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AB UYGUNLUK BEYANI

Uretici

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAYNA

isbu belge ile, AB Uygunluk Beyani (DoC)'nin yalnizca bizim
sorumlulugumuz altinda diizenlendigini ve asagida belirtilen Urline ait

oldugunu beyan ederiz:

Uriin Tanime: PATON™ PRO-160, PATON™ PRO-200, PATON™
PRO-250, PATON™ PRO-270-400V, PATON™
PRO-350-400V,
PATON™ PRO-350-400V, PATON™ PRO-500-400V,
PATON™ PRO-630-400V

Beyan konusu Urtn, ilgili direktifler ve standartlarla uyumludur:

Yonergeler:

Makine Glivenligi — Makinelerin
Elektrikli Donanimlari —

Ark Kaynak Ekipmanlari — Bélum 1:
Kaynak Gug¢ Kaynaklari

Ark Kaynak Ekipmanlari — Bélim 10:
Elektromanyetik Uyumluluk (EMC)
Gereklilikleri

Adina imzalanmistir:
Yer ve Tarih:

imza

Adi, Gorevi:

EN IEC 60204-1:2018

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

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

PATON International LLC
03045 Kyiv, UKRAYNA
04.08.2022

Mark Tokmakov
Bas Teknik Sorumlu
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Novopyrohivska 66, 03045 Kyiv
Tel: +380 800 500 600

E-mail: office@paton.ua
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Kaynak makinesi, teknik standartlara ve belirlenmis givenlik kurallarina uygun olarak imal edilmistir.
Ancak, hatali kullanim asagidaki tehlikelere yol agabilir:
- bakim personelinin veya ginci sahislarin yaralanmasi;

- bu talimatlari dikkatle takip etmelidir.
Emniyeti azaltabilecek arizalar derhal giderilmelidir.

- kaynak teknolojisi hakkinda bilgi sahibi olmali,
GUVENLIK KURALLARI

SEBEKE VE ARK AKIMI TEHLIKESI

- elektrik carpmasi 6lumle sonuglanabilir;

- bu makine tarafindan olusturulan manyetik alanlar, elektrikli tibbi cihazlarin (6rnegin kalp pilleri)
calismasini olumsuz etkileyebilir. Bu tir cihazlart 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 bitinlGgu dizenli olarak
bir elektrik mihendisi tarafindan kontrol edilmelidir;

- makine kullanilirken hicbir kosulda dis muhafazasi ¢ikarilmamalidir.

- makinenin ya da isletmeye ait mulklerin zarar gérmesi;

- verimli galisma surecinin aksamasi.

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

KAYNAK ARKI RADYASYONU TEHLIKESI

Kaynak arkini giplak gozle izlemek kesinlikle yasaktir. Calisma sirasinda olusan ark ve sigramalar ciltte
yaniklara neden olabilir veya yangin gikarabilir. Bu nedenle her zaman karartilmis filtreye sahip
koruyucu bir maske kullanilmalidir (gzlUkler DIN g-10 filtresiyle donatiimis olmalidir). Cihazin ¢alisma
alaninda bulunan yetkisiz kisilerin gozlerini 6zel kaynak gézlikleriyle korumasi veya yanmaz ve
radyasyonu emici perdeler kullanmasi zorunludur.

ZARARLI GAZLAR VE BUHARLAR TEHLIKESI

- Galisma alaninda duman ve zararli gazlar olusmasi durumunda, bunlar 6zel ekipmanlarla
uzaklagtinlmalidir;

- Yeterli miktarda temiz hava girisi saglanmalidir;

- Ark radyasyonu alani, ¢6zici (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 danigmalari gerekmektedir.

KIVILCIM TEHLIKESI

- Yanici maddeler ¢alisma alanindan uzaklastirlmalidir;

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

- Yangin veya patlama riski tasiyan ortamlarda galisirken, ulusal ve uluslararasi mevzuata
uygun 6zel kurallara kesinlikle uyulmalidir.

KORUYUCU DONANIM

Bireysel korumanin saglanmasi icin asagidaki kurallara uyulmalidir:

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

- Elleri yalitkan kaynak eldivenleriile koruyun;

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

- Sadece dusuk yaniciliga sahip uygun is kiyafetleri giyilmelidir.
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YOGUN GURULTU TEHLIKESI
Kaynak sirasinda olusan ark, 8 saatlik calisma suresi boyunca 85 dB'nin Uzerinde ses yayabilir. Bu
nedenle, ekipmanla calisan kaynak operatérleri is sirasinda kulak koruyucu kullanmalidir.
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AMBALAIJIN ACILMASI

Cihazin teslimat seti asagidakileri icerir:
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1 - Kaynak modu segim diigmesi:
a) Manuel metal ark kaynagi, MMA;
b) Tungsten elektrotlu inert gaz kaynagi, TIG;
) Metal ark inert gaz / metal aktif gaz kaynagi, MIG/MAG;

2 — Mevcut modun fonksiyonlarini (parametrelerini) segmek ve bunlarin degerlerini ayarlamak icin kullanilan regilatér. Fonksiyon segimi,
digmenin sada veya sola gevrilmesiyle yapilir. Segilen parametrenin degerini dizenleme moduna gegmek igin regilatér dugmesine
basiimalidir. Degerler, regulatér digmesi gevrilerek ayarlanir. Fonksiyon/parametre se¢im menusine geri donmek iin regulator digmesine
yeniden basiimalidir.

