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3saptoBanbHui anapat / Welding machine
PATON™ PRO-160 / 200 / 250 / 270-400V [ 350-400V [ 500-400V [ 630-400V

Jata npogaxy / Purchase date ”. 20 r.

(Mianuc npoaasus / Vendor signature)
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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™ PRO-160,
PATON™ PRO-200,
PATON™ PRO-250,
PATON™ PRO-270-400V,
PATON™ PRO-350-400V,
PATON™ PRO-350-400V,
PATON™ PRO-500-400V,
PATON™ PRO-630-400V

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 Kyiv, UKRAINE 04.01‘83:."2[93'2

&4} ~IRPATA (’—3,,_
Ty

Signature
Name, Function:

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

E-Mail: office@paton.ua
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YKPATHCbKA

3BaptoBa/ibHUI anapaTt BUrOTOBAEHUI BIAMNOBIAHO AO TEXHIYHUX CTAHAAPTIB | BCTAHOBNEHUX NPaBuA
TexHiku 6e3neku. MpoTe y pasi HeNPaBUALHOTO NOBOAXEHHS BUHMKAE Hebe3neka:

- TpaBMyBaHHs 06C/1yroBytoyoro nepcoHasy abo TpeTboi ocobu;

- 3aM0AifHHA WKOAW caMoMy anapaTy abo MaTepiasibHUM LiHHOCTAM MiANPUEMCTBS;

- NopyLweHHsA epekTUBHOro po6oyoro npouecy.

Bci ocobu, siki nos's3aHi 3 BBeAEHHSM B eKCMAyaTauito, yNpaBAiHHAM, AOTISAOM i TEXHIYHUM
obc1yroByBaHHSIM anapaTy NMOBUHHI

- NPONTU BigNOBiAHY aTecTaliio;

- BOJIOAITV 3HAHHAMM 3i 3BapIOBaHHS;

- TOUHO AOTPUMYBATUCA L€l IHCTPYKLi.

HecnpaBHOCTI, fiki MOXYTb 3HU3WUTK Ge3neky, NOBUHHI Gy TV TEPMIHOBO YCYHEHI.

NPABUNA TEXHIKU BE3NEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJIBHOI O CTPYMY
- YPaXeHHS eNeKTPUYHIM CTPYMOM MoXe ByTn cMepTeNbHUM;

- 3BapioBasibHUI kabeb NOBUHEH By T MiLiHUM, HEYLIKOAXEHUM Ta i301b0BaHUM. OcnabieHi 3'eqHaHHs
i nowkoAxeHnn kabenb NoTpibHO HeranHo 3amiHMTK. Mepexesi kabeni 1 kabeni 3BaptoBaALHOO
anapary NOBUHHI CUCTEMATUYHO NepeBipaTUCS axiBLLEM €/1eKTPUKOM Ha CrPaBHICTb i30T

- Mi4 YaC BUKOPUCTaHHS 3a60POHAETLCA 3HIMATMW 30BHILLHINA KOXYX anaparTy.

HEBE3MNEKA BUNPOMIHEHHS 3BAPIOBAJIbHOT AYTY

3ab60pOHAETLCA CMOCTepiraTi 3a 3BaploBa/bHOI Ayrolo Heo3bpoeHnm okom. Jyra i 6pusku, wo
YTBOPIOKOTLCA Mi Yac poboTH, MOXyTb obnekTn wkipy abo BUKAMKATKU NOAYM'S, TOMY 3aBXAM CAij
HOCWTM 3aXMUCHY Macky 3 TOHoBaHWUM ¢isibTpom (DIN 9-10). CTOPOHHI 0CObY, WO 3HAXOAATLCS B 30Hi A
NpUCTPOIO, MOBMHHI 3axMILaTK Oudi CreuiaibHUMK 3aXMCHUMK oKynspamu abo BuMKOpUCTOBYBaTW
HEeroproyi eKpaHu, o NOr/IMHATh BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIAANBUX FA3IB | BUTMAPIB

- YyTBOPEHi UM Ta WKiAMBI rasu BUAanNTH 3 pobouoi 30HM creljianbHUMKM 3acobamu;

- 336e3neunTI AOCTaTHIN NPUTOK CBIXKOrO MOBITPS;

- BUMapy PO34YMHHUKIB He MOBWHHI MOTPaNATH B 30HY BUNPOMIHIOBaHHS 3BaploBa/IbHOI Ayru.

HEBE3MEKA MATHITHOIO Noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi MOAS MOXYTb YMHUTM HEraTUBHWUIA BMNAMB Ha MpaLe3AaTHiCTb
eN1eKTponpunaais (Hanpuknag, kapaioctumynsTop). Ocobu, ki MalTb Taki NpuWaagM, MNOBUHHI
nopaAnTMICA 3 ikapem, NepLu Hix HabanxaTucs 40 poboyoro 38apioBaNbHOrO MaiAaHumKa.

HEBE3MEKA BU/IbOTY ICKOP

- 3aiMUCTi NpeAMeTU BUAAANTM 3 pO6OUOT 30HK;

- He ZoNycKalTbCs 3BaploBasibHi Po6OTU Ha EMHOCTSX, y sAikux 36epiratoTbest abo 36epiranucs rasu,
nanbHe, HapToNpoAyKTU. MoxanBa Hebe3neka BUBYXy 3aNMLIKIB LIUX MPOAYKTIB;

- y MoXexo- Ta BUbyxoHebe3neuHnx NpUMILLEHHAX AOTPUMYBATMCS 0COBNBUX NPaBU, BIANOBIAHO A0
HaLiOHa/IbHMX Ta MiXHaPOAHNX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

15 0COBUCTOrO 3aXMCTy AOTPUMYNTECH HACTYMHUX NPaBUA:

- HOCUTK MiljHe B3yTTs, W0 36epirae i30/110t04i BAACTUBOCTI, B TOMY YMCAi 1 Y BONOTUX YMOBAX;

- 3aXMLLATU PYKM i30/110I04NMM PyKaBUUKAMK;

- O4i 3aXMLATK 3aXMCHOIO MACKO 3 GiNbTPOM NPOTU yAbTPadioNeTOBOro BUNPOMIHIOBAHHS, AKUIA
BiNoBiZaE cTaHAapTam TexHiku 6e3neku;

- BUKOPUCTOBYBATU Ti/IbKM BiAMNOBIAHWI (BaXKO3aMMUCTUI OAST).

i) B | B ’ N
ﬂ@)%% e yog o =

HEBE3MNEKA IHTEHCMBHOIO WWYMY

3BaptoBa/sibHa Ayra, sika BUHMKAE MiJ 4ac 3BaplOBaHHS MOXe BMAABATU 3BYKW piBHA BUwe 85 AB
npoTArom 8 roanH poboyoro Yacy. 3BaploBasibHUKK, WO MNPALIoOTb 3 061a4HAHHAM, Nig Yac poboTu
MaloTb HOCUTH 3aCO6M 3aXMCTY OpraHiB Cyxy.

