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YBATA!!! MNepen BukopuctaHHAM o6nafHaHHSA PEKOMEHAYEMO 03HAaMOMUTUCA 3 PO3LUMPEHON BEPCIEK IHCTPYKLUii 3
ekcnnyaTauii 3a agpecoto: https://paton.ua/files/passports/StandardTIG_GENS. pdf

ATTENTION!!! Before using the equipment, we recommend you to read the extended version of the operating manual by
the link: https://paton.ua/files/passports/StandardTIG_GENS5.pdf

AproHoayrosuii iHBepTtop / Argon-arc inverter
PATON StandardTIG-160 / 200 / 250 / 270-400V / 350-400V

[ata npoaaxy / Purchase date ” ” 20 r.

(Miapnuc npoaasus / Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
Novopyrohivska 66, 03045 Kiev, UKRAINE

We hereby declare that the DoC is issued under our sole responsibility and
belongs to the following product:

Product designation: PATON™ StandardTIG-160, PATON™ StandardTIG-200,
PATON™ StandardTIG-250,
PATON™ StandardTIG-270-400V,
PATON™ StandardTIG-350-400V

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

Directives:

Safety of machinery - Electrical
equipment of machines -

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

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 Kiev, UKRAINE 04. 08 2022

o ! 37 HINATOR’
Signature 7 ] Q:IHTEPHELUHH

S = o

Name, Function: MarkTok ak"v T
Chief Teéhnical Office %‘ o

7
Sos

PATON Inte'rnatlonal LLC
Novopyrohivska 66, 03045 Kiev
Tel: +380 800 500 600

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHMX CTaHAAPTIB i BCTAHOBNEHUX NPaBUA
TexHikun 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:

- TpaBMyBaHHA 06CnyroByto4oro nepcoHany abo Tpetboi ocobu;

- 3anofifHHA WKoAW caMoMy anapaTy abo MaTepianbHWUM LiHHOCTAM NiANPUEMCTBA;

HecnpaBHoCTi, AKi MOXXYTb 3HU3UTK 6e3MeKy, NOBUHHI 6YTU TEPMIHOBO YCYHEHI.

- TOYHO AOTPUMYBATUCA L€l IHCTPYKLT.
NMPABUJTIA TEXHIKW BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

- YpakKeHHs eNeKTPUUYHUM CTPYMOM MOXKe BYTN CMepTENbHUM;

- 3BaptoBanbHU Kabenb NOBUHEH GYTU MiLHWUM, HeyLIKOAXEHMM Ta i3onboBaHuM. OcnabneHi
3’egHaHHA | nowkoaXeHu kabenb NoTpibHO HeramHo 3aMiHWUTU. Mepexesi kabeni 1 kabeni
3BapoBanbHOro anaparty MNOBWHHI CUCTEMATUYHO nepeBipATUCA ¢axiBLEM enekKTpukoM Ha
CnpaBHiCTb i3onauii;

- Nif Yac BUKOpUCTaHHA 3a60POHAETLCA 3HIMaTU 30BHILLHI KOXYX anapary.

- mnopyLLeHHA epeKTMBHOro po6oyoro npoLecy.

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

- MPOWTW BiANOBIAHY aTecTaLito;

- BOMOAITV 3HAHHAMM 3i 3BaplOBaHHA;

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPOIOTLCA Mifg 4ac poboTn, MOXyTb 06MekTu LWKipy abo BUKIMKaTK NONYyM's, TOMY 3aBXAN Cif,
HOCUTW 3axXMCHY MackKy 3 ToHoBaHUM ¢inbTpoM (DIN 9 10). CTopoHHi ocobu, Lo 3HaxoAATbCA B 30Hi
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMHaTb BUMPOMIHIOBaHHS.

N\
o

=3

HEBESMNEKA LWWKIAMBUX TA3IB | BUMAPIB

- YTBOPEHi AWM Ta LIKIANUBI ra3v BMAannTK 3 po604oi 30HU cnevjianbHUMK 3acobamu;

- 3a6e3neynTy 4OCTaTHI MPUTOK CBIXKOro NOBITPSA;

- BUMapy pO3YMHHWKIB He MOBUHHI NOTPan/ATA B 30HY BUNPOMIiHIOBaHHA 3BaptoBasibHOI Ayru.

o il =

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Noaa MoXyTb YUNHUTW HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeM, NepLu Hixk HabnuxxaTmca o po6oyoro 3BaproBanbHOrO MagaHumnKa.

ay

HEBESMNEKA BUJ/IbOTY ICKOP

- 3alMUCTI NpeaMeTn BUaanuTn 3 poboYoi 30HU;

- HeponyckalTbecA 3BaptoBanbHi po60TM Ha EMHOCTAX, Y AKMX 36epiratoTbes abo 36epiranucsa rasm,
naneHe, HapTonpoAaykTn. Moxnuea Hebesneka BUOYXy 3anULLKIB LUX MPOAYKTIB;

-y noxXexo- Ta BUGyxoHeGe3ne4YHUX MPUMILLLEeHHAX [OTPUMyBaTUCA OCOBAMBUX MpaBwn,
BiANOBIAHO A0 HaLioHaNbHUX Ta Mi>XKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE CNOPAOXKEHHA

[na ocobucToro 3axmcTy AOTPUMYATECH HACTYNMHUX NPaBun:

- HOCITb MiUHe B3yTTA, Lo 36epirae i30nt0r04Yi BNaCTUBOCTI, B TOMY YMCAi 1Y BONOTMX YMOBaX;

- 3axvLanTe pyku i3oNYnUMn pykaBuYKamMu;

- 3axuLanTe 04Yi 3aXMCHOK MacKoto 3 GiNbTPOM NPOTU YNbTPadioNeToBOro BUNPOMIHKOBaHHA, AKWI
BiANOBiAaE CTaHAapTaM TexHiku 6e3neku;

BUKOPUCTOBYITE TiNbKW BiAMNOBIAHWI (BaXKKO3aMMUCTUI 0AAT).

D e

HEBE3MNEKA IHTEHCUBHOTIO LULYMY

3BaptoBanbHa Ayra, Aka BUHUKAE Nif Yac 3BaptoBaHHA, MOXe BuAaBaTu 3BYKW piBHA BuULle 85 aAb
NPOTAroM 8 roaMH po60o4oro Yacy. 3saproBanbHUKMK, LLLO NpautoroTb 3 06nagHaHHAM, nigyvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMUCTy OpPraHiB CNyxy.

#)
D)

PATON StandardTIG DC MMA -4 -



FPATON

PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

Ctucnuin noci6HMK
KopucTtyBaya

YHiBepcanbHuUi kenc*

PeMiHb ona
[>xepeno >KMBNEHHA rnepeHeceHHsA
3BaptoBanbHUI kabenb 3 KneMow «Maca» 3BapIOBaNbLHOI Ayr1 3 MepeXeBUM anaparty Ha nneui
ABICOR BINZEL, 3m** kabenem
* - Ana mopenen StandardTIG-160/200/250
** _Kpi G WAAP
ENEMEHTWU YNPABJ/IIHHA TA IHOUKALLIA Kpim Mopene#t 3 inaekcom “WA

