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PATON

YBATA!!! Mepea BUKOpUCTaHHAM 061aHaHHA peKOMeHAYEMO 03HaOMUTUCA 3 PO3LIMPEHOIO BepCi€lo iIHCTPYKLi 3
ekcnyaraLii 3a agpecoto: https://paton.ua/files/passports/ProTIG_GEN.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/ProTIG_GEN.pdf

AproHogyrosoii uHsepTop / AproHoayrosuii insepTtop / Argon-arc inverter
PATON ProTIG-200 AC/DC/ 315-400V AC/DC

Jata npogaxu [ [lata npogaxy / Purchase date ” " 20, r.

M.M.

(Moanuce npogaeua / Mignuc npoaasys / Vendor signature)
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ZMEHATO

UKRAINE (YKPATHCBbKA)

3BaptoBa/ibHWI anapaT BUrOTOB/IEHWI BifMNOBIAHO A0 TEXHIYHUX CTAHAAPTIB | BCTAHOB/IEHUX MPaBUA
TexHiku 6e3nekn. MpoTe y pasi HeNpaBW/ILHOTO NOBOAXEHHS BUHIKaE Hebesnexka:

- TpaBMyBaHHs 06CyroByto4oro nepcoHany abo TpeTboi ocoby;

- 3aN0AISIHHA WKOAW CaMOMy anapaTy abo MaTepiaibHUM LiHHOCTAM MiANPUEMCTBS;

- nopyLueHHs epeKTUBHOro po6o4oro npowecy.

Bci ocobu, siki nos'ssaHi 3 BBEAEHHAM B eKCMyaTauilo, YNpaBAiHHAM, AOTNSAOM i TEXHIYHUM
06cnyroByBaHHAM anapaTy NOBUHH

- MPOWTU BIAMOBIAHY aTecTalito;

- BOIOAITV 3HAHHAMM 3i 3BapOBaHHS,;

- TOYHO AOTPVMYBATUCA L€l IHCTPYKLI.

HecnpaBHOCTI, iki MOXYTb 3HU3MTU 6e3neKy, MOBMHHI Oy T TEPMIHOBO yCyHeHi.

NPABWUJIA TEXHIKW BE3MEKU

HEBE3MEKA MEPEXEBOIO | 3BAPIOBA/IbHOIO CTPYMY

- YPaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTh CMepTebHUM;

- 3BaploBa/ibHU Kabesb MOBUHEH OyTW MILHWM, HeywWwKoAXeHUM Ta i301boBaHUM. Ocnabnei
3'€/lHaHHA | MOWKOAXeHW kabenb NOTPiIGHO HeraltHo 3amiHUTM. Mepexesi kabeni W kabeni
3BapIoBa/IbHOTO anapaTy MOBMHHI CMCTEMaTUYHO NepeBipATUCA daxiBLem eNeKTPUKOM Ha CpaBHICTb
isonsuii;

- MiZ 4ac BUKOPUCTaHHs 3360POHAETLCA 3HIMATY 30BHILLHI KOXYX anapary.
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HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBA/IbHOT AYTU

3abopoHsAETbCA crnocTepiraTv 3a 3BapiloBasibHOI Ayroto Heo3bpoeHum okom. [Jlyra i 6pusku, Lo
YTBOPIOIOTLCA Mifl Yac poboTH, MOXYTb 0BMeKTW WKipy abo BUKAMKATY NOMYM's, TOMY 3aBXAM Cig
HOCWUTM 3aXWUCHY MacKy 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOpOHHI 0cO6U, L0 3HAXOAATLCA B 30Hi Al
NPUCTPOIO, MOBUHHI 3aXMIATK OYi CneuiabHUMU 3aXMCHUMKU OKynsipamu abo BUKOPUCTOBYBATU
Heropoui eKpaHu, Lo NOrNHaTb BUNPOMIHIOBAHHS.

HEBE3MEKA WKIANMBUX FA3IB | BUMAPIB

- yTBOpEHi AUM Ta WKiAAMBI ra3n BUAaUTU 3 poboyoi 30HM crellianbH1MK 3acobamu;

- 3abe3neunTy ZOCTaTHIM NPUTOK CBIXKOrO MOBITPS;

- BUMapU PO3YMNHHWKIB HE MOBUHHI NOTPaN/IATH B 30HY BUNPOMIiHIOBaHHS 3BaploBa/bHOT Ayru.

HEBE3MEKA MAFHITHOIO NoAs

- CTBOPEHI BWUCOKMM CTPYMOM MArHiTHI MOt MOXYTb YMHWUTU HEraTUBHWIA BNAVB Ha NpaLe3AaTHICTL
eneKTponpuaais (Hanpukaaa, kapgioctumynstop). Ocobu, aki MalTb Taki NpwaaAW, MOBUHHI
NopaAUTUCA 3 ikapem, NepLu HiX HabanxaT1cs 40 poboYOro 3BaprOBa/IbHOrO MaMAaHuMKa.

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 po60UOi 30HM;

- He AOMyCcKalTbCs 3BaproBasibHi po6OTU Ha EMHOCTAX, Y AKkux 36epiratoTbes abo 36epiranncs rasu,
nanbHe, HapTONPOAYKTU. MoxmBa Hebesneka BUOYXY 3aNMLIKIB LIUX NPOAYKTIB;

- y noxeso- Ta BUbyxoHebe3neuHNx NpuMiLleHHAX 40TPUMYBaTHCA 0COBAMBUX NpaBuA, BIAMNOBIAHO A0
HaLiOHA/IbHMX Ta MiXKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

Jins 0cobUCTOro 3aXMCTy AOTPUMYITECH HACTYNHUX NPaBU:

- HOCUTU MiliHe B3yTTS, Lo 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1y BOSIOTUX YMOBAX;

- 3aXMLLATU PYKM i30/110104MMU pyKaBUUKaMK;

- O4i 3aXMLATU 3aXWUCHOIO MAacKo 3 GiNLTPOM NPOTW yNbTPadioNeToBOro BUNPOMIHIOBAHHS, AKWIA
BiAMNOBIAA€E CTaHAApTaM TexHiku 6e3neku;

- BUKOPUCTOBYBATU TiNIbKM BiANOBIAHUI (BaXKO3aMMUCTUI 0AAT).
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HEBE3MEKA IHTEHCMBHOIO LLYMY

3BaptloBanbHa Ayra, sika BUHWKAE Mif 4ac 3BaploBaHHA MOXe BUAABaTW 3ByKW piBHA BUle 85 AB
npoTarom 8 rognH po6oyoro yacy. 3BaproBaNbHUKK, WO NPaLIOIOTL 3 061a4HaHHAM, Nig Yac poboTu
MatoTb HOCUTM 3aCO6M 3aXMUCTY OpraHiB CayXy.
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PO3MNAKYBAHHA
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OpaaHu ynpasniHHa anapamom

1 - KHorka “"Mode” — nepeMuKaHHsa pexumy 3BaploBaHHsS;

2 —KkHonka “Program” — Bubip nporpamu KopucTyBaya;

3 —kHonka “Test Gas” — BiAKpVBAE KnanaH rasy Ha 7 CEKyHZ, AN NPOAYBKM Ta 3aNOBHEHHA KaHa/ly 3aX1CHAM ra3om;
4 — KHomKa “Up” — 3MiHa 3HaueHHs napametpa (6inblue);

