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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
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™ MasterTIG-200 AC/DC

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

Directives:
Safety of machinery - Electrical

. . EN IEC 60204-1:2018
equipment of machines:

Arc welding equipment - Part 1:
Welding power sources

Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

Signed on behalf of:
Place and Date:

Signature
Name, Function:

EN IEC 60974-1:2018/A1:2019
EN IEC 60974-1:2022/A1:2022

EN IEC 60974-10:2014/A1:2015
EN IEC 60974-10:2021/A1:2021

PATON International LLC

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

E-Mail: office@paton.ua
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YKPAIHCbKA

3BaptoBanbHUIN anapaTt BUrOTOBNEHUI BIAMOBIAHO A0 TEXHIYHWX CTAHAAPTIB i NpaBua TEeXHIKW
6e3neku. Y pasi Moro HenpaBubHOI ekcnnyaTauii BUHWKae Heb6eaneka:

- TpaBMyBaHHA nepcoHany abo TpeTix oci6;

- 3anopifHHA WKoAM caMoMy anapaTty abo MaTepianbHUM LIHHOCTAM MNiANPUEMCTBA;

- nopyLueHHs epeKTUBHOro po6oyoro npoLiecy.

Ocobu, noB'A3aHi 3 BBeAEHHAM B eKChnyaTauilo, YNpaBAiHHAM, AOMMAAOM | TEXHIYHUM
o6cnyroByBaHHAM anapary, MOBUHHI:

- MNPOWTW BiANOBIAHY aTecTaLito;

- BOJIOAITU 3HAHHAMMU 3i 3BaplOBaHHA;

- TOYHO AOTPUMYBATUCA AAHOI IHCTPYKLi.
HecnpaBHoCTi, AKi MOXXYTb 3HU3UTK 6e3MeKy, NOBUHHI 6YTU TEPMIHOBO YCYHEHI.

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBA/IbHOIO CTPYMY
- ypaXeHHA eNeKTPUYHUM CTPYMOM Moxe ByTh CMepTeNbHUM;
- 3BaptoBanbHW kKabenb NOBUHEH ByTK MiLLHUM, HeYyLLIKOAXKEHUM Ta i3o/1boBaHUM. OcnabneHi
3’egHaHHA | nowwKoAXKeHUn kabenb NoTPiGHO HeramHo 3aMiHNTU. MepexkeBi kabeni 11 kabeni
3BaploBasibHOro anapaTty MOBUHHI CUCTEMaTUYHO NepeBipATUCA daxiBLLeM eNeKTPUKOM Ha
cnpaeHiCTb i3onALii;
- 3a60pOHAETLCA 3HIMaTU 30BHILLHII KOXYX anaparty nif 4ac BUKOPUCTaHHA.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHMM okoM. [lyra i 6pu3ku, Lo
YTBOPIOIOTLCA Nif Yac poboTn, MoxyTb o0bnekTn wWwkipy abo BuMkAMKaTM Monym's, TOMy nif 4ac
3BaplOBaHHA CNif, HOCUTK 3aXUCHY Macky 3 TOHoBaHUM ¢inbTpoM (DIN 9-10). CTopoHHi ocobu, Lo
3HaxXoAATbCA B 30Hi Aii NPUCTPOID, MOBMHHI 3axuMLLaTK O4i cneuianbHUMKN 3aXMCHUMK OKynapamMu
a60 HEeroproUYMMM eKpaHaMu, Lo NOTNHATb BUMPOMIHIOBAHHA.

HEBE3MEKA LUKIA/IMBUX FA3IB | BUMNAPIB
- AWM Ta WKignuBei rasv noTpibHo BuAanaTu 3 poboyoi 30HM cneuianbHUMK 3acobamu;
- noTpibHo 3a6e3neunTn fOCTaTHI NPUTOK CBIXKOrO NOBITPA A0 3BaptoBabHUKA;
- BUMapv PO34MHHMKIB He MOBWHHI MOTPaNIATV B 30HY BUMPOMIHIOBaHHA 3BaptoBasnibHOI Ayru.

HEBE3MEKA MATHITHOro nona

CTBOpPEHiI BUCOKMM CTPYMOM MarHiTHi M0NA MOXYTb YUHUTU HEFaTUBHMIA BNAWB Ha NpauesaaTHICTb
enekTponpunagis (Hanpuknag, kapgioctumynarop). Ocobu, Aki MalTb Taki npunagn, NOBUHHI
ropagauTuca 3 nikapeM, nepLu Hixx HabnmxkaTucsa Ao po6oyoro 3BaploBasibHOro MagaHuMKa.

HEBE3MEKA BU/TbOTY ICKOP
- 3alMuCTi NnpeaMeTn BUAanutn 3 poboyoi 30Hu;
- He gonyckatoTbCA 3BaptoBanbHi po60Tu Ha EMHOCTAX, Ae 36epiratoTbea abo 36epiranvcsa
rasu, naneHe, HadpTonpoaykTn. Moxxnmea Hebeaneka BUOYXy 3anULLKIB LIUX MPOAYKTIB;
-y noxexo- Ta BUubyxoHe6e3mneuHnx NpuMiLLLeHHAX 4OTPUMYBaTUCA 0COBNMBKX NMpaBun,
BiANOBIAHO A0 HaLiOHaNbHWUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE CMOPAOXKEHHA

[lna ocobuctoro 3axucTy NoTPiGHO AOTPMMYBATUCH HACTYMHMX NPaBUN:
- HOCUTM MiLHe B3YTTA, Lo 36epirae i3ontoto4i BNacTUBOCTI, B TOMY YUMCAIi 'y BO/TOMMX yMOBaX;
- 3axuLLaTV PyKu i30/110H0UMMM pyKaBUUYKaMu;
- 0u4i 3axuLLaTV 3aXMCHOK Mackoto 3 GiNbTPOM NPOTH yNbTPadioNneToBoro BUNPOMiHIOBaHHA,
AKWI BiANoOBifae cTaHAapTaM TexHiku 6eaneku;
- BMKOPMWCTOBYBATMU TiNIbKM BaXKKO3alNMUCTUI OAAr.

HEBE3MEKA IHTEHCUBHOIO LLYMY

3BaptoBarnbHa fyra, ika BUHUKAE Mif Yac 3BaploBaHHA MOXE BUAABATW 3BYKM piBHA BuULle 85 Ab
NpoTAroM 8 roanH po60o40ro Yacy. 3BaproBanbHUKMY, LLO NPpaLooTb 3 061aaHaHHAM, Nig Yac po6oTu
MatoTb HOCUTH 3aCO6M 3aXWUCTy OPraHiB CyXy.

PATON MasterTIG-200 AC/DC -4-




[ PATON

PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

Crtucnuin noci6HUK
KopucTyBada

. Litka 4gnAa  oyMwieHHs i
ManbHuK aproHo-gyrosuii  ABICOR nonipyeaxHa PATON BRUSH*
BINZEL, 4 m*

(oo

LLBnako3’eMHUI
NMHEBMOPO3’€M 8 MM

3BaptoBanbHui Kabenb 3 KNEMOK

[>kepeno  XXuBneHHA
«maca» ABICOR BINZEL, 3 M*

3BaptoBanbHOi ayrn 3
MepexxeBuM kabenem

* KpiM Moaenew 3 iHaekcoM “WA”

PO3’€MWU, EJIEMEHTU KEPYBAHHA TA IHOUKALUIA

3oBHiwHIl BUrnag ma pos3’emu

3|4 5

30BHILWHI BUrnap, ta pos’emu anapara MasterTIG-200 AC/DC

LCD-ekpaH;

MaHenb KepyBaHHA;

Po3’eM niaknroueHHs witku PATON BRUSH;

Po3'eM A4nA NigkNtOYEHHsA KHONKW Ha nanbHuky, abo negani;
LLTyuep Ana nigkntoYeHHA ra3oBoro WAaHry Ha nasbHUKY;
BuMuKay XnBneHHA anapara;

Ka6enb nigkntoyeHHA anapaTa 4o eNeKTpoMepexi;

LTyuep nigkntoueHHA 6anoHa i3 3aXMCHUM rasomM;

— CurnoBuit po3’eMm, «» (HepPBOHWUI KONIP);
— CurnoBuii po3’eM, «-» (HOPHUI KONip).

