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PATON |

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™ StandardMIG-160
PATON™ StandardMIG-200

PATON™ StandardMIG-250
PATON™ StandardMIG-270-400V
PATON™ StandardMIG-350-400V

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

Directives:

Safety of machinery - Electrical equipment of EN IEC 60204-1:2018

machines -
Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

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

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04. 08 2022

Signature
Name, Function: MarkTok akov

PATON Internatlonal 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

— MpOWTM BiANOBIAHY aTecTauito;

— BOJMIOAITU 3HAHHAMM 3i 3BaplOBaHHS;

— TOYHO JOTpPUMYBaTUCA L€l IHCTPYKLi.

HecnpaBHOCTi, AKi MOXXYTb 3HN3UTK 6€3neKy, NOBUHHI 6YTV 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 CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTM NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTopoHHi 0co6bM, LLLIO 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuLLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMMHaTb BUMPOMIHIOBaHHS.

- B

HEBESMNEKA LWWKIA/TMBUX TA3IB | BUMAPIB

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

— 3abe3neunTn 4OCTaTHIN NPUTOK CBIXOro NOBITPSA;

— BUNapu PO34MHHUKIB He MOBMHHI MOTPaNIATU 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 BiANOBIAHWUI (BaXKKO3aNMUCTUI OAAT).

[lna ocobucToro 3axncTy AOTPUMYNTECH HACTYNHUX NPaBun:

— HOCWUTK MilHe B3yTTA, L0 36epirae i30nt0r04i BNaCTUBOCTI, B TOMY YMC/i 1 Y BONOTUX yMOBAX;

— 3axuULLaTV PYKW i30/TI0H0UNMUN PyKaBUUYKaMK;

— 0ui 3axMLLaTV 3aXMCHOK MacKoto 3 GiNbTPOM MPOTU yNbTPadioneToBoro BUNPOMiHIOBaHHA, AKUI
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:

Cmucnut
noci6HuUK
3BaproBasbHuUll kabesb 3 Kopucmysaya
enekmpogompumayem ABICOR BINZEL*
3BaproBanbHuli anapam .\:4
PATON StandardMIG w

Komnnekmu ponukiB ana
CYUiflbHOro cmasneBoro ma
asoMiHieBoro gpomy**

HanisaBmomamuy4Hull nanbHUK
3BaproBasbHuUl kabesb 3 K1EMOK ABICOR BINZEL*
«Maca» ABICOR BINZEL*

LIBuako3HIMHUU

@ @ Komnnekm nepekamHux [THEBMOpOS €M
!j !j Kosic ***

* — Kpim Mogeneit 3 iHaekcoM «WA»
**-[nAa Bcix Mmoaenen StandardMIG-350-400V

YMNPABJIIHHA TA IHOUKALLIA **% _ [Ing Beix StandardMIG-270/350-400V

StandardMIG-270/350-400V StandardMIG-160/200/250
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StandardMIG-270/350-400V StandardMIG-160/200/250

1-KHonka «MODE» Bu6opy cnocoby 3BaptoBaHHA:

a) HaniBaBTOMaTUYHe 3BaploBaHHA B 3axMcHuX rasax (MIG/MAG);
b) aproHoayrose 3BaptoBaHHA BoNbdpamMoBuM enektpoaom (TIG);
c) py4YHe AyroBe eneKTpo3BaploOBaHHA LUTY4YHUM enekTpoaom (MMA);

2-Pyyka perynsatopa ans Bubopy dyHKLUi (napaMeTpiB) NOTOYHOro cnocoby 3BaptoBaHHA Ta BCTAHOBNEHHA iX 3HaueHHA. [oBepTante
pyuky pana Bubopy oyHKUi/NapaMeTpiB, HaTUCHITb Ha HEl AnA nepexoQy A0 BCTAaHOBNEHHA 3HayeHHA BubpaHoi
dyHKuii/napamMeTpy. 3HaueHHA BCTAHOBNIOKTHCA NOBOPOTaMUM PYUKU perynatopa. HaTUCHITb Ha pyuky perynatopa Luie pas, wob
NOBEPHYTMCH A0 MEHIO BMOOPY dyHKUiN/NnapaMeTpis;

3-[lucnnew 3BaptoBanbHOro anapary;

4-KHonka PROG Bu6opy nporpaMu 3BaptoBaHHA (Habip paHile HanawToBaHUX KOpUCTyBayeM napameTpis). Joaatkoa GyHKUIA y
cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe GinblLue 1 cekyHAN ANA HanalwTyBaHHA PiBHA iHAYKTUBHOCTI;

5-Pyuka perynatopa VOLTAGE (V) ana BcTaHOBNEHHA 3HaUYeHHA 3BaptoBanbHOi Hanpyru B cnoco6i MIG/MAG;

6-KHonka TEST GAS ans nepeBipku i HanawiTyBaHHA nogayi 3axmMcHoro rasy (aktveHa Tinbku B TIG Ta B MIG/MAG 3BaptoBaHHi).
HaTucHiTb KHOMKy, Wo6 BiAKPUTU KnanaH noaadvi rady. Hanawtynte BuTpaTy rasy perynaTopoM Ha peayKTopi i HATUCHITb KHOMKY
TEST GAS we pas, wob 3akputm nogady rady. Yu BoHa aBTOMaTUYHO MPUNUHUTBCA 4Yepe3 15 cekyHA.
Mpw onepauiax 3 kHonkoto TEST GAS 3BaptoBanbHUIN APIT HE NOAAETLCA;

PEKOMEHOALLIA: O608’a3koBo HaTtucHiTL kHonky TEST GAS nicnsa goBroi nepepeu y po6oTi, Wwo6 BUrHaATK 3 ra3oBOro TPakTy

nanbHKKa NOBITPA, O MOI/I0 MPOHWUKHYTU TYAM Nif, 4ac NPOCToo.

7-KHonka WIRE INSTALL (aktusHa Tinbkn 8 MIG/MAG 3BaptoBaHHi) — HaTUCHITb | yTPUMYIATe ii ANA 3anpaBneHHA 4pOTy B 3BaproBaibHUN
pyKaB Ta NanbHWK. 3aXMCHWI ra3 Npu LboMy He NoAaeTbCA;

8-Po3'eM KZ-2 tuny "€BPO" gna nia’eaHaHHa aproHogyrosoro (TIG) naneHWka kHonkoBoro Tuny abo HaniBasTomatuyHoro (MIG/MAG)
nanbHWKa;

9-lepeMunyka 3BapoBasibHOrO CTPyMy;

10- BMuMKau XX1UBNEHHS;

11-Tpumau 3anobixHuka (3 A) 6noky nogadi gpoTy;

12- BXigHW WTyLlep ANA 3aXMCHOrO rasy;

13- KpuLuka Bifciky KOTYLLUKW APOTY Ta MexaHi3My nogadi;

14~ Micue nigkntoueHHa kabento 3a3eMneHHs;

15- 3anob6ixkHuK nigirpisaya rasy (8 A);

16- PoseTka 36 V ana nigirpisava rasy.

