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MHTO

3BaptoBanbHUII anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3neku. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

— TpaBMyBaHHsA o6cnyroByto4oro nepcoHany abo Tpetboi ocobu;

— 3anoAifHHA LWKOAM caMoMy anapaTy abo MaTepianbHUM LiHHOCTAM MiANPUEMCTBA;

— nopyLleHHA epekTUBHOro po6oyoro npouecy.

Bci ocobu, Aki nos'A3aHi 3 BBEAEHHAM B eKChnyaTauilo, ynpaBaiHHAM, AOTMAAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy MOBUHHI
- NpowTY BiANOBIAHY aTecTau,ito;
— BOJIOA,ITU 3HAHHAMM 3i 3BaplOBaHHS;
— TOYHO AOTPUMYBATUCA L€l IHCTPYKLii.
HecnpaBHoCTi, AKi MOXYTb 3HN3UTK 6€3neKy, NOBUHHI 6YTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3IMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

— ypa>keHHsA eNeKTPUYHUM CTPYMOM Mo>Ke ByT CMepTenbHUM;

— 3BaptoBanbHUIN Kabenb MOBUHEH O6yTM MILUHMM, HEeyLWKOAXEHUM Ta i30/1bOBaHUM.
OcnabneHi 3’egHaHHA | NowKoAXeHU Kabenb NOTPiIGHO HeramHo 3aMiHUTU. Mepexxesi
kabeni 1 kabeni 3BaptoBanbHOro anapaTty NOBUHHI CUCTEMATUYHO MepeBipATUCA paxiBueM
€NeKTPUKOM Ha CMpaBHICTb i301ALiT;

— nif Yac BUKOPUCTaHHA 3a60POHAETHLCA 3HIMATM 30BHILLHIN KOXXYX anaparTy.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTM NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWM ¢inbTpoM (DIN 9-10). CTopoHHi 0cobu, L0 3HaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i crieliaNbHUMK 3aXMCHUMU OKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHu, Lo NOrMMHaTb BUMIPOMIHIOBaHHS.

HEBE3NEKA LWWKIATMBUX FA3IB | BUMAPIB
— YTBOPEHi AWM Ta LWKiAAUBI ra3u Buaanutu 3 poboyoi 30HM crneuianbHMMK 3acobamu;
— 3a6e3neynTn JoCTaTHIA NPUTOK CBI>XKOro NoBiTps;
— BUNapuW PO3YMHHUKIB HE NMOBUHHI NOTPaNAATU B 30HY BUMNPOMIHIOBAHHA 3BaprOBanbHOT
ayru.

HEBE3MEKA MATHITHOro nonsa

CTBOpPEHiI BUCOKMM CTPYMOM MarHiTHi M0NA MOXYTb YUHUTU HEFaTUBHMUIA BNNB Ha NpauesaaTHICTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki Nnpunagn, NOBUHHI
nopagnTmucAa 3 niKapeM, nepw Hi>XXK HabnuxaTtucs ao pOﬁOHOI’O 3BaproBanbHOro Mal;I,ELaHLII/IKa.

#
avsy,

HEBESMNEKA BUJ/IbOTY ICKOP

— 3aiMUCTI NpeaMeTV BUAANUTN 3 po60oY0i 30HMU;

— He [JonyckatTbCA 3BaptoBasibHi pobOTM Ha EMHOCTAX, y AKkMx 36epiratotbea abo
36epirannca ras3u, nanbHe, HapTonpoaykTn. Moxxnnea Hebeaneka BUOYXY 3anULLKIB LNX
npoAyKTiB;

— Yy NOXeXOo- Ta BUOYXoHe6e3MneuyHUx NpPUMILLEHHAX AOTPUMYBaTUCA O0COGNMBUX NpasBun,
BiAMNOBIAHO A0 HaLiOHANbHUX Ta MiXKHAPOAHUX HOPM.

OCOBUCTE 3AXUUCHE OCHALLLEHHA

— BUKOPUCTOBYBATU TiflbKW BiAMOBIAHWNI BaXKKO3aMMUCTUI OAAT.

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:
— HOCUTKU MiuHe B3yTTA, Lo 36epirae i30110OYi BNaCTUBOCTI, B TOMY YUCAi 1 Yy BONOIUX
yMoBax;
— 3axuvLLaTV PyKM i30/110I0UYNMU pyKaBUYKaMu;
—0o4i 3axuMwaTM  3axXMCHOK  Macko 3 ¢inbTpoM npoTu  ynbTpadioneToBoro
BUMPOMIiHIOBaHHA, AKWIA BigNoBigae cTaHgapTaM TexHikn 6e3sneku;
@ HEBE3MNEKA IHTEHCUBHOIO LLYMY
3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXXe BMAaBaTh 3BYKW piBHA Bue 85 ab

NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKM, LLLO NpaLtoroTb 3 06nagHaHHAM, nigvac po6oTu
MatoTb HOCUTK 3aCOBU 3aXMCTy OpPraHiB CNyxy.

#)
=i
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

CTncnnin nocibHMK IS
KopucTyBaua =

KoMnnekTtv ponukis
ANA CyUinbHOro Ta
antoMiHieBOro Apoty

3BaptoBanbHuUii kabenb 3
enektpopoTpumMayvem ABICOR BINZEL, 3 m*

PeMiHb gna
3BaptoBanbHuil Kabenb 3 KNeMoto «Maca» repeHeceHHs anapaty

ABICOR BINZEL, 3 M * FDKepeno xmB/IeHHs

3BaploBanbHOi Ayru 3 6510KoM
nogadi Apoty

LLIBMAKO3HIMHMIA
NHEBMOPO3'eEM. 2 WT

HanisaBToMaTnuHuii nanbHnK ABICOR
BINZEL,3M* ManbHuk aproHoayrosuin ABICOR BINZEL, 4 m *

* - He BxoasATb 40 KOMNNekTy Mogenen MultiPRO 3 iHaekcoM «WA»

YMPABJIIHHA TA IHOUKALLIA

MultiPRO-200/250 MultiPRO-270/350-400V
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MultiPRO-200/250 MultiPRO-270/350-400V

1- Aucnnei 3BaptoBanbHOro anapaTa;
2- KHonka MODE Bun6opy cnoco6y 3BaptoBaHHA UM pexxuMy po6oTu:
— pyYHe Ayroee 3BaproBaHHA NOKPUTUM enekTpogoM (MMA);
— 3BaptoBaHHA B aproHi BonbppamosumM enektpoaom (TIG);
— 3BaploBaHHA MexaHi3oBaHe (HaniBaBToMaTU4YHE) B 3aXMCHUX razax (MIG/MAG);
— eneKTpoxiMiuyHe ouuLLeHHA/nonipyBaHHA BUPoOiB 3 Heip>kasitouoi ctani (CLEAN);

3- Pyuyka perynsatopa Ana Bubopy ¢yHKLiA (NapamMeTpiB) NOTOYHOrO peXKMMy 3BaploBaHHA Ta BCTAHOBMEHHA iX 3HauyeHHA. Bubupante
dyHKUii MOBOpoTOM perynatopa. HaTUCHiTb Ha pyyKy Aff nepexofy A0 BCTAHOBMEHHA 3HayeHHA BMOpaHOro napamerpy.
MoBepTaiTe pyuky, W06 BCTAHOBUTKU 3HaYeHHA napameTpa. HaTWCHiTb Ha pyuky Wie pa3 414 NOBEPHEHHA [0 MeHIo BU6opy
dyHKUin/napamMeTpis;

4- KHonka Bu6opy nporpamu 3paptoBaHHA PROG Ha 3BaptoBanbHOMY anapaTi (Habip paHile HanawToBaHMX KOPUCTyBayeMm
napameTtpis). [logatkoBa ¢yHKuUiA y cnocobi MIG/MAG: HaTUCHITb Ta yTpuMyiTe Ginblue 1 cekyHAW ANA HanalTyBaHHA PiBHA
iHAYKTUBHOCTI);

5- KHonka TEST GAS nepeBipky Haax0A>KeHHA 3aXMCHOro rasy. HaTuCHITb, Wo6 BiaKPUTY KnanaH 3axMCcHOro raady. HaTucHITb e pas,
W06 3aKpUTM HaAXo4XKEHHA ragdy, abo knanaH aBToOMaTUYHO 3aKpUeETbCA Yepesd 15 cekyHa. Mpu TecToBil Nnepesipui rasy ApiT He
nopaeTtbea);

6- KHonka AnA WBWAKOro BUKIMKY NapaMeTpy HanaluTyBaHHsA 3BaptoBanbHoi Hanpyru «VOLTAGE» Ha 6noui nogadvi gpoTy;

7- Pyuka perynatopa ana Bubopy GyHkLil (napaMeTpiB) NOTOYHOrO PEXNMY 3BaptoBaHHSA Ta BCTAHOB/EHHSA iX 3Ha4YeHHA Ha 6noui noaayi
Aporty;

8- lncnneit 6noky nogavi 4poty;

9- KHonka Bnbopy nporpamu 3saptoBaHHA PROG Ha 6n1oui nogavi ApoTy (Habip paHille HanalToBaHUX KOPUCTyBayeM napaMeTpiB) .
[opaTkoBa ¢yHKUiA Yy cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiiTe Binblue 1 cekyHAN ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI);

10- Knonka WIRE INSTALL gns 3anpaBneHHA ApOTy B 3BaptoBanibHUIA pykas Ta B nanbHUK. Mpu i HaTUCKaHHI ra3 He nogaeTben;

11- CunoBa nepemMunyka 3BaptoBasibHOro CTpyMy A0 610Ky nofadi ApoTy;

12- Po3'em KZ-2 Tnny «€EBPO» ans nia’egHaHHA HaniBaBTOMaTUYHOrO NanbHUKa;

13- Po3'eM KepyBaHHA KHOMKaMW Ha NanbHUKY, Npu 3BaptoBaHHi cnoco6om TIG;

14~ THi380 Nofayi 3aXMCHOTo rady B NanbHWUK, Npy 3BaptoBaHHi cnoco6om TIG;

15- dikcaTop 3aXMCHOI KPULLKN MexaHi3aMy nogadi ApoTy;

