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1. 3ATAJIbHI MOJIOXXEHHA

AproHogyrosoli iHBepTop PATON ProTIG-200/315-400V AC/DC npusHayeHun ans

AyroBOro 3BaploBaHHS B peXunMax:

- TIG AC/ DC (3MiHHMI[NOCTINHWI CTPYM);
- TIG MIX (3MiHHWI Ta NOCTIMHUIA CTPYM);
- MMA AC /DC (3MiHHWUI/NOCTINHWI CTpyM);
- SPOT AC /DC (3MiHHMI/MOCTINHUI CTPYM).

Lle HaMkpala nponosuuis AN 3BaploBaHHA MOCTIMHUM i 3MIHHWUM CTPYMOM

LUIMPOKOro CNeKTpy MaTepiasiB: a/NloMiHilo, antoMiHieBMx cnnasiB (pexum TIG AC), seTanen
i MaTepianiB 3i CTai, KONLOPOBUX MeTaniB i MigHMX cnaagis (pexum TIG DC). AnapaT Takox

MO>XHa

BMKOPUCTOBYBaTU A5 3BaptoBaHHA Toukamu (pexum SPOT) Ta wWTyyHUMK

NoKpUTUMK enekTpodamu (pexum MMA). IHBepTop 3abesneuye BiAMIHHWA nignan W
NOCTiNHY cTabinbHy Ayry, AKiCHWUIA 3BapHWIA LLOB Ta NIErkicTb ekcrayaTaLii.

OcHOBHi nepeBaru:

1.

oW

© o™

11.
12.

13.

14.

15.

KoHTakTHWI | 6e3KOHTaKTHUI (BOYA0BaHUIA OCLLMAATOP) NigNan Ayru.
3anam'ATOBYyBaHHSA A0 10 peXMMiB 3BaptOBaHHA Ha/1aLLITOBaHNX KOPUCTYBAYeEM.
2-TaKTHUM Ta 4-TaKTHUIN PeXUM poboTU KHOMKKU Ha NanbHUKy (2T/4T).

MiaTpnmka negani AN N1aBHOIO peryatoBaHHA CTPYMY 3BaprOBaHHS.

®yHkuis PULSE y pexxumax TIG AC/DC Ta MMA.

®ynkuii TIG Lift, Double Pulse Ta Remote Control ana aproHogyrosoro
3BaptoBaHHsa (TIG).

MigBYLLEHa HaZiMHICTb anapaTa B YMOBaX 3anu/aeHoro BUpobHUL TBa.

HasBHICTb pexxrMy TOUKOBOIro (X0104HOr0) 3BaptoBaHHA — SPOT.

CncTema Tens10BOro 3aXMCTY Ha BCiX K/IKOYOBMX By31ax anapary.

. Bcsa enekTpoHika B anapaTi npocoyeHa 4BOMA WapaMu BUCOKOSAKICHOIO N1aKy, KM

3abe3neyye HaAiViHICTb BUPOGY NPOTAroM yCboro TepMiHy ciyxou;

MnaBHe pery/iloBaHHsA NapaMeTpiB 3BaplOBaHHS;

CrabinizaLis ropiHHsa gyru B pexxumax TIG AC/DC.

AfanTvBHe ynpaBJ/iHHA BEHTUASTOPOM, LWBUAKICTL 0DepTaHHs 3anexuTb Bif
TemnepaTypu anapaTa.

CyyacHut umdposui iHTepderc i3 pigKOKPUCTANIYHUM KONbOPOBUM AUCT/IEEM,
KU J03BOJISIE 3PYYHO HANALITOBYBATM anapaT Ha PeXXUM 3BaploBaHHS.
MigTpumKa Tpbox MOB iHTepbency:

- YKpalHCbKa;

- QHMNINCbKa;

- pocilicbka.

2. TEXHIYHI XAPAKTEPUCTUKN
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OcHosHi xapakmepucmuku ProTIG-200 ProTIG-315-400V
1. EnektpoxusneHHs 5o/6oly, B 230 (190-260) 380 (+/-10%)
2. 3BaptoBasibHUIM CTPYM 5-200A 10-315A
3. OcHoBHMI pexum poboTun TIG AC/DC TIG AC/DC
4. JogaTkoBi pexumn poboTu MMA, SPOT MMA, SPOT
4.1 Moswu iHTepdeiicy YKP, ENG, PYC YKP, ENG, PYC
5. Knac 3axucry P23 P23
6. KKZA4, He MeHwwe 80% He MeHwwe 80%
7- MakcmmanbHa CnoXuneaHa NOTYXHICTb, KBT 6,3 13,5
8. Pexxum MMA, A 10 - 200 10-315
9. Pexum TIG AC/DC, A 5-200 10 —315
10. Hanpyra xonoctoro xoay, B 60 - 80 8o
Tpusasicms HABAHMAaMeHHA
11. 100% (DQ) 126 A 180 A
12. 40% (DC) 200 A 315 A
13. 100% (AQ) 140 A 200 A
14. 50% (AC) 200 A 315 A
3azansHa napamempu
15. Be3koHTakTHe 3anantoBaHHs Ayru + +
16. IHAWKaL A 3BaplOBasIbHOrO CTPyMY + +
17. 3anam'AToByBaHHS pexumis 10 nporpam 10 Nporpam
18. Crabinisayis ropiHHs gyru + +
19. OyHkuis imnyaecie B TIG AC/DC, MMA, + +
SPOT
20. ®yhxkuia TIG Lift
21. ®yHkuis Double Pulse
22. Pexum kHonkm Ha nanbHuky, TIG AC/DC 2T, 4T 2T, 4T
22. MoxamBicTb NigKAOUYEeHHS negani + +
22. ®yHkuis Remote Control B TIG AC/DC + +
lMapamempu yuknoepamu 8 pexcumax TIG AC/DC
23. Yac nogaui 3axucHoro rasy nepeg 0.1-25 0.1-25
3BaplOBaHHSAM, C
24. PeryntoBaHHs cTapTOBOro cTpymy, A 5-185 10 - 300
25. PerynioBaHHs Yacy HapoOCTaHHs CTPyMy, C 0-15 0-15
26. PeryntoBaHHA Yacy cnagaHHsA CTpymy, C 0-25 0-25
27. PerynioBaHHA CTpyMy 3aBeplueHHs, A 5-185 10 - 300
28. Yac nogavi 3axucHoro rasy nicas 0.1-25 0.1-25
3BapIoBaHHs, C
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29. YactoTta 3miHHOrO cTpymy, 'y 15 - 200 15-70
30. BanaHc nonspHOCTI Nig Yac 3BaploBaHHA Ha 15 - 90% 15 - 90%
3MiHHOMY CTpyMi, %
Mapamempu gyHkyii imnynecie
31 YacToTa nysbcauin, 'y, 0,1- 200 0,1-200
32. BanaHc nysbcauin 15 - 85% 15-85%
33. HuxHin ctpym, A 5-195 10 - 300
MNapamempu pexcumy RIV
34. Yac Touku, ¢ 0.01-5 0.01—5
35. MikoBuit cTpym, A 5-200 10 —315
®yHkuyii 8 pewcumi MMA
36. AHTUNpuannaxHs (Anti Stick) ON/OFF ON/OFF
37. lapsiumi ctapt (Hot Start) 1-100% 0-100%
38. ®opcax ayru (Arc Force) 1-100% 0-100%
Macoeabapummni nokasHuku
39. rabaputu (AxLLUB, mm) 4,65X150X350 585x282x387
40. Maca, kr 12,5 23

3. MO3HAYEHHA ENEMEHTIB YMNPABJIIHHA, HANNALUTYBAHHA ANNAPATA
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OpzaHu ynpasniHHs anapamom
1 — KHonka “Mode” — nepeMunKaHHs pexunmy 3BaptoBaHHS;
2 — KHonka “Program” — Bubip nporpamu KopucTyBaua;
3 — kHonka “Enter” — 36epexeHHs HanalTOBaHWX MapaMeTpiB PexuMy 3BaplOBaHHS B
nam’atb anapaTa;
4 — kHorka “Up"” — 3MiHa 3Ha4eHHs napameTpa (binbLe);
5 — KHomnka “Down” — 3MiHa 3HaYeHHA NapameTpa (MeHLwe);
6 — kHonka “Right” — B1bip napameTpa 3BaploBaHHS;
7 — kHonka “Left” — Bubip napameTpa 3BaptoBaHHS;
8 — LCD-ekpaH;
9 — Po3'em ans nigkatoueHHA KHOMKM Ha NanbHKKY, abo negani;
10 — LLTyuep 419 NigKAOYEHHS ra30BOro LWAAHIY Ha NajbHUKY;
11 — Po3'eM AN5 NiAKNIOYEHHS penie NMOTOKY OXOJ04XYYOol pignHK 610Ky aBTOHOMHOrO
OXOJI0KEHHS;
12 — KHonka/aBTOMaT yBIMKHEHHA/BUMKHEHHSA anapaTa;
13 — Kabesib nigk/t04eHHs anapaTa 0 eNeKkTpoMepexi;
14 — WTyuep anq nigkatoueHHs 6an0Ha i3 3aXMCHUM rasom;
15 — Po3'eM /151 XMBIeHHS 6710Ky aBTOHOMHOIO OX0/10KeHHs (400B);
16 — Micue nigkntoueHHsa Kabento 3a3emMneHHs;
A — CunoBuii po3’eM, «+» (YepBOHUI KOAIp);
B — C1noBuI po3'eM, «-» (YOPHUI KONIpP).
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PATON 200 AC/DC

larens ynpasniHHAa anapamom
KHonku:
1 — repeMUKaHHS pexXrMy 3BaploBaHHS;
2 - BUbip Nporpamu KOpUCTyBauya;
3 — 30epexeHHn pexrMy 3BaploBaHHS B Nam'aTb;
4 — HaNalWTYyBaHHA napameTpa (binbLe);
5 — HafaWTyBaHHA NapameTpa (MeHLe);
6 — B1bip napameTpa 3BaploBaHHs;
7 — B1bip napameTpa 3BaploBaHHS;
LCD ekpaH — npusHayeHuin Ans BigobpaxkeHHsA NapaMeTpiB peXXnMy 3BaptoBaHHs:

OcHosHi iHdukamopu ducnaeto anapamy
1. BigobpaxeHHs pexXxuMy 3BaploBaHHs, NepeMuKaEeTbcst KHomnkowo "Mode", moxe
6yTun:
- TIG AC py4He aproHoAyroBe 3BaplOBaHHSA HeMNaBKMM BOJIbGPaMOBUM €N1E€KTPOAOM
3MiHHMM CTPYMOM;
- TIG DC pyyHe aproHogyrose 3BaplOBaHHs HemniaBKMM BOJIbGPaMOBUM €/1€KTPOAOM
MOCTIMHUM CTPYMOM;
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- MMA pyyHe ayroBe 3BaptoBaHHSI MOKPUTWUM MAaBKUM €1eKTPOAOM NOCTiMHMM abo
3MIHHUM CTPYMOM;

- SPOT — pexuM 3BaptoBaHHs TOUKaMM abo KOPOTKMMM LUBAMMU.

2. BigobpaxaeTbcs HOMep mMporpamu KOpPUCTYBaya, MEPEMMKAETHCA KHOMKOHO

"Program" (2), MakcMMabHa KisbKiCTb 36epexeHnx nporpam — 10 LT.

3. BigobpaxaeTbca Ha3Ba NOTOYHOro napameTpa. B koxHoMy pexumi — cBili Habip

napameTpis, siki nepemMuKaloTbcs kHonkamu "Right" (7) i "Left" (6).

4. BigobpaxaeTbcs 3HAYEHHS W OAWMHMLI BUMIpIOBaHHS obpaHOro napameTpa.

3MIHIOETLCA 3HaYeHHS napameTpa kHonkamu "Up" (4) i "Down" (5).

5. lHAMKaTOpM CTaHy anaparTa:

- «To» (HAMKATOP CTaHy TeMnepaTypu Hanbifbll HArpiTMX YacTUH anapaTa. YepBoHui
KOJlip iHAMKATOpa CUrHani3ye Mpo neperpiB amapata i NoTpibHo AouekaTucs, Moro
OXOIOZAXKEHHS, MiCASA YOro iIHANKATOP 3HOBY 3MIHUTb KOJIip Ha 3e1eHUI;

- «W» jHAMKaTOp 3BaploBa/IbHOMO Mpouecy. AKWO iHAMKATOP MAE CUHIN Koip, ue
03Hauvae, Wo BiAbyBaeTbCA 3BaploBa/ibHWUI NpoLec (HATUCHYTa KHOMKa Ha MasbHUKY), i B
TakoMy pasi pery/toBaHHS BCiX napameTpis HegocTynHe. YBara!ll [lna noyaTtky npouecy
3BaploBaHHA B pexumi MMA, nicis HanawTyBaHHA napameTpiB MOTPIOHO HaTUCHYTU
kHonky "Enter” (3).

- «V» IHANKATOP NOTOKY PiAWHM 610Ky aBTOHOMHOMO OXO0AXKEHHS. YepBOHUI KOAip
iHAMKaTopa O3Hayae abo BIACYTHICTb MigKAloYeHHs anapaTty Ao 610Ky aBTOHOMHOrO
OXO/I0AKEHHS Yepe3 po3’'eM 11, abo BiACYTHICTb MOTOKY PigMHU OXONOAXKEHHS. YBara!!!
AKWo iHAMKATOP MOTOKY PIAWMHW CBITUTLCA 4YepBOHMM, 3BaploBaHHA B pexumi TIG
HeJOCTyMHe.