PATON PRO DC MMA
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PO3MAKYBAHHA

/0 KOMMNeKTy anapaTy BXOASATb:

CTucanii nocibHmnK
KOpWCTyBaya

3BaptoBa/bHUIA kabesib 3 eN1eKTPOA0TPUMAYEM
ABICOR BINZEL****, 3m*

YHiBepcanbHWIt Kenc**

PemiHb ans
nepeHeceHHs anaparty
Ha nneyi***

JXepeno xuBneHHs
3BapIOBA/IbHOI Ay 3 MEpPEXeBUM

3BaptoBabHUI kKabesb 3 knemoto «maca» ABICOR
kabenem

BINZEL*#%5%, 3m%

* — 5 MeTpiB Ans Mogeneit PRO-500-400V/630-400V

*% — [lnsa mogeneit PRO-160/200/250

*%*% — 1ns mogenen PRO-160/200/250/270-400V/350-400V
**%% — Kpim Mogenelt 3 iHaekcom «WA»

EJIEMEHTU YNPABJIIHHA

PRO-270-400V/350-400V/500-400V/630-400V
-5 - PATON PRO DC MMA
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1 - KHonka Bubopy pexwmy 3saptoBaHHs «MODE»:
a) py4He Ayrose 3BaploBaHHA WTy4YHUM enekTpogom (MMA);
6) 3BaptoBaHHS B aproHi, e1eKTpoom o He naasnTecs (TIG);
B) 3BaplOBaHHA HaniBaBTOMaTUYHe B 3aX1CHUX ra3ax (MIG/MAG);
2 —Pyuka peryastopa /15 Bubopy dyHKLiM (NapamMeTpis) MOTOYHOrO PEXMMY 3BaptOBaHHSA Ta BCTAHOB/IEHHS TX 3HaUYeHHS. 3a BUBIp dyHKLiN
BiANOBIAalOTb NOBOPOTM PerynaTopa Npasopyy Ta NiBopyy. [lns nepexoay A0 BCTaHOB/IEHHS 3HauYeHHs BUGpaHOro napameTpy HeobXiAHO
HaTUCHYTU Ha PYuKy peryaaTopa. 3HaueHHs BCTAHOB/IIOETLCA MOBOPOTaMM PYUKM peryaaTopa npasopyy abo isopyy. /115 noBepHeHHs A0
MeHI0 BU6opY pyHKLii/napameTpis HeO6XIiAHO L pa3 HATUCHYTU Ha PYUKY PerynaTopa;
3 - Lnudposuit gucnnei;
4 — KHonka Bubopy nporpamu 3sapioBaHHs (Habip paHille HaiaWTOBaHUX KOPUCTYBaYeM NapamMeTpis);
5—Po3'eM Anq curHanie Big MexaHi3My nogadi ApoTy Ha BKIIOYEHHS | BUK/IIOUYEHHS Jxepena CTpyMmy;
6 — Tymb1ep yBIMKHEHHS/BUMUKaHHS XUB/EHHS anapaTa;
7 — Kabenb Ans nigknoueHHs 40 MepeXi XMUBIEHHS;
8 — Micue nia’eaHaHHa Kabento 3a3eMNeHHs;
A —THI340 «+» CUAOBOrO CTPYMy TuMy 6aiioHeT:
a) npu 3BaploBaHHi MMA — niak/ilo4aeTbea kabesb enekTpoaa (B OKpeMUX BUNazZKax NPy BUKOPUCTaHHI CewiabHNX enekTposiB
NiAKAIOYAETHCA Kabenb «Maca»);
6) npv 3BaptoBaHHi TIG — NiAKNOYAETLCA TiNbKM Kabenb «macay;
B) NPV HaniBaBTOMaTUYHOMY 3BaploBaHHi CyLL/IbHAM APOTOM - NiAKNIOYAETLCS Kabesib MexaHi3my Nogadi ApoTy;
r) NP1 HaniBaBTOMaTMYHOMY 3BapiOBaHHI CaMO3aXMCHUM APOTOM - MiAKNOHAETLCS kabeslb «Maca»;
B - THi30 «-» CMNI0BOrO CTPYMY TUMY GailoHeT:
a) npu 3BaploBaHHi MMA - nigktouaeTbcs kabenb «maca» (B 0OkpeMyx BUNaAKax Npu BUKOPUCTaHHI CnewiabHNX eNekTpoais
nigKkno4aeTbCA kabenb enekTposa);
6) npu 3BaptoBaHHi TIG - NiAKNOYAETLCA TiSIbKM aprOHOAYTrOBUIA NasbHUK;
B) Npv HaniBaBToMaTU4YHOMy 3BaptoBaHHi MIG/MAG cyuifibHUM 4POTOM - MiAKNO4AETLCA Kabenb «Maca»;
r) Npy HaniBaBToMaTU4YHOMY 3BaptoBaHHi MIG/MAG camMo3axMCHUM APOTOM - MiZK/IO4AETLCA Kabesb MexaHi3My nojayi 4poTy.

IHANKALIA POBOTU ANAPATA B PEXXMMAX

MMA

MNaFaMeTFH: b
cHna Nar. CTarTa:  SHx
qac Mar. CTarTy: B, 3C

MIG/MAG

1 - [OTOYHWMII PeXWM 3BapIOBaHHS

2 —Homep noTouHoi nporpamm

3 —HasBa dyHkuii / napameTpa

4 — 3HauveHHs obpaHoi dyHKuii / napameTpa
5—lepenik Ta BCTAaHOB/EHi 3HAYEHHSA 2-X HACTYMHUX
napameTpis B MeHIO

MIGMAG-ZT NFor. He 1 [

HanrF'dYra =E3aFHEdHHA.

V

NarFaMeTFH: b LIET
KHOMKa MafeHWKa: 5
iMNYAeCcHKMIA Fewikd: OFF
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BBEAEHHSA B EKCMTYATALIIO

3BaploBa/bHWIA anapaT NpU3Ha4YeHNiA BUKNIOYHO AN BUKOPUCTAHHS B AKOCTI 3BaplOBA/IbHOTO A)KepPena XMUBEHHSA: ANS PYYHOrO AyroBoro
3BapIOBAHHS CTPUKHEBMM NOKPUTUM €1eKTPOA0M, 3BapiOBaHHSA BObGPaMOBUM €/1eKTPOAOM B CePe/0BHILL iHePTHOTO rasy (aproHy, resio i
T. i.), @ Takox (NpV HasBHOCTI MeXaHi3My nojadi ApoTy) ANA MeXaHi30BaHOr0/HaniBaBTOMaTUYHOrO 3BapOBAHHA APOTOM B CepezoBULLi
3aXMCHOro rasy. BuMpobHuK He Hece BiAMOBIAANLHOCTI 3a MOWKOAXEHHS BHAC/NiAOK BMKOPUCTAHHA anapaTy He 3a NpU3HAYeHHAM.
BuKopucTaHHs BiANOBIAHO 40 NpU3HaYeHHs nepegbayae 40TPUMaHHSA BKa3iBOK LibOro nocibHuKa 3 ekcryaTauii.

BUMOIM A0 PO3MILLEHHSA

HeobxigHo po3miulyBaTi anapart Tak, wob 3abesnedysBaBcs 6e3nepelwkoAHNUI BXi4 i BUXif OXON0AXYIOHOrO MOBITPS Yepe3 BEHTUAALINHI
OTBOPW Ha MepejHint i 3aaHi naHensx. CaiakyiTe 3a TMM, Wo6 MeTaneBun nua (Hanpukaad, nig 4Yac HaxpauHoro waidpysaHHs) HE
3acMokTyBanacs 6e3nocepesHbO B anapaT BEHTUNATOPOM OXONOAKEHHS.

MNIAKAOYEHHSA 40 MEPEXI

3BaploBa/ibHUI anapaT po3paxoBaHuii Ha:

1. MepexeBy Hanpyry 220 B (-27% +18%) — gn1s mogeneit PRO-160/200/250;

2. TpudasHy mepexesy Hanpyry 3x380 B abo 3x400 B (Mogeni PRO-270/350/500/630) — AN5 LbOrO BUBEAEHO TPW APOTK | 3a3eM/IEHHS.
lMpaBuna TexHikn 6e3nekm N4 Yac NpoBeAeHHs pobiT 3i 3BaptoBa/ibHM 06/1aHaHHAM BUMaraloTb 3a3eMIeHHS KOpnycy anapaTy. s boro
nepez6ayeHo /Ba BapiaHTW: 1) BUKOPUCTAHHA YETBEPTOro APOTY y Kabesi XMBAEHHS KOBTO-3e/1€HOr0 KO/bopy (MiXKHapPOAHWIA CTaHAapT
MapKyBaHHs); 2) BUKOPUCTaHHSA 60NTOBOI KNeMu (CTaHAAPT 3a3eMAEHHS, AKWUI BUKOPUCTOBYBaBCS B kpaiHax CHA).
Ana nigkaoveHHs 3BaptoBasbHMX anapatis PATON o 3-dasHoi Mepexi XuBAeHHs

BUKOPUCTOBYITe Kabeb 3 YOTMPMa NPOBOAAMY, WO BiZNoBiAac cTaHAapTy |EC 60445:

-KopwuHesuii nposig, -dasaly L2
-YopHwii nposia - dasalz;

~CwHiii npoBig, - dasals;

-)KOBTO-3€/1eHNI NPOBIA — 3a3eMAIEHHS.

