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YBATA!!! Mepea BUKOpUCTaHHAM 061aHaHHA peKOMeHAYEMO 03HaOMUTUCA 3 PO3LIMPEHOIO BepCi€lo iIHCTPYKLi 3
g ekcnyaTaLii 3a agpecoto: https://paton.ua/files/passports/MultiPRO_GEN5.pdf

ATTENTION!!! Before using the equipment, we recommend you to read the extended version of the operating manual
by the link: https://paton.ua/files/passports/MultiPRO_GENs5.pdf

BaraTtodyHkuioHanbHWI iHBepTOpHWMIt anapaT / Multiprocess welding inverter
PATON MultiPRO- 250 / 270-400V [ 350-400V

Jlata npogaxy / Purchase date ” "

20, r.

M.M.

(Mignuc npoaasus / Vendor signature)
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ZMEHATO

UKRAINE (YKPATHCBbKA)

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

- TpaBMyBaHHs 06CyroByto4oro nepcoHany abo TpeTboi ocoby;

- 3aN0AISIHHA WKOAW CaMOMy anapaTy abo MaTepiaibHUM LiHHOCTAM MiANPUEMCTBS;

- nopyLueHHs epeKTUBHOro po6o4oro npowecy.

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

- MPOWTU BIAMOBIAHY aTecTalito;

- BOIOAITV 3HAHHAMM 3i 3BapOBaHHS,;

- TOYHO AOTPVMYBATUCA L€l IHCTPYKLI.

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

NPABWUJIA TEXHIKW BE3MEKU

HEBE3MEKA MEPEXEBOIO | 3BAPIOBA/IbHOIO CTPYMY

- YPaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTh CMepTebHUM;

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

- MiZ 4ac BUKOPUCTaHHs 3360POHAETLCA 3HIMATY 30BHILLHI KOXYX anapary.

o 5
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X

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBA/IbHOT AYTU

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

HEBE3MEKA WKIANMBUX FA3IB | BUMAPIB

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

- 3abe3neunTy ZOCTaTHIM NPUTOK CBIXKOrO MOBITPS;

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

HEBE3MEKA MAFHITHOIO NoAs

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

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 po60UOi 30HM;

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

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

OCOBUCTE 3AXUCHE OCHALLEHHA

Jins 0cobUCTOro 3aXMCTy AOTPUMYITECH HACTYNHUX NPaBU:

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

- 3aXMLLATU PYKM i30/110104MMU pyKaBUUKaMK;

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

- BUKOPUCTOBYBATU TiNIbKM BiANOBIAHUI (BaXKO3aMMUCTUI 0AAT).

5 D Jer| =bodd

)
=i

HEBE3MEKA IHTEHCMBHOIO LLYMY

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

/10 KOMNNEKTY anapary BXoAsTb:

Crucami nodiGmme
KEQMLTYEEE
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APATY
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1 - Lnudposuit gucnaew;
2 — KHorka Bu6opy nporpamu 3saptoBaHHs (Habip paHilue HafaLWTOBAHWX KOPUCTYBaYeM NapameTpiB)/A0AaTkoBa GpyHKLif: HanawTysaHHs
PiBHS iHAYKTUBHOCTI (NPY yTPMMaHHi B HaTUCHEHOMY MOIOXKEHHI Binlblue 1 cekyHAM);
3 — Pyuka perynatopa Ans Bubopy ¢yHKUi (MapameTpiB) MOTOYHOrO pexXMMy 3BaplOBaHHA Ta BCTAHOBJ/IEHHS X 3HauyeHHs (3a
3aMOBUYYBaHHAM — BCTaHOBJIEHHSI MapameTpy 3BaptoBasibHoi Hanpyru B pexumi MIG/MAG). 3a Bubip ¢yHKUii BiANOBiAal0Tb NOBOPOTH
perynsTopa npaBopyy Ta Aisopyy. [as nepexoAy AO BCTAHOB/JEHHS 3HayeHHs BMOpaHOro napameTpy HeobXiZHO HaTMCHYTW Ha pyuky
perynsTopa. 3HauyeHHs BCTaHOBJ/IIOETLCA MOBOPOTaMM PYuYkM perynstopa npasopyy abo niBopyd. [s NoBepHeHHs 40 MeHio BUbopy
dyHKuil/napameTpis HeOBXiZHO Lile Pa3 HATUCHYTU Ha PYUKY PeryaaTopa;
4 — KHonka Bubopy pexumy 3saptoBaHHs “MODE":

a) pyyHe ZlyroBe 3BapioBaHHS WTy4YHUM enekTpogom PA3 «MMA»;

6) 3BaptoBaHHs B aproHi, eN1eKTPOAOM WO He naaBnTbest API «TIG»;

B) 3BapIOBaHHA HaniBaBTOMATHYHe B 3axXMCHMX rasax HA «MIG/MAG»;
5—KHonka nepesipku nogadi 3axmcHoOro rasy (ApiT He NOAAETLCS);
6 — KHonKa AN WBMAKOTO BU30BY NapameTpy Ha/laluTyBaHHSA 3BaploBa/ibHOI Hanpyru Ha 6104 noaavi ApoTy;
7 — Pyuka perynstopa A5 Bubopy dyHKuil (NapameTpis) NOTOYHOrO PeXnMy 3BaptoBaHHs Ta BCTAHOB/IEHHS X 3Ha4YeHHS Ta 610Li nogadi
APOTY (33 3aMOBYYBaHHSIM — BCTaHOBJ/IEHHS MapaMeTpy WBWAKOCTI nogadi 4poTy B pexxiumi MIG/MAG);
8 — Lindpposuit gucnnen 6aoky nogadi ApoTy;
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9 — KHonka Bubopy nporpamu 3BaptoBaHHs (Habip paHilue HasaWTOBaHWX KOPUCTYBaYeM NapameTpis) Ha 610Li Nogayi 4poTy / soAaTkoBa
dyHKuif: HanawTyBaHHs piBHA iHAYKTUBHOCTI (MPY yTPUMaHHI B HATUCHEHOMY MONOXEHHI Binblue 1 cekyHAM);
10 — KHorka 3anpaB/ieHHs 4pOTy (ra3 Npu LibOMY He NoAaETbs);
11 — Kabenb nogaui cunosoro Toky Ao 610Ky noAadi 4porty;
12 — Po3'em KZ-2 Tuny "€BPO" aAns nig'e AHaHHA HanNiBaBTOMaTUYHOMO NaNbHUKA;
13 — Po3'eM kepyBaHHSA KHOMKaMM Ha Na/ibHUKY, NPU 38aptoBaHHi B pexumi TIG;
14 — [Hi30 Nogayi 3aX1CHOro rasy B NasibHUK, NPU 3BaptoBaHHi B pexxinmi TIG;
15 — QikcaTop 3aXMCHOT KPULLKM MeXaHi3My Nogadi 4poTy;
16 — MiaioMHa KpULLKa 3aXm1CcHOro 6oKcy;
17 — 3aXMCHUI 6OKC ANA KOTYLIKM 3 4POTOM;
18 — TpyMaY KOTYLIKM ANS APOTY 3 NPYXWHHUM MEXaHi3MOM ra/ibMyBaHHS;
19 — LUTyuep noaaui 3axmcHoro rasy, npu 3saptoBaHHi MIG/MAG;
20 — Po3'em nogaui curHanis Big MexaHisMy nogavi 4poTy Ha BK/IIOYEHHS | BUK/IIOYEHHS AXepena CTpyMy;
21— ABTOMAT [ KHOTKa YBIMKHEHHS | BAMVKaHHS /l)epe/ia 38aproBaibHOro CTpyMy;
22 — LLITyuep nogavi 3axucHoro rasy, npu 3saptoBaHHi TIG;
23 — Micue nigkntoueHHs kabento 3a3eMNeHHS;
24 — 3anobixHuKK 610Ky Nogaui 4poTy Ta nigirpisaya rasy;
25— PoseTka and nigirpisava rasy 36V;
26 — Kabesnb A5 NiAKNOYEHHS A0 MepeXi XUB/EHHS.
A —THi340 CMI0BOTO CTPYMY «+» TUMY GaNOHET:
a) npv 3BaptoBaHHi P43 "MMA" — nigkntouaeTbcs kabenb enekTpoga (B okpeMmux BUNaAKax npu BUKOPUCTAHHI crewiaibHUX
€/1eKTPOAIB MiAKNOYAETLCA Kabenb «macar);
6) npv 3BaptoBaHHi APT "TIG" — niak/Il04a€TLCA TiNbkK Kabenb «mMaca»;
B) Npu HaniBaBTOMaTN4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbH1M ApOTOM - NiAKAOYaETLCA Kabenb MexaHi3mMy nogadi
ApoTy;
r) NpU HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" GptocoBUM APOTOM - MiAK/IIOHAETLCS Kabesb «Macan;
B — MHi340 C110BOr0O CTPYMy «-» Tuny BaiioHeT:
a) npv 3BaptoBaHHi P43 "MMA" - nigkato4aeTbes kabenb «Maca» (B OKpeMUx BUMaZKax Npy BUKOPUCTaHHI cneLiasibHUX
e/1eKTPOoAiB NigkNtovaeTbes kabesib enekTpoga);
6) npu 3BaptoBaHHi AP "TIG" - NigK/1I04aETbCSA TiIbKM aproHOAYrOBUIA NabHUK;
B) Npy1 HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLiibHUM ApOTOM - MigKlo4aETbCs Kabesib «Macay;
r) Npu HaniBaBToMaTU4HOMy 3BaptoBaHHi HA "MIG/MAG" $/ilocoBrUM ApOTOM - NiAK/IOYAETbCS Kabelb MexaHi3My nogaui
ApOTy.

