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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™ MasterTIG-200 AC/DC

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

Directives:
Safety of machinery - Electrical

. . EN IEC 60204-1:2018
equipment of machines:

Arc welding equipment - Part 1: EN IEC 60974-1:2018/A1:2019
Welding 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 20.07.2025

Signature
Name, Function:

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

E-Mail: office@paton.ua
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YKPAIHCbKA

3BaptoBanbHUIN anapaTt BUrOTOBNEHWI BIAMOBIAHO A0 TEXHIYHWX CTAHAAPTIB i NpaBun TEXHIKW
6e3neku. Y pasi Moro HenpaBubHOI ekcnnyaTauii BUHWKae Hebeaneka:
-TpaBMyBaHHA nepcoHany abo TpeTix oci6;
-3anofifsHHA LWKoAM caMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBA;
-nopyLUeHHA epeKTUBHOro po60o4oro NpoLiecy.

Ocobu, noB'A3aHi 3 BBeAEHHAM B eKChnyaTauilo, YNpaBAiHHAM, AOMMAAOM | TEXHIYHUM
o6cnyroByBaHHAM anapary, MOBUHHI:

-MPOWTK BiANOBIAHY aTecTalito;

- BO/IOAITV 3HAHHAMM 3i 3BaplOBaHHA;

-TOYHO AOTPUMYBATUCA AaHOI iIHCTPYKLi.
HecnpaBHoCTi, AKi MOXXYTb 3HU3UTK 6e3MeKy, NOBUHHI 6YTU TEPMIHOBO YCYHEHI.

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBA/IbHOIO CTPYMY
-ypaXkeHHs eneKTPUYHUM CTPYMOM MOXKe BYTU CMepTenlbHUM;
-3BaploBanbHUI kabenb NOBUHEH BYTU MILHWM, HeyLLIKOAXKEHUM Ta i30n1boBaHMM. OcnabneHi
3’egHaHHA | nowKoAXXeHU kabenb NOTPiGHO HerarHo 3aMiHUTU. Mepexesi kabeni n kabeni
3BaploBasibHOro anapaTy MOBMHHI CMCTEMaTU4YHO MepeBipATUCA (axiBLEM eNeKTPUKOM Ha
cnpaeHiCTb i3onsauii;
-3a60pPOHAETLCA 3HIMATW 30BHILLIHIV KOXYX anapaTy nif 4ac BUKOPUCTaHHA.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPIOIOTLCA Mg Yac poboTn, MoxyTb 0bnekTn wWkipy abo BuMkAMKaTM Monym's, TOMy nif 4ac
3BaploBaHHA CNif, HOCUTU 3aXMCHY Macky 3 ToHoBaHUM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, o
3HaxXoAATbCA B 30Hi Aii NPUCTPOID, MOBMHHI 3axuMLLaTK O4i cneuianbHUMN 3aXMCHUMK OKynapaMu
a60 HEroproUYMMM eKpaHaMu, Lo NOMNHAKTb BUMPOMIHIOBAHHA.

HEBE3MEKA LWKIAJIUBUX TA3IB | BAMAPIB
- AWM Ta WKiAAMBI ra3un NoTpibHO BMAANAT1 3 pobo4oi 30HM cneuianbHUMK 3acobamu;
-noTpibHO 3a6e3ne4mnTV AOCTaTHIM NPUTOK CBIXXKOro NOBITPA A0 3BaptOBaNbHUKA;
-BUMNapu PO3YNHHUKIB HE MOBUHHI MOTPanIATU B 30HY BUMPOMIiHIOBaHHA 3BaptoBanbHOi Ayru.

HEBE3MEKA MATHITHOrO nona

CTBOpPEHiI BUCOKMM CTPYMOM MarHiTHi M0NA MOXYTb YUHUTU HEFaTUBHMIA BNAIWB Ha NpauesaaTHICTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki Npunagn, NOBUHHI
nopagnTmncAa 3 niKapeM, nepw Hi>XXK HabnuxaTtucs ao pOﬁOHOI’O 3BaproBanbHOro Mal;I,ELaHLII/IKa.

HEBE3MEKA BU/IbOTY ICKOP
-3alMUCTI NpeaMeTV BUAANNTM 3 po60oY0i 30HK;
-He [onycKatTbCA 3BaptoBasibHi po6oTN Ha EMHOCTAX, Ae 36epiratoTbea abo 36epiranvcs rasu,
nanbHe, HapTonpoaykTn. Moxnvea Hebesneka BUBYXy 3anULLKIB LUUX MPOAYKTIB;
-y noXexo- Ta BUOYXOHeGEe3MeuHUX NPUMILLEHHAX AO0TPUMYBATUCA OCOGNMBUX Npasun,
BiANOBIAHO A0 HALiOHANbHUX Ta MDKHAPOAHUX HOPM.

OCOBMCTE 3AXUCHE CMOPAOXKEHHA
[lna oco6ucTtoro 3axmMcTy NoTPiGHO AOTPUMYBATUCh HACTYMHMX NPaBKA:
-HOCUTU MiLHe B3YTTA, Lo 36epirae i30nt0t04i BNaCTUBOCTI, B TOMY YMC/i 11y BONOTMX yMOBaX;
-3axuLLaTV PYKU i30/1H0I0UNMMU pyKaBUUYKaMU;
-04i 3axMLLATN 3aXMCHOK Mackol 3 ¢GiNbTPoOM NPOTU yNbTpadioNeToBOro BUMNPOMiHIOBaHHA,
AKWI BigNoBifae cTaHAapTaM TexHikn 6eaneku;
-BUKOPMCTOBYBATM TiNIbKN BaXKKO3aMMUCTUI OAAT.

)
= D)

HEBE3MEKA IHTEHCUBHOIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXKe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpaLtoroTb 3 06nagHaHHAM, nigyvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTY OpPraHiB CAyxy.
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[ PATON

PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

Crtucnuin noci6HUK
KopucTyBada

. Litka 4gnAa  oyMwieHHs i
ManbHuK aproHo-gyrosuii  ABICOR nonipyeaxHa PATON BRUSH*
BINZEL, 4 m*

(oo

LLBnako3’eMHUI
NMHEBMOPO3’€M 8 MM

3BaptoBanbHui Kabenb 3 KNEMOK

[>kepeno  XXuBneHHA
«maca» ABICOR BINZEL, 3 M*

3BaptoBanbHOi ayrn 3
MepexxeBuM kabenem

* KpiM Moaenew 3 iHaekcoM “WA”

PO3’€MWU, EJIEMEHTU KEPYBAHHA TA IHOUKALUIA

3oBHiwHIl BUrnag ma pos3’emu

30BHILWHI BUrnap, ta pos’emu anapara MasterTIG-200 AC/DC
1. Aucnneli 3BaptoBanbHOro anapary;
2. MaHenb KepyBaHHA;
3. Po3’eM nigkntoueHHa witkn PATON BRUSH;
4. Po3'eM AnA NigkNroYeHHsA KHONKK Ha nanbHuky, abo negani;
5. Wtyuep Ana NigknoYeHHA ra3oBoro LWAaHry Ha nanbHUKY;
6. BuMunkau xueneHHA anapaTa;
7. Kabenb nigkntoyeHHaA anapaTa 4o eNeKTpoMepexi;
8. LUtyuep niakntoveHHA 6anoHa i3 3aXMCHUM rasom;
A - CunoBuii po3’eM, «+» (4HepBOHUI KONip);
B - CnnoBuii po3’eM, «-» (YOpHUI Konip).
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lMaHenb kepyBaHHA anapamom

PEXXMM POBOTH

AN A

SPOT M

MA T cLEaN

@ BUEPATH

200 AC/DC

MaHenb kepyBaHHA anapaTom MasterTIG AC/DC
1. KHonka BACK - HaTUCHITb, W06 NOBEPHYTUCb Ha MonepeaHi piBeHb MeHt0. Y dyHKUii «TecT rasy» BMUKae/BUMMMKae NpoayBky
KaHasy 3aXMCHWM rasoM;
2. Knonka MAIN:

a) B pexxumax TIG, SPOT, MMA HaTUCHITb, 06 BiaKpUTK ekpaH «OCHOBHUL cmpyM». MOBTOPHI HaTUCKaHHA B pexxumax TIG
Ta SPOT BMUKatoTb onuito «Tecm rasy»/noeepTatoTb A0 ekpaHy «OCHOBHUU cmpyM»;
b) B pexxnmMi CLEAN HaTUCHITb, LL06 BiAKPUTN ekpaH BUGOPY TUNY po60Tu («OumnLLeHHA»/«[MonipyBaHHA»);

3. KHonka OPTIONS - HaTUCHITb, W06 BiAKPUTN MEHIO:
a) AOOATKOBI MAPAMETPU — HanawmyBaHHA 4719 BCaHOB/1I€HOI0 Crocoby 3BaproBaHHA:
i) [na cnoco6y 3BaproBaHHA TIG:

(1)  «Pe>xum KHonku» — 06epimb pexxumMm po6omu KHOMKU nasasHuka: 2T/4T;
(2)  «Cnoci6 nignany»—o6epimsb crioci6 nignany gyru: TIG lift (gocmynHul minsku ana nocmidHoro cmpymy), DC
yu HF;