16~ Kpuiuka TpMMaya KOTyLLIKW;

17- BoKC ANA KOTYLUKM i3 3BaptoBanbHUM APOTOM;

18- TpyMay KOTYLLKM ANA APOTY 3 NPY>KMHHUM MEXaHi3MOM ranbMyBaHHA;

19- LWTyuep nopayi 3axMcHoro rasy, npv 3asaptosaHHi MIG/MAG;

20- Po3s'eM nogavi curHanie Big MexaHi3My nogadi APOTY Ha BK/TIOYEHHA | BUKNOUYEHHA AXXepena CTpyMmy;

21- ABTOMAT / BUMUKAY XXMB/IEHHA A)Kepena 3BaproBasibHOro CTpyMy;

22- llItyuep nogavi 3axmcHoro rasy npu 3eaptoBaHHi TIG;

23- Micue nigkntoveHHA kKabento 3a3eMNeHHs;

24~ 3anobixxHuKkKM 610Ky nogadi ApoTy Ta nigirpisava rasy;

25— Po3zetka 36 V ana niairpisaya rasy;

26~ Kabenb AnA NigKNtOYeHHA [0 MepeXi XUBMEHHS;

A -THi300 CMNOBOTO CTPYMY «»:

— npwu 3BaptoBaHHi MIG/MAG cyLuinbHMM ApOTOM - NigkntovaeTbca kabenb MexaHi3aMy nogadi 4poTy;
— npu 3BaptoBaHHi MIG/MAG ¢ntocoBuM ApoTOM - NigKNtovaeTbcs kabenb «Maca»;
— npwu 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbkn Kabenb «<Maca»;
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— npu 3BaptoBaHHi MMA — nigkntovaeTbea kabenb enekTpoaa (NP BUKOPUCTaHHI cneuianbHUX enekTpoais — kabenb «<Maca»);
— B pexuMi ounweHHa/nonipysaHHAa CLEAN - nigkntovaetbes kabenb «Maca»;

B —THi3A0 C1NoBOro CTpyMy «=»:

— npu 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM - NiaKIOYaETbCA Kabenb «<Maca»;

— npwu 3BaptoBaHHi MIG/MAG ¢ntocoBnM ApOTOM - NigkNtovaeTbca kabenb MexaHi3aMy nogadi opoTy;

— npwu 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbkn kabenb aproHoAyroBoro nanbHUKa;

— npu 3BaptoBaHHi MMA - nigkntoyaeTtbca kabenb «Maca» (Mpy BUKOPUCTaHHI cnelianbHUX enekTpoais — kabenb enektposa);
— B peXxuMi oumneHHsa/nonipysaHHa CLEAN - nigkntoyaetbca kabenb enekTpoLLiTKu.

IHOUKALLIA ATMAPATA

MIG/MAG

RIS 1G/MAG-2T  neor h- 1 Pl
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EkpaH ayxepena cTpymy

CLEAN

P g,5vJ

EkpaH g>kepena cmpymy

1 - loTo4YHUI pexrm poboTun

2 - HoMep NOTOYHOI Nporpamu

3 - HazBa ¢yHKuii / napameTpa

4 - 3HaueHHAa obpaHoi PyHKUii / napameTpa
5-Tlepenik Ta BCTaHOBMNEHiI 3Ha4YeHHA [BOX
HaCTYMHMX NapaMeTpiB B MEHIO

PATON MultiPRO MMA/TIG/MIG/MAG




FPATON

3BaptoBanbHUIN anapaTt NPU3HaYeHNn BUKIOYHO ANA: PYYHOro AyroBoro 3BaptoBaHHA LUTYYHUM enekTpogoM (MMA), 3BaptoBaHHA B
cepenosuLi aprony (TIG), HaniBaBTOMaTUUYHOrO 3BaplOBaHHA B CEPEAOBULLI 3axncHuMX rasis (MIG/MAG), abo Ana enekTpoxiMiuyHoro
ouuLLeHHA/NoNipyBaHHA BUPo6iB 3 Heip)kasitounx ctanent (CLEAN). IHWe BUKOpUCTaHHA anapaTy He BiAnoBigae Moro NpuaHayeHHto.
Bupo6HMK He Hece BiAMOBIAANbHOCTI 3a MOLUKOMAXKEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a Npu3HayeHHAM. BukopuctaHHa
BiAANOBIAHO A0 NPU3HAYeHHA, Ma€ Ha yBa3i 4OTPUMaHHA BKa3iBOK AaHOro nocibHuka 3 ekcnayaTtadwii.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3amillyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XOT0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPM Ha nepeaHiv i 3agHi naHenax. CniakyhTte 3a TuM, Wo6 MeTaneBuin Nun (Hanpuknag, BiA HaxpgaudHoro wnipyeaHHA) HE
3acMokTyBanacs 6esnocepeHbo B anapaT BEHTU/IATOPOM OXOMOAXEHHS.

MIAK/IFOYEHHA XKUBJ/IEHHA

3BaptoBanbHuit anapat PATON MultiPRO po3paxoBaHUil Ha XXUBMEHHA:

— OpgHoda3HMM CTPYMOM 3 Hanpyroto 220/230 B (-27% +18%) — ansa moaenen MultiPRO-200/250;

— TpudasHuM ctpyMoM 3 Hanpyroto 3x380 B a6o 3x400 B ( ana moaenen MultiPRO-270/350-15-4-400V).
MpaBuna TexHikn 6e3neku nig vyac npoeeaeHHA PobiT 3i 3BaptoBanbHMM 06nafHaHHAM BUMaratoTb 3a3eM/IeHHA Kopnycy anaparty. Ans
Lboro nepeabayeHo ABa BapiaHTu:

— BUKOPWUCTaHHA YETBEPTOro APOTY XXOBTO-3€/1EHOTO KOMbOPY Y Kabeni XMUBNEeHHA (MiXKHapoAHWUIM cTaHAapT MapkyBaHHsA |IEC

60445);

— BUKOPUCTaHHA BONTOBOT KNeMU Ha 3a4Hill naHeni anapaTty (CTaHAapT 3a3eMNEHHSA, AKUI BUKOPUCTOBYBaBCA B KpaiHax CHA).

[nAa nigkntoueHHs 3BaptoBanbHUX anapatie PATON go 3-dasHoi Mepexi >XMBNeHHA

BMKOPUCTOBYNTE KabGenb 3 YOTMPMa NPOBOAAaMM, LLLO Bignosigae ctaHaapTy |IEC 60445: L2
— KopuyHeBuii nposig, - dazall;
— YopHui nposig, - dazal2;
— CuHin nposig - daza l3;
— )KoBTO-3€n€eHuin Npos.ig —3a3eM/eHHs. L1
L3
MPUMITKA: ana 3-dpasHoro xusnerHs anapatisa PATON He BUKOPVCTOBYETLCA «HYMb»,

a Tinbkun Tpu hasn. XKoBTO-3eNEHU NPOBIA — TO CaMe 3a3eMNIEHHA, @ HE «HY/b»!

£
YBATA! Mpu nigkntoyeHHi anapaTta 40 Hanpyrn >kueneHHa suwe 270 B (MultiPRO- =
200/250) ab6o 450 B (ana MultiPRO-270/350-15-4-400V), BCi rapaHTiiHi 3060B'A3aHHA BUPOOHMKa BTpayatoTb cuny! A Takox rapaHTinHi
3060B'A3aHHA BUPOOGHMKa BTPayaloTb YNHHICTb MPU NOMUIKOBOMY MiAKNOYEHHI pa3n Mepexki Ha 3a3eMneHHA axepena.
P03'eM >KMBNEHHA, NOMNepeyYHnin nepepia Kabenis >XKMBMEHHA, @ TakKoX 3anoBiXKHUKM XXMBNEHHS NOTPIGHO BMGMpaTU BMXOAAUM 3
XapaKTepuCTUK CNOXKMBaHHA anapara.
YBATA! BuMukau xueneHHs anapatie MultiPRO-200/250 He € CMNOBUM, BiH HE 3HECTPYM/IHOE MOBHICTIO BCHO BHYTPILLHIO €/1EKTPOHIKY.
ToMmy BUMaliTe BUNKY 3 Mepexi 3rigHO NpaBun TexHikn 6e3neku nicna 3aBepLueHHA pobiT.

JKUBJIEHHA BIO FTEHEPATOPA

3BaptoBanbHi anapatm PATON MultiPRO MoXyTb OTPUMYBaTK XMBMEHHA Bi4 MOGiNbHOro reHepaTtopa, MNOTY>XXHICTb AKOro BiAnoBigae
HaCTyNnHWUM ymMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHiCcTb
Aana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTopa, KBA
22 no 80 no 20,6 3,0
a3 no 120 no 20,8 4,5
24 no 160 no 21,0 6,0
a5 40200 no 21,0 7,7
6 nerkonnaeki no 250 no 91,2 10
6 nerkonnaeki no 270 no 91,2 12,0
76 no 350 no 21,4 16,0

YBATA! insa ctabinbHoi po6oTv anapatis PATON MultiPRO BuxigHa ¢a3oBa Hanpyra reHepatopa NoBUHHA nexaTtu B Mexax 160-260 B.
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KEPYBAHHA TA HAJIALUTYBAHHA ®YHKLLIVA AMAPATA

Perynatopun Ha nepeaHin naHeni axkepena cTpymy Ta 6noka nogaui apoTty (3), (7) € ocHOBHMMM GaraTopyHKUIOHaNbHUMM OpraHaMu
KepyBaHHA MeHto. O6epTaliTe pyyky perynstopa ansa sBubopy onuii MEHIO UM 3MiHW 3HaYeHb perynboBaHOro napamerpa. HaTucHiTb Ha
pyuKy perynsatopa, Wwob niaTeepAnTn CBilt BUGIp.

Mpn 3a6nokoBaHOMY MEHIO HanallTyBaHb anapaTt 3aBXAW BMBOAWTb Ha eKpaH 3HaueHHA OCHOBHOrO napaMeTpa BCTaHOBEHOTO
pexxuMy y notouHoMy cnocobi po6oTtu. MoBepTanTte pyuky perynatopa, o6 3MiHIOBaTU OCHOBHUI NapaMeTp.