WP ONOGAONS
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lMaHenb kepyBaHHA anapamom

PEXXMM POBOTH

AN A

SPOT M

MA T cLEaN

@ BUEPATH

200 AC/DC

MaHenb kepyBaHHA anapaTom MasterTIG AC/DC
1. KHonka BACK - HaTUCHITb, W06 NOBEPHYTUCb Ha MonepeaHi piBeHb MeHt0. Y dyHKUii «TecT rasy» BMUKae/BUMMMKae NpoayBky
KaHasy 3aXMCHWM rasoM;
2. Knonka MAIN:

a) B pexxumax TIG, SPOT, MMA HaTUCHITb, 06 BiaKpUTK ekpaH «OCHOBHUL cmpyM». MOBTOPHI HaTUCKaHHA B pexxumax TIG
Ta SPOT BMUKatoTb onuito «Tecm rasy»/noBepTatoTb A0 ekpaHy «OCHOBHUU cmpyM»;
b) B pexxnmMi CLEAN HaTUCHITb, LL06 BiAKPUTN ekpaH BUGOPY TUNY po60Tu («OumnLLeHHA»/«[MonipyBaHHA»);

3. KHonka OPTIONS - HaTUCHITb, W06 BiAKPUTN MEHIO:
a) AOAATKOBI MAPAMETPU - HanawmyBaHHA A1 BCMaHOB/AEHOIo crocoby 3BaproBaHHA:
i) [na cnoco6y 3BaproBaHHA TIG:

(1)  «Pe>xum KHonku» — 06epimb pexxumMm po6omu KHOMKU nasasHuka: 2T/4T;
(2)  «Cnoci6 nignany»—o6epimsb crioci6 nignany gyru: TIG lift (gocmynHul minsku ana nocmidHoro cmpymy), DC
yu HF;

(3)  «[ucmaHuyiliHe KepyBaHHA» — BUMKHIMb 4Yu 06epimb 04UH 3 ABOX MPUCMPOIB AUCMAaHYilHOro KepyBaHHA
npoyecoMm 3BaproBaHHA:
(a)  lManbHUK - perynroe cmpym 3BaproBaHHA y Aiana3oHi 5 .. 200 A;
(b)  IMemane — perynoe cmpym 3BaproBaHHA y AianasoHi 3Ha4deHb «[loyamkoBuli cmpym» .. «OCHOBHUU
cmpym»;
i) [na cnocoby 3BaproBaHHA SPOT:
(1)  «Pe>kum kHonku» — 06epime pexxum pobomu KHOMKU nasnbHuka: 2T/4T;
iii) [na cnocoby 3BaproBaHHA MMA:
(1) «AHMU3anunaHHA» — yBIMKHIMb YU BUMKHIMb QYHKUYitO;
(2) «@®opcax gyru»—Hanawmylime 36i1bWeHHA cunu cmpymy ayru 'y mexax 0..100%;
b) BIAKPUTU — 3aBaHmaxkeHHA 36epexkeHb napamempis 3BaproBaHHA. O6epimb nompi6He 36epexxeHHA i HamucHimb Ha
PYYKy perynamopa, ujob 3acmocysamu napamMempu 38aproBaHHsA;
c) 3BEPEITU AK - 3anuc 36epexxeHb NapaMempiB 3BaproBaHHA 40 nam’ami anapama. O6epimb 36epexxeHHA i HamucHimb
Ha py4Ky perynamopa, ujob 3arnucamu 0 HbOro napaMmempu 38aproBaHH#A;
4. KHonka MENU - HaTUCHITb, LWO6 BiAKPUTK ekpaH, Ha AKOMY MO>KHa BUGpaTu:
a) PEXKUM — 06epimb pexxum po6omu anapamy:
i) TIG - 3BaproBaHHA CyyinlbHUM WBOM, BO/IbpamMOBUM e/1IeKMPOLOM y amMoc@epi 3axucHOro rasy;
i) SPOT - 3BaproBaHHA MoYKaMu, BO/IbpaMoBUM €/1eKMPOAOM y ammMoCepi 3aXUCHOro rasy;
iii) MMA - 3BaproBaHHA CMPUXXHEBUM €/1eKMPOZOM 3 MOKPUMMAM;
iv) CLEAN - enekmpoximidyHe nosipyBaHHA MOBEPXOHb 3 Heip>kaBiro4oi cmasi, Yu ix o4ucmka Bif Ko/1bopiB MiHAUBOCMI
i okucnis 3BaproBaHHA;
b) FOJ1IOBHA - nepexia A0 ekpaHy ros10BHOro napaMmempa pexxuMy po6omu;
c) 3BEPE)XKEHHA - meHro pobomu i3 36epexeHumMu nporpamMamu 3BaprtoBaHHA. O6epimb nompibHe 36epexeHHA
0BOPOMOM Py4KU perynamopa;
i) HamucHims py4ky perynamopa A4 3aBaHmMaxKeHHA napamempis o6paHoro 36epexxeHHA;
i) HamucHime kHorky OPTIONS, w06 Bigkpumu MeH po6omu i3 3anucaHumu 36epexxeHHAMU:
(1) lMepeilimeHyBamu - 3MiHimb Ha3By 36epeXxeHHA BUKOPUCMOBYHOYU eKpaHHY Kiasiamypy;
2) KonitoBamu — noBopomom perynamopa obepimb cirom 36epexxeHHA | HAmUCHIMb Ha py4YKky — napaMmempu
rnomo4Horo 36epexxeHHA 6yayme 3anucaHi 4o o6paHoro csioma;

PATON MasterTIG-200 AC/DC -6-
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(3)  BigHoBumu 36epe>xeHHA A0 3aBOACBLKOro cmaHy — HaMUCHIMb Ha pydky peryasmopa, npoyumaime
rornepeaxKeHHs i We pa3 HamMUCHIMb Ha py4YKy peryaamopa, wo6 CKUHymu Ha3By i napaMempu rnomo4YHoro
36epexkeHHA 40 3aBOACHKUX Ha/lalumyBaHb;

d) HAJIALUTYBAHHA - HamucHimb, wo6 Bigkpumu MeHto HanawmyBaHb po6omu 3BaproBa/ibHOro anapama:

i) ABTO3BEPE)XXEHHA — HamucHimb KHOMKY perynamopa, w06 yBiMKHYmMu/BUMKHYmMU @yHKYit0 aBmoMamu4yHoro
36epexkeHHA BHeCeHUX 3MiH napamMempiB y Tomo4YHoMy 36epesxeHHi;

i) TECT TA3Y [IMPU BKJ/TOYEHHI - HamucHimb KHOMKY perynamopa, wob6 yBiMKHYmMU/BUMKHYMU @YyHKUiO
aBmoMamuy4Hoi MPOAYBKU KaHa/ly 3aXUCHUM ra3oMm rpu BK/IKOYEHHI anapama npomArom «Tecm raay»;

iii) MOBA - HamucHimb, o6 BigKpuMuU MeHro BU6opy MOBU MeHto artapama. [ToBopomom py4yku perynamopa obepime
6axkaHy MOBY i HAMUCHIMb Ha pyYKy A/19 NiaMBEPAXKEHHA BUGOPY — MOBa MeH0 Byae 3MiHeHa Ha 06paHy;

iv) 3AlrA/IbHA IHOOPMAL}IA - HamucHimb, wo6 nepeguBumucs iHpopMayito npo gaHuli eK3eMnIAp 3BaproBasibHOro
anapamy MasterTIG-200 AC/DC;

v) BIQHOBUTU 4O 3ABOACbKOIO CTAHY — HamucHimb Ha py4Ky perynamopa, wob Bigkpumu rnornepeaxxeHHA rnpo

BiAHOB/IEHHA anapama [0 3aBOACbKUX Ha/lauwmyBaHb. HamucHimb pydKy perynsamopa we pas, wo6 nigmeepaumu

CBOE piweHHA. Hassu ma napamempu 36epexeHb, 3arafibHi HanawmyBaHHA anapama 6yAymb CKUHymi 4o

3aBOACHLKUX 3HAYEHb;

Pyuka perynsaTtopa. MoeepTaunTe ii, W06 NnepeamBNATUCH ONLii MEHIO HA eKpaHi anapara, HaTUCHITb Ha pyuKy, Wo6 niaTBepANTN BUGIP
onuii.

LCD ekpaH

ExpaH cnyrye ans Bigo6paXkeHHA pexxunMy 3BaptoBaHHA Ta Moro napamMetpis. BiH Mae HacTynHi o6nacTi Bigobpa>keHHA Ta iHauKaTopu:

1.

81l9 10 1 12 13

6] 7]

TIG | 2T HasBa 36epexeHHs 28 8 : E 14

4 OCHOBHWW CTPYM

15

2 .\.--). (-o 16

17

1 0.5¢ 100A O0.ic Tc 100A 15c

IHaukaTopu aucnnero

—MikTorpama nepexody A0 ekpaHy Bubopy pody cTpyMy 3BaptoBaHHA(DC - nocTiiHui cTpyM, AC - 3MiHHUI cTpyM, MIX - cTpyM
3MilaHoro poay, AOCTYNHWUI TiNbKW ANA 3BaptoBaHHsA y cnocobi TIG). O6epiTh il NOBOPOTOM perynatopa i HaTUCHITb Ha pyuKy, Wo6
BnbpaTtu pia CTpyMy Ta BCTAHOBUTU MOro napaMeTpu;

- MikTorpamMa nepexoay A0 ekpaHy 3afaHHA 4acy TeCcTOBOi NMPoAyBKW KaHany 3axMcHWM rasoM. O6epitb ii moBopoTom
perynaTopa i HaTUCHITb Ha py4Ky, 06 BCTAHOBUTM Yac TECTOBOI 3aXMCHUM ra3om (1-60c). HatucHite Ha kHonky BACK, o6
YBIMKHYTU NPOAYBKY KaHany ra3oM Ha NpoTA3i BCTAHOB/IEHOTO Yacy;

Lindpose Ta rpadiyHe BigobpakeHHA 3HaYeHHA o6paHOro NnapaMerpa 3BaploBaHHA;
HasBa o6paHoro napameTpa 3BaploBaHHs;

. IHankaTop cnocoby nianany ayru. Moxke NpunMaT 3HaYEHHA:

p

a)

b)

— 6e3akoHmakmuul nignan sBucoko4acmom+um po3paagom (HF);

— koHmakmmuud nignan (TIG lift). Moxnusul minbku npu nocmitiHomy cmpymi 38aprosaHHA (DC);

