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YBATA!!! [Mepea BUKOPUCTAHHAM 06/1aAHaHHA PEKOMEHAYEMO 03HAMOMUTUCS 3 PO3LLMPEHOID BEPCIERD IHCTPYKLIi 3
ekcnnyaTauii 3a agpecoto: https://paton.ua/files/passports/MasterTIG_UNI.pdf

ATTENTION!!! We recommend you to read the extended version of the operating manual by the link:
https://paton.ua/files/passports/MasterTIG_UNI.pdf before using the equipment.
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AproHoayroeuii iHsepTtop / Argon-arc inverter
PATON MasterTIG-200 AC/DC
[ata npoaaxy / Purchase date
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(Mianuc npopasua /Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
Novopyrohivska 66, 03045 Kiev, 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
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:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

EN IEC 60974-10:2014/A1:2015
EN IEC 60974-10:2021/A1:2021

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kiev, UKRAINE 20.07.2025
d{’hi‘” 2
yiis
/) gshi

Signature ) /
Name, Function: Mark Tokmakov 2L
Chief Technical Officer

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaTt BUrOTOBNEHUI BiANOBIAHO A0 TEXHIYHWX CTAHAAPTIB i MPaBUA TEXHIKN
6e3neku. Y pasi Moro HenpaBubHOI ekcnnyaTauii BUHWKae Hebeaneka:

— TpaBMyBaHHA nepcoHany abo TpeTix ocib;

— 3anopjifaHHA LWKoaW caMoMy anapaTy abo MaTtepianbHUM LLiIHHOCTAM NiaNpUeEMCTBa;

— nopylueHHA edpekTMBHOro poboyoro npolecy.

Ocobu, noB'A3aHi 3 BBEAEHHAM B eKcnnyaTaLito, ynpaBniHHAM, 4OTNAAOM i TEXHIYHUM
o6cnyroByBaHHAM anaparTy, NOBUHHI:

— MPONTM BiANOBIAHY aTecTauito;

— BO/OAITV 3HAHHAMM 3i 3BaptOBaHHA;

— TOYHO AOTPUMYBATUCA AAHOIT IHCTPYKLi.
HecnpaBHOCTi, AKi MOXXYTb 3HU3UTN 6E3MeKy, NOBUHHI B6YTU TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

— ypa>keHHA eNeKTPUYHUM CTPYMOM MOXKE BYTU CMEPTENbHUM;

— 3BaptoBanbHUI Kabenb NOBUHEH BYTU MiLLHUM, HEYLLKOAXKEHWUM Ta i30n1boBaHUM. Ocnabneni
3’eqHaHHA | NOWKOAXKEHWU Kabenb NoTPiIGHO HeraHo 3aMiHUTU. MepexxeBi kabeni 11 kabeni
3BaprOBaNbHOro anaparty NOBUHHI CUCTEMATUYHO NepeBipATUCA daxiBLEeM eNneKTPMKOM Ha
crnpasHiCTb i3onAauii;

— 3a60pPOHAETLCA 3HIMATW 30BHILLHIN KOXYX anapaTy nif Yac BUKOPUCTaHHA.

HEBE3MEKA BUNMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETLCA CNOCTEPIraT! 3a 3BaptoBasibHOT Ayroto Heo36poeHNM OKOM. [lyra i 6pn3Ku, Lo
YTBOPHOIOTLCA Nif Yac po60TH, MOXKYTb 06MEKTM LLKipY abo BUKAUKATU NONyM'a, TOMY Nig vac
3BaproBaHHA CNif HOCUTU 3aXMCHY Macky 3 TOHoBaHWM ¢inbTpom (DIN 9-10). CTOpOHHI ocobu, Lo
3HaxXoAATbLCA B 30HI Ail NPUCTPOIO, NOBUHHI 3axmLLLaTK 04i cneuianbHUMN 3aXUCHUMMK OKynapamMm
a60 HEropPHUNMK eKpaHaMU, LLLO NOTIMHAKOTb BUNPOMIHIOBaHHSA.

HEBE3MEKA LWKIA/IMBUX TA3IB | BUMAPIB
— AWM Ta WKiaNuBi ra3n notpibHo BMAanaT1 3 po6o4yoi 30HU creuianbHUMn 3acobamu;
— noTpibHO 3a6e3ne4YnTi AOCTaTHIN NPUTOK CBIXKOro NOBITPA 40 3BaprOBasbHUKA;
— BMNapu PO3YMHHUKIB HE MOBUHHI NOTPaNATU B 30HY BUMNPOMiHIOBaHHA 3BaploBanbHOI Ayru.

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi MONIA MOXYTb YNHUTU HeraTMBHWUIA BNVB Ha NpaLe3aaTHicTb
enexkTponpunagis (Hanpuknag, kapaioctumynarop). Ocobu, aki MatoTb Taki npunagu, NOBUHHI
nopaguTmca 3 nikapeM, NepLu Hixx HabnuxaTmca o po6oyoro 3aBapoBanbHOrO MagaHumnKa.

HEBESMNEKA BUJ/IbOTY ICKOP

— 3alMUCTIi NpeaAMeTM BUAANUTH 3 po6040i 30HU;

— He AonyckatoTbCs 3BapoBanbHi poboTn Ha EMHOCTAX, Ae 36epiratoTbea abo 36epiranucs
rasu, nanbHe, HapTonpoaykTn. MoxknmBea Hebeaneka BUOYXY 3anNULLIKIB LIUX MPOAYKTIB;

— Yy MoXe>o- Ta BUbyxoHe6e3neuYHnxX NPUMILLLEHHAX AOTPUMYBaTUCA 0COBNMBUX NPaBu,
BiAANOBIAHO A0 HaLiOHaNbHUX Ta MiXXHAPOAHNX HOPM.

OCOBWCTE 3AXUCHE CNOPAOXKEHHA
[lna ocobuctoro 3axucTy NoTPiGHO AOTPUMYBATUCH HACTYMHMX NPaBUN:
— HOCWUTK MilHe B3yTTA, Lo 36epirae i30ntoro4i BNaCTUBOCTI, B TOMY YMCAi 1 Y BONOTMX yMOBaX;
— 3axuLLaTh pyKM i301I00UYMMI PyKaBUYKaMU;
— 0u4i 3axMLLLaTV 3aXMCHOKO MacKoto 3 GiNbTPOM NPOTH yNbTPadioNneToBOro BUNPOMIHIOBAHHSA,
AKWI BignoBiAae cTaHaapTaM TexHikv 6e3neku;
— BUKOPWUCTOBYBATU TiNbKN BaXKKO3aNMUCTUIA OAAT.

#)
=

HEBE3MNEKA IHTEHCUBHOTIO LULYMY

3BaptoBanbHa Ayra, sika BUHMKaE Mig Yac 3BaproBaHHA MOXe BuaaBaTu 3ByKW piBHA BuLLe 85 b
npoTArom 8 rogmH po6o4oro yacy. 3BaproBanbHUKK, LLLO NPaLOTh 3 061adHaHHAM, Nig vac
po60oTH MatoTb HOCUTU 3aCO6M 3aXUCTY OPraHiB Ciyxy.

PATON MasterdTIG-200 AC/DC
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PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

Crucnuin nocibHuk
KopucTyBada

. LLliTka Ans oumnLeHHn i
ManbHuK aproHo-ayrosuii ABICOR nonipyeanHa PATONBRUSH*
BINZEL, 4m*
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LLBuako3’eMHUI
NMHEBMOPO3’eM 8 MM

3BaptoBanbHuUi Kabenb 3 KNEMOK [IKepeno X1BneHHa
«maca» ABICOR BINZEL, 3m* 3BAPHOBANBHOT AN 3
MepexxeBuM kabenem

* KpiM Moaenew 3 iHaekcoM “WA”

PO3’€MWU, EJIEMEHTU KEPYBAHHA TA IHOUKALUIA

3oBHiwHIll BUrnag4 ma pos3’emu
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3oBHiwWHIl BUrNag ma pos’emMu anapama MasterTIG-200 AC/DC

3

1. LCD-ekpaH;

2. MaHenb KepyBaHHA;

3. Po3’eM nigkntoueHHa witku PATONBRUSH;

4. Po3'eM AnA nigkntoYeHHsA KHOMKW Ha nanbHuKy, abo negani;
5. LLiTyuep AnA NiaKIOYEHHA ra30BOro LWAAHTY Ha NanbHUKY;
6. Tym6nep BMUKaHHA/BUMUKAHHA XXMBNEHHA anapara;

7. Kabenb nigkntoueHHA anapaTa [0 eneKTpoMepexi;

8. LUtyuep niakntoveHHA 6anoHa i3 3aXMCHUM rasom;

A - CunoBuii po3’eM, «+» (4epBOHUI KONip);

B - CnnoBuii po3’eM, «-» (YOpHUI KonNip).

