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

[ata npopaxy / Purchase date ” ” 20 r.

(Miannc npopasus / Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

We hereby declare that the DoC is issued under our sole responsibility and
belongs to the following product:

Product designation: PATON™ PRO-160
PATON™ PRO-200

PATON™ PRO-250

PATON™ PRO-270-400V
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 ENIEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE gi‘gS 2022

Signature : /
Name, Function: Mark Tokmakov ‘
Chief Technical Officer @i

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaT BUrOTOBNEHWIA BiANOBIAHO A0 TEXHIYHMX CTaHAAPTIB i BCTAHOBNEHWX NPaBUA
TexHiku 6e3neku. MpoTe y pasi HenpaBWIbHOrO NOBOAXEHHA BUHMKae Hebeaneka:

- TpaBMyBaHHA o6cnyrosytoyoro nepcoHany abo TpeTboi ocobu;

- 3anofifaHHA LWKOAW caMoMy anapaTy abo MaTepianbHWUM LiiIHHOCTAM NiANPUEMCTBA;

- MOpYLUEHHA epeKTUBHOIo po6oyoro npoLecy.

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

- MPOWTW BiANOBIAHY aTecTaLito;

- BO/MOAITV 3HaHHAMM 3i 3BaplOBaHHA;

- TOYHO AOTPUMYBATUCA L€l IHCTPYKLI.

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

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIbHOIO CTPYMY

YypaKeHHA eNeKkTPUYHUM CTPYMOM MOXe 6YTU CMePTENbHUM;

3BaptoBanbHUA Kabenb MOBUHEH OYTU MILUHWM, HeyLIKOAXKeHUM Ta i3onboBaHuMM. Ocnabnexi
3’eQHaHHA | NOWKOAXKEHMI Kabenb NoTpiGHO HeravHo 3aMiHUTM. Mepexkesi kabeni 1 kabeni
3BaprOBaNbHOrO anapaTty MOBWHHI CUCTEMATUYHO nepesipATUCA daxiBLEM eNneKTPUKOM Ha
crnpasHiCTb i3onAauii;

nig Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATW 30BHILLHIV KOXYyX anapary.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

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

HEBE3MEKA LWKIA/IMBUX TA3IB | BUMAPIB

- YTBOPEHi AWM Ta LIKIANUBI rasv BUAANUTM 3 po6040i 30HU crnevjianbHUMK 3acobamu;

- 3a6e3ne4ynTy 4OCTaTHI NPUTOK CBIXKOro NoBITpsA;

- BUNApW PO34YUHHUKIB HE MOBMHHI NOTPaNAATU B 30HY BUNPOMIHIOBaHHA 3BaptOBanbHOI Ayru.

-
©

HEBE3MNEKA MAFHITHOro nona

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

HEBE3MEKA BU/IbOTY ICKOP

- 3alMuCTi NnpeaMeTn BUaanutn 3 poboyoi 3o0HK;

- He ponyckalTbCA 3BaptoBasnbHi po6oTM Ha EMHOCTAX, Y AKMX 36epiratoTbca abo 36epiranucsa rasm,
nanbHe, HapToNpoAyKkTU. MoxxnnBa Hebeaneka BUOYXY 3aNULLKIB LIUX MPOAYKTIB;

-y noxexo- Ta BUOGyxoHe6e3neyHWUX MPUMILLEHHAX [OTPUMyBaTUCA OCOGNMBMX MpaBun,
BiANOBIAHO A0 HaLioHaNbHUX Ta MiXXHAPOAHWX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

HOCUTW MilHe B3YTTA, LWo 36epirae i30nt0r0Yi BNaCTUBOCTI, B TOMY YMC/i 1y BONOTMX yMOBAaX;
3axuULLaTW PYKM i30/1H0I0UNMU PyKaBUYKaMK;

Oui 3axXMLLaTM 3aXMCHO MacKoto 3 GiNbTPOM NPOTH yNbTpadioNeToBOro BUNPOMIHIOBaHHSA, AKAUIA
BiAnoBifae cTaHAapTam TexHikn 6eaneku;

BMKOPUCTOBYBATU TiNIbKW BiANOBIAHWI (BaXKKO3aMMUCTUI OAAT).

#)
=ale

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBarnbHa Ayra, ika BUHUKAE Mif, Yac 3BaploBaHHA MOXE BUAABaTW 3BYKM piBHA BuLle 85 Ab
NpoTAroM 8 roanH po60o40ro Yacy. 3BaproBanbHUKMY, LLO NPaLooTh 3 061aaHaHHAM, Nig Yac po6oTu
MatoTb HOCUTU 3aCO6M 3aXWUCTy OPraHiB CyXy.

PATON PRO DC MMA
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PO3MAKYBAHHA
[lo koMnnekTy anapaTy BXOAATb:
Crtucnuin

noci6HMK
KopucTyBaya

3BaptoBanbHuUil kabenb 3 eneKTpoAoTPUMayemM
ABICOR BINZEL****, 3 M*

W YHiBepcanbHuit Kenc**

PeMiHb AnA nepeHeceHHA
anaparty ***

[okepeno >KMBNeHHs
3BapoBanbHOI Ayru 3
MepexesuM Kabenem

3BaptoBanbHuUi Kabenb 3 KNEMOK
«Maca» ABICOR BINZEL****, 3 M*

* -5 MeTpiB ana mogenen PRO-500-400V/630-400V

** _ nna mogenen PRO-160/200/250

*** _ nna mogenen PRO-160/200/250/270-400V/350-400V
*x*k _ KpiM Moaenew 3 iHaekcoM «WA»

YMPABJIIHHA TA IHOUKALLIA

PRO-270-400V/350-400V/500-400V/630-400V
-5- PATON PRO DC MMA
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1-KHonka MODE B160py cnocoby 3saptoBaHHA:
a) py4YHe AyroBe 3BaptoBaHHA WTY4YHUM enekTpodom (MMA);
b) 3BaplOBaHHA B aproHi, enekTpoAoM Lwo He nnaeutbes (TIG);
c) 3BaploBaHHA HaniBaBToMaTU4He B 3axMcHUx raszax (MIG/MAG);
2-Pyyka perynatopa ana subopy ¢yHkui/napameTpiB NoTo4Horo cnocoby 3BaproBaHHA Ta BCTAHOBNEHHSA iX 3HayeHHsA. NoBepTante
py4ky ana Bubopy ¢yHKuUin/napaMeTpiB, HaTUCHITb Ha Hei ANA Nepexoay A0 BCTaHOBNEHHA 3HaYeHHA BMGpaHoi yHKLii/napameTpy.
3HayeHHA BCTaHOB/MIOOTLCA MOBOPOTAMU PYYKM perynatopa. HaTUCHITb Ha pyyKy perynaTtopa Lie pas, o6 NoBepHYTUCH 40 MEHI0
Bnbopy dyHKuUi/napameTpis;
3-Oucnneit;
4-KHonka PROG Br60opy nporpaMu 3gaptoBaHHA (Habip paHille HanalwToBaHMX KOPUCTYBaYEM NapaMeTpiB);
5-Po3s'eM nogayi curHanie KepyBaHHA Bif, MexaHi3My nogadi ApoTy A0 AXepena CTpymy;
6-BuMUKau XMBNEHHS;
7-Kabenb XMBNeHHsn;
8-bonToBe KpinneHHA 3a3eMNeHHA;
A -THi300 3BaprOBaibHOMO CTPYMY «t»:
a) npu 3saptoBaHHi MMA - nigkntovaeTbcA kabenb enekTpoAoTpuMaya (Npy BUMKOPUCTaHHI CrnewuianbHUX enekTpoais
niakntoyaeTbes kKabenb «maca»);
b) npw 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbkun kabenb «<Maca»;