A —THi300 «+» CMNOBOro CTPyMy:
a) npw 3saptoBaHHi MIG/MAG cyuinbHUM APOTOM — NiAKNHOYAETLCA NEPEMMYKa 3BapOBaNbHOro CTpyMy (9);
b) npw 3saptoBaHHi MIG/MAG ¢nocoBuM ApoTOM — NigkNo4aeTbcA kKabenb «<Maca»;
c) npw 3BaptoBaHHi TIG — nigkntovaeTbea Tinbku Kabenb «Mmaca»;
d) npu 3aptoBaHHi MMA - nigkntovaetbcA kabenb enekTpoAoTpuMada (NpyY BUKOPUCTaHHI cneuianbHUX enekTpoais

niakntoyaeTbes kKabenb «maca»);
B -THi3po «-» cMNOBOro CTpyMmy:

a) npw HaniBaBToMaTUYHOMY 3BaptoBaHHi MIG/MAG cyuLinbHUM ApPOTOM - NigkNto4YaeTbca kKabenb «Mmaca»;

b) npu HaniBaBToMaTM4YHOMy 3BaptoBaHHi MIG/MAG ¢niocoBuM ApoTOM — MiAK/IOYAETLCA NEepeMuyka 3BaploBarbHOro
cTpymy (9);

c) npw 3saptoBaHHi TIG - nigkntoyaeTbea Tinbku kabenb aproHoAyroBoro nanbHMKa;

d) npu 3BaptoBaHHi MMA - nigkntoyaeTbcsa kabenb «Maca» (MPU BUKOPUCTaHHI cneuianbHUX eneKkTpoAiB MiakItoYaeTbca
kabenb enekTpogoTpMMaya).

PATON StandardMIG DC MMA/TIG/MIG/MAG -6~
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IHOUKALIA AMNAPATA
MIG/MAG

nnaswl
AFOTY: XB

MMA

1-TOTOUHUI PEXUM 3BaAPIOBAHHA;

2-HoMep noTo4YHOi Nporpamu;

3-HasBa ¢pyHKUii / napameTpa;

4-3HayeHHA o6paHoi GyHKLUIT / napameTpa;

5-lepenik Ta 3Ha4YeHHA ABOX HACTYMHUX NapaMeTpPiB B MEHHO.

NaFaMeTFM: b
cuna MNar. CTarTal

“ac MNar. CTarTd
TIG

NaFa3MeTFM.
KHOMKE NalkeHMK: LIFT
1IMAYNECHMA FPewmMe OFF

pion

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaTt MpU3HAYeHUn BUKIOYHO: A7 PYYHOro [AyroBOro 3BaploBaHHA LITYYHUM eneKTPoAOM, 3BaploBaHHA
BONbGPaAMOBUM e/1IEKTPOAOM B CEPEefOBULLI aproHy, a TakoX HaniBaBTOMaTUYHOIO 3BaploBaHHA B CEPeAOBULLI 3aXMCHUX rasis. |HLue
BMKOPUCTaHHA anapaTy He BiAnoBiAae Moro npusHayeHH. BUpobHUK He Hece BiANOBIAaNbHOCTI 3a MOLUKOAXEHHA, 3aBAaHi
BMKOPUCTaHHAM anapaTy He 3a Npu3HaveHHAM. BukopuctaHHA 3a NpM3HayYeHHAM Ma€e Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOi iIHCTPyKLi.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3amilyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XOM0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
oTtBopu. CniakynTe 3a TUM, Wo6 MeTanesuii nun HE 3acMokTyBanacs 6e3nocepeHbo B anapaTt BEHTUIATOPOM OXONOAXKEHHA.

nIAK/IFOYEHHA 40O MEPEXKI )KUBJ/IEHHA

3BaptoBanbHi anapatv PATON StandardMIG po3paxoBaHi Ha XXUBEHHA:

— OpHoda3HUM 3MiHHMM CTpyMOM Hanpyroto 220 B (-27% +18%) — moaeni StandardMIG-160/200/250;

— TpndasHuM 3MiHHUM cTpyMOM Hanpyroto 3x380 B a6o 3x400 B - moaeni StandardMIG-270-400V/350-400V).
MpaBuna TexHikn 6e3neku nig Yyac NnpoeeAeHHA pobiT 3i 3BaptoBanbHMM obnagHaHHAM BUMaraloTb 3a3eM/IeHHA Kopnycy anaparty. [ns
uboro nepeabayeHo ABa BapiaHTL: 1) BUKOPUCTaHHA YETBEPTOrO APOTY Y MepexxeBoMy kabeni XKOBTO-3e/1eHOro Konbopy (MixkHapogHWI
cTaHAapT MapkyBaHHSA); 2) BUKOpUCTaHHA 60NTOBOI KNeMW Ha 3afHin naHeni anapaty (KOPCTKILUMA cTaHAapT 3a3eM/IEHHSA, AKUN
BMKOpUCTOBYBaBCA B KpaiHax CHJ).
[Ana nigkntoyeHHs 3BaptoBanbHUX anapaTis PATON go 3-¢asHoi Mepexi XXuBneHHs L2
BMKOPUCTOBYWNTE kKabenb 3 YoTMpPMa NpoBoAamu, Lo Bianosiaae ctaHaapty [EC 60445:
— KopuuHewuii nposig, —-¢azalil;

— YopHui nposig, —-¢azal2;

— CwHili nposig -¢azal3; L1
— JKoBT0-3€/1eHUI NpoBig — 3a3€MEHHA. L3
YBATA! Bci rapaHTiiHi 3060B'A3aHHA BUPOGHMKa BTpaYaoTb CUY NpW MigKNHOYeHHI
anapata Ao Hanpyru mepexi BuLe 270 B (StandardMIG-160/200/250) a6o 450 B (ans
StandardMIG-270-400V/350-400V) i npu niaKntoUeHHi dasi XUBNeHHs Ha 1
3a3eM/IeHHA 3BaptoBanbHOro anapara! =

-7- PATON StandardMIG DC MMA/TIG/MIG/MAG
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P03'eM XXWBMEHHA, nonepevHuii nepepia kabeniB XUBNEHHA, a TAKOX MepexxeBi 3anobidXHWKM MOTPIGHO BUMOMPaTM BUXOAAYU 3
XapakTepucTuK CNo>XXMBaHHA anaparTa.

BUBIP MOBU MEHIO ATTAPATA

[Ana Bubopy/3MiHM MOBW MeHI0 anapaTta HeobXigHO HaTUCHYTU Ta yTpuMyBaTu kHonky MODE i yBiMkHYTU anapart. B MeHto Bubopy MoBu
noBOpOTaMu pyuKu perynatopa Bubepitb HeobxiAHy MOBY, Ta HAaTUCHITb Ha pyuKy, W06 NiaTBEPAUTU BUBIP - anapaT NpoA0BXUTb po6oTy
o6paHoto MOBOIO.

MapamMempu pe>kuMiB 3BaproBaHHA

AiameTtp BCTaHOBNEGHE 3HAYGHHS AiameTp apoty I'In.om.a nonepevyHoro Makc. poBXXuHa
enektpoay Ana . ana MIG/MAG, nepepisy ka6ento XXMBNEHHA, Ka6eno XUBNEHHsA,
ctpymy npy MMAIiTIG, A o
MMA, MM MM MM M
1x220V/230 V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
1,5 115
22 40 80 40 20,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
a3 40120 A0 20,8 2,5 130
4,0 205
6,0 310
2,0 75
2,5 95
24 Ao 160 2.0 155
A0 21,0 6,0 230
2,5 75
a5 40200 4,0 125
6,0 185
a5 2,5 60
o6 40 250 A0 21,2 4,0 100
(nerkonnaski) 6,0 150
3 x 380 V/400 V - StandardMIG-270, StandardMIG-350
1,5 135
2 175
a3 no0 120 A0 20,8 2,5 220
4 350
6 525
2 130
2,5 160
24 A0 160 4 260
A0 21,0 6 385
2,5 115
a5 £0220 4 180
6 270
2,5 85
26 . A0 270 [0 91,2 4 135
nerkornnaski
6 205
2,5 65
a6 A0 350 no 21,4 4 100
6 150

YBATA! BuMukau XuBneHHs Ha 3afHin naHeni moaenen StandardMIG-160/200/250 He € CUNOBUM, BiH He 3HECTPYMJIIOE MOBHICTIO BCHO
BHYTPILLIHIO eNeKTPOHiKy. 3rigHO NpaBun TexHikM 6e3neku nicna 3aBepLUeHHA 3BaptoBanbHUX PobiT, BUMMaWTe BUNKY 3 Mepexi.