YBATA!Tpu nigkntoyeHHi anapaTa 40 Hanpyru mepexi suuie 270 B (PRO-160/200/250) abo L1 L3
450 B (PRO-270/350/500/630), BCi rapaHTiliHi 30608'A3aHHA BUpOBHMKa BTpayaloTs cuay! A

TaKOX rapaHTilHi 3060B'A3aHHA BUPOGHMKA BTPayaloTb UMHHICTL NPU MOMUAKOBOMY

niZKAOYeHHI dasn Mepexi Ha 3a3eMeHHs AxXepena. J_
MepesxeBuit po3'em, nonepeyHuii nepepis kabesiB Mepexi X1B/EHHS, @ TAKOX MepexeBi -

3ano6iXHMUKM NOBUHHI BUBMPATUCA BUXOAAYM 3 TEXHIUHMX aHNX anapaTa.
BUBIP MOBU MEHIO AMAPATA

Jlns B6opy/3mMiHM MOBM MeHIO anapaTta HeobXi4HO HAaTUCHYTU Ta YTPUMYIOUM KHOMKY 1 YBIMKHYTM anapar. [ic/is LLboro Ha ekpaHi 3'ABUTbCA
MeHIo BM6opy MOBM, B AKOMY MOBOPOTaMM PyYKW peryasTopa 2 MoXHa BubpaTtu HeobxigHy moBy, Ta niaTeepanTH BUGIP 3a Aonomoroo
HaTWUCKaHHSA Ha pyyKy peryaaTopa 2. [lic/s 1boro anapat npoAoBXuTb poboTy 3 iHTepdelicoM BiANOoBiAHOK MOBOK.

Enektpog ana BcTaHoBneHe 3HaYeHHs AiameTp gpoty Ans Mnowa nonepeyHoro nepepisy Makc. goBXxuHa
MMA, mm cTpymy npu MMA i TIG, A MIG/MAG, mm MepeXeBoro nNpoBoAy, Mm* NpoBOAY, M
1x220 B - PRO-160, PRO-200, PRO-250

1 75
1,5 115

2 1
2 Ao 8o A0 Jo,6 55
2,5 195
4 310
6 465
1,5 75
2 105
a3 A0 120 A0 @o,8 2,5 130
4 205
6 310
2 75
2,5 95

(7% A0 160
4 155
Ao 71,0 6 230
2,5 75
a5 A0 200 4 125
6 185
2,5 60
5 0250 0 J1,2* 100
@6 (nerkonnaski) A0 25 A ! 4

6 150

" o 1,0 MM Npu 3BaproBaHHi IMMYNbLCHUM CTPYMOM CTaneBmM Y HeipXKaBirounM ApoToM
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Enektpog ans BcTaHoB/€He 3HaYeHHSA AiameTp ApoTy npu Maowa nonepeyHoro nepepisy Makc. goBXuHa
MMA, mm cTpymy npu MMAi TIG, A MIG/MAG, mm Mepe>XXeBoro npoBoAy, MM* nposoay, M
3 x380/400V - PRO-270, PRO-350, PRO-500, PRO-630

1,5 135

2 175
a3 A0 120 40 0,8 2,5 220

4 350

6 525

2 130

2,5 160

(7% A0 160

4 260

a0 ?1,0 6 385

2,5 115

a5 A0 220 4 180

6 270

2,5 85

@6 (nerkonnaski) A0 270 A0 D1,2 4 135
6 205

2,5 65

26 A0 350 A0 1,4 4 100

6 150

4 80

@6 Tyronnaski A0 400 6 120
40 21,6 © 95

4 55

@8 nerkonnaski A0 500 6 85
10 140

4 40

28 40 630 A0 @2,0 6 65

10 105

YBATIA! Bumukau XuBNeHHs Ha 3a4HiN naHesi anapaTta (a1 mogeneit PRO-160/200/250) He € CUI0OBUM, BiH HE 3HECTPYMJIIOE MOBHICTIO
BHYTPILLHIO eNeKTPOHiKy. TOMy BUMaliTe BU/IKY 3 MepeXxi Nic/1s 3aBepLUeHHS 3BapioBasibHUX PobiT 3rigHO NpaBuA TexHiku 6esneku.

CXEMA MIAK/IFOYEHHA ANAPATA 414 3BAPIOBAHHA NOKPUTUMU ENEKTPO4AMU (MMA)

ENEKTPOOAOTPUMAM

KJIEMA "MACA"

PATON PRO DC MMA -8 -
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PEKOMEHZOBAHA JOBXXVHA 3BAPIOBAJIbHUX KABE/IIB:

o JloBxuHa kabenis Mrowa
MakcumanbHui cTpym, A (B OAHY CTOpOHY), M nonepeyHoro Mapka kabento
! nepepisy, MM?

160 2...7 16 KI™ 1x16
200 3..9 25 Kl 1x25
250 5..11 35 KI" 1x35
270 5..11 35 KI1x35
350 6...14 35 KI™ 1x35
8...30 50 KI" 1x50

500 12 ... 40 70 KI 1x70
6 10...30 70 KI ax70
3 15... 40 95 KT 1x95

CXEMA NMIAKNKOYEHHA ANAPATA A4/19 3BAPIOBAHHSA B APIOHI (TIG)

APFOHOBUH
NANbHUK

30BHILLHIA MEXAHI3M
NOJAMI APOTY

HAMIBABTOMATUYHUIA
MNANbHUK

-9 - PATON PRO DC MMA
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TEXHIYHI XAPAKTEPUCTUKHA

NAPAMETPU PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
HominanbHa Hanpyra 220 220 220 3x380 3x380 3x380 3x380
Mepexi 50/60 'y, B 230 230 230 3X400 3X400 3X400 3X400
HoMmiHanbHuit cTpyMm, wo
CMOXWBAETLCS 3 dasn 18..21 23...27 29,5...35 12..14 16...18,5 30...35,5 42 ... 49
Mepexi, A
HomiHanbHuit
3BaploBaNbHUM CTPyM, A 260 200 250 270 350 500 630
MakcrManbHUit gitoumnin 21 270 335 350 450 630 800
cTpym, A

70%/npn 70% [ npn 70% [ npu 70%/npn 70%/npu 70%/npu 70%/npn
TpuBanicTb HaBaHTaXeHHA 160 A 200 A 250 A 270 A 350 A 500 A 630 A
(TH) 100%/npu 100% / npu 100% / npu 100%/npu 100%/npu 100%/npu 100%/npu

134 A 167 A 208 A 225 A 290 A 420 A 520 A

Mexi 3mivt Hanpyru mepexi 160...260 160...260 160...260 +15% +15% +15% +15%
XWB/EHHS, B
zlnlaeat:opaear/:/::ﬁ):”c?;ymy, A 8...160 10...200 12...250 12...270 14...350 16...500 18...630
Mexi pery.iosarHs 12..24 12...26 12...28 12...29 12...30 12...40 12..44
3BaploBasibHOI Hanpyrk, B
Aiametp wTysroro 1,6...4,0 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0 1,6...8,0 1,6...8,0
eNekTpoja, MM
Aiamerp cyuineroro 0,6...1,0 0,6...1,0 0,6...1,2% 0,6...1,2 0,6...1,4 0,6...1,6 0,6...2,0
3BaploBabHOIO APOTY, MM

MMA: 0,2...500 'Ly - peryaboBaHuit
TIG: 0,2...500 [~ peryaboBaHuit
MIG/MAG: cuHepreTuyHui

