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PATON |

EU DECLARATION OF CONFORMITY
Manufacturer

PATON INTERNATIONALLLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

Product designation: PATON™ EuroMIG

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

Directives:

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

machines -

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10: EN IEC 60974-10:2014/A1:2015

Electromagnetic compatibility (EMC)
requirements

EN IEC 60974-10:2021/A1:2021

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04. 08 2%‘2

Signature
Name, Function:

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

E-Mail: office@paton.ua
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SATO

3BaptoBanbHUIA anapaT BUrOTOBNEHWIA BiANOBIAHO A0 TEXHIYHMX CTaHAAPTIB i BCTAHOBNEHUX NPaBUA
TexHiku 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:
-TpaBMyBaHHA 06cnyroBytoyoro nepcoHany abo TpeTboi ocobu;
-3anofifsHHA LWKoAM caMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBA;
-nopyLUeHHA epeKTUBHOro po604oro NpoLiecy.

Bci ocobu, Aki nos'A3aHi 3 BBeAEHHAM B eKChnyaTalito, ynpaBaiHHAM, AOTMNAAOM i TeXHIYHUM

o6cnyroByBaHHAM anapaTy MOBUHHI
-MPOWTK BiANOBIAHY aTecTalito;
- BO/IOAITV 3HAHHAMM 3i 3BaplOBaHHA;
-TOYHO AOTPUMYBATUCA L€l iIHCTPYKLi.

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

NPABWUJIA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

-ypaXK€HHA eNeKTPUYHUM CTPYMOM MOXeE BYTU CMEPTENbHUM;

-3BaptoBanbHUIN Kabenb NOBUHEH BYTU MILHWM, HEYLIKOAXKEHMM Ta i30/1boBaHMM. OcnabneHi
3’egHaHHA | NOLWKOAXKEHNN Kabenb NOTPIGHO HerarHo 3aMiHUTU. Mepexesi kabeni n kabeni
3BapoBanbHOro anapaTty NOBWHHI CUCTEMaTU4YHO nepesipATUCA daxiBLEM eneKTPUKOM Ha
cnpaBHicTb i3onauii;

-nifA Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATU 30BHILLHIN KOXYX anaparTy.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

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

HEBE3MEKA LWKIA/IMBUX TA3IB | BUMAPIB
-YTBOPEHi AMM Ta LKiANMBI ra3un BUAanuTi 3 pobo4oi 30HM cneuianbHMMM 3acobamu;
-3a6e3ne4ynTn A0CTaTHIN NPUTOK CBIXXOro NOBITPA;
-BUNapu PO34YNHHUKIB HE NOBMHHI NOTPaNAATY B 30HY BUNPOMIHIOBaHHA 3BapoBanibHOI Ayru.

-
©

HEBE3MEKA MATHITHOro nonsa

MarHiTHi, CTBOPEHi BUCOKMM CTPYMOM, MNONA MOXYTb YUHUTU HEFaTUBHWUI BNAWB Ha Npaue3faTHIiCTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki Npunagn, NOBUHHI
nopaguTmca 3 nikapeM, nepLu Hixx HabnuxxaTmca o po6oyoro 3aBaproBanbHOrO MagaHumnKa.

HEBE3MEKA BU/IbOTY ICKOP
-3alMUCTIi NpeAMeTU BUAANnTK 3 pobo4yoi 30HK;
-He AonycKkalTbCA 3BaploBanbHi po60TM Ha EMHOCTAX, Y AKUX 36epiratotbea abo 36epiranucsa
rasu, naneHe, HadpTonpoAykTn. Moxxnmea Hebeaneka BUOYXy 3anULLKIB LIUX MPOAYKTIB;
-y MoXexXo- Ta BuOYxoHe6e3neyHuUX MPUMILLEeHHAX [OTPUMyBaTUCA OCOBMMBUX MpaBwn,
BiANOBIAHO A0 HaLiOHaNbHWUX Ta Mi>XKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA
[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:
-HOCUTW MilHe B3YTTA, LWo 36epirae 30Nt Yi BNaCTUBOCTI, B TOMY YMC/i 1 Y BONOMMX yMOBaX;
-3axumLLaTV PYKU i30/1H0H0UMMM pyKaBUUYKaMU;
-3axuLLaTM 0Yi 3aXMCHOK Mackok 3 GiNbTPoM ynbTpadioNeToBOro BUMNPOMIHIOBAHHA, AKUI
BiANoBifae cTaHAapTaM TexHikm 6e3neku;
- BUKOPUCTOBYBATU TiNIbKW BiANOBIAHWI (BaXXKO3aMMUCTUI OAAT).

#)
=ale

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBarbHa Ayra, ika BUHUKAE Mif, Yac 3BaploBaHHA MOXE BUAABATW 3BYKM piBHA BuLle 85 Ab
NpoTAroM 8 roanH po60o40ro Yacy. 3BaproBanbHUKMY, LLO NPaLooTh 3 061aaHaHHAM, Nig Yac po6oTu
MatoTb HOCUTU 3aCO6M 3aXWUCTy OPraHiB CyXy.
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FPATON

PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

Crtuncnuin nocibHmK
KopucTtyBaya

3BaptoBanbHuii kabenb 3
eneKkTpoaoTpuMayem**

3BaptoBanbHuUi Kabenb 3 KNEMOK
«Maca» ABICOR BINZEL* 3BaproBasnibHull anapam
PATON EuroMIG

LUBMAKOBHIMHMI

HanisaBToMaTMYHMUIA NanbHUK** N
MHEBMOPO3’eM

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

YMNPABJIIHHA TA IHOUKALIA
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MHTO

1-Pyuka nynbTa gaxkepena cTpyMy ana Bubopy dyHKUiNn/napaMeTpiB NOTOYHOTO PEXUMY 3BaptOBaHHA Ta BCTAHOB/NEHHA IX 3HaYeHb. 3a
3aMOBUYBaHHAM:
-ans MMA - cTpyM 3BaploBaHHs;
-ana TIG - cTpyM 3BaptoBaHHs;
-ansa MIG/MAG - Hanpyra 3BaptoBaHHA.

2-CeMUCerMeHTHUI iHAMKaTOp NynbTa Axxepena cTpyMmy;

3-KHonka PROG INDUCTIVE Bu6opy nporpamu 3BaptoBaHHA (Habip paHille HanawtoBaHWX KOpUCTyBayeM napameTpis).
JopatkoBa pyHKUiA Y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe 6inblue 1 cekyHAM ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI;

4-KHonka MODE Bun6opy cnocoby 3BaptoBaHHA:
-py4YHe enekTpoayroee 3BaptoBaHHA NOKPUTUM enekTpoaom (MMA);
-aproHoayroee 3BaptoBaHHA BoNbdppaMoBuM enekTpoaoM (TIG);
-HaniBaBTOMaTM4He 3BaptoBaHHA B 3axMcHUX rasax (MIG/MAG);

5-lHamKaTopm o6paHoro cnocoby 3BaproBaHHA;

6-KHonka TEST GAS ana nepesipky i HanawTyBaHHA noaadvi 3axMCHoOro rasy (aktmeHa Tinbku B TIG Ta B MIG/MAG 3BaptoBaHHi).
HaTtucHiTb KHOMKy, W06 BiAKPUTU KnanaH nopadi rady. HanawTyiiTe BUTpaTy rasy perynatopoM Ha peayKTopi i HaTUCHITb KHOMKY
TESTGAS we pa3, wob 3akpuTy nogady rasdy. Yum BOHA aBTOMATUYHO MNPUNUHUTBCA 4Yepe3 15  cekyHa.
Mpwu onepauinx 3 kHonkoto TEST GAS 3BaptoBanbHUIA APIT HE NOAAETLCS;

PEKOMEHOALLIA: O6o8’a3koBo HaTtucHiTL kHonky TEST GAS nicnsa goBroi nepepeu y po6oTi, Wwo6 BUrHaTK 3 ra3oBOro TPakTy

nanbHKKa NOBITPA, O MOI/I0 MPOHWUKHYTU TYAM Nif, 4ac NPOCTOko.

7-Pyuka nynbta nogadvi Apoty (npautoe Tinbku B MIG/MAG 3BaptoBaHHi). HaTWUCHiTb Ha pyyky Ana BigobpaxkeHHA Koay
dyHKuUii/napameTpy. MoBepTanTe pyuky ana Bubopy dyHKuUin/napameTpi. HaTUCHITL Ha Hei i NOBOpOTaMW BCTAHOBITb 3HAUYEHHA
obpaHoi pyHKuUii/napamMeTpy. HaTUCHITb Ha py4yKy perynatopa e pas, Wwob nigTBepAanMTN 3HaUEHHA | NOBEPHYTUCH A0 KOAiB BUGOpY
dyHKUiN/NnapamMeTpis;

8-CeMucerMeHTHUM iHaMKaTop NynbTa nogadi apoTy. Mpautoe Tinbkn B MIG/MAG 3BaploBaHHi;

9-KHonka WIRE INSTALL (aktvBHa Tinbkun B MIG/MAG 3BaptoBaHHi) - HAaTUCHITb | yTPUMYITE Ti ANA 3anpaBneHHA ApOTy B 3BaproBasibHUN
pyKaB Ta nanbHUK. 3aXMCHWI ras npu LibOMy He NOAAETbCH;

10- KHonka KEY TORCH gns Bu6opy pexxuMy KHOMKW HaniBaBToMaTU4Horo nanbHuka (npautoe B TIG 1a B MIG/MAG 3BaptoBaHHi);
-«2T» — ABOTaKTOBUI PEXUM KEPYBaAHHA NanbHUKOM;
-«SPOT» - pexxnm 3BaptoBaHHA Kpankamu (npuxsaTtkamu). loctynHuii Tinbku B MIG/MAG 3BaptoBaHHi;

o HaTUCHITb i yTpumynTe kHonky KEY TORCH Ha npotasi 0,6 ¢ AnA LWBWAKOrO BUKAMKY Ha iHAMKaTop 6noky nopadi (8)
napameTpy Yac kpanku. byge BigobpaxkeHa Ha3Ba napametpy [t.SP], L0 caMOCTiHO 3MiHUTbLCA Ha MOro 3HaYeHHs.
HanawuTyiiTe 3Ha4eHHA yac Kpanku pyykoto 61oka nogavi (7);

o LLie pa3 HaTUCHITk i yTpuMyiTe kHonky KEY TORCH Ha npoTa3si 0,6 ¢ Ans WBMAKOro BUKIMKY Ha iHamMKaTop 6noka nogadi (8)
Ha3BM i 3HaYeHHA yac nayau [t.PS]. HanalwwTyinTe 3HaueHHs yac nay3m py4koto 6n1oka nogadi (7);

- «4T» — 4OTUPUTAKTOBUIA PEXUM KEPYBAHHA NanbHUKOM;
11- Kpwuiuika Biaciky MexaHi3My nogadi 4pOTy Ta KOTYLUKK;
12- Po3'eM KZ-2 Tuny «€BPO» ans nia’eaHanHA TIG-nanbHWKa KHONKOBOIo TNy a6o HaniBaBToMaTuyHoro MIG/MAG nanbHuka;
13- Cwunosa nepeMuyKa 3BaptoBasibHOro CTPYyMy;
14- BuMuKau XMUBNEHHS;
15- BXigHWI WTyuep nogadi 3axXmMcHoOro rasy;
A -THi300 «+» 3BaptOBanbHOIO CTPyMYy:
-npu MIG/MAG 3BaptoBaHHi CyLLiNbHUM APOTOM MiAKTOYAETECA CUNOBUI Kabenb MexaHi3My nogadi 4poTy;
-npu MIG/MAG 3BaptoBaHHi caM0O3axMCHUM APOTOM NiAKNtoYaeTbea kabenb «Maca»;
-npu TIG 3BaptoBaHHi NiAKAOYAETLCA TiNbKK Kabenb «Maca»;
-npu MMA 3BaptoBaHHi nigknovaeTbca kabenb enekTpoAoTpUMaya (Npyv BUKOPUCTaHHI cnelianbHUX enekTpoais, NiAKIoYaeTbCA
kabenb «Maca»);
B - MHi3[0 «-» CUNoBOro cTpymy:
-npu MIG/MAG 3BaptoBaHHi CyLLiNbHUM APOTOM NigKNto4YaeTbCcA kabenb «Maca»;
-npu MIG/MAG 3BaptoBaHHi caM0O3axXMCHUM APOTOM NiAKTHOYAETbCA CUNOBUIA Kabenb MexaHi3My nogadi 4poTy;
-npu TIG 3BaptoBaHHI NiAKNHOYAETLCA TiNbKU BEHTUNbHUIA aproHOAYTOBUIA NanbHUK abo NnepeMuyKa 3saptoBanbHoro ctpymy (13) npum
BMKOPUCTaHHI NanbHUKa KHOMNKOBOIO TUMY;
-npu MMA 3BaptoBaHHi NigkntoyaeTbcs kabenb «Maca» (NpU BUKOPWUCTaHHI cneuianbHUX eNeKkTpoAis, NigkntoyaeTbcs kabenb
enekTpoaoTpuMaya).

BBEOEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaT NPU3HaYeHUN BUKNKOYHO: ANA PYYHOro AyroBOro 3BaptoBaHHsA LWTYYHMUM NOKPUTUM €1eKTPOAOM, 3BaproBaHHA
BONbGPAMOBMM €NEKTPOAOM B CEPEAOBULLI IHEPTHOIO rasy (aproHy, renito) Ta ix cyMmiwen, abo MexaHi30BaHOro (HaniBaBTOMaTUYHOIO)
3BaproBaHHA B CEPEAOBULLI 3aXMCHUX rasiB (aproHy, renito, ByrnekMcnoro rasdy) Ta ix cymiluer cranesnm abo antoMiHieBUM 4poToM. [HLe
BMKOPUCTaHHA anapaTy He BiANoBiAae Noro npusaHayeHHo. BukopuctaHHA 3a NpU3HaYeHHAM Mae Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOiI
iHCTpYKUii. BUpoBHMK He Hece BiANOBIAANbHOCTI 3a NOLKOAXKEHHA, 3aBAaHi BAKOPUCTAHHAM anapaTty He 3a NPU3HaYeHHAM.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo po3MiwyBaTu anapat Tak, Wo6b 3a6e3nedyBaBcs 6e3nepelkogHMi 4OCTYN OXONO0AXKYHOUYOro NoBIiTPA Yepes BEeHTUNALINHI
OTBOPMW Ha NepeaHil i 3agHin naHensx. CniakynTe 3a TUM, Wo6 MeTaneBuin NuN (Hanpuknag, nig Yac Haxaa4vHoro wnipysaHHA) HE
3aCMOKTyBanaca B anapaTt BEHTU/IATOPOM OXO/T0A>KEHHA.
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MIAK/IFOYEHHA XKUBJ/IEHHA

3BaptoBanbHUIN anapaT po3paxoBaHUi Ha Hanpyry >xueneHHs 220/230 B (-30% +13%).

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

Po3'eM >XMBNEHHA, MonepeyHnin nepepia kabenis XXMBNEHHSA, a TaKOX 3anobiXXHUKN BUBMpaNTe BUXOAAUYM 3 MOTY>KHOCTI CMOXUBaAHHA
anaparta.

JKUBJIEHHA BIO FTEHEPATOPA

3BaptoBanbHi anapatn PATON EuroMIG MoXyTb OTPMMyBaTU XWUBMEHHA BiA MoOGiNbHOro reHepaTtopa, NOTYXHICTb AKOro BiAnoBigae
HaCTyMHWM BUMOraMm:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHicTb
Aana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTopa, KBA
22 no 80 n0 20,6 3,0
@3 [0 120 n0 20,8 4,5
a4 0 160 no 21,0 6,0

YBATA! Jna ctabinbHoi po6ott PATON EuroMIG BuxigHa ¢pasosa Hanpyra reHepaTtopa Ma€ He BUXOAMTM 3a Mexxi 160-260 B.

HANALUTYBAHHA ®YHKLLIA | MAPAMETPIB 3BAPIOBAHHA

Pyuku (1) i (7) € ronoBHMMM 6araTodyHKLiOHaNbHUMK OpraHaMu KepyBaHHA Po3610KOBaHWUM MyNbTOM:
-HaTucHiTb Ha pyuky Ana BigobpaxkeHHA KoAy PyHKUii/napameTpa;
-06epiTb 6axkaHy PpyHKLitO/MapaMeTp NOBOPOTOM perynatopa;
-HaTucHiTb Ha pyuKy i if NoBOpoTaMu HanawTyiTe 3HaueHHA BUGpaHoi dyHKuUii/napameTpa;
-HaTucHiTb Ha pyuky e pa3 ana 3anMcy o6paHoro 3HauyeHHs Ta NOBEPHEHHA Ha piBeHb BUGOPY dyHKUiN/MapaMeTpiB — 3pobneHi
3MiHK 6yayTb 0fipa3y 3aCTOCOBAHI 10 MOTOYHOTO PEXMMY 3BapOBaHHA.
HanawTyBaHHA 3BaptoBanbHoro anapata PATON EuroMIG 34iCHIOETbCSA 3 NyNbTiB KepyBaHHA:
-nNynbTa gxxepena cTpymy, LLLO CKNagaeTbea 3 pyykn (1) Ta ceMMcerMeHTHoro iHaukatopa (2);
-NynbTa noAadi ApoTy. WO CKNafaeTbcA 3 py4yku (7) Ta CEMUCErMEHTHOrO iHAMKaTopa (8). MynbT Nnogayi ApOTY aKTUBHWUIA TiNbKW Npu
yBIMKHYTOMY croco6i 3BaptoBaHHAa MIG/MAG.
O6uaBa NynbTY MOXYTb 3HaX0AUTUCA Y 3a6/10KOBaHOMY (3a 3aMOBYYBaHHAM) YM Yy pO36/710KOBAaHOMY CTaHi.
3abnokoBaHuM NynbT Bifobpaxye i [03BONAE perynoBaTv NULLE OCHOBHUI MapaMeTp BCTAHOB/EHOro crnocoby 3BaptoBaHHA.
MoBepTaiiTe pyuKy perynatopa akTMBHOrO MynbTa, 06 3MiHUTU 3HaYeHHs OCHOBHOrO NapameTpy:
-Ha nynbTi g)kepena cTpyMy pyykoto (1):

o CTpyM p [A.Y " cTpyM [-A.-] - npu 3BaptoBaHHi MMA B pexkumax nocTiiHOro/iMnynbCHOro CTpyMmy;
o CTpyM p [A.Y " cTpyM [-A.-] - npu 3BaptoBaHHi TIG B pexxmmax NocTiiHOro/iMnynbCHOro CTpyMmy;
o Hanpyra 3saptoBaHHsa [ U ] - npu 3BaptoBaHHi MIG/MAG;

-Ha nynbTi noaaYi ApoTy npu 3saptoBaHHi MIG/MAG pyukoto (7):

o wBMAKicTb ApoTy [SPd]
Po36nokyinTe NynbT, AK ONUCAHO HUXKYE, 06 OTpMMaTK 0CTYN A0 GYHKLIM TOHKOro HanalwTyBaHHA 06paHoro cnocoby 3BaproBaHHA.
HatucHitb kHonky MODE (4), o6 o6paTu noTpibHui cnoci6 3saptoBaHHA (MMA, TIG, MIG/MAG).
HaTtuckaiite kHonky KEY TORCH (10),11106 06paTu pexxumM poboTun KHonku nanbHuka (2T, 4T) y cnoco6ax 3saptoBaHHA TIG Ta MIG/MAG,
UM pexkuM Toukosoro 3saptoBaHHA SPOTy cnoco6i MIG/MAG.

PO35/10KYBAHHA TA 6/IOKYBAHHA IY/1bTIB KEPYBAHHA

Y 3BuYanHin po6oTi 3BaptoBanbHOro anapata MOro nNynbTW KepyBaHHA 3HaxoAATbCA Yy 3ab/n0KoBaHOMY cTaHi. Ha iHawkaTopi
3a610K0BaHOro NysbTa BigO6PaXKaeTbCA TiNbKM YMCNOBE 3HAYEHHA OCHOBHOIO NapaMeTpy BCTAHOBMEHOro crnocoby 3BaptoBaHHA. A
nosopoTaMu py4dok perynatopis (1) Ta (7) (y cnoco6i MIG/MAG) Mo>kKHa 3MiHIOBATU TifIbKM MNOTO.

HaTucHiTb Ta yTpuMyinTe pyuky perynatopa (1) a6o (7) Ha npoTaai 3,5 cekyHa, LLOB PO3B/IOKYBATU focTyn Ao HanawTyBaHHA iHLWMX
napametpis. Mig yac po36nokyBaHHA Ha BiANOBIAHOMY CEMUCErMEHTHOMY iHAMKATOPI NMOCNIAOBHO 3racatoTb rOPUIOHTANbHI LUTPUXU.
Micna 3racaHHA BCiX LUTPUXiB AOCTYN A0 HanalTyBaHb po36/10KOBaHUN.

HaTucHiTb i yTpumyiite pyuky perynatopa (1) a6o (7) 6inbLue 3,5 cekyHa, LLLOB 3ABJIOKYBATW BianosigHWi nyneT. Mig yac 6nokyBaHHA
iHOMKaTOp Ny/fbTa MOCNIAOBHO 3aMOBHIOETLCA FOPU3OHTANbHUMK LUTpUXaMu. [icnA MOBHOro 3amOBHEHHA iHAMKaTOpa AOCTyn A0
HanaluTyBaHb 3BaploBaHHA 3a6/10KOBaHUN.

3MIHA TPOrPAMU 3BAPIOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHAs MMA, TIG i MIG/MAG Bu MoxeTe 36epiratv Ta 3aBaHTaXXuTu A0 16 pi3HUX BapiaHTIB HanalwTyBaHb
3BapiloBanibHOro npotiecy (mporpam).

HatucHite kHonky PROG INDUCTIVE - Ha iHaukaTopi axepena cTpyMmy (2) 6yae BigobpakeHUin HoMep MoTo4Hoi nporpamu. 3a
A0MOMOroto pyyku perynatopa obepite 6axkaHy nporpamy i HaTUCHITb Ha pyuKy, LLLO6 3acTocyBaTW HanawTyBaHHA obpaHoi NporpamMu.
Yci 3MiHM B HanalwTyBaHHsAX 6y4yTb aBTOMaTU4YHO 3aCTOCOBaHi i 36epexkeHi, Ta 3aCToCOBaHi NPy HAaCTYNHUX YBIMKHEHHAX anapara.
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CKUAAHHA HAJTALUTYBAHb IMOTOYHOI MPOrPAMU 3BAPIOBAHHA

HaTtuckarite Ha kHonky MODE (4) i o6epitb 6a>kaHnin cnocib 3BaptoBaHHA, NapameTpu AKOro NOTPIGHO CKUHYTH.

HaTucHiTb i yTpuMyiiTe pyuKy akTuBHoro perynatopa (1) abo perynsatopa (7) 6inbLue 12 cekyHA, o6 CKUHYTU HanaluTyBaHHA NOTOYHOIO
cnocoby 3BaploBaHHA A0 3aBOACbKMX 3HaYeHb. He noTpibHO 3BepTaT yBary Ha 306pa>k€HHA FOPU30OHTaNIbHUX LUTPUXIB Ha iHAMKATOPI.
B npoueci cknaaHHa Ha iHaukaTopi 6yae Bifobpa>keHnin 3BOPOTHIN Bianik «333...222...111», a npu gocArHeHHi «000» BCi HanaluTyBaHHA
noTo4Horo cnocoby 3BaptoBaHHA 6yayTb OHOBMEHI Ha 3aBoAcbkki. CknaaHHA napaMeTpiB KOXXHOro nocoby 3BaptoBaHHsA BiabyBaeTbcA
He3anexHo i He BNNBAE Ha HaNalUTYyBaHHA iHLWINX.

IHANKALIIA TIEPETPIBY AMAPATY

TemnepaTtypa knto4yoBux enemeHtis anapaTy PATON EuroMIG, wo HarpiBatoTbcA Mg vac po60Tu, KOHTPOMKETLCA €NEKTPOHHO
CUCTEMOLO 3aXUCTY Bif, Neperpisy.

Y BMnagky neperpisy KNHOUOBMX €N1EMEHTIB Ha iHAMKaTOpPI AXepena cTpyMy (2) Bigo6paxaeTbea i 6n1nMMae cuMBon «t°». Toai noTpi6Ho
NPUNUHUTL 3BapIOBaHHA, afe He BUMMKaTK anapart! A o4eKkaTUCA OXON0AXKEHHA anapaTy B6ya0BaHUM BEHTUNATOPOM.

Micns 0XonoAXeHHA HarpiTUX eNeMeHTiB 40 HOPManbHOi po60o4Y0i TeMMepaTypu Ha iHAMKaTOpi (2) 3HOBY Byae BiAo6Gpa>keHe 3HaYeHHA
OCHOBHOrO MapaMeTpa MOTOYHOro crnocoby 3BaptoBaHHA — MOXHa NPOAOBXMUTM poboTy 3 anapaToM. Mpu MOXIMBOCTI 3MEHLUITb
TpuBanicTb HaBaHTaxxeHHA (TH) abo po6ounii cTpyM/Hanpyry 3BaptoBaHHs, 06 3anobirtm neperpisy 3BaproBanbHOro anapara.

