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YBATA!!! Mepea BUKOPUCTaHHAM 061a4HAHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3WIMPEHOIO BEPCIEI0 IHCTPYKLT 3
ekcnayarauii 3a agpecoio: https://paton.uvaffiles/passports/EuroMIG_GENs5.pdf

BHUMAHME!!! Nepe ncnonb3osaHuem o60pyA0BaHNs peKOMEHAYEM 03HAaKOMUTCA € PacLUIMPEHHOM Bepcueit
MHCTPYKLMK MO 3KcnayaTauum no agpecy: https://paton.vaffiles/passports/EuroMIG_GENs.pdf

ATTENTION!!! Before using the equipment, we recommend you to read the extended version of the operating manual
by the link: https://paton.ua/files/passports/EuroMIG_GENs5.pdf

HanisaBToMaT Ayrosuit iHBepTopHUiA [ MonyaBTOMAT 4yroBoi MHBEPTOPHBIN [ Semiautomatic welding inverter PATON EuroMIG

Jara npogaxy [ lata npogaxw [ Purchase date ” " 20, r.

(Mignuc npogasus / Mognucs npogasua / Vendor signature)
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“MHTO

UKRAINE (YKPATHCBbKA)

3BaptoBasibHWI anapaT BUrOTOB/IEHUI BiAMOBIAHO A0 TEXHIYHWUX CTaHAAPTIB i BCTAHOBNEHWUX NpaBua
TexHikun 6e3neku. MpoTe y pasi HENPaBU/LHOIO NMOBOAXEHHS BUHUKAE Hebe3sneka:

- TpaBMyBaHHs 06cayrosyroyoro nepcoHany abo TpeTboi ocobu;

- 3aN0AiSHHA WKOAM cCaMoMy anapaTy abo MaTepiaibHUM LiiHHOCTAM NiZNPUEMCTBa;

- NopyLweHHsA epekTUBHOro po6oyoro npoecy.

Bci ocobu, ski nos's3aHi 3 BBeJEHHSIM B eKCMyaTalilo, YMpaB/iHHAM, AOTNAZOM i TeXHIYHUM
obcayroByBaHHSIM anapaTy NMOBUHHI

- NPOWTK BiANOBIAHY aTecTauito;

- BOJIOAiTV 3HaHHAMM 3i 3BaplOBaHHS;

- TOYHO JOTPUMYBATMCA L€l IHCTPYKLi.

HecnpaBHOCTI, iki MOXYTb 3HU3UTW He3meKy, NOBUHHI 6yTV TEPMIHOBO YCYHEHi.

NPABWUNA TEXHIKU BE3NEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPKOBAJIbHOIO CTPYMY

- YpaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTu cMepTeNbHUM;

- 3BaptoBa/IbHMI Kabesb NOBMHEH 6y TH MiLLHUM, HEYLIKOAXEHUM Ta i30/1boBaHUM. OcnabieHi 3'egHaHHA
i nowkoAxeHUn kabenb NoTPi6HO HeralHo 3aMmiHMTW. Mepexesi kabeni 11 kabeni 3BaptoBasbHOrO
anapary NOBUHHI CUCTEMATUUHO NepeBipATUCS daxiBLLEM €/1eKTPUKOM Ha CrIPaBHICTb i30M15LiT;

- Nz, YaC BUKOPUCTaHHA 3a60POHAETLCA 3HIMATY 30BHILLHIN KOXYX anapaTy.

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBAJIbHOT 4YTU

3ab0pOoHSAETLCA CnoCTepiraT 3a 3BaplOBasIbHOI Ayrolo Heo3bpoeHum okoM. [Jlyra i 6pusku, Lo
YTBOPIOIOTLCA Mg Yac poboTH, MOXYTb 06NeKTH WKipy abo BUKAMKATK MONYM'S, TOMY 3aBXAW CAij
HOCUTU 3aXUCHY Macky 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOPOHHI 0cobK, L0 3HaX0AATLCS B 30Hi Ail
NPUCTPOIO, MOBMHHI 3axMlLaTW OuYi Crneuia/bHAMKU 3aXMCHUMKU OKy/aspamu abo BUKOpPUCTOBYBaTM
Heropioyi ekpaH#, L0 NOT/IMHAIOTb BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIAAMBUX TA3IB | BUNAPIB

- YTBOPEHi AWM Ta WKiANMBI rasv BUAANNTM 3 poboUOi 30HM cneLjianbHUMmM 3acobamu;

- 336e3neunTI AOCTaTHIN NPUTOK CBIXOTO NOBITPS;

- BUNapy1 PO3YMHHMKIB HE MOBUHHI NOTPaN/IATW B 30HY BUNPOMIHIOBAHHS 3BapIOBa/IbHOI Ayru.

HEBE3MEKA MATHITHOIrO noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi NOAS MOXYTb YMHWUTU HEraTUBHWUIA BNAMB Ha Npalles3aaTHICTb
eneKTponpuaagis (Hanpuknag, kapgioctumynsTtop). Ocobu, ski MaloTb Taki NpUAaAW, MOBUHHI
nopaAMTUCA 3 likapeMm, Nepiu Hix HabanxaTnca 4,0 poboyoro 3BaproBaNLHOrO MaliaHumKa.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMUCTi NpeAMeTU BUAAANTM 3 pO6OYOI 30HK;

- He AOMNYyCKalTbCS 3BaproBasbHi Po6OTU Ha EMHOCTAX, Y Akmx 36epiratoTbes abo 36epiranvcs rasw,
nasbHe, HadpTonpoaykT. MoxmnBa Hebesneka BUBYXY 3a/MLLIKIB LUX NPOAYKTIB;

-y noxexo-Ta BM6yXOHE6eBI‘Ie‘4HMX I'IpVIMiU.l,eHHSlX AOTPpUMYyBaTUCA 0CO6J1I/IBMX npasun, BiAI‘IOBiAHO A0
HaLiOHaNbHUX Ta MiXKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

J1ns1 0cOBUCTOro 3aXMUCTy AOTPUMYMATECH HACTYMHUX NPaBUA:

- HOCWTK MiLLHe B3yTTH, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1 Y BOJIOTUX YMOBaX;

- 3aXM1LLATU PyKM i30/110104MMM PyKaBUUKaMMU;

- O4i 3aXMLWATK 3aXMCHOIO Mackot 3 GibTPOM NpoTU yAbTpadioNeTOBOro BUMPOMIHIOBAHHA, fKWUI
BiANOBiZaE cTaHAapTaM TexHikn besneky;

- BUKOPUCTOBYBATU Ti/IbKM BiAMNOBIAHUI (BaXKO3aMMUCTUI OAST).

)
=9

HEBE3MNEKA IHTEHCMBHOIO WWYMY

3BaploBanbHa Ayra, fika BUHUKAE MNij 4ac 3BaploBaHHA MOXe BWAABAaTW 3BYKW piBHSA Buwe 85 A6
npoTArom 8 roAnH po6o4oro Yacy. 3saploBa/bHVKM, WO NpaLioloTh 3 06aaZHaHHAM, nig Yac poboTn
MaloTb HOCUTK 3aCO6M 3aXMUCTY OpraHiB CayXy.
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PO3MAKYBAHHA

Jl0 KOMM/IeKTY anapaTy BXOASATb:

CTUCANI NoCiBHMK

- —
e _ KOpUCTyBaya
/(\(\K\ 3)\D
t@ & i g —
K -

3BaptoBasibHWI Kabesib 3 eN1eKTPOoAOTPUMAYEM

K@ =

Jlxepeno XunBneHHA 3BaproBasbHOI
3BaptoBaibHKI kabesib 3 knemoto «maca» ABICOR AYTY 3 MEXaHi3MOM NoAaui ApoTy
BINZEL
HaniBaBTOMaTUYHMI NaNbHUK LLIBUAKO3HIMHUI NHEBMOPO'eM

ENEMEHTU YNPABJIIHHA TA IHAUKALIA
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Te kL

1 - Pyuka peryastopa Ans Bu6opy ¢yHKUii (NapamMeTpiB) NOTOYHOIO PeX1MY 3BaplOBaHHS Ta BCTAHOB/IEHHS iX 3HaYeHHs (3a
3amoBuUyBaHHAM: Npy MMA — cTpym 3BaptoBaHHs, npu TIG — cTpym 3BaptoBaHHs, MIG/MAG — Hanpyra 3BaptoBaHHs). 3a BUBip dyHKLiN
BiANOBIAal0TL NOBOPOTU PeryAsTopa NpaBopyY Ta Nisopyy. [s nepexoAy A0 BCTAHOB/EHHSA 3HaYeHHs BUGpaHOro napameTpy HeobxiaHo
HaTMCHYTU Ha PyYKy perynaTopa. 3Ha4yeHHA BCTaHOBJIIOETLCA NOBOPOTaMM Py4KM peryasTopa npasopyy abo nisopyuy. [1s NnoBepHeHHA A0
MeHIo BUGOpY dyHKLii/NapameTpis HEObXiAHO Lije Pa3 HaTUCHYTU Ha PYUKy PeryaaTopa;
2 - Uundposun aucnneis;
3 —KHorka Bu6opy nporpamu 3saptoBaHHsi (Habip paHilue Ha alWTOBaHNX KOPUCTYBaYeM napameTpis)/aoAaTkoBa dyHKuis: HanawTyBaHHs
PiBHS iHAYKTUBHOCTi (MPW YTPUMaHHI B HATUCHEHOMY MOJI0XEHHI Binblue 1 cekyHAN);
4 — Knonka Bubopy pexumy 3saproBaHHs:
a) py4He Ayrose 3BaploBaHHA WTy4YHUM enekTpoaom (PA3, <cMMAy);
6) 3BaptoBaHHs B aproHi, e1eKTpoAoM Wo He naaBuTbes (AP, «TIG»);
B) 3BaplOBaHHA HaniBaBTOMaTUYHe B 3aXMCHMX rasax (HA, «MIG/MAG»);
5—IHAMKaTOp 06PaHOro pexnMy 3BaploBaHHs;
6 — KHonka nepeBipku noauyi 3aXMCcHOro rasy (4piT He NoAaEeTbCs);
7 —PyuKa perynstopa 419 BCTaHOB/IEHHs NapaMeTpiB 610Ky Noadi 4poTy Ha 3MeHLIEHHs i 36iNbLieHHs (32 3aMOBUYYBAHHAM: WBWUAKICTL
nozaui Apoty);
8 — Lindposuii gucnneit 610Ky nogavi ApoTy;
9 — KHonka 3anpassieHHs ApoTy (ras npu LibOMy He NOAAEThCA);
10 — KHoMKa 3MiHW pexumy KHOMKM Ha NasbHUKY;
11 - lNiA#OMHa 3ax1cHa KpuLLKa BiACiKy MexaHi3My MoZayi ApoTy Ta KOTYLIKK;
12 —Po3'em KZ-2 tuny "€BPO" ans nia’egHaHHA HaniBaBTOMaTUYHOMO NaNbHUKA;
13 — Kabenb nogavi cunosoro Toky 40 610Ky nosadi aApoTy;
14 — KHonKa yBiIMKHEHHS [ BUMMKaHHS J)Kepe/ia 38apioBaibHOro CTpyMy;
15— LLTyuep niakato4eHHa nojadi 3axMcHOro rasy;

A —THi340 CMN0OBOrO CTPYMY «+» TUMy BalioHeT:
a) npv 3BaptoBaHHi MMA — nigknto4aeTbes kabenb enekTpoaa (B OKpeMUx BUNaAKax, Npy BUKOPUCTAHHI crnewiabHuX
eNeKTPOAiB, NIAKNIOYAETLCS Kabesb «Macar);
6) npu 3BaptoBaHHi TIG — NiAKAOYAETLCS TiNbKM Kabenb «Maca;
B) NMpM HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG cyLinbHUM APOTOM — MiAKAOYAETCS Kabenb 610Ky nogavi ApoTy;
r) NPy HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG btocoBrUM ApOTOM — NiAK/IIOYAETLCA Kabenb «Macay;
B —CHi340 c1MN0BOro CTPYMy «-» TUMy 6aoHeT:
a) npv 3BaptoBaHHi MMA - nigkto4aeTbes kabenb «Macar (B OKPEMUX BUMAAKaX, MPU BUKOPUCTAHHI CeLjiaibH1X eNeKTPOAIB,
NigKIIO4AETHCA Kabeslb eNeKTpoaa);
6) npu 3BaptoBaHHi TIG — NiAKNIOYAETLCS TiIBKM aproHOAYroBuiA NaabHUK;
B) NpM HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG cyLinbHUM APOTOM — MiK/IIO4AETbCS Kabenb «Macay;
r) Npy HaniBaBTOMaTU4YHOMY 3BaptoBaHHi MIG/MAG ¢tocoBUM pOoTOM — NiAKNOYAETbCA Kabesib MexaHi3My nogaui ApoTy.