IMMyAbCHI pexumn nig yac
3BaplOBaHHA

lapsiuni cTapT (Hot-Start) B

peximi PA3 PerynboBaHa
(Dopca>.i< ayrv (Arc-Force) B Perynbosana
pexumi P43
AHTUNpUAMnaHHs (Anti- ABTOMaTHIHA
Stick) B pexwumi PA3
B10K 3HMXEHHs Hanpyru

BK/1 / BAMK
X0JIOCTOrO XO4Y
Hanpyra xonoctoro xogy
PA3,B 12175
Hanpyra nianany ayrv, B 110
HomiHanbHa cnoxusaHa o 6 0. 60 6 106 ..122 108 .2 ) N
NOTYXHCTb, KBA 4,0 ... 4y 50...6 /5 7h7 7:9 - 93 ,6 ... 12, 9,8 ... 23,5 77 32,4
MakcumasbHa cnoxuvsaHa 3 " . 28 00
MOTYXHiCTb, KBA 5 T4 94 13 5 9 40,
KKA, % 92
OxonogxeHHs AganTviBHe
JlianasoH pobounx N
Temnepatyp, °C 25 45
FabapuTHi po3mipu, Mm 345X 115 X 345X 115X 345X 115 X 385X 145X 385X 145X 510 X 180 X 510 X 235 X
(A0BXWMHa, WMPWHA, BUCOTA) 290 290 290 348 348 385 410
Maca 6e3 akcecyapis, kr 5,2 5,8 5,9 9,9 10,1 19,7 23,7
Knac 3axucty P33 P23

BUBIP TA HAJJALUTYBAHHA OYH KLl,Il‘/'I ANAPATA

B cTaHAapTHOMY CTaHi (KOAM 0 KHOMOK Ha NepejHili NaHeni He TOPKaloTLCA), anapaT 3aBXAN BUBOANTL Ha LUPOBUIA iHAMKATOP 3HAaYeHHS
OCHOBHOrO NapameTpa NOTOYHOMO PEXMMY 3BaprOBaHHS:

1) y pexxumi «<MMA» — 3BaptoBasbHUI CTPYM;

2) y pexumi «TIG» — 3BaptoBanbHUIA CTPYM;

3) y pexxumi «MIG/MAG» — 3BaptoBasibHa Harpyra.

20,6...1,0 MM Npu 3BaprOBaHHI iIMNYNIbCHUM CTPYMOM CTaNEBUM UM HeipXKaBitounM APOTOM
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Perynstop 2 Ha nepeaHiit naHeni anapaty € 6araTodpyHKLiOHaIbHAM Ta BiAMOBIAAE 3@ HACTYyMHe:

1) B1bip no Koy Byab-aKoi GyHKLT y MOTOYHOMY pexumi 3BaptoBaHHS (MOBOPOTH iBOpyY abo npasopyy);

2) BCTAHOB/IGHHSA 3HaYeHHSA BUBPaHOro napameTpy (HaTUCHYTM Ha pyuKy peryaaTopa Ta NoBOpoTY iBopyy abo npasopyy);

3) CKMAAHHS BCiX GYHKLi A0 3aBOACHKMX HANAWTYBaHb MOTOYHOTO PEXMMY 3BaploBaHHA (HaTUCHYTU Ha PyuKy perynsTopa Ta
YTPUMYBaTW B HATUCHYTOMY MOJIOXeHHI bisblue 12 c).
KHonka 1 Ha nepeAHii naHei BigNoBiZae 3a 3MiHy pexuMiB 3BapioBaHHs (NepeMuKaHHs BiZ4byBaEeTbCs MO KoAy).
MNEPEK/IOYEHHA HA HEOBXIAHY GYHKL IO
SKIL0 B anapaTi BCTAHOB/IEHO CMCTEMY 3aXMCTY Bifl HECAHKLiOHOBAHOrO A0CTYMy A0 MeHio GyHKLiN, NP1 NOBOPOTaX Pyyku perynatopa 2
BiAByBa€ETLCA pesaryBaHHA 3HaY€HHA OCHOBHOIO NapamMeTpy NOTOYHOrO PEXMMY 3BaplOBaHHS, a MeHIo GyHKLil anapaTa —3abnokosaHe. [ns
po36/10KyBaHHA MeHI0, HeOBXiZHO YTPUMYBaTK B HATUCHYTOMY CTaHi pyuKy peryaaTopa 2 6inblue 3,5 cekyHz. Mpu po36i1oKyBaHHi, Ha ekpaH
BUBOAWTLCS 3006paxeHHs 3amka, sKMN BiAKPWUBAETLCA, WO BKasye Npo npouec po36sokyBaHHA MeHo ¢yHKUin. Micas ycniwHoro
po36/10KyBaHHs, NPy NOBOPOTaX PyUKM 2 NpaBopyY abo AiBopyY, Ha LMPOBUIA ANUCNEN BUBOANTLCA NOTOYHA Ha3Ba GyHKLT Ta il 3HaUeHHS.
NEPEK/IFOMEHHS HA HEOBXIZAHUI PEXKXVM 3BAPIOBAHHS
HaTUCHITL KHOMKY 1 4151 NepeKNOYEHHS Ha HACTYMHWIA PEXMM 3BaploBaHHA No Koy. Lle BUAHO Ha Aucnaei 3 Ha nepeAHili naHeni anapata.

CKUAAHHS HAIALUITYBAHb BCIX ®YHKLIM MOTOYHOIO PEXXMMY 3BAPIOBAHHS

MoxyTb BiaByBaTUCA CUTYalii, KON NapamMeTpu B anapaTi TPOXU 3anayTanau KopucTysada. [isi TOro wob CKUHYTW iX 40 CTaHAAPTHUX
33BOACbKMX HANAWTYBaHb, 4OCUTb YTPUMYBATU B HATUCHYTOMY CTaHi PyuKy perynstopa 2 npoTarom bisiblie 12 cekyHZ (He 3BepTaTy yBary Ha
306paxKeHHs 3aMoyKa). K i HAaBOAWIOCHA paHille, Ha Tabao MOYHETLCS 3BOPOTHUM BIAAIK 333...222...111 i NPU JOCATHEHHI "000" BCi
HajalWTyBaHHS BUBPAHOI MPOrpamMu MOTOYHOIO PEXUMY 3BaptoBaHHs GyAyTb OHOB/EHI Ha 3aBOACHKI. CKMAAHHS NapameTpiB A/ KOXHOT
NpOrpamu KOXHOro pexuMy 3BaptoBaHHs pobasaTbcs okpemo. Lie 3po6aeHo A5 3pyUHOCTI, W06 He CKUHYTY IHAWBIAYaNbHI HANAWTYBaHHS B
ABOX iHLWMNX PeXKMaXx Ta iHWKUX Nporpamax.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHSA

Y koxHoMy pexwumi 3BapioBaHHs MMA, TIG i MIG/MAG anapat moxe 36epiraTi 4o 16 pi3HMX BapiaHTiB Ha/sawWwTyBaHb. [OTOYHUI HOMep
HanalWTyBaHHA (MPorpamm) Bi06paxaeTbCA y BEPXHLOMY NPaBOMY KyTi ekpaHa, AKMIA 3HaXOAWTLCA Ha NepejHili naHeni. Y MOMeHT nepuioro
YBIMKHEHHS anapaTa, 419 KOXHOro pexumy 3BaploBaHHs, 3aBXAM BUBOAUTLCS nporpama nig Noi. Yci 3mMiHM B HanawTyBaHHi anapaTa B
AaHOMy pexuMi 3BaploBaHHA Ta MOTOYHOMY HOMepi nporpamu 36epiraloTbcs. LLLo6 nepeiiTn Ha iHWWIA HOMep nporpamm i noyatu
Ha alTyBaHHA 3HOBY 3 6a30BMX NapaMeTpiB, 4OCTAaTHLO HATUCHYTU KHOMKY 4, TOA| Ha eKpaH BUBOAUTLCA MOTOUHUI HOMEp Nporpamu, i aani,
3a /J0NOMOrOI0 NOBOPOTIB PYUKM PEryafTOpa 2 MOXHa BUBpaTH iHLWY nporpamy.