MapamMempu pe>kuMiB 3BaproBaHHA

LiameTp enekTpoay BcTaHoBNeHe 3Ha4YeHHsA [LiameTp apoTy npu MepeTuH >xnn kabento Makc. AoBXXuHa
npu MMA, Mmm ctpymy npyu MMAIiTIG, A MIG/MAG, MM >KMBMEHHS, MM? JKUBNEHHA, M
1,0 75
1,5 115
a2 no 80 no 30,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
a3 Ao 120 no 30,8 2,5 130
4,0 205
6,0 310
2,0 75
2,5 95
@4 no 160 no@1,0 2.0 155
6,0 230

YBATA! BuMukau XMBNEHHA Ha 3a4Hi naHeni anaparta He € CUI0BUM, NPY BUMUKaHHI BiH HE 3HECTPYM/THOE BHYTPILLHIO €/1EKTPOHIKY
noBHicTto. 3rigHO NpaBun TexHikn 6e3nekn BUMaliTe BUNKY 3 MepeXxi Nicns 3aBepLUeHHA 3BaptoBanbHUX PobiT.

CXEMA NIAK/TIOYEHHA AMAPATA /14 HATNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHUA
NANbHUK

KNEMA "MACA"
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FPATON

CXEMA TIIQK/TIOYEHHA AlAPATA [A4/19 AProHo4yroBoro 3BAPIHOBAHHA (TIG)
BeHMU/1IbHUM nasibHuUkom 35-50

APTOHOBUM
NANbHUK

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHO4YroBOro 3BAPFOBAHHA (TIG) nanbHUkom
KHornkoBoro muny GZ-2

APTOHOBUI
NANbHUK

CXEMA TIAK/TIOYEHHA AIMAPATA A4J14 PYYHOIO EJIEKTPOA4YroBOro 3BAPIHOBAHHA
MOKPUTUMU EJTEKTPOZAMU (MMA)

ENEKTPOOOTPUMAY

KNEMA "MACA"

PekoMmeHpoBaHa A0B)KUHa 3BaploBasibHUX ka6enis ana MMA:

T BT G, [oexxuHa kabenis Mnowa no.nepelﬂ:oro M [
(B 0AHY CTOPOHY), M nepepisy, MM
100 2..7 10 K 1x10
150 3...10 16 Kr1x16
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TEXHIYHI XAPAKTEPUCTUKU PATON EuroMIG

FPATON

HomiHanbHa Hanpyra >xuBneHHa 50/60 'y, B 230
JonycTuMi MeXxi Hanpyrv >KuBNeHHs, B 160...260
HoMiHanbHWUI CTPYM XXUBNEHHSA, A 17...20
HoMiHanbHa cno)kuBaHa NOTY>KHiCTb, KBA 3,8...4,4
MakcuManbHa Cno>kuBaHa NOTY)KHiCTb, KBA 5,5
KKA, % 90

TpuBanicTb HaBaHTaXkeHHsA (TH)

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

IMNynbCcHi peXxumu 3BaptoBaHHs, Ny, MMA: 0,2...500
TIG: 0,2...500
HoMiHanbHWI 3BaploBanbHUiA CTpyM, A 150
M. M airounn p " cTpyM, A 200
Me>xi perynioBaHHA 3BaptoBasibHOro cTpymy, A 8...150
JAiaMeTp NnoKpUTOro enekTpoay, MM 1,6...4,0
DyHKuia «FTapauui ctapT» MMA PerynboBaHa
DyHkuisa «@opcax ayrn» MMA PerynboBaHa
DyHKLiA «“AHTUNpUAMNaHHa» MMA ABTOMaTM4YHA
Bnok 3HW>keHHsA Hanpyru xonocTtoro xoay MMA YBIMK / BUMK
Hanpyra xonoctoro xogy MMA, B 12/75
Hanpyra nignany ayru, B 110
MeXxi perynioBaHHA 3BaploBanbHOi Hanpyru, B 12...23
AiameTp cyuinbHoro | cTanbHoro 0,6...1,0
3BaploBasibHOro ApoTy, MM | antoMiHiesoro 0,8..1,2
Me>xi peryntoBaHHA LWBMAKOCTI Nopavi 4poTty, M/XB 1,0...10,0
Tun MexaHi3My nopavi gpoty 2-ponnKoBUN
MakcrManbHa Maca KOTYLUKW 3 APOTOM, K& 5
Pe>XMMU KHONKKM HaniBaBTOMaTUYHOro NasnbHUKa 2T, 4T, SPOT
Tun oxonopy)KeHHsA MNoBiTpAHE apganTUBHe
JAiana3oH po6ounx Temneparyp, °C -25...+45
Fa6apuTHi po3Mipu (JoexuHa x LUnpuHa x Bucota), MM 390 x 194 x 295
Maca 6e3 KoTyLuKK Ta 6e3 akcecyapiBs, Kr 9,2
Knac 3axucty 1P33

PATON EuroMIG DC MMA/TIG/MIG/MAG
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FPATON

MEPENIK ®YHKLLIA AMAPATA

Cnoci6 3BaproBaHHA «MIG/MAG»

Bipo6paxkatoTbca Ha iHAMKaTOPI Aykepena cTpyMy (2):
0) [ U. ] ocHOBHWI1 NnapaMeTp Hanpyra 3BaploBaHHA (3a 3aMoBYyBaHHAM = 19,0 V);
a) 12,0...23,0 V (kpok 3MiHn 0,1 V);
1) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYYBaHHAM = 0);
a) -5...0...5 cTyniHb (KPOK 3MiHW 1 CTyMiHb);
2) [t.uP] yac HapocTaHHA 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0 [OFF] ... 5,0 c (kpok 3MiHK 0,1 c);
3) [t.dn] yac cnoBinbHEHHA 3BaptOBaHHA (3a 3aMoBYyBaHHAM = 0,5 c);
a) 0 [OFF] ... 5,0 ¢ (kpok 3MiHK 0,1 c).

Bipo6paxkatoTbca Ha iHAMKaATOpPi MexaHi3My nogadi ApoTy (8):

0) [SPd] apyrnin ocHoBHMIA NapaMeTp cnocoby — WBUAKICTb NoAavi ApoTy (3a 3aMoBYyBaHHAM = 4,5 M/XB);
a) 1,0...10,0 M/xB (KpOoK 3MiHuM 0,1 M/XxB);

1) [SFt] M’akuin cTapT ApoTy (3a 3aMoBUyBaHHAM = OFF);
a) ON - yBiMKHEHUI;
b) OFF - BUMKHEHWIA;

2) [t.Pr] yac nepeanpoAyBKM 3aXMCHUM ra3oM (3a 3aMoB4YyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHn 0,1 c);

3) [t.Po] wac nicnanpoayBku 3axMCHMM ra3om (3a 3aMoBYyBaHHAM = 1,5 c);
a) 0,5...25,0 ¢ (kpok 3MiHn 0,1 c);

JopatkoBo Bifo6paXkatoTbCA TiNbKK B pe>xkumi SPOT:

4) [t.SP] yac kpankwu (3a 3aMoB4YyBaHHAM = 1,0 c);
a) 0,2...5,0 (kpok 3MiHun 0,1 c);

5) [t.PS] uac nay3u (3a 3amMOBYyBaHHAM = 1,5 C);
a) 0,5...10,0 (kpok 3MiHK 0,1 c).

Cnoci6 3BaproBaHHA TIG

Bipo6paxkatoTbca Ha iHAMKaTOPI Aykepena cTpyMy (2):
0) [ A.] ocHOBHWIA NapaMeTp - CTPYM 3BaploBaHHA (3a 3aMOBYYBaHHAM = 60 A);
a) 8...150 A (kpok 3MiHW 1 A);
1) [but] pe>xuM KHONKM NanbHUKa (3a 3aMoBYyBaHHAM = [LFt]);
a) [LFt] - pe>xuM 6e3 BUKOPUCTaHHA KHOMKW nanbHuka TIG-LIFT;
b) [LF2] - 2-TakTOBU pexxnm kHonku TIG-LIFT2T;
c) [LF4] - 4- TakTOBUI pexxum KHonku TIG-LIFTAT;
) [t.uP] yac HapocTaHHA CTPYMy (3a 3aMoBYyBaHHAM= 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
) [t.dn] yac cnapaHHA cTPYMy (3a 3aMoBYyBaHHAM = 0,2 ¢);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
) [Pr.A] cTapToBMiA CTPYM (3a 3aMoBYyBaHHAM = 20 A);
a) 8...50 A (kpok 3MiHn 1 A);
) [Po.A] KiHLLeBUIA1 CTPYM (3a 3aMOBUYBaHHAM = 20 A);
a) 8...50 A (Kpok 3MiHK 1 A);
6) [t.Po] wac nicnanpoayBKu 3aXxMCHWM ra3om (3a 3aMoOBYYyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHn 0,1 c);
7) [Po.P] pexxvM nynbcauii cTpyMy (3a 3aMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWIA;
JopatkoBo Bigo6parkaloTbCcA B peXkMMi nynbcaLii ctpymy TIG:

N

w

N

o

8) [-A.-] OCHOBHMI1 NapaMeTp - 6a30BUI CTPYM (3a 3aMOBUYYBaHHAM = 60 A);
a) 8... 150 A (kpok 3MiHK 1 A);
9) [_A._] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A);
a) 8... 150 A (kpok 3MiHu 1 A);
10) [Fr.P]uacTtoTta nynbcauii cTpyMy (3a 3amoByyBaHHAM = 10,0 I'y);
a) 0,2...500 Ny, (AMHaMi4YHW KpoK 3MiHK 0,1 My...1 Tw);
11)  [dut] cniBBigHOWeEHHA iMNynbc/naysa - BiAHOCHa TPMBanicTb iMNynbcy 6a30BUiA CTPYM (3a 3aMOBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).
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FPATON

Cnoci6 3BaproBaHHa MMA

Bipo6paxkatoTbca Ha iHAMKaTOPI Aykepena cTpyMy (2):
0) [ A.] ocHOBHWIN NapaMeTp: CTPYM 3BaploBaHHA (3a 3aMoBYyBaHHAM = 80 A);
a) 8...150 A (kpok 3MiHK 1 A);
) [H.St] cuna "lapadoro ctapTy" (3a 3aMoBYyBaHHAM= 50%);
a) O[OFF] ... 100% (kpok 3MiHu 5%);
) [t.HS] uac «Fapsauoro cTapTy» (3a 3aMoBYyBaHHAM = 0,3 C);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
) [Ar.F] cuna «®opcaxky ayru» (3a 3aMOBYyBaHHAM = 50%);
a) 0 [OFF] ... 100% (Kkpok 3MiHu 5%);
) [u.AF] nopir cnpauboByBaHHsA yHKLUii «@Popcark ayru» (3a 3aMoBUyBaHHAM = 12 B);
a) 9... 18 B (kpok 3MiHn 1 B);
) [BAH] Haxm1n BonbTaMnepHOi XxapakTepUCTUKM (3a 3aMoBYyBaHHAM = 1,4 B/A);
a) 0,2...1,8 B/A (kpok 3MiHK 0,4 B/A);
6) [Sh.A] pexxumM 3BaptoBaHHA KOPOTKOO AYroto (3a 3amoBYyBaHHAM = OFF);
a) 0 [OFF] ... 3 (kpok 3MiHu 1);
) [VrD] 6nok 3HM>KEeHHA Hanpyru XonocToro xoAy (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWI;
8) [Po.P] pe>xuM nynbcadii cTpyMy (3a 3amMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWI;
[opaTtkoBo Bifo6paxXkaloTbCcA B peXXuMi nynbcauii ctpymy MMA:

-

N

w

B

o

~N

9) [-A.-] oCcHOBHMI1 NapaMeTp: 6a30BUI CTPYM (3a 3aMoBUyBaHHAM = 80 A);
a) 8... 150 A (kpok 3MiHK 1 A);
10) [_A._]cTpyM nayam (3a 3aMOBYyBaHHAM = 25 A);
a) 8...150 A (kpok 3MiHW 1 A);
11)  [Fr.P]uacToTa nynbcauiit cTpyMy (3a 3amMoBYyBaHHAM = 5,0 'L);
a) 0,2...500 Ny (AnHaMi4YHW KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa - BifHOCHa TpMBanicTb iMnynbcy 6a30BUI CTPYM (3a 3aMOBYYBaHHAM = 50%);
a) 20...80% (KpOK 3MiHU1 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLaHoBHMI cnoXueau!

