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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC

Novopyrohivska 66, 03045 Kyiv, UKRAINE

We hereby declare that the DoC is issued under our sole responsibility and

belongs to the following product:

Product designation:

PATON™ MultiPRO-200,
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
power sources

Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

Signed on behalf of:
Place and Date:

Signature
Name, Function:

EN IEC 60204-1:2018

EN IEC 60974-1:2018/A1:2019
EN IEC 60974-1:2022/A1:2022

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

PATON International LLC

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUII anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3nekw. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

— TpaBMyBaHHsA o6cnyroBytoyoro nepcoHany abo TpeTboi ocobu;

— 3anopjifaHHA LWKoAM caMoMy anapaty abo MaTtepianbHUM LiHHOCTAM NiANPUEMCTBA;

— nopylleHHA edpeKTBHOro po6oyoro npotiecy.

Bci ocobu, Aki nos'A3aHi 3 BBeAEHHAM B eKChnyaTauito, ynpaBaiHHAM, AOTMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy MOBUHHI

— MpPONTM BiANOBIAHY aTecTalito;

— BOMIOAITU 3HAHHAMM 3i 3BaplOBaHHS;

— TOYHO JOTPUMYBaATUCA LLiET IHCTPYKLi.

HecnpaBHoCTi, AKi MOXXYTb 3HN3UTK 6€3neKy, NOBUHHI 6YTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3IMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

— ypaXKeHHA eNeKTPUYHNM CTPYMOM MOXe 6yTu CMepTeNbHUM;

— 3BaptoBanbHUI Kabenb NOBUHEH OYTW MILHWM, HeyLLKOAXXEeHWM Ta i3onboBaHUM. OcnabneHi
3’eqHaHHA | NolKoakeHu kabenb NoTpibHO HeravHo 3aMiHUTU. MepexceBi kabeni n kabeni
3BaploBasibHOrO anapaty MOBMHHI CUCTEMATUYHO MNepeBipATUCA ¢axiBLueM enekTPUMKOM Ha
cnpaBHiCcTb i3onAuii;

— nig Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATU 30BHILLIHIN KOXKYX anaparty.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnoCcTepiraT! 3a 3BapoBanbHOI Ayroto Heo36poeHMM OKOM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTM NONYM'A, TOMY 3aBXAN CNig,
HOCMUTW 3axXMCHY MacKy 3 ToHoBaHUM ¢inbTpoM (DIN 9 10). CTOpoHHi 0cobu, Lo 3HaxoAATbCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuLLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApaMum abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHu, Lo NOrMMHaTb BUMIPOMIHIOBaHHS.

- B

HEBESMNEKA LWWKIA/TMBUX TA3IB | BUMAPIB

— YTBOPEHi AWM Ta WKiANMBI ra3un BUAannT1 3 pobo4oi 30HM cneuianbHMMK 3acobamu;

— 3abe3neunTn 4OCTaTHIN NPUTOK CBIXOro NOBITPSA;

— BUNapy PO34MHHUKIB He MOBMHHI MOTPaNIATM B 30HY BUMPOMiHIOBAHHA 3BaploBanbHOI Ayru.

1

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Noaa MoXyTb UNHUTU HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunagis (Hanpuknag, kapgioctumynarop). Ocobu, Aki MalTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeMm, NepLu Hixx HabnuxxaTmca o po6oyoro 3BaproBanbHOrO MagaHumnKa.

#
avy,

HEBE3MEKA BU/IbOTY ICKOP

— 3alMUCTIi NpeAMeTU BUAANMTH 3 po604oi 30HU;

— He A0oMycKatoTbCA 3BaproBasibHi po6OTN Ha EMHOCTAX, y AKUX 36epiratoTbea abo 36epiranuca rasu,
nanbHe, HapTONPOAYKTU. MOXKNMBa HeGeaneka BUBYXY 3aNULLKIB LIUX MPOAYKTIB;

— Yy noxexo- Ta BuOyxoHe6e3neuHnx MNPUMILLEHHAX [0TPMMYyBaTMCA OCO6AMBKMX NpaBun,
BiAANOBIAHO A0 HALOHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXCHE OCHALLLEHHA

— BWKOPWCTOBYBATU TiNlbKW BiANOBIAHUIA BaXXKO3aWMMUCTUIA OAAT.

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

— HOCWUTK MilHe B3yTTA, Lo 36epirae i30nt0r04i BNaCTUBOCTI, B TOMY YMC/i 1 Y BONOTMX yMOBaX;

— 3axuULLaTV PyKM i30/TI0HUNUMIN PyKaBUUYKaMK;

— 0ui 3axMLLaTV 3aXMCHOK MacKoto 3 GiNbTPOM NPOTU YNbTPadioneToBoro BUNPOMiHIOBaHHA, AKUIA
BiANoBifae ctaHAapTam TexHikn 6eaneku;

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpaLoroTb 3 06nagHaHHAM, Nigyvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTY OpPraHiB CNyxy.

#)
=i
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

CTUCANI NOCIBHUK IS
KOpucTyBaya '\ 7

KoMnnekTtv ponukis
ANA CyUinbHOro Ta
antoMiHieBOro Apoty

3BaptoBanbHuUii kabenb 3
enektpopoTpumMayvem ABICOR BINZEL, 3 m*

PeMiHb gna
3BaptoBanbHuil Kabenb 3 KNeMoto «Maca» repeHeceHHs anapaty

ABICOR BINZEL, 3 M * FDKepeno xmB/IeHHs

3BaploBanbHOi Ayru 3 6510KoM
nogadi Apoty

LLIBMAKO3HIMHMIA
NHEBMOPO3'eEM. 2 WT

HanisaBToMaTnuHuii nanbHnK ABICOR
BINZEL,3M* ManbHuk aproHoayrosuin ABICOR BINZEL, 4 m *

* - He BxoasATb 40 KOMNNekTy Mogenen MultiPRO 3 iHaekcoM «WA»

OPrAHU YMPABJTIHHA TA IHOUKAUIA

MultiPRO-200/250 MultiPRO-270/350-400V
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MultiPRO-200/250 MultiPRO-270/350-400V

1- Aucnnei 3BaptoBanbHOro anapaTa;
2- KHonka «<MODE» Bu60py cnocoby 3BaptoBaHHA UM pexxuMy po6oTu:
a) py4He ayrose 3BaptoBaHHA NOKpUTUM enekTpogom (MMA);
b) 3BaptoBaHHsA B aproHi Bonb$pamoBunm enektpogoM (TIG);
C) 3BaploBaHHA MexaHi3oBaHe (HaniBaBToMaTU4yHe) B 3axncHux rasax (MIG/MAG);
d) enexTpoxiMiyHe ounLLLeHHA/NonipyBaHHA BUPo6iB 3 Heip>kaBgitoyoi ctani (CLEAN);

3- Pyuyka perynsatopa Ana Bubopy ¢yHKLUiA (NnapamMeTpiB) NOTOYHOrO peXkMMy 3BapltoBaHHA Ta BCTAHOBMEHHA iX 3HayeHHA. Bubupanrte
dyHKUii MOBOpoTOM perynatopa. HaTUCHiTb Ha pyyky Aff nepexofy A0 BCTAHOBMEHHA 3Ha4yeHHA BMOpaHOro napamerpy.
MoBepTaiTe pyuky, 06 BCTAHOBUTU 3Ha4YeHHA napameTpa. HaTWCHiTb Ha pyuky Lie pa3 And NOBEepPHEeHHA A0 MeHo BUGOpY
dyHKUin/napameTpis;

4- KHonka Bubopy nporpamu 3eaptoBaHHA «PROG» Ha 3BaptoBanbHOMY anapati (Habip paHille HanaliTOBaHUX KOpUCTyBayem
napameTtpis). [logatkoBa ¢yHkuUia y cnocobi MIG/MAG: HaTUCHITb Ta yTpuMyinTe Ginblue 1 cekyHAW ANA HanalTyBaHHA PiBHA
iHAYKTUBHOCTI);

5- KHonka nepeBipky nogadi 3axMCcHOro rasy (Npw ii HaTUCKaHHI APIT He NnoaaeTbeA);

6- KHoMnKa AnA WBWAKOro BUKIMKY NapaMeTpy HanaluTyBaHHsA 3BaptoBanbHoi Hanpyru «VOLTAGE» Ha 6noui nogadi apoTy;

7- Pyuka perynatopa ana su6opy GyHKLiM (napaMeTpiB) NOTOYHOIO PeXNMY 3BaptoBaHHS Ta BCTAHOB/IEHHSA iX 3HaYeHHA Ha 61oui noaadi
Apory;

8- [lucnnew 6noky nogadi 4poTy;

