USER MANUAL
” , ’ ’ MOCIBHUK KOPUCTYBAYA
PYKOBO[CTBO NOMb30OBATENS

StandardTIG-160 StandardTIG-270-400V

S/N: A S S/N: A S
StandardTIC-200 | StandardTIG-350-400V

S/N: A S S/N: A 5
StandardTIG-250

S/N: A S
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PATON INTERNATIONAL @Z @ EH[



PATON

YBATA!!! Mepea BUKOpUCTaHHAM 061aHaHHA peKOMeHAYEMO 03HaOMUTUCA 3 PO3LIMPEHOIO BepCi€lo iIHCTPYKLi 3
ekcnyaraLii 3a agpecoto: https://paton.ua/files/passports/StandardTIG_GEN.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/Standard TIG_GEN.pdf

BHUMAHWUE!!! Mepeg ncnonbsoBaHnem 060pyA0BaHUA PEKOMEHAYEM 03HAKOMUTCA C PaCIIMPEHHOI Bepcueit
WHCTPYKLMK Mo 3KcnayaTaumu no agpecy: https://paton.uva/files/passports/StandardTIG_GEN.pdf

[=]
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u
N I.
AproHogyrosuii iiBepTop / Argon-arc inverter / AproHoAyroBoit UHBepTop

PATON StandardTIG-160 / 200 / 250 / 270-400V [ 350-400V

[lata npogaxy / Purchase date / [lata npogaxu ” "’ 20, r.

M.M.

(Mignuc npoaasus / Vendor signature / Mognuce npoAasya)
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ZMEHATO

UKRAINE (YKPATHCBbKA)

3BaptoBa/ibHWI anapaT BUrOTOB/IEHWI BifMNOBIAHO A0 TEXHIYHUX CTAHAAPTIB | BCTAHOB/IEHUX MPaBUA
TexHiku 6e3nekn. MpoTe y pasi HeNpaBW/ILHOTO NOBOAXEHHS BUHIKaE Hebesnexka:

- TpaBMyBaHHs 06CyroByto4oro nepcoHany abo TpeTboi ocoby;

- 3aN0AISIHHA WKOAW CaMOMy anapaTy abo MaTepiaibHUM LiHHOCTAM MiANPUEMCTBS;

- nopyLueHHs epeKTUBHOro po6o4oro npowecy.

Bci ocobu, siki nos'ssaHi 3 BBEAEHHAM B eKCMyaTauilo, YNpaBAiHHAM, AOTNSAOM i TEXHIYHUM
06cnyroByBaHHAM anapaTy NOBUHH

- MPOWTU BIAMOBIAHY aTecTalito;

- BOIOAITV 3HAHHAMM 3i 3BapOBaHHS,;

- TOYHO AOTPVMYBATUCA L€l IHCTPYKLI.

HecnpaBHOCTI, iki MOXYTb 3HU3MTU 6e3neKy, MOBMHHI Oy T TEPMIHOBO yCyHeHi.

NPABWUJIA TEXHIKW BE3MEKU

HEBE3MEKA MEPEXEBOIO | 3BAPIOBA/IbHOIO CTPYMY

- YPaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTh CMepTebHUM;

- 3BaploBa/ibHU Kabesb MOBUHEH OyTW MILHWM, HeywWwKoAXeHUM Ta i301boBaHUM. Ocnabnei
3'€/lHaHHA | MOWKOAXeHW kabenb NOTPiIGHO HeraltHo 3amiHUTM. Mepexesi kabeni W kabeni
3BapIoBa/IbHOTO anapaTy MOBMHHI CMCTEMaTUYHO NepeBipATUCA daxiBLem eNeKTPUKOM Ha CpaBHICTb
isonsuii;

- MiZ 4ac BUKOPUCTaHHs 3360POHAETLCA 3HIMATY 30BHILLHI KOXYX anapary.

o 5

=S
X

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBA/IbHOT AYTU

3abopoHsAETbCA crnocTepiraTv 3a 3BapiloBasibHOI Ayroto Heo3bpoeHum okom. [Jlyra i 6pusku, Lo
YTBOPIOIOTLCA Mifl Yac poboTH, MOXYTb 0BMeKTW WKipy abo BUKAMKATY NOMYM's, TOMY 3aBXAM Cig
HOCWUTM 3aXWUCHY MacKy 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOpOHHI 0cO6U, L0 3HAXOAATLCA B 30Hi Al
NPUCTPOIO, MOBUHHI 3aXMIATK OYi CneuiabHUMU 3aXMCHUMKU OKynsipamu abo BUKOPUCTOBYBATU
Heropoui eKpaHu, Lo NOrNHaTb BUNPOMIHIOBAHHS.

HEBE3MEKA WKIANMBUX FA3IB | BUMAPIB

- yTBOpEHi AUM Ta WKiAAMBI ra3n BUAaUTU 3 poboyoi 30HM crellianbH1MK 3acobamu;

- 3abe3neunTy ZOCTaTHIM NPUTOK CBIXKOrO MOBITPS;

- BUMapU PO3YMNHHWKIB HE MOBUHHI NOTPaN/IATH B 30HY BUNPOMIiHIOBaHHS 3BaploBa/bHOT Ayru.

HEBE3MEKA MAFHITHOIO NoAs

- CTBOPEHI BWUCOKMM CTPYMOM MArHiTHI MOt MOXYTb YMHWUTU HEraTUBHWIA BNAVB Ha NpaLe3AaTHICTL
eneKTponpuaais (Hanpukaaa, kapgioctumynstop). Ocobu, aki MalTb Taki NpwaaAW, MOBUHHI
NopaAUTUCA 3 ikapem, NepLu HiX HabanxaT1cs 40 poboYOro 3BaprOBa/IbHOrO MaMAaHuMKa.

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 po60UOi 30HM;

- He AOMyCcKalTbCs 3BaproBasibHi po6OTU Ha EMHOCTAX, Y AKkux 36epiratoTbes abo 36epiranncs rasu,
nanbHe, HapTONPOAYKTU. MoxmBa Hebesneka BUOYXY 3aNMLIKIB LIUX NPOAYKTIB;

- y noxeso- Ta BUbyxoHebe3neuHNx NpuMiLleHHAX 40TPUMYBaTHCA 0COBAMBUX NpaBuA, BIAMNOBIAHO A0
HaLiOHA/IbHMX Ta MiXKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

Jins 0cobUCTOro 3aXMCTy AOTPUMYITECH HACTYNHUX NPaBU:

- HOCUTU MiliHe B3yTTS, Lo 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1y BOSIOTUX YMOBAX;

- 3aXMLLATU PYKM i30/110104MMU pyKaBUUKaMK;

- O4i 3aXMLATU 3aXWUCHOIO MAacKo 3 GiNLTPOM NPOTW yNbTPadioNeToBOro BUNPOMIHIOBAHHS, AKWIA
BiAMNOBIAA€E CTaHAApTaM TexHiku 6e3neku;

- BUKOPUCTOBYBATU TiNIbKM BiANOBIAHUI (BaXKO3aMMUCTUI 0AAT).

5 D Jer| =bodd
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HEBE3MEKA IHTEHCMBHOIO LLYMY

3BaptloBanbHa Ayra, sika BUHWKAE Mif 4ac 3BaploBaHHA MOXe BUAABaTW 3ByKW piBHA BUle 85 AB
npoTarom 8 rognH po6oyoro yacy. 3BaproBaNbHUKK, WO NPaLIOIOTL 3 061a4HaHHAM, Nig Yac poboTu
MatoTb HOCUTM 3aCO6M 3aXMUCTY OpraHiB CayXy.
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PO3MNAKYBAHHA

/10 KOMNNEKTY anapary BXoAsTb:

Crivcnmii nociBmme
EOPHCTYRA4E

e YHREpCankHHA ke’

& '
N |
— _
%
i
o Famine 108
NRRRHECEHHE ANApaTy

JpapHSateHni kaiens 3 kaeWa smatae ABICDR 13 e
BIMTEL, 31 Aos penD MUDNE HHE I0APKIBANEHD

AYTH 1 HEgEscmEM rabenem

*Anz mogened StandardTIG-260200

EJIEMEHTU YNPABJ/IIHHA TA IHAUKALIA
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1 - Lndposuit ancnneir;
2 — KHoMKw perynioBaHHs 06paHOro napameTpa 3MeHLeHHs Ta 36i/blIeHHS;
3 — KHorka Bu6opy GyHKLil AKepena 'y pexumi 38aptoBaHHs;
4—KHonka Bnubopy pexumy 3saptoBaHHs:
a) py4He Alyrose 3BaptoBaHHs WTY4YHUM enekTpoaom «MMAy;
6) 3BaptoBaHHS HEMIaBKMM €1eKTPOAO0M CepeioBULL iHepTHUX rasis, «TIG»;
B) HaniBaBTOMaTUYHe 3BaploBaHHA y 3aXmnCcHUX rasax «MIG/MAG»;
5— IHAMKaTOp NeperpiBy anapara: Npy HOpMaibHOMY CTaHi anapata iHAUKaTop He CBITUTLCA, Npu Neperpisi — 6anMag;
6 —MHi340 Nogaui 3aX1CHOro rasy B NajbHUK;
7 — Po3'eM KepyBaHHs KHOMKaMM Ha NaNbHUKY;
8 — KHomka/aBToMaT yBiMKHEHHS/BUMKHEHHS anapaTa (Konip AekopaTuBHUIA);
9 — Po3'em nogaui curHanis Big MexaHi3My Nogadi 4poTy Ha BKNIOUYEHHS Ta BUMKHEHHS Xepena CTpyMy;
10 — LUTyuep nogaui 3axucHoro rasy 3 6anoHa;
11— Kabenb Ans NigKIIOUEHHS 40 MEPEeXi XUBEHHS;
12 — Micue nigkaoueHHs Kabento 3a3emMaeHHs.
A —THi3/0 CNOBOTO CTPYMY «+» TUNy baiioHeT:
a) npu 3BaptoBaHHi “MMA” — nigkaouaeTbes kabenb enektpoga (y PiAKICHUX BWUMAAKaxX Mif 4aC BUKOPUCTAHHA CrewiaibHUX
€1eKTPOAIB NiAKNOYAETLCA Kabenb «Maca»);
6) npu 38aptoBaHHi "TIG" - nigkato4aETbCs Tinbku kabenb "mMaca';
B) MPM HaniBaBTOMaTU4YHOMY 3BapioBaHHi "MIG/MAG” cyLifibHUM APOTOM — NiAK/IIO4aETbCA Kabeslb BiZ MexaHi3My nogavi 4poTy;
r) NPY HaniBaBTOMaTU4YHOMY 3BaptoBaHHi “MIG/MAG” G/t0COBUM APOTOM — NiAKNOHAETLCSA Kabesib Maca;
B — MHi340 CM10BOrO CTPYMY «—» TWMy 6altoHeT:
a) npu 3BaptoBaHHi "MMA" - nigkiouaeTbes kabenb "semas" (y pigkicHMX BMNaAkax MpW BUKOPUCTaHHI CneLiafbHUX eNeKkTPoAiB
niAKAYaETLCA Kabenb enekTpoga);
6) npu 3BaptoBaHHi “TIG" — NiAKNOYAETLCA Ti/IbKM aprOHOBUIA NabHUK;
B) MpU HaniBaBTOMaTM4YHOMY 3BapioBaHHi “MIG/MAG” cyuinbHUM ApOTOM — NigKto4aeTbea kabesib “3emns”;
r) Npy HaniBaBTOMATUYHOMY 3BaptoBaHHi “MIG/MAG"” $atocoBMM APOTOM — NiAKNIOYAETLCS Kabesb Big MexaHi3My nogaui 4poTy.

BBEAEHHSA B EKCMJIYATAL IO

3BaploBa/ibHWI anapaT NpU3HaYeHUt BUK/IOUYHO: As PyYHOrO AyroBOro 3BaplOBaHHS WUTYYHUM €1eKTPOAOM, 3BaploBaHHA B CEpesoBULLi
aproHy, a TakoX HaniBaBTOMaTU4YHOrO 3BaplOBaHHSA B CEPeOBULLi 3aXMCHUX rasiB. |HLLIe BUKOPUCTAHHS anapaTy BBaXAETbCSA TakUM, L0 He
BiAMNOBIAAE WMOro npusHaveHHo. BUPOBHWMK He Hece BiANOBIAANLHOCTI 3a MOLWKOAXEHHS BHACNIAOK BUKOPWUCTAHHS anapaty He 3a
npu3HaYeHHsM. BrukopucTaHHs BigNoBIAHO A0 Npy3HaueHHs Nnepesbayae A0TpMMaHHS BKa3iBOK LbOro nocibHuka 3 ekcriyarauii.

BUMOI1 A0 PO3MILLEHHSA

HeobxigHo po3miljyBaTi anapart Tak, Wwob 3abesneuysaBcs 6e3nepelikogHUI BXif i BUXiA OXONOAXYIOHOro MOBITPS Yepe3 BEHTUAALIMHI
OTBOPY Ha MepeaHin i 3agHin naHensx. Cnigkyite 3a T, Wo6 MeTaneBuit NUA (HaNpUKAaa, M4 Yac HaxAauqHoro waipysaHHs) HE
3acMokTyBanacs 6e3nocepeHbO B anapaT BEHTUASTOPOM OXO/OAXEHHS.

