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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™ Standar«
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
VALY
7 ¢
Signature 7.»/;;»___,.,7- et
Name, Function: Mark Tokmakov 2

Chief Technical Officét

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

E-Mail: office@paton.ua
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MHTO

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

— TpaBMyBaHHsA o6cnyroBytoyoro nepcoHany abo TpeTboi ocobu;

— 3anopjifaHHA LWKoAM caMoMy anapaty abo MaTtepianbHUM LiHHOCTAM NiANPUEMCTBA;

— nopylleHHA edpeKTBHOro po6oyoro npotiecy.

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

— MpPONTM BiANOBIAHY aTecTauito;

— BOMIOAITU 3HAHHAMM 3i 3BaplOBaHHS;

— TOYHO JOTPUMYyBaTUCA L€l IHCTPYKLi.

HecnpaBHOCTi, AKi MOXXYTb 3HN3UTK 6€3MneKy, NOBUHHI 6YTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3IMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

— ypaXKeHHA eNeKTPUYHNM CTPYMOM MOXe 6yTu CMepTeNbHUM;

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

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

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA 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 TiNbKW BiANOBIAHWUI (BaXKKO3aMMUCTUI OAAT).

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

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

— 3axuULLaTV PyKM i30/TI0HUNUMIN PyKaBUUYKaMK;

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

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

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

#)
=i
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PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

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

Komnnekmu ponukiB ana
CyyinbHoOro ma
asoMiHieBoro gpomy**

HanisaBmomamuy4Hull nanbHUK
3BaproBasbHuUl kabesb 3 K1EMOK ABICOR BINZEL*

«maca» ABICOR BINZEL*

LIBuaKO3HIMHUU

™ (@) Komnnekm konic ans nHeBMopo3’eM
E@j g@j ycmaHoBKuU Ha anapam ***

EJIEMEHTU YNIPABJ1IHHA TA IHOUKALIA ~ - Kpim Moaeneit 3 inaekcom “WA”

**~[Ina mogeni StandardMIG-350-400V
*** _ [Nna ™Mogenen StandardMIG-270/350-
400V, kpim Mopaenen 3 iHaekcom “WA”

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

1- KHonka «MODE» Bnu6opy cnocoby 3BaptoBaHHsA:

2- py4yHe AyroBe 3BaptoBaHHA LUTY4YHWUM enekTpogom (MMA);

3- 3BaproBaHHA B aproHi, enektpoaoM Lo He nnasutbes (TIG);

4- 3BaploBaHHA HaniBaBTOMaTU4YHe B 3axMcHUX raszax (MIG/MAG);

5- Pyuka perynatopa Aans BuGopy OyHKUIM (napaMeTpiB) NOTOYHOro Ccnocoby 3BaprtoBaHHA Ta BCTAHOBMEHHA X
3HaYeHHA/BcTaHOBNEHHA nNapaMeTpy LWBWMAKOCTI nogadi apoty B pexuMmi MIG/MAG. lMosepTaiiTe pyyky Ans BuGopy
dyHKUin/NnapaMeTpiB, HATUCHITL Ha Hei AnA nepexoay A0 BCTAHOB/EHHA 3HauYeHHA BMOpaHoi ¢yHKUii/NnapameTpy. 3HayeHHA
BCTaHOB/IOIOTLCA MOBOPOTaMU Pyyku perynatopa. HaTUCHITb Ha pyyky perynatopa Lie pas, o6 NoBepHYTUCH A0 MEH0 BUGOpY
dyHKUin/napamMeTpis;

6- [ducnnen 3BaptoBanbHOro anaparty;

7- KHonka «PROG» BuGopy nporpamMu 3BaptoBaHHs (Habip paHille HanalwToBaHUX KOpPUCTyBaveM napameTpis). Joaatkosa GyHKLiA:
YTPUMYITE HAaTUCHYTOO AoBLUE 1 CeKyHAM ANA HanalwTyBaHHSA PiBHA iIHAYKTUBHOCTI B cnocobi MIG/MAG;

8- Pyuka perynatopa «VOLTAGE (V)» ana BCTaHOBNEHHA 3Ha4eHHA 3BaptoBanbHOi Hanpyru B cnocobi MIG/MAG;

9- KHonka «TEST GAS» nepeBipku nogadi 3axXmcHoro rasy (apit He NnogaeTbes);

10- KHonka «WIRE INSTALL» 3anpaBneHHs ApoTy (ra3 npu LibOMy He NOAaETbCA);

11- Po3s'em KZ-2 Tuny "€BPO" anAa nia’eaHaHHA HaniBaBTOMaTUYHOTO NanbHUKa;

12- Kabenb cunosoro cTpymy Ao 610Ky nogadi ApoTy;

13- BuMMKay XXUBNEHHS;

14- Tpumay 3anobixHuka (3 A) 6noky nogadi ApoTy;

15— BxigHWI WTyLep ANA 3aXMCHOro rasy;

16~ Kpwuiuka Biaciky MexaHi3My nogadi 4poTy;

17- Micue nigkntoyeHHna kabento 3a3eMNeHHs;

18- 3anobixHuK niairpisava rasy (8 A);

19- Posetka 36 V ana nigirpisaya raay.

