATA!l! He 3aTuckaliTe CUAbHO KOPOMWC/IO, @HAMOMYHO SIK Yy MEXaHi3Mi
raNbMyBaHHS KOTYLWKM, TyT CTYyMNiHb 3aTUCKaHHA Ma€E b6yTun MiHiMasbHO HeobXigHolo ANs
NPOLUTOBXYBaHHA APOTY NPU HE CUILHOMY 3aTUCKaHHI 4POTY PYKOIO.

2.9 BCTAHOBJIEHHSA 3BAPIOBAJ/IbHOIO NAJIbHUKA

ManbHUK 3aKPinIlETLCA 33 A0MNOMOro FBMHTOBOrO 3'€HaHHA Y PO3'eMi 7 Ha
nepeaHin naHeni 610Ky noAavi, ke HeobXiAHO 3aKPyTUTW MaKCMMasbHO A0 ynopy. 3a
PaxyHOK LbOro MOBMHHA byTW 3abe3neveHa fKiCTb KOHTAKTY, ajxe yepes Leih po3'em
MPOXOANTL BeCb POH6OYMIN 3BaplOBasIbHUIA CTPYM.

2.10 3AMPABKA APOTY

Micns ikcayii ApoTy KOPOMUCAOM HATUCHITb KHOMKY 1 Ha mnepeaHin naHeni i
JouekanTecs, KOAu ApiT BUIAE 3 cONna NasbHKKa. Mpu LbOMY LWBMAKICTL NOAavi 4pOTyY A4
3PYYHOCTi N1IaBHO HAPOCTAE A0 MAaKCUMYMY, Lie BUAHO MO iHAMKALIT Ha NepeAHil naHei.
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3. POBOTA BJIOKY NOAAUI

Micna ycnilwHOro NpoxoaXeHHs nonepeAHix NyHKTIB NiAroTOBKM A0 eKcnayaTawil
610K noAayi Nokasye CBOK MOBHY PYHKLiOHa/bHY FOTOBHICTb. [icas Lboro 610k nogaui
APOTY roTOBUM 40 poboTu.

YBATA!!! He 3abybTe NigKA04MTH MPOTUNEXKHWUIA MOMIOC AXEePesa XMBEHHS A0
BUPODY, L0 3BaplOETHCS, 3@ 40MOMOrOI0 K1EMU «Macay.

3BaploBaHHA MNPOBOAWUTM BIAMOBIAHO A0 3arajbHUX PpeKoMeHAauin wWonao
3BaptoBasibHMX PobiT HaniBaBToMaTamu. AKLL0 Bu HOBauoK i He MaETe A0CTAaTHBLOIO JOCBIAY
Yy BCTa@HOBJ/IEHHI OMTMMAaNbHOI LWBWMAKOCTI NoAayi APOTY A5 3BaplOBaHHA KOHKPETHOro
BMPOBY, TO NoUMHANTE 3 cepeZHbOrO NOJIOXKEHHS WBUAKOCTI Nogadi 4poTy (~6,0...8,0 M/xB)
Ta cepeAHbOI HaNPYru Ha Axepeni cTpymy (~19B) npu byAb-skomy giameTpi BCTaHOB/IEHOMO
apoty (D0,6...1,2MMm). Lle Moxe ByTW He ONTUMasbHUM pilleHHAM, ajie Mpu NpPaBUbHIN
poboTi Axepena cTpyMmy i piBHil nogayi gpoTy (6e3 puekis, Wwo nepesipseTbea TI/IbKA HA
XONOCTOMY XOAY), i npy npaBuAbHOMY MiAKAOYEHHI, LA 3B'A3Ka "AXepeso CTpymy +
610k nogaui" Bxe mae 3BaptoBaTi. CTaHAAPTHO, Yac nepes-npoAyBKM 3aXMCHUM ra3om
BCTAHOBJ/IEHO Ha 0,1 CeK, NiCAA-NPOAYBKMN — 1,5 CeK.

3.1 UMK/1 3BBAPIOBAJIBHOIO MPOLECY - MIG/MAG - 2T
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MopsA0K 3MiHW 3HaYeHHs By ab-AKoT GyHKLIT AMB. y N.6.1.
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3.1.1 OYHKLIA KHONKWU HA MAJIbHUKY - 2T

3acTOCOBYETLCS NPU 3BaplOBaHHI KOPOTKMX Ta cepeAHbOT 40BXMHM WBiB. PyHKLis
MONSAra€E B HACTYMHOMY: NMPU HAaTUCKAHHI KHOMKM Ha Na/lbHUKY CUrHA KePYBaHHS HaAX0ANTb
y 6710k KepyBaHHS, BiANpaLboBYeTbCS QYHKLLiS Nepes-npogyBKN ra3oM 30HU 3BapIOBAHHS
3a yac [t.Pr] (BiaKkpnBaETbCA KNanaH rasy), Aani NoAaETbCA CUMHAN Ha BK/IOYEHHS JKepena
3BapIOBa/IbHOrO CTPYMY i BUTYHa MeXaHi3My nogadi ApoTy. 3 LibOro MOMeHTY MOYMHAETLCA
rMpoL,ec 3BaploBaHHs, OAHOYACHO BiANpPaLboOBYETLCSH GYHKL il NJ1IABHOMO BUXOAY Ha PEXUM
3BaploBaHHA 3a 4ac [t.UP], a TakoX MOXyTb BignpaLboByBaTMCS A04AaTKOBI GyHKLil
(Hanpuknaa, iIMNYAbCHUIA peXxwuM), BCe Le 3rijHO 3 LMKAOM 3BaploBajibHOro npouecy
HaBeAEeHOoro Ha Lukaorpami n.3.1. Micas BignyckaHHS KHOMKW BiANpaLboByeTbCs GyHKL s
MAaBHOIO CMaZaHHA CTPYMy Ta WBWAKOCTI nogadvi ApoTy 3a yac [t.dn], noTiM Axepeso
BUMMKAETbCS. Jlani BignpaLboByETbCA PYHKL i NiCAA-NPOAYBKM ra30M 30HM 3BapIOBaHHS 33
yac [t.Po] (i3 3aTpMMKOIO 3aKpMBAETHLCA K/1anaH rasy).

3.2 UMK/1 3BBAPIOBAJIBHOIO MPOLECY - MIG/MAG - 4T
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MopsAA0K 3MiHW 3HaUYeHHS: By Ab-AKOT GYHKLIT AMB. ¥ N.6.1.