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbCHUM CTPYMOM CTanesnM abo Heip>KasirounM ApoToM

PATON StandardMIG DC MMA/TIG/MIG/MAG -8-
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CXEMA NIAK/TIOYEHHA AMAPATA /14 HATIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHWUIA
NANTbHUK

CXEMA MNIAK/TIOYEHHA AMAPATA /19 APTOHOA4YIroBOIro 3BAPFOBAHHA (TIG) npu

BUKOpUcmMaHHi nasnbHukKka 35-50

APFOHOBUI
NAJIBHUK

CXEMA MNIAK/TIOYEHHA AMAPATA 4/1A APFOHOA4YroBoro 3BAPHOBAHHA (TIG) npu

BUKOpucmaHHi nanbHuUka GZ-2

Ar
Ar+He
He

KNEMA "MACA"

APrOHOBUM
NANbHUK

PekomeHpgoBaHa A0B>XKUHa cu/10BUx kabeniB 419 MMA 3BaproBaHHA:

MakcuManbHui cTpyMm, A

OoBXuHa kabenis
(B 0AHY CTOPOHY), M

Mnowa nonepe4yHoro

nepepisy, MM?

Mapka ka6ento

160 2.7 16 Kl 1x16
200 3..9 25 Kl 1x25
250 5..11 35 KI" 1x35
270 5..11 35 KI" 1x35
350 6...14 35 KI" 1x35

—9-

PATON StandardMIG DC MMA/TIG/MIG/MAG



FPATON

CXEMA NIAK/TIOYEHHA AMAPATA 4/14 PYYHOIO 4YroBOro 3BAPHOBAHHA (MMA)

TEXHIYHI XAPAKTEPUCTUKUA

ENEKTPOOOTPUMAY

KNEMA "MACA"

Standard Standard Standard StandardMIG StandardMIG
IR T MIG-160 | MIG -200 ‘ MIG -250 -270-400V -350-400V
HomiHanbHa Hanpyra >xusneHHa 50/60 'y, B 220/230 3x380/3x400
Homikanekmit cTpyM cnoxwsanta 3 dasu 18...21 23..27 29,5..35 12..14 16..18,5
>KUBNEHHsA, A
HoMiHanbHWiA 3BaploBanbHUA CTPYM, A 160 200 250 270 350
MakcuManbHUM gilounin cTpyM, A 215 270 335 350 450
45%/npu 45%/npu 45%/npu 55%/npu 55%/npu
TpueanicTb HaBaHTaXxeHHA (TH) 160A 200A 2504 2704 3504
100%/npu 100%/npu 100%/npu 100%/npu 100%/npu
107A 134A 167 A 200A 260A
Me>xi 3MiHW Hanpyrv >KUBneHHsa, B 160...260 +15%
:'e"" PerynitosalHA 38aptobankHoro cTpyMy, 8...160 10...200 12...250 12...270 14...350
:Iex(l perynioBaHHA 3BaploBanbHOi Hanpyru, 12..04 12..26 12..28 12..29 12..30
Mexi perynoBaHHA LWBMAKOCTI nopadi 1.0..16
ApOTY, M/XB T
JiameTp WITY4YHOrO enekTpopa, MM 1,6...4,0 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
ﬂl:meTp CyLinbHOro 3sapoBasnbHOro A4pory, 0,6..1.0 06..1.22 0,6..1.2 0.6..1.4
Tun MexaHi3My nogadi ApoTy 2-ponukosuli 4-ponukosull
Bara KOTYLUKW 3 APOTOM, KI 405 A0 15
. . MMA: 0,2...500 - perynboBaHud; TIG: 0,2...500 - perynsoBaHul; MIG/MAG:
IMnNynbCcHi pe>xumu nip, vyac 3asaproBaHHs, 'y s
cuHepremuy4Hul
«[apauun ctapT npu MMA PerynboBaHuli
«@Popcax gyru» npy MMA PerynboBaHuli
«AHTUNpPUAUNaHHa» npu MMA ABmomamuyHul
BNoK 3HWXKEHHA Hanpyry XoI0CToro xoay BK/1/ BUMK
Hanpyra xonoctoro xogy MMA, B 12/75
Hanpyra nignany ayru, B 110
HoMiHanbHa NoTy>XHiCTb CNOXX1UBaHHA, KBA 4,1...4,7 | 5,1...6,1 | 6,6...7,8 | 8,0...9,4 | 10,7...12,3
Makc. NOTY)KHiCTb CMOXXUBaHHA, KBA 5,9 | 7,5 | 9,5 | 11,4 | 15,3
KKA, % 90
Oxonopy)KeHHsa AnanmusHe noBimpaHe
JAiana3oH po6ounx Temnepartyp, °C -25...+45
LaMGapvmﬂ po3mMipu ([oex.x Lnp.x Buc.), 435 x 250 x 298 600 x 315 x 402
Maca 6e3 gpoTy Ta 6e3 akcecyapiB, Kr 11,1 11,3 11,5 26,5 26,6
Knac 3axucty IP33

20,6...1,0 npu 3BaproBaHHi cTanesnM abo HeipXkasilounM APOTOM
3 lns imnynbcHoro MIG/MAG napaMeTpu HanalLToBYHOTLCA aBTOMaTUYHO, B 3aNeXHOCTI Big TMNYy, AiamMeTpa i LWBMAKOCTI noaayi ApoTy
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BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

B cTaHAapTHOMy cTaHi (KoM A0 KHOMOK Ha MepefHiii naHeni He TopkaloTbCsA), anapaT Ha ekpaH A)Kepena 3BaproBasibHOro CTpyMy

BMBOAWTb 3Ha4Y€HHA OCHOBHOTO NapaMeTpa NoTOYHOTO PeXX1MY 3BaptOBaHHs:

— ycnoco6i MIG/MAG - 3BaptoBanibHa Hanpyra Ta LUBMAKICTb Mofadi 4poTy;

— ycnocobi TIG — 3BaptoBanbHUI CTPYM;

— ycnoco6i MMA - 3BaptoBanbHWUA CTPYM.

Mpwn 3BaptoBaHHi “MIG/MAG” Ha ekpaHi Bigob6paXkaeTbcs NoTouHe pakTMUYHE 3HAYEHHA 3BapoBanbHOro cTpyMmy. Micna 3akiH4eHHA

3BaploBaHHA Ha ekpaHi NPoTAroM 8 cekyHA Bifo6paxkyeTbcA GpakTUUHE 3HaYEHHs 3BaptoBaibHOTO CTPYMy /11 MOX/IMBOCTI nepernagy

3BaplOBaIbHNUKOM.

PerynaTop (2) Ha nepeaHin naHeni anapaTy — OCHOBHWUI OpraH KepyBaHHSA, 3a NOTro AOMOMOroK MOXKHa POBUTN HACTyMHe:

— MoBOPOTaMu pyykun BUbMpanTe no kony GyHKLii Ta ix 3Ha4eHHA Y MOTOYHOMY peXXuMi 3BaptoBaHHA

— HaTWCHITb Ha py4Ky, 06 NiATBEPANTU BCTAHOB/IEHHA 06PaHOro NapamMeTpy UM NOro 3HaYEHHS;

— HaTWCHITb Ta YTpUMYINTE Ha py4Ky perynatopa 6inbwe 12 ¢, W06 CKMHYTU 3HAYEHHA BCiX OYHKUIA A0 3aBOACBKMUX HanaluTyBaHb
NOTOYHOIO PEXXNMY 3BapIOBaHHA.