BBEAEHHSA B EKCMNYATALIIO

3BaploBa/ibHUI anapaT NpU3Ha4YeHUt BUK/IIOYHO: AJ18 PYYHOrO JyroBOro 3BapioBaHHs WTYYHUM €1eKTPOZO0M, 3BaploBaHHsA B cepe/oBuLLi
aproHy, a TakoX HamiBaBTOMaTU4YHOrO 3BaploBaHHS B CEPe/OBMULLi 3aXMCHUX rasiB. |HlWe BMKOPUCTaHHA anapaTy He BiAnoBifae Woro
npu3HayeHHo. BupobHMK He Hece BiANOBIAa/NLHOCTI 3a MOLWKOAXEHHS, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a MpU3HAYeHHSM.
BuKOpUMCTaHHA BiANOBIAHO A0 NPU3HaYeHHs, Ma€ Ha yBasi 40TPUMaHHs BKa3iBOK LbOro nocibHmKa 3 ekcnayaTalii.

BAMOI1 40 PO3MILLEHHA

HeobxigHo po3wmillyBaTv anapaT Tak, 06 3abe3neuyyBaBcs 6e3nepelikofHNUI BXij i BUXiZ OX0104)yOHOr0 NOBITPS Yepes BeHTUAALiMHI
OTBOPY Ha MepejHint i 3aAHiN naHensx. CrigkyiTe 3a TvM, Wo6 MeTaneBwit NUA (HanNpWKAag, Nig vac HaxaauHoro waidysaHHs) HE
3acMoKTyBanacs 6e3nocepe/iHbO B anapaT BEHTUIATOPOM OXONOAXKEHHS.

MNIAKAOYEHHA 40 MEPEXI
3BaploBa/IbHWIA anapaT y cepiiiHOMY BUKOHaHHI pO3paxoBaHuii Ha MepexeBy Hanpyry 220B (-27% +18%).

YBara! Mpu nigkaoueHHi anapaTa 40 Hanpyru mepexi Bulie 270B BCi rapaHTiiiHi 30608'A3aHHS BUPOGHMKa BTpavaloTb cuay! A Takox
rapaHTiliHi 30608'A3aHHs BUPOOHMKa BTPaYatoTb YNHHICTL MPY NOMUAKOBOMY MiAK/IO4YeHH Ga3n Mepexi Ha 3a3eMIeHHs Axepena.
MepesxeBuit po3'em, nonepeyHnii nepepis kabesiiB Mepexi X1BAEHHS, a TakoX MepexeBi 3anobiXHUKN NOBUHHI BUGMPATUCA BUXOAAUM 3
TeXHIYHMX AaHKX anapaTa.

Aiametp
EnekTtpog, wo BcraHoBneHe Mnowa nonepeyHoro
q nonepeyHoro A Makcum. aoBxuHa
BUKOPUCTOBYETLCA Y PEXMUMI 3HaYeHHA CTpyMy RS, e nepepisy Mepexesoro Kabenio, m
: i
MMA npu MMAi TIG MIG/MAG kabento, KB. MM
EuroMIG

2 MM He 6inblwe 80A He Binbwe Jo,6MM | 0 75

| 1,5 115
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2,0 155
2,5 195
4,0 310
L5 75
2,0 105
a3 MM He 6ifblue 120A He 6inble Jo,8mm 2,5 130
4,0 205
6,0 310
2,0 8o
D4 Mm He 6inblue 160A 40 @1,0MM 2,5 100
4,0 165
6,0 245

YBATIA! MepexeBa KHOMKa Ha 3a/Hil NaHei anapaTta He € CUI0BOIO, TOMY Mif, YaC BUMKHEHHS anapaTy BOHa He 3HeCTPYMJIIOE MOBHICTIO
BCIO BHYTPILLHIO €/1eKTPOHiKY. 3 Li€i NPUYMHM 3riJHO NPaBUA TeXHiKM Ge3neKu nic/is 3aBepLUeHHS 3BaploBa/ibHUX PobiT, BUIMMaNTe BUIKY

3 Mepexi.

CXEMA NIAKNIOYEHHSA ANAPATA A9 3BAPKOBAHHA MOKPUTUMW EJIEKTPO4AMU (MMA)

~220V/ 230V

-~

PEKOMEHAOBAHA JJOBXXWHA 3BAPIOBAJ/IbHUX KABEJIIB NPU 3BAPHOBAHHI:

KNEMA "MACA"

ENEKTPOAOTPUMAY

o OBXWHa kabenis Mnowa nonepeyHoro
MakcumanbHuia cTpym A = P Mapka kabenio
(B 0ZHY CTOPOHY) nepepisy
He 6isblue 100A 2..7M 10 MM? KI" 1x10
A0 150A 3...10M 16 MM? KT 1x16

CXEMA MIAK/IFOYEHHSA ANAPATA AN 3BAPKOBAHHS B APITOHI (TIG) — npu BUKOpUCTaHHI NaibHUKa 35-50

~220V / 230V

(9D—
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CXEMA MIAK/FOYEHHSA ANAPATA AN 3BAPIOBAHHS B APTOHI (TIG) — npu BUKOpUCTaHHi NanbHuka GZ-2

~220V / 230V

(9D—

~220V / 230V

(9¢5—

TEXHIYHI XAPAKTEPUCTUKU

APTOHOBUW
NANbHUK

HAMIBABTOMATUYHUI
NANbHUK

NAPAMETPbI EuroMIG
HomiHanbHa Hanpyra mepexi 50/60l L, B z;g
HoMiHanbHUI CTPYM, L0 CNOXMBAETLCA 3 $pasu mepexi, A 17...20
HomiHanbHuit 3BaptoBanbHUil CTpym, A 150
MakcuManbHWUi Aitounia ctpym, A 200
TpuBanicTb HaBaHTaxeHHs (TH) 80%/npu 150A
100%/npu 134A
Mexi 3MiHW Hanpyru Mepexi XnBaeHHs, B 160 - 260
Mexi peryatoBaHHsA 3BaploBasibHOr0 CTpymy, A 8-150
Mexi peryatoBaHHsA 3BaptoBasibHOi Hanpyru, B 12-23
Mexi peryatoBaHHA WBUAKOCTI N0Aa4i APOTy, M/XB 1,5-10,0
[AiameTp enekTpoaa, MM 2T, 4T, SPOT
0,6-1,0

JiameTp CyuinbHOro 38ap0BasIbHOrO A4POTY, MM

MexaHi3m nogaui gpoty

2-pOIKOBUI

MakcumanbHa Bara KOTYLIKW 3 APOTOM, KI

5

IMAYAbCHI peXuMu Nig Yac 3BaploBaHHA

MMA: 0,2...5000"L;
TIG: 0,2...5000"L;

JliameTp NokpUTOro enekTpoAy, MM 1,6 -4,0

apsuni cTapT (Hot-Start) B pexumi MMA PerynboBaHa

®opcax gyru (Arc-Force) B pexxumi MMA PerynbosaHa

AHTUNpUAMNaHHA (Anti-Stick) B pexxumi MMA ABTOMaTUYHA

B/10K 3HWXXEHHS HaNPYru X0N10CTOro Xo4y YBiMK / BUMK

Hanpyra xonoctoro xoay PA13, B 12/75
110

Hanpyra nignany gyru, B
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HomiHanbHa cnoxuBaHa NoTyXHiCcTb, KBA 3,8 ... 4,4
MakcrmanbHa CNoXuBaHa NOTYXHICTb, KBA 5,5
KKA, % 90
OX0NOAXEHHA ApanTtveHe
JlianasoH pobounx Temnepatyp —25 ... +45°C
abapuTHi po3mipu, MM (40BXMHA, LUMPUHA, BUCOTA) 390 X 194 X 295
Maca 6e3 akcecyapis, K& 9.2
Knac 3axucty P33

BUBIP TA HAJIALUTYBAHHA d)YHKLI,II\/‘I ATAPATA

B cTaHAApTHOMY CTaHi (KOJM A0 PerynaTopiB Ha Mepe/Hiii NaHesi He TOPKAlOTbLCA), anapaT Ha eKpaH AxXepesa 3BapioBasbHOTO CTPYMY
BUBO/AWTb 3HAYEHHS OCHOBHOIO NapamMeTpa NOTOYHOrO PEXMMY 3BaptoBaHHs:

1) y pexxumi MMA — 3BaptoBasibHWi CTPYM;

2) y pexwumi TIG — 3BaptoBanbHUil CTPYM;

3) y pexxumi MIG/MAG — 3BaptoBasibHa Hanpyra.

Ha niBomy ekpaHi B MoMeHT 3BaptoBaHHA “MIG/MAG” BigobpaxaeTbcsi MoTouHe $aKTUYHe 3HaueHHs 3BaploBasibHOrO CTpyMy. BapTo
3ayBaXuTH, WO Ha PaKTUUHE 3HAUEHHS CTPYMY BNAMBAE PA/ HACTYNHMX GaKTOPIB: AiameTpa APOTY, WO BUKOPUCTOBYETLCS, BCTAHOBIEHE
3HaYeHHA HaMNpyru Ha AxXepesi CTpyMy, BCTaHOB/EHA WBUAKICTL NOAadi APOTy Ha MexaHi3Mi nojaudi, BUKOPUCTOBYBaHWIA ras, maTtepian i
TOBLYMHA BUPOBY, L0 3BAPIOETLCA Ta iH. MicAA 3aKiHYeHHS 3BaploBaHHN GpaKTUUHE 3HAYEHHs 3BapIOBA/IbHOTO CTPYMy MOKA3y€ETLCS Ha eKpaHi
npoTArom 8 cekyH/ ANs MOX/MBOCTI NeperasAy CTpymy 38apioBasibHUKOM.

A Ha ekpaHi MexaHi3My nogaui 3 npaBoro 60Ky B Lbomy pexumi “MIG/MAG"” BUBOAUTLCA 3HAUEHHS WBUAKOCTI NoZadi 4poTy B "M/XB".

PerynsiTop 1 Ha nepeAHiit naHesi Axepena 3BaptoBanbHOIo CTpyMy € 6araTodyHKLioHaIbHUM Ta BiAMOBIAAE 3a HACTynNHe:
1) B1bip no Koy byAb-saKoi GyHKLLT y TOTOUHOMY pexuMi 3BaptoBaHHs (MTOBOPOTK NiBopyY abo npaBopyy);
2) BCTAHOB/IEHHA 3HaYeHHA BUGPaHOro napameTpy (HAaTUCHYTU Ha PyyKy pery/isTopa Ta NoBopoTy isopyy abo npasopyy);
3) CKMAaHHA BCiX GYHKLIM 40 3aBOACHKMX HaNalTyBaHb NOTOYHOIO PeXUMy 3BaploBaHHs (HaTUCHYTU Ha pyuKy peryasTopa Ta
YTPUMYBaTU B HATUCHYTOMY MOJIOXEHHi Binlblue 12 ¢).

KHonka 3 Ha nepeAHilt naHei BianoBigae 3a BUBip pexxnmy 3BaploBaHHs.
Pyuka perynsiTopa 1 Ha nepe/Hiii naHesi Axxepesia CTpyMy BiZNoBiZa€ 3a 3MiHy 3HaYeHHs MOTOYHOrO NapaMeTpy Ha eKkpaHi 3/iBa.

Pyuka peryastopa 7 Ha nepeAHin naHeni 610Ky noAavi BignosiAae 3a 3MiHy 3Ha4eHHS 4PYyroro 0OCHOBHOro napameTpy pexumy “MIG/IMAG” —
WBKUAKOCTI MOAAYi APOTY Ha NpaBoOMy eKpaHi 8.

MNEPEK/IIOYEHHSA HA HEOBXIAHY OYHKL, IO

AKLWO B anapaTi BCTAHOB/IEHO CUCTEMY 3aXMCTY Bif HECAHKLiOHOBAHOMO AOCTYMy A0 MeHIO QyHKLiM, MPU MNOBOPOTAX Pyuyky peryisTtopa 1
BiABYBa€ETLCA peAaryBaHHs 3HaYeHH OCHOBHOMO NapaMeTpy MOTOYHOTO PeXMMy 3BaptoBaHHs, a MeHto GpyHKL i anapaTa —3abnokosaHe. s
po36/10KyBaHHA MeHI0, HeOobXi4HO yTPUMYBaTU B HAaTUCHYTOMY CTaHi pyuky perynstopa 1 6inblwe 3,5 cekyHa. MMpu posbnokyBaHHi, Ha
iHAMKATOP 2 BUBOAUTLCS 306PAXEHHSI FOPU3OHTANBHMX iHiM, fKi MOYMHAIOTL 3HWMKATHW, WO BKa3ye NPO npouec po360KyBaHHSA MeHIo
byHKuin. Micas ycniwHoro po36oKyBaHHS, Npy NOBOPOTax py4ku 1 npaBopyy abo iBopyY, Ha UUbpPOBUIA AUCTael BUBOAUTLCS rpadiuHa
iHAMKaLis GYHKL,T Ta il NOTOYHE 3HaYeHHS.

