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Kaynak makinesi teknik standartlara ve belirlenmis is glivenligi kurallarina uygun olarak tretilmistir.
Ancak yanlis kullanim durumunda tehlike ortaya gikabilir:

- bakim personelinin veya tglncu kisilerin yaralanmasi;

- cihazin kendisine veya isletmenin maddi degerlerine zarar verilmesi;

- verimli galisma slrecinin bozulmasi.

Cihazin devreye alinmasi, isletilmesi, bakimi ve gézetimi ile ilgili tum kisiler sunlari yapmalidir:
- uygun sertifikasyondan gegmek;

- kaynak bilgisine sahip olmak;

- bu talimatlara tam olarak uymak.

Guvenligi azaltabilecek arizalar derhal giderilmelidir.

iS GUVENLIGi KURALLARI

SEBEKE VE KAYNAK AKIMI TEHLIKESI

- elektrik carpmasi 6lumcil olabilir;

- bu makinenin olugturdugu manyetik alanlar elektrikli cihazlarin (6rnegin kalp pilleri) ¢aligmasini
olumsuz etkileyebilir. Bu tir cihazlar kullanan kisiler, kaynak alanina yaklasmadan 6nce doktora
danigmalidir;

- kaynak kablosu saglam, hasarsiz ve yalitilmis olmalidir. Gevsek baglantilar ve hasarli kablolar derhal
degistirilmelidir. Sebeke kablolari ve kaynak makinesi kablolari dizenli olarak bir elektrikgi tarafindan
yalitim agisindan kontrol edilmelidir;

- makine kullanilirken dis muhafaza asla gikarilmamalidir.

KAYNAK ARK ISINININ TEHLIKESI

Kaynak arkina ¢iplak gozle bakmak yasaktir. Calisma sirasinda olusan ark ve sigramalar cildi
yakabilir veya alevlenmeye sebep olabilir, bu nedenle her zaman koyu filtreli (DIN 9-10) kaynak
maskesi takilmalidir. Cihazin etki alaninda bulunan Gglncu sahislar gozlerini 6zel koruyucu
gozliklerle korumali veya 1sini emen yanmaz perdeler kullanmalidir.

ZARARLI GAZ VE DUMAN TEHLIKESI

- olusan duman ve zararli gazlar 6zel ekipmanla galisma alanindan uzaklastirilmalidir;
- yeterli temiz hava akisi saglanmalidir;

- kaynak arkinin isinim bélgesinin ¢ézlcl buharlarindan arindirilmis olmasi gerekir.

MANYETIK ALAN TEHLIKESI

Bu makine tarafindan olusturulan manyetik alanlar, elektrikli cihazlarin (6rnegin kalp pili)
calismasini olumsuz etkileyebilir. Bu tlr cihazlara sahip kisiler, kaynak calisma alanina
yaklagmadan 6nce doktorlarina danigmalidir.

KIVILCIM SIGRAMASI TEHLIKESI

- yanici maddeler galisma alanindan uzaklastiritmalidir;

- gaz, yakit veya petrol Urlinleri depolanan veya daha 6nce depolanmis olan kaplarda kaynak
cgalismasi yapilmamalidir. Bu Grtinlerin kalintilarinin patlama tehlikesi vardir;

-yangin ve patlama riski bulunan ortamlarda ulusal ve uluslararasi standartlara uygun 6zel kurallara
uyulmalidir

KiSISEL KORUYUCU DONANIM

Kisisel korunma igin asagidaki kurallara uyun:

- 1slak kosullarda dahi yalitim 6zelliklerini koruyan saglam ayakkabilar giyin;

- elleri yalitkan eldivenlerle koruyun;

- gozleri, is glvenligi standartlarina uygun siyah 1sik (UV) filtresine sahip bir kaynak basligiyla
koruyun;

- yalnizca uygun (zor tutusan) giysiler kullanin.

YOGUN GURULTU TEHLIKESI

Kaynak sirasinda olusan ark, 8 saatlik galisma stiresince 85 dB’den yluksek ses seviyeleri ¢ikarabilir.
Kaynak ekipmaniyla galisan kaynakgilarin, calisma sirasinda kulak koruma ekipmanlari
kullanmalari zorunludur.
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AMBALAJIN ACILMASI

Cihaz seti sunlariigerir:

Kisa
kullanim
kilavuzu

Universal tagima
cantasi*

D}

Omuz askisi

ABICOR BINZEL toprak kelepgeli 3 m kaynak ~ Sebeke kablolu kaynak arki
kablosu** gug kaynagi

* StandardTIG-160/200/250 modelleri
** ‘WA’ indeksli modeller harig

KONTROLLER VE GOSTERGELER

StandardTIG-160/200/250
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StandardTIG -270/350-400V

1-Calisma modu se¢me digmesi MODE:
a) ortalu elektrot ile manuel ark kaynagl (MMA);
b) tungsten elektrotlu inert gaz kaynagi (TIG);
c) metal ark inert gaz / aktif gaz kaynagi (MIG/MAG);
d) paslanmaz geligin temizlenmesi/parlatitmasi (CLEAN);
2-Mevcut kaynak modunun fonksiyonlarini/parametrelerini se¢gmek ve degerlerini ayarlamak igin kullanilan ayar dugmesi.
Fonksiyon/parametre segmek igin digmeyi cevirin ve segilen degeri ayarlamak igin diigmeye basin. Degerler digme gevrilerek
ayarlanir. Fonksiyon/parametre menustine donmek igin tekrar basin;
3-Ekran;
4-Kaynak programi segim digmesi PROG (6nceden kaydedilmis kullanici parametreleri seti). MIG/MAG yoénteminde ek islev:
enduktans seviyesini ayarlamak igin 1 saniyeden uzun basili tutun;
5-Tel surlicistinden kaynak akim kaynagina gelen kontrol sinyalleri igin konnektor;
6-Ana glic anahtari;
7-Gug kablosu;
8-Kaynak torcuna giden koruyucu gaz gikisi;
9-Torg diigmelerinin kontrold igin konnektor;
10- Tupten gelen koruyucu gaz i¢in konnektor;
11- Topraklama kablosu baglanti noktasi;
A -Kaynak akimi gikigi"+";
a) MMA kaynagi — elektrot pensi kablosu baglanir (6zel elektrot kullanildiginda topraklama kablosu baglanir);
b) TIG kaynagi — yalnizca topraklama kablosu baglanir;
c) MIG/MAG kaynagi kati telile — tel srlictisiinden gelen kablo baglanir;
d) MIG/MAG kaynag) 6zlii tel ile — topraklama kablosu baglanir;
e) CLEAN temizleme/parlatma - topraklama kablosu baglanir;
B -Kaynak akimi ¢ikigi"-":
a) MMA kaynagi — topraklama kablosu baglanir (6zel elektrot kullanildiginda elektrot pensi kablosu baglanir);
b) TIG kaynagi - TIG torg kablosu baglanir;
c) MIG/MAG kaynagi kati tel ile — topraklama kablosu baglanir;
d) MIG/MAG kaynag) 6zlii tel ile — kaynak akimi besleme kablosu tel siirtictisiine baglanir;
e) CLEAN temizleme/parlatma - elektrikli firga kablosu baglanir.
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MAKINE GOSTERGESI