3 - Dijital ekran;

4 — Kaynak programi segim digmesi (kullanici tarafindan daha 6nce ayarlanmis parametreler seti);

5— Gug kaynaginin agilip kapatiimasi igin tel besleyiciden sinyal alma konnektori;

6 — GUg kaynagi devre kesicisi;

7 - Sebeke besleme kablosu;

8 — Topraklama kablosu baglanti noktas;

A —Bajonet tipi akim soketi "+"

a) MMA kaynagi —elektrot kablosu baglanir (nadir durumlarda, 6zel elektrotlar kullanildiginda topraklama kablosu baglanabilir);
b) TIG kaynagi - yalnizca topraklama kablosu baglanir;

c) Kati tel ile MIG/MAG kaynagi — kablo tel besleyiciye baglanir;

d) Ozli tel ile MIG/IMAG kaynagi - topraklama kablosu baglanir;

B —Bajonet tipli akim soketi "-"

a) MMA kaynagi — topraklama kablosu baglanir (nadir durumlarda, 6zel elektrotlar kullanildiginda elektrot kablosu baglanabilir);
b) TIG kaynagi - yalnizca TIG torcu baglanir;

c) Kati tel ile MIG/IMAG kaynagi — topraklama kablosu baglanir;

d) Ozli tel ile MIG/IMAG kaynagi — kablo tel besleyiciye baglanir.

MAKINENIN MODLARDA GALISMASININ GOSTERGESI

MMA

(R H:1 1=y

He —4]

Farameters: b
Fowerr Hot Start: SH%
time Hot Start: A, 3=

MIG/MAG

BN 1, rAG- 2T Prod.H- 1

1 - Mevcut kaynak modu

2 - Mevcut program numarasi

3 - Fonksiyon / parametre adi

4 - Segilen fonksiyon [ parametrenin degeri

5 - Menideki sonraki 2 parametrenin listesi ve degerleri

TIG

7
A
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time Post-gas: 4:Els
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CALISTIRMA

Kaynak makinesi, yalnizca manuel metal ark kaynagi (MMA), tungsten elektrotlu inert gaz kaynagi (TIG) ve metal ark inert gaz / metal aktif
gaz kaynagi (MIG/MAG) icin tasarlanmistir. Bunun digindaki kullanimlar uygunsuz kullanim olarak degerlendirilir. Uretici, makinenin
uygunsuz kullanimi sonucu olusabilecek hasarlardan sorumlu degildir. Cihazin amacina uygun kullanimi, bu kullanim kilavuzunda yer alan
talimatlara eksiksiz uyulmasini gerektirir.
MONTAJ GEREKSINIMLERI
Makine, 6n ve arka panellerdeki havalandirma deliklerinden sogutma havasinin serbestge giris ve gikisini saglayacak sekilde yerlestiriimelidir.
Sogutma fani tarafindan makine igerisine dogrudan metal tozu (6rnegin, taslama islemi sirasinda olusan) gekilmemesine dikkat edilmelidir.
GUG BAGLANTISI
Standart kaynak Unitesi su degerlere gore tasarlanmistir:
1. Sebeke gerilimi 220V (-%27 / +%18) — PRO-160/200/250 modelleri igin;
2. Ug fazl sebeke gerilimi 3x380V veya 3x400V — PRO-270/350/500/630 modelleri igin, bu baglanti igin i kablo ayrilmistir. Kaynak
ekipmanlari ile galisirken guvenlik kurallari, cihaz govdesinin topraklanmasini zorunlu kilar. Bu iki sekilde yapilabilir: 1)
Uluslararasi standartlara uygun olarak, sari-yesil renkteki dérdunci iletken Uzerinden; 2) Unite arka panelindeki civatali
topraklama terminali Uzerinden (BDT lkelerinde uygulanan daha siki bir topraklama standardi).
PATON kaynak makinelerini 3 fazli bir gi¢ kaynagina baglamak igin IEC 60445 standardina

uygun dart telli bir kablo kullanin: L2
- Kahverengi kablo - Lafazy;

- Siyah kablo - L2 fazj;

- Mavi kablo - L3 fazj;

- Sari-yesil kablo - topraklama. L1

Dikkat! PRO-160/200/250 modelleri i¢in 270V'u, PRO-270/350/500/630 modelleri igin ise L3
450V'u asan sebeke gerilimiile baglanti yapildiginda, Uretici garantisi gegersiz olur! Ayrica,

sebeke fazinin yanlislikla gig kaynaginin toprak hattina baglanmasi durumunda da retici
garantisi gegersiz sayilir. J_
Sebeke baglanti konnektord, sebeke kablolarinin kesitleri ve sigortalar, cihazin teknik -
verilerine uygun olarak segilmelidir.
CiHAZ MENU DILINiN SEGILMESI
Cihazin men( dilini segmek veya degistirmek i¢in, 2 numarali digmeye basili tutun ve cihazi agin. Bu islemin ardindan ekran Uzerinde dil
secme menisi gorintilenecektir. istenilen dil, 2 numaral regilatér kullanilarak segilir ve regilatére basilarak onaylanir. Bu islem
tamamlandiktan sonra cihaz, arayizini secilen dilde calistirmaya devam edecektir.

Kullanilan MMA MMA ve TIG igin MIG/MAG Kaynagi igin Sebeke kablosunun her bir Maksimum kablo
elektrot, mm ayarlanmig akim degeri, A Tel Kesit Capi, mm iletkeninin kesiti, mm?2 vzunlugu, m
1x220V - PRO-160, PRO-200, PRO-250
1 75
1.5 115
22 80 'ya kadar @0.6 'den biyuk 2 155
olmayan 2.5 195
4 310
6 465
15 75
2 105
a3 120 'ya kadar @0.8'den biyuk olmayan 2.5 130
4 205
6 310
75
a4 160 'ya kadar 2> 25
- 4 155
@1.0 'den biyuk
6 230
olmayan
2.5 75
7] 200 'ya kadar 4 125
6 185
- 2.5 60
s 260 'va kadar @1.2 'den buyik o0
@6 eriyebilir 50y olmayan® 4
6 150
Kullanilan MMA MMA ve TIG igin MIG/MAG Kaynagi igin Sebeke kablosunun her bir Maksimum kablo
elektrot, mm ayarlanmig akim degeri, A Tel Kesit Capt, mm iletkeninin kesiti, mm? vzunlugu, m

