J USER MANUAL
MOCIBHUNK KOPUCTYBAYA

MultiPRO-250

S/N: M p

MultiPRO-270- 400V

S/N: M

MultiPRO-350- 400V

PATON INTERNATIONAL @ ¢S EH[



FPATON

BaraTopyHKLioHabHWIA iHBepTOPHUIA anapaT | Multiprocess welding inverter
PATON MultiPRO- 250 / 270-400V [ 350-400V

[lata npogaxy [ Purchase date " 20, r.

(Mignuc npogasus / Vendor signature)

PATON MultiPRO MMA/TIG/MIG/MAG -2 -



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™ MultiPRO-250, PATON™ MultiPRO-270-400V,
PATON™ MultiPRO-350-400V

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: Welding ~ EN IEC 60974-1:2018/A1:2019

EN IEC 60204-1:2018

power sources EN IEC 60974-1:2022/A1:2022

Arc welding equipment - Part 10: EN IEC 60974-10:2014/A1:2015

Electromagnetic compatibility (EMC) EN IEC 60974-10:2021/A1:2021

requirements

Signed on behalf of: PATON International LLC

Place and Date: 03045 Kiev, UKRAINE 04.%;39‘3'2

(S

. o f

Signature : / )

Name, Function: Mark Tokmakov

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

E-Mail: office@paton.ua
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YKPATHCbKA

3BaptoBa/ibHUI anapaTt BUrOTOB/AEHUI BiANOBIAHO AO TEXHIYHUX CTAHAAPTIB | BCTAHOBNEHUX NpaBuA
TexHiku 6e3neku. MpoTe y pasi HeNPaBUALHOTO NOBOAXEHHS BUHMKAE Hebe3neka:

® TpaBMyBaHHs 06C/1yroByto4oro nepcoHany abo TpeTboi ocobu;

® 3aM0/ifHHA WKOAMN CaMOMy anapaTy abo MaTepiasbHAM LiHHOCTAM NiANPUEMCTBA;

HecnpaBHOCTI, iki MOXYTb 3HM3KTK Be3neky, NOBUHHI 6y TV TEPMIHOBO yCYHeHi.

® TOYHO AOTPUMYBATUCA L€l IHCTPYKL,iT.
MPABWU/A TEXHIKU BE3NEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJIBHOI O CTPYMY

® YPaXKEHHs eNeKTPUUHUM CTPYMOM MOXe BT CMepTebHUM;

® 3BaplOBa/IbHWIA kabesib NOBMHEH ByTH MiLiHUM, HEYLIKOAXEHUM Ta i301b0BaHUM. OcnabneHi
3'€/{HaHHA i NOLIKOAXeHNI kabeb NOTPIGHO HeraiHo 3aMiHUTK. MepexeBi kabeni 11 kabeni
3BaplOBa/IbHOTO anapaTy NOBWHHI CUCTEMATUYHO NepeBipATUCA daxiBLLeM eNeKTPUKOM Ha
CNpaBHICTb i30/19U,T;

® niA Yac BUKOPUCTaHHS 3a60POHAETLCA 3HIMATY 30BHILLHIN KOXYX anapary.

® MopyLeHHs epeKTUBHOIO Po6o4Oro NpoLecy.

Bci ocobu, ski nos's3aHi 3 BBeAEHHAM B eKCrJyaTauilo, YNpaBAiHHAM, AOMAAOM i TEXHIYHUM
o6cyroByBaHHSIM anapaTty NoBUHHI

® MpoWTY BIAMOBIAHY aTecTauito;

® BOJIOAITU 3HAHHAMM 3i 3BapIOBaHHS;

/0 HEBE3MNEKA BUNMPOMIHEHHS 3BAPIOBAJILHOT AYTU
l( - 3abopOoHSIETLCA CnocTepiraT 3a 3BaploBasibHOI Ayroto Heo3bpoenum okom. Jlyra i 6pusku, wo
7 YTBOPIOIOTLCA Mg Yac poboTH, MOXYTb 06NeKTH WKipy abo BUKAMKATM MONYyM's, TOMY 3aBXAMU CAif4

HOCUTU 3aXMCHY MacKy 3 ToHoBaHUM ¢inbTpoM (DIN g 10). CTOPOHHI 0co6M, L0 3HAXOAATLCA B 30HI Al
NPUCTPOIO, MOBMHHI 3aXMILATU OYi CheLiabHUMK 3aXUCHUMK OKynspamn abo BUKOpPUCTOBYBATW
Heroproyi eKpaHu, o NOr/IMHAIOTL BUNPOMIHIOBAHHS.

332

HEBE3MEKA WKIANMBUX TA3IB | BUTMAPIB

® YTBOPEHi A1M Ta WKiAAMBI rasu BUAAAUTH 3 po60oYOT 30HM CrieianbHUMK 3acobamu;

* 33be3neunTH A0OCTaTHIM NPUTOK CBIXKOro NOBITPS;

® BUMapV PO3UYMHHMKIB He MOBUHHI NMOTPAMNJIATU B 30HY BUMPOMiHIOBaHHS 3BapioBasIbHOT Ayru.

0 HEBE3MEKA MATHITHOIrO Noas
m@ ® CTBOpEHi BUCOKMM CTPYMOM MarHiTHi NO/IA MOXYTb YAHWUTU HEraTUBHWIA BI/IMB Ha NpaLe3AaTHICTb
L]

enekTponpuaagis (Hanpuknaa, kapAioctumynstop). Ocobu, siki MatoTb Taki Npuaagu, NOBUHHI
NopaANTUACS 3 NlikapeM, NepLl Hix HabamnxaTucs 40 pobo4oro 3BaploBasbHOro MaliaHumKa.

HEBE3MNEKA BU/bOTY ICKOP

® 3aUMWCTI NpeaMeTU BUAAANTU 3 PO6OYOT 30HM;

® He /10NyCKalOTLCA 3BapIOBasibHI POBOTM Ha EMHOCTSAX, Y fknx 36epiraloTbes abo 36epiranncs rasu,
nanebHe, HapTONPOAYKTU. Mox/MBa Hebe3neka BUBYXy 3a/IMWIKIB LMX NPOAYKTIB;

® y noxexo- Ta BubyxoHebe3neyHnx NpUMiLLLeHHAX AOTPUMYBATUCSH 0COBAMBKX NPaBWUJ, BiANOBIAHO
/10 HaL[iOHa/IbHUX Ta MiXKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEEHHSA

N5 0COBUCTOr0 3aXMCTy AOTPUMYNTECH HACTYMHUX NPaBUA:

® HOCUTY MiljHe B3yTTS, L0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAi 1 y BONOTUX YMOBAX;

® 3axMLATV PYKU i30/110I0UNMM pyKaBUUKAMU;

® 0ui 3aXMLYATM 3aXMCHOIO MACKO0 3 GiIbTPOM NPOTH yNbTPadioNeTOBOrO BUMPOMIHIOBAHHS, IKUI
BiZANOBiZaE CTaHAapTaM TexHiku be3neku;

® BUKOPWCTOBYBATM Ti/IbKM BiNOBIAHWI (BaXKKO3aNMUCTUI OAST).

HEBE3MNEKA IHTEHCUBHOIO LUYMY

3BaploBa/bHa Ayra, fika BUHUKAE Mij yac 3BaploBaHHA MOXe BWAABaTW 3BYKW piBHA Buwe 85 4B
npoTArom 8 roAnH poboyoro yacy. 3BapioBasbHUKY, WO NPaLOOTL 3 061aAHaHHAM, Nig Yac poboTn
MaloTb HOCUTM 3aCO6M 3aXMCTY OpraHis cyxy.
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PO3MAKYBAHHA

/0 KOMMNeKTy anapaTy BXOASATb:

CTucanii nocibHmnk IS
KOpUCTyBaya —

3BaptoBa/ibHUI Kabeslb 3 eNeKTPOAOTPUMAYEM Komnnektu poankis Ans
ABICOR BINZEL, 3 M* CyLiIbHOro Ta anloMiHiEBOro
ApoTy
C PemiHb ansn
3BaptoBasibHMI kabesib 3 knemoto «maca» ABICOR nepeHeceHHs anaparty
BINZEL,3m* Ha nneuvi

[l>xepeno XunBNeHHA 3BaploBasIbHOT
Ayrv 3 610KkoM nogadi gpoTy

LLIBUAKO3HIMHMI NTHEBMOPO3'eM

HanisaBTOMaTU4HMI NanbHnk ABICOR ManbHUK aproHogyrosuii ABICOR BINZEL, 4m *
BINZEL,3m*