9- KHonka BM6opy nporpamu 3saptoBaHHA «PROG» Ha 6n1oui nogadi 4poTy (Habip paHille HanawToBaHUX KOPUCTyBaYveM napameTpis) .
[opaTkoBa ¢yHKUiA Yy cnocobi MIG/MAG: HaTUCHITb Ta yTpuMyinTe Binblue 1 cekyHAN ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI);

10- KHonka 3anpasneHHs gpoty «\WIRE INSTALL» (npw ii HaTuckaHHi ra3 He NnoJaeTbeA);

11- Kabenb nogayi cunosoro cTpymy Ao 610Ky nogadi 4poTy;

12- Po3'eM KZ-2 Tuny «€BPO» AnA nia’eaHaHHA HaniBaBTOMaTUYHOrO NasnbHNKa;

13- Po3'eM KkepyBaHHA KHOMKaMW Ha NanbHUKY, Npu 3BaptoBaHHi cnoco6om TIG;

14- MHi3[0 Nofavi 3axXMCcHOro rasdy B NanbHWK, Npy 3BaptoBaHHi cnocobom TIG;

15- dikcaTop 3aX1CHOI KPpULLIKM MexaHi3My nogadi 4poTy;

16- KpuLuka TpuMaya KOTYyLLIKM;

17- Bokc ANA KOTYLLKM i3 3BaptoBaibHUM ApPOTOM;

18- TprMay KOTYyLLKM ANA APOTY 3 NPY>KUHHUM MEXaHi3MOM ranbMyBaHHA;

19- LWTyuep nopadi 3axmMcHoro rasy, npv 3asaptosaHHi MIG/MAG;

20- Po3s'eM nopavi curHanie Big MexaHi3My nogadi ApOTY Ha BKTOYEHHA | BUKNHOYEHHA AxXXepena CTpyMmy;

21- ABTOMAaT/ BUMMKAY XXMBNEHHA AXKepena 3BaptoBasnibHOro CTpyMmy;

22- lltyuep nogayi 3axmMcHoOro rasy npu 3saptoBaHHi TIG;

23- Micue nigkntoveHHaA Kabesno 3a3eM/NeHHs;

24~ 3ano6i>xxHnKK 6noKy nodadi ApoTy Ta nigirpisaya rasy;

25- Pogetka 36 V ana nigirpisava rasy;

26~ Kabenb AnA NigKNOYEHHA [0 MepeXi XUBMEHHS;

A -THi3[00 CMNOBOTO CTPYMY «t»:

a) npu 3BaptoBaHHi MMA - nigkntovaeTbca kabenb enekTpoaa (Mpy BUKOPUCTaHHI cnelianbHWUX enekTposis — kabenb «Maca»);
b) npw 3BaptoBaHHi TIG - nigkntoyaeTbeA Tinbku kabenb «Mmaca»;

c) npu 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM - NiAkntoYaeTbCcA kabenb MexaHi3aMy nogadvi 4poTy;

d) npu 3BaptoBaHHi MIG/MAG ¢ntocoBuM ApoToM - NiakntovaeTbeA kabenb «Maca»;

€) B pexxunMi ounweHHa/nonipysaHHa CLEAN - nigkntouaetbca kabenb «Maca»;
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B —THi3A0 C1NOBOro CTpyMy «=»:

a) npu 3BaptoBaHHi MMA - nigkntoyaeTbca kabenb «Maca» (MPU BUKOPUCTaHHI cneLianbHUX enekTposis — kabenb enekrpoaa);
b) npw 3BaptoBaHHi TIG - nigkntoyaeTbca Tinbkn kabenb aproHoAyroBoro nanbHUKa;

)
d)
)

IHOUKALIA ATMAPATA

c) npw 3BaptoBaHHi MIG/MAG cyLinbHUM APOTOM - NiAKNOYaeTbCA Kabenb «Mmaca»;
npw 3saptoBaHHi MIG/MAG ¢ntocoBuM APOTOM - NigKNtOYaeTbCA Kabenb MexaHi3aMy nogayi 4poTy;
€) B pexxuMi ounieHHsa/nonipysaHHa CLEAN - nigkntouaetbca kabenb eneKkTpoLLiTKu.

MIG/MAG

]

AHanrF'd9ra BE-EF"HIB-EHH“H.

By

1(19,0V

EKkpaH g)xepesa cmpymy

1]

MIG/ MAG-ZT

bnok nogaui gpomy

MMA

MFor. Hed I

MNaFaMeTF . it

cHna Mar. CTarTy: SH%
vqac Mar. CtapTy: 8,3C
EkpaH gxepena cmpymy
TIG
I —

narFaMeTFH: ik
KHOMKA NafeHWKa:
iMAYNECHHMA Fe®iME

LIFT
OFF

EkpaH aykepena cTpymy

CLEAN

AHanrdra: (3
& !E]qrfiii\lrll!

EKpaH A>xepena cmpymy

1 - loTo4YHUI pexrm poboTun

2 - HomMep noTo4HOi nporpamun

3 - HazBa ¢yHKuii / napameTpa

4 — 3HaueHHA obpaHoi yHKUii / napameTpa
5-Tlepenik Ta BCTaAHOBMNEHiI 3Ha4YeHHA [BOX
HacCTyMHMX NapaMeTpiB B MEHIO

BBEOEHHA B EKCIJTYATALLIIO

3BaptoBanbHUIN anapat NPU3HaYeHNn BUKIOYHO ANA: PYYHOro AyroBoro 3BaptoBaHHA LUTYYHUM enekTpogoM (MMA), 3BaptoBaHHA B
cepenosuLLi aprony (TIG), HaniBaBTOMaTUYHOrO 3BaplOBaHHA B CEPEAOBULL 3axncHuMX rasis (MIG/MAG), abo Ana enekTpoxiMiyHoro
ouuLLeHHA/NoNipyBaHHA BUPo6iB 3 Heipxkasitounx ctanent (CLEAN). IHWe BUKOpUCTaHHA anapaTy He BiANoBigae Moro NpuaHayeHHto.
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Bu1po6HUK He Hece BiAMOBIAANbHOCTI 3a MOLWKOAXKEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a Npu3Ha4veHHAM. BukopucTaHHs
BiANOBIAHO A0 NPU3HAYeHHA, Ma€e Ha yBa3i 4OTPUMaAHHA BKa3iBOK AaHOro nocibHuka 3 ekcnnayaTtaduji.

BUMOIrn 4O PO3MILLLEHHA

HeobxiaHo po3amilyBaT anapaT Tak, Lwob 3abe3neyyBaBca 6e3nepeLlKoaHWI BXif, | BUXif 0XO0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPM Ha nepeaHiv i 3agHi naHenax. CniakyiTte 3a TuM, Wo6 MeTaneBuin Nun (Hanpuknag, BiA HaxpgaudHoro wnipyeaHHA) HE
3acMokTyBanacs 6esnocepeHbo B anapaT BEHTU/IATOPOM OXOOAXEHHS.

MIAK/IFOYEHHA 4O MEPEXXI

3BaptoBanbHuit anapat PATON MultiPRO pospaxoBaHuii Ha:

1- OpgHodasHy Hanpyry xxusneHHs 220 B (-27% +18%) — ana mogeneit MultiPRO-200/250;

2- TpudasHy Hanpyry xxuneHHsA 3x380 B abo 3x400 B (Mogenen MultiPRO-270/350-15-4-400V).

MpaBuna TexHikn 6e3neku nig Yyac npoeeAeHHA pobiT 3i 3BaptoBanbHMM o6nagHaHHAM BUMaraloTb 3a3eM/IeHHA Kopnycy anaparty. [na
Lboro nepeabaveHo ABa BapiaHTu:

— BWKOPWCTaHHA YETBEPTOro APOTY XXOBTO-3€/1EHOM0 KONbopy y kKabeni XXMBNeHHA (Mi>XKHapoaHui cTaHaapT MapkyBaHHA [EC 60445);

— BUKOpMCTaHHA 60NTOBOI KNEMU Ha 3aAHili NaHeni anapaTy (CTaHAapT 3a3eM/NeHHA, AKUI BUKOpPUCTOBYBaBCA B kKpaiHax CHA).

