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YBATA!!! MNepea BUKOpUCTaHHAM 061aHaHHA peKOMEHAYEMO 03HaNOMUTUCA 3 PO3LIMPEHOIO BEPCi€lo IHCTPYKLi 3
g ekcnayatauii 3a agpecoto: https://paton.ua/files/passports/PRO_GENs5.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/PRO_GENs5.pdf

3BaptoBasbHuii anapat / Welding machine
PATON™ PRO-160 / 200 / 250 / 270-400V [ 350-400V [ 500-400V [ 630-400V

Jlata npogaxy / Purchase date ” " 20 r.

M.M.

(Mignuc npoaasus / Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kiev, UKRAINE

We hereby declare that the DoC is issued under our sole responsibility and

belongs to the following product:

Product
designation:

PATON™ PRO-160, PATON™ PRO-200, PATON™
PRO-250, PATON™ PRO-270-400V, PATON™

PRO-350-400V,
PATON™ PRO-350-400V, PATON™ PRO-500-400V,
PATON™ PRO-630-400V

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

standards:

Directives:

Safety of machinery - Electrical
equipment of machines -

Arc welding equipment - Part 1:
Welding power sources

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

Signed on behalf of:
Place and Date:

Signature

Name, Function:

EN IEC 60204-1:2018

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

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

PATON International LLC
04.08.2022

03045 Kiev, UKRAINE

Mark Tokmakov
Chief Technical Officer

PATON International LLC
Novopyrohivska 66, 03045 Kiev
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Tel: +380 800 500 600
E-Mail:
office@paton.ua

UKRAINE (YKPATHCBbKA)

3BaptoBa/ibHWI anapaT BUrOTOB/EHWI Bi4NOBIAHO A0 TEXHIYHUX CTAHAAPTIB | BCTAHOB/IEHUX NPaBUA
TexHiku 6e3neku. MpoTe y pasi HenpaBUILHOTO NOBOAXKEHHS BUHUKAE Hebe3neka:

- TpaBMyBaHHs 06CyroByto4oro nepcoHany abo Tpetboi ocoby;

- 3aMOAIfIHHA WKOZAW cCaMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBa;

- NopyLweHHst epeKTUBHOro poboyoro npouecy.

Bci ocobu, sKki nos's3aHi 3 BBeAEHHSM B eKCrJyaTauilo, YNpaBAiHHAM, AOMAAOM i TeXHIYHUM
06cnyroByBaHHAM anapaTy NOBUHHi

- NPOWTU BIANOBIAHY aTecTalito;

- BOIOAITU 3HAHHAMM 3i 3BapPIOBaHHS;

- TOYHO AOTPMMYBATUCA L€l IHCTPYKLi.

HecnpaBHOCTI, Siki MOXYTb 3HU3WUTU 6e3meKy, NOBUHHI 6yT1 TEPMIHOBO YCyHEHI.

NPABWUJIA TEXHIKW BE3MEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBA/IbHOIO CTPYMY

- YPaxeHHs eNeKTPUYHUM CTPYMOM MOoXe ByTh CMepTe/bHUM;

- 3BaptoBasbHWII Kabesb MOBWMHEH OyTW MILHUM, HEYWKOAXEeHWM Ta i301boBaHuM. Ocnabnexi
3'e/lHaHHA | MoWKoAXeHW kabenb NOTPiIGHO HeralHO 3amiHMTM. Mepexesi kabeni W kabeni
3BapIOBa/IbHOrO anapaTy MOBMHHI CMCTEMATUYHO NepeBipATUCS daxiBLeM eNeKTPMKOM Ha CMpPaBHICTb
isonsuii;

- MiZj 4aC BUKOPUCTaHHS 3360POHAETLCA 3HIMATY 30BHILLHI KOXYX anapary.

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBA/IbHOT AYTU

3abopoHsETbCA crnocTepiraTv 3a 3BaploBasibHOI Ayroto Heo3bpoeHum okom. [Jlyra i 6pusku, Lo
YTBOPIOIOTLCA Mifl Yac poboTh, MOXYTb 06MekTW WKipy abo BUKAMKATY NOMYM's, TOMY 3aBXAM Cig
HOCWUTM 3aXWUCHY MacKy 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOpPOHHI 0co6MU, L0 3HAXOAATLCA B 30Hi Al
NPUCTPOIO, MOBWHHI 3aXMIATK OYi CheuiabHUMU 3aXMCHUMKU OKynsipamu abo BUKOPUCTOBYBATU
Heropioui eKpaHy, Lo NOMIMHAIOTb BUNPOMIHIOBAHHS.

HEBE3MEKA WKIANMBUX FA3IB | BUMAPIB

- YyTBOpEHi AUM Ta WKiAAMBI rasn BUAaTU 3 poboyoi 30HM crellianbHMK 3acobamu;

- 336e3neunTH AOCTATHIM NPUTOK CBIXOro MOBITPS;

- BUMapU PO3UMHHWKIB HE MOBUHHI MOTPaMN/IfTH B 30HY BUNPOMIiHIOBaHHS 3BaploBa/bHOT Ayru.

HEBE3MEKA MAFHITHOIO NO/S

- CTBOpEHi BUCOKMM CTPYMOM MArHiTHi MO/ MOXYTb YMHWUTU HEraTUBHUIA BMJIMB HA NpaLe3AaTHICTb
eneKTponpuaais (Hanpukaaa, kapgioctumynstop). Ocobu, aki MaloTb Taki NpwaaaW, MOBUHHI
nopaauTUCA 3 Nikapem, NepLu Hix HabanxaTUcs 40 po6oYOro 3BaprOBaIbHOr0 MaAaHuMKa.

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 po60UOi 30HM;

- He AOMyCKaloTbCs 3BaprOBasibHi pO6OTU Ha EMHOCTAX, Y AKkux 36epiratoTbest abo 36epiranaucs rasu,
nasnbHe, HapToNpPoAyKTU. MoxnBa Hebe3neka BUBYXy 3aNMLIKIB LiUX NPOAYKTIB;

- y noxesxo- Ta BubyxoHe6e3neuHnx NpuMilleHHAX 40TPUMYBaTHCA 0COBAMBUX NpaBuA, BIAMNOBIAHO A0
HaLiOHAIbHMX Ta MiXKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

Jins 0cobUCTOro 3aXMCTy AOTPUMYITECH HACTYNHUX NPaBU:

- HOCMTU MiliHe B3yTTH, Lo 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1y BOSIOTMX YMOBAX;

- 3aXMLLATU PYKM i30/110104MMM PyKaBUUKaMK;

- Oui 3aXMLATU 3aXWUCHOIO MAcKo 3 GiNLTPOM NPOTW yNbTPadioNeToBOro BUNPOMIHIOBAHHS, AKWIA
BiANOBIAA€ CTaHAapTaM TexHiku 6e3neku;

- BUKOPWCTOBYBATM Ti/IbKU BiANOBIAHWI (BAaXKO3aNMUCTHIA OAST).

PATON PRO DC MMA
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HEBE3MEKA IHTEHCMBHOIO LLYMY

3BaploBasbHa Ayra, ska BUHWKAE Mij 4ac 3BaploBaHHA MOXe BUAABaTW 3Byku piBHs Buue 85 4B
npoTarom 8 rognH po6o4oro yacy. 3BapioBasibHIUKM, WO MPaLoloTh 3 06aaZHaHHAM, nig Yac poboTn
MaloTb HOCUTM 3aCO6M 3aXUCTY OpraHiB CayXxy.

