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AproHoayrosuii iHBepTop / Argon-arc inverter
PATON ProTIG-200 AC/DC/ 315-400V AC/DC

" "

[lata npogaxy / Purchase date 20, r.

(Mignuc npogasus / Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

Product designation: PATON™ ProTIG-200;
PATON™ ProTIG-315-400V

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

Directives:

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

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

requirements EN IEC 60974-10:2021/A1:2021

Signed on behalf of: PATON International LLC

Place and Date: 03045 Kyiv, UKRAINE 04'0‘%"“2‘%2
" ! ;

Signature ) / BNG\ K63 37123125

Name, Function: Mark Tokmakov ﬂ\‘\’% L

Chief Technical Officer

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

E-Mail: office@paton.ua
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YKPATHCbKA

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

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

- 3aM0AifHHA WKOAW caMoMy anapaTy abo MaTepiasibHUM LiHHOCTAM MiANPUEMCTBS;

- NopyLeHHsA epekTUBHOro poboyoro npouecy.

Bci ocobu, siki noB's3aHi 3 BBEAEHHSM B eKCMAyaTauito, ynpaBAiHHAM, AOTISAOM i TEXHIYHUM
obc1yroByBaHHSIM anapaTy NMOBUHHI

- NPONTU BigNOBiAHY aTecTaliio;

- BOJIOAITV 3HAHHAMM 3i 3BapIOBaHHS;

- TOUHO AOTPUMYBATUCA L€l IHCTPYKLi.

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

NPABUNA TEXHIKU BE3NEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJIBHOI O CTPYMY
- YPaXeHHS eNeKTPUYHIM CTPYMOM MOXe ByTn CMepTeNbHUM;

- 3BapioBasibHUI kabesb NOBUHEH By T MiLiHUM, HEYLIKOAXEHUM Ta i30/1b0BaHUM. OcnabieHi 3'eqHaHHs
i nowkoAxeHun kabenb NoTpibHO HeranHo 3amiHUTW. Mepexesi kabeni 1 kabeni 3BaptoBaALHOrO
anapary NOBUHHI CUCTEMATUYHO NepeBipaTUCS axiBLLEM €1eKTPUKOM Ha CrPaBHICTb i30T

- Mil YaC BUKOPUCTaHHS 3a60POHAETLCA 3HIMATMW 30BHILLHI KOXYX anaparTy.

HEBE3MNEKA BUNPOMIHEHHS 3BAPIOBAJIbHOT AYTY

3ab0opOoHSAETLCA CMOCTepiraTM 3a 3BaploBasibHOI Ayrol Heo36poeHnm okom. [Jyra i 6pusku, wo
YTBOPIOKOTLCA Mi Yac poboTH, MOXyTb obnekTn Wkipy abo BUKAMKATKU NOAYM'S, TOMY 3aBXAM CAij
HOCWTM 3aXMUCHY Macky 3 TOHoBaHWUM isibTpom (DIN 9-10). CTOPOHHI 0CObY, WO 3HAXOAATLCS B 30Hi Al
NpUCTPOIO, MOBMHHI 3axMILaTK Oudi CreuiaibHUMK 3aXMCHUMK okynsapamu abo BuMKOpUCTOBYBaTW
HEeroproyi eKpaHu, o NOr/IMHaTh BUNPOMIHIOBaHHS.

HEBE3MEKA WKIAAMBUX FA3IB | BUMAPIB

- yTBOPEHi 1M Ta WKiANMBI ra3u BUAANNTYM 3 poboUoi 30HM creLianbH1MmM 3acobamy;

- 3a6e3neunTyn ZOCTATHIN NPUTOK CBIXOro NOBITPS;

- BUNapy PO34YMHHWKIB HE MOBMHHI NOTPANATH B 30HY BUNPOMIHIOBaHHS 3BaptloBa/bHOI Ayru.

HEBE3MEKA MATHITHOIrO NoAas

- CTBOPEHi BUCOKUM CTPYMOM MarHiTHi NOAS MOXYTb YUHWUTU HEraTMBHUIA BNAWB Ha NpaLe3saTHICTb
enekTponpuaagis (Hanpuknag, kapgioctumyastop). Ocobu, ski MaloTb Taki NpUAaAM, MNOBWUHHI
nopaAnTMICA 3 ikapem, NepLu Hix HabanxaTnucs 40 poboyoro 38apioBaNbHOrO MaiAaHumKa.

HEBE3MNEKA BU/bOTY ICKOP

- 33MMUCTi NpeAMeTH BUAAUTY 3 poB0oYOT 30HK;

- He J0NyCKaloTbCA 3BaplOBa/ibHi POBOTH Ha EMHOCTSAX, Y Aik1x 36epiratoTecs abo 36epiraancs rasm,
nanbHe, HapTONpoAYKTU. MoxMBa Hebe3neka BUBYXY 3a/MLIKIB LIUX NPOAYKTIB;

- y noxexo- Ta BubyxoHebe3neyHnx NpuMillleHH X 40TPUMYBATUCH 0COBAMBMX NpaBuMA, BiAMNOBIAHO A0
HalliOHaNbHUX Ta MiXKHaPOZAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEEHHSA

Jlnst 0cobUCTOro 3axXu1CTy AOTPUMYHUTECH HACTYMHUX NPaBUA:

- HOCWTU MiLLHe B3yTTH, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAi 1 Y BOJIOTMX YMOBAX;

- 3aXMLLATU PyKM i30/110I04MMM PyKaBUUKAMK;

- O4i 3aXMLATK 3aXMCHOIO MACcKo 3 GiNbTPOM NpOTH yAbTPadioNeTOBOro BUNPOMIHIOBAHHS, AKUIA
BinoBiZae cTaHAapTam TexHiku 6e3neku;

- BUKOPUCTOBYBATY Ti/IbKM BiANOBIAHWI (BaXKO3aMMUCTUI OAAT).

#)
=i

HEBE3MNEKA IHTEHCMBHOIO WWYMY

3BaploBa/nbHa Ayra, fika BUHUKAE Mij yac 3BaploBaHHA MOXe BWAABaTW 3BYKW piBHA Buwe 85 4B
npoTArom 8 roAnH poboyoro yacy. 3BapioBasbHUKY, WO NPaLoOTL 3 061aaHaHHAM, Nig yac poboTn
MaloTb HOCUTM 3aCO6M 3aXMCTY OpraHiB cayxy.