[Ana nigkntodeHHs 3BaptoBanbHUx anapatis PATON go 3-dpa3Hoi Mepexi XUBNeHHA

BMKOPUCTOBYNTE Kabenb 3 YoTMpMa NPOBOAAMMY, LLLO Bignosigae ctanaapTy IEC 60445: L2
— KopuuHeswuit nposig, —-¢azalil; O

— YopHui nposig, -¢azal2;

— CwuHili nposia - ¢dazal3;

— XKOBTO-3€NeHuit NPoBia, — 3a3€MMNEHHH. L1

YBATA! Mpu nigkntoveHHi anapata 4o Hanpyru >xxuenexHHsa suuwe 270 B (MultiPRO- L3

200/250) a6o 450 B (gna MultiPRO-270/350-15-4-400V), BCi rapaHTiliHi 3060B'A3aHHA
BMPOBGHMKa BTpayatoTb cuny! A Takox rapaHTiliHi 3060B'A3aHHA BUpoOHMKa BTpayatoTbh J_
YMHHICTb NP MOMWNKOBOMY NiAKNIOYEHHI Ga3n MepexXi Ha 3a3eM/IeHHA Axepena. -
Po3'eM >XMBMNEHHA, MonepevyHUit nepepis kKabeniB Mepexi >XMBMNEHHA, a TakoxX
3ano6iXXHUKN XXMBNEHHA NOBUHHO BUBMPATU BUXOAAUM 3 TEXHIYHUX AaHMX anapaTa.

TMAPAMETPU PEXKMIB 3BAPHOBAHHA

.CliaMeTp. BcTaHOBNeHe 3HaYeHHA AiameTp gpoty gna Mnowa nonepeyHoro nepepisy Makc. poBXuHa
G ctpymy npyu MMAIiTIG, A MIG/MAG, MM NpPoBOAY XUBNEHHSA, MM? nposoay, M
ana MMA, mm
1x220V - MultiPRO-200, MultiPRO-250
1 75
1,5 115
@2 no 80 no @0,6 2 155
2,5 195
4 310
1,5 75
2 105
@3 no 120 no 30,8 2,5 130
4 205
6 310
2 75
2,5 95
@4 no 160
4 155
no @1,0 6 230
2,5 75
a5 no 200 4 125
6 185
@5 2,5 60
@6 no 250 no @1,2* 4 100
(nerkonnaski) 6 150

YBATA! BuMukau xueneHHs anapatis MultiPRO-200/250 He € CUOBUM, BiH HE 3HECTPYM/THOE MOBHICTIO BCHO BHYTPILLHIO €/1IEKTPOHIKY.
ToMy BUMMaliTe BUNKY 3 Mepexi 3rigHO NpaBun TexHikn 6e3nekun nicna 3aBepLueHHaA pobiT.

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM
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AiameTtp . Mnow,a nonepe4yHoro
e e BcTtaHoBneHe :-ma'uem-m AiameTp gpoty gna e Ty Makc. AoBXuHa
MMA, MM cTpymy npyu MMAITIG, A MIG/MAG, MM ST G nposoay, M
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
@2 no 80 no 30,6 2 270
2,5 340
4 540
1,5 135
2 175
@3 no 120 no 30,8 2,5 220
4 350
6 525
2 130
@4 Ao 160 25 160
4 260
no@1,0 6 385
2,5 115
@5 no 220 4 180
6 270
2,5 85
@6 (nerkonnaski) no 270 no @1,2 4 135
6 205
2,5 65
@6 no 350 no@1,4 4 100
6 150
BUBIP MOBU MEHIO AMNAPATA

[Ana Bubopy/3MiHM MOBM MeHI0 anapaTa yBiMKHIiTb anapat yTpumytoun kHonky «<MODE». MoBopoTtamu pyyku perynatopa 3 abo 7 o6epitb
HeobXigHY MOBY, Ta HaTUCHITb Ha pyyKy perynatopa, Wwo6 niaTBEpAUTU CBi BMGiIp. AnapaTt npofoBXuTb po6oTy o6paHo0 MOBOHO
iHTepdency.

CXEMA TlIAK/TIOYEHHA AIMNAPATA [4J/1A 3BAPHOBAHHA CTPU>XXKHEBWUM [MOKPUTUM
EJ/IEKTPO4OM (MMA)

ENEKTPOOOTPUMAY

PEKOMEHAOBAHA 4OB>XUHA 3BAPIOBA/IbHUX KABE/1IB /714 MMA:

T BT G, JoBxuHa ka6benis Mnowa no.nepelﬂ:oro M s
(B 0AHY CTOPOHY), M nepepisy, MM
2..9 10 Kr1x10
100 3..14 16 Kr1x16
160 2..9 16 Kr1x16
3..14 25 Kl 1x25
2..7 16 Kl 1x16
200 3..10 25 Kl 1x25
250 2..8 25 Kl 1x25
3..12 35 Kr 1x35
270 5..11 35 Kr 1x35
350 6..14 35 Kr 1x35
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CXEMA NIAK/TIOYEHHA AMAPATA /14 3BAPFOBAHHA B APIOHI (TIG) - TIG-LIFT

Ar
Ar+He
He

APFOHOBUH
NANbHUK

APrOHOBUW
NAJNTbHUK

KNEMA "MACA"

YBATA! Mpu BUKOpUCTaHHI pexwuMie 6eakoHTakTHoro nignany ayrv TIG HF o608’a3koBo Big’eaHaiTe ka6enb XXMBNEHHS Ta CUTHaNIB
BiA 6noky nogavi gpoty!

CXEMA NIAK/TIOYEHHA AMAPATA 4/194 HATNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHUI
NAJNTbHUK

PATON MultiPRO MMA/TIG/MIG/MAG -10-
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TEXHIYHI XAPAKTEPUCTUKUA

MultiPRO-270-

MultiPRO-350-

MAPAMETPU MultiPRO-200 MultiPRO-250 400V 400V
HomiHanbHa Hanpyra mepexi 50/60 'y, B 1x220/ 1x230 3x380/3x400
HOMIHéanMM CTPYM, LLLO CMIOXMBAETLCA 3 hpasu 23..97 29,6...35,1 12,1141 16.2..18.7
Mepexi, A
HoMiHanbHWI1 3BaptoBanbHU CTpyM, A 200 250 270 350
MakcuManbHUI aitounia cTpym, A 270 335 350 450

TpuBanicTe HaBaHTaxeHHs (TH)

70% npun 200 A
100% npun 167 A

60% npun 250 A
100% npn 193 A

70% npn 270 A

100% npun 225 A

70% npun 350 A
100% npun 290 A

Mexi 3MiHW Hanpyru Mepexi >XuBneHHs, % -27...+18 -27...+18 +15 +15
MeXi peryntoBaHHs 3BaptoBanibHOro CTpyMy, A 10...200 12...250 12...270 14...350
Mexi peryntoBaHHsA 3BaptoBanbHOi Hanpyru, B 12...26 12...28 12...29 12...30
:44/&::] peryntoBaHHsA LWBMAKOCTI noaavi ApoTy, 1,0..16,0

[iamMeTp LITY4YHOro enekTpoaa, MM 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
[liameTp cyLinbHOro 38apoBanbHOro APOTY, MM 0,6...1,0% 0,6...1,2° 0,6...1,2 0,6...1,4

MexaHi3M nogadvi gpoTy

4-pONNKOBMIA 3 NPUBOAOM Ha BCi PONNKN

MakcumanbHa Bara KOTYLLUKW 3 APOTOM, KIr

15

IMNynbCHI pexxumu nig vyac 3BaproBaHHA

MMA: 0,2...500 'y — perynbosanuit; TIG: 0,2...500 'y, — perynboBaHuit;
MIG/MAG — cUHepreTuYHuin

Bnok 6e3koHTakTHOro nignany B pexxuMi TIG Pe>xxum HF

lapauuii ctapt (Hot-Start) B pexxumi MMA PerynboBaHa
®opcax ayru (Arc-Force) B pexxumi MMA PerynboBaHa
AHTURpununanHsa (Anti-Stick) B pexxumi MMA AsTOMaTU4Ha

BNOK 3HUXKEHHA HAanNPyrv XoNnocToro Xxoay

yBIMK / BUMK

Hanpyra xonoctoro xogy MMA, B 12/75

Hanpyra nignany ayrun, B 110

HoMiHanbHa cnoxvBaHa NoTyXHicTb, KBA 5,1...6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
MakcrManbHa cnoXkMBaHa noTyXHicTb, KBA 7,5 9,5 11,4 15,3

KKA, % 90

OxonopykeHHA ApantueHe

[liana3oH pobounx Temnepatyp, °C —25...+45

;iiﬁ:;”;zomp“ (Roexuka x Llupuria x 360x 260 x 270 360260 x 270 540 x 360 x 400 540 X 360 x 400
Maca 6e3 akcecyapis, K& 13,3 14,1 16,5 24,4
Knac 3axucty IP33

KEPYBAHA TA HANIALUTYBAHHA ®YHKLIA AMAPATA

Perynatopu Ha nepegHivi naHeni gxxepena cTpyMy Ta 6noka nogadi apoty 3, 7 € OCHOBHUMW GaraTodyHKUiOHaNbHUMKM OpraHaMu
KepyBaHHA MeHto. ObepTaliTe pyyKy perynatopa ans Bubopy onuii MEHO Yn 3MiHW 3HaYeHb perynboBaHoOro napamerpa. HaTucHiTb Ha
pyuKy perynatopa, Wwob niagTBepAnTU CBili BUBIp.