#)

PO3MAKYBAHHA

[0 KOMNeKTy anapaTy BXoAATb:

Crivcnmi nociBaak
HAEHETYRAYE

JpapHaafenn £abeit 5 aqefpogoTom miriem e :
ABICOR BINZEL, et

WulmepransHmnib ke

Frmike 08
NERRHCAHNE ANARATY

IpapHiEadeHP K30 EAL 3 KARaK apalae ABICDR . 13 maear
= AXRpEAD HARMEEHE T RAPHORDTHH0
BIMZEL, 3. N

AETH B MEDEX CEHM rabpacw

oA peage A PRO-500-4 00V 10-4,50Y — & meTpin
“fnn moaened PRO-a80) 200250
L0 MR ARA PR 16 07 300 2 G 3704 0 W 350 4 oy

ENIEMEHTW YNPABJ/IIHHA
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1 - KHonka Bubopy pexumy 3saptoBaHHs "MODE":
a) pyyHe Ayrose 3BaploBaHHs WTy4YHUM enekTpogom PA3 «<MMA»;
6) 3BaptoBaHHA B aproHi, e1eKTPOAOM Lo He NaaBuTbes APT «TIGy»;
B) 3BapIOBaHHA HaMniBaBTOMaTWYHe B 3aXMCHUX rasax HA «MIG | MAG»;
2 —Pyuka perynstopa Ans Bu6opy GpyHKLil (TapamMeTpiB) NOTOUHOTO PEXUMY 3BaplOBaHHS Ta BCTAHOB/IEHHS iX 3HaYeHHs. 3a BU6ip yHKLiN
BiZANOBIAAI0Tb NOBOPOTY peryATopa NPaBopyu Ta NiBopyy. [Ins NepexoAy A0 BCTaHOB/IEHHS 3HaueHHs BU6paHOro napameTpy HeobXigHo
HaTUCHYTU Ha PyyKy PeryasTopa. 3HaueHHs BCTAHOB/IIOETLCSA NOBOPOTaMM PyUKM peryasTopa npasopyy abo nisopyuy. a5 noBepHeHHs A0
MeHIo BU6opy dyHKLii/napameTpiB HeOBXiAHO e pa3 HAaTUCHYTU Ha PyyKy peryaaTopa.
3 - Lindposuit gucnnens;
4 — KHonka Bubopy nporpamu 3BaptoBaHHs (Habip paHilue HaslalWToBaHMX KOPUCTYBayeM napameTpis);
5—Po3'em nogaui curHanis Big MexaHiamMy nogadi 4poTy Ha BK/IIOYEHHS | BUK/IIOUEHHSA AXepena CTPyMy;
6 — KHonka / aBTOMaT yBIMKHEHHS / BAMMKaHHA anapaTa;
7 — Kabenb AN NigKAOYEHHS 40 MepeXxi XUB/EHHS;
8 — Micue nig'eaHaHHs kabento 3a3eMNeHHs;

A —THi340 CMNOBOrO CTPYMY «+» TUMNy GaltoHeT:
a) npu 3BaptoBaHHi P43 "MMA" — nigkntouaeTbcs kabenb enekTposa (B okpeMux BUNaAKax npu BUKOPUCTaHHI crewiaibHuX
€/1eKTPOAIB MiAKNOYAETLCA Kabenb «Macar);
6) npu 3BaptoBaHHi API "TIG" — NiAKIOYAETLCA TiIbKKM Kabesib «Maca»;
B) NPV HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM 4pOTOM - NiAKNOHAETLCA Kabenb MexaHi3My nogadi ApoTy;
r) NPU HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" caMo3axv1CcHUM APOTOM - MiAKNOHAETLCA Kabenb «Macay;

B — [Hi340 C110BOr0O CTPYMy «-» Tuny BaiioHeT:
a) npu 3BaptoBaHHi P43 "MMA" - nigkato4aeTbes kabesb «Maca» (B OKpeMux BUMaZKax Npy BUKOPUCTaHHI cneLiasibHUX
€/1eKTPOAiB MiAKN0YaETbCA kabesb enekTpoa);
6) npu 3BaptoBaHHi AP "TIG" - NigK/I04aETCA TiIbKU aproHOAYrOBUIA NabHUK;
B) NPy HaniBaBTOMaTU4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyLiibHUM A pOTOM - MigKAlO4aETbCs Kabenb «macay;
r) Npy HaniBaBToMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" caMo3axXWUCHWUM APOTOM - NigK/IIO4aETbCA kabeslb MexaHiamy nogaui
ApoTy.

IHAVUKAL IS POBOTU AMAPATA B PEXXMMAX

MMA

—[4]

NaFaMEeTFH: b
cHna Nar. CTapTy:  SHx| |
qac MaF. CtarT9: A, 3C

MIG/MAG
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1 - [TOTOUHWMIA peXUM 3BapIOBaHHSA

- T ¥ —Homep noTouHoi nporpamun
MIG MAG-ZT nFor He 1 )5 2 P noTouHoInporp
(HAMPSr S SEaPREaHH 3 - Hassa dynkuii/ napametpa

,/ 'l?l' 4 — 3HaueHHs obpaHoi dyHKLii / napameTpa

5—epenik Ta BCTAHOB/IEHI 3HAYEHHSA 2-X HACTYMHUX
napameTpis B MeHI0

naFraMeTFH: b
KHOMKA NafbHWKa:
iMAYAECHHA FekH:

BBEAEHHSA B EKCMJIYATAL IO

3BaploBa/ibHWI anapaT NpU3HaYeHWI BUK/IIOYHO: A5 PyYHOrO AyroBOro 3BaploBaHHs WTYYHUM €/1eKTPOAOM, 3BapioBaHHsA B CepesoBULLi
aproHy, a TakoX HaniBaBTOMaTMYHOrO 3BaploBaHHs B CepeZoBULLi 3aXMCHUX rasiB. |HLLIe BUKOPUCTaHHS anapaTy BBaXA€ETbCsA TakuM, LLO He
BiAMNOBIAA€E WOro npusHaveHHo. BMPOBHMK He Hece BiANOBIAa/BLHOCTI 3a MOLWKOAXEHHS BHACNIZOK BMKOPWUCTAHHS amnapaTy He 3a
npu3HaYeHHAM. BukopucTaHHs BigNoBigHO A0 Npy3HayeHHs Nepejbayae A0TpMMaHHA BKa3iBOK LbOro nocibHuKa 3 ekcriyatauii.

BMMOIM A0 PO3MILLLEEHHA

HeobxigHo po3milyBaTi anapar Tak, Wwob 3abe3neyyBaBca Ge3nepelKogHMiA BXig | BUXiJ OXON0AXYIOUOro MoBITPs Yepes BeHTUAALINHI
OTBOPM Ha MepegHiit i 3aAHiN naHensx. Crigkynte 3a TvM, Wob MeTanesuin nua (HanpukAaa, nig 4ac HaxaauyHoro waipysaHHa) HE
3acMoKTyBanacs 6e3nocepeZHbO B anapaT BEHTUAATOPOM OXONOAKEHHS.

NIAKAOYEHHA A0 MEPEXI

3BaploBa/IbHWIA anapaT y cepiliHOMY BUKOHaHHi PO3paxoBaHuii Ha:

1. Mepexesy Hanpyry 220B (-27% +18%) — gnsa Mmogeneit PRO-160/200/250;

2. TpudasHy mepesxesy Hanpyry 3x380B abo 3x400B (Mogeni PRO-270/350/500/630) — ANst LbOro BUBEAEHO TpU ApoTw. MpaBuna TexHiku
6e3reku nig Yac nposeseHHs pobiT 3i 3BaploBaNbHUM 06/1a/lHAHHAM BUMaraloTh 3a3eM/IeHHA KOprycy anapaty. [as uboro nepesgbayeHo
/\Ba BapiaHTY: 1) BUKOPWUCTAHHS YETBEPTOrO APOTY Y MepexeBOMy Kabesi XOBTO-3e/1eHOro Ko/Ibopy (MiXHaPOAHUIA CTaHAAPT MapKyBaHHS);
2) BUKOPUCTaHHs 6ONTOBOT KNeMW Ha 3aHil NaHeni anapaTy (KOPCTKilWMIA CTaHAAPT 3a3eMEeHHS, KM BUKOPUCTOBYBABCS B KpaiHax CHA).