TIG

s
3]

TIG-HFET

FPraoa H: 1 SEPY

Earﬂameterﬁ:g -
ime amFet-down: sl 5
time rFost-gas: 4:Els

MIG/MAG

1-Mevcut galisma yontemi

2-Mevcut program numarasi

3-Mevcut fonksiyonun / parametrenin adi

4-Segcilen fonksiyonun / parametrenin degeri
5-Menldeki sonraki 2 parametrenin listesi ve degerleri

Farameter=s: b
Fower Hot Start: Sk
time Hot Start: H,3=

CLEAN

GALISTIRMA

Kaynak Unitesi yalnizca ortulu elektrotla manuel ark kaynagl (MMA), inert gaz altinda tungsten elektrotla TIG kaynagi (TIG),
inert/aktif gaz altinda MIG/MAG metal ark kaynagi (MIG/MAG) ve paslanmaz gelik Grtinlerin elektrokimyasal temizligi/parlatilmasi
(CLEAN) igin tasarlanmistir. Makinenin baska herhangi bir amagla kullanilmasi uygun degildir. Uretici, yanus kullanim nedeniyle
olusan hasarlardan sorumlu degildir. Cihazin dogru kullanimi, bu kilavuzdaki talimatlara uyulmasini gerektirir.

KURULUM GEREKSINIiMLERI

Makine, 6n ve arka paneldeki havalandirma deliklerinden sogutma havasinin serbestge giris ve gikis yapabilecegi sekilde
yerlestirilmelidir.
Metal tozunun (6rnegin zimpara tozu) sogutma fani tarafindan dogrudan makinenin igine gekilmemesine dikkat edilmelidir.

-7- PATON StandardTIG DC MMA
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GUC BAGLANTISI

PATON StandardTIG kaynak Unitesi agsagidaki sebeke gerilimine gore tasarlanmistir:

1-220V sebeke gerilimi (-27 % +18 %) — StandardTIG-160/200/250 modelleri igin.

2-Ug fazli sebeke gerilimi 3x380 V veya 3x400 V’tur (StandardTIG-270/350-400V igin) ve bunun igin {g¢ iletken kullanilir. Kaynak
ekipmanlariyla galisirken guivenlik kurallari cihaz gévdesinin topraklanmasini gerektirir. Bunu yapmanin iki yolu vardir: 1) sari-
yesil glic kablosundaki doérdiinci iletkeni kullanmak (uluslararasi isaretleme
standardi); 2) cihazin arka panelindeki civatali topraklama terminalini kullanmak
(BDT ulkelerinde kullanilan daha siki bir topraklama standardi). L2

PATON kaynak makinelerini t¢ fazli gi¢ kaynagina baglamak igin IEC 60445

standardina uygun dért damarli bir kablo kullanin:

-kahverengi iletken - L1 fazi;

-siyah iletken -L2fazi; L1

-mavi iletken - L3 faz; L3
-sari-yesil iletken - toprak.

DIKKAT! Cihaz 270 V’un Gzerinde bir sebeke gerilimine (StandardTIG-160/200/250 J_
igin) veya 450 V’un Uzerinde bir sebeke gerilimine (StandardTIG-270/350-400V igin) =
baglanirsa Ureticinin tim garanti yakumlalikleri gegersiz hale gelir! Bu durum

standart bir sebekedeki gok buytik faz gerilimi dengesizligi veya standart disi bir baglanti kullanilmasi nedeniyle meydana gelebilir.
Cihazin teknik 6zelliklerine uygun gl fisi, kablo kesiti ve sebeke sigortalari kullanin.

CiHAZ MENU DILININ SECILMESI

Menu dilini segmek/degistirmek icin MODE dugmesini basili tutun ve cihazi agin. Ayar dugmesiyle istediginiz dili segin ve
onaylamak igin basin. Cihazin arayiz dili degistirilecektir.

Kaynak modu parametreleri

MMA elektrot gapi, Akim MMA ve TIG MIG/MAG igintelgapi, | Sebeke kablosu kesiti, SELEl T
mm icin ayarlanmistir, A mm mm? L k?blosu
uzunlugu, m
StandardTIG-160, StandardTIG-200, StandardTIG-250
1,0 75
1,5 115
22 kadar 80 kadar 20,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
a3 kadar 120 kadar 90,8 2,5 130
4,0 205
6,0 310
2,0 75
o4 kadar 160 25 %
4,0 155
kadar 1,0 6,0 230
2,5 60
75 kadar 200 4,0 100
6,0 150
2,5 48
a5 )
6 eriyebilir kadar 250 kadar @1,2 4 80
6 120
3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
23 kadar 120 kadar 20,8 2,5 220
4 350
6 525

" Gelik ve paslanmaz telile darbeli kaynak igin 1,0 mm’ye kadar
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2 130
2,5 160

a4 kadar 160
4 260
kadar @1,0 6 385
2,5 115
25 kadar 220 4 180
6 270
2,5 85

26
. - kadar 270 kadar @1,2 4 135
eriyebilir

6 205
2,5 65
76 kadar 350 kadar @1,4 4 100
6 150

DiKKAT! StandardTIG-160/200/250 modelindeki giic anahtari, cihaz kapatildiginda dahili elektronigi tamamen enerjisiz birakmaz.
Calismayi bitirdikten sonra glvenlik kurallarina uymak igin fisi prizden gikarin.

MMA KAYNAGI iCiN MAKINE BAGLANTI SEMASI

=

—- I-|- .