PATON ProTIG DC MMA
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PO3MAKYBAHHA

Jlo KOMMeKTy anapaTy BXOASTb:

CTucanii nocibHmnk
KOpWCTyBaya

PemiHb ans
nepeHeceHHs anaparty
Ha nneyi**

LLIBMAKO3HIMHMIA
nNHeBMOpO3'eM 8 MM

3BaptoBanbHUi kabenb 3 knemoto «maca» ABICOR Jxepeno xmeneHHs
BINZEL, 3m* 3BapIOBa/IbHOT AyrU 3 MEPEXEBUM
kabenem

* — kpim Mogeneit ProTIG-315-400V AC/DC WA Ta ProTIG-200 AC/DC WA
** — nna mogenen ProTIG-200 AC/DC Ta ProTIG-200 AC/DC WA

EJIEMEHTU YNPABJIHHA TA IHAUKALIA
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ProTIG-315-400 ProTIG-200
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1 - kHonka "MODE" — nepemMnKaHHs peXuMy 3BaploBaHHs;

2 —kHorka "PROG" — Bu6ip nporpamu KopucTyBsaya;

3 —«kHonka "TEST GAS” — BiAKpVBAE KanaH rasy Ha 7 CeKyHZ 411 NPOAYBKM Ta 3aMOBHEHHS KaHasly 3aXMCHUM ra3om;
4 —kHorka “Up” — 3miHa 3HauyeHHs napameTpa (binbwe);

5—KHomMka "“Down” — 3miHa 3HauyeHHA napameTpa (MeHLwe);

6 — kHonka “Right” — B16ip napameTpa 3BaptoBaHHS;

7 — kHonka “Left” — Bubip napameTpa 3BaptoBaHHs;

8 — LCD-ekpaH;

9 — Po3'em A5 NigKIIOUEHHS KHOMKM Ha NanbHKUKy, abo negani;

10 — LLITyLlep ANA NiAKNOYEHHSA Fra30BOrO0 WAAHTY Ha NabHUKY;

11 — Po3'eM AN15 NiAKIOYEHHS peJie MOTOKY 0X00AXYI040T PiAnHM 610Ky aBBTOHOMHOIO OXO/I0AXKEHHS;
12 — KHOMKa/aBTOMaT YBIMKHEHHS/BUMKHEHHS anapaTa;

13 — Kabenb nigkatoueHHs anapara Ao efeKTpoMepexi;

14— WTtyuep ana nigkaioueHHs 6an0Ha i3 3aXMCHUM rasom;

15— P03'eM AN151 XMBAEHHSA 610Ky aBTOHOMHOMO 0XO/104KEHHS (400 B);

16 — Micue nigxkntoueHHs Kabento 3a3eMeHHs;

A — Cnnosuii pos'em, «+» (HepBOHUIA KOAIP);

B — CnnoBuii pos’em, «-» (HOpHUIA KOip).

=
PATON 200 Ac/DC

lMaHenb ynpasaiHHA anapamom
KrHonku:
1 —MepeMUKaHHA PexnMy 38aploBaHHS;
2 - BKbip Nporpamu KOpUCTyBaYa;
3 —NpOBeAEHHSA TeCTyBaHHsA NOTOKY 3aXMCHOTO rasy;
4 — HanawTyBaHHA napametpa (binbLlue);
5 —HajalWTyBaHHs napameTpa (MeHLwe);
6 — B1Gip napameTpa 3BaploBaHHS;
7 —Bnbip napameTpa 3BaploBaHHS;

MikTorpamm Ta iHgnkaTopu XKK-ekpaHy:

MIX

[TI6 MIX ] e1
W 2}

Mikmoepamu ma iHdukamopu ducnaeto anapamy

1. Bigo6paxeHHs pexumy 3BaptoBaHHs, NepeM1KaeTbCs kHomkoto "MODE", moxe 6yTu:

- TIG AC pyyHe aproHoAyroBe 3BapioBaHHs HeMNaBKMM BOIbGPaMOBUM e1€KTPOAOM 3MiIHHUM CTPYMOM;

- TIG DC py4He aproHoAyrose 38aploBaHHs HernaBKUM BOIbGPaMOBUM €N1eKTPOAOM MOCTIMHIM CTPYMOM;

- MMA pyyHe AyroBe 3BaptoBaHHs MOKPUTUM NAABKUM e1eKTPOAOM NOCTINHUM abo 3MiHHWUM CTpyMOM;

- SPOT — pexuM 3BaploBaHHs TOYKamMmi abo KOPOTKMMU WBaMK.

2. BigobpaxaeTbcs HOMEp Nporpamm KopuUcTyBaya, NepeMUKaETbCs KHOMKO "PROG" (2), MakcMMasbHa KiibKiCTb 36epexeHnx nporpam —
10 WT.

PATON ProTIG DC MMA -6-
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3. BigobpaxaeTbcs Ha3Ba NOTOYHOrO NapameTpa. B KoXHOMY pexumi — CBilt Habip napameTpiBs, siki NepeMuKaloTbes KHomkamu "Right" (7) i
"Left" (6).
4. BigobpaxaeTbCs 3HaUEHHSN N OAMHUL BUMIpIOBaHHS 06paHOro napameTpa. 3MiHIOETLCA 3HaUYeHHs napameTpa kHomkamu "Up" (4) i "Down"
(5).
5. IHAVKaLif NpoLecy HanaWTyBaHHs napameTpis cTpymy B pexumax AC, MIX Ta yHkuii PULSE (npu HanawTyBaHHI, NOTOYHMIA NapameTp
CTPYMY MiACBIYYETHCA YEPBOHNM KONbOPOM:

- «b» — banaHc cTpymy;

- «f» —vacToTa cTpymy.
6. Livknorpama noTOUHOro pexnMy 3BaploBaHHs Ta iHAWKAaTOPYM CTaHy anapara:

- «T» iHAMKATOp CTaHy TemnepaTypy Hanbi/ibLL HarpiTUX YaCTUH anapaTa. YepBoHMIA KOAip iHAMKATOPA CUrHazi3ye NPo Neperpis anapara.
MoTpibHO A0UEKATUCA MO0 OXONOAXKEHHS, MiC/IA YOrO IHAMKATOP 3HOBY 3MiHWUTL KOJIIp Ha 3e/1eHU;

- «V» iHAMKATOP NOTOKY PiAMHM 610Ky aBTOHOMHOrO OXO/NOAXEHHA. YepBOHMI Konip iHAMKATOpa O3Hayae, WO anapaTt He
nigkao4eHnii 40 610Ky aBTOHOMHOIO OXO/I0A)KEHHS Yepes po3’eM 11 Ta/abo BiACYTHil NOTOKY PiAMHM OXONOAXKEHHS.
YBATA!!! flku0 iHAMKaTOP NOTOKY PiAVUHM CBITUTLCA YePBOHUM, 3BapioBaHHsA B pexkumi TIG HegocTynHe.
Ans poboTu anapata 3 TIG-NasbHMKaMM1 NOBITPSIHOrO OXOIOAKEHHSA NPY CTPYMi 3BaploBaHHA A0 140 A HEOBXiZJHO BUMKHYTU pesie MOTOKY
OXOJIOAXYHOUOT PiANHM. BUKOHalTe HaCTynHi Aii:
1) BUMKHIMb anapamy;
2) yBIMKHIMb anapam HaMucHyBswu ma ympumytodu kHonky « TEST GAS» (3);
3) ympumytime kHonky « TEST GAS» do nosasu Ha ekpaHi (8) nosidomnerHs «Cooler OFF»;
4) 8idnycmumu kHonky « TEST GAS».
MMicns BUMKHEHHS pene iHAMKATOpP MOTOKY PiAMHU 3MIHUTL KOAIP Ha CWUHIM — Temep MOXHAa BUKOPUCTOBYBATW Ma/bHUK 3 MOBITPAHUM
OXOJIOAXKEHHAM.
[lnsa yBIMKHEHHsi pefie MOTOKY OXOJIOZXYIOUOI PiAMHM MOBTOPITL BuUlie3a3HaueHi Ail, Ha ekpaHi Oyae BigobpaxeHe nOBiAOMAEHHS
«Cooler ON».