! Celik veya paslanmaz tel ile darbeli akimla kaynak yaparken 1,0 mm'ye kadar
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3 x 380/400V — PRO-270, PRO-350, PRO-500, PRO-630
15 135
) o 2 175
a3 120 'ya kadar 0.8 'den blyk 2.5 220
olmayan
4 350
6 525
130
o 160 'ya kadar 25 160
4 260
@1.0 'den biyuk
6 385
olmayan
2.5 115
7] 220 'ya kadar 4 180
6 270
. - 25 85
26 270'ya kadar @1.2 'den buyik " s
eriyebilir olmayan
6 205
1.4, 'den biryik =2 =
26 350 'ya kadar -4 den buyy 4 100
olmayan
6 150
26 L go
400 'ya kadar 6 120
refrakter
@1.6 'den biyUk 10 195
28 olmayan 4 55
eriyebilir 500 'ya kadar 6 85
10 140
. - 4 40
28 630 'ya kadar ©2.0'den biyTk 6 65
olmayan
10 105

DIKKAT! Makinenin arka panelinde bulunan besleme digmesi (PRO-160/200/250 modelleri igin), bir giic digmesi degildir ve cihaz
kapatildiginda i¢ elektronik bilesenlerin tamamen enerjisiz kalmasini saglamaz. Bu nedenle, givenlik kurallari geregi, kaynak islemi
tamamlandiktan sonra cihazin fisi mutlaka sebekeden gikarilmalidir.

Cubuk elektrotlarla kaynak igin makine baglanti semasi

ELEKTROT PENSESI
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Kaynak sirasinda 6nerilen kaynak kablolarinin uzunlugu:

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

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

8...30 50 KG 1x50
500 12 ... 40 70 KG 1x70
630 10 ... 30 70 KG 1x70

15 ... 40 95 KG 1x95

Tungsten Elektrotlu inert Gaz (TIG) Kaynag icin Makine Baglanti Semasi

ARGON ARK TORCU

J

HARICI TEL SURUCU

220V | 230V =] =
" ——__
~3x 380V 400V co, %
~— Ar+CO, ﬁ-ﬁ
I A —_— )
@ (T ' g YARI OTOMATIK TORG
= >
=@
==
2 -
((‘ i$ PARGASI
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TEKNIK PARAMETRELER
PARAMETRELER PRO-160 PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
Ug fazl sebekenin anma 220 220 220 3x380 3x380 3x380 3x380
gerilimi (50 / 60 Hz), V. 230 230 230 3X400 3X400 3X400 3X400
Sebeke fazindan ¢ekilen anma
18...21 23...27 29.5...35 12...14 16...18.5 30...35.5 42 ... 49
akimi, A
Anma kaynak akimi, A 160 200 250 270 350 500 630
Maksimum galisma akimi, A 215 270 335 350 450 630 800
70%]at 70%/at 70%]at 70%]at 70%]at 70%/at 70%/at
. - 160A 200A 250A 270A 350A 500A 630A
Yik altinda caligma siresi (LD) 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at 100%/at
134A 167A 208A 225A 290A £4,20A 520A
Besleme gerilimi degisim 160 - 260 160 - 260 160 - 260 +15% +15% +15% +15%
sinirlari, V
Kaynak akimi ayar sinirlari, A 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18- 630
\K/aynak gerilimi ayar sinirlari, 12-24 19-26 19-28 12-29 12-30 12- 40 12-44
MMA elektrot capi, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Kaynak teli gapt, 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 — ayarlanabilir
Kaynak darbe modlari, Hz TIG: 0.2 ... 500 —ayarlanabilir
MIG/MAG: 30 ... 300 — otomatik

MMA modunda “Hot-Start”

T Ayarlanabilir

ozelligi

MMA modunda “Arc-Force” .

R Ayarlanabilir

ozelligi

MMAvmodunda '‘Anti-Stick Otomatik

ozelligi

Bosta calisma gerilimi acik / kapalt

dUsirme Unitesi S P

I\\//IMA bosta calisma gerilimi, 12/75

Ark baglatma gerilimi, V 110

Anma gig tuketimi, kVA 4.0 ...4.6 5.0...6.0 6.5...7.7 7.9...9.3 10.6...12.2 19.8 ... 23.5 27.7...32.4
Maksimum gug tiketimi, kVA 5.8 7.4 9.4 11.3 15.2 28.9 40.0
Verimlilik, % 92

Sogutma Adaptif

Galisma sicakligi araligi, °C -25 ... +45

Dis boyutlar, mm (uzunluk, 345X 115 345X 115 345X 115 385x145 385 X145 510 x 180 510 X 235
genislik, yukseklik) X 290 X 290 X 290 X 348 X 348 X 385 X 410
Aksesuarlar harig agirlik, kg 5,2 58 59 9,9 10,1 19,5 23,5
Koruma sinifi * P33 P23

MAKINE FONKSIYONLARININ SECiMi VE AYARLANMASI

On paneldeki digmelere dokunulmadiginda, dijital gostergede her zaman kullanilan kaynak modunun ana parametresinin degeri
goruntilenir:

1) MMA modunda - kaynak akim;

2) TIG modunda — kaynak akimi;

3) MIG/MAG modunda — kaynak gerilimi.

On paneldeki 2 numarali regilatér ok islevlidir ve asagidaki iglevlerden sorumludur:
1) Gegerli kaynak modundaki herhangi bir fonksiyonun segilmesi (saga ve sola gevirerek);
2) Secilen parametrenin degerinin ayarlanmasi (regilatére basarak ve ardindan saga veya sola gevirerek);

2 Gelik veya paslanmaz tel ile darbeli akimla kaynak yaparken 0,6...1,0
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3) Mevcut kaynak moduna ait gegerli programin tom fonksiyonlarini fabrika ayarlarina sifirlama (regilatére basili tutarak, 12
saniyeden uzun sire).
On paneldeki 1 numaral digme, kaynak modunun degistirilmesinden (daire seklinde sirayla gegis) sorumludur.