—_— i% PARCAS]

MMA kaynagi icin énerilen gii¢ kablosu uzunlugu:

Ayarlanan akim degeri, A Kablo uzunlugu (tek yén), m Kesit alani, mm? Kablo tipi
2...9 10 KG 1x10

kadar 100 3..14 16 KG 1x16
2..9 16 KG 1x16

kadar 160 3..14 25 KG 1x25
2.7 16 KG 1x16

kadar 200 3...10 25 KG 1x25
2..8 25 KG 1x25

kadar 250 3..12 35 KG 1x35
kadar 270 5..11 35 KG 1x35
kadar 350 6..14 35 KG 1x35
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TIG KAYNAGI (TIG-LIFT) iCiN MAKINE BAGLANTI SEMASI

5

ARGON KAYNAK

I5 PARCAS]

%

|
;
Ar ;
ArsHe | |
He
ARGON HAYNAK
TORCU
i% = A P —
[ s, r P
- = ¢ sast pevses| Q.
L—1 -'__':'/"'_— :=r__zr_—§—_-7:? i5 PARCASI
MIG/MAG KAYNAGI iGIN MAKINE BAGLANTI SEMASI
., HARIcCi TEL
- BESLEYIci

YARI OTOMATIK
KAYNAK TORCU

SASE PENSESI
|

——
== |5 PARGAS|
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ELEKTRO-KIMYASAL TEMIZLEME/PARLATMA (CLEAN) iCIN MAKINE BAGLANTI SEMASI

PATON BRUSH

SASE PENSES] \
KAYNAK DIKisi

IS PARCASI
TEKNIK OZELLIKLER
StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
LTS -160 -200 -250 -270-400V -350-400V
. - 3x380 3x380
Nominal besleme gerilimi 50 Hz, V 220/230 220/230 220/230 3400 3x400
Sebekeden nominal akim tiiketimi, A 18...21 25...28 29,5...35 12..14 16...18,5
Nominal kaynak akimi, A 160 200 250 270 350
Maksimum galisma akimi, A 215 270 335 350 450
45% /160 45% /200 45% / 250 70% /270 70% / 350
Galisma déngisi (DC) A’da A’da A’da A’da A’da
100% /106 100% /134 100% /167 100% / 225 100% / 290
A’da A’da A’da A’da A’da
Sebeke gerilimi aralig, V 160 - 260 160 - 260 160 - 260 +15% +15%
Kaynak akimi araligi, A 8-160 10-200 12-250 12-270 14-350
Kaynak gerilimi araligi, V 12-24 12-26 12-28 12-29 12-30
MMA elektrot gapi, mm 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
Kaynak teli gapi, mm 0,6-1,0 0,6-1,0 0,6-1,22 0,6-1,2 0,6-1,4

Darbeli kaynak modlari, Hz

MMA: 0,2...500 - ayarlanabilir; TIG: 0,2...500 - ayarlanabilir; MIG/MAG: senkronize

Hot-Start MMA modunda

Ayarlanabilir

Arc Force MMA modunda

Ayarlanabilir

Anti-Stick MMA modunda Otomatik
Bosta ¢alisma gerilimi distrme Unitesi acik / kapali
MMA bosta calisma gerilimi, V 12/70
Ark tutugma gerilimi, V 110
Nominal giic tiketimi, VA 42..48 | 52..62 6,5...7,7 79..93 | 106..12,2
Maksimum giic tiiketimi, KVA 6,3 [ 8,1 9,4 11,5 [ 15,2
Verimlilik, % 90
Sogutma Adaptif hava sogutma
Calisma sicaklik araligl, °C —25...+45

" 345x112x 345x112x 345x112x 390x145x 390x145x
Govde boyutlari (Ux G xY), mm 290 290 290 335 335
Bobin ve aksesuarlar harig agirlik, kg 5,7 5,9 6,0 10,1 10,3
Koruma sinifi IP33

20,6...1,0 mm gelik ve paslanmaz tel ile darbeli akim kaynagi igin

-11-
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MAKINE FONKSIYONLARININ AYARLANMASI

Ayar menusd kilitliyken ekranda kapali kilit simgesi géranur: u , ve cihaz mevcut kaynak modunun ana parametre degerini gosterir:

1) MMA modunda - kaynak akimi;

2) TIG modunda - kaynak akimi;

3) MIG/MAG modunda - kaynak gerilimi / gerilim duzeltmesi — darbe modunda;
4) CLEAN modunda —temizleme gerilimi.

On paneldeki 2 numarali ayar digmesi cok islevlidir ve asagidaki amaglarla kullanilir:

1) mevcut moddaki herhangi bir fonksiyonu segcme (saga/sola dondiirme);

2) segilen parametre degerini ayarlama (bastirip déndiirme);

3) mevcut programin fabrika ayarlarina sifirlanmasi (12 saniyeden fazla basili tutma).

Makinenin galisma modunu degistirmek icin MODE digmesine basin (dairesel gegis).

MENUNUN KILITLENMESI / KiLiDiNIN ACILMASI

Menu kilitliyse, 2 numarali ayar digmesi yalnizca mevcut modun ana parametresini degistirir. Kilidi agmak igin 2 numarali ayar
digmesini 6 saniyeden uzun basili tutun. Agik kilit animasyonu gorinur. Menuyu kilittemek igin 2 numarali ayar diigmesini 6 saniyeden
uzun basili tutun. Kapali kilit animasyonu goértinir ve ment kilitlenir.

GEREKLIi CALISMA MODUNA GECIS

Sonraki kaynak moduna gegmek icin MODE digmesine basin.

TUM GECERLi KAYNAK MODU FONKSIYONLARINI SIFIRLAMA

Ayarlari fabrika varsayilanlarina dondirmek igin regtilator 2’ye 12 saniyeden uzun sire basili tutun (kilit semboli animasyonunu dikkate
almayin). ‘333...222...111..." geri sayimi baslayacak ve ‘000’a ulasildiginda, segilen gecerli kaynak modu programinin tiim ayarlari fabrika
varsayilanlarina sifirlanacaktir. Her kaynak modu ve her program igin sifirlama islemi ayri ayri yapilir, boylece diger program ve kaynak
modlarinda istenmeyen sifirlamalar 6nlenir.

