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PATON StandardTIG-160 /200 / 250 / 270-400V / 350-400V

[ata npoaaxy / Purchase date

20

FPATON

PATON StandardTIG DC MMA -2-

(Mianuc npoaasua / Vendor signature)



PATON |

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:

PATON™ StandardTIG-200

PATON™ StandardTIG-250
PATON™ StandardTIG-270-400V
PATON™ StandardTIG-350-400V

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

Directives:

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

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

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

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

Signed on behalf of: PATON International LLC
Place and Date:

Signature
Name, Function:

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaT BUrOTOBNEHWIA BiANOBIAHO A0 TEXHIYHMX CTaHAAPTIB i BCTAHOBNEHUX NPaBUA
TexHiku 6e3nekun. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:

-TpaBMyBaHHA 06cnyroBytoyoro nepcoHany abo TpeTboi ocobu;

-3anoifsHHA WKOoAM caMoMy anapaTy abo MaTepianbHUM LiiHHOCTAM NiANPUEMCTBA;

-nopyLUeHHsA ebeKTUBHOro po6oyoro npotiecy.

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

-NPOWTK BiANOBIAHY aTecTalito;

-BO/IOAITU 3HAHHAMM 3i 3BaplOBaHHS;

-TOYHO AOTPUMYBATUCA AaHOI IHCTPYKLi.

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

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

-ypaXkeHHA eNeKkTPUYHUM CTPYMOM MOXE BYTU CMEPTENbHUM;

-3BaploBasibHUIN Kabenb MOBUHEH OyTW MILUHWUM, HEYLUKOAXXEHWM Ta i3onboBaHuM. OcnabneHi
3’eQHaHHA | NowKoAXKeHU kabenb NOTPIGHO HeramHo 3aMiHUTWM. Mepexesi kabeni 1 kabeni
3BaprOBaNbHOroO anapaTty MOBWHHI CUCTEMATUYHO nepesipATUCA daxiBLEM eneKTpUKOM Ha
crnpasHiCcTb i3onAauii;

-Nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMaTM 30BHILUHI KOXyX anapary.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPOIOTLCA Mifg 4ac poboTn, MOXyTb 06MekTu LWKipy abo BUKIMKaTK NONYyM's, TOMY 3aBXAN Cif,
HOCUTW 3axXMCHY Macky 3 ToHoBaHWM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, LLL0 3HaX0AATbCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMHaTb BUMPOMIHIOBaHHS.

HEBE3MEKA LWKIA/IMBUX TA3IB | BUMAPIB

-YTBOPEHi AWM Ta LWIKIANUBI rasu BUAANUTU 3 po6040i 30HM cnelianbHUMKM 3acobamu;
-3abe3ne4ynTn AOCTaTHI NPUTOK CBIXKOro NoBiTpA;

-BUNapuN PO3YUHHUKIB HE MOBUHHI NOTPaNIATU B 30HY BUNPOMiHIOBaHHA 3BaptOBanbHOI Ayru.

-
©

HEBE3MNEKA MAFHITHOro nona

MarHiTtHi nons BMCOKOi iIHTEHCUBHOCTI, CTBOPEHi BUCOKUM CTPYMOM, MOXYTb YMHUTU HeraTUBHUIA
BMAMB Ha Npaue3aaTHiCTb enekTponpunaais (Hanpuknag, kapaioctumynatop). Ocobu, Aki MatoTb
Taki npunagu, MNOBWHHI MopaauvTUcA 3 nikapeM, nepll Hixk Habnuxkatnca go po6oyoro
3BaploBasibHOro MaraaHumnka.

HEBE3MEKA BU/IbOTY ICKOP

-3alMUCTI NpeaMeTV BUAanuTn 3 pobo4oi 30HK;

-He AonyckaloTbCA 3BaptoBanbHi po60TH Ha EMHOCTAX, Y AKKUX 36epiratoTbea abo 36epiranucs rasm,
nanbHe, HapToNpoAyKkTU. MoxknmBa Hebeaneka BUBYXY 3anULLKIB LIUX MPOAYKTIB;

-y NOXeXo- Ta BUbyxoHebe3neuHmx NpUMILLLeHHAX 4OTPUMYyBaTUCA 0COBNMBUX NpaBun, BiANOBIAHO
[10 HaLliOHaNbHWUX Ta MDKHAPOAHUX HOPM.

OCOBWCTE 3AXUCHE CNOPAOXKEHHA

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

-HOCITb MilyHE B3yTTA, L0 36epirae i3ontoto4i BNacTMBOCTI, B TOMY YUCAi 'Y BONOTMX yMOBaX;

-3axuLLanTe PyKK i3010YMMIY PyKaBUYKaMU;

-3axuLanTe o4i 3aXMCHOK Mackor 3 GiNbTPOM NPOTH ybTPadioNeToBOro BUNPOMIHIOBaHHSA, AKWIA
BiANoBifae ctaHAapTam TexHikn 6eaneku;

- BUKOPUCTOBYNTE TiNbKM BiAMNOBIAHUI (BaXKKO3aMMUCTUI 0AAT).

#)
=ale

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBarbHa fyra, Aka BUHMKAE Nif Yac 3BaprloBaHHsA, MOXE BUAABATV 3BYKMW PiBHA BULle 85 Ab
NpoTAroM 8 roanH po60o40ro Yacy. 3BaproBanbHUKMY, LLO NPaLooTh 3 061aaHaHHAM, Nig Yac po6oTu
MatoTb HOCUTU 3aCO6M 3aXWUCTy OPraHiB CyXxy.

PATON StandardTIG DC MMA -4-
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

_ Ctucnui

— 5 noci6HMK
KopucTyBaya
ManbHUK PeMiHb ana

aproHoayrosui, 4 M** nepeHeceHHA
anapaty

3BaptoBanbHUi kabenb 3 KNEMOKO

«maca» ABICOR BINZEL, 3 m** Foxepeno xuenerns
3BaploBanbHOI Ayru 3

MepexxeBMM kabenem

LLIBMAKO3HIMHUIA
MHEBMOPO3’eM

* - ina mopeneit StandardTIG-160/200/250
** - KpiM Moaenew 3 iHaekcoM «WA»

YMPABJIIHHA TA IHOUKALLIA

StandardTIG-160/200/250
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StandardTIG -270/350-400V

1-KHonka MODE B160py pexunMy po6otu:
a) pyyHe ayroee 3BaproBaHHA LWUTY4HUM enekTpogom (MMA);
b) 3BaploBaHHA B aproHi, eNeKTpoaoM Lo He nnasutbes (TIG);
c) 3BaploBaHHA HaniBaBToMaTU4YHe B 3axXUCHUX rasax (MIG/MAG);
d) yucTka/nonipyBaHHA Heipxkasitoumx ctanet (CLEAN);
2-Pyyka perynatopa ansa Bubopy ¢yHKUin/napamMeTpiB NOTOYHOrO PeXXMMy 3BaploBaHHA Ta BCTAHOB/EHHA iX 3HayYeHHA. [ToBepTanTe
py4Kky ana Bubopy ¢yHKuUin/napaMeTpiB, HATUCHITb Ha Hei ANA Nepexoay A0 BCTaHOBNEHHA 3HaYeHHA BMOpaHoi dyHKuUii/napameTpy.
3Ha4eHHA BCTaHOB/MIOOTLCA MOBOPOTAMU PYYKM perynatopa. HaTUCHITb Ha pyyKy perynatopa Lie pas, o6 NOBEepHYTUCH 40 MEHI0
Bnbopy dyHKUin/NnapameTpis;
3-[ucnneit;
4-KHonka PROG Burb6opy nporpamu 3BaptoBaHHA (Habip paHille HanawitoBaHMX KOpucTyBayeM napametpis). JlogatkoBa ¢yHKLiA
y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyWTe binblue 1 cekyHAM ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI;
5-Po3'eM nogadi curHanies kepyBaHHs Bif, MexaHi3My noaadi 4poTy A0 AXKepena CTpyMy;
6-BuMUKay XMBNEHHS;
7-Kabenb XMBNeHHsn;
8-THi3a0 noaavi 3aXMCHOro rasy B nNanbHUK;
9-Po3'eM KepyBaHHA KHONKaMU Ha NanbHUKY;
10- LUTtyuep nogavi 3axmcHoro rady 3 6anoHa;
11- BonToBe KpinneHHA 3a3eMNEeHHA;
A —THi300 3BaprOBaibHOMO CTPYMY «t»:

a) npw 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbkun kabenb «<Maca»;

b) npw 3saptoBaHHi MIG/MAG cyuinbHUM APOTOM — NiAKNIOYAETLCA CUTOBA NEpeMmYKa 3BaptoBasibHOro CTpyMy Ao 610Ky
nopadi ApoTy;

c) npw 3BaptoBaHHi MIG/MAG UCHUM K Apotom (FCAW-S) - nigkntovaetbea kabenb «<Maca»;

d) npu 3aptoBaHHi MMA - nigkntovaetbcAa kabenb enekTpoAoTpuMaya (NP BUKOPWUCTaHHI creuianbHUX enekTpoAis
niakntoyaeTbcs kabenb «Maca»);

e) npw ynieHHi/nonipysarHi «CLEAN» - nigkntoyaeTbca kabenb «Maca»;
B - MHi380 3BaptoBasIbHOrO CTPYMY «—»:
a) npw 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbku kabenb aproHoAyroBOro nanbHMKa;

b) npw 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM — NigkntoyaeTbca kabenb «Maca»;

c) npu 3saptoBaHHi MIG/MAG camosaxucHuM ¢ntocosuMm apotoM (FCAW-S) - nigkntoyaeTbcs cunoBa nepeMuyka
3BaploBanibHOToO CTPyMy A0 610Ky noaadi ApoTy;

d) npu 3BaptoBaHHi MMA - nigkntoyaeTbes kabenb «Maca» (MPU BUKOPUCTaHHI cneuianbHUX eNekTPoAiB NiakntoYaeTbea
Kkabenb enekTpogoTpMMaya);

e) npw YnLLeHHi/nonipyBaHHi «CLEAN» - nigkntovaeTbcs Kabenb eneKkTPoLLITKY.

PATON StandardTIG DC MMA -6-
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IHOUKALIA ANAPATA
TIG

NaFaMeTFH: b
KHOMKAa NafleHWka:  LIFT
iMNYNecHKMA FewiaM: OFF

MIG/MAG

0 i . 1- MOTOYHUI PEeXKUM 3BaprOBaHHSA;
, 2- HoMmep noTo4yHoi Nporpamu;

3- Hassa noTto4Hoi PpyHKLii / napameTpa;
4- 3HaueHHA obpaHoi GyHKLii / napameTpa;
MMA 5- I'IepeniK Ta BCTAHOB/EHi 3HAUEHHS ABOX HACTYNMHUX
napameTpiB B MEHIO

MFor He 1 Pl
—{4]

NaFaMeTFH: o
cHna Nar. CTarTa:  SH%
qyac Mar. CTarTy: B,3C

CLEAN

N HanF'dIra. (4
5" 95V @

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaT NpuU3HayYeHU BUKIKOYHO ANA: aproHogyroBoro 3saptoBaHHA (TIG), HaniBaBTOMaTMYHOrO 3BaplOBaHHA B
cepenoBuLli 3axmcHux rasis (MIG/MAG), py4HOro AyroBoro 3BaploBaHHA CTPWXKHEBUM MOKPUTUM enekTpogom (MMA) a6o gns
eneKTPOXiMiYHOro oumLLEeHHA/nonipyBaHHA BUPO6IB 3 Heip>kaBitounx ctanen. IHLe BUKOPUCTaHHA anapaTy BBaXXaeTbCA TaknM, LLLO He
BiANoBifae Moro npuaHaveHHto. BUpobHUK He Hece BiAMOBIAANBHOCTI 3a MOLUKOAXKEHHA BHACNiAOK BUKOPUCTaHHA anapaTty He 3a
npu3HayeHHAM. BukopucTaHHsA BignoBiAHO A0 NpU3HaYeHHA Nepeabavae 4OTPUMaHHA BKa3iBOK LibOro nocibHuka 3 ekcnayaTtawji.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3milyBaT anapaT Tak, LWob 3abe3nedyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XO0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha NepeaHin i 3agHi naHensax. CniakyhTe 3a TM, Wo6 MeTaneBun Nun (Hanpuknaa, Nun Bif HaxaayHoro wnipysaHHA) HE
3acMokTyBasnaca 6e3nocepeHbo B anapaT BEHTUIATOPOM OXOMTOAXKEHHS.
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nIgAK/IFOYEHHA 4O MEPEXKI X)KUBJ/IEHHA

3BaptoBanbHi anapatv PATON StandardTIG po3paxoBaHi Ha:

1. MepexeBy Hanpyry 220 B (-27% +18%) — ana mogenewn StandardTIG-160/200/250;

2. TpudasHy MmepexxeBy Hanpyry 3x380 B a6o 3x400 B (Moaeni StandardTIG -270/350-400V) — ans uboro BuBeaeHo Tpu agpoTtu. Mpasuna
TexHiku 6e3neku nig 4yac npoeeaeHHA pobiT 3i 3BaptoBanbHUMM ob6nagHaHHAM
BMMaraloTb 3a3eM/eHHsA Koprycy anapaty. [4na uboro nepeabayeHo ABa BapiaHTU:

-BUKOPUCTAHHA YeTBepTOro ApoTy y MepexkeBoMy kabeni XOBTO-3€1€HOro Kosbopy L2

(Mi>kHapoAHWI cTaHAapPT MapKyBaHHSA);
- BUKOpUCTaHHA 60NTOBOI KEeMU Ha 3a4Hi NaHeni anapaTy (CTaHAapPT 3a3eM/IEHHA, AKUIN

BMKOpUCTOBYBaBCA B KpaiHax CH/).

[na nigkntoveHHs 3BaptoBanbHux anapaTis PATON o 3-¢pasHoi Mepexi XXWBNeHHsA L1

BMKOPUCTOBYINTE Kabenb 3 YoTMPMa NpoBoAaMu, WO Bignosiaae ctaHaapTy IEC 60445: L3
-KopuyHesuii nposia —¢azall;
-YopHui nposia —daszal2;
-CuHin nposig, - ¢a3zal3; J__
-)KoBTO-3eN€HU NPOBIA  — 3a3eM/EHHA. =

YBATA! MNMpu nigkntoueHHi anapata go Hanpyryu Mepexi e 270 B (ana moaeneit StandardTIG-160/200/250) a6o 450 B (StandardTIG-
270/350-400V), BCi rapaHTiliHi 3060B'A3aHHA BUPO6HMKa BTpayatoTb cuny! Po3'eM XMBNEHHA, MONepeYHuii nepepia kabenis XMBNEHHA,
a TakoXX MepexkeBi 3anoBiXKHUKN NOTPIBGHO BUGMPATU BUXOAAYUN 3 TEXHIUHUX AaHWX anapaTa.