(3)  «[ucmaHuyiliHe KepyBaHHA» — BUMKHIMb 4Yu 06epimb 04UH 3 ABOX MPUCMPOIB AUCMAaHYilHOro KepyBaHHA
npoyecoMm 3BaproBaHHA:
(a)  [ManbHUK - perynroe cmpym 3BaproBaHHA y Aiana3oHi 5 .. 200 A;
(b)  IMemane — perynoe cmpym 3BaproBaHHA y AianasoHi 3Ha4eHb «[loyamkoBuli cmpym» .. «OCHOBHUU
cmpym»;
i) [na cnocoby 3BaproBaHHA SPOT:
(1)  «Pe>kum kHonKu» — 06epime pexxum pobomu KHOMKuU nasnbHuka: 2T/4T;
iii) [na cnocoby 3BaproBaHHA MMA:
(1) «AHMU3anunaHHA» — yBIMKHIMb YU BUMKHIMb QYHKYitO;
(2)  «@®opcax gyru»—Hanawmylime 36i1bWeHHA cunu cmpymy ayru 'y mexax 0..100%;
b) BIAKPUTU — 3aBaHmaxkeHHA 36epexkeHb napamempis 3BaproBaHHA. O6epimb nompi6He 36epexxeHHA i HamucHimb Ha
PYYKy perynamopa, ujob 3acmocysamu napamempu 38aproBaHHs;
c) 3BEPEITU AK - 3anuc 36epexxeHb NapaMempiB 3BaproBaHHA 40 nam’ami anapama. O6epimb 36epesxxeHHA i HamucHimb
Ha py4Ky perysnamopa, ujo6 3arnucamu 4o HbOro napaMmempu 38aproBaHHA;
4. KHonka MENU - HaTUCHITb, W06 BiAKPUTK ekpaH, Ha AKOMY MO>KHa BUGpaTu:
a) PEXKUM — 06epimb pexxum po6omu anapamy:
i) TIG - 3BaproBaHHA CyyinlbHUM WBOM, BO/Ib@pamMoOBUM e/1IeKMPOLOM y amMoc@epi 3axucHOro rasy;
i) SPOT - 3BaproBaHHA MoYKaMu, BO/IbpaMoBUM €/1eKMPOAOM y ammMoCcepi 3aXUCHOro rasy;
iii) MMA - 3BaproBaHHA CMPUXXHEBUM €/1eKMPOZOM 3 MOKPUMMAM;
iv) CLEAN - enekmpoximidyHe nosipysaHHA MOBEPXOHb 3 Heip>kaBiro4oi cmasi, Yu ix o4ucmka Bif Ko/1bopiB MiHAUBOCMI
i okucnis 3BaproBaHHA;
b) FOJIOBHA - nepexia A0 ekpaHy ros10BHOro napaMmempa pexxuMy po6omu;
c) 3BEPEXKEHHA - meHro pobomu i3 36epexeHumMu rporpamMamu 3BaptoBaHHA. O6epimb nompibHe 36epexeHHA
0BOPOMOM Py4KU perynamopa;
i) HamucHims py4ky perynamopa An14 3aBaHmMaxKeHHA napamempis o6paHoro 36epexxeHHA;
i) HamucHimbe kHorky OPTIONS, w06 Bigkpumu MeH po6omu iz 3anucaHumu 36epexxeHHAMU:
(1) IMepeilimeHyBamu — 3MiHimb Ha3By 36epexxeHHA BUKOPUCMOBYHOYU eKpaHHY Knasiamypy;
2) KonitoBamu — noBopomom perynamopa obepimb crom 36epexxeHHsa | HAmUCHIMb Ha py4YKy — napaMmempu
rnomoyHoro 36epexxeHHA 6yayme 3anucaHi 4o o6paHoro csioma;
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(3)  BigHoBumu 36epe>xeHHA A0 3aBOACBLKOro cmaHy — HaMUCHIMb Ha pydky peryasmopa, npoyumaime
rornepeaxKeHHs i We pa3 HamMUCHIMb Ha py4YKy peryaamopa, wo6 CKUHymu Ha3By i napaMempu rnomo4YHoro
36epexkeHHA 40 3aBOACHKUX Ha/lalumyBaHb;

d) HAJIALUTYBAHHA - HamucHimb, wo6 Bigkpumu MeHto HanawmyBaHb po6omu 3BaproBa/ibHOro anapama:

i) ABTO3BEPE)XXEHHA — HamucHimb KHOMKY perynamopa, w06 yBiMKHYmMu/BUMKHYmMU @yHKYit0 aBmoMamu4yHoro
36epexkeHHA BHeCeHUX 3MiH napamMempiB y Tomo4YHoMy 36epesxeHHi;

i) TECT TA3Y [IMPU BKJ/TOYEHHI - HamucHimb KHOMKY perynamopa, wob6 yBiMKHYmMU/BUMKHYMU @YyHKUiO
aBmoMamuy4Hoi MPOAYBKU KaHa/ly 3aXUCHUM ra3oMm rpu BK/IKOYEHHI anapama npomArom «Tecm raay»;

iii) MOBA - HamucHimb, o6 BigKpuMuU MeHro BU6opy MOBU MeHto artapama. [ToBopomom py4yku perynamopa obepime
6axkaHy MOBY i HAMUCHIMb Ha pyYKy A/1A NiaMBEPAXKEHHA BUGOPY — MOBa MeHH0 Byae 3MiHeHa Ha 06paHy;

iv) 3AlrA/IbHA IHOOPMAL}IA - HamucHimb, wo6 nepeguBumucs iHpopMayito npo gaHuli eK3eMnIAp 3BaproBasibHOro
anapamy MasterTIG-200 AC/DC;

v) BIQHOBUTU 4O 3ABOACbKOIO CTAHY — HamucHimb Ha py4Ky perynamopa, wob Bigkpumu rnornepesxxeHHA npo

BiAHOB/IEHHA anapama [0 3aBOACbKUX Ha/laumyBaHb. HamucHimb pydKy perynamopa we pas, wo6 nigmeepaumu

CBOE piweHHA. Hassu ma napamempu 36epexeHb, 3arafibHi HanawmyBaHHA anapama 6y4ymb CKUHymi 4o

3aBOACHLKUX 3HAYEHb;

5. Pyuka perynatopa. MNoeepraiiTe ii, W06 nepeanBAATUCH ONLii MEHIO, HATUCHITb Ha PyYKY, LLLO6 NiaTBEPANTH BUGIP onuii.

QAucnnel anapamy

KonbopoBuii piaKoKpUCTaniyHnin AMcnnen Bidyaniaye BCTaHOBNEHWIA PEXUM 3BaptOBaHHA Ta Moro napaMeTpu. BiH Mae HacTynHi obnacTi
Bigo6paxkeHHs Ta iHAnKaTopu:

6| 7 8|l o] |10 11 || 12 | 13

5 ! Ha3sa 36epeeHHs 28 8 E 14

4 OCHOBHWW CTPYM

15

2 Hil 9. 16

Y

17

1 0.5¢ 100A O0.lc Tc 100A 15¢c

IHaukaTopu amucnnero

1. —MikTorpama nepexoay A0 ekpaHy Bubopy poay cTpyMy 3BaptoBaHHA(DC —nocTiiHui cTpyM, AC - 3MiHHUI cTpyM, MIX - cTpym
3MilaHoro poay, AOCTYNHUI TiNbKWU ANA 3BaptoBaHHA y cnocobi TIG). O6epiTh il NOBOPOTOM perynatopa i HaTUCHITb Ha pPyuKy, Wo6

BnbpaTtu pia CTpyMy Ta BCTAHOBUTU MOro napaMeTpu;

2. - MMikTorpamMa nepexoay A0 ekpaHy 3ajaHHA 4acy TeCcTOBOi NMPOoAYBKW KaHany 3axvcHWM raszoM. O6epitb ii moBopoTom
perynaTopa i HaTUCHITb Ha py4Ky, 06 BCTAHOBUTM Yac TECTOBOI 3axMCHUM ra3om (1-60c). HatucHite Ha kHonky BACK, o6
YBIMKHYTU NPOAYyBKY KaHany ra3oM Ha NpoTA3i BCTAHOB/IEHOTO Yacy;

3. Lindppose Ta rpadiyHe BigobpakeHHA 3Ha4eHHA 06paHOro NnapaMeTpa 3BaploBaHHA;

4. Ha3ea o6paHoro napamMeTpa 3BaptoBaHHs;

5. IHamkaTop cnocoby nignany Ayrn. Moxke NnpuMaTn 3HaYeHHA:

p

a) — 6e3koHmMakmHul nignan Bucoko4acmom+um po3paaom (HF);

b) — koHmakmmuud nignan (TIG lift). Moxnusul minbku npu nocmitiHomy cmpymi 38aprosaHHA (DC);
6. |lHaMKaTop BCTaHOBNEHOTO CNocoby 3BaptoBaHHA. MoXke NpuiiMaTh 3HaYeHHA:

a) TIG - 3BaproBaHHA BO/MIb(ppaMOBUM €71eKMpPOoAOM B amMocPepi 3aXUCHOro rasy;

b) SPOT - moykoBe 3BaproBaHHA BO/IbPPaMOBUM e/1eKmpPoA0M B ammMochepi 3axucHoro rasy;

c) MMA - py4He ennekmpogyrose 3BaproBaHHA;
7. lHAMKaTOP BCTAHOBMEHOrO PoAYy CTPYMy 3BaptoBaHHA. Moxe NpuiiMaT 3HaYeHHA:

a) DC - nocmitiHuli cmpym;

b) AC - 3MiHHUlU cmpym;
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c) MIX -cmpym 3miwaHoro poay;
8. IHAMKaTOp BCTaHOBMEHOrO peXxuMy poboTu KHOMKM ManbHWUKa. BiacyTHiM npu nigkntoyveHHi i HanawTyBaHHi po6oTn 3 negannto
peryntoBaHHA CTPyMy 3BaploBaHHs;
9. MikTorpama-niaKaska, Lo HanawTyBaHHA BCIX QYHKLIA | peXnMIiB y AaHOMY pAAKY ekpaHa [OCTYMHe i3 MeHIo nicna HaTUCKaHHA

kHorkn OPTIONS BIEIAETEN;