3.2.1 OYHKLU I KHONKWU HA NAJIBHUKY - 4T Ta anbT.4T
a) CBITOBWI CTaHAAPT PeXUMY KHOMKU — 4T
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6) a/IbTePHaTUBHUIN PEXMUM KHOMKM - anbT.4T

3acTOCOBYETLCS NPU 3BaploBaHHi A0Brux WeiB. OyHKLiA NoAsSrae B HacTyMmHOMY:
MpW NEepLIOMy HaTUCKaHHI KHOMKWM Ha MaJjibHUKY CUrHafa KepyBaHHS HaAxoAuTb y 6s10K
yNpaBAiHHSA, BiANpPauboBYETbCS YHKLiS MepeA-npoAyBKM ra3oM 30HW 3BapOBaHHSA
(BiAKPMBAETLCA KaANaH rasy), Nic1s Neplioro BifMyCKaHHA KHOMKM NOAAETbCA CUrHAN Ha
BKJIIOYEHHSA J)Kepena 3BaptoBasIbHOro CTPYMY i ABUIyHa MeXaHi3My nogaudi g4poTy. 3 1boro
MOMEHTY MOYMHAETLCA NpoLec 3BaptoBaHHsA. OfHOYACHO BiAMNPaLbOBYETHCA YHKLis
MNaBHOr o0 BUXO/Y Ha PeXUM 3BaptoBaHHSA 3a Yac [t.uP], a TakoX MOXyTb BignpaLboByBaTUCA
AogatkoBi  GyHKUiT (Hanpuknag, IMNy/AbCHUA pexum), BCe Le 3rigHO 3 LWKIOM
3BaploBa/IbHOro Mnpouecy HaBeAeHoOro Ha uukaorpami n.3.2. Micas gpyroro HaTucKaHHA
KHOMKW HAa NasibHUKY, BiAMNPaLbOBYETbCA YHKLiS MAAaBHOrO CMajaHHa Hanpyru Ta
WBMAKOCTI NoAadi ApoTy 3a yac [t.dn], NoTim AXepeno cTpyMy BUMMKIETHCS.

Michs Apyroro BiANyCKaHHA KHOMKM BiAMNpaLboBYeTbCst GYyHKLiS NiCAA-NPOAYBKU
ra30M 30HM 3BaploBaHH#A 3a Yac [t.Po] (3 3aTpUMKOIO 3aKpPUBAETHLCA KaAanaH rasy).

B anbTepHaTMBHOMY pexuMi KHOMKW anbT.4T cucTema Nponyckae Apyrun TakT
(neple BigNyCKaHHA KHOMKW), LM i BIAPI3HAETLCA Big CBITOBOro cTaHAapTy 4T. lNoAacHMMO:
B JaHOMy BMMNajKy CUCTeMa He YeKaE NepLllioro BifMyCKaHHA KHOMKWM Ha MNaJbHWUKY, a
MOMeHTaJIbHO nicas BignpautoBaHHA GyHKLIT nepes-npoAyBKM Fa30M 30HM 3BaploBaHHS 3a
yac [t.Pr] nounHae npouec nignaatoBaHHA A4YyrX — L& aHAN0MYHO AK B pexumi kHonku 2T.
Mpu LbOMy MicAs NeplIoro BiANyckaHHs MpoLec 3BaptoBaHHA TpuBaEe 6e3 3MiH. JaHun
PeXUM HagaeTbcs KomnaHieto PATON sik 60HYCHMIA, BUKOPUCTOBYBATM TiIbKM 3a 6axkaHHAM,
OCKiNIbKM BiH 6iNbLU 3BUYHWI 3 MOrAa4Y 6iNblu HaCTOr0 BUKOPUCTAHHA KNIEHTaMK pexxumy 2T
Y KNaCUYHUX HaniBaBTOMaTax, 6i/bll iHTYITUBHO 3pO3yMinni.

3.3 OYHKLIF YBIMKHEHHSA TA BAMKHEHHSA ABUT'YHA
Lle aopaTkoBa GYHKLiS A5 MOX/IMBOCTI BUMKHYTU poboTy ABUryHa. BoHa moxe
He 6y TN B MeHIO, TaK K 3@ HAasiBHOCTI 3B'A3Ky Mix 6/10KkaMu1 ynpaB/iHHA, anapaT cam npuiimMae
PillEHHSA NPO BKAIOYEHHSA Ta BUMKHEHHS BUI'yHa B KOHKPETHOMY PeXWMi 3BaploBaHHA.
YBATA! [1ns npaBuibHOi poboTu HaniBaBTOMaTa Liel napameTp NOBMHEH 3aBXAM
6yT1 B nosioxeHHi «ON».

3.4 OYHKLIA NEPEA-MPOAYBKU 3AXUCHUM FA30OM

Us dyHKuis HeobxigHa A1a 3aXMCTy 30HW 3BAplOBAHHSA Bif WKiANMBOro BNAMBY
aTMochepHOro noBiTpA | Monsirae y nonepeAHbOMY MNPOAYBaHHI 30HM 3BapPOBAaHHS
3axXMCHWM rasoMm rnepe/ 3ana/atoBaHHAM 3BaploBa/IbHOI Ayru. 3a 3aMOBYYBaHHAM Yac nepej-
npoaysku [t.Pr] BCTAaHOBNEHO HA 3HAYeHHi 0,1 CeK., L& 3HAYeHHs MOXHA B ByAb-akuii
MOMEHT 3MiHUTW Ha CBil po3cya.

3.5 OYHKUIA NICA4-NPOA4YBKN 3AXUCHUM TA30M
Lis ¢yHKuis nonsirae B MoAanbLOMy MPOAYBaHHI 30HW 3BaplOBAHHS 3aXMCHUM
ras’om NiC/If 3racaHHs 3BaploBa/IbHOI AYrM, OCKiNbKM po3neyeHa 3BaploBasibHa BaHHA Lie
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Aesknit yac 60iTbCsa WKiANMBOro BBy aTMocdepHOro nosiTps. 3a 3aMOBYyBaHHSAM, Yac
nicns-npoaysku [t.Po] BCTaHOBNEHO Ha 3HAYeHHS 1,5 CeK., Lie 3HaYeHHs MOXHa B Oy b-saKkui
MOMEHT 3MIHUTU Ha CBil po3cy4a,.

3.6 OYHKLUIA HAPOCTAHHA HANPYTU/WBUAKOCTI MOAAYlI HA MNOYATKY
3BAPIOBAHHA

Lis ¢yHkuis HeobxigHa Ans MAAaBHOrO BMXOAY HAa PeXWM 3BaploBaHHA 3a
BCTQHOB/IeHWM 4ac [t.UP], WO 3MeHWye po3n/ieckyBaHHs 3BaplOBasibHOI BaHHM Ta
pO36pU3KyBaHHA B MOMEHT MiANany, KOAWU APIT e XON0AHWN. 36iblUeHMI Yac NAaBHOMo
BUXOAY 3aCTOCOBYETHCS /15 NOYAaTKOBOro GOPMYBaHHS BaHHW.

YBATA! Yum 6inblunii 4ac HapOCTaHHS — TUM MEHLUWIA NOYaTKOBUIA NpoBap, TOMY
3aCTOCOBYETLCA TibKU A5 CepeAHiX Ta AOBrux LWBIB. 3 Ui€l NpUYMHM He MOTpibHO
36inblwyBaTK vac 6isblie 0,1 cek. NpyY 3BaprOBaHH| TOYKaMM TOLLO.