PATON PRO DC MMA -12 -
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GEREKLi FONKSIYONA GECiS

Makinede, fonksiyon menisine yetkisiz erisime karsi aktif bir koruma sistemi mevcutsa, 2 numarali regilatér evrildiginde yalnizca gegerli
kaynak modunun ana parametresinin degeri ayarlanabilir ve bu durum fonksiyon menistnin kilitli oldugunu gésterir.

Menuy kilitten gikarmak igin, 2 numarali regilatére 3,5 saniyeden uzun sire basili tutulmalidir. Kilit agma islemi sirasinda, ekranda bir kilidin
acilma simgesi gorintilenerek fonksiyon menusiunin agilmakta oldugunu belirtir.

Kilidin basariyla agilmasinin ardindan, regulatér 2 saga veya sola gevrildiginde, dijital ekranda mevcut fonksiyonun adi ve degeri
goruntulenir.

GEREKLi KAYNAK MODUNA GEGIiS
1 numarali digmeye basildiginda, kaynak modu dairesel sirayla bir sonraki moda geger. Bu gegis, makinenin 6n panelinde bulunan 3
numarali ekranda gérintilenir.

KULLANILAN KAYNAK MODUNUN TUM FONKSIYONLARINI SIFIRLAMA

Bazen cihazin ayarlar kullaniciyr kanisikliga disirebilir. Bu gibi durumlarda, ayarlar fabrika gikis degerlerine sifirlamak igin 2 numarali
regUlatére 10 saniyeden fazla basili tutmak yeterlidir (kilit simgesi animasyonunu dikkate almayin). Ekranda sirayla 333...222...111 sayimi
baglar ve "000" degerine ulasildiginda, gegerli kaynak moduna ait segili programin tim ayarlari fabrika ayarlarina déner. Her kaynak modu ve
program icin sifirlama igslemi ayri ayri gergeklestirilir. Bu, diger program ve kaynak modlarindaki kisisel ayarlarin etkilenmemesi icin 6zellikle
bu sekilde tasarlanmistir.

MEVCUT KAYNAK MODUNDA PROGRAM NUMARASINI DEGISTIRME

Her MMA, TIG ve MIG/MAG kaynak modunda, kullanici tarafindan 16 adede kadar farkli 6n ayar (program) kaydedilebilir. Gegerli 6n ayar
(program) numarasi, makinenin 6n panelindeki LCD ekranin sag Ust késesinde goruntilenir. Makine ilk agildiginda, her kaynak modu igin
varsayilan olarak 1 numarali program aktif olur. Bu kaynak modunda ve segili program numarasi altinda yapilan tom ayar degisiklikleri
otomatik olarak kaydedilir. Farkli bir program numarasina gegmek ve temel parametrelerden baslayarak ayar yapmaya baslamak igin 4
numarali digmeye basmak yeterlidir. Ardindan LCD ekranda gegerli program numarasi géruntilenir. Bu numara, 2 numarali regilatér saga
veya sola gevrilerek dedistirilebilir.

GENEL FONKSIYON LISTESi VE SIRALAMASI

MMA Kaynak Modu
0) [-1-]- ana gorintilenen parametre CURRENT = 80A (varsayilan olarak);
a) 8...160A (1A adimini degistir) for PRO-160;
b) 10 ... 200A (1A adimini degistir) for PRO-200;
) 12 ... 250A (1A adimini degistir) for PRO-250;
d) 12 ... 270A (2A adimini degistir) for PRO-270-400V;
€) 14 ... 350A (1A adimini degistir) for PRO-350-400V;
f) 16 ... 500A (1A adimini degistir) for PRO-500-400V;
g) 18 ... 630A (1A adimini degistir) for PRO-630-400V;
1) [H.St] Sicak baglatma gici = %50 (varsayilan);
a) o[KAPALLI] ... %100 (degisim adimi %s5);
2) [t.HS] Sicak baslatma suresi = 0.3 sn (varsayilan);
a) 0.1... 1.0 sn (degisim adimi 0.1 sn);
3) [Ar.F] Ark giici = %50 (varsayilan);
a) o [KAPALI] ... %100 (degisim adimi %s);
4) [u.AF] Ark gici tetikleme seviyesi = 12V (varsayilan);
a)9...18V (degisim adimi 1V);
5) [CVS] akim-gerilim karakteristigi egimi = 1.4 V/A (varsayilan);
a)o.2...1.8 V/A (degisim adimi 0.4 V/A);
6) [Sh.A] kisa ark kaynagi = KAPALI (varsayilan);
a) o[KAPALLI] ... 3 kademe (degisim adimi 1 kademe);
7) [BSn] gerilim dusirme Unitesi = KAPALI (varsayilan);
a) ACIK — etkin;
b) KAPALI —devre digy;
8) [Po.P] darbe modu = KAPALI (varsayilan);
a) ACIK — etkin;
b) KAPALI - devre disi;
9) [I.PS] bekleme akimi = 25A (varsayilan);
a) 8.... 160A (degisim adimi 1A) igin PRO-160;
b) 10 ... 200A (degisim adimi 1A) i¢cin PRO-200;
)12 ... 250A (degisim adimi 1A) i¢in PRO-250;
d) 12 ... 270A (degisim adimi 1A) i¢in PRO-270-400V;
€) 14 ... 350A (degisim adimi 1A) icin PRO-350-400V;
f) 16 ... 500A (degisim adimi 1A) igin PRO-500-400V;
g) 18 ... 630A (degisim adimi 1A) igin PRO-630-400V;
10) [Fr.P] akim darbesi frekansi = 5.0 Hz (varsayilan);
a) 0.2 ... 500 Hz (dinamik degisim adimi 0.1 Hz...1 Hz);
11) [dut] darbe/bekleme dengesi = %50 (varsayilan);
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a) %20 ... %80 (dedisim adimi %2).
TIG Kaynak Modu
0) [-2-] ana ekran parametresi CURRENT = 60A (varsayilan);
a) 8... 160A (degisim adimi 1A) igin PRO-160;
b) 10 ... 200A (degisim adimi 1A) igin PRO-200;
) 12 ... 250A (degisim adimi 1A) i¢in PRO-250;
d) 12 ... 270A (degisim adimi 1A) igin PRO-270-400V;
€) 14 ... 350A (degisim adimi 1A) igin PRO-350-400V;
f) 16 ... 500A (degisim adimi 1A) igin PRO-500-400V;
g) 18 ... 630A (degisim adimi 1A) igcin PRO-630-400V;
1)[t.uP] akim yikselme siresi = 0.2 sn (varsayilan);
a)0.1...15.0 sn (degisim adimi 0.1 sn);
2) [Po.P] darbe modu = KAPALI (varsayilan);
a) ACIK — etkin;
b) KAPALI - devre disi;
3) [I.PS] bekleme akimi = 25A (varsayilan);
a) 8.... 160A (degisim adimi 1A) igin PRO-160;
b) 10 ... 200A (degisim adimi 1A) igin PRO-200;
)12 ... 250A (dedisim adimi 1A) igin PRO-250;
d) 12 ... 270A (degisim adimi 1A) igin PRO-270-400V;
€) 14 ... 350A (degisim adimi 1A) icin PRO-350-400V;
f) 16 ... 500A (degisim adimi 1A) igin PRO-500-400V;
) 18... 630A (degisim adimi 1A) igin PRO-630-400V;
4) [Fr.P] akim darbesi frekansi = 10.0 Hz (varsayilan);
a) 0.2 ... 500 Hz (dinamik degisim adimi 0.1 Hz...1 Hz);
5) [dut] darbe/bekleme dengesi = %50 (varsayilan);
a) %y ... %80 (degisim adimi %2).