IHAVKAL IS POBOTU AMAPATA B PEXXMMAX

MIG/MAG

alMIG MAG-2T

ar, MIG/MAG-ZT MFor, H=1 |
(HaNF9rsa =ESFHESHHA.]

AUWEHAKLICTE AFOTH.

OcHosHul ekpaH Bnok nodayi dpomy

X

MNaFaMeTFH: ik
cHna Nar. CTarTd:
qyac Mar. CTarTy:

MeHio 3abnokosaHe Bnok nodayi dpomy

T

)
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/

[TIG-LIFT Mror, He 1 e

X

NaFaMeTFH: i
KHOMKS MafeHMKa:
IMAYNECHHE FERIME

MeHio 3abnokosaHe Bnok nodayi dpomy

4 — 3HaueHHs obpaHoi dyHKLii / napameTpa
5—epenik Ta BCTAHOB/IEHI 3HAYEHHSA 2-X HACTYMHUX
napameTpis B MeHi0

1 —MOTOUHUI PeXMM 3BapIOBaHHSA
2 — Homep noTouHoi nporpamu
3 —HasBsa ¢yHkuii / napameTpa

BBEAEHHSA B EKCMJIYATAL IO

3Bap}OBaanMl‘;| al'lapaT I'IpVIBHa‘-IeHVIl‘/‘I BUKNHOYHO: ANA PYYHOro Ayrosoro BBapPOBaHHﬂ WTy4HUM EJ'IEKTPOAOM, BBapPOBaHHR B CEPEAOBVILLU
aproHy, a TakoX HaniBaBTOMaTUYHOTO 3BApIOBaHHS B CEPEAOBWLY 3aXWMCHUX rasiB. IHWe BUKOPWUCTaHHA anapaTy He BiANOBIAaE Woro
npusHayeHHo. BupobHMK He Hece BiAMOBIZaNbHOCTI 3a MOWKOAXEHHS, 3aBAaHi BMKOPWUCTAHHSM anapaTy He 3a MpU3HauYeHHsIM.
BuKopucTaHHs BiNOBiAHO /0 NPV3HaYeHHs, MaE Ha yBa3i 40TPYMaHHS BKa3iBOK LibOro nocibHuka 3 ekcriyaTadii.

BMMOIM A0 PO3MILLEHHA

HeobxigHo po3millyBaTh anapart Tak, Wob 3abe3neyyBaBca be3nepeLIKogHWIA BXif i BUXiZ OXON0AXYIOHOro MOBITPS Yepes BeHTUAALINHI
OTBOPM Ha MNepegHiit i 3aAHin naHenax. CrigkynTe 3a TMM, Wo6 MeTaneBU MUA (HanpukAag, Mg 4Yac HaxaayHoro waipyBaHHA) HE
3acMokTyBanacs 6esnocepe/iHb0 B anapaT BEHTUAATOPOM OXONOAXKEHHS.

NIAKNOYEHHSA 40 MEPEXI

3BapioBa/ibHUI anapar y cepiltHoOMy BUKOHaHHI po3paxoBaHuii Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — ans mogeni MultiPRO-250;

2. TpudasHy mepexey Hanpyry 3x380B abo 3x400B (Mogeneit MultiPRO-270/350-15-4-400V) — AN LbOro BUBeAEHO Tpu ApoTu. MpaBuna
TexHikn 6e3neku nig yac npoBeAeHHs PobIT 3i 3BaploBaNbHUM 06MaZHaHHAM BUMaraloTb 3a3eM/ieHHs KOpmycy anapaty. Jins Lboro
nepeAbayeHo ABa BapiaHTU: 1) BUKOPUCTAHHSA YETBEPTOro APOTY Y MepexeBoMy Kabesi KOBTO-3e1eHOro Kobopy (MDKHapOAHUIA CTaHAAPT
MapKyBaHHs); 2) BUKOPUCTaHHS BOATOBOI KAEeMM Ha 3aAHil NaHeni anapaTy (KOPCTKilIMI CTaHAAPT 3a3eMNeHHS, IKUIA BUKOPUCTOBYBABCS B
kpaitax CHJ).

Ans nigknoyveHHs 3BapioBanbHUX anapatis PATON go 3-dasHoi Mmepexi XWBAEHHs I

BUKOPUCTOBYMTe Kabesb 3 YHoTUPMa NMPOBOAAMMU, Lo Bignosigae cTaHaapTy IEC 60445: 5

- KopuuHeBuii nposig —dazaly =

- YopHui1 npoBig —dazala; 1

L K i

- CuHin npoBig —dasaL3; 1.
- >KoBTO-3€/1eHUI NPOBif — 3a3eM/IEHHS. !

Yeara! Mpu nigkntoueHHi anapata Ao Hanpyru Mepexi suuie 270B (MultiPRO-250) abo 450B 3

(ans MultiPRO-270/350-15-4-400V), BCi rapaHTiiHi 3060B'A3aHHA BMPOGHMKA BTpayaloTh
cuny! A TakoX rapaHTiiHi 3060B'A3aHHA BUPOGHMKA BTPaYaloTb YMHHICTL NPU MOMUAKOBOMY
NiAKAOYeHHI Gpasun Mepexi Ha 3a3eMNeHHs Axepena.

MepexeBuit po3'em, nonepeuHuin nepepis kabesiB Mepexi KMBAEHHS, @ TaKOX MepexXeBi 3anobixHUKM NOBUHHI BUBMPATUCS BUXOAAUM 3
TeXHIYHMX AaHUX anapaTa.

BUBIP MOBU MEHIO AMAPATA

Jns Bnbopy/3MiHM MOBM MeHIo anapaTta HeobXiZAHO HaTUCHYTM Ta yTPUMYIOUM KHOMKY 2 YBIMKHYTM anapart. [ic/is Lboro Ha ekpaHi 3'aBUTbCs
MeHio BUBOPY MOBW, B SKOMY NMOBOPOTaMM Py4KM perynsTopa 3 MoxHa BubpaTtu HeobxiaHy MoBy, Ta niaTeepAnTH BUGIp 3a Zonomoroto
KHOMKM 4. lNicast Lboro anapat NpoAoBXuTb poboTy 3 iHTepdelicom BignoBigHOK MOBOIO.