NEPEK/IOUEHHS HA HEOBXIZAHWIA PEXKVMM 3BAPIOBAHHS!
HaTuckaHH: KHOMKM 4 NPU3BOANTB A0 NEPEK/IIOYEHHSA Ha HACTYMHUIA PEXUM 3BaploBaHHA No Koy. Lle BUAHO Ha iHAMKaTOpax 5 Ha nepeaHii
naHeni anapara.

CKMAAHHA HANALLTYBAHb BCIX tDYHKLlIVI NOTOYHOI O PEXXUMY 3BAPIOBAHHA

MoxyTb BigByBaTnca cuTyalii, KOAM NapamMeTpu B anapaTi TPOXU 3anayTaau KopucTysada. [nsi TOro wob CKUHYTH iX 40 CTaHAAPTHUX
3aBOACbKMX, AOCUTL YTPUMYBATU B HATUCHYTOMY CTaHi PyuKy peryasTopa 1 npoTsrom 6inblue 12 ceKyHZ (He 3BepTaTu yBary Ha 306paxeHHs
FOPU30HTaNbHUX NiHIN). SIK | HABOAWAOCA paHille, Ha TabaO MOYHETLCH 3BOPOTHWI BiA/IIK 333...222...111 i NPU JOCATHEHHI "000" BCi
Ha/aWTYBaHHSA NOTOYHOTO PEXMUMY 3BaptoBaHHS ByAyTb OHOB/IEH Ha 3aBOACHKI. CKUAAHHSA NapamMeTpiB A/ KOXHOTO PeXVMy 3BaptoBaHHs
pobasTbCs okpemo. Lie 3pob1eHo 415 3pyUHOCTI, W06 He CKUHYTY iHAMBIAYabHI HANAWTYBAHHS B ABOX iHLWIKX PEXMMAX.

AHanNoriYHo, MOXHa CKMHYTU NapameTpu Ha 610 NoAadi APOTY 3a 40NOMOrOK0 PyUKM peryasTopa 7.

IHAVKAL IS NEPErPIBY ANAPATY

B anapari, Ha BCix K/IlOYOBUX efleMeHTaXx, AKi NiAAa0TbCA HarpiBaHHIO Mig Yac ekcnayaTalii, BCTAaHOB/eHa e/leKTPOHHA CMCTeMa 3axXMCTy Big,
neperpisy. Mpu cnpayboByBaHHi AaHOrO 3aXWCTy Ha NiIBOMY iHAUKATOPI AXepesa CTPYMY 2 BUBOAWTLCSA | MOUMHAE 6MMATU 306paxeHHs -t°.
Y Takomy pasi ciZ NpUNMHUTK poboTy | He BUMMKAIOUM anapar, A04eKaTnCs Moro CaMoCTiMHOro 0X0a04eHHs. [icas NnoBepHeHHs anapaTta
A0 HOpMasibHOT po60oyoi TeMnepaTypy, iIHAMKATOP NPUMNMHUTL NOKa3yBaTW 306paxeHHs -t°, MOBEPHYBLUMCL A0 BiA06PaXeHHs OCHOBHOMO
napameTpa Bu6paHoro pexwumy. Micis Lboro MoXHa NPoAOBXWUTM po6OTy 3 anapaTom.
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3ATAJIbHUM CMIMCOK | TOC/IAO0BHICTb GYHKLIN

Pexcum 3s8aprosanHa P43 "MMA"

0) [-1-] - ocHoBHUIA napameTp CTPYM = 80A (3a 3aMoBUyBaHHsAM) | B iMMyIbCHOMY pexumi e 6asosuit CTPYM
a) 8 ... 150A (KpoK 3MiHK 1A)

1) [H.St] cuna "lapsvoro ctapTy" = 50% (3a 3aMOBUYYyBaHHAM)
a) o[OFF] ... 100% (kpok 3miHu 5%)

2) [t.HS] yac "lapsuoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...1,0 ceK. (KPOK 3MiHM 0,1 CeK.)

3) [Ar.F] cuna "®opcaxy gyrn" = 50% (3a 3aMoBYyBaHHAM)
a) o [OFF] ... 100% (kpok 3miHu 5%)

4) [U.AF] piBeHb cnpauboByBaHHs dyHKLiT «Popcax gyru» = 12V (32 3aMOBUYBaHHAM)
a)9 ... 18V (Kpok 3miHu 1V)

5) [BAH] Haxunn BoabTamnepHoi xapakTepucTukm = 1,4V/A (3a 3aMOBYYBaHHAM)
a) 0,2...1,8V/A (kpok 3MiHu 0,4V/A)

6) [Sh.A] 3BaptoBaHHs kopoTkoto gyroto = OFF (3a 3amoBUyBaHHAM)
a) o [OFF] ... 3 (Kpok 3MiHu 1)

7) [VrD] 6110k 3HMXeHHs Hanpyru xonocToro xoAy = OFF (3a 3amoBUyBaHHsAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO

8) [Po.P] pexum nyabcauii ctpymy = OFF (3a 3aMoBYyBaHHsM)
a) ON - yBimMKHeHO
6) OFF — BUMKHEHO

9) [LA._] cTpym naysm = 25A (3a 3aMOBYYBaHHAM)
a) 8 ... 150A (KpoK 3miHK 1A)

10) [Fr.P] yacToTa nysibcauiit cTpymy = 5,0 [, (3a 3aMOBYyBaHHsM)
a) 0,2...5000 L, (AMHAMIYHUI KPOK 3MiHM 0,1 T"L...1 1Y)

11) [dut] cniBBigHOWeHHs iMNy/bc/nay3a (6anaHc) = 50% (3a 3aMoBYYBaHHAM)
a) 20...80% (kpok 3mMiHK 2%)

Pexcum 3s8aprosaHHa TIG
0) [-2-] ocHoBHWI1 napameTp CTPYM 3BaptoBaHHs = 60A (3a 3aMOBUYBaHHAM) [ B iMNyIbCHOMY pexumi e 6asosuit CTPYM
a) 8... 150A (KpOK 3MiHK 1A)
1) [but] pexum KHOMKK Ha nanbHuKy = [LIFT] (3a 3amoBuYyBaHHAM)
a) [LFt] — pexxum 6e3 kHonku Ha nanbHUKy TIG-LIFT (npu BUKOPUCTaHHI NanbHUKa BEHTUALHOIO TUMY)
6) [LF2] — pexxum KHoMKK Ha nanbHUKy TIG-LIFT2T (BiakAtO4EHHS CTPYMY NpU BiAMyCKaHHI KHOMKM Ha NafbHUKY)
B) [LF4] — pexwum kHonkm Ha nanbHuky TIG-LIFT4T (npv NOBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NasibHUKY CTPYM 3HUXYETbCS A0
3HAYeHHs, BCTAHOB/IEHOrO napameTpom «KiHLeBui CTpym», Aani — BifK/IIOUEHHS 3BaptoBa/ibHOrO CTPYMY MPU BignyCKaHHi
KHOMKMW)
2) [t.uP] Yac HapoCTaHHA CTPyMy = 0,2 ceK. (3a 3aMOBYyBaHHAM)
a) 0 ... 15,0 ceK. (KPOK 3MiHM 0,1 ceK.)
3) [t.dn] yac cnagaHHsa cTpyMy = 0,2 ceK (3a 3aMOBYYBaHHSIM)
a) 0 ... 15,0 CeK. (KPOK 3MiHM 0,1 ceK.)
4) [Po.A] KiHL,eBUI CTPYM = 20A (33 3aMOBYYBaHHAM)
a) 8 ... 50A (KpOK 3MiHM 1A)
5) [t.Po] yac nicha-npoAyBKM 3aXMCHUM ra3oM = 4,0 ceK. (3a 3aMOBYyBaHHAM)
a) 1,0...35,0 ceK. (KPOK 3MiHM 0,1 cek.)
6) [Po.P] pexxum nysbcauii ctpymy = OFF (3a 3amMoBYyBaHHsM)
a) ON —yBiMKkHeHO
6) OFF — BUMKHeHO
7) [LA._] cTpym naysm = 25A (3a 3aMOBYYBaHHAM)
a) 8 ... 150A (KpPOK 3MiHM 1A)
8) [Fr.P] wactoTa nysibcauit cTpymy = 10,0 L (32 3aMOBUYBaHHSIM)
a) 0,2...500 L (AMHAMIYHUI KPOK 3MiHM 0,1 TTLy...1 T1y)
9) [dut] cniBigHOWeHHS iMNybc/nay3a (6anaHc) = 50% (3a 3aMOBUYBaHHSAM)
a) 4...80% (KpoK 3MiHM 2%)

Pexcum 3s8aprosanHa MIG/MAG
Ha niBomy iHaMKaTOpi AXepena cTpymy:
0) [-3-] ocHoBHUIN napameTp HATPYIA 3BaptoBaHHs = 19,0V (3a 3aMOBYyBaHHAM)
a) 12,0...23,0V (KpPOK 3MiHM 0,1V)
1) [Ind] piBeHb iHAYKTUBHOCTI = 0 (33 3aMOBYYBaHHAM)
@)-5...0 ... 5 CTyMiHb (KPOK 3MiHW 1 CTYMiHb)
2) [tYP] Tun maTepiany apoTy = StL (3a 3amoBuyBaHHAM)
a) StL— cTanesuit gpit
6) ALu — antomiHieBui apit
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3) [t.Pr] yac nonepeA-npoayBKM 3aXMCHUM ra3oMm = 0,1 CeK. (3a 3aMOBYYBaHHSM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
4) [t.Po] yac nicnha-npoAyBKM 3aXMCHMM rasom = 1,5 cek. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.uP] 4ac HapocTaHHs Hanpyr = 0,1 cek (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)
6) [t.dn] yac cnagaHHs Hanpyry = 0,1 Cek. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)

Ha npaBomy iHAMKaTOPi HABNPOTM MexaHi3My noAadi ApoTy:

0) [SPD] apyruit ocHoBHUiA napameTp — LLUBUAKICTb nogaui 4poTy = 4,5 M/XB (32 3aMOBYYBaHHAM)
a) 1,0...10,0 M/XB (KPOK 3MiHM 0,1 M/XB)
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FAPAHTIVHE OBC/IYTOBYBAHHS

LLlaHOBHMIA cnoxuBay!
MATOH IHTEPHELLH/1 gskye Bam 3a Bub6ip npoaykuii PATON™ Ta rapaHTye BUCOKyY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHS AaHOro BUpoby
33 YMOBM OTPUMAaHHS NMPaBU MOro eKcnayaTalii.

YBATA!!! MepeA BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO 03HANOMUTUCA 3 PO3ILMPEHOIO IHCTPYKLLEIO 3
eKcnayarauii, a TakoX nepesipuTU NPaBUIbHICTb 3aNOBHEHHSA rapaHTIWHOro TaNoHa: Ha3Ba Mogeni npuabaHoro Bamu
BUpOG6Y, Ta 1oro cepiliHWii HoMep NOBUHHI 6yTH iAEHTUYHI 3anKcam B rapaHTiliHOMY TasIoHi. He A0MnycKaeTbCs BHECEHHS
B Ta/I0H 6yAb-AKMX 3MiH YN BUNPaB/IEHb.

FAPAHTIVIHI 3060B'A3AHHS
MATOH IHTEPHELLUH/I rapaHTye cnpasHy po6oTy Axepena XWBAEHHS Y pasi 4OTPUMAHHS CMOXWBAYEM YMOB eKcnyaTauii, 36epiraHHs v
TPaHCMOPTYBaHHA.

YBATA! Be3skolToBHe rapaHTiliHe 06c1yroByBaHHs BiCyTHE 3a YMOBM MeXaHiUHMX MOLIKOAXeHb 3BaploBaibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 06/1aiHaHHA CTAHOBUTb:

| EuroMIG I 3 poku |

OCHOBHW rapaHTiliHWiA Nepios 064NCNIOETLCA 3 AHA NPOAAXY iHBEPTOPHOro 061a4HaHHSA KiHLLEBOMY NOKYMLeBi.