— ans cnoco6y MMA — CTPyM 3BaptoBaHHSA;
— ana cnocoby TIG — CTpPyM 3BaptoBaHHS;
— ana cnocoby MIG/MAG — Hanpyra 3BaptoBaHHA;
— ana pexumy CLEAN — Hanpyra o4YnLLEHHA.

Po36nokyinTe MeHto, Wo6 oTpuMaTh A0CTyn A0 GYHKLUIN TOHKOro HanawTyBaHHA o6paHoro cnocoby 3saptoBaHHA. O6epiTb NOTPiIGHY
dYHKLItO UM NapaMeTp 3a AOMNOMOTO0 PyYKWU PEryNATopa, 3MiHiTb ii 3HaueHHs Ha BaxkaHe Ta HaTUCHITb ANA NiIATBEPAXKEHHA — 3p06NeHi
3MiHK 6yAyTb 04pa3y 3aCTOCOBaHI A0 MOTOYHOrO CMOCOBY 3BaptoBaHHA.

Mig yac MIG/MAG 3BaptoBaHHA Ha UMdpPOBOMY aucnnei BigobpaxkaeTbca GakTUUHWIA 3BaproBanbHUIA CTPyM. [icna 3aBepLUeHH:A
3BaptoBaHHA dakTMYHE 3HaUYEHHs 3BaprOBafIbHOrO CTPYMYy 3a/MLIaeTbCA BifOOpaXKeHWM Ha ekpaHi anapaTy NpoTAroM 8 cekyHA,
[03BONAOYM 3BAPIOBaANbHUKY NEpernaaaTv noro.

BUBIP MOBU MEHHIO ATTAPATA

[Ana Bu6opy/3MiHM MOBM MEHIO anapaTa YBIMKHITb anapar yTpumytoum kHonky MODE (2). MoBopoTamu py4ku perynatopa (3) a6o (7)
06epiTb HE06XiAHY MOBY, Ta HaTUCHITb Ha PyYKy perynatopa, Wwob niaTBepAnTU CBi BUGip. AnapaTt npoaoBXuntb po6oTy 06paHolo MOBOKO
iHTepdency.

PO3b6/10KYBAHHA TA b/IOKYBAHHA MEHIO HAJTALLUTYBAHb

Mpun 3a610KOBaHOMY MEHHO HanaluTyBaHb Ha ekpaHi BiAo6pa>keHnin 3aKpUTUN 3aMOK: u .

ANA PO3B/IOKYBAHHA MEHIKO HeobxigHO yTpuMyBaTU B HaTUCHYTOMY CTaHi pyuky perynatopa 6inbwe 3,5 cekyHA - Ha ekpaH
BMBOAMTLCA aHiMaLlif 3aMKa, Lo BiaKpUBaeTbCA. [louekanTecb MOBHOIO PO3KPUTTA 3aMKa i BiANYCTiTb pyyKy perynatopa — 6110KyBaHHA
MeHI0 3HATE.

ANA BIOKYBAHHA MEHIO HaTucHITb i yTpuMyiiTe pyyky perynatopa 6inblue 3,5 cekyHp - Ha ekpaH BUBOAMTLCA aHiMallia 3aMka, Lo
3akpuBaeTbcs. [loyekaliTecb MOBHOIO 3aKPUTTA 3aMKa i BignyCTiTb pyyKy perynatopa —MeHto 3a610KoBaHe.

MEPEMUKAHHA HA IMOTPIBHUW PEXKUM POBOTU
HaTtucHitb kHonky MODE (2), wo6 o6paTtu pexxum poboTtn anapata (TIG, MMA, MIG/MAG, CLEAN).

CKMOAHHA 3POBJ/IEHUX HAJIALLTYBAHb

HaTucHite Ha pyuky perynatopa (3) a6o (7) Ta yrpumywTe ii 6inblie 12 ¢, WwWo6 CKMHYTU HanaliTyBaHHA BCiX napaMeTpiB i GpyHKLUIN
MOTOYHOI Nporpamu 3BapoBaHHA 40 GabpUUHUX HanalTyBaHb.

VYBATA! B xoai yTpuMaHHa pyuku MeHto 6yae 3abnokoBaHe/po3bnokoBaHe, BifobpaXKeHU 3BOPOTHIN Bianik «333, 222, 111, 000, i
HanawuTyBaHHA 6yayTb CKUHYTI.

AHanoriyHo, MOXKHa CKMHYTU NapamMeTpyn NOTOYHOIO PEXNMY 3BaprOBaHHA 3a AONOMOrow pyyku perynatopa (7).

3MIHA HOMEPY rTPOrPAMMN Y MNOTO4YHOMY PEXKUMI 3BAPIOBAHHA

Y KOXKHOMY crnocobi 3BaptoBaHHsA, 4OCTyNnHOMY y anapatax PATON MultiPRO, MoxHa 36epirati 4o 16 pi3HMX BapiaHTiB HanawTyBaHb
(nporpamM 3BaptoBaHHA). [MoToYHMIN HOMep nporpamMu BigobpaxkaeTbcA Ha Aucnnei npaBopyd 3Bepxy. llicna nepLuoro yBiMKHEHHA
anapaTta AiA KOXHOro crnocoby 3BaploBaHHA 3aBX /AW BMUKaeTbcA nporpama N21. Yci 3MiHW B HanalUTyBaHHAX PeXuMy 3BaploBaHHA
aBTOMaTU4HO 36epiratoTbca y NOTOYHOMY HOMepi NporpamMu.

Hanawtyinte noTpibHi pexxumn 3BaptoBaHHA i 36epeXiTb ix Nig pisHMMN HoMepamu, LWo6 npu NnoTpebi LUBUAKO NepeMUKaTUCh MiDK HUMK:

1) HaTtucHite kHonky PROG. [MoBopoToM pyuku perynatopa o6epitb 6axkaHuii HoMep nporpamMu. HaTUCHITe Ha pyyky perynsaTtopa,
wo6 niaTBEPANTH CBI BUBIp;
2) Hanawtyinte napameTpu Ta $pyHKLUii o6paHoro pexxvmMy cnocoby 3BaptoBaHHA — HanawTyBaHHA 6yayTb aBTOMaTUYHO 3anucaHi

anapaToMm nig o6paHnMM HOMepoM nporpamu;
Tenep Bu 3aBXAM 3MOXKETE LLIBUAKO NEPENTN A0 LMX HanalTyBaHb , 417 LbOro HAaTUCHITb KHonky PROG, NOBOpOTOM perynatopa o6epitb
noTpi6HUI HOMEP NPOrpaMu i HATUCHITb Ha pPy4Ky perynaTopa — 6yayTb BCTaHOB/EHI HanalTyBaHHsA, 36epeXkeHi y fAaHin nporpami.
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I'Inou.La nonepe4yHoro

MAPAMETPU PEXKUMIB 3BAPFOBAHHA

Liametp

AT BcTaHoBneHe 3Ha.‘-|eHHH AiameTp gpoty ana nepepisy NpPoBoAY KUBNEHHS, Makc. AoBXUHA
ana MMA, MM ctpymy npyu MMAiTIG, A MIG/MAG, MM 2 nposoay, M
1x220V - MultiPRO-200, MultiPRO-250
1 75
1,5 115
@2 £o 80 no 30,6 2 155
2,5 195
4 310
1,5 75
2 105
a3 no 120 £0 20,8 2,5 130
4 205
6 310
2 75
2,5 95
24 no 160
4 155
no @1,0 6 230
2,5 75
@5 o200 4 125
6 185
a5 2,5 60
26 no 250 no @1,2* 4 100
(nerkonnaski) 5 150

3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V

1,0 135

1,5 205

@2 no 80 no 30,6 2 270

2,5 340

4 540

1,5 135

2 175

[GK] no 120 no 30,8 2,5 220

4 350

6 525

2 130

@4 £0 160 25 160

4 260

no 31,0 6 385

2,5 115

@5 no 220 4 180

6 270

2,5 85

28 . no 270 no @1,2 4 135
(nerkonnaski)

6 205

2,5 65

26 no 350 no @1,4 4 100

6 150

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM
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CXEMA MNIAK/TIOYEHHA AMAPATA 4/194 HAMNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHUI
NANbHUK

__‘4__-‘-;‘ BUPIB

CXEMA TIQK/TIOYEHHA AlAPATA [A4/19 AProHo4yroBoro 3BAPIHOBAHHA (TIG)
BeHMU/IbHUM nasibHuUkom 35-50

APFOHOBUH
NANbHUK

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHOA4YroBOIro 3BAPFOBAHHA (TIG) nanbHukom
KHornkoBoro muny GZ-2

APTOHOBUH
NANbHUK

KNEMA "MACA"

YBATA! Mpu BMKopMCTaHHI pexxunMie 6eskoHTakTHoro nignany ayrv TIG HF 0608’a3K0BO Big’eaHanTe Ka6enb XXMBNEHHA Ta CUrHaniB
BiA 6noky nogavi gpoty!
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CXEMA TIAK/TIOYEHHA AIMAPATA A4J14 PYYHOIO EJIEKTPOA4YrOoBOro 3BAPIHOBAHHA
CTPUXKHEBWM NOKPUTUM EJIEKTPO40OM (MMA)

ENEKTPOOOTPUMAY

BWUPIB
PekomeHAgoOBaHa A0B>KUHa 3BaproBa/ibHUX ka6enis ana MMA:
MakcumManbHui cTpyMm, A (e el A nqnepeulzoro Mapka ka6ento
(B O4HY CTOPOHY), M nepepisy, MM

100 2..9 10 Kr 1x10

3..14 16 Kr 1x16

2..9 16 K 1x16

160 3..14 25 Kr 1x25

2.7 16 Kr 1x16

200 3..10 25 KI 1x25

.8 25 KF 1x25

250 3..12 35 Kr 1x35

270 5..11 35 Kr 1x35

350 6..14 35 Kr 1x35

CXEMA MNIAK/TIOYEHHA AMAPATA 4/14 E/IEKTPOXIMIYHOIO 10J/1IPYBAHHA (CLEAN)

PATON BRUSH

PATON MultiPRO MMA/TIG/MIG/MAG -12-
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TEXHIYHI XAPAKTEPUCTUKUA