10. HasBa noTtoyHoro 36epe>xxeHHsA NnapaMeTpiB 3BaploBaHHA;

11. — IHaMKaTop PO6OTU TECTOBOI NPOAYBKM KaHany 3axXMCHUM ra3oM. Ynucno — yac npoayBku, y cekyHaax. lHamkaTop noracHe
nicna 3aBepLUeHHA NPOAYBKU;

12. - IlHpmkaTop neperpiBy anaparty. [pu nosBi iHAMKaTopa 3BaptoBanbHUIA anapaTt NPUNUHUTL 3BapOBaHHA/OYNCTKY, ane ekpaH
npoAoBXuTb poboTy. Micna 3HWXKEHHA TeMMnepaTypu anapaTta 3BaptoBaHHA/ounLLeHHA Byae BiAHOBNEHE;
13. |HAnKaTop yBiIMKHEHOro 3acoby ANCTaHLINHOro KepyBaHHA. MoXke NpUMaTh 3HaYEHHA:

a)

—nega/sib r1aBHOro KkepyBaHHA 3BaproBasibHUM CMpPyMoM;

b) — nanbHUK 3 MOAYNEM M/1aBHOIO PErytoBaHHA CMPYMy 3BaproBaHHA;

14. - lHAnKaTop TOro, WO BCi 3MiHW 3Ha4yeHb NapaMeTpiB 3BaptoBaHHA BAANO 3anucaHi Ao noToyHoro 36epexxeHHs y nam’aTi
anaparta;
15. LlmknorpaMa BCTaHOBNEHOIO PEXNMY 3BaprOBaHHSA;

16. - Niktrorpama nepexopy Ao meHto A OAATKOBI MAPAMETPW. O6epiTh ii NOBOPOTOM perynatopa i HaTUCHITb Ha pyuyKy, abo
HaTUCHITb Ha kHonky MENU;
17. NiHiika 3Ha4YeHb NapaMeTpiB MOTOYHOIO PEXUMY 3BapOBaHHA.

BBEOEHHA B EKCIJ/TYATALLIIO

3BaptoBanbHWIN anapaT NPU3HaYeHWUi ANA PYYHOro AyroBOro 3BaplOBaHHA €NeKTPOAOM 3 MOKPUTTAM, 3BaplOBaHHA B CepefoBULL
aproHy, a TakoX A1 OUULLEHHS 3BapioBaibHUX NMOBEPXOHb Bif, KO/TbOPIB MiHAMBOCTI Ta OKUCIIB | MOMipyBaHHA MeTaneBMX NOBEPXOHb.
IHWe BMKOPUCTAaHHA anapaTy BBaXaeTbCA TakuM, LLIO He BiAMOBiAA€E MOro npusHaveHH. BUpobHUK He Hece BiAMOBIAaNbHOCTI 3a
MOLLKOJXKEHHA BHAC/MiLOK BUKOPUCTaHHA anapaTy He 3a MpuaHayeHHAM. BUkopucTaHHA BignoBigHO [0 npu3HayveHHA nepeabavae
AOTPUMaHHA BKa3iBOK Liboro nocibHuka 3 ekcnnyaradii.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3milyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWI BXif, | BUXif 0XO0AXKYUYOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha NepeaHil i 3agHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBun NuA (Hanpuknag, nig vyac HaxaayHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXOOAXEHHS.

MIAK/IFOYEHHA XKUBJ/IEHHA

3BaptoBanbHUit anapat MasterTIG-200 AC/DC po3paxoBaHuii Ha Hanpyry xxusneHHs 220/230 B (190-260 B). MakcuManbHa NOTYXXHiCTb
cnoXxuBaHHs: 6,3 KBT.

MpaBuna TexHikn 6e3nekun nig vyac npoBeAeHHA PobiT 3i 3BaptoBanbHUM obnafHaHHAM BMMaraloTb 3a3eM/IEHHA KOpnycy anaparty.
HeobxiaHo o60B’A3koBO BMUKaTN MasterTIG-200 AC/DC y po3eTky i3 3a3eMNeHHAM.

YBATA! Mpu nigkntoueHHi anapaTa 4o Hanpyry Mepexxi Buwe 270 B Bci rapaHTinHi 30608'a3aHHA BUPOGHMKa BTpadatoTh cuny! Taka
cuTyalis MoXKe TpanuTUCA Npu BENUKOMY nepekoci ¢pasHoi Hanpyr B cTaHAapTHIA Mepexi abo Npu BUKOPUCTaHHI HecTaHAapTHOro
NigKNOYeHHA.

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

YBATA! BuMuKau XX1BNeHHaA Ha 3afHii naHeni anapaTa (6) He € CUNOBWM, BiH He 3HECTPYMJIHOE BHYTPILLHIO e1eKTPOHiKy. TOMy BuitMainTe
BUNKY 3 MepeXi Nicna 3aBepLUeHHA 3BaptoBasibHUX PoBiT 3rifHO NpaBun TexHikM 6e3neku.
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3BaptoBanbHi anapat PATON MasterTIG MOXyTb OTPUMYBaTW >XMBMEHHA Big MOBGINbHOro reHepaTopa, NOTYXHICTb AKOro BiANoBigae

HacTyrnHWM BMMoram:

[iameTp enektpoay 3apaHuii cTpyM npu [LiameTp apoTy Ans Heo6xigHa NnoTy>XHicTb
ana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTtopa, KkBA
2 no 80 no 20,6 3,0
23 80120 no 20,8 4,5
a4 4o 160 no 21,0 6,0
a5 40 200 no 21,0 7,7

YBATA! Jna ctabinbHoi po6oTu MasterTIG BuxigHa ¢a3oBa Hanpyra reHepatopa He NoBUHHA BUXOAUTM 3a Mexxi 160-260 B.

BCTAHOBJ/IEHHA MOBU MEHIO ATTAPATA

[na BctaHoBNeHHA 6axkaHOi MOBU iHTEpdelicy anapaTa BUKOHaNTe iHCTpyKLji:

1. HaTucHitb kHonky MENU;

2. O6epTaHHAM py4yku perynatopa 06epite NyHKT MeHto HAJTALUTYBAHHA i HaTUCHITb Ha pyu4ky, W06 niaTBepAnTH CBill BUBIp;
3. O6epTaHHAM py4yku perynatopa o06epiTb NyHKT MeHto MOBA i HaTUCHITb Ha py4Ky, W06 NiaTBEPAUTHM CBill BUGIpP;

4. O6epTaHHAM py4Yku perynatopa o6epite 6axkaHy MoBy iHTepdelcy i HATUCHITb Ha pyYKy, LWo6 NiaTBEPAUTH CBill BUBIP;

5. HaTtucHitb kHonky MAIN, 1,06 noBepHYTUCh Ha rONIOBHUI ekpaH anapara.

CXEMA NIAKMIOYEHHA AMAPATA O/1A APTOHO-AYIOBOIro 3BAPIOBAHHA (TIG, SPOT)

;

Ar
Ar+He
He

APTOHOBWIA
MANBHUK

KNEMA “MACA”

ENEKTPOOOTPUMAM

KNEMA “MACA”

-9- PATON MasterTIG-200 AC/DC



PATON

CXEMA NIAK/IOYEHHA AMAPATA /1A POBOTU B PEXKUMAX OYULLEEHHA/MOJTIPYBAHHA (CLEAN)

LLYTKA I3
BYIMEBOJIOKHA

-_&}cf'-'

KNEMA “MACA”

TEXHIYHI XAPAKTEPUCTUKWU MasterTIG-200 AC/DC

OCHOBHi XapaKTepuUcTUKN 3BaploBaHHA
[0noBHWI pexunm poboTn TIG
JopaTtkosi pexxkuMu po6otun SPOT, MMA, CLEAN
EnextpoxxusneHHa 50/60 'y, B 230 (190-260)
MakcumanbHa cnoXxmnsaHa noTy>KHICTb, KBT 6,3
KKA, % He MeHwe 80
Hanpyra xonoctoro xoay, B 60..80
TpuBanicTb HaBaHTa>keHHA Ppo60TH i3 CTPYMOM 3BaploBaHHA
AU 126 A 100%
DC (nocTifiHui cTpym) 200A 20%
. o 140 A 100%
AC (3MiHHUI CTPYM) 200A 50%
PyHKuii anapama y cnocobax 3BaptoBaHHA
Bes3koHTakTHe 3anantoBaHHA ayru (HF) | TIG DC/AC/MIX, SPOT DC/AC
KoHTakTHe 3anantoBaHHaA ayru (TIG Lift) | TIGDC
3BaptoBaHHA NOCTiMHUM cTpyMom (DC)
Cnoco6u 3BaptoBaHHA | TIG, SPOT, MMA
3BaptoBaHHA 3MiHUM cTpyMoM (AC)
Cnoco6u 3BaptoBaHHA TIG, SPOT
YacrtoTa cTpymy, 'y 15..200
BanaHc nonapHocTel cTpymy, % 15..85
3BaploBaHHA CTPYMOM 3MiwlaHoro poay (MIX)
Cnoci6 3BaptoBaHHA TIG
YacTtoTta nynbcauin, 'y, 15..200
BanaHc nynbcauin, % 15..85
BanaHc MIX, % 15..85
YacTota MIX, 'y 1..10
DYHKUii AUCTaHLINHOIO KepyBaHHA
MiaTpyMKa UMKAIB KHOMKM NanbHUKa | TIG (2T, 4T), SPOT (2T, 4T)
3acobu nnaBHoro peryntoBaHHs B TIG | neganb, NanbHUK
DyHKLi po60TH 3 3aXMCHUM ra3oM
TecToBa NpoAyBKa 3aXMCHUM ra3oMm, ¢ 1..60
MepeanpoayBka 3aXMCHUM ra3oMm, ¢ 0..15
MicnanpoayBka 3aXMCHUM ra3omMm, 0..15
MapameTpu aproHo-gyrosoro 3saptoBaHHA (TIG)
MouaTkoBMI CTPYM, A 5..200
Yac HapoCTaHHA CTpyMy, C 0..15
CTpyM 3BaptoBaHHA, A 5..200
Yac cnapaHHAa CTpyMy, C 0..15
CTpyM 3aBepLUeHHsA, A 5..200
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MapamMeTpu ToukoBoro asaproBaHHA (SPOT)
OCHOBHUI CTpyM, A 5..200
Yac Touku, ¢ 0,01..20
KinbKicTb TOYOK, WIT 1,2,3,4,5, ©
Yac Mix Toukamu, ¢ 0,1..10
MapameTpu 3BaproBaHHA CTPMIKHEBMM eNeKTPOAO0M 3 NokputTaMm (MMA)
CTpyM 3BaptoBaHHs, A 10..200
MoTy>XHicTb «[apayoro ctapty», % 0..100 (pa3omM 3 «[apA4mM cTapToM» CTPyM < 200 A)
Yac «[apayoro ctapTy», C 0,1..1,0
DyHKUiA <AHTU3aNUNAHHA» ON/OFF
®dopcax ayru (Arc Force), % 1-100
3aranbHi xapakTepucTmKku
Knac 3axucty P23
MoBu iHTepdericy YKP, ENG, PYC
36epiraHHA HanalwTyBaHb 3BaptOBaHHA ABTOMaTUYHE, 10 36epexkeHb
Fabaputu (O x LU x B), MM 465 x 150 x 350
Maca, kr 12,5

BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

HanawmyBaHHA aproHo-gyrosoro 3saptoBaHHA (TIG)

1. «TecT rasy» — Yac TeCToBOi NPOAYBKM KaHany 3axmMcHUM rasom (1..60 c);
2. «Pip, cTpyMy>» - pif, 3BaptoBanibHOro CTPyMy:
a) DC - 3BaproBaHHA nocmiliHuM cmpyMoMm;
b) AC - 3BaproBaHHA 3MiHHUM cmpyMoM. [locmynHi HanawmyBaHHA:
i) «banaHc AC» - criiBBigHOWEHHSA iMnynbciB AogamHoi ma Big’eMHoi nonapHocmel (15..85%);
i) «4acmoma AC» - yacmoma 3BaproBasibHoro cmpymy (15..200 l'y);
c) MIX - 3BaproBaHHA CMPYMOM 3MiluaHoro poay. JocmynHi HanawmyBaHHA:
i) «banaHc AC» — cniBBigHOWEHHSA iMMy/bCiB 4AoAamHOI ma Big’eMHOI nonapHocmel 3aMiHHoro cmpymy MiX (15..85%);
ii) «4acmoma AC» - yacmoma 3miHHoro cmpymy MIX (15..200 l'y);
i) «banaHc MIX» - BigcomkoBe crniBBigHOWEHHA MixXk 3MiHHUM ma nocmidHum cmpymom (15..85%);
iv) «4acmoma MIX» — yacmoma 4YeprysaHHA 3MiHHOro ma nnocmitiHoro cmpymy (1..10 I'y);
3. «MepepnpoayBka» —4yac nepeanpoAyBku 3axmMcHMM rasom (0..15 ¢);
4. «MoyaTKOBUM CTPYM» — CTPYM 3ananeHHs 4yrun, no4aTkoBuii CTpyM umnkny 4T (5 A...OcHoBHUl cmpyM);
5. «<4ac HapocTaHHA» — Yac HapOCTaHHA 3BaptoBanbHOro CTpyMy Bia «[MoyamkoBuli cmpyM» Ao «OcHoBHUl cmpym» (0..15 c);
6. «OCHOBHMW CTPYM» — OCHOBHWI 3BaptoBaibHU CTpyM (5..200 A);
7. «IMNyNbCHUI peXXnM» — HanaluTyBaHHA TUMNY i NapaMeTpiB 3BaptoBaHHA iMMYNbCHUM CTPYMOM. [IOCTYMHUIA TiNbKU ANS poAy CTPYMY
DCuu AC;
a) «3BuyaliHulli» — 3BaproBaHHA iMIysIbCHUM CMPYMOM OAHiei yacmomu;
i) «banaHc iMnynbciB» — cniBBigHOWeEHHA mpuBasocmi iMnynsciB «OcHOBHUU cmpym» ma «HukHil cmpym»
(15..85%);
i) «HYacmoma imnyneciB» — yacmoma nynscayii 3saprosasnbHoro cmpymy (0,1..200 'y);
iii) «Hu>KHItG cmpyM» — MiHiIMarnibHe 3Ha4YeHHA iMry/bcis 3BaproBasbHoro cmpymy (5 A..(OcHoBHul cmpym-5A) );

b) «[oaBilHuUl» - CyMileHHA HU3bKOYaCmMOMHUX ry/bcayill 3BaproBa/ibHOro CmMpymMy 3 aBmoMamu4yHUMU
BUCOKOYaCMOMHUMU rynbcayiamu cmpymy. JocmynHul minbku ana pogy cmpymy DC;
i) «banaHc iMnyneciB» — cniBBiAHOWEHHA mpuBasocmi iMnynbciB «OcHoBHUU cmpyM» ma «HuxHil cmpym»
(15..85%);

ii) «Yacmoma imnynbcie» - yacmoma nynscauyii 3saprosanbHoro cmpymy (0,1..30 I'y);
i) «HU>KHIl cmpyM» - MiHiIManibHe 3Ha4YeHHs iMy/bCis 3BaproBaabHOro cmpymy (5 A..(OcHoBHuUl cmpym-5A) );
8. «<Yac cnapaHHA» — Yac cnagaHHA 3BaptoBanbHOMO CTPyMy Big «OCHOBHMI CTPyM» A0 «CTpyM 3aBepLueHHa» (0..15 ¢);
9. «CTpyM 3aBepLUEHHA» — CTPYM 3aBepLUEHHS (CTPyM 3aBaptoBaHHsA kpaTepa) (5 A...OCHOBHUI CTPYM);
10. «MicnanpoayBka» —4ac NpoAyBKN 3aXMCHUM ra3oM nicns BUMuUKaHHA ayru (0..15 ¢);
11. «[opaTKoBi napamMeTpu» — 404ATKOBI MapaMeTpu HanaluTyBaHHA cnocoby TIG:
a) «Pe>XuM KHOMKU» — pexxuM pobomu KHOMKU Ha nasabHUKy: 2T/4T;
b) «Cnoci6 nignany» - cnocobu nignany gyru:

i) HF - 6eakoHmakmHul nignan gyru BUCOKOBO/IbMHUM po3pAaoM. [ocmynHul 4514 1060ro poay 3BaproBasibHOro
cmpymy;
i) TIG lift - koHmakmHud nignan gyru. [JocmynHul mineku ana nocmitiHUM cmpyMoM;
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c) «AucmaHuiliHe KepyBaHHA» — BigAa/ieHe KepyBaHHA MPOUEeCOM 3BaproBaHHA creyialbHUMU 3acobamu:
i) «[ManbHUK» — KepyBaHHA 3BaplOBaHHAM MasbHUKOM 3 KHOMKOK ma pery/iAmopom cusiu cmpymy. Ha ekpari

iHAukamop: N
VYBATA! MNanbHUK AUCTaHUIMHOINO KepyBaHHSA 3MIHIOE CTpyM 3BapoBaHHA Y MOBHOMY Aiana3oHi (5..200 A), BiH He oBMexeHui
Be/IMYMHO NnapameTpa «OCHOBHUI CTPYyM»!
i) «[leganb» - kepyBaHHA CMPYMy 3BaproBaHHA neaasnsto y gianasoHi (Moyamkosuli cmpyM...OcHoBHUl cmpym) . [pu

ybomy He 6yaymsb npayroBamu yukau 2T/4T, xoya Bubpamu B MeHI ix MoxHa. Ha ekpaHi iHgukamop K=
306paxKeHHA MOMOYHOro CmpymMy.
YBATA! Akwo 3HauveHHs napameTtpa MouaTkoBuit cTpyM Gyae piBHe BenuMunHi OCHOBHUIA CTPYM, TO 3MiHIOBATU CUMY CTPYyMy

3BaploBaHHs 3a AOMOMOrot0 Neaani He BUAe. lHAUKaTOp neaani oTpPUMae 3HaK OKNNUKY: !

HanawmyBaHHA moukoBoro 3saproBaHHA (SPOT)

1. «TecT rasy» — Yac TeCToBOi NPOAYBKM KaHany 3axmMcHUM rasom (1..60 c);
2. «Pip, cTpyMy>» - pif, 3BaptoBanbHOro CTPyMy:
a) DC - 3BaproBaHHA nocmiliHuM cmpyMoMm;
b) AC - 3BaproBaHHA 3MiHHUM cmpyMoM. [locmynHi HanawmyBaHHA:
i) «banaHc AC» - criiBBigHOWEHHSA iMy/bCiB MO3UuMUBHOI ma HeramuBHoi nonapHocmedl (15..85%);
ii) «4acmoma AC» — yacmoma 3BaproBasibHoro cmpymy (15..200 I'y);
3. «MepepnpoayBka» —4ac nepeanpoAyBKN 3axMcHMUM rasom (0..15 c);
4. «OCHOBHMI CTPYM» — OCHOBHWI 3BaptoBasibHUiA CTPyM (5..200 A);
5. «<Yac Toukn» — TpMBanicTb yTpMMaHHa ayrm Toukm (0,01..20 c);
6. «KinbKicTb TOUOK» — CEpiA TOUOK, AKY anapaT 3pobuTb NicNa HaTUCKaHHA Ha KHOMKY nanbHuka (1, 2, 3, 4, 5, HECKIHYEHHICTb);
7. «<Yac Mi>k ToukaMu» — TpMBanicTb Naysun Mixk Toukamm 3saptosaHHaA (0,1-10 c);
8. «Micnanpopyska» — Yyac NPoAYBKM 3aXMCHWUM ra3oMm nicna 3akiH4eHHA 3BaptoBaHHA (0..15 ¢);
9. «[lopaTkoBi NnapameTpu» — 404aTKOBI NapaMeTpun HanawTyBaHHA pexuMy SPOT:
a) «Pe>KuM KHOMKU» — pexxuM po6omu KHOMKU Ha nasabHuUKy: 2T/4T.