c) npw 3saptoBaHHi MIG/MAG cyuinbHUM APOTOM — NiAKNIOYAETLCA CUTOBA NEpeMmYKa 3BaptoBasibHOro CTpyMy Ao 610Ky
nopavi ApoTy;
d) npw 3saptoBaHHi MIG/MAG UCHUM K Apotom (FCAW-S) - nigkntovaetbea kabenb «Maca»;
B - MHi300 3BaptoBaIbHOrO CTPYMY «—»:
a) npu 3BaptoBaHHi MMA - nigkntoyaeTbcsa kabenb «Maca» (MPU BUKOPUCTaHHI cneuianbHUX eneKkTpoAiB MiakItoYaeTbea

kabenb enekTpogoTpMMava);

b) npw 3saptoBaHHi TIG — nigkntoyaeTbea Tinbkn kabenb aproHoAyroBoOro nanbHuKa;

c) npw 3saptoBaHHi MIG/MAG cyuinbHUM APOTOM — NigkntoyaeTbea kabenb «Maca»;

d) npu 3eaptoBaHHi MIG/MAG camosaxucHuM dntocosuM apotoM (FCAW-S) - nigkntoyaeTbcs cunoBa nepeMuyka
3BaploBanibHOroO CTPyMy A0 610Ky noaadi ApoTy;

IHOUKALIA AMNAPATA
MMA

NFaor.He1l

NaFaMeTFH: ok
cHna Nar. CTarTa:  SHx
Hac Mar. CTarTy: B,3C

MIG/MAG

1- BcTaHOBNEHWUI crnocib 3BaptoBaHHA

2- Homep noTo4Hoi nporpamu

3- HasBsa ¢yHKuUii / napameTpa

4~ 3HaueHHA obpaHoi GyHKUIT/ napameTpa

5- lMepenik Ta 3Ha4YEHHA ABOX HACTYNHMX NapaMeTpis B
MEHK

NaFaMeTFM: b
KHOMKa NafleHWka: LIF
iMNYnecHME FewkM:  OF

Ti—
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BBEOEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaT NPU3HaYeHUn BUKOYHO ANA: PYyYHOro AyroBOro 3BaproBaHHA CTPUXKHEBUM MOKPUTUM enekTpoaoM (MMA),
aproHogyrosoro 3BaptoBaHHa (TIG), a TakoX (3 MexaHi3MOM nogadi ApOTy) ANA HaniBaBTOMATUYHOrO 3BaproBaHHA B CepeaoBULL
3axmcHux rasis (MIG/MAG). IHLLE BUKOPUCTaHHA anapaTty BBa>KaeTbCA TakWM, LLLO HE BiANOBIAAE NOro NPU3HaYeHHI0. BUpoBHMK He Hece
BiAMOBIAaNbHOCTI 3a MOLUKOJXKEHHA BHACMifOK BUMKOPUCTAHHA anapaTy He 3a Npu3HayeHHAM. BUKOpWCTaHHA 3a NMpu3HayYeHHAM
nepenb6avae AOTPMMaHHA BKa3iBOK A4aHOro nocibHuka.

BUMOIn A0 PO3MILLEEHHA

HeobxiaHo po3amillyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XOT0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPM Ha NepeaHin i 3agHi naHensax. CniakynTe 3a TUM, Wo6 MeTaneBuin NuN (Hanpuknag, Nun Bif HaxaayHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXOOAXEHHS.

NIAKAOYEHHA 0,0 MEPEXXI )KUB/TIEHHA

3BaptoBanbHi anapatv PATON PRO po3paxoBaHi Ha:
1-Mepexxey Hanpyry 230 B (-27% +18%) — ana mogenen PRO-160/200/250; L2
2-TpudasHy MepexxeBy Hanpyry 3x380 B abo 3x400 B (mogeni PRO-270/350/500/630).

MpaBuna TexHikv Ge3neku BMMaraioTb 3a3eM/IeHHA Koprycy anapaty. [ns uboro

nepeabayeHo ABa BapiaHTu:

a) BUKOPUCTaHHA YeTBEPTOro APOTY Y Kabeni XXMBNEeHHS XXOBTO-3€/1eHOr0 KObopy; L1

b) BMKOpUCTaHHA 6ONTOBOT KNeMu (CTaHAapT 3a3eMneHHA B kpaiHax CHL). L3
[Ona nigkntoveHHs 3BaptoBanbHux anapatis PATON PRO pgo 3-¢dasHoi Mepexi

SKUBMIEHHA BUKOPUCTOBYNTE Kabenb 3 YoTUpMa npoBoaamMum ctaHaapTty |IEC 60445:

- KopwuuHesuii nposia —¢aszalil; J_—

- YopHuii nposia —¢aszal2; -

- CuHin nposig —¢aszal3;

- )KOBTO-3eneHMI NPoBIa — 3a3eMNeHHA.

YBATA! Mpu nigkntoyeHHi anapata 4o Hanpyrm mepexi suwie 270 B (PRO-160/200/250) a6o 450 B (PRO-270/350/500/630) i npu
NOMWIKOBOMY NiAKNHOUEHHI ha3n Mepexi Ha 3a3eM/eHHA AxXepena, BCi rapaHTilHi 3060B'A3aHHA BUPOBHMKa BTpa4yatoTb cuny!
MepexxeBuit po3s'eM, nepepia kabeniB XMBNEHHA | MepexkeBi 3ano6i>KHMKM NOTPIGHO BUBMpPaTM BUXOAAYM 3 TEXHIYHMX AaHWUX anaparTa.

BUBIP MOBU MEHIO AMNAPATA

YBIMKHiTb anapart yTpumytoun kHonky MODE (1) ana Bu6opy MoBM MeHto anaparta. [ToBopoTamMu pyuku perynstopa o6epitb 6axkaHy MoBY,
Ta HAaTUCHITb Ha pPy4Ky perynatopa, Wwob niaTsepamTn Bu6ip. Anapat npoaoBXuTb po60oTy 3 iHTepdencoM 06paHoo MOBOHO.