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

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

FAPAHTIVIHI 3060B’43AHHA

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

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

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

PekoMeHayeTbCcA 3341 YHUKHEHHA BUXOAy anapaTty 3 nagy oAuH pas3 Ha MiBPOKY, 3a/eXHO Bif YMOB eKcnayaTauii, 3HATU 3axUCHY
KPULLKY | BAKOHATN YNCTKY BHYTPILLHIX eNeMeHTiB i By3niB 06nagHaHHA CTUCHEHWUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAMTU aKypaTHO,
YTPUMYHOUM LLNAHT KOMMNPEecopa Ha A0CTaTHIN BiACTaHi, L6 He MOLIKOANTN NaiKy eNekTPOHHMUX KOMMNOHEHTIB | MexaHiuHi YacTUHU.

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

-npotAroM 1 poky 3 AaTh npupabGaHHA KNiEHTOM obnagHaHHA onnaTuTu AoctaBky obnagHaHHA B CepBicHUI LeHTp i 1oro

NOBEPHEHHA KNiEHTY, BUKOPUCTOBYIOUN NOCAYr1 KoMnaHii «<HoBa nowuta»;

-NPOBECTU AiarHOCTUKY Ta BUABUTU NPUYMHY HECNPABHOCT;

-3abe3neynT HeobXiAHMMM ANA BUKOHAHHA PEMOHTY By3/1aMu Ta eneMeHTaMu;

-BiAPEMOHTYyBaTN HecnpaBHe 06n1aHaHHA;

-NPOBECTV TECTYBAHHA BiIPEMOHTOBAHOrO 061aAHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLLIMPIOOTLCA Ha 061aaHaHHA:
-3 MeXaHi4YHUMU NOLLIKOAXKEHHAMMU, LLLO BNIMHYW Ha NpaLue3aaTHiCTb anaparty (Aedpopmaliia kopnycy i AeTanei BHacNifAoK nNagiHHA
3 BMCOTM ab0 nafiHHA Ha 06naaHaHHA BaXKKUX NpeAMeTiB, BUNagaHHA KHOMOK Ta po3'eMiB);
-3i cnigamMum Kopoaii, Aka cTana NPUYMHOK HECMPABHOTO CTaHy;
- ke BUIMLLINO 3 Nafy Yepes BM/IMB CUNbHOTO 3BOTIOXKEHHS Ha MOT0 CUITOBI 1 eNeKTPOHHI eneMeHTH;
-AKe BUWALLINO 3 Nafy Yepe3 HaKoMMYeHHA CTPYMOMPOBIAHOMO NUAY (BYTiNbHUIA MUA, MeTaneBa CTpy>kka Ta iH.) BCepeauHi;
-3i cnigamm cnpo6 caMoCTIMHOTO PEMOHTY/3aMiHW Oro By3niB Ta/abo KOMMOHEHTIB.

Tako>< OCHOBHI rapaHTiliHi 3060B’A3aHHA He NOLUMPIOKOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTM 06naaHaHHA, AKi NigaatTbca GisnyHOMy
KOHTaKTy, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

- BUMUKaY XXMBNEHHS;

- PyYKM perynoBaHHA NapameTpiB 3BaproBaHHs;

-po3'eMu NigknoYveHHA kabenis i pykasis;

-po3'eMU ynpaBniHHA;

-Kabenb XXMBNEeHHH i BUNKa kabento XXMBNEHHS;

- pyyKa ANnA nepeHeceHHs, PeMiHb A4 NepeHeceHHsn, keic, kopobka;

-TpUMaui eneKTpoaiBs, knema «Macu», NanbHUK, 3BaptoBanbHi kabeni Ta pykasu.
MpeTeHsii Woao HMUX NPUNMatoTbCA He Ni3HiLLE ABOX TUXKHIB Nicna npoaaxy.

Mpopaeeup 3anuwae 3a cob6o0 NPaBO BIAMOBUTW Y HafaHHI rapaHTIHOrO PeMOHTY, abo BCTAHOBWUTW [aTOK MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MiCALb | Pik BUMNYCKy anapaTy (BCTaHOBIOOTLCA 32 CEPINHUM HOMEPOM):
- y pasi BTpaT nacnopTa BfacCHUKOM;

- y pasi BigcyTHOCTi KopekTHOro abo B3arani 6yab-AKOro 3anoBHEHHA NacnopTa NpoAasLEeM Mif Yac npoaaxy anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiMHOro 06¢cnyroByBaHHA anapary y CEpBiCHOMY LIeHTPi.
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MHTO

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

-TpaBMUPOBaHWA 06CNY>KMBAIOLLLEro NepcoHana unv TpeTbux nuLl;

-NMpUYnHEHUA yulepba caMoMy annapaTy Uau MaTepuanbHbiM LIEHHOCTAM NPeAnpuUATUS;

-HapyLeHua addekTrBHoro pabouyero npouecca.

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

-06nafaTb 3HaHUAMMU MO CBapKe;

-MPOWTN COOTBETCTBYIOLLLYIO aTTECTALINIO;

-TOYHO CO6/MOAATL AAHHYIO UHCTPYKLMIO.
HewcnpaBHOCTM, KOTOPbIE MOTYT CHU3UTb 6€30MacHOCTb, O/MKHbI GbITb CPOYHO YCTPAHEHbI.

NPABWUJIA TEXHUKW BE3ONACHOCTU

OMACHOCTb CETEBOIO ¥ CBAPOYHOIO TOKA
-nopaXkeHne aNeKTpu4eCckKnM TOKOM MOXXeT 6bITb CMepTeNbHbIM;
-CBapOYHbIN Kabenb [O0/MKEH O6blTb MPOYHbLIM, HEMOBPEXAEHHBIM U M30/IMPOBAHHbIM.
OcnabneHHble COeaMHEHNA U MOBPEXAEHHbIN Kabenb HY>XHO He3aMea/IUTENbHO 3aMEHUTb.
CeTeBble kabenu n kabenu cBapo4yHOro annaparta AO/KHbI CUCTEMaTU4Yecku NpPoBEPATLCA
cneunanncTomM-anekKTpukoM Ha MCNpaBHOCTb N301ALUN;
-3anpeLyaeTcs CHUMaTb BHELLHWIA KOXYX annaparta Bo BpeMA paboTbl C HUM.

OMACHOCTb U3/TYYEHUA CBAPOYHOW AYIU

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

OMACHOCTb BPEAHbIX TA30B U UCMAPEHUI

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

-napbl pacTBOPUTENEN HE AOMKHbI NONaaaTh B 30HY U3Ty4EeHUA CBApOYHON Ayru.

OMACHOCTb MATHUTHOIO NoONA

Co37aHHbIE BLICOKMM TOKOM MarHUTHble NoMA MOryT oka3biBaTb OTPULLIATE/IbHOE BO3JENCTBME Ha
pab6oTocnocob6HOCTb anekTponpubopos (HanpuMep, kapanocTumynatop). fluua, HocAlme Takne
npu6opsbl, 4OMKHBI MOCOBETOBATLCA C BPAa4OM, NPEXAe YeM NpubnmxkaTtbes K paboyel CBapoUHoi
nnoLlagke.

OMACHOCTb BbIJIETA UICKP
- BOCM/NIaMEHAIOLLIMECA NPEAMETbI YAaNUTb U3 paboyeit 30HbI;
-He [oNyCcKatoTCA CBapOUHble paBoTbl HAa EMKOCTAX, B KOTOPbIX XPAHATCA UMW XPaHWUIUCH rasbl,
roptouee, HepTenpPoAyKThl. BO3MOXKHa ONMacHOCTb B3pbiBa OCTAaTKOB 3TUX MPOAYKTOB;
-B MOXapo- 1 B3PbIBOOMACHbIX MOMELLeHUAX cobtoaaTe ocobble npaeuna, B COOTBETCTBUM C
HaLMOHaNbHbIMU U MEXAYHaPOAHBIMU HOPMaMMU.

NMNYHOE 3ALLNTHOE CHAPAXXEHUE
[Ana nuuHom 3awnTel HeobxoanMo cobntoaath cneaytoLLme npasuna:
-HOCUTb NPOYHYIO 06YBb, COXPaHAIOLLYIO M30NUPYIOLLIME CBOWCTBA B TOM YMC/IE U BO BAaXHbIX
YCNoBUAX;
-3alUmLLaTh PyKU U30NUPYIOLLIMMK NepyaTkaMu;
-3aliMuiaTe [nasa  3aliMTHOM Mackol C  OGUNbTPOM  YNbTPadUONETOBOTO  WU3MyYEHUH,
oTBEYaloLLMM CTaHAapTaM TeXHUKK 6e3onacHocTy;
-UCMOoNb30BaTb TO/IbKO COOTBETCTBYIOLLIYIO (TPYAHO BOCMIaMEHAOLLYIOCA OA4EXAY).

OMACHOCTb MHTEHCUBHOTIO LLYMA

Bo Bpema cBapku cBapoyHasn Ayra MOXeT u3gasaTh 3ByKWU C ypoBHeM Bbille 85 Ab B TeueHne 8 Yacos
pa6ouero BpemeHu. Ceaplimku, pabotatowme ¢ obopyaosaHveM, BO BpeMs paboTbl AONXKHbI
HOCWUTb CpeaCcTBa 3aLlUTbl OPraHoB cryxa.
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PACIMAKOBKA

B koMnnekT noctaBkun annaparTa BXo4AT:

KpaTkoe pykoBOACTBO
nonb3oearens

Kabenb cBapoUHbIN C
anekTpoaoaep>kaTenem**

Kabenb cBapoYHbIi C KNEMMOM
«macca» ABICOR BINZEL*

CBapoyHbIl annapam
PATON EuroMIG

MonyaBTOMaTU4eckas ropenka**

BbICTPOCHEMHDIN
NHEBMOPa3béM

* - KpoMe Mogenein ¢ uHAeKcoM «WA»

** - KpoMe Mopaenew ¢ nHaekcoM «WA» n «WAM»
YMNPABJIEHUE U UHOUKALUUA

1-Pyuka perynatopa nynbTa UCTOYHUKA NUTaHMA. 10 yMONYaHUIO HacTpanBaeT:
-ana MMA - Tok cBapku;

-ana TIG — ToK cBapku;
-ans MIG/MAG - Hanpsa>XeHWe CBapKu.

HaxxmMuTte Ha pyuky ana otobpaxkeHuns koga ¢yHkunn/napametpa. MoeepHUTE pyuky ans Bbibopa dyHKUMn/napamMeTpoB. Haxmute Ha

Heé ¥ NoBOPOTaMMW YCTAHOBWTE 3HaYeHWA BbIGPAHHOM (YHKLUMWU/HACTPOMKU. HaxxmMuTe Ha pyuyky perynatopa ewé pas, 4TobGbl
noATBEPAUTb 3HAYEHWE 1 BEPHYTLCA K KoAaM BbiGopa GpyHKLMI/napaMeTpos.
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2-CeMUCErMeHTHUI HAMKATOP NyNbTa UCTOYHWKE TOKa;

