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Kaynak makinesi, teknik standartlara ve belirlenmis guvenlik kurallarina uygun olarak imal edilmistir.
Ancak, hatali kullanim agagidaki tehlikelere yol agabilir:

- bakim personelinin veya Uguncy sahislarin yaralanmasi;

- makinenin ya da isletmeye ait milklerin zarar gérmesi;

- verimli galisma sirecinin aksamasi.

Makinenin devreye alinmasi, isletiimesi, gézetimi ve bakimiyla ilgilenen tum personel:
- ilgili yeterlilik sinavindan gegmis olmali,

- kaynak teknolojisi hakkinda bilgi sahibi olmal,

- bu talimatlari dikkatle takip etmelidir.

Emniyeti azaltabilecek arizalar derhal giderilmelidir.

GUVENLIK KURALLARI

SEBEKE VE ARK AKIMI TEHLIKESI

- elektrik carpmasi 6limle sonuglanabilir;

- bu makine tarafindan olusturulan manyetik alanlar, elektrikli tibbi cihazlarin (6rnegin kalp pilleri)
calismasini olumsuz etkileyebilir. Bu tir cihazlar kullanan kisiler, kaynak yapilan bolgeye yaklasmadan
once doktorlarina danismalidir;

- kaynak kablosu saglam, hasarsiz ve yalitimli olmalidir. Gevsek baglantilar ve hasarli kablolar derhal
degistirilmelidir. Sebeke kablolari ile kaynak makinesine ait kablolarin yalitim bitinlGgi dizenli olarak
bir elektrik muhendisi tarafindan kontrol edilmelidir;

- makine kullanilirken hicbir kosulda dig muhafazasi ¢ikarilmamalidir.

KAYNAK ARKI RADYASYONU TEHLIKESI

Kaynak arkini giplak gozle izlemek kesinlikle yasaktir. Calisma sirasinda olusan ark ve sigramalar ciltte
yaniklara neden olabilir veya yangin ¢ikarabilir. Bu nedenle her zaman karartilmis filtreye sahip koruyucu
bir maske kullanilmalidir (g6zlikler DIN g—1o0 filtresiyle donatilmig olmalidir). Cihazin ¢aligma alaninda
bulunan yetkisiz kisilerin gézlerini 6zel kaynak gozlikleriyle korumasi veya yanmaz ve radyasyonu emici
perdeler kullanmasi zorunludur.

ZARARLI GAZLAR VE BUHARLAR TEHLIKESI

- Galisma alaninda duman ve zararli gazlar olusmasi durumunda, bunlar &zel ekipmanlarla
uzaklagtinimalidir;

- Yeterli miktarda temiz hava girisi saglanmalidir;

- Ark radyasyonu alani, ¢6zicy (solvent) buharlarindan arindirilmis olmalidir.

MANYETIK ALAN TEHLIKESI

Bu makine tarafindan olusturulan manyetik alanlar, elektrikli cihazlarin (6rnegin kalp pilleri gibi)
islevselligi Uzerinde olumsuz etkiler yaratabilir. Bu tir cihazlari kullanan kisilerin, galisan kaynak alanina
yaklasmadan 6nce bir doktora danismalari gerekmektedir.

KIVILCIM TEHLIKESI

- Yanici maddeler galisma alanindan uzaklastiniimalidir;

- Gaz, yakit veya yag Urinlerinin depolandigi ya da daha 6nce depolanmis oldugu kaplarin
kaynak iglemi yapilmasi yasaktir. Bu Urinlerin kalintilar patlamaya neden olabilir;

- Yangin veya patlama riski tasiyan ortamlarda calisirken, ulusal ve uluslararasi mevzuata
uygun &zel kurallara kesinlikle uyulmalidir.

KORUYUCU DONANIM

Bireysel korumanin saglanmasi igin asagidaki kurallara uyulmalidir:

- Nemli kosullarda dahi yalitim 6zelligini koruyan dayanikli is ayakkabilar giyilmelidir;

- Elleri yalitkan kaynak eldivenleri ile koruyun;

- Gozleri, guvenlik standartlarina uygun ultraviyole (siyah isik) filtresi ile donatilmis bas siperi
ile koruyun;

- Sadece disik yanicilia sahip uygun is kiyafetleri giyilmelidir.

YOGUN GURULTU TEHLIKESI
Kaynak sirasinda olusan ark, 8 saatlik galisma siresi boyunca 85 dB'nin Uzerinde ses yayabilir. Bu
nedenle, ekipmanla galisan kaynak operatorleri is sirasinda kulak koruyucu kullanmalidir.
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PAKET ACMA

Cihazin teslimat seti asagidakileri icerir:

Kullanim kilavuzu =

g Kati ve aluminyum tel igin

ABICOR BINZEL elektrot tutuculu kaynak makaralar
kablosu

4

Omuz tagima askisi

ABICOR BINZEL topraklama terminalli kaynak Tel siricoly kaynak ark g kaynags
kablosu

Hizli s6kulebilir
pnomatik
konnektor, 2 adet.

Yari otomatik kaynak torcu ABICOR

BINZEL Argon ark kaynak torcu ABICOR BINZEL, 4 m

KONTROL VE GOSTERGE

MultiPRO-200/250 MultiPRO-270/350-400V
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MultiPRO-200/250 MultiPRO-270/350-400V
1 - Dijital ekran;