Enektpoa pna BcTaHoBNneHe 3HaYeHHA AiameTp apoTy npu Mnowa nepepisy nposoay Makc. poBXxuHa
MMA, mm cTpyMy npu MMAITIG, A MIG/MAG, MM >KMBNEHHA, MM? nposoay, M
1x230 B - PRO-160, PRO-200, PRO-250
1 75
1,5 115
2 155
@2 no 80 no @0,6 25 195
4 310
6 465
1,5 75
2 105
@3 no 120 no 0,8 2,5 130
4 205
6 310
2 75
2,5 95
@4 no 160
4 155
no@1,0 6 230
2,5 75
a5 Ao 200 4 125
6 185
@5 2,5 60
26 0o 250 no@1,2* 4 100
(nerkonnaski) 6 150

" o 1,0 MM Npu 3BaproBaHHi IMMYNbLCHUM CTPYMOM CTaneBmM Y HeipXKaBirounM ApoToM
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EnexkTtpop ana BcTtaHOBNeHe 3HaYeHHA AiameTp apoTty npu Uz rmnepeuuoro Makc. noBXXuHa
MMA, MM cTpymy npu MMAIiTIG, A MIG/MAG, MM n::’::::ﬁ::f:;f’y npoeoay, M
3x380/400V - PRO-270, PRO-350, PRO-500, PRO-630
1,5 135
2 175
[GK] no 120 n0 20,8 2,5 220
4 350
6 525
2 130
2,5 160
o4 no 160
4 260
no 21,0 6 385
2,5 115
a5 [o 220 4 180
6 270
2,5 85
(gneerxonnaski) no 270 no 21,2 4 135
6 205
2,5 65
26 no 350 no 1,4 4 100
6 150
4 80
26 Tyronnaski no 400 6 120
0 01,6 10 195
4 55
8 nerkonnaeki no 500 6 85
10 140
4 40
28 o630 no 22,0 6 65
10 105

YBAT'A! Tym6nep XXVMBNEHHA Ha 3afHil naHeni anapara (ana mogeneit PRO-160/200/250) He € CUNOBWM, BiH HE 3HECTPYM/THOE MOBHICTIO
BHYTPILLHIO eNeKTPOoHiKy. TOMy BUMaliTe BUNKY 3 MepeXi Nicna 3aBepLUEHHA 3BaptoBaibHUX POBIT 3rifHO NpaBun TexHikM 6e3neku.

CXEMA NMNIAKNOYEHHA AMAPATA AN1A 3BAPIOBAHHA MOKPUTUMW ENEKTPOAAMU (MMA)

PATON PRO DC MMA
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PekoMeH0BaHa A,0BXXMHa 3BaploBanbHUX kabenis pna MMA:

. Mnowa
& Dos>xxuHa ka6enis
MakcumManbHum cTpym, A nonepevyHoro Mapka ka6ento

(B O4HY CTOPOHY), M . 2

nepepisy, MM
160 2.7 16 Kr1x16
200 3..9 25 Kr 1x25
250 5..11 35 Kr 1x35
270 5..11 35 Kl 1x35
350 6..14 35 Kl 1x35
8...30 50 KI 1x50
500 12...40 70 KI 1x70
10...30 70 Kr 1x70

630

15...40 95 K 1x95

CXEMA NMIAKNOYEHHA AMAPATA AN1A APTOHOAYIOBOIro 3BAPIOBAHHA (TIG)

APrOHOBUH
MANbHUK

CXEMA NMIAKNOYEHHA AMAPATA 414 HANIBABTOMATUYHOIO 3BAPIOBAHHA (MIG/MAG)

30BHILWHIA MEXAHI3M
NOOAMI OPOTY

HAMIBABTOMATUYHU
MNANbHUK

-9- PATON PRO DC MMA
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TEXHIYHI XAPAKTEPUCTUKUA

NAPAMETPU PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
HominanbHa Hanpyra 220 220 220 3x380 3x380 3x380 3x380
Mepeski 50/60 I, B 230 230 230 3x400 3x400 3x400 3x400
HoMiHanbHuit cTpyM, Lo
Cno>xuBaeTbeA 3 hpasun 18...21 23...27 29,5...35 12...14 16...18,5 30...35,5 42 ...49
Mepexi, A
HominaneHuit 160 200 250 270 350 500 630
3BaproBanbHUN CTPYM, A
Makcumanohmit aliounit 215 270 335 350 450 630 800
CTpyMm, A

70% npu 70% npun 70% npu 70% npu 70% npu 70% npun 70% npu
TpuBanicTb HaBaHTaXXeHHA 160 A 200 A 250 A 270 A 350 A 500 A 630 A
(TH) 100% npu 100% npu 100% npu 100% npu 100% npu 100% npu 100% npu

134 A 167 A 208 A 225 A 290 A 420 A 520 A

Mexi amikim Hanpyru 160..260 | 160..260 | 160...260 +15% +15% +15% +15%
MepexXI XX1UBNEHHA, B
Mexi peryniosanHA 8...160 10...200 12...250 12..270 14...350 16...500 18...630
3BapOBaNbHOro CTpymy, A
Mexd perynioanHa 12...24 12...26 12...28 12..29 12...30 12...40 12...44
3BaproBanbHOi Hanpyru, B
Hiamerp wyuroro 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
enexkTpona, MM
Hiamerp cyuineroro 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
3BaproBanbHOro 4poty, MM

MMA: 0,2...500 l'y - perynboBaHui

| i i .
MAYNBCHI PEXMMA MiA Hac TIG: 0,2...500 l'u- perynboBaHui

3BapIOBAHHA MIG/MAG: cuHepretTuiHum
«[apauuni ctapt» B MMA PerynboBaHa
«®opcax gyrn» 8 MMA PerynboBaHa
«AHTUNPUANNaHHA» B MMA AsTOMaTU4Ha
BnoK 3HWKEHHS Hanpyru
BKN / BUMK
XO/I0CTOro X04y
Hanpyra xonoctoro xoay
MMA, B 12/75
Hanpyra nignany ayru, B 110
HomMiHanbHa noTy>HicTb 10,6... 19,8... 27,7 ...
CcnoXuBaHHA, KBA 40...4.6 50...6,0 65...7.7 7,993 12,2 23,5 32,4
MakcuManbHa NoTY>XHiCTb 5.8 7.4 9.4 13 15,2 28,9 40,0
cnoXkuBaHHsA, KBA
KKA, % 92
OxoNnoaKeHHA ApantueHe
[Jiana3oH po6ounx 05 . +45

Temnepartyp, °C

(rag:)z:::‘i’j“ﬁ";"m 345x115x | 345x115x | 345x115x | 385x145x | 385x145x | 510x180x | 510x235x
A > tmpuna, 290 290 290 348 348 385 410
BMCOTA)

Maca 6e3 akcecyapis, Kr 5,2 5,8 5,9 9,9 10,1 19,7 23,7
Knac 3axucty IP33 P23

20,6...1,0 MM Npu 3BaprOBaHHI iIMNYNIbCHUM CTPYMOM CTaNEBUM UM HeipXKaBitounM APOTOM
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HANALUTYBAHHA ®YHKLIA AMTAPATA

Mpn 3a6nokoBaHOMY MEHI HanaluTyBaHb Ha ekpaHi BigobpaXKeHW 3aKpUTUN 3aMOK: u , anapaT BMBOAMTb Ha ekpaH 3Ha4YeHHA

OCHOBHOrO NapamMeTpa NoTOYHOro crnocoby 3BaproBaHHA:

- ycnoco6i MMA - 3BaptoBasnbHUIA CTPYM;

- ycnoco6i TIG - 3BaptoBanbHUiA CTPYM;

- ycnoco6i MIG/MAG - 3BaptoBanbHa Hanpyra/Kopekuia Hanpyry — B iMnynbCHOMY PeXUMi.

