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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC

Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

belongs to the following product:

Product designation:

PATON™ MultiPRO-200,
PATON™ MultiPRO-250,
PATON™ MultiPRO-270-400V,
PATON™ MultiPRO-350-400V

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

standards:

Directives:

Safety of machinery - Electrical
equipment of machines -

Arc welding equipment - Part 1: Welding
power sources

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

Signed on behalf of:
Place and Date:

Signature
Name, Function:

EN IEC 60204-1:2018

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

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

PATON International LLC

03045 Kyiv, UKRAINE 04.08.2022
L\L\JJ_M?;

A,

ChiefTechnicalOffice?\b‘*—- o

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUII anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3nekw. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

— TpaBMyBaHHsA o6cnyroBytoyoro nepcoHany abo TpeTboi ocobu;

— 3anopjifaHHA LWKoAM caMoMy anapaty abo MaTtepianbHUM LiHHOCTAM NiANPUEMCTBA;

— nopylleHHA edpeKTBHOro po6oyoro npotiecy.

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

— MpPONTM BiANOBIAHY aTecTalito;

— BOMIOAITU 3HAHHAMM 3i 3BaplOBaHHS;

— TOYHO JOTPUMYBaATUCA LLiET IHCTPYKLi.

HecnpaBHoCTi, AKi MOXXYTb 3HN3UTK 6€3neKy, NOBUHHI 6YTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3IMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

— ypaXKeHHA eNeKTPUYHNM CTPYMOM MOXe 6yTu CMepTeNbHUM;

— 3BaptoBanbHUI Kabenb NOBUHEH OYTW MILHWM, HeyLLKOAXXEeHWM Ta i3onboBaHUM. OcnabneHi
3’eqHaHHA | NolKoakeHu kabenb NoTpibHO HeravHo 3aMiHUTU. MepexceBi kabeni n kabeni
3BaploBasibHOrO anapaty MOBMHHI CUCTEMATUYHO MNepeBipATUCA ¢axiBLueM enekTPUMKOM Ha
cnpaBHiCcTb i3onAuii;

— nig Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATU 30BHILLIHIN KOXKYX anaparty.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnoCcTepiraT! 3a 3BapoBanbHOI Ayroto Heo36poeHMM OKOM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTM NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWM ¢inbTpoM (DIN 9-10). CTopoHHi 0cobu, L0 3HaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i crieliaNbHUMK 3aXMCHUMU OKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHu, Lo NOrMMHaTb BUMIPOMIHIOBaHHS.

- B

HEBESMNEKA LWWKIA/TMBUX TA3IB | BUMAPIB

— YTBOPEHi AWM Ta WKiANMBI ra3un BUAannT1 3 pobo4oi 30HM cneuianbHMMK 3acobamu;

— 3abe3neunTn 4OCTaTHIN NPUTOK CBIXOro NOBITPSA;

— BUNapy PO34MHHUKIB He MOBMHHI MOTPaNIATM B 30HY BUMPOMiHIOBAHHA 3BaploBanbHOI Ayru.

1

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Noaa MoXyTb UNHUTU HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunagis (Hanpuknag, kapgioctumynarop). Ocobu, Aki MalTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeMm, NepLu Hixx HabnuxxaTmca o po6oyoro 3BaproBanbHOrO MagaHumnKa.

#
avy,

HEBE3MEKA BU/IbOTY ICKOP

— 3alMUCTIi NpeAMeTU BUAANMTH 3 po604oi 30HU;

— He A0oMycKatoTbCA 3BaproBasibHi po6OTN Ha EMHOCTAX, y AKUX 36epiratoTbea abo 36epiranuca rasu,
nanbHe, HapTONPOAYKTU. MOXKNMBa HeGeaneka BUBYXY 3aNULLKIB LIUX MPOAYKTIB;

— Yy noxexo- Ta BuOyxoHe6e3neuHnx MNPUMILLEHHAX [0TPMMYyBaTMCA OCO6AMBKMX NpaBun,
BiAANOBIAHO A0 HALOHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXCHE OCHALLLEHHA

— BWKOPWCTOBYBATU TiNlbKW BiANOBIAHUIA BaXXKO3aWMMUCTUIA OAAT.