A - THi3[0 «+» CUMOBOTO CTPYMy:

20- npu 3BaptoBaHHi «MMA» - nigknoyaeTbca kabenb enekTpoAoTpUMada (NpPW BUKOPUCTaHHI CheuianbHUX enekTpoais
nigknoyaeTbea kabens «<Maca»);

21- npwu 3BaptoBaHHi «TIG» — nigkntoyaeTbea TiNbkn kKabenb «Maca»;

22- npu HaniBaBTOMaTMYHOMY 3BaptoBaHHi «MIG/MAG» cyuwinbHUM ApPOTOM — nigkntovaeTbea kabenb nepepadi 3BaproBanbHOMO
cTpyMy Ao 6noky nogavi 4poTy;

23- npuv HaniBaBTOMaTU4YHOMY 3BaptoBaHHi <MIG/MAG» ¢pnoCoBUM APOTOM - NigKNtoYaeTbCa kabenb «Mmaca»;

B -Hi3a0 «-» cMNOBOro CTpyMy:

a) npw 3BaptoBaHHi «<MMA» - nigkntoyaeTbca kabenb «Maca» (MpY BUKOPUCTaHHI creuianbHUX eneKkTpoaiB NigkntoYaeTbca
kabenb enekTpoaoTpUMaya);

24— npw 3BaptoBaHHi «TIG - nigkntoyaeTbCA TiNbkn kabenb aproHoAyroBoro nanbHWKa;

25— npu HaniBaBTOMaTU4YHOMY 3BaptoBaHHi <MIG/MAG» cyLinbHUM APOTOM - MiaKNtoYaeTbCA kKabenb «Maca»;

26~ npu HaniBaBTOMaTU4HOMY 3BaptoBaHHi «MIG/MAG>» ¢nOCOBUMM APOTOM - MNiAKNOYAETLCA MPOBIA Nepeadi 3BaptoBanbHOro
cTpyMy A0 610Ky nogadi apoty.

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

noas4i
AFOTS: XB

MMA

1- [1OTOYHMIA peXKMM 3BaproBaHHS;

2- Homep noTo4YHOI Nporpamu;

3- HasBa ¢pyHkuUii / napameTpa;

4- 3HaueHHAa obpaHoi dyHKLii / napameTpa;

- 5- T[lepenik Ta 3Ha4yeHHsA [BOX HACTYMHUX MapaMeTpiB B
NarFaMeTFM. i_i MeHto.

cuna MNar. CTarTal ‘

“4ac MaFr. CTarTg
TIG

NaFaMeTFM. o
KHONKa naneHuka: LIFT
1MAYNECHMIA FPewmMe OFF

oo

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.

MIAK/IFOYEHHA 4O MEPEXXI

3BaptoBanbHi anapatv PATON StandardMIG po3paxoBaHi Ha XXUBEHHA:

— OpHoda3HUM 3MiHHMM CTPyMOM Hanpyroto 220 B (-27% +18%) — moaeni StandardMI1G-160/200/250;

— TpndasHuM 3MiHHUM cTpyMOM Hanpyroto 3x380 B a6o 3x400 B - moaeni StandardMIG-270-400V/350-400V).
MpaBuna TexHikn 6e3neku nig Yyac npoeeAeHHA pobiT 3i 3BaptoBanbHMM o6nagHaHHAM BUMaraloTb 3a3eM/IeHHA Kopnycy anaparty. [ns
uboro nepeabayeHo ABa BapiaHTL: 1) BUKOPUCTaHHA YETBEPTOrO APOTY y MepexxeBoMy kabeni KOBTO-3e/1eHOro Konbopy (MixkHapoAgHWI
cTaHAapT MapkKyBaHHSA); 2) BUKOpUCTaHHA 60ONTOBOI KNeMW Ha 3afHin naHeni anapaty (KOPCTKILUMA cTaHAapT 3a3eM/IeHHA, 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! Mpu nigkntoueHHi anapata ao Hanpyru mepexi suie 270 B (StandardMIG-

160/200/250) a6o 450 B (ana StandardMIG-270-400V/350-400V) i npu nigKntoYeHHi
$asu Ha 3a3eM/eHHs, BCi rapaHTilHi 3060B'A3aHHA BUPO6GHMKa BTpayatoTb cuny! J_
Po3'eM >XMBNEHHA, MonepeuHnin nepepis kabeniB >XMBNEHHS, a TaKOX Mepexesi -
3ano6iXXHUKN NOTPIGHO BMOMPATH BUXOAAYM 3 TEXHIYHUX XapaKTePMUCTMK anapara.
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FPATON
BUBIP MOBU MEHIIO ATTAPATA

[Ana Bnbopy/3MiHN MOBU MeHI0 anapaTa HeobxiAHO HaTUCHYTW Ta yTpMMyBaTK KHonky «MODE» i yBiMKHYTW anapaT. B MeHto BU6opy MoBHM
noBOpOTaMu pyuKu perynatopa BubepiTb HeobxiAHy MOBY, Ta HATUCHITb Ha pyuKy, W06 NiaTBEPAUTH BUBIP - anapaT NpoA0BXUTb po6oTy
o6paHoto MOBOIO.