2 — Kaynak modu secim digmesi:
a) Manuel metal ark kaynagi (MMA);
b) Tungsten elektrotlu asal gaz kaynagi (TIG);
) Metal ark asal gaz/aktif gaz kaynagi (MIG/MAG);
d) Paslanmaz gelik Grinlerin elektrokimyasal temizligi/parlatiimasi (CLEAN);
3 — Mevcut kaynak modunun fonksiyonlarini (parametrelerini) segmek ve degerlerini ayarlamak icin kullanilan dugme. Digmeyi gevirerek
fonksiyonlari secin. Segilen parametrenin degerini ayarlamaya gitmek icin digmeye basin. Parametre degerini ayarlamak icin digmeyi gevirin.
Fonksiyon/parametre segim menisine geri donmek igin digmeye tekrar basin;
4 — Kaynak makinesindeki ‘PROG’ kaynak programi segim digmesi (kullanici tarafindan 6nceden ayarlanmis bir dizi parametre). MIGIMAG
modunda ek islev: induktans seviyesini ayarlamak igin 1 saniyeden fazla basili tutun);
5 — Koruyucu gaz beslemesini kontrol etmek i¢in ‘TEST GAS’ digmesini kullanin. Koruyucu gaz vanasini agmak igin basin. Gaz beslemesini
kapatmak igin tekrar basin, aksi takdirde vana 15 saniye sonra otomatik olarak kapanacaktir. Gaz testi sirasinda tel beslenmez;
6 — Kaynak teli besleme Unitesindeki ‘"VOLTAJ' kaynak voltaji ayar parametresine hizli erigsim igin digme;
7 — Mevcut kaynak modunun fonksiyonlarini (parametrelerini) segmek ve tel besleme Unitesindeki degerlerini ayarlamak igin kullanilan
regilator dugmesi;
8 —Kablo besleme Unitesi ekrani;
9 — Kaynak programi segme digmesi ,PROG" (kullanici tarafindan 6nceden ayarlanmig parametreler kimesi). MIGIMAG modunda ek
fonksiyon: indUktans seviyesini ayarlamak igin 1 saniyeden fazla basili tutun);
10 - Tel yikleme digmesi ,WIRE INSTALL' (basildiginda gaz verilmez);
11 - Tel sirme Unitesine gig besleme fisi;
12 — Yari otomatik torg baglantisi icin EURO tipi KZ-2 konnektor(;
13 — Torg digmelerini kontrol etmek igin konnektor (TIG kaynag);
14 — Torca koruyucu gaz besleme prizi (TIG kaynag);
15— Tel sirme bélmesi igin kaldinlabilir koruyucu kapak;
16 — Koruyucu kapak kilidi;
17— Tel makarasi igin koruyucu kapak;
18 - Yay baskili fren mekanizmasina sahip tel makarasi tutucusu;
19 — Koruyucu gaz baglantisi (MIG/MAG kaynagi);
20— Tel suriciden gelen kontrol kablosu baglantisi;
21 - Makineyi agma/kapama igin digme/sigorta;
22 - Gaz tipinden gelen koruyucu gaz baglantisi (TIG kaynagi);
23— Topraklama kablosu baglanti noktasi;
24— Tel sUricU ve gaz isiticisi sigortalari;
25-36V gaz isiticisi prizi;
26 — Gig besleme kablosu;
A - Bajonet tipi gi¢ akimi soketi "+":
a) MMA kaynagi — elektrot kablosu baglanir (daha nadir durumlarda, 6zel elektrotlar kullanildiginda topraklama kablosu baglanir);
b) TIG kaynagi - yalnizca topraklama kablosu baglanir;
c) Kati tel ile MIG/MAG kaynagi — kablo, iceriden tel siriiclye baglanir (varsayilan);
d) Ozli tel ile MIG/IMAG kaynagi — topraklama kablosu baglanir;
e)CLEAN temizleme/parlatma modunda - topraklama kablosu baghdir;
B - Bajonet tipi gic akimi soketi "-":
a) MMA kaynag — topraklama kablosu baglanir (daha nadir durumlarda, 6zel elektrotlar kullanildiginda elektrot kablosu baglanir);
b) TIG kaynagi - yalnizca TIG torcu baglanir;
c) Kati tel ile MIG/MAG kaynagi — topraklama kablosu baglanir;
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d) OzIU tel ile MIG/MAG kaynagi — kablo iceriden tel siriiciye baglanir (kullanici tarafindan baglanabilir);
e) TEMIZ temizleme/parlatma modunda - elektrikli firca kablosu baghdir.
MAKINENIN MODLARDA CALISMASININ GOSTERGESI

MIG/MAG

MIGMAG-
Wire tesd

SFeeds

Kablo besleme unitesi ekrani

Farameters: b
Fowetr Hot Start: SHx
time Hot Start:

G kaynagi ekrani
TIG

&
A
it
o

o

[TIG-HFZT Prod.H:1]

SMF e a3E.

7

1— Mevcut kaynak modu

2 - Mevcut program numarasi

3—Fonksiyon / parametre adi

4 - Secilen fonksiyon / parametrenin degeri
Farameterst b 5—MenUdeki sonraki 2 parametrenin listesi ve degerleri

time amrer-down: B,2=
time Fost-gas:

|
[#]

i
1]
o

Gl kaynagi ekrani
CLEAN

Gi¢ kaynagi ekrani

CALISTIRMA

Kaynak makinesi yalnizca su amaglarla kullanilmak Uzere tasarlanmistir: manuel metal ark kaynagi (MMA), argon kaynagi (TIG),
koruyucu gaz ortaminda yari otomatik kaynak (MIG/MAG) veya paslanmaz celik Urinlerin elektrokimyasal temizligi/parlatiimasi
(CLEAN). Makinenin bagka herhangi bir sekilde kullanilmasi, kullanim amacina uygun degildir. Uretici, makinenin yanls kullanimindan
kaynaklanan hasarlardan sorumlu degildir. Kullanim amaci, bu kullanim kilavuzundaki talimatlara uyulmasi anlamina gelir.

MONTAJ GEREKSINIMLERI

Makine, 6n ve arka panellerdeki havalandirma deliklerinden sogutma havasinin serbestge giris ve ¢ikisini saglayacak sekilde
yerlestirilmelidir. Sogutma fani tarafindan makine icerisine dogrudan metal tozu (6rnegin, taslama islemi sirasinda olusan) cekilmemesine
dikkat edilmelidir.
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GUG BAGLANTISI
Standart kaynak makinesi asagidaki sebeke gerilimleri igin tasarlanmistir:

1. Sebeke gerilimi 220 V (-%27 / +%18) — MultiPRO-250 modeli icin;

2. Ug fazli sebeke gerilimi 3x380V veya 3x400V — MultiPRO-270 ve MultiPRO-350-
15-4-400V modelleri igin; bu baglant: i¢in U¢ kablo tahsis edilmistir. Kaynak L1
ekipmanlariyla calisirken guvenlik kurallari, cihaz gévdesinin  mutlaka L3
topraklanmasini gerektirir. Buislem iki sekilde gergeklestirilebilir: 1) Sebeke sari-
yesil kablosundaki dordincy iletken kullanilarak (uluslararasi isaretleme
standardina goére); 2) Unitenin arka panelinde bulunan civatali terminal J_
kullanilarak (BDT Ulkelerinde uygulanan daha kati bir topraklama standardi). =

Dikkat! Unite, 270 V'un Uzerindeki bir sebeke gerilimine baglanirsa (MultiPRO-250 modeli igin) veya 450 V'un Uzerindeki bir sebeke
gerilimine baglanirsa (MultiPRO-270/350-15-4-400V modelleri igin), Ureticinin tOm garanti yikomllukleri gegersiz olur! Ayrica, sebeke
fazinin yanhshkla kaynak makinesinin toprak hattina baglanmasi durumunda da Ureticinin garanti yUkomlolikleri gegersiz hale gelir.
Sebeke konnektory, sebeke kablolarinin kesitleri ve sebeke sigortalari, cihazin teknik verilerine uygun olarak secilmelidir.

Kullanilan MMA MMA ve TIG igin MIG/MAG igin tel Sebeke kablosunun her bir Maksimum tel
elektrot ayarlanmig akim degeri kesit capi iletkeninin kesiti, mm? vzunlugu, m
1x220 V - MultiPRO-200, MultiPRO-250
1 75
15 115
@2 mm 80 A'yi gegmeyen 0.6 mm'den biydk 2 1
yi gecmey olmayan 55
2.5 195
4 310
1.5 75
2 105
g3 mm 120 A'yi gegmeyen 0.8 mm'den bk 2 130
3 yl gecmey olmayan -5 3
4 205
6 310
2 75
2.5 95
@4 mm 160 A'yi gegmeyen
4 155
@1.0 mm'den biyik
6 230
olmayan
25 75
@5 mm 200 A'y1 gegmeyen 4 125
6 185
2.5 60
g5 mm , @1.2*mm'den
@6 mm eriyebilir 250 A'ya kadar biytk olmayan 4 190
6 150

DiKKAT! Makinenin arka panelindeki agma/kapama digmesi (MultiPRO-200/250 modeli icin) bir giig digmesi degildir; bu nedenle,
makine kapatildiginda ig elektronik bilesenlerin tamamen enerjisiz kalmasini saglamaz. Bu yizden, givenlik kurallarina uygun olarak,
kaynak islemi tamamlandiktan sonra cihazin fisini sebekeden gikarmaniz gerekmektedir.