Mpwn 3a6nokoBaHOMY MEHIO HanallTyBaHb anapaTt 3aBXAW BMBOAWTb Ha eKpaH 3HaueHHA OCHOBHOrO napaMeTpa BCTaHOBIEHOTO
pexxumy y notouHoMy cnocobi pob6oTtu. MoBepTanTte pyuky perynatopa, o6 3MiHIOBaTU OCHOBHUI NapaMeTp.

1) ana cnocoby MMA — CTPyM 3BaploBaHHs;

2) pna cnocoby TIG — CTPYM 3BaploBaHHsA;

3) ana cnocoby MIG/MAG — Hanpyra 3BaploBaHHs;

4) pns pexxkumy CLEAN — Hanpyra o4YunLLEHHA.

20,8...1,2 MM Npv 3BaprOBaHHI aNtOMIHIEBUM APOTOM
20,6...1,0 MM Npu 3BaprOBaHHI iIMNYNIbCHUM CTPYMOM CTafneBUM Ta HeipXaBitounM ApoToM
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Po36nokyinte MeHto, Wo6 oTpuMaTh A0CTyn A0 GYHKLIN TOHKOro HanawTtyBaHHA o6paHoro cnocoby 3saptoBaHHA. O6epiTb NOTPiIGHY
$YHKLiIO UM NapaMeTp 3a AOMNOMOTO PyYKWU perynatTopa, 3MiHiTb ii 3HaueHHA Ha 6axkaHe Ta HaTUCHITb ANA NiATBEPAKEHHA — 3po6neHi
3MiHK 6yayTb 0fpa3y 3aCTOCOBaHi [0 MOTOYHOrO Crocoby 3BaptoBaHHA.

Mig yac MIG/MAG 3BaptoBaHHA Ha unMdpoBOoMy aucnnei BigobpaxkaeTbcA GakTUUYHWIA 3BaptoBanbHUIA CTpyM. [licna 3aBepLUeHH:A
3BaploBaHHA GaKkTW4HE 3Ha4YeHHs 3BaploBa/ibHOTO CTPYMy 3a/vLLaeTbCA Bifo6GpaXKeHWM Ha ekpaHi anapaTy NpoTaroM 8 cekyHf,
[103BO/IALOYM 3BAPIOBA/IbHUKY NEPErNAAaTh oro.

PO3b6/10KYBAHHA TA b/IOKYBAHHA MEHIO HAJTALLUTYBAHb

Mpu 3a6n10kOBaHOMY MeHI0 HanaluTyBaHb Ha ekpaHi Bifo6paXkeHnin 3aKpUTUn 3aMoK: u .

[Ansa po36nokyBaHHA MeHI0 HeObXiAHO yTPUMYBaTU B HATUCHYTOMY CTaHi pyyKy perynsatopa 6inbLue 3,5 CekyH/, - Ha eKpaH BUBOAUTLCA
aHiMaLin 3aMka, Lo BiagKpuBaeTbcsA. [loyekaliTecb MOBHOrO PO3KPUTTA 3aMKa i BiAMYCTiTb Py4YKy perynatopa — 610KyBaHHA MEHIO 3HATE.
Ana 6nokyBaHHA MEHI0 HAaTUCHITb | yTpUMyWTe pyuky perynatopa 6inblie 3,5 cekyHz - Ha ekpaH BMBOAMTLCA aHiMalia 3amka, Lo
3akpuBa€eTbcs. [loyekaliTecb MOBHOIO 3aKPUTTA 3aMKa i BinyCTiTb pyyKy perynatopa —MeHto 3a610KoBaHe.

MEPEMUKAHHA HA NMOTPIBHUW PEXKUM POBOTU
HaTtucHiTtb kHonky «MODE>», w06 o6patun pexxum poboTtn anapata (TIG, MMA, MIG/MAG, CLEAN).

CKMOAHHA 3POBJ/IEHNX HAJIALLTYBAHb

HaTucHiTb Ha pyuyky perynatopa 3 abo 7 ta ytpumyiTe ii 6inbLue 12 ¢, 06 CKMHYTU HanalLTyBaHHA BCiX napameTpis i pyHKLiN noToUHOI
nporpamm 3BaptoBaHHsA A0 GabpUyHMX HanalTyBaHb.

VYBATA! B xoai yTpuMaHHsa pyuku MeHto 6yae 3abnokoBaHe/po3bnokoBaHe, BifobpaXKeHUn 3BOPOTHIN Bianik «333, 222, 111, 000, i
HanawTyBaHHA 6yayTb CKUHYTI.

AHasoriYHO, MOXHA CKUHYTW MapaMeTpu NOTOMHOTO PEXXMMY 3BaptoBaHHs 3a AOMOMOro0 pyykm perynaTtopa 7.

3MIHA HOMEPY rMTPOrPAMMN Y NoTO4YHOMY PEXKUMI 3BAPIOBAHHA

Y ko>kHOMy crnocobi 3BaptoBaHHA, AocTynHoMy y anapatax PATON MultiPRO, MoxHa 36epirati Ao 16 pi3HMX BapiaHTiB HanaliTyBaHb

(nporpam 3BaptoBaHHA). [MoToYHMII HOMep nporpamMu BigobpaxkaeTbcA Ha Agucnnei npaBopyd 3Bepxy. llicna nepLuoro yBiMKHEHHA

anapaTta AfA KOXHOro crnocoby 3BaptoBaHHA 3aBX /AW BMUKaeTbcA nporpama N21. Yci 3MiHW B HanalUTyBaHHAX PeXVMy 3BaptoBaHHA

aBTOMaTU4HO 36epiratoTbcA y NOTOYHOMY HOMepi NporpamMu.

Hanawtyinte noTpibHi pexxumn 3BaptoBaHHA i 36epeXiThb ix Nig pisHUMN HoMepamu, LWo6 npu NnoTpebi LUBMAKO NepeMUKaTUCh MiDK HUMK:

1) Po3bnokyiTe MeHIo anapaTa, AKLL0 BOHO 3a6/10K0BaHe;

2) HaTucHiTb KHonky «<PROG». MOBOPOTOM py4KuM perynatopa o6epitTe 6axkaHnit HoMep nporpaMu. HaTUCHITL Ha py4dKy perynatopa,
o6 niaTBEPAUTM CBI BMGIpP;

3) HanawTtynte napameTpu Ta GpyHKUiT o6paHoro pexunMy cnocoby 3BaptoBaHHA — HanawTyBaHHA 6yayTb aBTOMaTUYHO 3anucaHi
anapaToM nia 06paHnMM HOMepoM Nporpamu;

Tenep Bu 3aBXam 3MoxeTe LLBMAKO NEPENTU 0 LMX HaNallTyBaHb , ANA LbOro:

1) Po36nokyiTe MeHIo anaparTa, K0 BOHO 3a6/10K0BaHe;

2) HaTucHitb kHonky «PROG», NnoBOpoTOM perynatopa o6epiTb NOTPiGHMIA HOMEP NporpamMu i HaTUCHITb Ha py4Ky perynatopa —
6yayTb BCTAHOBNEHI HanalUTyBaHHA, 36epexeHi y AaHii nporpami.

3ATAJIbHUM MEPENIK | NOCNIAO0BHICTb ®YHKLLIN

Cnoci6 3BaproBaHHa MMA

0) [-1-] - ocHOoBHMIA napameTp CTPYM 3BaptoBaHHA (3a 3aMoBUyBaHHAM = 80 A) / B iMnynbCHOMY pexxumi Le 6a3osuin CTPYM;
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHu 1 A) ana MultiPRO-350-400V;
1) [H.St] cuna "Tapayoro ctapTy" (3a 3aMoB4YyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS] uac "Tapa4oro ctapTy" (3a 3aMmoB4YyBaHHAM = 0,3 C);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna "®opcaxy ayrn" (3a 3aMoB4vyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [u.AF] nopir cnpauboByBaHHA GYHKUIT «Dopcax ayrv» (3a 3aMoBUYyBaHHAM = 12 V);
a) 9... 18V (kpok 3MiHn 1V);
5) [BAH] Haxnn BonbT-aMnepHOi xapakTepucTuku (3a 3amosuysaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] 3BaptoBaHHA KOPOTKOO Ayroto (3a 3amoByyBaHHAM = OFF);
a) 0 [OFF] ... 3 (kpok 3MiHu 1);
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7) [BSN] 610K 3HWXKEHHA HAMNpPYr1 X0N0CTOro XoA4y (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
8) [Po.P] pexxumM nynbcauii cTpyMy (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUIA;

MapameTpu iMNyNbCHOrO peXXuMmy:
9) [I.PS] cTpyM nayau (3a 3aMOBYyBaHHAM = 25 A);
a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHu 1 A) ana MultiPRO-350-400V;
10) [Fr.P]uacToTa nynbcauiit cTpyMy (3a 3amoBuyBaHHAM = 5,0 I'u);
a) 0,2...500 'y (AaMHaMi4YHWA KpoK 3MiHK 0,1 Mu...1 Tw);
11)  [dut] cniBBigHOWEHHA iMNynbc/nay3a (6anaHc) (3a 3aMoBUyBaHHAM = 50%);
a) 20...80% (KpoK 3MiHM 2%).