Enektpoa, wo BcraHoBneHe JliameTp nonepeyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HAYEHHsA CTPYMy Npu nepepisy Apoty npu nepepisy mepexeBoro AOBXMHA
pexumi MMA MMAiTIG MIG/MAG npoBoAy, KB. MM npoBoAy, M
1x220V — MultiPRO-250
. . 1 Z5
Loza Fre-Gimeme-SoA Fre-GtemeBo; 6
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1,5 115
2 155
2,5 195
4 310
15 75
2 105
a3 mMm He Binblwe 120A He 6inble Jo,8 Mm 2,5 130
4 205
6 310
2 75

2
@4 Mm He 6inbwe 160A L2 23
4 155
He 6isblue &1,0 MM 6 230
2,5 75
D5 MM He 6inblue 200A 4 125
6 185
2 2,5 60

5 MM .

D6 MM AICEKOMA. A0 250A He 6isblwe J1,2 MM 4 100
6 150
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Enektpoga, wo BcraHoBneHe AiameTp nonepeuHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETbLCA Y 3Ha4YeHHA CTPYMy Nnpu nepepisy ApoTy npu nepepisy mep (] Al Ha
pexumi MMA MMAiTIG MIG/MAG NpoBOAY, KB. MM nposoay, M
3 x380/400V_— MultiPRO-270-400V, MultiPRO-350-400V
10 135
15 205
g2 MM He 6inble 80A He Binbwe Jo,6MM 2 270
2,5 340
4 540
15 135
2 175
g3 Mm He Binble 120A He Binbwe Jo,8Mm 2,5 220
4 350
6 525
2 130
. 2,5 160
1. Mm He Binbwe 160A
4 260
He Binbwe J1,0MM 6 385
2,5 115
a5 MM. He 6inblue 220A 4 180
6 270
2,5 85
@6 MM nerkona. He Binble 270A He Binbwe J1,2MM 4 135
6 205
2,5 65
26 Mm A0 350A He Binbwe J1,4 MM A 100
6 150

YBATA! MepexeBa KHoMKka Ha 3aAHii naHeni anapata MultiPRO-250 He € cvi0BO, TOMY Mif Y4aC BUMKHEHHS anapaTy BOHa He
3HECTPYM/IIOE MOBHICTIO BCIO BHYTPILWHIO €NeKTPOHiKy. 3 L€l NPUYMHU 3rigHO NpaBuA TexHikK 6e3neku MicAs 3aBeplueHHs
3BaplOBa/IbHNX PO6IT, BUIMaiiTe BU/KY 3 Mepexi.

CXEMA NMIAK/TFOYEHHA ANAPATA /19 3BAPHOBAHHA NOKPUTUMU ENEKTPOAAMU (MMA)

~220V 1 230V ENEKTPOOOTPUMAM

~3x 380V / 400V

KJNEMA "MACA"

PEKOMEHAOBAHA 10BXXWHA 3BAPIOBAJ/IbHUX KABEJIIB NPU 3BAPIOBAHHI:

. Mnowa
“ A oBXxuHa kabenis
MakcumanbHUiA CTpym nonepe4yHoro Mapka ka6enio
(B OAAHY CTOPOHY) 3
nepepisy
He 6i/iblue 100A 2...0M 10 MM2 KI 1x10
3...14 M 16 MM KI" 1x26
He 6isblie 160A 2..9M 16 MM KI" 1x16
314 M 25 MM? KI 1x25
He Binble 200A 2. 7M 16 MM KI" 1x16
3..10M 25 Mm” KT 1x25
He 6isblue 250A 2.0M 25 MMZ 1X25
312 M 35 MM Kl 1x35
He binbLue 270A 5..11M 35 MM? KT 1x35
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| 210 350A | 6..14M | 35 MM? | KI" 1x35 |
CXEMA NIAKNOYEHHS AMAPATA /191 3BAPIOBAHHS B APTOHI (TIG) — TIG-LIFT

APTOH

APrOHOBUH
NANBHUK

J

APTOHOBWUW
NANBHUK

KNEMA "MACA"

30BHILLHIA MEXAHI3M
nofAdl IPOTY

HAMIBABTOMATUMHUIA
NANbHUK

= S

___—_A_-—i“ BUPIB
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TEXHIYHI XAPAKTEPUCTUKIA

NAPAMETPbI MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V

. . 220 3x380 3x380
HomiHanbHa Hanpyra mepexi 5o/6ol, B 230 %400 3400
HoMiHanbHWI CTPyM, WO CNOXMBAETLCA 3 dasn
Mepexi, A Pym, w ¢ 29,6...35,1 12,1 ... 14,1 16,2...18,7
HoMmiHabHUI 3BaptoBaibHUI CTPYM, A 250 270 350
MakcuManbHwit gitounin ctpym, A 335 350 450

60%/npu 250A 70%/npu 270A 70%/npw 350A

TpuBanicTb HaBaHTaxeHHs (TH)

100%/npu 193A 100%/npw 225A 100%/npu 290A
Me>xi 3MiHW Hanpyru mepexi xuBaeHHs, B 160 - 260 +15% +15%
Mexi peryntoBaHHA 3BaptoBaibHOro CTpymy, A 12 - 250 12 - 270 14 —350
Mexi peryntoBaHHA 3BaptoBa/ibHOI Hanpyru, B 12-28 12-29 12-30
AliameTp WTy4yHOro enekTpoga, MM 1,6-6,0 1,6-6,0 1,6-6,0
AliameTp CyLiIbHOro 38apoBa/IbHOr0 4POTY, MM 0,6-1,2 0,6-1,2 0,6-1,4
MexaHi3m noaaui ApoTy 4-PONIMKOBUIA 3 MPUBOAOM Ha BCi POANKM
MakcrmanbHa Bara KOTYLWKW 3 APOTOM, KI 15 15 15

MMA: 0,2...5000 MMA: 0,2...500[1 MMA: o0,2...500[M
IMNyNbCHI peXxuMK nig Yac 3BaptoBaHHA TIG: 0,2...500[0} TIG: 0,2...5000 TIG: 0,2...50001}

MIG/MAG: 30... 300l

MIG/MAG: 30 ... 30000}

MIG/MAG: 30 ... 30000

Biok 6e3koHTaKTHOro nignany B pexumi TIG

+

Fapsiunit ctapT (Hot-Start) B pexxumi MMA PerynbosaHa
®opcax gyru (Arc-Force) B pexxumi MMA PerynbosaHa
AHTUNpuAnnaHHs (Anti-Stick) B pexxumi MMA ABTOMaTUYHa

Bnok 3HMXEeHHA Hanpyru XonocToro xo4y

YBIMK [ BUMK

Hanpyra xonoctoro xoay MMA, B 12/75

Hanpyra nignany ayrun, B 110

HomiHanbHa cnoxwueaHa noTyXHiCTb, KBA 6,6...7,8 8,0..9,4 10,7 ...12,3
MakcrMmanbHa cnoXxwmBaHa NOTYXHiCTb, KBA 9,5 11,4 15,3
KKA, % 90

OXxonoaXeHHs ApanTusHe

[iana3oH pobounx Temnepatyp —25 ... +45°C

Eriscz?r:;m PO3MIpM, MM (A0BXMH3, LIMPYHA, 360 x 260 X 270 540 X 360 X 400 540 X 360 X 400
Maca 6e3 akcecyapis, Kr 14,1 16,5 16,9
Knac 3axucty P33 P33 1P33

BUBIP TA HAJNALLTYBAHHA QJYHKLlIVI ANAPATA

B cTaHAapTHOMY CTaHi (KoM 0 KHOMOK Ha NepezHilit NaHeni He TOPKaloTLCA), anapaT Ha eKpaH Jepesia 38aploBa/ibHOro CTPYMY BUBOAUTL
3HaYeHHA OCHOBHOrO NapameTpa NOTOYHOO PeXMMY 3BaplOBaHHA:

1) y pexxumi P13 “MMA" — 3BaptoBa/ibHUiA CTPyM;

2)y pexwumi AP “TIG” — 3BaptoBa/ibHUI CTPYM;

3) y pexxumi HA “MIG/MAG" — 3BaptoBasibHa Hanpyra.

Ha undposomy ekpaHi B MOMeHT 3BaptoBaHHs "MIG/MAG” BigobpaxaeTbcs NoTouHe GpakTUYHE 3HaYEeHHS 3BapioBabHOrO CTpyMy. BapTo
3ayBaXuWTH, WO Ha GaKTUYHE 3HAUEHHS CTPYMy BM/IMBAE PAA HACTYMHMX GpakTopiB: AiaMeTpa ApOTY, WO BUKOPUCTOBYETLCS, BCTAHOB/IEHE
3HAUEHHA HaMNpyru Ha Axepeni CTPyMy, BCTAHOB/EHA WBMAKICTb NOAadi 4POTY Ha MexaHi3Mi NoAadi, BUKOPUCTOBYBAHWIA ras, matepian i
TOBUMHa BMPOOY, L0 3BAPIOETLCA Ta iH. Mic/s 3aKiHYeHHs 3BaploBaHHA GaKTUYHE 3HaUEHHS 3BapiOBa/IbHOTO CTPYMy NOKA3y€eTbCs Ha eKpaHi
NpoTArom 8 cekyHA A8 MOX/IMBOCTI Nepernaay CTpyMy 38aploBa/ibHUKOM.