YBATA! lMpu 3BaploBaHHi cTasieBMM APOTOM Yac HapocTaHHA [t.uP] Ha gxepeni
cTpymMy Mae 6yTu abo piBHMM, abo Tpoxu MeHle HixX Ha 6soui nogadi gpoty. Mpu
3BapIOBaHHi a/IlOMIHIEBMM APOTOM Yac HapocTaHHs [t.UP] Ha gxepeni mae Byt binblunm
(+0,2..+0,5 cek.) Hix Ha 610Li nogavi ApoTy.

3.7 OYHKLUIA CNAAAHHA HANPYTN/IUBUAKOCTI NOAAMI B KIHL,I 3BAPIOBAHHSA

Lis dyHKUis npy3HaYeHa A5 NIABHOMO 3aBaploBaHHSA KPaTepa, Lo YyTBOPIOETLCS B
3BaploBa/IbHIM BaHHI Nij Ji€l0 €1eKTPOMarHiTHOro AyTTa e/eKTPUYHOK AYyrol i B
noZanblUOMy € AxepesioM AedeKTiB 3BaptoBasibHOro Wea. CUrHasiom Ao noyaTky GyHKLIT €
BiZiNYCKaHHA KHOMKM Ha Ma/ibHMKY B KiHL,i NpoL,ecy 3BaptoBaHHS, NpU LLbOMY pyX NajibHWUKa
HeobXifHO MPUMMHUTK | 3aBaploBaTW KpaTep Yy 3BaploBa/ibHOMY LWBI. 3a pery/ioBaHHSA
MAaBHOCTI LbOro Mpouecy BIAMOBIZAE Yac chnajaHHa Hanpyru [t.dn] y Axepeni
3BapOBa/IbHOMO CTPYMY, i Yac cnaZaHHs WBMAKOCTI nogadi ApoTy [t.dn] 610Kky nogaui
ApoTy. Jns kopekTHOI poboTw Lii 3HaYeHHs MatoTb 36iraTncs. 3a 3aMOBYYBaHHAM, 3HAYEHHS
BCTAQHOBJ/IEHO Ha 0,1 ceK., TO6TO PakTUUYHO MOXEe BUMKHEHO.

YBATA! lMpu 3BaptoBaHHi CTaneBUM APOTOM 4ac crnagaHHs [t.dn] Ha pxepeni
cTpyMy Mae 6yTn abo piBHMM, abo Tpoxu bGinblwe HixX Ha 60U nogadi apoty. Mpwu
3BaplOBaHHi a/IlOMIHIEBMM ApOTOM Yac cnagaHHsa [t.dn] Ha Axepeni mae byTn MeHWUM (-
0,3...-0,7 CeK) HiXX Ha bs10Ui nogaui ApoTy.

4. NEPEK/IIOMEHHA HA HEOBXIAHY OYHKL IO

AKLL0 B anapaTi BCTAHOBAEHO CUCTEMY 3aXUCTY BiJ, HECAHKLLIOHOBAHOIO AOCTYNY A0
MeHIo PYHKLiM, NPY HAaTUCKaHHI Ha KHOMKY 6 Ha iHAMKATOpi He BiAOYBaETbCA XOAHUX 3MiH,
To6TO LA KHoMNka 3abaokoBaHa. LLLo6 po3baokyBaTu, HeobxigHO yTpUMyBaTH il HATUCHYTOMY
CTaHi binbwe 3,5 cekyHa. MNMpu po3baoKyBaHHI Ha IHAMKATOP BUMBOAWMTLCS 300pakeHHSs
3aMOUYKIB, LLLO BiKPUBAIOTbLCS, L0 BKA3YE Npo npoLec po3610kyBaHHS MeHto yHKLUin. Micas
ycniwHoro po3610KyBaHHS, MPU HATUCKAHHI KHOMKM 6, Ha LMpPOBUIA ANCTNEN BUBOAUTLCS
noToYHa Ha3Ba PyHKL,iT Ta i 3HaYEHHS.
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YBara! lMicas BignyckaHHA KHOMKM 6 yepes 2 ceKyHAW eKpaH 3HOBY Mmepenje Ha
OCHOBHWI NapaMeTp MOTOYHOIO PexXMMy 3BaploBaHHA. [OKM AMcnien nokasye NOTOUHY
dyHKLUitO, Ti 3HAYEHHS MOXHA 3MIHUTK Y binblly abo MeHLLY CTOPOHY, 3a 4OMNOMOTr0H0 KHOMOK
3. ABo npu WBMAKOMY HATUCKaHHI Ta BiANyCKaHHI Ha KHOMKM 6 MOXHa nepeMmkaTicsa Ha
HacTynHy GyHKLiO Mo KoY.

YBara! fKWo0 J0Bro yTpuUMyBaTh KHOMKY 6 Y MOMEHT po3rasdy HavMeHyBaHHS
dyHKLUiT, NpubAN3HO Yepes 10 cekyHA, Ha LndpoBoMy Tabs10 MOYHETHLCS 3BOPOTHUN BiAiK
333...222...111, SKWMIA MoNepeAXaE Mpo CKUAaHHA BCiX HanalwTyBaHb 60ky nogaui Ao
CTaHAaPTHYUX.

4.1 3ATA/IbHUM MEPEIK | NOC/NIAO0BHICTb (DYHKLUI‘/'I
0) [-1-] ocHoBHUI napameTp — LUBUAKICTb nogaui = 7,0 M/XB (33 3aMOBYYBaHHAM)
a) 2,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)
1) [But] pexxum kHOMKM Ha nasbHKUKY = [2T] (3a 3amMoBYyBaHHAM)
a) [2T] — pexum KHOMKKU Ha NafbHUKY 2T
6) [4T] - cTaHAAPTHUIN PEXMUM KHOMKMN Ha NanbHUKY 4T
B) [a/1bT.4T] — @a/IbTEPHATUBHUIN PEXUM KHOMKW Ha NaNbHUKY 4T
2) [Dru] yBiMK/BUMK. ABUrYyHa noAadi ApoTy = ON (3a 3aMOBYYBaHHAM)
a) ON —yBimMKHEHO (33 HaABHOCTI 3B'A3KY, anapaT caM BKIto4a€ B pexumi MIG/IMAG)
6) OFF — BUMKHEHWI (33 HAsABHOCTI 3B'A3KY, anapaT caM BUMKKAE B pexxumi MMA Ta
TIG)
3) [t.Pr] yac nepea-npoayBKM 3aXMCHUM ra3oMm = 0,1 ceK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
4) [t.Po] wac nicna-npoayBKKW 3aXMCHUM ra3oM = 1,5 CeK. (3@ 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] Yac HapoCTaHHA WBUAKOCTI MOAadi APOTY = 0,1 CeK. (3@ 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)
6) [t.dn] yac cnagaHHs WBuAKoCTi nogadi 4poTy = OFF (3a 3aMoBYYyBaHHsM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)

5. 4orndaa 1 TEXHIYHE OBC/1YITOBYBAHHSA

YBara! lMNepeg T1M, AK BiAKpUTM anapaT A5 NpodinakTUKK, HeObXiAHO BUMKHYTH
MOro Ta BiAKMIOUUTU Big Mepexi XMBAeHHS. JaTh MOX/IUBICTb PO3PAAUTUCH BHYTPILWHIM
NaHutoraMm anapata (npmbausHo 1 xB) | Avwe nicas uboro pobutw iHwi aii. Mpu
06cyroByBaHHi BCTAHOBUTU Tabanuky, sika 3a60poHsAE BMUMKATK anapar.