ENEMEHT YTIPAB/IHHS TA IHAMKALIS * - He BXOAATb 40 KOMM/IEKTY MoAenen MultiPRO 3 iHgekcom WA
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1 - Uundposun gucnaeis;
2 — KHorka Bubopy pexwvmy 3apioBaHHs «MODE»:
a) py4He AyroBe 3BaploBaHHA WTy4YHUM enekTpogom P/ 3 (MMA);
6) 3BaptoBaHHs B aproHi, eneKTpoAoM Lo He naasuTeca APT (TIG);
B) 3BaplOBaHHA HaniBaBTOMaTU4He B 3axXMcHuMX rasax HA (MIG/MAG);
3—Pyuka peryastopa Ans Bubopy GpyHKL i (NapaMeTpiB) NOTOUHOrO pexxMMy 3BaploBaHHs Ta BCTAHOB/IEHHS iX 3HAaYEHHS (3a 3aMOBYYBaHHAM
— BCTAHOBJ/IEHHA NapaMeTpy 3BapioBasibHOI Hanpyru B pexxumi MIG/MAG). 3a Bubip dyHKLil BiANOBi4al0Tb NOBOPOTU peryasTopa npasopy-
Ta niBopyy. [lns nepexoay A0 BCTAHOB/JEHHS 3HauYeHHs BUOpPaHOro napameTpy HEOBXiZAHO HAaTUCHYTWU Ha PyuKy perynstopa. 3HaueHHs
BCTaHOBJIIOETHLCA NOBOPOTaMU PyUKHM peryasTopa npaBopyy abo nisopyuy. [1a noBepHeHHs 40 MeHIo BUbopy pyHKLii/napameTpis HeobxigHO
LLe pa3 HaTUCHYTW Ha Py4Ky PeryaaTopa;
4 — Kronka Bubopy nporpamu 3saptosaHHs «PROG» (Habip paHilue HaaWwToOBaHWUX KOPUCTYBaYeM napameTpis)/aoaaTkosa GyHKLis:
HanawTysaHHs piBHA IHAYKTUBHOCTI (MPY YTPUMaHHI 6ifbLue 1 cekyHAN);
5—KHonka nepesipkun nogayi 3axMcHOro rasy (4piT He NOAAETLCA);
6 — KHorMKa A/151 LWBMAKOrO BUK/MKY NapamMeTpy HasaluTyBaHHS 3BaptoBanbHoi Hanpyru «VOLTAGE» Ha 6.10ui nogaui gpoTy;
7 — Pyuka perynstopa a5 Bubopy $yHKLii (NapameTpis) NOTOYHOrO PeXnMy 3BaptoBaHHs Ta BCTAHOB/IEHHS TX 3HaYeHHs Ta 6104 nogavi
APOTY (33 3aMOBUYYBaHHAM — BCTaHOB/IEHHSA NapameTpy WBMAKOCTI noaadyi ApoTy B pexumi MIG/MAG);
8 — Lindposuit gucnneit 610Ky nogavi ApoTy;
9 — KHonka Bru6opy nporpamu 38aptoBaHHs «PROG» (Habip paHilue HaalTOBaHNX KOPMCTyBaYeM napameTpis) Ha 61104 noaavi ApoTy /
AozaTkoBa GyHKLiA: HanawTyBaHHs PiBHS iHAYKTUBHOCTI (MPpW yTPUMaHHI B HATUCHEHOMY MOJIOXEHHI Ginblue 1 cekyHAK);
10 — KHonka 3anpasneHHs apoTy WIRE INSTALL (ras npu Lbomy He Noga€eTbCs);
11 - Kabenb noaaui cunosoro Toky Ao 610Ky nogaui 4poTy;
12 — Po3'em KZ-2 tuny "€BPO" ans nig'egHaHHA HaniBaBTOMaTUYHOMO NafbHUKa;
13 — Po3'em kepyBaHHA KHOMKaMu Ha NaibHUKY, NPY 3BaptoBaHHi B pexxumi TIG;
14— [Hi34,0 NoAayi 3aXMCHOrO rasy B NasbHUK, NPY 3BaptoBaHHi B pexxumi TIG;
15 — QikcaTop 3aXMCHOT KPULLKM MeXaHi3My nogaui 4poTy;
16 —Kpuiuka Tprmaya KOTyLKK;
17 -Bokc anda KOTywWwKM 3 ApoTOM;
18 — Tp1May KOTYLWIKM AN APOTY 3 NPYXMHHUM MEXaHi3MOM ra/lbMyBaHHS;
19 — LLTyuep nogaui 3axucHoro rasy, npu 3saptosaHHi MIG/MAG;
20 — Po3'emM nogaui cMrHanis Big4 MexaHi3My NoAadi APOTY Ha BK/IKOYEHHA | BUK/IIOUEHHS AKepena CTpyMy;
21— ABTOMAT / NepemMmnKaY X1B/eHHs AXepe/a 38aploBasibHOro CTPyMy;
22 — LLTyuep noaadi 3axmcHoro rasy, npv 3saptoBanHi TIG;
23 — Micue nigkatoyeHHs Kabesio 3a3eMneHHs;
24 - 3ano6ixHuku 610Ky noaadi 4poTy Ta nigirpisava rasy;
25— Po3eTka 36V gna nigirpisava rasy;
26 — Kabesb A/151 NigKNOUEHHS 4,0 MepeXxi X1B/IEHHS.
A —THi340 CMN0BOrO CTPYMy «+» TUMy BaiioHeT:
a) npv 3BaptoBaHHi P13 "MMA" - nigk/iouaeTbes kabenb enekTpoga (B OKpeMmx BUNagKkax npy BUKOPUCTaHHI crewianbHUX
e/1eKTPOAIB NigK/IOYAETLCA Kabesb «Maca»);
6) npu 3BaptoBaHHi APT "TIG" — nigkao4aEeTbCs TibkK Kabeb «mMacay;
B) Npu HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM APOTOM - NiAKNIOYAETLCSA Kabesib MexaHi3my nogaui
ApoTy;
r) Npu HaniBaBTOMaTU4YHOMY 3BaptoBaHHi HA "MIG/MAG" $pAtocoBUM APOTOM - NiAK/IIOYAETLCS Kabeb «Maca»;
B —Hi340 cMnoBoro cTpymy «-» Tuny 6aiioHeT:

PATON MultiPRO MMA/TIG/MIG/MAG -6 -



FPATON

a) npv 3BaptoBaHHi P13 "MMA" - nigkntoyaeTbcs kabesib «Mmaca» (B OKpeMyx BUMNaZKax Npy BUKOPUCTaHHI CrieLjiaibHuX
€N1eKTPOAIB NiAKNOYAETLCS Kabesib eNekTpoAa);

6) npu 38aptoBaHHi AP "TIG" - NiAKAOYAETLCS TiIbKM aPrOHOAYTOBUIA NANbHUK;

B) MpM HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyLifibHUM APOTOM - NiAKNIOYAETLCA Kabesib «Maca»;

r) Npu HaniBaBTOMaTM4YHOMY 3BaptoBaHHi HA "MIG/MAG" ¢p1t0COBUM APOTOM - NiAKOHAETLCSA Kabeib MexaHi3my nogadi
Apory.

IHAVUKALIA POBOTU AMAPATA B PEXXMUMAX
MIG/MAG

MIG/MAG-2T 5
AHanNrF49Ira =earFHEaHHA.

V

MIG MAG-Z2T
AW

MNFor.H=1 |

EWMAKICTE AFOTH.

OcHosHull exkpaH baok nodayi dpomy

X

NaFaMeTFH:
cHna Mar. CTarTd: SH%
Hqac Mar. CTarTy: @,3C

MeHto 3a6n0kosare Bnok nodadi dpomy

X

narFaMeTFM: b
KHOMKE NaflbHKKa:
iMOYNECHHIA FERKM:

Metio 3a6n0k08aHe baok nodayi dpomy
1 - [OTOUHMI pexxnM 3BaploBaHHs 4 — 3HaveHHs obpaHoi ¢yHKLi / napameTpa
2 —Homep noTo4Hoi nporpamu 5—lepenik Ta BCTAaHOB/IEHI 3HAYEHHS 2-X HACTYMHUX
3 —HasBa ¢dyHkuii / napametpa napameTpiB B MEHI0

BBEJEHHA B EKCMZTYATALIIO

3BaploBasibHMI anapaT NPU3HAYeHUI BUKIIOYHO: A/ PyYHOrO AyroBOro 3BaplOBaHHA WTYYHUM eNeKTPOAOM, 3BapiOBaHHs B CepesoBuLLi
aproHy, a TakoX HaniBaBTOMaTUYHOrO 3BApIOBAHHS B CEPEAOBMLLI 3aXWUCHUX rasiB. IHWe BMKOPWUCTaHHsA amapaTy He BiAMOBiAaE MOro
npu3HavyeHH. BuMpobHMK He Hece BiAMOBIAa/LHOCTI 3a MOWKOAXEHHS, 3aBAaHi BWMKOPUCTAHHSM anapaTy He 3a MNpU3HAYeHHSM.
BuKOpWCTaHHS BiAMNOBIAHO 40 NMPU3HAYEHHSs, MA€E Ha YBa3i 40TPUMaHHS BKa3iBOK LibOro nocibHuka 3 ekcrtyaTadii.

BUMOIM A0 PO3MILLEHHSA

HeobxigHO po3miulyBaTi anapart Tak, Wwob 3abesnedysBaBcs 6e3nepelwkoAHNUI BXif i BUXif OXON0AXYIOHOro MOBITPS Yepe3 BEHTUAALINHI
OTBOPY Ha MepejHint i 3aaHin naHensx. CaiakyiTe 3a TMM, W06 MeTaneBui nua (Hanpukaad, nig 4Yac HaxpgauHoro waidpysaHHs) HE
3acMokTyBanacs 6e3nocepeAHbO B anapaT BEHTUAATOPOM OXONOAXKEHHS.
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NIAKAOYEHHA 40 MEPEXI

3BaploBa/IbHWIA anapaT y CepiliHOMy BUKOHaHHi pO3paxoBaHUit Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — gns mogeni MultiPRO-250;

2. TpudasHy mepexesy Hanpyry 3x380B abo 3x400B (Mogeneit MultiPRO-270/350-15-4-400V) — A1 LibOrO BUBeAEHO Tpu A4poTw. Mpasuna
TexHikn 6Ge3snekn nig yac nNpoBejeHHA PobiT 3i 3BaploBaNbHUM 061aZHaHHAM BUMAraloTb 3a3eM/eHHs Kopnycy anapaTy. Jas uboro
nepez6ayeHo /Ba BapiaHTX: 1) BUKOPUCTAHHS 4eTBEPTOro APOTY Y MepexeBOoMy kabe/li XOBTO-3e/1eHOr0 KObopy (MiXHapOAHUI CTaHAapT
MapKyBaHHS); 2) BUKOPUCTaHHS BOATOBOT KAEMM Ha 3a4HiN MaHeni anapaTy (KOPCTKIlWI CTaHAAPT 3a3eM/IeHHS, IKUI BUKOPUCTOBYBABCA B
kpaiHax CHA).