-5- PATON StandardTIG DC MMA




1-KHonka Bu6Gopy pexnMy 3saptoBaHHA:
a) pyyHe Ayroee 3BaproBaHHA LUTYYHUM enekTpoaom (MMA);
b) 3BaploBaHHA B aproHi, eNekTpoaoM Lo He nnasuTbes (TIG);
c) 3BaproBaHHA HaniBaBToMaTU4YHe B 3axMcHUX rasax (MIG/MAG);
2-Pyyka perynsatopa ana Bubopy dyHKUIM (napaMeTpiB) NOTOYHOMO PexunMy 3BaproBaHHA Ta BCTAHOB/EHHSA iX 3Ha4YeHHA. 3a BUGIp
$YyHKUIN BiANOBIAaOTL NMOBOPOTWU perynaTopa npaBopy4y Ta niBopyd. [na nepexogy A0 BCTaHOBMNEHHA 3HayeHHA BubGpaHoro
napaMeTpy HeobxigHO HaTUCHYTU Ha pyuKy perynatopa. 3HauyeHHA BCTaHOBMIOETLCA MOBOPOTaMM PyyKu perynatopa npasopyy a6o
nisopyy. [ina noBepHeHHA A0 MeHto BU6opy PpyHKLUin/napamMeTpiB HEO6XiAHO LLe pa3 HAaTUCHYTU Ha PyYKy perynatopa;
3-Lindpposui ancnneit;
4-KHonka Bubopy nporpamu 3BaptoBaHHsA (Habip paHille HanawToBaHUX KOPUCTyBaYeM napameTpis);
5-Po3'eM nogadi curHanis Big MexaHi3aMy nogadi ApoTy Ha BKIHOYEHHA | BUK/TIOYEHHA AXXepena CTpyMmy;
6-KHonka yBiMKHEHHA / BUMWKaHHA anapaTa;
7-Kabenb ana niakntoYeHHA A0 MePeXi XXMBNEHHSA;
8-THi30 nofayi 3aXMCHOro rasdy B NanbHUK;
9-Po3'eM kepyBaHHA KHONKaMU Ha NanbHUKY;
10- LUTtyuep nogavi 3axucHoro rady 3 6anoHa;
11- Micue nin’eaHaHHA Kabento 3a3eMNEHHH;

A —THi3[0 CMNOBOro CTPYMY «+» TUNy GaoHeT:
a) npw 3BaptoBaHHi «<MMA» — nigkntovaeTbea kabenb enekTpoaa (y piaAKiCHUX BUNaakax nig vyac BUKOPUCTaHHA cneuianbHux
enekTpoAiB nigkntovaeTbcA kabenb «<Maca»);
b) npw 3BaptoBaHHi «TIG» - nigkntoyaeTbea Tinbkun kabenb "Maca";
c) npw 3BaptoBaHHi «<MIG/MAG» cyLinbHUM APOTOM — NiAkAtoYaeTbCcA kabenb Big MexaHi3aMy nogadi ApoTy;
d) npw 3saptoBaHHi «<MIG/MAG» pntocoBMM ApOTOM — NigkntovaeTbca kabenb Maca;
B - MHi3A0 cMnoBoOro cTpyMy «—» Tuny 6anoHeT:
a) npu 3eaptoBaHHi «<MMA» - nigkntoyaeTbca kabenb "Maca" (y piakiCHWX Bunagkax MpyU BUKOPUCTaHHI cneuianbHUX
eneKTpoAiB NigkntoyaeTbca kabenb enekTpoaa);
b) npw 3BaptoBaHHi «TIG» — NigknoYaeTbCA TiNbKM aproHOBUIA NanbHUK;
c) npw 3BaptoBaHHi «<MIG/MAG» cyLinbHUM APOTOM — NigknovaeTbecA kabenb “maca”;
d) npw 3BaptoBaHHi «<MIG/MAG» pntocoBMM ApOTOM — NigknovaeTbca kabenb Bif MexaHi3aMy nogadi ApoTy.

PATON StandardTIG DC MMA -6 -
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IHOAUKALIA POBOTU AMAPATA B PEXKUMAX

TIG

Hy

MTIG-LIFT

naFaMeTFH: o
KHOMKa NafeHWka:  LIFT
iMAYAECcHWME FeskM: OFF

MIG/MAG
1- [MoTOYHMIA peXKMM 3BaptoBaHHS;
~ 2- HomMmep noTtouHoi nporpamu;
y 3- Hassa ¢yHKuii / napameTpa;
/ 4- 3HaueHHA o6paHoi dyHKLUii / napamMeTpa;
5- Mepenik Ta BCTaHOBNEHI 3HAaYEHHA ABOX HACTYMHUX

napameTpis B MEHIO

NFar.Heil

-
(31 —14]

NaFaMeTFH: b
cHna Mar. CTaPrTy: SH%
qac Mar. CTarTy: @,3C

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaT NPU3HaAYeHWM BUKIIOYHO: AA PYYHOro [yroBOro 3BaplOBaHHA LUTYYHWM enekTpoAOoM, 3BaploBaHHA B
cepefoBULLi aproHy, a TakoX HarniBaBTOMaTMYHOTO 3BapiOBaHHA B CepPefoBWLLi 3aXMCHUX rasiB. |HLle BMKOpPWUCTaHHA amapaTy
BBa)XKa€TbCA TakuM, LLO He BiAMNOBIAAE MOro nNpuaHayeHHto. BUpoBGHUK He Hece BiAMOBiAAnNbHOCTI 3a MOLUKOAXEHHA BHACAIAOK
BMKOPUCTaHHA anapaTy He 3a NpuaHayeHHAM. BukopucTaHHsA BiANOBIAHO A0 NpU3HaYeHHA nepeAbadae 4OTPUMAHHA BKa3iBOK LibOro
nocibHuka 3 ekcnnyatauii.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo poaMmilLyBaTi anapaT Tak, Wwob 3a6eanedyBasca 6e3nepeLlkoaHWI BXif, | BUXi4 OXO0AXKYHOHOro NOBITPA Yepes BEHTUNALIAHI
OTBOPMW Ha NepeaHil i 3agHi naHensx. CniakynTte 3a TUM, Wo6 MeTaneBuin NuA (Hanpuknag, nig vac HaxaadvHoro wnipysaHHA) HE
3acMoKTyBanacs 6e3nocepeiHbo B anapaTt BEHTUNATOPOM OXONOAXKEHHA.

MAK/IFOYEHHA 40 MEPEXKI XKUBJ/IEHHA

CepiiiHi 3BaptoBanbHi anapaTy po3paxoBaHi Ha:

1. MepexxeBy Hanpyry 220B (-27% +18%) — ans moaenew StandardTIG-160/200/250;

2. TpudasHy mepexkeBy Hanpyry 3x380B a6o 3x400B (Moaeni StandardTIG -270/350-400V) — ans uboro BMBEAEHO Tpy ApoTu. Mpasuna
TexHikn 6e3neku nig Yyac nposeAeHHA PobiT 3i 3BaptoBanbHUM 06naAHaHHAM BUMaratoTb 3a3eMNEHHA Kopnycy anaparty. [ns uboro
nepenbaveHo ABa BapiaHTW: 1) BUKOPUCTaAHHA YETBEPTOro APOTY Y MepexxeBoMy
Kabeni >KOBTO-3eN1EHOr0 KOMbOPY (Mi>XKHAPOAHMI CTaHAapT MapkyBaHHA); 2)
BUKOPUCTaHHA 60NTOBOI KNeMn Ha 3a4Hi naHeni anapaty (KOpCTKiluiA cTaHaapT L2
3a3eM/IeHHA, AKUA BUKopucToByBaBcs B KpaiHax CHA).

[AnAa nigkntoyeHHA 3BaptoBanbHux anapaTtis PATON go 3-¢pa3Hoi Mepexi >XMBNeHHA

BMKOPUCTOBYWTE Kabenb 3 YoTMpMa NpoBoAamu, Lo Bianosigae ctaHaapty |IEC 60445:

- KopwuuHeBuit nposig —¢azall; L1

- YopHuii nposig - dazal2; L3
- CwuHiv nposig - ¢da3zal3;

- JKoBTO-3eneHuii NpoBia — 3a3eM/eHHA. J_

-7 - PATON StandardTIG DC MMA
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Yeara! Mpwu nigkntoveHHi anaparta 4o Hanpyru Mepexi Bue 270B (ans moaenen StandardTIG-160/200/250) a6o 450B (StandardTIG-
270/350-400V), Bci rapaHTiiHi 3060B'A3aHHA BUpo6HMKa BTpayvatoTb cuny! Lle Moxe Tpanutuca npu ayxke Bennkomy nepekoci ¢pasHoi
Hanpyrn B cTaHAapTHIN Mepexi abo Npu BUKOPUCTaHHI HecTaHAapPTHOrO MiAKAYeHHA. MepexkeBuiA po3'eM, nonepeyHnin nepepis
Kabenis Mepexi XXNBNEHHA, a TaKoX Mepe>keBi 3anob6iKHUKM NOBUHHI BUOMpPaTMCA BUXOAAYM 3 TEXHIYHWUX AaHWX anaparTa.