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

- NoBOpPOTaMU pyykn BUGUpanTe No kony GyHKLUIi Ta ix 3Ha4eHHA y NOTOYHOMY cnocobi 3BaptoBaHHA

- HaTUCHITb Ha pyuKy, W06 NiATBepAnTV BCTaHOBNEHHA 06paHOro NapaMeTpy Ym Moro 3HaueHHs;

- HaTUCHITb Ta yTPUMYITE Ha pyudky perynatopa 6inbwe 12 ¢, Wwob CKUHYTU 3HAYeHHA BCiX QYHKLiA A0 3aBOACHKMX HanallTyBaHb
NMOTOYHOro CNocoby 3BaptoBaHHA.

KHonka MODE (1) Ha nepeaHiin naHeni BignoBsigae 3a 3MiHy cnocoby 3BaptoBaHHA, NepeMmnkaHHA BiAbyBaeTbCA Mo KONy.

MEPEK/TIOYEHHA HA HEOBXIAHY ®YHKLIIO

Axwo B anapati BCTAaHOBEHO CUCTEMY 3aXMCTY Bifl HECAHKLLIOHOBAHOIO AOCTYNy A0 MeHIo GYHKL, NPy MOBOPOTaX pyuku perynatopa
2 BigbyBaeTbcA pefaryBaHHA 3Ha4YeHHA OCHOBHOrO MapaMeTpy MOTOYHOro crnocoby 3BaploBaHHA, a MeHlo ¢yHKLin anapata -
3abnokoBaHe. [1nA po3610KyBaHHA MeHIO, HEOOXiAHO YTPUMYyBATU B HATUCHYTOMY CTaHi pyuky perynatopa 2 6inbwe 3,5 cekyHa. MNpwu
po36/10KyBaHHi, Ha ekpaH BUBOAWTLCA 306pakeHHA 3aMka, AKWIA BiAKPMBAETbCA, LLO BKa3ye MpO MpoLec po361oKyBaHHA MEHIO
$yHKuin. Micna ycniwHoro po36nokyBaHHA, NPW NOBOpOTax pyvku 2 npaeopyd abo niBopyy, Ha UMPPOBUIA AUCNNEN BUBOAUTLCA
noToYHa Ha3Ba PyHKLi Ta ii 3HaYeHHsA.

PO3BJ/IOKYBAHHA/BJIOKYBAHHA MEHIO AMNAPATA

Akwo MeHo anaparta 3abrokoBaHe, TO pyyka perynatopa (2) 3MiHIOE 3HAYeHHSA TiIbkKM OCHOBHOrFO napameTpy NMOTOYHOro crnocoby
po6oTn. HaTUCHITb Ta yTpMMyiTe pyuky perynaTtopa (2) 6inblie 6 cekyHa Ana po3bnokyBaHHA MeHto. MNpn po3610KyBaHHI Ha ekpaH
BMBOAMTLCA 306paXkeHHA 3aMKa, AKWIA BiagkpueaeTbes. Micna ycnilwHoro po36nokyBaHHA 40AaTKOBI GyHKLUIT Ta iX 3HAYEHHA AOCTYMHI
AN1A 3MiHWN.

[Ona 6nokyBaHHA MEHIO HATWUCHITb | YTPUMyWMTE pyuKy perynatopa (2) aoswe 6 cekyHa. byae BigobpaxkeHa aHiMauis 3amka, WO
3aKpuBa€eTbCA, NicNA MeHto anapara 6yae 3abnokosaHe.

MEPEMUKAHHA HA BA)XAHUI PEXXUM POBOTU

HaTucHiTb kHonky MODE (1) 4ns nepekto4eHHA Ha HacTyNHUI po6oUniA pexxnm no kony. Haseu pexxnMis BigobpaxkytoTbca Ha gucnnei.

CKUAOAHHA HANTALUTYBAHb BCIX ®YHKLIA MOTOYHOIO CNOCOBY 3BAPIOBAHHA

HaTuCHITb Ta yTpMMyiiTe pyuky perynatopa (2) 6inblue 12 cekyHA (He 3BepTanTe yBarv Ha aHiMauito 3aMouka), o6 CKMHYTU 3HAUYEHHA
BCiX NapaMeTpiB 40 3aBOACLKUX HanalTyBaHb. byae Bigo6paXkeHnin 3BOPOTHUI BigNik «333...222...111...» i Npu focArHeHHi «000» BCi
HanawTyBaHHA BMGpaHOi NporpamMm NoToyHoro cnocoby 3BaptoBaHHA GyayTb OHOB/EHI Ha 3aBoAcbKi. CKMAaHHA napameTpis Ana
KOXHOI NporpamMmn KoXHoro cnocoby 3BaproBaHHA pobnaTbca okpeMo. Lie 3pobneHo Ana 3py4HOCTi, o6 He CKMHYTU iHAMBIAYaNnbHi
HanawTyBaHHA B ABOX iHLWNX pexxnmax Ta iHLWIKX nporpamMax.

3MIHA MPOrPAMU 3BAPIOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epiratv Ta 3aBaHTa>XUTW A0 16 pisHUX BapiaHTiB HanalUTyBaHb
3BaploBanbHOro npouecy (nporpam). MoTouHUA HOMep HanawTyBaHHA (Nporpamu) BigobparkaeTbca NpaBopyy 3Bepxy Ha ekpaHi. Mig
yac nepLuoro yBiMKHeHHs anapara A/1s KOXXHOro cnocoby 3BaptoBaHHA BUBOAUTLCA Nporpama nig N21.

HaTtucHitb kHonky PROG (4) - 6yae Bino6paxkeHnn HoMep noTo4Hoi nporpamu. O6epiTe NOTPiIGHY NporpaMy py4ykoto perynatopa (2) i
HaTUCHITb Ha PyYKy ANA NiATBEPAXKEHHA BUBopyY — 6yayTb 3acToCOBaHi HanawTyBaHHA o6paHoi nporpamMu.

Yci 3MiHW, BHeCeHi 3rooM B HanaluTyBaHHAX anapaTa, aBToMaTu4Ho 36epiratoTbca y 06paHiit NoTOYHIN Nnporpami.

MEPENIK ®YHKLLIA AMAPATA

Cnoci6 3BsaproBaHHs MMA

1) [-1-] - OCHOBHMIN NapaMeTp: 3BaproBabHNIN CTPYM (3a 3aMOBYYBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHK 1 A) gns PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12 ... 270 A (kpok 3MiHW 1 A) gna PRO-270 -400V;
e) 14...350 A (kpok 3MiHK 1 A) ans PRO-350 -400V;
f) 16 ... 500 A (kpok 3miHu 1 A) ana PRO-500 -400V;
g) 18...630 A (kpok 3MiHK 1 A) ans PRO-630 -400V;

2) [H.St] cuna Fapayoro ctapTy (3a 3aMoBYyBaHHAM = 50%);
a) O[OFF] ... 100% (kpok 3MiHU 5%);