Ans Toro, wob 36epertu amapaT npauesgaTtHUM Ha HaraTto pokis, HeobxigHO
AOTPUMYBATUCS KiIbKOX MPaBUA:
- NPOBOAMTM iHCMEKL IO 3 TexHikK 6e3nekn y 3agaHi iHTepBaau Yacy (ams. Po3ain ,Bkasisku

3 TexHikun 6e3nekn”);
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- NP IHTEHCUBHOMY BUKOPUCTaHHI peKOMeHAYEMO pas Ha NiBpOKy npogysaTu 610K Cyxum
CTUCHeHUM noBiTpaAM. YBara! NposyBaHHA 3 3aHA/ATO KOPOTKOT BiZLCTaHi MOXe NpU3BecTy
A0 MOLWKOAXEHHSA eNeKTPOHHNX KOMMOHEHTIB;

6. PEXXMM POBOTW BIJ, TEHEPATOPA

Baok nogaui cnoxusae Ayxe Mano enekTpoeHeprii, sk npaBunno, He 6iabLue 100BT,
TOMY ro/loBHa yMoBa — W00 BMXiZHa Hanpyra reHepaTopa He BUXOZWAa 3a AOMNyCTUMI MeXi
180-2608.

7. NIPABUJIA 3BEPITAHHSA

3aKoHCepBOBaHUI Ta ynakoBaHui 610k nozaui 36epiratv B ymoBax 36epiraHHs 4
3a NOCT 15150-69 CTPOKOM 5 POKIB.

PoskoHcepBoBaHMi 610k NOBUHeH 36epiraTUCs B CyXMX 3aKPUTUX MPUMILLEHHSX 38
TemnepaTypu noBiTps He Hux4ye natoc 5°C. Y npuMilLeHHAX He Mae ByTn napu KMCAOT Ta
iHLWMX aKTUBHUX PEYOBWH.

8. TPAHCNOPTYBAHHA

3anakoBaHul 610K nogayi Moxe TpaHCNOpTyBaTUCSA BCiMa BUAAMU TPAHCMOPTY,
wo 3abe3neyvytoTb 1oro besnexy 3 AOTPUMAHHSM MPaBW NepeBe3eHb, BCTAHOB/IEHUX AS
TPaHCMOPTY LbOro BAAY.

9. KOMMJEKT MOCTABKU

1. Brok nogavi apoty —1WT,;
2. ®ipmosuii roppokopod PATON —1wT,;
3. LLIBUAKO3HIMHWI MHEBMOPO3'EM —1WwT,;
4. IHCTpyKUif 3 ekcnayaTauil —1WwT,;

Jna modeni Feeder-15-2:
- Na/fibHUK HaniBaBToMaTM4HUM ABICOR BINZEL (okpim mogeni Feeder-15-2 WA): —1 wT.;

- POAIMKM AN1 CyLiNbHOrO A4poTy (0,6-0,8; 1,0-1,2) — 2 KOMT.;
Jna modeni Feeder-15-2:

- POANKM AN8 CyLiNbHOMO ApoTy (0,8-1,0; 1,2-1,6) — 2 KOMT.;
- POAINKM A5 aAOMIHIEBOrO ApOTY (0,8-1,0) —1KOMM.;

10. MPABUJIA TEXHIKW BE3MNEKU

3AIrAJZIbHI NOJIOXXKEHHA

3BaptoBasbHMI  anapaT BWUrOTOB/AEHWM BIAMOBIAHO A0 TeXHIYHWX CTaHAApPTIB Ta
BCTAHOBJ/IEHWNX NPaBUA TexHiKK 6e3neku. MNpoTe Npu HenNpaBUAbHOMY NOBOAXEHHI BUHUKAE
Hebe3neka:

- TpaBMYBaHHS 06C/TyroByO4Oro NepcoHasny Ym TpeTboi ocoby;

- 3aMoAifHHA LWKOAW CAMOMY anapaTy 4M MaTepia/ibHUM LLIHHOCTAM MNi4NPUEMCTBA;

- nopyLweHHs epekTnBHOro poboyoro npotiecy.
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Yci ocobu, ski nos'si3aHi 3 BBeAEHHSAM B €eKCMJ/yaTauilo, KepyBaHHAM, AOrAsSAOM Ta
TeXHi4YHMM 0b6CNyroByBaHHAM anapaTty NOBUHHI:

- NpoWTU BiANOBIAHY aTecTaw,ito;

- MaTW 3HaHHSA 3 3BapOBaHHS;

- TOYHO AOTPUMYBATUCH LLiET IHCTPYKL,iT.

HecnpaBHOCTI, IKi MOXYTb 3MeHLNTK 6e3neky, NOBUHHI ByTV TEPMIHOBO YCyHEHi.

OBOB'A3KN KOPUCTYBAYA

KopwucTyBay 30608B'A3yeTbcst gonyckaTn 40 pobiT Ha 3BaptoBa/ibHOMY anaparTi aule ocib,
AKi:

- 03HaMOMUANCS 3 OCHOBHUMMW MPaBWUAAMU TexHiKM Ge3neku, NPONMW/M HaBYaHHA 3
BMKOPUCTaHHSA 3BaptoBasIbHOro 0bnaZHaHHS;

- npountann posgin «MpaBuia TexHikiu 6e3neku» Ta BKa3iBKM WOAO HEOOXigHUX
3anobixHUX 3ax04iB, HaBeAEeHWX Y LibOMY MNOCIOHMKY, Ta NiATBEPANTYM Lie CBOIM MiANNCOM.

OCOBWUCTE 3AXNCHE OCHALLLEHHA

s ocobuctoro 3axmcty ocobu, siki NOB'A3aHi 3 BBEAEHHAM B €KCM/yaTalito, KepyBaHHAM,
JOrNIA0M Ta TeXHIYHMM 06CyroByBaHHAM anapaTty NOBUHHI:

- HOCWUTK MillHe B3yTTsd, WoO0 36epirae i3o/t0t04i BAACTUBOCTI, Y TOMY YMCAi Y BOJOTUX
ymMoBax;

- 3axumLLaT PyKK i30110104NUMK PyKaBUYKaMK;

- OYi 3axuILaTM 3aXMCHOIO MacKol 3 BiAMOBIAHWUM CTaHZapTaM TexHiku b6e3nekwu
diNbTPOM NPOTU ybTPadioeTOBOrO BUNPOMIHIOBAHHS;

- BUKOPUCTOBYBATM Ti/bKM BiZNOBiAHUIA BaXKKO3aNMUCTUI OAST.