Yeara! Mpu nigkaoveHHi anapaTa 4o Hanpyru mepexi Bule 270B (PRO-160/200/250) abo 450B (415 PRO-270/350/500/630), BCi rapaHTiiiHi
3060B'A3aHHA BUPOBHMKA BTpavaloTe cuay! A TakoX rapaHTiliHi 3060B'A3aHHA BMPOGHMKA BTPayvaloTb UMHHICTL MPU MOMUAKOBOMY
nigiatoueHHi Gasun Mepexi Ha 3a3eM/IeHHs gxepena.

MepexeBuit po3'em, nonepeuHuin nepepis kabesis Mepexi KMBAEHHS, a TaKOX MepexXeBi 3anobixHWUKM NOBUHHI BUBMPATUCS BUXOAAUM 3
TeXHIYHUX JaHWX anaparTa.

BUBIP MOBU MEHIO AMAPATA

Ans BM6OPY/3MiHM MOBM MeHIO anapaTta HeobXiZHO HAaTUCHYTU Ta YTPUMYIOUM KHOMKY 1 yBIMKHY TV anapar. Mic/1f uboro Ha ekpaHi 3'sBuTbCs
MeHI0 BUBOPY MOBM, B AKOMY NMOBOPOTaMM Py4kn PeryisTopa 2 MoxHa BM6paTy HeobXxiaHy MoBY, Ta niaTBepaAnTH BMGIP 3a AOMOMOro
HaTUCKaHHS Ha PyuKy peryasTopa 2. l1icas 4boro anapat NpoAoBXMTL po6oTy 3 iHTepdeiicoM BiAMOBIAHOK MOBO.

EnekTpoa, wo BcraHoBneHe JliameTp nonepeuyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaYeHHA CTPyMy npun nepepisy ApoTy npu nepepisy MepexeBoro AOBXUHA
pexumi MMA MMAIiTIG MIG/MAG NpoBoAY, KB. MM nposoAy, M
1x220V - PRO-160, PRO-200, PRO-250

1 75

1,5 115

2 Mm He 6inblue 80A He 6isiblwe Jo,6 MM 2 255

2,5 195

4 310

-7-
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6 465
15 75
2 105
g3 MM He 6iblie 120A He 6inble Jo,8 Mm 2,5 130
4 205
6 310
2 75
D4 MM He 6inble 160A 25 2
4 155
He 6iiblwe J1,0 MM 6 230
2,5 75
a5 MM He 6inblue 200A 4 125
6 185
2,5 60
26 Mﬁsn’::/:(onn. A0 250A He bBinbwe @1,2 MM 4 100
6 150
Enektpog, wo BcraHoBneHe JliameTp nonepeyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3Ha4YeHHs CTpyMy npu nepepisy ApoTy npu nepepisy mep (] A Ha
pexumi MMA MMAiTIG MIG/MAG NpOoBOAY, KB. MM npoBoAy, M
3 x 380/400V - PRO-270, PRO-350, PRO-500, PRO-630
15 135
2 175
g3 mMm He Binblwe 120A He 6inblwe Jo,8 Mm 2,5 220
4 350
6 525
2 130
. 2,5 160
D4 MM He Binblue 160A
A 260
He Binbwe 1,0 MM 6 385
2,5 115
5 MM He Binble 220A 4 180
6 270
26 Mm . . 22 H
nerKkonAaBKMe He 6iblie270A He 6iblie J1,2 MM 4 135
6 205
2,5 65
26 Mm He Binblue 350A He Binbwe J1,4 MM A 100
6 150
4 8o
@6 mm Tyronnaekue He Binblue 400A 6 120
He 6isibwe J1,6 MM = 295
28 mm X 4 22
nerKonaBKMe He Binblue 500A 6 85
10 140
4 40
28 Mm 2,0 630A He 6inblue @2,0 MM 6 65
10 105

YBATA! MepexeBa KHoMKka Ha 3aAHii naHeni anapata (418 Mogeneit PRO-160/200/250) He € CUN0BO, TOMY Mif YaC BUMKHEHHS
anapaTy BOHa He 3HEeCTPYMJIIOE MOBHICTIO BCIO BHYTPILIHIO eNeKTPOHiKy. 3 L€l MPUYMHK 3rigHO NpaBu TexHiku besneku nicas
3aBepLUeHHs 3BaploBa/IbHNX POBiT, BUIMaliTe BU/KY 3 Mepexi.

CXEMA NMIAK/IFOYEHHA ANAPATA A4/19 3BAPHOBAHHA NOKPUTUMU ENEKTPOAAMU (MMA)

PATON PRO DC MMA -8 -



ENEKTPOAOTPUMAM

KNEMA "MACA"

PEKOMEHJOBAHA 1OB>XXUHA 3BAPIOBA/IbHUX KABEJIIB NPU 3BAPIOBAHHI:

. Mnowa
. JoBXxuHa kabenis
MakcumanbHui cTpym nonepe4yHoro Mapka kabenio
(B OAHY CTOPOHY) X
nepepisy

He 6isiblie 160A 2...7M 16 Mm* Kl 1x16
He 6isblwe 200A 3..9M 25 MM KI" 1x25
He Hinblie 250A 5..11M 35 MM* Kl 1x35
He 6isiblie 270A 5..11M 35 MM> KI 1x35
He binbLue 350A 6...14M 35 MM* Kl 1x35
. 8..30M 5O MM? KI™ 1x50

He 6isiblue 500A -
12 ... 40 M 70 MM KI™ 1x70
10...30M 0 MM? KI™ 1x70

A0 630A Ei ! !

15... 40 M 95 MM? Kl 1x95

CXEMA NMIAK/TFOYEHHSA ANAPATA 419 3BAPHOBAHHS B APIOHI (TIG)

APrOHOBUHA
NANbHUK

-9 - PATON PRO DC MMA
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CXEMA NMIAK/IFOYEHHSA ANAPATA 419 HANIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

TEXHIYHI XAPAKTEPUCTUKIA

30BHILLHIA MEXAHI3M
nogAul iPOTY

KNEMA "MACA"

HAMIBABTOMATUYHUN
NANBbHUK

NAPAMETPU PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
HomiHanbHa Hanpyra 220 220 220 3x380 3x380 3x380 3x380
mepexi 5o/6oly, B 230 230 230 3X400 3X400 3X400 3X400
HoMmiHanbHwWit cTpym, Wwo
CMNOXMBAETLCA 3 hasn 18..21 23...27 29,5...35 12...14 16...18,5 30...35,5 42 ... 49

| _Mepexi, A

HomiHanbHuit
3BapIOBa/IbHUI CTpYM, A 260 200 250 279 350 500 630
MakcmanbHui Aitounia 215 270 335 350 450 630 800
cTpym, A

70%/npwu 70% [/ npn 70% [ npn 70%/npn 70%/npn 70%/npn 70%/npn
TpuBanicTb HaBaHTaXeHHSA 160A 200A 250A 270A 350A 500A 630A
(TH) 100%/npn 100% / npun 100% / npun 100%/npun 100%/npn 100%/npun 100%/npun