MapamMempu pe>kuMiB 3BaproBaHHA

iamer iamer o Mnouwia nonepeyHoro Makc. AoBXM1Ha
eneﬁTpop,ypp,na et 3Ha.quH" iﬂa Mlglnl‘ng nepepiay 6 p)K b Kab Q(I/IBneHHiI,
MMA, MM ctpymy npyu MMAi TIG, A M 2 "
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
23 Ao 120 [0 20,8 2,5 130
4,0 205
6,0 310

2,0 75

2,5 95
24 Ao 160 2.0 155
A0 31,0 6,0 230

2,5 75
a5 A0 200 4,0 125
6,0 185
25 2,5 60
26 A0 250 a0 @1,2" 4,0 100
(nerkonnaski) 6,0 150
3 x 380 V/400 V - StandardMIG-270, StandardMIG-350
1,5 135
2 175
23 A0 120 [0 30,8 2,5 220
4 350
6 525
2 130
2,5 160
24 Ao 160 4 260
A0 21,0 6 385
2,5 115
a5 A0 220 4 180
6 270
2,5 85
96 . £0270 Ao 21,2 4 135
nerkonnaski

6 205

2,5 65
26 Ao 350 [0 91,4 4 100
6 150

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

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

PATON StandardMIG DC MMA/TIG/MIG/MAG -8-



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

MakcuManbHui cTpyMm, A e e MBI no.nepem:oro Mapka ka6ento
(B 0AHY CTOPOHY), M nepepisy, MM
He 6inbwe 160 2.7 16 Kl 1x16
He 6inbwe 200 3..9 25 Kl 1x25
He binbwe 250 5..11 35 Kl 1x35
He binbwe 270 5..11 35 Kl 1x35
He Ginbwe 350 A 6..14 35 Kl 1x35

CXEMA NIAK/TIOYEHHA AMAPATA /19 APTOHO-4YroBOIro 3BAPHOBAHHA (TIG) npu

BUKOpUcmMaHHi nasnbHukKka 35-50

APFOHOBUI
NANBHUK

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHO-4YroBOro 3BAPFOBAHHA (TIG) npu

BUKOpucmaHHi nanbHuUka GZ-2

Ar
Ar+He
He

—9-

APrOHOBWU
NANbHUK

PATON StandardMIG DC MMA/TIG/MIG/MAG
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CXEMA MNIAK/TIOYEHHA AMAPATA 4/194 HAMNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

TEXHIYHI XAPAKTEPUCTUKHA

HAMIBABTOMATUYHUIA
NANTbHUK

KNEMA "MACA"

Standard Standard Standard StandardMIG StandardMIG
IR MIG-160 | MIG -200 ‘ MIG -250 -270-400V ‘ -350-400V
HomMiHanbHa Hanpyra mepexi 50/60 'y, B 220/230 3x380/3x400
Hominanenuit cTpyM, o cnoxusaetsea 3 18..21 23..27 29,5...35 12...14 16...18,5
dasun mepexi, A
HoMiHanbHWii 3BaploBanbHUNA CTPYM, A 160 200 250 270 350
MakcuManbHUM Ailounii CTpyMm, A 215 270 335 350 450
45%/npu 45%/npu 45%/npu 55%/npu 55%/npu
TpueanicTb HaBaHTaXkeHHA (TH) 160A 200A 2504 2704 3504
P 100%/npu 100%/npu 100%/npu 100%/npu 100%/npu
107 A 134 A 167A 200A 260 A
Me>xi 3MiHU Hanpyru Mepexi >)KUBneHHs, B 160...260 +15%
:'e"" PETYNIOBAHHA SBAPIOBANILHOTO CTRYMY, | 5 160 10...200 12...250 12..270 14...350
:'e"" pery/loBaHHA seaploBanbHol Hanpyry, 12..24 12..26 12...28 12..29 12...30
Mexi perynioBaHHA LWWBUAKOCTI nopadi
2,0...16
APOTY, M/XB
JiameTp WITY4YHOrO eneKkTpopa, MM 1,6...4,0 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
ﬂ:MeTp CyLiNbHOro 3BaploBasibHOro ApoTy, 0,6..1,0 0,6..1,22 0,6..1,2 0.6..1.4
Tvun MexaHi3My nopgadi Apoty 2-ponukosull 4-ponukosBul
MakcuManbHa Bara KOTyLUKU 3 APOTOM, KI 5 15