PerynaTop 3 Ha nepe/Hiii naHeni Axepena 38aploBasibHOro CTpyMy € 6araTodyHKLioHaAbHAM Ta BiAMNOBIAAE 3@ HACTYMHe:
1) BUGip no kony 6yAb-aKoi GyHKLTy NOTOUHOMY pexuMmi 3BaptoBaHHs (MOBOpOTH iBOpyYy abo npasopyu);
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2) BCTAHOB/IEHHSI 3HaUeHHsA BUGPaHOro napameTpy (HaTUCHYTU Ha pyuKy perynstopa Ta NnoBopoTu nisopyy abo npasopyy);
3) CKMAaHHS BCIX GYHKLIN 40 3aBOACHKMX HANALITYBaHL MOTOUYHOIO PEXMMY 3BaploBaHHS (HATUCHYTU Ha PyuKy perynsatopa Ta
YTPUMYBATU B HATUCHYTOMY MOJIOXKEHHI 6isbLue 12 C).

KHonka 2 Ha nepeAHili naHeni BiANoBigac 3a BUGIP pexunMy 3BaproBaHHs.

NEPEK/IIOMEHHSA HA HEOBXIAHY OYHKL,ItO

SAKIWO B anapaTi BCTAHOBNIEHO CUCTEMY 3aXMUCTY Bif, HECAHKLLIOHOBAHOrO AOCTYNYy A0 MeHIO (yHKLiK, Npy MOBOPOTaX PyyKu peryasTopa 3
Bi\byBa€TbCA peslaryBaHHs 3HaYeHHs OCHOBHOTO MapaMeTpy MOTOYHOrO pPeXuMy 3BaploBaHHSs, a MeHio yHKLil anapaTa —3ab10KoBaHe.
Ans po36710KyBaHHA MeHI0, HeobXiAHO YTPUMYBaTV B HaTUCHYTOMY CTaHi pyuKy perynsTopa 3 binblie 3,5 cekyHa. Mpu po3biokyBaHHi, Ha
eKkpaH BMBOAWUTbLCA 306paxeHHs 3amMKa, KW BiAKPUBAETLCA, WO BKasye Npo npouec po3baokyBaHHA MeHIo GyHKUiN. Micas ycniwHoro
po36/10KyBaHHS, NPV NOBOPOTaX Py4Kku 3 NpaBopyy abo NiBopyY, Ha LMPPOBUIA AUCN/IEN BUBOANTLCA NOTOUHA Ha3Ba GyHKLT Ta il 3HaUeHHS.

AHanoriyHo, MpM HaTUCKaHHI Ha pyyKky peryastopa 7 Ha 6s0ui nojadi ApoTy Ta yTpUMaHHI ii B HATUCHYTOMY CTaHi bisblue 3,5 cekyHs,
BifbyBaeTbCA po36/10KyBaHHA MeHIO, | Ha LMdPOBUI ekpaH 8 BUBOAWTLCA Ha3Ba Ta 3HauYeHHSA YHKLLT NOTOUHOrO pexuMy 3BaptoBaHHS. 3a
ZONOMOrol0 HaTUCKaHHA Ha Py4Ky perynsatopa 7 Ta NoBopoTis il npaBopy4 abo /niBopyY, MOXHa nepekal4aTUCh MiX (yHKUiaMK Ta
napameTpamu pexxnMy, a TakoX 3MiHIOBATM iX 3HaYeHHs B MeHLLy abo 6ifbLly CTOPOHY.

NEPEK/IIOYEHHS HA HEOBXIAHWIA PEXKVMM 3BAPIOBAHHSI
HaTuckaHHA KHOMKKU 2 NPU3BOAMUTL A0 MEPeK/IIOYEHHSA Ha HAaCTYMHUIA PeXnM 3BaploBaHHA Mo kosy. Lle BUAHO Ha aucnael 1 Ha nepeaHin
naHeni anapata.

CKMAAHHA HANIALWUTYBAHb BCIX Q)YHKLLII‘/'I NOTOYHOIO PEXXUMY 3BAPIOBAHHA

MoxyTb BiabyBaTUCA CWTyalii, KONWM NapameTpy B amapaTi TPOXM 3anayTaan KopucTyBaya. [ins TOro wob ckuHyTy iX A0 CTaHAAPTHUX
3aBO/CbKMX HaNalITyBaHb, 4OCUTb YTPUMYBATW B HATUCHYTOMY CTaHi pyuKy perynstopa 3 npoTarom Gisblie 12 cekyH/ (He 3BepTaTit yBary
Ha 306paxeHHs 3amouka). SIK i HaBOAWIOCA paHile, Ha Tablo MOYHETLCA 3BOPOTHWIA BIANIK 333...222...111 i NPY AOCATHEHHI "000" BCi
HaNaWTyBaHHA BMGPaHOI Nporpamn NOTOYHOrO PEXMMY 3BaploBaHHs ByAyTb OHOBAEHI Ha 3aBOACHKI. CKMAAHHSA NapameTpiB ANA KOXHOI
NporpamMu KOXHOrO pexuMy 3BaproBaHHs pobaaTtbcs okpemo. Lie 3pobaeHo A5 3pyyHOCTI, 06 He CKUHYTY iHAMBIZYaNbHI HaNalTyBaHHA B
ABOX IHILMX PeXMMaX Ta iHIMX Nporpamax.

AHaNoriyHO, MOXHa CKUHY TV NapaMeTpy MOTOYHOTO PEXMMY 3BaploBaHHs 3a 40NOMOrOI0 PyUKW perynsaTopa 7.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHA

Y koxHomy pexumi 38aptoBaHHss MMA, TIG i MIG/MAG anapaT moxe 36epirati 4o 16 pi3Hux BapiaHTiB HasawWwTyBaHb. [OTOYHWI HOMep
HaNalWTyBaHHA (Nporpamu) BiZ06paxaeTbcs y BEPXHLOMY NPaBoMy KyTi eKpaHa, KU 3HaXOAUTLCS Ha NepejHili NaHesi. Y MOMEHT nepLioro
YBIMKHEHHS anapata, ANs KOXHOrO pexuMy 3BaploBaHHSA, 3aBXAM BUBOAUTLCA nporpama nig Nei. Yci 3MiHW B HanawTyBaHHi anapaTa B
AAHOMYy pexuMi 3BaploBaHHA Ta MOTOYHOMY HOMepi nporpamu 36epiratoTbcs. LLlo6 nepeiTv Ha iHWWIA HOMep nporpamu i novatut
HanawWwTyBaHHsA 3HOBY 3 63a30BMX NapaMeTpiB, AOCTATHLO HATUCHYTU KHOMKY 4 abo KHOMKy 9 Ha 6s10ui nogadi APoTyY, TOAi Ha BiAMNOBIAHMIMA
eKpaH BMBOAWTLCSA MOTOYHMIA HOMEp Nporpamu, i Aai, 3a 40NOMOrolo NOBOPOTIB PyUKM BiAMNOBIAHOrO perynsTopa 3 abo 7 MoxHa BuGpaTn
iHWy nporpamy. Bubip nporpamu noTpibHO NiATBEPAUTU HATUCHYBLUM Ha BIANOBIAHY PyyKy peryasTopa 3 a6o 7.

3AFA/IbHUM CINCOK | NOCNIAOBHICTb QJYHKLUI‘/II

Pexcum 3saprosarHsa P43 "MMA"

0) [-1-] - ocHoBHUI1 napameTp CTPYM 3BapioBaHHsA = 80A (3a 3aMOBUYBaHHSAM) | B iMNy/bCHOMY pexumi Lie 6a3osunii CTPYM
a) 12...250A (KpoK 3miHu 1A) Anst MultiPRO-250
6) 12 ... 270A (KpOK 3miHu 1A) Anst MultiPRO-270-400V
B) 14 ... 350A (KpOK 3MiHM 1A) A5t MultiPRO-350-400V

1) [H.St] cvna "Tapsayoro ctapTy" = 50% (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 100% (kpok 3MiHu 5%)

2) [t.HS] yac "lapayoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...1,0 cek. (KpOK 3MiHM 0,1 ceK.)