[ns moxmBocTi poboTu anapaTta 3 TIG-nanbHNKaMM 3 NMOBITPAHUM OXOOAXKEHHS
npy CTPyMi 3BaploBaHHA A0 140A HeObXiAHO BUMKHYTW pesie MOTOKY OXOJI0AXYHUO|
piavHun. ns uboro noTpibHo:

1) BUMKHYmMu anapam;

2) HAOMUCHymu ma ympumytoyu KHonky «Enter» (3) ysimkHymu anapam;

3) ympumysamu HamucHymor KHonky «Enter» do momeHmy nossu Ha ekpaHi (8)

Hanucy «Cooler OFF»;

4) Bidonycmumu kHonky «Enter».

Micna uboro iHAMKATOP MOTOKY PiAWHM 3MIHUTL KOAip Ha CUHIM. Lle o3Havaeg, wo Tenep
MOXHa BUMKOPUCTOBYBATW NasibHUK 3 MOBITPAHUM OXONOAXEHHAM. [lna yBIMKHEHHS pene
MOTOKY PiANHM HEeObXiAHO MOBTOPWUTM 3a3HauYeHi BULLe Ail, B pe3y/bTaTi YOro Ha ekpaHi
3'aBuTbCs Hanuc «Cooler ON».

6. BigobpaxaeTbca uuksorpamMma obpaHOro pexumy 3BaploBaHHS, A8 KOXHOro

pexunMy L1KIorpama € pisHoto.

7. IHAvWKaTOp BMbpaHOro pexumy poboT KHOMKM Ha nanbHwKy: 2T, 4T, abo PED

(pexxmum neaani).

8. IHAMKaTOP IMNYbCHOrO peXnNMy:

- «P» iMNyIbCHUIM peXXUM yBIMKHEHWI;

- «N» iMNYNbCHUIA peXUM BUMKHEHWI.
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IHAMKaTOp 36epexeHHs Ha/laWToBaHO! KOPUCTyBayeM nporpamu. BigobpaxeHHs
iHAMKaTOPOM /liTepu «S» CUrHani3ye, Wo AaHa nporpama € 36epexeHoto B nam'aTi
anapara.

3.1 [o3HauYeHHA NapameTpiB BCiX PeXMUMiB 3BaplOBaHHS

1.
2.
3.
4.
5.
6.
7.
8.
9.

10.
11.
12.
13.
14.
15.
16.
17.
18.
19.
20.
21.
22.
23.
24.

«PexunM KHONKM» — pexmnmM KHOMKW Ha nanbHuky: 2T/4T/ PED;
«MepeanpogyBka» —yac nepeA-npoayBkn 3aXNCHNM ra3om;
«CTapTOB.CTPYM» — CTapTOBUI CTPYM;

«Yac HapoCTaHHA» —Yac HapOCTaHHSA CTPyMy;

«OCHOBHWI CTPYM» — OCHOBHMI 3BaptoBasibHUM CTPYM;

«Hac cnagaHHa» —4ac cnajaHHaA cTpymy;

«CTpyMm 3aBepLU.» — CTPYM 3aBepLIeHHSA (CTPYM 3aBaploBaHHA KpaTepa);
«[locTnpoayBka» —4Yac MicAf-nNpoAyBKY;

«BbanaHc AC» — 6anaHc 3MiHHOFO CTPyMY;

«Yactota AC» — 4acToTa 3MiHHOIO CTPYMY;

«Pexum nybciB» — yBiMKHeHHS 360 BUMKHEHHS iMMYIbCHOTO peXuMYy;
«BanaHc nynbciB» — 6anaHc popmu iMnybCis;

«YacToTa Ny/1bC.» — 4YacToTa iMMNY/1bCiB;

«HWXHIW CTPYM» — HUXHIN CTPYM B iMMY/IbCHOMY pPeXuMi.

«REMOTE CONTROL» — gncTaHuiiHe peryioBaHHs CTPyMy Ha NasIbHUKY;
«TIG Lift» — yBiMKHEHHS KOHTAKTHOrO NiAnany Ayru B pexumi TIG;
«MoABIVH. NyNbC» —yBIMKHEHHA GYHKLiT NOABIMHOIO NybCy;

«Yac Toukm» — vac 3BaptoBaHHSA B pexxmmi SPOT;

«CTpym» — OCHOBHWI CTpyM B pexxumi SPOT;

«Yac naysm» —yac naysu y 3saptoBaHHi B pexxumi SPOT;

«Pig cTpymMy» — 3MiHa BUAY cTpyMy: 3MiHHUIA (AC) abo nocTiliHui (DC);
«AHTU3aAMNAHHSA» — PYHKLIA NPOTUAIT NIPUANNAHHIO €/1eKTPOAS;
«apsiunii ctapT» — QYHKLiA NOKpaLLeHHs Nignany eNeKTPoAa;
«Popcax gyru» — pyHKuia cTabinisalii ropiHHA 3BaptoBasbHOT AyTrL.

3.2 CKMAaHHA HanawWwTyBaHb anapaTy A0 3aBOACbKUX
Ans cknaaHHs BCix 36epexeHux nporpaMm Yy BCiX pexumax JAO0 33aBOACbKUX
HafalWTyBaHb NOTPiIGHO:
- BUMKHYTW anapar;
- HATUCHYTU M yTpUMyBaTU KHOMKY "Program" (2);
- YBIMKHYTU anapar.
Micns 3aBepLlUeHHS CKUAAHHA HaNalTyBaHb Ha eKpaHi byae HanncaHo "Reset done".

3.3 Bubip moBu iHTepeiicy
Jns 3MiHWM moBw iHTepdeiicy anapaTta noTpibHo:

- BUMKHYTU anapar;
- HAaTUCHYTU 1 yTpMMYyBaTK KHonky "Mode" (1);
- yBIMKHYTW anapar;
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- He Bignyckatoum kHonku "Mode" (1), kHonkamu "Right" (6) i "Left" (7) obpatu
noTpibHy BaM MOBY;
- BignycTuTu kHonky "Mode" (1).

4. PYYHE AYTOBE 3BAPKOBAHHSA HEMJIABKUM EJIEKTPO4OM Y CEPEAOBULLI
IHEPTHUX TA3IB (TIG AC/DC)

Jns Toro, wo6 posnoyatu 3BaptoBaHHs B pexxumi TIG AC/DC noTpibHo:

- NMPUEAHATM NAJIbHUK /0 PO3'EMY YOPHOIO KOJ/IbOPY AxXepena «-» (B);

- NIPUEAHATM ra30BMIM PO3'eM NasibHMKaA A0 WTYL,epa 10;

- NiAKOYNUTM PO3'EM KHOMKM MasibHMKa A0 PO3'EMY 9;

- NPUEAHATMU Fra30BUIA LUNAHT A0 WTYLepa 14;

- NpuegHaTH Kabenb 3 K1emMoto «Maca» 0 YHepPBOHOIO rHi3ga «+» (A);

- NPUEAHATU 3aTUCKaY Macu 4,0 Bupoby;

- NIAKJIOUYATY MEPEXEBUI LUITEKEP 40 Mepexi XUBEHHS;

- MepexeBUIN KHOMKY/aBTOMAT 12, NepeBecTU y NONOXeHHS «l»;

- 33 fonomoroto kHonku «Mode» (1), BUbpaTu Ha anapaTi pexum TIG AC abo TIG DC;

- Ha/laWTyBaTU A0AaTKOBI NapamMeTpu pexxnumy.

YBATA! Michs Toro, Kk NpoBeAeHO HaNalITyBaHHS Ha pexuM, anapat roToBui A0
poboTn. HaTnckaHHs KHOMKM Ha NasibHUKY NOYMHAE NPOLLeC 3BapioBaHHS i B NepLUi cekyHAu
CMpaLboBYE OCLUAATOP AN BUCOKOYACTOTHOrO MiAnany Ayru. B Len mMomeHT noTpibHo
6yTr 0c06/1MBO 0BepexkHUM Yepes BUCOKY Hampyry.

4.1 Liuknorpama 3BapioBaHHA TIG AC

YMOBHi NO3HaYeHHS:

- Tp — 4Yac npogyBaHHA nepes 3BaptoBaHHAM. [loTpibeH Ans nonepeAHbLOro
MpoZyBaHHA 30HM 3BaplOBaHHS, COMAa NasibHUKaA, 3abe3neyeHHs rapaHTOBAHOroO 3axMUCTy
nepe/ 3anaatoBaHHAM AYru;

- lc — cTapToBuin ctpym. MMicia nonepesHbOro NPOAYBaHHSA 3aMajlOETbC Ayra Ha
CTapTOBOMY CTPYMi 1 3a 4Yac Tn MigHIMAEeTbCa 40 3B BUKOPUCTOBYETLCA B OCHOBHOMY AJ1S
MAaBHOIO HarpiBaHHS KPOMKM geTani, wob He 6yno il onnaBaeHHS;

- Tn—yac HapoCTaHHSA CTPyMY;

- 3B — OCHOBHMI 3BapOBaibHUN CTPYM;

- Tc - yac cnagaHHA 3BaptoBanbHOro cTpymy; [licna 3aBeplieHHA 3BaploBaHHSA
OCHOBHWI 3BaplOBa/IbHUIM CTPYM MIABHO 3HUXYETbCA A0 Izk 3a yac Tc. BUKOpPUCTOBYETLCS
A9 3aBaploBaHHA KpaTepa.

- Izk — cTpym 3aBepLueHHs (3aBaploBaHHS KpaTepa);

- B — 6anaHc nosaspHoCTI iMMybCiB;

- F—uacroTa imnynbcis;

- In — HUXXHIM 3BapOBa/IbHUM CTPYM iIMMNY/IbCIB.

Mpwn 3BaptoBaHHI 3MIHHMM CTPYMOM LMK/IOrpaMa YCKAaAHIOETbCS, afXe A40A4al0TbCs
napaMmeTpu 3MIHHOIO CTPyMy:

- B — 6anaHc nossipHoCTi iMnynbCiB;
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- F — yacToTa 3BaptoBasibHOro CTpymy. B amapaTax py4YHOro AyroBoro 3BaptoBaHHS
3a3BMYal AaHUI NapaMeTp Pery/IoeTbCs B MeXax 20 — 200 L.

YacToTa 3MiHHOro cTpymy Moxe 6yTw 36inblueHa abo 3MeHLIeHa y 40NyCTUMMUX MeXax.
Lle napameTp A03BOSIE 3BaptoBaibHMKY 3abe3neuyBaTu BifblUMI KOHTPO/Ib Hag AYroto
wnsxoM ¢OKYyCyBaHHA AyrM MO WWMPWUHI Tak, wWob MaTm MOX/MBICTb MPOBOAUTM
3BapOBAHHA Yy BaXKOAOCTYMHMX MicLsax (KyTax). A TakoX g/ 3BaplOBaHHS TOHKMUX
BMpobiB.

880% £ Az
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Tunosa yuknozpama pobomu 2-makmreo pexcumy (TIG AC/2T)

Y cy4acHux nanbHuKax Ans pydyHoro TIG 3BaploBaHHA € KHOMKA YMpaB/iHHA
npoL,.ecoM 3BaptoBaHHS, WO NiAKAYAETLCS A0 anapaTy. Po3risHemMo poboTy 2-x pexumis
poboTu.

2-TaKTHUIN PEXUM: MiCs HATUCKAHHSA KHOMKWM NMPOXOAUTb MPOAYBAHHS 3aXUCHUM
ra3’om nepey, 3BaploBaHHAM Ta MAaBHe NigBULLEHHSA CTPYMY A0 3a4aHOro, 3a yac Tn. lMicas
BiZINMYCKaHHA KHOMKW 33a/@HWI CTPYM MJIAaBHO 3MEHLUYETLCS 40 CTPYMY 3aBepLUEHHS 3@ Yac
Tc, nicns Yoro Big6yBa€eTbCs NiCAA-NPOAYBaHHS 3aXMCHUM Fa30oM.
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Tunosa yuknozpama pobomu 4-makmHozo pexcumy (TIG AC/4T)
4-TaKTHUWA PeXMM: MiCAs Meplworo HaTUCKAHHS Ta YTPUMaHHS KHOMKW
NMOYMHAETBLCA MpoLeC 3BaptoBaHHA. [lpoxoAnTb nNpoAyBaHHA nepes 3BapOBAHHAM i
nignantoBaHHA AyrM Ha CTapTOBOMY CTPyMi, CTapToBWI CTpyM 36epiraTuMeTbCsi A0TH,
AOKM KHOMKa € HaTUCHYTOtO. Micns BiANyCKaHHsA KHOMKM CTapTOBUIA CTPYM MJ1aBHO 3pocTe
A0 3aZaHoro 3a Yac Tn. MNicns NOBTOPHOrO HAaTUCKAHHS KHOMKW Ta YTPUMaHHS i, 3agaHuit
CTPYM MNABHO CNYCTUTLCA A0 CTPYMY 3aBEpPLUEHHA 338 4ac T¢, i 3aAMWATUMETbCA Ha LbOMY
piBHi 40TH, A0KM KHOMKa € HaTUCHYTO. [icas BignycKaHHsA KHOMKM Ayra 3racHe i nponge
nicAA-NpoAyBaHHSA 3aXUCHUM ra3oMm.
PexumMun kHomMkM 3BaproBanbHUK BUOMpAE 0cCobBUCTO 3anexHo Big ymoB
3BapIOBaHHA.
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|
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Tunosa yuknozpama pobomu 2-makmHozo pexcumy 3 PyHkyieto «nyasc» (TIG AC/2T+pulse)
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Tunosa yuknozpama pobomu 4-makmHozo pemcumy 3 PyHkyiero «nyabc» (TIG AC/2T+pulse)

Mpvknaj BUKOPUCTAHHSA IMMY/IbCHOIO PeXuMmy:

YBiMKHITb anapat Ta obepiTb pexum 3BaptoBaHHs TIG AC. HanawTyiTe OCHOBHI
napameTpu HaCTYMHUM YMHOM:

1. "PeXX1m KHOMKN" — peXXmnM KHOMKM Ha NasbHUKY — 2T,

2. "[Mepeanpogyska"- 4ac nepes-npoAyBaHHA — 2 C.