7. IHAMKaTOp BUBpaHOro pexumy poboTu KHoMkM Ha nanbHuky: 2T, 4T, abo PED (pexum negani).
8. [HAMKATOp IMNYbCHOrO pexumy:

- «P» iMNy/IbCHUIA pexuM yBiIMKHEHUI;

- «N» iMAYbCHWI peXXUM BUMKHEHWIA.
9. lHankaTop dyHkuii Remote Control:

- «N» pyHkuis Remote Control BUMKHeHa;
- «R» pyHkuis Remote Control yBimMkHeHa.

BBEAEHHSA B EKCMTYATALIIO

3BaptoBa/ibHUI anapaT MPU3HaYeHUI BUK/IOUHO: AJ/I PyYHOrO AYrOBOrO 3BapOBaHHA WTYYHUM e/1eKTPOAOM, 3BaploBaHHs B CepesoBuLLi
aproHy, a TakoX HaniBaBTOMaTW4YHOrO 3BapIOBaHHSA B Cepe/oBULLi 3aXMCHUX rasiB. |HIe BUKOPUCTaHHS anapaTy BBaXaETbCA TakuM, WO He
BIAMNOBIAAE MOro Mpu3sHaueHH!. BUPOBHMK He Hece BiAMOBIAANLHOCTI 33 MOWKOAXEHHS BHACAIAOK BUKOPUCTAHHSA anapaty He 3a
npu3HaYeHH M. BUKOPUCTaHHS BIAMOBIAHO A0 NMPU3HAYeHHs nepejbadac 40TPUMAHHS BKa3iBOK LibOro nocibHuka 3 ekcnayartauii.

BMMOIM 40 PO3MILLEHHS

HeobxigHo po3smilyyBaTi anapart Tak, w06 3abe3neyyBaBcs Ge3nepewwKoAHUA BXig | BUXiJ OXONO0AXYIOUOro MOBITPS Yepes BeHTUAALiNHI
OTBOPM Ha MepeAHin i 3agHiin naHensx. Chigkyite 3a Tum, wWob MeTaneBuit Nua (HanpuKAag, Mij 4ac HaxzauyHoro wnidysaHHs) HE
3acMokTyBanacs 6esanocepeHbO B anapaT BEHTUIATOPOM OXOI0AXKEHHS.

NIAKAKOYEHHA 40 MEPEXI

3BaploBa/ibHUI anapaT y cepiiHOMY BUKOHaHHI pO3paxoBaHuii Ha:

1. MepexeBy Hanpyry 220 B (190-260 B) — g5 mogeni ProTIG-200 AC/DC;

2. TpudasHy mepexeBy Hanpyry 3x380 B abo 3x400 B (+10%) Ans mogeni ProTIG-315-400V AC/DC — 4151 4bOTO BUBEAEHO TPU APOTU.
lMpaBuna TexHikn 6e3nekm nia Yac npoBeeHHs PobiT 3i 3BapioBaNbHUM 06/1a4HaHHAM BUMaratoTb 3a3eMIeHHs Kopnycy anapaty. s
Lboro nepeAbayeHo 4Ba BapiaHTU: 1) BUKOPUCTaHHSA YETBEPTOrO APOTY y MepexXeBOMy Kabesi XOBTO-3e/1eHOr0 KONbOPY (MiKHapOAHMI
CTaHAAPT MapKyBaHHsl); 2) BUKOPUCTaHHA 60ATOBOI KEMU Ha 334HiN NaHei anapaTy (KOPCTKilMiA CTaHAAPT 3a3eMAEHHS, IKUIA
BMKOPUCTOBYBABCA B KpaiHax CHJ).

YBara! [Npu nigkaoueHHi anapaTa Ao Hanpyru mepexi Buie 270 B (ans mogeni ProTIG-200 AC/DC) abo 450 B (Mogeni ProTIG-315-400V
AC/DC), Bci rapaHTiitHi 30608'A3aHHs BUPOGHMKa BTpadatoTb cuy! Taka CUTyallis MOXe TPanMTUCA NpU AyXe BeMKOMY Nepekoci $pasHoi
Hanpyrv B CTaHAapTHil Mepexi abo Npu BUKOPUCTaHHI HeCTaHAAPTHOrO MigkAloueHHs. MepexeBuii po3'em, nonepeyHuii nepepis kabenis
MepeXi XMBIEHHS, a TaKOX MepexeBi 3anobixXHMKM NOBUHHI BUBUPATUCA BUXOAAUM 3 TEXHIYHMX JaHUX anapaTa.

BUBIP MOBU MEHIO AMAPATA
Jlns 3MiHM MOBM iHTepdelicy anapaTa noTpibHo:
- BUMKHYTU anapar;
- HATUCHYTU 1 yTpUMyBaTK kHonky "MODE" (2);
- YBIMKHYTM anapart;
- He Bignyckatouu kHonkv "MODE" (1), kHonkamu "Right" (6) i "Left" (7) o6paTn HeobxiaHy MoBY;
- BianyctuTu kHonky "MODE" (2).

-7- PATON ProTIG DC MMA
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CXEMA MIAKNKOYEHHA ANAPATA A4/19 3BAPIOBAHHSA B APIOHI (TIG)
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TEXHIYHI XAPAKTEPUCTUKUA

KJIEMA "MACA"

FPATON

CXEMA NMIAKNKOYEHHA ANAPATA A4/14 3BAPIOBAHHSA MOKPUTUMU EJIEKTPOAAMU (MMA)

ENNEKTPOOAOTPUMAY

APrOHOBUH
NANbHUK

BUPIB

OCHOBHi XapaKTepucTUku ProTIG-200 ProTIG-315-400V
1. EnexTpoxusnenHs 50/60 'y, B 230 (190-260) 380 (+/-10%)
2. 3BaptoBasibHUI CTPYM 5-200A 10-315 A
3. OCHOBHW pexum poboTu TIG AC/DC TIG AC/DC
4. JloaaTtkosi pexumm pobotn MMA, SPOT MMA, SPOT
4.1 Mosw iHTepdeicy YKP, ENG, PYC YKP, ENG, PYC
5. Knac 3axucty P23 P23
6. KK He MeHwe 80% He MeHwWe 80%
7. MakcrmanbHa CnoXuBaHa NOTYXHICTb, KBT 6,3 13,5
8. Pexum MMA, A 10 - 200 10 — 315
9. Pexum TIG AC/DC, A 5-200 10 —315
10. Hanpyra xonoctoro xogy, 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