Mapamempu pe>xkuMiB 3BaproBaHHSA

Enektpopu pna BcTtaHoBneHe 3Ha4YeHHsA [iameTp ApoTy npu Mnowia nonepeyHoro nepepisy Makc. poBXuHa
MMA, MM ctpymy npyu MMAIiTIG, A MIG/MAG, MM NpPoBOAY XUBNEHHSA, MM? nposoay, M
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75
1,5 115
a2 no 80 no 30,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
@3 no 120 no 30,8 2,5 130
4,0 205
6,0 310
2,0 75
24 £o 160 25 95
4,0 155
no 31,0 6,0 230
2,5 60
@5 0200 4,0 100
6,0 150
2,5 48
26 ner(ffnnaBKi A0 250 R0 21,2 4 80
6 120
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
@3 no 120 no 20,8 2,5 220
4 350
6 525
2 130
2,5 160
@4 no 160
4 260
no 21,0 6 385
2,5 115
@5 no 220 4 180
6 270

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM
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2,5 85

6 nerkonnaeki [o 270 no 91,2 4 135
6 205

2,5 65

a6 no 350 no 91,4 4 100

6 150

VYBATA! Mepemukau >xuBneHHa anapatis StandardTIG-160/200/250 He € CUNOBUM, BiH He 3HECTPYM/IHOE BHYTPILUHIO €NEeKTPOHIKY
noBHicTto. TOMy BUIAMaTe BUAKY 3 MEpPEXXi 3riAHO NpaBua TEXHIKM 6e3neku nicns 3aBepLUeHHA poobiT.

BUBIP MOBU MEHHIO AMAPATA

YBIMKHiTb anapaTt yTpumytoun kHornky MODE (1) ana Bu6opy/3MiHM MOBW MeHo anapaTta. [ToBopoTamMu pydku perynatopa obepitb
6axkaHy MOBY, Ta HaTUCHITb Ha py4Ky perynatopa, wob niareepavTv Bubip. Anapat NpPoAoBXMTb Po6oTy 3 iHTepdelicoM o6paHoto
MOBO}O.

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

APrOHOBUM
NANbHUK

APIOHOBWUM
MAJTbHUK

KNEMA "MACA"
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CXEMA MNIAK/TIOYEHHA AMAPATA 4/19 HATNIBABTOMATU4YHOIO 3BAPHOBAHHA (MIG/MAG)

30BHIWHIA MEXAHI3M

A
: \1_ 7" nopaui apoty

CO2
Ar+CO2

HAﬂ]BABTOMATW-IHVIVI

—_—

M BUPIE

PekomeHAgoOBaHa A0B>KUHa 3BaproBa/sibHUX ka6enis ana MMA:

MakcumManbHui cTpyMm, A TR R A nqnepeulzoro Mapka ka6ento
(B 0A4HY CTOPOHY), M nepepisy, MM
100 2..9 10 Kr1x10
3..14 16 Kl 1x16
2...9 16 Kl 1x16
160 3...14 25 Kl 1x25
2.7 16 Kr1x16
200 3..10 25 Kr 1x25
2..8 25 Kr 1x25
250 3..12 35 Kr 1x35
270 5..11 35 Kl 1x35
350 6..14 35 Kl 1x35

CXEMA MNIAK/TIOYEHHA AMAPATA 4/1A4 YACTKN/IMOJ/1IPYBAHHA (CLEAN)

PATON BRUSH

KJIEMA "MACA"
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TEXHIYHI XAPAKTEPUCTUKN

StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
A 30 -160 -200 -250 -270-400V -350-400V
. . 3x380 3x380
HominanbHa Hanpyra Mepexi 50/60 'y, B 220/230 220/230 220/230 3x400 3400
HOMIHaNbHMA CTPYM, L0 CMOXMBACTLCA 3 18...21 25..28 29,5..35 12..14 16..18,5
dasun Mepexi, A
HomMmiHanbHWIM 3BaptoBanbHUN CTPyM, A 160 200 250 270 350
MakcumanbHWIA gitounin cTpym, A 215 270 335 350 450
45%/npn 45%/npn 45%/npun 70%/npwn 70%/npn
TpuBanicTb HaBaHTaXeHHaA (TH) 160 A 200A 250 A 270 A 350 A
100%/npwm 100%/npwn 100%/npwn 100%/npwn 100%/npwm
106 A 134 A 167 A 225 A 290 A
Me>xi 3MiHM Hanpyru Mepexi XusneHHa, B 160 - 260 160 - 260 160 - 260 +15% +15%
Mexi  perynoBaHHA  3BaptoBanbHOro 8-160 10-200 12250 12-270 14-350
CTpyMmy, A
Mexi peryntoBaHHA 3BaploBasbHOI 12-24 1226 12-28 1229 12-30
Hanpyru, B
[JiameTp LWITy4HOro enekTpoga, MM 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
[liameTp cyuinbHOro  3BaptoBasbHOrO 0.6-1,0 0.6-1,0 0.6-1,22 0,6-12 0.6-14
APOTY, MM
IMNynNbCHI peXxuMu nig Yac 3BaproBaHHA, MMA: 0,2...500 - perynboBaHuii; TIG: 0,2...500 — perynboBaHui;
'y MIG/MAG - cuHepreTuiHum
apaynit ctapT (Hot-Start) B cnoco6i MMA PerynboBaHa
®dopcax ayru (Arc-Force) B cnoco6i MMA PerynboBaHa
AHTUNpUAnnaHHa (Anti-Stick) 8 MMA ABTOMaTU4YHA
510K 3HWXKEHHS Hamnpyrn XoN0CToro xoay BKJ1/ BUMK
Hanpyra xonoctoro xogy MMA, B 12/70
Hanpyra nignany gyru, B 110
HoMiHanbHa cnoXkmBaHa NoTy>XHicTb, KBA 4,2..4,8 52..6,2 6,5..7,7 7,9..93 10,6...12,2
MakcuManbHa CcrnoXuBaHa MOTYXHICTb, 6.3 8.1 9.4 113 15,2
KBA
KKA, % 90
Twun oxonoa>XeHHsa ApantusHe NoBiTpAHe
[Jiana3oH po6oynx Temnepatyp, °C -25...+45
FabapuTHi po3mipu, MM 345x112x 345x112x 345x112x 390 x 145 x 390 x 145 x
(JoexuHa x LupuHa x Bucota) 290 290 290 335 335
Maca 6e3 akcecyapis, Kr 5,7 5,9 6,0 10,1 10,3
Knac 3axucty IP33

HANALUTYBAHHA ®YHKLIIA AMTAPATA

Mpwn 3abnokoBaHOMY MEHIO HanalwTyBaHb Ha eKpaHi BigobpaXkeHU 3aKpUTUA 3aMoK: H anapaT BUBOAWUTb Ha ekpaH 3Hau4eHHA
OCHOBHOrO NapaMeTpa NoTOYHOro PEXMMY 3BaploBaHHsA:

-y cnoco6i TIG - 3BaptoBanbHU CTPYM;

-y cnoco6i MIG/MAG - 3BaptoBasnibHa Hanpyra/Kopekuis Hanpyru — B iMnyibCHOMY pPexXuMi;

-y cnoco6i MMA - 3BaptoBanbHuUI CTPYM;
-y pexxumi CLEAN - Hanpyra o4nLLeHHs.

PerynaTop (2) Ha nepeaHin naHeni anapaTy — OCHOBHWI OpraH KepyBaHH#A, 3a NOro 4ONOMOro MOXXHa POBUTU HACTyMNHe:

-NoOBOPOTaMM PyuKn BUGMpanTe Mo Koy GyHKLUIi Ta ix 3HaUEHHSA Y NOTOYHOMY PeXnMi 3BaptoBaHHA

-HaTUCHITb Ha PyuKy, LLL06 NiATBEPANTN BCTAHOB/IEHHA 06PAaHOro NapameTpy UM NOro 3HaYeHHs;

-HaTUCHITb Ta YTPUMYITe Ha pyudky perynatopa 6inbwe 12 ¢, Wwob CKUHYTM 3HA4YeHHA BCiX YHKUIM A0 3aBOACBKWUX HanallTyBaHb
NOTOYHOrO cnocoby 3BaptoBaHHA.