3. "CTapToB. CTpyM" — cTapTOBUM CTPYM — 30 A.

4. "Hac HapocTaHHA" —4ac HapOoCTaHHA CTPyMy —1 C.

5. "OCHOBHMI CTPYM" — OCHOBHWI 3BaptoBa/ibHUM CTPYM — 100 A.
6. "Yac cnagaHHa" —vac cnagaHHA CTPyMy — 1 C.

7. "CTpym 3aBepL." — CTPyM 3aBepLueHHs — 30 A.

8. "MocTnpoayBka" —yac nicas-NpoAyBaHHA — 5 C.

9. "BanaHc nyabciB" — 6anaHc popmu imnynbcis — 50%.

10. "YacToTa ny/abc." —vacToTa iMNyAbCiB — 150 U,

11. "HWXHIN cTpyM" — HUXHIM CTPYM iMMY/IbCHOTO pexumy — 50 A.
12. "BanaHc AC" — 6anaHc 3MiHHOro cTpymy — 50%.

13. "Yactota AC" — yacToTa 3MiHHOrO CTPyMy — 50 L.

14. "Pexxum nynbcis" — iMnyabcHU pexxinm, BKJI.

3BepHiTb yBary!! Jns Toro, WwWo6 akTMBYBaTW iMMY/bCHUNA PEXUM, HEOBXifZHO 3MIHWTU
3HayeHHA napameTpy «Pexum nyabciB» Ha «Bka», nicas yoro iHAMKaTop 8 Mae 3MiHUTH
3HaYeHHA Ha «P» (iMAyAbCHUIM peXunM yBIMKHeEHO). Takox napameTp "YactoTa nyabc." mae
6yTn B MiHiMyM yABiui 6inblinm, Hix napameTp "Yactota AC". Akwo uboro He 3pobuTy, TO
npouec 6yae HeskicHMM. Tlicas UbOro MOXHA MOYMHATM 3BAPKOBAHHS. 3HAYeHHSs
3BaploBasIbHOrO 3MIHHOTO CTpyMy, Wo gi€, byAe kosnuBatuca Bif4 50A o 100 A 3
nepioAnYHICTIO 150 KO/IMBAHb 3a 1 CEKYHAY.

JaHi napameTpun BCTaHOBIOIOTLCA Y Pi3HUX CUTYaLifX NO-Pi3HOMY, BiANOBIAHO A0
BMMOT 3BaptoBa/ibHMKa.

4.2 Lluknorpama 3sapiosaHHA TIG DC
YMOBHi NO3Ha4YeHHs:

-13 - PATON ProTIG DC TIG/IMMA
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- Tp — 4Yac npogyBaHHs nepeg 3BaptoBaHHaAM. [loTpibeH ana nonepesgHbOro
NpoAyBaHHS 30HW 3BaplOBaHHSA, COMa NasibHUKa, 3abe3neyeHHs rapaHTOBaHOMO 3axUCTy
nepe/ 3anajtoBaHHAM AYry;

- lc = cTapToBui cTpyMm. Ticaa nonepegHbLOrO MPOAYBaHHS 3anasjloOEeTbCs Ayra Ha
CTapTOBOMY CTPYMi M 3a 4ac Tn nigHIMaETbCA A0 I3B BUKOPUCTOBYETLCSA B OCHOBHOMY 415
N/IaBHOMO HarpiBaHHs KPOMKM geTani, wo6 He Byo i onnasaeHHs;

- Tn—yYac HapoCTaHHA CTPYMY;

- I3B — OCHOBHWI 3BaptoBabHUM CTPYM;

- Tc - vac cnagaHHA 3BaploBa/sbHOrO CTpyMmy; [licna 3aBeplieHHA 3BaplOBaHHA
OCHOBH W 3BaploBaJ/IbHUI CTPYM M1aBHO 3HWXYETbCA A0 Izk 3a yac Tc. BukopuctoByeTbes
A9 3aBaploBaHHsA KpaTepa.

- Izk — cTpym 3aBepLUeHHS (3aBaploBaHHA KpaTepa);

- B — 6anaHc noaspHoCTI iMNynbCis;

- F—vacToTa imnyascis;

- In — HW>XXHIM 3BaptoBaIbHUI CTPYM iMMYJIbCIB;

1A
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Tunoea yuknozpama pobomu 2-makmueo pexncumy (TIG DC/2T)

Y cyyacHUX nanbHuKax aAns pyyHoro TIG 3BaploBaHHA € KHOMKAa YmnpaBAiHHA
npoL,.ecoM 3BaploBaHHS, WO NiAKAYAETHCS 40 anapaTy. Po3rasHemo poboTy 2-x pexumis
poboTu.

2-TaKTHUN PeXUM: MiCA HATUCKAHHS KHOMKW MPOXOAWUTb MPOAYBAHHS 3aXMCHUM
ra3’om nepeg, 3BaplOBaHHAM Ta MaaBHe MNigBULEHHSA CTPYMY A0 3a4aHoro, 3a yac Tn. MNicas
BiZ,MYyCKaHHA KHOMKMW 33aHUM CTPYM MNIaBHO 3MEHLUYETHCA A0 CTPYMY 3aBepLUeHHs 3a 4ac
Tc, nicns yoro Big6yBaEeTHCSA NiCAA-NPOAYBAHHSA 3aXMCHUM Fra3oM.
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Tunosa yuknozpama pobomu 4-makmuao pexcumy (TIG DC/4T)

4-TaKTHUWA PeXMM: MiCAS NepLIoro HaTUCKaHHA Ta YTPMMaHHS KHOMKW MOYMHAETHCA
npouec 3saptoBaHHA. [TpoxoAnTb NPOAYBaHHSA Nepes 3BaptoBaHHAM i NignaloBaHHA Ayri
Ha CTapTOBOMY CTPyMi, CTapToBM CTpyMm 3b6epiraTumeTbcsi AOTW, AOKM KHOMKa €
HaTWUCcHyTO. MMics BigNyCcKaHHS KHOMKM CTapTOBUIA CTPYM MJIaBHO 3pOCTe A0 334aHOro 3a
yac Tn. lMicns NOBTOPHOrO HAaTUCKAHHS KHOMKM Ta YTPUMaHHs i, 3aaHni CTPYM niaBHO
CNYCTUTLCA A0 CTPYMY 3aBeplUeHHs 3a 4ac TC, i 3aMWATUMETbCA Ha LbOMY PiBHI 40TH,
AOKM KHOMKa € HaTucHyToto. lMicns BignyckaHHs KHOMKWM Ayra 3racHe i mpoige nicas-
NpOAYyBaHHA 3aXNCHUM ra3oM.

PexunMn KHOMKM 3BaploBa/bHWMK BWOMpae 0cobuCTO 3asexHO Big yMOB

3BaploBaHHS.
e ﬁ
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Tunosa yuknoepama pobomu 2-makmHozo pexcumy 3 PyHkuieto «nynsc» (TIG DC/2T+pulse)
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Tunosa yuknozpama pobomu 4-makmHozo peucumy 3 PyHkyiero «nyasc» (TIG DC/4 T+pulse)

Mpvknaj BUKOPUCTAHHSA IMMY/IbCHOO peXxumy:
YBiMKHITb anapat Ta ob6epiTb pexum 3BaptoBaHHa TIG DC. HanawTyiTe OCHOBHI
napameTpu HaCTYMHUM YNHOM:
1. "Pexxnm KHOMKKN" — pexxunm KHOMKM Ha nanbHuky — 2T.
. "lMNepeanpoayBka"- Yac nepe-nNpoAyBaHHA — 2 C.
."CTapToB. CTPyM" — CTapTOBUI CTPYM — 30 A.
. "Hac HapoCTaHHA" — 4aC HapOCTaHHA CTPyMy — 1 C.
. "OCHOBHUM CTpyM" — OCHOBHMI 3BaptoBasibHUI CTPYM — 100 A.
."Hac cnagaHHa" —vac cnagaHHa CTpymy — 1 C.
. "CTpym 3aBepL." — CTPYM 3aBepLueHHA — 30 A.
."MocTnpoayBka" — yac nicNa-nNpoAyBaHHA — 5 C.
. "BanaHc nysbciB" — 6anaHc opmu iMnyabciB — 50%.
10. "HacTtoTa nysbC." —yacToTa iMnybCiB — 50 L.
11. "HWXHIM CTPYM" — HUXKHIN CTPYM iMNYIbCHOMO pexumy — 50 A.
12. "Pexum nynbcis" — iMnyabcHUM pexxinm, BKJ1.

O oOoN oount W N

3BepHiTb yBary!! [lns Toro, wob akTMBYBATW IMMNYAbCHUA pPeXuUM, HEObXiZHO 3MIHWUTK
3HayeHHA napameTpy «Pexum nyabciB» Ha «BKJI», nichs yoro iHgnkaTtop 8 mMa€e 3miHUTH
3HaYeHHA Ha «P» (iMMy/IbCHUI pexuM yBiMKHeHO). [licif LbOro MOXHa MOYMHATH
3BaplOBaHHA. 3HaYeHHs 3BaploBa/IbHOrO 3MIHHOMO CTPYMY, WO Ai€, byAe KOAMBaTUCA Big
50A 0 100 A 3 NepioAgNYHICTIO 50 KO/IMBaHb 3a 1 CeKYHAY.

JaHi napameTpn BCTAHOB/IOIOTLCA Y PI3HUX CUTYaLLIAX MO-Pi3HOMY, BiAMOBIAHO A0
BMMOT 3BapIOBaJIbHMKaA.

4.3 OyHkuis nignany ayru TIG Lift

BukopucToByeTbes LA QyHKLIiA NepeBaxHO B TUX BMNaAKaX, KOAW NOPsA i3 micuem
3BapOBaHHA MPUCYTHI eNeKTpornpuaasm, YyTAMBI JO €NeKTPOMArHiTHUX KOJMBaHb, Ki
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MOXe BMBeCTU 3 slagy 6a0k 6e3koHTakTHOro nignany agyrm abo ocumnsitop, agxe BiH
reHepye NOTY>XXHUI BUCOKOYACTOTHUI €/1eKTPUYHMI PO3PsiZ B MOMEHT Nignany Ayru.

fikwo aktueyBaTu ¢yHkuUilo TIG Lift, To 610k 6e3koHTakTHOro mignany ayru 6yse
BUMKHEHO i AAs nignany Ayru noTpibHO AOTOPKHYTUCA BO/bGPaMOBUM €/1EKTPOAOM A0
BUpoby.

4.4 OyHkuisa Double Pulse (MoggiitHuiA nyabc)

JaHa JyHKUis 34IMCHIOE  CyMilLeHHS 3BUMYAMHUX HU3bKOYACTOTHWUX MyJibCalin
3BapOBa/IbHOro CTPyMy 3 aBTOMaTUYHWMMK BMCOKOYACTOTHUMM MyJsibcauiamm cTpymy. Lie
HaZJAE MOX/MBICTb MIABULLMTU AKICTb Ta 30BHILIHIA BUrAAg WBa, 3axXxMcTUTU BUpI6 Big
neperpiBy, a TakoXx MiABULWLUTA NPOAYKTUBHICTb npolecy TIG 3BaptoBaHHA 3a paxyHOK
30iNblleHHs  WBWAKOCTI  npoxody. BukopucToByeTbCsi  yHKUiA MNpu  3BaprloBaHHS
TOHKOCTIHHUX JeTasen Ta BUMPOLIB 3 KOPO3iIMHOCTIMKUX ayCTEHITHUX MapoK CTanew, sKi
4yT/MBI 40 NeperpiBy, a TakoX Y BUMNaAKax, KOAWU Npes'aBAstoTbCA MigBULLLEHI BUMOTU J,0
30BHILUHBOrO BUMASAY LUBA.

4.5 Pexxum 3BapioBaHHA SPOT

SPOT — e pexwvM 3BaptoBaHHS 3BaptoBaHHS TOUKaMM abo KOPOTKMMMU LIBAMW.

Lle TIG-3BaptoBaHHsA i3 ¢ikcoBaHMM napameTpoM — «4ac TOYKM», WO AO3BOJISE
3BaploBa/IbHMKY BUKOHYBaTK baraTto oZHaKoOBMX TOHOK abo WBIB.

Po3srnsHemo npukaag. BctaHOBMMO pexum:

- peXum KHomkn — 2T;

- nepej-npoAyBKka —1¢;

- 4aC TOYKM — 0,1 C;

- 4acnaysm-—3g¢;

- nicna-npogyska—2¢;

- pia ctpymy — nocTiviHun (DC).