5—KkHonka "Down” — 3MiHa 3HaueHHsl NapameTpa (MeHLue);

6 — kHonka “Right” — BU6ip napameTpa 3BaptoBaHHs;

7 — kHonka “Left” — Bu6ip napameTpa 3BaploBaHHS;

8 — LCD-ekpaH;

9 — Po3'eM 4219 NiAKNOYEHHS KHOMKM Ha ManbHUKY, abo neAani;

10 — LLTyuep AN NiaKAOYEHHS Fa30BOr0 WAAHTY Ha NaNbHUKY;

11 — Po3'em A/151 MiAKNIOYEHHS pesie MOTOKY OX0J104KYH04OI PiAnHM 610Ky aBTOHOMHOIO OXOI0AKEHHS;
12 — KHOMKa/aBTOMaT YBIMKHEHHA/BUMKHEHHS anaparta;

13 - Kabenb nigkioueHHs anapaTta A0 eneKTpomMepexi;

14— LLITyuep ansa nigknioueHHs 6anoHa i3 3axMcHUM rasom;

15 — Po3'em A4/151 XnBNeHHs 610Ky aBTOHOMHOTO OX0/104KeHHS (400B);

16 — Micue nigkatoueHHs Kabento 3a3eMNeHHs;

A — CnoBuii po3'em, «+» (Y4ePBOHMIA KOANIP);

B — CnoBuii po3'em, «-» (YOpPHUI KOAIp).
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PATON 200 Ac/DC

Marxens ynpasnitHa anapamom
KHonku:
1 - NepeMUKAHHA PEXNMY 3BapIOBAHHS;
2 - BKbip Nporpamm KOpUCTyBaya;
3 —NPOBeAEHHA TeCTyBaHHSA NOTOKY 3aXMCHOrO rasy;
4 — HanawTyBaHHs napametpa (6inbLe);
5 — HajalWTyBaHHs NapameTpa (MeHLe);
6 — B1bip napameTpa 3BaploBaHHs;
7 —B1bip NnapameTpa 3BaploBaHHs;
LCD expaH — npusHayeHnin A1 Bi4obpaxeHHs NapamMeTpiB pexuMy 3BaploBaHHs:

-5 - PATON ProTIG DC MMA



OCHOBHUW CTpyM

OcHosHi iHOukamopu ducnnaeto anapamy

1. BigobpaxeHHs pexuMy 3BaploBaHHs, NepeMUKaEeTbCs KHomkoto "Mode", moxe 6yTu:

- TIG AC pyyHe aproHogyroBse 3BaptoBaHHs HenaaBkMM BObGPamMOBIUM e1eKTPOAOM 3MIHHUM CTPYMOM;

- TIG DC py4He aproHoAyrose 38aploBaHHs HeMIaBKUM BONbGPAMOBUM €1€KTPOAOM MOCTINHUM CTPYMOM;

- MMA pyuHe ayrose 38aploBaHHs NOKPUTWM MN1aBKUM €1eKTPOAOM NOCTINHAM abo 3MiHHUM CTPyMOM;

- SPOT — pexwuMm 3BaptoBaHHs TOUKaMK abo KOPOTKUMM LBAMU.

2. BisobpaxaeTbcA HOMep MporpamMu KOpUCTyBadya, MepeMMKaETbCs KHoMKow “"Program” (2), MaKcMMasibHa KiNbKicTb
36epexeHnx Nporpam — 10 WT.

3. Bif06paxaeTbcs Ha3Ba MOTOYHOrO NapameTpa. B KoXHOMY pexumi — cgiit Habip napameTpis, siki NepeMUKaOTLCH KHOMKaMu
"Right" (7) i "Left" (6).

. Bif06paxaeTbCs 3HaUEHHS N OAMHUL BUMIpOBaHHS 06paHOro napamMeTpa. 3MiHIOETLCS 3HAUeHHS NapameTpa kKHonkamu "Up"
(4)i"Down" (5).
5. IHAMKaLis npouecy HanalWwTyBaHHA NapameTpiB cTpyMy B pexumax AC, MIX Ta ¢yHkuii PULSE (npu HanawwTyBaHHi, NOTOUHUIA
napameTp CTpyMy NifCBIYYETLCA YEPBOHUM KO/IbOPOM:

- «b» — banaHc cTpymy;

- «f» —yactoTa cTpymy.

6. Linknorpama NnoTOYHOro pexmMy 3BaploBaHHs Ta iHAWKaTOPU CTaHy anapata:

- «To» iHAMKATOP CTaHy TemnepaTypu HalbifblW HarpiTMX 4acTMH anapata. YepBOHMIA KOJp iHAMKATOpa CUrHanisye nNpo neperpis
anapara i noTpibHO A04YeKaTUCs, NOro OXONOAXKEHHS, MICAS YOro IHAMKATOP 3HOBY 3MIHUTb KOAIP Ha 3e1eHNI;

- «V» iHAWKATOP NOTOKY PiANHYM 610Ky aBTOHOMHOTO OXOI0AXEHHS. YepBOHWI KOAip iHAMKaTOpa 03Hauae abo BiACY THICTb NiAKAIOUEHHS
anapaty A0 610Ky aBTOHOMHOTO OXO/I0AXEHHS Yepe3 pPo3'eM 11, abo BiACYTHICTb MOTOKY PiAVUHU OXONOAXKEHHS. YBaral!! fkuwio iHguKaTop
NOTOKY PiAVHM CBITUTLCSA YEPBOHMUM, 3BapIOBaHHA B pexumi TIG HegocTynHe.

Ans moxamsocTi po6oTk anapata 3 TIG-NaNbHMKaMK 3 MOBITPAHUM OXONOAXKEHHS MPY CTPYMi 3BapIOBaHHSA A0 140A HEOOXIAHO BUMKHYTM
pene NOTOKy OXON0AXYOUOI PIAUHU. [As LbOro NOTPibHO:
1) BUMKHYmMu anapam;
2) HamucHymu ma ympumyio4u kHonky «Test Gas» (3) ysimkHymu anapam;
3) ympumysamu HamucHymoro KHonky «Test Gas» 0o momeHmy nossu Ha ekpai (8) Hanucy «Cooler OFF»;
4) Bidnycmumu kHonky «Test Gas».
Micns uporo iHAMKATOP MOTOKY PiIAWHM 3MIHUTL KOAIp Ha CUHIM. Lle 03Hauag, Lo Tenep MoXHa BUKOPUCTOBYBATU Ma/ibHUK 3 MOBITPAHUM
OXO/0AXEHHSM. [N YBIMKHEHHS pesie MOTOKY PiAWHU HeobXiZHO MOBTOPUTK 3a3HayeHi BuLLe Ail, B pe3y/ibTaTi YOro Ha eKpaHi 3'ABUTbCs
Hanuc «Cooler ON».
7. IHgMKaTOp BUBpaHOro pexvMy poboTu KHOMKKM Ha nanbHKky: 2T, 4T, abo PED (pexwum negani).
8. IHAVMKATOP IMNYNILCHOTO peXnMy:
- «P» iMNyNbCHUIA peXUM YBIMKHEHWI;
- «N» iMAY/IbCHUIA PEXMM BUMKHEHUIA.
9. IHaukaTop dyHKuii Remote Control:
- «N» ¢pyHkuis Remote Control BUMKHeHa;

PATON ProTIG DC MMA -6 -
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- «R» pyHkuis Remote Control yBiMKHeHa.