NEPENIK ¢YHKL|,II7I ATMAPATY

Cnoci6 38aptosaHHs «MMA»
0) [-1-] - OCHOBHMIN NapaMeTp: 3BaproBaibHNN CTPYM (3a 3aMOBYYBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHK 1 A) gns PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12 ...270 A (kpok 3MiHW 1 A) gna PRO-270 -400V;
e) 14...350 A (kpok 3MiHK 1 A) ans PRO-350 -400V;
f) 16 ... 500 A (kpok 3MiHu 1 A) ana PRO-500 -400V;
g) 18...630 A (kpok 3MiHK 1 A) ans PRO-630 -400V;
1) [H.St] cuna "lapadoro ctapTy" (3a 3aMoBYyBaHHAM = 50%);
a) O[OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS] uac "lapauoro cTapTy" (3a 3aMmoB4YyBaHHAM = 0,3 c);
a) 0,1...1,0 c (kpok 3MiHn 0,1 c);
3) [Ar.F] cuna "®opcaxky ayru" (3a 3aMoBuyBaHHAM= 50%);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [u.AF] nopir cnpauboByBaHHsA yHKLUii «@opcark ayru» (3a 3aMoBUyBaHHAM = 12 B);
a) 9... 18 B (kpok 3MiHn 1 B);
5) [BAH] Hax1n BonbTaMnepHOi xapakTepuUCTUKM (3a 3amMoBUyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);
6) [Sh.A] pe>xuM KopoTKoi ayru (3a 3amMoB4vyBaHHAM = OFF);
a) 0 [OFF] ... 3 cTyniHb (KPOK 3MiHW 1 CTyniHb);
7) [BSn] 610K 3HU>KEHHA Hanpyru XxonocToro xoay (3a 3aMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
8) [Po.P]iMnynbcHMiA peXxuM (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWIA;
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MapameTpu iMnynbcHoro pexkumy «MMA»:

9) [-1-] - ocHOBHMIN NapamMeTp: 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHn 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12...270 A (kpok 3MiHu 1 A) gna PRO-270 -400V;
e) 14...350 A (kpok 3MiHK 1 A) gna PRO-350 -400V;
f) 16...500 A (kpok 3MiHK 1 A) gna PRO -500 -400V;
g) 18...630 A (kpok 3MiHW 1 A) ana PRO -630 -400V;
10) [I.PS] cTpyM naysu (3a 3aMoBYyBaHHAM = 25 A);
) 8...160 A (kpok 3MiHn 1 A) ana PRO-160;
) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
)
)

Qao0ooTo

( )
12...270 A (kpok 3MiHn 1 A) ana PRO-270-400V;
e 14...350 A (kpok 3MiHK 1 A) gna PRO-350 400V;
f) 16...500 A (kpok 3MiHK 1 A) ana PRO-500-400V;
g) 18...630 A (kpok 3MiHK 1 A) ana PRO-630-400V;
11)  [Fr.P]uacTtoTa nynbcauii cTpyMy (3a 3aMoBUyBaHHAM = 5,0 l'u);
a) 0,2...500 'y (AanHaMi4yHU KPOoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMOBYyBaHHAM = 50%);
a) 20...80% (KpoK 3MiHU 2%).
Cnoci6 3saptosaHHs «TIG»
0) [-2-] ocHOBHWI1 NapaMeTp CTPYM 3BaploBaHHA (3a 3aMOBUYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHu 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHu 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHu 1 A) gna PRO-250;
d) 12...270 A (kpok 3MiHn 1 A) ana PRO-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) ana PRO-350-400V;
f) 16...500 A (kpok 3MiHn 1 A) ana PRO-500-400V;
g) 18...630 A (kpok 3MiHn 1 A) ana PRO-630-400V;
1) [t.uP] yac HapocTaHHA CTPYMY (3a 3aMOBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHun 0,1 c);
2) [Po.P]iMnynbcHMiA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpu iMNynbcHOro pexkumy «TIG»:

3) [-1-] - ocHOBHMIA NnapaMeTp: 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHn 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12...270 A (kpok 3MiHu 1 A) gna PRO-270 -400V;
e) 14...350 A (kpok 3MiHK 1 A) gna PRO-350 -400V;
f) 16...500 A (kpok 3MiHK 1 A) gna PRO -500 -400V;
g) 18...630 A (kpok 3MiHW 1 A) gna PRO -630 -400V;
4) [I.PS] cTpyM nay3um (3a 3aMOBYyBaHHAM = 25 A);
a) 8...160 A (kpok 3MiHn 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHK 1 A) ana PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) ana PRO-250;
d) 12 ... 270 A (kpok 3MiHu 1 A) ana PRO-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna PRO-350-400V;
f) 16 ... 500 A (kpok 3MiHW 1 A) gna PRO-500-400V;
g) 18 ... 630 A (kpok 3MiHW 1 A) ana PRO-630-400V;
5) [Fr.P]yacTtoTa nynbcauii cTpymy (3a 3amMoB4YyBaHHAM = 10,0 l'w);
a) 0,2...500 Ny, (AanHaMi4YHW KpoK 3MiHK 0,1 Mu...1 Tw);
6) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).
Cnoci6 38aptosarHsa «MIG/MAG»
0) [-3-] oCHOBHMI NapaMeTp: Hanpyra 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 19,0 B);
a) 12,0...24,0 B (kpok 3MiHu 0,1 B) ana PRO-160;
b) 12,0...26,0 B (kpok 3MiHK 0,1 B) ana PRO-200;
c) 12,0...28,0 B (kpok 3MiHK 0,1 B) ana PRO-250;
d) 12,0...29,0 B (kpok 3MiHK 0,1 B) ana PRO-270-400V;
e) 12,0...32,0 B (kpok 3MiHK 0,1 B) ana PRO-350-400V;
( )
( )

f) 12,0...40,0 B (kpok 3MiHK 0,1 B) ana PRO-500-400V;
g) 12,0...44,0 B (kpok 3MiHK 0,1 B) ana PRO-630-400V;
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1) [t.Up] uac HapocTaHHA CTpyMy (Hanpyru) (3a 3aMoB4YyBaHHAM = 0,1 c);
a) 0,0...5,0 c (kpok 3miHK 0,1 c);
2) [t.Dn] yac cnapa cTpyMy (Hanpyru) (3a 3aMoBuyBaHHAM= 0,1 c);
a) 0...5,0 ¢ (kpok 3MiHK 0,1 c);
3) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYYBaHHAM = 0
a) -5...0...+5 piBHiB (KPOK 3MiHW 1 piBEHb);
4) [Po.P]iMnynbcHMiA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MNapameTpu iMnyabcHoro pexxumy «MIG/MAG»:

5) [Adu] ocHOBHUIN napaMeTp: kopekuia Hanpyru 19.0 B (3a 3amMoBuyBaHHAM = 0,0 V);

a) -3,0...+3,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEeHHA NapaMeTpy PocTe AO0BXWHA Ayru;
6) [tYP] Tvn maTepiany gpoTy (3a 3aMoBYyBaHHAM = Fe);
a) Fe — 3BuyariHui ctanesunin apit Tuny ER70S-6 (BUKOPMCTOBYBaTM 3aXMCHUI ra33 Tinbku cknagy 82% Ar + 18% CO,);

b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (BUKOPWCTOBYBATM 3aXMCHWIL ras® Tinbku cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-kpeMHieBmit apiT TMNy ER4043 (BUKOPUCTOBYBATU 3aXMCHMIA ras® Tinbku 100% Ar);
d) ALMg - antomiHieBo-MarHiesuit Apit Tuny ER5356 (BUKOpUCTOBYBATU 3axmncHMIA ras® Tinbkm 100% Ar);
7) [dia] miameTp ppoTy (33 3aMoBYYyBaHHAM = 0,8 MM);
a) 0,6...0,8 MM Ans cTaneBoro Ta Hepxagitoyoro Apoty PRO-160
b) 0,6...1,0 MM ans cTanesoro Ta Hepxasitoyoro ApoTty PRO-200;
c) 0,6...1,2 MM Ans cTanesoro Ta Hepxasitoyoro ApoTy PRO -250/270/350/500/630-400V;
d) 0,8...1,2 MM AnA antoMiHieBOro ApoTy.