MIG/MAG Kaynak Modu
o) [- 3-] ana ekran. parametre VOLTAGE = 19.0 V (varsayilan);
a)12.0 ... 24.0 V (adim degisimi 0.1 V) igin PRO-160;
b)12.0... 26.0V (adim degisimi 0.1 V) igin PRO-200;
€)12.0 ... 28.0V (adim degisimi 0.1 V) igin PRO-250;
d)12.0... 29.0V (adim degisimi 0.1 V) igin PRO-270-400V;
€)12.0 ... 32.0V (adim degisimi 0.1 V) igin PRO-350-400V;
f)12.0... 40.0V (adim degisimi 0.1 V) i¢in PRO-500-400V;
g) 12.0 ... 44.0V (adim degisimi 0.1 V) igin PRO-630-400V;
1) [t.up] gerilim yUkselme suresi = 0.1 sn (varsayilan);
a) 0.0 ... 5.0 sn (degisim adimi 0.1 sn);
2) [t.dn] gerilim dUsme siresi = 0.1 sn (varsayilan);
a) 0.0 ... 5.0 sn (degisim adimi 0.1 sn);
3) [Ind] endiktans = “o” (varsayilan);
a) -5... 0 ... +5 (degisim adimi 1 kademe);
4)[Po.P] Darbeli akim modu = KAPALI (varsayilan);
a) ACIK — etkin;
b) KAPALI - devre disi;

Darbe modu parametreleri:
5) [Adu] darbe modundaki ana parametre — GERILIM AYARI = 0,0 V (varsayilan);
a) -3,0...+3,0 V (ayar adimi 0,1 V) Ark uzunlugu parametre degeriyle artar;
6) [tYP] Tel malzeme tiry = Fe (varsayilan);
a) Fe —siradan gelik tel (sadece %82Ar+%18C02 koruyucu gaz® bilesimi kullanin);
b) St.St — paslanmaz gelik tel (sadece %98Ar+%2C0O2 koruyucu gas® bilegimi kullanin);
¢) ALSi — aluminyum-silikon tel (sadece %100Ar koruyucu gas?® kullanin);
d) Al.Mg - aliminyum-magnezyum tel (sadece %100Ar koruyucu gas® kull*anin);
7) [dia] Tel gap1 = 0,8 mm (varsayilan);
a) PRO-160 celik ve paslanmaz tel igin 0,6...0,8 mm;
b) PRO-200 ¢elik ve paslanmaz tel igin 0,6...1,0 mm;
¢) PRO-250/270/350/500/630-400V celik ve paslanmaz tel i¢in 0,6...1,2 mm;
d) Aliminyum tel igin 0,8...2,2 mm.

3 Onerilen kalkan gazi tiiketim orani: Diigiik akim igin 7 l/dak ve 150-200A akim igin 14 I/dak'dan fazla
PATON PRO DC MMA -14 -
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GARANTI

Sayin Misterimiz!

PATON INTERNATIONAL olarak PATON™ Grinlerini 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 briniin model adi ve seri numarasi, garanti
belgesinde yer alan bilgilerle birebir 6rtismelidir. Garanti belgesi Uzerinde herhangi bir degisiklik veya dizeltme yapiimasina
kesinlikle izin verilmez.

g DiKKAT!!! Cihazi kullanmadan 6nce, 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 galismasini garanti eder.

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

PRO-160
PRO-200 syl
PRO-250

PRO-270-400V
PRO-350-400V
PRO-500-400V
PRO-630-400V

3yl

2yl

Ana garanti siresi, invertor ekipmanin nihai misteriye satis tarihinden itibaren baglar.

Cihazin arizalanmasini énlemek igin, calisma kosullarina bagli olarak alti ayda bir koruyucu kapadi ¢ikarip ig elemanlari ve tertibatlari basingl
hava ile temizlemenizi 6neririz. Temizlik, kompresor hortumunun mekanik pargalara zarar vermesini ve elektronik bilesenlerin
lehimlenmesini énlemek igin yeterli mesafede tutulmasiyla dikkatlice yapiimalidir.