KHonka MODE (1) Ha nepeaHiln naHeni BignoBiaae 3a 3MiHy pexunMy 3BaptoBaHHA, NepeMnkaHHA BigbyBaeTbCca No Kony.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Axwo MeHto anapata 3ab6nokoBaHe, TO pyyka perynatopa (2) 3MiHIOE 3Ha4YeHHs TifIbkK OCHOBHOTO MapaMeTpy MOTOYHOro PEXUMY
po6oTn. HaTCHITb Ta yTpuMyinTe pyuky perynatopa (2) 6inbie 6 cekyHa A/1A PO3B/IOKYBAHHA MEHIO. Mpu po36nokyBaHHi Ha ekpaH
BMBOAUTbCA 306paxkeHHA 3aMKa, AKMI BigkpuBaeTbea. [licna ycnilwHoro po36nokyBaHHA A0AaTKOBI OYHKLIT pexxuMmy poboTu Ta ix
3HaYeHHA AOCTYMHI ANA 3MiHW.

20,6...1,0 Npu 3BaproBaHHi iIMNYNLCHUM CTPYMOM CTaneBoro Ta HeipXasitoyoro ApoTy
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ANA BIOKYBAHHA MEHIO HaTUCHITb i yTpMMyiiTe pyuky perynatopa (2) goslwe 6 cekyHd. byae BigobpaxkeHa aHimMauis 3amka, WO
3aKpunBaeTbCA, nicna MeHo anaparta 6y,ue 3abnokoBaHe.

MEPEMUKAHHA HA BAXXAHWUWA PEXXUM POBOTU

HaTtucHitb kHonky MODE (1) ans nepekntoueHHA Ha HacTynHUI po6o4nii pexmnm no kony. Haseu pexxuMis BigobpaxkytoTbca Ha gucnnei.

CKUAAHHSA HAJTALUTYBAHb BCIX ®YHKLIV TOTOYHOI O C[TOCOBY 3BAPIOBAHHA

HaTucHiTb Ta yTpuMyiiTe pyyky perynatopa (2) 6inbLue 12 cekyHz (He 3BepTaviTe yBarv Ha aHimaliito 3aMouka), o6 CKUHYTU 3HaYeHHsA
BCiX MapaMeTpiB A0 3aBOACHKUX HanalTyBaHb. byae Bigo6paXkeHnin 3BOpOoTHUI Bianik «333...222...111...» i npu gocArHeHHi «000» BCi
HanawTyBaHHA BU6paHoi NporpamMmmn NOTOYHOIo PeXXMMy 3BaptoBaHHA ByayTb OHOBEHI Ha 3aBOACKHKI. CKMAaHHA NapaMeTpiB AN1A KOXHOI
nporpaMm KOXHOFo pPexXuMy 3BaptoBaHHA pobnAaTbcA okpemo. Lle 3pobneHo AnA 3pyyHoCTi, W06 He CKUHYTW iHAMBIAyanbHi
HanaluTyBaHHA B ABOX iHLLNX pexuMax Ta iHLLUX nporpamMax.

3MIHA TPOrPAMU 3BAPHOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epirati Ta 3aBaHTa>XuTu A0 16 pisHUX BapiaHTIB HanalwTyBaHb
3BaploBanbHOro npouecy (nporpam). MoTouHMIA HOMep HanalwTyBaHHA (Nporpamu) BigobparkaeTbca NpaBopyy 3Bepxy Ha ekpaHi. Mig
yac nepLuoro yBiMKHeHHs anapara A/ KOXKHOro cnocoby 3BaproBaHHA BUBOAUTLCA Nporpama nig N21.

HaTtucHite kHonky PROG (4)- 6yae BigobpaxkeHnin HoMep notouHoi nporpamu. O6epiTe NOTPiGHY NporpaMy pydkoto perynatopa (2) i
HaTUCHITb Ha Py4Ky ANA NiATBEPAXKEHHA BUGOPY — 6yayTb 3aCTOCOBaHi HanawTyBaHHA o6paHoi nporpamMu.

Yci 3MiHW, BHECEHIi 3ro40oM B HanaluTyBaHHAX anapaTa, aBToMaTUyHo 36epiratoTbea y 06paHii NoTo4HIN Nporpami.

MEPENIK ®YHKLLIA AMAPATA

AproHogyrose 3BaproBaHHA (TIG)

0) [-2-] oCHOBHWI NapaMeTp - CTPYM 3BaploBaHHA (3a 3aMoBYyBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) ans StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) ans StandardTIG-250;
d) 12 ... 270 A (kpok 3MiHK 1 A) gna StandardTIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardTIG-350-400V;
1) [but] pe>xuM KHONKM NanbHMKa (3a 3aMoBYyBaHHAM = 2T);

a) LIFT - koHTakTHWUI pexxuM 3anantoBaHHA ayrv TIG-LIFT (BeHTUNbHWIA NanbHWK);

b) LIFT2T -2-TakTOBW peXXUM 3 KOHTaKTHUM 3anantoBaHHAM ayrn TIG-LIFT2T (nanbHUK 3 KHOMKOO);
c) LIFT4T —-4-TakTOBWU peXXUM 3 KOHTaKTHMUM 3anantoBaHHAM ayrn TIG-LIFT4T (nanbHUK 3 KHOMKOHO);
d) HF2T -2-takToBUI pexunmM 3 6€3KOHTaKTHUM 3anantoBaHHAM ayru TIG-HF2T;

e) HFA4T -4-takToBUI pexunmM 3 6€3KOHTaKTHUM 3anantoBaHHAM ayru TIG-HFAT;

2) [t.Pr] yac nepeara3sy(3a 3amoBuyBaHHAM = 0,4 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
3) [t.Po] wac nicnara3sy (3a 3aMoBYyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);
4) [Pr.A] cTapToBuMiA CTPYM (3a 3aMOBYYBaHHAM = 20 A);
a) 8...50 A (kpok 3MiHu 1 A) ana StandardTIG-160;
b) 10...50 A (kpok 3MiHu 1 A) ana StandardTIG-200;
c) 12...50 A (kpok 3MiHuM 1 A) ana StandardTIG-250;
d) 12...50 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
5) [Po.A] KiHLLeBUIA CTPYM (3a 3aMOBYYBaHHAM = 20 A);
a) 8...50 A (kpok 3MiHu 1 A) ana StandardTIG-160;
b) 10...50 A (kpok 3MiHu 1 A) ana StandardTIG-200;
c) 12...50 A (kpok 3MiHu 1 A) ana StandardTIG-250;
d) 12...50 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
6) [t.uP] yac HapocTaHHSA CTpPyMYy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHu 0,1 c);
7) [t.dn] yac cnapa cTpyMy (3a 3aMOBYYBaHHAM = 0,2 ¢C);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHu 0,1 c);
8) [Po.P]iMnynbcHUiA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHW;

PATON StandardTIG DC MMA -12-



FPATON

HAopaTtkoBi napaMeTpu iMmnynbcHoro pexxumy TIG:

9) [-2-] 6a30BUI cTPYM (32 3aMOBYYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) ans StandardTIG-250;
d) 12...270 A (kpok 3MiHM 1 A) ans StandardTIG-270-400V;
e) 14...350 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
10) [I.PS] cTpyM nayau (3a 3aMoBYyBaHHAM = 25 A);
a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) ans StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) ans StandardTIG-250;
d) 12...270 A (kpok 3MiHM 1 A) ans StandardTIG-270-400V;
e) 14...350 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
11)  [Fr.P]uacToTa nynbcauii cTpyMmy (3a 3aMoBYyBaHHAM = 10 IL);
a) 0,2...500 Ny, (AnHaMi4YHWA KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa - BifHOCHa TpMBanicTb iMnynbcy 6a30BUI CTPYM (3a 3aMOBYYBaHHAM = 50%);
a) 4...80% (KpOK 3MiHW 2%);
13) [SPT] pe>xum 3BaptoBaHHa SPOT (3a 3amMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpu pe>xkuMy TouKoBoro 3saptoBaHHsa (SPOT/COLD) TIG:

14)  [I.SPT] cTpyM Kpanku (3a 3aMoBYyBaHHAM = 160 A);

a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardTIG-250;
d) 12 ...270 A (kpok 3MiHK 1 A) ana StandardTIG-270-400V;

e) 14...350 A (kpok 3MiHK 1 A) gna StandardTIG-350-400V;
15) [t.SP]uac kpanku (3a 3amoB4YyBaHHAM = 0,02 c);

a) 0,01 ... 25 ¢ (AMHaMi4HuMIt Kpok 3MiHKM 0,01 ¢ ... 1 ¢);
16) [t.PS]uac nay3u (3a 3aMoBYyBaHHAM = 1 C);

a) OFF ... 0,5 ... 5,0 c (kpok 3MiHK 0,1 c).

HaniBaBmomamuyHe 3BaproBaHHA (MIG/MAG)

0) [-3-] Hanpyra 3BaptoBaHHA - OCHOBHWUI NapaMeTp (3a 3aMoBYyBaHHAM = 19,0 B);
a) 12,0...24,0 B (kpok 3MiHu 0,1 B) ana StandardTIG-160;
b) 12,0...26,0 B (kpok 3miHu 0,1 B) ans StandardTIG-200;
c) 12,0...28,0 B (kpok 3miHu 0,1 B) ans StandardTIG-250;
d) 12,0...29,0 B (kpok 3MiHu 0,1 B) ana StandardTIG-270-400V;
e) 12,0...32,0 B (kpok 3MiHu 0,1 B) ana StandardTIG-350-400V;
) [t.uP] yac HapocTaHHA CTpyMy (3a 3aMoB4YyBaHHAM = 0,1 c);
a) 0,0 ...5,0 ¢ (kpok 3MiHK 0,1 c);
2) [t.dn] yac cnapa cTpyMy (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0,0... 5,0 c (kpok 3MiHK 0,1 c);
) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMOBUYyBaHHAM = 0);
a) -5 ... +5 (KpOK 3MiHW 1 piBEHb);
) [Po.P]iMmnynbcHuii pexxum = OFF (3a 3aMoBYyBaHHAM = 0,0 B);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHUI;
MapameTpu iMnynbcHoro pexxumy MIG/MAG:

-

w

B

5) [Adu] Kopekuis Hanpyry - OCHOBHWI NapameTp y iMMNyNbCHOMY pexuMi (3a 3amMoBuyyBaHHAM = 0,0 B). Takox Bigo6paxkeHa
pes3ynbTyloda Harnpyra 3BaploBaHHs, Ha AKy BN/IMBalOTb KOPEKLLiA Hanpyry, MaTepian ApoTy, AiaMeTp ApoTy;

a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inbLLeHHAM 3HaYeHHA NapaMeTpy pocTe A0BXMHa Ayru;
6) [tYP] Tvn maTepiany apoTy (3a 3aMoBUyBaHHAM = Fe);
a) Fe — 3BuuanHumn ctanesnin apit Tuny ER70S-6 (BUKOpMCTOBYBaTM 3aXMCHUI ra33 Tinbku cknagy 82% Ar +18% CO,);

b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (BUKOPWCTOBYBATM 3aXMCHWIL ras® Tinbku cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-kpeMHieBuit apiT TMNy ER4043 (BUKOPMCTOBYBATU 3aXMCHMIA ras® Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
7) [dia] piaMeTp ApoTy (3a 3aMoBYyBaHHAM = 0,8 MM);
a) 0,6...0,8 MM ans ctanesoro Ta Hepxagitoyoro ApoTy StandardTIG-160
b) 0,6...1,0 MM ans cTanesoro Ta Hepxagitoyoro ApoTy StandardTIG-200/250;
c) 0,6...1,2 MM Ans cTaneBoro Ta Hepxasgitoyoro ApoTy StandardTIG-270/350-400V;
d) 0,8...1,2 MM AnA antoMiHieBOro ApoTy.

3 peKkoMeH/0BaHa BUTPaTa rasy Bia 7 N/XB ANA HU3bKMX CTPYMIB Ta Bia 14 n/xs i 6inblwe ana ctpyMis 150-200 A
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PyuHe enekmpoagyroBse 3BaproBaHHA (MMA)

0) [-1-] cTpyM 3BaptoBaHHA - OCHOBHWUI NapaMeTp (3a 3amoB4YyBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardTIG-250;
d) 12 ...270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;
e) 14...350 A (kpok 3MiHu 1 A) ana StandardTIG-350-400V;
) [H.St] cuna "Fapadoro ctapTy" (3a 3aMoBYyBaHHAM = 50%);
a) O[OFF] ... 100% (KpoK 3MiHu 5%);
) [t.HS] uac "Mapayoro cTapTy" (3a 3aMoB4YyBaHHAM = 0,3 C);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
) [Ar.F] cuna "®opcaxy ayrn" (3a 3aMoBUyBaHHAM = 50%);
a) 0 [OFF] ... 100% (Kpok 3MiHu 5%);
) [u.AF] nopir «®@opcak ayru» (3a 3aMoBYyBaHHAM = 12 B);
a) 9... 18 B(kpok 3MiHu 1 B);
) [BAH] Haxun BonbTaMnepHOi XapakKTepPUCTUKM (3a 3aMOBUYBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] pe>xuM KOpOTKOi Ayru (3a 3amoB4vyBaHHAM = OFF);
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWI;
7) [BSn] 610K 3HU>KEHHA HanNpyru XxoN10CTOro XoAy (3a 3aMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHeHWI;
) [Po.P]iMnynbcHMiA pe>xkuM (3a 3aMmoBUyBaHHAM = OFF);
a) ON - yBiMKHEHUI;
b) OFF - BUMKHeHWI;
JAopaTtkoBi napameTpu iMnynbcHoro pexkumy MMA:

-

N

w

B

9]

<)

9) [-1-] 6a30BuMIA CTPYM - OCHOBHUIA NapaMeTp (3a 3aMoBYyBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;

) 10...200 A (kpok 3MiHK 1 A) gna StandardTIG-200;

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

) 12 ... 270 A (kpok 3MiHW 1 A) ana StandardTIG-270-400V;

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

1.PS] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A);

®© Q00

10)

a) 8...160 A (kpok 3MiHW 1 A) gna StandardTIG-160;
b) 10...200 A (kpok 3MiHK 1 A) ans StandardTIG-200;
c) 12...250 A (kpok 3MiHK 1 A) ans StandardTIG-250;
d) 12... 270 A (kpok 3MiHu 1 A) ana StandardTIG-270-400V;

e) 14...350 A (kpok 3MiHK 1 A) ana StandardTIG-350-400V;

11)  [Fr.P]uacTtoTa nynbcauii cTpyMy (3a 3aMoBYyBaHHAM = 5,0 l');
a) 0,2...500 'y, (AnHaMi4YHU KPoK 3MiHK 0,1 Ty...1 Tw);

12) [dut] 6anaHc iMnynbc/naysa - BigHOCHa TpPMBanicTb iMNynbCy 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 50%);
a) 20...80% (KpOK 3MiHU 2%).

Pe>kum enekmpoximiyHoro oyuw,eHHa/nonipysaHHa (CLEAN)

0) [-4-] Hanpyra - oOCHOBHWUI NapaMeTp (3a 3aMoBYyBaHHAM = 12,0 B);
a) 8...12 B (kpok 3MiHu 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.