3) [Ar.F] cuna "®opcaxy ayrn" = 50% (3a 3aMOBYyBaHHsSM)
a) o [OFF] ... 100% (kpok 3MiHu 5%)

4) [u.AF] nopir cnpauboByBaHHs GyHKLiT «Dopcax gyru» =12V (3a 3aMOBYYBaHHSIM)
a) 9 ... 18V (Kpok 3miHu 1V)

5) [BAH] Haxvn BoNbTaMNepHOI xapakTepucTukm = 1,4V/A (3a 3aMOBYyBaHHAM)
a) 0,2...1,8V/A (Kpok 3MiHu 0,4V/A)

6) [Sh.A] 3BaptoBaHHs kopoTkoto gyroto = OFF (3a 3aMoBUyBaHHsM)
a) o [OFF] ... 3 (kpok 3miHK 1)

7) [BSn] 610K 3HUXEHHS Hanpyru xonocToro xoay = OFF (3a 3aMoBUYyBaHHsM)
a) ON —yBiMkHeHO
6) OFF — BUMKHEHO

8) [Po.P] pexwum nysbcauii ctpymy = OFF (3a 3amMoBUYyBaHHsM)
a) ON —yBiMKkHeHO
6) OFF — BUMKHEHO
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9) [I.PS] cTpym naysu = 25A (3a 3amMOBYYBaHHAM)
a) 12...250A (Kpok 3miHu 1A) s MultiPRO-250
6) 12 ... 270A (Kpok 3MiHu 1A) s MultiPRO-270-400V
B) 14 ... 350A (KpOK 3MiHM 1A) Anst MultiPRO-350-400V
10) [Fr.P] yacToTa nynbcauiit ctpymy = 5,0 Iy (33 3aMOBUyBaHHAM)
a) 0,2...5000 (AMHAMIYHMIA KPOK 3MiHM 0,1 M...1 1Y)
11) [dut] cniBBigHOWeEHHS iMNyabc/nay3a (banaHc) = 50% (3a 3aMOBYYBAHHAM)
a) 20...80% (Kpok 3MiHu 2%)

Pexcum 3saprosarts TIG
0) [-2-] ocHOBHMII napameTp CTPYM = 60A (3a 3aMOBUYBaHHAM)
a) 12...250A (KpOK 3miHu 1A) Anst MultiPRO -250
6) 12 ... 270A (Kpok 3miHK 1A) gns MultiPRO -270-400V
B) 14...350A (KpOK 3MiHK 1A) Ans MultiPRO -350-400V
1) [But] pexxvm KHOMKM Ha NanbHUKY = 2T (3a 3aMOBYYBaHHAM)
a) LIFT — KoHTaKTHUI pexum 3anantoBaHHsa g4yru TIG-LIFT (BeHTUAbHWI NanbHMK)
6) LIFT2T — KOHTaKTHUI pexxnm 3anantoBaHHs Ayrv TIG-LIFT2T (nanbHUK 3 KHOMKOO)
B) LIFT4T — KOHTaKTHWIA pexuM 3anantoBaHHs 4yrun TIG-LIFT4T (nanbHWK 3 KHOMKOIO)
r) HF2T — 6e3KOHTaKTHUIA peXuM 3anatoBaHHs, pexum kHonku TIG-2T
A) HF 4T — 6€3KOHTaKTHUI pexxum 3anasitoBaHHs, pexum kHonkun TIG-4T
2) [t.Pr] yac nepea-npoayBku = 0,4 cek. (3a 3aMOBUYYBaHHAM)
a) 0,1...25,0 cek. (KpOK 3MiHM 0,1 cek.)
3) [t.Po] Yac nicns-npoAyBKyM rasom = 4,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...35,0 CeK. (KPOK 3MiHM 0,1 CeK.)
4) [Pr.A] nonepeaHii cTpym (ninoTHa Ayra) = 20A (3a 3amoBuyBaHHsAM B HF4T)
a) 12...50A (KpoK 3miHu 1A) ans MultiPRO -250
6) 12...50A (KpOK 3MiHW 1A) Anst MultiPRO -270-400V
B) 14...50A (KpPOK 3MiHU 1A) At MultiPRO -350-400V
5) [Po.A] cTpym 3aBaptoBaHHA KpaTepa = 20A (3a 3amoBuyBaHHAM B HF4T)
a) 12...50A (Kpok 3miHu 1A) gns MultiPRO -250
6) 12...50A (Kpok 3MmiHM 1A) Ans MultiPRO -270-400V
B) 14...50A (Kpok 3MiHM 1A) Ans MultiPRO -350-400V
6) [t.uP] Yac HapocTaHHsA CTPyMy = 0,2 ceK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 15,0 cek. (KpoK 3MiHK 0,1 ceK.)
7) [t.dn] yac cnagaHHsa CTpyMy = 0,2 ceK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 15,0 cek. (KpOK 3MiHK 0,1 ceK.)
8) [Po.P] imnynbcHuit pexxum = OFF (3a 3aMOBYyBaHHsAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
9) [I.PS] cTpym naysu = 25A (3a 3aMOBYYyBaHHAM)
a) 12...250A (KpoK 3miHu 1A) Anst MultiPRO -250
6) 12 ... 270A (KpOK 3MiHu 1A) Anst MultiPRO -270-400V
B) 14...350A (KpOK 3MiHM 1A) ans MultiPRO -350-400V
10) [Fr.P] 4acToTa nynbcauii ctpymy = 10 Iy (32 3aMOBYYBaHHsAM)
a) 0,2...5000, (AMHAMIYHWIA KPOK 3MiHM 0,1 .1 1Y)
11) [dut] banaHc iMmnynbc/naysa = 50% (3a 3aMOBYYBaHHsM)
a) 4...80% (KpOK 3MiHM 2%0)
12) [SPT] pexum SPOT = OFF (3a 3amoBYyBaHHsAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
13) [I.SPT] cTpym kpanku = 160A (3a 3aMOBYyBaHHAM)
a) 12...250A (Kpok 3miHu 1A) gas MultiPRO -250
6) 12 ... 270A (Kpok 3MiHu 1A) gas MultiPRO -270-400V
B) 14...350A (KpOK 3MiHM 1A) Ans MultiPRO -350-400V
14) [t.SP] 4ac kpanku = 0,02 cek. (3a 3aMOBYYBaHHSM)
a) 0,01 ... 25 CeK. (AMHAMI4YHUI KPOK 3MiHW 0,01 CeK ... 1 CeK.)
15) [t.PS] 4ac naysm = 1,0 cek. (3a 3aMOBYYBaHHSIM)
a) OFF ... 0,5 ... 5,0 cek. (KpOK 3MiHM 0,1 ceK)
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Pexcum 3saprosanHa MIG/MAG
0) [-3-] ocHoBHwIM napameTp HAMPYTA 3BapioBaHHsl = 19,0V (3a 3aMOBUYBaHHsIM)
a) 12... 28,0V (kpok 3miHu 1A) s MultiPRO-250
6) 12 ... 29,0V (KpOK 3MiHu 1A) Anst MultiPRO-270-400V
B) 12 ... 32,0V (KPOK 3MiHu 1A) Ans MultiPRO-350-400V
1) [SPD] apyruit ocHoBHWi1 napameTp — LUBUAKICTb A4poTy = 4,5 M/XB (32 3aMOBUYBaHHSIM)
a) 1,0...16,0 M/XB (KPOK 3MiHM 0,1 M/XB)
2) [t.Pr] yac nonepeA-nNpoAyBKM 3aXMCHUM rasoMm = 0,1 CeK. (3a 3aMOBYyBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
3) [t.Po] yac nicns-npoayBKM 3aXMCHIM ra3oM = 1,5 CeK. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 CeK. (KPOK 3MiHM 0,1 CeK.)
4) [t.uP] Yac HapocTaHHsA Hanpyru = 0,1 cek (3a 3aMOBYYyBaHHAM)
a) 0,0 ... 5,0 ceK. (KPOK 3MiHM 0,1 cek.)
5) [t.dn] Yac cnagaHHsa Hanpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,0 ... 5,0 cek. (KPOK 3MiHM 0,1 cek.)
6) [But] pexxnm KHOMKK Ha NanbHKUKy = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — pexuM KHOMKK Ha nanbHuky 2T
6) [4T] — CTaHZAPTHWUI PEXXMM KHOMKM Ha NasbHUKY 4T
B) [a4T] — aNbTepHATUBHUI PEXMM KHOMKM Ha NanbHUKY 4T
7) [Ind] piBeHb iHAYKTUBHOCTI = 0 (32 3aMOBYYBaHHsAM)
@) -5...0... 5 CTYnNiHb (KPOK 3MiHM 1 CTYMiHb)
8) [tYP] Tvn maTepiany gpoty = Steel (3a 3amMmoBUyBaHHAM)
a) Steel — ctanesut apit
6) Alum — antominieBuin apit
9) [Po.P] iMnynbcHuMiA pexxum cTpymy = OFF (3a 3amoBuyBaHHAM)
a) ON — yBiMKHeHO
6) OFF — BUMKHEHO
10) [t.IP] yac imnyabcy = 2,2 mCek (3a 3aMOBYyBaHHAM)
a) 0,5...5,0 MCek (kpok 3MmiHM 0,1 MCek)
11) [I.IP] cTpy™m iMnysibcy = 210A (3a 3aMOBYYBaHHAM)
a) 160 ... 320A (Kpok 3MiHK 10A) Ans MultiPRO-250
6) 170 ... 360A (Kpok 3MiHM 10A) Ana MultiPRO-270-400V
B) 190 ... 450A (Kpok 3MiHK 10A) Ans MultiPRO-350-400V
12) [I.PS] 6a30Buit cTpyM = 50A (3a 3aMOBUYYBaHHSAM)
a) 30 ... 80A (KpoK 3MiHM 5A)
13) [Fr.P] yacToTa nyabcauiit ctpymy = 100 [} (3a 3aMOBYYBaHHsAM)
a) 30...300[, (KpoK 3miHM 1 M)
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FAPAHTIMHE OBCJ/1YTOBYBAHHA

LLlaHOBHMIi cnoxwuBeay!