BUBIP MOBU MEHIO ATTAPATA

YBIMKHiTb anapart yTpuMytoun kHomnky 1 ana Bnbopy/3MiHM MOBU MeHto anapata. loBopoTaMu pyuku perynatopa 2 o6epitb 6axkaHy MOBY,
Ta HaTUCHITb Ha py4Ky perynatopa 2, wo6 nigreepanTn BUGip. AnapaT npoaoBXutb poboTy 3 iHTepdencom o6paHoto MOBOIO.

MapamMempu pe>kuMiB 3BaproBaHHA

EnekTtpogp, wo BcTtaHoBneHe JiameTp nonepeyHoro Mnowa nonepe4yHoro
BUKOPUCTOBYETHLCA Y 3HaYeHHA CTPyMy nepepisy ApoTy npu nepepisy Mepe>xeBoro R
pexxumi MMA, MM npu MMAITIG, A MIG/MAG, MM nposoay, MM? AP
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
@2 no 80 no 30,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
a3 no 120 no 20,8 2,5 130
4,0 205
6,0 310
2,0 75
o4 no 160 25 95
4,0 155
no @1,0 6,0 230
2,5 60
a5 no 200 4,0 100
6,0 150
2,5 48
a6 nerfcsmnaBKi A0 250 po @1,2! 4 80
6 120
3 x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
a3 no 120 no 20,8 2,5 220
4 350
6 525
2 130
2,5 160
o4 no 160

4 260
no @1,0 6 385
2,5 115
a5 no 220 4 180
6 270
2,5 85
@6 nerkonnaeki no270 no @1,2 4 135
6 205
2,5 65
26 no 350 no @1,4 4 100
6 150

YBATA! MepeMukad XXMBNeHHA Ha 3aHil naHeni anaparta (ans mogenen StandardTIG-160/200/250) He € CUNOBUM, BiH HE 3HECTPYMIIIOE
NMOBHICTIO BCHO BHYTPILLHIO €NeKTPOHiKy. icnsa 3aBepLUeHHA 3BaptoBanbHUX PobiT, BUIAMaNTe BUIKY 3 MepeXi.

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTaneBoro Ta HeipXaBiloyoro ApoTy

PATON StandardTIG DC MMA -8 -



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

(9T

PEKOMEHAOBAHA 4OB>XUHA 3BAPHOBA/IbHUX KABE/1IB:

MakcuManbHuii cTpym, A e e A no.nepem:oro Mapka ka6ento
(B 0AHY CTOPOHY), M nepepisy, MM

. 2.9 10 K 1x10

He binbiue 100 3..14 16 KM 1x16
He Ginbie 160 2..9 16 KI 1x16
3...14 25 Kl 1x25

. 2.7 16 Kl 1x16

He binbue 200 3..10 25 KT 1x25
He 6inbiue 250 2.8 25 KI 1x25
3..12 35 KT 1x35

He 6inblue 270 5..11 35 KT 1x35
He 6inbLue 350 6..14 35 KT 1x35

CXEMA NIAK/TIOYEHHA AMNAPATA /14 3BAPFOBAHHA B APIOHI (TIG) - TIG-LIFT

APIrOH

APFOHOBUH
AANBHUK

Jl
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CXEMA MNIAK/TIOYEHHA AMNAPATA 4/14 3BAPFOBAHHA B APTOHI (TIG) - 2T/4T/anbm.4T

Ar+He
He

APTOHOBUIH
MANbHUK

KNEMA "MACA"

BWUPIB

CXEMA NIAK/TIOYEHHA AMAPATA /14 HATTIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

CO:
Ar+CO2

30BHIWHIA MEXAHI3M
nogAdvl grPoTY

VL

5

0\ oo 000

HAMIBABTOMATUUYHWNIA
NANbHUK

KNEMA "MACA"

)
® BUPIB
TEXHIYHI XAPAKTEPUCTUKN
StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
A 30 -160 -200 -250 -270-400V -350-400V
. . 3x380 3x380
HominanbHa Hanpyra mepexi 50/60 'y, B 220/230 220/230 220/230 3x400 35400
HoMianeHui CTPYM, LIO CNOXUBAETECA 3 18...21 25...28 29,5...35 12..14 16..18,5
$as3u Mepexi, A
HomMmiHanbHWIM 3BaptoBanbHUN CTPyM, A 160 200 250 270 350
MakcuManbHUI 4iloUnin cTpym, A 215 270 335 350 450
45%/npwn 45%/npwn 45%/npun 70%/npn 70%/npwn
TpuBanicTb HaBaHTaxeHHaA (TH) 160A 200A 250A 270A 3504
P 100%/npun 100%/npw 100%/npw 100%/npwn 100%/nipun
106A 134A 167A 225A 290A
Me>xi 3MiHW Hanpyru Mepexi XnBneHHs, B 160 - 260 160 — 260 160 — 260 +15% +15%
Mexi  perynioBaHHA  3BaptoBanbHOroO 8-160 10-200 12250 122270 14-350
cTpyMy, A
Mexi peryntoBaHHA 3BaploBasbHOI 12-24 1226 12-28 1229 12-30
Hanpyru, B
[iameTp WITy4HOro enekTpoaa, MM 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
[liametp  cyuinbHOro  3BaproBasbHOro 0,6-1.0 0,6-1.0 0,6-1,2° 06-1.2 0.6-1.4
LpOTY, MM
IMNyNbCHI peXxuMu nig Yac 3BaproBaHHA, MMA: 0,2...500 - perynboBaHuii; TIG: 0,2...500 — perynboBaHui;
Iy, MIG/MAG - aBTOoMar.
apaynin ctapt (Hot-Start) B pexxumi PA3 PerynboBaHa
Popcax gyru (Arc-Force) B pexxumi PA3 PerynboBaHa

20,6...1,0 Nnpu 3BaproBaHHi iIMNYNLCHUM CTPYMOM CTaneBoro Ta HeipXasitouoro ApoTy

PATON StandardTIG DC MMA
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AHTUnpununaxHa (Anti-Stick) 8 MMA ABTOMaTMYHa

510K 3HWXKEHHS Hamnpyrn XoN0CToro Xxoay BKJ1/ BUMK

Hanpyra xonoctoro xoay PA3, B 12/70

Hanpyra nignany gyru, B 110

HoMiHanbHa cnoXkmBaHa NoTy>XHiCTb, KBA 4,2..4,8 52..6,2 6,5..7,7 7,9..9,3 10,6...12,2
MakcuManbHa CcrnoXuBaHa MOTYXHICTb, 6.3 8.1 9.4 13 15,2
KBA

KKA, % 90

OxonoaxxeHHsA ApanTtuBHe

[Jiana3oH po6oynx Temnepatyp, °C -25...+45

fabapurhi posmipu, MM 345x112x290 | 345x112x290 | 345x112x290 | 390x145x335 | 390x145x335
(AOBXWHa, LUMpUHAa, BUCOTA)

Maca 6e3 akcecyapis, Kr 5,7 5,9 6,0 10,1 10,3
Knac 3axucty IP33

BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

B cTtaHaapTHOMy cTaHi (Konn A0 KHOMOK Ha NepeaHilt naHeni He TopkatoTbecA), anapaT 3aBXAn BUBOAUTb Ha LMGPOBUI iHAMKATOP
3HaYeHHA OCHOBHOIO NapaMeTpa NOTOYHOrO PeXXUMy 3BaploBaHHA:

1) y pexxumi MMA - 3BaptoBanbHUIN CTPYM;

2) y pexkuMi TIG — 3BaptoBanbHUN CTPyM;

3) y pexxuMmi MIG/MAG - 3BaptoBanbHa Hanpyra.