YBATA!!! MNepen BvkopucTaHHAM 06nagHaHHA PeKOMEHAYEMO 03HAMOMUTUCA 3 IHCTPYKLiE 3 ekcnnyaTtauii, a TakoX
nepeBipuTU NPaBUbHICTb 3aMOBHEHHA rapaHTIMHOro TanoHa: Ha3Ba Moaeni npuabaHoro Bamu Bupo6y, Ta Moro cepinHuim
HOMEpP NOBUHHI 6YTK iAEHTUYHI 3anMucaM B rapaHTIMHOMY TanoHi. He 4ONyCcKaeTbCA BHECEHHA B TanoH 6yAb-AKUX 3MiH Ui
BUMPABNEHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELUHA rapaHTye cnpaeHy po6oTy o6nagHaHHA y pasi 4OTPMMaHHA CnoXuBayeM yMOB ekcnyaTauii, 36epiraHHa 1
TpaHCNOPTYBaHHA.
YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1agHaHHA CTAHOBUTb:

Mogpenb anapaty TepMiH rapaH
StandardTIG-160 .
StandardTIG-200 5 pokie
StandardTIG-250
StandardTIG-270-400V 8 poxn
StandardTIG-350-400V 2 pokun

OCHOBHWI rapaHTinHWIA Nepios 064YNCNIOETCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHAyeMo ana 3anobiraHHA BUXoAy anaparty 3 najy OAMH pa3 Ha NiBpoKy, 3a/1eXKHO Big YyMOB eKcnyaTtauii, 3HATU 3aXUCHY KPULLIKY
i BUKOHaTU YUCTKY BHYTPILIHIX €NeMeHTiB i By3niB obnagHaHHA CTUCHEHWMM MOBITPAM. YMCTKY HEO6XiAHO NPOBOAWMTM aKypaTHO,
YTPUMYHOUM LINaHT KOMMNPecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTU NOLLKOAXKEHHS Naliku eNeKTPOHHUX KOMMOHEHTIB i MeXxaHi4HMX
4YacCTUH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiody, y BUNagKy rapaHTinHOro peMoOHTy, npoaaselb 3060B'A3yeTbcA 6€3KOLUTOBHO AnA
BNacHWKa iHBepTopHoro o6nagHaHHA PATON™:

-npoTAroM 1 poky 3 aatn npna6aHHA KNieHTOM o6nagHaHHA ONNaTUTK foCcTaBky o6naaHaHHA B CepBiCHUIA LLEHTP | MOro NOBEPHEHHA
KNiEHTY, BUKOPUCTOBYHOUM NOCNYrN KOMNaHii <HoBa nowwiTta»;

-NPOBECTM AiarHOCTUKY Ta BUABUTU NPUYMHY HECTIPABHOCTI;

-3a6e3neunTn HeobXiAHMMM ANA BUKOHAHHA PEMOHTY By3/1aMU Ta e/leMeHTaMu;

- BiAPEMOHTYBaTM 061aAHaHHA, L0 BUALLNO 3 Naay;

-MPOBECTM TECTYBAHHSA BiPEMOHTOBAHOIo 061afHaHHA.

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

-3 MexaHi4YHMMK NOLLKOAXKEHHAMMU, L0 BNIMHYNW Ha Npaue3aaTHICTb anapaTy (aedpopMauia kopnycy i AeTanen BHacnifoK nagiHHA 3
BUCOTM abo MexaHiYHWX yaapiB, BUNafaHHA KHOMOK Ta po3'eMiB);

-3i cnigamu Koposii, Aka cTana NPUYNHOK HECTNIPABHOIO CTaHy;

-Aike BUNMLLIO 3 najy Yepes BI/IMB CUMbHOTO 3BOMTOXEHHSA Ha MOro CUIOBI i eNeKTPOHHI eneMeHTu;

-fike BUILLO 3 Nagy Yepes HakoNMnYeHHsA CTPYMOMPOBIAHOTO NUAY (BYriNbHWIA NWA, MeTaneBa CTPy>XKa Ta iH.) BcepeauHi;

-3i cnigamMun cnpob caMocCTiIMHOro PeMOHTY Moro By3/iB Ta/abo 3aMiHN eNeMeHTiB.

Tako> OCHOBHi rapaHTilHi 3060B’A3aHHA HE NOLUIMPIOIOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTV o6nafHaHHA, AKi NignaAraTb Gi3UUYHUM
KOHTaKTaM, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a caMe:

- BUMUKAY XXUBNEHHA;

- PYYKM peryntoBaHHA napameTpiB 3BaptoBaHHA;

- po3'eMu NigKNtoYeHHA kabenis i pykasis;

-po3'eMu ynpasniHHA;

-Kabenb XXUBNEHHA | BUNKa kabento XXMBNeHHs;

- py4Ka Ana nepeHeceHHs, peMiHb Yepes nnedve, kenc, kopobka;

-TpUMaui enekTposis, knema «Macu», NanbHWK, 3BaptoBasnbHi kabeni Ta pykasu.

MpeTeHsii Woao HUX NPUMatoTbCA He Ni3HiLle ABOX TWXKHIB Nicna npoaaxy.

Mpopaeeub 3anviiae 3a coboto NpaBoO BiAMOBUTU Y Ha[aHHI rapaHTIMHOrO PEMOHTY, abo BCTAHOBWTU [ATOI0 MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MicAL | Pik BUNYCKy anapaTy (BCTaHOBMHOIOTLCA 3@ CEPIHUM HOMEPOM):

-y pasi BTpaTv nacrnopTa BacHUKOM;

- y pa3si BiACYTHOCTi KopekTHOro abo B3arani 6yab-AKOro 3anoBHeHHA NacnopTta NpoAaBLEM Mif Yac Npoaaxy anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiMHOro 06¢cnyroByBaHHA 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 operability of electrical
appliances (such as cardiac pacemakers). People who use such appliances shall consult with a
doctor before approaching the operating welding area;

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

-never remove the outer case cover when using machine.

DANGER OF WELDING ARC RADIATION

Itis forbidden to observe the welding arc with the naked eye. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with goggles with a DIN 9-10 filter). Unauthorized
persons in the operating area of the device must protect their eyes with special goggles or use non-
flammable, radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

-arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

#
avey,

DANGER OF SPARKING

-remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

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

-protect the hands with insulating gloves;

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

-wear only proper low-flammable clothes.

o[>

#)
=

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.

PATON StandardTIG DC MMA -16-
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UNPACKING

The device delivery set includes:

Quick
operating
manual

Universal case*

Quick-release
pneumatic
connector

3m welding cable with ABICOR
BINZEL groundterminal** Weldingarc supply source with
amainscable

*—For StandardTIG-160/200/250 models

**~Except ‘WA’ indexed models

CONTROLS AND INDICATION

StandardTIG-160/200/250
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StandardTIG -270/350-400V

1-Operating mode selector button MODE:
a) manual metal arc welding (MMA);
b) tungsten-arc inert-gas welding (TIG);
c) metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
d) cleaning/polishing of stainless steel (CLEAN);
2-The regulator knob for selecting functions/parameters of the current welding mode and setting their values. Turn the knob to select
functions/parameters, and press it to set the value of the selected function/parameter. Values are set by turning the knob. Press the
knob again to return to the function/parameter selection menu;
3-Display;
4-Welding program selector button PROG (the set of previously saved user parameters). Additional function in MIG/MAG method:
press and hold for more than 1 second to set the inductance level;
5-Connector for control signals from the wire feeder to the welding current source;
6-Power switch;
7-Power supply cable;
8-Shield gas fitting to welding torch;
9-Torch button connector;
10- Shield gas fitting from a gas cylinder;
11- The grounding bolt terminal;
A -Welding amperage socket "+";
a) TIG welding — only the ground cable is connected;
b) MIG/MAG welding with solid wire —the welding current jumper to the wire feeder is connected;
c) MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire - the ground cable is connected;
d) MMA welding - the electrode holder cable is connected (when using special electrodes, the ground cable is connected);
e) CLEAN cleaning/polishing - the ground cable is connected;
B - Welding amperage socket "-":
a) TIG welding - only the TIG torch cable is connected;
b) MIG/MAG welding with solid wire — the ground cable is connected;
c) MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire - the welding current jumper to the wire feeder is
connected;
d) MMA welding - the grounding cable is connected (when using special electrodes, the electrode holder cable is connected);
e) CLEAN cleaning/polishing - the electro-brush cable is connected.