HEBE3NEKA WKIAJMBUX F'A3IB | BUMNAPIB

- AWM i WKIAAMBI rasu, WO BMHMKAKOTb B MpoOLECi ekcnayaTalil anapaTy BUAAANTK 3
poboyoi 30HM cnewiasbHUMK 3acobamuy;

- 3abe3neynTu ZOCTaTHIN NPUNIMB CBIXKOrO NOBITPS;

- napu PO3YMHHUKIB HE MOBUHHI NOTPaNASATU A0 30HM BUMPOMIHIOBAHHSA 3BaploBa/IbHOI

Ayru.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMMUCTI NpeAMeTH HeobXiZHO BUAAANTM 3 pobOYOT 30HY;

- He ZOMyCKalTbCs 3BaptoBasibHi pPobOTM Ha €EMHOCTAX, Yy AKWUX 36epiratoTbcs un
36epiranncs rasu, naabHe, HabTONPOAYKTU. € Hebesneka BUOYXY 3aNULWKIB LLUX NPOAYKTIB;
- y noxexoHebe3sneyHnx Ta BUOyxoHebesneuyHUXx NPUMILLEHHAX JOTPUMYBATUCH
0co6.11BUX NPaBWA, BiNOBIAHO A0 HaLiOHANbHUX T MiXXHAPOAHUX HOPM.

HEBE3MNEKA HAMNPYT MEPEXXI XXUBJIEHHSA | 3BAPIOBAJIbHOIO CTPYMY
- YPaXeHHs efIeKTPUYHUM CTPYMOM MOXKe ByTU CMepTeNbHUM;
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- CTBOPEHi BUCOKOYACTOTHUM CTPYMOM MarHiTHi MO MOXYTb HEraTUBHO BM/MBATU Ha
npaLe3faTHICTb eN1eKTponpuaais (Hanpukaaa, kapgioctumyaatop). Ocobu, ki MatoTb TaKi
npuaaan, MOBWMHHI MOPAAMTUCA 3 Jlikapem, neplw HixX Habamxatucs go poboyoro
3BaploBa/IbHOr0 ManAaHYmMKa;

- 3BaptoBasibHUM Kabenb Mae OyTWM MiLHUM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'egHaHHs Ta NOWKOAXEHNN Kabesb HeobXiAHO HeramHo 3amiHNTU. Mepexesi
kabeni Ta kabeni 3BaptoBasIbLHOrO anapaTy NMOBUHHI CUCTEMATUYHO NepPeBipsATUCH paxiBLEeM
€/1eKTPMKOM Ha CNpPaBHICTb i30A8L;

- MiZ, Yac BUKOPUCTaHHA 3a60POHAETLCS 3HIMATI 30BHILLHIN KOXYX anaparTa.

HE®OPMAJIbHI 3AXOA W BE3MNEKU

- iHCTpyKUilo 3  ekcnayaTalii HeobxigHo nocTiiHO 36epiratn nobaumsy micus
3aCTOCYBaHHSA 3BaploBa/IbHOro anapary;

- £,043TKOBO f0 IHCTPYKL,iT HEOOXiAHO AOTPMMYBATUCh YNHHMX 3arajibHUX Ta MiCL,eBUX
npaBua TexHiku besneku Ta ekoorii;

- BCi BKa3iBKM Ha 3BaploBa/ibHOMY arapaTi TpMMaTh B YnTabesibHoMy CTaHi.

B/IYKAIKOYI 3BAPIOBAJIbHI CTPYMU

- HeobXiZAHO CTeXUTU 3a TUM, Wob Kiema kabento «macu» Byna MiLLHO NpUEZHaHA A0
MiCLLfl 3BapIOBAHHS;

- MO MOX/MBOCTI He BCTaHOB/OBATWM 3BaploBa/ibHUI anapaT besmnocepesgHbO Ha
eNeKTponpoBigHe MOKpUTTA nigs0orn abo poboyoro cTony, BUKOPUCTOBYBATU i30/110I0M
NpoKAaAKW.

3AXOAM NONEPEAXEHHS Y 3BUYANHUX YMOBAX
LLloHaliMeHlWe oAWMH pa3 Ha TUXAeHb HeobxiAHO nepeBipATM anapaT Ha 30BHILLHI
MOLIKOAXEHHS Ta PyHKLiOHYBaHHS 3anobidXXHMX NpUCTPOIB.

11. FAPAHTIVIHI 3060B'SI3AHHS
Komnanis «MATOH IHTEPHELLH/1» rapaHTye cnpaBHy poboTy 6/10ka nogavi 4poTy
33 YMOBW AOTPUMaHHS COXMBaYeM YMOB eKCrayaTauii, 36epiraHHsa Ta TpaHCMOPTYBaHHS.
YBATA! be3kowToBHe rapaHTiiHe 06C/lyroByBaHHS BiZACYTHE Mif 4ac MEXaHiYHUX
MOLKOAXeHb 3BaptoBa/IbHOro anapary!

Feeder-15-2
Feeder-15-4

3 poKkM

OCHOBHMWI rapaHTIMHUIM Nepiog 06YMCIIOETHCA BiA AHA NPOAaXy iHBEPTOPHOMO
obnagHaHHA KiHLEeBOMY NOKYML,eBi.
MpoTAroM OCHOBHOrO rapaHTIMHOro nepiogy npoAaBelb 3060B'A3yETHCS
6e3KOLITOBHO A/15 BAaCHMKA iHBepTopHoro obnagHaHHs PATON:
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- 3pobuTU AiarHOCTUKY Ta BUSIBUTU MPUUKNHY NMOJOMKY;

- 3abe3neunTn HeOBXiAHUMM AN BUKOHAHHS PEMOHTY By3/1aMU1 Ta e/1eMEHTaMK;
- npoBecTy poboTH i3 3aMiHM €/1eMEHTIB i BY3/1iB, LU0 BUMLLAMW 3 NaAY;

- MPOBECTU TECTYBaHHS BiPEMOHTOBaHOMO 06.1aZHaHHS.

OCHOBHi rapaHTiliHi 3000B'A3aHHS He NOLNPIOITLCSA Ha 06.1a4HAHHS:

- 3 MExXaHiYHUMW TMOLIKOAXKEHHAMK, WO BMJMHYAM Ha Mpaues3daTHiCTb anapaTy
(aedopmaLiis kopnycy Ta geTasen yHacNiZ oK NagiHHA 3 BUCOTM abo nagiHHSA Ha 0b1agHaHHS
BaXKMX NpeAMeTiB, BUNaZaHHA KHOMOK Ta PO3'eMiB);

- 3i cnigamMu Koposil, Wo CnpuYMHUIA HECNPaBHUM CTaH;

- WO BUWLLIO 3 1IaZy Yepe3 BM/MB Ha MOro CWIOBI Ta €/1eKTPOHHI eIeMEHTU 3HAYHO!
BOJIOTY;

- WO BWWLWIO 3 NaAy Yepe3 HAKOMUYEHHS BCEepPeAUHi CTPYMOMPOBIAHOrO MWy
(BYrilbHUI NN, MeTaneBa CTPY>KKa Ta iH.);

-y pasi cnpobu CamOCTIHOro peMOHTy Moro By3niB Ta/abo 3aMiHU eneKTPOHHMX
€/1eMEeHTIB;