Ana garanti siresi boyunca, PATON™ invertér ekipmaninin sahibi igin satici asagidaki islemleri Gcretsiz olarak gergeklestirmeyi taahhit
eder:

- Ariza tespiti igin cihazin teghisini yapmak ve ariza nedenini belirlemek;

- Onarim igin gerekli birim ve bilesenleri temin etmek;

- Arizalanan pargalarin ve montaj gruplarinin degistirilmesini saglamak;

- Onarimi yapilan ekipmanin testlerini gerceklestirmek.

Ana garanti yokumlolukleri agagidaki durumlarda gegerli degildir:

- Cihazin galismasini etkileyen mekanik hasarlar bulunuyorsa (yuksekten disme veya Gzerine agir cisimlerin dismesi sonucu gévde ve
pargalarda deformasyon, digme ve konnektorlerin yerinden ¢ikmast);

- Arizaya neden olan korozyon izleri mevcutsa;

- GUg ve elektronik bilesenlere yogun nemin temas etmesi sonucu cihaz ¢alismaz hale geldiyse;

- Icerisinde iletken toz (kémir tozu, metal talagi vb.) birikmesi nedeniyle ariza olustuysa;

- Cihazin bilegenlerinde yetkisiz midahale veya elektronik pargalarin kullanici tarafindan degistirilmesi girisiminde bulunulmugsa.

Ayrica, ana garanti yUkomlilikleri, fiziksel temas sonucu hasar gorebilecek harici ekipman bilesenleri ile iliskili/pargalanabilir sarf
malzemeleri igin 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 diigmeleri (potansiyometreler);

- Kablo ve torg baglanti konnektorleri;

- Kontrol konnektorleri;

- Sebeke kablosu ve sebeke fisi;

- Tasima kolu, omuz askisi, ¢anta, kutu;

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

Satici, asagidaki durumlarda garanti onarimi hizmeti vermeyi reddetme hakkini sakli tutar veya garanti yikimlGliklerinin baslangig tarihi
olarak cihazin seri numarasiyla belirlenen Gretim ayi ve yilini esas alabilir:

- Cihaz sahibinin garanti belgesini kaybetmesi durumunda;

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

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

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

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;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

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

- protect the hands with insulating gloves;

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

- wear only proper low-flammable clothes.

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

The delivery set of the device includes:
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CONTROLS AND INDICATION
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1 - Welding mode selection button:MODE
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
¢) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;

2 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values. Turn the knob to select the
functions. Press the regulator knob to switch to editing the value of a selected parameter. Turn the regulator knob to adjust the values. Press
the regulator knob again to return to the function/parameter selection menu.

3-—Digital display;

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

5— Connector for turn on/off signals from the wire feeder;

6 — Source circuit breaker;

7 — Power supply cable;

8 -The grounding cable connection point;

A —Bayonet-type power current '+ socket;

a) MMA welding — the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is
connected);

b) TIG welding — only the ground cable is connected;

¢) MIG/MAG welding with solid wire —the cable is connected to the wire feeder;

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

B —Bayonet-type power current *-'socket:

a) MMA welding — the grounding cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);

b) TIG welding — only the TIG torch is connected;

¢) MIG/MAG welding with solid wire — the ground cable is connected;

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

INDICATION OF MACHINE OPERATION IN MODES

(R o) | 2]

He —4]

Faramneters: b
Fowetrr Hot Start: SHxl
time Hot Start: A, 3=

MIG/MAG

BN 1, AG-2T Prod.H-1

1 - Current welding mode

2 - Current 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

TIG

7

PLELETRETEH
/

Farametersl
time amrFer-doun:
time rPost-gas: 4.6
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START-UP

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

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

POWER CONNECTION
The standard welding unit is rated for:
1. Mains voltage is 220V (-27% +18%) — for PRO-160/200/250;
2. Three-phase mains voltage is 3x380 V or 3x400 V (for PRO-270/350/500/630), three wires are dedicated for this. Safety rules
when working with welding equipment require grounding of the unit housing. There are two ways too this: 1) by using the
fourth wire in the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on the rear wall of
the unit (a stricter grounding standard, used in the CIS countries).
Use a four-wire cable that complies with the IEC 60445 standard to connect PATON

L2

welding machines to a 3-phase power supply:
- Brown wire - phase L1;

- Black wire - phase L2;

- Blue wire - phase L3; L1
- Yellow-green wire - ground. L3
Caution! When the unit is connected to a mains voltage higher than 270V (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 J_
in case of an erroneous connection of the mains phase to the source ground. =
The mains connector, the cross-sections of the mains cables, as well as the mains fuses
need to be selected based on the unit technical data.

SELECT THE DEVICE MENU LANGUAGE

Hold down button 1 and turn on the device to select/change the device menu language. The language selection menu will be displayed on
the screen. Select the desired language with the regulator knob 2 and press it to confirm your choice. The machine will working with the
interface in the corresponding language.

Used MMA electrode Set current value for Wire diameter for MIG/MAG, Cross-section of every Max. wire
diameter, mm MMA andTIG, A mm mains wire core, mm?* length, m
1x220V — PRO-160, PRO-200, PRO-250

1 75
1.5 115

2 1
@2 up to 8o up to @o.6 22
2.5 195
4 310
6 465
15 75
2 105
a3 up to120 up to Zo.8 2.5 130
4 205
6 310
2 75

2.
oy up to 160 2 S
4 155
up to 1.0 6 230
2.5 75
a5 up to 200 4 125
6 185
2.5 60
5 up to 250 up to @1.2¢ A 100
@6 (fusible) :

6 150

4 Up to 1,0 mm for pulse current welding with steel and stainless wire
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Used MMA Set current value for Wire diameter for Cross-section of each core of Max. wire
electrode, mm MMA and TIG, A MIG/MAG, mm the mains wire, mm? length, m
3 x 380/400V — PRO-270, PRO-350, PRO-500, PRO-630