HanawmyBaHHA 3BaproBaHHA esieKmpogoM 3 nokpummsam (MMA)

-

. «fapAuMn cTapT» — BiACOTOK NOYATKOBOrO NepPEBULLLEHHA 3HaUYeHHA «OcHOBHUl cmpym>» (0..100%). [lie Big MOMeEHTY nignany ayru
Ha npoTasi «Yac Fapadoro ctapTy». [Tokpallye nignan gyrv Ta cTapToBui nponnas, ane 36inbLUye CNOXUBaHHA CTpyMy. AnapaTt He
[03BO/IUTb BUCTABUTK 3HaUeHHA «fapAunii cTapT» TakUM YMHOM, 06 CyMapHUii 3BaptoBasibHUIA CTPYM nepesuns 200 A;

2. «Yac rapayoro ctapTy» — TpuBanictb po6otu pyHkuii «Fapauni ctapt» (0,1..1 c);

3. «OCHOBHMUW CTPYM» — OCHOBHWI 3BaptoBanbHNUn cTpyM (10..200 A;

4. lopaTKoBi NapamMeTpu» —HanalLTyBaHHA 40AATKOBUI GyHKLi cnocoby MMA:

a) «AHMu3anunaHHA» — arnapam camMocmiliHO 3HUXYE 3BaploBasibHUl CMPyM ma Hagae MOX/IUBICMb 3BaproBa/ibHUKY
BifoKpemMumu (Bigippamu) enekmpog sig Bupoby 6e3 pusuky obnasaumu o4i BUnagKosuM rnigrnaaom gyru. PyYHKUiro MOXHa
YBIMKHYMU YU BUMKHYMu;

b) «Dopcaxk Ayru» — nNpu 3HUXEHHI Hanpyru Ha Ay3i HuXx4e MiHiMasibHO A[ornycmumoi And cmabinbHoro ii ropiHHA
3BaproBasibHUl cmpyM nigBuUWYyeMbCA Ha BesluduHy «@Popcaxk gyru» (0..100%).

Bu6ip pe>xumiB ouucmku/nonipyBaHHs (CLEAN)

1. «OUULLLEHHA» — OYULLEHHA NOBEPXHI METANEBUX AeTasel Ta 3BapHUX LLBIB Big OKWUCNIB Ta NignanvH 3a 0NOMOror eNeKkTPOXiMiYHOro
nonipyBaHHsA;
2. «MonipyBaHHA» — 3rnaaykyBaHHA LLOPCTKUX METANEBUX MOBEPXOHb 3a AONOMOrOO €NeKTPOXiMIYHOIo NONipyBaHHA.

CkupgaHHsA HanawmyBaHb anapamy 40 3aBo4CbKUX

BukoHanTe iHCTPYKUIT ANA CKMAaHHA BCix 36epeskeHnx Nporpam y BCix pexmnMax Ao 3aBOACbKUX HanaluTyBaHb:
1. HatucHitb kHonky MENU;

2. BubepiTb NyHKT «HanawTyBaHHA»;

3. Bubepitb NyHKT «BigHOBUTHK 4,0 3aBOACHKOrO CTaHy» Ta NiATBEPAITL CBil BUOIp.

DyHKLiA aucTaHLUinHOro kKepyBaHHs 3BaploBasibHUM CTPYMOM

[aHa dyHKLUiA 4O3BONAE KEPYBATU CTPYMOM 3BaproBaHHSA B pexxnMi TIG gucTaHUiMHO 3a 4ONOMOroo neaani abo nanbHWKa, OCHaLLEHOTO
MOoAyNeM peryntoBaHHs cTpyMy. IMCTaHUiNHe KepyBaHHSA NpaLtoe 3 1t061MM poAoM CTPYMY, B NOCTiIMHOMY abo 3BUYalNHOMY iMNyNbCHOMY
peXuMi, KpiM noABiHOro.
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KepyBaHHsA cusoro 3BaproBa/ibHOro cCmpymy 3a 40MoMororo negani

BukoHalTe HacTynHi Aji, o6 MaTn MOXKINBICTb MNAaBHO KEPYBaTU CUTOKD CTPYMY 3a JONOMOrOL0 neaani:

1. YBiMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyiTe oro Ans 3BaptoBaHHA Yy cnocobi TIG;

2. HanawTyiite napametpu «[MlouaTkoBUIA CTPYM» — HUXKHIO MeXXy | «OCHOBHUI CTPYM» — BEPXHIO MEXXY PeryntoBaHHA CTPyMy neaaniio;
3. MigkntoyiTe KOHTAKT Neganiy pos’em 4. AKLL0 A0 HBOTO BYB NiAKNOYEHNI KOHTAKT KHOMKW NanbHUKa, TO BiAK/OYITb KOro;

VYBATA! Po6oTa 3 negannto Bukno4vae po60oTy 3 nanbH1Kkamu no umknax 2T i 4T!
4. HaTtucHitb kHonky OPTIONS;

5. Y MeHo «[loaaTKoBi napaMeTpu» PErynaTopoM BigKpuiiTe po3ain «AucraHuinHe KepyBaHHA» i 06epiTb Y HbOMY NYHKT «Mepanb»;
6. HaTtucHitb kHonky MAIN, 106 noBepHyTUCA Ha ekpaH «OCHOBHUU cmpyM>».

Y BepxHbOMy paay 6yae AodaHuUl iHaMKaTop , @ Ha eKpaHi — nikTorpama negani peryntoBaHHA CUNN CTPyMy:
Bifo6pa>keHi HUXKHSA | BEPXHA MeXXi CTPyMy 3BaptoBaHHA, a TakoX MOro NOTOYHE 3HAUEHHSA.

Micna HanawTyBaHHA PeXVMy MOXHa NpUCTynaTtu A0 3BaptoBaHHA. MiHiManbHe HaTUCKaHHA Ha Nepanb iHiuitoe nignan ayru Ha
3HayeHHi «MoyaTkoBMiA cTpyM». CTpyM 3BaptoBaHHSA PEryoeTbCA B 3a/1€XKHOCTI Bif, HAaTUCKaHHA Ha Nefarnb, AKLLO Nnejanb HaTUCHYTa
NoBHicTIo, To 6yae BCTaHOBNEHO MakKCMMasbHe 3Ha4YeHHA CTpyMy («OCHOBHUI cTpyM»). BukopucTaHHA negani AO3BONAE B NpoLeci
3BaploBaHHA NaBHO peryntoBatn cTpyM Big «[lovyaTkoBUI cTPYM» A0 «<OCHOBHUM CTPYM».

KepyBaHHsa cunoro 3aBaproBasibHOro cmpyMmy 3a A0MoMOororo naabHUKa 3 peryiismopom

BukoHaiTe HacTynHi Aii, Wo6 Math MOX/IMBICTb NNABHO KepyBaTW CU/IOKD CTPYMY 3a AOMOMOroK nanbHUKa, OCHaLLEHOro Moaynem

peryntoBaHHs CU/IN 3BapOBasibHOTO CTPYMy:

1. YBiMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyiTe oro Ans 3BaptoBaHHA Yy cnocobi TIG;

2. MipkntoYiTe NanbHUK 3 MOAYNEM peryntoBaHHA CTPyMy A0 po3’eMy A, Oro ra3oBWi LUMaHT A0 LWTyLepy 5, a KOHTakT KHOMKU — A0
po3’emy 4;

3. HaTtucHitb kHonky OPTIONS;

4. Y MeHto «[lopaTKOBi napaMeTpu» PerynaTopoM BigKkpuiiTe po3ain «[AMcTaHuinHe kepyBaHHA» i 06epiTb NYHKT «ManbHUK»;

5. Y po3aini «<PeXkxmM KHoNKu» 06epiTb NOTPIOHUIA LMKN PpO6OTU 3 KHONKOK NanbHuKa: 2T um 4T;

6. HaTtucHitb kKHonky MAIN, 06 noBepHyTMCA Ha ekpaH «<OCHOBHUM CTPYM». 3BepXy Byae AoAaHUI iHAMKATOP

Micns HanawTyBaHHA PEXXMMY MOXKHa NPUCTYNaTK A0 3BaptoBaHHA. HaTUCHITb Ha KHOMNKY NanbHWKa AnAa nignany ayrv Ha «MMoyamkoBul
cmpym».

[ani, B 3aNeXHOCTi Bi4 BCTAHOBNEHOro LMKy po6oTu 2T uum 4T, cTpyM 3BaptoBaHHA AOCArHE 3HAYEHHA, L0 3a4a€TbCA MOoAyNeM
perynoBaHHA UM CTPYMY NanbHUKa aBTOMaTUYHO, YU MiCNA BiANYCKaHHA KHOMKMN.

B npoueci 3BaptoBaHHA CTPYM MOXHa NAaBHO 3MiHIOBaTK PEryNATOPOM NanbHUKa B Aiana3oHi 5..200 A.