IMnynbCcHi pe>xkuMu nip, vyac 3BaproBaHHs, Ny,

MMA: 0,2...500 - perynvosaHud; TIG: 0,2...500 - perynboBaHul; MIG/MAG:

cuHepremuyHul’®
«Fapauun ctapt» npu MMA PerynbosaHa
«@Popcax gyru» npy MMA PerynboBaHa
«AHTMNpUAMNaHHa» npu MMA ABmomamuyHa
BnoK 3HWXKEHHA Hanpyrv Xo/IoCToro xoay BK/1/ BUMK
Hanpyra xonoctoro xogy MMA, B 12/75
Hanpyra nignany ayrun, B 110
HoMiHanbHa NoTyXHICTb CNoXMBaHHs, KBA 41.47 | 51.61 | 66..78 | 80.94 | 107..123
Makc. noTy)kHiCTb cnoXkusaHHs, KBA 5,9 | 7,5 | 9,5 | 11,4 | 15,3
KKA, % 90
Oxonop>keHHA AganmusHe
Jiana3oH po6ounx Temnepartyp, °C -25...+45
Fa6apuTHi po3aMmipum (foex.xWup.xBuc.), MM 435 x 250 x 298 | 600 x 315 x 402
Maca 6e3 apoty Ta 6e3 akcecyapis, 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, AiaMeTpa i LWBMAKOCTI noaayi ApoTy

PATON StandardMIG DC MMA/TIG/MIG/MAG -10-
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BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMTAPATA

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:

1- ycnoco6i MMA - 3BaptoBanbHUI CTPYM;

2-  ycnocobi TIG — 3BaptoBanbHUIN CTpyM;

3- ycnocobi MIG/MAG - 3BaptoBanbHa Hanpyra Ta LUBMAKICTb Nogadi ApoTy.

Mpwn 3BaptoBaHHi “MIG/MAG” Ha ekpaHi BiAo6pa>kaeTbCcs NOTOYHE GaKTUUYHE 3HAYEHHA 3BapoBanbHOro cTpyMy. Micna 3akiH4eHHA

3BaptOBaHHA Ha ekpaHi MPOTAroM 8 cekyHz BifobpaxyeTbca GpakTuyHe 3HaUeHHA 3BaproBaibHOrO CTPYMyY ANA MOX/IUBOCTI Nepernagy

3BaplOBaNbHNKOM.

PerynaTop 2 Ha nepeaHin naHeni anapaTy — OCHOBHWIN OpraH KepyBaHH#A, 3a MOro 4ONOMOror MOXKHa POBUTU HACTyMNHe:

1- noBOpOTaMu pyyku BUGMpanTe No Kony GyHKLUIi Ta ix 3HaUEeHHSA Y NOTOYHOMY PeXnMi 3BaptoBaHHA

2-  HaTUCHITb Ha pyuKYy, Wo6 NiATBEPAUTV BCTAHOBNEHHA 06paHOro NapaMeTpy Yu Moro 3HaueHHs;

3- HaTWUCHITbL Ta yTPUMyWTE Ha py4Ky perynatopa binblie 12 ¢, Wwob CKMHYTU 3HaYeHHA BCiX YHKLIN [0 3aBOACHKMX HanallTyBaHb
NMOTOYHOTO PEXXNMY 3BaplOBaHHSA.

KHonka MODE Ha nepegaHil naHeni Bignosifae 3a 3MiHy pexunMy 3BaploBaHHA, NepeMrnkaHHA Big6byBaeTbCca No Kony.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Ao MeHto anapaTa 3a6/10KoBaHe, TO py4ka perynatopa 2 3MiHt0€ 3Ha4eHHs TiNbK OCHOBHOTO NapaMeTpy MOTOYHOTO PEXMMY po6OoTH.
HaTucHiTb Ta yTpuMyiiTe pyyky perynatopa 2 6inblue 6 cekyHA Ana po36n1okyBaHHA MeHo. [Tpy po3bnokyBaHHI, Ha ekpaH BUBOAUTLCA
306paxkeHHsA 3aMKa, AKUI BiakpueaeTbes. Micns ycnilwHoro po36nokyBaHHA A0AaTKOBI GYHKLT pexkmMy po60oTu Ta ix 3HaYeHHA [OCTYMHI
ONA 3MiHN.

[Ana 6nokyBaHHA MEHIO HATUCHITb | YyTpUMyWTE pyuyky perynatopa 2 foslwe 6 cekyHA. byae BigobpakeHa aHiMauia 3amka, L0
3aKpUBaETbCA Ta 3a6/10KOBaHe MeHIO anapara.

MEPEMWKAHHA HA HEOBXIHWW CrOCI6 3BAPKOBAHHA

HaTtucHite kHonky MODE ans nepekntoveHHA Ha HacTynHWIA cnocib 3BaptoBaHHA No kony. Ha3eu cnocobis Bigo6pa>kytoTbes Ha gucnnei.

CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MOTOYHOIO PEXKUMY 3BAPFOBAHHA

HaTucHiTb Ta yTpuMyinTe pydky perynatopa 2 6inblue 12 cekyHA, (He 3BepTaiiTe yBarv Ha aHiMaLito 3aMo4ka), o6 CKUHYTU 3HAYEeHH:A
BCiX NapaMeTpiB A0 3aBOACLKUX HanalTyBaHb. byae Bigo6paXkeHnn 3BOPOTHUI BigNiK «333...222...111...» i Npn focArHeHHi «000» BCi
HanawTyBaHHA BUGpaHoi NporpamMm NOTOYHOIO PexXMMy 3BaproBaHHA ByayTb OHOBNEHI Ha 3aBOACHKI. CKMAaHHA NapaMeTpis ANnA KOXHOT
NporpamMm KOXHOro pexxuMy 3BaptoBaHHA pobnsaTbcs okpemo. Lle 3pobneHo AnAa 3py4vHOCTi, WO6 He CKUHYTU iHAMBIAyanbHi
HanalTyBaHHA B ABOX iHLLNX PeXMMaXx Ta iHLLIUX nporpamMax.