NIAKNOYEHHA 40 MEPEXI

3BaploBa/IbHWIA anapaT y cepiiHOMY BUKOHaHHi PO3paxoBaHuii Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — gns mogenen StandardTIG-160/200/250;

2. TpudasHy mepesxxeBy Hanpyry 3x380B abo 3x400B (Mogeni StandardTIG -270/350-400V) — A/151 LIbOTO BUBeZEHO TpU ApoTu. MpaBuna
TexHiku 6e3neku nig yac npose/eHHs PobiT 3i 3BaploBaNbHUM 06/1a/iHAHHSAM BUMaraloTb 3a3eM/IeHHA Kopnycy anapaty. J1a uboro
nepesbayeHo ABa BapiaHTM: 1) BUKOPUCTaHHSA YETBEPTOrO 4POTY Y MepexeBoMy kabeni XOBTO-3e1eHOro KoNbopy (MiXXHapOAHWI cTaHAapT
MapKyBaHHs); 2) BUKOPUCTaHHA 60TOBOI K1eMW Ha 3aAHil NaHeni anapaTy (KOpPCTKILIWA CTaHZAPT 3a3eMJ/IeHHS, iK1 BUKOPUCTOBYBaBCS B
kpaiHax CHZ).
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Yeara! lpu nigkaloyeHHi anapata Ao Hanpyru Mmepexi Buuie 270B (ans mogenent StandardTIG-160/200/250) abo 450B (mMogeni
StandardTIG-270/350-400V), BCi rapaHTiliHi 3060B's3aHHs BUpOGHMKa BTpavaloTb cuy! Taka cuTyallis MOXe TPanuTUCs Npu Ay>e BeJIMKOMY
nepekoci ¢asHoi Hanpyru B CTaHAAPTHIN Mepexi abo Npu BUKOPUCTaHHI HECTaHAAPTHOTO MigKAOueHHs. MepexeBuii pos'eM, nonepeyHui
nepepis kabenis Mepexi XMB/EHHS, @ TAKOX MepexeBi 3anobiXHUKN NOBUHHI BUBMPATUCS BUXOAAUM 3 TEXHIUHMX AaHMX anapara.

BUBIP MOBU MEHIO AMAPATA

Ans BM6OPY/3MiHM MOBM MeHIO anapaTta HeobXiZHO HAaTUCHYTU Ta YTPUMYHOUM KHOMKY 3 yBIMKHYTY anapar. Mic/if Lboro Ha ekpaHi 3'aBuTbcs
MeHIo BUGOPY MOBM, B IKOMY KHOMKaMM 2 MOXHa BUGpaTy HeobxiaHy MoBy. Yepes 2 cekyHau nicas BuGopy, anapat NpoAoBXWTbL poboTy
BiZiNOBIZHOI MOBOIO.

Enektpoga, wo BcraHoBneHe AiameTp nonepeyHoro Mnowa nonepeyHoro
d L Makcum. foBXUHA
BUKOPUCTOBYETbLCA Y 3HauYeHHs CTpyMy nepepisy ApoTy npu nepepisy MepexeBoro TR O
pexxumi MMA npu MMAiTIG MIG/MAG npoBoAy, KB. MM P Vo
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
@2 mm He Binblie 80A He Binble 0,6 Mm 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
g3 Mm He Binbwe 120A He Binbwe Jo,8 Mm 2,5 130
40 205
6,0 310
2,0 75
2
D4 MM He 6inbwe 160A 2 23
40 155
He Binblwe 1,0 MM 6,0 230
2,5 60
5 Mm He Binble 200A 4,0 100
6,0 150
2 2,5 48
5 MM
26 MM S1FKOMA. A0 250A A0 D1,2 MM 4 8o
6 120
3 x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
g3 Mm He Binbwe 120A He Binbwe Jo,8 Mm 2,5 220
4 350
6 525
2 130
. 2,5 160
4 mm He 6ible 160A
4 260
He Binblwe 1,0 MM 6 385
2,5 115
5 Mm He BinbLe 220A 4 180
6 270
2, 8
26 um He 6iiblie270A He 6isble J1,2 MM : 1 :
Nerkonnaski 7 4 ! 4 35
6 205
2,5 65
26 Mm 20 350A He Binble &1,4 MM 4 100
6 150
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YBAIA! MepexeBa KHOMKa Ha 3ajHiii naHeni anapata (418 Mogeneit StandardTlG-160/200/250) He € cunoBoOO, TOMY M 4ac
BMMKHEHHS anapaTy BOHa He 3HEeCTPYM/IIOE MOBHICTIO BCIO BHYTPILIHIO €1eKTPOHIKY. 3 L€l MPUUYMHK 3rigHO NpaBuA TexHiku 6esneku
nicns 3aBepLUeHHs 3BaploBabHUX POBIT, BUIMalTe BUAKY 3 Mepexi.

CXEMA NMIAK/TFOYEHHA ANAPATA 419 3BAPHOBAHHA NOKPUTUMW ENEKTPOAAMU (MMA)

ENEKTPOOOTPHUMAY

~220V 1 230V
~3x 380V | 400V

(9D

KNEMA "MACA"

PEKOMEHOBAHA 1OB>XXUHA 3BAPIOBA/IbHUX KABEJIIB NPU 3BAPIOBAHHI:

. Mnowa
. JoBXxuHa kabenis
MakcumanbHui cTpym nonepe4yHoro Mapka kabenio
(B OAHY CTOPOHY) X
nepepisy
. 2..9M 10 MM KI" 1x10
He 6inbLue 100A
3..14 M 16 Mm* KI™ 1x16
6 Mm? K 6
He binbLie 160A 290 = MMZ 2
3..14 M 25 MM KI™ 1x25
He 6inbLe 200A 2...7M 16 MM2 Kl 1x16
3...10 M 25 MM KI™ 1x25
.8 ? K
He Hinblwe 250A 220 2 MM} X2
3...12 M 35 MM KI" 1x35
He 6inbLie 270A 5..11M 35 MM? Kl 1x35
210 350A 6..14M 35 MM* KI™ 1x35

CXEMA NMIAK/FOYEHHSA ANAPATA 4119 3BAPFOBAHHS B APTOHI (TIG) - TIG-LIFT
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AProH

APIOHOBHWH
NMANBbHUK

KNEMA "MACA"

CXEMA NIAK/TKOYEHHA AMAPATA 4/19 3BAPIOBAHHSA B APTOHI (TIG) — 2T/4T/anbt.4T

~220V | 230V
~3x 380V / 400V

(9D

APFOHOBUI
NANBHUK

KNEMA "MACA"

a

30BHILIHUA MEXAHI3M
nopgAdl LPOTY

ML
L

APTOHOBWIA
NANbHUK

Ta—"}
r’F: 4 KNEMA "MACA" ; :

BWPIB
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TEXHIYHI XAPAKTEPUCTUKIA

MAPAMETPY StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
-160 -200 -250 -270-400V -350-400V
: : 220/230 3x380 3x380
HomiHanbHa Hanpyra mepexi 50/60 I, B 220/230 220/230 400 00
HOMiHaﬂbHM.l:i CTPYM, WO COXMBAETLCA 3 8. 21 25..28 29,5...35 1214 16..18,5
dasun mepexi, A
HoMmiHanbHWI 3BaptoBabHUI CTpyM, A 160 200 250 270 350
MaKcUManbHWM gitoumnii cTpym, A 215 270 335 350 450
%/npn %/npn %/npwn
45%/np 45%Inp 45%/np 70%/npu 270A 70%/npu 350A
. 160A 200A 250A
TpuBanicTb HaBaHTaxeHHs (TH) 100%/npun 100%/npu
100%/npu 100%/npu 100%/npu 225A 290A
106A 134A 167A
Mexi 3MiHW Hanpyru Mepexi xuBaeHHs, B 160 — 260 160 — 260 160 — 260 +15% +15%
Mexi peryntoBaHHs 3BapioBaibHOro 8_160 10— 200 12— 260 12— 270 14— 20
CcTpymy, A 5 7 4 —35
Mexi peryntoBaHHs 3BaptoBa/bHOI 12-24 12-26 1228 12-29 12-30
Hanpyru, B
JliaMeTp wTy4YHOro enekTposa, MM 1,6—14,0 1,6 —5,0 1,6—6,0 1,6 6,0 1,6 -6,0
JliameTp cyLinbHOro 3BaploBaNbHOIO 0,6-1,0 0,6-1,0 06-1,2 06-1,2 06-1,4
APOTY, MM
MMA: MMA:
MMA: MMA: MMA:
. . 0,2...5000 0,2...5000
IMNy/IbCHI pexxunmm nig Yac 3BaptoBaHHA 0,2...500MM, 0,2...500[ 0,2...5000M
TIG: TIG:
TIG: 0,2...500MM TIG: 0,2...50004 TIG: 0,2...5000}
0,2...50001 0,2...500[1,
I'apﬂqmﬁ cTapT (Hot-Start) B pexwumi P43 Perynbosata
Dopcax gyru (Arc-Force) B pexxumi P43 PerysboBaHa
AHTUNpUAnnaHHa (Anti-Stick) B pexxumi
ABTOMaTUYHa
PA3
B/10K 3HUXKEHHS HANPYry X0A0CTOr0 XO4Y BKJ1 | BUMK
Hanpyra xonoctoro xoay P43, B 12 /70
Hanpyra nianany ayrun, B 110
HoMmiHanbHa CNOXWBaHA NOTYXHiCTb, KBA 4,2 ... 4,8 52..62 6,5...7,7 9...9,3 10,6...12,2
MakcrmanbHa cnoXxuBaHa NoTyXHiCTb, 94
6,3 8,1 11,3 15,2
KBA
KKA, % 90
OXONOAXKEHHS AZanTueHe
JlianasoH poboyvx TemnepaTyp —25 ... +45°C
FabapuTHi po3mipu, MM (J0BXWHa, 330 X115 X 330X 115X 330 X115 X
WIVPVHa, BUCOTA) 262 262 262 390X 145335 390X 145%335
Maca 6e3 akcecyapis, kr 5,7 5,9 6,3 10,1 10,9
Knac 3axucty 1P33 1P33 1P33 1P33 1P33

BUBIP TA HAJNALULTYBAHHA CDYHKL[,IVI ANAPATA

B cTaHAapTHOMY CTaHi (KoM 0 KHOMOK Ha NepezHili NaHeni He TOPKAloTLCA), anapaT 3aBXAN BUBOANTbL Ha LIMGPOBUIA IHAUKATOP 3HAUEHHS
OCHOBHOrO NapameTpa NOTOYHOrO PEXMMY 3BapIOBaHHS:

1) y pexxumi P43 "MMA” — 3BaptoBasibHU CTPYM;

2) y pexvmi AP “TIG" — 3BaptoBanbHUI CTPYM;

3) y pexxumi HA “MIG/MAG"” — 3BaptoBa/ibHa Harpyra.
KHOMKM 2 NnepeAHbLOT NaHeni Bi4noBiAaloTb 3a 3MiHy 3HaueHHs BUB6paHoi GyHKLii abo ocHOBHOro napameTpa.

KHonka 3 Ha nepeAHiit naHesi anapaTy 6aratodyHKuioHabHa Ta BiAMNOBIAAE 3@ HACTYMHE:
1) BUGip no kony Byab-aKoi GyHKLiTy NOTOUHOMY PeXuMi 3BaptoBaHHs (LUBUAKE HATUCKAHHS);
2) CKMAAHHS BCiX GYHKLiN 40 3aBOACbKMX HaNALWITYBaHb NMOTOYHOTO PeXWUMY 3BapioBaHHA (yTpuMyBaTy binblue 12 ¢).

KHonka 4 Ha nepe/Hili naHei BiANOBiAa€E 3a 3MiHy peXuMy 3BaploBaHHsl, NepeM1KaHHs BigbyBaeTbCcs No Kony.

MNEPEK/IIOYEHHA HA HEOBXIAHY ®YHKU IO

AKWo B anapaTi BCTAaHOB/JIEHO CMCTEMY 3aXWCTY Bij HECaHKLLiOHOBAHOrO AOCTYNy A0 MeHIo QyHKLiM, NpU HaTUCKaHHI Ha KHOMKY 3 Ha
iHgMKaTopi He BiAOYBaA€ETLCA XOAHUX 3MiH, TO6TO LA KHOMKa 3abiokoBaHa. LLlo6 po3biokyBaTh, HeobXiAHO yTpUMyBaTH 1i HATUCHYTOMY
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cTaHi binblue 3,5 cekyHa. Mpu po3610KyBaHHI, Ha IHAUKATOP BUBOAUTLCSA 306paXeHHs 3aMOUKIB, WO BiKPUBAIOTLCS, L0 BKa3ye Npo npoLec
po36710KyBaHHA MeHIo dyHKUiN. Micas ycniwHoro po36aokyBaHHSA, NPU HATUCKaHHI KHOMKK 3, Ha LIMPOBUIA ANCTIel BUBOAWUTLCA NOTOYHA
Ha3Ba GYHKLT Ta 1l 3HaUeHHS.

YBara! MMicnst BiANYCKaHHA KHOMKW 3, Yepes 2 CeKyHAM eKpaH 3HOBY nepeije Ha OCHOBHWI NapamMeTp MOTOYHOIO PeXUMY 3BaplOBaHHS.
Mok ancnneit nokasye NOToUHy GyHKLUlO, il 3HAUYEHHS MOXHA 3MiHUTW y 6iblly abo MeHLy CTOPOHY, 3a AOMOMOrOK KHOMOK 2. AGo npu
wBnaKOMY HaTUCKaHHI Ta BiAI‘IyCKaHHi Ha KHOMKW 3 MOXHa NepemMnKaTnCsa Ha HacTynHy ¢\/HKLI|HO no Kony.