BBEAEHHA B EKCMJIYATAL IO

3BaptoBa/ibHWIM anapaT NpU3HAYeHUI BUK/IOYHO: A/ PyYHOrO AYrOBOrO 3BapPIOBAHHS WTYYHUM €1eKTPOAOM, 3BapIOBaHHA B CEpPesOoBULLi
apl’OHy, a TAaKOX HaniBaBTOMATMYHOrO SEap}OBaHHﬂ B CepEAOBI/ILIJ'i 3aXMCHUX rasie. [Hwe BI/IKOpI/ICTaHHﬂ al'lapaTy BBAXAETbCA TaKMM, LLO He
BiANOBIAAE MOro Npu3HayeHH. BUPOGHUK He Hece BiAMOBIAANLHOCTI 33 MOLWKOAXEHHS BHAC/NIA0K BUKOPUCTAHHA amnapaTty He 3a
NPU3HaYeHHAM. BUKOpUCTaHHA BIANOBIAHO A0 NpU3HaYeHHs nepesbayae AOTPUMaHHS BKa3iBOK LibOro NocibHuKa 3 ekcnayaradii.

BUMOIM A0 PO3MILLEHHA

HeobxiAgHO po3miljyBaTi anapart Tak, wob 3abe3neuysaBcs 6e3nepelkogHUI BXiA i BUXif OXON0AXYIOHOrO MOBITPS Yepes BEHTUAALiMHI
OTBOPY Ha MepeaHii i 3agHin naHensx. Chigkyite 3a TMM, WO6 MeTaneBuit NuA (HaNpuKAaA, Mif Yac HaxAayHoro waipysaHHs) HE
3acMokTyBanacs 6esnocepe/iHb0 B anapaT BEHTU/IATOPOM OXONOAXKEHHS.

NIAKNOYEHHA 40 MEPEXI

3BaptoBa/ibHUI anapar y cepiltHOMY BUKOHaHHi po3paxoBaHuii Ha:

1. MepexeBy Hanpyry 220B (190-260B) — gns mogeni ProTIG-200 AC/DC;

2. TpudasHy mepexxeBy Hanpyry 3x380B abo 3x400B (+10%) ans Mogeni ProTIG-315-400V AC/DC — 415 LibOro BUBEAEHO TpU APOTH.
MpaBuna TexHiku Hesneku nig vac nposeeHHs pobiT 3i 3BapioBaNbHUM 061a4HAHHAM BUMaraloTb 3a3eM/IeHHA Kopnycy anapaty. s
LbOro nepesbayeHo ABa BapiaHTU: 1) BUKOPUCTAHHS YETBEPTOrO APOTY Y MepexeBOMy Kabeni )XOBTO-3e1eHOro KONbopy (MiXXHAPOAHWMIA
CTaHAAPT MapKyBaHHA); 2) BUKOPUCTaHHSA 6ONTOBOI KNeMu Ha 3a4HiN NaHeni anapaTty (KOPCTKILUMIA CTaHAAPT 3a3eMIeHHS, KNIt
BUKOPUCTOBYBaBCA B kpaiHax CH/).

Ysara! Mpu nigkaoyeHHi anapata 4o Hanpyru mepexi Buiye 270B (418 mogeni ProTIG-200 AC/DC) abo 450B (Mogeni ProTIG-315-400V
AC/DCQ), BCi rapaHTiiHi 3060B'A3aHHsA BUPOGHMKa BTpavatoTb cuy! Taka cuTyalis MOXe TPanuTMCa NpuU gyxe BeMKOMY nepekoci pasHoi
Hanpyru B CTaHAAPTHIN Mepexi abo NpW BUKOPUCTaHHI HECTAHAAPTHOIO MiAKAOYEHHS. MepexeBuii po3'em, nonepeyHuin nepepis kabenis
MepeXxi XMBNEHHS, a Takox Mepexesi 3anobiXHUKM NOBUHHI BUBMPATUCA BUXOAAYM 3 TEXHIYHWX AaHUX anapaTa.

BUBIP MOBU MEHIO AMAPATA
[lns 3mMiHM MoBM iHTepdelicy anapaTa noTpibHo:
- BUMKHYTY anapar;
- HATUCHYTU 1 yTpUMyBaTH KHonky "Mode" (1);
- yBIMKHYTM anapar;
- He Bignyckatouu kHorku "Mode" (1), kHonkamu "Right" (6) i "Left" (7) o6paTu HeobxiaHy MoBy;
- BignyctuTyn kHonky "Mode" (2).

CXEMA NMIAK/FOYEHHSA ANAPATA 419 3BAPKOBAHHSA NOKPUTUMW ENIEKTPOAAMU (MMA)

ENEKTPOOOTPUMAY

KNEMA "MACA"

CXEMA NIAK/TKOYEHHSA AMAPATA 4/19 3BAPIOBAHHSA B APTIOHI (TIG)

-7 - PATON ProTIG DC MMA
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TEXHIYHI XAPAKTEPUCTUKIA

PATON

APFOHOBUM
MANbHUK

OCHOBHi XapaKTepucTMKu ProTIG-200 ProTIG-315-400V
1. EnektpoxusienHs 50/60l, B 230 (190-260) 380 (+/-10%)
2. 3BaJ3rOBaanl4|71 CTpyM 5 -200A 10 - 315 A
3. OCHOBHWI pexumM poboTtu TIG AC/DC TIG AC/DC
4. Jloaatkosi pexvmu poboTtu MMA, SPOT MMA, SPOT
4.1 Mogw iHTepdency YKP, ENG, PYC YKP, ENG, PYC
5. Knac 3axucty |P23 1P23
6. KK He MeHwe 80% He MeHwe 80%
7. MaKkcrMabHa CNoXmBaHa NoTYXHICTb, KBT 6,3 13,5
8. Pexuv MMA, A 10 - 200 10 — 315
9. Pexum TIG AC/DC, A 5 - 200 10 — 315
10. Hanpyra xonocroro xoay, B 60 - 80 8o
Tpusanicms HABAHMAMEHHSA
11. 100% (DC) 126 A 180 A
12. 40% (DC) 200 A 315 A
13 100% (AC) 140 A 200 A
14. 50% (AC) 200 A 315 A
3azanbHa napamempu
15. Be3KoHTaKTHe 3anaoBaHHsA gyru + +
16. IHAVKALLIA 3BapIOBaALHOIO CTPYMY + +
17. 3anam'aToByBaHHSA pexX1MiB 10 nporpam 10 nporpam
18. Crabinisauis ropiHHs 4yru + +
19. DyHKUisA imnynbcis B TIG AC/DC, MMA SPOT + +
20. QyHkuis TIG Lift + +
21. DyHkuis Double Pulse + +
22. PexumM KHOMKKW Ha nanbHuky, TIG AC/DC 2T, 4T 2T, 4T
22.1 MoxauBicTb nigkAtoueHHs negani + +
22.2 PyHkuis Remote Control B TIG AC/DC + +
Mapamempu yuknozpamu 8 pexwcumax TIG AC/DC
23. Yac nogayi 3aXMCHOro rasy nepe/ 3BaploBaHHAM, C 0.1-25 0.1-285
24. PerynioBaHHs CTapToOBOro cTpymy, A 5 - 185 10 - 300
25. PerynioBaHHA 4acy HAPOCTaHHA CTPyMY, C 0-15 0-15
26. PeryntoBaHHs Yacy cnagaHHs cTpymy, ¢ 0-21 0-25
27. Pery/iloBaHHA CTPYMy 3aBeplueHHs, A 5 -185 10 - 300
28. Yac nogayi 3aXMCHOro rasy nic1s 3saploBaHHs, C 0.1-25 0.1-25
29. YactoTa 3miHHOro cTpymy, My 15 - 200 15 - 120 (NpW CTPYMi 40 200A)
15 - 70 (NpW CTPYMi 200 - 315A)
30. BanaHc nonspHOCTI nig 4Yac 3BapltoBaHHA Ha 3MiHHOMY 15 - 90% 15-90%
cTpymi, %
IMapamempu gyHKyil imnynscie
31. YactoTa nyabcauin, My 0,1- 200 0,1-200
32. BanaHc nyabcauin 15 - 85% 15 - 85%