PATON StandardTIG DC MMA -18-
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MACHINE INDICATION

TIG

(4]

Earameterz:ﬂ -
ime amFet-down: sl 5
time rost-gas: 4:85

MIG/MAG

1-Current operating method

2-Current program number

3-Name of current function / parameter

MMA 4-Value of selected function / parameter

5-List and values of the next 2 parameters in the menu

F-ar*ameheis%% N =5
Fower Ho art: %
time Hot Start: A, 3=

CLEAN

START-UP

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

INSTALLATION REQUIREMENTS

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

The PATON StandardTIG welding unit is rated for:

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

-Three-phase mains voltage is 3x380 V or 3x400 V (for StandardTIG-270/350-400V), three wires are dedicated for this. Safety rules
when working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using the fourth
wire in the mains yellow-green cable (international marking standard); 2) by using

a bolted terminal on the rear wall of the unit (a CIS countries).

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

StandardTIG-160/200/250) or 450 V (for StandardTIG-270/350-400V), all J_
manufacturer's warranty obligations become invalid! This situation can occur with a =
very huge imbalance in the phase voltage in a standard mains or when using a non-

standard connection. Use the mains plug, the the mains cables, the mains fuses, that correspond to the machine specifications.

SETTING THE DEVICE MENU LANGUAGE

Hold down the MODE button (1), and turn on the device to set the device menu language. Select the desired language with the
regulator knob (2) and press it to confirm your selection. The machine interface language will be changed.
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Welding mode parameters

MMA electrode | The current is set | Wire diameter for Cross-section of the Max. mains wire
diameter, mm for MMA and TIG, A MIG/MAG, mm mains wire, mm? length, m
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75
1,5 115
22 up to 80 up to ©0,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 up to 120 up to 20,8 2,5 130
4,0 205
6,0 310
2,0 75
24 up to 160 25 %
4,0 155
up to @1,0 6,0 230
2,5 60
25 up to 200 4,0 100
6,0 150
2,5 48

25 4
06 fusible up to 250 up to @1,2 4 80
6 120

3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
23 up to 120 up to 20,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160

4 260
up to @1,0 6 385
2,5 115
25 up to 220 4 180
6 270
2,5 85
fuggle up to 270 up to @1,2 4 135
6 205
2,5 65
26 up to 350 up to 91,4 4 100
6 150

ATTENTION! The power switch of the StandardTIG-160/200/250 does not completely de-energize the internal electronics when

the machine is switched off. Disconnect the plug from the mains after finishing your work to pass the safety rules.

4Up to 1,0 mm for pulse current welding with steel and stainless wire
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MACHINE CONNECTION DIAGRAM FOR TIiG WELDING (TIG-LIFT)
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Ar
Ar+He
He
ARGON-ARC
GROUNDING CLAMP
L—3 WORKPIECE
MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING
o \/ WiRE FEEDER
Ar+CO2 ‘
MIG/MAG
TORCH

WORKPIECE
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MACHINE CONNECTION DIAGRAM FOR MMA WELDING

ELECTRODE HOLDER

GROUNDING CLAMP

WORKPIECE

Recommended power cables length for MMA welding:

Set current value, A Cable length Cross-sectl:m area, Cable type
(one way), m mm

410100 2.9 10 KG 1x10
P 3..14 16 KG 1x16
2.9 16 KG 1x16

up to 160 3..14 25 KG 1x25
2.7 16 KG 1x16

up to 200 3..10 25 KG 1x25
2.8 25 KG 1x25

up t0 250 3.12 35 KG 1x35
up to 270 5.1 35 KG 1x35
Up to 350 6..14 35 KG 1x35

MACHINE CONNECTION DIAGRAM FOR ELECTRO CLEANING/POLISHING (CLEAN)

PATON BRUSH

GROUNDING CLAMP
o SEAM

WORKPIECE
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SPECIFICATIONS
StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
PRARIRES -160 -200 -250 -270-400V -350-400V
3x380 3x380
Rated supply voltage 50 Hz, V 220/230 220/230 220/230 35400 3x400
Rated consumption amperage from the 18...21 25...28 29,5...35 12..14 16..18,5
mains, A
Rated welding amperage, A 160 200 250 270 350
Maximum operating amperage, A 215 270 335 350 450
45%/at 160 A 45%/at 200 A 45%/at 250 A 70%/at 270 A 70%/at 350 A
Load duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at
106 A 134 A 167 A 225A 290 A
Mains voltage limits, V 160 - 260 160 - 260 160 - 260 +15% +15%
Welding amperage limits, A 8-160 10-200 12 -250 12-270 14 - 350
Welding voltage regulation range, V 12-24 12-26 12-28 12-29 12-30
MMA electrode diameter, mm 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6-1,0 0,6-1,0 0,6-1,2° 0,6-1,2 0,6-1,4

Welding pulse modes, Hz

MMA: 0,2...500 — adjustable; TIG: 0,2...500 — adjustable; MIG/MAG: synergistic

Hot-Start in the MMA method Adjustable

Arc Force in the MMA method Adjustable

Anti-Stick in the MMA method Automatic

No-load voltage reduction unit on / off

MMA no-load voltage, V 12/70

Arc striking voltage, V 110

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

Cooling type Air adaptive

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

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

SETTING THE MACHINE FUNCTIONS

When the settings menu is locked, a closed lock is displayed on the screen: u The device displays the name and the value of the
main parameter of the current operating mode:

-in TIG method — the welding current;

-in MIG/MAG method — the welding voltage/ voltage correction — in the pulse mode;

-in MMA method — the welding current;

-in CLEAN mode - the cleaning voltage.

Regulator knob (2) on the front panel is multifunctional and used for:

-selecting any function in the current welding mode (turn left or right);

-setting the value of the selected parameter (press the regulator and turn it);

-resetting all program functions to factory settings of the current operating mode (press and hold the knob for more than 12 s).
Press the MODE button (1) to switch to the next operating mode (switching in a circle).

LOCKING/UNLOCKING THE MACHINE MENU

If the machine menu is locked, the control knob (2) changes the value of only the main parameter of the current operating mode. Press
and hold the control knob (2) for more than 6 seconds to unlock the menu. When unlocking, an opening lock is animated. After successful
unlocking, additional operating mode functions and their values are available for change.

Press and hold the control knob (2) for more than 6 seconds to lock the menu. A closing lock animation will be displayed, and when itis
closed, the machine menu will be locked.

SWITCHING TO THE REQUIRED OPERATING MODE

Press the MODE button (1) to switch to the next operating mode in a circle.

50,6...1,0 mm for pulse current welding with steel and stainless wire
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RESETALL FUNCTIONS OF THE CURRENT WELDING METHOD

Press and hold down regulator knob (2) for more than 12 seconds (ignore the animation of the lock symbol) to reset settings to the factory
defaults. The countdown ‘333...222...111..." will start, and when ‘000’ is reached, all settings of the current welding method selected
program will be reset to factory defaults. Parameters reset for every program of every welding method are made separately to exclude
the unwanted reset in the other programs and welding methods.