MultiPRO-270-

MultiPRO-350-

MAPAMETPU MultiPRO-200 MultiPRO-250 400V 400V
HomiHanbHa Hanpyra mepexi 50/60 'y, B 1x220/ 1x230 3x380/3x400
HoMiHanbHWI cTpyM, cnoXuBaHHsA 3 dasu, A 23...27 29,6...35,1 12,1...14,1 16,2...18,7
HoMiHanbHWI 3BaptoBanbHUN CTpyM, A 200 250 270 350
MakcuManbHUI aitounin cTpym, A 270 335 350 450

TpuBanicTe HaBaHTaxeHHs (TH)

70% npun 200 A
100% npn 167 A

60% npun 250 A
100% npn 193 A

70% npun 270 A
100% npu 225 A

70% npun 350 A
100% npn 290 A

Mexi 3MiHW Hanpyr1 Mepexi >XuBneHHs, % -27...+18 -27...+18 +15 +15
MeXi peryntoBaHHs 3BaptoBanibHOro CTpyMy, A 10...200 12...250 12...270 14...350
Mexi peryntoBaHHsa 3BaptoBanbHOi Hanpyru, B 12...26 12...28 12...29 12...30
Mexi peryntoBaHHA LUBUAKOCTI noAadi ApoTy, M/XB 1,0...16,0

[iamMeTp LITY4YHOro enekTpoaa, MM 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
[iameTp cyLinbHOro 38apoBanbHOro APOTY, MM 0,6...1,02 0,6...1,2° 0,6...1,2 0,6...1,4

MexaHi3M nogadvi gpoTy

4-pONMKOBUIA 3 NPUBOAOM Ha BCi PONNKKN

MakcumanbHa Bara KOTYLLUKW 3 APOTOM, KIr

15

IMNyNbCHI peXxnMun Nig Yac 3BaproBaHHA

MMA: 0,2...500 l'y - perynboBaHuit; TIG: 0,2...500 'y, - perynboBaHuit;
MIG/MAG - CUHEPreTUYHNIA

Bnok 6e3koHTakTHOro nignany B cnocobi TIG Pe>xxum HF

lapauni ctapt (Hot-Start) B cnoco6i MMA PerynboBaHa
®opcax ayru (Arc-Force) B cnoco6i MMA PerynboBaHa
AHTURpununanHsa (Anti-Stick) B cnoco6i MMA AsTOMaTU4Ha

BNOK 3HUXKEHHA HanNpPyrv XoNnocToro xoay

yBIMK / BUMK

Hanpyra xonoctoro xogy MMA, B 12/75

Hanpyra nignany ayrun, B 110

HoMiHanbHa cnoxxvBaHa NoTyXHicTb, KBA 5,1..6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
MakcuManbHa cnoxkMBaHa NoTyXHicTb, KBA 7,5 9,5 11,4 15,3

KKA, % 90

OxonoaXXeHHaA ApanTtuBHe

[liana3oH po6ounx Temnepatyp, °C -25...+45

;a:ap"””i poamipu (loexurax WmpuraxBucora). | 544, 560 270 360x 260 x 270 540 x 360 x 400 540 x 360 x 400
Maca 6e3 akcecyapis, K& 13,3 14,1 16,5 24,4
Knac 3axucty IP33

20,8...1,2 MM Npu 3BaprOBaHHI aNtOMIHIEBUM APOTOM

20,6...1,0 MM Npy 3BaprOBaHHI iIMNYNIbCHUM CTPYMOM CTafneBUM Ta HeipXKaBitoumMM ApoToM

PATON MultiPRO MMA/TIG/MIG/MAG
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NEPENIK ®YHKLIN
Cnoci6 3BaproBaHHA MIG/MAG

0)

1)

9)

[t.Pr] uac nepea-rasy (3a 3aMoBuyBaHHAM = 0,1 ¢) — TpMBanicTb NepeAnpoAyBKN 30HW 3BaploBaHHA 3aXMCHMM ra3oM;
a) 0,1...25,0 ¢ (kpok 3MiHn 0,1 c);
[t.uP] yac HapocTaHHA CTpyMy (3a 3aMoB4YyBaHHAM = 0,1 c) — TPMBanNiCTb HapOCTaHHA MpPoOLECY 3BaptoBaHHA: 36iNbLUEHHA
Hanpyra 3BaploBaHHs i LUBUAKICTb APOTY;
a) 0,0 ...5,0 ¢ (kpok 3MiHK 0,1 c);
[-U-] Hanpyra 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 19,0 V) — nepLunin OCHOBHUIA NapaMeTp Npv 3BaptoBaHHi NOCTINHOK HaMpPYrot;
a) 12... 26,0 B (kpok 3MiHu 1 B) ana MultiPRO-200;
b) 12... 28,0 B (kpok 3MiHu 1 B) ana MultiPRO-250;
c) 12 ... 29,0 B (kpok 3MiHK 1 B) ans MultiPRO-270-400V;
d) 12 ... 32,0 B (kpok 3MiHu 1 B) ana MultiPRO-350-400V;
[SPD] wBuaKicTb ApoTy (3a 3aMOBYYBaHHAM = 4,5 M/XB) — APYr1MiA OCHOBHMI NapaMeTp HaniBaBTOMaTUYHOIO 3BaptOBaHHA;
a) 1,0...16,0 M/xB (KpOK 3MiHK 0,1 M/XB);
[t.dn] yac cnapa cTpyMy (3a 3amMoBYyBaHHAM = 0,1 C) — TpMBanNicTb CNagaHHA NPoLEeCcy 3BaprOBaHHA: 3HMXKEHHA Hanpyru i
CMOBINbHEHHA APOTY;
a) 0,0...5,0 c (kpok 3MiHK 0,1 c);
[t.PO] uac nicna-rasy (3a 3aMoBYyBaHHAM = 1,5 c) — TpMBanicTb NiCNANPOAYBKMN 30HN 3BapOBAHHA 3aXMCHUM ra3oMm;
a) 0,5...25,0 ¢ (kpok 3MiHn 0,1 c);
[but] pe>kuMm KHOMKM nanbHUKa (3a 3aMoB4YyBaHHAM = [2T]) — 06epiTb peXkMM KepyBaHHA 3BaptOBasbHUM MPOLECOM 3a
[10MOMOrOt0 KHOMKM NanbHWKa;
a) [2T] - 2-takTOBUI pexxum kHonkun MIG/MAG-2T;
b) [4T] - 4-takTOBUI pexxum kHonkn MIG/MAG-4T;
[Ind] piBeHb iHAYKTUBHOCTI (3a 3aMoBYyBaHHAM = 0) — 3afaiTe LWBUAKICTb HAPOCTaHHA 3BapOBa/IbHOTrO CTPYMY MPU KOPOTKOMY
3aMuKaHHi ApoTy 3 BUpo6oM i BiapmBy Kpanni;
a) -5...0... 5 cTyniHb (KPOK 3MiHM 1 CTyNiHb);
[SFt] M’AKkuMiA cTapT ApoTYy (3a 3aMoBYyBaHHAM = OFF) — no MoMeHTy nignany Aayru Apit 6yae pyxatuch 3 MiHiManbHOO LWBUAKICTIO;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHeHWI;
[Po.P]imMnynbcHUIA peXxuM cTpyMy (3a 3aMoBUyBaHHAM = OFF) — pe>kum 3BaptoBaHHA iMNYNbCHOK HaMpyrowo;
a) ON - yBiMKHEHWI;
b) OFF — BUMKHeHWI;

MapameTpu iMnynbcHoro pexxkuMy MIG/MAG (BUKOHyBaTH 3BaptoBaHHA iMNynbcHUM cTpyMoM TI/IbKU 3 BAXMCHUM FA30M!!!):

10)

11)

12)

[tYP] maTepian ppoTy (3a 3aMoB4YyBaHHAM = Fe) — BCTaHOBITb TN MaTepiany 3BaptoBanbHOro ApoTy;

a) Fe — 3BuuaniHui ctanesnin apit Tuny ER70S-6 (BUKoprcTOBYBaTM 3aXMCHUI ra3* Tinbku cknaany 82% Ar +18% CO,);

b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (BUKOPMCTOBYBATM 3aXMCHWI ras? Tinbku cknagy 98% Ar +2% CO,);

c) ALSi - antoMiHieBo-kpeMHieBuit apiT TMNy ER4043 (BUKOPUCTOBYBATU 3aXMCHMIA ras® Tinbku 100% Ar);

d) ALMg - antomiHieBo-MarHiesuit 4pit Tuny ER5356 (BUKOpUCTOBYBaTH 3axmncHMIA ras® Tinbkm 100% Ar);

[dia] piameTp ApoTy (3a 3aMoBUyBaHHAM = 0,8 MM) — BCTaHOBITb AiaMeTp 3BaproBasibHOro APOTY;

a) 0,6...1,0 MM ans cTanesoro Ta Hepxagitoyoro ApoTy MultiPRO-200/250;

b) 0,6...1,2 MM Ans cTaneBoro Ta Hepxasgitoyoro ApoTy MultiPRO-270/350;

c) 0,8...1,2 MM AnA antoMiHieBoro ApoTy;

[Adu] kopekuia Hanpyru (3a 3aMoBYyBaHHAM = 0,0 V) — nepLunin OCHOBHUI NapaMeTp HaniBaBTOMaTUYHOro 3BaplOBaHHA B
iMnynbCHOMY pexuMi. TakoX BifobpaxeHa peaynbTyloda Hamnpyra 3BaploBaHHA, Ha AKy BMAWBalOTb KOPeKLiA Hamnpyru,
LIBMAKICTb APOTY, MaTepian ApoTy, AiaMeTp APOTY;

a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inbLLUEeHHAM 3HaYeHHA NapaMeTpy pocTe A0BXMHa Y.