PATON ProTIG DC MMA -8-




ZMEHATO

33. | HuxHin ctpym , A | 5 -195 10 - 300
[Napamempu pexcumy RIV

34. Yac Touku, C 0.01-5 0.01-5

35. IikoBuii cTpym, A 5-200 10-131%
QOyHkuyii 8 pexcumi MMA

36. AHTUNpUAMNaHHs (Anti Stick) ON/OFF ON/OFF

37. Fapsunit ctapt (Hot Start) 1-100% 0-100%

38. Qopcax ayru (Arc Force) 1-100% 0-100%

MacozabapumHi nokasHuUKuU
39. rabaputy (AxLLUB, mm) £465X150X350 585x282x387
£0. Maca, kr 12,5 23

BUBIP TA HAJTALUTYBAHHA d)YHKLlIVI ANAPATA

Mo3HaueHHs NapameTpiB BCiX peXXUMiB 3BaplOBaHHA

«PeXurM KHOMKN» — pexunM KHOMKK Ha nanbHuky: 2T/4T/ PED;
2. «[MepeanposyBKa» —yac nepeA-npoayBKu 3aXMCHAM rasom;
3. «CTapToB.CTPyM» — CTapTOBUI CTPYM;

4. «4aC HAPOCTaHHA» — YaC HAPOCTaHHA CTPYMY;

5. «OCHOBHUI CTPYM» — OCHOBHUIA 3BapIOBabHUI CTPYM;

6. «Yac cnagaHHa» —4ac cnagaHHs CTpymy;
7.
8.
9.

[

«CTpyMm 3aBepLu.» — CTPYM 3aBepLUeHHS (CTPYM 3aBaploBaHHS KpaTepa);
«MocTnpoayska» —4ac Nica-NpoAyBKY;
«BanaHc AC» — 6anaHc 3MiHHOrO CTpyMY;
0. «4actoTa AC» —4acToTa 3MiHHOrO CTPYMY;
11. «PeXU1M Ny/bCiB» — YBIMKHEHHSA a60 BUMKHEHHS iMMYIbCHOrO peXxuMy;
12. «BanaHc nybCiB» — 6anaHc popmu iMnynbCis;
13. «YacToTa Ny/bC.» — YacToTa iMNY/bCiB;
14. «<HUXHIN CTPYM» — HUXHIM CTPYM B iMMY/IbCHOMY PeXuMi.
15. «<REMOTE CONTROL» — AnCTaHLiliHe peryntoBaHHS CTPYMY Ha NabHUKY;
16. «TIG Lift» — yBIMKHEHHS KOHTAKTHOTO NiANany Ayru B pexumi TIG;
17. «MoaBilH. Ny bC» —yBiIMKHEHHS GYHKL,T NOABIMHOrO Ny/ibCy;
18. «4ac Toukm» —yac 3BaptoBaHHs B pexxnumi SPOT;
19. «CTpyM» — OCHOBHWI CTpyM B pexumi SPOT;
20. «4ac naysu» —4ac naysu y 3saptoBaHHi B pexxumi SPOT;
21. «Pig, cTpyMy» — 3MiHa BUAY CTpymy: 3MiHHWIA (AC) abo nocTiitHnii (DC);
22. «AHTU3aNMNaHHA» — GYHKLIA NPOTUAIT NPUAMNAHHIO eNeKTPOA];
23. «lapsiunit ctapT» — GyHKLisA NOKpaLeHHs Nignany enekTpoaa;
24. «®opcax Ayru» — GyHKuis cTabinizawii ropiHHA 3BaploBaNbHOT AyTU.

B

N

[

CKMAAHHA HanaWTyBaHb anapaTy A0 3aBOACbKUX

Ans cknaaHHs BCix 36epexeHnx Nporpam y BCix pexunmax 40 3aBOACbKMX HaNalWTyBaHb NOTPiGHO:
- BUMKHYTV anapar;

- HATUCHYTW W yTPUMyBaTU KHOMKY "Program” (2);

- YBIMKHYTMW anapar.

Micns 3aBeplUeHHs CKUAAHHA HaNalWTyBaHb Ha ekpaHi byAe HanncaHo "Reset done".

®yHkuia nignany ayru TIG Lift

BuKopuCTOBYETLCA LA GYHKLiA NepeBaxHO B TWX BUMAAKAX, KOAM MOPs i3 MiCLLeM 3BapioBaHHA NPUCYTHI e1eKTPONpUaaaw, YyTausi 4o
€1eKTPOMArHiTHUX KOAUBAHb, fKi MOXe BMBECTU 3 ajy 610K 6€3KOHTaKTHOro nignany Ayri abo OCLMAATOP, aAXKe BiH reHepye NOTyXHMUI
BMCOKOYACTOTHUIA @NEKTPUYHMIA PO3PSiZ B MOMEHT Nignany Ayru.

Akwo aktueysatn dyHkuito TIG Lift, To 610k 6e3koHTakTHOrO nignany gyrv 6yAe BUMKHEHO i ANs nignany Ayri NoTpiGHO 4OTOPKHYTUCS
BO/IbGPAMOBUM €/1eKTPOAOM A0 BUPOGY.

®yHkuis Double Pulse (MoagiitHui nyabc)

[laHa GyHKL,if 34INCHIOE CyMILLEHHS 3BUYANHNX HU3bKOYACTOTHMX Ny IbCaLliil 3BapiOBaIbHOrO CTPYMY 3 aBTOMATUHYHUMMU BUCOKOUACTOTHUMM
nyabcauismMn cTpymy. Lie Hagae MOX/MBICTL NiABUMTY SIKICTH Ta 30BHILLHIM BUTASZ WBA, 3aXMCTUTK BUPIG Big neperpisy, a Takox
MiABULLMTU NPOAYKTUBHICTL npouecy TIG 3BapioBaHHA 3a paxyHOK 36iNblIeHHS WBMAKOCTI Npoxoay. Bukopuctosyetbea dyHKuis npu
3BapIOBaHHsA TOHKOCTIHHUX AeTaneit Ta BMpobiB 3 KOPO3INHOCTIMKMX ayCTEHITHUX MAapOK CTanel, ki YyTAuBi AO Meperpisy, a TakoxX y
BUNaAKax, KoM Npej'aBAfoTbCA NiABULLEHI BAMOTM 0 30BHILUIHbOrO BUTAAAY WBA.