MpoTArom 0CHOBHOTO rapaHTiiHOro NepioAy Npojaselb 3060B'A3yeTbcs, 6€3KOWTOBHO A5 BAACHMKa iHBepTOpHOro obnaaHaHHA MATOH™:
- NPOBECTY AiarHOCTUKY Ta BUABUTW NPUUMHY HECNIPaBHOCTI;

- 3a6e3neunTun HeOGXiAHMMM A1 BUKOHAHHA PEMOHTY BYy3/1aMW Ta e/leMeHTaMun;

- NpoBecTu poboTH i3 3aMiHW €/1IEMEHTIB Ta BY3/1iB, L0 BUNLLAM 3 NaAY;

- NPOBECTY TECTYBaHHS BiZPEMOHTOBAHOI0 061aZHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOWKPIOITLCSA Ha 061a4HAHHS:

- 3 MeXaHiYHUMM NOLIKOAXKEHHSIMMU, WO BNMHYIN Ha NpaLe3AaTHICTL anapaTy (4edopmallis kopnycy v geTaneil BHACNiAOK NaAiHHSA 3
BMCOTY abo NagiHHA Ha 061a4HaHHS BaXKMUX NPeAMETIB, BUNaAaHHS KHOMOK Ta po3'eMiB);

- 3i crigamu KOpo3ii, AKa CTana NPUUMHOI0 HECMPABHOMO CTaHy;

- fike BUILLANO 3 Najly Yepes BM/IB CU/IbHOTO 3BOJIOXKEHHS Ha Or0 CUNOBI 11 eNeKTPOHHI eNeMeHTH;

- AIke BUILLAO 3 Na/ly Yepes HaKOMMUUYeHHsA CTPYMOMPOBIAHOro NUAY (BYribHUI NWA, MeTaneBa CTPY>KKa Ta iH.) BcepeAuHi;

- y pasi cnpobu caMoCTilHOro PeMOHTY 11010 By3iB Ta/abo 3aMiHV eNeKTPOHHUX e/leMeHTIB, PEKOMEH/AYETLCS, 3a/1eXHO Bif, yMOB
ekcnayaTauii, o41H pa3 Ha NiBPOKY, 33419 YHUKHEHHS BUXOAY anapaTy 3 J1aZy, NPOBOAMTM YACTKY BHYTPILLHIX €/1eMeHTIB i By3/1iB faHoro
061a/lHaHH#A CTUCHEHUM MOBITPAM, 3HATU 3aXMCHY KPULLKY. YnilieHHA HeobXiZ4HO NPOBOAMTM aKypaTHO, yTPUMYIOUM LAGHT KOMApecopa Ha
AOCTaTHIl BiACTaHi, 33417 YHUKHEHHSA MOLIKOAXEHHSA Naiku eNeKTPOHHUX KOMMOHEHTIB | MeXaHiYHMX YacTuH.

TakoX OCHOBHi rapaHTilHi 3060B'S3aHHA He MOWMPIOIOTLCA Ha 30BHIlLHI en1eMeHTU 0b6MaZHaHHS, Wo BUMWAW 3 Nagy, AKi nigAaloTbes
bi3nYHOMY KOHTaKTY, @ TaKOX Ha CyMyTHi/BUTpaTHI MaTepianu, NpeTeHsil o0 AKUX NPUIMAIOTLCS He Mi3HiLLe ABOX TUXHIB MiC/IA NPoAaxy:
- KHOMKa yEiMKHeHHﬂ Ta BUMKHEHHS;

- PYYKM pery/IloBaHHA NapameTpis 3BaploBaHHA;

- po3'emMu nigkntoUeHHs kabenis i pykasis;

- PO3'€MM yNpaBAiHHS;

- MepexeBwii kabesib i BUKa MepexeBoro kabesio;

- PyuKa ANs NepeHeceHHs, peMiHb Yepes n/ieye, Keic, Kopobka;

- TPUMai e/1eKTPOAIB, KNema «Mach», NasbHIK, 3BaploBabHi kabesi Ta pykaBu.

Mpogaaselib 3aMwWwace 3a co60t0 NPaBOo BiZMOBUTU Y HaZJaHHI FrapaHTIMHOrO PEMOHTY, 360 BCTAHOBMTY aTOI0 NOYATKY BUKOHAHHS rapaHTiiHUX
3060B'A3aHb MicALb i pik BUMYCKY anapaTy (BCTAaHOBJIIOIOTHCSA 3a CePiiHUM HOMEpOM):

-y pasi BTpaT¥ NacnopTa BAaCHUKOM;

-y pasi BiACyTHOCTi KopekTHOro abo B3arasi 6y/b-sKOro 3anoBHeHHs NacnopTa NPoAaBLEM Mij Yac NPoAaXxy anapary.

apaHTilHWUI CTPOK NPOAOBXKYETLCS, Ha TEPMiH FApaHTIHOro 06C/NyroByBaHHA anapaTy y CepBiCHOMY LeHTPi.
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RUSSIAN (PYCCKUN)

CBapOHHbIl‘/ﬁ annapaT U3roTtos/1IeH B COOTBETCTBUU C TEXHUYECKUMWN CTaHAapTaMn U YCTaHOB/IEHHbIMU
npaBuaamMn TeXHUKU 6esonacHocTu. Tem He mMeHee, nMpu Henpasu/bHOM 06paLLleHIAIA BO3HMKaeT
0ONacHOCTb:

- TpaBMMpOBaHNA OGCI'I\/)KMBaPOLIJ,EI'O nepcoHasia Win TpeTbero Mua;

- NpUYNHEHUA yUJ,epGa CcaMOMy annapaTy Win MatepuasibHbIM LEHHOCTAM NpeAnpuaTus;

HEI/ICFIpaBHOCTM, KOTOpbl€ MOTYT CHU3SUTb 6E3OI'IaCHOCTb, AOJIKHbI 6bITb CPOYHO YCTPAHEHbI.

-TOYHO COB/I10AaTb A @aHHYIO UHCTPYKLMIO.
NPABUNA TEXHVKWM BE3OMNACHOCTU

ONACHOCTb CETEBOIO M CBAPOYHOIO TOKA

- NopaXxeHWe 31eKTPUYECKMM TOKOM MOXKET BbITb CMepTe/IbHbIM;

- CBapoOuYHbIN kabesib Ao/KeH ObiTb MPOYHbLIM, HEMOBPEXAEHHBIM U U30MpoBaHHbIM. OcnabneHHble
COe/AVHEHWS 1 NMOBPEXAEHHbIN Kabesib HyXXHO He3amMeA/IMTe/IbHO 3aMeHNTb. CeTeBble kabesn 1 kabesin
CBApOYHOro annapaTa JOJKHbl CUCTeMaTMYeckn MpOBEPATbCA CMeLMasMcTOM-31eKTPMKOM  Ha
MCNpaBHOCTb U301ALUHK;

- BO BpPeMs UCMOJIb30BaHMA 3aMpeLyaeTcs CHUMATb BHELWHWI KOXYX annaparta.

- HapyLeHus 3¢$dekTrBHOro paboyero npouecca.

Bce /mMua, KoTopble CBsi3aHbl C BBOAOM B SKCM/yaTaluWio, YNpaBAeHUEM, YXOAOM M TeXHUYeCKnm
obcnyxvBaHWeM annapata A0/KHbl

-NpOITM COOTBETCTBYIOLLYIO aTTeCTaLMio;

-0671aaTb 3HAHWAMM MO CBapKe;

OMACHOCTb U3/IYYEHUSI CBAPOYHOW AYrun

’//'G 3anpewaetcs HabnoAaTb 3a CBAPOYHOW AYroil HEBOOPYXEHHbIM rnasom. [Jlyra u 6pbisry,
l(’/ obpasytoLymecs Bo BpeMsi paboTbl, MOryT 063keub KOXY UM BbI3BaTb NJ1aMs, NO3TOMY BCerga caefyeTt
m HOCUTb 3aMTHYIO MacKy C TOHWUPOBAHHBLIM GUABTPOM (OUKM AO/KHBI BbiTh OCHaLLEHbl OYKaMK C

dunstpom DIN g 10). MOCTOPOHHME /NMLA, HAXOAALMECS B 30He AENCTBUS YCTPOWCTBA, AO/IKHbI
33l MW aTh r1a3a CNeynaabHbIMU 3alUTHBIMKU OYKaMM MM UCMONb30BaTbL HErOPIoYMeE, MOFoLWatolL e
M3/1ly4eHmne IKpaHbl.

OMACHOCTb BPEAHbIX FTA30B W UICMAPEHWUI

-BO3HUKLUMIA AbIM M BPEAHbIE rasbl yAanunTb U3 paboueit 30HbI CreLmManbHbIMU CPeACcTBaMy;
-06ecneymnThb J0CTaTOUHBIN NPUTOK CBEXErO BO34YXa;

-napbl pacTBOpUTENEN He A0/IKHbI NONAAATh B 30HY U3/TyH4eHUs CBAPOYHON Ayru.

OMNACHOCTb MAFHUTHOIO NO/IA

Co34aHHble BbICOKMM TOKOM MarHWTHble MO/ MOTYT OKa3blBaTb OTPULLATENbHOE BO3AEMCTBME Ha
paboToCnocobHOCTL 31eKTPONPUBOPOB (HampUMep, KapAMOCTUMYAATOP). JMua, HocswMe Takue
nprbopsbl, A0MKHLI MOCOBETOBATLCA C BPAYoM, MpexAe 4em npubamnxatbes K paboden cBapo4HoOM
naowaake.

OMACHOCTb BbIJIETA UCKP

- BOCNNaMeHsAoLMeCs NpeAMeTbl yAaauTb U3 paboyeli 30HbI;

- He JIONyCKalTCs CBapouHble paboTbl Ha eMKOCTAX, B KOTOPbIX XPaHATCH WA XPaHWAWUChL rasbl,
roptoyee, HedpTenpoAyKTbl. BO3MOXHa ONaCHOCTb B3pbiBa OCTaTKOB 3TUX NPOAYKTOB;

- B MOXapo- M B3PbIBOOMACHBIX NOMelleHnAX coboaaTe ocobble npaBuna, B COOTBETCTBUM C
HaLMOHANbHBIMU 1 MEXAYHAPOAHLIMU HOPMaMK.

JINYHOE 3ALLNTHOE OCHALLEEHUE

Ans MnyHo 3aWmMThl cCObI0AalTe Creylol e NpaBuAa:

-HOCUTb NPOYHYIO 06YBb, COXPAHSAIOLLYIO U30MPYIOLLME CBOIICTBA B TOM YUC/IE U BO BAAXKHbBIX YC/N0BUAX;
-3aWMWaTh PYKU U30MPYIOL MMM NepyaTKamm;

-r71a3a 3al4MLaTh 3alLUTHOM MacKoi C OTBEYAIOWMM CTaHAAPTaM TexHUKK Ge3onacHoCT GpUALTPOM
NPOTUB yNbTPadUONETOBOIO U3NYYEHUS;

-1UCMO/ILb30BaTh TO/IKO COOTBETCTBYIOLYIO (TPYAHO BOCM/IAMEHSAIOLLYIOCS OAEXAY).

BosHuKatowasn Bo BpeMsi CBapKu CBApOYHAs Ayra MOXET M34aBaTb 3ByKW C ypoBHeM Bbiwe 85 A6 B
TeueHue 8 yacos pabouero BpemeHu. CBapuymky, paboTatoume ¢ 060pyAoBaHMeM, BO Bpems paboTbl
HOCUTb CPE/ACTBA 3aLyMTbl OPraHOB CyXa.