3-KHonka PROG INDUCTIVE Bbi6opa nporpammel cBapku (Habop paHee HaCTPOEHHbIX Nob3oBaTenieM napameTpoB). [lononHuTenbHasa
PyHKuMA B cnoco6e MIG/MAG: HaxxMuTe 1 yaep kmuBainTe 6onee 1 cekyHAbl A/19 HACTPONKMN YPOBHA MHAYKTUBHOCTH;
4-KHonka MODE Bbi6opa cnoco6a cBapku:
- py4Has aneKTpoAyroBas cBapka LUTy4HbIM anekTpoaom (MMA);
-aproHoayroBas cBapka BofibopaMoBbiM anekTpoaoM (TIG);
-nonyaBToMaTu4eckas cBapka B 3alUnUTHbIX razax (MIG/MAG);
5-VHankaTopbl Bbi6paHHoro cnocoba cBapku;
6-KHonka TEST GAS ana npoBepku 1 HaCTPOWKM Noaaym salmntHoro rasa (pabotaet Tonbko B TIG 1 B MIG/MAG cBapke). Haxmute
KHOMKY, YTO6bl OTKPbITb KNanaH nogauu rasa. HactpoiTe pacxos rasa BeHTUNEM Ha 6annoHe n HaxkmuTe KHonky TEST GAS ewé pas,
4TO6bI 3aKPbITL NPOAYBKY, U/ OHa ByAeT NpekpalleHa aBToMaTuyeckn Yepes 15 cekyHa. Mpu npoayske NpoBONOKa He ABUraeTcs;
PEKOMEHOALLUA: O6azaTtenbHo HaxmuTe TEST GAS nocne anmMTensHoro nepepbisa B paboTte, YTo6bl NPOAYTh ra30Bbli TPAKT ropesikm
OT BO3/yXa, KOTOPbIA MO MPOHWKHYTb TyAa BO BPEMA MPOCTOA.
7-Pyuka perynatopa nynbta nogayv nposonoku (pabotaet Tonbko npu MIG/MAG cBapke). HaxxmMuTe Ha py4yky Ans otobpaxkeHusa koaa
PyHKuMm/napameTpa. MNoBepHUTe py4yky Ana Beibopa dyHKUM/napamMeTpoB. Haxxmute Ha Heé 1 NOBOPOTaMM YyCTaHOBUTE 3HAYEHUA
BblGpaHHOM GyHKUMU/HaACTPOrkn. HaxxMuTe Ha pyuky perynatopa eLué pas, 4tobbl NoATBEPAUTE 3HAYEHWE WU BEPHYTbCA K KOAAM
Bbl6Opa PpyHKUMIN/NapaMeTpoB;
8-CeMUcerMeHTHU HANKATOP Noaa4vm NpoBonoku (paboTaeT Tonbko npu MIG/MAG cBapke);
9-KHonka WIRE INSTALL - HakxMuTe 1 yaep>xnusante Ans 3anpasku NpoBONOKM (MpY ABUXKEHUN MPOBOSIOKM ra3d He noaaérca). PaboTaet
Tonbko npu MIG/MAG ceapke;
10- KHonka KEY TORCH gns Bbi6opa pexxvMa KHonku ropenku (pa6otaet npu TIG n npy MIG/MAG cBapke);
-«2T» — ABYXTAKTHbIN PEXUM ynpaBneHUA ropenkom;
-«SPOT» — pexxunM cBapku Toukamu (npuxeaTtkamu). [loctyneH Tonbko npu MIG/MAG ceapke;
o HaxxmuTe 1 yaepxxusante kKHonky KEY TORCH Ha npoTsxeHumn 0,6 ¢ Ans 6bICTPOro Bbi30Ba Ha MHAMKaTop 6/10Ka nogayuu (8)
napameTpa BpeMsa Touku. byaet oto6paxkeHo Ha3BaHWe napameTpa [t.SP], KoTopoe caMoCTOATENbHO 3aMEHUTCA Ha ero
3HayeHwue. HacTpoite 3HauYeHMe BpeMsa TOUKM pyykon 6noka nogauu (7);
o ewé pas HaxxmuTe n yaepxusavite kHonky KEY TORCH Ha npoTsaxeHuu 0,6 ¢ ans 6bicTporo Bbei3oBa Ha uHAnKaTop 6noka
nopauu (8) HazBaHWA 1 3HauYeHVA BpeMa nay3bl [t.PS]. HacTpolite 3HauyeHve BpeMsa nay3bl pyykoi 6n1oka nogauu (7);
-«4T» — YeTbIPEXTAKTHbI PEXWUM yrpaBfeHUsA ropenkon;
11- Kpbillka oTceka MexaHM3Ma NoAaym 1 KaTyLLKW MPOBOMOKU;
12- PaszveM KZ-2 tnna «EBPO» gns noAakntoveHWs cBapo4yHoro pykasa aproHopyroon (TIG) ropenku KHOMOYHOro Tuna uvnu
nonyasTomatuyeckoi (MIG/MAG) ropenku;
13- CwunoBas NepeMbiyika CBAPOYHOrO TOKa;
14- BbikntovaTtenb NUTaHus;
15- BxogHoI WITyUep noAayu 3aLmuTHOro rasa;
A-Pa3béM cBapOYHOro ToKa «+»:
-npu MIG/MAG cBapKe CnaOLIHOM NPOBONIOKOM MOAKNHOYAETCA CUN0BOM Kabenb N3 MexaHU3Ma nogavu NPoBOOKM;
-npu MIG/MAG cBapke caMO3aLLLUTHO NPOBOIOKOM NoaKNtouaeTcA kabenb «Macca»;
-npu TIG cBapKke noaknto4aeTcs ToNbKO Kabenb «Macca»;
-npu MMA cBapke nogkntovaetca kabenb anekTpogoaep>kaTena (Mpy MCNonb3oBaHUK CreunanbHbIX 31eKTPOL0B NojKtovaeTca
Kkabenb «Mmacca»);
B - Pa3béM cBapOYHOro Toka«-»:
-npu MIG/MAG cBapke cnioLIHOM NPOBONIOKOM NoAKNtoYaeTcA kabenb «<Macca»;
-npu MIG/MAG cBapke caMo3aLLIMUTHO NPOBONIOKOM NoAkKNtoUaeTcA kabenb MexaHM3Ma noAayum NPoBOOKY;
-npu TIG cBapke — nogkntoyaeTcA TO/IbKO BEHTUNbHasA aproHoAyroBas ropesika WAW rnepeMbiika cBapo4vHoro Toka (13) npwu
MCMO/Ib30BaHUM FOPEKN KHOMOYHOTO TUNa;
-npu MMA cBapke noakntovaetcs kabenb «Macca» (Mpu UCMONb30BaHUW CMeELManbHbIX 3M1EKTPOAOB MoAkItovaeTcs kabenb
anekTpogoAep>aTens).

BBO B 9KCMJZIYATALUIO

CBapoyHbIi annapaT npefHasHa4yeH UCK/TYUTENBbHO ANA PYYHOI AYroBOWM CBapKM LUTYYHbIM 3/1€KTPOAOM, CBAapku BOMbGPaMOBbIM
3N1eKTPOAOM B Cpee MHEPTHbIX ra30oB (aproHa, renus) n ux cMecein. A Taikoke Ans MexaHU3MpPOBaHHOW (MonyaBTOMaTUYECKO) CBapku B
cpefe 3allMTHbIX ra3oB (aproHa, renua, Yrnekucnoro rasa) M MX CMeceil CTanbHOW WM antoMUHMEBON NpoBoNiokon. MHoe
MCMonb30BaHWe annaparta CUMTaeTCs He COOTBETCTBYIOLLMM Ha3HayeHuto. Micnonb3oBaHmne, COrnacHo HasHaueHuto, nogpasymMmeBaeT
cobnoaeHne yKkasaHuin HacToALLLEro pykoBOoACTBa Mo akcnayataummn. M3rotoButenb He HECET OTBETCTBEHHOCTH 3a YLLLep6, BbI3BaHHbIN
MCNonb3oBaHWeM annapaTa He Mo HadHaYeHMo.

TPEBOBAHWA K PASMELLLEHUIO

HeobxoanMo pa3MelyaTb annapar Tak, 4To6bl obecnevmBanca 6ecnpenaTCTBEHHbIA BXOA W BbIXO4, OXNaXk4aroLero Bo3ayxa yepes
BEHTUNALUMOHHbIE OTBEPCTUA Ha nepefaHen U 3agHein naHenax. Cneaute 3a TeM, 4ToGbl MeTannM4yeckasa Nbinb (HanpuMmep, nNpu
Ha)kgauHou WnndoBKe) He 3acacbiBanacb HENOCPEACTBEHHO B annapaT BEHTUNATOPOM OX/1axKaAeHus.

PATON EuroMIG DC MMA/TIG/MIG/MAG -16-



FPATON

MOAK/TIOYEHUE TTUTAHNA

CBapoYHbIl annapaT paccunTaH Ha HanpsaxxeHue nutaHua 220/230 B (-30% +13%).

BHMUMAHME! Mpu nogkntoveHun annaparta K HanpsXeHWto nutaHusa Beile 270 B Bce rapaHTuiiHble 0643aTeNbCTBA U3roTOBUTENS
TepAoT cuny! Takke rapaHTUiiHble 06A3aTeNbCTBa M3rOTOBUTENA TEPAIOT CUY MPU OWMGOYHOM NoAKNOYEeHUM dasbl NUTaHUA K
3a3eM/eHuto annapara.

Pa3béM nutaHua, ceueHna kabenei ceTn nuTaHWA, a Takke npegoxpaHuTenu noabupanite ucxoaa M3 NoTpebaaemMolt MOLLHOCTM
annapara.

MUTAHUE OT TEHEPATOPA

CeapouHble annapatbl PATON EuroMIG moryt monyyaTb nuTaHue OT MOOGMU/IbHOrO reHepatopa, MOLLHOCTb KOTOpOro oTBevaer
cneaylownM TpeboBaHNAM:

OunameTp anekTpoaa 3apaHHbIA TOK NpU JAunaMeTp NpoBONOKU Ana Heo6xoanMasa MOLWHOCTb
Aana MMA, mm MMAUTIG, A MIG/MAG, MM reHepaTopa, KBA
22 no 80 n0 20,6 3,0
@3 [0 120 n0 20,8 4,5
a4 0 160 no 21,0 6,0

BHUMAHME! Ona ctabunbHon pa6otbl PATON EuroMIG BbixoAHOe ¢pa3oBoe Hanps>keHue reHepatopa He AOMIKHO BbIXOAMTb 3a
npeaensl 160-260 B.

HACTPOUKA ®YHKLUIA U NAPAMETPOB CBAPKU

YnpasneHue ceapo4yHbiM annapatoMm PATON EuroMIG BbinonHAETCA C MOMOLLbIO KHOMOK U ABYX MYy/1bTOB:
-NynbTa UCTOYHMKA TOKa, COCTOALLLErO U3 PYYKM (1) U cEMUCErMEeHTHOro HAMKaTopa (2);
-nynbTa Nogayv NPoBOSIOKN, COCTOALLENO U3 PYyYKU (7) N CeMUCErMeHTHOro nHamnkatopa (8). NMynbT nogaym NPOBOIOKN aKTUBEH
TONbKO NPW BKAKOYEHHOM crnocobe cBapkn MIG/MAG.
Haxxumarite kHonky MODE (4), 4To6bl BbiGpaTh kenaeMbiii cnocob ceapku (MMA, TIG, MIG/MAG).

O6a nynbTa MOryT HaX0AUTLCA B 3a6/10KMPOBAHHOM (MO YMONYaHWUIO) UK B pa3610KMPOBaHHOM COCTOAHUN.
3a610KMPOBaHHbIN NynbT oTo6pa>kaeT U NO3BOMAET PerynMpoBaTb TONbKO OCHOBHOM NapaMeTp YCTaHOBMEHHOro cnocoba cBapku.
BpauaiiTe pyyky perynatopa akTMBHOrO My/ibTa, YTo6bl UBMEHWTL 3HaY€HNe OCHOBHOIO NapameTpa:

-Ha nynbTe UCTOYHMKa ToKa py4Kol (1):

o Tok cBapku /6a30Bbif TOK — 418 cBapkv MMA B pexkuMax NOCTOAHHOrO/MMMYNbCHOTO TOKa;

o Tok cBapku /6a30Bbiv TOK — 418 cBapku TIG B pexxMuMax NoCTOAHHOTO/MMMYNbCHOrO TOKa;

o Hanps>xeHune cBapku /KoppeKuma Hanps>keHus — ana ceapku MIG/MAG B pexkumax NOCTOAHHOrO/MMMYNbCHOTO TOKa;
-Ha nynbeTe nogauv nposonoku npu MIG/MAG cBapke py4ykow (7):

) CKOpPOCTb MPOBO/MIOKM.

PasbnokupyiTe nynbT, Kak onnMcaHo Huxe. YTobbl Nony4mTb A0CTYN K GYHKLMAM TOHKOM HacTPOliku BbibpaHHOro cnocoba ceBapku.
Pyuku (1) n (7) - rnaBHble MHOrOGYHKLWOHaNbHbIE OpraHbl ynpaBneHusa pa3b1oKMpoBaHHbIM NMyNbTOM:
-HaxmuTe Ha pyuky ana oto6pa>keHns koaa dyHkunn/napameTpa;
-Bbibepute xenaemyro GyHKLMIO/NapaMeTp NOBOPOTOM PEryNaTopa;
-HaxxMute Ha pyuKy 1 eé NnoBopoTaMun HacTponTe 3HauYeHne BbIbpaHHON GpyHKUMK/NapameTpa;
-HaxxmuTte Ha pyuky ewé pas , 4utobbl 3anucaTb HACTPOEHHOE 3HAaYEHWe U BO3BpaTa Ha YpoBeHb Bbibopa dyHKUM/napaMeTpos —
cAenaHHble U3MeHeHna ByayT cpasy NPUMEHEHbI K TEKYLLIEMY PEXUMY CBapKU.