Pexxum 3BapioBaHHa SPOT

SPOT — ue pexum 3BaptoBaHHA Toukamu abo kopoTkumu weamu. Lie TIG-3BapioBaHHs i3 GpikcoBaHMM NapaMeTpoM — «4Hac ToukW», Lo
/,03BO/IAIE 3BapIOBa/IbHNKY BUKOHYBaTK 6araTo ofjHakoBMX TOYoK abo LWBiB.
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Pexxum 3BaptoBaHHa TIG MIX

JlaHuit pexum 37e6inblWoro BUKOPUCTOBYETLCA ANs 3BaploBaHHs asnioMiHilo. CyTb pexumy nonsira€ B KOMBiHyBaHHA 3MiHHOrO Ta
NOCTINHOTO CTPYMY — 3MiHHWIA CTPYM NpU3HAYeHU ANS PYiHYBaHHA OKCUAHOI NAIBKM aNloMiHilo, @ MOCTIMHWUI CTPYM — ANs eeKTUBHOrO
HarpiBaHHs MeTany A 6iNbWOro NPONAaBAEHHS Y NOPIBHAHHI 3 KAACUYHIM 3BaPIOBAHHAM 3MiHHUM CTPYMOM.
N HanawTyBaHHA PeXnMY, 40AaTKOBO A0 CTaHAAPTHUX NapameTpis pexumy TIG AC noTpibHo HanawTyBaTH 2 crewianbHi napameTpu:

1. «BanaHc MIX» — BiACcOTKOBE CMiBBIAHOLWEHHS MiX 3MIHHIM Ta MOCTIHUM CTPYMOM.

2. «YactoTa MIX» — yacToTa YepryBaHHsl 3MiHHOrO Ta NOCTIMHOrO CTPYMY.

Po6oTa anapary 3 negasio B pexumax TIG AC ta TIG DC

[Ans Toro, w06 noyaTn NpaLoBaTH 3 NeAaniio NoTpibHo:

- NiAKAYATY Nejanb 40 Po3'emMy 9;

- NPUEAHATM NaJIbHUK A0 PO3'EMY HOPHOrO KOIbOPY AXepena «-» (B);

- IPUEAHATM ra30BUIM PO3'eM NasibHUKa A0 WTYLLepa 10;

- MPUEAHATMI Fa30BUM WAAHT A0 WTyLEepa 14;

- NpPUEAHATH Kabesb 3 KNEMOIO «Maca» 40 YEPBOHOIO rHi3Aa «+» (A);

- IPUEAHATM 3aTMCKaY Macu 40 BUPODY;

- NiAKNOUMTY MepexXeBUiA LUTEKep A0 MePeXxi KMB/IEHHS;

- MepexeBUi1 KHOMKY/aBTOMAT 12, NePEBECTN y NONOXKEHHS «I»;

- 33 gonomoroto kHonku «Mode» (1), BubpaTu Ha anapari pexum TIG AC abo TIG DC;
- 3@ 40NOMOr o0 NapameTpy “"PexunM KHOMKK" (PeXMM KHOMKK Ha NasibHWKY) BCTAHOBUTM 3HaueHHs "PED".

Micns HanawTyBaHHA A0AaTKOBKX NMapaMeTpiB PeXyMy MOXHa MPUCTynaTh A0 3BaploBaHHA. MiHiMasbHe HAaTUCKaHHA Ha Neaansb iHiLiloe
ni4nan Ayrm Ha CTapTOBOMY CTPyMi, sikuii ByB BCTaHOBAEHWI («CTapTOB. CTPYM»), 3BaploBa/IbHUIN CTPYM PEryNtoeTbCs B 3a1€XKHOCTI Big
HaTUCKaHHA neAani (unm Binblue HATUCHYTa NeAanb, TUM Binblue CTPyM), AKLLO NeAasb HATUCHYTA A0 HUXKHBLOT MeXi, To Byae BCTaHOBEHO
MaKCUMasibHe 3HaYeHHs CTPYMy, fike BCTAHOB/IEHO 3a A0MOMOro napametpy «OCHOBHUI CTPpyM». BuKopuCTaHHs nejani A03BO/ISE B
NpoLLeci 3BaplOBaHHS 3MIHIOBATU CTPYM BiZ 3HaueHHS «CTapToB. CTPyM» 40 «OCHOBHWI CTPYM».

®yHKUiA AUCTaHUiHOrO YNpaB/iHHSA 3BaploBa/IbHUM CTPYMOM

[JlaHa ¢yHKUia A03BONSE pery/toBaTu CTPyM 3BapioBaHHA B pexumi TIG agucTaHuiliHo, abo 3a gonomoroto negani, abo 3a Aonomoroio
nasbHUKa, AKWIA NoBUHEH ByTW OCHaleHUI NoTeHLioMeTpom 10 KOM. Mpu BUKOPUCTaHHI CnewiaibHOro nasbHUKa, A48 akTuBaLii GyHKLT
noTpi6Ho yBiMKHYTU NnapameTp «KREMOTE CONTROL», 3MiHMBLLM i1Oro 3HaueHHs Ha «ON».

LLlo6 po3nouaty poboTy 3 negannto noTpibHo:

] niAKn}OHMTM nejanb A0 anapaTa B pO3'EM ANA KHOMKW Ha Na/ibHUKY;
. nepesecTun anapart y pexum pobotu 3 negannio "BUTTON MODE" => "PED;
. BCTAHOBWUTM NapaMeTPU peXxxnmMy 3BaptoBaHHA.

Mpumimka. Taki napameTpu sik: «4ac HapocTaHHs», «Hac cnady», i «CTpyM 3aBeplUeHHs» BCTAHOB/IOBATU He MOTPIGHO, OCKINIbKM BOHM He
6epyTb yuacTb y npoueci 3BaptoBaHHs. Meganb MoxHa BUKOpUCTOBYBaTH B pexumax TIG AC Ta TIG DC, a TakoX pa3soM i3 iMnyabCHUM
pexuMom.

GX16 5pin «mama»

9 e Cxema pos’emy Ha nedani
S1 |

— NIOKOYEHHSA KHONKU NAAbHUKA
R1 S7 1\ — nidknto4eHHs nomeryiomempa 10 kOm

FAPAHTIMHE OBCNYFOBYBAHHS

LLlaHOBHMiA cnoxwuBay!
MATOH IHTEPHELLHA gskye Bam 3a Bubip npogykuii PATON Ta rapaHTye BUCOKY iKiCTb Ta 6e340raHHe GpyHKLiOHYBaHHSA AaHOro Bupoby 3a
YMOBM AOTPUMaHHSA NPaBuUA 10ro ekcnayaTauii.

YBATA!!! Mepea BUKOpUCTaHHAM 061a4HaHHA PEKOMEHAYEMO O3HANOMUTMUCA 3 PO3LIMPEHOIO IHCTPYKLIEI0 3
ekcnayaTaLii, a TakoX nepeBipuTU NPaBUIbHICTb 3aNOBHEHHSA rapaHTIMHOrO Ta/oHa: Ha3Ba MoAeni npuabaHoro Bamu
BMpoG6y, Ta itoro cepiliHnii HoMep NOBMHHI 6yTH iAEHTUYHI 3an1cam B rapaHTIMHOMY TanoHi. He 4onycKaeTbcs BHECEHHA
B Ta/0H 6yAb-AKUX 3MiH Y1 BUNPaB/EHD.