KAYNAK PROGRAMINI DEGISTIRME

MMA, TIG ve MIG/MAG kaynak yontemlerinin her birinde 16 adede kadar farkli kaynak ayarini kaydedebilir ve segebilirsiniz. Gegerli ayar
(program) numarasi ekranin sag st kdsesinde goriintilenir. Makine ilk kez agildiginda her kaynak yontemi igin program #°1° uygulanir.
PROG dugmesine basin — gegerli program numarasi goriintlilenecektir. Baska bir program segmek igin kontrol diigmesini (2) gevirin ve
segimi onaylamak igin diigmeye basin — segilen programin ayarlari uygulanacaktir.

Makinede yapilan tim kaynak ayari degisiklikleri segilen programa otomatik olarak kaydedilir.

MAKINE FONKSIYONLARI LISTESI

MMA kaynak yontemi

0) [-1-] kaynak akimi - ana goérlintlilenen parametre (varsayilan = 80 A);
8...160 A (birim adim 1 A) StandardTIG-160 igin;
10 ... 200 A (birim adim 1 A) StandardTIG-200 igin;
c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;
) 12 ...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
1) [H.St] ‘Hot start’ giicii (varsayilan = 50%);
a) O[OFF] ... %100 dusuk akimda (birim adim %5);
2) [t.HS] ‘Hot start’ suresi (varsayilan=0.3s);
a) 0.1...1.0 s (birimadim 0.1 s);
3) [Ar.F] ‘Arc Force’ giicii (varsayilan = 50%);
a) O[OFF] ... %100 dusik akimda (birim adim %5);
4) [u.AF] ‘Arc Force’ esik degeri (varsayilan = 12V);
a) 9...18V (birim adim 1 V);
5) [CVS] volt-amper karakteristik egimi (varsayilan = 1.4 V/A);
a) 0.2...1.8 V/A (birim adim 0.4 V/A);
6) [Sh.A] ‘Short arc’ modu (varsayilan = OFF);
a) O[OFF] ... 3 seviye (birim adim 1 seviye);
7) [BSn] voltaj diisiirme cihazi (varsayilan = OFF);
a) ON - etkin;
b) OFF —devre disi;
8) [Po.P] pulse modu (varsayilan = OFF);
a) ON - etkin;
b) OFF —devre disi;

A

o
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MMA darbe modu parametreleri:

9) [-1-] temel akim (varsayilan = 80 A);
a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;
b) 10 ... 200 A (birim adim 1 A) StandardTIG-200 igin;
c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;
d) 12...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
10)  [I.PS] duraklama akimi (varsayilan= 25 A);
a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;
b) 10... 200 A (birim adim 1 A) StandardTIG-200 igin;
c) 12...250 A (birim adim 1 A) StandardTIG-250 igin;
d) 12...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
11)  [Fr.P] darbe frekansi (varsayilan = 5.0 Hz);
a) 0.2... 500 Hz (dinamik birim adim 0.1 Hz...1 Hz);
12) [dut] darbe/duraklama orani (balance) - akim darbesinin tekrar periyoduna goére ylzdesidir (varsayilan = %50);
a) 20 ... 80% (birim adim %2).

TIG kaynak yontemi

0) [-2-] kaynak akimi - ana gorintilenen parametre (varsayilan = 60 A);
a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;
b) 10... 200 A (birim adim 1 A) StandardTIG-200 igin;
c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;
d) 12...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
1) [but] torg dugmesi modu (varsayilan=[HF2T]);

a) LIFT - TIG-LIFT temasli baslatma modu (vana tip torg);

b) LIFT2T - 2-vurus diigme modu TIG-LIFT2T;

c) LIFTAT - 4-vurus diigme modu TIG-LIFT4T;

d) HF2T - temassiz basglatma 2-vurus digme modu TIG-HF2T;

e) HF4T - temassiz baslatma 4-vurus digme modu TIG-HFA4T;
2) [t.Pr] on gaz siiresi (varsayilan = 0.4 s);
a) 0.1...25.0 s (birimadim 0.1 s);
3) [t.PO] son gaz siiresi (varsayilan = 4.0 s);
a) 1.0...35.0 s (birim adim 0.1 s);
4) [Pr.A] baslangi¢ akimi (pilot ark) (varsayilan =20 A);
a) 8...50 A (birim adim 1 A) StandardTIG-160 igin;
b) 10 ... 50 A (birim adim 1 A) StandardTIG-200 igin;
c) 12...50 A (birim adim 1 A) StandardTIG-250 igin;
d) 12 ...50 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14 ...50 A (birim adim 1 A) StandardTIG-350-400V igin;
5) [Po.A] bitis akimi (varsayilan=20A);
a) 8...50 A (birim adim 1 A) StandardTIG-160 igin;
b) 10 ... 50 A (birim adim 1 A) StandardTIG-200 igin;
c) 12 ...50 A (birim adim 1 A) StandardTIG-250 igin;
d) 12 ...50 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14 ...50 A (birim adim 1 A) StandardTIG-350-400V igin;
6) [t.uP]akim yiikselme siiresi (varsayilan = 0.2 s);
a) O[OFF] ... 15.0 s (birim adim 0.1 s);
7) [t.dn] akim diisme siiresi (varsayilan = 0.2 s);
a) O[OFF] ... 15.0 s (birim adim 0.1 s);
8) [Po.P] darbe modu (varsayilan = OFF);
a) ON - etkin;
b) OFF —devre disI;
TIG darbe modu parametreleri:

9) [-2-] taban akimi - ana gorlntilenen parametre (varsayilan = 60 A);

a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;

b) 10 ... 200 A (birim adim 1 A) StandardTIG-200 igin;

c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;

d) 12 ...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
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10)  [I.PS] duraklama akimi (varsayilan = 25 A);

a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;

b) 10 ... 200 A (birim adim 1 A) StandardTIG-200 igin;

c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;

d) 12 ...270 A (birim adim 1 A) StandardTIG-270-400V igin;
)

@

14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
11) [Fr.P]darbe frekansi (varsayilan = 10.0 Hz );
a) 0.2... 500 Hz (dinamik birim adim 0.1 Hz...1 Hz);
12) [dut] darbe/duraklama orani - akim darbesinin tekrar periyoduna gore ylizdesi (varsayilan = %50);
a) 4 ...80% (birim adim %2);
13) [SPT] SPOT kaynak modu (varsayilan = OFF);
a) ON - etkin;
b) OFF - devre disi;
SPOT/COLD modu parametreleri:

14) [I.SPT] spot akimi (varsayilan = 160 A);
a) 8...160 A (birim adim 1 A) StandardTIG-160 igin;
b) 10... 200 A (birim adim 1 A) StandardTIG-200 igin;
c) 12 ... 250 A (birim adim 1 A) StandardTIG-250 igin;
d) 12...270 A (birim adim 1 A) StandardTIG-270-400V igin;
e) 14...350 A (birim adim 1 A) StandardTIG-350-400V igin;
15) [t.SP]spot suresi (varsayilan = 0.02 s);
a) 0.01 ... 25.0 s (dinamik birim adim 0.01 ...1 s);
16) [t.PS]duraklama siresi (varsayilan=1s);
a) OFF ...0.5...5.0 s (birim adim 0.1 s).