PekomeHAy€eTbCA, 3a71€XXHO Bif, YMOB ekcnyaTauii, OANH pa3 Ha MNiBpOKy, 3a4/A
YHVUKHEHHSA BUXOAY anapaTy 3 /aAy, NPOBOAUTU UYMUCTKY BHYTPILLIHIX eNeMeHTIiB i By3niB
JAaHoro obnagHaHHA CTUCHEHWM MOBITPAM, A YOO HEOOXiAHO 3HATU 3aXMCHY KPULLKY.
YuueHHs1 HeobXifgHO MPOBOAUTM aKypPaTHO, YTPMMYHOUM LWAAHT KOMMPECopa Ha AOCTaTHIN
BiZCTaHi, 33419 YHUKHEHHS MOLKOAXXEHHS NanKy eNeKTPOHHMX KOMMOHEHTIB i MeXaHiYHUX
YaCTUH.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHA He NOWMPIOTLCSA HA 30BHILUHI 1eMeHTK
061aZHaHHS, WO BUNLLAM 3 NaAYy, WO NiaAat0TbCs Gi3MYHOMY KOHTAKTY, Ta CyMnyTHi/BUTPaTHi
MaTtepianu, NpeTeH3ii 33 AKUMU NPUNMAIOTHLCS He Ni3Hille 4BOX TUXHIB NiCAA NPOAaXY:

- KHOMKA YBIMKHEHHS T8 BUMWKAHHS;

- PYYKM peryatoBaHHS 3BapioBaibHUX NapamMeTpiB;

- po3'eMu nigkaoyeHHs kabenis Ta pyKaBis;

- pO3'eMU ynpaBAiHHS;

- MepexeBui kabesb Ta BU/IKa MepexeBoro kabento;

- pyyKa A5l NepeHeceHHs, peMiHb Ha NJeui, Kelnc, Kopobka;

- eNeKTpPoA0TPMMaY, KJIEMa «MaCu», NMaJibHUK, 3BaptoBasibHi kKabeni Ta pykasu.

MpoaaBeub 3anMwae 3a coboto NpaBo BIAMOBUTM Y HaAaHHI rapaHTIMHOMO
PeMOHTY, abo BCTAHOBUTM sIK AaTy NOYATKy BUKOHAHHS rapaHTiiH1x 3060B'a3aHb MicsLb Ta
piK BUMYCKY anapaTy (BCTAHOB/IOOTLCSA 3@ CEPIIHUM HOMEPOM):

- npuv BTpaTi NacnopTa BAaCHUKOM;
- 3a BiZCyTHOCTi KOpekTHOro abo B3arani by b-aKoro 3anoBHEHHSA NacnopTa NPoAaBLEM
nig Yac npoAaxy anapary.

FapaHTIMHWUI TePMiH MPOAOBXYETLCS, HA TEPMIH FapaHTIMHOro 06CyroByBaHHS
anapaTy B CepBiCHOMY LLeHTPpi.
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1. GENERAL INFORMATION

The PATON Feeder-15-2/15-4 digital wire feeder is designed to work in conjunction
with an external welding source in semi-automatic welding mode. The power source
supplies the welding current, and the wire feeder provides a stabilized feed of solid
or cored wire into the weld pool.

The feeder has its inverter source to power the motor, safety gas valve and control
circuitry. What sets the PATON feeders apart is the very powerful, high-quality and
sealed metal wire feeder and the KZ-2 EURO type connector, which has become a
world standard, allowing the user to later change the torches as desired. A safety
gas valve is built into the unit.

When the feeder is in operation, its internal digital control board receives signals
from the KZ-2 connector of the torch button and turns on the safety gas valve at the
right moment, then, with a preset delay, signals to turn on the power supply, then
turns on and stabilizes the speed of the wire feed motor. After the welding process
is finished, every unit is turned off in reverse order with the necessary delays.
Everything is set by default to optimum parameters.

The unit is highly optimized to work with PATON sources and will require minimal
time for user adaptation, as the mating spots for connectors and installation are
already provided in the design.

PARAMETERS Feeder-15-2 Feeder-15-4
Rated supply mains voltage soHz, V 230 230
Rated input current from mains, A 0.25 0.38
Mains voltage variation limits, V 180 — 260 180 — 260
Number of rollers 2 4
Control range of wire feed speed, m/min 1.5-16.0 1.5—20.0
Continuous welding wire diameter, mm 0.6-1.2 0.6-1.6
Maximum weight of wire coil, max. 15 15
Wire-filling function yes yes
Function of safety gas check yes yes
Rated input power, VA 55 85
Maximum input power, VA 80 115
Operating temperature range —25 ... +45°C —25 ... +45°C
Dimensions, mm (length, width, height) 430%x260%270 430X275X290
Weight without coil and accessories, kg 7.5 8.2
Protection class IP33 IP33

PATON ProMIG DC MMA/TIG/MIG/MAG
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1 — Wire-filling button (no gas supplied);
2 - Digital display of the wire feeder;
3 — Down and up buttons for adjusting parameters
(main default setting: wire feed speed);
4 — Safety gas check button (no wire feed);
5 — Button mode indicators on the torch (2t/4t mode);
6 — Button for selecting functions of the wire feeder;
7 —KZ-2 EURO type connector for semi-automatic torch connection;
8 — Power supply plug to the wire feeder;
9 — Lifting protective cover;
10 — Welding wire filler inlet;
11 - Locking the protective cover;
12 — Power cord for 220V power supply;
13 — Source on/off button (decorative color).
14 — Wire feeder fuses;
15— Wire coil holder with spring braking mechanism;
16 — Safety gas supply connector;
17 — Control signal connector from wire feeder to external welding power source.

2. COMMISSIONING
Caution! Before commissioning, read the section "Safety instructions" cl.13.
2.1 INTENDED USE
The wire feeder is designed exclusively to feed solid or cored welding wires.
Any other use of the machine is considered improper. The manufacturer cannot be
held liable for damages caused by improper use of the machine.
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Intended use is subject to the instructions in this operating manual.

2.2 PLACEMENT REQUIREMENTS

The wire feeder can be placed and operated outdoors. The internal electrical
parts of the unit are protected against direct exposure to humidity, but not against
condensation droplets.

WARNING! After storage in a cold place, condensation will form inside closed
areas when used in a warm room. For this reason, the unit must not be switched
on earlier than 1...2 hours!!!

Place the unit in such a way that the lifting cover is easily accessible. Make
sure that metal dust (e.g. from sanding) does not penetrate the machine.
WARNING! The wire feeder can be life-threatening after a hard fall. Install on a
stable hard surface.

2.3 MAINS CONNECTION

The feeder is designed as standard for a supply voltage of 220V/230V (-15%
+20%).
Warning! If connected to mains voltages above 270V, all warranty obligations of
the manufacturer become invalid! This situation can occur with very large phase
voltage imbalances in the standard mains or when using a non-standard connection.

The manufacturer's warranty also becomes void if the mains phase is
connected to the ground wire by mistake.