Ansa nigknoyenHs 3BaptoBanbHux anapatis PATON g0 3-dasHoi mepexi XUBAeHHS

BUKOPUCTOBYITe Kabeb 3 YOTMPMa NPOBOAAMY, WO BiZNoBiAac cTaHAapTy IEC 60445: L2
o KopwuuHesui nposig, —dasaly O

® YopHuii nposig —¢asalz;

o CuHin npoBig —dazalsz;

® )KoBTO-3e/1eHUI NPOBiA — 3a3eM/IeHHS. Ll

Yeara! Mpu nigkatoueHHi anapata 4o Hanpyrv Mepexi Bule 270B (MultiPRO-250) abo L3
450B (ana MultiPRO-270/350-15-4-400V), BCi rapaHTiliHi 3060B'A3aHHA BUPOGHMKA

BTpa4aloTb cuay! A Takox rapaHTilHi 3060B'A3aHHA BUPOOHMKA BTPAYaloTh YUHHICTb Npu
NOMUAKOBOMY NigKNOUYeHH] ha3n Mepexi Ha 3a3eMAeHHS AXepena. —l—

MepesxeBuit pos'em, nonepeyHuii nepepis kabesie Mepexi X1B/EHHS, @ TAKOX MepexeBi 3anobixHWKM NOBUHHI BUBMPATUCS BUXOASUM 3
TeXHIYHMX JaHuX anapaTa.

BUBIP MOBU MEHIO AMAPATA
[Jns Bubopy/3miHu MOBM MeHIO anapaTa yBiMKHIiTb anapaT yTpuUMytoun KHomKy 2. [loBopoTamu peryastopa 3 obepiTb HeobxigHy mMoBy, Ta
HaTWUCHITb Ha Py4Ky peryasTopa 3, Wwob nigTBepanTyY BUGIp. AnapaTt NpoAoBXMUTL POBOTY 3 iHTepdeicom BiAMOBIAHOIO MOBOIO.

Enektpog, wo BcTaHoBNEHe 3HaueHHA AiameTp gpoty Mnowa nonepeuHoro Makcum.
BUKOPUCTOBYETLCA Y PeXUMi cTpymy npu MMA i TIG, Ansa MIG/MAG, nepepisy MepexeBoro AOBXMWHA
MMA, mm A MM npoBsogy, MM* nposoay, M
1x220V - MultiPRO-250
1 75
1,5 115
22 Ao 8o A0 Jo,6 2 155
2,5 195
4 310
1,5 75
2 105
a3 A0 120 40 0,8 2,5 130
4 205
6 310
2 75
2,5 95
[Z)A A0 160
4 155
Ao J1,0 6 230
2,5 75
a5 A0 200 4 125
6 185
2,5 60
5 0250 0 J1,2* 100
@6 (nerkonnaski) A025 A ! 4
6 150

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM
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Enektpog, wo BcraHoBneHe . Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HauYeHHsA CTpyMy Aiametp apoy npu nepepisy MepexeBoro AOBXUHA
. . MIG/MAG, mm A
pexumi MMA, mm npu MMAi TIG, A npoBoOAY, MM npoBsoAy, M
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
a2 Ao 8o 40 Do,6 2 270
2,5 340
4 540
1,5 135
2 175
a3 A0 120 A0 Jo,8 2,5 220
4 350
6 525
2 130
2,5 160
4 A0 160
4 260
Ao 1,0 6 385
2,5 115
Js A0 220 4 180
6 270
2,5 85
@6 (nerkonnaski) A0 270 A0 J1,2 4 135
6 205
2,5 65
26 A0 350 A0 D14 4 100
6 150

YBATIA! MepexeBuii nepemMunkay Ha 3aAHili naHeni anapata MultiPRO-250 He € cu/0BMM, TOMYy Mij 4Yac BMMKHEHHs anapaTty He
3HECTPYMJIIOE NMOBHICTIO BCIO BHYTPILLHIO €/1€KTPOHIKY. 3 Lji€l MPUUMHM 3rigHO NpaBus TexHiky 6e3neku nics 3aBepLueHHs 3BapioBasibHUX

pobiT, BUiiMaiiTe BU/IKY 3 MepeXi.

CXEMA NMIAK/IFOYEHHA ANAPATA 414 3BAPIOBAHHA NOKPUTUMW ENEKTPO4AMU (MMA)

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

Clas

ENEKTPOQOTPUMAY

PEKOMEHZOBAHA AOBXXVHA 3BAPIOBAJIbHNX KABEJIIB MPU 3BAPIOBAHHI:

MakcumanbHuit [AoBxuHa kabenis Mnowa nonepeyHoro
. Mapka kabento
cTpym, A (B OAHY CTOPOHY), M nepepisy, Mm?
100 2..9 10 KT 1x10
3..14 16 KI™ 1x16
160 2...9 16 KI™ 1x16
3..14 25 KI 1x25
2.7 16 KI™ 1x16
200
3...10 25 Kl 1x25
2...8 25 KTl 1x25
250 3...12 35 KI" 1x35
270 5..11 35 Kl 1x35
350 6..1 35 KTl 1x35
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CXEMA NMIAK/IKOYEHHA ANAPATA A4/151 3BAPIOBAHHS B APIOHI (TIG) - TIG-LIFT

APIOH

APFOHOBWUHA
NANBbHUK

/i

CXEMA NMIAK/TFOYEHHA ANAPATA 4119 3BAPIOBAHHSA B APIOHI (TIG) - 2T/4T/anbT.4T

0
. ]
Ar+He 0
He o OD

APFOHOBUH
% NANBHUK
e KNEMA "MACA"
S
| B A

BUPIB

CXEMA MIAK/HOYEHHA ANAPATA 414 HANIBABTOMATUYHOIO 3BAPIOBAHHSA (MIG/MAG)

30BHILHIA MEXAHI3M
nopgAdl opPoOTY
VL AAd
<

HAMIBABTOMATUYHWIA
NANBbHU
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TEXHIYHI XAPAKTEPUCTUKU

NMAPAMETPbI MultiPRO-250 MultiPRO-270-400V MUultiPRO-350-400V

. . 220 3x380 3x380
HomiHanbHa Hanpyra mepexi 50/6ol'u, B 230 X400 3400
HOMIHa.anMM CTPYM, L0 CMOXMBAETbCS 3 hasn 20,6..351 121241 162,187
Mepexi, A
HoMmiHanbHWi1 3BaptoBanbHUiA CTPyM, A 250 270 350
MakcumansHuUit Aitounia ctpym, A 335 350 450

60%/npun 250A 70%/npwu 270A 70%/npw 350A

TpuBanicTb HaBaHTaxeHHs (TH)

100%/npn 193A 100%/npwu 225A 100%/npu 290A
Mexi 3mMiHM Hanpyru Mepexi XnBaeHHs, % -27...418 +15 +15
Mexi peryatoBaHHsA 38aploBasbHOIO CTpyMy, A 12...250 12...270 14...350
Mexi peryntoBaHHs 3BaptoBasibHOI Hanpyru, B 12...28 12...29 12...30
Mexi peryatoBaHHA WBUAKOCTI Nogadi ApoTy, M/XB 1,0...16,0
[JliameTp WTy4YHOro enekTposa, Mm 1,6...6,0 1,6...6,0 1,6...6,0
JliameTp cyLinbHOro 3BaptoBasbHOrO A4POTY, MM 0,6...1,2 0,6...1,2 0,6...1,4
MexaHi3m nogaui gpoty 4-POZIMKOBUIA 3 NPVUBOAOM Ha BCi POANKU
MakcrmanbHa Bara KOTyWKKW 3 4pOTOM, KI 15 15 15

IMMyAbCHI pexumm nig yac 3saptoBaHHa, 'y,

MMA: 0,2...500 — peryaboBaHuii; TIG: 0,2...500 — peryboBaHui;

MIG/MAG — aBTOMaTUUYHUIA

Bnok 6e3koHTaKTHOrO nignany B pexumi TIG

+

Fapsuni ctapT (Hot-Start) 8 pexxumi MMA PerynbosaHa

®opcax ayru (Arc-Force) B pexxumi MMA PerynbosaHa

AHTUNpuannaHHs (Anti-Stick) B pexumi MMA ABTOMaTUuHa

B10K 3HMXEHHSA Hanpyr X0A0CTOro Xo4y YBIMK | BUMK

Hanpyra xonoctoro xoay MMA, B 12/75

Hanpyra nianany ayrv, B 110

HoMmiHanbHa cnoxuBaHa NoTyXHicTb, KBA 6,6...7,8 8,0..9,4 10,7...12,3
MakcrmanbHa cnoxusaHa NOTYXHiCTb, KBA 9,5 11,4 15,3
KKA, % 90

OX0N0AXKEHHS AjanTtvsHe

Jiana3soH pobounx Temnepatyp, °C —25 ... +45

gi‘iZﬁ:;HhmmMipM (Aosxwa x LLinpura x 360 x260 x 270 540 X 360 X 400 540 X 360 X 400
Maca 6e3 akcecyapis, kr 14,1 16,5 16,9
Knac 3axucty IP33

BUBIP TA HAJIALUTYBAHHA GJYHKLlIVI AMAPATA

B cTaHAapTHOMY CTaHi (KOAM 40 KHOMOK Ha Nepe/Hili NaHesi He TOPKaloTbCs), anapaT Ha eKpaH epena 3BaploBa/ibHOro CTPYMy BUBOAWUTL
3HauYeHHA OCHOBHOTO NapameTpa NOTOYHOIO PEXMMY 3BaplOBaHHS:

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

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

3) y pexxumi HA "MIG/MAG” — 3BaptoBasibHa Hamnpyra.

Ha uyndpoBomy ekpaHi B MOMeHT 3BaptoBaHHs “"MIG/MAG” Bif06paxaeTbcs NoToYHe PaKTUUHE 3HAYEHHS 3BapIOBaNbHOrO CTpyMy. BapTo
3ayBaXMTH, WO Ha GpaKTUYHE 3HAUYEHHS CTPYMY BM/IMBAE PAJ HACTYyNHUX $pakTopiB: AiameTpa ApoTy, WO BUKOPUCTOBYETLCS, BCTAHOB/IEHE
3HAUYEHHA HaMpPyru Ha gxepesi CTPyMy, BCTAHOB/IEHA WBMAKICTb NOZaui APOTYy Ha MexaHi3mi mojauyi, BUKOPUCTOBYBaHUI ras, maTepian i
TOBLYMHa BUPOGY, L0 3BaPIOETLCA Ta iH. MicAs 3aKiHYeHH: 3BaploBaHHsA $aKTUUHe 3HaUYEHHS 3BapIOBa/IbHOrO CTPYMY MOKa3y€eTbCA Ha eKpaHi
npoTAroM 8 cekyHA ANs MOXAMBOCTI Neperasay CTpyMy 38aploBa/ibHUKOM.