PA3B/10KMPOBKA U /IOKUPOBKA I1Y/1bTOB YIIPABJ/IEHNA

B 3a610kMpoBaHHOM (06bIMHOM) pexxnme paboTbl BbIGOP M HacTpolika GYHKUUIN annapaTta orpaHu4YeHbl perynimpoBaHMeM OCHOBHOIO
napameTpa py4Kkou nynbTa ynpasneHua uctouHuka Toka (1). A B cnoco6e MIG/MAG Takxke akTUBHa py4ka nynbta 6noka nogauu (7).
Haxxmute 1 yaep>xkusaiite py4ky perynatopa (1) unu (7) He meHee 3,5 cekyHA, UTo6bl pa3610KMpoBaTh AOCTYN K HACTPOKAM OCTanbHbIX
napameTpos. Bo BpemMA pa36noknMpoBaHMA Ha COOTBETCTBYIOLLEM WHAMKATOPe NOC/eAoBaTeNIbHO racHYT rOPU30HTAa/IbHbIE LUTPUXA.
Mocne ralieHns Bcex LUITPUXOB AOCTYN K HACTpoikaM pa3brioknpoBaH.

Haxxmute n yaepxmeaiite pyuky perynatopa (1) unm (7) He meHee 3,5 cekyHz, 4To6bl 3a610KMpoOBaTh COOTBETCTBYHOLLMIA NynbT. Bo
BpeMs 6/10KMPOBaHNA MHAMKATOP Ny/bTa NOC/EA0BaTENbHO 3aMO/IHAETCA rOPU30OHTaNbHLIMK LUTPUXaMU. [ocie MONHOro 3anofHEHNA
MHAMKaTopa AOCTyn K HacTpolrikaM annaparta 3a6/10KMpoBaH.

CMEHA rTPOrPAMMbI CBAPKU

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

Haxmute kHornky PROG INDUCTIVE Ha ceMUCEerMeHTHOM MHAMKaTope UCTOYHMKa Toka (2) — ByaeT oTob6paXkéH HoMep Tekylien
nporpamMmel. C MOMOLLbIO PYYKM perynsTopa BbiGepuTe XKenaeMyto MporpaMMy M HaXkKMUTe Ha pyuky, YTo6bl MPUMEHUTb HACTPOKK
BbI6paHHOM NPOrpamMMmbl.

Bce nameHeHua 6yayT NpMMeHeHbl 1 aBTOMaTUYeCK) CoOXpaHeHbl. M nprMeHeHbl Npu CreaytoLLeM BKIHOYEHUN.
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CBPOC HACTPOEK TEKYLLIEA TPOrPAMMbI CBAPKU

Haxxmute Ha kHonky MODE (4) v BbibepuTe cnocob cBapku, napaMmeTpbl KOTOPOro Heo6xoAnMo c6pocuThb.

HaxxmuTe 1 yaep>kmBaiTe pyyuky akTuBHoro perynatopa (1) unu perynatopa (7) 6onee 12 cekyHa, 4To6bl COPOCUTL HACTPOMKM TEKYLLLETO
crnoco6a cBapku A0 3aBOACKMX 3HaYeHWit. He ob6pallaiite BHUMaHWe Ha n306pa>keHre rOpU30HTasbHbIX LUTPMXOB Ha MHAMKATOPE.

B npouecce cbpoca Ha nHamkatope 6yaer oto6paxkéH o6paTHbIN OTCUET «333...222...111», a npu gocTuxeHnn «000» BCe HaCTPONKKN
Tekylllero criocoba cBapku 6yayT o6HOBMeHbl Ha 3aBoackue. COHpoc mapaMeTpoB KaXAoro M3 crnocoboB CBapku BbIMOMHAETCA
He3aBWNCVMO 1 He BNAET Ha HaCTPOKK ApYruX.

UHAONKALINA NEPETPEBA ATIMTAPATA

Bo BpeMs paboTbl TEMMepaTypa K/o4YeBbiX 3N1EMEHTOB annapaTta KOHTPONNPYETCA 31EKTPOHHON CUCTEMOM 3aLLMUTLI OT Neperpesa.

Mpun neperpese Ha MHAWKATOPE UCTOYHMKA ToKa (2) oTobpakaeTca M MUraeT CUMBOM «t°» — HY)XKHO MpekpaTuTb paboTy, HO He
BbIKNOYaTh annapaT! A noaoXxaaTtb oxnaxkaeHusa annapaTta BCTPOEHHbIM BEHTUTATOPOM.

MMocne oxnaxaeHWs Harpetbix 3N1EMEHTOB A0 HOpManbHOW pabouei TeMnepaTypbl Ha MHAMKaTope (2) 6yAeT CHoBa OTOGpaXKeHo
3HayeHWe OCHOBHOTO napaMeTpa TekyLLero cnocota ceapku. MoXHO NPoAoNXK1TL paboTy ¢ annapaToM, No BO3MOXXHOCTU HEMHOTO
YMEHbLUNB NPOAOIXKUTENBHOCTb Harpy3ku (MH) nnu pabounii Tok/HanpsXeHne cBapku, YTo6bl He NeperpeBaTb CBapOYHbIA annapar.

MapamMempbi pe>kuMoB cBapKu

JAunaMeTp 3aneKTpoaoB Cwuna Toka npu MMA JuvamMeTp NpoBONOKU CeueHue >xun kabensa Makc pnavHa
ana MMA, Mmm nTIG, A npu MIG/MAG, MM nuTaHus, MM? nUTaHusa, M

1,0 75

1,5 115

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

2,5 195

4,0 310

1,5 75

2,0 105

[GK] no 120 no 30,8 2,5 130

4,0 205

6,0 310

2,0 75

2,5 95

o4 no 160 no @1,0 2.0 155

6,0 230

BHMUMAHME! Bbikntouatens nutaHua Ha 3agHen naHenu annapata He ABNSETCA CWIOBbIM, OH He 06ecTOYMBaeT MOMIHOCTbIO
BHYTPEHHIOK0 3N1EKTPOHUKY. 119 COBMOAEHWI NPaBUA TEXHWUKM 6€30MaCHOCTU BbIK/IOYANTE BUKY MUTaHWA U3 CETU NOC/NE 3aBEPLLEHUS
CBapouYHbIX pabor.
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PATON) |

CXEMA NMOAK/TIOYEHWA ATIMAPATA 4/14 NNOJ/IYABTOMATUYECKOW CBAPKU (MIG/MAG)

I'IOHYAETOMATVNECKAR

ﬁ____- - M30ENME

CXEMA T1O4K/IIOYEHUA AIMAPATA [/19 AProHO4YroBOW CBAPKU BeHmusnbHoli
ropenkou 35-50 (TIG)

APIrOHOBAQ
FOPE/TKA

W3OENUE

CXEMA MOAK/TFOYEHUA AMMAPATA /19 APFOHOAYIOBOM CBAPKU kHonouHoii ropenkoi
GZ-2(TIG)

APFOHOBAS
FOPE/TKA

W3OENUE
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CXEMA TOAK/IIOYEHNA AlMAPATA [A4/1A PYYHOU SJ/IEKTPOA4YIOBOW CBAPKU
LUTYYHbIMWN S/IEKTPOAAMU (MMA)

3NEKTPOAOOEPXATE/b

KNEMMA "MACCA"

W3OENUE

PekomeHayeMas A/1UHa cBapoYHbix kabeneu ana MMA:

MakcuManbHbIN TOK, A AnuHa ka6ensa (B oaHY CTOPOHY), M Mnowaab ceyeHns, MM? Mapka kabensa
100 2.7 10 Kr1x10
150 3..10 16 Kr 1x16
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TEXHUYECKUE XAPAKTEPUCTUKN PATON EuroMIG

HomMuHanbHoe Hanpsa>xeHMe nutaHua 50 Ny, B 230
JonycTuMble npeaenbl HANPAXEHUA NUTaHua, B 160...260
HoMuHanbHbIV NoTpebnaeMsliii Tok, A 17...20
HomMuHanbHas notpe6nAaemMas MOLWHOCTb, KBA 3,8...4,4
M notpe6 MoOLLHOCTb, KBA 5,5
Kna, % 90
80%/npn 150 A
MpopomkutensHocTb Harpy3aku (MH) 100%/nput 134 A
MMnynbcHble peXXuMbl CBapKu MMA: 0,2...500 Tu;
TIG:0,2...500 l'y;
HoMuHanbHbIV CBapoOYHbIf TOK, A 150
MakcuManbHbIN A,eACTBYIOLLLMA TOK, A 200
Mpepensbl perynupoBaHna cBapo4HOro Toka, A 8...150
JAunameTp WTYy4YHOro anekTpopa, MM 1,6...4,0
DyHkuua «fopaunm ctapt» MMA Perynupyemasn
DyHkuma «dopcaxk ayru» MMA Perynupyemasn
DyHKUMA <AHTUNpUAunavve» MMA ABTOMaTMyeckasn
Bnok cHW)KXeHuA Hanpsa>keHua xonoctoro xoga MMA Bkn / BbIKN
Hanps>xeHune xonoctoro xoga MMA, B 12/75
Hanps>xeHue nogykura ayru, B 110
Mpepnenbl perynMpoBaHUA CBapOYHOro Hanpsa>xeHus, B 12...23
AunaMeTp CNNOLIHOM CBAapOYHOM | cTanbHoOMN 0,6...1,0
NpPoBO/IOKK, MM | anioMuHueBomn 0,8...1,2
Mpepenbi perynupoBaHnA CKOPOCTM NOAa4um NPOBOIOKU, M/MUH 1,0...10,0
Tun MexaHM3Ma noAa4uv NPOBOOKU 2-pONIMKOBbIN
MakcuManbHas Macca KaTyLLKU C MTPOBO/IOKOW, K& 5
Pe>KnMbl KHOMKW Ha NoslyaBTOMaTUYECKOMW ropenke 2T, 4T, SPOT
Tun oxna>kpeHusa BoagylwiHoe agantmsHoe
AwnanasoH pabounx Temnepartyp, °C -25...+45
Fa6apuTHble pa3mepsl (AnuvHa x LnpuHa x BeicoTa), MM 390 x 194 x 295
Macca 6e3 kaTyLuku 1 6e3 akceccyapoB, Kr 9,2
Knacc 3awuThbl IP33
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CMNCoK ¢0VHKLI.VII7I AMMAPATA
Cnoco6 ceapku MIG/MAG

OTo6paxkatoTcaA Ha UHAMKAaTOpe NCTOYHUKA ToKa (2):
0) [ U. ] ocHOBHOW napaMeTp - HanpA>xeHue cBapku (no ymonyanuto = 19,0 V);
a) 12,0 ... 23,0 V (war nameHennsa 0,1 V);
1) [Ind] ypoBeHb MHAYKTUBHOCTU (MO yMonyaHuto = 0);
a) -5...0 ... 5 cTyneHb (Lwar namMeHeHua 1 cTyneHb);
2) [t.uP] Bpemsa HapacTaHuAa cBapku (Mo ymonyaHuto = 0,1 c);
a) 0 [OFF] ... 5,0 c (war nameHeHuns 0,1 c);
3) [t.dn] BpeMa cnapaHma ceapku (No ymonyaHuto = 0,5 ¢);
a) 0 [OFF] ... 5,0 c (war nameHeHus 0,1 c);

OTo6parkatoTca Ha UHAUKaTope (8) MexaHM3Ma Noaaym NPOBOJIOKU:

0) [SPd] BTOpOI OCHOBHOW NapameTp crnocoba - CKOPOCTb NoAauM NPOBOIOKM (N0 yMONYaHuto = 4,5 M/MUH);
a) 1,0...10,0 M/MuH (war nameHeHuna 0,1 M/MUH);

1) [SFt] Markui1 ctapT npoBonoku (no ymonyanuto = OFF);
a) ON - BK/HOUEH;
b) OFF - BbIK/IHOYEH;

2) [t.Pr] BpeMsa npeanpoAyBKU 3aLLUTHBIM ra3oM (no ymonyaxuio = 0,1 c);
a) 0,1...25,0 c (war nameHeHus 0,1 c);

3) [t.Po] BpeMsa nocnenpoayBKM 3aLLMUTHLIM ra3oM (Mo ymonyaHuto =1,5 c);
a) 0,5 ...25,0 c (war nameHeHus 0,1 c);

JNononHuTenbHo oTo6pa>katoTca Tonbko B pexknme SPOT:

4) [t.SP] BpemMaA Touku (no ymonyaHuto = 1,0 c);
a) 0,2...5,0 (war nameHeHus 0,1 c);

5) [t.PS] BpeMa nay3bl (Mo yMonyaxuto = 1,5 c);
a) 0,5...10,0 (war nameHeHuns 0,1 c);