-5-- PATON MasterTIG-200 AC/DC



lMaHenb kepyBaHHA anapamom

PEXXUM POBOTH

s W YA

SPOT MMA CLEAN

@ BUEPATH

200 AC/DC

MaHenb kepyBaHHA anapamoM MasterTIG AC/DC

1. KHonka BACK — HaTUCHITb, LLL06 NOBEPHYTUCH HA NoNepeaHil piBeHb MeHH0. Y GyHKLIi «TecT rasy» BMMKae/BMMUKAE NPOAYBKY
KaHany 3aXxMCHUM ra3om;

2. Knonka MAIN:

— B pexumax TIG, SPOT, MMA HaTUCHITb, 106 BiAKPUTN ekpaH «OCHOBHWUI CTPyM». MOBTOPHI HAaTUCKaHHA B pexxnMax TIG Ta SPOT
BMWKaIOTb ONLito «TecT rady»/noBepTatoTb A0 ekpaHy «<OCHOBHUIN CTPYM»;

— B pexxumi CLEAN HaTUCHITb, WO6 BiAKpUTM ekpaH BUGopY TUNy poboTu («OunleHHa»/«MonipyBaHHA»);
3. KHonka OPTIONS - HaTUCHITb, W06 BiAKPUTU MEHIO:

— AOOATKOBI MAPAMETPMU — HanawiTyBaHHA ANA BCTAHOBNEHOIO PEXUMY 3BapOBaHHA:

o [na pexxumy 3BaptoBaHHA TIG:
= «Pe)KMM KHOMKU» — 06€epiTb PexxnM po6oTu KHOMKK nanbHuka: 2T/4T;
«Cnoci6 nignany» — 06epitb cnoci6 nianany gyru: TIG lift (oocTynHWA Tinbkn Ans nocTiiHoro cTpyMy, DC) un HF;

«AncTaHLiiHe KepyBaHHA» — BUMKHITb UM 06epiTb OANH 3 ABOX NPUCTPOIB ANCTAHUINHOIO KepyBaHHA NPOLLECOM
3BaprOBaHHA:

N

r

N

r

ManbHUK - peryntoe cTpyM 3BaproBaHHA y AianasoHi 5 .. 200 A;

Mepanb — peryntoe CTpyM 3BaproBaHHA y Aiana3oHi 3HaueHb «[1o4aTKOBUI CTPYM» .. «KOCHOBHUI CTPYM»;
o [ina pexxumy 3BaptoBaHHA SPOT:

= «PeXXMM KHOMKMU» — 06epiTb pexxnM poboTu KHONKK nanbHuka: 2T/4T;
o [ina pexxumy 3BaptoBaHHA MMA:
= <AHTU3anNuNaHHA» — YBIMKHITb YN BUMKHITb QYHKLi0;
= «Dopcax ayrum» — HanawTyiTe 36inbLeHHA cunm cTpyMy ayrm y mexxax 0..100%;
— BIAKPUTU - 3aBaHTaxkeHHA 36epexkeHb NapaMeTpis 3BaptoBaHHSA;
o O6epiTb NoTpibHe 36epexkeHHA | HAaTUCHITb Ha PyYKy perynaTopa, Wwob 3acTocyBaTn NapamMeTpu 3BaptoBaHHs;
— 3BEPETTU AK - 3anunc 36epexxeHb NapaMeTpiB 3BapioBaHHA 40 NaM’ATi anapaTa;

o O6epiTb 36epe>keHHs i HATUCHITb Ha Py4YKy perynaTopa, Wwob 3anucati 40 HbOro NnapamMeTpy 3BaploBaHHA;
4. Knonka MENU - HaTUCHITb, W06 BiAKPUTK ekpaH, Ha AKOMY MO>KHa BUGpaTu:
— PEXXUM - 06epiTb pexxum poboTu anapaty:
o TIG - 3BaptoBaHHA CyLiIbHUM LLIBOM, BONbGPaMOBMM eNeKTPOAOM y aTMOChepi 3aXMCHOrOo rasy;
o SPOT - 3BaptoBaHHA TOYKaMu, BONbGPaMOBUM eNeKTPOAOM y aTMoCchepi 3aXMCHOro rasy;
o MMA - 3BaptoBaHHA CTPUXKHEBUM €N1EKTPO0M 3 MOKPUTTAM;

o CLEAN - enekTpoxiMi4yHe nonipyBaHHA MOBEPXOHb 3 HEipXKaBilo4oi cTani, Yu iXx 04MCTKa Bif KONbOPIB MiHANBOCTI | OKUCAIB
3BaplOBaHHA;

— TOJIOBHA - nepexia A0 ekpaHy rofIoBHOro napaMeTpa pexxuMmy;

— 3BEPEXXEHHA - MmeHto po60oTK i3 36epexkeHMMK nporpamamMu 3saptoBaHHA. O6epiTb NoTpibHe 36epe>keHHA MOBOPOTOM pyykun
perynsaTopa;
o HaTucHiTb pyyky perynatopa Ans 3aBaHTa>KeHHA napameTpiB 06paHoro 36epe>keHHs;
o HatucHitb kHonky OPTIONS, w06 BigkpuTV MeHto po60oTH i3 36epexxeHnMn 3aBaHTaXKeHHAMM:
= MeperiMeHyBaTH — 3MiHiTb Ha3By 36epeXKkeHHA BUKOPUCTOBYIOUM EKPaHHY KnaBsiaTypy;

= KonitoBaTu — N0BOpPOTOM perynatopa 06epiTb cnoT 36epe>xxeHHA i HaTUCHITb Ha Py4Ky — MapaMeTpu NOTOYHOro
36epe>xeHHA 6yayTb 3anucaHi Ao obpaHoro cnoTa;

PATON MasterdTIG-200 AC/DC
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= BiaHoBUTU 36epe>keHHA A0 3aBOACbKOro CTaHy — HaTUCHITb Ha PyuKy perynsatopa, npo4yuTanTe nonepeaXxeHHs i e pas
HaTUCHITb Ha Py4Ky perynatopa, o6 CKMHYTU Ha3By i napaMeTpy NoToYHOro 36epexkeHHa [0 3aBOACHKMX HanalluTyBaHb;
— HANALUTYBAHHA - HaTUCHITb, W06 BiAKPUTU MEHIO HanaluTyBaHb po6oTK 3BaploBanbHOro anapara:

o ABTO3BEPEXXEHHA - HaTWCHITL KHOMKY perynatopa, Wwo6 yBiMKHYTU/BUMKHYTU GYHKLLiH0 aBTOMATUYHOIO 36epeskeHHsA
BHECEHWX 3MiH NapaMeTpiB y NOTOYHOMY 36epexkeHHi;

o TECT FA3Y NMPU BKNKOYEHHI - HaTUCHITb KHOMNKY perynatopa, Wwob yBiMKHYTU/BUMKHYTU GYHKLIKO aBTOMATUYHOI NPOAYBKN
KaHa/ny 3aXMCHWM ra3oM Npu BKIOYEHHI anapaTa NpoTaArom «TecT rasy»;

o MOBA - HaTUCHITb, W06 BiaKPUTK MeH0 BUGOPY MOBU MEHIO anapara;

= [TOBOPOTOM py4KM perynatopa o6epitb 6aXkaHy MOBY i HATUCHITb Ha Py4Ky ANA NiATBEPAXKEHHA BUOOPY — MOBa MeHto Byae
3MiHeHa Ha o6paHy;

o 3ATAJZIbHA IHOOPMALIA — HaTUCHITb, LWLO6 NepeanBUTMCh iIHPOPMAaLLit0 NPO AaHUI EK3EMNNAP 3BaptoBasibHOro anapary
MasterTIG-200 AC/DC;

o BIAHOBUTWU 0,0 SBABOACbKOIO CTAHY - HaTUCHITb Ha pydKky perynatopa, o6 BiAKpUTK nonepeaXXeHHA Npo BiAHOBNEHHA
anapaTa [0 3aBOACbKMX HanaluTyBaHb. HaTUCHITL pyuKy perynsaTopa Lie pas, o6 NiagTBepAMTU CBOE pillieHHsA. Ha3Bu Ta napameTpu
36epexxeHb, 3aranbHi HanalwTyBaHHA anapaTta 6yayTb CKUHYTI A0 3aBOACbKMX 3HAY€EHb;

5. Pyuka perynatopa. [oeeptaunTe i, W06 NnepeanBNATUCH ONLii MEHIO Ha ekpaHi anapaTa, HaTUCHITb Ha py4Ky, LWo6 nigTBEepAUTH BUGIP
onuii.