GX 16 Spin «maman

TN
S, Gaun

S$1 - KOHTaKTVW NiAKAYEHHA KHOMKW NafbHUKa / — Y
R1 - KOHTaKTV NiaKAOYeHHA noTeHuiomeTpa 10 KOM (

O @)
//

(3
R1 7

CxeMa po3’eMy NiaKNoUeHHA KHONKU NanbHUKa/nepani
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HanawTtyBaHHA ouncTKku/nonipyBaHHA MeTaneBux noeepxoHb (CLEAN)

BukoHanTe HacTynHi Aji, o6 BUKOHATN O4YMCTKY/NONIPOBKY MeTaniyHMX NOBEPXOHb 3a AornoMoroto anapaTta MasterTIG-200 AC/DC:

1. NigkntoyiTb kKabenb «Maca» B CUNOBUI PO3’€M A «+» i 0 BUPOOBY, L0 Byae 06po6itoBaTUCh;

2. Mipkntoyitb kKabenb Witk PATON BRUSH y po3’em 3;

3. YBiMKHiTb anapat MasterTIG-200 AC/DC;

4. HaTtucHitb kHonky MENU;

5. Y meHto PEXXUM perynatopom o6epiTb NnyHKT CLEAN;

6. Perynatopom o06epitb 6axkaHunit pexxnm po6oTu witkoto: OHULWEHHA un MOMIPYBAHHA i HaTUCHITb Ha py4uKky perynaTtopa;

7. 3aHypbTe po6ounit KiHeub Witk PATON BRUSH y pignHy ana nacusauii BUCOKONEroBaHUX CTanem i TOpKHiTbCA LiTKOK A0 BMPOBY,
AKWI NOTPIGHO UncTUTU/NONIPYBaTH;

8. PyxaliTe LLiTKy B3A0BX NOBEPXHI, AKY MOTPIGHO oumncTUTM/BiANoNipyBaTu.

VYBATA! He nputuckaiTe LWiTKy LWinbHO A0 06po6ntoBanbHOi NoBepxHi. MoTpi6HO nuLle TopkaTUcs i LiTKOK, HE MepeLLKoaXatoumn

YTBOPEHHIO MiKPOPO3PAAIB MidX LLIITKOK | MOBEPXHEID MeTany.
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHoBHMI cnoxwuBay!

MATOH IHTEPHELLUH/ aakye Bam 3a Bu6ip npoaykuii PATON Ta rapaHTye BUCOKY AKiCTb Ta 6e3a0raHHe GpyHKLIOHYBaHHA faHoro BUpoby

3a YMOBW AOTPUMAHHA NpaBu MOro ekcnayatawii.
YBATA!!! Mepen BukopucTtaHHAM o6nafHaHHA PEKOMEHAYEMO O3HAWOMUTUCA 3 PO3LUMPEHOH [HCTPYKUiE 3
ekcnnyaTauii, a TakoX NepeBipuTU NPaBWUIbHICTb 3aNOBHEHHA rapaHTINHOro TanoHa: Ha3ea Mogeni npuabaHoro Bamu
BMpOO6Y, Ta MOro cepinHnin HoMep NOBUHHI ByTW iAEHTUYHI 3anncaM B rapaHTiMHOMY TanoHi. He AonyckaeTbCA BHECEHHSA B
TanoH 6yab-AKMNX 3MiH Y/ BUMPaBeHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA y pa3si 4OTPMMaHHSA CrioXkMBayeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.

YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTD:

| Mogenb anapaty | TepMiH rapaHTii |
| MasterTIG-200 AC/DC | 2 poxu |

OCHOBHW rapaHTinHWIA Nepios 064YNCAIOETLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHayeTbCcA 3a41A YHUKHEHHA BUXOAy anapaTty 3 nagy, 3anexHo Bif YMOB ekcnnyaTtauii, 0AnH pa3 Ha NiBPOKY 3HATU 3axXMCHY
KPULLKY | BAKOHATN YNCTKY BHYTPILLHIX eNeMeHTIB i By3niB 06nagHaHHA CTUCHEHUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAUTU aKypaTHO,
YTPUMYIOUM LUNAHI KOMMpecopa Ha [AOCTaTHIA BiaCTaHi, 3aAna YHUKHEHHA MOLIKOAXKEHHA Malku €NeKTPOHHWUX KOMMOHEHTIB i
MEXaHiYHMX YaCTUH.

[MpoTAroM OCHOBHOrO rapaHTinHOro nepiody npopaseLlb 3060B'A3yeTbCA (y BMMaAKY rapaHTIAHONO peMoOHTy), 6e3KOLITOBHO AnsA
BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

-NMPOTAroM poky 3 AaTn npuAaGaHHA KNieHTOM o6nagHaHHA onnaTMTK 4ocTaBky o6nagHaHHA B CepBiCHUI LLeHTP | Ha3ag, KNieHTKy,

BMKOPUCTOBYHOUM NOCYrM KOMNaHii «<HoBa nowuta»;

-MPOBECTU AiarHOCTUKY Ta BUABUTU MPUYMHY HECMIPABHOCTI;

-3abe3ne4nT HeobXiAHMMM ANA BUKOHAHHA PEMOHTY By3/1aM/ Ta eeMeHTaMu;

- BiAPEMOHTyBaTV HecnpaBHe 061afHaHHS;

-NPOBECTUN TECTYBaHHA BiAPEMOHTOBAHOro 06nagHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLIMPIOOTLCA Ha 061aaHaHHA:
-3 MexaHiYHUMU MOLLIKOAXEHHAMMU, LLLO BNMHYW Ha NpaLue3aaTHiCTb anaparty (aedpopmaliia kopnycy i Aetanei BHacNifAoK nagiHHA
3 BUCOTM ab0 MexaHiYHWX yaapis, BUNafaHHA KHOMOK Ta po3'eMiB);
-3i cnipamMum Kopoasii, AKa cTana NPUYMHOK HECNPABHOrO CTaHy;
-AKe BUMALLNO 3 afly Yepes BN/IMB CUMbHOIO 3BO/IOXKEHHA Ha MOr0 CUOBI 1 €N1eKTPOHHI eNeMeHTH;
-fAKe BUMALLNO 3 Nafly Yepes HakoMUYeHHA CTPYMONPOBIAHOIo WAy (BYTiNbHWUIA NUA, MeTanesa CTPY>KKa Ta iH.) BcepeauHi;
-3i cnigamu cnpo6 caMoCTiIMHOrO PEMOHTY MOro By3niB Ta/abo 3aMiHV eneMeHTiB.

Tako>k OCHOBHI rapaHTifHi 3060B’A3aHHA HE MOLLMPIOOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTU 06naaHaHHA, AKI NiaAalTbeA GisnYHOMY
KOHTaKTy, Ta Ha CYnyTHi/BUTpaTHi MaTepianu, a came:

- BUMUKaY XXMBNEHHS;

- Py4KU perynioBaHHA napaMeTpis 3BaploBaHHA;

-po3'eMu nigkntoYeHHA kabenis i pykasis;

-po3'eMu ynpaBniHHSA;

-Kabenb XXMBNeHHA i BUIka Kabento XXMBNEHHS;

-py4Ka Ans nepeHeceHHs, Kenc, kopobka;

-TpUMaui eneKkTpoaiB, Knema «Macu», NanbHUK, 3BaptoBanbHi kabeni Ta pykasu.
MpeTeHsii Woao HUX NPUIMatoTbeA He Mi3HiLle ABOX TUXKHIB Micna npogaxy.

Mpopaeeup 3anuwae 3a coboo NPaBO BIAMOBUTU Y HafaHHI rapaHTIMHOrO PeMOHTy, abo BCTAHOBWUTW AaTOK MOYaTKy BUKOHAHHA
rapaHTinHWX 3060B'A3aHb MicALb i PiK BUNYCKy anapaTy (BCTaHOB/OOTLCA 3@ CEPiItHUM HOMEPOM):

-y pasi BTpatu nacnopta BNacHUKOM;

-y pasi BiacyTHOCTi KopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTta npoAasLeM Mif vYac Npoaaxy anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiMHOro 06¢cnyroByBaHHA anapaty y CEpBiCHOMY LIeHTPi.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:
-injury of maintenance personnel or third persons;

-damage of the machine or property of the enterprise;
-derangement of efficient working process.

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

-have knowledge about welding;
-carefully follow these instructions.
Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

-electric shock can lead to death;

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

-welding cable must be robust, intact and insulated. Weak connectors and damaged cables
must be immediately replaced. Mains cables and welding machine cables must be verified for
insulation integrity by an electrical engineer on a regular basis;

-never open the outer case when using the machine.

DANGER OF WELDING ARC RADIATION

It is forbidden to watch the welding arc with the naked eye. The generated arc and splashing can
burn the skin or cause a flame, therefore a protective helmet with a tinted filter must always be worn
(goggles must have a DIN 9-10 filter at least). Unauthorized persons in the device operating area
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
equipment;
-provide sufficient fresh air inflow;
-arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

Magnetic fields generated by this machine can have adverse effect on operability of electrical
devices (such as cardiac pacemakers). People who use such devices must consult with a doctor
before approaching the welding operating area.

DANGER OF SPARKING
- remove flammable objects from the operating zone;
- welding of the vessels where gases, fuel or oil products are stored or used to be stored is
prohibited. Residues of these products may explode;
- adhere to special rules in compliance with national and international regulations when
working in fire-dangerous or explosion-dangerous rooms

PERSONAL PROTECTIVE EQUIPMENT
To ensure personal protection, adhere to the following rules:
-wear robust footwear, with insulating properties in moist environment as well;
-protect your hands with insulating gloves;
-protect your head and eyes with a helmet, equipped with a DIN 9-10 filter at least complying with
safety standards;
-wear only proper low-flammable clothes.