PATON ProTIG DC MMA
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14. | 50% (AC) 200 A 315 A
3azanbHa napamempu
15. Be3KkoHTaKTHe 3ananloBaHHs 4yrn + +
16. IHAVKaLiA 3BaprOBaIbHOMO CTPYMYy + +
17. 3anam'aToByBaHHS PeXVMIB 10 nporpam 10 nporpam
18. Crabinizauis ropiHHs gyrv + +
19. @yHkuis imnyascis B TIG AC/DC, MMA, SPOT + +
20. DyHkuin TIG Lift + +
21. ®yHkuis Double Pulse + +
22. Pexum KHomKu Ha nanbHuky, TIG AC/DC 2T, 4T 2T, 4T
22.1 MoXAMBICTb NiAKAOYEHHS negani + +
22.2 dyHkuis Remote Control 8 TIG AC/DC + +
lapamempu yuknozpamu 8 pexcumax TIG AC/DC
23. Yac nogaui 3ax1cHOro rasy nepey 38aploBaHHAM, C 0.1-25 0.1-25
24. PeryntoBaHHsa cTapTOBOro cTpymy, A 5-185 10 - 300
25. PerytoBaHHs Yacy HApOCTaHHSA CTPYMY, C 0-15 0-15
26. PerynoBaHHs Yacy cnafjaHHs cTpyMmy, ¢ 0-25 0-25
27. PerynioBaHHs cTpyMy 3aBeplueHHs, A 5-185 10 - 300
28. Yac nogaui 3aXMCHOro rasy nicas 3BaproBaHHs, C 0.1-25 0.1-25
29. YacToTa 3miHHOro cTpymy, iy 15 - 200 15 - 120 (Npu CTPyMi 40 200 A)
15 - 70 (Npy CTPyMi 200 — 315 A)
30. BanaHc nonspHOCTI Nig Yac 3BaptoBaHHs Ha 3MiHHOMY CTpyMi, % 15 - 90% 15 - 90%
Mapamempu @yHkyii imnynbcie
31. YacToTa nyabcauii, My 0,1- 200 0,1-200
32. BanaHc nynbcauin 15 - 85% 15 - 85%
33. HuxHin cTpym, A 5-195 10 - 300
Mapamempu pexcumy SPOT
34- | Yac Touky, ¢ | 0.01-5 0.01-5
35. | Mikosui cTpym, A | 5-200 10 —315
DyHkyii 8 pexcumi MMA
36. AHTUNpuAMnaHHs (Anti Stick) ON/OFF ON/OFF
37. lapsiumi ctapr (Hot Start) 1-100% 0-100%
38. ®opcax gyru (Arc Force) 1-100% 0-100%
MacozabapumHi noKasHuKu
39. | abaputy (4 x LU x B), Mmm) | 465 X 150 X 350 | 585 x 282 X387
40. | Maca, kr 12,5 | 23

BUBIP TA HAJJALUTYBAHHA OYH KLlIl7| AMNAPATA

Mo3HayeHHs NapameTpiB BCiX peXUMIB 3BaploBaHHSA
1. «PexunMm KHOMKN» — pexunM KHOMKK Ha nanbHuky: 2T/4T/ PED;
2. «MepeanpogyBka» — Yac nepeA-npojyBKu 3aXUCHUM rasom;
3. «CTapTOB. CTPYyM» — CTapTOBWUIA CTPYM;
4. «Hac HapOCTaHHs» — 4aC HAPOCTaHHSA CTPYMYy;
5. «OCHOBHUI CTPYM» — OCHOBHUI 3BapIOBaIbHUI CTPYM;
6. «Hac cnagaHHsA» — Yac cnagaHHs CTpyMy;
7. «CTpyM 3aBeplu.» — CTPYM 3aBeplueHHs (CTPYM 3aBaptoBaHHs KpaTepa);
8. «MocTnpoayBKa» — Yac Micf-NpoAYyBKHU;
9. «banaHc AC» — 6anaHc 3MiHHOTO CTPyMY;
0. «4actota AC» —4acToTa 3MiHHOrO CTpyMY;
11. «PeXM1M Ny NbCiB» — yBIMKHEHHSA a60 BUMKHEHHS iMMYIbCHOTO PexuMy;
12. «BanaHc nynbcis» — 6anaHc popmu imnynbcis;
13. «HacToTa Ny/ibC.» —4acToTa iMMy1bCiB;
14. «<HWXHIV CTPYM» — HUXHIN CTPYM B iMMYIbCHOMY PeXuMi.

B
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15. (REMOTE CONTROL» — gucTaHLifiHe peryiloBaHHA CTPYMy Ha ManbHUKY;

16. «TIG Lift» — yBiMKHEHHS KOHTAKTHOrO Nignany Ayru B pexumi TIG;

17. «MoABIMH. NyAbC» —yBIMKHEHHS dYHKL il NOABIMHOrO Ny AbCy;

18. «4ac Toukm» — yac 3BaptoBaHHsA B pexumi SPOT;

19. «CTpyM» — OCHOBHWI CTPyM B pexumi SPOT;

20. «Yac nay3u» —yac naysu y 3BaptoBaHHi B pexxumi SPOT;

21. «Pia cTpyMy» — 3MiHa BUAY CTpyMy: 3MiHHMI (AC) abo nocTiitHwii (DC);
22. «AHTU3aIMNaHH:» — QYHKL IS NPOTUAIT NPUAUNAHHIO €NeKTPOAa;

23. «[apsAumit cTapT» — GyHKLiA NOKpPalleHHs nignany enekTpoAa;

24. «@opcax ayrv» — GyHKuia cTabinisavii ropiHHA 3BaploBanbHOT Ayru.

©

w
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CKMAAHHA HaNawWTyBaHb anapaTy A0 3aBOACLKMUX

Ana cknaaHHa BCix 36epexeHnx Nporpam y BCix pexmmax 40 3aBOACbKMX HaNalWTyBaHb NOTPi6HO:

- BUMKHYTM anapar;

- HATUCHYTU 11 yTpUMyBaTm kHorky "PROG" (2);

- YBIMKHYTV anapar.

Micns 3aBeplUeHHA CKMAAHHSA HaNaWTyBaHb Ha ekpaHi byse noeigomierHs "Reset done".

®yHkuia nignany ayru TIG Lift

BuKopuCTOBYETLCA LA GYHKLIiA NepeBaxHO B TUX BUNAAKaX, KOAM NOPAJ i3 MiCLeM 3BaploBaHHS NPUCYTHI eNeKTponpunaamn, YyTamei 40
€/1eKTPOMArHiTHUX KOAIMBaHb, AiKi MOXe BUBECTM 3 Nay 610k 6e3koHTakTHOro nignany A4yru abo oCLUNATOP, aAXe BiH reHepye NoTy>XHUI
BUCOKOYACTOTHUI €NeKTPUYHUIA PO3PSAZ B MOMEHT NiZnany Ayru.

Akiwo aktmeysaTth dyHkuito TIG Lift, To 610k 6e3koHTakTHOro nignany Ayru 6yae BUMKHEHO i 415 Nignany Ayrv NoTpibHO AOTOPKHYTUCS
BO/IbPPaMOBUM eNeKTPOAOM A0 BUPODY.

®yHkuia Double Pulse (MoagiitHuii nyabc)

JlaHa yHKLif 34iACHIOE CyMillleHH: 3BUYANHNX HU3bKOYACTOTHUX NY/IbCaLLii 3BapioBa/IbHOrO CTPYMY 3 aBTOMATUYHUMM BUCOKOYACTOTHUMMN
ny/AbcalisMm cTpymy. Lie HaZae MOXAMBICTb NiABMILUTY AKICTb Ta 30BHILLHIN BUMASA WBA, 3aXUCTUTU BUPIG Big Neperpisy, a Takox NigBUWMUTH
NpOAYKTUBHICTL npouecy TIG 3BaploBaHHSA 3a PaxyHOK 36iablieHHS WBUAKOCTI MPOXoAy. BUKOpPUCTOBYETLCH QyHKLiS Npu 3BaptoBaHHA
TOHKOCTIHHWX AeTaneit Ta BUpobiB 3 KOPO3INHOCTINKMX ayCTEHITHUX MApPOK CTanel, siki YyTAuBi 40 neperpiBy, a TakoX y BUMNaAKax, Koam
npeAa’aBAATLCA NiABULLEHI BAMOTM 0 30BHILUHLOTO BUr/ISAY WBA.