Cnoci6 3BaproBaHHA TIG

0)

1)

[t.Pr] yac nepep-ra3y(3a 3aMoBYyBaHHAM = 0,4 C) — TpMBaNiCTb NEPeANnpPOAYBKM 30HM 3BapOBaHHA 3aXMCHUM ra3oM;
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);

[Pr.A] cTapTOBMIA CTPYM — MOYATKOBUI CTPYM 3BaproBaHHSA y pexkumax -4T;

a) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -200;

b) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -250;

c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;

d) 14...50 A (kpok 3MiHu 1 A) ansa MultiPRO -350-400V;

[t.uP] yac HapocTaHHA CTpPyMYy (3a 3aMOBYYyBaHHAM = 0,2 C) — TPUBANICTb HAPOCTaHHA 3BapIOBaNbHOIO CTPYMY;

a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHuK 0,1 c);

[-A-] cTpyM 3BaptoBaHHA (3a 3aMOBYYBaHHAM = 60 A) - OCHOBHWIN NapaMeTp aproHOAyroBOro 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO -200;

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

c) 12 ...270 A (kpok 3MiHn 1 A) ana MultiPRO -270-400V;

d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;

4 pekoMeH/10BaHa BUTPaTa rasy Big 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inblue ana cTpymis 150-200 A

PATON MultiPRO MMA/TIG/MIG/MAG -14-



FPATON

4) [t.dn] yac cnapa cTpyMy (3a 3aMOBUYBaHHAM = 0,2 C) — TPUBANICTb 3HUKEHHA 3BAPIOBANIbHOIO CTPYMY;
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHn 0,1 c);
5) [Po.A] KiHLLeBUIA CTPYM (33 3aMOBUYBaHHAM = 20 A) — diHILUHWI CTPYM 3aBaploBaHHA KpaTepy y pexunmax -4T;
a) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -200;
) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -250;
c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
) 14...50 A (kpok 3MiHu 1 A) ansa MultiPRO -350-400V;
6) [t.Po] wac nicnsa-ra3sy (3a 3amMoBYyBaHHAM = 4,0 c) — TPUBanNIiCTb NICAANPOAYBKN 30HM 3BapIOBaHHA 3aXMCHUM ra3oMm;
a) 1,0...35,0 c (kpok 3MiHun 0,1 c);
7) [but] pe>xuM KHoNKM NnanbHUKa (3a 3amoBuyBaHHAM = HF2T) — 06epiTb cnocib nignany ayrn i pexxum KepyBaHHA 3BaptoBanbHUM
npoLiecom;
a) LIFT — KOHTaKTHWI nignan ayrn, 6€3KHONOYHUIN pexxnm nanbHuka TIG-LIFT;
b) LIFT2T - KOHTaKTHWI nignan ayrun, 2-TakToBui pexxnm nanbHuka TIG-LIFT2T (nanbHUK 3 KHOMNKO);
c) LIFTAT - KOHTaKTHWI nignan ayrun, 4-takToBuit pexxnm nanbHuka TIG-LIFT4T (NnanbHUK 3 KHOMNKO);
YBATA! MNpu BuKopurCcTaHHi pexknMis 6eakoHTakTHoOro nignany ayrv TIG HF 060B’A3K0BO Big’eaHalTe Ka6enb XXMBNEHHA Ta CUrHaniB
BiA 6noky nogavi gpoty!
a) HF2T - 6e3koHTaKTHWUI Nignan ayrun, 2-taktoBuii pexxum nanbHuka TIG-HF2T (nanbHWK 3 KHONKO);
b) HFAT — 6e3KOHTaKTHUI Nignan ayrun, 4-1akToBuit pexxmnm nanbHuka TIG-HF4T (nanbHWK 3 KHONKO);
8) [Po.P]iMnynbcHUIA peXxuM (3a 3amoBuyBaHHAM = OFF) — pexkum 3BaptoBaHHA iMNYNbCHUM CTPYMOM;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpu iMNyNbCHOro pe>XuMy aproHoAyroBoro 3saploBaHHA:

9) [-A-] 6a30BU1I CTPYM (32 3aMOBUYyBaHHAM = 60 A) —- OCHOBHWIA NapaMeTp 3BaptoBaHHsA — Cuna CTPyMy B iMMyNbCi (BePXHil CTpyM);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO -250;
c) 12 ...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;
10) [I.PS] cTpyM naysu (3a 3aMoBYyBaHHAM = 25 A) — cuna CTpyMy MiX iMynbcamMu (HUXHIl CTpyM);
a) 12...200 A (kpok 3MiHK 1 A) ans MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) ana MultiPRO -250;
c) 12...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;
11)  [Fr.P]uacTtoTa nynbcauii (3a 3aMoBuyBaHHAM = 10 L) — 4acToTa nynbcauii CUIm cTpyMmy;
a) 0,2...500 'y, (AaMHaMiYHWIN KPOK 3MiHM 0,1 Tu...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%) — BiAHOCHa TpWBanicTb iMNynbcy 6a30BUWA CTPYM A0 nepioay
nynbcauii;
a) 4...80% (KpoK 3MiHN 2%);
13) [SPT] pe>xumM 3BaptoBaHHA SPOT (3a 3amoB4YyBaHHAM = OFF) — pexkuM TOUKOBOTO 3BaptoBaHHA;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHO;
MapameTpu pe>knMy ToukoBoro 3saptoBaHHa (SPOT/COLD) TIG:

14)  [I.SPT] cTpyM Kpanku (3a 3aMOBYyBaHHAM = 160 A) - OCHOBHWUI NapaMeTp 3BaptoBaHHA — CMMa CTPYMy B «Kpanui»;
a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO -200;

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

) 12...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;

d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;

15) [t.SP]uac kpanku (3a 3aMmoB4YyBaHHAM = 0,02 c) — TPUBanNiCTb CTPYMY «Kpanku»;
a) 0,01 ... 25 ¢ (AaMHaMi4HuIA Kpok 3MiHK 0,01 ¢ ... 1 ¢);

16) [t.PS]uac naysu (3a 3aMoBUyBaHHAM = 1,0 C) — TpMBanNicTb Nays Mix «kpankamm»;
a) OFF ...0,5...5,0 c (kpok 3MiHK 0,1 c).

oo

Cnoci6 3BaproBaHHA MMA

0) [-A-] cTpyM (3a 3aMOBYyBaHHAM = 80 A) — OCHOBHMWI NapaMeTp 3BaptoBaHHA MNOCTIHUM CTPYMOM;
a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHuM 1 A) ana MultiPRO-350-400V;

1) [H.St] cuna Mapayoro ctapTy (3a 3aMoBYYBaHHAM = 50%) — NPUPOLLEHHA CUAN CTPYMY Ha Yac Al GyHKUiT «fapayumii cTapT»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);

2) [t.HS] uac MapA4oro cTapTy (3a 3aMoB4YyBaHHAM = 0,3 c) — TpMBanicTb po6oTn dyHKLii «Fapaunin CtapTt» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);

3) [Ar.F] cuna ®opcaxy ayru (3a 3amMoBUYyBaHHAM = 50%) — NPUPOLLEHHA CUIM CTPYMY Npu poboTi GpyHKLT «Popcaxk ayrun»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);

4) [u.AF] nopir ®opcaxxy ayru (3a 3aMoBYyBaHHAM = 12 B) — Hanpyra ayru, 3 Akoi BMMKaeTbca QyHKLUiA «Popcax ayrn»;
a) 9...18 B (kpok 3MiHu 1 B);
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5) [BAH] BonbT-aMn. xapaktepucTuka (3a 3amoB4yyBaHHAM = 1,4 V/A) — HanawTyBaHHA Haxuny BO/bTaMMNepPHOi XapaKTepUcTUKn
anapata A/1A 3py4HOro 3BaptoBaHHsA ef1eKTPOAaMM Pi3HMX TUNIB;
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] pe>xuM KopoTKOi Ayru (3a 3amMoBYyBaHHAM = OFF) — pexkumun po60Tn 3 06Me>XXeHHAM LOBXUHWN 3BaptoBasibHOI Ayru ;
a) 0 [OFF] ... 3 (kpok 3MiHu 1);
7) [BSn] 6nok 3HM>KEHHA Hanpyru (3a 3aMmoByyBaHHAM = OFF) —3HU>XEHHA Hanpyru Npu 3aracaHHi ayru;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
) [Po.P]iMmnynbcHMi1 pexxuM (3a 3amoBYyBaHHAM = OFF) — pexuM enekTpoayroBoro 3saptoBaHHsA iMNyNbCHUM CTPYMOM;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpu iMNyNbCHOro peXXnMy e/1eKTpoAyroBoro 38aploBaHHA:

]

9) [-A-] 6a30Bui1 cTPYM (32 3aMoBUYBaHHAM = 80 A) - OCHOBHWI NapaMeTp 3BaptoBaHHA — CUNa CTPYMY B iMMyNbCi (BEPXHiN CTPyM);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHu 1 A) ana MultiPRO-350-400V;
10) [I.PS] cTpyM naysu (3a 3aMoBYyBaHHAM = 25 A) — cuna CTpyMy MiX iMynbcamMu (HUXKHIl CTpyM);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHuM 1 A) ana MultiPRO-350-400V;
11)  [Fr.P]uacTtoTa nynbcauii (3a 3aMoBuyBaHHAM = 5,0 ') — yacToTa nynbcauii cunm cTpymy;
a) 0,2...500 'y (AanHaMi4YHWU KPOK 3MiHK 0,1 Ty...1 Tw);
12) [dut] 6anaHc iMmnynbc/nay3a (3a 3aMoB4YyBaHHAM = 50%) — BigHOCHa TpMBanicTb iMNynbcy 6a30BUIA CTPYM A0 Nepioay nynbcawii;
a) 20...80% (KpoK 3MiHM 2%).

EnekmpoximiuHe ouyuuwjeHHa/nonipyBsaHHAa «CLEAN»

0) [-U-] Hanpyra (3a 3aMoBYyBaHHAM = 12,0 B)- 0CHOBHWI NapaMeTp pexkKnMy OUYULLLEHHA/NOoNIPpYBaHHSA;
a) 8...12 B (kpok 3MiHK 0,5 B).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.