pekoMeH/0BaHa BUTpaTa rasy Big 7 I/XB A/1f Ma/MX CTPYMIB Ta Big 14 /1/xB i 6iiblue Ans cTPyMiB 10-200 A
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FAPAHTIMHE OBCNYTOBYBAHHS

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!M lMepeg, BUKOPUCTAHHAM 06184 HaHHS PEKOMEHZAYEMO 03HaMOMUTUCA 3 PO3LLMPEHOO IHCTPYKLiEID 3 eKcryaTauii, a
TakKoX NepeBipuTH NPaBU/bHICTb 3aNOBHEHHS rapaHTIHOro TaoHa: Ha3Ba MoAei Nnpuabaroro Bamu Bupoby, Ta ioro
CepiliH1it HOMep MOBWHHI By TH iAEHTWUYHI 3aNMCcaM B rapaHTiHOMY TanoHi. He 40MyCKaETbCs BHECEHHS B TaNIOH By Ab-AKNX
3MiH Y1 BUNPaB/IEHb.

FAPAHTIVIHI 3060B'I3AHHS
MATOH IHTEPHELLHJ1 rapaHTye cnpaBHy poboTy gxepesia XUBNEHHS Y pasi 4OTPMMaHHSA CNOXMBa4YeM yMOB eKcryaTalii, 36epiraHHs i
TPaHCNOPTYBaHHSA.

YBATIA! BeskolwToBHe rapaHTiliHe 06C/lyroByBaHHs BiACYyTHE 3@ YMOBM MeXaHi4HUX MOLIKOAXeHb 3BapioBa/IbHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTAHOBUTb:

Mogenb anapaty TepmiH rapaHTii

PRO-160

PRO-200 5 pokiB
PRO-250

PRO-270-400V

PRO-350-400V 3 poxn
PRO-500-400V 2 poku
PRO-630-400V

OCHOBHWI rapaHTiliHNIA NepioZ 06UNCIIOETLCA 3 AHSA NPOAAXY IHBEPTOPHOTO 061a4HaHHS KiHL,@BOMY NOKY ML EBi.

PeKoMeHAYETbCA 334018 YHUKHEHHA BUXOZY anapaTy 3 ajy, 3a/1eXHO Bi/, yMOB eKcnyaTaLii, 041H pa3 Ha NiBPOKY 3HATU 3aXUCHY KPULLKY i
BMKOHATW YUCTKY BHYTPILLUHIX e/eMeHTIB i By3/iB 061aZHaHHSA CTUCHEHWUM NOBITPAM. Y1CTKY HeobXiZAHO MPOBOAMTU aKypaTHO, yTPUMYLOUM
LWAIaHT KOMNPEeCopa Ha AOCTaTHIN BiACTaHI, 33419 YHUKHEHHS NOLWKOAXKEHHS NaliKn eNeKTPOHHNUX KOMMOHEHTIB i MeXaHIYHMX YaCTUH.

MpoTAroM OCHOBHOrO rapaHTiIHOro NepioAy Npogaselib 30608'A3yeTbCs (Y BUNAAKY rapaHTiliHOro peMoHTY), 6e3KOLITOBHO AN BAACHUKa
iHBepTOpHOro obnagHaHHa PATON:

- NPOTAroM 1 poKy 3 AaTh NpuAGaHHA KNiEHTOM obnagHaHHA, OnAaTUTW A0CTaBKy obnagHaHHA B CepBiCHWI LLEHTP | Hasag KAieHTy,
BMKOPWUCTOBYIOYM NOCYr KOoMNaHii «Hoa nowTa»;

- NPOBECTY AiarHOCTVKY Ta BUABMTYU NPUYMHY HECMPABHOCTI;

- 3a6e3neunTh HeOBXiAHNMM AN15 BUKOHAHHA PEMOHTY By3/1aMU1 Ta e/leMeHTaMu;

- NpoBeCTV pobOTH i3 3aMiHW eNeMeHTIB Ta BY3/iB, WO BUMLAN 3 NaAY;

- IPOBECTM TeCTYBaHHS BiZ|PEMOHTOBAHOr0 061aiHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOWMPIOIOTLCA Ha 061aAHaHHS:

- 3 MEXaHiYHUMM NOLIKOAXKEHHSIMU, L0 BI/IMHYAM Ha NpaLe34aTHICTb anapaty (Aedopmaliis Kopnycy 1 geTanei BHaCAiA0K NaAiHHSA 3
BMCOTU abo NaiHHA Ha 061a4HaHHS BaXKKUX NPeAMETIB, BUNAAaHHs KHOMOK Ta Po3'eMiB);

- 3i crigamm KOpo3ii, ika CTana NPUYMHOIO HECMIPABHOrO CTaHy;

- sIke BUNLLNO 3 Najly Yepes BM/IMB CU/IbHOTO 3BOJIOXEHHS Ha MOro CU/IOBI i €/1eKTPOHHI enemMeHTH;

- sike BUILLNO 3 Najly Yepes HaKoMMUUYeHHs CTPYMOMPOBIAHOro NnAY (BYriNbHUIA NUA, MeTaneBa CTPYXKKa Ta iH.) BcepeauHi;

- y pasi cnpobu caMoCTiHOro PEMOHTY oo By3iB Ta/abo 3aMiHV €/1eKTPOHHUX €/IeMEHTIB.

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHS He MOLMPIOIOTLCA Ha 30BHILLHI efeMeHTU 06aAHaHHS, WO BUUWAKM 3 Nagy, sKi NiAAal0TbCs
bi3MYHOMY KOHTAKTY, @ TaKOX Ha CynyTHI/BUTPaTHI MaTepiain, NPeTeHSIT WoA0 AKUX MPUMAIOTLCA He Mi3Hilue ABOX TUXHIB MiC/A Npojaxy:
- KHOTKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM pery/iloBaHHsA NapaMeTpiB 3BaplOBaHHS;

- po3'emMu MiakNtoUeHHs Kabenis i pykasis;

- PO3'€MM yNpaBAiHHS;

- MepexeBwit kabesb i BU/Ka MepexeBoro kabesio;

- PyuKa ANs NepeHeceHHs, peMiHb Yepes nsieye, Keic, Kopobka;

- TPUMaui e/1eKTPOAIB, KNemMa «Macu», NaNbHKK, 3BapioBaibHi kabesi Ta pykasu.

MpoaaseLb 3anMwace 3a co60t0 NPaBo BiAMOBUTH y HaZaHHI rapaHTINHOTO PeMOHTY, 360 BCTAHOBWUTM AaTO NOYATKY BUKOHAHHS FapaHTIMHNX
30608B'A3aHb MicALb i PiK BUNYCKY anapaTy (BCTaHOB/OKOTLCSA 33 CEPINHAM HOMEPOM):

-y pasi BTpaTV NacnopTa BNaCHUKOM;

-y pasi BiACyTHOCTi KopekTHOro abo B3arani 6y/b-AKOro 3anoBHeHHs NacnopTa NPoAaBLLEM Mij Yac NpoAaxy anapaTy.

apaHTiliHUIA CTPOK NPOAOBXKYETHCS, HAa TEPMiH FrapaHTINHOro 06C/NyroByBaHHS anapaTy y CepBiCHOMY LIEHTPI.
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The welding machine is manufactured in accordance with technical standards and established safety
rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

- magnetic fields created by this machine can have adverse effect on 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

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

- arc radiation field must be free from solvent vapours.