. |H,CLI/IKBTOp BCTaHOB/IEHOIoO CI'IOCOGy 3BaproBaHHA. Moxe I'IpI/II7IMaTVI 3Ha4YeHHA:

a) TIG - 3BaproBaHHA BO/Ib(ppaMOBUM €/71eKMpPOoAOM B amMocPepi 3aXuUCHOro rasy;
b) SPOT - moykoBe 3BaproBaHHA BO/IbPPaMOBUM e/1eKmpPo[0oM B ammMochepi 3axucHOro rasy;
c) MMA - py4He enekmpogyrose 3BaproBaHHA;
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7. lHANKaTOpP BCTAHOBEHOTO POAY CTPYMY 3BaptoBaHHA. MoXke NpuinMaTh 3HaUYEHHA:
a) DC - nocmitiHul cmpym;
b) AC - 3MiHHUU cmpyM;
c) MIX -cmpym 3miwaHoro poay;
8. IHAMKaTOp BCTaHOBMEHOrO pexXuMy poboTu KHOMKM ManbHUKa. BiacyTHiM npu nigkntoyeHHi i HanawTyBaHHi po6oTn 3 negannto
peryntoBaHHA CTPyMy 3BaploBaHHs;
9. MikTorpama-niaKaska, Lo HanawTyBaHHA BCIX QYHKLIA | pexXnMiB y AaHOMY pAAKY ekpaHa [OCTYMHe i3 MeHIo nicna HaTUCKaHHA

kHork OPTIONS MRELAETEN;
10. Haspa noTto4Horo 36epexkeHHA NnapamMeTpiB 3BaptoBaHHA;

1. - IHauKaTop Po6OTM TECTOBOI MPOAYBKU KaHany 3ax1CHWM ra3oM. Yuncno — yac NpoayBku, y cekyHaax. IHavkaTop noracHe
nicns 3aBepLUEHH: NPOAYBKM;

12. - InpmkaTop neperpiBy anaparty. [pu nosBi iHAMKaTopa 3BaptoBanbHUIA anapaTt NPUNUHUTL 3BaplOBaHHA/OYNCTKY, ane ekpaH
npoAoBXuTb poboTy. Micna 3HWXKEeHHA TeMnepaTypu anapaTta 3BaptoBaHHA/oumnLLeHHA Byae BiAHOBNEHE;
13. |HAnKaTop yBIMKHEHOro 3acoby ANCTaHLUINHOro KepyBaHHA. MoXke NpUMaTh 3HaYEHHA:

— riegasnb N1aBHOIoO KePyBaHHA 3B8aproBa/lbHUM CMPYMOM;

b) — MasnbHUK 3 MOAY/IEM M/1aBHOIO PETY/tOBaHHA CMPYMy 3BaptoBaHHS;

14. — |HAMKaTOpP TOrO, WO BCi 3MiHW 3Ha4YeHb NapaMeTpiB 3BaptOBaHHA BAANO 3anucaHi 40 NoToyHoro 36epexxeHHs y nam’aTi
anapara;
15. Limknorpama BCTaHOBNEHOrO PEXUMY 3BaprOBaHHSA;

16. - Mikrorpama nepexoay Ao meHto AOAATKOBI MAPAMETPW. O6epiTb ii NOBOPOTOM perynsatopa i HaTUCHITb Ha pyudky, abo
HaTUCHITb Ha kHonkKy MENU;
17. NiHilika 3Ha4YeHb NapaMeTpiB NOTOYHOIO PEXUMY 3BaptOBaHHA.

BBEOEHHA B EKCIJTYATALLIIO

3BaptoBanbHUIN anapaT NpU3HaYeHWi A8 PyYHOro AyroBOro 3BaploBaHHA €NeKTPOAOM 3 MOKPUTTAM, 3BaploBaHHA B CepeAoBULLL
aproHy, a TakoX A/1A OUULLEHHS 3BaploBaibHUX NMOBEPXOHb Bif, KO/IbOPIB MiHAMBOCTI Ta OKUC/IIB | MONipyBaHHA MeTaneBMX NMOBEPXOHb.
IHLWe BMKOPUCTAaHHA anapaTy BBaXaeTbCA TakuM, LLIO He BiAMOBiAAE MOro npusHaveHHo. BUpobHUK He Hece BiAMNOBiAaNbHOCTI 3a
MOLLKOJXKEHHA BHAC/MiLOK BUKOPUCTAHHA anapaTty He 3a MpuaHayeHHAM. BUkopucTaHHA BignoBigHO [0 npu3HayveHHA nepeabavae
AOTPUMaHHA BKa3iBOK Liboro nocibHuka 3 ekcnnyarauii.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3milyBaT anapaT Tak, Lwob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XO0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha MepeaHil i 3agHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBun Nun (Hanpuknag, nig vyac HaxaayvHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXOOAXEHHS.

MAK/IFO4YEHHA 4O MEPEXI

3BaptoBanbHUi anapat MasterTIG-200 AC/DC po3paxoBaHuiA Ha Hanpyry >xusneHHs 220 B (190-260 B). MakcumanbHa cnoxuaHa
NOTY>XHicTb: 6,3 KBT.

MpaBuna TexHikn 6e3nekun Nig vac NpoBeAeHHA PobiT 3i 3BaprtoBanbHUM 0b6nafHaHHAM BMMaratoTb 3a3eM/IeHHs Kopnycy anaparty.
HeobxiaHo 060B’A3k0BO BMUKaTN MasterTIG-200 AC/DC y po3eTky i3 3a3eM/IeHHAM.

YBATA! Mpu nigkntovueHHi anapaTa 4o Hanpyry Mepexxi Buwe 270 B Bci rapaHTinHi 30608'A3aHHA BUPO6HMKa BTpadatoTh cuny! Taka
cuTyalis MoXKe TpanuTUCA Npu BENUKOMY nepekoci ¢pasHoi Hanpyr B cTaHAapTHIA Mepexi abo Npu BUKOPUCTaHHI HecTaHAapTHOro
niakntoyeHHA. MepexkeBuii po3'eM, nonepeyHnin nepepia kabenis Mepexi XMBNEHHA, a TakoX MepexeBi 3anobiXXKHWKW MOBUHHI
BUGUMPATUCA BUXOAAUM 3 TEXHIYHMX JaHUX anapara.

PATON MasterTIG-200 AC/DC -8-
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BCTAHOBJ/IEHHA MOBU MEHIO ATAPATA

[na BctaHoBNeHHA 6axkaHOT MOBU iHTEpdelicy anapaTa BUKOHaNTe iHCTpyKLji:

1. HaTucHite kHonky MENU;

2. O6epTaHHAM py4ykn perynatopa o06epite NyHKT MeHto HAJTALUTYBAHHA i HaTUCHITb Ha py4ky, W06 niaTBepAnTH CBill BUBIp;
3. O6epTaHHAM py4yku perynatopa o06epite NyHKT MeHto MOBA i HaTUCHITb Ha pyu4Ky, W06 NiaTBEPAUTHM CBill BUGIpP;

4. O6epTaHHAM py4Yku perynatopa obepite 6axkaHy MoBy iHTepdelcy i HATUCHITb Ha pyYKy, LWo6 NiaTBEPAUTH CBill BUBIP;

5. HaTtucHitb kHonky MAIN, 106 NoBEPHYTUCH Ha rONIOBHUI ekpaH anapara.

CXEMA NIAK/MIOYEHHA AMAPATA A/1A APTOHO-AYIOBOIro 3BAPIOBAHHA (TIG, SPOT)

?

Ar
Ar+He
He

APrOHOBWI
NANBHYK

=
KNEMA “MACA”

LLYTKA I3
BYIMEBOJIOKHA
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TEXHIYHI XAPAKTEPUCTUKWU MasterTIG-200 AC/DC

OCHOBHIi XapaKTepuUCTUKM 3BaploBaHHA
FonoBHWI pexunmM poboTn TIG
JonaTtkosi pexxuMm po6oTun SPOT, MMA, CLEAN
EnextpoxxusneHHa 50/60 'y, B 230 (190-260)
MakcumanbHa cnoXxXmneaHa NnoTy>KHICTb, KBT 6,3
KK, % He MeHLwe 80
Hanpyra xonoctoro xoay, B 60..80
TpuBanicTb HaBaHTa>keHHA Po60TH i3 CTPYMOM 3BaploBaHHA
Lo 126 A 100%
DC (nocTiitHunin ctpym) 200A 20%
. o 140 A 100%
AC (3MiHHUI CTPYM) 200A 50%
PyHKUii anapama y criocobax 3BaproBaHHA
Be3koHTakTHe 3anantoBaHHA ayru (HF) | TIG DC/AC/MIX, SPOT DC/AC
KoHTakTHe 3anantoBaHHaA ayru (TIG Lift) | TIGDC
3BaptoBaHHA NOCTiMHUM cTpyMom (DC)
Cnoco6u 3BaptoBaHHA | TIG, SPOT, MMA
3BaptoBaHHA 3MiHUM cTpyMoM (AC)
Cnocobu 3BaptoBaHHA TIG, SPOT
YacroTa cTpymy, 'y 15..200
BanaHc nonapHocTew cTpyMy, % 15..85
3BaploBaHHA CTPYMOM 3MiwlaHoro poay (MIX)
Cnoci6 3BaptoBaHHA TIG
YacrtoTta nynbcauin, 'y, 15..200
BanaHc nynbcauin, % 15..85
BanaHc MIX, % 15..85
YacTota MIX, 'y 1..10
DYHKUii AUCTaHLINHOrO KepyBaHHA
MiaTpUMKa UMKNIB KHOMKM NanbHUKa | TIG (2T, 4T), SPOT (2T, 4T)
3acobu nnaBHoro peryntoBaHHs B TIG | neganb, NanbHUK
DyHKLi po60TH 3 3aXMCHUM ra3oM
TecToBa NpoayBKa 3aXMCHUM ra3om, C 1..60
MepeanpoayBka 3aXMCHUM ra3oMm, ¢ 0..15
MicnanpoayBka 3aXMCHUM ra3om, ¢ 0..15
MapameTpu aproHo-agyrosoro 3saptoBaHHA (TIG)
MoyaTkoBMI CTPYM, A 5..200
Yac HapocTaHHA CTpyMy, C 0..15
CTpyM 3BaptoBaHHs, A 5..200
Yac cnapaHHa CTpyMy, C 0..15
CTpyM 3aBepLUeHHsA, A 5..200
MapameTpu ToukoBoro sasaproBaHHA (SPOT)
OCHOBHWUI CTpyM, A 5..200
Yac Touku, ¢ 0,01..20
KinbKicTb TOYOK, WIT 1,2,3,4,5, ©
Yac Mix Toukamu, ¢ 0,1..10
MapameTpu 3BaproBaHHA CTPMOKHEBUM €/1EKTPOAOM 3 NoKpuTtTaAM (MMA)
CTpyM 3BaptoBaHHaA, A 10..200
MoTyXHicTb «apayoro crapty», % 0..100 (pa3oM 3 «fapaunM cTapTom» CTpPyM < 200 A)
Yac «[apayoro ctapTy», C 0,1..1,0
DyHKLiA <AHTU3anUNaHHA» ON/OFF
Popcax gyru (Arc Force), % 1-100
3aranbHi xapakTepucTuKku
Knac 3axucty 1P23
MoBu iHTEpdeicy YKP, ENG, PYC
36epiraHHA HanalTyBaHb 3BaprOBaHHA ABTOMaTMYHE, 10 36epexkeHb
Fa6aputu (O x LU x B), MM 465 x 150 x 350
Maca, kr 12,5
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BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