PerynaTop 2 Ha nepefHin naHeni anapaty € 6araTodyHKLioHanbHWM Ta BiAMNOBIAA€E 3a HAaCTyMHe:
1) BMGip no kony 6yab-AKkoi GyHKLii y NOTOYHOMY pexxuMi 3BaptoBaHHA (MOBOPOTH niBopyy abo npaBopyy);
2) BCTAHOB/IEHHA 3HAa4YeHHs BUGpaHOro napaMeTpy (HaTUCHYTU Ha py4Ky peryaisatopa Ta noBopoTu fliBopy4y abo npaBopyu4);
3) ckmMpaaHHsA BCix GYHKLM [0 3aBOACbKMX HanalLTyBaHb MOTOYHOTO PeXXVMyY 3BaptoBaHHA (HATUCHYTU Ha PyYKy perynatopa
Ta yTpMMyBaTW B HATUCHYTOMY NONOXEHHi 6inbLue 12 c).

KHonka 1 Ha nepeaHil naHeni BignNoBifae 3a 3MiHy pexXnMy 3BaproBaHHA, NepeMrKaHHA BiaGyBaeTbCA MO KONY.

MEPEK/IOYEHHA HA HEOBXIAHY ®YHKLIO

AKL0 B anapaTi BCTAHOBIEHO CUCTEMY 3aXUCTY Bif, HECAaHKLLIOHOBAHOIo A4OCTYNY A0 MEHH GYHKUIN, MPU NOBOPOTax Py4vKku perynatopa
2 BinbyBaeTbcA peparyBaHHA 3Ha4YeHHA OCHOBHOrO MnapameTpy MOTOYHOrO PexuMy 3BaproBaHHA, a MeHi ¢yHKUi anapaTta —
3abnokoBaHe. [InA po3610KyBaHHA MEHI, HEOOXIAHO YTPUMYBaTK B HATUCHYTOMY CTaHi pydky perynatopa 2 6inbwe 3,5 cekyHa. Mpu
po36/10KyBaHHi, Ha eKpaH BUMBOAUTbCA 300pakeHHA 3aMka, AKWUIA BiAKPUBAETLCHA, LLO BKa3ye Mpo npouec po36noKyBaHHA MeHH
dyHKuin. TMicns ycniwHoro po36nokyBaHHA, NPW NOBOPOTax py4kn 2 npasopyd abo niBopyd, Ha UMGPOBUIA AUCNNEN BUBOAUTLCA
noToYHa Ha3ea GyHKLIi Ta ii 3HaUEHHA.

MEPEMUKAHHA HA HEOBXILHWA PEXKUM 3BAPIOBAHHA

HaTuckaHHA KHOMKM 1 NPU3BOANTL A0 NEPEKTOYEHHA Ha HACTYNHUIA PEXUM 3BaptoBaHHA No Kony. Lle BuAHO Ha aucnnei 3 Ha nepeaHin
naHeni anapara.

CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MOTOYHOIO PEXKUMY 3BAPFOBAHHA

Y KO>XXHOMY pexkuMmi 3BaptoBaHHA MMA, TIG i MIG/MAG anapat Moxe 36epirati 4o 16 pi3Hux BapiaHTiB HanawTyBaHb. MOTOYHUIA HOMEp
HanawTyBaHHA (Mporpamu) BiAo6pa>kaeTbCa y BEPXHbOMY NpaBOMy KyTi eKpaHa, AKUIA 3HaX0AUTbCA Ha NepeaHin naHeni. Y MoMeHT
NepLUOro yBIMKHEHHA anapara, A4/1A KOXKHOIo pexxuMy 3BaprtoBaHHsA, 3aBXAN BUBOAUTLCA Nporpama nig N21. Yci 3aMiHu B HanalTyBaHHi
anapaTta B faHOMy peXuMi 3BaptoBaHHA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbca. LLlo6 nepeiTy Ha iHWWIA HOMep Nporpamu i
roYaTu HanalUTyBaHHA 3HOBY 3 6a30BMX MapaMeTpiB, AOCTaTHbO HATUCHYTU KHOMKY 4, ToA4i Ha eKpaH BUBOAMTLCA MOTOUYHUI HOMeEp
nporpamu, i Aani, 3a LONOMOroLo NOBOPOTIB PyYKU perynatopa 2 MoXxHa BubpaTtu iHLly nporpamy.

3MIHA HOMEPY rTPOrpPAMMN Y MNOTO4YHOMY PEXKUMI 3BAPIOBAHHA

Y ko>kHOMY pexkumi 3BaptoBaHHA MMA, TIG i MIG/MAG anapat Moxe 36epirati 4o 16 pi3Hux BapiaHTiB HanawTyBaHb. [oTo4HMIA HOMep
HanawTyBaHHA (Mporpamu) Bigo6pa>kaeTbCA y BEPXHbOMY MpaBOMy KyTi eKpaHa, AKMIA 3Hax0AUTbCA Ha nepeaHin naHeni. Y MoMeHT
nepLuoro yBiMKHEHHA anapara, 471 KOXKHOTo pexxuMy 3BaptoBaHHA, 3aBXAN BUBOAUTLCA nporpama nig N21. Yci 3MiHu B HanaluTyBaHHi
anapaTta B faHOMY peXuMi 3BaptoBaHHA Ta NOTOYHOMY HOMepi Nporpamu 36epiratoTbca. LLlo6 nepeiTy Ha iHWMWIA HOMep Nporpamu i
ro4aTu HanalUTyBaHHA 3HOBY 3 6a30BMX NapaMeTpiB, AOCTaTHbO HATUCHYTU KHOMKY 4, TOAi Ha eKpaH BUBOAUTLCA MOTOUYHUI HOMeEp
nporpamu, i Aani, 3a 4ONOMOroo NOBOPOTIB PyYKU perynatopa 2 MoXxHa BubpaTtu iHLy nporpamy.

-11- PATON StandardTIG DC MMA



FPATON

3ATAJIbHUM MEPENIK | NOCNIAO0BHICTb ®YHKLIN

Pe>xkum 3BaproBaHHA MMA

0) [-1-] - ocHoBHMIM napameTp CTPYM = 80 A (3a 3aMOBYYBaHHAM);
a)8...160 A (kpok 3MiHK 1 A) ana StandardTIG-160;
6) 10...200 A (kpok 3MiHu 1 A) ana StandardTIG-200;
B) 12...250 A (kpok 3MiHu 1 A) gna StandardTIG-250;
r)12...270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
A) 14...350 A (kpok 3MiHun 1 A) ansa StandardTIG-350-400V;
1) [H.St] cuna "Mapayoro ctapty" = 50% (3a 3aMOBYyBaHHAM);
a) O[OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS] vac "Tapa4oro ctapty" = 0,3 ¢ (3@ 3aMOBYYBaHHAM);
a)0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna "®opcaxy ayrn" = 50% (3a 3aMOBYyBaHHAM);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [u.AF] piBeHb cnpauboByBaHHA GyHKUIT «Popcax ayrn» = 12V (3a 3aMoBUYYBaHHAM);
a)9... 18V (kpok 3MiHn 1V);
5) [BAH] Haxun BonbT-amnepHoi xapaktepuctukn = 1,4 V/A (3a 3aMoBYyBaHHAM);
a)0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);
6) [Sh.A] 3BaptoBaHHA KopoTkoto ayroto = OFF (3a 3aMoBYyBaHHAM);
a) ON - yBiMKHeHe;
6) OFF - BUMKHeHE;
7) [BSn] 6nok 3HWXKeHHA Hanpyru xonocTtoro xoay = OFF (3a 3aMoBYyBaHHAM);
a) ON - yBiMKHEHWIA;
6) OFF - BUMKHeEHWI;
8) [Po.P] iMmnynbcHuin pexxnm = OFF (3a 3aMoBYyBaHHAM);
a) ON - yBiMKHEHWA;
6) OFF — BUMKHEHWIA;
9) [I.PS] cTpym nayaun = 15 A (3a 3aMoBYyBaHHAM);
a) 8... 160 A (kpok 3MiHu 1 A) ana StandardTIG-160;
6) 10...200 A (kpok 3MiHu 1 A) ana StandardTIG-200;
B) 12...250 A (kpok 3MiHu 1 A) ana StandardTIG-250;
r) 12 ... 270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
A) 14...350 A (kpok 3MiHM 1 A) ana StandardTIG-350-400V;
10) [Fr.P] wactoTa nynbcauiv ctpymy = 5,0 'l (3a 3aMOBUYYBaHHAM);
a) 0,2...500 Iy, (amMHaMiuyHui Kpok 3MiHK 0,1 Tu...1 Tw);
11) [dut] 6anaHc iMnynbc/nay3a = 50% (3a 3aMOBYyBaHHAM);
a) 20...80% (kpok 3MiHu 2%).