" Gelik ve paslanmaz celik tel ile darbeli akim kaynagi yapildiginda 1,0 mm'ye kadar kalinlik elde edilir
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MMA ve TIG icin a-A n Sebeke kablosunun her q
Kullanilan MMA elektrot ayarlanmig akim RICIMACcTitelkesit bir iletkeninin kesiti, Maksmym tel
e capi mm2 vzunlugu, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
- 1,5 205
@2 mm 80 A'yl gegmeyen 0.6 mm'den byik 2 270
yrgegmey olmayan 7
2,5 340
4 540
1,5 135
2 175
23 mm 120 A'yl gegmeyen 0.8 mm'den biiyk 2 220
3 y! gegmey olmayan /5

4 350
6 525
2 130
2,5 160

@4 mm 160 A'yi gegmeyen
- 4 260

@1.0 mm'den biyik
6 385
olmayan
2,5 115
@5 mm 220 A'yi gegmeyen 4 180
6 270
- 2,5 85
@6 mm eriyebilir 270 A'yl gegmeyen 1.2 mm'den biyik 1;
Y/ 70 Ayl gecmey olmayan 4 35
6 205
2 den bivik 2,5 65
26 mm 350 A'ya kadar 1.4 mm den buyy 4 100
olmayan

6 150

CiHAZ MENU DiLiNi SECME

Cihaz mend dilini segmek/degistirmek igin, 'MODE’ digmesini basili tutarken cihazi agin. Gerekli dili segmek igin 3 veya 7 numaral
kontrol diigmesini gevirin ve segiminizi onaylamak igin kontrol digmesine basin. Cihaz, segilen arayiz dilinde ¢alismaya devam

edecektir.

ORTULU ELEKTROTLARLA (MMA) KAYNAK iGiN MAKINE BAGLANTI SEMASI

ELEKTROT PENSESI

KAYNAK SIRASINDA ONERILEN KAYNAK KABLOLARININ UZUNLUGU:

Maksimum akim Kablo uzunlugu, m (tek yon) Kesit alani Kablo tipi

100 A'yI gecmeyen 2..9m 10 mm?* KG 1x10
3..14m 16 mm? KG 1x16

160 A'yi gecmeyen 2..9m 16 mm? KG 1x16
3..14 M 25 mm? KG 1x25

200 Ayl gecmeyen 2..7m 16 mm? KG 1x16
3..10m 25 mm? KG 1x25

250 A'yl gecmeyen 2..8m 25 mm? KG 1x25
3..12m 35 mm? KG 1x35

270 A'yl gecmeyen 5..11m 35 mm? KG 1x35
350 A'ya kadar 6..14m 35 mm? KG 1x35

PATON MultiPRO MMA/TIG/MIG/MAG
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TUNGSTEN ELEKTROTLU ASAL GAZ (TIG) KAYNAGI iCiN MAKINE BAGLANTI SEMASI - TIG-LIFT

Ar
Ar+He

ARGON ARK TORCU

ARGON-ARK TORCU

is PARCASI

Ar
CO2
Ar+CO:2

YARI OTOMATIK TORG

RN

iS PARCASI
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ELEKTROKIMYASAL PARLATMA (CLEAN) CIHAZININ BAGLANTI SEMASI

PATON BRUSH

TOPRAKLAMA KISKACI

iS PARCASI
TEKNIK OZELLIKLER
PARAMETRELER MultiPRO-200 | MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V

Ug fazli sebekenin nominal gerilimi 50 / 60 Hz, V 220/230 3x380 / 3x400
Sebeke fazindan ¢ekilen nominal akim, A 23...27 29,6...35,1 12,1...14,1 16,2...18,7
Nominal kaynak akimi, A 200 250 270 350
Maksimum galigma akimi, A 270 335 350 450
Calisma gevrimi (Duty Cycle) 70%/200 A’fia 60%/250 A’fia 70%/270 A’,da 70%/350 A’fia

100%/167 A’da 100%/193 A’da 100%/225 A’da 100%/290 A’da
Sebeke gerilimi degisim sinirlari, V -27...+18 -27...+18 +15% +15%
Kaynak akimi ayar sinirlari, A 10-200 12-250 12-270 14-350
Kaynak gerilimi ayar sinirlari, V 12-26 12-28 12-29 12-30
Tel besleme hizi kontrol sinirlar, m/dk 1,0-16,0
MMA elektrot gapi, mm 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
Kati kaynak telinin gapi, mm 0,6-1,0% 0,6-1,2° 0,6-1,2 0,6-1,4
Tel besleme mekanizmasi Tum makaralarda tahrikli 4 makarali sistem
Maksimum makara agirig, kg 15
Kaynak darbe modlari MMA: 0,2...500 Hz - ayarlanabilir; TIG: 0,2...500 Hz — ayarlanabilir; MIG/MAG - sinerjik
TIG modunda temassiz atesleme Unitesi HF modu
MMA modunda “Hot-Start” (Sicak Baslangig) Ayarlanabilir
MMA modunda “Arc-Force” (Ark Glicl) Ayarlanabilir
MMA modunda “Anti-Stick” (Yapismayi Onleme) Otomatik
MMA modunda bosta galisma gerilimi distrme Unitesi acik / kapali
Ark tutusturma gerilimi, V 12/75
MMA modunda bosta galisma gerilimi, V 110
Nominal glig tiiketimi, kVA 5,1...6,1 6,6...7,8 8,0..9,4 10,7...12,3
Maksimum glic tiiketimi, kVA 7,5 9,5 11,4 15,3
Verimlilik, % 90
Sogutma Uyarlanabilir
Galisma sicaklik araligl, °C -25...+45
Dis boyutlar, mm (uzunluk, genislik, ylkseklik) 360 x 260 x 270 360 x 260 x 270 540 x 360 x 400 540 x 360 x 400
Makara ve aksesuarlar harig agirlik, kg 13,3 14,1 16,5 16,9
Koruma sinifi P33

2 Aluminyum telile kaynak yapildiginda 0,8...1,2 mm

3 Celik ve paslanmaz gelik tel ile darbeli akim kullanilarak kaynak yapildiginda 0,6...1,0 mm kalinlik elde edilir
-11- PATON MultiPRO MMA/TIG/MIG/MAG
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CiIHAZ FONKSIYONLARININ KONTROLU VE AYARLANMASI

Gug kaynagi ve tel besleme nitesinin 6n panelindeki 3 ve 7 numarali kontroller, ana ¢ok fonksiyonlu menu kontrolleridir. Men(
seceneklerini segmek veya ayarlanabilir parametrenin degerlerini degistirmek igin kontrol digmesini gevirin. Segiminizi onaylamak igin kontrol
digmesine basin.

Ayarlar menusu kilitliyken, cihaz her zaman mevcut ¢alisma modunda ayarlanan modun ana parametresinin degerini gosterir. Ana
parametreyi degistirmek iin kontrol dugmesini gevirin:

1) MMA y6ntemi igin — kaynak akimi;

2) TIG yontemi igin — kaynak akimi;

3) MIG/MAG yontemi igin — kaynak voltaji;

4) CLEAN modu igin — temizleme voltaji.

Segilen kaynak yénteminin ince ayar fonksiyonlarina erismek igin menuyd agin. Kontrol dugmesini kullanarak istediginiz fonksiyonu veya
parametreyi segin, degerini istediginiz degere degistirin ve onaylamak igin basin — yapilan degisiklikler mevcut kaynak yontemine hemen
uygulanacaktir.