Cnoci6 3BaproBaHHA TIG

0) [-2-] ocHoBHWI NnapameTp CTPYM (3a 3aMoBUyBaHHAM =60 A);
a) a) 12...200 A (kpok 3MiHuK 1 A) ansa MultiPRO -200;
b) 6) 12...250 A (kpok 3MiHu 1 A) ana MultiPRO -250;
c) B) 12... 270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) r) 14...350 A (kpok 3MiHu 1 A) ana MultiPRO -350-400V;
1) [But] pe>kvM KHOMKW Ha NanbHUKY (3a 3aMoBYyBaHHAM = HF2T);

a) LIFT — KOHTaKTHUI pexxnm 3anantoBaHHaA ayru TIG-LIFT (BEHTUNbHWUIA NanbHUK);
b) LIFT2T — KOHTaKTHUI pexkuM 3anantoBaHHa ayrn TIG-LIFT2T (nanbHMK 3 KHOMKOHO);
c) LIFTAT — KOHTaKTHUI pexkuM 3anantoBaHHsA ayrn TIG-LIFT4T (nanbHMK 3 KHOMKOHO);

YBATA! Mpu BuKopurcTaHHi pexknuMis 6eakoHTakTHoro nignany ayrv TIG HF 060B’A3K0BO Big’eaHalTe Ka6enb XMBNEHHA Ta CUrHaNIB
BiA 6noky nogavi gpoty!
d) HF2T - 6e3KOHTaKTHUIA peXKMM 3anantoBaHHsA, peXxkuM kHonku TIG-2T;
e) HFAT - 6e3KOHTaKTHUIA peXKUM 3anantoBaHHsA, peXkuM kHonku TIG-4T;
2) [t.Pr] yac nepea-npoayBku (3a 3aMoBYyBaHHAM = 0,4 c);
a) 0,1...25,0 ¢ (Kpok 3MiHuK 0,1 c);
3) [t.Po] yac nicna-npoaysku ra3om (3a 3amoByyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);
) [Pr.A] nonepeaHin cTpy™m (ninotHa ayra) (8 HF4T 3a 3aMoBUyBaHHAM = 20 A);
a) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -200;
b) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -250;
c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...50 A (kpok 3MiHM 1 A) ana MultiPRO -350-400V;
) [Po.A] cTpyM 3aBaptoBaHHA kpaTepa (B HFAT 3a 3aMoBuyBaHHAM = 20 A);
a) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -200;
b) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -250;
c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...50 A (kpok 3MiHu 1 A) ana MultiPRO -350-400V;
6) [t.uP] yac HapocTaHHA CTpyMy (3a 3aMoBYyBaHHAM =0,2 c);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHu 0,1 c);
7) [t.dn] yac cnagaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHun 0,1 c);
) [Po.P]iMnynbcHWI pexuM (3a 3amMoBUyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;

B

9]

0

MapameTpu iMNyNnbCcHOro peXxnumy:
9) [I.PS] cTpyM nayau (3a 3amMoBYyBaHHAM = 25 A);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO -250;
c) 12...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;
10) [Fr.P]uyacToTa nynbcauiii cTpyMy (3a 3amoBuyBaHHAM = 10 I'L);
a) 0,2...500 'y (AanHaMi4YHWUIA KPOK 3MiHK 0,1 Ty...1 Tw);
11)  [dut] 6anaHc iMnynbc/naysa (3a 3aMoBuyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHN 2%);
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12)  [SPT] pexxuM kpankosoro 3saptoBaHHa (SPOT) (3a 3amMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHO;

MapameTpu pe>kuMy ToukoBoro 3saptoBaHHsa (SPOT):
13)  [I.SPT] cTpyM kpanku (3a 3amMoBYyBaHHAM = 160 A);

a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO -200;

b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO -250;

c) 12...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;

d) 14...350 A (kpok 3MiHK 1 A) ans MultiPRO -350-400V;
14)  [t.SP]uac kpanku (3a 3amoB4YyBaHHAM = 0,02 c);

a) 0,01 ... 25 ¢ (AMHaMi4yHuMIn KPOK 3MiHK 0,01 ¢ ... 1 ¢);
15)  [t.PS]uac nayau (3a 3aMoBYyBaHHAM = 1,0 ¢);

a) OFF ... 0,5 ... 5,0 c (kpok 3MiHK 0,1 c).

Cnoci6 3BaproBaHHA MIG/MAG

0) [-3-] ocHoBHMIN napameTp HAMPYTA 3BaptoBaHHA (3a 3aMOBYyBaHHAM = 19,0 V);
a) 12... 26,0V (kpok 3MiHun 1 V) ana MultiPRO-200;
b) 12... 28,0V (kpok 3MiHu 1 V) ansa MultiPRO-250;
c) 12...29,0 V (kpok 3MiHK 1 V) gna MultiPRO-270-400V;
d) 12...32,0V (kpok 3MiHu 1 V) ana MultiPRO-350-400V;
) [SPD] apyruit ocHoHUI napameTp — LUBUAKICTb apoTy (3a 3amMoBYyBaHHAM = 4,5 M/XB);
a) 1,0...16,0 M/xB (Kpok 3MiHu 0,1 M/xB);
2) [t.Pr] yac nepeanpoAyBkun 3axMCHUM ra3oM (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
) [t.PO] 4ac nicna-npoayBKM 3aXMCHUM ra3oM (3a 3aMoB4YyBaHHAM = 1,5 ¢);
a) 0,5...25,0 ¢ (kpok 3MiHuK 0,1 c);
4) [t.uP] yac HapocTaHHA Hanpyru (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0,0...5,0 c (kpok 3MiHK 0,1 ¢);
5) [t.dn] 4ac cnapaHHA Hanpyru (3a 3amMoByyBaHHAM = 0,1 ¢);
a) 0,0...5,0 c (kpok 3MiHK 0,1 ¢);
) [But] pe>knM KHONKKM Ha NanbHUKY (3a 3aMoBYyBaHHAM= [2T]);
a) [2T] - pe>kuM KHONKKW Ha NnanbHuKy 2T;
b) [4T] - cTaHAApPTHUIA PEXXMM KHOMKKW Ha NanbHUKy 4T;
) [Ind] piBeHb iHAYKTMBHOCTI (3a 3aMoBYyBaHHAM = 0);
a) -5...0... 5 cTyniHb (KPOK 3MiHW 1 CTYNiHb);
) [Po.P] iMnynbcHWU pexxum cTpyMy (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHUI;

-

w

o

~N

]

MapameTpu iMnynbcHoro pexxumy MIG/MAG:
9) [Adu] ocHoBHMI NapaMeTp y iMnynbcHoMy pexkuMi — KOPEKLLIA HAMPYTW (3a 3aMoBuyBaHHAM = 0,0 V);

a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy POCTe AO0BXUHA Ayru;
10)  [tYP] Tvin maTepiany apoTy (3a 3amMoBYyBaHHAM = Fe);
a) Fe — 3BnyanHui ctanesnin apit Tuny ER70S-6 (BukoprcToByBaTH 3aXMCHUI ra3* TinbKu cknagy 82% Ar +18%CO0,);

b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (B1KOPMCTOBYBATM 3aXMCHWI ras® Tinbku cknagy 98% Ar +2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBmit apiT TuRy ER4043 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbkm 100% Ar);
11) [dia] miameTtp apoty = 0,8 MM (3a 3aMOBYYBaHHAM);
a) 0,6...1,0 MM 4ns cTaneBoro Ta Hepxagitoyoro ApoTy MultiPRO-200/250;
b) 0,6...1,2 MM AnA cTaneBoro Ta Hepxagitoyoro ApoTy MultiPRO-270/350;
c) 0,8...1,2 MM ANnAa antoMiHieBOro ApoTy.