134A 167A 208A 225A 290A £,20A 520A

Mexi 3.MIHM Hanpyrm 160 — 260 160 — 260 160 — 260 +15% +15% +15% +15%
Mepexi X1B/eHHs, B
zltlaeax:opsear::zi?ci;;ymy, A 8-160 10 — 200 12 - 250 12-270 14 —350 16 — 500 18-630
Mexi peryiosaHHs 12-24 12-26 12-28 12-29 12-30 12— 40 12 — 44
3BaptoBasIbHOI Hanpyru, B
Aiamep wrysHoro 1,6-4,0 1,6-50 1,6-6,0 1,6-6,0 1,6-6,0 1,6-8,0 1,6-8,0
e/1eKTpoAa, MM
Aiamerp cyuinbHoro 0,6-1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6-1,4 0,6-1,6 0,6-2,0
3BapIOBa/IbHOTO APOTY, MM

IMnybCHI pexxnmm nig, vac
3BapIOBaHHsA

MMA: 0,2...5000
TIG: 0,2...5000M,
MIG/MAG: 30 ... 300 Iy

Fapsuwnii ctapT (Hot-Start) B

peximi PA3 PerynboBaHa
®opcax ayru (Arc-Force) B
pexumi P3 PerynboBaHa
AHTUNPUANNAHHA ABTOMaTMULA
(Anti-Stick) B pexxumi P13
BAoK 3HMXEeHHA Hanpyru

BK/1/ BUMK
XONI0CTOrO X0Ay
Hanpyra xonoctoro xoay
P43, B 12/75
Hanpyra nignany gayru, B 110

PATON PRO DC MMA
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HomiHanbHa cnoxwueaHa o 6 0..60 6 106 .. 122 108 .. 2 N N
NOTYXHICTL, KBA 4/0 .. by 50...6, /5 7i7 7,993 ,6 ... 12, 9,6 ... 23,5 7,7 -+ 32,4
MakcnmanbHa cnoxmnsaHa s " e 28 0.0
OTYXHICTb, KBA 5 ik 94 13 5 9 40,
KKA, % 92

OX0oNnoaXeHHs AzanTueHe

JlianasoH po6oumnx a5 ... +450C

TemnepaTyp

FabapuTHi po3mipu, Mm 345X 115 X 345 X 115 X 345 X115 X 385 x 145X 385X 145X 510 X 180 X 510 X 235 X
(A,0BXMHa, WMPUHA, BUCOTA) 290 290 290 348 348 385 410
Maca 6e3 akcecyapis, Kr 5,2 58 59 9,9 10,1 19,7 23,7
Knac 3axucry* P33 P33 1P33 P33 P33 1P23 1P23

BUBIP TA HANALWLTYBAHHA CDYHKLI,II)'I AMAPATA

B cTaHAapTHOMY CTaHi (KoM A0 KHOMOK Ha MepejHill NaHesli He TOPKAlOTbCA), anapaT 3aBXAN BUBOAUTL Ha LIMPPOBUIA iHAMKATOP 3HAUEHHS
OCHOBHOrO NapameTpa NOTOYHOrO PeXVMY 3BaptoBaHHS:

1) y pexxumi P43 "MMA” — 38aptoBasibHU CTPYM;

2) y pexxumi APT “TIG” — 3BaptoBasibHUM CTPYM;

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

Perynstop 2 Ha nepeaHiit naHeni anapaty € 6araTodyHKLioHaNbHUM Ta BiZNOBIAAE 3a HAaCTyMHe:

1) BUBip no kony 6yAb-sKoi GyHKL,T y NTOTOYHOMY pexumi 3BapioBaHHs (NTOBOpPOTM iBOpyY abo npaBopyy);

2) BCTAHOB/IEHHS 3HaYeHHSA BUGPaHOro napameTpy (HaTUCHYTU Ha PyuKy perynstopa Ta noBopoTu nisopyy abo npasopyy);

3) CKMAaHHA BCIX GYHKLIN 40 3aBOACHKMX HANALITYBaHb MOTOYHOIO PEXMMY 3BaploBaHHS (HATUCHYTU Ha PyuKy perynsatopa Ta
YTPVUMYBaTU B HATUCHYTOMY NO/IOXEHH bisblue 12 ¢).
KHonka 1 Ha nepeAHili naHeni BiANOBIAAE 3a 3MiHY PeXVMIB 3BaploBaHHA (NepeMUKaHHs BigbyBa€eTbCa No Kony).

MNEPEK/IIOYEHHA HA HEOBXIAHY GYHKU IO

SAKIWO B anapaTi BCTAHOBNEHO CUCTEMY 3aXMUCTY Bif HECAHKLLIOHOBAHOrO AOCTYNYy A0 MeHIo (yHKLiK, Npy NOBOPOTaX PyyKu peryasTopa 2
Bi\byBa€TbCA pe/laryBaHHs 3HaYeHHs OCHOBHOTO MapaMeTpy MOTOYHOrO PeXuMy 3BaploBaHHSs, a MeHio yHKLil anapaTa —3ab10KoBaHe.
Ans po36710KyBaHHA MeHIO, HeobXiAHO YTPUMYBaTV B HATUCHYTOMY CTaHi pPyuKy peryasTopa 2 binblue 3,5 cekyHz. Mpu po36aokyBaHHi, Ha
eKkpaH BMBOAWUTbLCA 306paxeHHs 3amMKa, KW BiAKPUBAETLCA, WO BKasye Npo npouec po36aokyBaHHsA MeHIo GyHKUiN. Micas ycniwHoro
po36/10KyBaHHS, NPV NOBOPOTaX Py4ku 2 NpaBopyy abo iBopyd, Ha LMPOBUIA AUCNe BUBOAWUTLCA NOTOYHA Ha3Ba GyHKL,T Ta il 3HaUeHHS.

NEPEKJ/IIOYEHHS HA HEOBXIZAHWI PEXKVM 3BAPIOBAHHS
HaTuckaHHA KHOMKM 1 NPU3BOAUTL A0 NEPEK/IIOYEHHSA Ha HaCTYMHUIN PeXxnM 3BaploBaHHA Mo kosy. Lle BuAHO Ha Aucnnel 3 Ha nepeaHii
naHeni anaparta.

CKUAAHHS HANIALUTYBAHb BCIX ®YHKLIA MOTOYHOMO PEXXMMY 3BAPIOBAHHS

MoxyTb BiAbyBaTMCA CUTyaLi, KOAM NapameTpu B anapati TPOXW 3anayTanu KopucTysaua. [as Toro wob CKUHYTH iX A0 CTaHAAPTHUX
33aBOACHKMX HaNalTyBaHb, JOCUTb YTPUMYBATU B HAaTUCHYTOMY CTaHi pyyKy perynsTopa 2 npoTsarom bisblie 12 cekyHA (He 38epTaTut yBary
Ha 306paxeHHs 3amMouka). SIK i HaBOAMNOCHA paHile, Ha Tablo NOYHETLCA 3BOPOTHWIA BIANIK 333...222...111 i NPU AOCATHEHHI "000" BCi
HanawWwTyBaHHA BMOBPaAHOI NPOrpamu NOTOYHOrO PeXuMy 3BaploBaHHA ByAyTb OHOB/IEHI Ha 3aBOACHKI. CKMAAHHA NapameTpiB AN KOXHOT
NpOorpamMu KOXHOIO pexuMy 3BaptoBaHHs pobasTbcs okpemo. Lie 3pobieHo A5 3pyUHOCTI, o6 He CKMHYTY iIHAMBIAYyaNbHI HaNAWTYBaHHS B
ABOX iHLINX PeXMMaXx Ta iHWMX Nporpamax.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHA

Y KoxHOMy pexumi 38aptoBaHHs MMA, TIG i MIG/MAG anapat moxe 36epiratv 40 16 pisHUX BapiaHTiB HasawTyBaHb. MOTOUYHUI HOMEp
HaNaLWTyBaHHs (Mporpamu) Biso6paxaeTbCa y BepxHbOMY NPaBOMy KyTi ekpaHa, AKWA 3HaXOAUTLCS Ha NepeHil NaHesi. Y MOMEHT nepLioro
YBIMKHEHHSA anapaTta, ANS KOXHOrO pexuMy 3BaploBaHHSA, 3aBXAM BUBOAMTLCA nporpama nig Noi. Yci 3MiHW B HanawTyBaHHi anapaTa B
AAHOMy pexuMi 3BapiloBaHHs Ta MOTOYHOMY Homepi mporpamu 36epiraioTbcs. LLo6 nepeiiTM Ha iHWWIA HOMep Nporpamu i noyatu
HaNalTyBaHHA 3HOBY 3 6a30BMX NapameTpiB, AOCTATHLO HAaTUCHYTU KHOMKY 4, TOAI Ha eKpaH BUBOAWTLCA MOTOYHWI HOMep nporpamy, i
Aani, 32 ,0NOMOr0t0 NOBOPOTIB PYUKM PErynsaTopa 2 MOXHa BUGpaTH iHwWy nporpamy.