Pexnm 3BaptoBaHHsa SPOT

SPOT - Lie pexum 3BaploBaHHA Toukamn abo kopoTkumm weamu. Lle TIG-3BapioBaHHs i3 GikcoBaHUM MapamMeTpoM — «Yac Toukm», o
/,03BO/ISIE 3BaPIOBA/IbHNKY BUKOHYBaTW 6arato 04HaKoBMX TOHOK abo WaiB.

Pexwum 3BapioBaHHsa TIG MIX
JlaHni1 pexxium 34e6i/1bLIoro BUKOPUCTOBYETLCS A5 3BaptoBaHHS antoMiHito. CyTb peXumy noasrae B KoMbiHyBaHHsA 3MiHHOMO Ta NOCTIMHOrO
CTPYMY — 3MiHHU CTPYM NpU3HaYeHUi AN PyMHYBaHHA OKCUAHOI MAIBKM a/lOMIHilo, @ MOCTIMHWUI CTPYM — AnA ebeKTUBHOro HarpiBaHHA
MeTany A5 6ifbLIOro NPonnaBaAeHHs Y NOPIBHAHHI 3 KNaCMYHUM 3BaPIOBAHHAM 3MiHHUM CTPYMOM.
Jlns HanawTyBaHHS PexuMy, 404aTKOBO A0 CTaHAApPTHUX NapameTpis pexumy TIG AC noTpibHo HanalwTyBaTyH 2 cnewianbHi napameTpu:

1. «Bbananc MIX» — BigcoTKoBe cniBBigHOLWEHHSA MiXX 3MiHHUM Ta NOCTIVHUM CTPYMOM.

2. «YacTtoTa MIX» — yacToTa YepryBaHHsl 3MiHHOIO Ta NOCTIMHOrO CTPYMY.

Po6oTa anaparty 3 neganio B pexumax TIG AC ta TIG DC

JAns Toro, w06 noyaTy NpawioBaTH 3 Negasnto NOTPiGHO:

- MiAKAYATU Neaanb A0 PO3'eMy 9;

- NPVUEAHATYM NaNbHUK A0 PO3'EMY YOPHOIO KO/IbOPY Axepena «-» (B);

- PUEAHATY rasoBMiA PO3'EM NasibHMKA AO WTYLEPa 10;

- IPUEAHATY ra30BUIA WNAHT A0 WTyLepa 14;

- NPUEAHATU Kabesb 3 KIeMOLO «Maca» 40 YePBOHOTO THizAa «+» (A);

- IPUEAHATY 3aTHUCKaY Macyu 0 BUpoby;

- NiAKNOUYNTU MepeXeBNi LuTekep 40 Mepexi KMB/IEHHS;

- MepexeBUI1 KHOMKY/aBTOMAT 12, NepPeBeCTH y NONOXKEHHS «l»;

- 3a gonomoroto kHonkn «MODE» (1), BubpaTtu Ha anapati pexxum TIG AC abo TIG DC;
- 3a Jonomoroto napameTpy "Pexum kHonkun" (peXunm KHOMKM Ha NasibHUKY) BCTaHOBUTYM 3HadeHHsa "PED".

Micns HanawTyBaHHA A40AaTKOBUX NapameTpiB peXuMy MOXHa NpucTynat Ao 3BaptoBaHHA. MiHiManbHe HaTUCKaHHA Ha Nejasb iHililoe
niAnan Ayrv Ha CTapToBOMY CTPyMi, fikuit 6yB BCTaHOB/IeHWIA («CTapTOB. CTPYM»), 3BapioBabHUIA CTPYM PEry/IloeETbCA B 3a/1€XHOCTI Big
HaTUCKaHHs neAani (4nm Ginblue HaTUCHYTa NeAanb, TUM Bisblue CTPyM), AKLLO NeAanb HaTUCHYTa A0 HUXHBLOT Mexi, To byae BCTaHOBNEHO
MaKCHUMa/bHE 3HAUYEHHS CTPYMY, sike BCTaHOB/IEHO 3@ 40MOMOroto napameTpy «OCHOBHUIA CTPyM». BUKOPUCTaHHS neaani 403BOISIE B NpoLeci
3BapIOBaHHS 3MiHIOBATU CTPYM Bif 3HauYeHHs «CTapToB. CTPyM» 40 «OCHOBHWIA CTPYM».

DyHKLia AUCTaHLiiHOrO yNpaBAiHHA 3BaploBa/lbHUM CTPYMOM

[llaHa dyHKUia 403BONSIE pery/loBaTV CTPyM 3BaploBaHHA B pexumi TIG guctaHuiitHo, abo 3a gonomoroto negani, abo 3a gonomoroo
nanbHWKa, AKUI NOBMHEH ByTW OCHALEHMIt NoTeHuioMeTpom 10 KOM. Mpu BUKOPUCTaHHI CMewiasibHOro naabHWKa, AN akTuBay il GyHKLT
noTpibHo yBiMKHYTM napameTp «REMOTE CONTROL», 3MiHMBLUM 1070 3HaueHHs Ha «ON».

LLlo6 po3nouatu poboTy 3 neganto noTpibHo:

. ﬂiAK/‘IDOHVITVI nejanb A0 anapaTtaB pOB'EM ANA KHOMKW Ha NanbHUKY;
. nepeBecTu anapat y pexwum pobotu 3 negannio "BUTTON MODE" => "PED;
. BCTAaHOBUTU NapaMeTpu pexunmy 3BaproBaHHA.

Mpumimka. Taki napameTpu sK: «Hac HapocTaHHs», «4ac cnagy», i «CTpyM 3aBeplueHHs» BCTaHOBNIOBATU He MOTPIGHO, OCKiNbKM BOHM He
6epyTb y4yacTb y npoueci 3BaptoBaHHs. Meganb MoxHa BukopucToByBaTH B pexumax TIG AC Ta TIG DC, a TakoX pasoMm i3 iMnybCHUM
PexXumom.

PATON ProTIG DC MMA -10-



AT

GX16 5pin «mama»

@ @ Cxema po3’emy Ha nedani
L 51 — nidkA0YeHHSA KHONKU NAAbHUKA
S7 1\ R1 - nidkntoueHHs nomeHyiomempa 10 KOm
R7

FAPAHTIVHE OBC/IYTOBYBAHHS

LLlaHOBHMIA cnoxuBau!
MATOH IHTEPHELLH/1 asikye Bam 3a Bubip npoaykuii PATON Ta rapaHTye BUCOKY sIKiCTb Ta 6e30raHHe $yHKLiOHYBaHHA g4aHoro B1poby 3a
YMOBW AOTPUMAHHSA NPaBua MOro ekcnayaTalil.

YBATA!!! MepeA BUKOpUCTaHHAM 061a4HaHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3LIMPEHOIO IHCTPYKLEIO 3
eKkcnayarauii, a TakoX nepeBipMTU NPaBU/ILHICTL 3aNOBHEHHSA rapaHTIHOro TaNoHa: Ha3Ba Moaeni npuabaHoro Bamu
BUpOG6Y, Ta 10ro cepiliHnii HoMep NOBUHHI 6yTH iAEHTUYHI 3anNKUcam B rapaHTIliHOMY TasoHi. He A40NYyCKaeTbCA BHECEHHS
B Ta/I0H 6y/b-AKMX 3MiH YN BUNPAB/IEHb.