HanawmyBaHHA aproHo-gyroBoro 3saptroBaHHA (TIG)

1. «TecT rasy» —4yac TeCTOBOI NPOAYBKM KaHany 3axMcHUM ra3om (1..60 c);
2. «Pip, cTpyMy» — pig 3BaproBanbHOMo CTPyMy:
a) DC - 3BaproBaHHA NOCMiliHUM CMpPYMOM;
b) AC - 3BaproBaHHA 3MIHHUM cmpyMoM. JocmyrnHi HanaumyBaHHA:
i) «banaHc AC» — criBBigHOWEHHA iMMynbCiB gogamHoi ma Big’eMHol nonapHocmel (15..85%);
i) «H4acmoma AC» - yacmoma 3BaproBasibHoro cmpymy (15..200 l'y);
c) MIX - 3BaproBaHHA cmpyMOM 3MiluaHoro poay. JocmynHi HanawmyBaHHA:
i) «banaHc AC» - cniBBigHOWEHHA iMMy/1bCiB AoA4amMHOI ma Big’eMHOI nonapHocmel 3amiHHoro cmpymy MIX (15..85%);
i) «4acmoma AC» - vacmoma 3miHHoro cmpymy MIX (15..200 l'y);
iii) «banaHc MIX» - BigcomkoBe criBBigHOWEHHA Mi>XK 3MiIHHUM ma nocmilHum cmpymom (15..85%);
iv) «HYacmoma MIX» - yacmoma 4YeprysaHHA 3MiHHOro ma rnocmitiHoro cmpymy (1..10 'u);
3. «[MepepnpopyBka» — 4ac nepeanpoayBku 3axmcHuM rasom (0..15 c);
4. «MoyaTKOBUM CTPYM» — CTPYM 3ananieHHA Ayrun, no4aTkoBuii cTpym umnkny 4T (5 A...OcHOBHUl cmpyM);
5. «<4ac HapocTaHHA» — Yac HapOCTaHHA 3BaplOBanbHOro CTpyMy Bia «[MoyamkoBuli cmpyM» Ao «OcHoBHUl cmpym» (0..15 c);
6. «OCHOBHMI CTPYM» — OCHOBHWI 3BaptoBaibHUiA CTpyM (5..200 A);
7. <IMNynbCHUI peXXnM» — HanaluTyBaHHA TUNY | NapaMeTpis 3BaproBaHHA iMMYNbCHUM CTPYMOM. [lOCTYMHWI TilbKU AN8 poay CTpyMy
DCuun AC;
a) «3BuyaliHuli» — 3BaproBaHHA iMIy/IbCHUM CMPYMOM O4HIel Yacmomu;
i) «banaHc iMnyneciB» — cniBBiAHOWEHHA mpuBasocmi iMnynbciB «OcHoBHUU cmpyM» ma «HuxkHil cmpym»
(15..85%);
ii) «Yacmoma imnynbciB» - yacmoma nynscauyii 3saprosasbHoro cmpymy (0,1..200 'y);
iii) «Hu>kHIilG cmpyM» — MiHiIMarnibHe 3Ha4YeHHA iMry/bcis 3BaproBasbHoro cmpymy (5 A..(OcHoBHul cmpym-5A) );

b) «[oaBiliHuUl» - CyMilyeHHA HU3bKOYaCmMOMHUX ry/nbcayill 3BaproBa/ibHOro CmMpymMy 3 aBmoMamu4yHUMU
BUCOKOYaCMOMHUMU riysnibcayiamu cmpymy. [locmynHul minbku ana pogy cmpymy DC;
i) «banaHc iMnynbciB» — cniBBigHOWEHHA mpuBasnocmi iMnynsciB «OcHOBHUU cmpym» ma «HuwkHil cmpym»
(15..85%);

i) «HYacmoma imnynbciB» — yacmoma nynbcayii 3saproBanbHoro cmpymy (0,1..30 'y);
iii) «Hu>KHIilG cmpyM» — MiHiIManibHe 3Ha4YeHHA iMry/bcis 3BaproBasbHoro cmpymy (5 A..(OcHoBHul cmpym-5A) );
8. «<Yac cnapaHHA» — Yac cnagaHHA 3BaptoBanbHOro CTPyMy Bif, «OCHOBHMUI cTPyM» A0 «CTpyM 3aBepLueHHsA» (0..15 c);
9. «CTpyM 3aBepLUEHHA» — CTPYM 3aBepLUEHHs (CTpyM 3aBaptoBaHHsA kpaTepa) (5 A...OCHOBHUI CTPYM);
10. <«Micnanpopyska» —4yac NPOAYBKN 3aXMCHUM ra3om nicna BuMmnkaHHa ayru (0..15 c);
11. «[opaTKoBi NnapaMeTpu» — 404ATKOBI MapaMeTpu HanawTyBaHHA cnocoby TIG:
a) «Pe>XuM KHOMKU» — PEXXUM PO60MU KHOMKU Ha nasnbHUKy: 2T/4T;
b) «Cnoci6 nignany» - croco6u nignany ayru:
i) HF - 6eakoHmakmHul nignan gyru BUCOKOBO/IbMHUM po3pAaaoM. JocmynHul 4518 11060ro pogy 3BaproBasibHOro
cmpymy;
i) TIG lift — koHmakmHul nignan gyru. JocmynHul minbKu A4 3BaproBaHHA NOCMIilUHUM cCMpPyMoOM;
c) «AucmaHuyiliHe KepyBaHHA» — BigAa/ieHe KepyBaHHA MPOUeCOM 3BaproBaHHA creyialbHUMU 3acobamu:
i) «[lanbHuUK» — KepyBaHHA 3BaploBaHHAM MasibHUKOM 3 KHOMKOK ma PeryfiamopoM cusiu cmpymy. Ha expaHi

iHAukamop: N
VYBATA! MNanbHUK AUCTaHUIMHOINO KepyBaHHSA 3MIHIOE CTpyM 3BapoBaHHA Y MOBHOMY Aiana3oHi (5..200 A), BiH He o6MexeHui
Be/IMYMHO NnapameTpa «OCHOBHUI CTPYyM»!

i) «[leganb» - kepyBaHHA CMPYMy 3BaproBaHHA neaansto y gianasoHi (Moyamkosuli cmpyM...OcHoBHUl cmpym) . [pu
ybomy He 6yaymsb npayroBamu yuknu 2T/4T, xoya Bubpamu B MeH ix MOXHa. Ha ekpaHi iHgukamop i
306pakeHHA MOMOYHOro CmpymMy.

YBATA! Akwo 3HauveHHs napameTtpa MouaTkoBuit cTpyM 6Gyae piBHe BenuMunHi OCHOBHUIA CTPYM, TO 3MiHIOBATU CUMY CTPYyMy

3BaploBaHHs 3a AOMOMOrot0 Neaani He BUAE. IHAUKaTOp neaani oTpPUMae 3HaK OKNNUKY: !

HanawmyBaHHA moukoBoro 3saproBaHHA (SPOT)

1. «TecT rasy» — Yac TeCToBOi NPOAYBKM KaHany 3axmMcHUM rasom (1..60 c);
2. «Pip, cTpyMy>» - pif, 3BaptoBanibHOro CTPyMy:
a) DC - 3BaproBaHHA nocmiliHuM cmpyMoMm;
b) AC - 3BaproBaHHA 3MiHHUM cmpyMoM. [locmynHi HanawmyBaHHA:
i) «banaHc AC» - criiBBigHOWEHHSA iMMy/bCiB MO3UuMUBHOI ma HeramuBHoi nonapHocmedl (15..85%);
ii) «4acmoma AC» - yacmoma 3BaproBasibHoro cmpymy (15..200 l'y);
3. «MepepnpoayBka» —4yac nepeanpoAyBKN 3axMcHMM rasom (0..15 c);
4. «OCHOBHMI CTPYM» — OCHOBHWI 3BaptoBasibHUiA CTPyM (5..200 A);
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5. «<Yac Toukun» — TpMBanicTb yTpMMaHHa ayrm Toukm (0,01..20 c);
6. «KinbkicTb TOUOK» — cepifa TOUOK, AKY anapaTt 3pobuTb NicNA HaTUCKaHHA Ha KHOMKY nanbHuka (1, 2, 3, 4, 5, HeCKiHYeHHICTb);
7. «Y4ac Mi>k ToukaMu» — TpMBanicTb Naysu Mixk Toukamu 3saptoBaHHs (0,1 -10 c);
8. «MicnanpopayBka» — Yac NPoAyBKM 3aXMCHUM ra3oMm nicns 3akiH4eHHA 3BaptoBaHHA (0..15 c);
9. «[lopaTkoBi NnapameTpu» — 04ATKOBI NapaMeTpu HanawTyBaHHA pexumy SPOT:
a) «Pe>XuM KHOMKU» — pexxuM pobomu KHOMKU Ha nasabHUKy: 2T/4T.