YBara! AKwo 40Bro yTpUMyBaTH KHOMKY 3 Y MOMEHT PO3r/isijy HaliMeHyBaHHs GyHKLi, Npuban3HO Yepes 10 cekyHa, Ha LuppoBomy Tabno
MOYHETLCA 3BOPOTHUI BiAIIK 333...222...111, AKWIA NONEPeAXKaE NPO CKUAAHHA BCiX HANALWTYBaHb MOTOYHOMO PEXUMY.

NEPEKJ/IIOYEHHS HA HEOBXIZAHWI PEXKVIM 3BAPIOBAHHS
HaTuckaHHA KHOMKU 4 NPU3BOAWTL 10 NEPEK/IIOYEHHN Ha HaCTYMHUIA pexuM 3BaptoBaHHs No KoJy. Lle BuAHO Ha gucnnei 1 Ha nepeaHin
naHeni anaparta.

CKUAAHHS HANIALUTYBAHb BCIX OYHKLIA MOTOYHOMO PEXXMMY 3BAPIOBAHHS

MoxyTb BiAbyBaTMCA CUTyaLi, KOAM NapaMeTpu B anapati TPOXW 3anayTaau KopucTysaya. [as Toro Wwob CKMHYTH iX A0 CTaHAAPTHUX
33BOACHKMX HaNalITyBaHb, JOCUTb YTPUMYyBaTK Ge3nepepBHO KHOMKY 3 NPOTArom Biblue 10 cekyHs (He 3BepTaTh yBary Ha 306paxeHHs
3amoukiB). SIK i HaBogMNOCH paHile, Ha Tabao NOYHETbCSH 3BOPOTHWI BigAIK 333...222...111 i NPU AOCATHEHHI "000" BCi HaNAWTyBaHHA
NOTOYHOrO PEeXuUMy 3BaploBaHHA ByAyTb OHOBNEHI Ha 3aBOACHKI. CKMAAHHSA MapaMeTpiB ANs KOXKHOrO PexuMy 3BaploBaHHsA pobasTbCs
okpemo. Lie 3pob1eHo A5 3pyUHOCTI, o6 He CKUHYTU IHAUBIAYaNbHI HANALWTYBaHHS B ABOX iHLIMX peXMMAX.

3MIHA HOMEPY NPOIrPAMU Y NOTOYHOMY PEXXUMI 3BAPIOBAHHSA

Y KoXHOMY pexumi 3BaptoBaHHa MMA, TIG i MIG/MAG anapaT moxe 36epiraTi 40 16 pi3Hux BapiaHTiB HanaWTyBaHb. MOTOYHMIT HOMEp
HaNalWTyBaHHA (Mporpamu) BiA06PaXaETbCs y BEPXHbOMY MPaBOMY KyTi iHAWKATOPa, WO 3HAXOAUTLCA Ha MepeaHii naHeni Axepena. Y
MOMEHT MepLIOro yBIMKHEHHA anapaTta, ANfl KOXHOrO pexuMy 3BapioBaHHSs, 3aBXAM BMBOAMTLCA nporpama nig Noi. Yci 3miHm B
HaNalTyBaHHi anapaTta B 4aHOMy pPeXuMi 3BaploBaHHs Ta NOTOYHOMY HOMepi Nporpamu 36epiraioTbes. LLLo6 nepeiiTn Ha iHWKMIA Homep
nporpamMu i NoYaTU HaNalWTyBaHHA 3HOBY 3 6a30BMX NapameTpiB, AOCTAaTHLO HATUCHYTW KHOMKY 3 i AKWO MeHlo BUGOpy ¢yHKLiN
3a610k0BaHO, TOAiI Ha iHAMKATOP BMBOAWUTLCS MOTOYHMIA HOMEP NpOrpamu, KU MOXHa 3a ZOMOMOrO0 KHOMOK 2 3MiHUTK Y 6inby abo
MeHLLIY CTOPOHY. AKLLO MeHIo BUGopy dyHKLi He 3ab10k0BaHe, HanNpUKaaZ, KOPUCTYBaY AKpa3s nepes LM 3MiHIOBaB 0/AaTKOBI NapameTpu
dyHKUiN, TO HeobXigHO 3abaoKyBaTK MeHIO BMO6OPY OYHKLIM 3a AOMNOMOrolo yTpUMaHHs KHomku 3 bisblie 3,5 cek. Tak camo siK i npu
po36,10KyBaHHi, Ha iHAWKaTopi byayTb BigobpaxaTuncs 3aMky, Wo 3aKkpuBaloTbes. licas 3akiHYeHHs Liei onepalii MeHto byae 3ab10KoBaHO i
Tenep MOXHa 3HOBY MOBTOPWUTM CMPO6Y 3MiHM HOMepa MporpamMu 3a AOMOMOrol kHonku 3. Mpu LpOMy BCi NapameTpu nonepejHbLOT
nporpamu 6yayTb 36epexeHi i 40 Hel 3aBXAM MOXHa NOBEPHYTUCSA 3HOBY.

3AFAZIbHUM CNCOK | NOC/IAOBHICTb GYHKL,IN

Pexcum 3saprosanHsa P43 "MMA"
0) [-1-] - ocHoBHWI napameTp CTPYM = goA (3a 3aMOBYYyBaHHSIM)
a) 8...160A (kpok 3miHuM 1A) ana StandardTIG-160
6) 10...200A (Kpok 3MiHu 1A) gas StandardTIG-200
B) 12...250A (KpOK 3MiHu 1A) anst StandardTIG-250
r)12 ... 270A (Kpok 3miHu 1A) ans StandardTIG-270-400V
A) 14...350A (Kpok 3miHK 1A) Ans StandardTIG-350-400V
1) [H.St] cuna "Tapsivoro ctapTy” = 40% (3a 3aMOBYYBaHHSM)
a) o[OFF] ... 100% (kpok 3miHK 5%)
2) [t.HS] yac "lapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1... 1,0 cek. (KPOK 3MiHM 0,1 ceK.)
3) [Ar.F] cuna "®opcaxy ayru'" = 40% (3a 3aMOBUYyBaHHAM)
a) o [OFF] ... 100% (kpok 3MiHu 5%)
4) [u.AF] piBeHb cnpaLboByBaHHs dyHKLT «Popcax gyriy» = 12V (3a 3aMOBYYBaHHAM)
a) 9 ... 18V (Kpok 3miHu 1V)
5) [BAH] Haxnn BonbTaMnepHoi 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 3amMoBuyBaHHsAM)
a) ON — yBiMKHeHO
6) OFF — BUMKHeHO
7) [BSn] 6710k 3HUXEHHS Hanpyru xonocToro xogy = OFF (3a 3aMoBuYyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexwum nynbcauii ctpymy = OFF (3a 3amMmoBUYyBaHHAM)
a) ON —yBiMkHeHO
6) OFF — BUMKHEHO
9) [I.iP] cTpym iMnysibcy = 9OA (3a 3aMOBUyBaHHAM)
a) 8.... 160A (kpok 3MmiHu 1A) Ans StandardTIG-160
6) 10...200A (KpoK 3miHu 1A) Ans StandardTIG-200
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B) 12...250A (Kpok 3MiHu 1A) anst StandardTIG-250

r)12 ... 270A (Kpok 3miHu 1A) anst StandardTIG-270-400V

A) 14...350A (Kpok 3MiHu 1A) ansa StandardTIG-350-400V
10) [I.PS] cTpym naysu = goA (3a 3aMOBUYyBaHHAM)

a) 8.... 160A (kpok 3miHuM 1A) ansa StandardTIG-160

6) 10...200A (Kpok 3miHu 1A) Ansa StandardTIG-200

B) 12...250A (KoK 3MiHu 1A) gns StandardTIG-250

r)12 ... 270A (KpoK 3miHu 1A) ans StandardTIG-270-400V

A) 14...350A (KpOK 3miHK 1A) Ans StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcauiit cTpymy = 5,0 I} (32 3aMOBUYBaHHsIM)

a) 0,2...5000 (AMHAMIYHMIA KPOK 3MiHM 0,1 M...1 1)
12) [dut] cnisBigHOWeHHS iMMybC/Nay3a (WNapyBaTiCTb) — Lie BiACOTOK iMMy/bCy CTPYMY A0 Nepiogy NPOXOAXEHHS LiX iMAyAbCiB = 50% (3a
3aMOBUYBaHHAM)

a) 20...80% (KpoK 3MiHM 5%)

Pexcum 3saprosarHs TIG
0) [-2-] ocHoBHMIA napameTp CTPYM = 100A (3a 3aMOBYyBaHHsM)
a) 8...160A (kpok 3miHuM 1A) ans StandardTIG-160
6) 10...200A (Kpok 3MiHu 1A) gasa StandardTIG-200
B) 12...250A (Kpok 3miHu 1A) gns StandardTIG-250
r)12 ... 270A (Kpok 3miHu 1A) ans StandardTIG-270-400V
A) 14...350A (Kpok 3miHu 1A) ansa StandardTIG-350-400V
1) [But] pexum kHoMKM Ha NasbHuKy = [2T] (3a 3aMOBYYBaHHAM)
a) [LIFT] — KOHTaKTHUI pexum 3anantoBaHHs Ayru TIG-LIFT
6) [2T] — 6e3KOHTaKTHUI PEXMM 3anaslloBaHHS, Pexum KHonku TIG-2T
B) [4T] — 6€3KOHTAKTHUIA PeXMM 3anantoBaHHS, PeXUM KHONKu TIG-4T
2) [t.Pr] yac nepea-npoayBku = 0,5 Cek. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 CeK. (KPOK 3MiHM 0,1 CeK.)
3) [t.Po] wac nicha-npoayBku ra3om = 3,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...25,0 cek. (KpOK 3MiHM 0,1 cek.)
4) [Pr.A] nonepegHiit cTpym (nisioTHa gyra) = 15A (3a 3aMOBYYBaHHSIM)
a) 8 ... 40A (kpok 3MiHK 1A) Ans StandardTIG-160
6) 10...40A (kpok 3MiHu 1A) gnsa StandardTIG-200
B) 12...40A (KpOK 3MiHu 1A) Ans StandardTIG-250
r) 12...40A (Kpok 3MmiHu 1A) Ans StandardTIG-270-400V
A) 14...40A (Kpok 3MiHu 1A) gnsa StandardTIG-350-400V
5) [Po.A] cTpym 3aBapioBaHHS KpaTepa = 20A (3a 3aMOBYYBaHHSM)
a) 8 ... 60A (kpok 3miHu 1A) Ans StandardTIG-160
6) 10...60A (Kpok 3miHu 1A) ans StandardTIG-200
B) 12...60A (KpoK 3MiHV 1A) gns StandardTIG-250
r) 12...60A (kpok 3miHu 1A) Ans StandardTIG-270-400V
A) 14...60A (Kpok 3MiHu 1A) ans StandardTIG-350-400V
6) [t.uP] Yac HapocTaHHs CTpyMy = 0,3 CeK. (3a 3aMOBYYBaHHSAM)
a) 0,1 ... 5,0 ceK. (KPOK 3MiHM 0,1 CeK.)
7) [t.dn] yac cnagaHHs cTpyMy = 0,3 CeK. (3a 3aMOBUYBaHHAM)
a) 0,1 ... 5,0 ceK. (KpOK 3MiHM 0,1 CeK.)
8) [Po.P] pexwm nynbcauii ctpymy = OFF (3a 3amMmoBuyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [I.iP] cTpym iMny/bcy = 100A (3a 3aMOBYYBaHHSAM)
a) 8... 160A (kpok 3miHuM 1A) ans StandardTIG-160
6) 10...200A (Kpok 3MiHu 1A) gasa StandardTIG-200
B) 12...250A (Kpok 3miHu 1A) gns StandardTIG-250
r)12 ... 270A (KpoK 3miHu 1A) ans StandardTIG-270-400V
A) 14...350A (Kpok 3miHu 1A) ansa StandardTIG-350-400V
10) [I.PS] cTpym naysu = 100A (3a 3aMOBYyBaHHsAM)
a) 8.... 160A (kpok 3miHu 1A) Ans StandardTIG-160
6) 10...200A (Kpok 3miHu 1A) Ans StandardTIG-200
B) 12...250A (KoK 3MiHu 1A) gns StandardTIG-250
r)12 ... 270A (KpoK 3miHu 1A) ans StandardTIG-270-400V
A) 14...350A (KPOK 3MmiHM 1A) Ans StandardTIG-350-400V
11) [Fr.P] yacToTa nysbcaLii cTpymy = 10,0 Iy (33 3aMOBYYBaHHAM)
a) 0,2...500[1} (AMHAMI4YHWIA KPOK 3MiHK 0,1 I...1 Tly)
12) [dut] cniBBigHOLWeEHHS iMNy/bc/Nay3a (lWnapyBaTicTb) — Lie BiACOTOK iMMy/1bCy CTPYMY A0 NepioAy NPOXOAXEHHS LMX iMMNyAbCiB = 50% (3a
3aMOBUYBaHHsIM)
a) 20...80% (KpoK 3MiHM 5%)
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Pexcum 3saprosanHa MIG/MAG
0) [-3-] ocHoBHwI napameTp HAMPYTA = 19,0V (3a 3aMOBYyBaHHsM)
a) 12,0...24,0V (KpoK 3MiHu 0,1V) Ans StandardTIG-160
6) 12,0...26,0V (Kpok 3miHu 0,1V) ans StandardTIG-200
B) 12,0...28,0V (KpOK 3MiHK 0,1V) ans StandardTIG-250
r)12,0...29,0V (KpoK 3miHu 0,1V) Ans StandardTIG-270-400V
4) 12,0...30,0V (KpoK 3MmiHK 0,1V) ans StandardTIG-350-400V
1) [But] pexxnm kHoMNKkM Ha nanbHUKy = [2T] (3a 3amMOBYYBaHHAM)
a) [2T] — pexum KHOMKM Ha NanbHuKy 2T
6) [4T]— CTaHAAPTHUI PEXMM KHOMKM Ha NasibHUKY 4T
B) [anbT.4T] — aNbTEPHATUBHWI PEXUM KHOMKM Ha NasbHUKY 4T
2) [Ind] iHgykTUBHicTb = OFF (33 3aMOBYyBaHHsM)
a) o [OFF] ... 3 cTyniHb (KPOK 3MiHW 1 CTyMiHb)
3) [t.up] 4ac HapocTaHHs Hanpyru = OFF (3a 3aMoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 cek.)
4) [t.dn] yac cnagy Hanpyru = 0,1 cek. (3a 3aMOBYYBaHHSIM)
a) 0,1...5,0 ceK. (KPOK 3MiHM 0,1 CeK.)