4 pekoMeH/10BaHa BUTPaTa rasy Big 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inblue aAna cTpymis 150-200 A
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.

VYBATA!!! lMepen BukopucTaHHAM o6nagHaHHA PEKOMEHAYEMO O03HAWOMUTUCA 3 PO3LUMPEHOH [HCTPYKUiew 3
ekcnnyaTauii, a TakoX NepeBipuTM NPaBUNbHICTb 3aNOBHEHHA rapaHTIMHOro TanoHa: Hasea Mogeni npuadaHoro Bamu
BMPOOBY, Ta MOro CePinHUN HOMep NOBUHHI BYTW iAEHTUYHI 3annucaM B rapaHTiMHOMY TanoHi. He AonycKaeTbcA BHECEHHA B
TanoH 6yAb-AKUX 3MiH UM BUNPaBNeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/1 rapaHTye cnpaBHy po6oTy AXXepena >XMBNEHHA Y pasi LOTPMMaHHsA croXKMBayueM yMoB ekcnnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.
YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:

Mogpens anapary TepMiH rapaHTii
MultiPRO-200
MultiPRO-250
MultiPRO-270-400V 3 poku
MultiPRO -350-400V

OCHOBHW rapaHTinHWIA Nepios 064YNCNIOETbLCA 3 AHA NPOAaXy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

3aana ynepenykeHHs BUxoay anapaty 3 nafy PeKOMeHAYETbCA, 3aNeXHO Bif4 YMOB eKkcnayaTalii, 04MH pa3 Ha NiBPOKy 3HATU 3aXUCHY
KPULLKY | BAKOHATW YNCTKY BHYTPILLHIX eNeMeHTIB i By3niB o6nagHaHHA CTUCHEHUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAUTU aKypaTHO,
YTPUMYIOUM LUNAHI KOMMpecopa Ha [AOCTaTHIA BiacTaHi, 3a4na YHUKHEHHA MOLIKOAXKEHHA Malku €NeKTPOHHWUX KOMMOHEHTIB i
MEXaHiYHNX YaCTUH.

[MpoTAroM OCHOBHOIO rapaHTiHOro nepiody, y BUNagKy rapaHTinHOro peMoHTy, npoaaselb 3060B'A3yeTbCA 6E3KOLUTOBHO Ans

BnacHuka o6nagHaHHs PATON™:

npotaroM 1 poky 3 AatM npuAaGaHHA KNiEHTOM obnapHaHHA, onnaTUTU A0CTaBky obnagHaHHA B CepBiCHUIN LEHTp i 1oro
NOBEPHEHHA KNiEHTY, BUKOPUCTOBYHOUM NOCNYr KOMNaHii «<HoBa nowuTta»;

NPOBECTU AiarHOCTUKY Ta BUABUTU NPUYNHY HECNIPABHOCTI;

3a6e3neunTn By3naMm Ta eneMeHTaMu, HeobxiaAHUMN AN1A PEMOHTY;

BiAPEMOHTYBaTM 06M1aAHAHHA, LLO BUNLLNO 3 Naay;

NPOBECTN TECTYBAHHA Bi,ﬂ,peMOHTOBaHOI’O Oﬁl'la,CLHaHHﬂ

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLIMPIOOTLCA Ha 061aAHaHHA:

3 MexaHiYHUMW NOLLKOAXEHHAMMW, LLLO BMNAWHYNW Ha NpaLe3aaTtHicTb anapaty (Aedopmaliia kopnycy 1 AeTaneil BHacnifok nafiHHA 3
BMcoTW abo 30BHILLHIX yAapiB, BUNagaHHA KHOMOK Ta po3'eMiB);

3i cnigaMu Kopoaii, Aka cTana NPUYMHOI HECMPaBHOTO CTaHy;

AKe BUMALLO 3 Nafly Yepes BM/IMB CUTbHOTO 3BO/TOXKEHHS;

AKe BUNLLMO 3 nafy Yepe3 HaKoMMYeHHA CTPYMONPOBIAHOTO NWUAY (BYFiNbHWA N, MeTanesa CTPy>KKa Ta iH.) BcepeauHi;

y pasi cnpobu caMocTiMHOro peMoHTy Ta/abo 3aMiHn aeTanen.

Tako>k OCHOBHi rapaHTiliHi 3060B'A3aHHA HE NOLUMPHOOTLCA Ha 30BHILUHI eNleMeHTn obnagHaHHsA, AKi NigaatoTbea Gi3UUHOMY KOHTaKTY,
a TakoX Ha CynyTHi/BUTpaTHi MaTepianu:

BUMMKAY XXMB/IEHHSA;

PYYKM peryntoBaHHA NapaMeTpis 3BaptoBaHHs;

po3'eMu NigkntoUeHHs kabenis i pykasis;

pO3'eEMN yNpaBniHHA;

MepexxeBuii kabenb i BUNKy MepexxeBoro kabento;

PYYKM Ta peMiHb AN1A NEpEeHeCeHHs, Kenc, kopobka;

eneKTpoAoTPMMaYi, KreMa «Macu», NanbHUK, 3BaptoBasnbHi kabeni Ta pykaBu.

MpeTeH3sii LWoAo HUX NPUNMatOTbCA He Ni3HiLLe ABOX TWXKHIB Nicna npogaxy

Mpopaseub 3anuilae 3a coboto NMpaBo BiAMOBWUTW y HaAaHHI rapaHTiMHOTO PeMOHTy, abo BCTAaHOBWTW [aTOK MOYaTKy BUKOHAHHA
rapaHTiliHUX 3060B'A3aHb MicALb | Pik BUMNYCKy anapaTty (BCTaHOB/IOIOTLCA 3a CePiiHUM HOMepOoM):

y pasi BTpaTi nacrnopTa BflaCHUKOM;
y pasi BiacyTHOCTi KopekTHoro abo B3arani 6yab-AKoro 3anoBHEHHA NacnopTa NpoAaBLEM.

apaHTiliHUI CTPOK NPOAOBXKYETHCA, Ha TEPMiH rapaHTINHOro 06C/lyroByBaHHS anapaTy y CepBiCHOMY LieHTPi.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

— injury of maintenance personnel or third persons;

— damage of the machine or property of the enterprise;

— derangement of efficient working process.

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

— have knowledge about welding;

— carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

;l

DANGER OF MAINS AND ARC CURRENT
— electric shock can lead to death;

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

— welding cable mustbe 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;

— never remove the outer case when using the machine.

\
L

i

DANGER OF WELDING ARC RADIATION

Itis forbidden to look at 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 9 10 filter). Unauthorized persons
in the operating area of the device must protect their eyes with special goggles or use non-
flammable, radiation-absorbing screens.

8.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

— arc radiation field must be free from solvent vapors.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

— remove flammable objects from the operating zone;

— itis not allowed to weld vessels where gases, fuel or oil products are stored or used to be stored.
Residues of these products may explode;

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

— wear robust footwear, which retains insulating properties in moist environment as well;

— protect the hands with insulating gloves;

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

— wear only proper low-flammable clothes.

o[>

#))
=i

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.
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UNPACKING

The delivery set of the device includes:

Short operating =

Rollers for solid and

aluminum wire

N

Shoulder
carryingstap

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

Welding arc power source with

Welding cable with anABICOR BINZEL wire feeder

ground terminal, 3 m*

Quick-release
pneumatic
connector, 2 pcs.

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

* - Not available for the MultiPRO ‘WA’ models

CONTROLS AND INDICATION

MultiPRO-200/250 MultiPRO-270/350-400V
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MultiPRO-200/250 MultiPRO-270/350-400V

1- Welding unit 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);
d) cleaning/polishing of stainless steel (CLEAN);

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 method). 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 in MIG/MAG method: press and hold
for 1 second to set the inductance level;

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
in MIG/MAG method: press and hold for 1 second to set the inductance level;

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- Welding wire coil box;

18- Wire coil holder with spring-loaded braking device;

19- Shielding gas socket (MIG/MAG welding);

20- The wire feeder control cable connector;

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- 36 V socket for gas heater;

26- Power supply cable;

A -+’ 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;

c) 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;

e) CLEAN cleaning/polishing - the ground cable is connected;
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B - ‘-’ 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;
c) 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;
e) CLEAN cleaning/polishing - the electro-brush cable is connected.