Pe>kum 3BaproBaHHA TIG

0) [-2-] ocHoBHUMI napameTp CTPYM = 60 A (3a 3aMOBYYyBaHHAM);
a)8...160 A (kpok 3MiHK 1 A) ana StandardTIG-160;
6) 10...200 A (kpok 3MiHn 1 A) ana StandardTIG-200;
B) 12...250 A (kpok 3MiHu 1 A) gna StandardTIG-250;
r)12... 270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
A) 14...350 A (kpok 3miHun 1 A) ansa StandardTIG-350-400V;
1) [But] pe>knm KHONKW Ha nanbHWUKy = 2T (3a 3aMOBYYBaHHAM);
a) LIFT — KoHTaKkTHWI pexxum 3anantoBaHHa ayrv TIG-LIFT (BeHTUNbHWIA NanbHKK);
6) LIFT2T — KOHTaKTHWUI pexxum 3anantoBaHHa ayrv TIG-LIFT2T (nanbHUK 3 KHONKOH);
B) LIFT4T — KOHTaKTHUI pexkuM 3anantoBaHHA ayru TIG-LIFT4T (nanbHMK 3 KHOMKOHO);
r) HF2T — 6e3KoHTaKTHUIA pexXnM 3anantoBaHHA, pexxum kHonku TIG-2T;
) HFAT — 6e3KOHTaKTHUI PeXKMM 3anantoBaHHsA, PeXKMM KHonku TIG-4T;
2) [t.Pr] yac nepea-npoayskn = 0,4 ¢ (3a 3aMOBYYBaHHAM);
a)0,1...25,0 ¢ (kpok 3MiHn 0,1 c);
3) [t.Po] yac nicna-npoayBku razom = 4,0 ¢ (3a 3aMOBYYBaHHAM);
a)1,0...35,0 ¢ (kpok 3MiHn 0,1 c);
4) [Pr.A] nonepepaHiv cTpyMm (ninotHa gyra) = 20 A (3a 3amoB4YyBaHHAM B HFAT);
a)8...50 A (kpok 3MiHu 1 A) ana StandardTIG-160;
6) 10...50 A (kpok 3MiHW 1 A) gna StandardTIG-200;
B) 12...50 A (kpok 3MiHu 1 A) ansa StandardTIG-250;
r) 12...50 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
A) 14...50 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
5) [Po.A] cTpyM 3aBaptoBaHHA kpaTepa = 20 A (3a 3aMoBYyBaHHAM B HFAT);
a) 8...50 A (kpok 3MiHu 1 A) ana StandardTIG-160;
6) 10...50 A (kpok 3MiHK 1 A) ana StandardTIG-200;
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B) 12...50 A (kpok 3MiHu 1 A) ansa StandardTIG-250;
r) 12...50 A (kpok 3MiHu 1 A) gna StandardTIG-270-400V;
A) 14...50 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
6) [t.uP] yac HapocTaHHsA cTpyMy = 0,2 ¢ (3a 3aMOBYYBaHHAM);
a) 0 [OFF] ... 15,0 c (kpok 3MiHK 0,1 c);
7) [t.dn] yac cnagaHHA cTpyMy = 0,2 ¢ (3a 3aMOBYYBaHHAM);
a) 0 [OFF] ... 15,0 c (kpok 3MiHK 0,1 c);
8) [Po.P] iMmnynbcHuin pexxnm = OFF (3a 3aMoBYyBaHHAM);
a) ON - yBiMKHEHWIA;
6) OFF — BUMKHEHWI;
9) [I.PS] cTpymM nayaun = 25 A (3a 3aMOBYYBaHHAM);
a) 8...160 A (kpok 3MiHK 1 A) ans StandardTIG-160;
6) 10...200 A (kpok 3MiHu 1 A) ana StandardTIG-200;
B) 12...250 A (kpok 3MiHu 1 A) ana StandardTIG-250;
r)12...270 A (kpok 3MiHu 1 A) ans StandardTIG-270-400V;
A) 14...350 A (kpok 3MiHuK 1 A) ans StandardTIG-350-400V;
10) [Fr.P] wacTtoTa nynbcauiv ctpymy = 10 'y, (3a 3aMOBUYYBaHHAM);
a) 0,2...500 Iy, (aMHaMiuHuit Kpok 3MiHK 0,1 ... 1 Tw);
11) [dut] 6anaHc iMnynbc/nay3a = 50% (3a 3aMOBYyBaHHAM);
a) 4...80% (Kpok 3MiHu 2%);
12) [SPT] pe>xunm ToukoBoro 3saptoBaHHsA (SPOT) = OFF (3a 3aMOBYyBaHHAM);
a) ON - yBiMKHEHWIA;
6) OFF - BUMKHeEHWI;
13) [I.SPT] cTpym kpanku = 160 A (3a 3aMOBYyBaHHAM);
a)8...160 A (kpok 3MiHK 1 A) ana StandardTIG-160;
6) 10...200 A (kpok 3MiHu 1 A) ana StandardTIG-200;
B) 12...250 A (kpok 3MiHu 1 A) ana StandardTIG-250;
r) 12 ... 270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
A) 14...350 A (kpok 3MiHu 1 A) ans StandardTIG-350-400V;
14) [t.SP] yac kpanku = 0,02 ¢ (3a 3aMOBYyBaHHAM);
a) 0,01 ... 25 ¢ (AMHaMi4HuMI KpoK 3MiHKM 0,01 ¢ ... 1 ¢);
15) [t.PS] wac nay3u = 1 ¢ (3a 3aMOBYYBaHHAM);
a) OFF ... 0,5 ... 5,0 ¢ (kpok 3MiHn 0,1 c).

Pe>xum 3BaproBaHHA MIG/MAG

0) [-3-] ocHoBHUI NnapameTp HAMPYTA = 18,0 V (3a 3aMOBUyBaHHAM)
a)12,0...24,0 V (kpok 3MiHK 0,1 V) ana StandardTIG-160;
6) 12,0...26,0 V (kpok 3MiHW 0,1 V) ana StandardTIG-200;
B) 12,0...28,0 V (kpok 3MiHu 0,1 V) ana StandardTIG-250;
r)12,0...29,0 V (kpok 3MiHu 0,1 V) ana StandardTIG-270-400V;
A) 12,0...32,0 V (kpok 3MiHn 0,1 V) ansa StandardTIG-350-400V;
1) [t.up] 4yac HapocTaHHA Hanpyrn = 0,1 ¢ (3a 3aMOBYYBaHHAM);
a)0,0...5,0 c (kpok 3MiHK 0,1 c);
2) [t.dn] yac cnapy Hanpyru = 0,1 ¢ (3a 3aMOBYYBaHHAM);
a) 0,0...5,0 c (kpok 3MiHM 0,1 c);
3) [Ind] iHAYKTUBHICTb = «0» (38 3aMOBYYBaHHAM);
a)-5 ... +5 (Kpok 3MiHu 1 piBeHb);
4) [Po.P]iMnynbcHUI pexkum cTpymy = OFF (3a 3aMOBYYyBaHHAM);
a) ON - yBiMKHEHWIA;
6) OFF — BUMKHEHW;
5) [Adu] ocHoBHMIN NapaMeTp y iMnynbcHoMy pexknmi — KOPEKLIIA HAMPYTW = 0,0 V (3a 3aMoBYyBaHHAM);
a) -3,0...+3,0 V (kpok 3MiHK 0,1 V). I3 36inbLLEHHAM 3HaYeHHA NapaMeTpy PocTe AOBXUHA Ayru;
6) [tYP] Tun matepiany apoTy = Fe (3a 3aMOBYyBaHHAM);
a) Fe — 3BMYaiHni1 cTaneBuii ApiT (BUKOPUCTOBYBATW 3aXMCHUI ra33 Tinbku cknagy 82%Ar+18%C02);
6) St.St - Hep>xaBitoUMI APIT (BUKOPUCTOBYBATU 3aXMCHMIA ras® Tinbku cknagy 98%Ar+2%C02);
B) AL.Si - antoMiHieBO-KpeMHieBMI1 APIT (BUKOPUCTOBYBATM 3axMCHUM ras® Tinbku 100%Ar);
r) ALMg - antoMiHieBo-MarHieBuit ApiT (BUKOPUCTOBYBATH 3axXMCHUI ras® Tinbku 100%Ar);
7) [dia] aiameTp gpoTy = 0,8 MM (3a 3aMOBYYBaHHAM);
a) 0,6...0,8 MM AnA cTanesoro Ta Hepxagitouoro ApoTy StandardTIG-160
6) 0,6...1,0 MM AnA cTaneBoro Ta Hepxasitovoro ApoTy StandardTIG-200;
B) 0,6...1,2 MM AnA cTaneBoro Ta Hepxasgitovoro aopoTy StandardTIG-250/270/350-400V;
r)0,8...1,2 MM ana antoMiHiEBOro ApOTY.