[ns noyaTky 3BaploBaHHA HeObXifHO MigHecTW nanbHUK fo Bupoby Tak, wWwob
BO/IbGPaMOBUI €/1eKTPO, HEe TOpKaBCA MOBEPXHi BUPODY Ta HATUCHYTU KHOMKY Ha
nanbHUKy. i LbOro PO3NOYNHAETLCS 3BapOBa/IbHUM NpoLec:

- BiAKPMBAETLCA KANanaH rasy Ta BMPOAOBX 1 CeKyHAU BUKOHYETbCA nepes-
NpoAyBKa 3aXMCHUM rasom;

- NiANANIOETLCA AYyra 3i CTPYMOM 100 amnep;

- Ayra ropuTtb piBHO CTi/IbKM Yacy, CKiJibku BCTAHOBJ/IEHO — 0,1 CeKYHAMW, NiC/S YOro
BOHa aBTOMaTWUYHO racHe;

- Micns noraweHHs A4yru BiabyBa€eTbCs naysa — 3 cekyHAY;

- Nic/f Nay3u 3HOBY MiAMNAMOETLCA Ayra i npouec BiAbyBaeTbCS HAHOBO, MO KOJY.

BnpoaoBx onuMcaHOro Bulle 3BaplOBa/JbHOrO MpoOLeCy KHOMKa Ha MnajbHUKY
3a/IMIAETBCA B HATUCHYTOMY MOJIOXeHHi. [licns Toro, AK BiAMyCKaeTbCs KHOMKa Ha
nanbHUKY BiZOyBaETbCA NOralleHHa Ayrun Ta Nicasa-npogyBka rasoM BMPOAOBX 2 CEKYHA.
Lle o3Hauag, wo npouec 3aBepleHnit. Aas Toro, wob noyatm npouec 3aHoBo, Tpeba 3HOBY
HaTUCHYTUW KHOMKY Ha NafibHUKY.
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B ApaHoMy npuknaji BMKOPUCTOBYBa/NOCSH 3BaploBaHHA MOCTIMHWM CTpymoMm. /Jins
3BaplOBaHHA 3MiHHWUM CTPYMOM, HanpuKaZ npu 3BaploBaHHi atoMiHito, Tpeba Bnbpatu pig
CTpyMy — 3MiHHUA (AC), BCTAHOBUTU YacTOTy CTPyMy — Hanmpukaag, 120 repu, Ta 6anaHc
cTpymy — 50%. Micas uboro Byse BUKOHYBATMUCA aHaNOrIUHMI 3BaploBaibHUIA MpoLiec, ase
3MiHHUM CTPYMOM 3 YaCTOTOIO 120 repl, Ta basaHcom 50%.

4.6 Pexxum 3BaptoBaHHs TIG MIX

[JaHnin pexxum 34e6isblioro BUKOPUCTOBYETLCS A/t 3BaploBaHHA astoMmiHito. CyTb
pexunmMy nonsira€ B KOMOiHYBaHHA 3MIHHOrO Ta MOCTIMHOFO CTPYMYy — 3MiHHUM CTPYM
MPU3HAYeHUIN ANS PYWHYBaHHS OKCWAHOI MJIBKM alOMiHilo, @ MOCTIMHWUIM CTPyM — Ans
edeKTUBHOro HarpiBaHHA MeTany 445 6iNbLIOro NPONAaB/IEHHS Y MOPIBHAHHI 3 KNACUYHUM
3BaploBaHHAM 3MiHHWM CTPYMOM.

[ns HanawTyBaHHA pexunMy, A0AaTKOBO 0 CTaHAapPTHUX napameTpis pexumy TIG AC
noTpibHO HafaLWTYBaTH 2 CreLia/ibHi NnapameTpu:

1. «BbanaHc MIX» — BigcoTkoBe CniBBigHOLWEHHS MiXK 3MiHHUM Ta NOCTINHUM CTPYMOM.

2. «YactoTa MIX» —yacToTa YepryBaHHs 3MiHHOIO Ta MOCTIMHOrO CTPYMY.

4.7 PoboTa anapaty 3 negaanio B pexxumax TIG AC ta TIG DC

Jns Toro, wob noyatu npayoBaTH 3 Neganto noTpibHo:

- NiAKAOYUTM Nejanb 40 po3'eMy 9;

- NPUEAHATM NaNbHUK 0 PO3'EMY HOPHOrO KO/IbOPY AXepena «-» (B);

- NPUEAHATM ra3oBMIM PO3'eM NasbHWUKA A0 WTYLLEPa 10;

- MPUEAHATY ra30BUM LWIAHT A0 WTYLEPa 14;

- NIpUEZHATY Kabesb 3 KNEMOK «Maca» 0 YePBOHOIO THi3aa «+» (A);

- MPUEZHATY 3aTUCKAY MacK 0 BUPOOY;

- NAKJOYUTN MepexeBUI LUTEKEP A0 MepPeXi XUBJIEHHS;

- MepexeBUIM KHOMKY/aBTOMAT 12, NepeBeCTU Y MONOXEHHS «I»;

- 33 gonomoroto kHonku «Mode» (1), BubpaTu Ha anapaTi pexwum TIG AC abo TIG DG;

- 3a gornomorot napameTpy "Pexum KHOMKW" (peXuM KHOMKM Ha NajfbHUKY)
BCTAHOBUTK 3HauYeHHs "PED".

Micns HanawTyBaHHA A0AaTKOBUX MapaMeTpiB pexuMy MOXHa MpucTynatm Ao
3BaptoBaHHA. MiHiMasbHe HAaTUCKaHHA Ha nejasb iHILIIOE nignan Ayrn Ha CTapTOBOMY
CTpYMi, ikt B6yB BcTaHOBAEHUI («CTapTOB. CTPYM»), 3BaplOBa/IbHUIM CTPYM PErylOETLCA B
3a/1€XKHOCTI BiZ HAaTUCKAHHSA negani (Yum binblie HATUCHYTa Neganb, TUM Binblie cTpym),
SIKLL0 Nedaslb HATUCHYTA A0 HUXHbBOI MeXi, To Byse BCTaHOBNEHO MaKCMMasibHE 3HaYeHHS
CTPYMy, sike BCTAHOB/IEHO 3a A0MOMOroto napameTpy «OCHOBHUIA CTpyM». BukopucTaHHs
negani A03BOASIE B MpoLeCi 3BaploBaHHA 3MiHIOBaTW CTPYM Bif 3HauyeHHs «CTapToB.
CcTpyM» 1,0 «OCHOBHUIN CTPYM».

4.8 OyHKLiA AUCTaHUiiHOrO yNpaBAiHHA 3BaploBa/ibHUM CTPYMOM

[JaHa byHKuUia f403BONIAE peryoBaTh CTPYM 3BaptoBaHHsA B pexumi TIG guctaHuinHo,
abo 3a gonomoroto negani, abo 3a 4ONOMOroto NasbHUKA, SKUMA NOBUHEH BTN OCHALLEeHUM
noteHuiometpom 10 KOM. pu BUKOPUCTAHHI ChewiaibHOro nanbHWKA, AN aKTUBALil
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dyHKUiT noTpibHO yBiMKHYTU napameTp «REMOTE CONTROL», 3MiHMBLIM MOrO 3HAYEHHS
Ha «ONp».
LLlo6 po3noyaTn poboTy 3 negasito noTpibHo:

®  MiAKNIOYUTM NeAasb A0 anapaTa B PO3'eM A48 KHOMKM Ha Ma/lbHAKY;

e nepeBecTu anapaty pexwum poboTu 3 negannto "BUTTON MODE" => "PED;

e  BCTAHOBWTW MapaMeTpu PeXUMy 3BaplOBaHHS.
Mpumimka. Taki napameTpu sk: «4ac HapocTaHHA», «Hac cnagy», i «CTpym 3aBepLUeHH:»
BCTAQHOBJIOBATW He MOTPIOHO, OCKiNbKM BOHM He GepyTb yyacTb y MpoLeci 3BaptoBaHHS.
MNeaans mMoxHa BukopucToByBaTn B pexmmax TIG AC ta TIG DC, a Takox pasom i3
iMAYAbCHUM PEXUMOM.

GX16 5pin «mama»
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Cxema po3’emy Ha nedani
51— nidKkNtoYeHHA KHONKU NanbHUKa
R1 — nidkntoyeHHs nomeHyiomempa 10 kOm

5. PYYHE AYTOBE 3BAPKOBAHHA NOKPUTUM EJIEKTPO/J0OM (MMA)
Ans Toro, wob posnoyatn poboty B pexxumi MMA, noTpi6Ho:
- NpuegHaTH kabesib TpuMaya efnlekTpoga A0 po3'emy «-» (B), a kabenb Tpumaya macu —
40 po3’emy «+» (A). MNpu LbOMY BCTAHOB/IOETHCA MPAMa MNONAPHICTb 3BaPIOBAHHS;
- NiAKNOUYUTU MEPEXEBUI LITEKEP A0 MEPEXi XMNBNEHHS;
- MepexeBUM BUMUKAY, MEPEBECTU Y NONOXKEHHS «I»;
- 3a gonomoroto kHonku «Mode» (1) BMbpaTu Ha anapaTi pexum MMA;
- BCTAHOBUTW OCHOBHWI 3BaptOBasIbHUM CTPYM;
- HaNalWTyBaTU J0AaTKOBI MapameTpu pexumy;
- HATUCHYTK KHOMKY «Enter».
MoxHa NpucTynaTn 40 3BaploBaHHS.

5.1 Lijuknorpama pexxumy 3BaploBaHHA NOKpUTUM enektpogom MMA
YMOBHi NO3Ha4YeHHs:

Ic — cTpyMm rapsivoro cTaprTy;

Tc—vacrapayoro ctapTy;

|38 — OCHOBHUM 3BapOBa/IbHUN CTPYM;

B — 6anaHc nonspHoCTi iMMybCiB;

F —yvacToTa imnysabcis;
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[N — HUXXHIM 3BaptOBasIbHUI CTPYM IMITY/IbCIB.
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Tunosa yuknozpama pobomu MMA+pulse

Mpvknaj BUKOPUCTAHHSA IMMY/IbCHOIO PeXumy:

YBIMKHITb anapaT, nepektouiTe pexum 3saptoBaHHa MMA DC, HanawTymTe OCHOBHI
napameTpu HaCTyMHUM YNHOM:

1. "OCHOBHUI CTPYM" — OCHOBHUI 3BapOBa/IbHUN CTPYM, 100 A.

2. "BanaHc nyabcis" — 6anaHc dopmu iMnynbcis, 50%.

3. "YHactoTa nyabc." —yacToTa iMnyabCis, 50 'y,

4. "HUXHI cTpyM" — HUXHIN cTPyM (iMAy/IbCHUI pexum), 50 A.

5. "AHTM3anmnanHa" — ON.

6. "Mapauum ctapT" — 50%.

7. "®opcax ayru" - OFF.

8. "Pexum nynbcis" — BKJ1abo BUMK

3BEPHITb YBAIY!! Ana Toro, wob akTMBYBaTWU iMMYy/NbCHUI pexXuM, HeobxigHo
3MIHWMTK 3HaYyeHHA napameTpy «Pexwum nynbcie» Ha «BKJl», nicaa yoro iHAnKaTop 8 Mae
3MIHUTUM 3HaYyeHHs Ha «P» (iMMyAbCHUIA pexum yBiMKHeHO). IHAukaTop "W" Mmae
nigceivyBatmnca 4epBOoHMM. [licas LbOro MOXHa MOYMHATM 3BaptoBaHHA. Ha novaTtky
npouecy cTpym byae 36inblwyBaTnca go 150 A ("Mapsuumi ctapT") s ctabinbHoro nignany.
3BapioBasbHa Ayra B Mpoueci Ko/aMBaTUMeTbCs B aMnaiTyai Big 100 A go 50 A 3
NepioANYHICTIO 50 KO/IMBaHb 3a 1 CcekyHAy. [laHi napaMeTpu BCTAaHOBAIOIOTLCA Y Pi3HUX
CUTYaL,ifX NO-Pi3HOMY, BiZANOBIAHO 40 BUMOT 3BapOBasIbHMKa.

5.2 OyHKLif 3BaploBaHHA NOKPUTUM €/1eKTPOAO0M 3MiHHUM cTpyMom MMA AC

Lis $yHKUiA BUMKOPUCTOBYETBCA Y BUMAAKax, KOAM HEOOXiAHO YHWKHYTWU BR/MBY
MarHiTHOro AyTTS Ha Ayry NP 3BaploOBaHHiI MOKPUTUM €/1eKTPOSOM.
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[Jnsa aktmBauii 4aHoil yHKL T HeobXigHO 3MIHUTK 3HaYeHHs napameTpa «PIJ CTPYMY»
Ha «AC». Micas uboro, 3BaptoBaHHs byge BiAbyBaTUCA 3MIHHMM CTPYMOM 3 YacToTot 5001,
Ta 6asaHcom nonspHocTi 50%.

6. BBEAEHHSA B EKCMIYATALLIKO
YBATA! Mepes BBeAeHHSIM B eKCryaTauitlo npountante posgin ,MpaBuna TexHiku
6esnekn”.

6.1 BUKOpUCTaHHSA 3rigHO 3 NPU3HaYeHHAM

3BapiloBasibHWI anapaT NPU3HAYeHWUM BUKJIIOYHO fJ151 PYYHOrO fyrOBOrO 3BaptOBaHHS
WTYYHMM eNeKTPOAOM, a Takox A1 TIG 3BaprtoBaHHA B cepe0BULLi aproHy.