206...1.0 MM Npu 3BapPIOBaHHI iIMNYILCHWUM CTPYMOM CTafIeBUM Ta Heip>KaBitoUnM ApOTOM
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Perynatop 3 Ha nepeAHiii naHeni Axepesa 38aploBa/bHOro CTPyMy € 6araTopyHKLiOHaIbHWM Ta BiAMOBIAAE 3a HACTYMHe:
1) B1bip no Koy Byab-aKoi GyHKLT y MOTOYHOMY pexumi 3BaptoBaHHS (MOBOPOTY iBOpyY abo npasopyy);
2) BCTAHOB/IGHHSA 3HaYeHHA BUGPaHOro napameTpy (HaTUCHYTM Ha pyuKy peryaaTopa Ta NoBOpoTY niBopyy abo npasopyy);
3) CKMAAHHS BCiX GYHKLi A0 3aBOACHKMX HANAWTYBaHb MOTOYHOTO PEXMMY 3BaploBaHHA (HaTUCHYTH Ha pyuKy perynsTopa Ta
YTPUMYBaTU B HATUCHYTOMY NOJIOXEHHI GisbLue 12 ).

KHonka 2 Ha nepe/Hii naHei BignosiAae 3a BUGIp pexumy 3BapioBaHHs.

MNEPEK/IIOYEHHSA HA HEOBXIAHY OYHKLIIO

SIKW,0 B anapati BCTAaHOBAGHO CUCTEMY 3aXMCTY Bij, HECAHKLiOHOBAHOIO AOCTYMY A0 MeHI0 GyHKLNA, NP1 NOBOPOTaX Pyyku peryastopa 3
BiA6yBa€ETLCA PearyBaHHs 3Ha4EHHs OCHOBHOMO NapaMeTpy NOTOYHOrO PexVMy 3BaptoBaHHs, a MeHto GyHKLi anapaTa —3abaokosaHe. [ns
po36.10KyBaHHSA MeHI0, HeOBXi4HO YyTPUMYBaTH B HATUCHYTOMY CTaHi pyuKy peryastopa 3 6inblue 3,5 cekyHa. Mpu po36aoKyBaHHi, Ha ekpaH
BMBOAMTLCS 306paXeHHs 3aMKa, sIKWI BiAKPMBAETHCH, WO BKadye Npo npouec po3bnokyBaHHA MeHlo ¢yHKuii. Micas ycniwHoro
po36.10KyBaHHS, NP1 NOBOPOTAX PyUKHM 3 NpaBopyy abo NiBopyY, Ha LIM$POBMIA ANCNNEN BUBOANTLCA MOTOYHA Ha3Ba GyHKLi Ta i 3HaUYeHHS.

AHanNoriYHo, NpM HATUCKaHHI Ha PyyKy peryasTopa 7 Ha 6/10ui nogadi APOTy Ta yTPUMaHHI i B HaTUCHYTOMY CTaHi Binblue 3,5 CeKyHA
BiAbyBa€ETLCA PO3610KYBaHHSA MeHIO, i Ha LMbPOBUIA ekpaH 8 BUBOANTLCS Ha3Ba Ta 3HaUYeHHs (yHKLiT NOTOUHOTO pexuMy 3BaptoBaHHs. 3a
JOMOMOro0 HaTUCKAHHA Ha Py4Ky PeryasTopa 7 Ta moBOPOTiB ii npaBopyd abo NiBOPYY, MOXHA Mepek/loyaTUCh MiX GyHKUiaMK Ta
napameTpamm pexumy, a TakoX 3MiHIOBATH iX 3HaUEHHS B MeHLYy a6o 6inlbly CTOPOHY.

NEPEK/IIOYEHHA HA HEOBXIAHMVI PEXXUM 3BAPIOBAHHSA
HaTucKaHHs KHOMKM 2 NPU3BOAUTL A0 NEPEK/IOYEHHS Ha HACTYMHUIA PEXWUM 3BapIOBaHHSA Mo Koy. Lie BUAHO Ha Aucnael 1 Ha nepeaHii naHen
anapara.

CKUAAHHS HANIALUTYBAHb BCIX ®YHKLI MOTOYHOIO PEXXVMMY 3BAPIOBAHHS!

MoxyTb BigbyBaTuCs cUTyaLil, KOAM NapamMeTpu B anapaTi TPOXM 3anayTaau KopucTysaya. /ns Toro wob CKMHYTH iX A0 CTaHAAPTHUX
33BO/ CbKMX HaNalITyBaHb, 40CUTb YTPUMYBATU B HATUCHYTOMY CTaHi pyuKky pery/isTopa 3 npoTarom bisblue 12 cekyHz (He 3BepTaTy yBary Ha
306paxkeHHs1 3amouka). Ik i HaBogMNOCA paHille, Ha Tabs0 MOYHETbCS 3BOPOTHUIA BigAIK 333...222..111 i NpU AOCATHEHHI "000" BCi
HaNalWTyBaHHA BUOPaHOi NporpamMm NOTOYHOrO PeXxuMy 3BaploBaHHA OyAyTb OHOB/EHI Ha 3aBOACbKi. CKMAaHHA napameTpiB AAs KOXHOT
NpOrpamu KOXHOro pexwuMy 3BaptoBaHHs pobasaTecs okpemo. Lie 3po6aeHo ANns 3pyyHOCTI, W06 He CKUHYTY IHAMBIAYaNbHI HANAWTYBaHHA B
ABOX iHLWWX peXMMax Ta iHWKUX Nporpamax.

AHaNOriYHO, MOXHa CKMHYTM NapaMeTpy MOTOYHOrO PEXMMY 3BapPIOBAHHA 3a ZONOMOrOK PYUKM PeryaaTopa 7.

3MIHA HOMEPY MPOrPAMUM Y MOTOYHOMY PEXX/MI 3BAPIOBAHHSA

Y KoxHOMy pexwumi 3BapioBaHHa MMA, TIG i MIG/MAG anapat moxe 36epiraTi 40 16 pi3HUX BapiaHTiB HanaluTyBaHb. MOTOUHNIA HOMep
HaNaWTyBaHHs (Mporpamm) Bi4o6paxaeTbCs y BepXHbOMY NPaBOMy KyTi eKpaHa, IKUI 3HaXOAUTLCA Ha NepeAHii NaHesli. Y MOMEHT nepiioro
YBIMKHEHHA anapaTa, AR KOXHOro pexuMy 3BaploBaHHS, 3aBXAW BUBOAWTLCA Nporpama nig Noi. Yci 3MiHu B HanawTyBaHHi anapata B
AAHOMy peXuMi 3BaploBaHHA Ta MOTOYHOMY HoMepi nporpamu 36epiraioTbcs. LLLo6 nepeiiTv Ha iHWWIA HOMep nporpamu i nouyatu
HaNalWTyBaHHs 3HOBY 3 6a30BKX NapameTpiB, 4OCTAaTHbO HATUCHYTU KHOMKY 4 abo KHoMKy 9 Ha 6/10ui nogadi ApoTy, ToAi Ha BignoBiaHNIA
eKpaH BUBOAWTLCSA MOTOYHNIA HOMep Nporpamu, i Aai, 3a 40NOMOrol0 NOBOPOTIB PyykM BIANOBIAHOrO peryaaTopa 3 abo 7 MoxHa BubpaTn
iHWy nporpamy. Bubip nporpamu noTpibHO NiATBEPAUTU HATUCHYBLLM Ha BiANOBIAHY pyyKy peryastopa 3 abo 7.

3ATAJIbHUM NEPEIK | NTOCAIAOBHICTb OYHKLIN

Pexcum 3s8aprosanHa P43 "MMA"
0) [-1-] - ocHoBHUIA napameTp CTPYM 3BaptoBaHHs = 80 A (3a 3aMOBYyBaHHAM) [ B iMNy/ibCHOMY pexumi Lie 6asosuit CTPYM;
a) 12...250 A (KpoK 3miHK 1 A) gnst MultiPRO-250;
6) 12 ... 270 A (Kpok 3miHK 1 A) gns MultiPRO-270-400V;
B) 14 ... 350 A (Kpok 3MiHu 1 A) gns MultiPRO-350-400V;
1) [H.St] cuna "Tapsivoro ctapTy" = 50% (3a 3aMOBUYBaHHAM);
a) 0 [OFF] ... 100% (kpok 3miHu 5%);
2) [t.HS] yac "Mapsiyoro ctapTy" = 0,3 ¢ (33 3aMOBYyBaHHSAM);
a) 0,1...1,0 C (KPOK 3MiHM 0,1 C);
3) [Ar.F] cuna "®opcaxy Ayrn" = 50% (3a 3aMOBYYBaHHAM);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [U.AF] nopir cnpaubosyBaHHs $yHKLiT «Popcax Ayrv» = 12 V (3a 3aMOBUYBaHHAM);
a)9... 18V (kpok 3miHn 1 V);
5) [BAH] Haxun BonbT-aMnepHOi xapakTepucTukn = 1,4 V/A (3a 3aMoBYYBaHHAM);
a) 0,2...1,8 V/A (kpok 3miHu 0,4 V/A);
6) [Sh.A] 3BaptoBaHHs kopoTkoto gyroto = OFF (3a 3amoBuyBaHHAM);
a) o [OFF] ... 3 (kpok 3MiHu 1);
7) [BSn] 610K 3HMXEHHSA Hanpyru xoaocToro xogy = OFF (3a 3amMoBYyBaHHAM);
a) ON - yBiMKHeHUI;
6) OFF — BUMKHeHWit;
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8) [Po.P] pexxum nysbcauii ctpymy = OFF (3a 3amMoBUYyBaHHsAM);
a) ON — yBiMKHeHUI;
6) OFF — BUMKHeHU;
9) [I.PS] cTpym naysu = 25 A (3a 3aMOBYyBaHHAM);
a) 12...250 A (Kpok 3miHu 1 A) anst MultiPRO-250;
6) 12 ... 270 A (Kpok 3miHK 1 A) gns MultiPRO-270-400V;
B) 14 ... 350 A (Kpok 3MiHu 1 A) gns MultiPRO-350-400V;
10) [Fr.P] 4acToTa ny/bcaLin cTpymy = 5,0 [y (3a 3aMOBYYBaHHAM);
a) 0,2...500 I, (AMHaMIYHWI KPOK 3MiHM 0,1 IMy...1 [y);
11) [dut] cniBBiAgHOLEHHS iMNy/bc/nay3a (6anaHc) = 50% (3a 3aMOBUYYBaHHAM);
a) 20...80% (kpok 3MiHK 2%).