The mains connector, mains extension cable cross-sections and mains fuses
must be selected according to the technical data of the unit.
Warning! The mains plug must correspond to the supply voltage. For safety reasons,
use power outlets with a guaranteed ground connection!!!

2.4 CONNECTING THE POWER CONTACT

This is carried out by the power bayonet connector 8 to the corresponding
pole of the external welding source. As a rule, it is connected to the "positive" pole
for solid wire welding and the "negative" pole of the welding source when welding
with flux-cored wire.

2.5 CONNECTING THE POWER SOURCE CONTROL PLUG

To control switching the external welding power source on and off during
semi-automatic welding, use plug 17 with the following wiring diagram:
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3 c

not used

Control
- board

4 1

not used

Only contacts 1 and 2 are used, which are closed at the right moments with
a relay. The maximum switching current is not more than 1.5A; the maximum
switching voltage is not more than 220V. At the moment when the source is
supposed to be running, the relay contacts are closed, when the source is supposed
to be off —they are open.

WARNING!!! The wiring diagram in the power supply is specific to each application,
soitis notincluded in this manual for the wire feeder. Look for it in the power supply
manual.

The new generation of PATON power supply sources already includes all the
features, so the adaptation will be done with minimum effort. It is enough to check
the presence of the control connector on the rear panel of the source. If it is installed,
then it takes time only to fix the plug in this connector, if it is not present, then you
need to contact the service department to install it.

2.6 TURNING ON THE WIRE FEEDER
It is done with the power switch 13 on the rear panel of the unit.

2.7 SAFETY GAS SUPPLY

The hose from the safety gas cylinder is connected to connector 16 on the
rear panel of the unit.
WARNING!!! A pressure reducer must already be pre-installed on the cylinder. The
optimum outlet pressure is individual for each case. If you are a beginner and have
no experience in setting the optimum pressure for welding a specific product, then
at first the gas pressure can be set higher than the optimum value of ~0.2 MPa. This
will have little effect on the process, only the consumption of safety gas will increase.
To save money hereafter, follow the general recommendations for welding with
semi-automatic welding machines.
Press button 4 on the front of the feeder to check the safety gas supply.
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2.8 INSTALLATION OF THE WIRE COIL

A quality mechanism 15 with an internal brake to prevent spontaneous

rotation of the coil is used to secure it. A screw with the plastic "nut" is used to
increase or decrease the braking degree.
WARNING!!! Do not clamp the coil too tight. The clamping degree should be the
least necessary to keep the coil from turning spontaneously. If it is clamped more
than necessary, it will create an unnecessary force on the motor and eventually lead
to uneven feeding of the wire.

Having opened the lifting cover g for wire filling, lift the clamping beams
upwards. Plastic cams are used to unlock them.

The end of the wire is run through hole 10 in the rear wall of the unit. You
must pass through the whole metal wire feeder starting from the rear flexible spiral,
between the rollers, to the exit from the KZ-2 EURO type connector. Fix by clamping
beams. The clamping force is adjusted with a cam.

WARNING!!! Do not clamp the beam too tight, as in the coil braking mechanism.
Here the clamping degree should be the least necessary to push the wire when the
wire is not tightly clamped by hand.

2.9 INSTALLATION OF THE WELDING TORCH

The torch is screwed into connector 7 on the front of the feeder. Screw in as
far as possible!!!

The quality of the contact must be assured, as all the operating welding
current flows through this connector.

2.10 WIRE FILLING

After locking the wire with the beam, press button 1 on the front panel and
wait for the wire to come out of the nozzle of the torch. The wire feed speed will
increase smoothly to the maximum for convenience. This can be seen by the display
on the front panel.

3. OPERATION OF THE WIRE FEEDER

After successfully going through the preceding steps of preparing for the
operation, the wire feeder shows that it is fully functional. The wire feeder is then
ready for operation.
WARNING!!! Be sure to connect the opposite pole of the power source to the
welded piece with the "ground" terminal.
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Weld according to general recommendations for welding with semi-
automatic machines.

If you are a beginner and have no experience in setting the optimum wire
feed rate for a particular product, start with the average wire feed rate (~6.0... 8,0
m/min) and the average voltage on the source (~19V) at any diameter of the installed
wire (Jo,6...1,2mm). It may not be optimal, but if the source works properly and the
wire is evenly fed (without jerks, checked ONLY AT NO LOAD "on weight"), as well
as properly connected, this combination "source + feeder" should be welding.
By default, the safety gas pre-purge is set to 0.5 sec, post-purge to 1.5 sec.

3.1 WELDING PROCESS CYCLE - MIG/MAG - 2T
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To change the value of any function, see step 4.

3.1.2 TORCH BUTTON FUNCTION - 2T

It is used when welding short and medium-length welds. The function is as
follows: when you press the button on the torch, the control signal goes to the
control unit, the function of pre-purging the welding zone with gas for time [t.Pr] is
activated (gas valve opens), then the signal to turn on the source and the wire feeder.
From this moment, the welding process begins. At the same time, the function of
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smooth output to the welding mode in time [t.uP] is activated, as well as additional
functions (e.g. additional functions (for example, the last generation digital PATON
sources have a pulse mode), all according to the welding process cycle shown in the
cyclogram of 3.1. After releasing the button, the function of smooth decay of current
and wire feed speed for time [t.dn] is activated, then the source is switched off. Then
the function of post-purging the welding zone with gas for the time [t.Po] (the gas
valve is closed with a delay) is executed.

3.2 WELDING PROCESS CYCLE - MIG/MAG - 4T
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To change the value of any function, see step 4.
3.2.2 TORCH BUTTON FUNCTION - 4T and _4T

a) World standard button mode - 4T

6) Alternative button mode - _4T

It is used when welding long welds. The function is as follows: when you
press the button on the torch, the control signal goes to the control unit, the function
of pre-purging the welding zone with gas (gas valve opens) is executed; after the
first release of the button, the signal to turn on the source and the wire feeder motor
is released. From that moment, the welding process starts. At the same time, the
function of gradual entering the welding mode in time [t.uP], as well as additional
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functions (for example, the last generation of PATON digital sources have a pulse
mode) are executed. All this is according to the welding process cycle shown in the
cyclogram of cl. 3.2.

3.3 MOTOR ON/OFF FUNCTION

This additional function is provided to turn the motor on/off. It may not be
available in the menu, since if there is a connection between the control units, the
welding unit itself decides to turn on and off the motor in a specific welding mode.

CAUTION! For the correct operation in the MIG/MAG mode, this parameter must
always be in the ON position.

3.4 SHIELDING GAS PRE-PURGE FUNCTION

This function is necessary to protect the welding zone from the harmful
effects of atmospheric air, and consists in pre-purging the welding zone with
shielding gas before striking the welding arc. By default, the "pre-purge time" [t.Pr]
is set to 0.1 sec; this value can be changed at any time at your discretion.

3.5 SHIELDING GAS POST-PURGE FUNCTION

This function consists in the post-purging of the welding zone with a
shielding gas after the welding arc is extinguished, since the hot weld pool is afraid
of the harmful effects of atmospheric air for some time. By default, the post-purge
time [t.Po] is set to 1.5 seconds; this value can be changed at any time at your
discretion.