3) [t.HS] uac MapAa4oro cTapTy (3a 3aMoB4YyBaHHAM = 0,3 c);
a) 0,1...1,0 c (kpok 3MiHn 0,1 c);
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4) [Ar.F] cuna ®opcaxxy ayru (3a 3aMoBYyBaHHAM= 50%);
a) 0 [OFF] ... 100% (Kpok 3MiHu 5%);
) [u.AF] nopir cnpauboByBaHHA dyHKLii Popcadk ayru (3a 3aMoBUyBaHHAM = 12 B);
a) 9...18 B (kpok 3MiHu 1 B);
) [BAH] BonbT-aMn. xapakTepucTMKa (3a 3aMoBYyBaHHAM = 1,4 V/A) — Haxvun BonbTaMnepHoOi XxapakTepucTUKM anapara;
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);
7) [Sh.A] pe>xuM KopoTKOi Ayru (3a 3amoB4yyBaHHAM = OFF);
a) 0 [OFF] ... 3 cTyniHb (KPOK 3MiHM 1 CTyMiHb);
8) [BSn] 610K 3HU>KEHHA Hanpyrv Xxon0CToro xoAy (3a 3aMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
) [Po.P] iMnynbcHMiA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
MapameTpum iMnynbcHoro pexkumy MMA:

o

2]

©

10) [-1-] - ocHOBHWMI NapameTp: 6a30BUIA CTPYM (3a 3aMoBYyBaHHAM = 80 A);
a) 8...160 A (kpok 3MiHu 1 A) ana PRO-160;

b 10...200 A (kpok 3MiHu 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12 ... 270 A (kpok 3MiHu 1 A) gna PRO-270 -400V;

e) 14...350 A (kpok 3MiHW 1 A) gna PRO-350 -400V;

f) 16...500 A (kpok 3MiHK 1 A) gna PRO -500 -400V;

g) 18...630 A (kpok 3MiHK 1 A) gna PRO -630 -400V;
11)  [I.PS] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A);

a) 8...160 A (kpok 3MiHu 1 A) ana PRO-160;

b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;

c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;

d) 12...270 A (kpok 3MiHn 1 A) ana PRO-270-400V;

e) 14...350 A (kpok 3MiHK 1 A) ans PRO-350 400V;

f) 16...500 A (kpok 3MiHuK 1 A) ans PRO-500-400V;

g) 18...630 A (kpok 3MiHuK 1 A) ana PRO-630-400V;
12)  [Fr.P]uacToTa nynbcauii cTpyMy (3a 3aMoBYyBaHHAM = 5,0 ');

a) 0,2...500 'y, (AaHaMiYHWUIA KPOK 3MiHK 0,1 Ty...1 Tw);
13) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%);

a) 20...80% (Kpok 3MiHu 2%).

Cnoci6 3BaproBaHHsa TIG

0) [-2-] oCHOBHMI NapaMeTp CTPYM 3BaploBaHHA (3a 3aMOBYYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHu 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12...270 A (kpok 3MiHn 1 A) ana PRO-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) ans PRO-350-400V;
f) 16...500 A (kpok 3MiHn 1 A) ana PRO-500-400V;
g) 18...630 A (kpok 3MiHu 1 A) ana PRO-630-400V;
1) [t.uP] yac HapocTaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);
2) [Po.P]iMnynbcHUiA pe>xuM (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWIA;
MapameTpwu iMnynbcHoro pexkumy TIG:

3) [-1-] - ocHOBHMIN NapamMeTp: 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 60 A);
a) 8...160 A (kpok 3MiHn 1 A) ana PRO-160;
b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;
c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;
d) 12 ... 270 A (kpok 3MiHu 1 A) gna PRO-270 -400V;
e) 14...350 A (kpok 3MiHW 1 A) gna PRO-350 -400V;
f) 16...500 A (kpok 3MiHK 1 A) gna PRO -500 -400V;
g) 18...630 A (kpok 3MiHW 1 A) gna PRO -630 -400V;
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4) [I.PS] cTpyM nay3u (3a 3amMoBuyBaHHAM = 25 A);

a) 8...160 A (kpok 3MiHu 1 A) ana PRO-160;

b) 10...200 A (kpok 3MiHW 1 A) gna PRO-200;

c) 12...250 A (kpok 3MiHW 1 A) gna PRO-250;

d) 12...270 A (kpok 3MiHW 1 A) gna PRO-270-400V;
)

@

14...350 A (kpok 3MiHuK 1 A) ans PRO-350-400V;
f) 16 ... 500 A (kpok 3MiHW 1 A) gna PRO-500-400V;
g) 18 ... 630 A (kpok 3MiHW 1 A) gna PRO-630-400V;
5) [Fr.P] wacToTa nynbcauii cTpyMy (3a 3amMoB4YyBaHHAM = 10,0 I'u);
a) 0,2...500 'y (AaHaMiYHWUI KPOK 3MiHK 0,1 Ty...1 Tw);
6) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHa MIG/MAG

0) [-3-] oCHOBHMI NapaMeTp: Hanpyra 3BapoBaHHA (3a 3aMoBYyBaHHAM = 19,0 B);
a) 12,0...24,0 B (kpok 3MiHu 0,1 B) ana PRO-160;
b) 12,0...26,0 B (kpok 3MiHK 0,1 B) ana PRO-200;
c) 12,0...28,0 B (kpok 3MiHK 0,1 B) ana PRO-250;
d) 12,0...29,0 B (kpok 3MiHK 0,1 B) ana PRO-270-400V;
e) 12,0...32,0 B (kpok 3MiHK 0,1 B) ana PRO-350-400V;
( )
)

f) 12,0...40,0 B (kpok 3MiHK 0,1 B) ana PRO-500-400V;
g) 12,0...44,0 B (kpok 3MiHK 0,1 B) ana PRO-630-400V;
) [t.Up] uac HapocTaHHA cTpyMy (Hanpyru) (3a 3aMmoB4YyBaHHAM = 0,1 c);
a) 0,0...5,0 ¢ (kpok 3miHK 0,1 c);
) [t.Dn] yac cnapa cTpyMy (Hanpyru) (3a 3amoB4yyBaHHAM= 0,1 C);
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYYBaHHAM = 0
a) -5...0...+5 piBHiB (KPOK 3MiHW 1 piBEHb);
) [Po.P]iMnynbcHUiIA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHeHWIA;
b) OFF - BUMKHEHW;
MapameTpu iMnynbcHoro pe>xkuMy MIG/MAG(BMKOHYBaTK 3BaploBaHHA iMNynbcHUM cTpyMoM TI/TbKU 3 BAXUCHUM FA30M!!!):

-

N

w

N

5) [Adu] ocHOBHUIN NapaMeTp: KOpekLuia Hanpyru (3a 3amoB4yyBaHHAM = 0,0 B) . Takox BigobpakeHa pesynbTyloua Hanpyra
3BaploBaHHsA, Ha AKY BM/IMBalOTh KOPEKL,ifl Hanpyru, MaTepian A4poTy, AiaMeTp APOTY;

a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYeHHA NapaMeTpy PocTe AO0BXUHA Ayru;
6) [tYP] Tn MaTepiany ApoTy (3a 3aMoBYyBaHHAM = Fe);
a) Fe — 3BuyanHum ctanesnin apit Tuny ER70S-6 (BUKOpMCTOBYBaTM 3aXMCHUI ra3? Tinbku cknagy 82% Ar + 18% CO,);

b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (BUKOPWCTOBYBATM 3aXMCHWIA ras® Tinbku cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBmMit apiT TuRy ER4043 (BUKOPMCTOBYBATU 3aXMCHMIA ras® Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
7) [dia] piaMeTp ApoTy (3a 3aMoBUyBaHHAM = 0,8 MM);
a) 0,6...0,8 MM ans cTanesoro Ta Hepxasitoyoro ApoTty PRO-160
b) 0,6...1,0 MM ans ctanesoro Ta Hepxasitoyoro ApoTty PRO-200;
c) 0,6...1,2 MM ans cTanesoro Ta Hepxasitoyoro ApoTy PRO -250/270/350/500/630-400V;
d) 0,8...1,2 MM AnA antoMiHieBOro ApoTy.