MIG/MAG kaynak yontemi

0) [-3-] kaynak voltaji- ana gortintlilenen parametre (varsayilan = 19.0 V);
a) 12,0...24,0 V (birim adim 0,1 V) StandardTIG-160 igin;
b) 12,0...26,0 V (birim adim 0,1 V) StandardTIG-200 igin;
c) 12,0...28,0 V (birim adim 0,1 V) StandardTIG-250 igin;
d) 12,0...29,0 V (birim adim 0,1 V) StandardTIG-270-400V igin;
e) 12,0...32,0 V (birim adim 0,1 V) StandardTIG-350-400V igin;
1) [t.uP] akim yiikselme siiresi (varsayilan = 0.1 s);
a) O[OFF] ... 5.0 s (birim adim 0.1 s);
2) [t.dn] akim diisme siiresi (varsayillan=0.1s);
a) O[OFF] ... 5.0 s (birim adim 0.1 s);
3) [Ind] endiiktans seviyesi (varsayilan = 0);
a) -5 ... +5 (birim adim 1 kademe);
4) [Po.P] darbe modu (varsayilan= OFF);
a) ON - etkin;
b) OFF —devre disi;
MIG/MAG darbe modu parametreleri:

5) [Adu] voltaj ayari 19.0 V — ana parametre (varsayilan = 0,0 V);
a) -5,0...+5,0 V (birim adim 0.1 V) parametre artirildikga ark uzunlugu artar;
6) [tYP] tel malzemesi (varsayilan= Fe);
a) Fe - ER70S-6 tipi siradan gelik tel (yalnizca 82% Ar + 18% CO, koruyucu gaz *® bilesimi ile kullanin);
b) St.St - ER308L/ER316L tipi paslanmaz gelik tel (yalnizca 98% Ar + 2% CO, koruyucu gaz® bilesimi ile kullanin);
c) AL.Si - ER4043 tipi aliiminyum-silikon tel (yalmizca %100 Ar koruyucu gaz® ile kullanin);
d) AlL.Mg - ER5356 tipi aliminyum-magnezyum tel (yalnizca %100 Ar koruyucu gaz® ile kullanin);
7) [dia] tel gapi (varsayilan= 0.8 mm);
a) 0.6...0.8 mm StandardTIG-160 gelik ve paslanmaz gelik teller igin;
b) 0.6...1.0 mm StandardTIG-200/250 gelik ve paslanmaz gelik teller igin;
c) 0.6...1.2 mm StandardTIG-270/350-400V gelik ve paslanmaz gelik teller igin;
d) 0.8...1.2 mm aliminyum tel igin.

Elektrokimyasal temizleme/parlatma modu

0) [-4-] voltaj- ana parametre (varsayilan=12.0 V);
a) 8...12V (artigadimi 0.5 V).

3 Tavsiye edilen koruyucu gaz tiiketim orani: diigiik akim igin 7 /dk veya daha fazla, 150-200 A akimi igin ise 14 Udk’dan itibaren.
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GARANTI SERViSI

Sayin tuketici!
PATON INTERNATIONAL, PATON™ Urtinlerini tercih ettiginiz igin size tesekkir eder ve bu triintin kullanim kurallarina uyuldugu takdirde
yuksek kaliteyi ve kusursuz galismayi garanti eder.

dolduruldugunu kontrol etmelisiniz: satin aldiginiz triniin model adi ve seri numarasi, garanti kartindaki bilgilerle
birebir ayni olmalidir. Kart tizerinde herhangi bir degisiklik veya diizeltme yapilmasina izin verilmez.

GARANTI YUKUMLULUKLERI

PATON INTERNATIONAL, tiiketicinin kullanim, saklama ve tagsima kosullarina uymasi halinde gii¢ kaynaginin diizglin galismasini garanti
eder.

g DIiKKAT!!! Cihazi kullanmadan énce kullanim kilavuzunun okunmasi tavsiye edilir ve garanti kartinin dogru

DiKKAT! Kaynak makinesinde mekanik hasar olmasi durumunda licretsiz garanti servisi gegerli degildir!

Kaynak ekipmanlari igin temel garanti slresi:

Cihaz modeli Garanti siiresi
StandardTIG-160
StandardTIG-200 sl
StandardTIG-250 3yl
StandardTIG-270-400V
StandardTIG-350-400V 2yl

Temel garanti slresi, inverter cihazin nihai aliciya satildigi tarihten itibaren baslar.

Arizalan 6nlemek igin, kullanim kosullarina bagli olarak, her alti ayda bir koruyucu kapagin gikarilmasi ve cihazin i¢ pargalarinin ve
bilesenlerinin basingli hava ile temizlenmesi tavsiye edilir. Temizlik dikkatlice yapilmali, kompresor hortumu elektronik bilesenlerin
lehim baglantilarina ve mekanik pargalara zarar vermemek igin yeterli mesafede tutulmalidir.

Ana garanti sliresi boyunca satici, PATON™ inverter ekipmani sahibine Ucretsiz hizmet sunmayi taahhit eder:
-arizanin nedenini teshis etmek ve belirlemek;

-onarim igin gerekli pargalari ve bilesenleri temin etmek;

-arizali pargalari ve bilesenleri degistirmek;

-onarilan cihazi test etmek.

Ana garanti yakumlilukleri, asagidaki cihazlar icin gegerli degildir:

-caligmasini etkileyen mekanik hasarli cihazlar (ylksekten disme veya Uzerine agir cisim dismesi sonucu gévde ve parcalarda
deformasyon, diigme ve konektorlerin arizalanmasi);

-arizaya neden olan korozyon izleri bulunan cihazlar;

-glic ve elektronik bilesenlere yogun nemin etki etmesi sonucu arizalanan cihazlar;

-iletken tozun (kdmir tozu, metal talasi vb.) birikmesi sonucu arizalanan cihazlar;

-cihazin pargalarinin kendi kendine onarilmaya calisildigi ve/veya elektronik bilesenlerin degistirildigi durumlarda.