CHANGING THE WELDING PROGRAM

In every one of the MMA, TIG, and MIG/MAG welding methods, you may store and select up to 16 different settings of a welding. The
current setting (program) number is displayed in the upper right of the screen. When the machine is first turned on, program #¢1’ is
applied for every welding method.

Press the PROG button (4) - the current program number will be displayed. Turn the control knob (2) to select another program, and
press it to confirm your selection —the settings of the selected welding program will be applied.

All changes made to the machine welding settings are automatically saved to the selected program.

THE MACHINE FUNCTIONS LIST
TIG welding

0) [-2-] welding amperage - main welding parameter (default= 60 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;
d) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;
1) [but] torch button mode (default= [HF2T]);
LIFT - TIG-LIFT contact striking mode (valve-type torch);
LIFT2T - contact striking 2-stroke button mode TIG-LIFT2T;
c) LIFTAT - contact striking 4-stroke button mode TIG-LIFT4T;
) HF2T - non-contact striking 2-stroke button mode TIG-HF2T;
e) HF4T - non-contact striking 4-stroke button mode TIG-HF4T;
2) [t.Pr] pre-gas time (default=0.4s);
a) 0.1...25.0 s (unitincrement 0.1 s);
3) [Pr.A] start amperage (pilot arc) (default=20A);
a) 8...50 A (unitincrement 1 A) for StandardTIG-160;
b) 10... 50 A (unitincrement 1 A) for StandardTIG-200;
c) 12...50 A (unitincrement 1 A) for StandardTIG-250;
d) 12 ...50 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14 ...50 A (unitincrement 1 A) for StandardTIG-350-400V;
4) [t.uP] amperage rise time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
5) [t.dn] amperage fall time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
6) [Po.A]final amperage (default=20A);
a) 8...50 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 50 A (unitincrement 1 A) for StandardTIG-200;
c) 12...50 A (unitincrement 1 A) for StandardTIG-250;
d) 12...50 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14 ...50 A (unitincrement 1 A) for StandardTIG-350-400V;
7) [t.PO] post-gas time (default=4.0s);
a) 1.0...35.0 s (unitincrement 0.1 s);
) [Po.P] pulse mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
Additional TIG pulse mode parameters:

A

Q

)

9) [-2-] base amperage - main welding parameter (default= 60 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12...250 A (unitincrement 1 A) for StandardTIG-250;
d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
10) [I.PS] pause amperage (default =25 A);

e

a) 8...160 A (unitincrement 1 A) for StandardTIG-160;

b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;

c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;

d) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
)

14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
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11) [Fr.P]frequency pulse (default=10.0 Hz );

12)

13)

a) 0.2 ... 500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);

[dut] impulse/pause duty - the percentage of the base amperage time to the pause time (default= 50% );
a) 4 ...80% (unitincrement 2%);

[SPT] SPOT welding mode (default = OFF);
a) ON -enabled;
b) OFF —disabled;

SPOT/COLD mode parameters:

14) [I.SPT] spot amperage (default= 160 A);

15)

a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;

(X

) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;

[t.SP] spot time (default= 0.02 s);

a) 0.01 ... 25.0 s (dynamic unitincrement 0.01 ...1 s);

16) [t.PS] pause time (default=1s);
a) OFF ... 0.5...5.0 s (unitincrement 0.1 s).
MIG/MAG welding
0) [-3-] main welding parameter — welding voltage (default= 19.0 V);
a) 12,0...24,0 V (unitincrement 0,1 V) for StandardTIG-160;
b) 12,0...26,0 V (unitincrement 0,1 V) for StandardTIG-200;
c) 12,0...28,0 V (unitincrement 0,1 V) for StandardTIG-250;
d) 12,0...29,0 V (unitincrement 0,1 V) for StandardTIG-270-400V;
e) 12,0...32,0 V (unitincrement 0,1 V) for StandardTIG-350-400V;
1) [t.uP] amperage rise time - the time of welding parameters rise-up: the welding voltage and wire feed speed (default= 0.1 s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
2) [t.dn] amperage fall time - the time of welding parameters fall down: the welding voltage and wire feed speed (default=0.1s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
3) [Ind] Inductance level (default= 0);
a) -5...+5 (unitincrement 1 stage);
4) [Po.P] pulse mode (default = OFF);

a) ON -enabled;
b) OFF —disabled;

MIG/MAG pulse mode parameters:

5) [Adu] voltage adjust. - main parameter (default= 0,0 V) . The resulting welding voltage is also displayed. It is affected by voltage
adjust., wire material, and wire diameter;
a) -5,0...+5,0 V (unitincrement 0.1 V) The arc length increases with the parameter value;
6) [tYP] wire material (default= Fe);
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);
7) [dia] wire diameter (default = 0.8 mm);
a) 0.6...0.8 mm for StandardTIG-160 steel and stainless wire;
b) 0.6...1.0 mm for StandardTIG-200/250 steel and stainless wire;
c) 0.6...1.2 mm for StandardTIG -270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire.
MMA welding
0) [-1-] welding amperage - main displayed parameter (default = 80 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12...250 A (unitincrement 1 A) for StandardTIG-250;
d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
1) [H.St] ‘Hot start’ power (default = 50%);
a) O[OFF] ... 100% at low currents (unit increment 5%);
2) [t.HS] ‘Hot start’ time (default=0.3s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] ‘Arc Force’ power (default = 50%);

a) O[OFF] ... 100% at low currents (unit increment 5%);

8 recommended shield gas consumption rate: 7l/min or more for low current, and from 14 /min for 150-200 A current
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4) [u.AF] ‘Arc Force’ threshold (default =12 V);
a) 9...18V (unitincrement 1V);
5) [CVS] volt-amperage characteristic slope (default= 1.4 V/A);
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] ‘Short arc’ mode (default = OFF);
a) O[OFF] ... 3 stage (unitincrement 1 stage);
7) [BSn] voltage reduction device (default = OFF);
a) ON;
b) OFF;
8) [Po.P] pulse mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
Additional MMA pulse mode parameters:

9) [-1-] base amperage (default= 80 A);

a) 8...160 A (unitincrement 1 A) for StandardTIG-160;

b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;

c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;

d) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;

e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;
10) [I.PS] pause amperage (default =25 A);

a) 8...160 A (unitincrement 1 A) for StandardTIG-160;

b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;

c) 12...250 A (unitincrement 1 A) for StandardTIG-250;

d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;

e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
11)  [Fr.P]frequency pulse (default= 5.0 Hz);

a) 0.2...500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (balance) - the percentage of the base amperage time to the pause time (default= 50%);

a) 20 ... 80% (unitincrement 2%).

CLEAN electrochemical cleaning/polishing

0) [-4-] voltage - main parameter (default=12.0V);
a) 8...12V (change step 0.5 V)..

-27- PATON StandardTIG DC MMA



FPATON

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.

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

g ATTENTION!!! We recommend You to read the operating instructions before using the inverter equipment, and check the

The main warranty period for welding equipment is:

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

The main warranty period starts from the date the inverter equipmentis sold.

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 prevent 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;

-to repair the failed equipment;

-to test the repaired equipment.

The main warranty does not apply to the equipment:

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

-with traces of corrosion, caused a malfunction;

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

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

-have 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 control knobs;

-the cables and sleeves connectors;

-the control connectors;

-the mains cable and the mains cable plug;

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

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

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

The seller 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;

-the warranty 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 or the importer for information on the location and contact details of the nearest PATON 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 equipmentwill help to save valuable natural resources
and prevent environmental pollution. Failure to comply with the above recommendations may
result in fines following current regulations.

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