MATOH IHTEPHELLHA asikye Bam 3a B1bip npogykuii PATON™ Ta rapaHTye BUCOKY sIKiCTb Ta 6e3g0raHHe ¢yHKLiOHyBaHHs AaHoro Bupoby
33 YMOBM JOTPUMaHHS NpaBuA MOro ekcryatadii.

YBATA!!! Nepea BUKOpUCTaHHAM 061aHaHHA peKOMeHAYEMO 03HalOMUTUCA 3 PO3LIMPEHOIO IHCTPYKLi€IO 3
eKcrnJyaTaLii, a TakoX nepeBipMTU NPaBUJIbHICTb 3aNOBHEHHSA rapaHTiHOro TasloHa: HasBa Mogei npuabaHoro Bamu
BUpoby, Ta iioro cepiltHuii HoMep NOBUHHI 6yTH iA@HTUYHI 3anKncaM B rapaHTiiiHOMY TaznoHi. He AonycKaeTbcsA BHECEHHS
B Ta/IoH 6yAb-AKMUX 3MiH 41 BUNPaBAEHD.

FAPAHTIVIHI 30B0B'SI3AHHS
MATOH IHTEPHELLH/1 rapaHTye cnpaBHy po6oTy AxXepena XWB/EHHs Yy pasi 4OTPUMAHHA CMOXMBAYeM yMOB eKkcnyaTauii, 36epiraHHs i
TPaAHCMOPTYBaHHS.

YBATA! Ge3kowToBHe rapaHTiliHe 06C/1yroByBaHHS BiACYTHE 32 YMOBU MEXaHIUHUX MOLIKOAXEHb 3BapioBaibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTaHOBUTb:

MultiPRO-250
MultiPRO-270-400V 3 poku
MultiPRO -350-400V

OCHOBHWIA rapaHTiHWIA Nepioj 06YMCNIOETLCA 3 AHSA NPOAAXY iIHBEPTOPHOrO 061a4HAHHS KiHLI@BOMY MOKYMLEBi.

MpoTAroM OCHOBHOrO rapaHTIMHOrO nepiody NpoAaBelb 3060B'A3yeTbCs, GE3KOWTOBHO AN BAACHWKA iHBEPTOPHOro 0bnagHaHHs
MATOH™:

- NPOBECTM AiarHOCTUKY Ta BUABUTM NPUUMHY HECNPABHOCTI;

- 3a6e3neunTu HeoBXiAHUMMN ANS BUKOHAHHSA PEMOHTY By3/1aMu Ta eleMeHTaMy;

- NpoBecTM poboTH i3 3aMiHM enemMeHTIB Ta By3/1iB, O BUNLLAW 3 Naay;

- NPOBECTM TECTYBaHHS BiAPEMOHTOBAHOIO 061aAHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOWKPIOIOTLCS Ha 06/1a4HaHHS:

- 3 MeXaHIYHUMW NOLIKOAXEHHSAMY, LLLO BIIMHYAM Ha NpaLe3AaTHICTL anapaTy (Aedopmalis Kopnycy 1 AeTanei BHACNiAOK NagiHHA 3
BMCOTM 260 NagiHHA Ha 061a4HaHHS BaXKUX NPeAMETiB, BUNagaHHS KHOMOK Ta Po3'emis);

- 3i cigamm Koposii, fika CTasia MPUYMHOIO HECTIPABHOrO CTaHy;

- fike BUMLLAO 3 1ajly Yepe3 Br/IMB CUbHOTO 3BOIOXKEHHS Ha 10r0 CUIOBI 1 @N1eKTPOHHI eNleMeHTH;

- fike BUMLNO 3 1ajy Yepe3 HaKONMUeHHs CTPYMONPOBIAHOMO NUAY (BYTiNbHWIA N/, MeTaNeBa CTPYXKa Ta iH.) BcepeauHi;

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

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHA He MOLIMPIOIOTLCA Ha 3OBHIlLHI eneMeHTU ob6/laZHaHHs, WO BUWWAM 3 nagy, fki NigaloTbes
}i3MYHOMY KOHTAKTY, @ TakoX Ha CyMnyTHi/BUTPaTHI MaTepianu, NpeTeHsii WoAo AKX NPUIMMAIOTLCA He Mi3Hilue ABOX TUXKHIB MiC1s NPOAAXY:
- KHOMKa \/EiMKHeHHﬂ Ta BUMKHEHHS;

- PYUKM pery/itoBaHHs NapamMeTpiB 3BapioBaHHS;

- po3'emMu niagktoueHHs kabenis i pykasis;

- PO3'eMU yNpaBAiHHS;

- MepexeBwii kabesib i BUka MepexeBoro kabento;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes neve, keiic, Kopobka;

- TPUMaYi eN1eKTPOAIB, KNEMa «MacK», MaNbHUK, 3BaploBasibHi kKabesi Ta pykasu.

Mpoaaselp 3anMwae 3a cobolo NPaBo BiAMOBUTM Y HaAaHHI rapaHTIMHOrO peMoHTy, abo BCTAHOBMTW AaTOIO MOYATKYy BMKOHAHHA
rapaHTiiH1X 30608B'A3aHb MiCALb | PiK BUNYCKY anapaTy (BCTAHOB/IOKOTLCS 3@ CEPitHUM HOMEPOM):

- Y pasi BTpaTv nacnopTa BAacHUKOM;

- Y pasi BigcyTHOCTI KopekTHOro abo B3arani 6y/b-AKOro 3aroBHeHHs NacnopTa NPOAaBLIEM Mi Yac NPOAaXy anapaTy.

TFapaHTilHWI CTPOK NPOAOBXYETLCSA, HA TEPMIH FapaHTINHOro 06C/yroByBaHHA anapaTy y CepBiCHOMY LieHTpi.
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ENGLISH

The welding machine is manufactured in accordance with technical standards and established safety
rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- undergo relevant qualifying examination;

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

It is forbidden to observe the welding arc with the naked eye. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with goggles with a DIN g 10 filter). Unauthorized 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.

© 3 g\%\;} ;

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.

avsy,

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

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

- protect the hands with insulating gloves;

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

- wear only proper low-flammable clothes.

® %@%&

)
=l

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

The delivery set of the device includes:

Operating manual

.'\.I i |
L Rallers far solid and
‘Welding cable with an ABICOR BINZEL  electrode alurmanivm © wine

halder &
=5 #
| 3
o Shoulder carmying strap
‘Walding cable with ABICO® BINZEL ground Wielding arc posar source with win
ferder
terminal #

Quick-release
SRR
CONneCtor

Sermi-aulamatic torch ASICOR BINZEL * Argan-are torch ABICOR BINZEL, 4m *

# . tat available in the MultiPRO WA models set

CONTROL ELEMENTS AND INDICATION
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1-Digital display;
2 —Welding mode selection button:

a) manual metal arc welding, MMA;

b) tungsten-arc inert-gas welding, TIG;

) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
3 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values/Setting-up the welding voltage
parameter in MIG/IMAG mode. The selection of functions is done by turning the knob to the right and left. To move to editing the value of a
selected parameter, you need to press the regulator knob. Values are set by turning the regulator knob. To return to the function/parameter
selection menu, press the regulator knob again;
4 — Welding program selection button (set of parameters previously set by the user) / additional function: Inductance level adjustment (when
it is pressed down for more than 1 second);
5—Button for testing shielding gas supply (wire is not fed);
6 — Button for adjusting the welding voltage on the wire feeder;
7 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values on the wire feeder (by default —
adjusting the wire feed speed in MIG/MAG mode);
8 — Torch button mode indicators (mode 2t/4t/alt.4T);
9 — Button for selecting functions of the wire feeder;
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10 - Button for testing shielding gas supply (wire is not fed);