3 peKkoMeH/10BaHa BUTPaTa rasy Bia 71/xs
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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!!! Mepep BukopnctaHHAM o6nafHaHHA PEKOMEHAYEMO 03HAaNOMUTUCA 3 PO3LLMPEHOIO IHCTPYKLEID 3 ekcnyaTallii,
a TakoX NepeBipuUTU NpaBU/bHICTb 3aNOBHEHHA rapaHTIMHOro TanoHa: Ha3ea Moaeni npuabaHoro Bamu Bupoby, Ta oro
cepilHUI HoMep NOBWUHHI BYTY iAEHTUYHI 3anMcaM B rapaHTInHOMY TanoHi. He AonyckaeTbca BHECEHHSA B TanoH 6yab-akux
3MiH Y BUNpPaBneHb.

FAPAHTIMHI 30BO0B’A3AHHA
MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHSA CrioXKMBayeM yMOB ekcrnyaTauii, 36epiraHHA
1 TpaHCMOPTYBaHHA.

VYBATA! be3koLLTOBHE rapaHTiliHe 06CcnyroByBaHHA BiACYTHE 3a YMOBU MeXaHi4YHWX NOLLUKOAKEHb 3BaploBanbHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTb:

Mogpenb anapaty TepMiH rapanTii
StandardTIG-160 5 pokis
StandardTIG-200
StandardTIG-250
StandardTIG-270-400V 8 poxn
StandardTIG-350-400V 2 pokun

OCHOBHW rapaHTinHWIA Nepios 064YNCAIOETLCA 3 AHA NPOAAXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHayeTbCA 3a41A YHUKHEHHA BUXOAy anapaTty 3 napy, 3anexHo Bif YMOB ekcnnyaTtauii, 0AnH pa3 Ha NiBPOKY 3HATU 3axXMCHY
KPULLKY | BAKOHATN YNCTKY BHYTPILLHIX eNeMeHTIB i By3niB 06n1agHaHHA CTUCHEHUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAUTU aKypaTHO,
YTPUMYHOUM LINaHT KOMMNPecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTU NOLLKOAXKEHHS Naliku eNeKTPOHHUX KOMMOHEHTIB | MexaHi4HuMX
YacTUH.

[MpoTAroM OCHOBHOIO rapaHTiHOro nepiody, y BUNagKy rapaHTinHOro peMoHTy, npoaaseub 3060B'A3yeTbCcA 6E3KOLTOBHO AN

BNnacHuKa iHeeptopHoro o6nagHaHHa PATON™:
npotaroM 1 poky 3 aaTv npua6aHHA KNiEeHTOM o6naaHaHHA onnaTTK foctaBky o6nagHaHHA B CepBiCHUIA LLEHTP | 10ro NOBEpPHEHHA
KMNIEHTY, BUKOPMCTOBYHOUM NOCNYrM KOMNaHii «<HoBa nowuTta»;

- MNPOBECTU AiarHOCTUKY Ta BUABUTU MPUYMNHY HECNPABHOCT;

- 3abe3neynTn HeobXiaAHVMU ANA BUKOHAHHA PEMOHTY BYy3NaMu Ta eneMeHTamu;

- npoBecTn po60oTK i3 3aMiHW eNIEMEHTIB Ta By3/iB, LLO BUALLNN 3 Naay;

- MpPOBECTU TECTYBaHHA BiAPEMOHTOBAHOro 06naaHaHHsA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06NaAHaHHA:

- 3 MexaHiYHMMU NOLUKOAXKEHHAMM, LLLO BNIMHYNW Ha NpauesaaTHiCTb anapaty (aedopMalia kopnycy i aetanen BHacNiA0K NaaiHHA 3
BMcoTn abo nafiHHA Ha o6nagHaHHA BaXKKMX NPeAMETIB, BUNaAaHHA KHOMOK Ta po3'eMiB);

- 3i cnipamu Kopoasii, Aka cTana NPUYNHO HECMPaBHOTO CTaHy;

- fiKe BUWALLAO 3 nafy Yepes BB CUbHOTO 3BOIOXKEHHS Ha MOro CUIOBI i1 eNEeKTPOHHI eneMeHTu;

- AKe BMILUMO 3 najdy Yepes3 HakonMMYeHHA CTPYMOMPOBIAHOIo NuAy (BYriNnbHUI N, MeTanesa CTPYXKKa Ta iH.) BCepeauHi;

- ypa3si cnpobu caMOCTINHOro PeMOHTY oro By3niB Ta/abo 3aMiHN €NeKTPOHHUX ENeMEeHTIB.

Tako>X OCHOBHI rapaHTiiHi 3060B'A3aHHA HE MOLUUPIOIOTLCA Ha 30BHILLHI eneMeHTV o6nafHaHHA, WO BUILWAM 3 naay, AKi NiaaaTbea
}IBNYHOMY KOHTaKTy, a TakoX Ha CYMyTHI/BUTpaTHi MaTepianu, NpeTeHsii WoA0 AKUX NPUIAMalOTbCA He Mi3Hille ABOX TUXKHIB micna
npoaaxy:

- nepemMukayd yBiMKHEHHA XWUBMEHHS;

PY4Ku peryntoBaHHA napameTpiB 3BaproBaHHH;

po3'eMu nNigkntoYveHHA Kabenis i pykasis;

po3'eMN ynpaBniHHA;

Kabenb XXMBMEeHHH i BUNKa kabento XXMBNEHHS;

py4Ka Ans nepeHeceHHA, peMiHb Yepes nneve, kenc, kopobka;

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

Mpopaselpb 3anuwae 3a co6ol NPaBo BiAMOBWUTW Yy HafaHHI rapaHTIMHOTO PeMOHTy, abo BCTaHOBWUTW [aTO MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MicALb | Pik BUNYCKy anapaTy (BCTaHOB/IOOTLCA 3a CEPIHUM HOMEPOM):

-y pasi BTpaTi nacrnopta BfacHUKOM;

-y pasi BigcyTHoCTi KopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTa NpoAasLeM Mif Yyac npoAaxy anapaty.

[apaHTiINHWI CTPOK NPOAOBXYETLCA, HA TEPMiH rapaHTiMHOro 06CNyroByBaHHA anapaTty y CepBiCHOMY LLEHTPI.
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ENGLISH

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;

never remove the outer case cover when using machine.