HanawmyBaHHA 3BaproBaHHA esieKmpogoM 3 nokpummsam (MMA)

1. «FapAYMA cTapT» — BiACOTOK NOYATKOBOIO NepeBULLLEHHA 3HAaYeHHA «OCcHOBHUU cmpym» (0..100%). [lie Big MOMeHTy mignany ayru
Ha npoTasi «Yac Fapadoro ctapTy». [Tokpallye nignan gyrv Ta cTapToBUi Nnponnas, ane 36inbLUye CNOXUBaHHA CTpyMy. AnapaTt He
[03BO/INTb BUCTABUTK 3HaUeHHA «fapAunii cTapT» TakUM YMHOM, 06 CyMapHUii 3BaptoBasibHUI CTPYM nepesuLmns 200 A;

2. «Yac rapayoro ctapTy» — TpuBanictb po6otu pyHkuii «Fapauni ctapt» (0,1..1 c);

3. «OCHOBHUI CTPYM» — OCHOBHWI 3BaptoBanbHUiN cTpyM (10..200 A;

4. lopaTKoBi NapaMeTpu» —HanalTyBaHHA 40AATKOBUI GyHKLiM cnocoby MMA:

a) «AHMu3anunaHHa» — anapam camMocmilHO 3HUXYE 3BaptoBa/ibHUl CMpPyM ma Hagae MOX/IUBICMb 3BaproBaslbHUKY
Bigokpemumu (BigipBamu) enekmpoa Big Bupoby 6e3 pusuky o6nasumu o4i BUnagKkosuM nignasom gyru. QYHKUi0 MOXXHa
YBIMKHYMU YU BUMKHYMu;

b) «Dopcaxk Ayru» — nNpu 3HUXEHHI Hanpyru Ha Ay3i Hux4e MiHiMasibHO Aornycmumoi Ana cmabinbHoro ii ropiHHA
3BaproBasibHUl cmpyM nigBuUWYyembCA Ha BesluduHy «@Popcaxk gyru» (0..100%).

Bu6ip pe>xumiB ouucmku/nonipyBaHHs (CLEAN)

1. «OUMLLLEEHHA» — OYUMLLEHHA NOBEPXHI METANEBUX AeTasel Ta 3BapHUX LLBIB Big OKWUCAIB Ta NignanvH 3a 40NOMOror eNeKTPOXiMiYHOro
nonipyBaHHA;
2. «MonipyBaHHA» — 3rNaf>KyBaHHA LLOPCTKUX MeTa/IEBUX NMOBEPXOHb 3a AOMOMOTOI eeKTPOXIMIYHOro NonipyBaHHA.

CkupgaHHA HalawmyBaHb anapamy 4,0 3aBO4CbKUX

BukoHanTe iHCTPYKLUIii ANnA ckuaaHHA BCix 36epexxeHnx Nporpam y BCix pexmnMax Ao 3aBOACbKUX HanalluTyBaHb:
1. HaTucHitb kHonky MENU;

2. BubepiTtb NyHKT «HanawTyBaHHA»;

3. Bubepitb NyHKT «BigHOBUTHY A0 3aBOACBLKOrO CTaHy» Ta NiATBEPAITL CBili BUBIp.

DyHKLiA aucTaHLUinHOro KepyBaHHs 3BaploBasibHUM CTPYMOM

[aHa dyHKLUiA 4O3BONAE KEpYBaTU CTPYMOM 3BaprOBaHHSA B pexxnMi TIG gucTaHUiMHO 3a 4ONOMOroto neaani abo nanbHWKa, OCHaLLEHOTO
MOAYyNeM peryntoBaHHs cTpyMy. IMCTaHUiNHe KepyBaHHSA NpaLtoe 3 1t061MM poAoM CTPYMY, B NOCTiIMHOMY ab0 3BU4alNHOMY iMNyNbCHOMY
peXuMi, KpiM noABiHOro.

KepyBaHHsA cusoro 3BaproBasibHOro cmpyMy 3a 40roMororo negasi

BukoHanTe HacTynHi 4ii, Lo6 MaTn MOXKINBICTb NNABHO KEPYBATU CUIOKD CTPYMY 32 ONOMOrOL0 neaani:

1. YBIMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyiTe Moro Ans 3saptoBaHHA y cnocobi TIG;

2. HanawTyiite napametpu «llouaTkoBUIA CTPYM>» — HUXKHIO MeXXy | «OCHOBHUI CTPYM» — BEPXHIO MEXXY PerynoBaHHA CTPyMy neaannio;
3. MigkntoyiTe KOHTAKT Neganiy pos’em 4. AKLLO0 A0 HbOTO BYB NiAKNOYEHNI KOHTAKT KHOMKW NanbHUKa, TO BiAKOYITb K0ro;

YBATA! Po6oTa 3 negannto Bukno4vae po60oTy 3 nanbH1Kamu no umknax 2T i 4T!

4. HaTtucHitb kKHonky OPTIONS;

5. Y MeHo «[loaaTKoBi napaMeTpu» PErynaTopomM BigkpuiiTe po3ain «AucraHuinHe KepyBaHHA» i 06epiTb Y HbOMY NYHKT «Mepanb»;
6. HaTtucHitb kHonky MAIN, 106 noBepHyTMCA Ha ekpaH «OCHOBHUU cmpyMm».

Y BepxHbOMy paay 6yae AodaHuUI iHaMKaTop , @ Ha eKpaHi — nikTorpama negani peryntoBaHHA CUNN CTpyMy:
Bifo06paxkeHi HUXKHSA | BEPXHA MeXi CTPyMy 3BaptoBaHHA, @ TakoX MOro NOTOYHE 3HAUEHHS.

Micna HanawTyBaHHA PeXUMy MOXHa NpUCTynaTu A0 3BaptoBaHHA. MiHiManbHe HaTUCKaHHA Ha nepanb iHiuioe nignan ayru Ha
3HayeHHi «MoyaTkoBuit cTpyM». CTpyM 3BaploBaHHA PEryntoeTbCA B 3aN1€XKHOCTI Bifi HATUCKaHHA Ha neAasnb, AKLLO Nefanb HaTUCHYTa
NoBHicTIo, To 6yae BCTaHOBNEHO MaKCMMalbHe 3Ha4YeHHA CTpyMy («OCHOBHMI cTpyM»). BukopucTaHHA negani AO3BONAE B NpoLeci
3BaploBaHHA NaBHO peryntoBat cTpyM Big «MlovyaTKkoBUI CTPYM» A0 «<OCHOBHUM CTPYM».

KepyBaHHsa cunoro 3aBaproBasibHOro cmpyMmy 3a f,0MoMororo naabHUKa 3 peryiissmopom

BukoHalTe HacTynHi Aii, Wo6 Mat MOX/IMBICTb NNaBHO KepyBaTW CU/IOK CTPYMY 3a AOMOMOrOK NanbHUKa, OCHaLLEHOro Moaynem

peryntoBaHHs CU/IN 3BapOBasIbHOTO CTPYMy:

1. YBiMKHiTb anapaT MasterTIG-200 AC/DC i HanaluTyiTe oro Ans 3BaptoBaHHA Yy cnocobi TIG;

2. MipKkntoYiTe NanbHUK 3 MOAYNEM peryntoBaHHA CTPyMy A0 po3’eMy A, MOro ra3oBWi LUMaHT 40 LWTyLepy 5, a KOHTakT KHOMKK — A0
po3’emy 4;

3. HaTtucHitb kHonky OPTIONS;

4. Y MeHo «[lopaTKoOBi napaMeTpu» PerynAaTopoM BigKkpuiiTe po3ain «[AMcTaHuinHe kepyBaHHA» i 06epiTb NYHKT «ManbHUK»;
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5. Y po3aini «<PeXxmM KHoNKu» 06epiTb NOTPIOHUIN LMKN PpO60TU 3 KHONKOK NanbHuKa: 2T um 4T;

6. HaTtucHitb kHonky MAIN, 11,06 noBepHyTMCA Ha ekpaH «OCHOBHUM CTPpyM». 3BepXy Byae AoAaHuUl iHAMKaTOp

Micna HanalTyBaHHA PeXXUMY MOXKHa MPUCTYNaTh 40 3BaptoBaHHA. HaTUCHITb Ha KHOMKY NanbHWKa ANA nignany ayru Ha «[ToyuamkoBul
cmpym».
[ani, B 3aneXHOCTi Bif BCTaHOBNEHOro Lukny po6otu 2T um 4T, cTpyM 3BaptoBaHHA AOCATHE 3HAYeHHA, Lo 3a4aeTbCA MoAaynem
peryntoBaHHs CU/IN CTPYMY MasibHUKa aBTOMaTUYHO, UM NiC/A BifNyCKaHHA KHOMKM.
B npoueci 3BaptoBaHHA CTPYM MOXHa NAaBHO 3MiHIOBaTU PErynATOPOM nanbHuKa B Aiana3oHi 5..200 A.