MIG/MAG kaynadi sirasinda, dijital ekran gercek kaynak akimini gosterir. Kaynak islemi tamamlandiktan sonra, kaynak akiminin gergek degeri
8 saniye boyunca makine ekraninda gériintilenir ve kaynakginin bu degeri incelemesine olanak tanir.

AYARLAR MENUSUNUN KiLiDiNi AGMA VE KiLiTLEME

Ayarlar menisu kilitlendiginde, ekranda kapali bir kilit simgesi gorintilenir: u .

MeniyU agmak igin, kontrol digmesini 3,5 saniyeden fazla basili tutun - ekranda agilan bir kilit animasyonu gérintilenir. Kilidin
tamamen agilmasini bekleyin ve kontrol digmesini birakin - mend kilidi kaldirilir.

Menuy kilitlemek igin, kontrol digmesini 3,5 saniyeden fazla basili tutun - ekranda kapanan bir kilit animasyonu gérintulenir. Kilidin
tamamen kapanmasini bekleyin ve kontrol digmesini birakin - mend kilitlenir.

iSTENILEN CALISMA MODUNA GEGiS
Cihazin galisma modunu (TIG, MMA, MIG/MAG, CLEAN) segmek icin "MODE"” dGgmesine basin.

AYARLARIN SIFIRLANMASI
Mevcut kaynak programinin tUm parametrelerini ve iglevlerini fabrika ayarlarina sifirlamak igin 3 veya 7 numarali kontrol digmesini 12
saniyeden fazla basili tutun.

DiKKAT! Digmeyi basili tutarken men kilitlenecek/acilacak, “333, 222, 111, 000" geri sayimi gorintilenecek ve ayarlar sifirlanacaktir.
Benzer sekilde, 7 numarali kontrol digmesini kullanarak mevcut kaynak modunun parametrelerini sifirlayabilirsiniz.

MEVCUT KAYNAK MODUNDA PROGRAM NUMARASINI DEGISTIRME

PATON MultiPRO cihazlarinda bulunan her kaynak yénteminde, 16 farkli ayara (kaynak programi) kadar kayit yapilabilir. Mevcut program
numarasi, ekranin sag Ust késesinde gérintilenir. Cihazin ilk agilisindan sonra, her kaynak yontemi igin 1 numarali program her zaman agik
olur. Kaynak modu ayarlarindaki tum degisiklikler otomatik olarak mevcut program numarasina kaydedilir.

istediginiz kaynak modlarini ayarlayin ve gerekirse aralarinda hizlica gecis yapmak icin farkli numaralar altinda kaydedin:

1) Cihaz menus kilitliyse kilidini agin;

2) 'PROG’ diigmesine basin. Istediginiz program numarasini segmek igin kontrol digmesini cevirin. Segiminizi onaylamak igin kontrol
digmesine basin;

3) Secilen kaynak yontemi modunun parametrelerini ve fonksiyonlarini ayarlayin - ayarlar cihaz tarafindan segilen program numarasi altinda
otomatik olarak kaydedilecektir;

Artik bu ayarlara her zaman hizlica erisebilirsiniz, bunun igin:

1) Cihaz menisu kilitliyse kilidini agin;

2) 'PROG’ digmesine basin, istediginiz program numarasini segmek icin digmeyi evirin ve dugmeye basin — bu programda kaydedilen ayarlar
uygulanacaktir.
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GENEL FONKSIYON LiSTESi VE SIRALAMASI

MMA Kaynak Modu
0) [-1-] Ana goriintlilenen parametre AKIM = 90 A (varsayilan);
a) 12 ...200 A (degisim adimi 1 A) — MultiPRO-200 igin;
b) 12 ... 250 A (degisim adimi 1 A) — MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) — MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) — MultiPRO-350 igin;
1) [H.St] Hot Start glict = %40 (varsayilan);
a) O[KAPALLI] ... %100 (degisim adimi %5);
2) [t.HS] Hot Start siiresi = 0,3 sn (varsayilan);
a) 0,1...1,0 sn (degisim adimi 0,1 sn);
3) [Ar.F] Arc Force glict = %50 (varsayilan);
a) O[KAPALLI] ... %100 (degisim adimi %5);
4) [u.AF] Arc Force tetikleme seviyesi = 12 V (varsayilan);
a) 9...18V (degisim adimi 1V)
5) [CVS] Akim-gerilim karakteristigi egimi = 1,4 V/A (varsayilan);
a) 0,2...1,8 V/A (degisim adimi 0,4 V/A);
6) [Sh.A] Kisa ark kaynagi = KAPALI (varsayilan);
a) O[KAPALI] ... 3 kademeye kadar (degisim adimi 1 kademe);
7) [BSn] Gerilim dlsurme Unitesi = KAPALI (varsayilan);
a) ACIK - etkin;
b) KAPALI - devre disi;
8) [Po.P] Akim pulsasyon modu = KAPALI (varsayilan);
a) ACIK - etkin;
b) KAPALI - devre disi;
MMA darbe modunun parametreleri:

9) [-1-] temel akim - ana parametre (varsayilan = 80 A);
a) 12...200 A (degisim adimi 1 A) - MultiPRO-200 igin;
b) 12 ... 250 A (degisim adimi 1 A) — MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
10)  [I.PS] Duraklama akimi =25 A (varsayilan);
a) 12...200 A (degisim adimi 1 A) - MultiPRO-200 igin;
) 12 ...250 A (degisim adimi 1 A) - MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
11)  [Fr.P] Akim pulsasyon frekansi = 5,0 Hz (varsayilan);
a) 0,2 ... 500 Hz (dinamik degisim adimi 0,1 Hz ila 1 Hz);
12)  [dut] Darbe/duraklama orani (denge) — akim darbesinin bu darbelerin tekrarlanma periyoduna orani = %50 (varsayilan);
a) %20 ... %80 (degisim adimi %2).

o

TIG Kaynak Modu
0) [-2-] Ana goruntulenen parametre AKIM = 100 A (varsayilan);
a) 12...200 A (degisim adimi 1 A) - MultiPRO-200 igin;
b) 12...250 A (degisim adimi 1 A) - MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
1) [But] Torg diigmesi modu = HF2T (varsayilan);
a) LIFT - TIG-LIFT temasli atesleme modu;
b) LIFT2T - TIG-LIFT2T temasli atesleme modu (tor¢ diigmesi birakildiginda kaynak akimi durur);
c) LIFTAT - TIG-LIFT4T temasli atesleme modu (torg digmesine tekrar basildiginda akim “Son Akim” degerine diser, digme
birakildiginda kaynak akimi kapanir);

DiKKAT! TIG HF temassiz ark atesleme modlarini kullanirken, giig ve sinyal kablolarini tel besleme tnitesinden mutlaka ayirin!