LCD ekpaH

ExpaH cnyrye ans Bigo6paXkeHHA pexxunMy 3BaptoBaHHA Ta oro napamMetpis. BiH Mae HacTynHi o6nacTi Bifobpa>keHHA Ta iHamuKaTopu:

6| 7( 8]l o 10 11 | 12 || 13
5 SEEE— 14

4 OCHOBHWW CTPYM

15

< 16
[

* ——

17

1 5 Tc 100A 15¢

Inaukamopu gucnneto

- MikTorpama nepexoay A0 ekpaHy BU6opy poay CTpyMy 3BaptoBaHHA(DC - nocTiiHuii cTpyM, AC - 3MiHHUI cTpyM, MIX -
CTPYM 3MiLL@HOr0 PoAy, AOCTYNHUI TiNbkun ANA 3BaptoBaHHA y pexxunmi TIG). O6epiTb il NOBOPOTOM perynsatopa i HaTUCHITb Ha py4Ky,
06 BM6paTH pig CTPyMy Ta BCTAaHOBUTM MO0 NnapamMeTpu;

2. - lMikTorpama nepexoay A0 ekpaHy 3afaHHA Yacy TeCTOBOI NPOAYBKY KaHany 3axnucHuUM raszom. O6epiTb ii noBopoTomM
perynaTopa i HaTUCHITb Ha py4Ky, LLLO6 BCTAaHOBUTM Yac TECTOBOI 3aXMCHUM ra3oM (1 - 60 c). HaTucHiTe Ha kHonky BACK, w06
YBIMKHYTU NPOAYBKy KaHany ra3oM Ha NpoTA3i BCTAHOB/IEHOTO Yacy;

3. Unodpose Ta rpadivHe BinobpaxkeHHA 3Ha4eHHA 06paHOro NnapaMerpa 3BaptoBaHHA;

4. Ha3ea 06paHoro napameTpa 3BaproBaHHs;

5. IHamkaTop cnocoby nignany ayrn. Moxke NnpuMMaTn 3HaYEeHHA:

p

- — 6e3KoHTaKTHMI Nignan BUCOKo4YacToTHUM po3psagom (HF);

— — KOHTakTHUI nignan (TIG lift). MoxxnuBuiA TinbKn Npu NOCTIMHOMY CTpyMi 3BaptoBaHHA (DC);
6. |lHAMKaTOp BCTAHOBNEHOIO PEXUMY 3BaptOBaHHA. MoXe NpUiMMaT 3HaYEHHA:

— TIG - 3BaptoBaHHA BOIbGPaMOBUM €NEKTPOAOM B aTMOCHEpPi 3aXMCHOTO rasy;

— SPOT - To4koBe 3BaptoBaHHA BO/bPPaMOBUM eNeKTPOAOM B aTMOCHepi 3aXMCHOro rasy;

— MMA - 3BaptoBaHHsA CTPUXKHEBUM €/1EKTPOA,OM 3 MOKPUTTAM;

-7-- PATON MasterTIG-200 AC/DC



ST

7. IHANKaTOpP BCTAHOBIEHOTO POAY CTPYMY 3BaptoBaHHA. MoXke NpuinMaTh 3HaUYEHHA:
— DC - nocTiiHuin cTpyM;
— AC - 3MiHHWI CTpYM;
— MIX -cTpyM 3MilaHoro poay;
. lHANKATOP BCTAaHOBNEHOTO PEXNMY PO6OTU KHOMKW NanbHuKa. BigcyTHin npu nigkntoyeHHi i HanawTyBaHHi po6oTn 3 negannto
peryntoBaHHA CTPyMy 3BaploBaHHsA;
9. MikTorpama-nigkaska, L0 HanalTyBaHHA BCiX GYHKLINM | pexXnMiB y AaHOMyY pAAKY eKpaHa AOCTYMNHe i3 MeH0 NicNA HaTUCKaHHA

o

kHorkn OPTIONS MRELAETEN;
10. HasBa noTtoyHoro 36epe>xxeHHsA NnapaMeTpiB 3BaplOBaHHA;

11. 5 - IHAVKaTOp PO6OTM TECTOBOT NPOAYBKW KaHany 3aXMCHUM ra3oM. YMcno — vac npoAyBKku, y cekyHAax. IHanKaTop noracHe
nicns 3aBepLUeHHs NPOAYBKM;

12. @ - IHAnkaTop neperpiBy anaparty. [pu nosBi iHAMKaTopa 3BaptoBabHUI anapaT NPUNUHUTL 3BapOBaHHA/OYNCTKY, ane ekpaH
npoAoBXuTb poboTy. Micna 3HWXKeHHA TeMnepaTypu anapaTta 3BaptoBaHHA/oumnLLeHHA Byae BiAHOBNEHE;
13. IHAWKaTOp YBIMKHEHOro 3acoby ANCTaHLiMHOro KepyBaHHA. Moxe npuiiMaTi 3HaUYeHHA:

é

- u— nanbHWK 3 MOAYyNEeM N1aBHOTO peryntoBaHHA CTPyMY 3BaptoBaHHA;

14. — IHAMKaTOp TOrO, L0 BCi 3MiHM 3HaYeHb NapaMeTpiB 3BaptoBaHHA BAANO0 3anuncaHi 40 NoTo4YHoro 36epexxeHHs y nam’aTi
anapara;
15. Uwuknorpama BCTAHOBNEHOIO pPeXnMy 3BaproBaHHA;

—neganb N1aBHOro KepyBaHHA 3BaproBa/ibHUM CTPYMOM;

16. - NMiktorpama nepexoay Ao MeHto [LOAATKOBI MAPAMETPW. O6epith ii NOBOPOTOM perynatopa i HaTUCHITb Ha pyyky, abo
HaTUCHITb Ha kHonky MENU;
17. JliHiNka 3Ha4YeHb NapaMeTpiB NOTOYHOIO PEXUMY 3BaptOBaHHA.

BBEOEHHA B EKCTJTYATALLIIO

SBap}OBaanMVI anapat npwsHaquWZ ANA Py4HOro Ayroeoro 3sapoBaHHA eNeKTpoAO0M 3 NOKPUTTAM, 3BapPOBaHHA B cepe,uoswu.l,i
aproHy, a Tako>X 4nAa o4ynueHHA 3BaproBasibHUX MOBEPXOHb Bi,CL KOﬂbOpiB MiHMBOCTI Ta OKUCANIB i HOﬂipyBaHHﬂ MeTanieBnX NOBEPXOHb.
IHWe BMKOpUCTaHHA anapaTy BBaXKaeTbCs TakMM, LLLO HE BiANOBIAAE NOro Npu3HaYveHHo. BUpobHUK He Hece BiANOBIAaNbHOCTI 3a
NOLWKOAXKEHHA BHACNiAOK BUKOPUCTaHHA anapaTy He 3a Npu3HayeHHAM. BUkoprcTaHHa BiANOBIAHO A0 Npu3HayeHHA nepeabavae
AOTPUMaHHA BKa3iBOK LbOro NocibHunka 3 ekcnayarauii.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo po3MillyBaTv anapart Tak, o6 3abesnevyBaBca 6e3nepeLllkoAHUIN BXi4 i BUXi4 0X0N0AXKYHUYOro NoBIiTPpA Yepes
BEHTUNALIMHI OTBOPW Ha NepeaHil i 3agHin naHenax. CniakynTe 3a TMM, W06 MeTaneBunii NuUA (Hanpuknag, nig Yac Haxaa4yHoro
wnipysaHHA) HE 3acMokTyBanaca 6e3nocepeHbo B anapat BEHTUIATOPOM OXO/TOAXKEHHA.

MAK/IFO4YEHHA 4O MEPEXI

3BaptoBanbHuUii anapat MasterTIG-200 AC/DC po3paxoBaHWUi Ha XXMBNEHHA Bi4 MepeskeBoi Hanpyrv 220B (190-260B). MakcumanbHa
CNoXKMBaHa NOTY>XHiCTb: 6,3 KBT.

MpaBuna TexHikv 6e3neku nig Yac NpoBeaeHHs PobiT 3i 3BaptoBanbHUM 06nagHaHHAM BUMaratoTb 3a3eM/IEHHA KOpPMycy anapary.
HeobxiaHo 060B’A3k0BO BMUKaTN MasterTIG-200 AC/DC y po3eTKky i3 3a3eMeHHAM.