3ATA/IbHUIM CMUCOK | NOC/IA0BHICTb ®YHKL, I

Pexcum 3saprosarHsa P43 "MMA"

0) [-1-] - ocHoBHWUI NapameTp CTPYM = 80A (3a 3aMOBYyBaHHSIM)
a) 8... 160A (kpok 3MmiHuM 1A) ana PRO-160
6) 10...200A (kpok 3MiHu 1A) Ans PRO-200
B) 12...250A (Kpok 3MiHu 1A) ans PRO-250
r) 12 ... 270A (kpok 3miHu 1A) ans PRO-270 -400V
A) 14...350A (Kpok 3miHK 1A) gna PRO-350 -400V
€e) 16 ... 500A (Kpok 3miHu 1A) gns PRO-500 -400V
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%) 18...630A (kpok 3miHu 1A) Ans PRO-630 -400V
1) [H.St] cuna "Tapsvoro ctapTy" = 50% (3a 3aMOBYYyBaHHAM)
a) o[OFF] ... 100% (kpok 3MiHW 5%)
2) [t.HS] 4yac "lapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...1,0 cek. (KPOK 3MiHM 0,1 cek.)
3) [Ar.F] cuna "®opcaxy ayru" = 50% (3a 3aMOBUYBaHHAM)
a) 0 [OFF] ... 200% (kpok 3miHK 5%)
4) [U.AF] pieHb cnpalboByBaHHsA dyHKLUii «@opcax ayri» =12V (3a 3aMOBYYBaHHAM)
a)9... 18V (Kpok 3miHKn 1V)
5) [BAH] Haxnn BonbTaMnepHOI xapakTepucTukm = 1,4V/A (3a 3amMoBYyBaHHAM)
a) 0,2...1,8V/A (kpok 3miHu 0,4V/A)
6) [Sh.A] 3BaptoBaHHs KOpOTKOt Ayroto = OFF (3a 3aMoBuyBaHHAM)
a) o [OFF] ... 3 cTyniHb (KPOK 3MiHW 1 CTyMiHb)
7) [BSn] 6710k 3HUXeEHHA Hanpyru xonocToro xogy = OFF (3a 3aMoBYyBaHHsAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
8) [Po.P] imnynbcHuit pexxum = OFF (3a 3aMOBYyBaHHAM)
a) ON — yBiMKHeHO
6) OFF — BUMKHEHO
9) [I.PS] cTpym naysu = 25A (3a 3aMOBUYyBaHHAM)
a) 8... 160A (kpok 3MiHu 1A) ans PRO-160
6) 10...200A (Kpok 3MiHu 1A) a8 PRO-200
B) 12...250A (Kpok 3miHu 1A) ans PRO-250
r) 12 ... 270A (Kpok 3miHu 1A) ans PRO-270-400V
A) 14...350A (Kpok 3miHn 1A) ans PRO-350 400V
€) 16 ... 500A (Kpok 3miHK 1A) gns PRO-500-400V
%) 18...630A (kpok 3miHn 1A) gns PRO-630-400V
10) [Fr.P] 4acToTa nynbcauiit ctpymy = 5,0 Iy (33 3aMoBUyBaHHAM)
a) 0,2...500 Y (AMHAMIYHUI KPOK 3MiHM 0,1 My...1 )
11) [dut] banaHc iMmnynbc/naysa = 50% (3a 3aMOBYYBaHHsM)
a) 20...80% (KpoK 3MiHM 2%0)
Pexcum 3saprosanHa TIG
0) [-2-] ocHoBHMIt NnapameTp CTPYM = 60A (3a 3aMOBUyBaHHsM) [ B iMNy/ibCHOMY pexumi Lie 6asosuit CTPYM
a) 8... 160A (kpok 3MmiHuM 1A) ans PRO-160
6) 10...200A (kpok 3miHu 1A) Ans PRO-200
B) 12...250A (Kpok 3MiHu 1A) ans PRO-250
r) 12 ... 270A (Kpok 3miHu 1A) ans PRO-270-400V
A) 14...350A (Kpok 3miHn 1A) ana PRO-350-400V
€) 16 ... 500A (Kpok 3miHK 1A) gns PRO-500-400V
%) 18 ... 630A (Kpok 3miHK 1A) gna PRO-630-400V
1) [t.uP] 4ac HapocTaHHs CTpyMy = 0,2 ceK (3a 3aMOBYYBaHHAM)
@) 0 ... 15,0 CeK. (KPOK 3MiHM 0,1 CeK.)
2) [Po.P] imnyabcHUi pexm = OFF (3a 3amoBuyBaHHAM)
a) ON —yBiMkHeHO
6) OFF — BUMKHEHO
3) [I.PS] cTpym nay3u = 25A (3a 3aMOBYYyBaHHAM)
) 8 ... 160A (kpok 3miHu 1A) ana PRO-160
6) 10...200A (Kpok 3MiHM 1A) Ans PRO-200
12...250A (Kpok 3miHu 1A) ans PRO-250
12 ... 270A (kpok 3MmiHu 1A) ana PRO-270-400V
A) 14...350A (Kpok 3MiHu 1A) ans PRO-350-400V
e) 16 ... 500A (kpok 3miHu 1A) gns PRO-500-400V
%) 18 ... 630A (kpok 3miHu 1A) ans PRO-630-400V
4) [Fr.P] yacToTa nyabcauint ctpymy = 10,0 M (32 3aMOBUYBaHHSAM)
a) 0,2...500 Iy (AMHAMIYHUIA KPOK 3MiHM 0,1 ...1 My)
5) [dut] cniBBigHOWeEHHS iMNyabc/nay3a (banaHc) = 50% (3a 3aMOBUYBaHHSIM)
a) 4...80% (KpoK 3miHK 2%)
Pexcum 3saprosarHa MIG/MAG
0) [-3-] ocHoBHWI napameTp HATPYTA = 19,0V (3a 3aMOBYYBaHHsAM)
a) 12,0...24,0V (Kpok 3miHn 0,1V) ana PRO-160
6) 12,0...26,0V (Kpok 3miHK 0,1V) ans PRO-200
B) 12,0...28,0V (kpok 3MiHu 0,1V) ana PRO-250
r)12,0...29,0V (Kpok 3miHu 0,1V) ana PRO-270-400V
A) 12,0...32,0V (Kpok 3MiHu 0,1V) gns PRO-350-400V
e) 12,0...40,0V (Kpok 3MiHu 0,1V) gna PRO-500-400V
%) 12,0...44,0V (Kpok 3MiHu 0,1V) ana PRO-630-400V
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1) [t.Up] yac HapocTaHHs Hanpyru = 0,1 cek (3a 3aMOBYYBaHHSM)
a) 0,0 ... 5,0 cek. (KPOK 3MiHM 0,1 cek.)
2) [t.Dn] yac cnagaHHsa Hanpyru = 0,1 ceK. (3a 3aMOBYYBaHHSIM)
a) 0...5,0 cek. (KPOK 3MiHM 0,1 cek.)
3) [Ind] piBeHb iHAYKTUBHOCTI = «O» (33 3aMOBUYBaHHSM)
a) -5... 0 ... +5 PiBHIB (KPOK 3MiHY 1 piBeHb)
4) [Po.P] iMnynbcHmin pexxum cTpymy = OFF (33 3aMoBYyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
5) [t.IP] yac imnynbcy = 2,2 MCek (3a 3aMOBYYBaHHSAM)
a) 0,5...5,0 MmCek (kpok 3miHM 0,1 MCek)
6) [I.IP] cTpym iMny/bcy = 210A (3a 3aMOBUYBaHHAM)
a) 140 ... 210A (Kpok 3miHKn 10A) ana PRO-160
6) 150 ... 260A (Kpok 3MiHM 10A) Ans PRO-200
B) 160 ... 320A (Kpok 3MiHM 10A) ans PRO -250
r) 170 ... 360A (kpok 3miHu 10A) ans PRO -270-400V
A) 190 ... 450A (Kpok 3MiHM 10A) Ans PRO -350-400V
e) 220 ... 650A (kpok 3miHu 10A) Ans PRO -500-400V
%) 260 ... 820A (kpok 3MmiHM 10A) ans PRO -630-400V
7) [1.PS] 6a30Buii cTpym = 50A (3a 3aMOBYYBaHHSAM)
a) 30 ... 80A (KpOK 3MiHM 5A)
8) [Fr.P] yacToTa nyabcauint cTpymy = 100 My (32 3aMOBUYBaHHAM)
a) 30...3000 (KpOK 3MiHM 1 Ty)