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;

- arcradiation 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 conditions 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 device delivery set includes:

Operating manual

Universal case*

Welding arc supply source with Shoulder carrying
amainscable strap

3 m welding cable with ABICOR BINZEL
ground terminal**

* For StandardTIG-160/200/250 models
**Except ‘WA’ index models

CONTROL AND INDICATION
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1-Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
2-The regulator for selecting the functions (parameters) of the current mode and adjusting their values. The selection of functions is
done by turning the knob to the right and left. To move to editing the value of a selected parameter, you need to press the regulator
knob. Values are set by turning the regulator knob. Press the regulator knob again to return to the function/parameter selection menu;
3-Digital display;
4-Welding program selection button (couple of previously saved user parameters);
5-Connector for feeding signals from the wire feeder to turn the welding current source on and off;
6-Button/automatic breaker for turning the unit ON/OFF (color - decorative);
7-Power supply cable;
8-Socket for shielding gas supply to the torch;
9-Connector for controlling torch buttons;
10- Connection for shielding gas supply from a gas bottle;
11- Location for connecting the grounding cable;

A - Bayonet-type power current socket "+";
a) MMAwelding - the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is connected);
b) TIG welding - only the ground cable is connected;
c) MIG/MAG welding with solid wire - the cable from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
B - Bayonet-type power current socket "-":
a) MMA welding - the grounding cable is connected (in rare cases, when using special electrodes, the electrode cable is connected);
b) TIG welding - only the TIG torch is connected;
c) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire - the cable from the wire feeder is connected.

)
)
)
)
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INDICATION OF MACHINE OPERATION IN MODES
TIG
e TIG-HF=T Prod.H: 1 |
y
—{4]

Ear‘ameter‘s:g -
ime amrer-down: =l |5
time rFost-gas: :85

MIG/MAG
\ plMIG MAG-2T |
1-Current welding mode

' U 2-Current program number

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

Proed.He1 )
=

Prog.Hz 1 [

Paramehezs.gt x =g
Fower Ho art: %
time Hot Start: A,3=

START-UP

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

INSTALLATION REQUIREMENTS

The machine must be placed so as to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels.
Take care that metal dust (for example, during emery grinding) does drawn directly into the machine by the cooling fan.

POWER CONNECTION

The standard welding unit is rated for:

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

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

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply: L2
- Brown wire - phasel1;
- Blackwire - phaseL2;
- Blue wire - phase L3;
- Yellow-green wire - ground. L1
L3
CAUTION! When the unit is connected to a mains voltage higher than 270V (for

StandardTIG-160/200/250) or 450V (for StandardTIG-270/350-400V), all
manufacturer's warranty obligations become invalid! This situation can occur with a J_
very huge imbalance in the phase voltage in a standard mains or when using a non-
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standard connection. The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected

based on the unit technical data.

SELECTING THE DEVICE MENU LANGUAGE

Hold down button 1 and turn on the device to select/change the device menu language. Select the desired language with the

regulator knob 2 and press it to confirm your selection. The machine will work with the interface in the selected language.

Welding mode parameters

Used MMA electrode,

Set current value for

Wire cross-section
diameter for MIG/MAG,

Cross-section of the

Max. wire length,

mm MMA and TIG, A mm mains wire, sq. mm m
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
22 not more than 80 up to ©0,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 not more than 120 up to 20,8 2,5 130
4,0 205
6,0 310
2,0 75
24 not more than 160 25 %
4,0 155
up to @1,0 6,0 230
2,5 60
a5 not more than 200 4,0 100
6,0 150
2,5 48
25 4
06 fusible up to 250 up to @1,2 4 80
6 120
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
23 up to 120 up to 20,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160
4 260
up to @1,0 6 385
2,5 115
25 up to 220 4 180
6 270
2,5 85
fuggle up to 270 up to @1,2 4 135
6 205
2,5 65
26 up to 350 up to 1,4 4 100
6 150

ATTENTION! On/Off switch on the machine rear panel (for StandardTIG-160/200/250) is not a power switch, so it does not provide
complete de-energization of internal electronic parts, when the machine is switched off. Therefore, follow safety rules and
disconnect the mains plug after finishing the welding.

4Up to 1,0 mm for pulse current welding with steel and stainless wire
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MACHINE CONNECTION DIAGRAM FOR STICKELECTRODES WELDING (MMA)

~220V/ 230V ELECTRODE HOLDER

~3x 380V / 400V

Clae

WORKPIECE

RECOMMENDED LENGTH OF POWER WELDING CABLES:

Set current value, A Cable length Cross-sectl:m area, Cable type
(one way), m mm
2.9 10 KG 1x10
up to 100 3..14 16 KG 1x16
2.9 16 KG 1x16
up to 160 3..14 25 KG 1x25
2.7 16 KG 1x16
up to 200 3..10 25 KG 1x25
2.8 25 KG 1x25
up to 250 3.12 35 KG 1x35
Up to 270 5.1 35 KG 1x35
up to 350 6..14 35 KG 1x35

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

APrOH

ARGON-ARC TORCH

I
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS WELDING
(2T/4T/ALT.4T)

ARGON-ARC

GROUND TERMINAL

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

EXTERNAL
;M> WIRE FEEDER

—~<

CO2
Ar+COz

—_— SEMI-AUTOMATIC
- TORCH
SPECIFICATIONS
StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
RGIAIES -160 -200 -250 -270-400V -350-400V
220/230 3x380 3x380
Rated supply voltage 50Hz, V 220/230 220/230 3400 3x400
Ratgd current consumption from the 18...21 25 .28 29,5...35 12..14 16..18,5
mains, A
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
45%/at 160A 45%/at 200A 45%/at 250A 70%/at 270A 70%/at 350A
Load duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at
106A 134A 167A 225A 290A
Mains voltage limits, V 160 - 260 160 - 260 160 - 260 +15% +15%
Welding current limits, A 8-160 10-200 12-250 12-270 14 -350
\L/lmlts of regulation of welding voltage, 12-24 1226 12-28 1229 1230
MMA electrode diameter, mm 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6-1,0 0,6-1,0 0,6-1,2° 0,6-1,2 0,6-1,4
Welding pulse modes, Hz MMA: 0,2...500 — adjustable; TIG: 0,2...500 — adjustable; MIG/MAG: automatic

50,6...1,0 mm for pulse current welding with steel and stainless wire
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Hot-Start in the MMA mode Adjustable

Arc Force in the MMA mode Adjustable

Anti-Stick in the MMA mode Automatic

No-load voltage reduction unit on / off

MMA no-load voltage, V 12/70

Arc striking voltage, V 110

Rated power consumption, kVA 4,2..4,8 | 5,2...6,2 6,5..7,7 | 7,9..9,3 10,6...12,2
Maximum power consumption, kVA 6,3 | 8,1 9,4 | 11,5 15,2
Efficiency, % 90

Cooling Adaptive

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

Box dimensions (length, width, height) , 345x112x 345x112x 345x112x 390 x 145 x 390 x 145 x
mm 290 290 290 335 335
Weight without coiland accessories, kg 5,7 5,9 6,0 10,1 10,3
Ingress Protection rating P33 IP33 IP33 P33 IP33

SELECTING AND SETTING THE MACHINE FUNCTIONS

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

1) in the MMA mode - welding current;

2) in the TIG mode - welding current;

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

Regulator 2 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press and hold the knob for
more than 12 s).
Button 1 on the front panel is responsible for changing the welding mode (switching in a circle).

SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 2,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked.
To unlock it, press and hold down regulator 2 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening
lock, indicating the process of unlocking the function menu. After successful unlocking, when turning the regulator 2 to the right or left,
the current name of the function and its value will be displayed on the digital display.

SWITCHING TO THE REQUIRED WELDING MODE

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

RESETALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset them to the standard factory settings,
itis enough to press and hold down regulator 2 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will
start counting down 333...222...111 and when ‘000’ is reached, all settings of the selected program of the current welding mode will be
updated to factory settings. Reset parameters for each program each welding mode are made separately. This is provided for
convenience, so as not to reset individual settings in the other programs and welding modes.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

Ineach MMA, TIG, and MIG / MAG welding mode, itis possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel of the machine. At the moment of the first
switching on of the machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this
welding mode and the current program number are saved. To switch to another program number and start setting again from the basic
parameters, just press button 4 and then the LCD displays the current program number, which can be changed turning the regulator 2
to the right or left.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode

0) [-1-] main display parameter CURRENT = 80A (by default);
a) 8...160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
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e) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
1) [H.St] Hot start power = 50% (by default);
a) O[OFF] ... 100% at low currents (adjustment step 5%);
2) [t.HS] Hot start time = 0.3 s (by default);
a)0.1...1.0 s (adjustment step 0.1 s);
3) [Ar.F] Arc Force power = 50% (by default);
a) O[OFF] ... 100% at low currents (adjustment step 5%);
4) [u.AF] Arc Force trigger level = 12 V (by default);
a)9...18V (adjustment step 1V);
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default);
a)0.2...1.8 V/A (adjustment step 0.4 V/A);
6) [Sh.A] short arc welding = OFF (by default);
a) O[OFF] ... 3 stage (adjustment step 1 stage);
7) [BSn] voltage reduction unit = OFF (by default);
a) ON;
b) OFF;
8) [Po.P] pulse mode = OFF (by default);
a) ON -enabled;
b) OFF - disabled;
9) [I.PS] pause current = 15A (by default);
a) 8...160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
e) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
11) [dut] pulse/pause balance = 50% (by default);
a) 20 ... 80% (adjustment step 2%).