TAPAHTIVIHI 3060B'I3AHHS

MATOH IHTEPHELLH/ rapaHTye cnipasHy poboTy AXepena XWBAEHHS y pasi AOTPUMaHHS CNOXMBAYeM yMOB eKcriyaTalii, 36epiraHHs i

TPaHCNOPTYBaHHS.

YBATA! Be3kolTOBHe rapaHTiliHe 06c1yroByBaHHs BiCyTHE 3a yMOBMU MeXaHi4YHMX MOLIKOAXKeHb 3BaploBa/ibHOro anapary!
TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aiHaHHA CTaHOBUTb:

ProTIG-200 AC/DC 2 poku
ProTIG-315-400V AC/DC 1 pik
OCHOBHWI rapaHTiH1I Nepiog 06UNCAIOETLCSA 3 AHA NPOAAXY iIHBEPTOPHOro 06/1a4HaHHS KiHLLEBOMY NOKYMLEB.

PekomeHayemo asisi 3anobiraHHs BUXOZy anapaTy 3 ady OAWH pa3 Ha MiBPOKyY, 3a/1eXHO BiJ YMOB eKCryaTalii, 3HATU 3aXUCHY KPULLKY i
BMKOHATU YNCTKY BHYTPILUHIX €/1€MeHTIB i By3/1iB 061aAHAHHS CTUCHEHUM MOBITPAM. YNCTKY HEOBXiAHO MPOBOAUTU aKypaTHO, YTPUMYOUM
LWNAHT KOMMPeCcopa Ha A0CTaTHIN BiACTaHi, W06 YHUKHYTU NOWKOAXKEHHS Nalik1 €1eKTPOHHNX KOMMOHEHTIB | MeXaHIYHUX YaCTUH.

MpOTAroM OCHOBHOrO rapaHTiiiHOro nepioAy, Y BUNagKy rapaHTiMHOro peMOHTY, Npo/aselb 3060B'A3yeTbCA 6€3KOWTOBHO A/ BAACHMKA
iHBepTOpHOro obnagHaHHa PATON™:

- NPOTArOM 1 POKY 3 AaTU NPUAGaHHA KNIEHTOM 061aAHaHHA ONNaTUTK A0CTaBKy 0bnagHaHHA B CepBiCHUI LEHTP i A0ro noBepHeHHs
KNIEHTY, BUKOPUCTOBYIOUM MOCAYTM KOMNaHii «HoBa nowTax;

- MPOBECTU AiarHOCTUKY Ta BUABUTU NPUUMHY HECMPABHOCTI;

- 3abe3neunTn HeObXiAHUMU AN15 BAKOHAHHSA PEMOHTY By3/1aMU Ta efleMeHTaMy;

- BiAPeMOHTYBaTU 0613 HaHHS, LL,O BUILLAO 3 Naay;

- MPOBECTU TeCTYBaHHA BiAPEMOHTOBAHOMO 06NaZHaHHA.

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

- 3 MEXaHiYHUMW NOLIKOAXKEHHSIMU, L0 BIIMHYIM Ha NPaL,e34aTHICTb anapaty (4edopmaLiis Koprycy 1 geTanei BHACAi40K NaAiHH: 3
BUCOTM ab0 NagiHHA Ha 061aA4HAHHSA BaXKWX NPeAMETIB, BUNaZaHHS KHOMOK Ta Po3'eMiB);

- 3i cAigamMu KOpo3ii, ika CTasna MPUYMHOIO HECMIPABHOTO CTaHy;

- sike BUMLLNO 3 Nladly Yepes BM/IMB CU/IbHOTO 3BOJIOXEHHS Ha MOr0 CUJIOBI 1 €N1eKTPOHHI eNeMeHTH;

- sIKe BUMLLNO 3 N3y Yepes HaKOMMUUYEHHS CTPYMOMPOBIAHOTO MUY (BYFiNbHUIA MW, MeTaneBa CTPYXKKa Ta iH.) BCepeAUHi;

- 3icnigamm cnpob camoCTIHOrO PEMOHTY MOro By3/1iB Ta/abo 3aMiHK eNeMeHTiB.

TakoX OCHOBHi rapaHTiliHi 3060B'A3aHHS He MOWMPIOIOTLCA Ha 3iNCOBaHI 30BHILWHI €1eMeHTU 0b6NaAHaHHS, fKi MiANAraTb GisUUHUM
KOHTaKTaM, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

- BUMMKaY XMB/EHHS;

- PyYKM perynioBaHHs NnapamMeTpis 3BaploBaHHS;

- po3'emMu nigkNtouYeHHs kabenis i pykasis;

- pO3'eMM ynpaBAiHHS;

- kabesb XMBNEHHS | BU/KA Kabesllo KMBNEHHS;

- pyuKa AN NepeHeceHHs, peMiHb Yepes nieye, Keitc, Kopobka;

- TPUMaYi eN1eKTPOAIB, KNeMa «Macuy, NaabHUK, 38apioBasibHi kabesi Ta pykasu.

MpeTeHsii WoA0 HUX NPUIIMAKOTBLCSA He Ni3Hile ABOX TUXHIB NICAS NPOAAXY.
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lMpoAaBelib 3a/1MWaE 3a 06010 NPaBO BiAMOBUTY Y HaZaHHi rapaHTilHOTro PeMOHTY, abo BCTAHOBUTM AaTOI0 NOYATKY BUKOHAHHS rapaHTilnHUX
30608'A3aHb MiCALb i PiK BUNYCKY anapaTy (BCTaHOBOKOTLCS 33 CEPINHAM HOMEPOM):

-y pasi BTpaTi nacnopTa BNacHUKOM;
-y pasi BiACyTHOCTi KopekTHOro abo B3arai 6yAb-aKoro 3anoBHeHHs NacnopTa NPoAaBLLEM Mij Yac NPoAaxy anapaty.

apaHTiliH1IA CTPOK NPOAOBXKYETHCS, HAa TEPMiH FrapaHTINHOro 06C/NyroByBaHHS anapaTy y CepBiCHOMY LIEHTPI.

PATON ProTIG DC MMA -12-
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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;

- when using the machine, never remove its outer case.

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

avy,

DANGER OF MAGNETIC FIELD

Magnetic fields created by this machine can have adverse effect on operability of electrical appliances
(such as cardiac pacemakers). People who use such appliances shall consult with a doctor before
approaching the operating welding area.

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist environment as well;

- protect the hands with insulating gloves;

- protect the eyes with a headshield, with is equipped with a black-light filter complying with
safety standards;

- wear only proper low-flammable clothes.