Pexcum 3s8aprosarHa TIG
0) [-2-] ocHoBHWI1 napameTp CTPYM = 60 A (3a 3aMOBYYBaHHSM);
a)12...250 A (KpoK 3MiHu 1 A) gns MultiPRO -250;
6) 12 ... 270 A (KpoK 3MiHK 1 A) ans MultiPRO -270-400V;
B) 14...350 A (Kpok 3MmiHu 1 A) Ans MultiPRO -350-400V;
1) [But] pexxnm kHOMKM Ha nasbHKKY = 2T (3a 3aMOBYYBaHHSAM);
a) LIFT — KOHTaKTHUIA pexum 3anantoBaHHs A4yrvt TIG-LIFT (BeHTUALHUI NanbHKK);
6) LIFT2T — KOHTaKTHUi pexwum 3ananoBaHHs 4yrn TIG-LIFT2T (nanbHKUK 3 KHOMKOI);
B) LIFT4T — KOHTaKTHWIA pexum 3anantoBaHHs Ayru TIG-LIFT4T (NanbHUK 3 KHOMKOLO);
r) HF2T — 6e3KOHTaKTHWIA peX1M 3ana/lloBaHHsA, Pexum KHonku TIG-2T;
A) HF 4T — 6@3KOHTaKTHUIA PeXuM 3anatoBaHHs, pexum kHonku TIG-4T;
2) [t.Pr] yac nepea-npoayBKkM = 0,4 C (3a 3aMOBYYBaHHAM);
a) 0,1...25,0 C (KPOK 3MiHM 0,1 C);
3) [t.Po] yac nicns-npogyBKM ra3oM = 4,0 € (3a 3aMOBYYBaHHSAM);
a) 1,0...35,0 € (KPOK 3MiHM 0,1 C);
4) [Pr.A] nonepeaHin cTpym (nisioTHa gyra) = 20 A (3a 3amMoBYyBaHHAM B HF4T);
a) 12...50 A (Kpok 3miHu 1 A) Ans MultiPRO -250;
6) 12...50 A (Kpok 3MiHuM 1 A) anst MultiPRO -270-400V;
B) 14...50 A (KPOK 3MiHu 1 A) gns MultiPRO -350-400V;
5) [Po.A] cTpym 3aBaptoBaHHs KpaTepa = 20 A (3a 3amoBuyBaHHAM B HF4T);
a) 12...50 A (KpoK 3MiHu 1 A) gns MultiPRO -250;
6) 12...50 A (Kpok 3miHu 1 A) Ans MultiPRO -270-400V;
B) 14...50 A (KPOK 3MiHu 1 A) gns MultiPRO -350-400V;
6) [t.uP] Yac HapocTaHHs CTpyMy = 0,2 C (3a 3aMOBUYBaHHAM);
a) 0 [OFF] ... 15,0 ¢ (KpOK 3MiHM 0,1 C);
7) [t.dn] 4ac cnagaHHs CTPyMy = 0,2 C (3@ 3aMOBYYBaHHAM);
a) o [OFF] ... 15,0 ¢ (Kpok 3MiHM 0,1 C);
8) [Po.P] imny ibcHMiM pexkum = OFF (3a 3aMOBYyBaHHAM);
a) ON - yBiMKHeHUI;
6) OFF — BUMKHeHWit;
9) [I.PS] cTpym naysu = 25 A (3a 3aMOBUyBaHHAM);
a) 12...250 A (Kpok 3miHu 1 A) Anst MultiPRO -250;
6) 12 ... 270 A (Kpok 3miHK 1 A) gns MultiPRO -270-400V;
B) 14...350 A (Kpok 3MiHu 1 A) gna MultiPRO -350-400V;
10) [Fr.P] 4acToTa ny/bcauinn cTpymy = 10 i (3a 3aMOBUYBaHHAM);
a) 0,2...5000 1, (AMHAMIYHWIA KPOK 3MiHK 0,1 Ty...1 L);
11) [dut] 6anaHc imnyabc/naysa = 50% (3a 3aMOBUyBaHHAM);
a) 4...80% (KpoK 3miHN 2%);
12) [SPT] pexxum kpankosoro 3BaptoBaHHs (SPOT) = OFF (3a 3aMOBYyBaHHSAM);
a) ON — yBiMKHeHUI;
6) OFF — BUMKHEHO;
13) [I.SPT] cTpym kpanku = 160 A (3a 3aMOBUYBaHHAM);
a)12...250 A (KpoK 3MiHu 1 A) gns MultiPRO -250;
6) 12 ... 270 A (Kpok 3miHK 1 A) gns MultiPRO -270-400V;
B) 14...350 A (Kpok 3MiHu 1 A) gna MultiPRO -350-400V;
14) [t.SP] 4ac kpanku = 0,02 ¢ (3a 3aMOBYYBaHHAM);
a) 0,01 ... 25 C (AMHaMIYHMI KPOK 3MiHM 0,01 CeK ... 1 C);
15) [t.PS] yac naysu = 1,0 ¢ (3a 3aMOBYYBaHHAM);
a) OFF ... 0,5 ... 5,0 C (KPOK 3MiHW 0,1 ceK).
Pexcum 3s8aprosantHa MIG/MAG
0) [-3-] ocHoBHMIA napameTp HATPYIA 3BaptoBaHHs = 19,0 V (3a 3aMOBYyBaHHAM);
a)12... 28,0 V (kpok 3miHu 1 V) gns MultiPRO-250;
6) 12 ... 29,0 V (Kpok 3miHu 1 V) anst MultiPRO-270-400V;
B) 12 ... 32,0 V (KpOK 3MiHu 1 V) Ans MultiPRO-350-400V;
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1) [SPD] apyrwit ocHoBHwiA napameTp — LUBUAKICTb A4poTy = 4,5 M/xB (32 3aMOBUYBaHHsM);
a) 1,0...16,0 M/xB (KPOK 3MiHM 0,1 M/XB);
2) [t.Pr] yac nepeanpoAyBKM 3aX1CHUM rasom = 0,1 C (3a 3aMOBYYBaHHAM);
a) 0,1...25,0 C (KPOK 3MiHM 0,1 C);
3) [t.Po] yac nicns-npoayBKM 3aXMCHUM ra3oMm = 1,5 C (3a 3aMOBYYBaHHAM);
a) 0,5...25,0 € (KPOK 3MiHM 0,1 C);
4) [t.uP] Yac HapocTaHHs Hanpyru = 0,1 ¢ (3a 3aMOBYYBaHHSAM);
a) 0,0 ... 5,0 C (KPOK 3MiHM 0,1 C);
5) [t.dn] yac cnagaHHs HaNpyru = 0,1 ¢ (3a 3aMOBYYBaHHAM);
a) 0,0 ... 5,0 C (KPOK 3MiHM 0,1 C);
6) [But] pexxMm KHOMNKM Ha NanbHuKy = [2T] (3a 3amMoBYyBaHHAM);
a) [2T] - peXuM KHOMKM Ha nanbHuKy 2T;
6) [4T] — cTaHAAPTHUIA PEXMM KHOMKM Ha NanbHUKY 4T;
B) [a4T] — aNbTepHATUBHWMI PEXUM KHOMKW Ha NasbHUKY 4T;
7) [Ind] piBeHb iHAYKTUBHOCTI = 0 (3@ 3aMOBYYBaHHAM);
@)-5...0... 5 CTyMiHb (KPOK 3MiHM 1 CTYMiHb);
8) [Po.P] iMnynbcHuMit pexxum cTpymy = OFF (3a 3amMoBUyBaHHsAM);
a) ON - yBiMKHeHUIA;
6) OFF — BUMKHeHW;
9) [Adu] ocHoBHWI1 NapameTp y iMnyabcHomy pexiumi — KOPEKLLIA HAMPYTU = 0,0 V (33 3aMOBUYyBaHH:AM);
a) -3,0...+3,0 V (KPOK 3MiHM 0,1 V). I3 36i/IblUEHHAM 3HaYEHHSA NapaMeTpy POCTe A0BXMHA AyrY;
10) [tYP] Tvin maTepiany apoTy = Fe (3a 3amMoB4yBaHHAM);
a) Fe — 3B1yYaiiHMIM cTaneBUI 4piT (BUKOPUCTOBYBATM 3aXMCHUI ra33 Tiibku cknagy 82%Ar+18%C02);
6) St.St - HepxaBitoumnit ApiT (BUKOPUCTOBYBATH 3aXMUCHWIM ra3® Tiibku cknagy 98%Ar+2%C02);
B) Al.Si - a/IlOMiHi€EBO-KPEMHIEBMIA APIT (BUKOPUCTOBYBATH 3aXMCHUI ras? Tiibkn 100%Ar);
r) Al.Mg - antomiHieBO-MarHieBuii ApiT (BUKOPUCTOBYBATH 3aXMCHUM ra3? Tiibkn 100%Ar);
11) [dia] giameTp ApoTy = 0,8 MM (3a 3aMOBYYyBaHHAM);
a) 0,6...1,0 MM A5 CTa/I€BOrO Ta Hepxasitouoro g4poTy MultiPRO-250;
6) 0,6...1,2 MM 415 CTaseBOro Ta HepXaBitoyoro ApoTy MultiPRO-270/350;
B) 0,8...1,2 MM AN15 aNIOMIHIEBOrO APOTY.

pekoMeHAOBaHa BUTpaTa rasy Big 71/xs
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FAPAHTIMHE OBCJ/IYTOBYBAHHA

LLlaHOBHMWIA cnoxuBay!

MATOH IHTEPHELLH gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHs 4aHOro BUpoby
33 YMOBM 0TPUMAHHS NPaBWJ MOro ekcnayartauii.