d) HF2T - TIG-HF2T temassiz atesleme modu;
e) HFAT - TIG-HFA4T temassiz atesleme modu;
2) [t.Pr] Gaz verme 6ncesi slire = 0,4 sn (varsayilan);
a) 0,1 ...25,0 sn (degisim adimi1 0,1 sn);
3) [t.Po] Gaz kesim sonrasi siire = 4,0 sn (varsayilan);
a) 1,0 ... 35,0 sn (degisim adimi 0,1 sn);
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4) [Pr.A] On akim (pilot ark) = 20 A (varsayilan);
a) 12 ...50 A (degisim adimi 1 A) - MultiPRO-200 igin;
b) 12 ...50 A (degisim adimi 1 A) - MultiPRO-250 igin;
c) 12...50 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 50 A (degisim adimi 1 A) - MultiPRO-350 igin;
5) [Po.A] Son akim (krater doldurma) = 20 A (varsayilan);
a) 12...50 A (degisim adimi 1 A) - MultiPRO-200 igin;
b) 12...50 A (degisim adimi 1 A) - MultiPRO-250 igin;
) 12...50 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 50 A (degisim adimi 1 A) - MultiPRO-350 igin;
6) [t.uP] Akim yUkselme suresi = 0,2 sn (varsayilan);
a) O[KAPALI] ... 15,0 sn (degisim adimi 0,1 sn);
7) [t.dn] Akim diisme slresi = 0,2 sn (varsayilan);
a) O[KAPALI] ... 15,0 sn (degisim adimi 0,1 sn);
8) [Po.P] Akim pulsasyon modu = KAPALI (varsayilan);
a) ACIK - etkin;
b) KAPALI - devre disi;
TIG darbe modunun parametreleri:

o

9) [-2-] temel akim - ana parametre (varsayilan = 60 A);
a) 12 ...200 A (degisim adimi 1 A) — MultiPRO-200 igin;
b) 12 ... 250 A (degisim adimi 1 A) — MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
10)  [I.PS] Duraklama akimi = 25 A (varsayilan);
a) 12...200 A (degisim adimi 1 A) - MultiPRO-200 igin;
b) 12...250 A (degisim adimi 1 A) - MultiPRO-250 igin;
c) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
11)  [Fr.P] Akim pulsasyon frekansi = 10,0 Hz (varsayilan);
a) 0,2 ...500 Hz (dinamik degisim adimi 0,1 Hz ila 1 Hz);
12)  [dut] Darbe/duraklama orani (denge) — akim darbesinin bu darbelerin tekrar stiresine orani = %50 (varsayilan);
a) %4 ... %80 (degisim adimi %2);
13)  [SPt] NOKTA (SPOT) kaynak modu = KAPALI (varsayilan);
a) ACIK - etkin;
b) KAPALI - devre disi;
Nokta kaynak modu (SPOT/COLD) TIG parametreleri:
14)  [I.SPT] nokta akimi = 160 A (varsayilan);
) 12 ... 250 A (degisim adimi 1 A) — MultiPRO-250 igin;
) 12 ... 250 A (degisim adimi 1 A) — MultiPRO-250 igin;
) 12...270 A (degisim adimi 1 A) - MultiPRO-270 igin;
d) 14 ... 350 A (degisim adimi 1 A) - MultiPRO-350 igin;
15)  [t.SP]nokta suresi = 0,02 sn (varsayilan);
a) 0,01 ... 25,0 sn (dinamik artig adimi 0,01 ... 1 sn);
16)  [t.PS]duraklama siresi =1 sn (varsayilan);
a) KAPALI ... 0,5...5,0 sn (artig adimi 0,1 sn.

oOT o

MIG/MAG Kaynak Modu
0)  [-3-]Ana gériintiilenen parametre GERILIM = 19,0V (varsayilan);
a) 12 ...26,0V (degisim adimi 0,1 V) - MultiPRO-200 igin;
b) 12 ...28,0V (degisim adimi 0,1 V) - MultiPRO-250 igin;
c) 12...29,0V (degisim adimi 0,1 V) - MultiPRO-270 igin;
d) 12...32,0V (degisim adimi 0,1 V) - MultiPRO-350 igin;
1) [SPD] ikinci ana parametre TEL BESLEME HIZI = 4,5 m/dk (varsayilan);
a) 1,0 ... 16,0 m/dk (ayar adimi 0,1 m/dk);
2) [t.Pr] Gaz verme 6ncesi slire = 0,1 sn (varsayilan);
a) 0,1 ...25,0 sn (degisim adimi 0,1 sn);
3) [t.PO] Gaz kesim sonrasi stre = 1,5 sn (varsayilan);
a) 0,5 ... 25,0 sn (degisim adimi 0,1 sn);
4) [t.uP] Gerilim ylUkselme suresi = 0,1 sn (varsayilan);
a) O[KAPALI] ... 5,0 sn (ayar adimi 0,1 sn);
5) [t.dn] Gerilim diisme siresi = 0,1 sn (varsayilan);
a) O[KAPALI] ... 5,0 sn (ayar adimi 0,1 sn);
6) [But] Torg diigmesi modu = [2T] (varsayilan);
a) [2T] - 2T tor¢ digmesi modu;
b) [4T] - Standart 4T torg digmesi modu;
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9)

[Ind] Endliktans seviyesi = 0 (varsayilan);

a) -5...0... 5 kademe (ayar adimi 1 kademe);
[tYP] Tel malzeme tipi = Celik (varsayilan);

a) Celik - Celik tel;

b) Alum - Aluminyum tel;

[Po.P] Darbeli akim modu = KAPALI (varsayilan);
a) ACIK - etkin;

b) KAPALI - devre disi;

Darbeli mod MIG/MAG parametreleri:

10)

11)

[Adu] Gerilim dizeltmesi 19.0 V - darbe modundaki ana parametre (varsayilan = 0.0 V);

a) -5.0...+5.0 V (0.1 V'luk adimla degistirin). Parametre degeri arttikga ark uzunlugu artar;

[tYP] tel malzemesinin tirG (varsayilan = Fe);

a) Fe - siradan gelik tel tipi ER70S-6 (yalnizca %82 Ar + %18 CO; bilesimine sahip koruyucu gaz* kullanin);

b) St.St - paslanmaz gelik tel tipi ER308L/ER316L (yalnizca %98 Ar + %2 CO, bilesimine sahip koruyucu gaz* kullanin);
c) ALSi - aliminyum-silikon tel tipi ER4043 (yalnizca %100 Ar bilesimine sahip koruyucu gaz* kullanin);

d) ALMg - alliminyum-magnezyum tel tipi ER5356 (yalnizca %100 Ar bilesimine sahip koruyucu gaz* kullanin);
[dia] tel gapi (varsayilan = 0,8 mm);

a) Celik ve paslanmaz gelik tel MultiPRO-200/250 igin 0,6...1,0 mm;

b) Celik ve paslanmaz gelik tel MultiPRO-270/350 igin 0,6...1,2 mm;

c) Aliminyum teligin 0,8...1,2 mm.

Elektrokimyasal temizleme/parlatma CLEAN

0)

[-4-] voltaj - ana parametre (varsayilan = 12,0 V);
a) 8...12V (0,5 V'luk adimlarla degistirin).

4 Duasuk akimlar igin dnerilen gaz akis hizi 7 I/dk, 150-200 A akimlar igin ise 14 l/dk ve Gzeridir.
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GARANTI

Sayin Misterimiz!
PATON INTERNATIONAL olarak PATON™ irinlerini tercih ettiginiz igin tegsekkir ederiz. Urinimizin, kullanim kurallarina uygun sekilde
calistinlmasi kosuluyla, yiksek kalite ve kusursuz islevsellik garanti edilmektedir.

dolduruldugunu kontrol etmenizi 6nemle tavsiye ederiz: satin aldiginiz Grinin model adi ve seri numarasi, garanti belgesinde
yer alan bilgilerle birebir 6rtismelidir. Garanti belgesi Uzerinde herhangi bir degisiklik veya dizeltme yapilmasina kesinlikle
izin verilmez.

g DIKKAT!! Cihazi kullanmadan énce, kullanim kilavuzunu dikkatle okumanizi ve garanti belgesinin dogru sekilde

GARANTI POLITIKASI
PATON INTERNATIONAL, tiketicinin cihazi kullanim, depolama ve tasima kosullarina uygun sekilde kullandigi takdirde, gi¢ kaynaginin dogru
calismasini garanti eder.