[

#)
=5

DANGER OF INTENSE NOISE
The arc generated during welding can emit sounds above 85 dB during 8 hours of working time. Welders
working with the equipment wear ear protection during work.
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UNPACKING

The delivery set of the device includes:

Operating manual

Shouldercarrying
strap**

Quick-release pneumatic
Welding arcsupply source witha connector, 8 mm

3mwelding cable with ABICOR BINZEL ground mains cable

terminal*

*— except for ProTIG-315-400V AC/DC WA and ProTIG-200 AC/DC WA models
** —for ProTIG-200 AC/DC models

CONTROLS AND INDICATION

ProTIG-315-400 ProTIG-200

PATON ProTIG DC MMA -14-
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1-MODE - welding mode switch button;
2 —PROG - user program selection button;

3-TEST GAS - opens the gas valve button. For 7 seconds for purging and filling the torch sleeve with shielding gas;

4—Up —changing the parameter value button (higher);
5—Down - changing the parameter value button (lower);
6 — Right —welding parameter selection button;

7 - Left — welding parameter selection button;

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;
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).

PATON

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 - icons and indicators:

Device control panel

1. Displaying welding mode, switched with the MODE button, may be:

- TIG AC manual argon-arc AC welding with a non-consumable tungsten electrode;
- TIG DC manvual 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.

) 6

5
200 AC/DC

Machine display icons and indicators

PATON ProTIG DC MMA



FPATON

2. The user's program number is displayed, switched by the PROG button (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).
5. Indication of the process of current parameter setting in AC, MIX, and PULSE modes (when setting, the current parameter is highlighted
in red):
- "b" —welding current balance;
- "f* —welding current frequency.
6. The cyglogram of the current welding mode and the device status indicators :
- "T" - the temperature status indicator of the hottest device parts. The red color signals overheating of the device. You must wait for it to
cool down, then the indicator will be colored green again;
- "V" indicator of the autonomous cooling unit liquid flow. The red color signals that the device isn't connected to the cooling unit via the
connector (11) and/or cooling liquid does not flow.
ATTENTION!!! If the liquid flow indicator is red, the TIG welding is unavailable!
Turn off the coolant flow relay to operate with air-cooled TIG torches at a welding current of up to 140 A. Do the following steps:
1) turn off the device;
2) press and hold the TEST GAS button (3) and turn on the device;
3) hold the TEST GAS button until the message 'Cooler OFF' appears on the screen (8);
4) release the TEST GAS button (3).
After the relay is turned off, the liquid flow indicator will be colored blue - you may use the air-cooled TIG torch.
Do the above steps to turn the coolant flow relay on again. The 'Cooler ON' message will be displayed 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.
8. 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 220 V (190 V-260 V) —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 450 V (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 MODE button (z);
- switch on the device;
- hold the MODE button (1), and select the required language with the Right (6) and Left (7) buttons;
- release the MODE button (1).

PATON ProTIG DC MMA -16-
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MACHINE CONNECTION DIAGRAM FOR MMAWELDING

@\ ELECTRODE HOLDER

GROUND TERMINAL

CRARRRRARAARRAS

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

Ar
Ar+He
He
ARGON-ARC
TORCH
m)
WORKPIECE
SPECIFICATIONS

Basic characteristics ProTIG-200 ProTIG-315-400V
1. Electric power 50/60 Hz, V 230 (190-260) 380 (+/-10%)
2. Welding current 5-200A 10-315 A
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
5. Ingress Protection rating P23 P23
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 8o

Load duration

11. 100% (DC) 126 A 180 A
12. 40% (DC) 200 A 315 A
13. 100% (AQ) 140 A 200 A
14. 50% (AC) 200 A 315 A
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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
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. Regulation 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 5-185 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 200 A)
15-70 (with a current from 200 Ato 315 A)
30. Polarity balance in AC welding, % 15 - 90% 15 - 9o%
Pulse function parameters
31 Pulsation frequency, Hz 0.1-200 0.1-200
32. Pulsation balance 15 - 85% 15 - 85%
33. Lower current, A 5-195 10 - 300
SPOT 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 (L x W x H, mm) | 465 X 150 X 350 | 585 x 282 X387
40. | weight, kg [ 12.5 [ 23

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE
Symbols of all welding modes parameters
1. «Button mode» — select the torch button mode: 2T/4T/ PED;
«Preflow» —time shield gasper-purge;
«Start current»;
«Rise time» —time of current rise;
«Main current» — main welding current;
«Fall timex;
«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 forcex» — 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 PROG button (2);
- switch on the machine.

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

TIG Lift function of arc ignition

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»;

- Use the MODE button (1) to select TIG AC or TIG DC mode on the device;

- Using the parameter "BUTTON MODE" (the torch button mode), 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 (REMOTE 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 5pin“female”

e G Pedal connector diagram

S1 - burner button connection
S7 A

R1 - connection of a 10 kQ potentiometer
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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.

warranty card before using the equipment: The model name of the product you purchased, as well as the serial number must

g ATTENTION!!! We recommend you to read the operating instructions, and also check the correctness of filling out the
be identical to the entry in the warranty card. Any changes and corrections to the warranty card are prohibited!.

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

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

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

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

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

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

- to provide units and parts required for the repair;

- torepairthe failed equipment;

- totest the repaired equipment.

The main warranty does not apply to the equipment:

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

- with traces of corrosion, caused a malfunction;

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

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

- have atraces of unauthorized repair attempt and/or elements replacement.

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

- the power switch;

- the adjusting knobs;

- the cables and sleeves connectors;

- the control connectors;

- the mains cable and the mains cable plug;

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

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

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

The seller 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.