INDICATION

MIG/MAG

Power source screen Wire feeder screen

MMA

RlRlH1Fi
/!
4]

Farameters: b
Fower Hot Start: SHx 7
time Hot Start: a4, 3=

Power source screen

TIG

TIEi- HFZT 1- Current operating mode;

2 - Current program number;
o 3 - Name of function / parameter;
4 - Value of selected function / parameter
Farameters i

time amper-down: B,2s 5 - The next 2 parameters in the menu.
time rost-gas: 4, 8=

Power source screen

CLEAN

Power source screen

START-UP

The welding unit is designed exclusively for manual metal arc (MMA) welding, for tungsten-arc inert-gas (TIG) welding, for metal-
arc inert-gas welding/metal active gas welding (MIG/MAG), as well as for electrochemical cleaning/polishing of stainless steel
product (CLEAN). Other use of the machine is considered undue. The manufacturer does not respond for damage caused by
undue use of the machine. Intended use of the machine implies adherence to this operating manual.
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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, the emery grinding dust) does drawn directly into the machine by the cooling fan.

POWER CONNECTION

The PATON MultiPRO welding machine is rated for:

1- Mains voltage is 1x220 V (-27% +18%) — for MultiPRO-200/250 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 require grounding of the unit housing. There are two ways to ground the unit:

— by using the fourth wire in the mains yellow-green cable (international marking standard |IEC 60445);

— 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: L2
— Brown wire - phaseL1;

— Black wire - phase L2;

— Blue wire - phase L3;

— Yellow-green wire - ground. L1 O L3
CAUTION! When the unit is connected to a mains voltage higher than 270V (for

MultiPRO-200/250) or 450V (for MultiPRO-270/350-15-4-400V models), all
manufacturer's warranty obligations become invalid! The manufacturer's warranty J_
obligations also become invalid in case of an erroneous connection of the mains =
phase to the source ground.

Use the mains plug, the mains cables cross-sections, as well as the mains fuses corresponded to the machine specs.

SELECTING THE DEVICE MENU LANGUAGE

Hold down the MODE button and turn on the device to select/change the device menu language. Select the desired language with
the regulator knob 3 or 7 and press it to confirm your selection. The machine will work with the interface in the selected language.

WELDING MODES PARAMETERS

MMA electrode Set current for Welding wire diameter for Cross-section of every Max. wire
diameter, mm MMA and TIG, A MIG/MAG, mm mains wire core, mm? length, m
1x220V - MultiPRO-200, MultiPRO-250

1 75
1.5 115
a2 up to 80 up to @0.6 2 155
2.5 195
4 310
1.5 75
2 105
a3 upto 120 up to @0.8 2.5 130
205
6 310
2 75
25 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

@5

@6 (fusible) up to 250 upto@1.25 4 100
6 150

ATTENTION! Power switch of the MultiPRO-200/250 does not completely de-energize the internal electronics when the machine
is switched off. Therefore, in accordance with safety rules, disconnect the plug from the mains after finishing your work.

5Up to 1,0 mm for pulse current welding with steel and stainless wire
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MMA electrode Set current for Welding wire diameter Cross-section of every Max. wire
diameter, mm MMA and TIG, A for MIG/MAG, mm mains wire core, mm? length, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
a2 up to 80 up to @0,6 2 270
2,5 340
4 540
1,5 135
2 175
23 upto 120 up to 90,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160
4 260
up to @1,0 6 385
2,5 115
a5 up to 220 4 180
6 270
2,5 85
@6 (fusible) up to 270 up to @1,2 4 135
6 205
2,5 65
26 up to 350 upto @1,4 4 100
6 150

MACHINE CONNECTION DIAGRAM FOR MANUAL METALLARCWELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

‘ S
'\_s-,;f WORKPIECE

RECOMMENDED POWER CABLES LENGTH FOR MMA WELDING

Maximum current, A Cable length (one way), m Cross-section area, mm? Cable type
2..9 10 KG 1x10
100 3..14 16 KG 1x16
2..9 16 KG 1x16
160 3..14 25 KG 1x25
2.7 16 KG 1x16
200 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

Ar
Ar+He
He

ARGON-ARC
TORCH

pe

WORKPIECE

ARGON-ARC
TORCH

ATTENTION! Be sure to disconnect the signal cable from the wire feed unit when using TIG HF arc ignition modes!

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

MIG/MAG
TORCH

BTN

WORKPIECE
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SPECIFICATIONS

PARAMETERS MultiPRO-200 | MultiPRO-250 M”“':;,c\’, 270 M”“';’FL?I e
Rated voltage of the 50 / 60 Hz mains, V 1x220/ 1x230 3x380/ 3x400
Eated current consumption from the mains phase, 23..27 29.6..35.1 121 141 16,2..18,7
Rated welding current, A 200 250 270 350
Maximum operating current, A 270 335 350 450
Duty cycle 70% at 200 A 60% at 250 A 70% at 270 A 70% at 350 A

100% at 167 A 100% at 193 A 100% at 225 A 100% at 290 A

Supply voltage variation limits, % -27...+18 -27...+18 +15 +15
Welding current adjusting limits, A 10...200 12...250 12...270 14...350
Welding voltage adjusting limits, V 12...26 12...28 12...29 12...30
Limits of wire feed speed control, m/min 1,0...16,0
MMA electrode diameter, mm 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
Welding wire diameter, mm 0,6...1,0° 0,6...1,27 0,6...1,2 0,6...1,4
Wire feeder type 4-roller, all rollers drive
Maximum coil weight, kg 15
Welding pulse modes, Hz MMA: 0,2...500 _N?g:\jfgli; :l,ie?g’?st,foo —adjustable;
Non-contact striking mode in TIG HF mode
‘Hot-Start’ in the MMA method Adjustable
‘Arc-Force’ in MMA method Adjustable
‘Anti-Stick’ in the MMA method Adjustable
Voltage reduction unit, no-load on/ off
No-load voltage in MMA method, V 12/75
Arc striking voltage, V 110
Rated consumption power, kVA 5,1...6,1 6,6...7,8 8,0...9,4 10,7...12,3
Maximum power consumption, kVA 7,5 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 x260x270 360x260x270 540 x 360 x 400 540 x 360 x 400
Weight without wire coil and accessories, kg 13,3 14,1 16,5 24,4
Ingress Protection rating 1P33

SELECTING AND SETTING THE MACHINE FUNCTIONS

The 3 and 7 knobs on the front panel of the power source and wire feed unit are the main multi-function menu controls. Turn the control
knob to select menu options or change the values of the adjustable parameter. Press the control knob to confirm your choice.

When the settings menu is locked, the device always displays the value of the main parameter of the current operating mode. Turn the
control knob to change the main parameter:

1) in the MMA method - the welding current;

2) in the TIG method - the welding current;

3) in the MIG/MAG method - the welding voltage;

4) in the CLEAN mode —the cleaning voltage.

Unlock the menu to access the fine-tuning functions of the selected welding method. Select the desired function or parameter using the
control knob, change its value to the desired value, and press to confirm - the changes made will be immediately applied to the current
welding method.

%0,8...1,2 mm for the aluminum wire welding
70,6...1,0 mm for the pulse current welding with solid steel and stainless wire
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In the MIG/MAG welding process the actual welding current is shown on the digital display. After the welding is finished, the actual
welding current value remains displayed on the machine’s screen for 8 seconds, allowing the welder to review it.

UNLOCKING AND LOCKING THE MENU

When the settings menu is locked, a closed lock is displayed on the screen: u

Press and hold the control knob for more than 3.5 seconds to unlock the menu - an opening lock animation is displayed. Wait for the
lock to fully open and release the control knob - the menu is unlocked.

Press and hold the control knob for more than 3.5 seconds to lock the unlocked menu - a closing lock animation is displayed. Wait for
the lock to fully closed and release the control knob - the menu is locked.

SWITCHING TO THE REQUIRED OPERATING MODE
Press the MODE button to switch to the next operating mode in a circle (TIG, MMA, MIG/MAG, CLEAN).

RESETTING SETTINGS MADE

Press and hold the control knob 3 or 7 for more than 12 seconds to reset all parameters and functions of the current program to the
factory settings.

ATTENTION! While holding the knob, the menu will be locked/unlocked, a countdown of ‘333, 222,111, 000’ will be displayed, then the
settings will be reset.

Resetting each program in every welding method is performed separately.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In every welding method available in PATON MultiPRO machines, up to 16 different settings (welding programs) can be stored. The

current program number is displayed on the display at the top right. After the first switching on of the device, program No. 1 is always set

up for every operating mode. All changes in the operating mode settings are automatically saved in the current program number.

Set the required welding modes and save them under different numbers to quickly switch between them if necessary:

1) Unlock the device menu if it is locked;

2) Press the PROG button. Turn the control knob to select the desired program number. Press the control knob to confirm your choice;

3) Set the parameters and functions of the selected welding method mode - the settings will be automatically saved in the machine with
the selected program number.