DANGER OF INTENSE NOISE
The generated welding arc can emit sounds above 85 dB during 8 hours of working time. Welders,
working with the equipment, must wear ear protection during work.
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PATON BRUSH polishing
and cleaning brush*

UNPACKING

The device kit may include:

gimj@

X

(e

Quick-release pneumatic
connector, 8 mm

3m welding cable with ABICOR
BINZEL ground terminal*

Welding arc supply unit
withamainscable

* except for ‘WA’ index models

CONNECTORS, CONTROLS AND INDICATIONS

Appearance and connectors

3/ afs

Appearance and connectors of MasterTIG-200 AC/DC

1. Welding machine display;

2. Control panel;

3. PATON BRUSH connector;

4. Remote controller (pedal, welding torch with current regulator) socket;
5. Gas hose connection fitting on the torch;

6. On/off switch;

7. Mains cable;

8. Shielding gas balloon fitting;

A - Power connector, ‘+’ (red);

B - Power connector, ‘-’ (black).
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Device control panel

MAIN CURRENT

MasterTIG-200 AC/DC device control panel
1. BACK button — press to return to the previous menu level. In the Gas Test function turns on/off the channel purging with shielding gas;
2. MAIN button:
a) Press to open the Main Current screen in TIG, SPOT, or MMA modes. Repeated presses in TIG and SPOT modes turn on the
Gas Test option/return to the Main Current screen;
b) Press to open the operation type selection screen (Cleaning/Polishing) in CLEAN mode;
3. OPTIONS button - press to open menu:
a) ADDITIONAL PARAMETERS - settings of selected welding method:
i) For the TIG welding method:
(1)  Button mode - select the torch button mode: 2T/4T;
(2)  Burn mode - select arc striking mode: TIG lift (available only for DC) or HF;
(3)  Remote control - you may turn off or select one of two welding remote control device:
(a) Torch - adjusts the welding currentin 5.. 200 A range;
(b) Pedal - adjusts the welding current in the Start current .. Main current range;
ii) For the SPOT welding method:
(1) Button mode - select the torch button mode: 2T/4T;
iii) For the MMA welding method:
(1)  Anti-Stick - turn the function on/off;
(2)  Arc boost-adjustthe arc’s current boosting in the 0..100% range;
b) OPEN - load the saved welding parameters Saves. Select the wanted Saves and press the knob to apply the welding
parameters;
c) SAVE AS - write the welding parameters Save to the machine memory. Select the Saves and press the knob to write down
the welding parameters to it;
4. MENU button - press to open the screen with options:
a) MODE - select the machine operating mode:
i) TIG - welding with a continuous seam with a tungsten electrode in a shielded gas;
i) SPOT - spot welding with a tungsten electrode in a shielded gas;
iii) MMA - manual arc welding with a flux-coated electrode;
iv) CLEAN - electrochemical cleaning from color variations and welding oxides, also polishing of stainless-steel

surfaces;
b) MAIN - jump to the mode main parameter screen;
i) STORAGE — menu for working with saved welding programs. Select the wanted Saves by turning the control knob.

Press the knob to load the parameters of the selected Saves;
i) Press the OPTIONS button to open the menu of saved Saves:
(1) Rename - change the Saves name using the on-screen keyboard;
(2)  Copy- Turn the knob to select the Saves slot and press the knob to write down the parameters of the current
Saves to the chosen slot;
(3)  Restore - press the knob, read the warning and press the knob again to reset the name and parameters of the
current Saves to defaults;
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c) SETTING - press to open the welding machine settings menu:

i) AUTOSAVE - press the knob to turn on/off the function of autosave the parameters changes to the current Saves;

i) GAS TEST WHEN MACHINE ON - press the regulator knob to enable/disable the function of automatic channel
purging with shielding gas when the device is turned on, during the Gas Test duration;

iii) LANGUAGE - press to open the machine menu language selection. Turn the knob to select the language, and press
it to confirm your choice — the menu language will be changed to the selected;

iv) GENERAL INFORMATION - press to view the information about this instance of the MasterTIG-200 AC/DC welding
machine;

v) RESTORE TO THE FACTORY STATE - press the knob to open the warning about restoring the device to factory
settings. Press the knob again to confirm your decision. The names and parameters of the Saves, and the general
device settings will be reset to factory defaults;

5. Regulator’s knob. Turn it to view, and select the menus options, then press it to confirm the option selection.

Machine display

The screen displays the welding mode and its parameters. It has the following display areas and indicators:

6| 7( 8]l o 10 1 (| 12 | 13
5 2 3% ol & 14

15

16

17

1 O 00A D 00A 00A

Display indicators

1. — Icon for setting the welding current type (DC - direct current, AC — alternating current, MIX - mixed current, available only for
TIG welding). Select it by turning the knob and press the knob to select the current type and set its parameters;

2. —Icon for setting the time of channel test purging with shielding gas. Select it by turning the knob and press the knob to set the
test purging time (1 - 60 s). Press the BACK button to turn on the channel purging for the set time;
3. Digital and graphic display of the selected welding parameter value;
4. Name of the selected welding parameter;
5. Indicator of the arc striking method. IT may take the following values:
¥

a) - high-frequency discharge non-contact arc striking (HF);

b) - contact arc striking (TIG lift). Available only with constant welding current (DC);
6. Indicator of the set welding method. It may take the following values:
a) TIG - tungsten electrode welding in a shielded gas;
b) SPOT - spot welding with a tungsten electrode in a shielded gas;
c) MMA - manual arc welding with a flux-coated electrode;
7. Indicator of the set welding current type. It may take the following values:
a) DC -direct current;
b) AC - alternating current;
c) MIX - mixed type current;
8. Indicator of the torch button operation mode. Not available when the remote-control pedal is connected.;

9. Hinticon means the settings of all functions and modes in this screen line are available in the OPTIONS button menu
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10. Name of the current welding parameters Saves;

1. —Indicator of the shielding gas test purging. The number is the purging time, in seconds. The indicator will go out after the
purging is complete;

12. — Indicator of the device overheating. When the indicator appears, the welding machine will stop welding/cleaning, but the
screen will continue to work. After the temperature decreases, the welding/cleaning will be resumed.;
13. Indicator of the remote control being turned on. It may take the following values:

— pedal for smooth welding current control;

- —torch with a module for smooth welding current regulation;

14. - Indicator that all changes in the welding parameters values have been successfully written to the current Save in the
machine’s memory;
15. Cycle diagram of the set welding mode;

16. — Switching to the operating mode and ADDITION PARAMETERS menu;
17. Current welding parameters line.

INSTALLATION

The welding machine is intended for manual arc welding with a flux-coated electrode, welding in an argon shielding gas, as well as for
cleaning stainless steel surfaces from discoloration and oxides, and polishing them. Any other use of the machine is considered to be
improper. The manufacturer is not liable for damage resulting from improper use of the machine. Intended use requires compliance with
the instructions in this operating manual.

INSTALLATION REQUIREMENTS

The machine must be placed so as to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels.
Take care that metal dust (for example, during emery grinding) does not drawn directly into the.

POWER CONNECTION

The MasterTIG-200 AC/DC welding machine is rated for a mains voltage of 230 V (190-260 V). Maximum power consumption: 6.3 kW.
Safety regulations require grounding of the machine body. It is imperative to plug the MasterTIG-200 AC/DC into a grounded socket.

Attention! When connecting the machine to a mains voltage above 270V, all the manufacturer's warranty obligations become invalid!
This situation can occur with a large phase voltage imbalance in the standard network or when using a non-standard connection.

Use a mains connector, a cross-section of the mains cables, as well as the mains fuses that corresponds to the machine power
consumption.

CAUTION! Power switch (6) machine does not de-energize the internal electronic parts, when the machine is switched off. Therefore,
disconnect the plug from the mains after completion of welding according to the safety rules.

POWERING BY A GENERATOR

MasterTIG welding machine can be powered by a mobile generator, which must meet the following power specifications:

MMA electrode, mm MMA/TIG amperage, A Required generator power, kVA
@2 up to 80 3,0
23 upto 120 4,5
a4 up to 160 6,0
@5 up to 200 7,7

CAUTION! The generator output phase voltage should meet the 160-260 V limits for PATON MasterTIG machine stable operation.
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SETTING THE DEVICE MENU LANGUAGE

Follow these instructions to set the desired device interface language

1. Press the MENU button;

2. Turn the knob to select the SETTINGS menu item and press the knob;

3. Turn the knob to select the LANGUAGE menu item and press the knob;

4. Turn the knob to select the desired interface language and press the knob;
5. Press the MAIN button to return to the device's main screen.

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

TIG TORCH

ELECTRODE-HOLDER

PIECE
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MasterTIG-200 AC/DC SPECIFICATIONS

Main welding characteristics

Main operating mode TIG
Additional operating modes SPOT, MMA, CLEAN
Power supply 50/60 Hz, V 230 (190..260)
Maximum power consumption, kW 6,3
Efficiency, % More than 80
No-load voltage, V 60..80

Duty cycle

126 A 100%
bC 200 A 40%

140 A 100%
AC

200A 50%

Functions in we

lding modes

Non-contact arc striking (HF)

| TIG DC/AC/MIX, SPOT DC/AC

Contact arc striking (TIG Lift) | TIGDC
Direct current welding (DC)

Welding modes [ TIG, SPOT, MMA

Alternating current welding (AC)

Welding modes TIG, SPOT

Current frequency, Hz 15..200

Polarity balance in AC welding, % 15..85
Mixed current welding (MIX)

Welding modes TIG

Pulses frequency, Hz 15..200

Pulses balance, % 15..85

MIX balance, % 15..85

MIX frequency, Hz 1..10

Remote control functions
Torch button cycles support | TIG (2T, 4T), SPOT (2T, 4T)
TIG Smooth adjustment tools | pedal, torch
Shielding gas functions

Shielding gas test purge, s 1..60
Shielding gas pre-purge, s 0..15
Shielding gas after-purge, s 0..15
Tungsten inert gas Welding (TIG) parameters
Start current, A 5..200
Currentrisetime, s 0..15
Main current, A 5..200
Current fall time, s 0..15
Finish current, A 5..200
Spot welding (SPOT) parameters