IHWe BWMKOPUCTAHHA anapaTa BBAXAaE€TbCA TakMM, WO He Bi4MNOBIAA€E NPU3HAYEHH!O.
BupobHuk He Hece BiANOBIAANbHOCTI 3@ 36UTKK, CNPUYMHEHI BUKOPUCTAHHAM anapaTa He
33 NPU3HAYEHHAM.

BUKOpUCTaHHS 3rijHO 3 MpM3HAYeHHsAM nepeabavyae AOTPUMAHHSA BKa3iBOK LbOro
nocibHuKa 3 ekcnayaTauii.

6.2 Bumora g0 posmileHHs

3BaploBasibHMA anapaT MOXHa pO3MilllyBaTW Ta eKCrayaTyBaTU Ha BiAKPUTOMY
noBiTpi. BHyTpilWHi enekTpuuHi AeTani anapaTta 3axuueHi Big 6e3nocepesHboro BNANBY
BOJIOM M.

YBATA! Anapat nic/1s1 CMIbHOTO NaAiHHSA Moxe ByTu Hebe3neyHUM XuUTTs, TOMy Moro
HeobxigHO BCTAHOB/IIOBATM Ha TBEPAIN CTiMKiN MOBEPXHI.

HeobxigHo po3miwyBaTi anapaT Tak, Wwob 3abesnevyBaBca He3nepellkogHUI BXij

Ta BWXif OXOJI0AXYIOHOro MOBITPS Yepe3 BEHTWASALIVHI OTBOPU Ha MepeAHil Ta 3a4Hin
naHensx. Cnigkyite 3a TuM, Wob6 MeTaneBui nua (Hanpukaag, MpuU HaxzayHOMY
widyBaHHI) He 3acMoKTyBaBcs 6e3nocepeiHbO B anapaT BEHTUASTOPOM OXOJIOZXKEHHS.

6.3 MiakN04YeHHA A0 MepeXi
3BaploBasibHUIM anapaT Yy CepiMHOMY BWKOHaHHI PO3paxoBaHWM Ha MepexeBy
Hanpyry:

1. 190-260B ana mogeni ProTlG-200 AC/DC. YBATA! lNMpu sukopuctaHHi ProTIG-200
AC/DC 3 Hanpyrow >XuBJeHHA Buuie 300B Bci rapaHTiiHi 3060B'A3aHHsA BMpoOHMKA
BTpayatoTb cmay!

2.380-400B ans mogeni ProTIG-315-400V AC/DC.

MepexeBuit po3'eMm, nepepi3 KkabeniB Mepexi XWMBAEHHS, a TaKOX MepexHi
3anobiXHWKM NOBMHHI BUOMPATUCA BUXOASUM 3 TEXHIUHMX AaHWX anapaTa.

6.4 MigknioueHHA MepeXxxeBoro wrekepa

YBATA! MepexeBuin LUTEKep MOBUHEH BiAMOBiZaTW HAMPY3i XUBAEHHA Ta CTpymy
CNOXWBAHHA 3BaplOBa/sIbHOro anapaTy (4MB. TeXHiYHI AaHi). BignoBigHO A0 TexHiku
6e3neku, BUKOPUCTOBYIMTE PO3ETKM i3 FrapaHTOBaHUM 3a3€M/IEHHSAM.
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7-Aorngaa TA TEXHIYHE OBC/IYTOBYBAHHA

YBATA! Tepes TuM, 6K BIAKPUTM anapaT, HeobXifHO BWMKHYTWM MOro Ta
BiZ'€AHATM Big Mepexi XuBaeHHs. HeobxigHO AaTn MOXJIMBICTb PO3PAANTUCS BHYTPILWIHIM
NaHutoraMm anapaTa (Npuban3HO 10 XB) i TiNbKM MiCASA LbOro BUKOHYBATW iHWI Ail. Akwo
3anuWwaeTe poboye Micle, BCTAHOBITb TabMuKy, ika 3a60pPOHSIE BMUKAHHS.

[na Toro, wob 36epertn anapaTt npauesgaTHMM Ha HaraTo pokiB, HeobXigHO
AOTPUMYBATUCA BiAMNOBIAHMX MPaBWU/ 3 eKCrnyaTauil Ta NPOBOAUTM IHCMEKLLIO 3 TeXHIKK
6e3neku B 3agaHi iHTepBanu Yacy (4vB. po3ain "BkasiBku 3 TexHiku besnekn").

8. MPABWJIA 3BEPITAHHA
3aKoHCepBOBaHMIM Ta ynakoBaHMM anapaTt 36epiratm B ymoBax 36epiraHHs 4
3rigHo TOCT 15150-69 NPOTAroMm 5 poKiB.
Po3koHcepBOBaHMI anapaTt NOBMHeH 36epiraTncs B CyXmnx 3aKpUTUX NPUMILLEHHSX
npu TemnepaTypi NOBITPs He HUxYe natoc 5 °C. Y npuMilLeHHAX He NoBMHHO ByTW napis
KMC/IOT Ta iHWMX aKTUBHUX PEYOBMH.

9. TPAHCINMOPTYBAHHA
YnakoBaHWI anapaT MOXe TPaHCMopTyBaTUCA yciMa BWAAMM TPAHCMOPTY, WO
3abe3neyytoTb MOro 36epexeHHs 3 AOTPMMAHHSM NPaBWA NepeBe3eHb, BCTAHOB/IEHUX A5
TPaHCMOPTY AAHOT0 BUAY.

10. TEXHIYHI AAHI
YBATA! fkuwo axepeso po3paxoBaHe Ha cnelia/ibHy Hanpyry XWBAEHHS, MOro
TeXHiYHi JaHi HaBeZeHi Ha ifeHTUdIKaLiMHOMY WUTKY Ha 3a4Hin naHeni. B ubomy Bunaaky
MepexeBUI lTekep, MepexeBui kabesnb cnig BubupaTn BigMOBIAHO A0 Hanpyru, wWo
BMKOPUCTOBYETLCS.

ProTIG-315-400V
MapameTtpm ProTIG-200 AC/DC AC/DC
. N . 3x380
HomiHanbHuM cTpym mepexi 50/60 'y, B 230 3X400
Mexi 3MiHK Hanpyru mepexi, B 190-260 +10%
KKZ (npn HomiHanbHOMY cTpyMi), % >80% >80%
Mexi perynioBaHHA  3BaptoBaNbHOMO
5—200 10 —315
cTpymy, A
3BaptoBanbHuUin ctpym (DC) npu:
0% TH
o ; 4oog/ TH 200 325
5 X8 /10070 126 180
Makc. cnoxwmsaHa NoTyXHicTb, KBA 6,3 13,5
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HopmanbHa poboya Hanpyra, B:

- MMA 20,4 —26,8 24—32
-TIGAC/DC 10,4 —18 12-18

11. KOMIJIEKT MOCTABKU

1. AproHoAyroBui iHBEpPTOp 3 MepexeBnM Kabesem —1uwrT,;

2. AproHogyroBuii nanbHuk ABITIG 3 nositpsHum (014 ProTIG-200 AC/DC) abo
PiIAVHHUM (015 ProTIG-315-400V AC/DC) OXONOAXEHHAM, 4 M —1WT,;

3. Kabenb 3BaptoBanbHuUI 3 kaemoto «Maca» ABICOR BINZEL, 3m —1WT,;

4. IHCTpyKUiA 3 ekcnayaTauii —awT,;

5. PemiHb gns nepeHocku Ha naevi (ana ProTIG-200 AC/DC) —1WT,;

6. ®ipmosuit roppokopob PATON —1WT,;

7. LUBWAKO3HIMHWIA NTHEBMOpPO3'eM, 8 MM —1ur.

12. MPABUIA 3 TEXHIKU BE3MNEKA
3ATAJIbHI MONOXXEHHA
3BaptoBasibHUI  anapaT BWUIOTOB/EHWM BIAMNOBIAHO A0 TeXHIYHMX CTaHAapTiB Ta
BCTaHOB/IEHMX NpPaBu/ TexHiku be3neku. MNpoTe Npu HenpaBUAbHOMY NMOBOZXEHHT BUHUKAE
Hebe3neka:
- TpaBMyBaHHs 00C/1lyroByOYOr0 NMePCOHay UM TPETbOI 0CobY;
- 3anoAiAHHA LWKOAM CAMOMY anapaTy 4M MaTepialbHUM LLiHHOCTAM MNi4NPUEMCTBA;
- nopyLeHHs edpekTMBHOrO poboyoro npouecy.
Yci ocobu, ki nos's3aHi 3 BBeJeHHAM B eKCrayaTauilo, KepyBaHHAM, AOrAsAoM Ta
TexHi4YHMM obcnyrosyBaHHAM anapaTy NOBUHHI:
- MpOWTU BiAMNOBIAHY aTecTau,ito;
- MaTW 3HaHHSA 3 3BaplOBaHHS;
- TOYHO AOTPUMYBATUCH LLiET IHCTPYKL,iT.
HecnpaBHocTi, siki MOXYTb 3MeHLWNTK He3reky, NOBUHHI ByTW TEPMIHOBO YCyHeHi.

OBOB'A3KUN KOPUCTYBAYA

KopuctyBau 3060B's3yeTbcs gonyckaTn J0 pobiT Ha 3BaptoBasibHOMY anapaTi sumuwe ocib,
AKi:

- 03HaMOMWANCA 3 OCHOBHUMMW MPaBU/aMU TeXHiIKM 6e3neku, NPOMLAMN HaBYaHHS 3
BUKOPUCTaHHS 3BaptoBasibHOro 061aHaHHS;

- npounTann po3ain «MpaBuna TexHikn Ge3snekm» Ta BKasiBKM LWOAO HeObXigHUX
3anobiXHUX 3aX04iB, HaBeAEeHUX Y LLbOMY MNOCIGHUKY, Ta NIATBEPAUTHM LLe CBOIM MiZMUCOM.

OCOBWUCTE 3AXNCHE OCHALLLEHHA

[ns ocobuctoro 3axncty ocobu, siki NoB'A3aHi 3 BBEAEHHAM B €KCNyaTaLlilo, KepyBaHHSM,
AOrNSA0M Ta TeXHIYHUM 06CyroByBaHHAM anapaTy NOBWHHi:

- HOCWUTK MillHe B3yTTs, W0 36epirae i30/10t04i BAACTUBOCTI, Y TOMY YMC/i Yy BOAOMUX
ymoBax;
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- 3axumLLaTV PyKW i301I0I04NUMM PyKaBUYKaMK;

- O4i 3axXMWATU 3aXMCHOK MAacCKOK 3 BIAMOBIAHMM CTaHAapTaM TexHikn besneku
binbTpom NpoTH yAbTpadio1eToBOro BUNPOMIHIOBaHHS;

- BMKOPUCTOBYBATM TifbKM BiZiNOBiJHUIN BaXKO3aNMUCTU oA AT

HEBE3MNEKA WKIAJNBUX T'A3IB | BAMNAPIB

- AWM i WKIAAMBI rasu, WO BMHMKAOTb B MpOLECi ekcnayaTalil anapaTy BUAAANTK 3
poboyoi 30HM cneLiasbHUMK 3acobamy;

- 3abe3neunTn 40CTaTHIN NPUNAMB CBIXOrO NOBITPS;

- napy PO3YMHHMKIB HE MOBUHHI NOTPANIATU A0 30HM BUNPOMIHIOBaHHS 3BaptOBa/IbHOI
AyTI.

HEBE3MEKA BU/IbOTY ICKOP

- 3alMuUCTi npeaMeTn HeobXiAHO BUAANNTU 3 poboyoi 30HY;

- He ZOMyCKalTbCs 3BaptoBasibHi PobOTM Ha €EMHOCTSX, Yy fAKMX 3bepiraloTbCs uum
36epiranuncs rasu, nanbHe, HapTONPOAYKTU. € Hebe3dneka BUDbYXyY 3a/MLIKIB LLUX NPOAYKTIB;
-y noxexoHebesneuHunx Ta BuOyxoHebe3neUHWX MPUMILLLEHHAX AOTPUMYBaTUCh
0cob1MBMX NpaBu, BiAMNOBIAHO A0 HaLiOHaNbHMX Ta MiXXHaPOAHUX HOPM.

HEBE3MEKA HAMPYIU MEPEXXI )KUBJIEHHSA | 3BBAPIOBAJIbHOI'O CTPYMY

- YPaXeHHs eNeKTPUYHUM CTPYMOM MOoXKe ByTn cMepTenbHUM;

- CTBOPEHi BUCOKOYACTOTHUM CTPYMOM MarHiTHi MO/A MOXYTb HEraTUBHO BMJ/MBaTH Ha
npaLes3aaTHICTb efleKTponpuaagis (Hanpuknag, kapgioctumynstop). Ocobu, ski mawoTb
Taki NpuaaaW, MOBUHHI MOPaAUTUCA 3 JiikapeM, mepl Hix Habamxatucs go pobouoro
3BaploBa/IbHOr0 ManAaHuMKa;

- 3BaploBasbHUIM Kabenb Mae OyTM MILHWM, HEMOLWKOAXEHUM Ta i30/1bOBAHUM.
OcnabneHi 3'e4HaHHA Ta NOLWKOAXEHUN Kabesb HeobXifgHO HeramHo 3amiHUTU. Mepexesi
kabeni Ta kabeni 3BaptoBasIbLHOrO anapaTy NMOBUHHI CUCTEMATUYHO NepeBipATUCE daxiBLeM
€/1eKTPMKOM Ha CNpaBHICTb i30aaLi;

- MiZ, Yac BUKOPUCTaHHSA 3aBOPOHSAETLCSA 3HIMaTLM 30BHILLHIM KOXYX anaparTa.