VYeara! MNpwu nigkntoyeHHi anapaTa Ao Hanpyri Mepexi BuLlie 270B Bci rapaHTiiHi 3060B'A3aHHA BUpo6HMKa BTpayvatoTb cuny! Taka
cuUTyaLis MOXe TPanuTUCcA Npu BENMKOMY Nnepekoci pasHoi Hanpyrn B CTaHAapTHIN Mepexxi abo Npu BUKOPUCTaHHI HecTaHAapPTHOro
niakntoyeHHA. MepexxeBuii po3'eM, nonepeyHuii nepepis kabenis Mepexi XMBNEHHSA, a TaKOX MepesKeBi 3an0BiXXHUKN MOBUHHI
BUOGMPATUCA BUXOAAUM 3 TEXHIYHMX JaHUX anapara.
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BCTAHOJIEHHA MOBU MEHHIO ATTAPATA

[na BcTaHOBNEHHA GaxkaHOT MOBU iHTEpdECY anapaTa BUKOHaNTe iHCTPYKLii:

1. HatucHitb kHonky MENU;

2. O6epTaHHAM perynatopa 06epiTb NyHKT MeHto HAJTALUTYBAHHA i HaTWUCHITb Ha perynAaTtop;
3. O6epTaHHAM perynatopa 06epiTb NyHKT MeHto MOBA i HaTUCHITb Ha perynsaTop;

4. O6epTaHHAM perynatopa 06epiTb 6axaHy MOBY iHTepdelcy i HaTUCHITb Ha perynaTop;

5. HaTtucHitb kHonky MAIN, 06 noBepHYTUCb Ha rONIOBHUI ekpaH anapara.

CXEMA NIAK/TIOYEHHA ATAPATA 4/14 APFOHO-A4YroBOro 3BAPFOBAHHA (TIG, SPOT)

APrOH

APFOHOBUWA
NANBHUK

_{—)_’—:—ZU"A
KNEMA “MACA”

LLYTKA I3
BYIMEBOJIOKHA

wos
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TEXHIYHI XAPAKTEPUCTUKWU MasterTIG-200 AC/DC

OCHOBHI xapakmepucmuKu 3BaploBaHHA
FonoBHWI pexunm poboTn TIG
JopaTtkosi pexxuMm po6oTun SPOT, MMA, CLEAN
EnextpoxxusneHHa 50/60I'y, B 230 (190-260)
MakcumanbHa cnoXxmneaHa NnoTy>KHICTb, KBT 6,3
KKA, % He MeHwe 80
Hanpyra xonoctoro xoay, B 60..80
TpuBanicTb HaBaHTa>keHHA Po60TH i3 CTPYMOM 3BaplOBaHHA

126 A 100%
pe 200 A 40%

140 A 100%
AC 200 A 50%

DyHKUii anapama y pe>kumax 3BaproBaHHA
Bes3koHTakTHe 3anantoBaHHA ayru (HF) | TIG DC/AC/MIX, SPOT DC/AC
KoHTakTHe 3anantoBaHHa ayru (TIG Lift) | TIGDC
3BaploBaHHA NOcTiMHUM cTpymMom (DC)
Pe>xxvMu 3BaproBaHHA | TIG, SPOT, MMA
3BaptoBaHHA 3MiHMM cTpyMoM (AC)
Pe>xxvMu 3BaproBaHHA TIG, SPOT
YacrtoTa cTpymy, 'y 15..200
BanaHc nonapHocTel cTpymy, % 15..85
3BaploBaHHA CTPYMOM 3MiwaHoro poay (MIX)
PexxvM 3BaptoBaHHA TIG
YacTtoTta nynbcauin, 'y, 15..200
BanaHc nynbcauin, % 15..85
BanaHc MIX, % 15..85
YacTota MIX, 'y 1..10
®DyHKLiT AUCTaHLiAHOroO KepyBaHHA
MiaTpUYMKa UMKNIB KHOMKM NanbHUKa | TIG (2T, 4T), SPOT (2T, 4T)
3acobu nnaBHoro peryntoBaHHs B TIG | neganb, NanbHUK
DyHKLii po60TU 3 3aXUCHUM ra3oM
TecToBa NpoayBKa 3aXMCHUM ra3om, C 1..60
MepeanpoayBka 3aXMCHUM ra3oMm, ¢ 0..15
MicnanpoaysBka 3aXMCHWUM rasomM, ¢ 0..15
MapameTpu aproHo-gyrosoro 3saptoBaHHA (TIG)
MoyaTkoBMI CTPYM, A 5..200
Yac HapoCTaHHA CTpyMy, C 0..15
CTpyM 3BaptoBaHHsa, A 5..200
Yac cnapaHHAa CTpyMy, C 0..15
CTpyM 3aBeplLUeHHs, A 5..200
MapamMeTpu ToukoBoro asaproBaHHA (SPOT)
OCHOBHWUI CTpyM, A 5..200
Yac Touku, c 0,01..20
KinbKicTb TOYOK, WIT 1,2,3,4,5, @
Yac Mix Toukamu, ¢ 0,1..10
MapameTpu 3BaproBaHHA CTPMOKHEBUM €/1EKTPOAOM 3 NoKpuTTaM (MMA)
CTpyM 3BaptoBaHHaA, A 10..200
MoTyxHicTb «apayoro crapty», % 0..100 (pa3oM 3 «[apAaunM ctapTom» cTpyM <200A)
Yac «[apayoro ctapty», C 0,1..1,0
DyHKUiA <AHTU3aNnUNaHHA» ON/OFF
Popcax gyru (Arc Force), % 1-100
3aranbHi xapakTepucTuKku

Knac 3axucty 1P23
MoBu iHTEpdeicy YKP, ENG, PYC
36epiraHHA HanalTyBaHb 3BaptOBaHHA ABTOMaTMuYHe, 10 36epexkeHb
Fa6aputum (OxLxB), MM 465x150x350
Maca, kr 12,5
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BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

HanawmyBaHHA aproHo-gyroBoro 3saproBaHHA (TIG)

1. «TecT ra3y» — 4ac TeCToBOi NPOAYBKW KaHany 3axMCcHUM rasom (1..60 c);
2. «Pip, cTpyMy» — pig 3BaproBanbHOMo CTPyMy:
— DC - 3BaptoBaHHA NOCTIMHUM CTPYMOM;
— AC - 3BaptoBaHHA 3MiHHUM CTPYMOM. [lOCTYMNHi HanalUTyBaHHA:
o «banaHc AC» — cniBBiAHOLLEHHA iIMNYNbCIB A0AaTHOI Ta BiA’eMHoI nonAapHocTel (15..85%);
o «Y4acToTa AC» — yacToTa 3BaptoBanbHOro cTpyMy (15..200 'y);
— MIX - 3BaptoBaHHA CTPYMOM 3MilLaHoro pogy. [locTynHi HanawTyBaHHA:
«banaHc AC» — cniBBiAHOLLEHHSA iMMNYNbCIB 40A4aTHOI Ta BiA’€MHOI NonapHocTel 3MiHHoro ctpymy MIX (15..85%);
o «Y4acToTa AC» —yacToTa 3MiHHOro cTpyMy MIX (15..200 I'y);
o «banaHc MIX» — BigcoTKOBE CNiBBIAHOLIEHHA MiXK 3MiHHWM Ta NOCTINHUM CTpyMOM (15..85%);
o «Y4acTtoTta MIX» —yacToTa YepryBaHHA 3MiHHOrO Ta NOCTiNHOro cTpyMy (1..10 I'u);
3. «MepepnpoayBka» —4ac nepeanpoAyBKN 3axMcHMUM rasom (0..15 c);
4. «MoyaTKOBUI CTPYM» — CTPYM 3ananieHHA ayru, novaTkoBui cTpym umkny 4T (5A..OCHOBHUIA CTPYM);
5. «4ac HapocTaHHA» — Yac HapOCTaHHA 3BaprOBasIbHOro CTPYMY Bif «[lovaTKOBUIA CTPyM» A0 «OCHOBHMI cTpyM» (0..15 c);
6. «<OCHOBHMI CTPYM» — OCHOBHWI 3BaptoBasibHUiA CTpyM (5..200 A);
7. <IMNyNbCHUI peXXnM» — HanaluTyBaHHA TUNY i NapaMeTpiB 3BaproOBaHHA iMMYNbCHUM CTPYMOM. [LOCTYMHUI TiNbKW ANA poay CTPpyMy
DCuun AC;
— «3BUYANHWIN» — 3BAPHOBAHHSA iIMNYNbCHUM CTPYMOM OAHIEl YacToTu;
o «banaHc iMnynbciB» — CNiBBIAHOLIEHHA TPUBANOCTI iMNYNbCiB «OCHOBHUI CTPYM» Ta «<HUXKHIN cTpyM» (15..85%);
o «YacToTa iMnynbciB» — YacToTa Nynbcaldiii 3BaptoBanbHoro ctpymy (0,1..200 lu);
o «HWXHi cTpYyM» — MiHiManbHe 3Ha4YeHHA iMNyNbCiB 3BaptoBanbHOro cTpymy (5A..(OcHOBHUI cTpyM-5A) );
— «MoABiNHMIA» — CyMiLLIEHHA HN3bKOYACTOTHUX MNyNbCalili 3BaploBasibHOrO CTPYMY 3 aBTOMATUYHUMU BUCOKOYACTOTHUMM
nynbcauisMum cTpymy. [loCTynHMM Tinbku ans pogy cTpymy DC;
o «banaHc iMnynbciB» — CNiBBIAHOLIEHHA TPUBANOCTI iMNYNbCiB «OCHOBHUI cTPYM» Ta «<HUXKHIN cTpyM» (15..85%);
o «YacToTa iMnynbciB» — YacToTa Nynbcaldii 3saptoBanbHoro ctpymy (0,1..30 u);
o «HWXKHi cTpYyM» — MiHiManbHe 3Ha4YeHHA iMNyNbCiB 3BaptoBanbHOro cTpymy (5A..(OcHOBHUI cTpyM-5A) );
8. «<Yac cnapaHHA» — Yac cnagaHHA 3BaptoBanbHOro CTpyMy Bif, «OCHOBHMI cTpyM» A0 «CTpyM 3aBepLueHHA» (0..15 c);
9. «<CTpyM 3aBepLUEHHSA» — CTPYM 3aBepLUEHHA (CTPYM 3aBaptoBaHHA KpaTepa) (5A..OCHOBHUI CTPYM);
10. «MicnanpopyBka»—4ac NPoAyBKM 3aXMCHUM ra3oMm nicna BuMmukaHHa ayrm (0..15 c);
11. «[lopaTkoBi NnapamMeTpu» — 404aTKOBI NapamMeTpu HanawTyBaHHA pexumy TIG:
— «Pe>XUM KHONKM» — pexkuM poboTH KHOMKW Ha NanbHuky: 2T/4T;
— «Cnoci6 nignany» - cnocobu nignany gyru:
o HF — 6e3koHTaKTHWI Nignan Ayrn BUCOKOBONbTHUM pPo3pAAoM. [JocTynHUI ana ntoboro poay 3saptoBasibHOro CTpyMy;
o TIG lift — koHTaKTHMI Nnignan ayru. [locTyNHWI TiNbKW ANA 3BaptoBaHHA NOCTIVHUM CTPYMOM;
— «[lucTaHuUiHe KepyBaHHA» — BigAaneHe KepyBaHHA NPOLLECOM 3BaploBaHHA crevljianbHUMK 3acobamu:

o

o «[ManbHUK» — KepyBaHHA 3BapOBaHHAM NafibHNUKOM 3 KHOMKOK Ta Perynatopom cunu cTpymy. Ha ekpaHi inankartop: 5
YBATA! ManbHWK AMCTaHUINHOIO KepyBaHHA 3MiHIOE CTPYM 3BaptoBaHHA Y NOBHOMY Aiana3oHi (5..200 A), BiH He 06MeXeHWi
BE/IMYMHOI NapamMeTpa «OCHOBHUI CTPyM»!

o «Mepanb» — KEpyBaHHA CTPYMY 3BaproBaHHsA negannto y gdiana3oHi (MouatkoBui cTpyM..OCHOBHUIA cTpyM) . MNpu LbOMY He

0

6yayTb NpautoBaTt unknn 2T/4T, xoua BUGpaTH B MEHIO ix MOXKHa. Ha ekpaHi ingukatop '.—\’ i 306pa>keHHA MOTOYHOrO CTPYMy.
YBATA! Ao 3HayeHHs napamMeTpa MouaTkoBuii cTpym 6yae pieHe OCHOBHUIA CTPYM, TO 3MiHIOBATW CUY CTPYMY 3BaptoBaHHA 3a

fAonoMoroto negani He Buinae. lHaMkaTop negani oTpyMae 3Hak OKNKY: !

HanawmyBaHHA moukoBoro 3saproBaHHA (SPOT)

-

. «TecT ra3y» — Yac TecTOBOI NPOAYBKW KaHany 3axnMcHuUM raszom (1..60 c);
. «Pip, cTpyMy>» — pif 3BaptoBanbHOro CTpyMy:
— DC - 3BaptoBaHHA NOCTINHUM CTPYMOM;
— AC - 3BaptoBaHHA 3MiHHUM CTPYMOM. [lOCTYMNHi HanalUTyBaHHA:
o «banaHc AC» - cniBBiAHOLLEHHA iMNYNbCiB NO3UTUBHOI Ta HeraTUBHOI NonApHocTel (15..85%);
o «YacToTa AC» — yacToTa 3BaptoBasibHOro cTpymy (15..200 Iu);
«MepepnpoayBka» - yac nepeanpoayBkun 3axmMcHUM raszom (0..15 c);
«OCHOBHWI CTPYM» — OCHOBHUI 3BaptoBanbHuii cTpyM (5..200 A);
«Yac Touku» — TpuBanicTb yTpMaHHa ayrn Toukm (0,01..20 c);
«KinbKicTb TOUOK» — Cepif TOYOK, AKY anapaT 3pobuTb NicnA HaTUCKaHHA Ha KHOMNKY nanbHuKa (1, 2, 3, 4, 5, HECKIHYEHHICTb);
«Yac Midk ToukaMu» — TpUBanicTb Nay3un Mixk Toukamu 3saptoBaHHa (0,1-10 c);
«MicnanpoayBka» — Yyac NPoAyBKM 3aXMCHWM ra3oM nicna 3akiHieHHA 3BaptoBaHHA (0..15 c);

N

O NOGOROR
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9. «[lopaTkoBi NnapameTpu» — 404aTKOBI NapaMeTpu HanawTyBaHHA pexuMy SPOT:
— «Pe>X1UM KHONKM» — pexkuM po6oTHN KHOMKW Ha NanbHuky: 2T/4T.

HanawmyBaHHA 3BaproBaHHA esieKmpogoM 3 nokpummsam (MMA)

1. «FapAuKnit cTapT» — BiACOTOK MOYATKOBOTO NepeBULLLEHHA 3HaYeHHA «OCHOBHMI cTpyM» (0..100%). [lie Big MOMeEHTY nignany ayrn
Ha npoTasi «Yac MNapayoro ctapTy». [Nokpaluye nignan ayrv Ta cCTapToBWUit Nponnae, ane 36inbLUye CNOXMBaHHA CTpyMy. Anapart He
[03BONUTb BUCTABUTU 3HaUEHHSA «fapAauniA cTapT» TakMM YNMHOM, LLLO6 CyMapHUIA 3BaptoBanbHUIA CTPYM nepesumns 200A;

2. «<Yac rapayoro ctapTy» — TpuBanictb poboTn GpyHKUiT «[apayuumii ctapT» (0,1..1 ¢);

3. «OCHOBHMUI CTPYM» — OCHOBHWI 3BaptoBanbHWUN cTpyM (10..200 A;

4. lopaTKoBi NapaMeTpu» —HanallTyBaHHA 40AATKOBUI GYHKLIN pexnMy MMA:

— «AHTM3anunaHHA» —anapaT CaMOCTINHO 3HUXKYE 3BapIOBasbHUIA CTPYM Ta HaZlae MOXJ/IMBICTb 3BaptOBaIbHUKY BiAOKPEMUTN

(BigipBaTtn) enektpog Big BMpoby 6e3 pnanky o6nanut odi BUNagKoBuM nignanom ayrn. GyHKLUi0 MOXHa YBIMKHYTU Y BUMKHYTU;

— «®Dopcaxk ayrm» — Npu 3HWKEHHI Hanpyrv Ha ay3i HUXKYE MiHIManbHO AONYCTUMOT ANA cTabinbHOrO ii rOPiHHA 3BaproBaNbHUN

CTPYM NiABULLYETLCA Ha BENNUMHY «Dopcax ayru» (0..100%).

Bu6ip pe>xumiB ouucmku/nonipyBaHHs (CLEAN)

1. «OUMLLLEEHHA» — OYULLIEHHA NOBEPXHI MeTaNeBMX AeTanen Ta 3BapHUX LUBIB Big OKMCNIB Ta NignanuH 3a A40NOMOrot
€NeKTPOXiMIYHOro NoNipyBaHHA;
2. «MonipyBaHHA» — 3rnaaykKyBaHHA LLOPCTKUX METANEBUX MOBEPXOHb 3a AOMOMOTrOHO €N1eKTPOXiMIYHOro NONipyBaHHA.