TAPAHTIVIHI 30B50B'SI3AHHS

MATOH IHTEPHELLIHA rapaHTye cnpaBHy poboTy AXepena XUBAEHHS y pasi 4OTPUMaHHs CMoxXuBayeM yMOB ekcnyaTalii, 36epiraHHs i
TPaHCMOPTYBaHHS.
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YBATA! BeskowToBHe rapaHTiliHe 06c/1yroByBaHHS BiACYTHE 32 YMOBM MeXaHi4HUX NOLIKOAXKEHb 3BaploBa/ibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTAHOBUTb:

ProTIG-200 AC/DC 2 poku
ProTIG-315-400V AC/DC 1 pik

OCHOBHWIA rapaHTiHWIA Nepiog 06YMCAIOETLCA 3 AHSA NPOAAXY IHBEPTOPHOrO 061a4HAHHS KiHL@BOMY MOKYMLEBi.

MpoTArom 0CHOBHOIO rapaHTilHOro nepiogy nNpoAaseLb 3060B'A3yETbCs, 6€3KOLITOBHO A/ BAACHWKA iHBepTOpHOro obnagHaHHs PATON:
- NPOBECTM AiarHOCTUKY Ta BUABUTM NPUUMHY HECNPABHOCTI;

- 3a6e3neunTun HeOGXiAHVIMM ANA BUKOHAHHA PEMOHTY By3/1aMU Ta e/1IeMeHTaMu;

- npoBecTv poboTH i3 3aMiHW e/1eMeHTIB Ta BY31iB, L0 BUILLAW 3 Na4Y;

- NPOBECTM TECTYBaHHS BiAPEMOHTOBAHOIO 061a4HaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOWWPIOIOTLCS Ha 061a4HaHHS:

- 3 MeXaHIYHUMM NOLIKOAXEHHAMM, O BNMHY/IM Ha NpaLie3AaTHICTb anapaTy (Aepopmalis Kopnycy i AeTaneil BHaCiA0K NaAiHHA 3
BMUCOTM @60 NagiHHA Ha 061a4HaHHS BaXKUX NPeAMETiB, BUNaAaHHS KHOMOK Ta Po3'emis);

- 3i crigamm Koposii, fika CTasia MPUYMHOIO HECMIPABHOTrO CTaHy;

- fike BUMLIAO 3 N1ajy Yepes BB CUNbHOTO 3BOIOXKEHHS Ha 10r0 CUIOBI 1 @N1eKTPOHHI eNeMeHTH;

- fike BUMLLNO 3 1ajy Yepe3 HaKOMMUeHHs CTPYMONPOBIAHOMO NUAY (BYTiNbHWIA N/, MeTaNeBa CTPyXKa Ta iH.) BcepeauHi;

- y pasi cnpobu caMoCTiliHOro peMOoHTY 110ro By3.is Ta/abo 3aMiHM eNeKTPOHHMX eNeMeHTIB, PeKOMEH/YETbLCS, 3a/1eXHO Bij YMOB
ekcnyaTauii, 04MH pa3 Ha NiBPOKY, 33419 YHUKHEHHA BUXOAY anapaTy 3 faAy, NPOBOAUTU YACTKY BHYTPILLHIX e/leMeHTiB i By3/iB 4aHOro
06/1a/lHaHHA CTUCHEHWUM MOBITPAM, 3HATU 3aXUCHY KPULLKY. YuilleHHA HeobXiZHO NPOBOAWTU aKypaTHO, YTPMMYIOUM LWAAHT KOMMpecopa Ha
AOCTaTHIN BiACTaHI, 3417 YHUKHEHHS MOWKO/AXEHHS NalKN €N1eKTPOHHNX KOMMOHEHTIB | MeXaHIYHMX YaCTUH.

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHA He MOLIMPIOIOTLCA Ha 3OBHIlLHI eneMeHTU ob6laZHaHHS, WO BUWWAM 3 Nagy, fki NigaloTbes
}i3MYHOMY KOHTAKTY, @ TakoX Ha CyMnyTHi/BUTPaTHI MaTepianu, NpeTeHsii WoAo AKX NPUIMMALOTBLCA HE Mi3Hile ABOX TUXKHIB MiC1s NPOAAXY:
- KHOMKa \/EiMKHeHHﬂ Ta BUMKHEHHS;

- PYUKM pery/iloBaHHs NapamMeTpiB 3BapioBaHHS;

- po3'emu nigkntoueHHs kabenis i pykasis;

- PO3'eMM yNpaBAiHHS;

- MepexeBwii kabesib i BUka MepexeBoro kabento;

- pyuKa ANS NepeHeceHHs, peMiHb Yepes neve, keic, Kopobka;

- TPUMaYi e/1eKTPOAIB, KNEMa «Macu», MaNbHUK, 3BaploBasibHi kabesi Ta pykasu.

Mpoaaselp 3anMwae 3a cobolo NPaBo BiAMOBUTM Y HaAaHHI rapaHTIMHOrO peMOHTy, abo BCTAHOBMTW AATOI MOYATKYy BMKOHAHHA
rapaHTiiHMX 3060B's13aHb MicsAiLb i pik BUNYCKy anapaTy (BCTaHOB/IIOIOTbCS 3@ CEPiiHUM HOMEPOM):

- Y pasi BTpaTv NacnopTa BAacHUKOM;

- Y pasi BigCyTHOCTi KopekTHOro abo B3arani 6y/b-AKoro 3aroBHeHHs NacnopTa NPoAaBLIEM Mi Yac NPoAaXy anapaty.

TFapaHTiHWIt CTPOK NPOAOBXYETLCSA, HA TEPMIH FapaHTINHOro 06C/NyroByBaHHA anapaTy y CepBiCHOMY LieHTpi.

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.
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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.

It is forbidden to observe the welding arc with the naked eye. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with goggles with a DIN g 10 filter). Unauthorized persons
in the operating area of the device must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

l( 4"0 DANGER OF WELDING ARC RADIATION
E/

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.

e DANGER OF MAGNETIC FIELD
!) Magnetic fields created by this machine can have adverse effect on operability of electrical appliances
i (such as cardiac pacemakers). People who use such appliances shall consult with a doctor before

approaching the operating welding area.

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT
To ensure individual protection, adhere to the following rules:
- wear robust footwear, which retains insulating properties in moist 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.
dod

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.

#)
=

UNPACKAGING

The delivery set of the device includes:

Dperating mania

Shaulder carrying
strap
& mABICOR BINZEL TIG welding torch®
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= Duick-release pneumatic
. _ _ ‘Welding arc supply source with a cannectar, B mm
1 m welding cable with ABICOR BINZEL ground ——_— ,_gib.. P '

t&Enminal’

‘ecept for ProTiG-315-400% ALDC WA and ProThG- 2oo AC/ DL Wi models
Har PraT|G-200 ACDC modesls

CONTROL ELEMENTS AND INDICATION

PATON
e %
SN,

315-400VAC/DC  AC/DCTIG/MMA/SPOT

Control bodies of the machine

1 - button “Mode” - switching welding mode;

2—button “Program” — selection of user program;

3 —button “Test Gas” — opens the gas valve for 7 seconds for purging and filling the torch sleeve with shielding gas;
4—button “Up” — changing the parameter value (higher);
5—button “Down” — changing the parameter value (lower);
6 — button “Right” — selection of welding parameter;

7 —button “Left” —selection of welding parameter;

8 —LCD-screen;

9 — Socket for connection of torch button or pedal;

10 — Fitting for connection of gas hose on the torch;

11 - Coolant flow relay connector;

12 - Button/automatic switching on/off the device;

13 — Cable for connection of the device to electric mains;
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14 - Fitting for connection of shielding gas cylinder;

15— Socket for power of autonomous cooling unit (400 V);
16 — Location of the grounding cable connection;

A - Power socket, “+" (red color);

B - Power socket, «-» (black color).