Ayrica, ana garanti yukumlilukleri, fiziksel temas sonucu arizalanan cihazin dis parcalari ve satistan itibaren en geg iki hafta iginde
sikayet kabul edilen sarf malzemeleri/aksesuarlar igin gegerli degildir:

-agma/kapama dugmesi;

-kaynak parametrelerini ayarlama digmeleri;

-kablo ve hortum baglanti soketleri;

-kontrol konektorleri;

-guc kablosu ve fisi;

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

-elektrot tutucular, toprak kelepgesi, torg, kaynak kablolari ve hortumlari.

Satistan itibaren en geg iki hafta iginde talepler kabul edilir.

Satici, garanti servisi saglamayi reddetme veya seri numarasina goére belirlenen Uretim tarihini garanti baslangici olarak kabul etme
hakkini sakli tutar:

-cihaz sahibinin garanti kartini kaybetmesi durumunda;

-cihaz satilirken satici tarafindan garanti kartinin dogru veya hig doldurulmamis olmasi durumunda.

Garanti siiresi, cihazin servis merkezinde garanti kapsaminda kaldigi stire boyunca uzatilir.

En yakin servis merkezinin konumu ve iletisim bilgileri hakkinda bilgi almak igin bayiniz veya ithalatgi ile iletisime gegin.
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KULLANILMIS EKiIPMANLARIN ATILMAS| HAKKINDA BiLGI

Urtinlerin Gizerindeki sembol, cihazin evsel atik olarak atilmamasi gerektigini belirtir. Cihaz, geri = ~
doénlstm igin elektrikli ve elektronik ekipman toplama noktasina gotirulmelidir; burada lcretsiz
olarak kabul edilir. Kullanilmis ekipman toplama noktalar hakkinda bilgi web sitelerinde
bulunabilir.

2012/19/AB sayili Elektrikli ve Elektronik Ekipman Atiklar (WEEE) Direktifine uygun sekilde yapilan
dogru bertaraf islemi, degerli dogal kaynaklarin korunmasina ve gevre kirliliginin 6nlenmesine
yardimci olur. Yukaridaki tavsiyelere uyulmamasi, ylrurlikteki mevzuata gére para cezalarina
neden olabilir.

CiHAZIN GERi DONUSUMU HAKKINDA DAHA FAZLA BiLGi iGiN EN YAKIN BAYiNiz
VEYA iTHALATGIYLA iLETiSIME GEGIN.
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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;

-never remove the outer case cover when using machine.

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;

-arc radiation 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 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.

o[>

#)
=

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 device delivery set includes:

Short
operating
manual

Universal case*

N

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

*—For StandardTIG-160/200/250 models

CONTROLS AND INDICATION 7 Except WA'indexed models

StandardTIG-160/200/250
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StandardTIG -270/350-400V

1-Operating mode selector button MODE:
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);
d) cleaning/polishing of stainless steel (CLEAN);
2-The regulator knob for selecting functions/parameters of the current welding mode 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 selection button PROG (the set of previously saved user parameters). Additional function in MIG/MAG method:
press and hold for more than 1 second to set the inductance level;
5-Connector for control signals from the wire feeder to the welding current source;
6-Power switch;
7-Power supply cable;
8-Shield gas socket to welding torch;
9-Connector for controlling torch buttons;
10- Connector for shield gas from a gas cylinder;
11- The grounding cable connecting point;
A —Power current 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 cable from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
e) CLEAN cleaning/polishing - the ground cable is connected;
B -Power current socket "-":
a) MMA welding - the grounding cable is connected (when using special electrodes, the electrode holder cable is connected);
) TIG welding - only the TIG torch cable is connected;
) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire - the welding current supply cable to the feeder is connected;
) CLEAN cleaning/polishing - the electro-brush cable is connected.
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MACHINE INDICATION

TIG

3]

TIG-HFET

Earﬂameterﬁ:g -
ime amFet-down: sl 5
time rFost-gas: 4:Els

MIG/MAG

13- Current operating method
14- Current program number
15- Name of current function / parameter
MMA 16- Value of selected function / parameter
17- List and values of the next 2 parameters in the
menu

Farameter=s: b
Fower Hot Start: Sk
time Hot Start: H,3=

CLEAN

START-UP

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), as well as for electrochemical cleaning/polishing of stainless steel
product (CLEAN). 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 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 StandardTIG welding unit is rated for:
1- Mains voltage is 220 V (-27% +18%) — for StandardTIG-160/200/250.
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2-Three-phase mains voltage is 3x380 V or 3x400 V (for StandardTIG-270/350-400V), three wires are dedicated for this. Safety
rules when working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using the

fourth wire in the mains yellow-green cable (international marking standard); 2)
by using a bolted terminal on the rear wall of the unit (a stricter grounding
standard, used in the CIS countries).
Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply:

-Brown wire - phase L1;
-Black wire - phase L2;
-Blue wire - phase L3;
-Yellow-green wire - ground.

CAUTION! When the unit is connected to a mains voltage higher than 270V (for
StandardTIG-160/200/250) or 450V (for StandardTIG-270/350-400V), all
manufacturer's warranty obligations become invalid! This situation can occur with a

L1

L2

very huge imbalance in the phase voltage in a standard mains or when using a non-standard connection. Use the mains plug, the cross-

sections of the mains cables, as well as the mains fuses, that correspond to the machine specifications.

SELECTING THE DEVICE MENU LANGUAGE

Hold down the MODE button, and turn on the device to select/change the device menu language. Select the desired language
with the regulator knob and press it to confirm your selection. The machine interface language will be changed.

Welding mode parameters

MMA electrode The current is set Wire diameter for Cross-section of the Max. mains wire
diameter, mm for MMA and TIG, A MIG/MAG, mm mains wire, mm? length, m
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75
1,5 115
22 up to 80 up to ©0,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 up to 120 up to 20,8 2,5 130
4,0 205
6,0 310
2,0 75
o4 up to 160 25 %
4,0 155
up to @1,0 6,0 230
2,5 60
25 up to 200 4,0 100
6,0 150
2,5 48

25 4
06 fusible up to 250 up to @1,2 4 80
6 120

3x380/400V - StandardTIG-270-400V, StandardTIG-350-400V
1,5 135
2 175
23 up to 120 up to 20,8 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
25 up to 220 4 180
6 270

4Up to 1,0 mm for pulse current welding with steel and stainless wire
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2,5 85

fuggle up to 270 up to @1,2 4 135
6 205

2,5 65

26 up to 350 up to 91,4 4 100
6 150

ATTENTION! The power switch of the StandardTIG-160/200/250 does not completely de-energize the internal electronics when
the machine is switched off. Disconnect the plug from the mains after finishing your work to pass the safety rules.