3MIHA HOMEPY NPOrPAMMN Y NOTO4YHOMY PEXKNUMI 3BAPHOBAHHA

Y KoXKHOMY crocob6i 3saptoBaHHA MMA, TIG i MIG/MAG anapat Moxe 36epirat 4o 16 pi3HUX BapiaHTiB HanawTyBaHb. MOTOUYHUIN HOMEP
HanawTyBaHHA (NporpamMm) BigobpakaeTbCa NpaBopyy 3BePXy Ha ekpaHi. i4 vac nepLuoro yBiMKHeHHA anapara Ans KOXXHOro cnocoby
3BaploBaHHA BMBOAUTLCA nporpama nig N21. Yci 3MiHM B HanalwTyBaHHAX anapaTta B AaHOMy crnocobi 3BaptoBaHHA 36epiratoTbea y
NOTOYHOMY HOMepI NporpamMu.

HaTucHiTtb kHonky PROG - 6yae Biao6pa>keHnin HoMep NOTOYHOI NporpamMu. 3a A0MNOMOroto pyykn perynatopa 2 o6epiTtb iHLWy nporpamy,
w06 HanalTyBaTH ii napameTpu.

MEPENIK ®YHKLIA AMAPATA

Cnoci6 3BaproBaHHA «MMA»

0) [-1-]- ocHoBHWI napameTp CTPYM 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 80 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 3MiHW 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;

1) [H.St] cuna "TapAadoro ctapTy" (3a 3aMoB4YyBaHHAM = 50%);
a) 0 [OFF]...100% (kpok 3MiHu 5%);

2) [t.HS]uac "lapsyoro ctapty" (3a 3aMoBYyBaHHAM = 0,3 ¢);
a) 0,1...1,0 ¢ (kpok 3MiHun 0,1 c);

3) [Ar.F]cuna "®opcaxy ayrn" (3a 3aMoBUyBaHHAM = 50%);
a) 0 [OFF]...100% (kpok 3MiHu 5%);

4) [u.AF] piBeHb cnpauboByBaHHsA GyHKUIT «Dopcax ayru» (3a 3aMoBYyBaHHAM = 12 V);
a) 9...18 V (kpok 3MiHUK 1V);

5) [BAH] Haxun BonbT-aMnepHOi XxapakTePUCTUKM (3a 3aMoBYYBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);

6) [Sh.A] 3BaptoBaHHA KOPOTKOIO Ayroto (3a 3aMoBYyBaHHAM = OFF);
a) 0 [OFF]...3 (kpok 3MiHuK 1);
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7) [BSn] 610K 3HU>XXEHHA Hanpyru XonocToro xoay (3a 3aMmosuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
8) [Po.P]pexwum nynbcauii cTpyMy (3a 3aMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWI;
MapameTpu iMnynbcHoro pe>xkumy MMA:
9) [I.PS]cTpyM naysu (3a 3aMoBUyBaHHAM = 25 A);
a) 8...160 A (kpok 3MiHK 1 A) gna StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna 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 3MiHK 1 A) gna StandardMIG-350-400V;
10) [Fr.P]uacToTa nynbcaui cTpyMmy (3a 3aMoBUyBaHHAM = 5,0 I'L);
a) 0,2...500 'y (AaHaMi4YHWUI KPOK 3MiHK 0,1 Ty...1 Tw);
11) [dut] cniBBigHOWeEHHSA iMNynbc/naysa (6anaHc) — ue BIACOTOK iMMNyNbCy CTPYMy 4O Nepioay NPOXOAXKEHHA LMX iMNynbCiB (3a
3aMOBUyBaHHAM = 50%);
a) 20...80% (KpoK 3MiHM 2%).

Cnoci6 3BaproBaHHA «TIG»