YBATA!!! MepeA BUKOpUCTaHHAM 061a4HaHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3LIMPEHOIO IHCTPYKLLELO 3
eKcnayarauii, a TakoX nepeBipMTU NPaBU/ILHICTL 3aNOBHEHHSA rapaHTIHOro TaNoHa: Ha3Ba Moaeni npuabaHoro Bamu
BUpo6Y, Ta 10ro cepiiiHWii HoMep NOBUHHI 6yTH iAEHTUYHI 3anNKUcam B rapaHTIliHOMY TanoHi. He A40NYyCKaeTbCA BHECEHHS
B Ta/I0H 6yAb-AKUX 3MiH YN BUNPaB/IEHb.

FAPAHTIVHI 3060B'SI3AHHS
MATOH IHTEPHELLH/ rapaHTye crpasHy poboTy AXepena XWBAEHHS y pasi AOTPUMaHHS CNOXMBAYeM yMOB eKcriyaTalii, 36epiraHHs i
TPaHCMOPTYBaHHSA.

YBATA! Ge3KowWToBHE rapaHTiiiHe 06C/N1yroByBaHHS BiCYTHE 3a yMOBM MEXaHI4YHMX NOLWKOAXKEHb 3BaploBabHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BapioBasibHe 061aHaHHA CTAHOBUTb:

MultiPRO-250
MultiPRO-270-400V 3 poku
MultiPRO -350-400V

OCHOBHWi rapaHTiiHNIA NepioZ 06UNCIIOETLCSA 3 AHSA NPOAAXY IHBEPTOPHOTO 061a4HaHHS KiHL,@BOMY NOKYMLEBi.

PeKoMeHAYETbCA 334018 YHUKHEHHA BUXOZY anapaTy 3 Aajy, 3a/1eXHO BiZ, yMOB eKcnyaTauii, 041H pa3 Ha NiBPOKY 3HATU 3aXUCHY KPULLKY i
BMKOHATM YUCTKY BHYTPILLIHIX e/eMeHTIB i By3/iB 061aZHaHHS CTUCHEHWUM NOBITPAM. YMCTKY HeObXiZAHO MPOBOAMTU aKypaTHO, yTPUMYLOUM
LWAIaHT KOMNPEeCcopa Ha AOCTaTHIN BiACTaHI, 33419 YHUKHEHHS NOLWKOAXKEHHS NaliKn eNeKTPOHHNUX KOMMOHEHTIB i MeXaHIYHMX YaCTUH.

MpOTAroM OCHOBHOMO rapaHTIHOro NepioAy, Y BUNaAKy rapaHTiliHOro peMOoHTY, NpojaBeL,b 3060B'A3yeTbCs 6e3KOLWITOBHO A1 BAACHMKA
iHBepTOpHOro obiagHaHHa PATON™:

NPOTAroM 1 poKy 3 4aTi NpUABaHHSA KAiEHTOM 06/1aiHaHHA ONAATUTK A0CTaBKYy 061aAHaHHA B CepBiCHWI LLEHTp i 10ro NoBepHeHHs
KNIEHTY, BUKOPMCTOBYIOYM MOCAYTM KOMMaHii «Hosa nowTa»;

NPOBECTM AiarHOCTMKY Ta BUABUTM NPUUMHY HECNIPaBHOCTI;

3abe3neunTi HeoBXiAHNMM 4151 BUKOHAHHA PEMOHTY By3/1aMM1 Ta e/leMeHTaMu;

nposecTy poboTH i3 3aMiHM esleMeHTIB Ta By31iB, L0 BUWLLAN 3 lagy;

NPOBECTM TeCTYBaHHA BipPeMOHTOBaHOIO 0b1agHaHHS.

OCHOBHi rapaHTiiiHi 3060B'A3aHHA He NOLWMPIOIOTLCA Ha 061aZHaHHS:

® 3 MexaHiYHUMU NOLIKOAXEHHAMM, L0 BM/JIMHY/IN Ha NpaLe3aTHICTL anapaTy (Aedopmaliis Kopnycy i geTanei BHaCAi40K NaAiHHA 3
BUCOTV abo NagiHHA Ha 061aA4HaHHS BaXKMX NPeAMETIB, BUNaZaHHS KHOMOK Ta PO3'eMiB);

3i caigamm Koposii, Aka CTana NPUYKMHOK HECMPABHOMO CTaHy;

fike BUMLLAO 3 N1aZly Yepes BMNANB CU/IbHOTO 3BOJIOXKEHHS Ha Or0 CUNOBI 1 eNeKTPOHHI enemMeHTH;

fike BUNLLAO 3 NaZy Yepes HaKOMMYEHHS CTPYMOMPOBIAHOMO NAY (BYribHWIA A, MeTaNeBa CTPY>KKa Ta iH.) BcepeanHi;

y pasi cnpobu caMoCTiHOro PEMOHTY 110ro By3iB Ta/abo 3amMiHK e1eKTPOHHNX e/IEMEHTIB.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHSA He MOWMPIOKTLCA HA 30BHILHI €1eMeHTU 061aAHaHHS, WO BUNWAW 3 Nagy, fKi MiAAa0TbCs
$i3MUHOMY KOHTAKTY, @ TaKOX Ha CyMyTHI/BUTPATHI MaTepiau, NPeTeH3ii WoA0 IKUX NPUIUMAIOTLCS He Mi3HILE ABOX TUXKHIB NiC/NS NPOAaXxy:
KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

PYYKM perynioBaHHs NapameTpis 38aploBaHHs;

po3'emu nigktoueHHs Kabenis i pykasis;

po3'eMu ynpaBaiHHS;

MepexeBwii kabesib i BUKa MepexeBoro kabesio;

pyuKa 415 NepeHeceHHs!, peMiHb Yepes nneve, Keic, Kopobka;

TpUMayi eNeKTPoAiB, kNeMa «Macu», Na/ibHUK, 3BaploBasibHi kabesi Ta pykasu.

Mpogaaselb 3anMwace 3a co60t0 NPaBo BiZAMOBUTU y HaZaHHI rapaHTiHOro peMOHTY, a60 BCTaHOBWUTM 4aTO NOYATKY BUKOHAHHS FrapaHTINHNX
30608'A3aHb MiCALb | PiK BUNYCKY anapaTy (BCTaHOBIOKOTHLCSA 33 CEPINHUM HOMEPOM):

® y pasi BTpaTi nacnopTa BJaCHUKOM;

e y pasi BiacyTHOCTI kopekTHOro abo B3arani 6yab-AKoro 3anoBHeHHA NacnopTa NpoAasL,eM Mij Yac NPojaxy anapary.

TapaHTiliHUIA CTPOK NPOAOBXKYETLCA, Ha TEPMiH FrapaHTInHOro 06C/lyroByBaHH: 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:

o injury of maintenance personnel or third persons;

o damage of the machine or property of the enterprise;

e derangement of efficient working process.

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

o have knowledge about welding;

o carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

e electric shock can lead to death;

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

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

when using the machine, never remove its outer case.

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

o if smoke and hazardous gases emerge in the operating zone, remove them with special means;
o provide sufficient fresh air inflow;

o arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

o remove flammable objects from the operating zone;

e itisnotallowed to weld vessels where gases, fuel or oil products are stored or used to be stored.
Residues of these products may explode;

e when working in fire-dangerous or explosion-dangerous rooms, adhere to special rules in compliance
with national and international regulations.

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

o wear robust footwear, which retains insulating properties in moist conditions as well;

o protect the hands with insulating gloves;

e protect the eyes with a headshield, with is equipped with a black-light filter complying with safety
standards;

wear only proper low-flammable clothes.

DANGER OF INTENSE NOISE
The arc generated during welding can emit sounds above 85 dB during 8 hours of working time. Welders
working with the equipment wear ear protection during work.

#) #oo # : N
= D1 kol =ms
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UNPACING

The delivery set of the device includes:

Operating manual IS

Rollers for solid and
aluminium? wire

N

Shoulder carryingstap

Welding cable with an ABICOR BINZEL
electrode holder, 3 m*

Welding cable with ABICOR BINZEL ground
terminal, 3 m*

=
| s

Bl

feeder

Quick-release
pneumatic
connector

C

Semi-automatic torch ABICOR BINZEL, 3 m* Argon-arc torch ABICOR BINZEL, 4 m*

% . . .
CONTROL ELEMENTS AND INDICATION Not available in the MultiPRO WA models set
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1 - Welding unit digital display;
2—Welding mode selection button MODE:
a) manual arc welding with a metal electrode (MMA);
b) argon welding, with a tungsten electrode (TIG);
c) semi-automatic welding in shield gas (MIG/MAG);
3 - Regulator knob for selecting functions (parameters) of the current welding mode and setting their value (by default — setting the welding
voltage parameter in MIG/MAG mode). Select the functions by turning the knob. Press and turn the regulator knob to edit the value of a
selected parameter. Press the regulator knob again to return to the function/parameter selection menu;
4 — Welding program selection button PROG (parameters preset by the user)/additional function: Adjusting the inductance level (press and
hold for more than 1 second);
5—Shielding gas supply test button (wire is not fed);
6 — VOLTAGE button for adjusting the welding voltage on the wire feed unit;
7 —Regulator knob for selecting and setting functions (parameters) of the current welding mode on the wire feed unit (by default — adjusting
the wire feed speed for MIG/MAG welding);
8 — Wire feed unit digital display;
9 — Welding program selection button PROG (parameters preset by the user) on the wire feed unit / additional function: Adjusting the
inductance level (press and hold for more than 1 second);
10 —wire feed button WIRE INSTALL (no gas flow);
11 — Power supply cable to the wire feed unit;
12 — EURO type KZ-2 connector for MIG/MAG torch;
13— Torch buttons connector (TIG welding);
14 - Shielding gas socket (to the TIG torch);
15— Wire feed unit cover latch;
16 — Wire coil box cover;
17 -Wire coil box;
18 — Wire coil holder with spring-loaded braking device;
19 - Shielding gas socket (MIG/MAG welding);
20 — Connector for the control cable from the wire feeder;
21— Power supply switch/breaker;
22 —Shield gas input socket (from the gas balloon) (TIG welding);
23 -Grounding cable connection point;
24— Wire feeder and gas heater fuses;
25-36V socket for gas heater;
26 — Power supply cable;
A —Bayonet-type power current socket ‘+':
a) MMA welding — the electrode holder cable is connected (the ‘ground’ cable is connected when using special electrodes);
b) TIG welding — only the ‘ground’ cable is connected;
¢) MIG/MAG welding with solid wire —the wire feeder unit cable is connected (by default);
d) MIG/MAG welding with flux-cored wire — the ‘ground’ cable is connected;
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B —Bayonet-type power current socket -':

a) MMA welding - the ‘ground’ cable is connected (the electrode holder cable is connected when using special electrodes);
b) TIG welding — only the TIG torch cable is connected;
¢) MIG/MAG welding with solid wire —the ‘ground’ cable is connected;