3 peKkoMeH/10BaHa BUTPaTa rasy Bia 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inblue ana cTpymis 10-200 A
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cnoXkuBauy!

MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby

3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.
VBATA!!! Mepen BUKOPUCTaHHAM o06nagHaHHA PEKOMEHAYEMO O03HAWOMWUTUCA 3 PO3LUMPEHOD IHCTPYKUie 3
ekcnnyaTauii, a TakoXX NepeBipuTV NpaBUbHICTb 3aNOBHEHHA rapaHTiMHOro TanoHa: Hasea Mogeni npuabaHoro Bamu
BUPOOBY, Ta NOro cepiiHMA HOMep NOBUHHI BYTW iAEHTUYHI 3anucaM B rapaHTInHOMY TanoHi. He AonyckaeTbcA BHECEHHA
B Ta/IOH ByAb-AKUX 3MiH Y/ BUNPaBNEHb.

FAPAHTIVHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po60Ty AXXepena >XMBNEHHA Y pasi LOTPMMaHHSA croXKmMBayueM yMoB ekcrnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.

YBATA! BeskoluToBHE rapaHTiliHe 06CNyroByBaHHA BiACYTHE 32 YMOBM MeXaHiuHMX NOLLUKOAXKEHb 3BapoBasibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061a4HaHHA CTAHOBUTb:

Mopenb anapaty TepMiH rapaHTii
PRO-160
PRO-200 5 pokis
PRO-250
PRO-270-400V
PRO-350-400V 3 poxn
PRO-500-400V
2 poku

PRO-630-400V

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

PekoMeHpyeTbcA 3aAn1A YHUKHEHHA BUXoAy amapaTy 3 nafy, 3aneXHo Bif YMOB eKcrnnyatauii, oAuH pa3 Ha MiBPOKY 3HATU 3aXUCHY
KPWLLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eneMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MOBITPAM. YMCTKY HeobXiAHO NPOBOAUTH aKypaTHO,
YTPUMYIOUM LLINAHT KOMMPecopa Ha A0CTaTHIl BiACTaHi, LWo6 YHUKHYTU NOLLKOAXKEHHA €NEKTPOHHUX KOMMOHEHTIB | MEXaHIYHUX YaCTUH.

[poTAroM OCHOBHOrO rapaHTiMHOro nepiody npoaaseLb 3060B'A3yeTbCA (y BMMaAKY rapaHTIAHONO peMoOHTy), 6e3KOLITOBHO AnsA
BNnacHuKa iHeeptTopHoro o6nagHaHHAa PATON:

- NpoTAroM 1 poky 3 AaTn npuab6aHHA KNieHTOM o6nagHaHHA, onnaTTK foctaBky obnagHaHHA B CepBiCHUI LLeHTp | Ha3ag, KIieHTy,
BMKOPUCTOBYIOUM NOCNYrM KoMnaHii «<HoBa nowuta»;

NPOBECTU AiarHOCTUKY Ta BUABUTU MPUYNHY HECMIPABHOCTI;

3a6e3ne4unTt Heo6XiAHNUMMN ANA BUKOHAHHA PEMOHTY By3/1aMU1 Ta e/1eMeHTaMu;

NpoBECTM Po6OTH i3 3aMiHM €NEeMeHTIB Ta BY3NiB, L0 BUIALLNW 3 Najy;

NPOBECTU TECTYBaHHA BiAPEMOHTOBAHOro 06naaHaHHA.

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

- 3 MexaHi4YHMMU NOLLKOAXKEHHAMM, LLLO BNIMHYNW Ha NpauesaaTHICTb anaparty (aedopMalia kopnycy i aeTanen BHaCNiAOK NaaiHHA 3
BMCOTU abo nagiHHA Ha 06naaHaHHA BaXKKUX NPeaMETIB, BUNagaHHA KHOMOK Ta po3'eMiB);

3i cnigaMu Kopoasii, Aka cTana NPUYMHOK HECMPaBHOTO CTaHy;

AKe BUMLLIO 3 Najly Yepes BM/INB CUMbHOTO 3BO/TOXEHHSA Ha Oro CUMOBI 1 eNeKTPOHHI eNeMeHTH;

AKe BUNLLO 3 nafly Yepe3 HaKoMMYeHHA CTPYMONPOBIAHOIO NUAY (BYriNbHWA N, MeTanesa CTPy>KKa Ta iH.) BcepeanHi;

y pasi cnpobu caMoCTiNHOro PEeMOHTY Moro By3niB Ta/abo 3aMiHW eNeKTPOHHWX e/TEMEHTIB.

Tako>k OCHOBHI rapaHTiliHi 3060B'A3aHHA HE MOLUMPIOIOTLCA Ha 30BHILLHI eneMeHTV o6nagHaHHA, AKi NigaatoTbca Gi3UYHOMY KOHTaKTY,
a TaKoX Ha CynyTHi/BUTpaTHI MaTepianu, NpeTeHsii LWoA0 AKX NPUIAMatoTbCA He Ni3HiLle ABOX TUXXHIB MiCiA NpoAaxy:

KHOMKa YBIMKHEHHSA Ta BUMKHEHHS;

PY4Ku peryntoBaHHA napameTpiB 3BaproBaHHA;

po3'eMu nigknoYveHHA kabenis i pykasis;

po3'eMN ynpaBniHHA;

MepexxeBuii kabenb i BUnKka MepexxeBoro kabento;

py4Ka Ans nepeHeceHHA, peMiHb Yepes nneve, kenc, kopobka;

TpUMaui enekTpoAiB, knema «Macu», NanbHUK, 3BaproBanbHi kabeni Ta pykasu.

Mpopaeeup 3anuwae 3a cobo0 NPaBO BIAMOBUTW Y HafaHHI rapaHTIMHOrO PeMOHTY, abo BCTAHOBWUTW AaTOK MoYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MicAL | Pik BUNYCKy anapaTy (BCTaHOBMIOIOTLCA 3@ CEPIHUM HOMEPOM):

- ypasiBTpaTi nacrnopTa BNaCHUKOM;

- y pasi BiAcyTHOCTI kopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTa NpoAaBLEM Nif Yac Npoaaxky anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiMHOro 06¢cnyroByBaHHA anapaty y CEpBiCHOMY LIEHTPi.
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ENGLISH

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

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

electric shock can lead to death;

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

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

when using the machine, never remove its outer case.

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arcradiation field must be free from solvent vapours.