TIG welding mode

0) [-2-] main displayed parameter CURRENT = 60 A (by default);
a) 8...160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 250 A (adjustment step 1 A) for StandardTIG-250;
d)12... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
e) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
1) [But] torch button mode = 2T (by default);
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT2T - contact striking mode, TIG-LIFT2T button mode (torch with button);
c) LIFTAT - contact striking mode, TIG-LIFTAT button mode (torch with button);
d) HF2T - non-contact striking mode, TIG-2T button mode;
€) HF4T - non-contact striking mode, TIG-4T button mode;
2) [t.Pr] pre-purge time = 0.4 s (by default);
a)0.1...25.0 s (adjustment step 0.1 s);
3) [t.PO] gas post-purge time = 4.0 s (by default);
a)1.0...35.0 s (adjustment step 0.1 s);
4) [Pr.A] pre-current (pilot arc) = 20 A (by default);
a) 8...50 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 50 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 50 A (adjustment step 1 A) for StandardTIG-250;
d)12...50 A (adjustment step 1 A) for StandardTIG-270-400V;
e) 14... 50 A (adjustment step 1 A) for StandardTIG-350-400V;
5) [Po.A] crater filling current = 20 A (by default);
a) 8...50 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 50 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 50 A (adjustment step 1 A) for StandardTIG-250;
d)12...50 A (adjustment step 1 A) for StandardTIG-270-400V;
e) 14 ... 50 A (adjustment step 1 A) for StandardTIG-350-400V;
6) [t.uP] current build-up time = 0.2 s (by default);
a) O[OFF] ... 15.0 s (adjustment step 0.1 s);
7) [t.dn] current ramp-down time = 0.2 s (by default);
a) O[OFF] ... 15.0 s (adjustment step 0.1 s);
8) [Po.P] pulse mode = OFF (by default);
a) ON -enabled;
b) OFF - disabled;
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9) [I.PS] pause current = 25 A (by default);
a) 8...160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
€) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
10) [Fr.P] current pulsation frequency = 10.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
11) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by
default);
a)4...80% (adjustment step 2%);
12) [SPT] SPOT mode = OFF (by default);
a) ON -enabled;
b) OFF - disabled;
13) [I.SPT] dot current = 160A (by default);
a) 8... 160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c) 12... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
e) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
14) [t.SP] dot time = 0.02 s (by default);
a) 0.01 ... 25.0 s (dynamic adjustment step 0.01 ...1 s);
15) [t.PS] pause time = 1 s (by default);
a) OFF ...0.5...5.0 s (adjustment step 0.1 s);

MIG/MAG welding mode

0) [- 3-] main display VOLTAGE = 18.0 V (by default);
a)12,0...24,0 V (adjustment step 0,1 V) for StandardTIG-160;
b) 12,0...26,0 V (adjustment step 0,1 V) for StandardTIG-200;
c) 12,0...28,0 V (adjustment step 0,1 V) for StandardTIG-250;
d) 12,0...29,0 V (adjustment step 0,1 V) for StandardTIG-270-400V;
e) 12,0...32,0 V (adjustment step 0,1 V) for StandardTIG-350-400V;
1) [t.up] voltage rise-up time = 0.1 s (by default);
a)0.0...5.0 s (adjustment step 0.1 s);
2) [t.dn] voltage reduction time = 0.1 s (by default);
a)0.0...5.0 s (adjustment step 0.1 s);
3) [Ind] inductance = “0” (by default);
a) -5 ... +5 (adjustment step 1 stage);
4) [Po.P] Pulsed current mode = OFF (default);
a) ON -enabled;
b) OFF - disabled;
5) [Adu] main parameter in pulse mode - VOLTAGE ADJUSTMENT = 0.0 V (default);
a)-3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
6) [tYP] Wire material type = Fe (default);
a) Fe — ordinary steel wire (use 82%Ar+18%CO02 shield gas® composition only);
b) St.St - stainless steel wire (use 98%Ar+2%CO2 shield gas® composition only);
¢) AL.Si - aluminum-silicon wire (use 100%Ar shield gas® only);
d) AL.Mg - aluminum-magnesium wire (use 100%Ar shield gas® only);
7) [dia] Wire diameter = 0.8 mm (default);
a) 0.6...0.8 mm for StandardTIG-160 steel and stainless wire;
b) 0.6...1.0 mm for StandardTIG-200 steel and stainless wire;
c) 0.6...1.2 mm for StandardTIG -250/270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire.

8 recommended shield gas consumption rate: 7U/min or more
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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.

card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to the warranty
card entry. Any changes and corrections to the coupon are prohibited!

WARRANTY POLICY

PATON INTERNATIONAL guarantees the serviceability of the supplied equipment provided that the consumer complies with the
operating, storage, and transportation conditions

g ATTENTION!!! We recommend that you read the operating instructions and verify the accuracy of filling out the warranty

ATTENTION! There is no free warranty service for mechanically damaged equipment!

The main warranty period for welding equipment is:

Unit model Warranty period
StandardTIG-160 Syears
StandardTIG-200
StandardTIG-250
StandardTIG-270-400V Syears
StandardTIG-350-400V 2 years

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

To avoid device malfunction, we recommend to open the protective cover for cleaning the internal elements and assemblies with
compressed air once every six months, depending on the operating conditions. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

with mechanical damage that affected the device’s performance (deformation of the case and parts as a result of falling from a height
or mechanically damaged equipment, with failed switches, buttons and connectors);

with traces of corrosion, caused a malfunction;

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

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

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

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

- the power switch;

- the adjusting knobs;

- the cables and sleeves connectors;

- the control connectors;

- the mains cable and the mains cable plug;

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

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

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

- ifthe owner loses the warranty card;

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

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

You can ask your seller about the nearest service center.

-25 - PATON StandardTIG DC MMA



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.

[lata npuitoMy Ha peMoHT / Received torepairdate___ ” ”,20_

(nianwuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

MpuuunnHa / Cause:

[ata npuiiomy Ha peMoHT / Received to repair date ” ”, 20,

(nianuc / signature)

O3sHaku HecnpaeHocTi / Malfunction symptoms:

MpuuunnHa / Cause:
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[ata npuinoMy Ha peMoHT / Received torepairdate ___ ” ”,20_

(nianwuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

MpuunnHa / Cause:

[Narta npuioMy Ha peMoHT / Received to repair date 7 7,20

(nignuc / signature)

O3Haku HecnpasHoCTI /

MpuuunnHa / Cause:

[lata npuiiomy Ha peMoHT / Received torepairdate . *,20_

(nianuc / signature)

O3sHaku HecnpasHocTi / Malfunction symptoms:

MpuynnHa / Cause:
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[ata npuiioMy Ha peMoHT / Received to repair date

O3Haku HecnpaBHocTi / Malfunction symptoms:

»
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(nianwuc / signature)

MpuunnHa / Cause:

[ata npuiiomy Ha peMoHT / Received to repair date

O3sHaku HecnpaeHocTi / Malfunction symptoms:

720

(nignuc / signature)

MpuynnHa / Cause:

[ata npuitomy Ha peMoHT / Received to repair date

O3sHaku HecnpaeHocTi / Malfunction symptoms:

»

20

(nianuc / signature)

MpuynHa / Cause:
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