Cnoco6 ceapku TIG

OTo6paxkatoTcA Ha UHAMKATOpe NCTOYHUKA ToKa (2):
0) [ A] ocHoBHOW NapaMeTp - TOK cBapKu (Nno ymonyaHuto = 60 A);
a) 8...150 A (war uameHeHus 1 A);
1) [but] pe>xuM KHonkM ropenku (no ymonyanuto = [LIFT]);
a) [LFt] - pexxuM 6e3 kHonkwu Ha ropenke TIG-LIFT (ana ropenku BeHTUAbHOrO TMNa);
b) [LF2] - 2-TaKTHbIN pexunM kHonku Ha ropenke TIG-LIFT2T (oTnycTtuTe KHOMKY ropenku AnA OTK/IIOYEeHUA CBapoYHOro Toka);
c) [LF4] — 4-TaKkTHbI pexuM kKHonku Ha ropenke TIG-LIFT4T (HaxXmMuTe Ha KHOMKY ropenkv MOBTOPHO, YTOBObl CHU3UTbL
CBapOYHbI/ TOK A0 3HAaUYEHMA «KOHEUYHbIA TOK». OTNYCTUTE KHOMKY, YTOGbI OTKHOUYUTL CBAPOYHbIN TOK);
2) [t.uP] BpemMa HapacTaHuMAa Toka (no ymonyaHuto = 0,2 c¢);
a) 0...15,0 ¢ (war nameHeHuna 0,1 c);
) [t.dn] BpeMAa cnagaHma Toka (no ymon4yanuio = 0,2 c¢);
a) 0...15,0 ¢ (war nameHeHuna 0,1 c);
) [Pr.A] cTapTOBbIi TOK (N0 yMon4yaHuio = 20 A);
a) 8...50 A (war nameHexna 1 A);
) [Po.A] KOHeuHbI TOK (N0 ymon4yaHutio = 20 A);
a) 8...50 A (war nameHeHus 1 A);
) [t.PO] BpeMsa nocnenpoAyBKM 3aLLMTHBIM ra3oM (no ymonyanuto = 4,0 c);
a) 1,0...35,0 c (war nameHeHuns 0,1 c);
7) [Po.P] pe>xuM nynbcaumii Toka (no ymonyanuto = OFF);
a) ON - BK/HOUEH;
b) OFF - BbIK/IHOYEH;
JononHutenbHo oTo6paxkatoTca B peXxuMe nynbcawmi Toka TIG:

w

N

o

2}

8) [-A.-] ocHOBHOW NapamMeTp - 6a30BbIA TOK (M0 yMonyaHuo = 60 A);
a) 8... 150 A (war nameHeHua 1 A);
9) [_A._] Tok nay3bl (o ymonuaHuto = 25 A);
a) 8... 150 A (war nameHeHua 1 A);
10) [Fr.P]uacToTta nynbcauuii Toka (no ymonyanuto = 10,0 l'u);
a) 0,2 ...500 Ny (auHaMmyeckuin war nameHenna 0,1 My...1 ru);
11)  [dut] cooTHoweHMe nMnynbc/naysa (6anaxc) (no ymonyaxuio = 50%);
a) 4 ... 80% (war nameHeHuns 2%).
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Cnoco6 ceapku MMA

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

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

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

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

FAPAHTUVHBIE OBA3ATE/IbCTBA

MATOH NHTEPHELLH/ rapaHTupyeT ncnpaBHyto paboTy UCTOYHMKa NUTaHMA NpU cobntoAeHnn NnoTpebutenem ycnosmi akcnayataumm,
XpaHEeHWA N TPaHCNOPTUPOBAHUA.
BHUMAHME! BecnnaTHoe rapaHTMiMtHOe 06CNyXXMBaHWE He BbIMOMHAETCA MPU MEXaHUYECKMX MOBPEXAEHUAX CBapoUHoro annaparal
CpOK OCHOBHOW rapaHTumM Ha cBapo4Hoe 060pyaoBaHWe COCTaBNAET:
Mogenb annapara | CpoK rapaHTum |
| EuroMIG | 3roaa
OCHOBHOW rapaHTUNHbIN NEPUOS UCHUCAAETCA CO AHA NPOAAXXN MHBEPTOPHOIO 060PpYA0BaHUA KOHEYHOMY MOKYNaTento.

ﬂ,ﬂﬂ npegoTepalleHna Bbixoaa U3 cTposa yCTpOVICTBa pekoMeHayeTcA o4AMH pas3 B nosroga, B 3aBMCUMOCTU OT yCI'IOBVII;I aKcnnyatauumu,
CHUMaTb 3aLLMUTHBIN KO>XXYX U MPOU3BOANTb OYNUCTKY BHYTPEHHUX 31EMEHTOB 1 Y3/10B OﬁOpyﬂ.OBaHMﬂ C>XaTblM BO34YXOM. LII/ICTKy cnepyet
nNpoBOANTb OCTOPOXKHO, YAep>XXMBaA WiaHr kKoMmnpeccopa Ha 40CTaTO4YHOM pacCToAHUMN, uTO6bI M36EXKaTh NOBpPeXAeHUA 3MEeKTPOHHbIX
KOMMOHEHTOB 1 MexaHU4YeCcKux aeTanen.

B TeyeHMe OCHOBHOrO rapaHTUIHOTO Nepuoja npogasel, 06A3yeTcsa (B cayyae rapaHTUIHOro peMoHTa) 6GecnnaTtHo ANnA BnagensLa
MHBepTOpHOro obopyaosaHua PATON™:

-NPON3BECTU [NArHOCTUKY U BbIABUTb MPUYNHY HEUCTIPABHOCTY;

-06ecneynTb PEMOHT y311aMU1 1 3N1eMeHTaMu1, He06X0AVMbIMU ANA BbINONHEHWNA PEMOHTA;

-NPOBECTV PEMOHT BbILLIEALLIEr0 U3 CTPOA 060pyA0BaHMA;

-NPOBECTV TECTUPOBaHMWE OTPEMOHTUPOBAHHOIO 060pyA0BaHMA.

OCHOBHbIe rapaHTUiiHble 06A3aTeNbCTBA HE pacnpocTpaHAlTcA Ha obopyaoBaHue:
-C MexaHM4YecKUMU NoBpeXAEHUAMU, MOBNNABLLUMMM Ha pa6oTocnoco6HOCTL annapata (aedopmanma Kopnyca, BbinageHne KHONok
1 pa3bémos);
-CO cnegamm Kopposuu, KoTopas crana NPUYNHOM HEMCNPaBHOCTY;
-Bbllleauiee N3 CTpoAa No npuynHe BOS,CLel;ICTBl/Iﬂ Ha ero C1MNoBble U 3/IEKTPOHHbIE 3N1EMEHTbI obunbHoM Bnaru,;
-Bblleauiee N3 CTpoA No NpUYnHe HakonIeHNAa BHYTpU TDKDI‘lpOBD,CLﬂLLlEI;I nbinn (yroanaﬂ MNblNb, METANNINYECKan CTPy>KKa 1 ,El.p.);
-CO cnegaMm NoNbITOK CAaMOCTOATENTIbHOTO pEMDHTa/SaMeHbI €ero ys3nos n/MNN KOMMOHEHTOB.

TaKk>ke OCHOBHblE rapaHTUitHble 0653aTeNbCTBa HE PACNPOCTPAHAIOTCA Ha BbiLLEALLINE U3 CTPOA BHELLHWE 3NeMeHTbl 060pyAoBaHUs,
noABepP>KEHHbIE GU3UYECKOMY KOHTAKTY, a Tak>Ke Ha COMyTCTBYOLLME/PacXoAHbIE MaTepuansi:

- BbIK/tOYATENb MUTAHUSA;

- PyYKM PETYNINPOBKY NapaMeTpoB CBapKK;

-pa3béMbl NOAKNOYEHUA Kabenen 1 pyKaBos;

-pa3béMbl ynpasneHus;

-Kabenb NUTaHWUA U BUKa Kabens NuTaHus;

-pyyKa Ans NepeHoCcKu, HanneuHbli peMeHb, Kenc, Kopobka;

-9NeKTpofoAepXKaTeNb, K1eMMa «<MacChl», rOpesnka, CBapoyHble kabenu 1 pykasa.
MpeTeHanm No HUM NPUHUMAKOTCA He NO3XKe ABYX HeAesb MOC/e NPoAAXKU.

Mpopase ocTaBnAeT 3a coboi NpaBo 0TKa3aTb B NPeAOCTaB/IEHUN rapaHTUIMHOTO PEMOHTa, TG0 YCTaHOBUTBL B Ka4YeCTBe AaTbl Havyana
VCMOMHEHWA rapaHTUNHBIX 06A3aTeNbCTB MeCAL, U FO4 BbiMycKa annaparta (yCTaHaBN1BaOTCA MO CEPUTHOMY HOMepY):
-MpU yTepe rapaHTUINHOIO TanoHa BNaaenbLeMm;

-MNPWN OTCYTCTBMWN KOPPEKTHOTO Uin BoOb6LLEe Kakoro-nnbo 3anonHeHna nacnopTa npogaBUOM Npuv Nnpoga>ke annaparTa.

FapaHTUIHbIN CPOK NPOANEBAETCA, HA CPOK rapaHTUIMHOIO 06CNY>KMBAHWA annaparta B CEPBUCHOM LieHTpe.
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ENGLISH

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

-injury of maintenance personnel or third persons;

-damage of the machine or property of the enterprise;

-derangement of efficient working process.

All persons employed with the start-up, operation, attendance, and maintenance of the machine
must:

-undergo the relevant qualifying examination;

-have knowledge about the welding;

-carefully follow these instructions.
Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC AMPERAGE

-electric shock can lead to death;

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

-welding cable must be robust, intact and insulated. Loose connections and damaged cables
must be immediately replaced. Mains cables and cables of the welding machine must be
checked for insulation integrity by an electrical engineer on a regular basis;

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

- B

DANGER OF WELDING ARC RADIATION

Observing the welding arc with the naked eye is forbidden. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with a DIN 9-10 filter). Unauthorized persons in the
operating area of the device must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS
-if smoke and hazardous gases emerge in the operating zone, remove them with special means;
-provide sufficient fresh air inflow;
-arc radiation field must be free from solvent vapours.

#

avey,

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;
-itis notallowed to weld vessels where gases, fuel or oil products are stored or used to be stored.
Residues of these products may explode;
- when working in fire-dangerous or explosion-dangerous rooms, adhere to special rules in
compliance with national and international regulations.

INDIVIDUAL PROTECTIVE EQUIPMENT
To ensure individual protection, adhere to the following rules:
-wear robust footwear, which retains insulating properties in moist environment as well;
-protect the hands with insulating gloves;
-protect the eyes with a headshield, with is equipped with a black-light filter complying with
safety standards;
-wear only proper low-flammable clothes.

#)

o[>

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

The delivery set of the device includes:

Short operating
manual

Welding cable withan
electrode holder**

Welding cable with ABICOR BINZEL

ground terminal* PATON EuroMIG

welding machine

MIG/MAG torch** Quick-release pneumatic

connector

*~Except ‘WA’ indexed models

** -Except ‘WA’, and ‘WAM’ indexed models
CONTROLS AND INDICATION

1-Knob of the power source control panel. By default, it regulates:
-for MMA - the welding amperage;
-for TIG - the welding amperage;
-for MIG/MAG - the welding voltage;

Press the knob to switch to the parameter’s code. Turn and press the knob to select functions/parameters. Turn the knob to adjust the
parameter’s values. Press the knob again to confirm the value and return to the function/parameter code selection;
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2-Seven-segment indicator of the power source control panel;
3-Welding program selection PROG INDUCTIVE button (a parameters set previously adjusted by the user). Additional function in the
MIG/MAG method: press and hold for more than 1 second to set the inductance level;
4-Welding method select MODE button:
-manual metal-arc welding (MMA);
-tungsten-arc inert gas welding (TIG);
-metal inert gas welding/meta active gas welding (MIG/MAG);
5-Welding method indicators;
6-TEST GAS button to check and adjust the shield gas supply (is active only in TIG and in MIG/MAG welding). Press the button to open
the gas supply valve. Adjust the gas consumption with the cylinder valve and press the TEST GAS button again to close the gas supply,
or it will stop automatically 15 seconds after the valve is opened (when the gas is supplied, the wire does not move);
RECOMMENDATION: Be sure to press the TEST GAS button after a long break to expel air from the welding sleeve and torch.
7-Knob of the feeder control panel (is active only in MIG/MAG welding). Press the knob to switch to the parameter’s code. Turn and
press the knob to select functions/parameters. Turn the knob to adjust the parameter’s values. Press the knob again to confirm the
value and return to the function/parameter code selection;
8-Seven-segment indicator of the feeder control panel (is active only in MIG/MAG welding);
9-WIRE INSTALL button- press and hold to feed the wire into the welding sleeve and torch. Shield gas is not purged. Is active only in
MIG/MAG welding;
10- KEY TORCH button to select the torch button mode (Is active in TIG and in MIG/MAG welding);
- ‘2T’ - two-stroke torch button mode;
-‘SPOT’ - - spot welding mode (tack welding). Available only in MIG/MAG welding;
o press and hold the KEY TORCH button for 0.6 s for quick call up of the dot time parameter on the feeder unit indicator (8).
The parameter name [t.SP] will be displayed, and then automatically change to its value. Adjust the dot time value with the
feeder unit knob (7);
o press and hold the KEY TORCH button again for 0.6 s for quick call up of the pause time [t.PS] name and value on the
feeder unit indicator (8). Adjust the pause time value with the feeder unit knob (7);
- ‘4T’ —four-stroke torch button mode
11- Wire feeder and wire spool compartment access door;
12- KZ-2 connector of the “EURO” type for connecting a push-button type TIG torch or a MIG/MAG torch;
13- Welding amperage jumper;
14- Power switch;
15- Shield gas inlet fitting;
A -+’ welding amperage socket:
-For MIG/MAG welding with solid wire, the welding amperage jumper (13) is connected;
-For MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire, the ‘ground’ cable is connected;
-For TIG welding only the ‘ground’ cable is connected;
-For MMA welding the electrode holder cable is connected (the ‘ground’ cable is connected when special electrodes are used);
B - ‘- welding amperage socket:
-For MMA welding the ‘ground’ cable is connected (the electrode holder cable is connected when special electrodes are used);
-For TIG welding, only the valve argon-arc torch, or the welding amperage jumper (13) is connected when using a button-type torch;
-For MIG/MAG welding with solid wire the ‘ground’ cable is connected;
-For MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire the welding amperage jumper (13) is connected.