DiKKAT! Kaynak makinesinde meydana gelen mekanik hasarlarda iicretsiz garanti hizmeti verilmez!
Kaynak ekipmanlari igin gegerli ana garanti suresi sudur:

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

3yl

Ana garanti suresi, invertor ekipmanin nihai misteriye satig tarihinden itibaren baslar.

Cihazin arizalanmasini 6nlemek igin, calisma kosullarina bagli olarak, alti ayda bir koruyucu kapagin gikarilmasi ve cihazin i¢ elemanlarinin ve
bilesenlerinin basingli hava ile temizlenmesi 6nerilir. Temizleme islemi, elektronik bilegenlerin ve mekanik pargalarin lehimlerine zarar
vermemek i¢in kompresor hortumu yeterli mesafede tutularak dikkatlice yapilmalidir.

Ana garanti siresi boyunca, PATON™ invertor ekipmaninin sahibi igin satici agagidaki islemleri Gcretsiz olarak gergeklestirmeyi taahhit eder:
- Ariza tespiti igin cihazin teshisini yapmak ve ariza nedenini belirlemek;

- Onarim igin gerekli birim ve bilesenleri temin etmek;

- Arizalanan pargalarin ve montaj gruplarinin degistirilmesini saglamak;

- Onarimi yapilan ekipmanin testlerini gergeklestirmek.

Ana garanti yokimlulikleri asagidaki durumlarda gegerli degildir:

- Cihazin performansini etkileyen mekanik hasar (yiksekten diisme veya dis darbeler nedeniyle kasa ve pargalarin deformasyonu, digmelerin
ve konektorlerin yerinden ¢ikmasi);

- Arizaya neden olan korozyon izleri varsa;

- Asir neme maruz kalma nedeniyle arizalanan;

- Iceride iletken toz (kémir tozu, metal talagi vb.) birikmesi nedeniyle arizalanan;

- Pargalari kendiniz onarmaya ve/veya degistirmeye calistiiniz durumlarda.

Ayrica, ana garanti yukimlulukleri, fiziksel temas sonucu hasar gérebilecek harici ekipman bilesenleriile iligkili/parcalanabilir sarf malzemeleri
icin gegerli olmaz. Bu pargalara yonelik talepler, satis tarihinden itibaren en geg iki hafta iginde kabul edilir. Bu pargalar sunlardir:

- Agma/kapama digmesi;

- Kaynak parametrelerini ayarlama digmeleri (potansiyometreler);

- Kablo ve torg baglanti konnektorleri;

- Kontrol konnektorleri;

- Sebeke kablosu ve sebeke fisi;

- Tasima kolu, omuz askisi, ganta, kutu;

- Elektrot pensesi, topraklama kelepgesi, torg, kaynak kablolari ve torg kiliflari.

Satici, agagidaki durumlarda garanti onarimi hizmeti vermeyi reddetme hakkini sakli tutar veya garanti yikimliluklerinin baglangig tarihi
olarak cihazin seri numarasiyla belirlenen Uretim ay1 ve yilini esas alabilir:

- Cihaz sahibinin garanti belgesini kaybetmesi durumunda;

- Cihaz satigi sirasinda, satici tarafindan garanti belgesinin dogru sekilde veya hig doldurulmamig olmasi durumunda.

Garanti suresi, cihazin servis merkezinde garanti kapsaminda bulundugu sire boyunca uzatilir.

En yakin servis merkezi hakkinda bilgiye, cihazin satin alindigi yerden ulasabilirsiniz.
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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

;l

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

— never remove the outer case when using the machine.

\
L

i

DANGER OF WELDING ARC RADIATION

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

8.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

— arc radiation field must be free from solvent vapors.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

— remove flammable objects from the operating zone;

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

— when working in fire-dangerous or explosion-dangerous rooms, adhere to 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 environment as well;

— protect the hands with insulating gloves;

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

wear only proper low-flammable clothes.

o[>

#))
=i

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

The delivery set of the device includes:

Short operating

@ " \ :
Rollers for solid and

aluminum wire

Welding cable with an ABICOR BINZEL
electrode holder

Shoulder
carryingstap

Welding arc power source with

Welding cable withanABICOR BINZEL wire feeder

ground terminal

Quick-release
pneumatic
connector, 2 pcs.

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

CONTROLS AND INDICATION

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

1- Welding unit display;

2- Welding mode selection button MODE:

a) manual arc welding with a metal electrode (MMA);
b) argon welding, with a tungsten electrode (TIG);

c) semi-automatic welding in shield gas (MIG/MAG);
d) cleaning/polishing of stainless steel (CLEAN);

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

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

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

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

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

8- Wire feed unit digital display;

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

10- wire feed button WIRE INSTALL (no gas flow);

11- Power supply cable to the wire feed unit;

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

13- Torch buttons connector (TIG welding);

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

15- Wire feed unit cover latch;

16— Wire coil box cover;

17- Welding wire coil box;

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

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

20- The wire feeder control cable connector;

21- Power supply switch/breaker;

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

23- Grounding cable connection point;

24- Wire feeder and gas heater fuses;

25- 36 V socket for gas heater;

26- Power supply cable;

A -+’ power current socket:

a) MMA welding - the electrode holder cable is connected (the ‘ground’ cable is connected when using special electrodes);
b) TIG welding — only the ‘ground’ cable is connected;

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

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

e) CLEAN cleaning/polishing — the ground cable is connected;
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a) MMA welding - the ‘ground’ cable is connected (the electrode holder cable is connected when using special electrodes);
b) TIG welding — only the TIG torch cable is connected;

c) MIG/MAG welding with solid wire — the ‘ground’ cable is connected;

d) MIG/MAG welding with flux-cored wire — the wire feeder unit cable is connected;

e) CLEAN cleaning/polishing - the electro-brush cable is connected.

INDICATION

MIG/MAG

Power source screen Wire feeder screen

MMA

RlRlH1Fi
/!
4]

Farameters: b
Fower Hot Start: SHx 7
time Hot Start: a4, 3=

Power source screen

TIG

TIEi- HFZT 1- Current operating mode;

2 - Current program number;
o 3 - Name of function / parameter;
4 - Value of selected function / parameter
Farameters i

time amper-down: B,2s 5 - The next 2 parameters in the menu.
time rost-gas: 4, 8=

Power source screen

CLEAN

Power source screen

START-UP

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

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

POWER CONNECTION

The PATON MultiPRO welding machine is rated for:

1- Mains voltage is 1x220 V (-27% +18%) — for MultiPRO-200/250 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 require grounding of the unit housing. There are two ways to ground the unit:

— by using the fourth wire in the mains yellow-green cable (international marking standard |IEC 60445);

— 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: L2
— Brown wire - phaseL1;

— Black wire - phase L2;

— Blue wire - phase L3;

— Yellow-green wire - ground. L1 L3
CAUTION! When the unit is connected to a mains voltage higher than 270V (for

MultiPRO-200/250) or 450V (for MultiPRO-270/350-15-4-400V models), all
manufacturer's warranty obligations become invalid! The manufacturer's warranty J_
obligations also become invalid in case of an erroneous connection of the mains =
phase to the source ground.