11 - Power supply plug to the wire feeder;

12 - EURO type KZ-2 connector for connecting a semi-automatic torch;

13 - Connector for controlling torch buttons (TIG welding);

14— Socket for shielding gas supply to the torch (TIG welding);

15 — Lifting protective cover for wire feeder compartment;

16 — Protective cover lock;

17 — Protective cover for wire coil;

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

19 — Shielding gas connection (MIG/MAG welding);

20 — Connector for the control cable from the wire feeder;

21 — Breaker/button for turning on/off the machine;

22 — Connection for shielding gas supply from a gas cylinder (TIG welding);

23 - Location for connecting the grounding cable;

24— Wire feeder and gas heater fuses;

25— Socket for 36V gas heater;

26 — Power supply cable;

A - Bayonet-type power current socket "+":
a) MMA welding — the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is
connected);
b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire —the cable is connected to the feeder from inside (by default);
d) MIG/MAG welding with flux-cored wire —the ground cable is connected;

B — Bayonet-type power current socket "-":
a) MMA welding — the ground cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);
b) TIG welding - only the TIG torch is connected;
¢) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire — the cable is connected to the feeder from the inside (it is possible to connect it
yourself);

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

Main screen Screen of wire feeder

X

F-ar*ameﬁegs:s% N -
Fower Ho art: %
time Hot Start: d,3=

Menu is locked Screen of wire feeder

TIG
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BiER(TIG-HF=T Prog.H:i)
= “ X
Farameters: bk

time amrer-down: H,2=
time post-gas: 4, A=

Menu is locked Screen of wire feeder
1 - Current welding mode 4 - Value of selected function / parameter
2 - Current program number 5 - List and values of the next 2 parameters in the menu

3 - Name of function / parameter

START-UP

The welding unit is designed exclusively for MMA welding, tungsten-arc inert-gas (TIG) welding, as well as metal-arc inert-gas welding/metal
active gas welding (MIG/MAG). Other use of the machine is considered undue. The manufacturer is not responsible for damage cause by
undue use of the machine. Intended use of the machine implies adherence to instructions of this operating manual.

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

POWER CONNECTION
The standard welding machine is rated for:
1. Mains voltage is 220V (-27% +18%) — for MultiPRO-250 model;
2. Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models), three wires are
dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are two
ways to do this: 1) by using the fourth wire in the mains yellow-green cable (international marking standard); 2) by using a
bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the CIS countries).

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON welding »
machines to a 3-phase power supply: 3

- Brown wire - phase L1; =

- Black wire - phase L2; I

- Blue wire - phase L3; I.
- Yellow-green wire - ground. 1

Caution! When the unit is connected to a mains voltage higher than 270V (for MultiPRO-250)
or 450V (for MultiPRO-270/350-15-4-400V models), all manufacturer's warranty obligations
become invalid! The manufacturer's warranty obligations also become invalid in case of an
erroneous connection of the mains phase to the source ground.

The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected based on the unit technical data.

SELECTING THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 2 and turn on the device. After that, the language selection menu will
be displayed on the screen. You can select the desired language using the regulator 3 and confirm your choice by pressing the button 4.
Then, the machine will continue working with the interface in the corresponding language.

Used MMA Set current value for Wire cross-section Cross-section of each core of Max. wire
electrode MMA and TIG diameter for MIG/IMAG the mains wire, sq. mm length, m

1x220V - MultiPRO-250

1 75

1.5 115

Z2mm not more than 8oA not more than @o.6 mm 2 155
2.5 195

4 310

g3 mm not more than 120A not more than @0.8 mm 1.5 75
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2 105
2.5 130
4 205
6 310
2 75
i mm not more than 160A 25 2
4 155
not more than @1.0 mm 6 230
2.5 75
@5 mm not more than 200A 4 125
6 185
2.5 60
26 rzfnn;;:ible upto250A not more than @ 1.2 mm 4 100
6 150
Used MMA electrode Set current value for Wire cross-section c‘c):zs:;sticetﬁ:i‘:‘ze‘;;}; Max. wire
MMA and TIG diameter for MIG/IMAG i ! length, m
3 x 380/400V_— MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
15 205
d2mm no more than 80A no more than @o,6 mm 2 270
25 340
4 540
15 135
2 175
@23 mm no more than 120A no more than @o,8 mm 2,5 220
4 350
6 525
2 130
2,5 160
i mm no more than 160A
4 260
no more than @1,0 mm 6 385
2,5 115
@5 mm no more than 220A 4 180
6 270
2,5 85
@6 mm fusible no more than 270A no more than @1,2 mm A 135
6 205
2,5 65
@26 mm up to 350A no more than @1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for MultiPRO-250) is not a power button, so it does not provide complete
de-energization of internal electronic parts, when the machine is switched off. Therefore, in accordance with safety rules, disconnect the

plug from the mains after completion of welding.

MACHINE CONNECTION DIAGRAM FOR WELDING WITH STICK ELECTRODES (MMA)

-21 -

PATON MultiPRO MMA/TIG/MIG/MAG




PATON

~220V 1 230V ELECTRODE HOLDER
~3x 380V / 400V

(9D

Recommended length of power welding cables during welding:

Maximum current Cable length (one way) Cross-section area Cable brand
...gm mm? KG
not more than 100A 2.0 =2 mz 220
3...14 M 16 mm KG 1x16
6 ’ KG 1x16
not more than 160A 290 2 mml >
3..14 M 25 mMm KG 1x25
2..7m 6 mm?* KG 1x16
not more than 200A L = " =2
3...10 M 25 MM KG 1x25
2.8m 25 mm? KG 1x2
not more than 250A 2 " 2
3..12m 35 mm KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6..14m 35 mm? KG 1x35

PATON MultiPRO MMA/TIG/MIG/MAG -22 -



FPATON

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

ARGON-ARC

ARGON-ARC
TORCH

EXTERNAL

5 _ WIREFEEDER

Ar+CO:z

SEMI-AUTOMATIC
TORCH
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SPECIFICATIONS
PARAMETERS MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V
Rated voltage of the three-phase mains 50/ 60Hz, V 220 3380 3380
230 3X400 3X400
Rated current consumption from the mains phase, A 29,6...351 12,1...14,1 16,2...18,7
Rated welding current, A 250 270 350
Maximum operating current, A 335 350 450
60%/at 250A 70%]/at 270A 70%]/at 350A
Duty cycle 100%/at 193A 100%/at 225A 100%/at 290A
Supply voltage variation limits, V 160 - 260 +15% +15%
Limits of regulation of welding current, A 12 -250 12 -270 14— 350
Limits of regulation of welding voltage, V 12-28 12-29 12-30
Limits of wire feed speed control, m/min 1,6-6,0 1,6-6,0 1,6-6,0
MMA electrode diameter, mm 0,6-1,2 0,6-1,2 0,6-1,4
Welding wire diameter, mm 4-roller with drive on all rollers
Maximum coil weight, kg 15 15 15
MMA: 0,2...500Hz MMA: 0,2...500Hz MMA: 0,2...500Hz
Welding pulse modes TIG: 0,2...500Hz TIG: 0,2...500Hz TIG: 0,2...500HZ
MIG/MAG: 30 ... 300 MIG/MAG: 30 ... 300 MIG/MAG: 30 ... 300

“Hot-Start” in the MMA mode +

“Arc-Force” in MMA mode Adjustable

“Anti-Stick” in the MMA mode Adjustable

Voltage reduction unit, no-load Adjustable

No-load voltage reduction unit in MMA mode on/off

Arc striking voltage, V 12/75

No-load voltage in MMA mode, V 110

Rated consumption power, kVA 6,6..78 8,0..94 10,7 ...12,3
Maximum power consumption, kVA 9,5 11,4 15,3
Efficiency, % 90

Cooling Adaptive

Operating temperature range —25 ... +45°C

Overall dimensions, mm (length, width, height) 360 x 260 X 270 540 X 360 X 400 540 X 360 X 400
Weight without coil and accessories, kg 14,1 16,5 16,9
Protection rating P33 P33 1P33

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

If you do not press the buttons on the front panel, the unit displays the value of the main parameter of the current welding mode on the
digital indicator on the left:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.
On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth
noting that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the
power source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded
workpiece, among others. After the welding process is completed, the actual welding current value remains displayed on the machine’s
screen for 8 seconds, allowing the welder to view the current value.
Regulator 3 on the front panel is multifunctional and is responsible for:

1) selecting any function in the current welding mode (turning left and right);

2) setting the value of the selected parameter (press the reqgulator and turning left or right);

3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for

more than 12 sec.).
Button 2 on the unit front panel used for select the welding mode.
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SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 3,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To
unlock it, press and hold down regulator 3 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening lock,
indicating the process of unlocking the function menu. After successful unlocking, when turning the regulator 3 to the right or left, the
current name of the function and its value will be displayed on the digital display.