HE®OPMAJIbHI 3AXO AN BE3MNEKU

- IHCTpyKUilo 3  ekcnsyaTauii HeobxigHo nocTiMHO 36epiratm nobamsy micusa
3aCTOCYBaHHSA 3BaploBa/IbHOro anapary;

- AOAATKOBO A0 iHCTPYKLiT HEOBXiAHO 4OTPUMYBATUCh YMHHUX 3arasibHUX Ta MicL,eBUX
npaBuA TexHiku 6e3neku Ta ekonorii;

- BCi BKa3iBKM Ha 3BaptoBasIbHOMY anapaTi TpUMaTu B YuTabeslbHOMY CTaHi.

B/TYKAIOYI 3BAPIOBAJIbHI CTPYMU

- HeobXigHO CTeXMTU 3a TUM, Wob knema kabento «Macu» Byna MiLHO NpUEAHaHa A0
MiCL5 3BaplOBaHHS;
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- MO MOX/IMBOCTI He BCTAHOBJ/IOBATM 3BaploBasibHWUMA anmapaT 6e3nocepeAHbO Ha
€/1eKTPOnpoBigHe MOKpUTTS Migaorn abo poboyoro cTosly, BUKOPUCTOBYBATU i30/10t0Mi
NPOKNAAKMN.

3AXOAM NONEPEAXEHHA Y 3BUYANHNX YMOBAX
LLloHariMeHIWe OAWH pa3 Ha TWX/AeHb HeobXiZHO MepeBipsATM anapaT Ha 30BHiLUHI
MOLIKOAXeHHS Ta GyHKLiOHYBaHHS 3anobidXXHMX NpUCTPOIB.

13. FTAPAHTIVHI 3060B'SA3AHHS

KomnaHia «MATOH IHTEPHELLUH/1» rapaHTye cnpaBHy poboTy aAxepena
3BapIOBa/IbHOrO CTPYMy 3a YMOBM JAOTPUMaHHA CNOXMBA4YeM YMOB ekcnayaTauil,
36epiraHHA Ta TPaHCNOPTYBaHHS.

YBATIA! Be3koluTOBHe rapaHTiiHe 06c/1lyroByBaHHS BiZCYTHE MiZ YaC MeXaHiYHUX
MOLKOAXEeHb 3BaploBa/IbHOro anapary!

ProTIG-200 AC/DC 2 poku
ProTIG-315-400V AC/DC 1 pik

OCHOBHWI rapaHTiMHWI Nepiog 00UYUCIIOETLCA Bif AHA NMPOAAXY iHBEPTOPHOro
ob1aZHaHHA KiHLLeBOMY NMOKYyMLesi.

MpoTAroM OCHOBHOFO rapaHTIMHOro nepiogy npojaselb 3060B'A3yeTbCS
6e3KOLWTOBHO A1 BAaCHMKa iHBepTOpHOro obnagHaHHs PATON:

- 3pobuTU AiarHOCTUKY Ta BUSBUTU NMPUYMHY NOJOMKM;

- 3abe3neynTn HeObXiAHUMM ANS BUKOHAHHSA PEMOHTY By3/1aMU Ta efleMeHTaMy;
- npoBecTy poboTH i3 3aMiHM e/IeMeHTIB i By3/1iB, LLO BUWLLAW 3 NaAY;

- MPOBECTM TECTYBaHHS BiipPEMOHTOBAHOIO 06134 HaHHS.

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

- 3 MeXaHiYHMMMK MOWKOAXEHHAMM, WO BMJANHYAM Ha MpauesfaTHICTb anapaTty
(aedopmallia koprnycy Ta AeTasel yHacNiAOK MajiHHA 3 BMCOTM abo magiHHS Ha
06/1aiHaHHS BaXKMX NpeAMeTiB, BUNajaHHA KHOMOK Ta po3'eMiB);

- 3i cnigamm Koposii, Lo CIpUYMHUIA HECNPABHUN CTaH;

- WO BMMLIAO 3 SIaZY Yepes BrJIMB Ha MOro CU/IOBI Ta €/1eKTPOHHI e/1eMEHTU 3HAYHOI
BOJIOTY;

- WO BWWLWIO 3 NaZy Yepe3 HAKOMUYEHHS BCepeAMHi CTPYMOMPOBIAHOrO MWy
(BYrifibHUI NA, MeTaneBa CTPYXKa Ta iH.);

- y pasi cnpobu caMoCTiMHOrO PeMOHTYy oro By3/iB Ta/abo 3aMiHU enekTPOHHMX
eNleMeHTIB;

PekomeHAy€eTbCA, 3an€XHO BiZ YMOB eKkcnayaTauil, OAMH pa3 Ha NiBpOKy, 3aA14
YHUKHEHHA BUXOAY anapaty 3 Jajy, MPOBOAUTU YMCTKY BHYTPILIHIX e/leMeHTIB i By3/iB
AaHoro ob6a1aZHaHHA CTUCHEHUM MOBITPAM, AJ1S1 YOrO HEOOXiAHO 3HATU 3aXMCHY KPWULLKY.
YuweHHs HeobXiZ4HO NMPOBOANTU akypaTHO, YTPUMYIOUM LWIAHT KOMMpPecopa Ha AOCTaTHIN
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BiZ|CTaHi, 33419 YHUKHEHHS MOLIKOXEHHS NMaNKy eNeKTPOHHUX KOMMOHEHTIB | MeXaHiYHMX
YaCTUH.

TaKoX OCHOBHIi rapaHTilHi 3000B'A3aHHS He MOLWMPIOOTLCS HA 30BHILLHI €1eMEHTH
obnagHaHHA, Wo BuUAWAM 3 Aagy, WO nNigAaloTbCs  Gi3MYHOMY KOHTaKkTy, Ta
CYyNyTHI/BUTpaTHi MaTepiany, npeTeHsil 3a AKUMKU NPUAMAIOTLCS He Mi3Hile ABOX TWUXHIB
nicas npogaxy:

- KHOMKA YBIMKHEHHS T8 BUMUKaHHS;

- PYYKM perytoBaHHS 3BaploBasibHMX NapaMeTpiB;

- po3'eMu nigkatoyeHHs kabenis Ta pyKkaBsis;

- PO3'eMM yNpaBAiHHS;

- mMepexeBui kabesib Ta BU/IKa MepexeBoro kabesto;

- PyyYKa ANSi NepeHeCceHHs, peMiHb Ha nJiedi, keinc, Kopobka;

- eN1eKTPoA0TPMMAY, KeMa «Macu», NajbHUK, 3BaptoBa/ibHi kabeni Ta pykaBu.

Mpogaselb 3anuwaEe 3a cobolo NpaBo BIAMOBWUTU Yy HaAaHHI rapaHTiHOro
peMOoHTY, abo BCTAHOBUTUM sIK AaTy MOYaTKy BUKOHAHHS rapaHTiMHWX 3060B'A3aHb MicsLb
Ta pik BUMyCcKy anapaTy (BCTaHOBJIIOIOTHCS 3@ CEPiMHMM HOMEPOM):

- npuv BTpaTi NacnopTa BIaCHUKOM;
- 3a BigcyTHOCTI KopekTHoro abo B3arani OyAb-AKOro 3amMoOBHEHHS MacrnopTta
npojasLeM Mij Yac Nnpojaxy anaparTy.

FapaHTiMHWUIN TepMiH MPOAOBXYETLCS, Ha TEPMiH rapaHTiMHOrO 06C/yroByBaHHS
anaparty B CepBiCHOMY LLeHTpi.
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1. GENERAL PROVISIONS
Argon-arc inverter PATON ProTIG-200/315-400V AC/DC designed for arc welding
in the following modes:
-TIG AC/DG;
- TIG MIX (AC/DC);
- MMA AC /DG;
-SPOT AC/DC.

This is the best offer for AC/DC welding of a wide range of materials like
aluminum, aluminum alloys (TIG AC mode), parts and materials of steel, non-ferrous
metals and copper alloys (TIG DC mode). The machine can also be used for spot welding
(SPOT mode) and welding by artificial coated electrodes (MMA mode). The inverter
provides an excellent ignition and a constant stable arc, a high-quality weld and an ease of
operation.

Mian advantages:

16. Contact and contactless (built-in oscillator) arc ignition.

17. Memorizing up to 10 welding modes adjusted by user.

18. 2-stroke and 4-stroke mode of button operation on the torch (2T/4T).

19. Pedal support for smooth welding current regulation.

20. PULSE function in TIG AC/DC and MMA modes.

21. TIG Lift, Double Pulse and Remote Control functions for argon-arc welding (TIG).

22. Increased reliability of the machine in the conditions of dusty production.

23. Availability of spot (cold) welding mode — SPOT.

24. Thermal protection system at all key units of the machine.

25. All electronics in the machine is impregnated with two layers of high-quality
lacquer that provides the reliability of the product throughout the whole service
life;

26. Smooth adjustment of welding parameters;

27. Arc burning stabilization in TIG AC/DC modes.

28. Adaptive control of the fan and the speed of rotation depend on the temperature
of the machine.

29. Modern digital interface with a LCD color display that allows a convenient
adjustment of the machine for the required welding mode.

30. Support for three interface languages:

- Ukrainian;

- English;

- Russian.
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Basic characteristics

ProTIG-200

ProTIG-315-400V

1. Electric power 50/60Hz, V 230 (190-260) 380 (+/-10%)
2. Welding current 5-200A 10-315A
3. Basic operation mode TIG AC/DC TIG AC/DC
4. Additional operation modes MMA, SPOT MMA, SPOT
4.1 Interface languages UA, ENG, RUS UA, ENG, RUS
5. Protection rate P23 P23
6. Efficiency not less than 80% not less than 80%
7 Maximum supply power, kW 6.3 13.5
8. MMA mode, A 10 - 200 10 —315
9. TIG AC/DC mode, A 5- 200 10-315
10. Idling voltage, V 60 - 80 8o
Load duration
11. 100% (DQ) 126 A 180 A
12. 40% (DC) 200 A 315 A
13. 100% (AQ) 140 A 200 A
14. 50% (AC) 200 A 315 A
General parameters
15. Contactless arc ignition + +
16. Welding current indication + +
17. Memorizing modes 10 programs 10 programs
18. Arc burning stabilization + +
19. Pulse function in TIG AC/DC, MMA, SPOT +
20. TIG Lift function +
21. Double Pulse function +
22. Button mode on the torch, TIG AC/DC 2T, 4T 2T, 4T
22. Ability of pedal connection + +
22. Remote Control function in TIG AC/DC + +
Cyclogram parameters in TIG AC/DC modes
23. Shielding gas supply time before welding, s 0.1-25 0.1-25
24. Regulation of starting current, A 5-185 10 - 300
25. Regulation of current rise time, s 0-15 0-15
26. Regulation of downslope time, s 0-25 0-25
27. Regulation of end current, A 5-185 10 - 300
28. Shielding gas supply time after welding, s 0.1-25 0.1-25
29. AC frequency, Hz 15 - 200 15-70
30. Polarity balance in AC welding, % 15 - 90% 15 - 90%
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Pulse function parameters
31 Pulsation frequency, Hz 0.1-200 0.1-200
32. Pulsation balance 15 - 85% 15 - 85%
33. Lower current, A 5-195 10 - 300
RIV mode parameters
34. Spottime, s 0.01-§ 0.01—5
35. Peak current, A 5-200 10-—315
Functions in MMA mode
36. Anti Stick ON/OFF ON/OFF
37. Hot Start 1-100% 0-100%
38. Arc Force 1-100% 0-100%
Overall dimensions

39. Dimensions (LxXWxH, mm) 4,65X150X350 585x282x387
40. Weight, kg 12.5 23

3. SYMBOLS OF CONTROL ELEMENTS, ADJUSTMENT OF MACHINE
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Control bodies of the machine
1 - button "Mode” — switching welding mode;
2 - button “Program” — selection of user program;
3 — button “Enter” — saving the set up parameters of welding mode in memory of the
device;
4 — button “"Up” — changing the parameter value (higher);
5 — button “"Down” — changing the parameter value (lower);
6 — button “"Right” — selection of welding parameter;
7 — button “Left” — selection of welding parameter;
8 — LCD-screen;
9 — Socket for connection of torch button or pedal;
10 — Fitting for connection of gas hose on the torch;
11 — Coolant flow relay connector;
12 — Button/automatic switching on/off the device;
13 — Cable for connection of the device to electric mains;
14 — Fitting for connection of shielding gas cylinder;
15 — Socket for power of autonomous cooling unit (400 V);
16 — Location of the grounding cable connection;
A — Power socket, “+” (red colour);
B — Power socket, «-» (black colour).
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Device control panel
Buttons:
1 - switching welding mode;
2 —selection of user program;
3 —saving of welding mode into memory;
4 — setting up the parameter (higher);
5 — setting up the parameter (lower);
6 — selection of welding parameter;
7 — selection of welding parameter;
LCD screen —designed to display welding mode parameters:

OCHOBHUN CTpPYyM

Basic indicators of machine display
10. Displaying welding mode, switched with the button "Mode", may be:
- TIG AC manual argon-arc AC welding with a non-consumable tungsten electrode;
- TIG DC manual argon-arc DC welding with a non-consumable tungsten electrode;
- MMA manual arc DC or AC welding with a coated consumable electrode;
- SPOT — mode of welding in spots or in short welds.
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11. The user's program number is displayed, switched by the button «Program" (2),

the maximum number of saved programs is 10 units.