#)

w OMNACHOCTb MHTEHCMBHOINO LLYMA
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PACNAKOBKA

B komnnekT noctaBkun annapaTa BXOAAT:

KpaTkoe pykoBoACTBO

//(((/ Z ‘S}% nosib3oBartens
l(@\)" h £¢ﬂ ’ ’ g

Kabenb cBapoUHbIl C 31eKTpoA0AepxKaTesieM

Kabenb cBapouHbIi ¢ knemmoli «macca» ABICOR
BINZEL WCTOYHUK NUTaHUSA CBapOYHOM
Ayrvi ¢ 6710KOM NOAauM NPOBONOKN

MonyaBTOMaTUYeCKan ropenka EbICTpOCbeMHbIﬁ nHeBMOpasbemM

3/IEMEHTbI YNPABJIEHNA U UHAUKALNA

1 - Pyuka perynstopa ans Beibopa $yHKL Wit (NapamMeTPOB) TeKyLLEro pexnumMa CBapku U yCTaHOBKM UX 3HAUEHWMI (N0 yMONYaHUIO —
HaCcTpolika napameTpa CBapO4HOro HanpsbkeHus B pexume MIG/MAG). Bbibop dyHKL MM OCyLLecTBASETCS NOBOPOTOM PyyKu peryastopa
BMNpaBo WM BNeBO. [lns nepexosa K yCTaHOBKE 3HauYeHUs BbIGpaHHOro napameTpa HeobX0AMMO HaxXaTb Ha PyuKy peryaaTopa. 3HaueHve
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YCTaHaBAMBAETCA NOBOPOTaMM PYUKM BNPaBo MW BAeBO. [lNs BO3BpaTa B MeHI0 Bbibopa $yHKLMii/NapamMeTpoB HEOBXOAMMO CHOBa HaxaTb
Ha pyuKy perynsTtopa.;
2 — LindpoBoit Ancnaeit UCTOYHMKa TOKa;
3 — KHonka Bbibopa nporpamMmbl cBapku (Habop NpeABapuUTeNbHO HACTPOEHHBIX MO/Ib30BaTENIeM NapaMeTpOB) / AOMONHNTeNbHAA GYHKLUS:
HaCTPOViKa ypOBHS UHAYKTUBHOCTU (MPW YAePXaHUM KHOMKK Gosee 1 ceKyHAbl);
4 —Knonka Bbibopa pexuma cBapku:
a) py4yHas Ayrosas cBapka WTy4HbIM 3n1ekTpogom PAC "MMA";
6) cBapka B aproHOBOW Cpege HennaBAWMMCs SnekTpogom APT "TIG";
B) NoslyaBTOMaTUyeckan cBapka B 3alMTHbIX rasax MA "MIG/MAG";
5—VIHankaTop BbIGpaHHOro pexvima ceapku;
6 — KHonKa NpoBepKyM Nojaum 3al1THOro rasa (NPoBo/IoKa He NojaeTcs);
7 —PerynaTop 419 yCTaHOBKM 3HaYeHUit napameTpos 610Ka NoAaun NPOBO/IOKM Ha yBEMUEHME U yMeHbLIeHMWe (MO YMOHaHMIo —
HaCcTpolika napameTpa cKopocTu NoAauun NpoBosioku B pexxume MIG/MAG);
8 — LindpoBsoit gucnnent 610Ka nogaumn npoBooKy;
9 — KHonka 3anpaBKku NpoBO/IOKM (ras Npu 3TOM He NoAaeTcs);
10— KHonka Bbibopa pexuma KHOMKM Ha ropeke;
11— nOAhéMHaﬂ 3almMTHanA KpblllKa OTCeKa MeXaH13ma nojayun NnpoBOJIOKU U KaTyLKU;
12 — Pa3bém KZ-2 Tvna "EBPO" A5 noAKNtOUeHUs NONyaBTOMATUYECKON FrOpesku;
13 — Kabenb noAaun cunosoro Toka k 610Ky nogaum npoBonoku;
14 — KHonka BK/lOUeHMA/BLIKIOYeHMA annapaTa (4BeT 1 popMma JekopaTuBHas);
15— LLiTyLiep NoAK/Il04eHNA NoAaum 3alUTHOrO rasa;

A —THe340 CMI0BOrO TOKA «+» TUMA 6aloHeT:
a) npu ceapke "MMA” — nogkntoyaeTcs kabenb 31ekTpoga (B 6os1ee peAKnX Cydasx Mpu UCMOIb30BaHUM CNeLUabHbIX
3/1eKTPO/0B NojKto4aeTcs kabesib «Mmaccan);
6) npu cBapke “TIG” — noAk/t04aeTcs TONbKO Kabesib «Maccay;
B) MpU noJlyaBToMaTnyeckoi ceapke “MIG/MAG"” cnioWwHo NpoBO/I0KOM —MOAK/O4aeTCs Kabesb K NoAatoLeMy MexaHu3my;
r) npu nonyasTomMaTuueckoi ceapke “MIG/MAG” ¢patocosoit npoBonokol — noAkalouaeTcs kabenb «Mmaccay;
B - F'He340 cunoBoro Toka «—» Tuna 6aiioHeT:
a) npu ceapke "MMA” — nogkatouaeTcs kabenb «Maccar (B 6os1ee pegkux cayyasx npy UCNo/b30BaHWUK CreLuanbHbIX 31eKTPOA0B
nogktoyaetcs kabesb 31eKTpoAa);
6) npu cBapke “TIG” — NoAKNt0YAETCS TONbKO aproHOBas FOPesKa;
B) Npv nonyaBTOMaTUYeckom ceapke “MIG/MAG” cniowwHoO NpoBOAOKOM — nogkatoHaeTcs kabenb «mMaccan;
r) npu noayaesTomaTuyeckoit ceapke “MIG/MAG” ¢patocoBoi npoBo0KON — Nogk/touaeTcs kabesib K NoAatoLWeMy MexaHn3my.

BBO/ B SKCNJYATALUIO

CBapOYHbIV annapaT npeAHasHaueH NCKIIOUUTENbHO AJ/1S PyYHOW AyrOoBOM CBAPKU WTYYHbLIM 3/1I€KTPOAOM, CBApPKM B CPeAe aproHa, a Takxe
Mo/lyaBTOMATMYECKON CBAapKW B CPeje 3alyMUTHbIX rasoB. MIHOe MCNo/ab30BaHWe anmnapata CYMTAeTCsl He COOTBETCTBYIOLMM Ha3HAYeHMIo.
M3rotoBuTeNb He HECET OTBETCTBEHHOCTM 3a yuepb, 1 NCNOBL30 annapara He o HasHaueHuio . icnoab3oBaHue, CornacHo
HasHayeHuo, NoApasymeBaeT cob/0AeHe yKasaHWii HaCTOALEro PyKOBOACTBA NO KCM/yaTaLum.

TPEBOBAHUA K PASMELLEHUIO

Heobxoanmo pasmeltats annapaT Tak, 4Tobbl obecneumBancs 6ecrpenaTCTBEHHBIN BXOA W BbIXOZ OX/JaXAalol,ero Bo3jgyxa uyepes
BEHTUAALMOHHBIE OTBEPCTUS Ha NepeaHeit 1 3aaHel naHensx. CreanTe 3a Tem, 4Tobbl MeTanIMYeCKan Nblb (HanpyUmep, NPU HaxAauHon
wanpoBKe) He 3acacbiBaNach HEMOCPEACTBEHHO B annapaT BEHTUAATOPOM OXJaXAeHuA.

NOAKNOYEHUE K CETU

CBapOYHbIi annapaT B CEPUIMHOM UCMOIHEHUM PACCUMTaH Ha CeTeBOe HanpsxeHue 220B (-27% +18%).

BHumaHue! Mpu noAkAlOUeHUM annapaTa K ceTeBOMY HampsiXeHMIo Bbille 270B Bce rapaHTuiiHble 0653aTebcTBa U3rOTOBUTENA TEPSIOT CuAy!
Takxe I'apaHTVIl‘aHbIE 0693aTe/IbCTBa U3roTOBUTENS TepAawT cnay npun ownboyHom noAKNKYEHUN ¢33bl CeTn Ha 3a3eMN1eHne NCTOYHUKA.

CeTeBoWl pasbéMm, ceveHus Kabese CeTU NUTaHUS, @ Takxe CeTeBble NPEAOXPAHUTENN AOKHbI BbIBUPATLCH UCXOASA U3 TEXHUHECKUX AAHHbIX
annapara.

Wcnonb3syemblii YcraHoBneHHOe AvnameTp ceueHusn CeueHue KaxzoW ML e
3/1eKTPOJ B peXxume 3HauyeHue ToKa npu NpPOBOJIOKU NpU >KWU/Ibl CETEBOrO R
MMA MMA n TIG MIG/MAG npoBoAa, KB. MM !
EuroMIG
1,0 75
1,5 115
g2 MM He 6onee 80A He 6onee Jo,6MM 2,0 155
2,5 195
4,0 310
3 MM He 6osiee 120A He 6onee Jo,8mm 1,5 75
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2,0 105
2,5 130
40 205
6,0 310
2,0 80
D4 MM He 6osiee 160A A0 @1,0MM 215 100
4,0 165
6,0 245

BHUMAHME! CeTeBas KHOMKa Ha 3aAHel NaHeNu annapaTa He SBASETCS CM/I0BOM, MOSTOMY MpU BbIK/OYEHUM annapaTta He obecTounsaeTt
NOJIHOCTBIO BCIO BHYTPEHHIOIO 31€KTPOHMKY. [0 3TOM NpUUMHE Mo TexHMKe 6e30MacHOCTY NOC/Ie 3aBepLIeHNs CBapOYHbIX PaboT, BbiK/loYaiTe
BUJIKY U3 CeTH.

CXEMA NOAKNIOYEHUA ANMNAPATA 419 CBAPKU LUTYYHbIMU SIEKTPOAAMU (MMA)

SNEKTPOOOMEPXATENb
~220V / 230V

-

PEKOMEHAYEMASA ANNMHA CUNOBbIX CBAPO4YHbIX KABEJIEV NMPU CBAPKE:

MakcuMManbHbI TOK P B LD Mnowagb ceyeHms Mapka kabens
(B OAHY CTOPOHY)
He 6os1ee 100A 2...7M 10 MM* Kl 1x10
A0 150A 3..10M 16 MM* Kl 1x16

CXEMA NOAKNOYEHNA ANNAPATA ANA CBAPKWU B APITOHE (TIG) — npu ucnoab3oBaHUU ropesiku 35-50

~220V / 230V

(@Q?h
APFOHOBAS
FOPEJTKA

W3OENUE
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~220V / 230V

(9D—

~220V/ 230V

(3¢5

TEXHUYECKUE XAPAKTEPUCTUKU

FPATON

CXEMA NOAKNOYEHUSA ANNAPATA AN CBAPKWU B APTOHE (TIG) — npu ucnonbsosaHuu ropenku GZ-2

APFOHOBAS
FOPEJTKA

KNEMMA "MACCA"

W3OENUE

NONYABTOMATUYECKAS
TOPE/TKA

U30ENUE

NAPAMETPbI EuroMIG
HomuHanbHoe HanpsikeHve nuTatowei cetv soly, B Zz
HoMuHanbHbIN dasHbIf NoTpebasemblit TOK U3 ceTn, A 17...20
HoMUWHanbHBbIN CBapoYHbIN TOK, A 150
MaKcUManbHbIN AeNCTBYOW NI TOK, A 200
MpoaonxutensHocTb Harpysku (MH) 80°gu/r|pl/1 1507

100%/npu 134A

Mpegenbl U3MeHeHWUsA HaNpsixXeHUs NuTaoLen cetu, B 160 - 260
Mpeaensl perynnpoBaHnsa cBapo4HOro Toka, A 8-150
Mpegenbl peryMpoBaHMs CBaPOYHOTro HanpsixeHus, B 12-23
Mpegenbl peryMpoBaHus CKOPOCTM MOZAayM NPOBOJIOKM, M/MUH 1,5—10,0
AvnameTp WTYYHOro 3/1eKTpoAa, MM 2T, 4T, SPOT
/MameTp CM/IOWHOM CBapOYHOI NPOBOJIOKM, MM 0,6-10
MexaHW3M no/auun NpoBoIOKK 2-X PO/INKOBBI
Macca KaTywiku He 6osee, KK 5

VlMI'nyIbCHbIE PeXuMbl Npu CBapke

MMA: 0,2...500ly;
TIG: 0,2...5000L;

AvnameTp WTy4YHOro 3/1eKTpoAa, MM 1,6 — 4,0
lopsunii cTapT «Hot-Start» B pexxume MMA Perynnpyemas
dopcax gyru «Arc-Force» B pexxume MMA Peryavpyemas
AHTUNpuannanus «Anti-Stick» B pexume MMA ABTOMaTUYeckas
B10K CHMXEHMS HanpsiXeHUsA X00CTOro Xoaa Bk / BbikA
HanpsxeHwue xonoctoro xoga MMA, B 12 /75
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HanpsxeHwne nogxwra ayru, B 110
HomuHanbHas notpebasiemas MolyHocTb, KBA 3,8... 44
MakcumanbHas notpebasiemas Mol HoOCTb, KBA 5,5
Kna, % 90
OxnaxgeHve ApanTtuBHoe
[lnanasoH pabounx Temnepatyp —25 ... +45°C
abapuTHble pasmepsbl, MM (4/IMHA, LWIMPWHA, BbICOTA) 390 X 194 X 295
Macca 6e3 kaTyLKu 1 akceccyapoB, Kr 9.2
Knacc 3awuTebl P33

BbIBOP M HACTPOMKA (DYHKLWII\/‘I AMMNAPATA

B cocTostHMM NoKos (KOraa K perynsTopam Ha nepejHeit naHe M He KacaloTCs) annapaT BbIBOAUT Ha LUGPOBOI MHAMKATOP C IEBOV CTOPOHBI
3HayeHWe OCHOBHOTO NapameTpa TeKyLLero pexuma cBapku:

1) B pexxume PAC "MMA” — cBapOUHbIi TOK;

2) B pexxume APT “TIG" — cBapOYHbIit TOK;

3) B pexxume MA "MIG/MAG" — cBapouHoe HanpsxeHue.