GX16 Spin «manman

S1 - KOHTaKTU NiAKNOYEHHA KHOMKM NasibHMKa [ =
R1 - KOHTaKTW NigKNOYeHHs noTeHuiomeTpa 10 kKOM

CxeMa po3’eMy NigKNloYeHHA KHONKW NanbHUKa/nepani
Po6oTa B pe>xkuMax oumcTtku/nonipysaHHa MetaneBux noeepxoHb (CLEAN)

BukoHanTe HacTynHi A4ii, Lo6 BUKOHATN O4UCTKY/NONIPOBKY METaNi4YHMX NOBEPXOHb 3a AoMNOMOrot anapaTta MasterTIG-200 AC/DC:

1. MigkntoyiTb kKabenb «Maca» B CUNOBUI PO3’€M A «+» i 0 BUPOOBY, L0 Byae 06po6ntoBaTuCh;

2. Mipkntovitb kabenb Witk PATON BRUSH y po3’em 3;

3. YBiMKHiTb anapat MasterTIG-200 AC/DC;

4. HaTtucHitb kHonky MENU;

5. Y meHto PEXXUM perynatopom o6epitb nyHKT CLEAN;

6. Perynatopom o6epitb 6axkaHuit pexxnum poboTu witkoto: OHULLLEHHA un MOJNIIPYBAHHA i HaTUCHITL Ha py4yKy perynaTtopa;

7. 3aHypbTe pobounit kiHeub itk PATON BRUSH y pignHy ana nacusauii BUCOKONEroBaHUx ctanem i TOpkHiTbCA LLiTKOK A0 BUpoOY,
AKWIN NOTPIGHO YncTUTU/NoNipyBaTn;

8. PyxaliTe LLiTKy B340BX NOBEPXHI, AKY NOTPIGHO oumncTUTM/BiANoNipyBaTu.

YBATA! He nputuckanTe LWiTKY LWinbHO 40 06po6atoBanbHOI NoBepxHi. MOTPiGHO NuLie TopKaTUca i LiTKOK, He MepeLLKoaXakumn

YTBOPEHHIO MiKPOPO3pPAAIB MiX LLLITKOI | NOBEPXHEID MeTany.

FTAPAHTIMHE OBCJ/TYTOBYBAHHA

LLlaHoBHMIA cnoxxueay!

MATOH IHTEPHELUH/ aakye Bam 3a Bu6ip npoaykuii PATON Ta rapaHTye BUCOKY AKiCTb Ta 6e3a0raHHe GpyHKLIOHYBaHHA faHoro BUpo6y

3a YMOBW AOTPUMAHHA NpaBu Moro ekcnayatawii.
YBATA!!! Mepen BukopucTtaHHAM o6nafHaHHA PEKOMEHAYEMO O03HAMOMUTUCA 3 PO3LUMPEHOI [HCTPYKUiE 3
ekcnnyaTauii, a TakoX NepeBipuUTM NPaBWUIbHICTb 3aNOBHEHHA rapaHTiINHOro TanoHa: Ha3Ba Mogeni npuabaHoro Bamu
BMpPOOY, Ta MOro CEPiNHNN HOMeP NOBUHHI ByTW iAEHTUYHI 3anncaM B rapaHTIMHOMY TasnoHi. He 4ONYCKAETbCA BHECEHHS B
TanoH 6yab-AKNX 3MiH Y/ BUNPaBeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po60Ty AXXepena >XMBNEHHA Yy pasi LOTPMMaHHsA croXKMBayeM yMoB ekcrnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.

YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTb:

| Mopaenb anapaty | TepMiH rapanTii |
| MasterTIG-200 AC/DC | 2 pokn |

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

PekoMeHpyeTbcA 3aAnA YHUKHEHHA BUXoAy amapaTy 3 nafy, 3aneXHo Bif YMOB eKcrnnyatauii, oAvH pa3 Ha MiBPOKy 3HATU 3aXUCHY
KPULLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eneMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MNOBITPAM. Y1CTKY HeobXiAHO NPOBOAUTH akypaTHO,
YTPVMYIOUM LUNAHT KOMMpecopa Ha [AOCTaTHiM BiAcTaHi, 3aA/f YHUKHEHHSA MOLUKOAKEHHA Maiku eneKTPOHHUX KOMMOHEHTIB i
MexaHiYHMX YaCTUH.
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[MpoTAroM OCHOBHOMO rapaHTiMHOro nepiody npoaaselb 3060B'A3yeTbCA (y BMMaAKY rapaHTiIAHONO peMoHTy), 6e3KOLTOBHO Ans
BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

MPOTAroM poky 3 AaTv NnpuAabaHHA KNiEHTOM o6nagHaHHA onnaTuTK goctaBky obnagHaHHA B CepBiCHUI LeHTP i Ha3azg

KNiEHTKY, BAKOPUCTOBYIOUYM NOCAYr KoMNaHii «<HoBa nowuta»;

npoBectn ,D,iaI'HOCTI/IKy Ta BUABUTU NPUYUNHY HeCI'IpaBHOCTi;

3a6e3neynTn HeobXigHMMM ANA BUKOHAHHA PEMOHTY By3n1aMun Ta eneMeHTaMu;
BiﬂpeMOHTyBaTVI HecnpasHe obnagHaHHs;

nNpoBeCTU TECTYBaHHA Bi,ELpEMOHTOBBHOI'O obnagHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOOTLCA Ha 061aaHaHHA:

3 MexaHiYHUMM NOLLIKOAXKEHHAMM, LLLO BNIMHY/IM Ha Npaue3aaTHicTb anaparty (aedopmauis Kopnycy i aeTanen BHacnigok

nagiHHA 3 BUCOTM ab0 MexaHiuYHUX yaapiB, BUNagaHHA KHOMOK Ta PO3'eMiB);

3i cnigamu Koposii, AKa cTana NPUYNHOK HECMPABHOMO CTaHy;

AKE BUNLLNO 3 Nafly Yepes BM/IMB CUIbHOTO 3BO/TOXKEHHA Ha MOro CUNOBI 1 eN1eKTPOHHI eNlEMEHTH;

AKE BUMLLO 3 Nafly Yepe3 HaKoMMYEHHA CTPYMONPOBIAHOIO NUAY (BYriNbHWUIA N, MeTanesa CTPy>KKa Ta iH.) BCEPEAnHi;
3i cnigamMu cnpo6 caMoCTIMHOIO PEMOHTY 1Or0 By3/iB Ta/abo 3aMiHM eNeMeHTIB.

Tako>k OCHOBHI rapaHTiHi 3060B’A3aHHA HE MOLLMPIOOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTW 06naaHaHHA, AKI NiaAalTbeA GisnYHOMY
KOHTaKTy, Ta Ha CYnyTHI/BUTpaTHi MaTepianu, a came:

BUMMKaY XXMBEHHS;
PYYKM perynioBaHHs napaMeTpis 3BaploBaHHs;

po3'eMu nigkntoyYeHHA kabenis i pykasis;

po3'eMu ynpaBniHHS;

Kabenb XMBMEeHHH i BUIKa Kabento XXMBNEHHS;

pydka AnA nepeHeceHHs, kelic, kopobka;

TpUMaudi enekTpoais, KnemMa «Macu», NanbHWK, 3BaptoBanbHi kabeniTa pykasu.

MpeTeHsii Woao HUX NPUIIMatoTbeA He Mi3HiLle ABOX TUXKHIB Micna npoaaxy.

Mpopaeeup 3anuwae 3a cobo NPaBO BIAMOBUTW Y HafaHHI rapaHTiIMHOrO PeMOHTY, abo BCTAHOBWUTW AaTOK MOYaTKy BUKOHAHHA
rapaHTinHWX 3060B'A3aHb MicALb i PiK BUNYCKy anaparTy (BCTaHOBOOTLCA 3@ CEPIHUM HOMEPOM):

y pasi BTpaTi nacnopta BfacHUKOM;
y pa3i BiACyTHOCTi KOpeKTHOro a6o B3arani 6yb-AKOro 3anoBHEHHA NacnopTa NPoAaBLEM Mif Yac Npoaaxy anapary.

FapaHTiiHUI CTPOK NMPOAOBXKYETLCA, HA TEPMIH rapaHTiiHOro 06CyroByBaHHA anapaty y CepBiCHOMY LIEHTPI.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- undergo relevant qualifying examination;
- have knowledge about welding;
- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT
- electric shock can lead to death;
- magnetic fields created by this machine can have adverse effect on electrical devices
operability (such as cardiac pacemakers). People who use such devices must consult with a
doctor before approaching the welding operating area;
- welding cable must be robust, intact and insulated. Weak connectors and damaged cables
must be immediately replaced. Mains cables and welding machine cables must be verified for
insulation integrity by an electrical engineer on a regular basis;
- never open the outer case when using the machine.

i=
©

DANGER OF WELDING ARC RADIATION

It is forbidden to watch the welding arc with the naked eye. The generated arc and splashing can
burn the skin or cause a flame, therefore a protective helmet with a tinted filter must always be worn
(goggles must have a DIN 9-10 filter at least). Unauthorized persons in the device operating area
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
equipment;
- provide sufficient fresh air inflow;
- arcradiation field must be free from solvent vapours.

ol

gi
-

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING
- remove flammable objects from the operating zone;
- welding of the vessels where gases, fuel or oil products are stored or used to be stored is
prohibited. Residues of these products may explode;
- adhere to special rules in compliance with national and international regulations when
working in fire-dangerous or explosion-dangerous rooms

PERSONAL PROTECTIVE EQUIPMENT
To ensure personal protection, adhere to the following rules:
- wear robust footwear, with insulating properties in moist environment as well;
- protect your hands with insulating gloves;
- protect your head and eyes with a helmet, equipped with a DIN 9-10 filter at least complying
with safety standards;

- wear only proper low-flammable clothes.