Similarly, by pressing and holding the regulator knob 7 on the wire feed unit for more than 3.5 seconds, the menu is unlocked, and the name
and value of the function for the current welding mode are displayed on the digital screen 8. By pressing the regulator knob 8 and turning it
left or right, you can switch between functions and parameters of the mode and also adjust their values.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 2 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset them to the standard factory settings, it is
enough to press and hold down regulator 3 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will start
counting down 333...222...111 and when "000" is reached, all settings of the selected program of the current welding mode will be updated to
factory settings. Reset parameters for each program each welding mode are made separately. This is provided for convenience, so as not to
reset individual settings in the other programs and welding modes.

Similarly, you can reset the parameters of current welding mode on the wire feeder by using the regulator 7.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG /| MAG welding mode, it is possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel. At the moment of the first switching on of the
machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this welding mode and the
current program number are saved. To switch to another program number and start setting again from the basic parameters, just press
button 4 on the welding current source (or button g on the wire feeder). Then the LCD displays the current program number, which can be
changed up or down by turning the regulator 3 (or the regulator 7 on the wire feeder) to the right or left. It is necessary to confirm the
program selection by pressing the corresponding regulator knob 3 or 7.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [- 1 -] - main displayed parameter CURRENT = goA (by default) / it is the basic current when the PULSE function is on
a) 12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270-400V
¢) 14 ... 350A (change step 1A) for MultiPRO-350-400V
1) [H.St] Hot start power = 40% (by default)
a) o[OFF] ... 200% (change step 5%)
2) [t.HS] Hot start time = 0.3 sec (by default)
a)0.1...1.0 sec (change step 0.1 sec)
3) [Ar.F] Arc Force power = 50% (by default)
a) o[OFF] ... 200% (change step 5%)
4) [u.AF] Arc force trigger level = 12V (by default)
a)9...18V (change step 1V)
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default)
a)o.2...1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
a) o[OFF] ... 3 stages (unit increment 1 stage)
7) [BSn] voltage reduction unit = OFF (by default)
a) ON —enabled
b) OFF — disabled
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [I.PS] pause current = 25A (by default)
a) 12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270-400V
€) 14 ... 350A (change step 1A) for MultiPRO-350-400V
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
11) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 2%)
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TIG welding mode
0) [-2-] main displayed parameter CURRENT = 60A (by default)
a) 12 ... 250A (change step 1A) for StandardTIG-250
b) 12 ... 270A (change step 1A) for MultiPRO -270-400V
¢) 14...350A (change step 1A) for MultiPRO -350-400V
1) [But] torch button mode = 2T (by default)
a) LIFT - TIG-LIFT contact striking mode (valve-type torch)
b) LIFT2T - contact striking mode, TIG-LIFT2T button mode (torch with button)
) LIFT4T - contact striking mode, TIG-LIFT4T button mode (torch with button)
d) HF2T - non-contact striking mode, TIG-2T button mode
€) HF4T - non-contact striking mode, TIG-4T button mode
2) [t.Pr] pre-purge time = 0.4 sec (by default)
a)0.1... 25.0 sec (change step 0.1 sec)
3) [t.Po] gas post-purge time = 4.0 sec (by default)
a) 1.0 ... 35.0 sec (change step 0.1 sec)
4) [Pr.A] pre-current (pilot arc) = 20A (by default)
a)12 ... 50A (change step 1A) for MultiPRO -250
b) 12 ... 50A (change step 1A) for MultiPRO -270-400V
€) 14 ... 50A (change step 1A) for MultiPRO -350-400V
5) [Po.A] crater filling current = 20A (by default)
a)12 ... 50A (change step 1A) for MultiPRO -250
b) 12 ... 50A (change step 1A) for MultiPRO -270-400V
) 14 ... 50A (change step 1A) for MultiPRO -350-400V
6) [t.uP] current build-up time = 0.2 sec (by default)
a) o[OFF] ... 15.0 sec (change step 0.1 sec)
7) [t.dn] current ramp-down time = 0.2 sec (by default)
a) o[OFF] ... 15.0 sec (change step 0.1 sec)
8) [Po.P] pulse mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [I.PS] pause current = 25A (by default)
a) 12 ... 250A (change step 1A) for MultiPRO -250
b) 12 ... 270A (change step 1A) for MultiPRO -270-400V
€) 14...350A (change step 1A) for MultiPRO -350-400V
10) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
11) [dut] pulse/pause ratio (duty cycle) —it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 4 ... 80% (change step 2%)
12) [SPT] SPOT mode = OFF (by default)
a) ON —enabled
b) OFF — disabled
13) [I.SPT] dot current = 160A (by default)
a) 12 ... 250A (change step 1A) for MultiPRO -250
b) 12 ... 270A (change step 1A) for MultiPRO -270-400V
€) 14...350A (change step 1A) for MultiPRO -350-400V
14) [t.SP] dot time = 0.02 sec (by default)
a) 0.01.... 25.0 sec (dynamic change step 0.01...1 sec)
15) [t.PS] pause time = 1,0 sec (by default)
a) OFF ... 0.5 ... 5.0 sec (change step 0.1 sec)

MIG/MAG welding mode
0) [-3-]1 main displayed parameter VOLTAGE = 19.0 V (by default)
a)12 ... 28.0V (change step 0.1V) for MultiPRO-250
b)12 ... 29.0V (change step 0.1V) for MultiPRO-270-400V
)12 ... 32.0V (change step 0.1V) for MultiPRO-350-400V
1) [SPD] Second main parameter WIRE FEED SPEED = 4.5 m/min (default)
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min)
2) [t.Pr] pre-gas time = 0.1 sec (by default)
a)0.1... 25.0 sec (change step 0.1 sec)
3) [t.Po] post- gas time = 1.5 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
4) [t.uP] Voltage ramp-up time = 0.1 sec (default)
a) o[OFF] ... 5.0 sec (adjustment step 0.1 sec)
5) [t.dn] Voltage ramp-down time = 0.1 sec (default)
a) o[OFF] ... 5.0 sec (adjustment step 0.1 sec)
6) [But] Torch button mode = [2T] (default)
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a) [2T] - 2T torch button mode
b) [4T]- Standard 4T torch button mode
¢) [a4T] - Alternative 4T torch button mode
7) [Ind] Inductance level = o (default)
a)-5...0... 5 stage (adjustment step 1 stage)
8) [tYP] Wire material type = Steel (default)
a) Steel — Steel wire
b) Alum — Aluminum wire
9) [Po.P] Pulsed current mode = OFF (default)
a) ON —enabled
b) OFF —disabled
10) [t.IP] Pulse duration = 2.2 ms (default)
a)0.5... 5 ms (adjustment step 0.1 ms)
11) [I.PS] Pulse current = 210A (default)
€) 160 ... 320A (adjustment step 1A) for MultiPRO-250
d) 170 ... 360A (adjustment step 1A) for MultiPRO-270-400V
€) 190 ... 450A (adjustment step 1A) for MultiPRO-350-400V
12) [I.PS] Base current = 50A (default)
a) 30 ... 80A (adjustment step 5A)
13) [Fr.P] Pulse frequency = 100 Hz (default)
a) 30 ... 300 Hz (adjustment step 1 Hz)
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WARRANTY

Dear customer!

PATON INTERNATIONAL thanks you for choosing PATON™ products and guarantees high quality and flawless functioning of this product,
subject to the rules of its operation.

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

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

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

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

MultiPRO-250
MultiPRO-270-400V 3 years
MultiPRO -350-400V

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

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

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

- with traces of corrosion, which caused a malfunction;

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

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

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

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

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

You can find out information about the nearest service center at the place of purchase.
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[lata npuitomy Ha pemoHT / Date of receipt for repair

OsHakw HecripaBHoCTi / Symptoms of non-operability:

, 20

(nignuc / signature)

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Hakw HecnpaBHocTi /| Symptoms of non-operability:

(nianuc / signature)

Mpununna / Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Haku HecnpaBHocTi /| Symptoms of non-operability:

, 20

(nignuc / signature)

Mpuunna [ Cause:
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