4

) 6
5
PATON 200 AC/DC

Device control panel
Buttons:
1-switching welding mode;
2 —selection of user program;
3 —testing the machine’s gas system;
4—setting up the parameter (higher);
5 —setting up the parameter (lower);
6 —selection of welding parameter;
7 —selection of welding parameter;

LCD screen - designed to display welding mode parameters:

Ocrosnnii T yM

Basic indicators of machine display

1. Displaying welding mode, switched with the button "Mode", may be:
- TIG AC manual argon-arc AC welding with a non-consumable tungsten electrode;
- TIG DC manval argon-arc DC welding with a non-consumable tungsten electrode;
- MMA manual arc DC or AC welding with a coated consumable electrode;
- SPOT — mode of welding in spots or in short welds.
2. The user's program number is displayed, switched by the button «Program" (2), the maximum number of saved programs is 10
units.
3. Description of the actual parameter is displayed. Each mode has its own set of parameters, switched by the buttons "Right" (7)
and "Left" (6).
4. The values and units of measurement of the selected parameter are displayed. The parameter value changes by the buttons
"UP" (4) and "Down" (5).
Indication of the process of current parameter setting in AC, MIX, and PULSE modes (when setting, the current parameter is

hughlnghted in red):

- "b" —welding current balance;

- "f" —welding current frequency.
6. The cyclogram of selected welding mode and indicators of the machine status:
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- «Te» indicator of the temperature state of the most heated parts of the machine. The red color of the indicator signals overheating of

the machine and it is necessary to wait until it cools down, after which the indicator will change color to green again;

- «V» autonomous cooling unit liquid flow indicator. The red color of the indicator means either lack of connection of the machine to the

autonomous cooling unit, or lack of coolant flow. Warning!!! If the liquid flow indicator glows red, welding in TIG mode is not available.
In order to be able to operate the device with TIG-torches with air cooling at a welding current of up to 140 A, it is necessary to switch off the
relay of the coolant flow. For this it is required to:

1) switch off the device;

2) press and hold the button «Enter» (3) switch on the device;

3) hold the button "Enter" pressed until the inscription «Cooler OFF» appears on the screen (8);

4) Release the button «Enter».
After that, the liquid flow indicator will change the color to blue. This means that now it is possible to use torch with air cooling. To switch on
the liquid flow relay, it is necessary to repeat the abovementioned steps, as a result of which the inscription «Cooler ON» will appear on the
screen.
7. Indicator of the selected mode of torch button operation: 2T, 4T, or PED (pedal mode). is displayed, for each mode the
cyglogram is different.

Indicator of pulsed mode:

- «P» pulsed mode switched on;

- «N» pulsed mode switched off.
9. Indicator of Remote control function:

- «P» pulsed mode switched on;

- «N» pulsed mode switched off.

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 operating manual.

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

POWER CONNECTION

The standard welding unit is rated for:

1. Mains voltage is 220V (190V-260V) — for ProTIG-200 AC/DC model.

2. Three-phase mains voltage is 3x380V or 3x400V (+10%) for ProTIG-315-400V AC/DC, 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).

Caution! When the unit is connected to a mains voltage higher than 270V (for ProTIG-200 AC/DC) or 450V (for ProTIG-315-400V AC/DC), all
manufacturer's warranty obligations become invalid! This situation can occur with a very huge imbalance in the phase voltage in a standard
mains or when using a non-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
To change the interface language of the device it is required to:
- switch off the device;
- press and hold the button «Mode" (2);
- switch on the device;
- without releasing the button «Mode" (1), select the required language with the buttons "Right" (6) and "Left" (7);
- release the button «Mode" ().

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

GROUMD TERMINAL

PATON

ELECTRODE HOLDER
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TECHNICAL PARAMETERS
Basic characteristics ProTIG-200 ProTIG-315-400V
1. Electric power 50/60Hz, V 230 (190-260) 380 (+/-10%)
2. Welding current 5-200A 10-315A
3. Basic operation mode TIG AC/DC TIG AC/DC
4. Additional operation modes MMA, SPOT MMA, SPOT
4.1 Interface languages UA, ENG, RUS UA, ENG, RUS
L. Protection rate 1P23 1P23
6. Efficiency not less than 80% not less than 80%
7. Maximum supply power, kW 6.3 13.5
8. MMA mode, A 10 - 200 10 — 315
9. TIG AC/DC mode, A 5 - 200 10—315
10. Idling voltage, V 60 - 80 80
Load duration
11. 100% (DC) 126 A 180 A
12. £40% (DC) 200 A 315 A
13. 100% (AC) 140 A 200 A
14. 50% (AC) 200 A 315 A
General parameters
15. Contactless arc ignition + +
16. Welding current indication + +
17. Memorizing modes 10 programs 10 programs
18. Arc burning stabilization + +
19. Pulse function in TIG AC/DC, MMA, SPOT + +
20. TIG Lift function + +
21. Double Pulse function + +
22. Button mode on the torch, TIG AC/DC 2T, 4T 2T, 4T

PATON ProTIG DC MMA
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22.1 Ability of pedal connection + +
22.2 Remote Control function in TIG AC/DC + +
Cyclogram parameters in TIG AC/DC modes
23 Shielding gas supply time before welding, s 0.1-25 0.1-25
24. Regqulation of starting current, A 5 - 185 10 - 300
25. Regulation of current rise time, s 0-15 0-15
26. Regulation of downslope time, s 0-25 0-25
27. Regulation of end current, A 5-18g 10 - 300
28. Shielding gas supply time after welding, s 0.1-25 0.1-25
29. AC frequency, Hz 15 - 200 15-120 (with a current up to 200A)
15-70 (with a current from 200A to 315A )
20. Polarity balance in AC welding, % 15 - 90% 15 - 90%
Pulse function parameters
31. Pulsation frequency, Hz 0.1 - 200 0.1-200
22. Pulsation balance 15 - 8c% 15 - 85%
33. Lower current, A 5-195 10 - 300
RIV mode parameters
34- Spot time, s 0.01-5 0.01-5
35. Peak current, A 5 - 200 10— 315
Functions in MMA mode
36. Anti Stick ON/OFF ON/OFF
37. Hot Start 1-100% 0-100%
38. Arc Force 1-100% 0-100%
Overall dimensions
39. Dimensions (LxWxH, mm) £,65X150X350 585x282x387
£40. Weight, kg 12.5 23

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE
Symbols of all welding modes parameters

. «Button mode» — mode of button on the torch: 2T/4T/ PED;
«Preflow» —time of preblowing by shielding gas;

«Start current»;

«Rise time» —time of current rise;

«Main current» — main welding current;

«Fall time»;

«Finish current» (crater rewelding current);

8. «Postflow» —time after blowing;

9. «Balance AC»;

10. «Frequency AC» ;

11. «Pulse mode» — switching on/off pulsed mode;

12. «Pulse balance» — balance of pulses shape;

13. «Pulse frequency» —frequency of pulses;

14. «Low current» — lower current in the pulsed mode.