Ha neBom uHankaTope B MomeHT cBapku A “"MIG/MAG"” nokasbiBaeTcsi TeKyljee 3HayeHWe Toka. CTOUT OTMeTUTb, YTO Ha dakTUyeckoe
3HauyeHWe CBapOYHOrO TOKa BUSAET PAJ CAeAyiolnx GpakTopoB: UCMO/b3yeMblii MaMeTp NPOBOJIOKM, YCTaHOB/IEHHOE 3HaYeHWe CBapOYHOro
Hanps>XXeHUA Ha UCTOYHUKE TOKa, YCTaHOBJ/IEHHAas CKOPOCTb Mojayvyn NpoOBOJIOKM Ha MexXaHU3Me nojayu, MCI'IOI'Ib3yeMbIl‘/‘I 3aLIJ|VITHbIl\/II ras,
maTepuan 1 TO/WMHA CBAPUBAEMOro usgenns u Ap. MNocie OKOHYaHUs CBApOYHOro Mpouecca GpakTUYeCKoe 3HaYeHne CBapOYHOro ToKa
noKasblBaeTCA Ha SKpaHe annapaTa B Te4eHun 8 cek A1 BO3MOXHOCTU NPOCMOTPA 3Ha4eHNs TOKa CBapPLLMKOM.

A Ha undpoBOM MHAMKATOPE C MPaBOM CTOPOHbI B 3TOM Xe pexume “MIG/MAG” BbIBOAUTCA 3HauYeHMe CKOPOCTW MOAAYM NMPOBOJIOKU B
"M/MURH".

KHonka 3 Ha nepejHeit naHeu annapaTa oTBeYaeT 3a BbIGOp pexuma CBapKu.

quKa perynatopa 1 Ha nepep,Hel?i naHenn oTBe4vaeT 3a M3MEHEeHMe 3Ha4yeHUa TeKkyllero napameTpa Ha Ll,l/ld)pDBOM nHankaTope ¢ neBoW
CTOPOHbI.

Pyuka perynsTopa 7 Ha nepejHeit naHenn 670ka nojauyn OTBEYaeT 3a M3MEHEHWE 3HayeHUs BTOPOro OCHOBHOMO MapameTpa pexuma
"MIG/MAG" - ckopoCTH NoZaun NpoBOJIOKM, KOTOPbIN 0TObpaxaeTcst Ha LMppPoBOM MHAMKATOpE 8.

MNEPEK/IIOYEHMUE HA HEOBXOIUMY'O OYHKLUIO

Ecnu B annapaTte ycTaHOB/IEHa CUCTEMA 3aLyMThI OT HECAHKLMOHMPOBAHHOIO A0CTYNa K MeHIO GyHKLWIA, TO NPY MOBOPOTE PYUKM peryastopa
1 NPOVCXOAUT peAakTMPOBaHME 3Ha4YeHUSt OCHOBHOO NapaMeTpa BbIGPaHHOIO pexuMa CBapku. TO 03HAYAET, YTO MeHIo GYHKLMI annapara
3abnokupoBaHo. [lns pasbaoKMPOBKM HEOBXOAWMO YAEPXMBAThL B HAXATOM COCTOSIHUM pyuKy perysisTopa 1 6onee 3,5 cekyHa. [Npu
pasbiIoKMPOBAHNUM Ha WMHAMKATOP BbIBOAWUTCA M306paXeHWe rOpPU3OHTa/bHBIX /IMHWUIA, KOTOPbIE HAYMHAKOT MCYe3aTb, YTO yKasbiBaeT O
npouecce pasbaoKMPOBKM MeHIO dyHKLMIA. MocNe MONHOTO UCHYE3HOBEHWS NMHUIN MeHIO ByaeT pasbioKMPOBaHO W PErynsTop MOXHO
OTNYCTUTb. EC/M OTNYCTUTL KHOMKY A0 MOJIHOMO MCYE3HOBEHWS IMHUI, MpoLecc pa3biokMpoBaHus MeHto ByAeT npepBaH, M OHO OCTaHeTCs
3a610kMpoBaHHbIM. Mocsie ycnewHoro pa3baokMpoBaHWs Npy NOBOPOTE PyyYkM 1 Ha LUPPOBOMN AWCMIEN BbIBOAUTCS TeKyllee Ha3BaHue
bYHKLMM 1 e€ 3HaueHwe.

NEPEK/IIOYEHUE HA HEOBXOAMMbIVI PEXXUM CBAPKU
HaxaTune Ha KHOMKY 4 NPUBOAWT K NEPeK/IIOYEHNIO Ha CNeAYIOLMIA PeXUM CBApKK NO KPYry, 3TO BUAHO Ha MHAMKATOpax 5 Ha nepejHen
naHenu.

CBPOC HACTPOEK BCEX ®YHKL MM TEKYLLEFO PEXXUIMA CBAPKM

MoryT npoucxoanTL CUTyalLuK, KOTAa HaCTPOIKM B annapaTe HeCKO/IbKO 3anyTa/n Nosb3oBaTens. [as Toro 4Tobel c6pocuTL UX 3HaUEHNS K
CTaHAAPTHBLIM 3aBOACKUM, HEOBXOAMMO YAEPXMNBATL B HAXAaTOM COCTOSIHUM PyUKy pery/iaTopa 1 6oblue 10 cek (He 06palyaTb BHAMaHME Ha
n3obpaxeHue nHMI). Ha Tabno HauHeTcs 06paTHbIM OTCHET 333...222...111 M NPU AOCTUXEHWUM "000" BCE HACTPOMKM TeKyILero pexuma
cBapku 6yayT oBHOBAeHbI Ha 3aBojckue. COHPOC NMapamMeTpoB ANA KaXAOro pexuma CBapku AenaeTcs oTgenbHo! 3To caenaHo Ans
noBbIlEHNs YA406CTBa — YTOBI C/Ty4alitHO He CHPOCUTL MHAVBUAYa/IbHbIE HACTPOWKM B APYrUX ABYX PEXUMAX.

AHaNOrMYHO MOXHO CBPOCHTL NapaMeTpbl Ha 6/10Ke NOAaun NPOBOIOKK C PeryIaTopa 7.

NHAWKALUA NEPEFPEBA AMMAPATA

B annaparte, Ha BCeX K/IOYEBbIX 3/1EMEHTAX, KOTOPbIE MOABEPXKEHbI HArPEBY NPU SKCM/TyaTal UM, yCTaHOBIEHA SN1EKTPOHHAs CUCTEMA
3aWuTbl OT Neperpesa. I'Ile CpaGaTblBaHMM p'aHHOl‘;I 3awunTbl, Ha 1€BOM MHAMKaTOpe WUCTOYHMKA TOKA 2 BbIBOAUTCA N HAYMHAET MUraTb
u3so6paxeHue -t°. B Takom ciydae cnegyeT NpekpatUTb paboTy 1 He BbIK/IOYAs annapaT A0XAaTbCs €ro CAMOCTOATENbHOMO OXNAXKAEHUS.
lMocne BO3BpaLLeHWs annapaTa K ero HopMasbHoM paboyeit TemnepaType, MHAUKATOP NPEKPaTUT NokKasbiBaTb U3obpaxeHue -t°,
BEPHYBLIMCb K OTOBPAXKEHMIO OCHOBHOIO NapameTpa Bbi6paHHOro pexuma. Mocse 3Toro MoXxHO NPOAOKMTb paboTy ¢ annapaTom.
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OBLMN CNUCOK U NOCNEAOBATENBHOCTb GYHKL NN

Pexcum csapku P4 C «MMA»
0) 0CHOBHOM oToBpaxaemsli napameTp TOK capky = 80A (M0 yMO4aHUIO) | B UMMY/IbCHOM pexume 3To 6a3osbiit TOK
a) 8 ... 150A (war nsmeHeHus 1A)
1) [H.St] cuna «opsayero ctapTa» = 50% (Mo ymonyaHmio)
a) o[OFF] ... 200% (war nameHeHuns 5%)
2) [t.HS] Bpems «[opsayero ctapTa» = 0,3 cek (Mo yMoa4aHuo)
a) 0,1 ... 1,0 cek (Wwar M3MeHeHus 0,1 ceK)
3) [Ar.F] cuna «®opcaxa Ayru» = 50% (No yMoN4aHMIo)
a) o[OFF] ... 200% (war nameHexuns 5%)
4) [u.AF] ypoBeHb cpabatbiBaHus «Popcaxa gyru» = 12V (No yMoa4aHuio)
a) 9...18V (war nsmeHeHwus 1V)
5) [BAH] Hak/10H BO/IbTaMMNepHOM XapakTepucTukm = 1,4V/A (No ymoa4aHuio)
a) 0,2 ...1,8V/A (war nsmeHeHus o,4V/A)
6) [Sh.A] cBapka kopoTko Ayroii = OFF (no ymonuaHuio)
a) o[OFF] ... 3 (war usmeHeHus 1)
7) [VrD] 610K CHUXeHUs HanpsixeHus xonoctoro xoaa = OFF (no ymosuaHuio)
a) ON — BkAtoYeHO
6) OFF — BbIK/IlOYEHO
8) [Po.P] pexxum nysbcaumii Toka = OFF (no ymosuaHuio)
a) ON — BkatoYeHo
6) OFF — BbIK/IlOYEHO
9) [LA._] Tok nay3ssl = 25A (N0 ymon4aHmnio)
a) 8 ... 150A (war nsmeHeHus 1A)
10) [Fr.P] yacToTa nysibcalmit Toka = 5,00 (Mo yMo4aHwMo)
a) 0,2 ... 500 'Y (AUHAMMYECKUIA Wwar uameHenuns 0,1 My, ... 1 TL)
11) [dut] cooTHowweHKWe uMnyabc/nay3sa (6anaHc) = 50% (Mo ymoavaHuio)
a) 20 ... 80% (war nameHeHus 2%)

Pexcum caapku APl «TIG»
0) OCHOBHOW oTO6paxaemsiii napametp TOK cBapku = 60A (N0 yMOA4aHUIO) | B UMMYIbCHOM pexume 3To 6a3osbii TOK
a) 8... 150A (war n3meHeHus 1A)
1) [but] pexum kHonku Ha ropesike = [LIFT] (no ymon4aHuio)
a) [LFt] — pexxum 6e3 kHonku Ha ropesike TIG-LIFT (npu Mcnob30BaHWM ropesikv BEHTU/ILHOTO TUMA)
6) [LF2] — pexxum kHomkwu Ha ropeske TIG-LIFT2T (oTkato4eHMe CBapOYHOro TOKa Mpu OTMYCKAHWMU KHOMKM Ha ropeske)
B) [LF4] — pexxum kHonku Ha ropenke TIG-LIFT4T (npy noBTOPHOM HaxaTum Ha KHOMKY Ha rope/ike TOK CHUXaeTcs 40
3HaYeHWs, yCTaHOBIEHHOTO B NapameTpe «KoHeYHbI TOK», 3aTeM OTK/II04YeHME CBApPOYHOro TOKa MpK OTMYyCKaHUU KHOMKK)
2) [t.uP] Bpems HapacTaHusa Toka = 0,2 ceK (M0 yMO4aHUIo)
a) 0 ...15,0 ceK (LWar U3MeHeHUs 0,1 Cek)
3) [t.dn] Bpemsi cnasaHus Toka = 0,2 cek (Mo yMoA4aHuio)
a) 0 ...15,0 ceK (LWar U3MeHeHUs 0,1 cek)
4) [Po.A] KOHeYHBI ToK = 20A (MO yMO4aHUI0)
a) 8 ... 50A (Wwar usmeHeHus 1A)
5) [t.Po] Bpems nocne-npoayBKM 3aLMTHLIM ra30M = 4,0 ceK. (N0 YMONYaHWIO)
a) 1,0...35,0 CeK. (Lar n3MeHeHus 0,1 cek)
6) [Po.P] pexwum nynbcauuii Toka = OFF (Mo ymonuaxwio)
a) ON — Bk/1o4YEeHO
6) OFF — BbIK/IIOYEHO
7) [LA._] Tok nayssl = 25A (N0 ymoa4aHuio)
a) 8... 150A (war n3meHeHus 1A)
8) [Fr.P] wactoTa ny/ibcauuit Toka = 10,0l L (M0 yMOAYaHMIO)
a)o,2...500 'y (aunt 1eCKuiA Wwar nameHenns 0,1y, ... 1Mu)
9) [dut] cooTHOLWeHMe MMMy Ibc/nay3a (banaHc) = 50% (Mo yMoA4aHuio)
a) 4 ... 80% (war nameHeHus 2%)