KHonka MODE Ha nepeaHil naHeni Bignosigae 3a 3MiHy pexunMy 3BaptoBaHHaA, NepeMmnkaHHA BiA6yBaeTbCs Mo KONy.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

AKWO MeHto anapaTta 3a6/10KoBaHe, TO pyyka perynatopa (2) 3MiH€E 3HaUYeHHs TiflbkKM OCHOBHOrO MapaMeTpy MOTOYHOIO PEexXunMy
po6oTn. HaTUCHITb Ta yTpuMyiTe pyuky perynatopa (2) 6inbe 6 cekyHa Ana po3bnokyBaHHA MeHto. [py po36n1okyBaHHI, Ha ekpaH
BMBOAUTbCA 306paxkeHHA 3aMKa, AKMI BigkpuBaeTbea. [icnsa ycnilHoro po36nokyBaHHA A0AaTKOBI OYHKLIT pexxumy poboTu Ta ix
3HaYeHHA AOCTYMHi ANA 3MiHW.

[Ana 6nokyBaHHA MEHIO HATWUCHITb i YTpUMyWTE pyuKy perynatopa (2) Aoswe 6 cekyHn. byae BigobpaxkeHa aHiMmauis 3amka, LWO
3aKpuBaETbCA Ta 3a6/10KOBaHe MeHIO anapara.

MEPEMUKAHHA HA HEOBXIAHWA CIMOCIBE 3BAPFOBAHHA

HaTtucHite kHonky MODE ans nepekntoveHHA Ha HacTynHWIA cnocib 3BaptoBaHHA No kony. Ha3eu cnocobis Bifo6pa>kytoTbes Ha gucnnei.

CKUAAHHA HAJTALUTYBAHb BCIX ®YHKLIV MOTOYHOI O PEXKUMY 3BAPFOBAHHA

HaTucHiTb Ta yTpuMyiiTe pyyky perynatopa (2) 6inbLue 18 cekyHz (He 3BepTaviTe yBarv Ha aHimaluito 3aMouka), o6 CKMHYTU 3HaYeHHsA
BCix MapaMeTpiB A0 3aBOACHKUX HanalTyBaHb. byae Bigo6paXkeHnin 3BOPOTHUI Bianik «333...222...111...» i npu gocArHeHHi «000» BCi
HanawTyBaHHA BU6paHoi NporpamMmn NOTOYHOIo PeXXMMy 3BaptoBaHHA ByayTb OHOBMEHI Ha 3aBOACKHKI. CKMAaHHA NapaMeTpiB A8 KOXHOI
nporpamMm KOXXHOro pexxnMy 3BaploBaHHA Bif6yBaeTbCA OKPEMO.

3MIHA HOMEPY NMPOrPAMMN Y NOTO4YHOMY PEXKNUMI 3BAPHOBAHHA

Y ko>kHOMyY criocob6i 3BaptoBaHHA MIG/MAG, TIG i MMA anapat Moxe 36epirat o 16 pi3HUX BapiaHTiB HanalTyBaHb. [TOTOYHUI HOMep
HanawTyBaHHA (NporpamMm) BinobpakaeTbCa NpaBopyy 3BePXy Ha ekpaHi. i vac nepLuoro yBiMKHEHHA anapara Ans KOXXHOro cnocoby
3BaproBaHHA BMBOAUTLCA nNporpama nig N21. Yci 3MiHM B HanalwTyBaHHAX anapaTta B AaHoMy crnocobi 3BaptoBaHHA 36epiratoTbea y
NOTOYHOMY HOMeEpI NporpamMu.

HaTucHiTtb kHonky PROG - 6yae Biao6pa>keHnin HoMep NOTOYHOI NporpamMu. 3a A0MNOMOroto pyyku perynatopa 2 o6epiTb iHLWy nporpamy,
wo6 HanalTyBaTu ii napaMeTpu.

MNEPENIK ®YH KLI,IVI AMAPATA
Cnoci6 3BaproBaHHA MIG/MAG

0) [-3-] oCHOBHWMIM NapaMeTp Hanpyra 3BaploBaHHA (3a 3aMOBYyBaHHAM = 19,0 V);
a) 12,0...24,0 V (kpok 3MiHu 0,1 V) ana StandardMIG-160;
b) 12,0...26,0 V (kpok 3MiHu 0,1 V) gna StandardMIG-200;
c) 12,0...28,0 V (kpok 3MiHu 0,1 V) gna StandardMIG-250;
d) 12,0...29,0 V (kpok 3MiHu 0,1 V) gna StandardMIG-270-400V;
e) 12,0...32,0 V (kpok 3MiHu 0,1 V) gna StandardMIG-350-400V;
1) [SPD] apyruii oCHOBHMI NapaMeTp WBUAKICTb Nopadi (3a 3aMOBYYBaHHAM = 4,5 M/xB);
a) 1,0...16,0 M/xB (Kpok 3MiHu 0,1 M/xB);
2) [t.Pr]uac nepegp-ra3y (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0,1...25,0 c (Kpok 3MiHK 0,1 c);
3) [t.PO]uac nicna-ra3y 3axMCHWM ra3oM (3a 3aMoB4YyBaHHAM = 1,5 ¢);
a) 0,5...25,0 ¢ (kpok 3MiHn 0,1 c);
4) [t.uP]uac HapocTaHHA CTpyMy (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
5) [t.dn]uac cnapa cTpyMy (3a 3aMoB4YyBaHHAM = 0,1 ¢);
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
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6) [But] pe>xuM KHONKU NanbHUKa (3a 3aMOBYYBaHHAM = [2T]);
a) [2T] - pe>kuM KHOMKW Ha nanbHuKy 2T;
b) [4T] - cTaHAapTHUIA PEXXMM KHOMKW Ha NanbHuKy 4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMoBYyBaHHAM = 0);
a) -5...0...5 cTyniHb (KPOK 3MiHW 1 CTYNiHb);
8) [SFt] M’akuii cTapT ApoTy (3a 3amMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
9) [Po.P]iMnynbcHUM pe>xxuM cTpymy (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF — BUMKHEHUI;
MapameTpu iMnynbcHoro pexkuMmy MIG/MAG (BMKOHYBaTV 3BaptoBaHHA iMNynbCHUM cTpyMoM TI/TIbKU 3 BAXMCHUM FA30M!!!):
10) [Adu] OCHOBHMIA NapaMeTp Yy iMMNYNbCHOMY PexXunMi — KOpeKLuia Hanpyru (3a 3amoBuyBaHHAM = 0,0 V). Takox Bigo6paxkeHa
pesynbTyloya Hanpyra 3BaploBaHHA, Ha AKY BNIMBaOTb KOPEKLiA Hanpyry, LUBMAKICTL Noaavi, MaTepian apoTy, AiaMeTp ApoTy;
a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy poCTe AO0BXUHA Ayru;
11) [tYP] maTepian apoTy (3a 3aMoBYyBaHHAM = Fe);
a) Fe - 3BnuaiiHuin ctanesmii apit Tny ER70S-6 (BMKopucTOBYBaTM 3aXMCHUI ra3* Tinbku cknagy 82% Ar + 18% CO»);
b) St.St - Hep>kasitouni apit Ty ER308L/ER316L (BUKOPMCTOBYBATM 3aXMCHMI ras’ Tinbkm cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBmit apiT Tuny ER4043 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbkm 100% Ar);
12) [dia] aiameTp apoTy = 0,8 MM (3a 3aMOBUYBaHHAM);
a) 0,6...0,8 MM Ans cTaneBoro Ta Hepxasgitouoro ApoTy StandardMIG-160;
b) 0 1,0 MM gns ctaneBoro Ta Hep>kagitouoro gpoty StandardMIG-200/250;
c) 0,6...1,2 MM 4ns cTaneBoro Ta Hepxagitoyoro gpoTy StandardMIG-270/350-400V;
d) 0,8...1,2 MM ANA antoMiHiEBOTo ApPOTY.