CkupgaHHA HanawmyBaHb anapamy 40 3aBo4CbKUX

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

2. BubepiTb NyHKT «HanawTyBaHHA»;

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

DyHKLiA AUCTaHLiMHOro KepyBaHHA 3BaploBasibHUM CTPYMOM

[aHa dyHKUiA A03BONAE KepyBaTV CTPYMOM 3BaptoBaHHA B pexkmMi TIG gucTaHuinHo 3a gonoMoroto neaani abo nanbHuKa,
OCHaLLEHOro Moay/ieM peryntoBaHHA CTpyMy. [ncTaHuUiMHe KepyBaHHA NpaLtoe 3 NtobuM poaoM CTpyMy, B NOCTinHOMY abo
3BUYAHOMY iIMNY/IbCHOMY PEXXMMi, KPiM NOABINHOTO.

MigknroyeHHAa negani

BuKkoHanTe HacTynHi 4ii, Lo6 noyaTy npautoBaTi 3 neganito:
1. YBiIMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyinTe MOoro Ans 3BaproBaHHsA y pexkuMi TIG;
2. HanawTyiite napameTpu «[lo4aTKOBUIA CTPYM» — HUXKHIO MeXXy | <OCHOBHUIA CTPYM>» — BEPXHIO MEXXY PerytoBaHHA CTPyMy
negannto;
3. MigkntoyiTe KOHTAKT Neganiy pos’em 4. AKLL0 A0 HbOTO BYB NiAKNOYEHNI KOHTAKT KHOMKW NanbHUKa, TO BiAK/OYiTb K0ro;
4. YBATA! Po6oTa 3 negannto Buktoyae poboTy 3 nanbHuUKamm no umknax 2T i 4T!
5. HaTtucHitb kHonky OPTIONS;
6. Y MeH10 «[lopaaTKOBi napaMeTpu» PerynaTopoM Bigkpuiite po3ain «[AMcraHuinHe KepyBaHHA» i 06epiTb Y HbOMY NYHKT «[Mepanb»;
7. HatucHitb kHonky MAIN, 06 nosepHyTMcA Ha ekpaH «<OCHOBHUIA CTPYM».
150
4
=

0 200 ¥PaH

Y BepxHbOMy pagy 6yae AodaHuWl iHANKaTOP , @ Ha eKkpaHi — nikTorpamMa negani peryntoBaHHA CUIM CTPYMY: Uy
Bifo6padkeHi HYXKHA | BEPXHA MeXi CTPyMy 3BaploBaHHA, @ TakOX MOro NOTOYHE 3HaYEHHA.

Micna HanawTyBaHHA PeXNMy MOXKHa NPUCTynaTh A0 3BaptoBaHHA. MiHiManbHe HaTUCKaHHA Ha NeAans iHilitoe nignan ayrv Ha
3HaueHHi «MouyaTkoBuit cTpyM». CTpyM 3BaploBaHHsA PeryntoeTbCA B 3a/1EXXHOCTI Bif HAaTUCKaHHA Ha neAasnb, AKLO nejasib HaTUCHYTa
NOBHiCTIO, TO ByAe BCTAHOBNEHO MakCMasbHe 3Ha4YeHHA cTpyMy («OCHOBHUI cTpyM»). BukopuctaHHA neaani 403BoNA€ B npoueci
3BaptOBaHHA NMaBHO PeryntoBaTn CTpyM Big «MovaTkoBUi cTpyM» 4,0 «<OCHOBHUI CTPYM».

MigknroueHHA nanbHUKa 3 peryssmopoM cusiu cmpymy

LLlo6 po3noyaTvt po60Ty 3 NanbHMKOM, OCHaLLEHOr0 MOAYNEM PEry/tOBaHHA CUN 3BaprOBa/IbHOIO CTPYMY, NOTPIGHO:

1. YBiIMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyiTe Moro Ans 3BaproBaHHsA y pexkuMi TIG;

2. MipkNoYiTh NaNbHUK 3 MOAYNEM PETYyNOBaHHA CTPYMY A0 po3’eMy A, 100 ra30BUN LUMaHT A0 WTyLepy 5, a KOHTaKT KHOMKW — A0
po3’emy 4;

3. HaTtucHitb kKHonky OPTIONS;

4. Y MeHo «[lopaaTKoBi napaMeTpu» PerynatopoM Bigkpuiite poaain «AucTaHuinHe KepyBaHHA» i 06epiTb NYHKT «ManbHUK»;

5. Y po3aini «<PeXkmM KHonKu» 06epiTb NOTPIGHUIA LUKN PO6OTU 3 KHONKOK NanbHuKa: 2T um 4T;

6. HaTtucHitb kHonky MAIN, 06 noBepHyTMCA Ha ekpaH «<OCHOBHUI CTPYM». 3BepXxy Byae AoAaHUI iHAMKATOP
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Micna HanawTyBaHHA pexXnMy MOXKHa NpUCTynaTn A0 3BaptoBaHHA. HaTUCHITb Ha KHOMKY NanbHWKa ANA nignany ayru Ha
«MoyaTKOBUIA CTPYM».

[ani, B 3a1e>XXHOCTI Bif, BCTaHOBNEHOMO UMKy po6oTu 2T un 4T, CTpyM 3BaprOBaHHA A4OCATHE 3HAYEHHSA, L0 3a4a€TbCA MOAYNEM
peryntoBaHHA CUN CTPYMY NanbHUKa aBTOMATUYHO, YW NiCNA BiANYCKAaHHA KHOMKW.

B npoueci 3BaptoBaHHA CTPYM MOXHa NAaBHO 3MiHIOBaTW PErynATOPOM NanbHUKa B Aiana3oHi 5..200 A,

GX16 Spin amaman

et
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RN ™
.
/ N\ S1 - nNiAKNYEHHA KHOMKK

// |® @ \\ ‘ nanbHUKa

/ - \ | R1 - nigknoyeHHs
| S7 noteHuiometpa 10 KOM

o a7

— = /

R7 -t

CxeMa po3’eMy nigKk1r0YeHHA KHONKU nanbHuKka/negani

Po6oTa B pe>xumax ounctku/nonipysaHHa metaneeux noeepxoHb (CLEAN)

BuKoHanTe HacTynHi A4ii, Lo6 BUKOHATN OYUCTKY/NONIPOBKY MeTaniyHMX NOBEPXOHb 3a A0MNoMorow anaparta MasterTIG-200 AC/DC:

1. Nigkntoyite kabenb «<Maca» B CUNIOBUIA PO3’eM A «+» i 0o BUpoBY, L0 6yae 06pobntoBaTuCh;

2. Mipkntoyitb kabenb Witk PATONBRUSH y po3’em 3;

3. YBiMKHiTb anapat MasterTIG-200 AC/DC;

4. HaTtucHiTb kHonky MENU;

5. Y meHto PEXKXUM perynatopom o6epitb NnyHKT CLEAN;

6. Perynatopom o6epitb 6aXkaHnin pexxnm poboTu witkoto: OHULEHHA un MOJNIIPYBAHHA i HaTUCHITL Ha py4yKky perynaTtopa;

7. 3aHypbTe pobouunii kiHeub Witk PATONBRUSH y cneuianbHy piguHy Ana nacusaLii BACOKONEroBaHUX cTanen i TOpkHiTbCA LLLiTKOO
A0 BUPOOBY, AKNI NOTPIGHO YncTUTU/NonipysaTtu;

8. PyxaliTe LLiTKy B34,0BX NOBEPXHI, AKY NOTPIGHO ouncTUTU/BiANONipyBaTu.

YBATA! He nputuckarnTe LWiTKy LWinbHO A0 06po6ntoBanbHOi noBepxHi. MoTpibHO nuLe TopkaTues ii LiTKo, He NepeLuKoAXKatoumn

YTBOPEHHIO MiKPOPO3pPAAIB MiXK LLLITKOIO | NOBEPXHEID MeTany.

FTAPAHTIMHE OBCJ/TYTOBYBAHHA

LLlaHoBHMI cnoxwuBay!
MATOH IHTEPHELUHN askye Bam 3a Bubip npoaykuii PATON Ta rapaHTye BUCOKY AKiCTb Ta 6e3a0raHHe GpyHKLiOHYBaHHA AaHOro
BMpOO6Y 3a YMOBM AOTPMMaHHA NpaBun Moro ekcnayatawii.

ekcnnyaTauii, a TakoXX NepeBipuUT NPaBUIbHICTb 3aNOBHEHHSA rapaHTIMHOMO Ta/loHa: Ha3Ba MoAeni npuadaHoro Bamu
BMpPOOY, Ta MOro CEPiNHNN HOMeP NOBUHHI ByTW iAEHTUYHI 3anncaM B rapaHTIMHOMY TanoHi. He 4ONycKaeTbCcsA BHECEHHSA B
TanoH 6yAb-AKNX 3MiH Y1 BUNpPaBNEHb.

g YBATA!!! lMepep BukopncTaHHAM 061aAHaHHA PeKOMEHAYEMO 03HAaMOMUTUCSA 3 PO3LLMPEHOLO IHCTPYKLIEID 3
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FTAPAHTIVNHI 3060B’A3AHHA

MATOH IHTEPHELLUH/1 rapaHTye cnpaBHy po60Ty AXXepena >XMBNEHHA y pa3i A0TPUMaHHA CNoXKMBayYeM yMOB ekcnnyaTauii, 36epiraHHa
1 TpaHCMOPTYBaHHA.