Main current, A 5..200
Spottime, s 0,01..20
Number of spots, pcs 1,2,3,4,5, ©
Time between spots, s 0,1..10

Manual arc welding (MMA) parameters

Main current, A 10..200
Hot Start force, % 0..100 (total current with Hot Start < 200 A)
Hot Start time, s 0,1..1,0
Anti-Stick function ON/OFF
Arc boost, % 1-100
Common specs
Ingress Protection Rating 1P23
Interface language UKR, ENG, RUS
Welding parameters save Auto, 10 Saves
Box dimensions (LxWxH), mm 465 x 150 x 350
Weight, kg 12,5
PATON MasterTIG-200 AC/DC -22-
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SELECTING AND ADJUSTING THE MACHINE FUNCTIONS

Tungsten inert gas (TIG) welding

1. Gas test - channel test purging with shielding gas time (1..60 s);
2. Type of current — welding current type:
a) DC - direct current welding;
b) AC - alternating current welding. Settings available:
i) Balance AC - positive to negative polarity pulses ratio (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
c) MIX - mixed current welding. Settings available:
i) Balance AC - positive to negative polarity pulses of alternating current ratio MIX (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
iii) Balance MIX - alternating to direct current ratio (15..85%);
iv) Frequency MIX - frequency of alternating and direct current changing (1..10 Hz);
3. Pre flow - shielding gas pre-purge time (0..15 s);
4. Start current - arc striking current, initial current of the 4T cycle (5 A...Main current);
5. Rise time - welding current rise time from Initial current to Main current (0..15 s);
6. Main current — main welding current (5..200 A);
7. Pulse mode - adjusting the type and parameters of pulsed welding current. Available only for DC or AC current type;
a) Normal - welding with pulsed current of one frequency;
i) Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
ii) Pulse frequency — welding current pulsation frequency (0,1..200 Hz);
i) Low current — minimum value of welding current pulses (5 A..(Main current-5A) );
b) Double - combination of low-frequency welding current pulsations with automatic high-frequency current pulsations.
Available only for DC current type;
i) Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
i) Pulse frequency - welding current pulsation frequency (0,1..200 Hz);
iii) Low current - minimum value of welding current pulses (5 A..(Main current-5A) );
8. Fall time -time for the welding current to fall from Main current to Finish current (0..15 c);
9. Finish current - finishing current (crater welding current) (5 A...Main current);
10. Post flow - after arc shutdown shielding gas purging time (0..15 s);
11. Additional parameters - TIG method additional parameters:
a) Button mode - torch buttons mode: 2T/4T;
b) Burn mode - arc striking methods:
i) HF - high-frequency discharge non-contact arc striking. Available with every current mode;
i) TIG lift — contact arc striking. Available only with direct welding current (DC);
c) Remote control — remote control of the welding process using special devices:

i) Torch - welding control by a torch with a control button and a current regulator. The u indicatoris onthe screen;
ATTENTION! The remote-control torch adjusts the welding current in the full range (5..200 A). The Main current does not limit it!
ii) Pedal — welding current control by the pedal in the range: Start current...Main current. The 2T/4T cycles will not

&

work, even they are selected in the menu. The L indicator and the current value are shown on the screen.
ATTENTION! If the Start current value parameter is equal to the Main current value, You can’t change the welding current using the

pedal. The pedalindicator will display an exclamation mark: : !
Spot welding (SPOT)

. Gas test — channel test purging with shielding gas time (1..60 s);
2. Type of current — welding current type:
a) DC - direct current welding;
b) AC - alternating current welding. Settings available:
i) Balance AC - positive to negative polarity pulses ratio (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
Pre flow - shielding gas pre-purge time (0..15 s);
Start current - arc striking current, initial current of the 4T cycle (5 A...Main current);
Main current - main welding current (5..200 A);
Spot time - holding the spot arc duration (0,01..20 s);
Number of spots — series of spots the device will produce after pressing the torch button (1, 2, 3, 4, 5, infinity);
Time between points - pause duration between welding points (0,1..10 s);
Post flow - shielding gas purging time after the end of welding (0..15 s);
0. Additional parameters - SPOT mode adjusting additional parameters:
a) Button mode - torch buttons mode: 2T/4T.

-

JoeNoOA®
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Manual arc welding (MMA)

. HOT START - percentage of the start excess of the Main current (0..100%). It is valid from the moment the arc strikes during the
Hot Start time. Improves arc striking and starting penetration, but increases current consumption. The device will not allow you to
set the Hot Start value in a way that the sum of welding current exceeds 200 A;

2. HOT START TIME - the Hot Start function duration (0.1..1 s);

3. MAIN CURRENT - main welding current (10..200 A);

4. ADDITIONAL PARAMETERS - settings of additional functions of the MMA mode:

a) Anti-Stick - the device reduces the welding current, allowing the welder to separate (to tear off) the electrode from the

product without the risk of burning the eyes due to accidental arc striking. The function can be turned on/off;

b) Arc boost - when the arc voltage decreases below the minimumes for its stable burning, the welding current increases by

the Arc boost value (0..100%).

-

Selecting cleaning/polishing modes (CLEAN)

1. CLEANING - cleaning the surface of metal parts and welds from oxides and burns using electrochemical polishing;
2. POLISHING - smoothing rough metal surfaces using electrochemical polishing.

Reset the device to factory settings

Follow the instructions to reset all saved programs in all modes to factory settings:
1. Press the MENU button;

2. Select the Settings option;

3. Select Restore to factory state and confirm your selection.

Welding amperage remote-control function

This function allows you to remotely control the welding currentin TIG mode using a foot pedal or a torch equipped with a current control
module. The remote control works with any type of current, in constant or conventional pulse mode, except the Double mode.

Connecting the pedal

Follow the steps to start working with the current regulation pedal:

1. Turn on the MasterTIG-200 AC/DC device and set it for welding in TIG mode;

2. Set the welding current range limits: Initial current - lower limit and Main current - upper limit of current adjusted by the pedal;
3. Connect the pedal connector to socket 4. Disconnect the torch button contact if itis connected there;

ATTENTION! Using the pedal excludes work in 2T and 4T cycles!
4. Press the OPTIONS button;

5. Open the REMOTE CONTROL section In the ADDITIONAL PARAMETERS menu with the regulator knob, and select the Pedal item;
6. Press the MAIN button, to return to the Main current screen.

The indicator will appear in the top row, and the current adjustment pedalicon will appear on the screen:! 200 It displays
the lower and upper limits of the welding current, as well as its current value.

Adjust the mode, and you may start the welding. The minimum pressure on the pedal initiates arc striking at the Start current. The
welding current is controlled by the pedal pressure. If the pedal is fully pressed, the maximum current value (Main current) will be set.
Using the pedal allows you to smoothly change the welding current from the Start current to the Main current values in the welding

process.

Connecting a torch with a current regulator

Follow the steps to start working with a torch equipped with a welding current regulator module:

1. Turn on the MasterTIG-200 AC/DC device and setup it for TIG welding method;

2. Connect the torch to connector A, its gas hose to fitting 5, and the button connector to socket 4;

3. Press the OPTIONS button;

4. Open the Remote control section In the Additional parameters menu with the regulator knob, and select the Torch item;
5. In the Button mode section select the desired torch button operation cycle: 2T or 4T;

6. Press the MAIN button to return to the Main current screen. The indicator will appears at the top.

After setting the mode, you can start the welding. Press the torch button to strike the arc at the Initial current.

Then, depending on the set duty cycle 2T or 4T, the welding current will reach the value set by the torch current control module
automatically or after releasing the button.

The welding current can be smoothly changed by the torch regulator in the full range (5..200 A).
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GX16 5pin female

S$1 -torch button connection L
R1-10 kOm potentiometer connection [ | S7

Torch button/Pedal socket pinout

Working in the metal surfaces cleaning/polishing modes (CLEAN)

Follow the steps to clean/polish metal surfaces using the MasterTIG-200 AC/DC device:

1. Connect the product to be processed with the ground cable clamp to the power socket A +;

2. Connect the PATON BRUSH cable to connector 3;

3. Turn on the MasterTIG-200 AC/DC device;

4. Press the MENU button;

5. Use the knob to select the CLEAN item in the MODE menu;

6. Use the knob to select the desired brush mode: CLEANING or POLISHING and press the knob;

7. Dip the working end of the PATON BRUSH into a passivation liquid for and touch the brush to the product to be cleaned/polished;
8. Move the brush along the surface to be cleaned/polished.

ATTENTION! Do not press the brush tightly against the surface to be treated. You only need to touch it with the brush; do not prevent
the formation of micro-discharges between the brush and the metal surface.

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.

check the correctness of the warranty card filling: the model name of the product you purchased and its serial number must

g ATTENTION!!! We recommend You to read the extended operating instructions before using the inverter equipment, and
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:

| Unit model | Warranty period |
| MasterTIG-200 AC/DC | 2 years |

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.
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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 a traces of unauthorized repair attempt and/or elements replacement.

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 for information on the nearest service center’s location and contacts.

INFORMATION ON USED EQUIPMENT DISPOSAL r D

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 equipmentwill help to save valuable natural resources
and prevent environmental pollution. Failure to comply with the above recommendations may
result in fines following current regulations.

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING. ~ J
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[ata npuinomy Ha peMoHT / Received to repair date ” ”,20___

(nianuc / signature)

O3Haku HecnpaBHocTi / Symptoms of malfunction

MpuunnHa / Cause:

[Nata npuiioMy Ha peMoHT / Received to repair date 7 7,20

(nianuc / signature)

OsHaku HecnpaeHocTi / Symptoms of malfunction

MpuynHa / Cause:

[Nata npuitomy Ha peMoHT / Received torepairdate___ ” ", 20

(nianuc / signature)

O3Haku HecnpaBHocTi / Symptoms of malfunction

MpuynHa / Cause:
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