Pexcum csapku A «MIG/MAG»
Ha neBoM MHAMKaTOpPe NCTOYHMKA TOKa:
0) [-3-] ocHoBHO oTo6paxaemblit napameTp HAMPAXEHWUE cBapku = 19,0V (Mo ymonyaHuio)
a) 12,0 ... 23,0V (war nameHeHus o,1V)
1) [Ind] ypoBeHb MHAYKTUBHOCTY = 0 (MO YMONHaHUIO)
@) -5...0 ... 5 CTyNeHb (War M3MEHEHNS 1 CTyMeHb)
2) [tYP] Tin maTepuana nposoaoku = StL (no ymonuaHmio)
a) StL — cTanbHas npoBosioka
6) ALu — antoMmHK1eBas NpoBo/Ioka
3) [t.Pr] Bpems npeA-npoAyBKM 3aLMUTHBLIM Fa30M = 0,1 CeK (MO YMO4aHMI0)
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a) 0,1 ... 25,0 CeK (Llar U3MeHeHus 0,1 ceK)
4) [t.Po] Bpema nocse-nposyBKM 3aLMTHBLIM Fa30M = 1,5 cek (M0 yMO4aHMI0)
a) 0,5 ... 25,0 ceK (Wwar M3MeHeHus 0,1 cek)
5) [t.up] BpeMa HapacTaHWA HanpAXeHNA = 0,1 CeK (MO YMOYaHMI0)
a) o [OFF] ... 5,0 cek (war n3mMeHeHwus 0,1 cek)
6) [t.dn] Bpems cnagaHus HanpsKeHUs = 0,1 CeK (MO YMONYAHWMIO)
a) o [OFF] ... 5,0 cek (war n3mMeHeHwus 0,1 cek)

Ha npaBom vHAMKaTOpe MexaHW3Ma Mo/ auv NPOBOJIOKM:
0) [SPD] ocHoBHol oTo6pakaembiit napametp CKOPOCTb nogauv npoBOIOKY = 4,5 M/MUH (MO YMOAYaHWIO)
a) 1,0 ... 10,0 M/MWH (War U3MEHEHUs 0,1 M/MUH)
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FAPAHTUNHOE OBCNY>XUBAHUE

YBaxkaemblii notpebutesb!
MATOH UHTEPHELLIHA 6naroaaput Bac 3a Beibop npoaykuum PATON 1 rapaHTUpyeT BbICOKOe KayecTBO 1 6esynpeyHoe
GYHKLMOHUPOBaHWE AaHHOTO U3AeNna Npy COBI0AEHUM NPABUA €ro SKCNyaTaluu.

BHUMAHME!!! Nepe ncnonb3osaHnem o60pyA0BaH1A peKOMEHAYEM O3HAaKOMMUTCA € PACIIMPEHHOM MHCTPYKLUMeii no
3KcnayaTauuu, a Takxxe NpoBepuUTb NPaBU/IbHOCTb 3ano/IHeHUA rapaHmﬁHoro TasoHa: HAaMMeHoBaHUe moaenun
npuobpeTeHHOro Bamu nsaenus, a Takxxe cepuitHblii HOMep A0/KHbI 6bITb UAEHTUYHBI 3aNWUCK B rapaHTUINHOM Ta/loHe.
He gonyckaeTcs BHECEHME B TaZIOH KaKNX-1M60 U3MEHEHWIA U UCNPaBAEHWIA.

TAPAHTUIHBIE OBSI3ATE/IbCTBA
MATOH MHTEPHELLH/1 rapaHTupyeT ucnpaBHyio paboTy UCTOYHMKA MUTaHWA Npu cobaOAeHUU NOTpebuTeNeM yCAOBWIA SKCRayaTaLmum,
XpaHeHWA 1 TPaHCNOPTMPOBaHUS.

BHUMAHME! BecnnaTHoe rapaHTuiiHoe o6cayXuBaHue oTCyTCTBYeT NpU MexXaHUUYeCKMX MOBpeXAeHMAX CBapoyYHOro annaparal

CpoK OCHOBHOW rapaHTUK Ha CBapo4yHoe 06opys0BaHMe COCTaBAseT:

| EuroMIG I 3roga |

OCHOBHOW rapaHTUIHBIN NEPUOZ, UCHNCASETCA CO AHA NPOAAXMU UHBEPTOPHOTO 060PYA0BaHUS KOHEYHOMY NOKYMaTesto.

B TeyeHMe OCHOBHOrO rapaHTUItHOro neproa npogasel, 06a3yeTcs, becnnaTHo Ans BAaZenblia MHBepPTOpHOro obopyaosaHns PATON:
- NPOV3BECTU ANArHOCTUKY 1 BbISBUTL MPUUMHY NOJIOMKM;

- obecneunTb HEOBXOANMbBIMU A/151 BBIMONHEHWS PEMOHTA Y3/1aMU U SN1eMEHTaMM;

- NpoBeCTM paboThl NO 3aMeHE BbilLeA WX U3 CTPOS SNEMEHTOB U Y3/108;

- NPOBECTY TECTUPOBaHWE OTPEMOHTUPOBAHHOIO 060pPYA0BaHUS.

OCHOBHble rapaHTUiHble 06513aTe/IbCTBa He PacNPOCTPaHSIOTCA Ha 06opyAoBaHwe:

- C MeXaHN4YeCK1MM NOBPEXAEHUAMM, MOBANABLIMMM Ha paboTOCNOCOBHOCTL annapata (AedopmaLus Kopnyca u AeTanei B CIeACTBUAN
NajeHus C BbICOTbI UM NaZeHns Ha 060pyA0BaHMeE TAXENbIX NPEAMETOB, BbiNageHUe KHOMOK 1 pasbéMoB);

- CO CleaMu KOPPO3UK, KOTOPast CTasa MPUYUHON HEMCMPABHOTO COCTOSIHUS;

- BbllLe/lLee U3 CTPOSi MO NPUYMHE BO3ZENCTBUSA Ha €ro CU/IOBbIE U 3IeKTPOHHbIE 31eMeHTbl 06U/IbHO Baaru;

- BbilLeLLee U3 CTPOSi MO NPUYMHE HAKOM/IEHWS BHYTPY TOKONPOBOAALLEN Mbln (Yro/ibHas Mblib, MeTaiNnyeckas CTpyXKka 1 4p.);

- B CJly4ae NonbITKK CaMOCTOSTE/IbHOrO PEMOHTA ero y3/10B U/UAW 3aMeHbl 371eKTPOHHbIX 3/1EMEHTOB;

- JaHHOe 0bopyA0BaHMe, B 3aBUCUMOCTU OT YC/IOBUIA SKCMyaTal MM peKOMeHAYeTCs, O4WH pas B NoAroAa, Bo usbexaHue Bbixoza annapaTa
13 CTPOS, MPOBOAUTL YNCTKY BHYTPEHHNX 3IEMEHTOB U Y3/10B CKaTblM BO3ZYXOM, CHSITb 3aLLUTHYIO KPbILLKY. YUCTKY HeobxoAnmMo
NpPOBOAWTbL akKypaTHO, y/AepXWBas LWaHT KOMPeccopa Ha A0CTaTO4HOM PacCTOSIHUM BO U3bexaHue NoBpexzeHnst Naiku 31eKTPOHHBIX
KOMMOHEHTOB 1 MeXaHUYEeCKMUX YacTeN.

TaKkxe OCHOBHble rapaHTUiiHble 063aTeNbCTBa He PAcMpOCTPAHSIOTCS Ha BblleAlWMe U3 CTPOA BHEWHWE d1eMeHTbl 060 pyAoBaHUs,
nozBepxeHHble Gpr13nNYecKoMy KOHTAKTY, U COMYTCTBYIOWME/PACXOAHbIE MAaTepUasbl, NPETEH3MMU MO KOTOPLIM MPUHUMAIOTCA He MOo3Xe ABYX
HeAeNb Noce NPOAAXM:

- KHOMKa BK/IIOYEHUS U BbIKNKOYEHUS;

- PY4KU peryimpoBkn CBapO4HbIX NapameTpoB;

- pa3béMbl NoAKN0UeHs Kabeneil U pykaBoB;

- pa3bémbl ynpaB/ieHus;

- ceTeBOU Kabesb v BU/IKa ceTeBOro kabens;

- PyuKa ANS NePEHOCKM, HaMeUHbI PeMeHb, Kelc, Kopobka;

- 3/1eKTPOAOAEPXKATENb, KIEMMa «MaCChl», FOPEe/IKa, CBapOUHble Kabenw v pykasa.

MpoaaBel, ocTasAseT 3a coboil NPaBo OTKa3aTb B NPeAOCTaBAEHUM FrapaHTUIAHOrO PEMOHTa, M60 YCTAaHOBUTL B KayecTe AaTbl Hayana

MCMO/IHEHWS rapaHTUIHbIX 06A3aTeNbCTB MeCsIL, M FO/ BbiNyCka annaparta (yCTaHaB/AMBalOTCSA N0 CepUHOMY HOMepY):

- NpU yTepe rapaHTUAHOrO TaNoHa BAAAEeNbLEM;

- MIPU OTCYTCTBMM KOPPEKTHOIO UM BoOGLLLe Kakoro-116o 3anoiHeHWs nacnopTa npoAaBL,OM Npy NpoAaxe annapata. MapaHTUiHbINR Cpok
NPOANEBAETCS, Ha CPOK rapaHTUITHOro 06CAYXMBAHUS annapaTa B CEPBUCHOM LieHTpe.
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ENGLISH

The welding machine is manufactured in accordance with technical standards and established safety
rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- undergo relevant qualifying examination;

- have knowledge about 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

It is forbidden to observe the welding arc with the naked eye. 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 goggles with a DIN g 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.

DANGER OF SPARKING

- remove flammable objects from the operating zone;

- it is 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 conditions 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.

#)
=)

DANGER OF INTENSE NOISE
The arc generated during welding can emit sounds above 85 dB during 8 hours of working time. Welders
working with the equipment wear ear protection during work.
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UNPACKAGING

The delivery set of the device includes:

A 2N
l(@‘ £¢ " g

Welding cable with an electrode holder

Welding cable with ABICOR BINZEL ground
terminal

Semi-automatic torch

CONTROL ELEMENTS AND INDICATION

FPATON

Welding arc power source with wire

Quick-release pneumatic connector

1—The regulator for selecting the functions (parameters) of the current mode and adjusting their values/Setting-up the welding voltage
parameter in MIG/MAG mode. The selection of functions is done by turning the knob to the right and left. To move to editing the value of a
selected parameter, you need to press the regulator knob. Values are set by turning the regulator knob. To return to the function/parameter

selection menu, press the regulator knob again;
2 - Digital display;
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3 — Welding program selection button (set of parameters previously set by the user) / additional function: Inductance level adjustment
(when it is pressed down for more than 1 second);
4—Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
5—Selected welding mode indicator;
6 — Shielded gas check button (no wire feed);
7 — The regulator for adjusting parameters of wire feeder to decrease and increase (default: wire feed speed);
8 - Digital display of the wire feeder;
9 — Wire-filling button (no gas supplied);
10 — Button for selecting functions of the wire feeder;
11— Lifting protective cover for wire feeder and coil compartment;
12 - KZ-2 EURO type connector for semi-automatic torch connection;
13 — Power supply plug to the wire feeder;
14 — Source on/off button (decorative color and shape);
15— Shielding gas connection;

A —Power socket "+" of bayonet type:
a) For MMA welding, the electrode cable is connected (in rarer cases, when special electrodes are used, the "ground" cable is
connected);
b) For TIG welding, only the "ground" cable is connected;
¢) In the case of semi-automatic MIG/IMAG welding with solid wire, the cable to the feeder shall be connected;
d) In the case of semi-automatic MIG/IMAG welding with flux wire, "ground" cable connected;
B — Power socket "-" of bayonet type:
a) For MMA welding, ground cable is connected (in rarer cases, when special electrodes are used, the electrode cable is connected);
b) For TIG welding, only the argon torch is connected;
¢) In the case of semi-automatic MIG/IMAG welding with solid wire, the "ground" cable is connected;
d) In the case of semi-automatic MIG/IMAG welding with flux wire, the cable to the feeder shall be 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 (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 instructions of 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. Take
care 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 220V (-27% +18%).