FAPAHTIMHE OBC/1YFOBYBAHHS

LLaHoBHMIA cnoxuBeay!
MATOH IHTEPHELLIH/ askye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3s0raHHe GyHKLiOHyBaHHS A4aHOro BUpoby
33 YMOBW 0TPUMaHHS NpaBuA 10ro ekcnayaTatii.

eKkcnayaTaLii, a TakoX nepeBipuTU NPaBUAbHICTb 3aNOBHEHHSA rapaHTIMHOrO TasoHa: Ha3Ba MoAeni npuabaHoro Bamu
BUpoG6yY, Ta itoro cepiliHunii HoMep NOBMHHI 6yTH iAEHTUYHI 3an1cam B rapaHTIMHOMY TanoHi. He 4onycKaeTbcs BHECEHHA
B Tas0H GYAb-ﬂKVIX 3MiH un BUMpaB/ieHb.

g YBATA!!! Mepea BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO O3HANOMUTUCA 3 PO3LIMPEHOIO IHCTPYKLEI0 3

TAPAHTIVIHI 30B0B'SI3AHHS
MATOH IHTEPHELLIHA rapaHTye cnpaBHy poboTy AXepena XMUB/EHHS y pasi 40TPUMaHHs CroxXuBayeM yMOB ekcnyaTalii, 36epiraHHs i
TPaHCMOPTYBaHHS.

YBATA! BeskowToBHe rapaHTiliHe 06c/1yroByBaHHS BiACYTHE 32 YMOBM MeXaHi4HUX NOLIKOAXKEeHb 3BaploBa/ibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 06/1aAHaHHA CTAHOBUTb:

Mogens anapary TepmiH rapanii
PRO-160
PRO-200 5 pokKiB
PRO-250
PRO-270-400V
PRO-350-400V 3poku
PRO-500-400V 2 poku

PRO-630-400V

OCHOBHWIA rapaHTIiHWIA Nepiog 06YMCAIOETLCA 3 AHS NPOAAXY iIHBEPTOPHOrO 061a4HAHHS KiHL@BOMY MOKYMLEB.

MpoTArom 0CHOBHOIO rapaHTIMHOrO nepioAy Npojaselb 3060B'A3y€eTbCs (Y BUNaAKy rapaHTiIiHOrO PeMOHTY), 6€3KOLTOBHO A4/151 BAACHMKA
iHBepTOpHOro o6nagHaHHs PATON:

- MPOTAroM 1 POKy 3 AaTh NpuAbGaHHA KAiEHTOM obnagHaHHA, onaaTWTM AocTaBky obnagHaHHs B CepiBCHWM LEeHTp i Ha3az KAIeHTY,
BMKOPUCTOBYIOUM NOCAYrM KOMNaHii Hosa nowTa;

- NPOBECTM AiarHOCTMKY Ta BUABUTM NPULMHY HECNPABHOCTI;

- 38693H9HMTM HeO6Xi,EI'HV|MV| ANA BUKOHAHHSA peMOHTy By3]13MM Ta eneMeHTaMu;

- NpoBeCTM pobOTH i3 3aMiHW eNeMeHTIB Ta By3/1iB, O BUNLLAW 3 NaAy;

- POBECTM TeCTYBaHHS BiAPEMOHTOBAHOIO 061agHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHS He MOWMPIOIOTLCS Ha 06AaAHAHHS:

- 3 MeXaHiYHUMM NOLKOAXEHHSAMMY, LLLO BIIMHYAW Ha NPaLEe3AaTHICTL anapaTy (Aedopmallis Koprycy 1 geTanei BHACNiIA0K NagiHHSA 3
BUCOTM abo NagiHHA Ha 061aZHaHHS BaXKUX MPeAMETiB, BUMagaHHsS KHOMOK Ta po3'eMiB);
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- 3i crigamu koposii, fika cTana NPUYMHOIO HECMPABHOIO CTaHy;

- sike BUMLLAO 3 N1aZly Yepe3 BMNAMB CUbHOTO 3BO/IOXEHHS Ha Oro CUNOBI 11 eNeKTPOHHI eNeMeHTH;

- siKe BUMLL/IO 3 N1aZly Yepe3 HaKOMUUEHHS CTPYMONPOBIAHOrO NUAY (BYriNbHUIA NUA, METaneBa CTPYXKa Ta iH.) BcepeuHi;

- y pasi cnpobu caMoCTiHOrO PEMOHTY Oro By3iB Ta/abo 3aMiHM eN1eKTPOHHMX €/1EMEHTIB, PEKOMEHZYETbCS, 3a/1eXHO Bij yMOB
ekcnayaTalii, 041H pa3 Ha NiBPOKY, 33419 YHUKHEHHSA BUXO/AY anapaTy 3 f1ajy, NPOBOAUTY YNCTKY BHYTPILLHIX eneMeHTiB i By3iB gaHoro
061aZiHaHHA CTUCHEHUM MOBITPAM, 3HATU 3aXMUCHY KPULLKY. YuiLLeHH: He0BXiAHO NPOBOANTY akypaTHO, YTPUMYIOUM WAAHT KOMNpecopa Ha
AOCTAaTHIN BiACTaHI, 3419 YHUKHEHHS NOWIKOAXEHHS NalKN €N1eKTPOHHNUX KOMMOHEHTIB | MEXaHIYHMX YaCTUH.