VYBATA!!! lMepen BukopucTaHHAM o6nagHaHHA PEKOMEHAYEMO O03HAWOMUTUCA 3 PO3LUMPEHOHD [HCTPYKUiew 3
ekcnnyaTauii, a TakoX NepeBipuTM NPaBUNbHICTb 3aNOBHEHHA rapaHTIMHOro TanoHa: Ha3ea Mogeni npuadaHoro Bamu
BMPOOBY, Ta MOro CePiNHUA HOMEP NOBUHHI BYTW iAEHTUYHI 3annucaM B rapaHTiiHOMY TanoHi. He AonycKaeTbcA BHECEHHA B
TanoH 6yAb-AKUX 3MiH YW BUNpPaBNeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/1 rapaHTye cnpaBHy po6oTy AXXepena >XMBNEHHA Y pasi LOTPMMaHHsA croXKMBayueM yMoB ekcnnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.
YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:

MultiPRO-200
MultiPRO-250
MultiPRO-270-400V
MultiPRO -350-400V

3 pokn

OCHOBHW rapaHTinHWIA Nepioa 064YNCNIOETLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

3aana ynepenykeHHs BUxoay anapaty 3 nafy PeKOMeHAYETbCA, 3aNeXHO Bif4 YMOB eKkcnayaTalii, 04MH pa3 Ha NiBPOKy 3HATU 3aXUCHY
KPULLKY | BAKOHATW YNCTKY BHYTPILLHIX eNeMeHTIB i By3niB 06nagHaHHA CTUCHEHWM NOBITPAM. YMCTKY HEObXiAHO NPOBOAUTU aKypaTHO,
YTPUMYIOUM LUNAHI KOMMpecopa Ha [AOCTaTHIA BiacTaHi, 3a4na YHUKHEHHA MOLIKOAXKEHHA Malku €NeKTPOHHWUX KOMMOHEHTIB i
MEXaHiYHNX YaCTUH.

[MpoTAroM OCHOBHOIO rapaHTiHOro nepiody, y BUNagKy rapaHTinHOro peMoHTy, npoaaselb 3060B'A3yeTbCA 6E3KOLUTOBHO Ans
BnacHuka o6nagHaHHs PATON™:

— npoTAroM 1 poky 3 aaTm npuabaHHA KNieHTOM o6nagHaHHA, oNNaTtUTK foCcTaBky o6nagHaHHA B CepBICHUM LEHTP i noro

NOBEPHEHHA KNIEHTY, BUKOPUCTOBYOUM NOCNYrM KOMNaHii <HoBa nowuta»;

— NPOBECTU AiarHOCTUKY Ta BUABUTU NPUYMHY HECMPaBHOCTI;

— 3a6e3neunT By3namMmn Ta efleMeHTaMm, HeobxigHMMUN ANA PEMOHTY;

— BiAPEMOHTYBaTV 06nagHaHHA, WO BUIALLMIO 3 Naay;

— NPOBECTW TECTyBaHHA BigpeMOHTOBaHOro o61agHaHHA

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLUIMPIOKTLCA Ha 06naaHaHHA:
— 3 MeXaHIYHMMM NOLUKOAXKEHHAMMU, LLLO BNIMHYNAW Ha Npaue3aaTHICTb anaparty (AedopmaLia kopnycy 1 aeTanei BHacnifok
nagiHHA 3 BUcoTu abo 30BHILLHIX yAapiB, BUNaaaHHA KHOMOK Ta po3'eMiB);
— 3i cnigaMu Kopoaii, Aka cTana NPUYNHOO HECMPaBHOrO CTaHy;
— fike BUILLO 3 NaAy Yepes BMVNB CUABHOTO 3BOSTOXKEHHS;
— fAiKe BUWLLIIO 3 Najy Yepe3 HaKoMMYeHHA CTPYMOMNPOBIAHOro NuAy (ByrinbHWUM N, MeTanesa CTPY>KKa Ta iH.) BCEPEANHI;
— y pasi cnpobu caMoCTiIMHOro peMoHTY Ta/abo 3aMiHK geTanen.

Tako>k OCHOBHi rapaHTilHi 3060B'A3aHHA HE NOLUMPHOKOTLCA Ha 30BHILLUHI eneMeHTn obnagHaHHs, AKi NigaaTbea Gi3UYHOMY KOHTaKTY,
a TakoX Ha CynyTHi/BUTpaTHi MaTepianu:

— BUMMKAY XXMBNEHHA;

— PYYKu peryntoBaHHA NapaMeTpiB 3BaptoBaHHA;

— po3'eMu NigkNtoveHHn kabenis i pykasis;

— po3'eMu ynpaBniHHA;

— MepexeBui kabenb i BUNKy MepexxeBoro kabento;

— py4YKku Ta peMiHb ANA NepeHeceHHs, kelc, kopobka;

— eNeKkTpoAoTPUMaui, knema «Macu», nanbHWUK, 3BaptloBanbHi kabeni Ta pykasu.
MpeTeH3sii Woao HMUX NPUNMaloTbCA He Ni3HiLLe ABOX TUXKHIB Nicna npoaaxy

MpopaBeub 3anviae 3a coboto NMpaBoO BiAMOBWTM y HafaHHi rapaHTIMHOTO PEeMOHTY, abo BCTAHOBWTM [aTOO MOYaTKy BUKOHAHHA
rapaHTiiHUX 3060B'A3aHb MicCALb | Pik BUMYCKy anapaTy (BCTaHOB/IOOTLCA 3@ CePiitHUM HOMEPOM):
— y pasi BTpaT nacrnopTa BlaCHUKOM;

— y pasi BiacyTHOCTi KopekTHoro a6o B3arani 6yAb-AKOro 3anoBHeHHA NacnopTa npoAasLeM.

apaHTiliHUIA CTPOK NPOAOBXKYETLCA, Ha TEPMiH rapaHTINHOro 06C/lyroByBaHH: anapaTy y CepBiCHOMY LieHTPI.

-17- PATON MultiPRO MMA/TIG/MIG/MAG



FPATON

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;

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

— welding cable must be robust, intact and insulated. Loose connections and damaged
cables must be immediately replaced. Mains cables and cables of the welding machine
must be checked for insulation integrity by an electrical engineer on a regular basis;

— never remove the outer case when using the machine.

\
L

i

DANGER OF WELDING ARC RADIATION

Itis forbidden to look at 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 a DIN 9-10 filter). Unauthorized persons in the
operating area of the device must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS
— if smoke and hazardous gases emerge in the operating zone, remove them with special
means;
— provide sufficient fresh air inflow;
— arc radiation field must be free from solvent vapors.

i
o

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING
— remove flammable objects from the operating zone;
— itis not allowed to weld vessels where gases, fuel or oil products are stored or used to be
stored. Residues of these products may explode;
— when working in fire-dangerous or explosion-dangerous rooms, adhere to specialrules 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.

o[>

#)
=i

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:

Short operating IS ’

Rollers for solid and

aluminum wire

Carrying strap

Welding cable with an ABICOR BINZEL
electrode holder, 3 m*

Welding arc power source with

Welding cable with anABICOR BINZEL wire feeder

ground terminal, 3 m*

Quick-release
pneumatic
connector, 2 pcs.

Semi-automatic torch ABICOR BINZEL, 3 m* Argon-arc torch ABICOR BINZEL, 4 m*

* - Not available for the MultiPRO ‘WA’ models

CONTROLS AND INDICATION

MultiPRO-200/250 MultiPRO-270/350-400V
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MultiPRO-200/250 MultiPRO-270/350-400V

1- Welding unit display;

2- Welding mode selection button MODE:

— manual metal arc welding (MMA);

— tungsten Inert gas welding (TIG);

— metalinert/active gas welding (MIG/MAG);

— cleaning/polishing of stainless steel (CLEAN);

3- Regulator knob for selecting functions (parameters) of the actual welding mode and setting their value (by default - setting the welding
voltage parameter in MIG/MAG method). Select the functions by turning the knob. Press and turn the regulator knob to edit the
value of a selected parameter. Press the regulator knob again to return to the function/parameter selection menu;

4- Welding program selection button PROG (parameters preset by the user). Additional function in MIG/MAG method: press and hold
for 1 second to set the inductance level;

5- TEST GAS button to check the shield gas supply. Press to open the shielding gas valve. Press again to close the gas supply, or the
valve will automatically close after 15 seconds. During the gas test, the wire is not fed;

6- VOLTAGE button for adjusting the welding voltage on the wire feed unit;

7- Regulator knob for selecting and setting functions (parameters) of the actual welding method on the wire feed unit (by default —
adjusting the wire feed speed for MIG/MAG welding);

8- Wire feed unit digital display;

9- Welding program selection button PROG (parameters preset by the user) on the wire feed unit. Additional function
in MIG/MAG method: press and hold for 1 second to set the inductance level;

10- WIRE INSTALL button for feeding the wire into the welding sleeve and to the torch. The gas is not supplied;

11- Power jumper of welding amperage to the wire feed unit;

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

13- Torch buttons connector (TIG welding);

14~ Shielding gas socket (to the TIG torch);

15- Wire feed unit cover latch;

16— Wire coil box cover;

17- Welding wire coil box;

18- Wire coil holder with spring-loaded braking device;

19- Shielding gas socket (MIG/MAG welding);

20- The wire feeder control cable connector;

21- Power supply switch/breaker;

22- Shield gas input socket (from the gas balloon) (TIG welding);

23- Grounding cable connection point;

24- Wire feeder and gas heater fuses;

25- 36 V socket for gas heater;

26~ Power supply cable;

A -+’ welding amperage socket:

— MIG/MAG welding with solid wire — the wire feeder unit cable is connected (by default);

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

— TIG welding — only the ‘ground’ cable is connected;

— MMA welding - the electrode holder cable is connected (the ‘ground’ cable is connected when using special electrodes);
— CLEAN cleaning/polishing — the ground cable is connected;
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B - ‘-’ welding amperage socket:

— MIG/MAG welding with solid wire —the ‘ground’ cable is connected;
— MIG/MAG welding with flux-cored wire — the wire feeder unit cable is connected;

— TIG welding — only the TIG torch cable is connected;

— MMA welding - the ‘ground’ cable is connected (the electrode holder cable is connected when using special electrodes);
— CLEAN cleaning/polishing — the electro-brush cable is connected.

INDICATION

MIG/MAG

Power source screen

L ___P
SFeed.

eed

Wire feeder screen

MMA

Farameters: b
Fower Hot Start: SH= ,7
time Hot Start: d, 3=

Power source screen

TIG

—{4]

aMFEerage.