12. Description of the actual parameter is displayed. Each mode has its own set of

parameters, switched by the buttons "Right" (7) and "Left" (6).

13. The values and units of measurement of the selected parameter are displayed. The

parameter value changes by the buttons "Up" (4) and "Down" (5).

14. Indicators of the machine status:

- «To» indicator of the temperature state of the most heated parts of the machine. The
red color of the indicator signals overheating of the machine and it is necessary to wait until
it cools down, after which the indicator will change color to green again;

- «W» indicator of the welding process. If the indicator has a blue color, it means that
the welding process (pressed button on the torch) runs on, and in this case regulation of all
parameters is not available. Warning!!! To start the welding process in MMA mode, after
setting up the parameters, the button «Enter" (3) should be pressed.

- «V» autonomous cooling unit liquid flow indicator. The red color of the indicator
means either lack of connection of the machine to the autonomous cooling unit, or lack of
coolant flow. Warning!!! If the liquid flow indicator glows red, welding in TIG mode is not
available.

In order to be able to operate the device with TIG-torches with air cooling at a
welding current of up to 140 A, it is necessary to switch off the relay of the coolant flow. For
this it is required to:

1) switch off the device;

2) press and hold the button «Enter» (3) switch on the device;

3) hold the button "Enter" pressed until the inscription «Cooler OFF» appears on the

screen (8);

4) Release the button «Enter».

After that, the liquid flow indicator will change the color to blue. This means that now it is
possible to use torch with air cooling. To switch on the liquid flow relay, it is necessary to
repeat the abovementioned steps, as a result of which the inscription «Cooler ON» will
appear on the screen.

15. The cyclogram of selected welding mode is displayed, for each mode the

cyglogram is different.

16. Indicator of the selected mode of torch button operation: 2T, 4T, or PED ( pedal

mode).

17. Indicator of pulsed mode:

- «P» pulsed mode switched on;

- «N» pulsed mode switched off.

18. Indicator of saving the program adjusted by the user. Displaying the letter "S"

signals that this program is saved into the memory of the device.

3.1 Symbols of all welding modes parameters
1. «Button mode» — mode of button on the torch: 2T/4T/ PED;
2. «Preflow» — time of preblowing by shielding gas;
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3. «Start current»;

4. «Rise time» — time of current rise;

5. «Main current» — main welding current;

6. «Fall time»;

7. «Finish current» (crater rewelding current);

8. «Postflow» — time after blowing;

9. «Balance AC»;

10. «Frequency AC» ;

11. «Pulse mode» — switching on/off pulsed mode;

12. «Pulse balance» — balance of pulses shape;

13. «Pulse frequency» — frequency of pulses;

14. «Low current» — lower current in the pulsed mode.

15. «Remote control» — remote regulation of current on the torch;
16. «TIG Lift» — switching on the contact arc ignition in TIG mode;
17. «Double pulse» — switching on the function of double pulse;
18. «Pulse time» — welding time in SPOT mode;

19. «Main current» — main current in SPOT mode;

20. «Pause time» — pause time in SPOT welding mode;

21. «Current type» — change of current type: AC or DG;

22. «Antistick» — function for counteraction of electrode sticking;
23. «Hot start» — function of improving the electrode ignition;
24. «Arc force» — function of welding arc burning stabilization.

3.2 Reset the machine to factory settings
To reset all saved programs in all modes to factory settings it is required to:
- switch off the device;
- press and hold the button «Program" (2);
- switch on the machine.
When resetting is completed, on the screen "Reset done" will be written.

3.3 Choosing the interface language
To change the interface language of the device it is required to:
- switch off the device;
- press and hold the button «Mode" (2);
- switch on the device;
- without releasing the button «Mode" (1), select the required language with the
buttons "Right" (6) and "Left" (7);
- release the button «Mode" (2).

4. MANUAL ARC WELDING WITH A NON-CONSUMABLE ELECTRODE IN THE
INERT GASES ENVIRONMENT (TIG AC/DC)

In order to start welding in TIG AC/DC mode it is required to:

- connect torch to source socket of black colour «-» (B);
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- connect gas socket to fitting 10;

- connect torch button socket to socket g;

- connect gas hose to fitting 14;

- connect cabel with the «mass» terminal to red socket «+» (A);

- connect clamping device of the mass to the product;

- connect network plug to power mains;

- switch the mains button/automatic 12 to the position «I»;

- select TIG AC or TIG DC mode on the device by the button «Mode» (1);
- set additional parameters of the mode.

WARNING! After the mode is set up, the device is ready for operation. Pressing the
torch button starts the welding process and in the first seconds the oscillator for high-
frequency arc ignition starts running. At this moment, it is necessary to be especially careful
because of high voltage.

4.1 Cyclogram of TIG AC welding

Symbols:

- Tp - blowing time before welding. Required for preblowing of a welding zone, torch
nozzle, guaranteed protection before arc ignition;

- |c - starting current. After preblowing, the arc is ignited on the starting current and
during Tp it rises to I3B and is used mainly for smooth heating of the workpiece edge to
prevent its flashing;

- Tn—current rise time;

- I3 — main welding current;

- Tc - welding downslope time; After the end of welding, the main welding current is
gradually reduced to Izk within Tc. Itis used for crater rewelding.

- Izk — end current (crater rewelding);

- B —balance of pulses polarity;

- F—pulses frequency;

- In—lower welding current of pulses.

Duirng AC welding, the cyclogram is complicated, because AC parameters are added:

- B—balance of pulses polarity;

- F — welding current frequency. In manual arc welding machinees, this parameter is
usually adjusted within 20 - 200 Hz.

AC frequency can be increased or decreased within acceptable limits. This parameter
allows the welder to provide larger control over the arc by focusing the arc across the width
so as to be able to weld in hard-to-access places (angles). As well as for welding of thin
products.
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Typical cyclogram of operation of 2-stroke mode (TIG AC/2T)

In modern torches for manual TIG welding, there is a button for control of the
welding process connected to the device. Let us consider the operation of 2-stroke mode.

2-stroke mode: after pressing the button, it is blown by shielding gas before
welding and a smooth rise in the current to the specified value during Tp occurs. After
releasing the button, the set current is gradually reduced to the end current over the time
Tc, after which its postblowing with shielding gas occurs.
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Typical cyclogram of operation of 4-stroke mode (TIG AC/4T)
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4-stroke mode: after the first pressing and holding the button, the welding
process begins. It is blown before welding and ignition of the arc on the starting current
occurs, the starting current will be stored as long as the button is pressed. After releasing
the button, the starting current will increase smoothly to the specified value over the time
Tn. After the repeated pressing of the button and holding it, the set current will go down
smoothly to the end current during the time Tc, and will remain at this level until the button
is pressed. After releasing the button, the arc will extinct and postblowing with the
shielding gas will occur.

The welder chooses the button mode personally depending on the welding
conditions.
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Typical cyclogram of operation of 2-stroke mode with the «pulse» (TIG AC/2T+pulse)
function
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Typical cyclogram of operation of 4- stroke mode with the «pulse» (TIG AC/2T+pulse)
function

Example of using pulsed mode:

Switch on the device and choose the mode of TIG AC welding. Set up basic parameters as
follows:

1. "Button mode" — mode of the torch button — 2T.
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2. "Preflow"- time before blowing —2s.

3. "Start current"-30 A.

4. "Rise time" —time of current rise — 1.

5. "Main current" — main welding current — 100 A.
6. "Fall time"—1s.

7. "Finish current" —30 A.

8. "Postflow" — time after blowing — 5 s.

9. "Pulse balance" - balance of pulses shape — 50%.
10. "Pulse frequency" — 150 Hz.

11. "Low current" — lower current of pulsed mode — 50 A.
12. "Balance" — 50%.

13. "Frequency" — 5o Hz.

14. "Pulse mode" — pulsed mode, ON.

Pay attention!! In order to activate the pulsed mode, it is necessary to change the value of
the "Pulse mode" parameter to "ON", after which the indicator 8 must change the value to
"P" (pulses mode is on). Also, the "Pulse frequency" parameter should be at least twice as
high as the "Frequency" parameter. In case of failure to do so, the process will be poor.
After that, welding can be started. The value of actual welding current will range from 50A
to 100 A with a periodicity of 150 oscillations per 1 second.

These parameters are set in different situations differently, according to the
requirements of the welder.

4.2 Cyclogram of TIG DC welding

Symbols:

- Tp - blowing time before welding. Required for preblowing a welding area, torch
nozzle, guaranteed protection before arc ignition;

- |c - starting current. After preblowing, the arc is ignited on the starting current and
during the time Tn it rises to 138 and is used mainly for smooth heating of the workpiece
edge to prevent its flashing;

- Tn—time of current rise;

- I3 — main welding current;

- Tc - time of welding downslope; After end of welding, the main welding current is
gradually reduced to Izk within Tc. Itis used for crater rewelding.

- Izk — end current (crater rewelding);

- B — balance of pulses polarity;

- F—pulses frequency;

- In - lower welding current of pulses.
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Typical cyclogram of operation of 2-stroke mode (TIG DC/2T)

In modern torches for manual TIG welding, there is a button for control of the
welding process connected to the device. Let us consider the operation of 2-stroke mode.
2-stroke mode: after pressing the button, it is blown by shielding gas before welding
and a smooth rise in the current to the specified value over Tn occurs. After releasing the
button, the set current is gradually reduced to the end current over the time Tc, after which
its postblowing with shielding gas occurs.
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Typical cyclogram of operation of 4-stroke mode (TIG DC/4T)

4-stroke mode: after the first pressing and holding the button, the welding process begins.
It is blown before welding and ignition of the arc occurs on the starting current, the starting
current will be stored as long as the button is pressed. After releasing the button, the
starting current will increase smoothly to the specified value over the time Tn. After the
repeated pressing of the button and holding it, the set current will go down smoothly to the
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end current over the time Tc, and will remain at this level until the button is pressed. After
releasing the button, the arc will extinct and postblowing with the shielding gas will occur.
The welder chooses button modes personally depending on the welding

conditions. .
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Typical cyclogram of operation of 2-stroke mode operation with "pulse" (TIG DC/2T+pulse)
function
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Typical cyclogram of operation of 4-stroke mode operation with "pulse" (TIG DC/4T+pulse)
function

Example of using pulsed mode:

Switch on the device and choose the mode of TIG DC welding. Set up basic parameters as
follows:

1. "Button mode" — mode of button on the torch — 2T.

2. "Preflow"- time before blowing — 2 s.

3. "Start current" —30 A.
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4. "Rise time" —time of current rise — 1 s.

5. "Main current" — main welding current — 100 A.

6. "Fall time"—1s.

7. "Finish current" —30 A.

8. "Postflow" — time after blowing -5 s.

9. "Pulse balance" — balance of pulses shape — 50%.

10. "Pulse frequency." — 50 Hz.

11. "Low current" — lower current of pulsed mode — 50 A.
12. "Pulse mode" — pulsed mode, ON.

Pay attention!! In order to activate the pulsed mode, it is necessary to change the value of
the "Pulse mode" parameter to "ON", after which the indicator 8 must change the value to
"P" (pulsed mode is on). After that the welding can be started. The value of acting welding
current will range from 50A to 1200 A with a periodicity of 50 oscillations per 1 second.

These parameters are set in different situations differently according to the
requirements of the welder.

4.3 TIG Lift function of arc ignition

This function is used mainly in the cases where there are electric appliances sensitive to
electromagnetic oscillations near the welding area, which can disable the unit of
contactless arc ignition or oscillator, because it generates a powerful high-frequency
electric discharge at the moment of arc ignition.

If TIG Lift function is activated, then the unit of contactless arc ignition will be switched
off and to ignite the arc it is necessary to touch the product with the tungsten electrode.

4.4 Double Pulse function

This function combines conventional low-frequency pulsations of welding current with
automatic high-frequency current pulsations. This makes it possible to improve the quality
and appearance of the weld, to protect the product from overheating, as well as to increase
the efficiency of TIG welding process by increasing the speed of passage. This function is
used when welding thin-walled parts and products of corrosion-resistant austenitic grades
of steels sensitive to overheating, as well as in cases when increased requirements for the
appearance of the weld are specified.

4.5 SPOT welding mode
SPOT —is the mode of welding in spots or in short welds.
This is TIG-welding with a fixed parameter - "Spot time", that allows the welder to
produce many similar spots or welds.
Let us consider the example. Let us set the mode:
- “Button mode” - 2T;
- “Preflow” —15;
- “Pulse time” —o0.1;
- "Pause time” -3 s;
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- “"Postflow” - 2s;
- "Current type” - DC.

To start welding, the torch should be brought to the product so that the tungsten
electrode does not touch the surface of the product and press the button on the torch.
Then, the welding process begins:

- a gas valve opens and preblowing with a shielding gas is performed within 1 second;

- an arc is ignited at a current of 1200 A;

- an arc burns exactly as long as it is set - 0.1 seconds, after which it automatically

extincts;

- after extinction of the arc, a pause of 3 seconds occurs;

- after the pause the arc is ignited again and the process occurs again, in a circle.

During the welding process described above, the torch button remains in a pressed
position. When the button on the torch is released, the arc is extincted and postblowing
with gas occurs within 2 seconds. This means that the process is completed. To start the
process again, it is necessary to press the button on the torch again.