START-UP

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

INSTALLATION REQUIREMENTS

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

POWER CONNECTION

The standard welding unit is rated for mains voltage is 230 V (-30% +13%).

CAUTION! When the unit is connected to a mains voltage higher than 270 V all manufacturer's warranty obligations become
invalid! The manufacturer's warranty also becomes invalid if the mains phase is connected to the main unit ground.

The mains plug, the mains cables, as well as the mains fuses must correspond to the unit power consumption.
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EuroMIG welding machine can be powered by a mobile generator, which must meet the following power specifications:

MMA electrode, mm MMA/TIG amperage, A MIG/MAG wire diameter, mm Required generator power, kVA
22 up to 80 up to @0,6 3,0
23 upto 120 up to 90,8 4,5
4 up to 160 up to @1,0 6,0

CAUTION! The generator output phase voltage should meet the 160-260 V limits for PATON EuroMIG machine stable operation.

SETTING THE WELDING FUNCTIONS

Buttons and two control panels are used to control the PATON EuroMIG welding machine:
-power source control panel consisting of a knob (1) and an indicator (2);
-wire feed control panel consisting of a knob (7) and an indicator (8). The wire feed control panel is active only when the MIG/MAG
welding method is enabled.

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

Both control panels may be locked (default) or unlocked.
A locked control panel displays and allows adjustment of the main parameter of the welding method set. Turn the knob of the active
control panel to change the main parameter:

-the power source control panel with knob (1):

o Welding amperage/base amperage — for MMA welding in DC/pulsed modes;

o Welding amperage/base amperage - for TIG welding in DC/pulsed modes;

o Welding voltage/voltage correction — for MIG/MAG welding in DC/pulsed modes;

-the wire feed control panel during MIG/MAG welding with knob (7):

o Wire speed.
Unlock the control panel as described below to access the fine-tuning functions for the selected welding method.
Knobs (1) and (7) are the main multi-function controls for the unlocked remote control:
- Press the knob to display the function/parameter code;
- Turn the knob to select the desired function/parameter;
- Press the knob and turn it to set the value of the selected function/parameter;
- Press the knob again to save the selected value and return to the function/parameter selection level — the changes made will be
immediately applied to the actual welding mode.

LOCKING AND UNLOCKING THE CONTROL PANEL

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

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

CHANGE THE WELDING PROGRAM

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

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

RESET THE WELDING PROGRAM

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

MACHINE OVERHEAT INDICATION

The temperature of the device's key elements, which heat up during operation, is controlled by an electronic overheating protection
system. When the key elements overheat, the power source indicator (2) displays and flashes the ‘t°’ character - you need to stop
operating, but do not turn off the device! Wait for the built-in fan to cool down the device. Do not turn it off!
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After the heated elements have cooled down to the normal operating temperature, the indicator (2) will again display the value of the
main parameter of the actual welding method. You can continue working with the device. If possible, slightly reduce the Duty Cycle
(DC) or reduce the welding amperage/voltage to not overheat the welding device.

Welding methods parameters

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

1,0 75

1.5 115

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

2.5 195

4,0 310

1.5 75

2,0 105

@3 up to 120 up to 20,8 2.5 130

4,0 205

6,0 310

2,0 75

2.5 95

a4 up to 160 up to @1,0 2.0 155

6,0 230

ATTENTION! The machine’s power switch does not de-energize the internal electronic parts when the machine is switched off.

Unplug the mains after finishing the welding to follow the safety rules.

MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING
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MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the GZ-2 TIG torch

ARGON-ARC
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T
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GROUNDING CLAMP

/'\—.__‘_-—'-'= WORKPIECE

Recommended welding cables length for MMA:

Maximum amperage Cable length (one way), m Cross-ser::‘:‘oznal area, Cable type
100 2.7 10 KG 1x10
150 3...10 16 KG 1x16
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PATON EuroMIG SPECIFICATIONS

Rated supply mains voltage 50 Hz, V 230
Mains voltage variation limits, V 160...260
Rated input amperage from mains, A 17...20
Rated power consumption, kVA 3,8...4,4
Maximum power consumption, kVA 5,5
Efficiency, % 90
80%/at 150 A
Duty eyele (DC) 100%/at 134 A
. MMA: 0,2...500
Pulsed welding modes, Hz T1G: 0,2...500
Rated welding amperage, A 150
Maximum operating amperage, A 200
Welding amperage regulation limits, A 8...150
Stick electrode diameter, mm 1,6...4,0
‘Hot-Start’ MMA function Adjustable
‘Arc-Force’ MMA function Adjustable
‘Anti-Stick’ MMA function Automatic
MMA No-load voltage reduction unit on/off
MMA No-load voltage, V 12/75
Arc ignition voltage, V 110
Welding voltage regulation limits, V 12...23
] . [ steel 0,6..1,0
Solid welding wire diameter, mm | aluminum 0.8.1.2
Wire feed speed regulation limits, m/min 1,0...10,0
Wire feeder type 2 roller
Maximum wire spool mass, kg 5
MIG/MAG torch button modes 2T, 4T, SPOT
Cooling type Air, Adaptive
Operating temperature range, °C -25...+45
Box dimensions (Length x Width x Height) , mm 390 x 194 x 295
Weight without wire spool and accessories, kg 9.2
Ingress Protection rating IP33
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MACHINE FUNCTIONS LIST
MIG/MAG welding method

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

At the wire feeder indicator (8):

0) [SPd] second main parameter of the method - wire feed speed (by default = 4.5 m/min);
a) 1,0...10,0 m/min (unitincrement 0,1 m/min);

1) [SFt] soft wire start (by default = OFF);
a) ON -enabled;
b) OFF - disabled;

2) [t.Pr] shield gas pre-purge time (by default = 0,1 s);
a) 0,1...25,0 s (unitincrement 0,1 s);

3) [t.Po] shield gas post-purge time (by default=1.5s);
a) 0,5 ...25,0 s (unitincrement 0,1 s);

Added only in SPOT mode:

4) [t.SP] dot time (by default=1,0 s);
a) 0,2...5,0 (unitincrement 0,1 s);
5) [t.PS] pause time (by default=1,5s);
a) 0,5...10,0 (unitincrement 0,1 s);

TIG welding method

On the source indicator (2):
0) [ A]welding amperage - main displayable parameter (by default= 60 A);
a) 8...150 A (unitincrement 1 A);
1) [but] torch button mode (by default = [LIFT]);
a) [LFt] - no button mode TIG-LIFT (for valve-type torch);
b) [LF2] - 2-stroke TIG-LIFT2T button mode (release the torch button to switch off the welding amperage);
c) [LF4] -4-stroke TIG-LIFT4T button mode (press the torch button again to reduce the amperage to the final amperage value.
Release the torch button to switch off the welding amperage;
2) [t.uP] amperage ramp up time (by default= 0,2 s);
a) 0...15,0 s (unitincrement 0,1 s);
3) [t.dn] amperage decay time (by default= 0,2 s);
a) 0...15,0 s (unitincrement 0,1 s);
4) [Pr.A] primary amperage (by default = 20 A);
a) 8...50 A (unitincrement 1 A);
5) [Po.A] final amperage (by default= 20 A);
a) 8...50 A (unitincrement 1 A);
6) [t.Po] shield gas post-purge time (by default= 4,0 s);
a) 1,0...35,0 s (unitincrement 0,1 s);
7) [Po.P] amperage pulsation mode (by default= OFF);
a) ON -enabled;
b) OFF - disabled;
TIG amperage pulsation mode additional parameters:

8) [-A.-] base amperage - main displayable parameter in the pulse mode (by default = 60 A);
9) [_A._] pause amperage (by default = 25 A);
a) 8... 150 A (unitincrement 1 A);
10) [Fr.P] amperage pulsation frequency (by default=10,0 Hz);
a) 0,2 ... 500 Hz (dynamic unitincrement 0,1 Hz...1 Hz);
11)  [dut] pulse/pause ratio (balance) (by default = 50%);
a) 4 ...80% (unitincrement 2%).
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MMA welding method

At the source indicator (2):

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

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

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

a) 0,1...1,0 s (unitincrement0,1 s);

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

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

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

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

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

) [Po.P] amperage pulsation mode (by default = OFF);
a) ON -enabled;
b) OFF - disabled;

MMA amperage pulsation mode additional parameters:

-

N

o

2]

~N

]

9) [-A.-] base amperage - main displayable parameter in the pulse mode (by default = 80 A);
a) 8... 150 A (unitincrement 1 A);
10) [_A._] pause amperage (by default = 25 A);
a) 8...150 A (unitincrement 1 A);
11)  [Fr.P]amperage pulsation frequency (by default = 5,0 Hz);
a) 0,2 ... 500 Hz (dynamic unitincrement 0,1 Hz...1 Hz);
12) [dut] pulse/pause ratio (balance) (by default= 50%);
a) 20 ... 80% (unitincrement 2%).
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WARRANTY

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

WARRANTY POLICY

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

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

The main warranty period for welding equipment is:

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

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

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

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
-to make diagnostics and identify the cause of the malfunction;
-to provide units and parts required for the repair;
-[lto repair the failed equipment;
-to test the repaired equipment.

The main warranty does not apply to the equipment:
-mechanically damaged that affected the device performance (deformation of the case and parts as a result of falling from a height
or external hits), malfunctioned buttons and connectors;
-with traces of corrosion, caused a malfunction;
-out of order due to exposure to its power and electronic elements of abundant moisture;
-failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);
-have traces of unauthorized repair/replacement attempt of parts and/or elements.

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

-the power switch;

-the adjusting knobs;

-the cables and sleeves connectors;

-the control connectors;

-the mains cable and the mains cable plug;

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

-the electrode holder, the ground terminal, the torch, the welding cables and sleeves.
Claims are accepted no later than two weeks after the sale.

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

-the owner loses the warranty card;

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

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

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

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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[Nata npuioMy Ha peMoHT / laTa npméma Ha peMoHT / Received to repair date 7 7,20

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuuunnHa / Cause:

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

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHaku HepaboTocnocobHocTn / Symptoms of malfunction:

MpuunnHa / Cause:

[Nata npuoMy Ha peMoHT / laTa npuéma Ha peMoHT / Received torepairdate ___ » ", 20___

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / Mpu3Hakn HepaboTocnocobHocTn / Symptoms of malfunction:

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

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuuunnHa / Cause:

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

(nianuc / nognuce / signature)

O3Haku HecnpaBHocTi / MpuaHaku HepaboTocnocob6HocTn / Symptoms of malfunction:

MpuunnHa / Cause:

[Narta npuioMy Ha peMoHT / laTa npméma Ha peMoHT / Received torepairdate ___ » 20

(nianuc / nognuce / signature)

O3Haku HecnpaBHoOCTI / Mpu3Hakn HepaboTocnocobHocTn / Symptoms of malfunction:

MpuynnHa / Cause:
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