Use the mains plug, the mains cables cross-sections, as well as the mains fuses corresponded to the machine specs.

SELECTING THE DEVICE MENU LANGUAGE

Hold down the MODE button and turn on the device to select/change the device menu language. Select the desired language with
the regulator knob 3 or 7 and press it to confirm your selection. The machine will work with the interface in the selected language.

WELDING MODES PARAMETERS

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

1 75
1.5 115
a2 up to 80 up to @0.6 2 155
2.5 195
4 310
1.5 75
2 105
a3 upto 120 up to @0.8 2.5 130
205
6 310
2 75
25 95

a4 up to 160
4 155
up to @1.0 6 230
2.5 75
a5 up to 200 4 125
6 185
2.5 60

@5

@6 (fusible) up to 250 upto@1.25 4 100
6 150

ATTENTION! Power switch of the MultiPRO-200/250 does not completely de-energize the internal electronics when the machine
is switched off. Therefore, in accordance with safety rules, disconnect the plug from the mains after finishing your work.

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

MACHINE CONNECTION DIAGRAM FOR MANUALMETALARCWELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

‘ S
'\_s-,;f WORKPIECE

RECOMMENDED POWER CABLESLENGTH FOR MMA WELDING

Maximum current, A Cable length (one way), m Cross-section area, mm? Cable type
2..9 10 KG 1x10
100 3..14 16 KG 1x16
2..9 16 KG 1x16
160 3..14 25 KG 1x25
2.7 16 KG 1x16
200 3..10 25 KG 1x25
2..8 25 KG 1x25
250 3..12 35 KG 1x35
270 5..11 35 KG 1x35
350 6..14 35 KG 1x35
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) = TIG-LIFT

Ar
Ar+He

\\

ARGON-ARC
TORCH

WORKPIECE

ARGON-ARC
TORCH

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

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

MIG/MAG
TORCH

BTN

WORKPIECE
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MACHINE CONNECTION DIAGRAM FOR ELECTROCHEMICAL CLEANING/POLISHING (CLEAN)

PATON BRUSH

GROUNDING CLAMP

WORKPIECE

SPECIFICATIONS

PARAMETERS MultiPRO-200 | MultiPRO-250 M““':(:)?, 20 M““Tx\)’ 20
Rated voltage of the 50 / 60 Hz mains, V 1x220/ 1x230 3x380 / 3x400
Rated mains phase current consumption, A 23...27 29,6...35,1 12,1...14,1 16,2...18,7
Rated welding current, A 200 250 270 350
Maximum operating current, A 270 335 350 450
Duty cycle 70% at 200 A 60% at 250 A 70% at 270 A 70% at 350 A

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

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

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

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

PATON MultiPRO MMA/TIG/MIG/MAG
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SELECTING AND SETTING THE MACHINE FUNCTIONS

The 3 and 7 knobs on the front panel of the power source and wire feed unit are the main multi-function menu controls. Turn the control
knob to select menu options or change the values of the adjustable parameter. Press the control knob to confirm your choice.

When the settings menu is locked, the device always displays the value of the main parameter of the current operating mode. Turn the
control knob to change the main parameter:

1) in the MMA method - the welding current;
2) in the TIG method —the welding current;
3) in the MIG/MAG method —the welding voltage;
4) in the CLEAN mode —the cleaning voltage.

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

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

UNLOCKING AND LOCKING THE MENU

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

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

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

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

RESETTING SETTINGS MADE

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

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

Resetting each program in every welding method is performed separately.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

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

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

up for every operating mode. All changes in the operating mode settings are automatically saved in the current program number.

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

1) Unlock the device menu ifitis locked;

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

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

FUNCTIONS LIST
MMA welding method

0) [-1-]-welding amperage - main displayed parameter (default= 80 A);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO-270-400V;
d) 14 ... 350 A (unitincrement 1 A) for MultiPRO-350-400V;
1) [H.St] ‘Hot start’ power (default= 40%);
a) O[OFF] ... 100% (unitincrement 5%);
2) [t.HS] ‘Hot start’ time (default= 0.3 s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] ‘Arc Force’ power (default= 50%);
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF] “‘Arc force’ threshold (default= 12 V);
a) 9...18V (unitincrement 1V);
5) [CVS] volt-amperage characteristic slope (default= 1.4 V/A);
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] ‘Short Arc’ mode (default= OFF);
a) O[OFF] ... 3 stages (unit adjustment 1 stage);
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7) [BSn] voltage reduction device (default= OFF);
a) ON -enabled;
b) OFF - disabled;

8) [Po.P] current pulsation mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;

MMA current pulsation mode parameters:

9) [-1-] base amperage (default= 80 A);
a) 12...200 A (unitincrement 1 A
b) 12...250 A (unitincrement 1 A
c) 12...270 A (unitincrement 1 A
d) 14 ...350 A (unitincrement 1 A

10) [I.PS] pause amperage (default= 25 A);
a) 12 ... 200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO-270-400V;

d) 14 ... 350 A (unitincrement 1 A) for MultiPRO-350-400V;

11) [Fr.P]frequency pulse (default= 5.0 Hz);
a) 0.2...500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);

12) [dut] impulse/pause duty (balance) - it is the percentage of the current pulse to the period of pulses repetition (default= 50%);
a) 20 ... 80% (unitincrement 2%).

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

TIG welding method

0) [-2-] welding amperage - main displayed parameter (default= 60 A);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12...250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
1)  [but] torch button mode (default= [HF2T]);
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT2T - contact striking 2-stroke button mode TIG-LIFT2T;
c) LIFTAT - contact striking 4-stroke button mode TIG-LIFT4T;
ATTENTION! Be sure to disconnect the signal cable from the wire feed unit when using TIG HF arc ignition modes!
d) HF2T - non-contact striking 2-stroke button mode TIG-HF2T;
e) HFA4T - non-contact striking 4-stroke button mode TIG-HF4T;
2)  [t.Pr] pre-gas time (default=0.4s);
a) 0.1...25.0 s (unitincrement 0.1 s);
3) [t.PO] post-gas time (default=4.0s);
a) 1.0 ...35.0 s (unitincrement 0.1 s);
4) [Pr.A] start amperage (pilot arc) (default=20 A);
a) 12 ...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
5) [Po.A]finalamperage (default=20A);
a) 12 ...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
6) [t.uP]amperage rise time (default= 0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
7) [t.dn]amperage fall time (default= 0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
8) [Po.P] pulse mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:
9) [-2-] base amperage - main displayed parameter (default= 60 A);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
10) [I.PS] pause amperage (default=25A);
a) 12 ...200 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO -270-400V;
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d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;

11) [Fr.P]frequency pulse (default=10.0 Hz );
a) 0.2 ... 500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);

12) [dut] impulse/pause duty - itis the percentage of the current pulse to the period of repetition of these pulses (default=50% );
a) 4 ...80% (unitincrement 2%);

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

SPOT/COLD TIG mode parameters:

14) [I.SPT] spot amperage (default= 160 A);
a) 12 ...200 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO -250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
15) [t.SP]spottime (default=0.02s);
a) 0.01 ... 25.0 s (dynamic unitincrement 0.01 ...1 s);
16) [t.PS] pause time (default=1,0s);
a) OFF ...0.5...5.0 s (unitincrement 0.1 s).