Cnoci6 3BaproBaHHA TIG

0) [-2-] ocHOBHWIA NapaMeTp CTPYM 3BaploBaHHA (3a 3aMOBYyBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardMIG-250;
d) 12...270 A (kpok 3MiHn 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardMIG-350-400V;
1) [But] pe>kuM KHOMNKM NanbHUKa (3a 3aMmoB4yyBaHHAM = [LIFT]);
a) [LIFT] - pexkuM 6€e3 KHOMKM Ha nanbHuky TIG-LIFT (Npy BUKOPUCTaHHI BEHTUNBHOIO NanbHUKY);
b) [LIFT2T] - pexxuM KHonku Ha nanbHuky TIG-LIFT2T (BiaKkntOUEHHA CTPYMY NPU BiANYCKaHHI KHOMKM Ha NanbHUKY);
c) [LIFT4T] — pe>xkuM kHonku Ha nanbHuky TIG-LIFTAT (npn NOBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NanbHUKY CTPYM 3HUXKYETbCA
A0 3HaYEHH#A, BCTAaHOB/IEHOro napamMeTpoM «KiHLEeBUIN CTpyM», Aani— BiAKNHOUYEHHA 3BaptoBaibHOMo CTPYMY NPW BiANYyCKaHHI
KHOMKMN);
2) [Pr.A] ctapToBMI CTPYM (32 3aMOBYYyBaHHAM = 20 A);
a) 8...50 A (kpok 3MiHu 1 A) ana StandardMIG -160;
b) 10...50 A (kpok 3MiHu 1 A) ana StandardMIG -200;
c) 12...50 A (kpok 3MiHM 1 A) ana StandardMIG -250;
d) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG -270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana StandardMIG -350-400V;
3) [t.uP]uac HapocTaHHA CTPYMy (3a 3aMoB4YyBaHHAM = 0,2 c);
a) 0...15,0 c (kpok 3MiHK 0,1 c);
4) [t.dn]uac cnaga cTpyMy (3a 3aMoBYyBaHHAM = 0,2 ¢);
a) 0...15,0 c (kpok 3MiHK 0,1 c);
5) [Po.A]KiHUEeBUIA CTPYM = (3a 3aMOBYyBaHHAM 20 A);
a) 8...50 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...50 A (kpok 3MiHu 1 A) ana StandardMIG-200;
c) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG-250;
d) 12...50 A (kpok 3MiHK 1 A) gns StandardMIG-270-400V;
e) 14...50 A (kpok 3MiHK 1 A) ana StandardMIG-350-400V;
6) [t.PO]uac nicna-ra3y (3a 3amMoB4YyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);
7) [Po.P]iMnynbcHU pexxuM (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;

4 pekoMeH/0BaHa BUTPaTa rasy Bia 7 N/XB ANA HU3bKMX CTPYMIB Ta Bia 14 n/xs i 6inblwe ana ctpyMis 150-200 A
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MapameTpu iMnynbcHoro pe>xkumy TIG:
8) [-2-] ocHOBHMIM NapaMeTp 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHK 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gns StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHun 1 A) ana StandardMIG-350-400V;
9) [I.PS] cTpyM nay3au (3a 3aMoBYyBaHHAM =25 A);
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardMIG-350-400V;
10) [Fr.P]uacTtoTa nynbcauii cTpyMy (3a 3amMoBYyBaHHAM = 10 'y);
a) 0,2...500 'y, (AHaMiYHWIA KPOK 3MiHK 0,1 Mu...1 Tw);
11) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) - BiACOTOK Yacy iMMynbcy CTPYMy A0 MepioAy NPOXOAXKEHHA LUX iMMynbCiB
(3a 3aMoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA MMA

0) [-1-]- OCHOBHMI NapaMeTp CTPYM 3BaptoBaHHA (3a 3aMOBYyBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHK 1 A) gna StandardMIG-160;

) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;

) 12...250 A (kpok 3MiHK 1 A) gna StandardMIG-250;

)

)

Q 0 T

12...270 A (kpok 3MiHn 1 A) ana StandardMIG-270-400V;
e 14...350 A (kpok 3MiHW 1 A) gna StandardMIG-350-400V;
1) [H.St] cuna "lapsadoro ctapty" (3a 3amoB4YyBaHHAM = 50%);
a) 0 [OFF]...100% (kpok 3MiHu 5%);
2) [t.HS]uac "lapsa4oro cTtapTy" (3a 3aMoB4YyBaHHAM = 0,3 c);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna "®opcaxy ayrn" (3a 3amoBuyBaHHAM = 50%);
a) 0 [OFF]...100% (KpoK 3MiHu1 5%);
4) [u.AF] nopir «®opcaxxy ayru» (3a 3aMoBYyBaHHAM = 12 V);
a) 9...18 V (KpoK 3MiHuK 1 V);
5) [BAH] BonbT-aMn. xapakTepucTuka (3a 3aMoB4vyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] pe>kuM KOpoTKOi Ayru (3a 3amMoB4yyBaHHAM = OFF);
a) 0 [OFF]...3 (Kpok 3MiHu 1);
7) [BSn] 610K 3HW>KEHHA HaNPYryU X0N10CTOro Xoay (3a 3amoByyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWI;
8) [Po.P]iMnynbcHui pe>xxumM (3a 3aMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHNI;
MapamMeTpu iMmnynbcHoro pexxumy MMA:
9) [-1-] 6a30BMI CTPYM (3a 3aMOBYYBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHu 1 A) gna StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHu 1 A) ana StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) ana StandardMIG-350-400V;
10) [I.PS] cTpyM naysu (3a 3aMoBYyBaHHAM = 25 A);
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;

b) 10...200 A (kpok 3MiHK 1 A) ana StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) ana StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;

e) 14...350 A (kpok 3MiHK 1 A) ana StandardMIG-350-400V;

11) [Fr.P]uacToTa nynbcauii cTpymy (3a 3aMoBYyBaHHAM = 5,0 'l);
a) 0,2...500 'y, (AaMHaMiYHUM KpoK 3MiHM 0,1 Tw...1 Tw);

12) [dut] 6anaHc iMnynbc/naysa—BiAcoOTOK Yacy iMMynbCy CTPYMy A0 Nepioay NPOXOAXKEHHA LMX iMNyNbCiB (3a 3aMoBYyBaHHAM = 50%);
a) 20...80% (KpoK 3MiHU 2%).
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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 NpaBu Moro ekcnayatauii.
VBATA!!! TMepen BukopucTaHHAM o06nagHaHHA PEKOMEHAYEMO O3HaMOMUTUCA 3 PO3LUMPEHON IHCTPYyKUiEw 3
ekcnnyaTauii, a TakoXX NepeBipuTU NPaBUIbHICTb 3aMOBHEHHA rapaHTIMHOro TasoHa: Ha3Ba Mogeni npuabaHoro Bamu
BMpPOOBY, Ta MOro CEPINHUIN HOMEP NOBMHHI BYTW iAEHTUYHI 3anNncaM B rapaHTIMHOMY TanoHi. He fonyckaeTbCA BHECEHHA B
TanoH 6yAb-AKUX 3MiH YW BUNpPaBNeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po60Ty AXXepena >XMBNEHHA Y pasi LOTPMMaHHSA croXKmMBayueM yMoB ekcrnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.