YBATA! Be3KoLUTOBHE rapaHTiliHe 06CnyroByBaHHA BiACYTHE 3@ YMOBM MeXaHi4YHUX NOLIKOAXKEHb 3BaptoBanbHOro anapary!
TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTb:

| Mopenb anapary | TepMiH rapaHTii |
| MasterTIG-200 AC/DC | 2 pokn |

OCHOBHWI rapaHTiiHWIA Nepioa 064NCAIOETBCA 3 AHA NPOAaXy iHBepTOpHOro ob6nagHaHHA KiHLEeBOMY NOKYMLEBi.
[MpoTAroM 0CHOBHOrO rapaHTiliHOro NepioAy NpoAaseLb 3060B'A3yETbCA (Y BUNAAKY rapaHTInHOro peMOHTY), 6€3KOLUTOBHO ANA
BNnacHuKa iHeeptTopHoro o6nagHaHHAa PATON:

— MPOTAroM poky 3 AaTy NpuAGaHHA KNieHTOM o6naaHaHHA onnaTtMTK foctaBky o6nagHaHHA B CepBicHUI LLEeHTp | Ha3apg,
KNiEHTKY, BUKOPUCTOBYIOYM MOCNYrK KOMMaHii «<HoBa notuTa»;

— MPOBECTU AiarHOCTUKY Ta BUABUTU MPUYNHY HECMIPABHOCTI;

— 3a6e3neunT HeobXiAHMMMN ANA BUKOHAHHA PEMOHTY By3/1aMu1 Ta e/leMeHTaMu;

— NpoBecTu poboTH i3 3aMiHN ENEMEHTIB Ta BY3NiB, LLLO BUILLAM 3 nagy;

— NPOBECTU TeCTyBaHHA BiAPEMOHTOBAHOro 06/1aAHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06nagHaHHA:

— 3 MexaHi4YHMMM NOLUKOAXKEHHAMM, LLIO BNIMHYNWN Ha Npaue3aaTtHicTb anapaty (aedopMalia kopnycy 1 AeTtanei BHacnigok
nafiHHA 3 BUCOTM abo NafiHHA Ha o6nagHaHHA BaXXKMX NPEAMETIB, BUNafaHHA KHOMOK Ta po3'eMiB);

— 3i cnigamMu Koposii, AKa cTana NPUYNHO HECMPABHOTO CTaHy;

— fKe BUMLLNO 3 Nafly Yepes BB CU/IbHOTO 3BO/IOXKEHHA Ha OO CUMOBI 11 €MIEKTPOHHI eIEMEHTH;

— fKe BUWLLO 3 1aay Yepes HaKoNMUYEHHA CTPYMOMPOBIAHOTO NUAY (BYriNbHUIA NWA, MeTaneBa CTPy>KKa Ta iH.) BcepeauHi;

— ypa3si cnpobu caMOoCTINHOIO PEMOHTY MOrO By3/1iB Ta/abo 3aMiHW eNeKTPOHHUX eNIEMEHTIB.

PekoMeHpayeTbCA 38414 YHUKHEHHA BUXOAY anapaty 3 iafy, 3a/eXHo Bif yMOB eKcrilyaTallii, OAWH pa3 Ha NiBPOKY 3HATU 3aXVUCHY
KPWLLKY i BUKOHATU YUCTKY BHYTPILLIHIX €f1eMeHTIB i By3niB 06nafgHaHHA CTUCHEHMM NOBITPAM. Y1CTKy He0bXiAHO NPOBOANTUN akypaTHO,
YTPVMYHOUM LLAHT KOMMPecopa Ha A0CTaTHIW BiACTaHi, 3a4/1A YHUKHEHHA NMOLLUKOAXKEHHA Naikn eneKTPOHHUX KOMMOHEHTIB i
MexaHiYHMX YaCTUH.

Tako>k OCHOBHi rapaHTiiHi 3060B'A3aHHSA He NOLLMPIOKTLCA Ha 30BHILLHI e1eMeHTV o6nafHaHHsA, Wo BUALLAW 3 Naay, AKi nignarTbes
$i3YHOMY KOHTaKTY, a TakoX Ha CynyTHiI/BUTpaTHI MaTepianu, NpeTeHsii LWoAO AKX MPUIAMAOTLCA He Mi3Hille ABOX TUXKHIB nicna
npopaaxy:

— KHOMKa YBIMKHEHHA Ta BAMKHEHHS;

— PYYKM peryntoBaHHsA NapaMeTpiB 3BaploBaHHs;

— po3'eMu nigkntoveHHs kabenis i pykasis;

— po3'eMV ynpaBniHHA;

— MepexeBui kabenb i BUNKa MmepexkeBoro kabento;

— py4Ka Ans nepeHeceHHs, kelnc, kopobka;

— TpvMaui enekTpoaiB, KNemMa «Macu», NanbHUK, 3BaproBanbHi kabeni Ta pykasu.

Mpopaaseupb 3anuLiae 3a co60to NPaBO BiAMOBUTW Y HaJaHHI rapaHTIHOro PEMOHTY, a60 BCTAHOBUTW AaTOO NOYaTKy BUKOHAHHA
rapaHTiiHKX 3060B'A3aHb MicALb i Pik BUNYCKy anaparty (BCTaHOB/IOIOTLCA 3@ CEPINHUM HOMEPOM):
— y pasi BTpaTv nacnopTa BNaCHUKOM;

— y pasi BiACYTHOCTi KopekTHOro abo B3arani 6yAb-AKOro 3anoBHeHHsA NacrnopTa NpoAasLeM Mif Yac npoaaxy anapary.

FapaHTiHUI CTPOK NPOAOBXKYETLCSA, HA TEPMIH rapaHTiHOro 06CnyroByBaHHA anapary 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;

— - have knowledge about welding;
SAFETY RULES

— - carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.
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.

— -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;

DANGER OF WELDING ARC RADIATION

Itis 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.

i
©

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.

ol

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.

Foe]
-

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 conditions 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.

)
1)
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UNPACKING

The device kit may include:

Operating
manual

PATONBRUSH polishing
and cleaning brush*

jgti(:;j@

(&

=}

Quick-release pneumatic

3m welding cable with ABICOR Welding arc supply unit connector, 8 mm

BINZEL ground terminal* with a mains cable

* except for ‘WA’ index models

CONNECTORS, CONTROLS AND INDICATIONS

Appearance and connectors

Appearance and connectors of MasterTIG-200 AC/DC

1. Color LCD;

2. Control panel;

3. PATONBRUSH brush connector;

4. Remote controller (pedal, welding torch with controls) connector;
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).

PATON MasterdTIG-200 AC/DC -16-
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Device control panel

MAIN CURRENT

PATON

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:
— 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;
— Press to open the operation type selection screen (Cleaning/Polishing) in CLEAN mode.;
3. OPTIONS button - press to open menu:
— ADDITIONAL PARAMETERS - settings of selected welding mode:
o For the TIG welding mode:
= Button mode - select the torch button mode: 2T/4T;
= Burn mode - select arc striking mode: TIG lift (available only for DC) or HF;
= Remote control - you may turn off or select one of two welding remote control device:
» Torch - adjusts the welding currentin 5 .. 200 A range;
» Pedal - adjusts the welding current in the Start current .. Main current range;
o Forthe SPOT welding mode:
= Button mode - select the torch button mode: 2T/4T;
o For the MMA welding mode:
= Anti-Stick — turn the function on/off;
= Arc boost - adjust the arc current boosting in the 0..100% range;
— OPEN - load the saved welding parameters Saves;
o Select the wanted Save and press the knob to apply the welding parameters;
— SAVE AS - write the welding parameters Save to the machine memory;
o Select the Save and press the knob to write down the welding parameters to it;
4. MENU button - press to open the screen with options:
— MODE - select the machine operating mode:
o TIG - welding with a continuous seam with a tungsten electrode in a shielded gas atmosphere;
o SPOT - spot welding with a tungsten electrode in a shielded gas atmosphere;
o MMA - manual arc welding with a flux-coated electrode;
o CLEAN - electrochemical cleaning from color variations and welding oxides, also polishing of stainless-steel surfaces;
— MAIN - jump to the mode main parameter screen;
— STORAGE - menu for working with saved welding programs. Select the Save by turning the control knob;
o Press the knob to load the parameters of the selected Save;
o Press the OPTIONS button to open the menu of saved Saves:
= Rename - change the Save name using the on-screen keyboard;
= Copy - Turn the knob to select the Save slot and press the knob to write down the parameters of the current Save to the
chosen slot;
= Restore - press the knob, read the warning and press the knob again to reset the name and parameters of the current Save
to defaults;
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— SETTING - press to open the welding machine settings menu:

o Autosave - press the knob to turn on/off the function of autosave the parameters changes to the current Save;

o 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;

o LANGUAGE - press to open the machine menu language selection;

= Turn the knob to select the language, and press it to confirm your choice - the language will be changed to the selected;

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

o 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.