FAPAHTIMHE OBCJ/1YTOBYBAHHA

LLlaHOBHwMi cnoxwuBeay!

MATOH IHTEPHELLIHA gsikye Bam 3a Bubip npogykuii PATON Ta rapaHTye BUCOKY iKiCTb Ta 6e340raHHe GpyHKLiOHYBaHHs AaHoro Bupoby 3a
YMOBU AOTPUMaHHS NPaBUA MOro eKcnayaTalii.

eKkcnayaTaLii, a TakoX nepeBipuTU NPaBUALHICTb 3aMOBHEHHSA rapaHTIMHOrO TaoHa: Ha3Ba MoAeni npuabaHoro Bamu
BUpoG6y, Ta iloro cepiliHnii HoMep NOBMHHI 6yTH iAEHTUYHI 3an1cam B rapaHTIMHOMY TanoHi. He 4onycKaeTbcs BHECEHHA
B Ta/oH 6yAb-AKUX 3MiH Y1 BUNPaBAEHD.

g YBATA!!! Mepea BUKOPUCTaHHAM 06/1aAHaHHA PEKOMEHAYEMO 03HaOMMUTUCA 3 PO3LIMPEHOIO IHCTPYKUIiEIO 3

TAPAHTIVIHI 30B0B'SI3AHHS
MATOH IHTEPHELLHA rapaHTye cnpaBHy poboTy AXepena XUBAEHHS y pasi 40TPUMaHHs CroxXuBayeM yMOB ekcnyaTalii, 36epiraHHs i
TPaHCMOPTYBaHHS.

YBATA! BeskowToBHe rapaHTiliHe 06c/1yroByBaHHS BiACYTHE 38 YMOBM MeXaHi4HUX NOLIKOAXKEHb 3BaploBa/ibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTAHOBUTb:

StandardTIG-160 oxie
StandardTIG-200 5P
StandardTIG-250

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

OCHOBHWIA rapaHTilHWIA Nepiog 064YMCNIOETLCA 3 HSA NPOAAXY iIHBEPTOPHOrO 06/1aHaHHS KiHLI@BOMY MOKYTMLEBi.

MpOTAroM 0CHOBHOIO rapaHTINHOMO Nepiogy Npogaselib 30608'A3yeTbCs, 6e3KOWTOBHO ANS BAACHWKA iHBEPTOPHOro 0baagHaHHA PATON:
- MPOBECTM AjarHOCTUKY Ta BUABUTM NPULMHY HECNIPaBHOCTI;

- 336e3neynTI HeOBXiAHUMM A9 BUKOHAHHSA PEMOHTY By3/1aMy Ta e/leMeHTaMy;

- npoBecTV poboTK i3 3aMiHW e/leMeHTIB Ta BY3/1iB, L0 BUMLLAW 3 NaAy;

- NPOBECTM TeCTyBaHHS BiPEMOHTOBaHOr0 06agHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOLWMPIOIOTLCS Ha 061aAHAHHS:

- 3 MeXaHiYHUMM NOLLKOAXEHHAMMY, LLLO BNIMHYAM Ha NpaLie3AaTHICTb anapaTy (Aedopmallis kopnycy 1 AeTanei BHaCNiA0K NajiHHA 3
BUCOTM 260 NagiHHA Ha 061a4HAHHS BaXKUX NPeAMETIB, BUNaZaHHsA KHOMOK Ta pO3'eMiB);

- 3i chigamu koposii, sika cTana NPUYMHOIO HECMPABHOIO CTaHy;
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- sike BUMLL/IO 3 /1aZly Yepe3 BMNAMB CUbHOTO 3BO/IOXEHHS Ha MOro CUNOBI Il e1eKTPOHHI eNeMeHTH;

- sIKe BUMLL/IO 3 N1aZly Yepe3 HaKOMMUEHHS CTPYMONPOBIAHOro NUAY (BYriNbHUIA NUA, METaneBa CTPYXKa Ta iH.) BcepeuHi;

-y pasi cnpobu caMoCTiHOro PeMOHTY 11010 By3iB Ta/abo 3aMiHM eNeKTPOHHUX eNeMEeHTIB, PeKOMEH/YETbCS, 3a/1eXHO Bij YMOB
ekcnayatalii, 041H pa3s Ha NiBPOKY, 33419 YHUKHEHHSA BUXOAY anaparty 3 naAy, NPOBOAUTY YNCTKY BHYTPILLHIX eneMeHTiB i By3iB gaHOro
061aiHaHHA CTUCHEHWUM NOBITPAM, 3HATU 3aXUCHY KPULLKY. YniLeHHs HeobXiZAHO NPOBOAWTU aKypaTHO, YTPUMYIOUM LWAAHT KOMMpecopa Ha
AOCTAaTHIN BiACTaHI, 3419 YHUKHEHHS MOWKOAXEHHS NalNKN €N1eKTPOHHMUX KOMMOHEHTIB | MEXaHIYHMX YaCTUH.

TaKkoX OCHOBHi rapaHTiiHi 3060B'A3aHHA HE MOWMPIOIOTLCA HA 30BHIWHI efeMeHTU 061aAHaHHS, WO BUAWAKM 3 nady, sKi NiAAal0Tbes
bi3MUHOMY KOHTaKTY, @ TaKOX Ha CynyTHI/BUTPATHI MaTepiaaun, NpeTeHsii WoAO0 AKX MPUNMAIOTLCS He Mi3HILLE A4BOX TUXKHIB MiCAS NPOAAXY:
- KHOMKA YBIMKHEHHA Ta BUMKHEHHS;

- PYHKM pery/IloBaHHsA NapameTpiB 3BaptoBaHHs;

- po3'eMu nigktoueHHs kabenis i pykasiB;

- pO3'eMM ynpaBAiHHS;

- MepexeBuii kabesb i BUIKa MepexeBoro kabesio;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes naeye, Kelc, Kopobka;

- TPUMaYi eN1eKTPOAIB, KNeMa «Macu», NaNbHUK, 3BaploBa/ibHi kabeni Ta pykasu.

Mpoaaselb 3anuwae 3a cobol NPaBo BiAMOBWATM y HaAaHHi rapaHTIiHOrO PemoHTy, abo BCTAaHOBUTW AaTO0 MOYATKY BUKOHAHHS
rapaHTiiHMx 3060B'A3aHb MicALb i Pik BUNYCKy anapaTy (BCTaHOB/IIOIOTLCS 3@ CEPiHUM HOMEPOM):

- y pasi BTpaTi nacrnopTa BAaCHUKOM;

- Y pasi BigCyTHOCTi KopekTHOro abo B3arani 6y/Ab-AKoro 3anoBHeHHs NacnopTa NPoAaBLEM MiJ Yac NPOAAXy anapary.

TapaHTiliHWIA CTPOK NPOA0BXYETLCA, Ha T@PMIH FapaHTINHOro 06C/lyroByBaHHA anapaTy y CepBiCHOMY LieHTpi.

RUSSIAN (PYCCKUN)

CBapoyHbIi annapaTt U3roTOB/EH B COOTBETCTBUM C TEXHUYECKUMM CTaHAaPTaMU U yCTaHOBAEHHbIMU
npaBunaMn TexHUkM GesonacHocTU. Tem He MeHee, NMpWU HenpaBW/bHOM OBpaLieHUM BO3HMKaeT
ONacHOCTb:
- TPAaBMUPOBaHUS 0BC/YXMBAIOLLErO NePCOHANa UK TPETLEro NNLL3;
- NpuunHeHuns yuepba camomy annapaTy Wi MaTepuanbHbIM LEHHOCTAM NPeanpUATUs;
HapyueHna SOQeKTUBHOro paboyero npouecca.
Bce nnua, koTopble CBA3aHbI C BBOAOM B 3KCMNyaTauWIo, yNpaB/ieHMEM, YXOAOM U TeXHUYeCKnM
o6cnyxuBaHMeM annapata A0AXHb
-NPOWTU COOTBETCTBYIOLLYIO aTTeCTaLMIo;
-061aAaTb 3HAHUAMM NO CBapKe;
-TOYHO CO6I0AATL AaHHYIO MHCTPYKLMIO.
HeuncnpasHOCTYW, KOTOPbIE MOTYT CHU3UTL 6€30MaCcHOCTb, AO0/KHBI 6bITh CPOYHO YCTPAHEHDI.

IlpaBniia TeXHHKH 6€30MaCHOCTH

OMNACHOCTb CETEBOI'O 1 CBAPOYHOI'O TOKA

- MopaXeHune 31eKTPUYECKUM TOKOM MOXET bbITb CMepTe/ibHbIM;

- CBapoYHbIN kabenb AonxkeH BbiTb MPOYHBLIM, HEMOBPEX/AEHHLIM U M30AMPOBaHHLEIM. OcnabieHHble
COeAVHEHUS U MOBPEXAEHHbIN Kabesb HyXHO He3ameAnuTeNnbHO 3aMmeHuTb. CeTeBble kabenu u
Kabenn cBapoyHOro annaparta A0/KHbI CUCTEMATAYECKU NPOBEPATLCA CNELMaMCTOM-3/1eKTPUKOM Ha
MCNPaBHOCTb M30AALUK;

- BO BPEMSsl MCMONb30BaHUA 3aNpeLLaeTcs CHUMaTb BHELHUIA KOXYX annapara.

OMACHOCTb U3/TYYEHUS CBAPOYHOM AYTY

3anpewaertcs HabaoAaTb 3a CBApOYHOM AYyroi HEBOOPYXEeHHbIM rnasoM. [Jyra w 6pbisry,
obpasytowmnecs Bo BpeMs paboTbl, MOTyT 06Xeub KOXy UM BbI3BaTb NiaMsl, NO3TOMY BCErAa CeayeT
HOCUTb 3aLLWUTHYIO MacKy C TOHMPOBAHHLIM GUABTPOM (OYKM AO/KHBI BbiTb OCHALLEHbI OYKaMU C
dunstpom DIN 9 10). MOCTOPOHHME AWML, HAXOASLMECH B 30HE AENCTBUA YCTPOWCTBA, AO/KHbI
3aWmuwaTh rnasa cneyunasibHbIMn 3aWUTHBIMKU O4KaMn NI NCNONb30BaTb HEroproYvune, noraowatouime
U3/ly4eHmne SKpaHbl.

o 5

=S
N

OMNACHOCTb BPEAHbLIXTA30B U VCNAPEHWI

-BOaHVIKLUVIl\/] AbIM U BpeAHble rasbl yp'aJ'IMTb ns paGO‘-Iel‘/‘l 30Hbl CNeynaibHbIMU CPEACTBGMM;
-obecneunTb 4OCTATOUHDIN MPUTOK CBEXErO BO3AYXa;

-napbl pacTBOPUTENEl He A0/IKHbI MOMNaAaTh B 30HY U3/ly4eHUs CBaPOYHON Ayru.

=20
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Co3paHHble BbICOKMM TOKOM MarHWTHbIE MO/Si MOTYT OKa3biBaTb OTpULATEbHOE BO3AEUCTBME Ha
paboTocnocobHOCTL 3n1eKTPonpubopos (Hanpumep, KapAauvocTUMynsaTop). Jnua, Hocswme Takue
npubopbl, J0XKHBI MOCOBETOBATLCA C BPAYoM, MNpexae 4em npubamxartbcs K paboueit cBapoyHOM
naouwazke.

OMACHOCTb BbIZIETA UCKP

- BOCN/JlaMeHAuIMeca npegmeTsl yaaanTb Us pa60uel71 30Hbl;

- He J0nyckakTca CBapO4Hble pa60TbI Ha eMKOCTAX, B KOTOPbIX XPaHATCA WU XPaHWIUCbL rasbl,
roptoyee, HE¢TeI'Ip0AyKTbI. Bo3moxHa onacHocTb B3pblBa OCTATKOB 3TUX NPOAYKTOB;

- B MOXapo- W B3pblBOOMACHbIX MOMeLeHNAX COGI’IDOAaTb ocobble npasuaa, B COOTBETCTBUU C
HauMoHaNbHbIMU N MEXAYHapOoAHbIMU HOpMaMu.

JINYHOE 3ALUTHOE OCHALLEHUE

A5 AnyHOM 3awuThl cobtogaiiTe caeaytolue npasmaa:

-HOCUTb MPOYHYIO 0ByBb, COXPaHSIOLLYIO WM30UPYIOLWME CBOMCTBA B TOM YWC/IE U BO BAXKHbBIX
ycnoBusix;

-33LMLLATb PYKU U30AMPYIOLLMMU NepUYaTKaMK;

-r71a3a 3aWMILaTh 3aWMTHON MAcKoW C OTBEYAOWMM CTAaHAAPTaM TeXHUKMU 6e30MacHOCTU GpUALTPOM
NPOTMB yNLTPadUONETOBOrO U3NYUEHNS;

-UCMO/Ib30BaTb TONLKO COOTBETCTBYIOLLYIO (TPYAHO BOCMNAMEHSIOLLYIOCA OAEXAY).