3.6 BEGINNING OF WELDING VOLTAGE/FEED SPEED BUILD-UP FUNCTION

This function is necessary to smoothly reach the welding mode in the set
time [t.uP], which reduces splashing of the weld pool and splatter at the moment of
striking, when the wire is still cold. The extended smooth reach time is used for the
initial weld pool formation.

CAUTION! The longer the build-up time, the smaller the initial weld, so it is
used only for medium and long seams. For this reason, do not increase the time by
more than 0.1 seconds when welding with tacks, etc.

By default, the reach time is set to OFF, i.e. disabled.

CAUTION! When welding with steel wire, the build-up time [t.uP] at the
source must be either equal to or slightly less than that at the wire feeder. When
welding with aluminium wire, the build-up time [t.uP] at the source must be longer
(+0.2...+ 0.5 sec) than that at the wire feeder.
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3.7 END OF WELDING VOLTAGE/FEED SPEED RAMP-DOWN FUNCTION

This function is designed for smooth welding of the crater formed in the
weld pool under the influence of electromagnetic blast with an electric arc and
subsequently being a source of welding seam defects. The signal to start the
function is to release the button on the torch at the end of the welding process, and
the movement of the torch must be stopped and a pit (which is essentially a crater)
in the welding seam must be welded with a reducing voltage. The smoothness of
this process is regulated by the voltage ramp-down time [t.dn] of the source, and
the ramp-down time of the wire feed speed [t.dn] of the feed mechanism. These
values must match for correct operation. By default, the value is set to 0.1 seg, i.e.,
in fact, in the OFF state. You can change this value at your own discretion.

CAUTION! When welding with steel wire, the reduction time [t.dn] at the source
must be either equal to or slightly more than that at the wire feeder. When welding
with aluminium wire, the reduction time [t.uP] at the source must be less (-0.3...-0.7
sec) than that at the wire feeder.

4. SWITCHING TO THE DESIRED FUNCTION

If the tamper protection system for the function menu is installed, no
change occurs on the display when button 6 is pressed, i.e. this button is locked. To
unlock it, it is necessary to hold it pressed for more than 3.5 seconds. When
unlocked, horizontal bars will appear on the display indicating that the function
menu is unlocked. After successful unlocking, pressing button 6 will display the
graphic name of the current function on the numeric display and, as long as it is held
down, it can be viewed. After releasing the button, the current value of this function
is displayed, which can be changed up or down using the buttons 3. By quickly
pressing and releasing button 5, you can switch to the next function in a circle.

4.1 GENERAL LIST AND SEQUENCE OF FUNCTIONS
0) [-1-]1 The main displayed parameter FEED RATE = 7.0 m/min (default)
a) 2.0 ... 16.0 m/min (step change 0.1 m/min)
1) [But] torch button mode = [2T] (default)
a) [2t] - 2T torch button mode
b) [4t] — standard button mode on 4T torch
c) [_4t] - alternative button mode on 4T burner
2) [t.Pr] time of pre-purging time with safety gas = 0.1 sec (by default)
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a)0.1...25.0 sec (step change 0.1 sec)
3) [t.Po] time of post-purging time with safety gas = 1.5 sec (by default)
a)0.1...25.0 sec (step change 0.1 sec)
4) [t.uP] wire feeder ramp up time = 0.1 sec (by default)
a)0.1... 5.0 sec (step change 0.1 sec)
5) [t.dn] wire feed speed decay time = 0.1 sec (by default)
a)0.1... 5.0 sec (step change 0.1 sec)

5. SERVICE AND MAINTENANCE

Warning! Before opening the unit, turn it off and remove the mains plug. Allow the
internal circuits of the unit to discharge (approximately 1 minute) and only then
perform the rest of the operation. When leaving, put a sign prohibiting switching on.
In order to keep the wire feeder operable for many years, a few rules must be
observed:

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

- If intensively used, we recommend blowing out the unit with dry compressed
air once every 6 months. Warning! Blowing from a too-short distance can damage
the electronic components.

6. GENERATOR OPERATION MODE

Wire feeder consumes extremely low power, usually not exceeding 100W, so the
main condition is that the output voltage of the generator must not exceed the
permissible limits of 180-260V.

7. STORAGE REGULATIONS

Preserved and packed wire feeder should be kept in storage conditions 4 of State
Standard 15150-69 for 5 years.

Unpacked wire feeder should be stored in a dry closed room at air temperature not
lower than +5 °C. There should be no vapors of acids and other active substances on
the premises.

8. TRANSPORTATION

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

9. SCOPE OF DELIVERY

1. Wire feeder unit with a mains cable —1pg;
2. Pneumatic quick connector —-1pG;
3. Operation manual —1pcC.
4. PATON branded corrugated box —-1pg;
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For Feeder-15-2 model:

- ABICOR BINZEL semi-automatic torch —-1pG;

- Rollers for solid wire 0,6-0,8; 1,0-1,2 —1set;
For Feeder-15-4 model:

- Rollers for solid wire 0,6-0,8; 1,0-1,2 —1set;

- Rollers for aluminum wire 0,8-1,0 —1set.

10. SAFETY INSTRUCTIONS

GENERAL PROVISIONS

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

- Injury to operating personnel or a third party;

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

- Disruption of an efficient work process.

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

- Take appropriate certification;

- Possess knowledge of welding;

- Adhere strictly to these instructions.

Faults that could impair safety must be eliminated immediately.

USER OBLIGATIONS

The user is obliged to allow only those persons to work on the machine who:

- Are familiar with the basic safety instructions and have been trained in the use of
the welding equipment;

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

PERSONAL PROTECTIVE EQUIPMENT

Observe the following rules for personal protection:

- Wear sturdy shoes that retain their insulating properties, including in wet
conditions;

- Protect your hands with insulating gloves;

- Protect your eyes with a protective mask with a UV filter that meets safety
standards;

- Use appropriate inflammable clothing.

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

HAZARD OF MAINS AND WELDING CURRENTS

- Electrical shock can be fatal;

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

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

INFORMAL SAFETY PRECAUTIONS

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

- If possible, do not place the machine directly on the conductive surface of the floor
or the work table and use insulating pads.

COMMON PRECAUTIONS
Check the unit for external damage at least once a week.

11. WARRANTY OBLIGATIONS

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

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

Feeder-15-2
Feeder-15-4

3 years

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

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

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

- To provide the units and elements necessary for repair,

- To replace defective components and units,

- To test the repaired equipment.

The main warranty does not cover the equipment:
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- With mechanical damage that affects the performance of the equipment (deformation of
the housing and parts as a result of falling from a height or falling of heavy objects on the
equipment, falling out of the buttons and connectors),

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

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

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

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

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

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

- On and off button,

- Welding parameter control knobs,

- Cable and hose connectors,

- Control connectors,

- Power cord and power cord plug,

- Carrying handle, shoulder strap, case, box,

- Electrode holder, ground clamp, torch, welding cables and hoses.

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

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

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

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