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;

- it is 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.

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:

Operating manual

3m* welding cable with an ABICOR BINZEL /A SN .
electrode holder**** Y — ]

Universal case**

N

Shouldercarrying
Welding arcsupply source witha strap**

mains cable

3m* welding cable with ABICOR BINZEL ground
terminal***x

* — 5 meters for PRO-500-400V/630-400V

** — For PRO-160/200/250 only

*** — For PRO-160/200/250/270-400V/350-400V only
*%%% _ Except models with ‘WA’ index

CONTROLS AND INDICATION

PRO-270-400V/350-400V/500-400V/630-400V
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1—Welding mode selection button MODE
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;

2 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values. Turn the knob to select the
functions. Press the regulator knob to switch to editing the value of a selected parameter. Turn the regulator knob to adjust the values. Press
the regulator knob again to return to the function/parameter selection menu.

3 - Digital display;

4 —Welding program selection button (set of parameters previously set by the user);

5— Connector for turn on/off signals from the wire feeder;

6 — Source circuit breaker;

7 — Power supply cable;

8 —The grounding cable connection point;

A —Bayonet-type power current '+ socket;

a) MMA welding — the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is
connected);

b) TIG welding — only the ground cable is connected;

¢) MIG/MAG welding with solid wire — the cable is connected to the wire feeder;

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

B — Bayonet-type power current *-'socket:

a) MMA welding — the grounding cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);

b) TIG welding — only the TIG torch is connected;

¢) MIG/MAG welding with solid wire — the ground cable is connected;

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

INDICATION OF MACHINE OPERATION IN MODES

MMA

F-ar*ameheis:gﬁ N =5
Fower Ho art: %
time Hot Start: A, 3=

MIG/MAG

1 - Current welding mode

2 - Current program number

3 - Name of function / parameter

4 - Value of selected function / parameter

5 - List and values of the next two parameters in the menu

TIG

BT IG-HF=T Frog.H=1]

PLELE=RETEH
/ m

Ear‘ameter‘s:g 6.2
ime amrer-down: =l 5
time Fost-gas: 4:85
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The welding machine 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) (if equipped with a wire feed mechanism) . 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.

POWER CONNECTION
The standard welding unit is rated for:

1. Mains voltage is 220 V (-27% +18%) — for PRO-160/200/250;

2. Three-phase mains voltage is 3x380 V or 3x400 V (for PRO-270/350/500/630), three wires and grounding are dedicated for
this. Safety rules when working with welding equipment require grounding of the unit housing. There are two ways too
this: 1) by using the fourth wire in the mains yellow-green cable (international marking standard); 2) using a bolted terminal
(a 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 - phase L1;
- Black wire - phase L2;

- Blue wire - phase L3;

- Yellow-green wire - ground. L1

Caution! When the unit is connected to a mains voltage higher than 270 V (for PRO- L3
160/200/250) or 450 V (for PRO-270/350/500/630), all manufacturer's warranty

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. J_
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.

SELECT THE DEVICE MENU LANGUAGE

Hold down button 1 and turn on the device to select/change the device menu language. The language selection menu will be displayed
on the screen. Select the desired language with the regulator knob 2 and press it to confirm your choice. The machine will work with
the interface in the corresponding language.

Used MMA electrode Set current value for Wire diameter for MIG/MAG, Cross-section of every Max. wire
diameter, mm MMA and TIG, A mm mains wire core, mm* length, m
1x220 V - PRO-160, PRO-200, PRO-250
1 75
1.5 115
2 1!
2 up to 8o up to Jo.6 55
2.5 195
4 310
6 465
15 75
2 105
a3 up to 120 up to Jo.8 2.5 130
4 205
6 310
2 75
2.5 95
[Z)A 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
25 up to 250 up to 1.2 4 100
@6 (fusible) :
6 150

4Up to 1,0 mm for pulse current welding with steel and stainless wire
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Used MMA Set current value for Wire diameter for Cross-section of every core of Max. wire
electrode, mm MMA and TIG, A MIG/MAG, mm the mains wire, mm? length, m
3 x 380/400V — PRO-270, PRO-350, PRO-500, PRO-630

1.5 135
2 175
a3 up to 120 up to Jo.8 2.5 220
4 350
6 525
2 130
2.5 160
s 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
26 up to 270 upto Z1.2 1
fusible p 7 P ) 4 35
6 205
2.5 65
26 up to 350 upto J1.4 4 100
6 150
4 8o
26 refractory up to 400 6 120
10 1
up to 71.6 %
28 4 55
6 8
fusible up to 500 5
10 140
4 40
28 up to 630 upto @2.0 6 65
10 105

ATTENTION! On/off switch on the rear panel of the machine (for PRO-160/200/250) is not a power switch, it does not complete de-
energize of internal electronic parts, when the machine is switched off. Disconnect the plug from the mains after completion of welding
in accordance with safety rules.

MACHINE CONNECTION DIAGRAM FOR MMAWELDING

ELECTRODE HOLDER
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RECOMMENDED WELDING CABLES LENGTH:

Maximum current, A Cable length(one way), m Wire cross-section area, mm? Cable type
160 2.7 16 KG 1x16
200 3...9 25 KG 1x25
250 5..11 35 KG 1x35
270 5..11 35 KG 1x35
350 6...14 35 KG 1x35

8...
500 30 50 KG 1x50
12 ... 40 70 KG 1x70
10...30 70 KG 1x70
6
3 15 ... 40 95 KG 1x95

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

ARGON-ARC

EXTERNAL
WIRE FEEDER

SEMI-AUTOMATIC
TORCH
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SPECIFICATIONS

PARAMETERS PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
Rated voltage of the three- 220 220 220 3x380 3x380 3x380 3x380
phase mains 5o / 60 Hz, V 230 230 230 3X400 3X400 3X400 3X400
Rated current consumption Y e 2 N I 16 .18 o N
from the mains phase, A 327 9-5--35 24 w105 30355 42 - 49
Rated welding current, A 160 200 250 270 350 500 630
Max. operating current, A 215 270 335 350 450 630 800
70%/at 160 70%/at 200 70%/at 70%/at 70%/at 70%/at 70%/at
A A 250 A 270 A 350 A 500 A 630 A
Duty cycle(DC) 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at
134 A 167 A 208 A 225 A 290 A 420 A 520 A
supply voltage variation 160...260 160...260 160...260 +15% +15% +15% +15%
limits, V
Limits of regulation of
welding current, A 8...160 10...200 12...250 12...270 14...350 16...500 18...630
Limits of regulation of 12...2, 12...26 12...28 12...2 12...30 12...40 12
welding voltage, V 24 29 -3 -k b4
MMA electrode diameter, mm 1.6...4.0 1.6...5.0 1.6...6.0 1.6...6.0 1.6...6.0 1.6...8.0 1.6...8.0
Welding wire diameter, mm 0.6...1.0 0.6...1.0 0.6...1.2° 0.6...1.2 0.6...1.4 0.6...1.6 0.6...2.0
MMA: 0,2...500 Hz - adjustable
Welding pulse modes TIG: 0,2...500 Hz - adjustable
MIG/MAG: synergistic
“Hot-Start” in MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” in MMA mode Automatic
Nq-load voltage reduction on / off
unit
MMA no-load voltage, V 12 /75
Arc striking voltage, V 110
E\a/t:d power consumption, 4.0 ... 4.6 5.0...6.0 6.5...7.7 7.9...9.3 10.6...12.2 19.8...23.5 27.7...32.4
Maximum power 3 " . .8 00
consumption, kVA > 74 94 3 5 9 40-
Efficiency, % 92
Cooling Adaptive
Operating temperature range,
ocp 9 P 9 =25 ... +45
Overall dimensions, mm 345X 115 X 345X 115X 345X 115 X 385X 145X 385X 145X 510 X 180 X 510 X 235 X
(length, width, height) 290 290 290 348 348 385 410
Weight without accessories,
kg 512 58 59 9,9 10,1 19,5 23,5
Ingress Protection rating 1P33 P23

SELECTING AND SETTING THE MACHINE FUNCTIONS

When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode on
the digital indicator:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.