0) [-2-] ocHoBHWMIM napameTp CTPYM 3BaptoBaHHA/B iMNynbCHOMY pexxumMi Lie 6a3osuin CTPYM (3a 3aMoBuyBaHHAM = 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>kvM KHONKKM Ha NanbHUKY (3a 3aMoBYyBaHHAM = [LIFT]);
a) [LIFT] - pe>kuM 6e3 KHoMKM Ha nanbHuky TIG-LIFT (Npy BUKOPUCTaHHI BEHTUIBHOTO NanbHUKY);
b) [LIFT2T] - pe>xxnm kHonku Ha nanbHuky TIG-LIFT2T (BigkntoueHHA CTpyMy Npu BiAMyCKaHHi KHOMKW Ha NanbHUKY);
c) [LIFT4T] — pexkuM kHonku Ha nanbHuky TIG-LIFTAT (npn NOBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NanbHUKY CTPYM 3HUXKYETbCA
A0 3HaYEHHA, BCTAHOB/IEHOro napamMeTpoM «KiHLEeBUIN CTpyM», Aani— BiAKNHOUYEHHA 3BaptOBaibHOMo CTPYMY NpW BiANyCKaHHI
KHOMKWN);
2) [t.uP]4ac HapocTaHHA CTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHuK 0,1 c);
3) [t.dn]uac cnapaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 ¢);
a) 0...15,0 ¢ (kpok 3MiHu1 0,1 c);
4) [Po.A] KiHLEBWUI CTPYM = (3a 3aMOBYyBaHHAM 20 A);
a) 8...50 A (kpok 3MiHu 1 A) ans StandardMIG-160;
) 10...50 A (kpok 3miHu 1 A) ana StandardMIG-200;
c) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG-250;
) 12...50 A (kpok 3MiHu 1 A) gna StandardMIG-270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana StandardMIG-350-400V;
5) [t.PO]4ac nicnAnpoayBKY 3aXMCHUM ra3oM (3a 3aMoBYyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHK 0,1 c);
6) [Po.P]iMnynbcHuIA pexxuM cTpyMy (3a 3aMmoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpu iMnynbcHoro pexxumy TIG:
7) [I.PS] cTpyM naysu (3a 3aMoBUyBaHHAM = 25 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) ana StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) gna StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardMIG-350-400V;
8) [Fr.P]uacTtoTa nynbcauiin cTpyMy (3a 3aMmoBYyBaHHAM = 10 I'w);
a) 0,2...500 'y, (AaHaMiYHWUI KpPOK 3MiHK 0,1 Ty...1 Tw);
9) [dut] cniBBigHOLWeEHHsA iMNynbc/naysa (6anaHc) (3a 3aMmoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHW 2%).

o
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Cnoci6 3BaproBaHHA «MIG/MAG»

0) [-3-] ocHoBHUIM napameTp HAMPYTA 3BaptoBaHHA (3a 3aMoOBYyBaHHAM = 19,0 V);
a) 12,0...24,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-160;
b) 12,0...26,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-200;
c) 12,0...28,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-250;
d) 12,0...29,0 V (kpok 3MiHn 0,1 V) gna StandardMIG-270-400V;
e) 12,0...32,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-350-400V;
1) [SPD] apyrui ocHoBHU napameTp LWUBUAKICTb noaavi apoTy (3a 3aMoBUyBaHHAM = 4,5 M/XB);
a) 1,0...16,0 M/xB (Kpok 3MiHu 0,1 M/XB);
2) [t.Pr]uac nepea-npoayBKun 3aXMCHUM ra3oM (3a 3amoB4yyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
3) [t.PO] 4ac nicna-npoAyBKun 3aXMCHUM ra3oM (3a 3aMoB4YyBaHHAM = 1,5 c);
a) 0,5...25,0 ¢ (kpok 3MiHn 0,1 c);
4) [t.uP]uac HapocTaHHsA 3BaproBanbHOI Hanpyru (3a 3amosyyBaHHAM = 0,1 ¢);
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
5) [t.dn]u4ac cnapaHHA 3BaproBanbHOI HaNpyru (3a 3amosyyBaHHAM = 0,1 ¢);
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
6) [But] pexxnm KHOMKM Ha NanbHWKy (3a 3aMoBYyBaHHAM = [2T]);
a) [2T] - pe>kuM KHONKKW Ha NanbHUKy 2T;
b) [4T] - cTaHAAPTHUI PEXXUM KHOMKM Ha NanbHUKy 4T;
7) [Ind] piBeHb iHAYKTMBHOCTI (32 3aMoBYyBaHHAM = 0);
a) -5...0...5 cTyniHb (KPOK 3MiHW 1 CTYNiHb);
8) [Po.P]M’akui ctapt apoTy (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
9) [Po.P]iMnynbcHUI pexxuM cTpyMy (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
MapamMeTpu imnynbcHoro pe>xkuMy MIG/MAG (BuKoHyBaTu 3BaptoBaHHsA iMnynbcHMM cTpymoM TIJTIbKU 3 BAXUCHUM FTA30OM!!!):
10) [Adu] ocHOBHWI NapaMeTp y iMnynbcHoMy pexxumi — KOPEKLIIA HAMPYTW (3a 3amoByyBaHHAM = 0,0 V);
a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy pOCTe A0BXUHA Ayru;
11) [tYP] Tvn maTepiany ApoTy (3a 3aMoBYyBaHHAM = Fe);
a) Fe - 3BnuaiiHunin ctanesmii apit Tuny ER70S-6 (BMKOpMCTOBYBaTM 3aXMCHUIA ra3* Tinbku cknany 82% Ar + 18% CO2);
b) St.St - Hep>kasitouni apit Ty ER308L/ER316L (BUKOPMCTOBYBATM 3aXMCHMI ras’ Tinbkm cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBmMit apiT TuMy 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 3aMOBYYBaHHAM);
a) 0,6...0,8 MM ans cTanesoro Ta Hepxasitoyoro ApoTy StandardMIG-160;
b) 0,6...1,0 MM ans ctanesoro Ta Hepxagitoyoro ApoTy StandardMIG-200/250;
c)
d)

0,6...1,2 MM Ans cTanesoro Ta Hepxagitoyoro ApoTy StandardMIG-270/350-400V;
0,8...1,2 MM ANnAa antoMiHieBOro ApoTy.