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

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTb:

Mogpenb anapaty TepMiH rapaHnTii
StandardMIG-160
StandardMIG-200 5 pokiB

StandardMIG-250
StandardMIG-270-400V
StandardMIG-350-400V
OCHOBHW rapaHTinHWIA Nepioa 064YNCNIOETbCA 3 AHA NPOAaXy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

3 poku

PekoMeHayeMO, 3aneXHO Bif yMOB ekcnnyaTaLii, 0AWH pa3 Ha NiBPOKY 3HATU 3aXMCHY KPULLIKY | BUKOHATW YNCTKY BHYTPILUHIX €1eMEHTIB
i By3niB obnagHaHHA CTUCHEHMM MOBITPAM Ans 3anobiraHHA Buxody anapaTty 3 nagy. Ynctky HeobXigHO NPOBOAWTM akypaTHO,
YTPUMYIOUM LUNAHI KOMMpecopa Ha [AOCTaTHIA BiacTaHi, 3a4na YHUKHEHHA MOLIKOAXKEHHA Malku €NeKTPOHHWUX KOMMOHEHTIB i
MEXaHiYHNX YaCTUH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiogy npogaselpb 3000B'A3YETbCA, Y BUNAAKY rapaHTinHOro peMoHTy, 6e3KOLITOBHO AN

BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

— npoTtaromM 1 poky 3 aaTv npuAGaHHA KNiEHTOM o6naaHaHHA, onNnaTuTK gocTaBky o6nagHaHHA B CepBiCHUI LEHTP | Hasag KNieHTy,
BMKOPUCTOBYIOUM NOCYr KoMnaHii «<HoBa nowuta»;

— MPOBECTM AiarHOCTUKY Ta BUABUTM MPUYNHY HECTIPABHOCTI;

— 3a6e3neynT HeobXiAHMMMN ANA BUKOHAHHA PEMOHTY By3/1aMu1 Ta e/leMeHTaMu;

— BiAPEMOHTYBaTV 06naAHaHHA, Lo BUIALLNO 3 nagy;

— NPOBECTU TECTYBaHHA BiAPEMOHTOBAHOr0 06NafHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOOTLCA Ha 061aaHaHHA:

— 3 MexaHiYHUMM NOLLKOAXKEHHAMMW, LLIO BMIMHYNW Ha NpaLe3aaTHicTb anapaty (aedopmalia kopnycy 11 AeTanei BHacnifok nafiHHA 3
BMCcOTK abo MexaHi4yHuX yaapis, BUNajaHHA KHOMOK Ta po3'eMiB);

— 3i cnigaMu kopoasii, Aka cTana NPUYMHOI HECMPaBHOTO CTaHy;

— fAKe BUILLIO 3 najy Yepes BMN/INB CUMNbHOTO 3BO/TOXKEHHA Ha 1Oro CUMOBI 1 eNeKTPOHHI eNeMeHTH;

— AKe BUALLMO 3 nafy Yepe3 HaKoMMUYeHHA CTPYMONPOBIAHOTO NWUAY (BYFiNbHWUA N, MeTanesa CTPy>KKa Ta iH.) BcepeauHi;

— 3icnigamMm cnpo6 caMoCTIMHOIo PEMOHTY A0ro By3/iB Ta/abo 3aMiHM eNeMeHTIB.

Tako>k OCHOBHi rapaHTiliHi 3060B’A3aHHA He MOLUUPIOIOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTV obnagHaHHA, AKi NignaraoTs GisNYHUM
KOHTaKTaM, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

— BUMWKAY XXMBNEHHS;

— PY4Ku peryntoBaHHA NapameTpiB 3BaproBaHHH;

— pos'eMu nigknoYveHHA kabenis i pykasis;

— po3'eMu ynpaBniHHA;

— Kkabenb X1BMeHHH i BUIKka Kabento XXMBNEHHS;

— py4Ka AnA NepeHeceHHs, peMiHb Yepes nneye, Keic, Kopobka;

— TpUMaui enekTpoAiB, KneMa «Macu», NanbHUK, 3BaproBanbHi kabeni Ta pykasu.

MpeTeH3sii LWoAo HMX NPUNMaOTLCA He Ni3HilLe ABOX TWXKHIB Nicna npoaaxy.

Mpopaseub 3anuiiae 3a coboto NMpaBo BiAMOBWUTW y HaAaHHI rapaHTIMHOTO PeMOHTy, abo BCTAaHOBWTW [aTOK MOYaTKy BUKOHAHHA
rapaHTilHUX 3060B'A3aHb MiCALb | Pik BUMNYCKy anapaTy (BCTaHOB/IOIOTLCA 3a CePiiHMM HOMEPOM):
— y pasi BTpaTu nacrnopTa BfacHUKOM;

— y pasi BigcyTHoCTi KopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTa NpoAasLEeM Mif Yac NpoAaxy anaparty.

[apaHTiNHWI CTPOK MPOAOBXXYETLCA, HA TEPMiH rapaHTilnHOro o6¢cnyroByBaHHA anapaTty 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 AMPERAGE

— 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

Itis 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 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.

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;

— 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.

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:

i

Welding cable withan ABICOR BINZEL

electrode holder* Short operating
manual
PATON StandardMiG =)
i i N—
welding machine ~—~

Rollers kits for solid steel and
aluminum welding wire**

Welding cable with ABICOR BINZEL
groundterminal* ABICOR BINZEL MIG/MAG torch*

Quick-release

« » « » neumatic connector
@ By @ Undercarriage Kit *** g
A= =

* - Except ‘WA’ indexed models
**~For all StandardMIG-350-400V models
***~For all StandardMIG-270/350-400V models

CONTROLS AND INDICATION

StandardMIG-270/350-400V StandardMIG-160/200/250
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StandardMIG-270/350-400V StandardMIG-160/200/250

1-MODE - welding method selection button:
a) metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
b) tungsten-arc inert-gas welding (TIG);
c) manual metal arc welding (MMA);
2-The regulator knob for selecting the functions (parameters) of the actual mode and adjusting their values/Setting-up the wire-feeding
speed parameter in MIG/MAG method. Turn the knob to select functions/parameters, and press it to set the value of the selected
function/parameter. Values are set by turning the knob. Press the knob again to return to the function/parameter selection menu;
3-Welding machine’s display;
4-PROG - the welding program selection button (the set of previously saved user parameters). Additional function in MIG/MAG method:
press and hold for more than 1 second to set the inductance level;
5-VOLTAGE (V) - the welding voltage regulator in MIG/MAG method;
6-TEST GAS - button to check and adjust the shield gas supply (is active only in TIG and in MIG/MAG welding). Press the button to open
the gas supply valve. Adjust the gas consumption with the cylinder valve and press the TEST GAS button again to close the gas
supply, or it will stop automatically 15 seconds after the valve is opened (when the gas is supplied, the wire does not move);
RECOMMENDATION: Be sure to press the TEST GAS button after a long break to expel air from the welding sleeve and torch.
7-WIRE INSTALL button (active only in MIG/MAG welding) — press and hold to feed the wire into the welding sleeve and torch. Shield
gas is not purged;
8-KZ-2 connector of the ‘EURO’ type for connecting a push-button type TIG torch or a MIG/MAG torch;
9-Welding amperage jumper;
10- Power switch;
11- Wire feeder fuse (3 A);
12- Shield gas input connector;
13- Wire feeder and wire spool compartment access door;
14~ Bolted grounding point;
15- Gas heater fuse (8 A);
16~ Gas heater 36 V socket;
A - Power socket ‘+’:
a) MIG/MAG welding with solid wire - the welding amperage jumper (9) is connected;
b) MIG/MAG welding with flux wire - the ‘ground’ cable is connected;
c) TIG welding - only the ‘ground’ cable is connected;
d) MMA welding - the electrode holder cable is connected (when using special electrodes, the ‘ground’ cable is connected);
B - Power socket ’-‘:
a) MIG/MAG welding with solid wire - the ‘ground’ cable is connected;
b) MIG/MAG welding with flux wire — the welding amperage jumper (9) is connected;
c) TIG welding - only the TIG torch cable is connected;
d) MMA welding - the ‘ground’ cable is connected (when using special electrodes, the electrode holder cable is connected).
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MACHINE INDICATION

MIG/MAG

MMA

1-Actual welding method

E 2-Actual program number
\E 3-Name of function / parameter
4-Value of selected function / parameter

5-List and values of the next 2 parameters in the menu

Ferage: 18AH

Farameter
SPOT mode
v but.