#
avey,

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[>

#)
=

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

The delivery set of the device includes:

roong,

8
(0 S )

Operating manual T

3m*welding cable withan ABICOR p— |8 — =
BINZEL electrode holder**** 7

Universal case**

Shoulder carrying
strap***

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

* — 5 meters for PRO-500-400V/630-400V

** — For PRO-160/200/250 only

*** — For PRO-160/200/250/270-400V/350-400V only
%% _ Except models with ‘WA’ index

CONTROLS AND INDICATION

PRO-270-400V/350-400V/500-400V/630-400V
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1-Welding method selector MODE button
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
2-The regulator knob for selecting functions/parameters of the actual welding method and setting their values. Turn the knob to select
functions/parameters, and press it to set the value of the selected function/parameter. Values are set by turning the knob. Press the
knob again to return to the function/parameter selection menu;
3-Display;
4-Welding program selector button PROG (set of parameters previously set by the user);
5-Connector for control signals from the wire feeder to the welding current source;
6-Source circuit breaker;
7-Power supply cable;
8-The grounding bolt terminal;
A -Welding amperage socket "+";
a) MMA welding - the electrode holder cable is connected (when using special electrodes, the ground cable is connected);
b) TIG welding — only the ground cable is connected;
c) MIG/MAG welding with solid wire — the welding current jumper to the wire feeder is connected;
d) MIG/MAG welding with self-shielded flux-cored (FCAW-S) wire - the ground cable is connected;
B - Welding amperage socket "-":
a) MMA welding - the grounding cable is connected (when using special electrodes, the electrode holder cable is connected);
b) TIG welding —only the TIG torch cable is connected;
c) MIG/MAG welding with solid wire —the ground cable is connected;
d) self-shielded flux-cored (FCAW-S) wire — the welding current jumper to the wire feeder is

connected.

MACHINE INDICATION
MMA

[HrA

II |

Prag.H=1 |aes

Farameters: b

Fower Hot Start: 513:-:*.
time Hot Start: H,3=

MIG/MAG

1- Actual welding method

2- Actual program number

3- Name of function / parameter

4- Value of selected function / parameter

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

/

AMFEr-a33e.

Earameteri.g -
ime amrer-down: sl 5
time rFost-gas: 4:1215
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The welding unit is designed exclusively for manual metal arc welding (MMA), for tungsten-arc inert-gas welding (TIG), for metal-
arc inert-gas welding/metal active gas welding (MIG/MAG) (if equipped with a wire feed mechanism). 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, the emery grinding dust) does drawn directly into the machine by the cooling fan.

POWER CONNECTION

The PATON PRO welding unit is rated for:
1-Mains voltage is 230 V (-27% +18%) — for PRO-160/200/250;
2-Three-phase mains voltage is 3x380 V or 3x400 V (for PRO-270/350/500/630). Safety rules require the grounding of the unit

housing when working with welding equipment. There are two ways too this:
a) using the fourth wire in the mains yellow-green cable; L2
b) using a bolted terminal (a 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: L1
- Brown wire - phase L1; L3
- Black wire - phase L2;
- Blue wire - phase L3;
- Yellow-green wire - grounding. J_
Caution! When the unit is connected to a mains voltage higher than 270 V (for PRO- =

160/200/250) or 450 V (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 mains cables cross-sections, as well as the mains fuses must be based on the machine specifications.

SETTING THE DEVICE MENU LANGUAGE

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

MMA electrode Amperage for Wire diameter for Cross-section of every Max. wire
diameter, mm MMA and TIG, A MIG/MAG, mm mains wire core, mm2 length, m
1x230 V- PRO-160, PRO-200, PRO-250

1 75
1.5 115
2 155

a2 up to 80 up to @0.6
2.5 195
4 310
6 465
1.5 75
2 105
23 up to 120 up to @0.8 2.5 130
4 205
6 310
2 75
25 95

a4 up to 160
4 155
up to @1.0 6 230
25 75
a5 up to 200 4 125
6 185
2.5 60
25 up to 250 upto@1.2* 4 100
@6 (fusible) P P :

6 150

4Up to 1,0 mm for pulse welding with steel and stainless wire
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Used MMA Amperage for Wire diameter for Cross-section of every core Max. wire
electrode, mm MMA and TIG, A MIG/MAG, mm of the mains wire, mm2 length, m
3x380/400V — PRO-270, PRO-350, PRO-500, PRO-630

1.5 135
2 175
a3 up to 120 up to @0.8 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
@5 up to 220 4 180
6 270
2.5 85
26 up to 270 upto @1.2 4 135

fusible P P :
6 205
2.5 65
26 up to 350 upto @1.4 4 100
6 150
4 80
@6 refractory up to 400 6 120
10 195
up to @1.6
4 55
28

fusible up to 500 6 85
10 140
4 40
28 up to 630 up to @2.0 6 65
10 105

ATTENTION! The power switch (6) on the rear panel of the machine (for PRO-160/200/250) is not a power switch, it does not
complete de-energize of internal electronic parts, when the machine is switched off. Disconnect the plug from the mains after
completion of welding in accordance with safety rules.

MACHINE CONNECTION DIAGRAM FOR MANUAL METAL-ARCWELDING (MMA)

ELECTRODE HOLDER
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Recommended power cables length for MMA welding:

Maximum current, A Cable length(one way), m Wire cross-section area, mm? Cable type

160 2..7 16 KG 1x16
200 3...9 25 KG 1x25
250 5..11 35 KG 1x35
270 5..11 35 KG 1x35
350 6..14 35 KG 1x35
500 8...30 50 KG 1x50

12...40 70 KG 1x70

10...30 70 KG 1x70
630 15...40 95 KG 1x95

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

Ar
Ar+He
He

ARGON-ARC

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

EXTERNAL
WIRE FEEDER

MIG/MAG
TORCH

AN

—-—.’A——"-" WORKPIECE
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SPECIFICATIONS
PARAMETERS PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
Rated voltage of the 220 220 220 3x380 3x380 3x380 3x380
50/ 60 Hz mains, V 230 230 230 3x400 3x400 3x400 3x400
Rated consumptionfromthe | 5 23..27 29.5..35 12..14 16..185 | 30..355 42...49
mains phase, A
Rated welding amperage, A 160 200 250 270 350 500 630
Max. operating amperage, A 215 270 335 350 450 630 800
70% at 70% at 70% at 70% at 70% at 70% at 70% at
Duty cycle(DC) 160 A 200A 250 A 270 A 350 A 500 A 630 A
Y cY 100% at 100% at 100% at 100% at 100% at 100% at 100% at
134 A 167 A 208 A 225 A 290 A 420 A 520 A
Mains voltage variation 160..260 | 160..260 | 160..260 +15% +15% +15% +15%
limits, V
Limits of welding amperage 8..160 10...200 12...250 12...270 14...350 16...500 18...630
regulation, A
Limits of welding voltage 12..24 12..26 12..28 12..29 12..30 12...40 12...44
regulation, V
::A electrode diameter, 16..4.0 1.6..5.0 16..6.0 16..6.0 1.6..6.0 1.6..8.0 16..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...500 Hz - adjustable
Pulse welding modes TIG: 0,2...500 Hz - adjustable
MIG/MAG: synergistic
‘Hot-Start” in MMA Adjustable
‘Arc-Force’ in MMA Adjustable
‘Anti-Stick’ in MMA Automatic
Nq—load voltage reduction on/off
unit
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated power consumption, 10.6 ... 19.8 ... 27.7 ...
KVA 4.0..4.6 5.0..6.0 65..7.7 79..9.3 12.2 235 32.4
Maximum consumption, kVA 5.8 7.4 9.4 11.3 15.2 28.9 40.0
Efficiency, % 92
Cooling Adaptive
Operating temperature 25 . 445
range, °C
Overall dimensions, mm 345x115x 345x115x 345x115x 385x 145 x 385x145x 510x180x 510x235x
(length, width, height) 290 290 290 348 348 385 410
\li\éelght without accessories, 52 5.8 59 9.9 10,1 19,5 23,5
Ingress Protection rating IP33 IP23