MACHINE CONNECTION DIAGRAM FOR MMA WELDING

ELECTRODE HOLDER

GROUNDING CLAMP

* :ou HQ'B
WORKPIECE

Recommended power cables length for MMA welding:

Set current value, A Cable length Cross-sectlzon area, Cable type
(one way), m mm
2.9 10 KG 1x10
up to 100 3..14 16 KG 1x16
2.9 16 KG 1x16
up to 160 3..14 25 KG 1x25
o 10200 2.7 16 KG 1x16
P 3..10 25 KG 1x25
2.8 25 KG 1x25
t0 250
upto 3.12 35 KG 1x35
Up to 270 5. 11 35 KG 1x35
Up to 350 6..14 35 KG 1x35

MACHINE CONNECTION DIAGRAM FOR TIiG WELDING (TIG-LIFT)

ARGON-ARC

R
)

—
—
—
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MACHINE CONNECTION DIAGRAM FOR TIG WELDING (2T/4T)

Ar
Ar+He
He

ARGON-ARC

S

WORKPIECE

EXTERNAL
M> WIRE FEEDER

<

CO:
Ar+COz

MIG/MAG
TORCH

)

/\—_;"——f‘ WORKPIECE

PATON BRUSH

-23- PATON StandardTIG DC MMA



FPATON

SPECIFICATIONS
StandardTIG StandardTIG StandardTIG StandardTIG StandardTIG
RGIAIES -160 -200 -250 -270-400V -350-400V
3x380 3x380
Rated supply voltage 50 Hz, V 220/230 220/230 220/230 3400 3x400
Ratgd current consumption from the 18...21 25 .28 29,5..35 12..14 16..18,5
mains, A
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
45%/at 160 A 45%/at 200 A 45%/at 250 A 70%/at 270 A 70%/at 350 A
Load duration (LD) 100%/at 100%/at 100%/at 100%/at 100%/at
106 A 134A 167A 225A 290A
Mains voltage limits, V 160 - 260 160 - 260 160 - 260 +15% +15%
Welding current limits, A 8-160 10-200 12-250 12-270 14 -350
\L/ImItS of regulation of welding voltage, 12-24 1226 12-28 1229 1230
MMA electrode diameter, mm 1,6-4,0 1,6-5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6-1,0 0,6-1,0 06-1,2° 0,6-1,2 0,6-1,4

Welding pulse modes, Hz

MMA: 0,2...500 — adjustable; TIG: 0,2...500 — adjustable; MIG/MAG: synergistic

Hot-Start in the MMA method Adjustable

Arc Force in the MMA method Adjustable

Anti-Stick in the MMA method Automatic

No-load voltage reduction unit on / off

MMA no-load voltage, V 12/70

Arc striking voltage, V 110

Rated power consumption, kVA 4,2..4,8 5,2...6,2 6,5..7,7 7,9..9,3 | 10,6...12,2
Maximum power consumption, kVA 6,3 8,1 9,4 11,5 | 15,2
Efficiency, % 90

Cooling Air adaptive

Operating temperature range, °C -25...+45

Box dimensions (Length x Width x 345x112x 345x112x 345x112x 390 x 145 x 390 x 145 x
Height) , mm 290 290 290 335 335
Weight without coiland accessories, kg 5,7 5,9 6,0 10,1 10,3
Ingress Protection rating IP33

SETTING THE MACHINE FUNCTIONS

When the settings menu is locked, a closed lock is displayed on the screen: ﬁ , the device displays the value of the main parameter
of the current welding mode:

in MMA method - the welding current;

in TIG method — the welding current;

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

in CLEAN mode - the cleaning voltage.

ERCRCN)

Regulator 2 on the front panel is multifunctional and used for:

1) selecting any function in the current welding mode (turn left or right);

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

3) resetting all functions to factory settings of the current program of the current welding mode (press and hold the knob for more
than12s).

Press the MODE button to change the machine operating mode (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 current operating mode. 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 operating mode 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 it is
closed, the machine menu will be locked.

SWITCHING TO THE REQUIRED OPERATING MODE

Press the MODE button to switch to the next welding mode in a circle.

50,6...1,0 mm for pulse current welding with steel and stainless wire
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RESETALL FUNCTIONS OF THE CURRENT WELDING MODE

Press and hold down regulator 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 current welding mode selected
program will be reset to factory defaults. Parameters reset for every program of every welding mode are made separately to exclude the
unwanted reset in the other programs and welding modes.

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
current 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 - the current 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.

THE MACHINE FUNCTIONS LIST
MMA welding method

0) [-1-] welding amperage - main displayed parameter (default = 80 A);
8...160 A (unitincrement 1 A) for StandardTIG-160;
10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;
) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;
1) [H.St] ‘Hot start’ power (default = 50%);
a) O[OFF] ... 100% at low currents (unit increment 5%);
2) [t.HS] ‘Hot start’ time (default=0.3s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] ‘Arc Force’ power (default = 50%);
a) O[OFF] ... 100% at low currents (unit increment 5%);
4) [u.AF] ‘Arc Force’ threshold (default =12 V);
a) 9...18V (unitincrement 1V);
5) [CVS] volt-amperage characteristic slope (default= 1.4 V/A);
a) 0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] ‘Short arc’ mode (default = OFF);
a) O[OFF] ... 3 stage (unitincrement 1 stage);
7) [BSn] voltage reduction device (default = OFF);
a) ON;
b) OFF;
8) [Po.P] pulse mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
MMA pulse mode parameters:

A

o

9) [-1-] base amperage (default= 80 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12...250 A (unitincrement 1 A) for StandardTIG-250;
d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;
10) [I.PS] pause amperage (default =25 A);

a) 8...160 A (unitincrement 1 A) for StandardTIG-160;

b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;

c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;

d) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;

e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;