START-UP

The welding unit is designed exclusively for manual metal arc welding (MMA), tungsten-arc inert-gas welding (TIG), as well as
metal-arc inert-gas welding/metal active gas welding (MIG/MAG). Other use of the machine is considered undue. The
manufacturer is not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence
to this instruction.

INSTALLATION REQUIREMENTS

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

POWER CONNECTION

The PATON StandardMIG welding unit is rated for:

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

— Mains voltage is 3x380 V or 3x400 V - for StandardMIG-270-400V/350-400V.
Safety rules when working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using
the fourth wire in the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on the rear wall of
the unit (a stricter grounding standard, used in the CIS countries).

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply: 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 270V (for L3
StandardMIG-160/200/250) or 450V (for StandardMIG-270-400V/350-400V), all
manufacturer's warranty obligations become invalid! The manufacturer's warranty J_
also becomes invalid if the mains phase is connected to the main unit ground. —
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The mains plug, the cross-sections of the mains cables, the mains fuses have to be based on the unit specifications.

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 and press it to confirm your selection. The machine interface language will be changed.

Welding mode parameters

MMA electrode The amperage is set MIG/MAG wire Cross-section of the Max. mains wire
diameter, mm for MMA and TIG, A diameter, mm mains wire, mm? length, m
1x220V/230 V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1.0 75
1.5 115
22 Upto 80 Up to @0.6 2.0 155
2.5 195
4.0 310
1.5 75
2.0 105
a3 Upto 120 Up to @0.8 2.5 130
4.0 205
6.0 310
2.0 75
2.5 95
24 Upto 160 2.0 155
Upto@1.0 6.0 230
2.5 75
a5 Up to 200 4.0 125
6.0 185
2.5 60
26 (Ziible) Up to 250 Up to @1.2° 4.0 100
6.0 150
3 x 380 V/400 V - StandardMIG-270, StandardMIG-350
1.5 135
2 175
23 Upto 120 Up to 20.8 2.5 220
4 350
6 525
2 130
2.5 160
24 Upto 160 v 260
Upto@1.0 6 385
2.5 115
a5 Upto 220 4 180
6 270
96 Up to 270 Up to @1.2 2;15 78;:5
(fusible)
6 205
2.5 65
26 Up to 350 Up to @1.4 4 100
6 150

ATTENTION! The power switch on the StandardMIG-160/200/250 back panel does not de-energize the internal electronics
completely when the machine is switched off. Disconnect the plug from the mains after finishing your work to pass the safety
rules.

5 Up to 1,0 mm for pulse amperage welding with steel and stainless wire
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MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL
ACTIVE GAS WELDING (MIG/MAG)

co,
Ar+C0,
Ar

MIG/MAG

WORKPIECE

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING
using the 35-50 TIG torch

ARGON-ARC

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING
using the GZ-2 TIG torch

Ar
Ar+He

He
ARGON-ARC

TORCH

WORKPIECE
Recommended powercables length for MMA welding:
Maximum amperage, A Cable length (one way), m Cross-sectional area, mm? Cable type

160 max 2.7 16 KG 1x16
200 max 3...9 25 KG 1x25
250 max 5...11 35 KG 1x35
270 max 5...11 35 KG 1x35
350 max 6...14 35 KG 1x35
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MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

GROUNDING CLAMP

ELECTRODE HOLDER

WORKPIECE
SPECIFICATIONS
StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
PRARRIRIEE -160 | -200 ‘ -250 -270-400V -350-400V

Rated supply mains voltage 50 Hz, V 220/230 3x380/3x400
Rated mains input amperage, A 18...21 23...27 29.5...35 12...14 16...18.5
Rated welding amperage, A 160 200 250 270 350
Maximum operating amperage, A 215 270 335 350 450

45%/at 160 A 45%/at 200 A 45%/at 250 A 55%/at 270 A 55%/at 350 A
Duty cycle (DC) 100%/at 100%/at 100%/at 100%/at 100%/at

107A 134 A 167 A 200A 260A

Mains voltage range, V 160...260 +75%
Welding amperage range, A 8...160 [ 10.200 [ 12..250 12..270 [ 14..350
Welding voltage range, V 12...24 [ 12...26 | 12...28 12...29 | 12...30
Wire feed speed limits, m/min 1.0...16
Stick electrode diameter range, mm 16..40 | 16.50 | 16.60 | 1.6..6.0 1.6...6.0
Solid welding wire diam. range, mm 0.6...1.0 | 06.12 | o06.12 0.6...1.4
Wire feeder mechanism type 2roller 4 roller
Maximum wire coil weight, kg 5 15

Welding pulse modes, Hz

MMA: 0,2...500 - adjustable; TIG: 0,2...500 - adjustable; MIG/MAG: synergistic”

‘Hot-Start’ in MMA Adjustable

‘Arc-Force’ in MMA Adjustable

‘Anti-Stick’ in MMA Automatic

:c;x)ad voltage reduction unit in On/Off

No-load voltage in MMA, V 12/75

Arc strike voltage, V 110

Rated consumption, kVA 41.47 | 51.61 | 66..78 | 80.94 | 10.7..12.3
Maximum consumption, kVA 5.9 | 7.5 | 9.5 | 11.4 | 15.3
Efficiency, % 90

Cooling Air-type, adaptive

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

Box dimensions

(Length x Width x Height), mm 435x250x298 600x315x402
Weight Yv/o wire coil and w/o 1.1 113 115 26,5 26,6
accessories, kg

Ingress Protection rating 1P33

%0,6...1,0 mm for pulse amperage welding with steel and stainless wire
7 For pulsed MIG/MAG welding, the parameters are adjusted automatically, depending on the wire type, diameter, and feed speed
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SELECTING AND ADJUSTING 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 LCD:

— in MIG/MAG method - the welding voltage and the wire-feed speed;

— inTIG method - the welding amperage;

— in MMA method - the welding amperage.

When MIG/MAG welding, the actual welding amperage value is displayed on the screen. After welding is finished, the actual welding
amperage value is displayed on the screen for 8 seconds, allowing the welder to view it.

Regulator 2 on the front panelis multifunctional and used for:

— selecting any function in the actual welding mode (turn left or right);

— setting the value of the selected parameter (press the regulator and turn it);

— resetting all functions to factory settings of the actual program of the actual welding mode (press and hold the knob for more than
12s).

Press the MODE button to change the machine operating mode (switching in a circle).

LOCKING/UNLOCKING THE MACHINE MENU

If the machine menu is locked, the control knob 2 changes the value of only the main parameter of the actual operating mode. Press and
hold the control knob 2 for more than 6 seconds to unlock the menu. When unlocking, an opening lock is animated. After successful
unlocking, additional operating mode functions and their values are available for change.

Press and hold the control knob 2 for more than 6 seconds to lock the menu. When locking, a closing lock is animated, and the menu
transitions to a closed status.

SWITCHING TO THE REQUIRED WELDING METHOD

Press the MODE button to switch to the next welding method in a circle.

RESETALL FUNCTIONS OF THE ACTUAL WELDING MODE

Press and hold down regulator 2 for more than 18 seconds (ignore the animation of the lock symbol) to reset settings to the factory
defaults. The countdown ‘333...222...111..." will start, and when ‘000’ is reached, all settings of the actual welding mode selected
program will be reset to factory defaults. Parameters reset for every program of every welding mode are made separately to exclude the
unwanted reset in the other programs and welding modes.