LCD screen

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

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

14

4 MAIN CURRENT

15

16

17

1 4 A 15¢

Display indicators

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

7. —Anicon for switching to the screen 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;

8. Digital and graphic display of the selected welding parameter value;

9. Name of the selected welding parameter;

10. Indicator of the arc striking method. IT may take the following values:

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

- —contact arc striking (TIG lift). Available only with constant welding current (DC);
11. Indicator of the set welding mode. It may take the following values:
— TIG -tungsten electrode welding in a shielded gas atmosphere;
— SPOT - spot welding with a tungsten electrode in a shielded gas atmosphere;
— MMA - manual arc welding with a flux-coated electrode;
12. Indicator of the set welding current type. It may take the following values:
— DC-direct current;
— AC - alternating current;
— MIX - mixed current;
13. Indicator of the torch button operation mode. It is absent when the remote-control pedal is connected.;
14. Hinticon that means the settings of all functions and modes in this line of the screen are available in the OPTIONS button

PATON MasterdTIG-200 AC/DC -18-
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15. Name of the current welding parameters Save;

16. - 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;

17. - 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.;
18. 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;

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

21. - Switching to the operating mode and ADDITION PARAMETERS menu;
22. Currentwelding 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.

CONNECTION TO THE MAINS

The MasterTIG-200 AC/DC welding machine is designed to be powered by a mains voltage of 230V (190-260V). 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. The
mains connector, the cross-section of the mains cables, as well as the mains fuses, must be applied based on the machine's
technical data.

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

TIG TORCH

ELECTRODE-HOLDER

=
__—;—;’ PIECE

GROUND TERMINAL

PATON MasterdTIG-200 AC/DC -20-



FPATON

MasterTIG-200 AC/DC SPECIFICATIONS

Main welding characteristics

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

126 A 100%
pe 200 A 40%

140 A 100%
AC 200 A 50%

Functions in welding modes

Non-contact arc striking (HF)

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

Contact arc striking (TIG Lift)

| TIG DC

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
Currentrise time, s 0..15
Main current, A 5..200
Currentfall 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<200A)
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 465x150x350
Weight, kg 12,5

-21--

PATON MasterTIG-200 AC/DC



FPATON

SELECTING AND ADJUSTING THE MACHINE FUNCTIONS

Tungsten inert gas (TIG) welding adjusting

. Gas test — channel test purging with shielding gas time (1..60 s);
2. Type of current — welding current type:
— DC -direct current welding;
— AC - alternating current welding. Settings available:
o Balance AC - positive to negative polarity pulses ratio (15..85%);
o Frequency AC - welding current frequency (15..200 Hz);
— MIX-mixed current welding. Settings available:
o Balance AC - positive to negative polarity pulses of alternating current ratio MIX (15..85%);
o Frequency AC - welding current frequency (15..200 Hz);
o Balance MIX - alternating to direct current ratio (15..85%);
o 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 (5A..Main current);
5. Rise time —welding currentrise time from Initial current to Main current (0..15 s);
6.
7.

-

Main current — main welding current (5..200 A);
Pulse mode - adjusting the type and parameters of pulsed welding current. Available only for DC or AC current type;
— Normal - welding with pulsed current of one frequency;
o Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
o Pulse frequency - welding current pulsation frequency (0,1..200 Hz);
o Low current - minimum value of welding current pulses (5A..(Main current-5A) );
— Double - combination of low-frequency welding current pulsations with automatic high-frequency current pulsations. Available
only for DC current type;
o Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
o Pulse frequency - welding current pulsation frequency (0,1..200 Hz);
o Low current - minimum value of welding current pulses (5A..(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) (5A..Main current);
10. Post flow - after arc shutdown shielding gas purging time (0..15 s);
11. Additional parameters - TIG mode additional parameters:
— Button mode - torch buttons mode: 2T/4T;
— Burn mode - arc striking methods:
o HF - high-frequency discharge non-contact arc striking. Available with every current mode;
o TIG lift - contact arc striking. Available only with constant welding current (DC);
— Remote control - remote control of the welding process using special means:

o Torch - welding control by a torch with a control button and a current regulator. The indicator is on the screen;
ATTENTION! The remote-control torch adjusts the welding current in the full range (5..200 A). The Main current parameter value does
not limit it!

o Pedal - welding current control by the pedal in the Start current..Main current range. The 2T/4T cycles will not work, although

0

they can be selected in the menu. The ~—\‘ indicator and the current value are shown on the screen.
ATTENTION! If the Start current value parameter is equal to Main current value, it will be impossible to change the welding current

using the pedal. The pedal indicator will receive an exclamation mark: : !

Spot welding adjusting (SPOT)

. Gas test - channel test purging with shielding gas time (1..60 s);
. Type of current - welding current type:
— DC -direct current welding;
— AC -alternating current welding. Settings available:
o Balance AC - positive to negative polarity pulses ratio (15..85%);
o 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 (5A..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);

N =

©eNOGo A
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10. Additional parameters — SPOT mode adjusting additional parameters:
— Button mode - torch buttons mode: 2T/4T.

Manual arc welding (MMA) adjusting

1. 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 welding current exceeds 200A;
2. Hot Start time — the Hot Start function duration (0.1..1 s);
3. Main current — main welding current (10..200A);
4. Additional parameters - settings of additional functions of the MMA mode:

— Anti-Stick - the device reduces the welding current, allowing the welder to separate (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;

— Arc boost —when the arc voltage decreases below the minimums for its stable burning, the welding currentincreases 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 current remote-control function

This function allows you to remotely control the welding current in 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.

The pedal connection

Follow the steps to start working with the 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 adjustment by the pedal;
3. Connect the pedal contact to connector 4. If the torch button contact is connected there disconnect it;

ATTENTION! Using the pedal excludes work with the torches 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.

2}

100 200 It

The indicator will be added to the top row, and the current adjustment pedal icon will appear on the screen:
displays the lower and upper limits of the welding current, as well as its current value.

After setting the mode, you can start welding. The minimum pressure on the pedal initiates arc striking at the Start current. The
welding current is adjusted depending on 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 adjust the current from the Start current to the Main current values during the
welding process.

Connection 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 set it for welding in TIG mode;

2. Connect the torch to connector A, its gas hose to fitting 5, and the button contact to connector 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 be added at the top.

After setting the mode, you can start 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.

During welding, the current can be smoothly changed by the torch regulator in the full range 5..200 A.
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Torch button/Pedal connector 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 to the power connector A +;

2. Connectthe PATONBRUSH 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 PATONBRUSH brush into a special liquid for passivation of high-alloy steels 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.

correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial number

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check the
must be identical to the entry in the warranty card. Itis not allowed to make any changes and corrections to the coupon.

WARRANTY POLICY

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

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

| 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.

During the main warranty period, the seller undertakes free of charge for the owner of PATON™ inverter equipment:
— to make diagnostics and identify the cause of the breakdown;
— to provide units and elements necessary for the repair;
— to carry out work to replace the failed elements and assemblies;
— totestthe repaired equipment.

The main warranty obligations do not apply to the equipment:

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

— with traces of corrosion, which caused a malfunction;
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— failed due to exposure to its power and electronic elements of abundant moisture;
— failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);
— in case of an attempt to independently repair its components and / or replace electronic elements.

To avoid the device malfunction, we recommend removing the protective cover once every six months, depending on the operating
conditions, to clean the internal elements and assemblies with compressed air. 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.

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

— on and off button;

— welding parameters adjusting knobs;

— cables and sleeves connectors;

— control connectors;

— mains cable and mains cable plug;

— carrying handle, shoulder strap, case, box;

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

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

— if the owner loses the warranty card;

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

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

You can find out information about the nearest service center at the place of purchase.

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 current regulations.

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION \_ J
ABOUT DEVICE RECYCLING.
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