ONACHOCTb MHTEHCMBHOIO LLYMA
Bo3HuKalowas Bo BpeMs CBapKku CBapO4Has Ayra MOXET W3jaBaTb 3BYKM C ypOBHeM Bbile 85 4B B
TeueHune 8 yacoB paboyero Bpemenn. CBapuyukm, paboTatowme ¢ obopysoBaHrem, Bo Bpems paboTbl
HOCWUTb CPEACTBA 3aLyUTbl OPraHOB CAyXa.

PACIMAKOBKA

B koMnaekT noctasku annapaTa BXOAAT:

e
=

Haban s CHAPGHHEIR © KAERMORA apmaciae ABICOR

BINZEL, 3!

K paTRDR POR0ACTRD
QL ELEES ER

—

—— VMRS PCANLHWEA keACt

PEmeHE AAR NepeRdcy
ANMANATE B MU

HCT R IbME 1 TaH A (BapaUHDA
Y€ CETERLIM KaBasaw

*Anzmogened StandardTIG-260)200

3/IEMEHTbI YNPABNEHUA U UHAUKALNA
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1 - Lindposoit gucnnen;
2 — KHomku peryamposaHus BbibpaHHOrO NapameTpa Ha yMeHbLIEHUE U yBEIUeHNe;
3 — KHonka Bbibopa $yHKLMIA UCTOUHMKA B TEKYLLEM Pexume CBapKK;
4 —KHonka Bbi6opa pexuma cBapku:
a) py4Has AyroBas CBapKa WTY4HbIM 3/1eKTPogoM «MMAx;
6) cBapKa B aproHe, He NaBALMMCA I1eKTPOAOM «TIG»;
B) CBapka Nno/lyaBToMaTU4eckas B 3alUTHbIX rasax «MIG/MAG»;
5—VIHAvkaTOp neperpesa annapata: NPU HOPMalbHOM COCTOAHMM annapaTta MHAMKATOP He CBETUTCSH, NPy Neperpese - MUraeT;
6 —[He3,0 NoAauy 3alMTHOrO rasa B ropesiky;
7 — Pa3bém ynpassieHns KHoMKaMu Ha ropesike;
8 — KHomMKa/aBTOMaT BK/IOYEHUA/BBIK/IIOYEHUS annapaTa (L4BET A4eKopaTUBHbIN);
9 —Pa3béM noAaum curHanos oT MexaHu3Ma nozaym NPOBOJIOKM Ha BK/IIOYEHME 1 BbIK/IIOYEHNE UCTOYHNK;
10 — LLITyuep nogaum 3awnTHOro rasa c 6anoHa;
11— Kabesnb AN NOAKIOUEHNA K NUTalOLWel ceTy;
12 — MecTo noAk/loueHns kabens 3a3eMneHuns.
A —THe340 CMNOBOrO TOKA «+» TN HGalioHeT:
a) npv capke "MMA” — nogkntouaetcs kabenb anekTpoAaa (B 6onee pegkux cayyasx npu UCNoNb30BaHUM CneLmanbHbIX 31eKTPOA0B
nogktoyaeTcs kabesb «Maccar);
6) npu ceapke “TIG"” — NoAK/IIO4AETCA TONBKO Kabenb «maccay;
B) NMpu nosilyaBTomMatuyeckon ceapke “MIG/MAG” cnaoWwHoii NpoBo/IOKON — NOAKNOYAETCA Kabeb OT NoAAoLEero MexaH1sma;
r) npu nonyaBToMaTH4eckoit ceapke "MIG/MAG” ¢patocoBoit NpoBoaoKoN — noAk/to4aeTcs kabenb «Maccay;
B - MHe340 CMN0BOrO TOKa «—» TUNa 6aoHeT:
a) npu capke "MMA" — nogktouaeTcs kabenb «3emns» (B 6onee peakunx caydasx Npu MCNOb30OBAHMM CNeLMabHbIX 31E€KTPOAOB
nogktoyaetcs kabesb 31eKTpoAa);
6) npu cBapke "TIG” — NoAK/OYAETCA TONbKO aproHOBas Fopesika;
B) NpyW nNonyaBTOMaTU4Yeckoit ceapke “MIG/MAG” cn/iowwHOI NPOBO/IOKOM — NOAK/IOHAETCS Kabesb «3eMnsny;
r) Npu nosyasToMaTuyeckon caapke “"MIG/MAG” ¢patocoBoI NPOBOIOKOM — MOAK/OHAETCSA Kabenb OT NOAAIOLLEro MeXaHN3Ma.

BBO/ B 3KCMNYATALNIO

CBapOHHbIl\/II annapat npejHasHa4eH UCKAIYNTE/IbHO: ANA py‘-lHOﬁ AYFOEOEI CBApKW WTY4YHbIM 3/IEKTPOAOM, CBAPKW B CPeJe aproHa, a Takxe
I'IOI'IyaBTOMaTM‘-IeCKOI‘;I CBApKU B Cpeje 3alMTHbIX rasos. WNHoe ncnonb3oBaHmne annapaTta CY4MTaeTca He COOTBETCTBYOWNM HasHauYeHUo.
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M3roToBuTEeNb He HECET OTBETCTBEHHOCTU 33 yu.l,ep6, BbI3BaHHbI WMCMNOAb30BaHMEM annapata He MO Ha3HaYeHuio. MCHO/'Ib3OBaHl/Ie,
COrNacHO Ha3Ha4YeHuo, NnogpasymeBaeT CO6/'I}0AEHME yKaaaHmZ HacToALWEero pykoBoACTBa No 3KCnayaTauun.

TPEBOBAHWUSA K PASMELLLEHUIO

Heobxogumo pasmewarb annapart Tak, 4Tobbl obecrneunBancs GecnpensTCTBEHHbIN BXOA W BbIXOA OX/AXAAIOLWEro BO3Ayxa 4epes
BEHTWU/IALMOHHbIE OTBEPCTUA Ha NepeAHen v 3agHeit naHensx. Cregute 3a Tem, YTO6bI METaNIMYECKas Mblb (HANPUMEP, NPU HAXAAUHOW
WAnOBKe) He 3acackiBasach HEMOCPEACTBEHHO B annapaT BEHTUAATOPOM OXaXAEHMS.

NOAKNOYEHUE K CETU

CBapoYHbI annapat B CEPUNHOM UCTIOSIHEHUMU PACcCUMUTaH Ha:

1. CeTeBOe HanpsikeHue 220B (-27% +18%) — Ans mogeneit StandardTIG-160/200/250;

2. TpexdasHoe ceTeBoe HampsxeHue 3x380B wan 3x400B (Mogenn StandardTIG-270/350-400V), AN 3TOrO BbIBEAEHO TPW MPOBOAA.
MpaBuia TexHUKM Ge3onacHOCTW Npu NpoBeeHnn paboT co cBapoyHbIM obopyzgoBaHMeM TpebyloT 3a3emeHust Kopryca annapata. Jss
3TOro NpeAycMOTPEHO /ABa BapuaHTa: 1) UCMOJIb30BaHWe YeTBEPTOro NpoBo/Aa B ceTeBOM kabese XenTo-3e1EHOro LiBeTa (MexXAyHapoaHbI
CTaHAapT MapKMPOBKW); 2) UCMOAb30BaHWe GONTOBOM KAeMMbl Ha 3aZHel nNaHenu annapaTa (6onee XeCTKWI CTaHAApT 3a3eMsieHus,
ncnonb3osancs B ctpaHax CHI).

BHumanue! [lpu nogkitoueHuy annapata K CeTeBOMYy HampsbkeHuto Bblwe 270B (ans StandardTIG-160/200/250) uam 450B (ans
StandardTIG-270/350-400V), Bce rapaHTuiiHble 06s3aTeNbCTBA U3rOTOBUTENS TepstoT cuny! Takas CUTyaLust MOXET NPOU30MATM NPU OYEHb
60/blWOM nepekoce GpasHOro HanpsXeHUs B CTAHAAPTHOM CETU MW NPU UCNO/L30BAHWUM HECTAHAAPTHOrO NOAKJIoYeHNs. CeTeBol pasbém,
ceueHuns kabenen cetu NUTaHMA, @ TaKXe ceTeBble NPeoXpaHNTeNn 40/DKHbI BbI6VIpaTbCﬂ NCXOAA N3 TEXHUYECKUX JaHHbIX annapaTa.

BbIBEOP AA3bIKA MEHIO AMMAPATA

[Ans Bbibopa/M3mMeHeHVs sA3biIka MEHIO annapata HeO6X0AMMO YAEPXKMBas HAXaTON KHOMKY 3 BKAOYUTL annapat. Mocie 3Toro Ha skpaHe
oT0o6pasnTca MeHio BbIGOpa A3bIKa, rAe KHOMKaMM 2 MOXHO BblI6paTh HeobxoauMmbIi A3bik. CMycTs 2 cekyHAbl Noc/e Bbibopa, annapat
NPOAO/XMT paboTy Ha COOTBETCTBYIOLLEM A3bIKE.

WUcnonb3syembiit YcraHoBneHHOe
S e R CTIC HEEE AT AnameTp ceueHus CeyeHue ceTeBoro Makcum. gnvHa
MMA MMA u TIG npososioku npu MIG/MAG npoBoAa, KB. MM nposoga, M
StandardTI1G-160, StandardTIG-200, StandardTIG-250

1,0 Z5

15 115

@2 mm He 6onee 80A He 6onee Jo,6 MM 2,0 155

2,5 195

4,0 310

15 75

2,0 105

g3 Mm He 6onee 120A He 6onee Jo,8 MM 2,5 130

4,0 205

6,0 310

2,0 Z5

D4 MM He 6onee 160A 25 25

4,0 105

He 6onee J1,0 MM 6,0 230

2,0 60

D5 MM He 6onee 200A 4,0 100

6,0 150

2,5 48

26 Mﬁa’:l:ionn. 20 250A 20 @1,2 MM 4 8o

6 120

3 x380/400V_— StandardTIG-270-400V, StandardTIG-350-400V

15 135

2 175

g3 Mm He 6onee 120A He 6onee Jo,8 MM 2,5 220

4 350

6 525
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2 130
2,5 160
D1, MM He 60nee 160A

4 260
He 6onee J1,0 MM 6 385
2,5 115
5 mm He 6onee 220A 4 180
6 270

2, 8
76 Mm 2 2
He 6onee270A He 6onee J1,2 MM 4 135

Nerkonnaekue

6 205
2,5 65
26 mm 5,0 350A He 6onee J1,4 MM 4 100
6 150

BHUMAHUE! CeteBas KHoOMKa Ha 3aAHel naHesun annaparta (415 Moeneit StandardTIG-160/200/250) He ABASETCA CUAOBOW, MOSTOMY Npw
BbIK/IIOYEHUM annapaTa He 06ecTouYMBaeT NOMHOCTbIO BCIO BHYTPEHHIOO 3/1eKTPOHWMKY. Mo 3ToW NpuyMHe No TexHuke 6e3onacHOCTH nocse
3aBepLUEHNs CBApOYHbIX PaboT, BblK/llOUaiTe BUKY U3 CETU.

CXEMA NOAK/IKOYEHUSA ANMAPATA 41 CBAPKU WUTYYHBbIMU 3/IEKTPOAAMU (MMA)

SNEKTPOLOOLEPXATEND

~220V 1 230V
~3x 380V / 400V

(9D

KNEMMA "MACCA"

W3OENUE
PEKOMEHAYEMASA 4/IMHA CU10BbIX CBAPOYHbIX KABEJIEV NPU CBAPKE:
MakcumanbHoe 3HaueHne [AnvHa kabeneit
Maowaab ceyeHus Mapka kabens
TOKa (B OAHY CTOPOHY)
2..9M 10 MM* KI™ 1x10
He 6osiee 100A 2 -
3...14 M 16 MM KI™ 1x16
2..9M 16 Mm? KIM1x16
He 6onee 160A 2 >
3...14 M 25 MM KI™ 1x25
2..7M 16 Mm* KI™ 1x16
He 6osiee 200A L -
3...10 M 25 MM KI" 1x25
2..8M 25 MM? Kl 1x2
He 6onee 250A > - 5
3..12 M 35 MM KI" 1x35
He 6bonee 270A 5..11M 35 MM? Kl 1x35
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| 210 350A | 6..14M | 35 MM? | KI" 1x35 |

CXEMA NMOAK/TIOYEHUSA ANMNAPATA 419 CBAPKU B APIOHE (TIG) - TIG-LIFT

APTOH

APIOHOBAA
FOPENKA

KNEMMA "MACCA"

CXEMA NOAK/IKOYEHUSA ANMAPATA 4/11 CBAPKU B APTOHE (TIG) — 2T/4T/ansT.4T

~220V/ 230V
~3x 380V / 400V

(9D

APIOHOBAA
FOPENKA

KNEMMA "MACCA"

W3OENKUE

CXEMA NMOAK/TIIOYEHUSA AMMAPATA 4114 NONYABTOMATUYECKOW CBAPKU (MIG/MAG)
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TEXHNYECKWNE XAPAKTEPUCTUKU

—<

KNEMMA "MACCA"