15. «Remote control» — remote regulation of current on the torch;
16. «TIG Lift» — switching on the contact arc ignition in TIG mode;
17. «Double pulse» — switching on the function of double pulse;
18. «Pulse time» — welding time in SPOT mode;

19. «Main current» — main current in SPOT mode;

20. «Pause time» — pause time in SPOT welding mode;

21. «Current type» — change of current type: AC or DC;

22. «Antistick» — function for counteraction of electrode sticking;
23. «Hot start» — function of improving the electrode ignition;
24. «Arc force» — function of welding arc burning stabilization.
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Reset the machine to factory settings

To reset all saved programs in all modes to factory settings it is required to:
- switch off the device;
- press and hold the button «Program" (2);
- switch on the machine.

When resetting is completed, on the screen "Reset done" will be written.

TIG Lift function of arc ignition
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This function is used mainly in the cases where there are electric appliances sensitive to electromagnetic oscillations near the welding area, which can
disable the unit of contactless arc ignition or oscillator, because it generates a powerful high-frequency electric discharge at the moment of arc ignition.
If TIG Lift function is activated, then the unit of contactless arc ignition will be switched off and to ignite the arc it is necessary to touch the product with
the tungsten electrode.

Double Pulse function

This function combines conventional low-frequency pulsations of welding current with automatic high-frequency current pulsations. This makes it
possible to improve the quality and appearance of the weld, to protect the product from overheating, as well as to increase the efficiency of TIG welding
process by increasing the speed of passage. This function is used when welding thin-walled parts and products of corrosion-resistant austenitic grades
of steels sensitive to overheating, as well as in cases when increased requirements for the appearance of the weld are specified.

SPOT welding mode
SPOT - is the mode of welding in spots or in short welds. This is TIG-welding with a fixed parameter - "Spot time", that allows the welder to produce
many similar spots or welds.

TIG MIX welding mode
This mode is mostly used for welding aluminum. The essence of the mode is to combine AC and DC — AC is intended to destroy the oxide film of
aluminum, and DC —for effective heating of metal for larger penetration compared to conventional AC welding.
To set the mode, in addition to standard parameters of TIG AC mode, it is necessary to adjust 2 special parameters:
1. «Balance MIX» — percentage ratio between ACand DC.
2. «Frequency MIX» —frequency of alternating AC and DC.

Operation of the machine with the use of pedal in TIG AC and TIG DC modes
In order to start operation with the pedal it is required to:

- connect pedal to socket g;

- connect torch to black socket of the source «-» (B);

- connect gas socket of torch to fitting 10;

- connect gas hose to fitting 14;

- connect cable with terminal «mass» to red socket «+» (A);

- connect clamping device of the mass to the product;

- connect network plug to power source;

- transfer network button/automatic 12, to the position «I»;

- Using the button «Mode» (1), select TIG AC or TIG DC mode on the device;

- Using the parameter "BUTTON MODE" (button mode on torch), set "PED" value.

After setting up additional mode parameters, it is possible to start welding. The minimum pressing on the pedal initiates the arc ignition on the starting
current, which was set ("Start current"), welding current is regulated depending on pressing the pedal (the more pressed the pedal, the higher current),
if the pedal is pressed to the lower limit, the maximum current value will be set, which is set using the "Main current" parameter. The use of the pedal
allows changing the current from the value "Start current" to "Main current" in the welding process.

Function of remote control of welding current
This function allows adjusting the welding current in TIG mode remotely, either using a pedal or using a torch, which should be equipped with a
potentiometer of 10 kOhm. When using a torch, to activate the function it is necessary to switch on the parameter cREMOTE CONTROL», changing its
value on «ON».

To start working with a pedal, you need:

. connect the pedal to the device into the socket for the button on the torch;
. switch the device to the mode of operation with the "BUTTON MODE" => "PED" pedal;
. set the parameters of the welding mode.

Note Parameters such as “Rise Time”, “Fall Time”, and “End Current” do not need to be set, since they are not involved in the welding process.
The pedal can be used in TIG AC and TIG DC modes, as well as in pulse mode.

GX16 Spirfemal

Pedal connector diagram
S1 - burner button connection
Rz - connection of a 10 kQ2 potentiometer

(1)
S7 0\
4 (2
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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.

the correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial
number must be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to
the coupon.

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check

WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the conditions of
operation, storage and transportation.

ATTENTION! There is no free warranty service in case of mechanical damage to the welding machine!
The main warranty period for welding equipment is:

ProTIG-200 AC/DC 2 years
ProTIG-315-400V AC/DC 1year

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

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

- with mechanical damage that affected the performance of the device (deformation of the case and parts as a result of falling from a height
or falling on the equipment of heavy objects, falling out of buttons and connectors);

- with traces of corrosion, which caused a malfunction;

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

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

- in case of an attempt to independently repair its components and / or replace electronic elements;

- this equipment, depending on the operating conditions, is recommended once every six months, in order to avoid the breakdown of the
device, to clean the internal elements and assemblies with compressed air, remove the protective cover. Cleaning should be done carefully,
keeping the compressor hose at a sufficient distance to avoid damage to the soldering of the electronic components and mechanical parts.

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

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

-19 - PATON ProTIG DC MMA



[lata npuéma Ha pemoHT / [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(noanuce /[ nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

[lata npuéma Ha pemMoHT / [lata npuitomy Ha pemoHT / Date of receipt for repair

(noagnuce / nignuc / signature)

MpusHaku HepaboTocnocobHocTu [ O3HakuM HecnpaBHocTi | Symptoms of non-operability:

Mpuunna [ Cause:

[lata npuéma Ha pemoHT / [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

PATON ProTIG DC MMA -20 -



FPATON

[lata npuéma Ha pemMoHT / [lata npuitomy Ha pemoHT / Date of receipt for repair

(noanuce / nignuc / signature)

MpusHaku HepaboTocnocobHocTu [ O3Hakm HecnpaBHocTi | Symptoms of non-operability:

MpuunHa / Cause:

[Jlata npuéma Ha peMoHT [ [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

[lata npuéma Ha pemMoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI /| Symptoms of non-operability:

-21 - PATON ProTIG DC MMA



PATON

Mpununna / Cause:

[JlaTa npuéma Ha pemMoHT [ [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(noagnuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

[lata npuéma Ha pemMoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTH [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna / Cause:

[lata npuéma Ha pemMoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair

PATON ProTIG DC MMA -22 -



FPATON

(noagnuce / nignuc / signature)

MpwusHaku HepaboTocnocobHocTu [ O3Hakm HecnpaeHocTi | Symptoms of non-operability:

Mpuunna [ Cause:

[lata npuéma Ha pemoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair

(noanuce / nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna / Cause:

[lata npuéma Ha pemMoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair | 20

(noagnuce / nignuc / signature)

Mpwu3Haku HepaboTocnocobHocTu [ O3Hakm HecnpaBHocTi | Symptoms of non-operability:

Mpuunna [ Cause:

-23 - PATON ProTIG DC MMA



[lata npuéma Ha pemoHT / [laTa npuitomy Ha pemoHT [ Date of receipt for repair

(noanuce /[ nignuc / signature)

Mpu3Haku HepaboTocnocobHocTM [ O3HakM HecnpaBHOCTI / Symptoms of non-operability:

Mpununna [ Cause:

PATON ProTIG DC MMA -24 -



	INSTALLATION REQUIREMENTS 