GENERAL FUNCTIONS LIST AND SEQUENCE

MMA welding method

0) [- 1 -]- main displayed parameter CURRENT (default= 90 A) / it is the BASIC CURRENT when the PULSE function is on;
a) 12 ...200 A (adjustment step 1 A) for MultiPRO-200;
b) 12 ... 250 A (adjustment step 1 A) for MultiPRO-250;
c) 12...270 A (adjustment step 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (adjustment step 1 A) for MultiPRO-350-400V;
1) [H.St] Hot start power (default= 40%);
a) O[OFF] ... 100% (adjustment step 5%);
2) [t.HS] Hot start time (default= 0.3 s);
a) 0.1...1.0 s (adjustment step 0.1 s);
3) [Ar.F] Arc Force power (default= 50%);
a) O[OFF] ... 100% (adjustment step 5%);
4) [u.AF] Arc force trigger level (default=12V);
a) 9...18V (adjustment step 1V);
5) [CVS] current-voltage characteristic slope (default= 1.4 V/A);
a) 0.2... 1.8 V/A (adjustment step 0.4 V/A);
6) [Sh.A] short arc welding (default= OFF);
a) O[OFF] ... 3 stages (unit adjustment 1 stage);
7) [BSn] voltage reduction unit (default= OFF);
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] current pulsation mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
Current pulsation parameters
9) [I.PS] pause current (default= 25 A);

a) 12 ...200 A (adjustment step 1 A) for MultiPRO-200;
b) 12 ... 250 A (adjustment step 1 A) for MultiPRO-250;
c) 12 ...270 A (adjustment step 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (adjustment step 1 A) for MultiPRO-350-400V;
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10) [Fr.P] current pulsation frequency (default= 5.0 Hz);
a) 0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);

11) [dut] pulse/pause ratio (balance) - itis the percentage of the current pulse to the period of pulses repetition (default= 50%);
a) 20 ... 80% (adjustment step 2%).

TIG welding method

0) [-2-] main displayed parameter CURRENT (default= 60 A);
a) a) 12...200 A (adjustment step 1 A) for MultiPRO-200;
b) b) 12 ... 250 A (adjustment step 1 A) for MultiPRO-250;
c) 12 ... 270 A (adjustment step 1 A) for MultiPRO -270-400V;
d) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
1)  [But] torch button mode (default= [HF2T] );
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT2T - contact striking mode, TIG-LIFT2T button mode (torch with button);
c) LIFTAT - contact striking mode, TIG-LIFT4T button mode (torch with button);
ATTENTION! Be sure to disconnect the signal cable from the wire feed unit when using TIG HF arc ignition modes!
d) HF2T - non-contact striking mode, TIG-2T button mode;
e) HFAT - non-contact striking mode, TIG-4T button mode;
2)  [t.Pr] pre-purge time (default=0.4s);
a) 0.1...25.0 s (adjustment step 0.1 s);
3) [t.PO] gas post-purge time (default=4.0s);
a) 1.0...35.0 s (adjustment step 0.1 s);
4)  [Pr.A] pre-current (pilot arc) (default=20 A);
a) 12 ...50 A (adjustment step 1 A) for MultiPRO -200;
b) 12 ...50 A (adjustment step 1 A) for MultiPRO -250;
c) 12 ...50 A (adjustment step 1 A) for MultiPRO -270-400V;
d) 14 ... 50 A (adjustment step 1 A) for MultiPRO -350-400V;
5) [Po.A] craterfilling current (default=20A);
a) 12 ... 50 A (adjustment step 1 A) for MultiPRO -200;
b) 12 ... 50 A (adjustment step 1 A) for MultiPRO -250;
c) 12 ... 50 A (adjustment step 1 A) for MultiPRO -270-400V;
d) 14 ... 50 A (adjustment step 1 A) for MultiPRO -350-400V;
6) [t.uP]current build-up time (default=0.2 s );
a) O[OFF] ... 15.0 s (adjustment step 0.1 s);
7) [t.dn] current ramp-down time s (default=0.2);
a) O[OFF] ... 15.0 s (adjustment step 0.1 s);
8) [Po.P] pulse mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
Pulse mode parameters:
9) [I.PS] pause current (default=25A);
a) 12 ...200 A (adjustment step 1 A) for MultiPRO -200;
b) 12 ... 250 A (adjustment step 1 A) for MultiPRO -250;
c) 12 ...270 A (adjustment step 1 A) for MultiPRO -270-400V;
d) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
10) [Fr.P] current pulsation frequency (default= 10.0 Hz );
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 (default=
50% );
a) 4 ...80% (adjustment step 2%);
12) [SPT] SPOT mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
SPOT mode parameters
13) [I.SPT] dot current (default= 160 A);
a) 12 ...200 A (adjustment step 1 A) for MultiPRO -200;
b) 12 ... 250 A (adjustment step 1 A) for MultiPRO -250;
c) 12 ...270 A (adjustment step 1 A) for MultiPRO -270-400V;
d) 14...350 A (adjustment step 1 A) for MultiPRO -350-400V;
14) [t.SP]dottime (default=0.02s);
a) 0.01 ... 25.0 s (dynamic adjustment step 0.01 ...1s);
15) [t.PS] pause time (default=1,0s);
a) OFF ...0.5...5.0 s (adjustment step 0.1 s).
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MIG/MAG welding method

0) [-3-] main displayed parameter VOLTAGE (default= 19.0 V);
a) a)12...26.0V (adjustment step 0.1 V) for MultiPRO-200;
b) b) 12...28.0 V (adjustment step 0.1 V) for MultiPRO-250;
c) c)12...29.0 V (adjustment step 0.1 V) for MultiPRO-270-400V;
d) d)12...32.0V (adjustment step 0.1 V) for MultiPRO-350-400V;
1) [SPD] Second main parameter WIRE FEED SPEED (default= 4.5 m/min default);
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min);
2) [t.Pr] pre-gas time (default= 0.1 s);
a) 0.1...25.0 s (adjustment step 0.1 s);
3) [t.PO] post- gastime=1.5s();
a) 0.5...25.0 s (adjustment step 0.1 s);
4) [t.uP] Voltage ramp-up time (default= 0.1 s);
a) O[OFF] ... 5.0 s (adjustment step 0.1 s);
5) [t.dn] Voltage ramp-down time (default=0.1s);
a) O[OFF] ... 5.0 s (adjustment step 0.1 s);
6) [But] Torch button mode (default= [2T]);
a) [2T] - 2T torch button mode;
b) [4T] - Standard 4T torch button mode;
7) [Ind] Inductance level (default= 0);
a) -5...0... 5 stage (adjustment step 1 stage);
8) [Po.P] Pulsed current mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
Pulse mode parameters:
9) [Adu] main parameter in pulse mode - VOLTAGE ADJUSTMENT (default= 0.0 V);
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
10)  [tYP] Wire material type (default= Fe );
a) Fe - ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO- shield gas® composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO, shield gas® composition only);
c) ALSi - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas® only);
d) ALMg - aluminum-magnesium wire of ER5356type (use 100% Ar shield gas® only);
11)  [dia] Wire diameter = 0.8 mm (default);
a) 0,6...1.0 mm for MultiPRO-200/250 steel and stainless wire;
b) 0,6...1.2 mm for MultiPRO-270/350 steel and stainless wire;
c) 0,8...1,2 mm for aluminum wire.

Electrochemical cleaning/polishing mode

0) [-4-] main parameter VOLTAGE (default=12.0V);
a) 8...12V (change step 0.5 V)..

WARRANTY

Dear customer!

PATON INTERNATIONAL thanks you for choosing PATON™ products and guarantees high quality and flawless functioning of this product,

subject to the rules of its operation.
ATTENTION!!! We recommend you to read the operating instructions and verify the accuracy of filling out the warranty
card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to 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 rules 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
MultiPRO-200
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.

8 recommended shield gas consumption rate: 7U/min or more for low current, and from 14 /min for 150-200 A current
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To avoid the device malfunction, we recommend removing the protective cover once every six months, depending on the operating
environment, to clean the internal elements and assemblies with compressed air. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
— to make diagnostics and identify the cause of the breakdown;

— to provide units and elements necessary for the repair;

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

— totest the repaired equipment.

The main warranty does 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 external hits, falling out of buttons and connectors);

— with traces of corrosion, caused a malfunction;

failed due to exposure of abundant moisture;

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

— in case of an unauthorized repair attempt and/or parts replacement.

Also, the main warranty does not apply to failed external elements of equipment subject to physical contact, and related / consumables
later than two weeks after the sale:

— 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):

— ifthe owner loses the warranty card;

— inthe absence of or incorrect passport filling.

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

Contact your retailer or the importer for information on the location and contact details of the nearest service center.

INFORMATION ON USED EQUIPMENT DISPOSAL r ~

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

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