TakoX OCHOBHi rapaHTiiHi 3060B'A3aHHA He MOLWMPIOIOTLCA Ha 30BHILWHI efeMeHTU 061ajHaHHS, WO BUWWAKM 3 nady, sKi NiAAaoTbes
bi3MUHOMY KOHTaKTY, @ TaKOX Ha CynyTHI/BUTPATHI MaTepiaaun, NpeTeHsii WoAO0 AKX MPUNMAIOTLCS He Mi3HILLE A4BOX TUXHIB MiCAS NPOAAXY:
- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM perynoBaHHA NapameTpis 38aproBaHHS;

- po3'eMu nigkto4eHHs kabeniB i pykasiB;

- po3'eMM ynpaBAiHHS;

- MepexeBuii kabesb i BUIKa MepexeBoro kabesio;

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

- TPUMaYi eN1eKTPOAB, KNeMa «Macu», NaNbHUK, 3BapioBa/ibHi kabeni Ta pykasu.

Mpoaaseub 3anuwae 3a cobolo MpaBO BiAMOBWTM Yy HajaHHI rapaHTIMHOrO PemMoHTy, abo BCTAHOBWUTM AATOIO MOYATKY BUKOHAHHSA
rapaHTiiH1x 30608B'A3aHb MiCALb i Pik BUNYCKY anapaTy (BCTAHOB/IOIOTLCSA 3@ CEPiltHUM HOMEPOM):

- y pasi BTpaTi nacrnopTa BAaCHUKOM;

- y pasi BiACyTHOCTi KOpeKTHOro abo B3arasi 6yAb-sKOro 3anoBHeHHs NacnopTa NPOAABLEM Mig Yac NPoAaxy anapary.

TapaHTiliHWIA CTPOK NPOAOBXYETLCA, Ha TEPMiIH FrapaHTINHOro 06C/IyroByBaHH: anapaTy y CepBiCHOMY LieHTpi.

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;

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.

- 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
@

- 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.

=S
N

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.
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e DANGER OF MAGNETIC FIELD
!) Magnetic fields created by this machine can have adverse effect on operability of electrical appliances
i (such as cardiac pacemakers). People who use such appliances shall consult with a doctor before

approaching the operating welding area.

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist 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.

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.

UNPACKAGING

The delivery set of the device includes:

Dperating manual

3 m? welding cable with an ABICOR BINZEL
alectrode holder -
Universal case’

Shaulder Larmying
strap

‘Welding arc supply source with a
3 weelding cable with ABICOR BIMZEL ground :

. mmiaire cable
tapirimal
o PRO- 500 -go0 i i- ool — & e
“Far PRO-16ofzooizgo ankby
For PRO- 160/ 3000 2 5oy 370- oo so-Looh anly
CONTROL ELEMENTS

-15 - PATON PRO DC MMA



1—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;

2 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values. 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.

3 - Digital display;

4—Welding program selection button (set of parameters previously set by the user);

5— Connector for feeding signals from the wire feeder to turn the source on and off;

6 — Source circuit breaker;

7 — Power supply cable;

8 — Location for connecting the grounding 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 wire feeder;
d) MIG/MAG welding with flux-cored wire —the ground cable is connected;
B — Bayonet-type power current socket "-".
a) MMA welding — the grounding 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 wire feeder.

INDICATION OF MACHINE OPERATION IN MODES

| MMA |
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Farameters: i
Fowerr Hot Start: SH%
time Hot Start: d, 3=

MIG/MAG

AWEldlfng WOlTa3e. 1- Current welding mode
v 2 - Current program number

3 - Name of function / parameter

4 - Value of selected function / parameter
0 - 5 - List and values of the next 2 parameters in the menu

iar‘ameter‘s:g -
ime amFer-down: =l |5
time rFost-gas: 4:85

START-UP

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

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

POWER CONNECTION
The standard welding unit is rated for:

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

2. Three-phase mains voltage is 3x380V or 3x400V (for PRO-270/350/500/630), three wires are dedicated for this. Safety rules
when working with welding equipment require grounding of the unit housing. There are two ways too this: 1) by using the
fourth wire in the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on the rear wall of
the unit (a stricter grounding standard, used in the CIS countries).

Caution! When the unit is connected to a mains voltage higher than 270V (for PRO-160/200/250) or 450V (for PRO-270/350/500/630), 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 THEEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 1 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 2 and confirm your choice by pressing the regulator 2.
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/MAG the mains wire, sq. mm length, m
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1x220V — PRO-160, PRO-200, PRO-250
1 75
1.5 115
2 155
@2 mm not more than 8o A not more than Zo.6 mm
2.5 195
4 310
6 465
15 75
2 105
@3 mm not more than 120 A not more than @0.8 mm 2.5 130
4 205
6 310
2 75
2.
D4 mm not more than 160 A 2 23
4 155
not more than @1.0 mm 6 230
2.5 75
@5 mm not more than 200 A 4 125
6 185
2 2.5 60
5 mm
@6 mm fusible upto250A not more than @1.2 mm 4 100
6 150
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
3 X 380/400V — PRO-270, PRO-350, PRO-500, PRO-630
1.0 135
2 175
@3 mm not more than 120 A not more than @0.8 mm 2.5 220
4 350
6 525
2 130
2.5 160
4 mm not more than 160 A
/A 260
not more than @1.0 mm 6 385
2.5 110
@5 mm not more than 220 A A 180
6 270
2.0 85
26 mm
fusible not more than 270A not more than @1.2 mm 4 135
6 2085
2.5 65
26 mm not more than 350A not more than 1.4 mm 4 100
6 150
A 80
26 mm not more than 400A 6 120
refractory
not more than @1.6 mm = 2
28 mm 4 2
fusible not more than 500A 6 85
10 140
4 40
28 mm up to 630A not more than @2.0 mm 6 65
10 105

ATTENTION! Supply button on the rear panel of the machine (for PRO-160/200/250) 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
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ELECTRODE HOLDER

Recommended length of power welding cables during welding:

Maximum current C?:'I‘: I‘:r;g);’;h Cross-section area Cable brand
not more than 160A 2..7m 16 mm? KG 1x16
not more than 200A 3...9m 20 mm? KG 1x25
not more than 250A 5..11m 35 mm? KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
not more than 350A 6..14m 35 mm? KG 1x35

8..30m 0 mm?* KG 1x5o

not more than 500A 3 2 " 20
12...40M 70 mm KG 1x70
10..30m o mm? KG 1x70

up to 630A . L . L
15...40 M 95 Mm KG 1x95

Machine connection diagram for tungsten-arc inert-gas (TIG) welding

ARGOM-ARC TORCH

i

GRO

Machine connection diagram for metal-arc inert-gas welding/metal active gas welding (MIG
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EXTERNAL
WIRE FEEDER

SEMI-AUTOMATIC
TORCH

TECHNICAL PARAMETERS
PARAMETERS PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
Rated voltage of the 220 220 220 x380 x380 X380 X380
three-phase mains 50 / 60Hz, 33 33 33 33
v 230 230 230 3X400 3X400 3X400 3X400
Rated current consumption 18 .21 0> N 121 16 .18 o N
from the mains phase, A 3.2 9535 A 195 30353 4249
Rated welding current, A 160 200 250 270 350 500 630
Maximum operating current,
A 215 270 335 350 450 630 800
70%]at 70%/at 70%]at 70%]at 70%]at 70%/at 70%/at
. 160A 200A 250A 270A 350A 500A 630A
Load duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at
134A 167A 208A 225A 290A £4,20A 520A
S.UF.)ply voltage variation 160 - 260 160 - 260 160 - 260 +15% +15% +15% +15%
limits, V.
Limits of regulation of
welding current, A 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18- 630
Limits of regulation of 12-2 12-26 12-28 12-2 12-30 12 - 40 12-
welding voltage, V 4 9 3 4 44
MMA electrode diameter, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2 0.6-1.2 0.6-1.4 0.6-1.6 0.6-2.0
MMA: 0.2 ... 500Hz
Welding pulse modes TIG: 0.2 ... 500Hz
MIG/MAG: 30 ... 300 Hz
“Hot-Start” in MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” in MMA mode Automatic
No_-load voltage reduction on/off
unit
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
E\a/’:d power consumption, 4.0...4.6 5.0...6.0 6.5...7.7 7.9...9.3 10.6...12.2 19.8...23.5 27.7...32.4
Maximum power s 1 102 ,8 0.0
consumption, kVA > 74 9-4 3 > 9 40-
Efficiency, % 92
Cooling Adaptive
Operating temperature range -25... +45°C
Overall dimensions, mm 345X 115X 345X 115X 345X 115X 385X 145X 385X 145X 510 x 180 X 510 X 235 X
(length, width, height) 290 290 290 348 348 385 410
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Weight without accessories,
kq 52 538 59 9,9 10,1 19,5 23,5
Protection rating* P33 P33 P33 P33 P33 P23 P23

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode on
the digital indicator:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

3) in the MIG/MAG mode — welding voltage.