Ear‘ametEFE:g .
ime arFer-down: =[5
time rost-gas: 4:95

Power source screen

CLEAN

Power source screen

1 - Operating mode;

2 - Program number;

3 - Name of function / parameter;

4 - Value of selected function / parameter
5 - The next 2 parameters in the menu.

START-UP

The welding unit is designed exclusively for manual metal arc (MMA) welding, for tungsten-arc inert-gas (TIG) welding, for metal-
arc inert-gas welding/metal active gas welding (MIG/MAG), as well as for electrochemical cleaning/polishing of stainless steel
product (CLEAN). Other use of the machine is considered undue. The manufacturer does not respond for damage caused by
undue use of the machine. Intended use of the machine implies adherence to this operating manual.
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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, the emery grinding dust) does drawn directly into the machine by the cooling fan.

POWER CONNECTION

The PATON MultiPRO welding machine is rated for:
— Mains voltage is 1x220/230 V (-27% +18%) — for MultiPRO-200/250 model;
— Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models) Safety rules
require grounding of the unit housing. There are two options:
— use the fourth yellow-green wire in the mains cable (international marking standard);
— use a bolted terminal on the rear panel of the machine.
Use a four-wire cable that complies with the IEC 60445 standard to connect PATON

welding machines to a 3-phase power supply: L2
— Brown wire - phase L1;
— Black wire - phase L2;
— Blue wire - phase L3;
— Yellow-green wire - ground. L1
NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only L3
three phases. The yellow-green wire is the grounding wire, not the ‘null’!

CAUTION! When the unit is connected to a mains voltage higher than 270 V (for
MultiPRO-200/250) or 450V (for MultiPRO-270/350-15-4-400V models), all J_
manufacturer's warranty obligations become invalid! The manufacturer's warranty

obligations also become invalid in case of an erroneous connection of the mains phase to the source ground.
Use a mains plug, a cross-section of the mains cables, as well as the mains fuses that corresponds to the machine power
consumption.

CAUTION! Power switch of the MultiPRO-200/250 does not de-energize the internal electronic parts, when the machine is
switched off. Therefore, disconnect the plug from the mains after completion of welding according to the safety rules.

POWERING BY A GENERATOR

The PATON MultiPRO series welding machines can be powered by a mobile generator, whose power must meet the following
specifications:

MMA electrode, mm MMA/TIG amperage, A MIG/MAG wire diameter, mm Required generator power, kVA
a2 up to 80 up to @0,6 3,0
23 upto 120 up to 90,8 4,5
o4 up to 160 up to @1,0 6,0
@5 up to 200 up to @1,0 7,7
@6 low-melting up to 250 up to @1,2 10
@6 low-melting up to 270 up to @1,2 12,0
26 up to 350 upto@1,4 16,0

CAUTION! The generator output phase voltage should meet the 160-260 V limits for the PATON MultiPRO machines stable operation.

SELECTING AND SETTING THE MACHINE FUNCTIONS

The (3) and (7) knobs on the front panel of the power source and wire feed unit are the main multi-function menu controls. Turn the
control knob to select menu options or change the values of the adjustable parameter. Press the control knob to confirm your choice.
When the settings menu is locked, the device always displays the value of the main parameter of the actual operating mode. Turn the
control knob to change the main parameter:

— inthe MMA method —the welding amperage;
— in the TIG method —the welding amperage;
—in the MIG/MAG method —the welding voltage;
— in the CLEAN mode —the cleaning voltage.

Unlock the menu to access the fine-tuning functions of the selected welding method. Select the desired function or parameter using the
control knob, change its value to the desired value, and press to confirm — the changes made will be immediately applied to the actual
welding method.

In the MIG/MAG welding process the actual welding amperage is shown on the digital display. After the welding is finished, the actual
welding amperage value remains displayed on the machine’s screen for 8 seconds, allowing the welder to review it.

SETTING THE MACHINE MENU LANGUAGE

Hold down the MODE button and turn on the device to select/change the device menu language. Select the desired language with
the regulator knob (3) or (7) and press it to confirm your selection. The machine continues with the selected language.
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LOCKING/UNLOCKING THE MACHINE MENU

When the settings menu is locked, a closed lock is displayed on the screen: u

Press and hold the control knob for more than 3.5 seconds TO UNLOCK THE MENU - an opening lock animation is displayed. Wait for
the lock to fully open and release the control knob - the menu is unlocked.

Press and hold the control knob for more than 3.5 seconds TO LOCK THE UNLOCKED MENU - a closing lock animation is displayed.
Wait for the lock to fully closed and release the control knob - the menu is locked.

SWITCHING TO THE REQUIRED OPERATING MODE
Press the MODE button to switch to the next operating mode in a circle (TIG, MMA, MIG/MAG, CLEAN).

RESETALL FUNCTIONS OF THE CURRENT OPERATING MODE

Press and hold the control knob (3) or (7) for more than 12 seconds to reset all parameters and functions of the actual program to the
factory settings.

ATTENTION! While holding the knob, the menu will be locked/unlocked, a countdown of ‘333, 222,111, 000’ will be displayed, then the
settings will be reset.

Resetting each program in every welding method is performed separately.

CHANGING THE WELDING PROGRAM

In every welding method available in PATON MultiPRO machines, up to 16 different settings (welding programs) can be stored. The actual

program number is displayed on the display at the top right. After the first switching on of the device, program No. 1 is always set up for

every operating mode. All changes in the operating mode settings are automatically saved in the actual program number.

Set the required welding modes and save them under different numbers to quickly switch between them if necessary:

1) Unlock the device menu if it is locked;

2) Press the PROG button. Turn the control knob to select the desired program number. Press the control knob to confirm your choice;

3) Set the parameters and functions of the selected welding method mode - the settings will be automatically saved in the machine with
the selected program number.

WELDING METHODS PARAMETERS

MMA electrode Amperage set for Welding wire diameter Cross-section of every Max. wire
diameter, mm MMA and TIG, A for MIG/MAG, mm mains wire core, mm? length, m
1x220V - MultiPRO-200, MultiPRO-250

1 75
1.5 115
@2 up to 80 up to @0.6 2 155
2.5 195
4 310
1.5 75
2 105
23 upto 120 up to @0.8 25 130
4 205
6 310
2 75
25 95

a4 up to 160
4 155
up to @1.0 6 230
2.5 75
@5 up to 200 4 125
6 185
2.5 60

@5

@6 (fusible) up to 250 upto@1.2° 4 100
6 150

5 Up to 1,0 mm for pulse amperage welding with steel and stainless wire
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MMA electrode Amperage set for Welding wire diameter Cross-section of every Max. wire
diameter, mm MMA and TIG, A for MIG/MAG, mm mains wire core, mm? length, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
a2 up to 80 up to @0,6 2 270
2,5 340
4 540
1,5 135
2 175
23 upto 120 up to 90,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160
4 260
up to @1,0 6 385
2,5 115
a5 up to 220 4 180
6 270
2,5 85
@6 (fusible) up to 270 up to @1,2 4 135
6 205
2,5 65
26 up to 350 upto @1,4 4 100
6 150

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

MIG/MAG
TORCH

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

2.9 10 KG 1x10

100 3...14 16 KG 1x16

2..9 16 KG 1x16

160 3..14 25 KG 1x25

2..7 16 KG 1x16

200 3..10 25 KG 1x25

2.8 25 KG 1x25

250 3..12 35 KG 1x35

270 5..11 35 KG 1x35

350 6...14 35 KG 1x35
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING -
using the 35-50 valve-type TIG torch

Ar
Ar+He m

"<

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

ARGON-ARC
TORCH

ple

W= WORKPIECE

=

ARGON-ARC
TORCH

GROUND TERMINAL

WORKPIECE

ATTENTION! Be sure to disconnect the signal cable from the wire feed unit when using TIG HF arc ignition modes!

MACHINE CONNECTION DIAGRAM FOR MANUAL METALARCWELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

1 N
\.—&f‘ WORKPIECE
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MACHINE CONNECTION DIAGRAM FOR ELECTROCHEMICAL CLEANING/POLISHING (CLEAN)

PATON BRUSH

GROUNDING CLAMP

WORKPIECE
SPECIFICATIONS

PARAMETERS MultiPRO-200 | MultiPRO-250 M”“':;?, 220 M”“'m;\), 220
Rated voltage of the 50 / 60 Hz mains, V 1x220/1x230 3x380 / 3x400
Rated mains phase consumption, A 23..27 29,6...35,1 12,1...14,1 16,2...18,7
Rated welding amperage, A 200 250 270 350
Maximum operating amperage, A 270 335 350 450
Duty cycle 70% at 200 A 60% at 250 A 70% at270 A 70% at 350 A

100% at 167 A 100% at 193 A 100% at 225 A 100% at 290 A

Supply voltage variation limits, % -27...+18 -27...418 +15 +15
Welding amperage adjusting limits, A 10...200 12...250 12...270 14...350
Welding voltage adjusting limits, V 12...26 12...28 12...29 12...30
Limits of wire feed speed control, m/min 1,0...16,0
MMA electrode diameter, mm 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
Welding wire diameter, mm 0,6...1,0° 0,6...1,27 0,6...1,2 0,6...1,4
Wire feeder type 4-roller, all rollers drive
Maximum coil weight, kg 15
Welding pulse modes, Hz MMA: 0,2...500 ;ﬁde/u;fgle_; :;(;e?glzstlioo —adjustable;
Non-contact striking mode in TIG HF mode
‘Hot-Start’ in the MMA method Adjustable
‘Arc-Force’ in MMA method Adjustable
‘Anti-Stick’ in the MMA method Adjustable
Voltage reduction unit, no-load on/ off
No-load voltage in MMA method, V 12/75
Arc striking voltage, V 110
Rated consumption power, kVA 5,1...6,1 6,6..7,8 8,0...9,4 10,7...12,3
Maximum power consumption, kVA 7,5 9,5 11,4 15,3
Efficiency, % 90
Cooling Air-type, adaptive
Operating temperature range, °C -25...+45
Box dimensions (Length x Width x Height), mm 360 x260x270 360x260x270 540 x 360 x 400 540 x 360 x 400
Weight without wire coil and accessories, kg 13,3 14,1 16,5 24,4
Ingress Protection rating 1P33