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

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

TIG welding method

0) [-2-] welding amperage - main displayed parameter (default= 60 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;
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d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unit increment 1 A) for StandardTIG-350-400V;
1) [but] torch button mode (default= [HF2T] );
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT2T - contact striking 2-stroke button mode TIG-LIFT2T;
c) LIFT4T - contact striking 4-stroke button mode TIG-LIFT4T;
d) HF2T - non-contact striking 2-stroke button mode TIG-HF2T;
e) HF4T - non-contact striking 4-stroke button mode TIG-HF4T;
2) [t.Pr] pre-gas time (default=0.4s);
a) 0.1...25.0 s (unitincrement 0.1 s);
3) [t.PO] post-gas time (default=4.0s);
a) 1.0...35.0 s (unitincrement 0.1 s);
4) [Pr.A] start amperage (pilot arc) (default=20 A);
a) 8...50 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 50 A (unitincrement 1 A) for StandardTIG-200;
c) 12...50 A (unitincrement 1 A) for StandardTIG-250;
d) 12...50 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14 ...50 A (unitincrement 1 A) for StandardTIG-350-400V;
5) [Po.A]final amperage (default=20A);
a) 8...50 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 50 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ...50 A (unitincrement 1 A) for StandardTIG-250;
d) 12 ...50 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14 ...50 A (unitincrement 1 A) for StandardTIG-350-400V;
6) [t.uP] amperage rise time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
7) [t.dn] amperage fall time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
8) [Po.P] pulse mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

9) [-2-] base amperage - main displayed parameter (default= 60 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ...250 A (unitincrement 1 A) for StandardTIG-250;
d) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
10) [I.PS] pause amperage (default =25 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
b) 10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12...250 A (unitincrement 1 A) for StandardTIG-250;
d) 12...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
11) [Fr.P]frequency pulse (default=10.0 Hz );
a) 0.2...500 Hz (dynamic unitincrement 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty - itis the percentage of the current pulse to the period of repetition of these pulses (default=50% );
a) 4 ...80% (unitincrement 2%);
13) [SPT] SPOT welding mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
SPOT/COLD mode parameters:

14) [I.SPT] spot amperage (default= 160 A);
a) 8...160 A (unitincrement 1 A) for StandardTIG-160;
10 ... 200 A (unitincrement 1 A) for StandardTIG-200;
c) 12 ... 250 A (unitincrement 1 A) for StandardTIG-250;
) 12 ...270 A (unitincrement 1 A) for StandardTIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardTIG-350-400V;
15) [t.SP]spot time (default=0.02s);
a) 0.01 ... 25.0 s (dynamic unitincrement 0.01 ...1 s);
16) [t.PS] pause time (default=1s);
a) OFF ...0.5...5.0 s (unitincrement 0.1 s).

£

o
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MIG/MAG welding method

0) [-3-] welding voltage - main displayed parameter (default= 19.0 V);
a) 12,0...24,0 V (unitincrement 0,1 V) for StandardTIG-160;
b) 12,0...26,0 V (unitincrement 0,1 V) for StandardTIG-200;
c) 12,0...28,0 V (unitincrement 0,1 V) for StandardTIG-250;
)
)

d) 12,0...29,0 V (unitincrement 0,1 V) for StandardTIG-270-400V;
e) 12,0...32,0 V (unitincrement 0,1 V) for StandardTIG-350-400V;
1) [t.uP] welding rise time (default= 0.1 s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
2) [t.dn] welding fall time (default=0.1s);
a) O[OFF] ... 5.0 s (unitincrement 0.1 s);
3) [Ind] Inductance level (default= 0);
a) -5...+5 (unitincrement 1 stage);
4) [Po.P] pulse mode (default = OFF);
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters:

5) [Adu] voltage adjustment 19.0 V - main parameter (default= 0,0 V);
a) -5,0...+5,0 V (unitincrement 0.1 V) The arc length increases with the parameter value;
6) [tYP] wire material (default= Fe);
a) Fe - ordinary steel wire of ER70S-6 type (use 82% Ar +18% CO; shield gas ® composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO, shield gas® composition only);
c) ALSi - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas® only);
d) AL.Mg - aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas® only);
7) [dia] wire diameter (default = 0.8 mm);
a) 0.6...0.8 mm for StandardTIG-160 steel and stainless wire;
b) 0.6...1.0 mm for StandardTIG-200/250 steel and stainless wire;
c) 0.6...1.2 mm for StandardTIG -270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire.

Electrochemical cleaning/polishing mode

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

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

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

correctness of the warranty card filling: the model name of the product you purchased and its serial number must match
the entries in the warranty card. Making changes or corrections to the card is prohibited.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the proper operation of the inverter equipment if the consumer complies with the operating,
storage, and transportation rules.
CAUTION! Free warranty service is not available for the mechanically damaged inverter equipment!

g ATTENTION!!! We recommend You to read the operating instructions before using the inverter equipment, and check the

The main warranty period for welding equipment is:

Unit model Warranty period
StandardTIG-160 Syears
StandardTIG-200
StandardTIG-250
StandardTIG-270-400V Syears
StandardTIG-350-400V 2 years

The main warranty period starts from the date the inverter equipmentis sold.

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 to prevent the device malfunction. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
-to make diagnostics and identify the cause of the 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 may refuse to provide warranty repairs or to set the date of the machine manufacture as the warranty start date (established
by the serial number) when:

-the owner loses the warranty card;

-the warranty card is not filled out by the seller, or filled incorrectly.

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 equipmentwill 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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Onarima kabul tarihi / Received to repair date

(imza/ signature)

Ariza belirtileri / Malfunction symptoms:

Sebep / Cause:

Onarima kabul tarihi / Received to repair date | 20
(imza/ signature)
Ariza belirtileri / Malfunction symptoms:
Sebep / Cause:
Onarima kabul tarihi / Received to repair date " ", 20

(imza/ signature)

Ariza belirtileri / Malfunction symptoms:

Sebep / Cause:
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Onarima kabul tarihi / Received to repair date

Ariza belirtileri / Malfunction symptoms:

(imza/ signature)

Sebep / Cause:

Onarima kabul tarihi / Received to repair date , 20
(imza [ signature)
Ariza belirtileri / Malfunction symptoms:
Sebep / Cause:
Onarima kabul tarihi / Received to repair date " ", 20

Ariza belirtileri / Malfunction symptoms:

(imza/ signature)

Sebep / Cause:
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