Regulator 2 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 regulator and turning left or right);
2) 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 1 on the front panel is responsible for changing the welding mode (switching in a circle).

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 2,
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 2 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 2 to the right or left, the
current name of the function and its value will be displayed on the digital display.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 1 leads to switching to the next welding mode in a circle, this can be seen on display 3 on the front panel of the machine.

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 2 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.

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 of the machine. 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 and then the LCD displays the current program number, which can be changed turning the regulator 2 to the
right or left.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [- 1-] - main displayed parameter CURRENT = 80A (by default)
a) 8.... 160A (change step 1A) for PRO-160
b) 10 ... 200A (change step 1A) for PRO-200
) 12 ... 250A (change step 1A) for PRO-250
d) 12 ... 270A (change step 1A) for PRO-270-400V
€) 14 ... 350A (change step 1A) for PRO-350-400V
f) 16 ... 500A (change step 1A) for PRO-500-400V
g) 18 ... 630A (change step 1A) for PRO-630-400V
1) [H.St] Hot start power = 50% (by default)
a) o[OFF] ... 100% (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] ... 2100% (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)0.2...1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
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a) o[OFF] ... 3 stage (change step 1 stage)
7) [BSn] voltage reduction unit = OFF (by default)
a) ON —enabled
b) OFF —disabled
8) [Po.P] pulse mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
9) [I.PS] pause current = 25A (by default)
a) 8.... 160A (change step 1A) for PRO-160
b) 10 ... 200A (change step 1A) for PRO-200
) 12 ... 250A (change step 1A) for PRO-250
d) 12 ... 270A (change step 1A) for PRO-270-400V
€) 14 ... 350A (change step 1A) for PRO-350-400V
f) 16 ... 500A (change step 1A) for PRO-500-400V
g) 18 ... 630A (change step 1A) for PRO-630-400V
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 balance = 50% (by default)
a) 20 ... 80% (change step 2%)

TIG welding mode
0) [-2-] main display parameter CURRENT = 60A (by default)
a) 8.... 160A (change step 1A) for PRO-160
b) 10 ... 200A (change step 1A) for PRO-200
) 12 ... 250A (change step 1A) for PRO-250
d) 12 ... 270A (change step 1A) for PRO-270-400V
€) 14 ... 350A (change step 1A) for PRO-350-400V
f) 16 ... 500A (change step 1A) for PRO-500-400V
g) 18 ... 630A (change step 1A) for PRO-630-400V
1) [t.uP] current build-up time = 0.2 sec (by default)
a)0.1...15.0 sec (change step 0.1 sec)
2) [Po.P] pulse mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
3) [I.PS] pause current = 25A (by default)
a) 8...160A (change step 1A) for PRO-160
b) 10 ... 200A (change step 1A) for PRO-200
) 12 ... 250A (change step 1A) for PRO-250
d) 12 ... 270A (change step 1A) for PRO-270-400V
€) 14 ... 350A (change step 1A) for PRO-350-400V
f) 16 ... 500A (change step 1A) for PRO-500-400V
g) 18 ... 630A (change step 1A) for PRO-630-400V
4) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
5) [dut] pulse/pause balance = 50% (by default)
a) 4 ... 80% (change step 2%)

MIG/MAG welding mode
0) [- 3-] main display. parameter VOLTAGE =19.0 V (by default)
a)12.0 ... 24.0 V (step change 0.1 V) for PRO-160
b)12.0... 26.0V (step change 0.1 V) for PRO-200
€)12.0... 28.0V (step change 0.1 V) for PRO-250
d) 12.0 ... 29.0V (step change 0.1 V) for PRO-270-400V
€)12.0 ... 32.0V (step change 0.1 V) for PRO-350-400V
f)12.0... 40.0V (step change 0.1 V) for PRO-500-400V
g) 12.0 ... 44.0V (step change 0.1 V) for PRO-630-400V
1) [t.up] voltage build-up time = 0.1 sec (by default)
a) 0.0 ... 5.0 sec (change step 0.1 sec)
2) [t.dn] voltage reduction time = 0.1 sec (by default)
a) 0.0 ... 5.0 sec (change step 0.1 sec)
3) [Ind] inductance =“0"” (by default)
a)-5... 0 ... +5 (change step 1 stage)
4) [Po.P] Pulsed current mode = OFF (default)
a) ON —enabled
b) OFF —disabled
5) [t.IP] Pulse duration = 2.2 ms (default)
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a) 0.5 ... 5 ms (adjustment step 0.1 ms)
6) [I.PS] Pulse current = 210A (default)
a) 140 ... 210A (change step 10A) for PRO-160
b) 150 ... 260A (change step 10A) for PRO-200
) 160 ... 320A (change step 10A) for PRO -250
d) 170 ... 360A (change step 10A) for PRO -270-400V
€) 190 ... 450A (change step 10A) for PRO -350-400V
f) 220 ... 650A (change step 10A) for PRO -500-400V
g) 260 ... 820A (change step 10A) for PRO -630-400V
7) [1.PS] Base current = 50A (default)
a) 30 ... 80A (adjustment step 5A)
8) [Fr.P] Pulse frequency = 100 Hz (default)
a) 30 ... 300 Hz (adjustment step 1 Hz)

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:

PRO-160

PRO-200 5years
PRO-250

PRO-270-400V

PRO-350-400V 3years
PRO-500-400V 2 years

PRO-630-400V
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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.

[laTta npuitomy Ha pemoHT / Date of receipt for repair " ", 20

(nianuc / signature)

O3Haku HecnpasHocTi /| Symptoms of non-operability:

Mpununna / Cause:

[ata npuiiomy Ha pemoHT / Date of receipt forrepair " "y20___
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O3Haku HecnpaBHocTi | Symptoms of non-operability:

(nianwnc / signature)

Mpuunna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair 20,
(nianuc [ signature)
O3Haku HecnpasHocTi /| Symptoms of non-operability:
Mpununna [ Cause:
[laTta npuitomy Ha pemoHT / Date of receipt for repair " ", 20

O3Haku HecnpasHocTi /| Symptoms of non-operability:

(nianuc / signature)

Mpununna / Cause:
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[Jlata npuitomy Ha pemoHT / Date of receipt for repair " ", 20,
(nianuc [ signature)
O3Haku HecnpaBHocTi / Symptoms of non-operability:
Mpununna [ Cause:
[lata npuitomy Ha pemoHT / Date of receipt for repair i ", 20

(nianuc / signature)

O3Haku HecnpasHocTi | Symptoms of non-operability:

Mpununna / Cause:

PATON PRO DC MMA -26 -



	EN IEC 60974-1:2018/A1:2019​EN IEC 60974-1:2022/A1:2022 
	EN IEC 60974-10:2014/A1:2015​EN IEC 60974-10:2021/A1:2021 
	INSTALLATION REQUIREMENTS 