MIG/MAG welding method

0) [-3-] welding voltage - main displayed parameter (default= 19.0 V);
a) a)12...26.0V (unitincrement 0.1 V) for MultiPRO-200;
b) b) 12...28.0 V (unitincrement 0.1 V) for MultiPRO-250;
c) c)12...29.0 V (unitincrement 0.1 V) for MultiPRO-270-400V;
d) d)12...32.0V (unitincrement 0.1 V) for MultiPRO-350-400V;
1) [SPD] wire feed speed - second main parameter (default= 4.5 m/min default);
a) 1.0...16.0 m/min (unitincrement 0.1 m/min);
2) [t.Pr] pre-gas time (default= 0.1 s);
a) 0.1...25.0 s (unitincrement 0.1 s);
3) [t.PO] post- gastime=1.5s ();
a) 0.5...25.0 s (unitincrement 0.1 s);
4) [t.uP] welding rise time (default= 0.1 s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
5) [t.dn] welding fall time (default=0.1s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
6) [but] torch button mode (default= [2T]);
a) [2T] - 2-stroke torch button mode;
b) [4T] - 4-stroke torch button mode;
7) [Ind] Inductance level (default= 0);
a) -5...0... 5 stage (unitincrement 1 stage);
8) [SFt] soft start wire(default= OFF);
a) ON -enabled;
b) OFF - disabled;
9) [Po.P] pulse mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters:

10) [Adu] voltage adjustment 19.0 V - main parameter (default= 0,0 V);
a) -5.0...+5.0 V (unitincrement 0.1 V) The arc length increases with the parameter value;
11)  [tYP] wire material (default= Fe);
a) Fe - ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO- shield gas® composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO; shield gas® composition only);
c) ALSi - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas® only);
d) AlMg - aluminum-magnesium wire of ER5356type (use 100% Ar shield gas® only);
12) [dia] wire diameter (default = 0.8 mm);
a) 0,6...1.0 mm for MultiPRO-200/250 steel and stainless wire;
b) 0,6...1.2 mm for MultiPRO-270/350 steel and stainless wire;
c) 0,8...1,2 mm for aluminum wire.

Electrochemical cleaning/polishing mode CLEAN

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

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

Dear customer!

PATON INTERNATIONAL thanks you for choosing PATON™ products and guarantees high quality and flawless functioning of this product,

subject to the rules of its operation.
ATTENTION!!! We recommend you to read the operating instructions and verify the accuracy of filling out the warranty
card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to the warranty
card entry. Any changes and corrections to the coupon are prohibited!

WARRANTY POLICY

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

ATTENTION! There is no free warranty service in case of mechanical damage to the welding machine!

The main warranty period for welding equipment is:

Unit model Warranty period
MultiPRO-200
MultiPRO-250 3years
MultiPRO-270-400V
MultiPRO -350-400V

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

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

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

— to provide units and elements necessary for the repair;

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

— to test the repaired equipment.

The main warranty does not apply to the equipment:

— with mechanical damage that affected the performance of the device (deformation of the case and parts as a result of falling from a
height or external hits, falling out of buttons and connectors);

with traces of corrosion, caused a malfunction;

— failed due to exposure of abundant moisture;

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

— in case of an unauthorized repair attempt and/or parts replacement.

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

— the power switch;

— the adjusting knobs;

— the cables and sleeves connectors;

— the control connectors;

— the mains cable and the mains cable plug;

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

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

The seller reserves the right to refuse to provide warranty repairs, or to set the device’s manufacture date as the start date for the
warranty obligations fulfillment (established by the serial number):
— if the owner loses the warranty card;
— inthe absence of or incorrect passport filling.
The warranty period is extended for the period of warranty service of the device in the service center.

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

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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Onarim igin teslim tarihi / Date of receipt for repair ” 7,20

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:

Onarim igin teslim tarihi / Date of receiptforrepair____* = ”,20_

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:

Onarim igin teslim tarihi / Date of receipt for repair 7 7,20

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:
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Onarim igin teslim tarihi / Date of receipt for repair ” 7,20

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:

Onarim igin teslim tarihi / Date of receiptforrepair____* = ”,20_

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:

Onarim igin teslim tarihi / Date of receipt for repair 7 7,20

(imza / signature)

Calismama belirtileri / Symptoms of non-operability:

Ariza nedeni/ Cause:

-31- PATON MultiPRO MMA/TIG/MIG/MAG



TURKIYE GENEL DiSTRIBUTORU - iTHALATGI FIRMA:

A ALGAN

METAL SANAYi ve TICARET A.§.

ALGAN METAL SANAYi ve TiCARET A.S.

Sahil Bulvari, Ozek is Merkezi D Blok No:5-6 Tuzla 34947 Istanbul - TURKIYE
Tel: +90 216 493 99 55, Faks: +90 216 493
www.alganmetal.com.tr
algan@alganmetal.com.tr



	EN IEC 60974-1:2018/A1:2019EN IEC 60974-1:2022/A1:2022
	EN IEC 60974-10:2014/A1:2015EN IEC 60974-10:2021/A1:2021
	Kaynak makinesi yalnızca şu amaçlarla kullanılmak üzere tasarlanmıştır: manuel metal ark kaynağı (MMA), argon kaynağı (TIG), koruyucu gaz ortamında yarı otomatik kaynak (MIG/MAG) veya paslanmaz çelik ürünlerin elektrokimyasal temizliği/parlatılması (C...
	Güç kaynağı ve tel besleme ünitesinin ön panelindeki 3 ve 7 numaralı kontroller, ana çok fonksiyonlu menü kontrolleridir. Menü seçeneklerini seçmek veya ayarlanabilir parametrenin değerlerini değiştirmek için kontrol düğmesini çevirin. Seçiminizi onay...
	Ayarlar menüsü kilitliyken, cihaz her zaman mevcut çalışma modunda ayarlanan modun ana parametresinin değerini gösterir. Ana parametreyi değiştirmek için kontrol düğmesini çevirin:
	1) MMA yöntemi için – kaynak akımı;
	2) TIG yöntemi için – kaynak akımı;
	3) MIG/MAG yöntemi için – kaynak voltajı;
	4) CLEAN modu için – temizleme voltajı.
	Seçilen kaynak yönteminin ince ayar fonksiyonlarına erişmek için menüyü açın. Kontrol düğmesini kullanarak istediğiniz fonksiyonu veya parametreyi seçin, değerini istediğiniz değere değiştirin ve onaylamak için basın – yapılan değişiklikler mevcut kay...
	MIG/MAG kaynağı sırasında, dijital ekran gerçek kaynak akımını gösterir. Kaynak işlemi tamamlandıktan sonra, kaynak akımının gerçek değeri 8 saniye boyunca makine ekranında görüntülenir ve kaynakçının bu değeri incelemesine olanak tanır.
	Ayarlar menüsü kilitlendiğinde, ekranda kapalı bir kilit simgesi görüntülenir:  .
	Menüyü açmak için, kontrol düğmesini 3,5 saniyeden fazla basılı tutun - ekranda açılan bir kilit animasyonu görüntülenir. Kilidin tamamen açılmasını bekleyin ve kontrol düğmesini bırakın - menü kilidi kaldırılır.
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