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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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!

MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby

3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.
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:

— npoTtaroM 1 poky 3 aaTv npuA6aHHA 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;

— MNPOBECTU 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 3BaproBaHHs;

— po3'eMu nigknoYveHHA kabenis i pykasis;

— po3'eMu ynpaBniHHA;

— Kkabenb X1BMeHHH i BUIKka Kabento XXMBNEHHS;

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

— TpWUMaui enekTpoAiB, KneMa «Macu», NnanbHUK, 3BaproBanbHi kabeni Ta pykasu.

MpeTeH3sii LWoAo HUX NPUNMaOTLCA He Mi3Hille ABOX TWXKHIB Nicna npoaaxy.

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

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

[apaHTiINHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiHOro o6¢cnyroByBaHHA anapary y CepBiCHOMY LIeHTPi.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:
— injury of maintenance personnel or third persons;

— 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

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 for solid 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 model with ‘WA’ index
**~For StandardMIG-350-400V
***~For StandardMIG-270/350-400V, except

CONTROLS AND INDICATION ‘WA’ index models

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:

2- manual metal arc welding (MMA);

3- tungsten-arc inert-gas welding (TIG);

4- metal-arc inert-gas welding/metal active gas welding (MIG/MAG);

5- The regulator knob for selecting the functions (parameters) of the current 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;

6- Welding machine’s display;

7- Welding program selection button PROG (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;

8- VOLTAGE (V) - the welding voltage regulator in MIG/MAG method;

9- TEST GAS - shield gas check button (no wire feed);

10- WIRE INSTALL - wire-feed button (no gas supplied);

11- KZ-2 EURO type connector for MIG/MAG torch;

12- Welding current supply plug to the wire feeder unit;

13- Power switch;

14- Wire feeder fuse (3 A);

15- Shield gas input connector;

16- Access door;

17- Ground cable connection point;

18- Gas heater fuse (8 A);

19- Gas heater 36 V socket;

A - Power socket ‘+:

20- MMA welding - the electrode holder cable is connected (when using special electrodes, the ‘ground’ cable is connected);

21- TIG welding - only the ‘ground’ cable is connected;

22- MIG/MAG welding with solid wire - the welding current supply cable to the feeder is connected;

23- MIG/MAG welding with flux wire — the ‘ground’ cable is connected;

B - Power socket ’-‘:

a) MMA welding - the ‘ground’ cable is connected (when using special electrodes, the electrode holder cable is connected);
24~ TIG welding - only the TIG torch cable is connected;

25- MIG/MAG welding with solid wire - the ‘ground’ cable is connected;

26- MIG/MAG welding with flux wire — the welding current supply cable to the feeder is connected.
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MACHINE INDICATION

MIG/MAG

1- Current welding method

E 2- Current program number
\E 3- Name of function / parameter
4~ Value of selected function / parameter
5-

LWoltage
r*-—oJu-, .

List and values of the next 2 parameters in the menu

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;

— Three-phase 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_
obligations also become invalid in case of an erroneous connection of the mains —
phase to the source 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 current 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
a5 Up to 250 Up to @1.2° zzl(sJ 16000
a6 (fusible)
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.

5Up to 1,0 mm for pulse current welding with steel and stainless wire
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MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

ELECTRODE HOLDER

WORKPIECE
Recommended powercables length for MMA welding:

Maximum current, 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

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

ARGON-ARC \
TORCH

|
a A
-l—--\
GROUNDING CLAMP ‘
W
1 ==

== WORKPIECE

LN

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

AN

Ar
Ar+He
He

ARGON-ARC
TORCH

SR %

WORKPIECE

PATON StandardMIG DC MMA/TIG/MIG/MAG -20-



FPATON

MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL

ACTIVE GAS WELDING (MIG/MAG)

co,
Ar+C0,
Ar MIG/MAG

——— TORCH

3

=

—

— ==

=

A\

E(c@‘i \

5 WORKPIECE

SPECIFICATIONS
StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
RAGRHIEIEE -160 | -200 ‘ -250 -270-400V ‘ -350-400V
Rated supply mains voltage 50 Hz, V 220/230 3x380/3x400
Rated input current from mains, A 18...21 23..27 29.5...35 12...14 16...18.5
Rated welding current, A 160 200 250 270 350
Maximum operating current, 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 167A 200A 260A

Voltage variation limits of mains 160...260 +15%
voltage, V
Rated supply mains voltage 50 Hz, V 8...160 [ 10.200 | 12..250 12.270 | 14..350
Rated input current from mains, A 12..24 | 12.26 | 12...28 12.29 | 12...30
ere. feed speed control limits, 2.0..16
m/min
Stick electrode diameter, mm 16.40 | 1.6.50 | 1.6..6.0 16..60 | 1.6..6.0
Solid welding wire diameter, mm 0.6...1.0 | 06..1.2° 06..1.2 | 06..14
Wire feeder mechanism type 2 roller 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