)
1)

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

The device kit may include:

Operating
manual

PATON BRUSH polishing
and cleaning brush*

gimj@

X

(e

Quick-release pneumatic
connector, 8 mm

3m welding cable with ABICOR
BINZEL ground terminal*

Welding arc supply unit
withamainscable

* except for ‘WA’ index models

CONNECTORS, CONTROLS AND INDICATIONS

Appearance and connectors

3/ afs

Appearance and connectors of MasterTIG-200 AC/DC

1. Color LCD;

2. Control panel;

3. PATON BRUSH connector;

4. Remote controller (pedal, welding torch with current regulator) socket;
5. Gas hose connection fitting on the torch;

6. On/off switch;

7. Mains cable;

8. Shielding gas balloon fitting;

A - Power connector, ‘+’ (red);

B - Power connector, ‘-’ (black).
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Device control panel

MAIN CURRENT

MasterTIG-200 AC/DC device control panel
1. BACK button — press to return to the previous menu level. In the Gas Test function turns on/off the channel purging with shielding gas;
2. MAIN button:
a) Press to open the Main Current screen in TIG, SPOT, or MMA modes. Repeated presses in TIG and SPOT modes turn on the
Gas Test option/return to the Main Current screen;
b) Press to open the operation type selection screen (Cleaning/Polishing) in CLEAN mode;
3. OPTIONS button - press to open menu:
a) ADDITIONAL PARAMETERS - settings of selected welding method:
i) For the TIG welding method:
(1)  Button mode - select the torch button mode: 2T/4T;
(2)  Burn mode - select arc striking mode: TIG lift (available only for DC) or HF;
(3)  Remote control - you may turn off or select one of two welding remote control device:
(a) Torch - adjusts the welding currentin 5.. 200 A range;
(b) Pedal - adjusts the welding current in the Start current .. Main current range;
ii) For the SPOT welding method:
(1) Button mode - select the torch button mode: 2T/4T;
iii) For the MMA welding method:
(1)  Anti-Stick - turn the function on/off;
(2)  Arc boost-adjust the arc’s current boosting in the 0..100% range;
b) OPEN - load the saved welding parameters Saves. Select the wanted Saves and press the knob to apply the welding
parameters;
c) SAVE AS - write the welding parameters Save to the machine memory. Select the Saves and press the knob to write down
the welding parameters to it;
4. MENU button - press to open the screen with options:
a) MODE - select the machine operating mode:
i) TIG - welding with a continuous seam with a tungsten electrode in a shielded gas;
i) SPOT - spot welding with a tungsten electrode in a shielded gas;
iii) MMA - manual arc welding with a flux-coated electrode;
iv) CLEAN - electrochemical cleaning from color variations and welding oxides, also polishing of stainless-steel

surfaces;
b) MAIN - jump to the mode main parameter screen;
i) STORAGE — menu for working with saved welding programs. Select the wanted Saves by turning the control knob.

Press the knob to load the parameters of the selected Saves;
i) Press the OPTIONS button to open the menu of saved Saves:
(1)  Rename - change the Saves name using the on-screen keyboard;
(2)  Copy- Turn the knob to select the Saves slot and press the knob to write down the parameters of the current
Saves to the chosen slot;
(3)  Restore - press the knob, read the warning and press the knob again to reset the name and parameters of the
current Saves to defaults;
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c) SETTING - press to open the welding machine settings menu:

i) AUTOSAVE - press the knob to turn on/off the function of autosave the parameters changes to the current Saves;

i) GAS TEST WHEN MACHINE ON - press the regulator knob to enable/disable the function of automatic channel
purging with shielding gas when the device is turned on, during the Gas Test duration;

iii) LANGUAGE - press to open the machine menu language selection. Turn the knob to select the language, and press
it to confirm your choice — the menu language will be changed to the selected;

iv) GENERAL INFORMATION - press to view the information about this instance of the MasterTIG-200 AC/DC welding
machine;

v) RESTORE TO THE FACTORY STATE - press the knob to open the warning about restoring the device to factory
settings. Press the knob again to confirm your decision. The names and parameters of the Saves, and the general
device settings will be reset to factory defaults;

5. Regulator’s knob. Turn it to view, and select the menus options, then press it to confirm the option selection.

LCD screen

The screen displays the welding mode and its parameters. It has the following display areas and indicators:
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Display indicators

1. — Icon for setting the welding current type (DC - direct current, AC — alternating current, MIX - mixed current, available only for
TIG welding). Select it by turning the knob and press the knob to select the current type and set its parameters;

2. —Icon for setting the time of channel test purging with shielding gas. Select it by turning the knob and press the knob to set the
test purging time (1 - 60 s). Press the BACK button to turn on the channel purging for the set time;
3. Digital and graphic display of the selected welding parameter value;
4. Name of the selected welding parameter;
5. Indicator of the arc striking method. IT may take the following values:
¥

a) - high-frequency discharge non-contact arc striking (HF);

b) - contact arc striking (TIG lift). Available only with constant welding current (DC);
6. Indicator of the set welding method. It may take the following values:
a) TIG - tungsten electrode welding in a shielded gas;
b) SPOT - spot welding with a tungsten electrode in a shielded gas;
c) MMA - manual arc welding with a flux-coated electrode;
7. Indicator of the set welding current type. It may take the following values:
a) DC -direct current;
b) AC - alternating current;
c) MIX - mixed type current;
8. Indicator of the torch button operation mode. Not available when the remote-control pedal is connected.;

9. Hinticon means the settings of all functions and modes in this screen line are available in the OPTIONS button menu
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1. —Indicator of the shielding gas test purging. The number is the purging time, in seconds. The indicator will go out after the
purging is complete;

10. Name of the current welding parameters Saves;

12. — Indicator of the device overheating. When the indicator appears, the welding machine will stop welding/cleaning, but the
screen will continue to work. After the temperature decreases, the welding/cleaning will be resumed.;
13. Indicator of the remote control being turned on. It may take the following values:

— pedal for smooth welding current control;

- —torch with a module for smooth welding current regulation;

14. - Indicator that all changes in the welding parameters values have been successfully written to the current Save in the
machine’s memory;
15. Cycle diagram of the set welding mode;

16. — Switching to the operating mode and ADDITION PARAMETERS menu;
17. Current welding parameters line.

INSTALLATION

The welding machine is intended for manual arc welding with a flux-coated electrode, welding in an argon shielding gas, as well as for
cleaning stainless steel surfaces from discoloration and oxides, and polishing them. Any other use of the machine is considered to be
improper. The manufacturer is not liable for damage resulting from improper use of the machine. Intended use requires compliance with
the instructions in 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 not drawn directly into the.

CONNECTION TO THE MAINS

The MasterTIG-200 AC/DC welding machine is designed to be powered by a mains voltage of 230V (190-260 V). Maximum power
consumption: 6.3 kW.
Safety regulations require grounding of the machine body. It is imperative to plug the MasterTIG-200 AC/DC into a grounded socket.

Attention! When connecting the machine to a mains voltage above 270V, all the manufacturer's warranty obligations become invalid!
This situation can occur with a large phase voltage imbalance in the standard network or when using a non-standard connection. The
mains connector, the cross-section of the mains cables, as well as the mains fuses, must be applied based on the machine's technical
data.

SETTING THE DEVICE MENU LANGUAGE

Follow these instructions to set the desired device interface language

1. Press the MENU button;

2. Turn the knob to select the SETTINGS menu item and press the knob;

3. Turn the knob to select the LANGUAGE menu item and press the knob;

4. Turn the knob to select the desired interface language and press the knob;
5. Press the MAIN button to return to the device's main screen.
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS WELDING (TIG, SPOT)

TIG TORCH

=
__—;—ﬁ‘-":‘ PIECE

GROUND TERMINAL
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Main welding characteristics

Main operating mode TIG
Additional operating modes SPOT, MMA, CLEAN
Power supply 50/60 Hz, V 230 (190..260)
Maximum power consumption, kW 6,3
Efficiency, % More than 80
No-load voltage, V 60..80

Duty cycle

126 A 100%
bC 200 A 40%

140 A 100%
AC

200A 50%

Functions in we

lding modes

Non-contact arc striking (HF)

| TIG DC/AC/MIX, SPOT DC/AC

Contact arc striking (TIG Lift) | TIGDC
Direct current welding (DC)

Welding modes [ TIG, SPOT, MMA

Alternating current welding (AC)

Welding modes TIG, SPOT

Current frequency, Hz 15..200

Polarity balance in AC welding, % 15..85
Mixed current welding (MIX)

Welding modes TIG

Pulses frequency, Hz 15..200

Pulses balance, % 15..85

MIX balance, % 15..85

MIX frequency, Hz 1..10

Remote control functions
Torch button cycles support | TIG (2T, 4T), SPOT (2T, 4T)
TIG Smooth adjustment tools | pedal, torch
Shielding gas functions

Shielding gas test purge, s 1..60
Shielding gas pre-purge, s 0..15
Shielding gas after-purge, s 0..15
Tungsten inert gas Welding (TIG) parameters
Start current, A 5..200
Currentrise time, s 0..15
Main current, A 5..200
Current fall time, s 0..15
Finish current, A 5..200
Spot welding (SPOT) parameters

Main current, A 5..200
Spottime, s 0,01..20
Number of spots, pcs 1,2,3,4,5, ©
Time between spots, s 0,1..10

Manual arc welding (MMA) parameters

Main current, A 10..200
Hot Start force, % 0..100 (total current with Hot Start < 200 A)
Hot Start time, s 0,1..1,0
Anti-Stick function ON/OFF
Arc boost, % 1-100