BHELLIHWA MEXAHWU3M
NOAA4YM NPOBONOKK
M\) o

APrOHOBAS
FOPEJIKA

W3OENUE

APAMETPY StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
-160 -200 -250 -270-400V -350-400V
HomuHanbHOe HampsixeHWe nuTatoLen 220/230 2200230 220/230 3x380 3x380
cetn goly, B 3X400 3X400
HomuHanbHbIN NoTpebasiemblit TOK U3 8. 21 25..28 29,5...35 — 16..18,5
cetn, A
HoMWHaNbHbIN CBAPOUHbIN TOK, A 160 200 250 270 350
MakcrmanbHbIN AeicTBYIOWMi TOK, A 215 270 335 350 4,50
%/npwn %/npwn %/npu
45%/np 45%/np 45%/np 70%/npu 270A 70%/npu 350A
160A 200A 250A
MpogomxuTensHocTb Harpysku (MH) 100%/npu 100%/npu
100%/npu 100%/npu 100%/npu 225A 290A
106A 134A 167A
anAenbli/IBMeHeHlflﬂ HanpsaxeHus 160 260 160 — 260 160 - 260 s15% 215%
nuTatouien cetu, B
]
peAenbl pery1poBaHus CBapo4HOro 8160 10200 12250 12-270 14-350
TOKa, A
Mpesensl peryaMpoBaHus CBapoOYHOro 12-24 12— 26 12-28 12-29 12-30
HanpsaxeHus, B
AviameTp WTYYHOrO 31eKTPOoAa, MM 1,6-40 16-50 16-60 16-60 16-60
QmaMETp CBAapOYHOM NMPOBOIOKMN, MM 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-14
MMA: MMA:
MMA: MMA: MMA:
0,2...5000 0,2...5000
VIMnynbCcHble pexrmbl Npu cBapke TIG: TIG: 0,2...500014 0,2...5000 0,2...500[M
. : TIG: 0,2...5000 TIG: 0,2...50000 TIG: 0,2...500M
0,2...50001} 0,2...500[1
Topsaunii cTapT «Hot-Start» B pexume Pervnpyemas
MMA yampy
3:/7:\3* Ay «Arc-Force» B pexxume Peryanpyemas
AHTUNpUAnnaHus «Anti-Stick» B
AsTOMaTuyeckan
pexvme MMA
BAI0K CHUXEHWS HanpsixeHUs
BKJ1/ BbIKA
X0/I0CTOr0 X043
HanpsxeHue xonoctoro xoga MMA, B 12 /70
HanpsaxeHwve noaxura ayru, B 110
HomuHanbHas notpebnsiemas 6,5..7,7
MOLHOCTH, KBA P 4,2 ... 4,8 52..62 ! ! 7,993 10,6...12,2
MakcumanbHas notpebasemas 6 81 94 " 1o
MOLLHOCTb, KBA i3 ! 3 5
KN4, % 90
OxnaxgeHvie AgsantusHoe
/inanasoH paboynx TemnepaTyp —25 ... +45°C
FabapuTHble pa3mepsbl, MM (4/11Ha, 330 X115 X 330 X115 X 330 X115 X
WKYPWHA, BbICOTa) 262 262 262 390X 145X 335 390X 145X 335
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SETO

Macca 6e3 KaTyLWKIW 1 aKCeccyapos, Kr c,7 5,9 6,3 10,1 10,9
Knacc 3awnThbl 1P33 1P33 1P33 1P33 1P33

BbIBOP M HACTPOMKA OYHKL, U AMMAPATA

Korga He TporaloTcs KHOMKWM Ha mepeAHel NaHenu, annapart BCerja BbIBOAWT Ha LndpPOBOM AUCM/EN 3Ha4YeHMe OCHOBHOMO NapameTpa
TeKyljero pexuma cBapku:

1) B pexxume PAC "MMA" — cBapoUHblIii TOK;

2) B pexume APT “TIG" — CBapOYHBIN TOK;

3) B pexxume MA “MIG/MAG" — cBapo4HOe HanpsikeHue.

KHonku 2 Ha I'IEPEAHEI‘;I naHe A OTBEYAlOT 38 U3SMEHEHME 3HaYeHna BbIGPaHHOle ¢YHKU,I/IVI W OCHOBHOIO NapameTpa.

KHonka 3 Ha nepejHeil naHean annapaTta MHOropyHKLIMOHabHaA U OTBEYAET 3a C/ieayloLyee:
1) BbibOp No Kpyry Ato6oit GyHKLMM B TekylieM pexxume cBapky (BbicTpoe HaxaTue);
2) c6poc Bcex $yHKLMIA K 3aBOACKUM HAaCTPOKaM TekyLLero pexuma cBapku (yaepxusatb 6onee 12 cek).

KHonka 4 Ha I'IEPEAHEIZ naHenn oTBeYaeT 3a USMEHEHNE peXKMMa CBapKn, NnepekatoyYeHmne NnponcxoanT no Kpyry.

NEPEK/ITOMEHME HA HEOBXOAUMYIO OYHKLIUIO

Ecav B annapare ycTaHOB/IeHa CUCTEMA 3aLUWTbI OT HECAHKLMOHMPOBAHHOMO JOCTYMA K MEHIO GYHKLMI, TO MPU HaxaTuUM Ha KHOMKY 3 Ha
MHAMKATOpe He MPOUCXOAUT HUKAKUX U3MEHEHUIA, TO eCTb 3Ta KHorMKa 3a610ku1poBaHa. YTobbl pa3biokmMpoBaTh, HEOBXO4MMO yaepxaTb eé
B HaXaTOM COCTOsIHAM Gonee 3,5 cekyHa. lMpu pasbnokMpoBaHUM Ha SKpaH BbIBOAWUTCS M306paxeHne OTKPbIBAIOWMXCS 3aMOYKOB,
yKasblBaloljee o npouecce pas3baokMposkn MeHo GyHKLMIA. Mocie ycnewHoro pa3baokMpoBaHus, Npu HaxaTUK KHOMKK 3 Ha LnudpoBoit
AMCNNEN BbIBOAUTCA TeKylliee Ha3BaHMe GYHKLMM 1 eé 3HaYeHue.

BHumaHue! Mocsie 0TNyCKaHWA KHOMKM 3 Yepes 2 CeKyH/bl SKpaH CHOBa Nepek/IloYMTCA Ha OCHOBHOW NapaMeTp Tekyliero pexuma cBapku.
lMoka Aucnieii nokasbiBaeT Tekyllyio GyHKLMIO, €€ 3HaYeHWe MOXHO U3MEeHUTb B 60/1bLLYIO MM MEHbLLIYIO CTOPOHY, C MOMOLLbIO KHOMOK 2.
TMpu BLICTPOM HaXaTWUM 1 OTMYCKaHUM KHOMKM 3 MOXHO Nepek/IloYaThCs Ha CieAyiolyto GpyHKLMIO, NO KPyTy.

BHumaHue! Eciv 40110 yAepxuBaTb KHOMKY 3 B MOMEHT paccMaTpUBaHUA HAMMEHOBaHMA GYHKLW, NPUMEPHO Yepes 10 cek, Ha LuppoBoM
Tab6/10 HauHeTCs 06PaTHBIN OTCYET 333...222...111 NpeAynpexXAalolLnii o cbpoce Bcex HaCTPoeK TeKyL|ero pexmnma.

NEPEK/IIOYEHME HA HEOBXOAI/IMbIVI PEXXUM CBAPKU
HasxaTune Ha KHOMKY 4 NPUBOAWT K NepPekNOYEHUIO Ha CeAYIOLLUI PeXUM CBApKU MO KPYTY, 3TO BUAHO Ha AUCN/IEE 1 Ha NepesHelt NaHeun.

CBEPOC HACTPOEK BCEX ®YHKLUI TEKYLLEFO PEXXVMA CBAPKM

MoryT NpouCXoAUTb CUTyauWW, KOrAa HACTPOMKWM B annapaTe HECKO/bKO 3anyTanu mosb3osaTens. Jns Toro 4to 6bl cOpocUTb MX K
CTaHAapTHbIM 3aBOACKUM, A0CTAaTOYHO YAepXnBaTb HENPEPbLIBHO KHOMKY 3 B TeYEeHUN 60!189 10 cek (He O6paLLtaTb BHMMaHWe Ha OTPUCOBKY
3amoukoB). Ha Tabn0 HauHeTcs 06paTHbIN OTCUeT 333...222...111 U NPY AOCTUXKEHUM "000" BCE HACTPOWKM TEKYLLEro pexuma cBapku byayT
obHoBNeHbI Ha 3aBoAckMe. CHpOC NapamMeTpoB A/ KaXA0ro pexuma CBapku [eNaeTca OTANbHO, 3TO CAeaHo ANs yAo6CTBa, YTO6LI He
c6pOCUTL MHANBMAYaIbHBIE HACTPOKM B AAPYTUX ABYX PEXMMaX.

W3MEHEHWUE HOMEPA MPOrPAMMBbI B TEKYLLLEM PEXXUME CBAPKU

B kaxaom pexwume ceapkv MMA, TIG n MIG/MAG ecTb BO3MOXHOCTb A9 N0/1b30BaTENA COXPaHATb 40 16 Pas/IMyHbIX BAPUAHTOB HaCTPOeK.
TeKyLLWii HOMep HAaCTPONKM (MPOrPaMMbl) BEIBOAUTCS B BEPXHEM MPABOM YTy MHAVMKATOPa HaXOAALErocs Ha NepeAHeit NaHeNn UCTOYHMKA.
B MOMeHT nepBoro Bk/IlOYeHWA annapaTta nporpamMma Bceraa nog N21 Ans kax0ro pexuvma ceapku. Bce n3meHeHus B HacTpolike annapata
B /aHHOM pexume CBapku W TeKyliem HOMepe Mporpammbl COXpaHsloTcs. YTobbl nepeiiT Ha Apyrol HOMep MporpamMMbl U HauyaTb
HacTPOMKy CHOBa C 6a30BbIX NapaMeTpoB, AOCTAaTOYHO HaxaTb Ha KHOMKY 3 W ecin MeHio Bbibopa dyHKUWIA 3abn1okMpoBaHo, Toraa Ha
MHAVKATOP BbIBOAMTCA TeKYILMIA HOMEpP NPOrpamMMmbl, KOTOPbIM MOXHO C MOMOLLbIO KHOMOK 2 U3MEHUTL B 60/1bLUIYIO AV MEHbLLYIO CTOPOHY.
Ecnn meHio Bbibopa dyHKLMM He 336/10KMPOBaHO, HaNpUMep, NoNb30BaTe/Nb KaK pa3 nepes 3TUM U3MEHSN JOMNO/HUTE IbHbIE NapaMeTpbI
dyHKLMIA, TO HeobXx0AMMO 3a610KMPOBaTh MeHIO BbIGopa GYHKLMI C MOMOLLbLIO YAepXaHUs KHOMKKM 3 6osiee 3,5 cek. (TOUHO Tak e Kak n
npu pasbaoKMpOBaHUM), NPU 3TOM Ha UHAMKaTOpe ByayT oTOBpaXaTbCa 3aKpbIBAIOLLMECH 3aMOUKM, MO OKOHYaHUM 3TON onepaLum MeHio
6yaeT 3a6/10KMPOBAHO U TeMepPb MOXHO CHOBa MOBTOPUTL MOMbITKY U3MEHEHWSi HOMEpa NPOrpamMMbl C NOMOLYbIO KHOMKM 3. Mpu 3Tom Bce
napameTpbl npeAblAyLuei nporpaMmbl 6yAyT COXpaHeHbl U K Hell BCer4a MOXHO BEPHYTbCS CHOBA.