50,6...1,0 mm for pulse welding with steel and stainless wire
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SETTING THE MACHINE FUNCTIONS

When the settings menu is locked, a closed lock is displayed on the screen: u , the device displays the name and the value of the
main parameter of the actual welding method:

- in MMA method - the welding amperage;

- in TIG method - the welding amperage;

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

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

- selecting any function in the actual welding method (turn left or right);

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

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

LOCKING/UNLOCKING THE MACHINE MENU

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

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

SWITCHING TO THE REQUIRED WELDING METHOD

Press the MODE button (1) to switch to the next welding method in a circle.

RESET ALL FUNCTIONS OF THE ACTUAL WELDING METHOD

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

CHANGING THE WELDING PROGRAM

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

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

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

MACHINE FUNCTIONS LIST
MMA welding method

0) [- 1-]- main parameter: amperage (= 80 A by default);
a) 8...160 A (change step 1 A) for PRO-160;

b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;

g) 18...630 A (change step 1 A) for PRO-630-400V;
1) [H.St] power Hot Start (default = 50%);
a) 0[OFF]...100% (change step 5%);
2) [t.HS] time Hot Start (= 0.3 s by default);
a) 0.1...1.0 s (change step 0.1 s);
3) [Ar.F] power Arc Force (= 50% by default);
a) 0 [OFF]...100% (change step 5%);
4) [u.AF] threshold Arc Force (= 12V by default);
a) 9...18 V (change step 1V);
5) [BAH] volt-amp. characteristic (= 1.4 V/A by default) - volt-amperage characteristic slope;
a) 0.2...1.8 V/A (step change 0.4 V/A);
6) [Sh.A] short arc mode (= OFF by default);
a) O[OFF]...3 stage (change step 1 stage);
7) [BSn] voltage reduction device (= OFF by default);
a) ON -enabled;
b) OFF —disabled;

PATON PRO DC MMA -22-



FPATON

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

MMA pulse mode parameters:

9) [-1-] base amperage (default= 80 A);
8...160 A (change step 1 A) for PRO-160;
10...200 A (change step 1 A) for PRO-200;
12...250 A (change step 1 A) for PRO-250;
...270 A (change step 1 A) for PRO-270-400V;
14...350 A (change step 1 A) for PRO-350-400V;
16...500 A (change step 1 A) for PRO-500-400V;
18...630 A (change step 1 A) for PRO-630-400V;
10) [I.PS] pause amperage (= 25 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
)
)

wmsooozTe
-
N

e) 14...350 A (change step 1 A) for PRO-350-400V;

f) 16...500 A (change step 1 A) for PRO-500-400V;

g) 18...630 A (change step 1 A) for PRO-630-400V;
11)  [Fr.P]frequency pulse (= 5.0 Hz by default);

a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (balance) (= 50% by default);

a) 20...80% (change step 2%).

TIG welding method

0) [-2-] main parameter: welding amperage (= 60 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
1) [t.uP] amperage rise time (= 0.2 s by default);
a) 0.1...15.0 s (change step 0.1 s);
2) [Po.P] pulse mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

3) [-2-] main parameter: base amperage (= 60 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
c) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
e) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
4) [I.PS] pause amperage (= 25 A by default);
a) 8...160 A (change step 1 A) for PRO-160;
b) 10...200 A (change step 1 A) for PRO-200;
) 12...250 A (change step 1 A) for PRO-250;
d) 12...270 A (change step 1 A) for PRO-270-400V;
) 14...350 A (change step 1 A) for PRO-350-400V;
f) 16...500 A (change step 1 A) for PRO-500-400V;
g) 18...630 A (change step 1 A) for PRO-630-400V;
5) [Fr.P] frequency pulse (= 10.0 Hz by default);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
6) [dut] impulse/pause duty (= 50% by default);
a) 4...80% (change step 2%).
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MIG/MAG welding method

0)

[- 3-] main parameter: welding voltage (= 19.0 V by default);
a) 12.0...24.0 V (step change 0.1 V) for PRO-160;

b) 12.0...26.0 V (step change 0.1 V) for PRO-200;
c) 12.0...28.0 V (step change 0.1 V) for PRO-250;
d) 12.0...29.0 V (step change 0.1 V) for PRO-270-400V;
e) 12.0...32.0 V (step change 0.1 V) for PRO-350-400V;
f) 12.0...40.0 V (step change 0.1 V) for PRO-500-400V;

g) 12.0...44.0 V (step change 0.1 V) for PRO-630-400V;
[t.up] amperage rise time (= 0.1 s by default);

a) 0.0...5.0 s (change step 0.1 s);

[t.dn] amperage fall time (= 0.1 s by default);

a) 0.0...5.0 s (change step 0.1 s);

[Ind] inductance level (= 0 by default);

a) -5...0...+5 (change step 1 stage);

[Po.P] pulse mode (= OFF by default);

a) ON -enabled;

b) OFF - disabled;

MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):

5)

[Adu] main parameter in pulse mode — voltage adjust. (= 0.0 V by default). The resulting welding voltage is also displayed, it is
affected by voltage adjust., wire material, and wire diameter;

a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;

[tYP] wire material (= Fe by default);

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 ER5356 type (use 100% Ar shield gas® only);

[dia] wire diameter (= 0.8 mm by default);

a) 0.6...0.8 mm for PRO-160 steel and stainless wire;

b) 0.6...1.0 mm for PRO-200 steel and stainless wire;

c) 0.6...1.2 mm for PRO-250/270/350/500/630-400V steel and stainless wire;

d) 0.8...1.2 mm for aluminum wire.

8 recommended shield gas consumption rate: 7 I/min for low amperage, and more than 14 U/min for 150-200 A amperage
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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.

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. Itis not allowed to make any changes and corrections to the coupon.

WARRANTY POLICY

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

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

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
PRO-160
PRO-200 5years
PRO-250
PRO-270-400V
PRO-350-400V Syears
PRO-500-400V
2years

PRO-630-400V

The main warranty period starts from the date the inverter equipmentis 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. Clean the device with care, keeping the compressor
hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

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

- to provide units and parts required for the repair;

- to repair the failed equipment;

- to test the repaired equipment.

The main warranty does not apply to the equipment:

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

with traces of corrosion, caused a malfunction;

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

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

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

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

the power switch;

the control knobs;

the cables and sleeves connectors;

the control connectors;

the mains cable and the mains cable plug;

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

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

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

The seller 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):

- ifthe owner loses the warranty card;

- inthe 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 device warranty service period in the service center.

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

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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[ata npuinomy Ha peMoHT / Received to repair date ” ”,20____
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MpuymnnHa / Cause:
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(nianwuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

MpuynnHa / Cause:
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