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

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

Electrode to be used Set current value Wire cross-section Cr::rse-s:::;‘oen;:ienasch Maximum cable
in MMA mode for MMA and TIG diameter at MIG/MAG length, m
cable, mm?
1 x 220V/230V - StandardMIG-160, StandardMIG-200, StandardMIG-250

1.0 75
1.5 115

@2 mm Max. 80A Max. @0.6 mm 2.0 155
2.5 195
4.0 310
15 75
2.0 105

73 mm Max. 120A Max. 0.8 mm 2.5 130
4.0 205
6.0 310

. 8

@y mm Max. 160A Up to Z1.omm 2.0 °

2.5 100
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| 4.0 | 165 |
I 6.0 | 245 |

ATTENTION! Supply button on the rear panel of the machine is not a power button, so it does not provide complete de-energization

of internal electronic parts, when the machine is switched off. Therefore, in accordance with safety rules, disconnect the plug from the
mains after completion of welding.

MACHINE CONNECTION DIAGRAM FOR WELDING WITHSTICK ELECTRODES (MMA)

ELECTRODE HOLDER
~220V / 230V

-

RECOMMENDED LENGTHOFPOWERWELDING CABLES DURINGWELDING:

Maximum current Cable length (one way) Cross-sectional area Cable brand
Max. 100A 2..7m 10 mm? KG 1x10
Up to 150A 3..10m 16 mm?* KG 1x16

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING — using the 35-50 TIG torch

~220V / 230V

(90—
ARGON-ARC \

|
a 2
-l—--\
GROUNDING CLAMP ‘
_4—_7‘ PIECE

ST

~220V/ 230V

(9TD—

ARGON-ARC
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MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL ACTIVE GAS WELDING (MIG/MAG)

~220V / 230V

(9D—

TECHNICAL PARAMETERS

SEMI-AUTOMATIC
TORCH

PARAMETERS EuroMIG
Rated supply mains voltage 50Hz, V Zg
Rated input current from mains, A 17...20
Rated welding current, A 150
Maximum operating current, A 200

8o%/at 150A

Duty cycle (DC) 100%/at 134A
Voltage variation limits of mains voltage, V 160 — 260
Rated supply mains voltage soHz, V 8-150
Rated input current from mains, A 12 -23
Wire feed speed control limits, m/min 1,5-10,0
Stick electrode diameter, mm 2T, 4T, SPOT
Solid welding wire diameter, mm 0,6-1,0
Wire feeder mechanism 2 roller
Maximum weight of the coil, kg 5

Pulsed welding modes

MMA: 0,2...500 Hz;
TIG: 0,2...500 Hz;

Stick electrode diameter, mm 1,6 — 4,0
Hot-Start in MMA mode Adjustable
Arc-Force in MMA mode Adjustable
Anti-Stickin MMA mode Automatic
No-load voltage reduction unit in MMA mode on/off
No-load voltage in MMA mode, V 12 /75
Arc ignition voltage, V 110
Rated input power, kVA 3,8... 4,4
Maximum input power, kVA 5,5
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Dimensions, mm (length, width, height) 390 X 194 X 295
Weight without coil and accessories, kg 9.2
Protection class P33

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

If you do not touch the regulators on the front panel, the unit displays the value of the main parameter of the current welding mode on the

digital indicator on the left:

1) in the MMA mode — welding current;
2) in the TIG mode — welding current;
3) in the MIG/MAG mode — welding voltage.

PATON EuroMIG DC MMA/TIG/MIG/MAG




FPATON

On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting
that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the power
source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded workpiece, among
others. After the welding process is completed, the actual welding current value remains displayed on the machine’s screen for 8 seconds,
allowing the welder to view the current value.

In the MIG/IMAG mode, the digital indicator on the right side shows the value of the wire feed speed in "m/min".

Regulator 1 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 sec.).

Button 3 on the front panel of the unit is responsible for selecting the welding mode.
The regulator 1 on the front panel of the source is responsible for changing the current value on the left digital indicator.
The regulator 7 on the front panel of the feeder is responsible for changing the current value on the right digital indicator 8.

SWITCHING TO THE REQUIRED FUNCTION

If the device is equipped with a system for protecting against unauthorized access to the function menu, turning the control knob 1 adjusts the
value of the main parameter of the current welding mode, while the function menu of the device remains locked. To unlock the menu, you
need to press and hold the regulator knob 1 for more than 3.5 seconds. During the unlocking process, horizontal lines are displayed on indicator
2, which gradually disappear, indicating the unlocking process of the function menu. After successful unlocking, turning knob 1 to the right or
left will display the graphical representation of the function and its current value on the digital display.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 4 leads to switching to the next welding mode in a circle, this can be seen on the indicators 5 on the front panel.

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset their values to the factory default it is enough
to press and hold down regulator 1 for more than 10 seconds (ignore the animation of lines). The scoreboard will start counting down
333...222...111 and when "000" is reached, all settings of the current welding mode will be updated to factory settings. Resetting parameters
for each welding mode is performed separately! This is provided for convenience, so as not to accidentally reset individual settings in the other
two modes.

Similarly, you can reset the parameters on the wire feeder using the regulator 7.

MACHINE OVERHEATING INDICATION

In the machine, all key elements that are subject to heating during operation have an electronic overheating protection system. When this
protection is triggered, the image -t° is displayed and starts flashing on the left indicator of the current source 2. In such case, the device
should be stopped operating, have to wait until the device will cool down on its own, non-turning it off. After the machine will return to its
normal operating temperature, then the indicator will stop displaying the -t* image and will return to display the main parameter of the
selected welding mode. Thereafter device operation can be continued.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) Main displayable parameter — welding CURRENT= goA (default) / or it is the basic CURRENT in the pulse mode
a) 8....150A (unit increment 1A)
1) [H.St] Hot Start power = 50% (default)
a) o[OFF] ... 200% (unit increment 5%)
2) [t.HS] Hot Start time = 0.3 sec (default)
a) 0.1...1.0 sec (unitincrement 0.1 sec)
3) [Ar.F] Arc Force power = 50% (default)
a) o[OFF] ... 200% (unit increment 5%)
4) [u.AF] Arc Force triggering level = 12V (default)
a)9...18V (unit increment 1V)
5) [BAH] Voltage response slope =1.4V/A (default)
a) 0.2 ...1.8V/A (unitincrement 0.4V/A)
6) [Sh.A] Short arc welding = OFF (default)
a) o[OFF] ... 3 stages (unitincrement 1 stage)
7) [VrD] Voltage reduction unit = OFF (default)
a) ON —enabled
b) OFF —disabled
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8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [_A._] pause current = 25A (by default)
a) 8....150A (change step 1A)
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
11) [dut] pulse/pause ratio (balance) = 50% (by default)
a) 20 ... 80% (change step 2%)

TIG welding mode
0) Main displayable parameter - CURRENT = 60A (default) / or it is the basic CURRENT in the pulse mode
a) 8...150A (unit increment 1A)
1) [But] Torch button mode = [LIFT] (default)
a) [LFt] — No button mode TIG-LIFT (for valve-type torch)
b) [LF2] - Button mode TIG-LIFT2T (welding current stops when the torch button is released)
) [LF4] —Button mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value, followed
by welding current shutdown when the button is released)
2) [t.uP] current ramp up time = 0.2 sec (default)
a) 0 ...15.0 sec (unitincrement 0.1 sec)
3) [t.dn] Current ramp-down time = 0.2 sec (default)
a) 0...15.0 sec (adjustment step 0.1 sec)
4) [Po.A] Final current = 20A (default)
a) 8... 50A (adjustment step 1A)
5) [t.Po] Post-gas time = 4.0 sec (default)
a) 1.0 ... 35.0 sec (unit increment 0.1 sec)
6) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
7) [LA._] pause current = 25A (by default)
a) 8...150A (change step 1A)
8) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
9) [dut] pulse/pause ratio (balance) = 50% (by default)
a) 4 ... 80% (change step 2%)

MIG/MAG welding mode
On the left source display:
0) [-3-] Main displayable parameter VOLTAGE =19.0 V (default)
a)12.0... 23,0V (unit increment 0,1V)
1) [Ind] Inductance = o (default)
a)-5...0... 5 stage (adjustment step 1 stage)
2) [tYP] Wire material type = StL (default)
a) StL - Steel wire
b) ALu — Aluminum wire
3) [t.Pr] Pre-purge time with safety gas = 0.1 sec (default)
a)0.1...25.0 sec (unitincrement 0.1 sec)
4) [t.Po] Post-purge time with safety gas = 1.5 sec (default)
a) 0.5 ... 25.0 sec (unit increment 0.1 sec)
5) [t.up] Voltage ramp up time = 0.1 sec (default)
a) o [OFF] ... 5.0 sec (unit increment 0.1 sec)
6) [t.dn] Voltage decay time = 0.1 sec (default)
a) o [OFF] ... 5.0 sec (unitincrement 0.1 sec)

On the right wire feeder display:

0) [SPD] Second main displayable parameter WIRE FEED SPEED = 4.5 m/min (default)
a) 1.0 ... 20.0 m/min (unit increment 0.1 m/min)
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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.

the correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial
number must be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to
the coupon.

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check

WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the conditions of
operation, storage and transportation.

ATTENTION! There is no free warranty service in case of mechanical damage to the welding machine!
The main warranty period for welding equipment is:

| EuroMIG I 3 years |

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

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

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

- with traces of corrosion, which 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.);

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

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

Also, the main warranty obligations do not apply to out-of-order external elements of equipment subject to physical contact, and related /
consumables, claims for which are accepted no later than two weeks after the sale:

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

- in the absence of correct or even any kind of filling in the passport by the seller when selling the device.

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

You can find out information about the nearest service center at the place of purchase.
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aTa NnpuMoMy Ha pemoHT [ [laTa npuéma Ha peMoHT [ Date of receipt for repair " " 20
— '

(nianuc / noanuce / signature)

O3Haku HecnpasHocTi / MpusHaku HepaboTocnocobHocTH / Symptoms of non-operability:

Mpununna [ Cause:

aTa npuiioMy Ha peMoHT | [laTa npuéma Ha pemoHT / Date of receipt for repair " " 20
'

(nignnc / noanuce / signature)

OsHaku HecnpasHocTi / MpusHaku HepaboTocnocobHocTn / Symptoms of non-operability:

Mpuunna [ Cause:

[Jlata npuitomy Ha pemoHT / [lata npuéma Ha pemoHT [ Date of receipt for repair " ", 20

(nianuc / noanuce / signature)

OsHakw HecnpaBHoCTi / MpusHaku HepaboTocnocobHocTh [ Symptoms of non-operability:

Mpununna [ Cause:
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[laTa npuitomy Ha peMoHT / [laTa npuéma Ha pemoHT / Date of receipt for repair

(nianuc / noanuce / signature)

O3Haku HecnpasHocTi / MpusHaku HepaboTocnocobHocTH / Symptoms of non-operability:

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / lata npuéma Ha pemoHT / Date of receipt for repair

(nignnc / noanuce / signature)

OsHaku HecnpaBHocTi / MpusHaku HepaboTocnocobHocTn / Symptoms of non-operability:

Mpuunna [ Cause:

[Jlata npuitomy Ha peMoHT / [lata npuéma Ha pemoHT [ Date of receipt for repair

(nianuc / noanuce / signature)

OsHakw HecnpaBHoCTi / MpusHaku HepaboTocnocobHocTh [ Symptoms of non-operability:

Mpununna [ Cause:
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aTa NnpuMoMy Ha pemoHT [ [laTa npuéma Ha peMoHT [ Date of receipt for repair " " 20
— '

(nianuc / noanuce / signature)

O3Haku HecnpasHocTi / MpusHaku HepaboTocnocobHocTH / Symptoms of non-operability:

Mpununna [ Cause:

aTa npuiioMy Ha peMoHT | [laTa npuéma Ha pemoHT / Date of receipt for repair " " 20
'

(nignnc / noanuce / signature)

OsHaku HecnpaBHocTi / MpusHaku HepaboTocnocobHocTn / Symptoms of non-operability:

Mpuunna [ Cause:

[Jlata npuitomy Ha pemoHT / [lata npuéma Ha pemoHT [ Date of receipt for repair " ", 20

(nianuc / noanuce / signature)

OsHakw HecnpaBHoCTi / MpusHaku HepaboTocnocobHocTh [ Symptoms of non-operability:

Mpununna [ Cause:
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