15 135

2 175

a3 upto 120 up to Jo.8 2.5 220

4 350

6 525

130

[Z up to 160 =) 160
4 260

upto Z1.0 6 385

2.5 115

a5 up to 220 4 180

6 270

26 2.5 85
fusible up to 270 uptodi.2 4 135
6 205

2.5 65

26 up to 350 upto @1.4 4 100

6 150

4 8o

26 refractory up to 400 6 120
up to 1.6 20 29

28 4 55
fusible up to 500 5 85
10 140

4 40

8 up to 630 up to @2.0 6 65

10 105

ATTENTION! On/off switch 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 welding with stick electrodes

ELECTRODE HOLDER
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Recommended length of power welding cables:

Maximum current, A Cable length(one way), m 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

8...30 50 KG 1x50
500 12 ... 40 70 KG 1x70
630 10 ... 30 70 KG 1x70

15 ... 40 95 KG 1x95

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

Jl

ARGON-ARC TORCH

GROI
= Ak
s 3

EXTERNAL
r\/\\) WIRE FEEDER
—X

SEMI-AUTOMATIC
TORCH
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SPECIFICATIONS
PRO-16
PARAMETERS o PRO-200 PRO-250 PRO-270 PRO-350 PRO-500 PRO-630
Rated voltage of the 220 220 220 3x380 3x380 3x380 3x380
three-phase mains 5o / 60Hz, V 230 230 230 3IX400 3IX400 3IX400 3IX400
Rated current consumption 8. 21 o N I 16..18 o N
from the mains phase, A 327 9535 - 4 185 30355 42 49
Rated welding current, A 160 200 250 270 350 500 630
Maximum operating current, A 215 270 335 350 450 630 800
70%]at 70%/at 70%/at 70%]at 70%]at 70%]at 70%]at
. 160A 200A 250A 270A 350A 500A 630A
Load duration (LD) 100%/at 100%/at 100%)/at 100%)/at 100%/at 100%/at 100%/at
134A 167A 208A 220A 290A £,20A 520A
Supply voltage variation limits, 160 - 160 - 260 160 - 260 15% s15% +15% +15%
vV 260
Limits of regulation of welding
current, A 8-160 10 - 200 12 - 250 12 - 270 14 - 350 16 - 500 18- 630
Limits of regulation of welding 1a-a 12-26 12-28 1ooa 12-20 12-10 1a-
voltage, V & 9 3 4 44
MMA electrode diameter, mm 1.6 - 4.0 1.6-5.0 1.6-6.0 1.6-6.0 1.6-6.0 1.6-8.0 1.6-8.0
Welding wire diameter, mm 0.6-1.0 0.6-1.0 0.6-1.2° 0.6-1.2 0.6-1.4 0.6-1.6 0.6-2.0
MMA: 0,2...500 - adjustable
Welding pulse modes, Hz TIG: 0,2...500 - adjustable
MIG/MAG: automatic
“Hot-Start” in MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” in MMA mode Automatic
No-load voltage reduction unit on / off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated power consumption, kVA 4'40(5” 5.0..6.0 6.5..7.7 7.9...9.3 10.6...12.2 19.8...23.5 27.7...32.4
Maximum power consumption,
5.8 7-4 9.4 11.3 15.2 28.9 40.0
kVA
Efficiency, % 92
Cooling Adaptive
Operating temperature range,
°Cp 9 p 9 -25... +45
Overall dimensions, mm ijS: 345 X115 X 345 X 115 X 385 X 145 X 385 X 145 X 510 X 180 X 510 X 235 X
(length, width, height) 2950 290 290 348 348 385 410
Weight without accessories, kg 5,2 58 59 9,9 10,1 19,5 23,5
Ingress Protection rating 1P33 1P23

SELECTING AND SETTING THE MACHINE FUNCTIONS

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

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

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

Regulator 2 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
2) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than12s).

50,6...1,0 mm for pulse current welding with steel and stainless wire

PATON PRO DC MMA -24 -




FPATON

Button 1 on the front panel is responsible for changing the welding mode (switching in a circle).
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SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 2,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To
unlock it, press and hold down regulator 2 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening lock,
indicating the process of unlocking the function menu. After successful unlocking, when turning the regulator 2 to the right or left, the
current name of the function and its value will be displayed on the digital display.