In this example DC welding was used. For AC welding, for example, when welding
aluminum, it is necessary to select a current type - AC, to set a current frequency - for
example, 120 Hz, and a current balance - 50%. After that, a similar welding process will be
performed, but on AC with a frequency of 120 Hz and 50% balance.

4.6 TIG MIX welding mode

This mode is mostly used for welding aluminum. The essence of the mode is to
combine AC and DC — AC is intended to destroy the oxide film of aluminum, and DC - for
effective heating of metal for larger penetration compared to conventional AC welding.

To set the mode, in addition to standard parameters of TIG AC mode, it is necessary to
adjust 2 special parameters:

3. «Balance MIX» — percentage ratio between AC and DC.

4. «Frequency MIX» —frequency of alternating AC and DC.

4.7 Operation of the machine with the use of pedal in TIG AC and TIG DC modes

In order to start operation with the pedal it is required to:

- connect pedal to socket 9;

- connect torch to black socket of the source «-» (B);

- connect gas socket of torch to fitting 10;

- connect gas hose to fitting 14;

- connect cable with terminal «mass» to red socket «+» (A);

- connect clamping device of the mass to the product;

- connect network plug to power source;

- transfer network button/automatic 12, to the position «I»;

- Using the button «Mode» (1), select TIG AC or TIG DC mode on the device;

- Using the parameter "BUTTON MODE" (button mode on torch), set "PED" value.

After setting up additional mode parameters, it is possible to start welding. The
minimum pressing on the pedal initiates the arc ignition on the starting current, which was
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set ("Start current"), welding current is regulated depending on pressing the pedal (the
more pressed the pedal, the higher current), if the pedal is pressed to the lower limit, the
maximum current value will be set, which is set using the "Main current" parameter. The
use of the pedal allows changing the current from the value "Start current" to "Main
current” in the welding process.

4.8 Function of remote control of welding current

This function allows adjusting the welding current in TIG mode remotely, either using a
pedal or using a torch, which should be equipped with a potentiometer of 10 kOhm. When
using a torch, to activate the function it is necessary to switch on the parameter «<REMOTE
CONTROL», changing its value on «ON».

To start working with a pedal, you need:

e connect the pedal to the device into the socket for the button on the torch;

e switch the device to the mode of operation with the "BUTTON MODE" => "PED"

pedal;

e setthe parameters of the welding mode.

Note Parameters such as “Rise Time”, “Fall Time"”, and “End Current” do not need to be
set, since they are not involved in the welding process. The pedal can be used in TIG AC and

TIG DC modes, as well as in pulse mode.
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Pedal connector diagram
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S1 - burner button connection
R1 - connection of a 10 kQ potentiometer

5. MANUAL ARC WELDING USING COATED ELECTRODE (MMA)

In order to start operation in MMA mode, it is necessary to:

- connect cable of electrode holder to socket «-» (B), and cable of mass holder — to
socket «+» (A). Here, the direct polarity of welding is set;

- connect netowrk plug to power source;

- switch network switcher to the position «I»;

- using the button «Mode» (1) select MMA mode on the device;

- adjust the main welding current;

- adjust the additional mode parameters;

- press the button «Enter».
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Welding can be started.

5.1 Cyclogram of MMA welding mode using coated electrode
Symbols:

Ic — hot start current;

Tc - hot start time;

I38 — main welding current;

B — balance of pulses polarity;

F — pulses frequency;

In — lower welding pulses current.
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Typical cyclogram of MMA+pulse operation

Example of using pulsed mode:

Switch on the device, switch the mode of MMA DC welding, set up the basic
parameters as follows:

1. "Main current" — main welding current, 100 A.

2. "Pulse balance" — balance of pulses shape, 50%.

3. "Pulse frequency" — 5o Hz.

4. "Low current" — (pulsed mode), 50 A.

5. "Antistick" — on.

6. "Hot start" — 50%.

7. "Arc force" - OFF.

8. "Pulse mode" — ON or OFF

PAY ATTENTION!! In order to activate the pulsed mode, it is necessary to change the
value of the "Pulse mode" parameter to "ON", after which the indicator 8 should change
the value to "P" (pulsed mode is on). The indicator "W" should be illuminated with red. After
that welding can be started. At the beginning of the process, the current will increase to 150
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A ("HOT START") for a stable ignition. In the process, the welding arc will oscillate in the
amplitude from 100 A to 5o A with a frequency of 5o oscillations in 1 second. These
parameters are set in different situations differently, according to the requirements of the
welder.

5.2 Function of AC welding using coated electrode MMA AC

This function is used in cases when it is necessary to avoid the effect of magnetic
blowing on the arc during welding using coated electrode.

To activate this function, the parameter value «Current type» should be changed on
«AC». After that, AC welding will occur with a frequency of 5oHz and a balance of polarity
50%.

6. PUTTING INTO OPERATION

WARNING! Before putting into operation, read the section "Safety Rules".

6.1 Using according to the purpose

The welding machine is designed exclusively for manual arc welding with an artificial
electrode, as well as for TIG welding in the argon environment.

The other use of the device is considered to be one that does not fit the purpose. The
manufacturer is not responsible for the losses caused by the use of the device not for the
purpose.

The use according to the purpose involves compliance with the instructions of this
manual.

6.2 Requirement for placement

The welding machine can be placed and operated outdoors. The inner electrical parts
of the machine are protected from the direct impact of moisture.

WARNING! The machine after a strong fall can be dangerous for life, so it must be
installed on a solid stable surface.

It is necessary to place the machine so that the unimpeded entrance and exit of the
cooling air through the ventilation openings on the front and rear panels was provided.
Make sure that metal dust (for example, during grinding with sandpaper) is not sucking
directly into the machine with a cooling fan.

6.3 Connection to the mains
The welding machine of a serial production is designed for the mains voltage:

1. 190-260 V for the model ProTIG-200 AC/DC. WARNING! While using ProTIG-200
AC/DC with a power voltage higher than 300V, all the manufacturer's warranty obligations
cease to have effect!

2.380-400 V for the model ProTIG-315-400V AC/DC.

Network socket, cross section of the power mains cables and mains fuses should be
selected based on the technical data of the machine.

6.4 Connection of the network plug
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WARNING! The network plug should correspond to the supply voltage and the
consumption current of the welding machine (see Technical data). According to safety
rules, use rosettes with a guaranteed grounding.

7. CARE AND MAINTENANCE

WARNING! Before opening the device, it should be switched off and disconnected
from the power mains. It is necessary to allow discharging the inner circuits of the device
(about 10 minutes) and only then perform other actions. While leaving the workplace, put a
plate that forbids switching on.

In order to save the serviceability of the device for many years, it is necessary to
follow the relevant rules for operation and carry out the safety inspection at the specified
time intervals (see the section "Safety Rules").

8. STORAGE RULES

The preserved and packed machine is stored in storage conditions 4 according to
GOST 15150-69 for 5 years.

The unpreserved machine should be stored in dry closed rooms at air temperature
not lower than plus 5 °C. In rooms should not be vapors of acids and other active
substances.

9. TRANSPORTATION

The packed device can be transported by all modes of transport that provide its
storage in compliance with the rules of transportation set for the transport of a certain
mode.

10. TECHNICAL DATA

WARNING! If the source is designed for special power supply, its technical data
are given on the identification shield on the back panel. In this case, a network plug and a
network cable should be selected according to the used voltage.

ProTIG-200 ProTIG-315-400V

Parameters AC/DC AC/DC

Rated mains current 5o/60 Hz, V ~230 3x380
3X400
Varying mains voltage, V 190-260 +10%
Efficiency (at rated current), % >80% >80%
:ange of regulating welding current, 5— 200 10315
Welding current (DC) at:
i % TH

S min 200t TH 315
5 0 126 180
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Max. consumed power, kWA 6.3 13.5
Rated operating voltage, V:

- MMA 20.4—26,8 24-32
-TIGAC/DC 10.4—18 12 -18

11. DELIVERY SET

8. Argon-arcinverter with mains cable —1pcs,;

9. Argon-arc torch ABITIG with air (for ProTIG-200 AC/DC) or liquid (for ProTIG-315-
400V AC/DC) cooling, 4 m —1pcs,;

10. Welding cable with the terminal «<mass» ABICOR BINZEL, 3m —1pc,;

11. Operation manual —-1pc,;

12. Belt for carrying on the shoulder (for ProTIG-200 AC/DC) —1pc,;

13. Corporate corrugated box PATON —1pc,;

14. Quick-replaceable pneumatic socket, 8 mm —1pc.

12. SAFETY RULES
GENERAL REGULATIONS
The welding machine is produced in accordance with technical standards and established
safety rules. However, in case of improper handling, there is a danger of:
- injury to the staff personnel or a third person;
- causing damage to the machine or material values of the enterprise;
- violation of the effective workflow.
All persons related to putting into operation, control, care and maintenance of the machine
should:
- pass appropriate certification;
- have knowledge of welding;
- keep exactly with this instruction.
Malfunctions that can reduce safety should be eliminated urgently.

USER'S DUTIES
The user undertakes to admit to work in the welding machine only those persons, who:

- got acquainted with the basic safety rules, have been trained in the use of welding
equipment;

- read the section "Safety Rules" and instructions on the necessary precautionary
measures given in this manual and confirmed it with their signature.

PERSONAL PROTECTIVE EQUIPMENT
For personal protection, the persons related to putting into operation, control, care and
maintenance of the machine should:

- wear strong shoes that retain insulating properties, including in wet conditions;

- protect hands with insulating gloves;
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- protect eyes with a protective mask with appropriate safety standards with a filter
against ultraviolet radiation;
- use only the appropriate hardly flammable clothing.

DANGER OF HARMFUL GASES AND FUMES

- smoke and harmful gases occuring during the operation of the machine should be
removed from the working area with special means;

- to provide sufficient flow of fresh air;

- fumes of solvents should not get to the radiation zone of the welding arc.

DANGER OF FLYING SPARKS

- flammable objects should be removed from the working aresa;

- welding works on containers, in which gases, fuel, petroleum products are stored or
were stored are not admitted. There is a danger of explosion of residues of these products;

- comply with special rules in fire and explosive premises in accordance with national
and international standards.

DANGER OF MAINS VOLTAGE AND WELDING CURRENT

- electric shock can be fatal;

- magnetic fields generated by high-frequency current can negatively affect the
serviceability of electrical appliances (for example, pacemaker). Persons with such devices
should consult with a doctor before approaching a working welding areg;

- the welding cable should be strong, intact and isolated. Weakened connections and
damaged cable should be replaced immediately. Network cables and welding cables should
be systematically inspected by a specialist-electrician for a good insulation;

- itis forbidden to remove the outer casing of the machine while using.

INFORMAL SECURITY MEASURES

- operating instructions should be stored constantly near the site of using the welding
machine;

- in addition to the instruction it is necessary to observe the acting general and local
safety regulations and environmental engineering;

- all instructions on the welding machine should be kept in a readable state.

STRAY WELDING CURRENTS

- it is necessary to provide that the terminal of the "mass" cable is firmly connected to
the welding place;

- if possible, the welding machine should not be installed directly on the conductive floor
or desktop using insulating gaskets.

PREVENTING MEASURES UNDER NORMAL CONDITIONS
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At least once a week it is necessary to check the machine for external damages and
functioning of safety devices.

13. WARRANTY OBLIGATIONS

PATON INTERNATIONAL guarantees the proper operation of the welding current
source, provided that the user complies with the conditions of operation, storage and
transportation.

WARNING! Free warranty service is absent during mechanical damages to the
welding machine!

ProTIG-200 AC/DC 2 years
ProTIG-315-400V AC/DC 1year

The main warranty period is counting from the day of selling the inverter
equipment to the final buyer.

During the main warranty period, the seller undertakes obligation before the
owner of the inverter equipment PATON to do free of charge:

- make diagnostics and identify the cause of the failure;

- provide the necessary units and elements for repair;

- carry out works to replace the elements and units that have failed;

- test the repaired equipment.

The main warranty obligations do not apply to the equipment:

- with mechanical damages that affected the serviceability of the machine (deformation
of the casing and parts as a result of falling from a height or falling of heavy objects on the
equipment, loss of buttons and sockets);

- with traces of corrosion that caused a faulty condition;

- that has failed due to the impact of considerable moisture on its force and electronic
elements;

- that has failed through the accumulation of dust (carbon dust, metal chips, etc.) inside
the current conductor;

- in case of attempt of self-repair of its units and/or replacement of electronic elements;

In order to avoid failure of the machine, depending on the operating conditions,
once every six months, it is recommended to clean the inner elements and units of this
equipment with compressed air, for which it is necessary to remove the protective cover.
Cleaning should be done carefully, holding the compressor hose at a sufficient distance to
avoid damage to the brazed joints of electronic components and mechanical parts.

Also, the main warranty obligations do not apply to external elements of the
equipment that are undergoing physical contact and related/consumables, claims on which
are accepted not later than two weeks after sale:

- button for switching on and off;

- handles for reqgulation of welding parameters;
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- sockets for connection of cables and sleeves;

- control sockets;

- network cable and network cable fork;

- carrying handle, belt on shoulders, case, box;

- electrical holder, terminal “mass”, torch, welding cables and sleeves.

The seller reserves the right to refuse to provide warranty repair, or set month and
year of manufacture of the machine (set by serial number) as the date of commencement
of warranty obligations:

- when the certificate is lost by the owner;

- in case of incorrect or at all any filling in the certificate by the seller during the sale of
the machine.

The warranty period extends for the term of a warranty service of the machine in the
service center.
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