Regulator 2 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);
2) 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 1 on the front panel is responsible for changing the welding mode (switching in a circle).

50,6...1,0 mm for pulse current welding with steel and stainless wire
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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 2,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menuis locked. To unlock
it, press and hold down regulator 2 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 2 to the right or left, the current name of the
function and its value will be displayed on the digital display.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 1 leads to switching to the next welding mode in a circle, this can be seen on display 3 on the front panel of the machine.

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 2 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.

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 of the machine. 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 and then the LCD displays the current program number, which can be changed turning the regulator 2 to the right or left.

MACHINE FUNCTIONS LIST

MMA welding method

0) [- 1 -] - main parameter: welding amperage (= 80 A by default);
a) 8...160 A (change step 1 A) for PRO-160;

b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;

g) 18...630 A (change step 1 A) for PRO-630-400V;
1) [H.St] power ‘Hot start’ (default = 50%);
a) O[OFF]...100% (change step 5%);
2) [t.HS] time ‘Hot start’ (= 0.3 s by default);
a) 0.1...1.0 s (change step 0.1 s);
3) [Ar.F] power ‘Arc Force’ (= 50% by default);
a) 0 [OFF]...100% (change step 5%);
4) [u.AF] threshold ‘Arc force’ (= 12 V by default);
a) 9...18 V (change step 1V);
5) [CVS] volt-amperage characteristic slope (= 1.4 V/A by default);
a) 0.2...1.8 V/A (step change 0.4 V/A);
6) [Sh.A] short arc mode (= OFF by default);
a) O[OFF]...3 stage (change step 1 stage);
7) [BSn] voltage reduction device (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] pulse mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
MMA pulse mode parameters:
9) [-1-] base amperage (default= 80 A);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
(
(

f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
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10) [I.PS] pause amperage (= 25 A by default);
) 8...160 A (change step 1 A) for PRO-160;
) 10...200 A (change step 1 A) for PRO-200;
) 12...250 A (change step 1 A) for PRO-250;
) 12...270 A (change step 1 A) for PRO-270-400V;
) )
)

® 00 To®

14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
11)  [Fr.P]frequency pulse (= 5.0 Hz by default);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (balance) (= 50% by default);
a) 20...80% (change step 2%);

TIG welding mode
0) [-2-] main parameter: welding amperage (= 60 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
1) [t.uP] amperage rise time (= 0.2 s by default);
a) 0.1...15.0 s (change step 0.1 s);
2) [Po.P] pulse mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

3) [-2-] main parameter: base amperage (= 60 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
4) [I.PS] pause amperage (= 25 A by default);
) 8...160 A (change step 1 A) for PRO-160;
) 10...200 A (change step 1 A) for PRO-200;
) 12...250 A (change step 1 A) for PRO-250;
)
)

Q0 oo

( )
12...270 A (change step 1 A) for PRO-270-400V;
e 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;

g) 18...630 A (change step 1 A) for PRO-630-400V;
5) [Fr.P] frequency pulse (= 10.0 Hz by default);

a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
6) [dut] impulse/pause duty (balance) (= 50% by default);

a) 4...80% (change step 2%).

MIG/MAG welding method
0) [- 3-] main parameter: welding voltage (= 19.0 V by default);
a) 12.0...24.0 V (step change 0.1 V) for PRO-160;
b) 12.0...26.0 V (step change 0.1 V) for PRO-200;
c) 12.0...28.0 V (step change 0.1 V) for PRO-250;
d) 12.0...29.0 V (step change 0.1 V) for PRO-270-400V;
e) 12.0...32.0 V (step change 0.1 V) for PRO-350-400V;
f) 12.0...40.0 V (step change 0.1 V) for PRO-500-400V;
g) 12.0...44.0V (step change 0.1 V) for PRO-630-400V;
1) [t.up] amperage (voltage) rise time (= 0.1 s by default);
a) 0.0...5.0 s (change step 0.1 s);
2) [t.dn] amperage (voltage) fall time (= 0.1 s by default);
a) 0.0...5.0 s (change step 0.1 s);
3) [Ind] inductance level (= 0 by default);
a) -5...0...+5 (change step 1 stage);
4) [Po.P] pulse mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
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MIG/MAG pulse mode parameters:

5) [Adu] main parameter in pulse mode - voltage adjustment 19.0 V (= 0.0 V by default);

a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
6) [tYP] wire material type (= Fe by default);
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 ER5356 type (use 100% Ar shield gas® only);
7) [dia] wire diameter (= 0.8 mm by default);
a) 0.6...0.8 mm for PRO-160 steel and stainless wire;
b) 0.6...1.0 mm for PRO-200 steel and stainless wire;
c) 0.6...1.2 mm for PRO-250/270/350/500/630-400V steel and stainless wire;
d) 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.

ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check the
A correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial number must
be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to the coupon.
WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the 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

PRO-160

PRO-200 5years
PRO-250

PRO-270-400V

PRO-350-400V 3years
PRO-500-400V 2 years
PRO-630-400V

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

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 owner of PATON™ inverter equipment:
- 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;

- to test the repaired equipment.

recommended shield gas consumption rate: 7 I/min for low current, and more than 14 I/min for 150-200 A current
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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 attempt to independently repair its components and / or replace electronic elements.

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

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

INFORMATION ON USED EQUIPMENT DISPOSAL

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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	EN IEC 60974-1:2018/A1:2019EN IEC 60974-1:2022/A1:2022
	EN IEC 60974-10:2014/A1:2015EN IEC 60974-10:2021/A1:2021
	Зварювальний апарат розрахований на:
	УВАГА! Вимикач живлення на задній панелі апарата (для моделей PRO-160/200/250)  не є силовим, він не знеструмлює повністю внутрішню електроніку. Тому виймайте вилку з мережі після завершення зварювальних робіт згідно правил техніки безпеки.
	В стандартному стані (коли до кнопок на передній панелі не торкаються), апарат завжди виводить на цифровий індикатор значення основного параметра поточного режиму зварювання:
	1) у режимі «MMA» – зварювальний струм;
	2) у режимі «TIG» – зварювальний струм;
	3) у режимі «MIG/MAG» – зварювальна напруга.
	Регулятор 2 на передній панелі апарату 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).
	Кнопка 1 на передній панелі відповідає за зміну режимів зварювання (перемикання відбувається по колу).
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНУ ФУНКЦІЮ
	Якщо в апараті встановлено систему захисту від несанкціонованого доступу до меню функцій, при поворотах ручки регулятора 2 відбувається редагування значення основного параметру поточного режиму зварювання, а меню функцій апарата – заблоковане. Для роз...
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНИЙ РЕЖИМ ЗВАРЮВАННЯ
	Натисніть кнопку 1 для переключення на наступний режим зварювання по колу. Це видно на дисплеї 3 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 2 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...
	Спосіб зварювання «MMA»
	Спосіб зварювання «TIG»
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	INSTALLATION REQUIREMENTS
	1. Mains voltage is 220 V (-27% +18%) – for PRO-160/200/250;
	2. Three-phase mains voltage is 3x380 V or 3x400 V (for PRO-270/350/500/630), three wires and grounding are dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are two ways too this: 1) by ...
	When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode on the digital indicator:
	1) in the MMA mode – welding current;
	2) in the TIG mode – welding current;
	3) in the MIG/MAG mode – welding voltage.
	Regulator 2 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);
	2) 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 1 on the front panel is responsible for changing the welding mode (switching in a circle).
	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 2, adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function men...
	SWITCHING TO THE REQUIRED WELDING MODE
	Pressing button 1 leads to switching to the next welding mode in a circle, this can be seen on display 3 on the front panel of the machine.
	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 2 for more than 10 seconds (ignore the animation of the lock symbol)....
	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 of the machine. At the...
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	MMA welding method
	TIG welding mode
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