CHANGE PROGRAM NUMBER IN ACTUAL WELDING METHOD

In every one of the MMA, TIG, or MIG/MAG welding methods, the machine can store up to 16 different settings sets (programs) to its
memory. The actual program number is displayed in the upper right corner of the screen. When the machine is first turned on, program
number ‘1’ is set for every welding method. All changes to the machine settings in the welding method are saved to the actual program.
Press the PROG button - the actual program number will be displayed. Use the control knob (2) to select another program.

MACHINE FUNCTIONS LIST

MIG/MAG welding method

0) [-3-]1 Main parameter welding voltage (default= 19.0 V);
a) 12.0...24,0 V (unitincrement 0,1 V) for StandardMIG-160;
b) 12.0...26,0 V (unitincrement 0,1 V) for StandardMIG-200;
c) 12.0...28,0 V (unitincrement 0,1 V) for StandardMIG-250;
d) 12.0...29,0 V (unitincrement 0,1 V) for StandardMIG-270-400V;
e) 12.0...32,0 V (unitincrement 0,1 V) for StandardMIG-350-400V;
1) [SPD]Second main parameter wire feed speed (default= 4.5 m/min);
a) 1.0...16.0 m/min (adjustment step 0.1 m/min);
2) [t.Pr]time pre-gas (default=0.1s);
a) 0.1...25.0 s (adjustment step 0.1 s);
3) [t.PO]time post-gas (default=1.5s);
a) 0.5...25.0 s (adjustment step 0.1 s);
4) [t.uP]amperage rise time (default=0.1s);
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.dn] amper. fall time (default=0.1s);
a) 0...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 steps (adjustment step 1 step);
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8) [SFt] soft start wire (default= OFF);
a) a) ON -enabled;
b) b) OFF — disabled;
9) [Po.P] pulsed mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):
10) [Adu] main parameter in pulse mode - voltage adjust. (default= 0.0 V). The resulting welding voltage is also displayed, it is affected
by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11) [tYP] wire material (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 ER5356 type (use 100% Ar shield gas® only);
12) [dia] wire diameter (default= 0.8 mm);
a) 0.6...0.8 mm for StandardMIG-160 steel and stainless wire;
b) 0.6...1.0 mm for StandardMIG-200 steel and stainless wire;
c) 0.6...1.2 mm for StandardMIG-250/270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire.

TIG welding method

0) [-2-] Main parameter welding amperage (default= 100 A);
a) 8...160 A (unit increment 1 A) for StandardMIG-160;
b) 10...200 A (unit increment 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
1) [But] torch button mode (default=[LIFT]);
a) [LIFT] - No button mode TIG-LIFT (valve-type torch);
b) [LIFT2T] - Button mode TIG-LIFT2T (welding amperage stops when the torch button is released);
c) [LIFT4T] - Button mode TIG-LIFT4T (pressing the torch button again reduces the amperage to the final amperage value,
followed by welding amperage shutdown when the button is released);
2) [Pr.A]start amperage (pilot arc) (default=20A);
a) 8...50 A (unitincrement 1 A) for StandardMIG -160;
b) 10 ... 50 A (unitincrement 1 A) for StandardMIG -200;
c) 12...50 A (unitincrement 1 A) for StandardMIG -250;
d) 12...50 A (unitincrement 1 A) for StandardMIG -270-400V;
e) 14 ...50 A (unit increment 1 A) for StandardMIG -350-400V;
3) [t.uP]amperage rise time (default=0.2 s);
a) 0...15.0 s (adjustment step 0.1 s);
4) [t.dn] amper. fall time (default= 0.2 s);
a) 0...15.0 s (adjustment step 0.1 s);
5) [Po.A]final amperage (default= 20 A);
a) 8...50 A (adjustment step 1 A) for StandardMIG-160;
b) 10...50 A (adjustment step 1 A) for StandardMIG-200;
c) 12...50 A (adjustment step 1 A) for StandardMIG-250;
d) 12...50 A (adjustment step 1 A) for StandardMIG-270-400V;
e) 14...50 A (adjustment step 1 A) for StandardMIG-350-400V;
6) [t.PO] time post-gas (default=4.0 s);
a) 1.0...25.0 s (unitincrement 0.1 s);
7) [Po.P] pulse mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:
8) [-1-] Main parameter base amperage (default= 100 A);

a) 8...160 A (unit increment 1 A) for StandardMIG-160;
b) 10...200 A (unit increment 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d)

)

( )
12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
( )

e 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;

8 recommended shield gas consumption rate: 7l/min or more for low amperage, and from 14 /min for 150-200 A amperages
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9) [I.PS] pause amperage (default= 25 A);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
b) 10...200 A (unit increment 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
10) [Fr.P] frequency pulse (default=10.0 Hz);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
11) [dut] impulse/pause duty (default= 50%) — the percentage of the amperage pulse time to the pulses period;
a) 4...80% (change step 2%).

MMA welding method

0) [-1-] Main parameter amperage (default= 80 A);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
b) 10...200 A (unitincrement 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
1) [H.St] power Hot Start (default= 50%);

a) O[OFF]...100% (unit increment 5%);
2) [t.HS]time Hot Start (default= 0.3 s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] power Arc Force (default= 50%);
a) O[OFF]...100% (unit increment 5%);
4) [u.AF]threshold Arc Force (default=12V);
a) 9...18 V (unitincrement 1 V);
5) [BAH]volt-amp. characteristic (default= 1.4 V/A);
a) 0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A]short arc mode (default= OFF);
a) O[OFF]...3 (unitincrement 1 stage);
7) [BSn]voltage reduction device (default= OFF);
a) ON -enabled;
b) OFF - disabled;
8) [Po.P]pulse mode (default= OFF);
a) ON -enabled;

b) OFF - disabled;
MMA pulse mode parameters:
9) [-1-] Main parameter base amperage (default= 80 A);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;

b) 10...200 A (unitincrement 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;

@

) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
10) [I.PS] pause amperage (default= 25 A);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;

)

)

o

10...200 A (unitincrement 1 A) for StandardMIG-200;

12...250 A (unitincrement 1 A) for StandardMIG-250;

12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;

11) [Fr.P]frequency pulse (default= 5.0 Hz);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);

12) [dut] impulse/pause duty (default= 50%) - the percentage of the amperage pulse time to the pulses period;
a) 20...80% (change step 2%).

a0
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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.

well as the serial number must be identical to the entry in the warranty card. It is not allowed to make any changes and

g ATTENTION!!! Check the correctness of filling out the warranty card: the model name of the product you purchased, as
corrections to the coupon. We recommend you to read the operating instructions before using the equipment.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the equipment if 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 equipment!
The main warranty period for welding equipment is:

Machine model Warranty period

StandardMIG-160
StandardMIG-200 5years
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3years

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

We recommend removing the protective cover once every six months, depending on the operating environment, to clean the internal
elements and assemblies with compressed air to prevent the device malfunction. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

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

— to provide units and elements necessary for the repair;

— torepair the failed equipment;

— to test the repaired equipment.

The main warranty does not apply to the equipment:

— mechanically damaged that affected the device performance (deformation of the case and parts as a result of falling from a height or
external hits), malfunctioned buttons and connectors;

with traces of corrosion, caused a malfunction;

— failed due to exposure to its power and electronic elements of abundant moisture;

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

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

Also, the main warranty does not apply to the damaged external elements of the equipment that are subject to physical contact, and to
the accompanying/consumable materials:

— the power switch;

the adjusting knobs;

— the cables and sleeves connectors;

— the control connectors;

— the mains cable and the mains cable plug;

— the carrying handle, the shoulder strap, the case, the box;

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

Claims are accepted no later than two weeks after the sale.

The seller may refuse to provide warranty repairs or to set the date of the machine manufacture as the warranty start date (established
by the serial number) when:

— the owner loses the warranty card;

— the warranty card is not filled out by the seller, or filled incorrectly.

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

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

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