%0,8...1,2 mm for the aluminum wire welding

70,6...1,0 mm for the pulse amperage welding with solid steel and stainless wire

PATON MultiPRO MMA/TIG/MIG/MAG
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FUNCTIONS LIST
MIG/MAG welding method
0) [t.Pr] time pre-gas (default= 0.1 s) — pre-purge duration of the welding zone with shield gas;
a) 0.1...25.0 s (unitincrement 0.1 s);
1) [t.uP] amperage rise time (default= 0.1 s) - the time of welding parameters rise-up: the welding voltage and the wire feed speed;
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
2) [-U-] welding voltage (= 19.0 V by default) - the first main parameter in direct voltage MIG/MAG welding;
a) a)12...26.0V (unitincrement 0.1 V) for MultiPRO-200;
b) b) 12...28.0 V (unitincrement 0.1 V) for MultiPRO-250;
c) ¢)12...29.0 V (unitincrement 0.1 V) for MultiPRO-270-400V;
d) d)12...32.0 V (unitincrement 0.1 V) for MultiPRO-350-400V;
3) [SPD] wire feed speed (= 4.5 m/min by default) — the second main parameter in MIG/MAG welding;
a) 1.0...16.0 m/min (unitincrement 0.1 m/min);
4) [t.dn] amper. fall time (default= 0.1 s ) — the duration of welding parameters fall down: the welding voltage and the
wire feed speed;
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
5) [t.PO] time post- gas (= 1.5 s by default) - post-purge duration of the welding zone with shield gas;
a) 0.5...25.0 s (unitincrement 0.1 s);
6) [but] torch button mode (default=[2T]) - select the welding process control mode using the torch button;
a) [2T] - 2-stroke torch button mode MIG/MAG-2T;
b) [4T] - 4-stroke torch button mode MIG/MAG-4T;
7) [Ind] Inductance level (default= 0) - set the welding amperage rise rate when the wire short-circuits with the product, and the
droplet breaks off;
a) -5...0... 5 stage (unitincrement 1 stage);
8) [SFt] soft start wire(default= OFF) - the wire will feed at a minimum speed until the arc is struck;
a) ON -enabled;
b) OFF - disabled;
9) [Po.P] pulse mode (default= OFF) — pulse voltage welding mode;

a) ON -enabled;
b) OFF - disabled;

MIG/MAG pulse mode parameters:

10) [tYP]wire material (default= Fe) - set the type of welding wire material;
a) Fe - ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO; shield gas® composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO shield gas® composition only);
c) AL.Si - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas® only);
d) AlLMg — aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas® only);
11) [dia] wire diameter (default = 0.8 mm) — set the diameter of the welding wire;
a) 0,6...1.0 mm for MultiPRO-200/250 steel and stainless wire;
b) 0,6...1.2 mm for MultiPRO-270/350 steel and stainless wire;
c) 0,8...1,2 mm for aluminum wire;
12) [Adu] voltage adjust. (default= 0.0 V) - the first main parameter of the MIG/MAG pulse welding. The resulting welding voltage is
also displayed, it is affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (unitincrement 0.1 V) The arc length increases with the parameter value.
TIG welding method
0) [t.Pr] time pre-gas (default= 0.4 s ) — pre-purge duration of the welding zone with shield gas. Used only in HF arc striking modes;
a) 0.1...25.0 s (unitincrement 0.1 s);
1) [Pr.A] start amperage (default= 20 A) —initial welding amperage in -4T modes (pilot arc);
a) 12...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
2) [t.uP] amperage rise time (default= 0.2 s) — welding amperage rise time;
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
3) [-A-] welding amperage (default= 60 A) — the main parameter of DC TIG welding;
a) 12 ... 200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unit increment 1 A) for MultiPRO -350-400V;
4) [t.dn] amper. fall time (default= 0.2 s) — duration of welding amperage reduction;

a) O[OFF] ... 15.0 s (unitincrement 0.1 s);

8 recommended shield gas consumption rate: 7U/min or more for low amperage, and from 14 U/min for 150-200 A amperage

-27- PATON MultiPRO MMA/TIG/MIG/MAG



FPATON

5) [Po.A]final amperage (default=20 A) - final welding amperage in -4T modes;
a) 12 ...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
6) [t.PO]time post-gas (default= 4.0 s ) — post-purge duration of the welding zone with shield gas;
a) 1.0 ...35.0 s (unitincrement 0.1 s);
7) [but] torch button mode (default= [HF2T]) - select the welding control and arc striking mode;
a) LIFT - contact striking, buttonless mode TIG-LIFT;
b) LIFT2T - contact striking 2-stroke button mode TIG-LIFT2T;
c) LIFTAT - contact striking 4-stroke button mode TIG-LIFT4T;
ATTENTION! Be sure to disconnect the signal cable from the wire feeder unit when using TIG HF arc striking modes!
d) HF2T - non-contact striking 2-stroke button mode TIG-HF2T;
e) HF4T - non-contact striking 4-stroke button mode TIG-HF4T;
8) [Po.P] pulse mode (default= OFF ) - pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

9) [-A-]base amperage (default= 60 A) — pulses amperage (upper amperage). The main parameter of pulsed TIG-welding;
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unit increment 1 A) for MultiPRO -350-400V;
10) [I.PS] pause amperage (default= 25 A) — between pulses amperage (low amperage);
a) 12 ...200 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
11) [Fr.P]frequency pulse (default=10.0 Hz ) - amperage pulsation frequency;
a) 0.2...500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (= 50% by default) —the percentage of the base amperage pulses duration to their period;
a) 4 ...80% (unitincrement 2%);
13) [SPT]SPOT welding mode (default= OFF ) - SPOT/COLD welding mode;
a) ON -enabled;
b) OFF - disabled;
SPOT/COLD TIG mode parameters:

14) [I.SPT] spot amperage (default= 160 A) - the main welding parameter — the ‘SPOT’ amperage;
a) 12...200 A (unitincrement 1 A) for MultiPRO -200;
b) 12...250 A (unitincrement 1 A) for MultiPRO -250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
15) [t.SP]spot time (default= 0.02 s) - the ‘SPOT’ duration;
a) 0.01 ... 25.0 s (dynamic unitincrement 0.01 ...1 s);
16) [t.PS] pause time (default= 1,0 s ) - the duration of the pause between ‘SPOTs’;
a) OFF ... 0.5 ... 5.0 s (unitincrement 0.1 s).

MMA welding method

0) [-A-] amperage (= 80 A by default) — the main parameter of DC MMA welding;
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12...250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (unitincrement 1 A) for MultiPRO-350-400V;
1) [H.St] power Hot Start (= 40% by default) - amperage increase during Hot Start function;
a) O[OFF] ... 100% (unitincrement 5%);
2) [t.HS] time Hot Start (= 0.3 s by default) - duration of the Hot Start function after arc striking;
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] power Arc Force (= 50% by default) - amperage increasing during the Arc Force function operating;
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF] threshold Arc Force (= 12 V by default) - the threshold arc voltage to activate the Arc Force function;
a) 9...18V (unitincrement 1V);
5) [BAH] volt-amp characteristic (= 1.4 V/A by default) — adjust the voltage-amper characteristic slope of the device for convenient
welding with electrodes of different types;
a) 0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] short arc mode (= OFF by default) - welding arc length limitation operating mode;
a) O[OFF] ... 3 stages (unit adjustment 1 stage);
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7) [BSn] voltage reduction device (default= OFF) — reduction of welding voltage when the arc is extinguished;
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] amperage pulsation mode (default= OFF) — activation of the pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
MMA pulse mode parameters:

9) [-A-] base amperage (default= 80 A) - main pulsed MMA welding parameter — the pulse amperage (upper amperage);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12...250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (unitincrement 1 A) for MultiPRO-350-400V;
10) [I.PS] pause amperage (default= 25 A) — between pulses amperage (low amperage);
a) 12 ...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (unitincrement 1 A) for MultiPRO-350-400V;
11) [Fr.P]frequency pulse (default= 5.0 Hz) - amperage pulsation frequency;
a) 0.2 ... 500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (= 50% by default) - the percentage of the base amperage pulses duration to their period;
a) 20 ... 80% (unitincrement 2%).

Electrochemical cleaning/polishing mode ‘CLEAN’

13) [-U-]voltage (default = 12.0 V) - cleaning/polishing main parameter;
a) 8...12V (change step 0.5 V).
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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.
ATTENTION!!! We recommend you to read the operating instructions and verify the accuracy of filling out the warranty
card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to the warranty
card entry. Any changes and corrections to the coupon are prohibited!

WARRANTY POLICY

PATON INTERNATIONAL guarantees the 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:

MultiPRO-200
MultiPRO-250
MultiPRO-270-400V
MultiPRO -350-400V

3years

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 of PATON™ inverter equipment owner:
— to 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 does 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 external hits, falling out of buttons and connectors);
— with traces of corrosion, caused a malfunction;
— failed due to exposure of abundant moisture;
— failed due to the accumulation of conductive dust (coal dust, metal shavings, etc.);
— in case of an unauthorized repair attempt and/or parts replacement.

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

— the power switch;

— the adjusting knobs;

— the cables and sleeves connectors;

— the control connectors;

— the mains cable and the mains cable plug;

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

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

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

— if the owner loses the warranty card;

— inthe absence of or incorrect passport filling.

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

Contact your retailer or the importer for information on the location and contact details of the nearest service center.
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INFORMATION ON USED EQUIPMENT DISPOSAL

The symbol on the products indicates that the device must not be disposed of as household
waste. The device must be taken to an electrical and electronic equipment collection point for
recycling, where it will be accepted free of charge. Information about the used equipment
collection points can be found on websites. Correct disposal following Directive 2012/19/EU
(WEEE) on waste electrical and electronic equipment will help to save valuable natural resources
and prevent environmental pollution. Failure to comply with the above recommendations may
result in fines following actual regulations.

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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[ata npuinomy Ha peMoHT / Received to repair date ” ”,20___
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