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

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

Main screen
MMA

,
/

/

(rHHA

Farameters: b
Fowetrr Hot Start:
time Hot Start:

Prog.H=1]

H,3=

2]
—14]

SHx

Menu is locked
T

[TIG-HFEZT

LI =)@

Farameters! o
time amrer-doun
time rFost-gas:

Menu is locked

1 - Current welding mode
2 - Current program number
3 - Name of function / parameter

Screen of wire feeder

X

Screen of wire feeder

X

Screen of wire feeder

4 - Value of selected function / parameter
5 - List and values of the next 2 parameters in the menu

START-UP

The welding unit is designed exclusively for MMA welding, tungsten-arc inert-gas (TIG) welding, as well as metal-arc inert-gas
welding/metal active gas welding (MIG/MAG). Other use of the machine is considered undue. The manufacturer is not responsible for

damage cause by undue use of the machine. Intended use of the machine implies adherence to instructions of this operating manual.

INSTALLATION REQUIREMENTS

The machine must be placed so as to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels. Take

care that metal dust (for example, during emery grinding) does drawn directly into the machine by the cooling fan.
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POWER CONNECTION
The standard welding machine is rated for:

1. Mains voltage is 220V (-27% +18%) — for MultiPRO-250 model;

2. Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models), three wires are
dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are
two ways to do this: 1) by using the fourth wire in the mains yellow-green cable (international marking standard); 2) by
using a bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the CIS countries).

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply: Lz
e Brown wire - phase L1;
e Black wire - phase L2;
e Blue wire - phase L3;

e Yellow-green wire - ground. L1 O L3

Caution! When the unit is connected to a mains voltage higher than 270V (for MultiPRO-
250) or 450V (for MultiPRO-270/350-15-4-400V models), all manufacturer's warranty 1
obligations become invalid! The manufacturer's warranty obligations also become -
invalid in case of an erroneous connection of the mains phase to the source ground.

The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected based on the unit technical
data.

SELECTING THE DEVICE MENU LANGUAGE
Hold down button 2 and turn on the device to select/change the device menu language. Select the desired language with the regulator
knob 3 and press it to confirm your selection. The machine will work with the interface in the selected language.

Used MMA Set current value for Wire diameter for Cross-section of each core of Max. wire
electrode, mm MMA and TIG, A MIG/MAG, mm the mains wire, mm?* length, m
1x220V - MultiPRO-250

1 75
1.5 115
22 up to 8o up to @o.6 2 155
2.5 195
4 310
1.5 75
2 105
a3 up to 120 up to @o.8 2.5 130
4 205
6 310
2 75
2.5 95

a4 up to 160
4 155
up to @1.0 6 230
2.5 75
a5 up to 200 4 125
6 185
2.5 60
s up to 250 upto@1.2* 4 100

@6 (fusible) P P :

6 150

4 Up to 1,0 mm for pulse current welding with steel and stainless wire
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Used MMA electrode, mm Set current value for Wire diameter Cross-secti?n of.each core Max. wire
MMA and TIG, A for MIG/MAG, mm of the mains wire, mm? length, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V

1,0 135
1,5 205

92 up to 8o up to Jo,6 2 270
2,5 340

4 540

1,5 135

2 175
a3 up to 120 up to Jo,8 2,5 220
4 350

6 525

2 130

[7A up to 160 25 160
4 260

up to 1,0 6 385

2,5 115

a5 up to 220 4 180
6 270

2,5 85

26 (fusible) up to 270 up to 1,2 4 135
6 205

2,5 65

26 up to 350 up to J1,4 4 100
6 150

ATTENTION! Power switch on the machine rear panel (for MultiPRO-250) does not provide complete de-energization of internal
electronic parts, when the machine is switched off. Therefore, in accordance with safety rules, disconnect the plug from the mains after

completion of welding.

MACHINE CONNECTION DIAGRAM FORWELDINGWITHSTICKELECTRODES (MMA)

~220V 1230V
~3x 380V / 400V

Clas

GROUNDING CLAMP

ELECTRODE HOLDER

WORKPIECE
Recommendedlengthof powerwelding cables during welding:
Maximum current, A Cable length (one way), m Cross-section area, mm* Cable type
100 2..9 10 KG 1x10
3...14 16 KG 1x16
2..9 16 KG 1x16
6
00 3..14 25 KG 1x25
200 2.7 16 KG 1x16
3...10 25 KG 1x25
2..8 25 KG 1x25
250 3...12 35 KG 1x35
270 5..11 35 KG 1x35
350 6...14 35 KG 1x35
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) - TIG-LIFT

APIOH

ARGON-ARC

q//

ARGON-ARC
TORCH

MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL ACTIVE GAS WELDING (MIG/MAG)

EXTERNAL
;\/\) WIRE FEEDER

—<

CO:
Ar+CO:z

SEMI-AUTOMATIC
TORCH
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SPECIFICATIONS

PARAMETERS MultiPRO-250 MultiPRO-270-400V MUultiPRO-350-400V
Rated voltage of the 50 / 60Hz mains, V zg g:zgz ;zigz
Rated current consumption from the mains phase, A 29,6...351 12,1... 14,1 16,2 ...18,7
Rated welding current, A 250 270 350
Maximum operating current, A 335 350 450
Duty cycle oot 53h oot agh oot 390k
Supply voltage variation limits, % -27...+18 +15 +15
Welding current adjusting limits, A 12...250 12...270 14...350
Welding voltage adjusting limits, V 12...28 12...29 12...30
Limits of wire feed speed control, m/min 1,0...16,0
MMA electrode diameter, mm 1,6...6,0 1,6...6,0 1,6...6,0
Welding wire diameter, mm 0,6...1,2° 0,6...1,2 0,6...1,4
Wire feeder type 4-roller, all rollers drive
Maximum coil weight, kg 15 15 15

Welding pulse modes, Hz

MMA: 0,2...500 — adjustable; TIG: 0,2...500 — adjustable;

MIG/MAG - automatic

Non-contact striking mode in TIG

+

‘Hot-Start’ in the MMA mode Adjustable

‘Arc-Force’ in MMA mode Adjustable

‘Anti-Stick’ in the MMA mode Adjustable

Voltage reduction unit, no-load on/off

No-load voltage in MMA mode, V 12/75

Arc striking voltage, V 110

Rated consumption power, kVA 66..78 8,0...9,4 10,7...12,3
Maximum power consumption, kVA 9,5 11,4 15,3
Efficiency, % 90

Cooling Adaptive

Operating temperature range, °C —25 ... +45

Box dimensions (Length x Width x Height), mm 360 x 260 X 270 540 X 360 X 400 540 X 360 X 400
Weight without wire coil and accessories, kg 14,1 16,5 16,9
Ingress Protection rating IP33

SELECTING AND SETTING THE MACHINE FUNCTIONS

If you do not press the buttons on the front panel, the unit displays the value of the main parameter of the current welding mode on the digital
indicator on the left:

1) in the MMA mode — welding current;

2) in the TIG mode —welding current;

3) in the MIG/MAG mode — welding voltage.
On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting
that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the power
source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded workpiece, among
others. After the welding process is completed, the actual welding current value remains displayed on the machine’s screen for 8 seconds,
allowing the welder to view the current value.
Regulator 3 on the front panel is multifunctional and is responsible for:

1) selecting any function in the current welding mode (turning left and right);

2) setting the value of the selected parameter (press the regulator and turning left or right);

50,6...1,0 for the pulse current welding with steel and stainless wire
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3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 s.).
Button MODE (2)on the unit front panel used to select the welding mode.

SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 3,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To unlock
it, press and hold down regulator 3 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening lock, indicating the
process of unlocking the function menu. After successful unlocking, when turning the regulator 3 to the right or left, the current name of the
function and its value will be displayed on the digital display.

Similarly, press and hold the regulator knob 7 on the wire feed unit for more than 3.5 seconds to unlock the menu. The name and value of the
function for the current welding mode are displayed on the screen 8. Turn and press the regulator knob 7 to switch between selected welding
mode parameters and to adjust their values.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 2 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset them to the standard factory settings, it is
enough to press and hold down regulator 3 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will start
counting down 333...222...111 and when ‘000’ is reached, all settings of the selected program of the current welding mode will be updated to
factory settings. Reset parameters for each program each welding mode are made separately. This is provided for convenience, so as not to
reset individual settings in the other programs and welding modes.

Similarly, you can reset the parameters of current welding mode on the wire feeder by using the regulator 7.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG | MAG welding mode, it is possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel. At the moment of the first switching on of the
machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this welding mode and the
current program number are saved. To switch to another program number and start setting again from the basic parameters, just press button
4 on the welding current source (or button g on the wire feeder). Then the LCD displays the current program number, which can be changed
up or down by turning the regulator 3 (or the regulator 7 on the wire feeder) to the right or left. It is necessary to confirm the program selection
by pressing the corresponding regulator knob 3 or 7.