OBLUUN CNMNCOK U NOC/IEAOBATEJ/IbHOCTb ®YHKL A
Pexcum csapku PAC "MMA”
0) OCHOBHOW oToBpaxaemsbiit napametp TOK = goA (Mo ymosnyaHumio)
a) 8.... 160A (war n3meHeHws 1A) gnsa StandardTIG-160
6) 10 ... 200A (war usmeHeHuns 1A) ansa StandardTIG-200
B) 12...250A (war n3meHenus 1A) ansa StandardTIG-250
r)12 ... 270A (war nameHenus 1A) ansa StandardTIG-270-400V
A) 14...350A (war n3meHenus 1A) gasa StandardTIG-350-400V
1) cuna «fopsyero ctapTa» = 40% (M0 yMOn4YaHMIo)
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a) o[OFF] ... 100% Ha Manibix TOKax (war nsmeHeHus 5%)
2) Bpems «[opsiuero ctapTa» = 0,3 cek (Mo yMON4aHMIo)
a) 0,1 ... 1,0 CeK (Lwar U3MeHeHus 0,1CeK)
3) cuna «Popcaxa Ayrur» = 40% (Mo yMosyaHMIo)
a) o[OFF] ... 100% Ha ManbIx Tokax (lwar usmeHeHus 5%)
4) ypoBeHb cpabaTbiBaHus «Popcaxka gyrv» = 12V (N0 yMONYaHUIO)
a)9...18V (war nsmeHeHus 1V)
5) HAK/IOH BO/ITAMMEPHOW XapaKTepUCTUKK = 1,4V/A (Mo yMoa4aHmio)
a) 0,2 ... 1,8V/A (war usmeHenus o,4V/A)
6) cBapka Ha kopoTKoii gyre = OFF (Mo ymoayaHwio)
a)ON
6) OFF
7) 610K cHuKeHus HanpsikeHns = OFF (Mo ymonyaHuio)
a)ON
6) OFF
8) [Po.P] pexwum nysnbcaumii Toka = OFF (no ymonuaHuio)
a) ON — Bk/toyeHo
6) OFF — BbIK/ItOYEHO
9) [I.iP] Tok nMnynbca = goA (no ymonyaHuio)
a) 8... 160A (war usmeHexus 1A) ansa StandardTIG-160
6) 10 ... 200A (war usmeHeHus 1A) ansa StandardTIG-200
B) 12...250A (war n3meHeHus 1A) ansa StandardTIG-250
r)12 ... 270A (war nameHenus 1A) ansa StandardTIG-270-400V
A) 14...350A (war n3meHenus 1A) gas StandardTIG-350-400V
10) [I.PS] Tok nay3bl = QoA (Mo ymon4aHuio)
a) 8... 160A (war usmeHexus 1A) ansa StandardTIG-160
6) 10 ... 200A (war usmeHeHuns 1A) ansa StandardTIG-200
B) 12...250A (war n3meHenus 1A) ana StandardTIG-250
r)12 ... 270A (war nameHenus 1A) ana StandardTIG-270-400V
A) 14...350A (war n3meHeHus 1A) ana StandardTIG-350-400V
11) YacToTa Ny bcaLui Toka = 5,0l (Mo yMosYaHwMIo)
a) 0,2 ... 500 Y (AMHAMUYECKMIA Wwar u3MeHeHus 0,1 My ... 1 M)
12) [dut] cooTHOLWeEHMe MMNYAbC/Nay3a (CKBaXHOCTb) — 3TO NPOLEHT UMMYJ/ibCa TOKa K NepuoAy CeL0BaHUA 3TUX UMMYAbCOB = 50% (o
YMOYaHUIo)

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

Pexxum ceapku TIG
0) OCHOBHOM oTobpaxaeMmbii napameTp TOK = 100A (N0 ymonyaHuio)
a) 8.... 160A (war n3meHeHws 1A) gnsa StandardTIG-160
6) 10 ... 200A (war usmeHeHus 1A) ansa StandardTIG-200
B) 12...250A (war n3meHenus 1A) ansa StandardTIG-250
r)12 ... 270A (war nameHenus 1A) ansa StandardTIG-270-400V
A) 14...350A (war n3meHenus 1A) gas StandardTIG-350-400V
1) peXu1Mm KHOMKK Ha ropesike = [2T] (no ymonuaHuio)
a) [LIFT] — KOHTaKTHbIN pexum nogxura TIG-LIFT
b) [2T] — 6ecKOHTaKTHBIV PeXWM NoAXMra, pexxum kHonku TIG-2T
) [4T] — 6eCKOHTAKTHbIN PeXXnM NOAXMUra, pPexum kHonkm TIG-4T
2) BpeMA NpeA-NpoAyBKM = 0,5 ceK (M0 yMON4aHUIo)
a) 0,5 ... 25,0 CeK (Llar U3MeHeHus 0,1 ceK)
3) Bpems Noc/ie-NpogyBKM rasoMm = 3,0 ek (1o yMON4YaHuIo)
a) 1,0 ... 25,0 ceK (Llar U3MeHeHUs 0,1 ceK)
4) NpesBapuUTeNbHbIN TOK (AeXypHas Ayra) = 15A (N0 yMoa4aHuio)
a) 8 ... 40A (war usmeHeHus 1A) ana StandardTIG-160
6) 10 ... 40A (war usmeHeHus 1A) agna StandardTIG-200
B) 12...40A (war nameHeHus 1A) ans StandardTIG-250
r) 12...40A (war nameHenus 1A) gnsa StandardTIG-270-400V
A) 14...40A (war usmerenus 1A) gns StandardTIG-350-400V
5) TOK 3aBapKu kpaTepa = 20A (N0 yMo14aHuio)
a) 8... 60A (war nsmeHeHus 1A) ansa StandardTIG-160
6) 10 ... 60A (war nsmeHeHus 1A) ana StandardTIG-200
B) 12...60A (war nsmeHeHus 1A) ans StandardTIG-250
r)12...60A (war n3meHeHws 1A) gns StandardTIG-270-400V
A) 14...60A (war nameHenus 1A) agna StandardTIG-350-400V
6) Bpems HapacTaHWA ToKa = 0,3 ceK (N0 yMoN4aHuio)
a) 0,1 ... 5,0 ceK (Lar n3MeHeHUs 0,1 cek)
7) BpeMs crnaaHunsa Toka = 0,3 cek (Mo yMoa4aHuio)
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a) 0,1 ... 5,0 ceK (Lar n3MeHeHUs 0,1 cek)
8) [Po.P] pexwum nynbcaumii Toka = OFF (no ymonuaHuio)
a) ON — Bk/toyeHo
6) OFF — Bbik/tO4EHO
9) [I.iP] Tok MMnynbca = 100A (N0 yMONYaHWMIO)
a) 8.... 160A (war n3meHeHus 1A) gnsa StandardTIG-160
6) 10 ... 200A (war usmeHeHuns 1A) ansa StandardTIG-200
B) 12...250A (war n3meHenus 1A) ansa StandardTIG-250
r)12 ... 270A (war nameHenus 1A) ansa StandardTIG-270-400V
A) 14...350A (war nameHenus 1A) gasa StandardTIG-350-400V
10) [I.PS] Tok nay3bl = 100A (N0 yMOA4aHwMI0)
a) 8... 160A (war usmeHexua 1A) ana StandardTIG-160
6) 10 ... 200A (war usmeHeHus 1A) ana StandardTIG-200
B) 12...250A (war n3meHeHus 1A) gns StandardTIG-250
r)12 ... 270A (war nameHenus 1A) gns StandardTIG-270-400V
A) 14...350A (war nameHeHus 1A) ana StandardTIG-350-400V
11)[Fr.P] yacToTa nyabcauuii Toka = 10,0 My (Mo yMonyaHmio)
a) 0,2 ... 500 I} (AMHAMUYECKUI War N3MeHeHws 0,1 My...1 M)
12) [dut] cooTHOLWeEHMe MMNYAbC/Nay3a (CKBAXHOCTb) — 3TO NPOLEHT UMIY/bCa TOKa K NepuoAy Ce0BaHUs 3TUX UMMNYAbCOB = 50% (no
YMOIHaHWMIO)
a) 20 ... 80% (war usmeHeHus 5%)

Pexxum csapku MIG/MAG
0) 0CHOBHOM oTobpaxaemsivi napametp HAMPSAXEHWUE = 19,0V (no ymonuaHwuio)
a) 12,0...24,0V (war n3meHeHws 0,1V) ans StandardTIG-160
6) 12,0...26,0V (war usmerexus o,1V) ansa StandardTIG-200
B) 12,0...28,0V (war usmexeHus o,1V) ansa StandardTIG-250
r)12,0...29,0V (war n3meHenws 0,1V) gns StandardTIG-270-400V
A) 12,0...30,0V (war nsmeHeHus o,1V) gns StandardTIG-350-400V
1) [But] pexwum kHonkm Ha ropeske = [2T] (No ymonyaHuio)
a) [2T] — pexum KHOMKwM Ha ropenke 2T
6) [4T] — cTaHZAPTHbIN peXMM KHOMKW Ha ropeske 4T
B) [anbT.4T] — anbTepHATUBHbIN PEXUM KHOMKM Ha ropesike 4T
2) [Ind] uHgyKkTUBHOCTL = OFF (N0 yMon4aHuio)
a) o [OFF] ... 3 cTyneHb (Wwar U3sMeHeHs 1 CTyneHb)
3) [t.up] Bpems HapacTaHus HanpsxeHus = OFF (no ymonyanuio)
a) o [OFF] ... 5,0 cek (war U3MeHeHus 0,1 cek)
4) BPeMSs CNajaHus HanpsixeHus = 1,0 cek (Mo yMoaYaHuIo)
a) 0,1 ... 5,0 ceK (Lar n3MeHeHUs 0,1 cek)

FAPAHTUMHOE OBC/TY>XUBAHUE

YBaxkaemblit notTpebutens!

MATOH MHTEPHELLIH/1 6nraroaapwT Bac 3a Beibop npogykuun PATON 1 rapaHTupyeT BbicOKOe Ka4yecTBo v 6esynpeyHoe
bYHKLMOHMPOBaHWE AaHHOTO U3/ens NPy CO6/II0AEHUN NPaBUA ero SKCNayaTaLum.

3KcnayaTauuu, a Takxke NnpoBepuTb NPaBU/bHOCTb 3ano/iHeHUA rapaHTnﬁHoro Ta/loOHa: HaUMeHOBaHUe mogenun
npqupe‘reHHoro Bamu usjenus, a Takxe CepMﬁHblﬁ HOMep AO0/IKHbI 6bITb WUAEHTUYHbI 3anUucn B rapaHmﬁHom Ta/loHe.
He ponyckaeTtcs BHeCeHMe B Ta/loH KaKUX-M60 U3MeHeHWit n ucnpaeneHui.

g BHUMAHME!!! MNepea ncnonbsoBaHnem o60pyA0BaHUs peKOMEHAYEM 03HaKOMUTCA C pacliMPeHHOMN UHCTPYKLMeit No

FAPAHTUIHBIE OBA3ATE/IbCTBA
MATOH WMHTEPHELLUH/1 rapaHTupyeT ucnpasHyto paboTy UCTOYHMKA NUTaHUs NPU COBaOAeHNUM NOTpebUTeneM yCa0BUIA SKCayaTaLmum,
XpaHEeHWA 1 TPaHCMOPTMPOBaHUS.

BHUMAHUE! BecnaaTHoe rapaHTuitHoe 06cy)XMBaHUe OTCYTCTBYET NPU MEXaHUYECKUX MOBPEXAEHUAX CBapPOYHOro annapara!

Cpok OCHOBHOM rapaHT1M Ha cBapo4Hoe 060py/A0BaHUe COCTaBAISET:

StandardTIG-160
StandardTIG-200
StandardT1G-250
StandardTIG-270-400V
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OCHOBHOW rapaHTUIHbIN NEPUOA UCHUCASETCS CO AHSA MPOAAXMU MHBEPTOPHOrO 060PYA0BaHNSA KOHEYHOMY NOKYNaTeNto.

B TeyeHMe OCHOBHOMO rapaHTMIHOrO Neproaa npoaasel, 06sa3yeTcs, 6ecniaTHO AN BAaAe/bLa MHBEPTOPHOro obopyaosaHmsa PATON:
- IPOU3BECTMN ANArHOCTUKY U BISBUTH MPUUMHY MONOMKM;

- o6ecneunTb HEOBXOANMBIMY /191 BLINONHEHUA PEMOHTA Y31aMU U SIeMeHTaMK;

- NpoBecTM paboTbl N0 3aMeHe BbILe/LMX U3 CTPOS 31EMEHTOB U1 Y3/108;

- IPOBECTM TeCTUPOBaHWE OTPEMOHTUPOBAHHOTO 060PYA0BaHMS.

OCHOBHble rapaHTUiiHble 06A3aTeNbCTBA He PaCcNPOCTPAHAIOTCA Ha 060pyAoBaHMe:

- C MeXaHWUYeCKUMU MOBPEXAEHUAMM, NOBAUABLIMMK Ha paboTocrnoco6HOCTL annapata (4edopmaLus Kopryca 1 AeTanei B CleACTBUm
nazjeHus C BbICOTbI MU NajeHUs Ha 060pyA0BaHMe TAXENbIX NPEAMETOB, BbiNageHne KHOMOK U Pa3bEMOoB);

- CO C/1eaMmn KOppO3uK, KOTOPast CTana NPUUMHONM HEUCMPABHOIO COCTOSHMS;

- BbilleALLee 13 CTPOS MO NPUUYMHE BO3AECTBIA HA €ro CU/IOBbIE U 3N1EKTPOHHbIE 31eMeHTbI 061/IbHOM BAAry;

- BbilleALLee U3 CTPOS MO NPUUMHE HAKOMAEHWS BHYTPU TOKONPOBOASILLEN MblK (Yro/ibHas Mbl/b, METANNYECKas CTPYXKa U 4P.);

- B C/ly4ae NonbITKN CAaMOCTOATE/IbHOIO PEMOHTA ero y3/,108 VI/I/I]'II/I 3aMeHbl 3/IEKTPOHHbIX 3/1EMEHTOB;

- AaHHOe 060pY/0BaHIe, B 3aBUCUMOCTM OT YC/IOBMIA SKCMYaTaL UK PEKOMEHAYETCS, OAWH pas3 B MOAroAa, BO u3bexaHue BbixoAa annapaTa
u3 CTpOﬂ! I'IpOBOAVITb ‘-H/ICTKy BHyTpeHHI/IX 3/1IEMEHTOB N yaﬂOB CKaTbiMm BO3AyXOM, CHATb 3aLLU/ITHy}O KprLIJK\/. L‘{I/ICTKy HEOGXOAMMO
I'IpOBOAVITb aKKypaTHO/ yAep)KI/IBaﬂ WwnaHr KOMI'IpeCCOpa Ha AOCTAaTO4YHOM paCCTOﬂHI/II/I BO M36e)KaHI/Ie I'IOEpe)KAeHVIﬂ I'Ial‘/‘|KM SﬂeKTpOHHbIX
KOMMOHEHTOB N MeéXaHN4YeCKunx ‘-laCTel‘/‘I.