Ir:lz;)l:ad voltage reduction unit in On/Off

No-load voltage in MMA, V 12/75

Arc ignition voltage, V 110

Rated input power, kVA 41.47 | 51.61 | 66..7.8 8.0..94 | 10.7.123
Maximum input power, kVA 5.9 [ 7.5 | 9.5 11.4 | 15.3
Efficiency, % 90

Cooling Adaptive

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

Box dimensions

(Length x Width x Height), mm 435 x 250 x 298 600x315x402
Weight YV/D wire coil and w/o 1.1 1.3 11,5 26,5 26,6
accessories, kg

Ingress Protection rating IP33
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%0,6...1,0 mm for pulse current 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:

1- in MMA method - the welding current;

2- inTIG method -the welding current;

3- in MIG/MAG method - the welding voltage and the wire-feed speed.

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

Regulator 2 on the front panel is multifunctional and used for:

1- selecting any function in the current welding mode (turn left or right);

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

3- resettingall functions to factory settings of the current program of the current 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 current 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 CURRENT WELDING MODE

Press and hold down regulator 2 for more than 12 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 current 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 CURRENT WELDING METHOD

In every one of the MMA, TIG, and MIG/MAG welding methods, the machine can store up to 16 different settings. The current setting
(program) number is displayed in the upper right corner of the screen. When the machine is first turned on, program number 1 is
displayed for every welding method. All changes to the machine settings in this welding method are saved in the current program
number.

Press the PROG button - the current program number will be displayed. Use the control knob 2 to select another program to adjust its
parameters.

THE MACHINE FUNCTIONS LIST

MMA welding method

0) [-1-]1Main displayable parameter CURRENT (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] Hot Start power (default= 50%);
a) O[OFF]...100% (unit increment 5%);
2) [t.HS]Hot Start time (default= 0.3 s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F]Arc Force power (default= 50%);
a) O[OFF]...100% (unit increment 5%);
4) [u.AF]Arc Force triggering level (default=12 V);
a) 9...18 V (unitincrement 1V);
5) [BAH] Voltage response slope (default= 1.4 V/A);
a) 0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A]Short arc welding (default= OFF);
a) O[OFF]...3 (unitincrement 1 stage);
7) [BSn]Voltage reduction unit (default= OFF);
a) ON -enabled;
b) OFF - disabled;
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8) [Po.P]current pulsation mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
MMA pulse mode parameters:
9) [I.PS] pause current (default= 25 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;
10) [Fr.P] current pulsation frequency (default= 5.0 Hz);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
11) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses (default= 50%);
a) 20...80% (change step 2%).

TIG welding method

0) [-2-]Main displayable parameter CURRENT (default= 100 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;
1) [But] Torch button mode (default=[LIFT]);
a) [LIFT] - No button mode TIG-LIFT (valve-type torch);
b) [LIFT2T] - Button mode TIG-LIFT2T (welding current stops when the torch button is released);
c) [LIFT4T] - Button mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value, followed
by welding current shutdown when the button is released);
2) [t.uP] Current ramp-up time (default=0.2 s);
a) 0...15.0 s (adjustment step 0.1 s);
3) [t.dn] Current ramp-down time (default=0.2 s);
a) 0...15.0 s (adjustment step 0.1 s);
4) [Po.A]Final current (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;
5) [t.PO] Post-gas time (default=4.0s);
a) 1.0...25.0 s (unitincrement 0.1 s);
6) [Po.P]current pulsation mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:
7) [I.PS] pause current (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;
8) [Fr.P] current pulsation frequency (default= 10.0 Hz);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
9) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses (default= 50%);
a) 4...80% (change step 2%).

MIG/MAG welding method

0) Main displayable 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] Pre-gas flow time (default= 0.1 s);
a) 0.1...25.0 s (adjustment step 0.1 s);
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3) [t.PO] Post-gas flow time (default= 1.5 s);
a) 0.5...25.0 s (adjustment step 0.1 s);
4) [t.uP]Voltage ramp-up time (default= 0.1 s);
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.dn]Voltage ramp-down time (default= 0.1 s);
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 (default=0);
a) 5...0...5 steps (adjustment step 1 step);
8) [SFt] soft start wire (default= OFF);
a) a) ON - enabled;
b) b) OFF —disabled;
9) [Po.P]Pulsed current mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (do the pulse welding WITH SHIELDING GAS ONLY!!!):
10) [Adu] main parameter in pulse mode - VOLTAGE CORRECTION (default= 0.0 V);
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11) [tYP] Wire material type (default= Fe);
a) Fe - ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO, shield gas® composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO, shield gas® composition only);
c) ALSi - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas® only);
d) ALMg - aluminum-magnesium wire of 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.

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 Syears
StandardMIG-250

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

3years

The main warranty period starts from the date the inverter equipmentis 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.

8 recommended shield gas consumption rate: 7l/min or more for low current, and from 14 /min for 150-200 A currents
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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.

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. \ J
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