Contact your seller or dealer for information about the nearest service center.
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	EN IEC 60974-1:2018/A1:2019EN IEC 60974-1:2022/A1:2022
	EN IEC 60974-10:2014/A1:2015EN IEC 60974-10:2021/A1:2021
	1 – кнопка “MODE” – перемикання режиму зварювання;
	2 – кнопка “PROG” – вибір програми користувача;
	3 – кнопка “TEST GAS” – відкриває клапан газу на 7 секунд для продувки та заповнення каналу захисним газом;
	4 – кнопка “Up” – зміна значення параметра (більше);
	5 – кнопка “Down” – зміна значення параметра (менше);
	6 – кнопка “Right” – вибір параметра зварювання;
	7 – кнопка “Left” – вибір параметра зварювання;
	8 – LCD-екран;
	9 – Роз'єм для підключення кнопки на пальнику, або педалі;
	10 – Штуцер для підключення газового шлангу на пальнику;
	11 – Роз'єм для підключення реле потоку охолоджуючої рідини блоку автономного охолодження;
	12 – Кнопка/автомат увімкнення/вимкнення апарата;
	13 – Кабель підключення апарата до електромережі;
	14 – Штуцер для підключення балона із захисним газом;
	15 – Роз'єм для живлення блоку автономного охолодження (400 В);
	16 – Місце підключення кабелю заземлення;
	А – Силовий роз’єм, «+» (червоний колір);
	Панель управління апаратом
	Кнопки:
	1 – перемикання режиму зварювання;
	2 – вибір програми користувача;
	3 – проведення тестування потоку захисного газу;
	4 – налаштування параметра (більше);
	5 – налаштування параметра (менше);
	6 – вибір параметра зварювання;
	7 – вибір параметра зварювання;
	Піктограми та індикатори ЖК-екрану:
	Піктограми та індикатори дисплею апарату
	Зварювальний апарат у серійному виконанні розрахований на:
	1. Мережеву напругу 220 В (190-260 В) – для моделі ProTIG-200 AC/DC;
	2. Трифазну мережеву напругу 3x380 В або 3x400 В (±10%) для моделі ProTIG-315-400V AC/DC – для цього виведено три дроти. Правила техніки безпеки під час проведення робіт зі зварювальним обладнанням вимагають заземлення корпусу апарату. Для цього перед...
	Для зміни мови інтерфейсу апарата потрібно:
	- вимкнути апарат;
	- натиснути й утримувати кнопку "MODE" (1);
	- увімкнути апарат;
	- не відпускаючи кнопки "MODE" (1), кнопками "Right" (6) і "Left" (7) обрати необхідну мову;
	1. «Режим кнопки» – режим кнопки на пальнику: 2Т/4Т/ PED;
	2. «Передпродувка» – час перед-продувки захисним газом;
	3. «Стартов. струм» – стартовий струм;
	4. «Час наростання» – час наростання струму;
	5. «Основний струм» – основний зварювальний струм;
	6. «Час спадання» – час спадання струму;
	7. «Струм заверш.» – струм завершення (струм заварювання кратера);
	8. «Постпродувка» – час після-продувки;
	9. «Баланс АС» – баланс змінного струму;
	10. «Частота АС» – частота змінного струму;
	11. «Режим пульсів» – увімкнення або вимкнення імпульсного режиму;
	12. «Баланс пульсів» – баланс форми імпульсів;
	13. «Частота пульс.» – частота імпульсів;
	14. «Нижній струм» – нижній струм в імпульсному режимі.
	15. «REMOTE CONTROL» – дистанційне регулювання струму на пальнику;
	16. «TIG Lift» – увімкнення контактного підпалу дуги в режимі TIG;
	17. «Подвійн. пульс» –увімкнення функції подвійного пульсу;
	18. «Час точки» – час зварювання в режимі SPOT;
	19. «Струм» – основний струм в режимі SPOT;
	20. «Час паузи» – час паузи у зварюванні в режимі SPOT;
	21. «Рід струму» – зміна виду струму: змінний (AC) або постійний (DC);
	22. «Антизалипання» – функція протидії прилипанню електрода;
	23. «Гарячий старт» – функція покращення підпалу електрода;
	24. «Форсаж дуги» – функція стабілізації горіння зварювальної дуги.
	Скидання налаштувань апарату до заводських
	Для скидання всіх збережених програм у всіх режимах до заводських налаштувань потрібно:
	- вимкнути апарат;
	- натиснути й утримувати кнопку "PROG" (2);
	- увімкнути апарат.
	Після завершення скидання налаштувань на екрані буде повідомлення "Reset done".
	Функція підпалу дуги TIG Lift
	Використовується ця функція переважно в тих випадках, коли поряд із місцем зварювання присутні електроприлади, чутливі до електромагнітних коливань, які може вивести з ладу блок безконтактного підпалу дуги або осцилятор, адже він генерує потужний висо...
	Якщо активувати функцію TIG Lift, то блок безконтактного підпалу дуги буде вимкнено і для підпалу дуги потрібно доторкнутися вольфрамовим електродом до виробу.
	Функція Double Pulse (Подвійний пульс)
	Дана функція здійснює суміщення звичайних низькочастотних пульсацій зварювального струму з автоматичними високочастотними пульсаціями струму. Це надає можливість підвищити якість та зовнішній вигляд шва, захистити виріб від перегріву, а також підвищит...
	Режим зварювання SPOT
	SPOT – це режим зварювання точками або короткими швами.  Це TIG-зварювання із фіксованим параметром – «Час точки», що дозволяє зварювальнику виконувати багато однакових точок або швів.
	Режим зварювання TIG MIX
	Даний режим здебільшого використовується для зварювання алюмінію. Суть режиму полягає в комбінування змінного та постійного струму – змінний струм призначений для руйнування оксидної плівки алюмінію, а постійний струм – для ефективного нагрівання мета...
	Для налаштування режиму, додатково до стандартних параметрів режиму TIG AC потрібно налаштувати 2 спеціальні параметри:
	Робота апарату з педаллю в режимах TIG AC та TIG DC
	Для того, щоб почати працювати з педаллю потрібно:
	- підключити педаль до роз’єму 9;
	- приєднати пальник до роз’єму чорного кольору джерела «-» (В);
	- приєднати газовий роз'єм пальника до штуцера 10;
	- приєднати газовий шланг до штуцера 14;
	- приєднати кабель з клемою «маса» до червоного гнізда «+» (А);
	- приєднати затискач маси до виробу;
	- підключити мережевий штекер до мережі живлення;
	- мережевий кнопку/автомат 12, перевести у положення «І»;
	- за допомогою кнопки «MODE» (1), вибрати на апараті режим TIG AC або TIG DC;
	- за допомогою параметру "Режим кнопки" (режим кнопки на пальнику) встановити значення "PED".
	Після налаштування додаткових параметрів режиму можна приступати до зварювання. Мінімальне натискання на педаль ініціює підпал дуги на стартовому струмі, який був встановлений («Стартов. струм»), зварювальний струм регулюється в залежності від натиска...
	Функція дистанційного управління зварювальним струмом
	Дана функція дозволяє регулювати струм зварювання в режимі TIG дистанційно, або за допомогою педалі, або за допомогою пальника, який повинен бути оснащений потенціометром 10 кОм. При використанні спеціального пальника, для активації функції потрібно у...
	Схема роз’єму на педалі
	S1 – підключення кнопки пальника
	Шановний споживач!
	1 –MODE – welding mode switch button;
	2 –PROG – user program selection button;
	3 –TEST GAS – opens the gas valve button. For 7 seconds for purging and filling the torch sleeve with shielding gas;
	4 – Up – changing the parameter value button (higher);
	5 – Down – changing the parameter value button (lower);
	6 – Right –welding parameter selection button;
	7 – Left – welding parameter selection button;
	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;
	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;
	А – Power socket, “+” (red color);
	B – Power socket, «-» (black color).
	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 – icons and indicators:
	Machine display icons and indicators
	INSTALLATION REQUIREMENTS
	To change the interface language of the device it is required to:
	- switch off the device;
	- press and hold the MODE button (1);
	- switch on the device;
	- hold the MODE button  (1), and select the required language with the Right (6) and Left (7) buttons;
	Symbols of all welding modes parameters
	1. «Button mode» – select the torch button mode: 2Т/4Т/ PED;
	2. «Preflow» – time shield gasper-purge;
	3. «Start current»;
	4. «Rise time» – time of current rise;
	5. «Main current» – main welding current;
	6. «Fall time»;
	7. «Finish current» (crater rewelding current);
	8. «Postflow» – time after blowing;
	9. «Balance АС» ;
	10. «Frequency АС» ;
	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.
	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 PROG button (2);
	- switch on the machine.
	When resetting is completed, on the screen "Reset done" will be written.
	TIG Lift function of arc ignition
	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-f...
	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 wel...
	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:
	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 9;
	- connect torch to black socket of the source «-» (В);
	- connect gas socket of torch to fitting 10;
	- connect gas hose to fitting 14;
	- connect cable with terminal «mass» to red socket «+» (А);
	- connect clamping device of the mass to the product;
	- connect network plug to power source;
	- transfer network button/automatic 12, to the position «І»;
	- Use the MODE button (1) to select TIG AC or TIG DC mode on the device;
	- Using the parameter "BUTTON MODE" (the torch button mode), 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...
	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 par...
	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.
	Pedal connector diagram
	S1 - burner button connection
	R1 - connection of a 10 kΩ potentiometer
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