Takxe OCHOBHble rapaHTUiHble 06s3aTeNbCTBA He PACcrpOCTPAHAITCA Ha BbllEALME W3 CTPOS BHELWHWE 3eMeHTbl 06opyaoBaHus,
NOABEPXeEHHbIE GpU3NYECKOMY KOHTaKTY, U COMyTCTBYIOLME/PACXOAHbIE MAaTEPUasbl, MPETEH3WUM MO KOTOPLIM MPUHUMAIOTCS HE MO3XKe ABYX
HeAeNb MOC/e NPOAAXH:

- KHOTKA BK/IOYEHUS U BbIK/IIOUEHNS;

- PYYKM PeryMpoBKM CBApOUHbIX NapaMeTpos;

- pa3béMbl NOAK/IOYEHNA Kabenel u pykaBos;

- pa3béMmbl ynpaBaeHus;

- ceTeBoW kabenb 1 BW/IKa ceTeBoro kabens;

- pyuKa ANS NePEHOCKM, HAM/IeYHbIV PEMeHb, KeWc, KOpobKa;

- 3N1eKTPOAOAEPXKATEb, KNIEMMA «MaCCbl», FOPEe/IKa, CBapouHble Kabenw v pykasa.

Mpoaasel, ocTaBaseT 3a coboit NpaBo 0TKa3aTb B NPeAOCTaBNEHNN FAPAHTUAHOTO PEMOHTA, NGO YCTAHOBUTL B Ka4ecTBe AaThl Havana
MCNO/IHEHUS FapaHTUIMHBIX 06513aTeIbCTB MeCsL, M rog BbiMycka annapata (yCTaHaB/AMBAIOTCA MO CEPUMHOMY HOMEPY):

- NPV yTepe rapaHTUHOro TasloHa BAaAe/bLeM;

- MY OTCYTCTBUM KOPPEKTHOrO MM BOOGLLE Kakoro-11M6o 3anoHeHUs NacnopTa NpoAaBLOM NPy NPoAaKe annaparta. fapaHTUiiHbIN CPok
NPOA/IeBAETCS, Ha CPOK FrapaHTUIMHOrO 06CNYXMBaHUSA annapaTa B CEPBUCHOM LieHTpe.

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;
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- 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.

UNPACKAGING

The delivery set of the device includes:

PATC

tenminal

3 m welding cable with ABICO® BINZEL ground

Qperating manual

Universal case®

Shoulder carrying strap

Welding arc supply source with a
fraing Cable
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CONTROL ELEMENTS AND INDICATION

1-Digital display;
2 —Buttons for adjusting the selected parameter up and down;
3 —Source function selection button in the used welding mode;
4 — Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
¢) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
5—Unit overheating indicator: when the unit is normal, the indicator is off, when the unit is overheated, it flashes;
6 — Socket for shielding gas supply to the torch;
7 — Connector for controlling torch buttons;
8 — Button/automatic breaker for turning the unit ON/OFF (color — decorative);
9 — Connector for feeding signals from the wire feeder to turn the source on and off;
10 — Connection for shielding gas supply from a gas bottle;
11 — Power supply cable;
12 - Grounding cable connection.
A —Bayonet-type power current socket "+":
a) MMA welding - the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is connected);
b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire - the cable from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
B — Bayonet-type power current socket "-":
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a) MMA welding — the grounding cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);

b) TIG welding —only the TIG torch is connected;

¢) MIG/MAG welding with solid wire — the ground cable is connected;

d) MIG/MAG welding with flux-cored wire — the cable from the wire feeder is connected.

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:

1. Mains voltage is 220V (-27% +18%) — for StandardTIG-160/200/250.

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

Caution! When the unit is connected to a mains voltage higher than 270V (for StandardTIG-160/200/250) or 450V (for
StandardTIG-270/350-400V), all manufacturer's warranty obligations become invalid! This situation can occur with a very huge imbalance in
the phase voltage in a standard mains or when using a non-standard connection. The mains connector, the cross-sections of the mains
cables, as well as the mains fuses need to be selected based on the unit technical data.

SELECTING THE DEVICE MENU LANGUAGE

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

Used MMA electrode Set current value for -Wire cross-section Cro.ss-se.ction of the Max. wire length,
MMA and TIG diameter for MIG/IMAG mains wire, sq. mm m
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75

1,5 115

d2mm not more than 8oA not more than @o,6 mm 2,0 155
2,5 195

4,0 310

15 75

2,0 105

23 mm not more than 120A not more than 0,8 mm 2,5 130
4,0 205

6,0 310

2,0 75

@i mm not more than 160A 20 2
4,0 155

not more than @1,0 mm 6,0 230

2,5 60

5 mm not more than 200A 4,0 100
6,0 150
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2,5 48
26 fmfnn;lz:ible up to 250A up to J1,2 mm 4 80
6 120
3 x 380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
73 mm not more than 120A not more than @o,8 mm 2,5 220
4 350
6 525
130
2,5 160
@i mm not more than 160A
4 260
not more than @1,0 mm 6 385
2,5 115
25 mm not more than 220A 4 180
6 270
2,5 85
?UGSIFEIZ not more than270A not more than 1,2 mm 4 135
6 205
2,5 65
26 mm up to 350A up to 1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for StandardTIG-160/200/250) is not a power button, so it does not provide
complete de-energization of internal electronic parts, when the machine is switched off. Therefore, in accordance with safety rules,
disconnect the plug from the mains after completion of welding.

MACHINE CONNECTION DIAGRAM FOR WELDING WITH STICK ELECTRODES

ELECTRODE HOLDER

~220V | 230V
~3x 380V / 400V

O

RECOMMENDED LENGTH OF POWER WELDING CABLES DURING WELDING:

Cable length .
Set current value i:onee v?rgs) Cross-section area Cable brand
2..9m 10 mm> KG 1x10
not more than 100A 2 -
3...14M 16 mm KG 1x16
2.9m 6 mm? KG 1x16
not more than 160A 2 : =2
3..14mM 25 mm’? KG 1x25
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2...7m 16 mm? KG 1x16

not more than 200A N
3..10m 25 mm KG 1x25
2..8m 25 mm?* KG 1x2
not more than 250A 2 " 2
3..12m 35 mm KG 1x33
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6...14m 35 mm?* KG 1x35

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - TIG-LIFT

ARGON

ARGON-ARC
TORCH

GROUND TERMINAL

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - 2T/4T/ALT.4T

~220V / 230V
~3x 380V / 400V

-~
(9D

ARGON-ARC
TORCH

GROUND TERMINAL

WORKPIECE
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WIRE FEEDER

ARGON-ARC
TORCH

TECHNICAL PARAMETERS
PARAMETERS StandardTIG-16 StandardTIG StandardTIG StandardTIG StandardTIG
(] -200 -250 -270-400V -350-400V
Rated supply voltage 50Hz, V 220/230 220/230 220/230 i:iig iiig
Rat.ed current consumption from the 18 21 25...28 29,5...35 1214 16..18,5
mains, A
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Load duration (LD) 45%/at 160A 45:’2?;/07:: A 45:./2/:;67:: A 70%/at 270A 70%/at 350A
100%]/at 106A 100%/at 225A 100%/at 290A
134A 167A
Supply voltage variation limits, V 160 — 260 160 — 260 160 — 260 +15% +15%
Limits of requlation of welding 8- 160 16200 12250 12-270 14-350
current, A
Limits of requlation of welding 12-24 1226 12— 28 12-29 12-30
voltage, V
MMA electrode diameter, mm 1,6 —4,0 1,6 —5,0 1,6 -6,0 1,6 —6,0 1,6 —6,0
Welding wire diameter, mm 0,6 -1,0 0,6 1,0 0,6-12 06-12 0,6-14
MMA:
. MMA: 0,2...500 Hz| 0,2...500Hz MMA: MMA: MMA:
Welding pulse modes TIG: 0,2...500 Hz TIG: 0,2...500Hz 0,2...500Hz 0,2...500Hz
! TIG: 0,2...500Hz | TIG:0,2...500Hz | TIG: 0,2...500Hz
0,2...500Hz

Hot-Start in the MMA mode Adjustable
Arc Force in the MMA mode Adjustable
Anti-Stick in the MMA mode Automatic
No-load voltage reduction unit on / off
MMA no-load voltage, V 12 /70
Arc striking voltage, V 110
Rated power consumption, kVA 4,2 ... 4,8 5,2..62 6,5...7,7 7,9 .93 10,6...12,2
Maximum power consumption, kVA 6,3 8,1 9,4 11,5 15,2
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
VOVivdetrhalllhilir;;tr;smns, mm (length, 330X 115 X 262 330:61215 X 330;61215 X 390X 145 X 335 390 X 145 X335
Weight without coil and accessories, 6,3
kg 57 59 10,1 10,9
Protection class 1P33 1P33 1P33 1P33 P33

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE
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When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode on
the digital indicator:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.

Buttons 2 on the front panel are responsible for changing the value of the selected function or main parameter.

Button 3 on the front panel of the unit is multifunctional and is responsible for the following:

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

2) resetall functions to the factory settings of the current welding mode (hold for more than 12 seconds).
Button 4 on the front panel is responsible for changing the welding mode (switching in a circle).

SWITCHING TO THE REQUIRED FUNCTION

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

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

Caution! If you hold down button 3 for a long time, when you see the name of the function, after about 10 seconds, a countdown
333...222...112 will start on the digital display warning about resetting all settings of the current mode.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button & leads to switching to the next welding mode in a circle, this can be seen on display 1 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 them to the standard factory settings, it is
enough to hold down button 3 for more than 10 seconds (ignore the animation of lock symbols). The scoreboard will start counting down
333...222...111 and when "000" is reached, all settings of the current welding mode will be updated to factory settings. Reset parameters for
each welding mode are made separately. This is provided for convenience, so as not to reset individual settings in the other two modes.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

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

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) main display parameter CURRENT = goA (by default)
a) 8...160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
1) "Hot start" power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
2) "Hot start" time = 0.3 sec (by default)
a)0.1...1.0 sec (change step 0.1 sec)
3) "Arc Force” power = 40% (by default)
a) o[OFF] ... 100% at low currents (change step 5%)
4) “Arc Force” trigger level = 12V (by default)
a)9...18V (change step 1V)
5) slope of current-voltage characteristic = 1.4V/A (by default)
a)o.2...1.8 V/A (change step 0.4 V/A)
6) short arc welding = OFF (by default)

PATON StandardTIG DC MMA -30 -




FPATON

a) ON
b) OFF
7) voltage reduction unit = OFF (by default)
a)ON
b) OFF
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF — disabled
9) [I.iP] pulse current = goA (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = goA (by default)
a) 8....160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)

12) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)

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

TIG welding mode
0) main displayed parameter CURRENT = 100A (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
1) torch button mode = [2T] (by default)
a) [LIFT] - TIG-LIFT contact striking mode
b) [2T] - non-contact striking mode, TIG-2T button mode
) [4T] - non-contact striking mode, TIG-4T button mode
2) pre-purge time = 0.5 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
3) gas post-purge time = 3.0 sec (by default)
a)1.0... 25.0 sec (change step 0.1 sec)
4) pre-current (pilot arc) = 15A (by default)
a) 8.... 40A (change step 1A) for StandardTIG-160
b) 10 ... 40A (change step 1A) for StandardTIG-200
€) 12 ... 40A (change step 1A) for StandardTIG-250
d) 12 ... 40A (change step 1A) for StandardTIG-270-400V
€) 14 ... 40A (change step 1A) for StandardTIG-350-400V
5) crater filling current = 20A (by default)
a) 8.... 60A (change step 1A) for StandardTIG-160
b) 10 ... 60A (change step 1A) for StandardTIG-200
€) 12 ... 60A (change step 1A) for StandardTIG-250
d) 12 ... 60A (change step 1A) for StandardTIG-270-400V
€) 14 ... 60A (change step 1A) for StandardTIG-350-400V
6) current build-up time = 0.3 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
7) current ramp-down time = 0.3 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF — disabled
9) [1.iP] pulse current = 100A (by default)
a) 8.... 160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
10) [I.PS] pause current = 100A (by default)
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a) 8...160A (change step 1A) for StandardTIG-160
b) 10 ... 200A (change step 1A) for StandardTIG-200
) 12 ... 250A (change step 1A) for StandardTIG-250
d) 12 ... 270A (change step 1A) for StandardTIG-270-400V
€) 14...350A (change step 1A) for StandardTIG-350-400V
11) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (duty cycle) — it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

MIG/MAG welding mode
0) main display VOLTAGE =19.0V (by default)
a) 12,0...24,0V (change step 0,1V) for StandardTIG-160
b) 12,0...26,0V (change step 0,1V) for StandardTIG-200
¢) 12,0...28,0V (change step 0,1V) for StandardTIG-250
d) 12,0...29,0V (change step 0,1V) for StandardTIG-270-400V
€) 12,0...30,0V (change step o0,1V) for StandardTIG-350-400V
1) [But] torch button mode = [2T] (by default)
a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
¢) [alt.4T] - 4T torch alternative button mode
2) [Ind] inductance = OFF (by default)
a) o [OFF] ... stage 3 (change step 1 stage)
3) [t.up] voltage build-up time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
4) voltage reduction time = 1.0 sec (by default)
a)0.1... 5.0 sec (change step 0.1 sec)

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:

StandardTIG-160 5 years
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StandardTIG-200
StandardTIG-250
StandardT1G-270-400V
StandardTIG-350-400V 2 years

3years

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.

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

(noanuce /[ nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:
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(noanuce /[ nignuc / signature)

Mpw3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

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

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHocTi /| Symptoms of non-operability:

Mpununna / Cause:

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

(noanuce /[ nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

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

(noanuce / nignuc / signature)

Mpw3Haku HepaboTocnocobHocTh [ O3HakM HecnpaBHoCTi /| Symptoms of non-operability:

Mpununna / Cause:

[Jlata npuéma Ha pemoHT [ [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(nognucs / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTH [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:
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