GENERAL FUNCTIONS LIST AND SEQUENCE

MMA welding mode
0) [ 1-] - main displayed parameter CURRENT = go A (by default) / it is the basic current when the PULSE function is on;
a)12 ... 250 A (adjustment step 1 A) for MultiPRO-250;
b) 12 ... 270 A (adjustment step 1 A) for MultiPRO-270-400V;
€) 14 ... 350 A (adjustment step 1 A) for MultiPRO-350-400V;
1) [H.St] Hot start power = 40% (by default);
a) o[OFF] ... 100% (adjustment step 5%);
2) [t.HS] Hot start time = 0.3 s (by default);
a)o.1...1.0s (adjustment step 0.1 5);
3) [Ar.F] Arc Force power = 50% (by default);
a) o[OFF] ... 100% (adjustment step 5%);
4) [U.AF] Arc force trigger level = 12 V (by default);
a)9...18 V (adjustment step 1 V);
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default);
a)0.2...1.8 V/A (adjustment step 0.4 V/A);
6) [Sh.A] short arc welding = OFF (by default);
a) o[OFF] ... 3 stages (unit adjustment 1 stage);
7) [BSn] voltage reduction unit = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
8) [Po.P] current pulsation mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
9) [I.PS] pause current = 25 A (by default);
a)12 ... 250 A (adjustment step 1 A) for MultiPRO-250;
b) 12 ... 270 A (adjustment step 1 A) for MultiPRO-270-400V;
€) 14 ... 350 A (adjustment step 1 A) for MultiPRO-350-400V;
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);

PATON MultiPRO MMA/TIG/MIG/MAG -24 -



FPATON

11) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of pulses repetition = 50% (by default);

a) 20 ... 80% (adjustment step 2%);
TIG welding mode
0) [-2-] main displayed parameter CURRENT = 60 A (by default);
a)12 ... 250 A (adjustment step 1 A) for StandardTIG-250;
b) 12 ... 270 A (adjustment step 1 A) for MultiPRO -270-400V;
€) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
1) [But] torch button mode = 2T (by default);
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);

b) LIFT2T - contact striking mode, TIG-LIFT2T button mode (torch with button);
) LIFT4T - contact striking mode, TIG-LIFT4T button mode (torch with button);

d) HF2T - non-contact striking mode, TIG-2T button mode;
e) HF4T - non-contact striking mode, TIG-4T button mode;
2) [t.Pr] pre-purge time = 0.4 s (by default);
a)0.1...25.0s (adjustment step 0.1 s);
3) [t.Po] gas post-purge time = 4.0 s (by default);
a)1.0...35.0 s (adjustment step 0.15);
4) [Pr.A] pre-current (pilot arc) = 20 A (by default);
a)12 ... 50 A (adjustment step 1 A) for MultiPRO -250;
b)12 ... 50 A (adjustment step 1 A) for MultiPRO -270-400V;
€) 14 ... 50 A (adjustment step 1 A) for MultiPRO -350-400V;
5) [Po.A] crater filling current = 20 A (by default);
a)12 ... 50 A (adjustment step 1 A) for MultiPRO -250;
b)12 ... 50 A (adjustment step 1 A) for MultiPRO -270-400V;
) 14 ... 50 A (adjustment step 1 A) for MultiPRO -350-400V;
6) [t.uP] current build-up time = 0.2 s (by default);
a) o[OFF] ... 15.0 s (adjustment step 0.1 5);
7) [t.dn] current ramp-down time = 0.2 s (by default);
a) o[OFF] ... 15.0 s (adjustment step 0.1 5);
8) [Po.P] pulse mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
9) [I.PS] pause current = 25 A (by default);
a)12 ... 250 A (adjustment step 1 A) for MultiPRO -250;
b)12 ... 270 A (adjustment step 1 A) for MultiPRO -270-400V;
€) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
10) [Fr.P] current pulsation frequency = 10.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);

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

a) 4 ... 80% (adjustment step 2%);
12) [SPT] SPOT mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
13) [I.SPT] dot current = 160 A (by default);
a)12 ... 250 A (adjustment step 1 A) for MultiPRO -250;
b)12 ... 270 A (adjustment step 1 A) for MultiPRO -270-400V;
€) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
14) [t.SP] dot time = 0.02 s (by default);
a) 0.01... 25.0 s (dynamic adjustment step 0.01...15);
15) [t.PS] pause time = 1,0 s (by default);
a) OFF ... 0.5... 5.0 s (adjustment step 0.1 s);

MIG/MAG welding mode
0) [-3-] main displayed parameter VOLTAGE = 19.0 V (by default);
a)12...28.0V (adjustment step 0.1 V) for MultiPRO-250;
b)12...29.0 V (adjustment step 0.1 V) for MultiPRO-270-400V;
€)12...32.0 V (adjustment step 0.1 V) for MultiPRO-350-400V;
1) [SPD] Second main parameter WIRE FEED SPEED = 4.5 m/min (default);
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min);
2) [t.Pr] pre-gas time = 0.1 5 (by default);
a)0.1... 25.0 s (adjustment step 0.15);
3) [t.Po] post- gas time = 1.5 s (by default);
a)o.5...25.0 s (adjustment step 0.15);
4) [t.uP] Voltage ramp-up time = 0.1 s (default);
a) o[OFF] ... 5.0 s (adjustment step 0.1 5);
5) [t.dn] Voltage ramp-down time = 0.1 s (default);
a) o[OFF] ... 5.0 s (adjustment step 0.1 5);
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6) [But] Torch button mode = [2T] (default);
a) [2T] - 2T torch button mode;
b) [4T] - Standard 4T torch button mode;
) [a4T] - Alternative 4T torch button mode;
7) [Ind] Inductance level = o (default);
a)-5...0.... 5 stage (adjustment step 1 stage);
8) [Po.P] Pulsed current mode = OFF (default);
a) ON —enabled;
b) OFF —disabled;
9) [Adu] main parameter in pulse mode — VOLTAGE ADJUSTMENT = 0.0 V (default);
a) -3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
10) [tYP] Wire material type = Fe (default);
a) Fe — ordinary steel wire (use 82%Ar+18%COz2 shield gas® composition only);
b) St.St — stainless steel wire (use 98%Ar+2%CO2 shield gas® composition only);
) AL.Si — aluminum-silicon wire (use 100%Ar shield gas® only);
d) Al.Mg — aluminum-magnesium wire (use 100%Ar shield gas® only);
11) [dia] Wire diameter = 0.8 mm (default);
a) 0.6...12.0 mm for MultiPRO-250 steel and stainless wire;
b) 0.6...12.2 mm for MultiPRO-270/350 steel and stainless wire;
¢) 0.8...1.2 mm for aluminum wire.

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.

card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to the warranty

g ATTENTION!!! We recommend that you read the operating instructions and verify the accuracy of filling out the warranty
card entry. Any changes and corrections to the coupon are prohibited!

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:

MultiPRO-250
MultiPRO-270-400V 3years
MultiPRO -350-400V
The main warranty period starts from the date the inverter equipment is sold to the end customer.

To avoid device malfunction, we recommend to open the protective cover for cleaning the internal elements and assemblies with
compressed air once every six months, depending on the operating conditions. 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:
o to make diagnostics and identify the cause of the breakdown;

e to provide units and elements necessary for the repair;

e to carry out work to replace the failed elements and assemblies;

e to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

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

with traces of corrosion, which caused a malfunction;

out of order due to exposure to its power and electronic elements of abundant moisture;

failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);

in case of an unauthorized component repair attempt and/or electronic elements replacement.

8 recommended shield gas consumption rate: 7U/min or more
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Also, the main warranty obligations do not apply to failed external elements of equipment subject to physical contact, and related /
consumables later than two weeks after the sale:

o 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.

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

o if the owner loses the warranty card;

e 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 ask your seller about the nearest service center.

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
ABOUT DEVICE RECYCLING.
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	Зварювальний апарат у серійному виконанні розрахований на:
	УВАГА! Мережевий перемикач на задній панелі апарата MultiPRO-250 не є силовим, тому під час вимкнення апарату не знеструмлює повністю всю внутрішню електроніку. З цієї причини згідно правил техніки безпеки після завершення зварювальних робіт, виймайте...
	Регулятор 3 на передній панелі джерела зварювального струму є багатофункціональним та відповідає за наступне:
	1) вибір по колу будь-якої функції у поточному режимі зварювання (повороти ліворуч або праворуч);
	2) встановлення значення вибраного параметру (натиснути на ручку регулятора та повороти ліворуч або праворуч);
	3) скидання всіх функцій до заводських налаштувань поточного режиму зварювання (натиснути на ручку регулятора та утримувати в натиснутому положенні більше 12 с).
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНУ ФУНКЦІЮ
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНИЙ РЕЖИМ ЗВАРЮВАННЯ
	Натискання кнопки 2 призводить до переключення на наступний режим зварювання по колу. Це видно на дисплеї 1 на передній панелі апарата.
	СКИДАННЯ НАЛАШТУВАНЬ ВСІХ ФУНКЦІЙ ПОТОЧНОГО РЕЖИМУ ЗВАРЮВАННЯ
	Можуть відбуватися ситуації, коли параметри в апараті трохи заплутали користувача. Для того щоб скинути їх до стандартних заводських налаштувань, досить утримувати в натиснутому стані ручку регулятора 3 протягом більше 12 секунд (не звертати увагу на ...
	ЗМІНА НОМЕРУ ПРОГРАМИ У ПОТОЧНОМУ РЕЖИМІ ЗВАРЮВАННЯ
	У кожному режимі зварювання MMA, TIG і MIG/MAG апарат може зберігати до 16 різних варіантів налаштувань. Поточний номер налаштування (програми) відображається у верхньому правому куті екрана, який знаходиться на передній панелі. У момент першого увімк...
	Шановний споживач!
	INSTALLATION REQUIREMENTS
	1. Mains voltage is 220V (-27% +18%) – for MultiPRO-250 model;
	2. Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models), three wires are dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are two ways to do...
	On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting that the actual welding current value is influenced by several factors, including the wire diameter used, the ...
	Regulator 3 on the front panel is multifunctional and is responsible for:
	1) selecting any function in the current welding mode (turning left and right);
	2) setting the value of the selected parameter (press the regulator and turning left or right);
	SWITCHING TO THE REQUIRED FUNCTION
	SWITCHING TO THE REQUIRED WELDING MODE
	Pressing button 2 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.
	RESET ALL FUNCTIONS OF THE WELDING MODE USED
	CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE
	GENERAL FUNCTIONS LIST AND SEQUENCE
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