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

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset them to the standard factory settings, it is
enough to press and hold down regulator 2 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will start
counting down 333...222...111 and when "000" is reached, all settings of the selected program of the current welding mode will be updated to
factory settings. Reset parameters for each program each welding mode are made separately. This is provided for convenience, so as not to
reset individual settings in the other programs and welding modes.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG / MAG welding mode, it is possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel of the machine. At the moment of the first
switching on of the machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this
welding mode and the current program number are saved. To switch to another program number and start setting again from the basic
parameters, just press button 4 and then the LCD displays the current program number, which can be changed turning the regulator 2 to the
right or left.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [- 1 -] - main displayed parameter CURRENT = 80A (by default);
a) 8...160A (change step 1A) for PRO-160;
b) 10 ... 200A (change step 1A) for PRO-200;
) 12 ... 250A (change step 1A) for PRO-250;
d) 12 ... 270A (change step 1A) for PRO-270-400V;
€) 14 ... 350A (change step 1A) for PRO-350-400V;
f) 16 ... 500A (change step 1A) for PRO-500-400V;
g) 18 ... 630A (change step 1A) for PRO-630-400V;
1) [H.St] Hot start power = 50% (by default);
a) o[OFF] ... 100% (change step 5%);
2) [t.HS] Hot start time = 0.3 s (by default);
a)0.1...1.0s (change step 0.15);
3) [Ar.F] Arc Force power = 50% (by default);
a) o [OFF] ... 2100% (change step 5%);
4) [u.AF] Arc force trigger level = 12V (by default);
a)9...18V (change step 1V);
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default);
a)o0.2...1.8 V/A (step change 0.4 V/A);
6) [Sh.A] short arc welding = OFF (by default);
a) o[OFF] ... 3 stage (change step 1 stage);
7) [BSn] voltage reduction unit = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
8) [Po.P] pulse mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
9) [I.PS] pause current = 25A (by default);
a) 8.... 160A (change step 1A) for PRO-160;
b) 10 ... 200A (change step 1A) for PRO-200;
) 12 ... 250A (change step 1A) for PRO-250;
d) 12 ... 270A (change step 1A) for PRO-270-400V;
€) 14 ... 350A (change step 1A) for PRO-350-400V;
f) 16 ... 500A (change step 1A) for PRO-500-400V;
g) 18 ... 630A (change step 1A) for PRO-630-400V;
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
11) [dut] pulse/pause balance = 50% (by default);
a) 20 ... 80% (change step 2%).
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TIG welding mode
0) [-2-] main display parameter CURRENT = 60A (by default);
a) 8.... 160A (change step 1A) for PRO-160;
b) 10 ... 200A (change step 1A) for PRO-200;
) 12 ... 250A (change step 1A) for PRO-250;
d) 12 ... 270A (change step 1A) for PRO-270-400V;
€) 14 ... 350A (change step 1A) for PRO-350-400V;
f) 16 ... 500A (change step 1A) for PRO-500-400V;
g) 18 ... 630A (change step 1A) for PRO-630-400V;
1) [t.uP] current build-up time = 0.2 s (by default);
a)o.1...15.05s (change step 0.15);
2) [Po.P] pulse mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
3) [I.PS] pause current = 25A (by default);
a) 8...160A (change step 1A) for PRO-160;
b) 10 ... 200A (change step 1A) for PRO-200;
) 12 ... 250A (change step 1A) for PRO-250;
d) 12 ... 270A (change step 1A) for PRO-270-400V;
€) 14 ... 350A (change step 1A) for PRO-350-400V;
f) 16 ... 500A (change step 1A) for PRO-500-400V;
g) 18 ... 630A (change step 1A) for PRO-630-400V;
4) [Fr.P] current pulsation frequency = 10.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
5) [dut] pulse/pause balance = 50% (by default);
a) 4 ... 80% (change step 2%).

MIG/MAG welding mode

0) [- 3-1 main display. parameter VOLTAGE =19.0 V (by default);
a)12.0 ... 24.0 V (step change 0.1 V) for PRO-160;
b)12.0... 26.0V (step change 0.1 V) for PRO-200;
€)12.0... 28.0V (step change 0.1 V) for PRO-250;
d)12.0... 29.0V (step change 0.1 V) for PRO-270-400V;
€)12.0... 32.0V (step change 0.1 V) for PRO-350-400V;
f)12.0... 40.0V (step change 0.1 V) for PRO-500-400V;
g)12.0 ... 44.0V (step change 0.1 V) for PRO-630-400V;

1) [t.up] voltage build-up time = 0.1 s (by default);
a)0.0... 5.0 s (change step 0.1 5);

2) [t.dn] voltage reduction time = 0.1 s (by default);
a)0.0... 5.0s (change step 0.1 5);

3) [Ind] inductance = “0" (by default);
a) -5... 0 ... +5 (change step 1 stage);

4) [Po.P] Pulse current mode = OFF (default);
a) ON —enabled;
b) OFF —disabled;

Pulse mode parameters:
5) [Adu] main parameter in pulse mode — VOLTAGE ADJUSTMENT = 0.0 V (default);
a) -3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
6) [tYP] Wire material type = Fe (default);
a) Fe — ordinary steel wire (use 82%Ar+18%CO2 shield gas® composition only);
b) St.St — stainless steel wire (use 98%Ar+2%COz2 shield gas® composition gnly);
¢) ALSi — aluminum-silicon wire (use 100%Ar shield gas® only);
d) Al.Mg - aluminum-magnesium wire (use 100%Ar shield gas® gnly);
7) [dia] Wire diameter = 0.8 mm (default);
a) 0.6...0.8 mm for PRO-160 steel and stainless wire;
b) 0.6...2.0 mm for PRO-200 steel and stainless wire;
¢) 0.6...1.2 mm for PRO-250/270/350/500/630-400V steel and stainless wire;
d). 0.8...2.2 mm for aluminum wire.

recommended shield gas consumption rate: 7 |/min for low current, and more than 14 |/min for 150-200A 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!!! Before using the equipment, we recommend that you read the operating instructions, and also check the
A correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial number must
be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to the coupon.
WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the conditions of
operation, storage and transportation.

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

PRO-160

PRO-200 5years
PRO-250

PRO-270-400V

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

PRO-630-400V

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

To prevent the device malfunction, we recommend removing the protective cover once every six months, depending on the operating
conditions, 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 owner of PATON™ inverter equipment:
- make diagnostics and identify the cause of the breakdown;

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

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

- with traces of corrosion, which caused a malfunction;

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

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

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

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

You can find out information about the nearest service center at the place of purchase.
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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

(imza [ signature)

Galismama belirtileri / Symptoms of non-operability:

Ariza nedeni [ Cause:

Onarim igin teslim tarihi / Date of receipt for repair

(imza / signature)

Galismama belirtileri / Symptoms of non-operability:

Ariza nedeni [ Cause:

Onarim igin teslim tarihi / Date of receipt for repair

(imza / signature)

Galismama belirtileri / Symptoms of non-operability:

Ariza nedeni [ Cause:
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Onarim igin teslim tarihi / Date of receipt for repair

Galismama belirtileri / Symptoms of non-operability:

(imza / signature)

Ariza nedeni [ Cause:

Onarim igin teslim tarihi / Date of receipt for repair

Galigmama belirtileri / Symptoms of non-operability:

(imza / signature)

Ariza nedeni [ Cause:

Onarim igin teslim tarihi / Date of receipt for repair

Galismama belirtileri / Symptoms of non-operability:

(imza [ signature)

Ariza nedeni [ Cause:
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