Common specs
Ingress Protection Rating 1P23
Interface language UKR, ENG, RUS
Welding parameters save Auto, 10 Saves
Box dimensions (LxWxH), mm 465 x 150 x 350
Weight, kg 12,5

-21- PATON MasterTIG-200 AC/DC



PATON

SELECTING AND ADJUSTING THE MACHINE FUNCTIONS

Tungsten inert gas (TIG) welding adjusting

1. Gas test - channel test purging with shielding gas time (1..60 s);
2. Type of current — welding current type:
a) DC —direct current welding;
b) AC - alternating current welding. Settings available:
i) Balance AC - positive to negative polarity pulses ratio (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
c) MIX - mixed current welding. Settings available:
i) Balance AC - positive to negative polarity pulses of alternating current ratio MIX (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
iii) Balance MIX - alternating to direct current ratio (15..85%);
iv) Frequency MIX - frequency of alternating and direct current changing (1..10 Hz);
3. Pre flow - shielding gas pre-purge time (0..15 s);
4. Start current - arc striking current, initial current of the 4T cycle (5 A...Main current);
5. Rise time - welding current rise time from Initial current to Main current (0..15 s);
6. Main current — main welding current (5..200 A);
7. Pulse mode - adjusting the type and parameters of pulsed welding current. Available only for DC or AC current type;
a) Normal - welding with pulsed current of one frequency;
i) Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
ii) Pulse frequency — welding current pulsation frequency (0,1..200 Hz);
i) Low current — minimum value of welding current pulses (5 A..(Main current-5A) );
b) Double — combination of low-frequency welding current pulsations with automatic high-frequency current pulsations.
Available only for DC current type;
i) Pulse balance - pulse durations of Main current to Low current ratio (15..85%);
i) Pulse frequency - welding current pulsation frequency (0,1..200 Hz);
iii) Low current - minimum value of welding current pulses (5 A..(Main current-5A) );
8. Fall time -time for the welding current to fall from Main current to Finish current (0..15 c);
9. Finish current - finishing current (crater welding current) (5 A...Main current);
10. Post flow - after arc shutdown shielding gas purging time (0..15 s);
11. Additional parameters - TIG method additional parameters:
a) Button mode - torch buttons mode: 2T/4T;
b) Burn mode - arc striking methods:
i) HF - high-frequency discharge non-contact arc striking. Available with every current mode;
ii) TIG lift — contact arc striking. Available only with direct welding current (DC);
c) Remote control — remote control of the welding process using special devices:

i) Torch - welding control by a torch with a control button and a current regulator. The u indicatoris onthe screen;
ATTENTION! The remote-control torch adjusts the welding current in the full range (5..200 A). The Main current does not limit it!
ii) Pedal — welding current control by the pedal in the range: Start current...Main current. The 2T/4T cycles will not

a

work, even they are selected in the menu. The l“ indicator and the current value are shown on the screen.
ATTENTION! If the Start current value parameter is equal to the Main current value, You can’t change the welding current using the

pedal. The pedalindicator will display an exclamation mark: : !
Spot welding adjusting (SPOT)

. Gas test — channel test purging with shielding gas time (1..60 s);
2. Type of current — welding current type:
a) DC - direct current welding;
b) AC - alternating current welding. Settings available:
i) Balance AC - positive to negative polarity pulses ratio (15..85%);
i) Frequency AC - welding current frequency (15..200 Hz);
Pre flow - shielding gas pre-purge time (0..15 s);
Start current - arc striking current, initial current of the 4T cycle (5 A...Main current);
Main current - main welding current (5..200 A);
Spot time - holding the spot arc duration (0,01..20 s);
Number of spots — series of spots the device will produce after pressing the torch button (1, 2, 3, 4, 5, infinity);
Time between points - pause duration between welding points (0,1..10 s);
Post flow - shielding gas purging time after the end of welding (0..15 s);
0. Additional parameters - SPOT mode adjusting additional parameters:
a) Button mode - torch buttons mode: 2T/4T.
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Manual arc welding (MMA) adjusting

. HOT START - percentage of the start excess of the Main current (0..100%). It is valid from the moment the arc strikes during the
Hot Start time. Improves arc striking and starting penetration, but increases current consumption. The device will not allow you to
set the Hot Start value in a way that the sum of welding current exceeds 200 A;

2. HOT START TIME - the Hot Start function duration (0.1..1 s);

3. MAIN CURRENT - main welding current (10..200 A);

4. ADDITIONAL PARAMETERS - settings of additional functions of the MMA mode:

a) Anti-Stick - the device reduces the welding current, allowing the welder to separate (to tear off) the electrode from the

product without the risk of burning the eyes due to accidental arc striking. The function can be turned on/off;

b) Arc boost - when the arc voltage decreases below the minimumes for its stable burning, the welding current increases by

the Arc boost value (0..100%).

-

Selecting cleaning/polishing modes (CLEAN)

1. CLEANING - cleaning the surface of metal parts and welds from oxides and burns using electrochemical polishing;
2. POLISHING - smoothing rough metal surfaces using electrochemical polishing.

Reset the device to factory settings

Follow the instructions to reset all saved programs in all modes to factory settings:
1. Press the MENU button;

2. Select the Settings option;

3. Select Restore to factory state and confirm your selection.

Welding current remote-control function

This function allows you to remotely control the welding currentin TIG mode using a foot pedal or a torch equipped with a current control
module. The remote control works with any type of current, in constant or conventional pulse mode, except the Double mode.

Connecting the pedal

Follow the steps to start working with the current regulation pedal:

1. Turn on the MasterTIG-200 AC/DC device and set it for welding in TIG mode;

2. Set the welding current range limits: Initial current - lower limit and Main current - upper limit of current adjusted by the pedal;
3. Connect the pedal connector to socket 4. Disconnect the torch button contact if itis connected there;

ATTENTION! Using the pedal excludes work in 2T and 4T cycles!
4. Press the OPTIONS button;

5. Open the REMOTE CONTROL section In the ADDITIONAL PARAMETERS menu with the regulator knob, and select the Pedal item;
6. Press the MAIN button, to return to the Main current screen.

The indicator will appear in the top row, and the current adjustment pedalicon will appear on the screen:! 200 It displays
the lower and upper limits of the welding current, as well as its current value.

Adjust the mode, and you may start the welding. The minimum pressure on the pedal initiates arc striking at the Start current. The
welding current is controlled by the pedal pressure. If the pedal is fully pressed, the maximum current value (Main current) will be set.
Using the pedal allows you to smoothly change the welding current from the Start current to the Main current values in the welding

process.

Connecting a torch with a current regulator

Follow the steps to start working with a torch equipped with a welding current regulator module:

1. Turn on the MasterTIG-200 AC/DC device and setup it for TIG welding method;

2. Connect the torch to connector A, its gas hose to fitting 5, and the button connector to socket 4;

3. Press the OPTIONS button;

4. Open the Remote control section In the Additional parameters menu with the regulator knob, and select the Torch item;
5. In the Button mode section select the desired torch button operation cycle: 2T or 4T;

6. Press the MAIN button to return to the Main current screen. The indicator will appears at the top.

After setting the mode, you can start the welding. Press the torch button to strike the arc at the Initial current.

Then, depending on the set duty cycle 2T or 4T, the welding current will reach the value set by the torch current control module
automatically or after releasing the button.

The welding current can be smoothly changed by the torch regulator in the full range (5..200 A).
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GX16 5pin female
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Torch button/Pedal socket pinout

Working in the metal surfaces cleaning/polishing modes (CLEAN)

Follow the steps to clean/polish metal surfaces using the MasterTIG-200 AC/DC device:

1. Connect the product to be processed with the ground cable clamp to the power socket A +;

2. Connect the PATON BRUSH cable to connector 3;

3. Turn on the MasterTIG-200 AC/DC device;

4. Press the MENU button;

5. Use the knob to select the CLEAN item in the MODE menu;

6. Use the knob to select the desired brush mode: CLEANING or POLISHING and press the knob;

7. Dip the working end of the PATON BRUSH into a passivation liquid for and touch the brush to the product to be cleaned/polished;
8. Move the brush along the surface to be cleaned/polished.

ATTENTION! Do not press the brush tightly against the surface to be treated. You only need to touch it with the brush; do not prevent
the formation of micro-discharges between the brush and the metal surface.

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.

check the correctness of the warranty card filling: the model name of the product you purchased and its serial number must

g ATTENTION!!! We recommend You to read the extended operating instructions before using the inverter equipment, and
match the entries in the warranty card. Making changes or corrections to the card is prohibited.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the proper operation of the inverter equipment if the consumer complies with the operating,
storage, and transportation rules.

CAUTION! Free warranty service is not available for the mechanically damaged inverter equipment!

The main warranty period for welding equipment is:

| Unit model | Warranty period |
| MasterTIG-200 AC/DC | 2 years |

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

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

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
- to make diagnostics and identify the cause of the malfunction;
- to provide units and parts required for the repair;
- [torepair the failed equipment;
- totestthe repaired equipment.
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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;

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

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

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

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

- the power switch;

- the adjusting knobs;

- thecables and sleeves connectors;

- the control connectors;

- the mains cable and the mains cable plug;

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

- theelectrode holder, the ground terminal, the torch, the welding cables and sleeves.
Claims are accepted no later than two weeks after the sale.

The seller may refuse to provide warranty repairs or to set the date of the machine manufacture as the warranty start date (established
by the serial number) when:

- the owner loses the warranty card;

- thewarranty card is not filled out by the seller, or filled incorrectly.
The warranty period is extended for the device warranty service period in the service center.

Contact your dealer for information on the nearest service center’s location and contacts.

INFORMATION ON USED EQUIPMENT DISPOSAL

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION \ J
ABOUT DEVICE RECYCLING.
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