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

— HOCWUTK MilHe B3yTTA, Lo 36epirae i30nt0r04i BNaCTUBOCTI, B TOMY YMC/i 1 Y BONOTMX yMOBaX;

— 3axuULLaTV PyKM i30/TI0HUNUMIN PyKaBUUYKaMK;

— 0ui 3axMLLaTV 3aXMCHOK MacKoto 3 GiNbTPOM NPOTU YNbTPadioneToBoro BUNPOMiHIOBaHHA, AKUIA
BiANoBifae ctaHAapTam TexHikn 6eaneku;

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpaLoroTb 3 06nagHaHHAM, Nigyvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTY OpPraHiB CNyxy.

#)
=i
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

CTncnnin nocibHMK IS
KopucTyBaua =

KoMnnekTtv ponukis
ANA CyUinbHOro Ta
antoMiHieBOro Apoty

3BaptoBanbHuUii kabenb 3
enektpopoTpumMayvem ABICOR BINZEL, 3 m*

PeMiHb gna
3BaptoBanbHuil Kabenb 3 KNeMoto «Maca» repeHeceHHs anapaty

ABICOR BINZEL, 3 M * FDKepeno xmB/IeHHs

3BaploBanbHOi Ayru 3 6510KoM
nogadi Apoty

LLIBMAKO3HIMHMIA
NHEBMOPO3'eEM. 2 WT

HanisaBToMaTnuHuii nanbHnK ABICOR
BINZEL,3M* ManbHuk aproHoayrosuin ABICOR BINZEL, 4 m *

* - He BxoasATb 40 KOMNNekTy Mogenen MultiPRO 3 iHaekcoM «WA»

YMPABJIIHHA TA IHOUKALLIA

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

1- [lvcnnei 3BaptoBasibHOro anapara;
2- KHonka «MODE» Bn6opy cnocoby 3BaproBaHHA Yn pexxumy po6oTu:
a) pyyHe Ayroee 3BaproBaHHA NOKPUTMM enektpogom (MMA);
b) 3BaptoBaHHA B aproHi Bonbppamosumm enektpogom (TIG);
C) 3BaptoBaHHA MexaHi3oBaHe (HaniBaBToMaTM4He) B 3axcHuX rasax (MIG/MAG);
d) enexTpoxiMiuHe ounLeHHA/NonipyBaHHA BUPOG6iB 3 Heip>aBgitouoi ctani (CLEAN);

3- Pyuka perynatopa ana Bn6opy ¢GyHKLUi (mapameTpiB) NOTOYHOrO PeXnMy 3BaploBaHHA Ta BCTAHOB/IEHHA iX 3Ha4eHHA. Bubupaiite
dyHKUii MOBOpoTOM perynatopa. HaTUCHiTb Ha pyyky Aff nepexofy A0 BCTAHOBMEHHA 3Ha4yeHHA BMOpaHOro napamerpy.
MoBepTaiTe pyuky, 06 BCTAHOBUTU 3Ha4YeHHA napameTpa. HaTWCHiTb Ha pyuky Lie pa3 And NOBEepPHEeHHA A0 MeHo BUGOpY
dyHKUi/napameTpis;

4- Knonka Bubopy nporpamun 3paptoBaHHA «PROG» Ha 3paptoBanbHOMy anaparti (Habip paHille HanaliToBaHWX KOpuUCTyBauyem
napametpis). [lonatkoBa ¢yHKLUiA y cnoco6i MIG/MAG: HaTUCHITb Ta yTpumyiiTe Ginblue 1 CeKyHAM ANA HanallTyBaHHA PiBHA
iHAYKTUBHOCTI);

5~ KHonka «TEST GAS» nepeBipkn HaIX0AXKEHHA 3aXUCHOrO rasdy. HaTUCHITb, W06 BiAKPWTM KnanaH 3axXMcHoro rasy. HaTucHITh We pas,
o6 3aKpUTU HAAXOAXKEHHA rady, abo knanaH aBTOMaTUYHO 3akpueTbea Yepes 15 cekyHa. Mpu TecToBil NepesipLi rasy apit He
noaaeTtbes);

6~ KHonka Ana WBMAKOro BUKAVNKY NapamMeTpy HanaluTyBaHHA 3BaptoBanbHoi Hanpyrn «\VOLTAGE» Ha 6n1oui nogavi aporty;

7- Pyuka perynatopa ana Bu6opy GpyHKLi (napamMeTpis) NOTOYHOTO PEXMMY 3BaptOBaHHSA Ta BCTAHOB/IEHHSA iX 3HauYeHHA Ha 6noui nogavi
AporTy;

8- lucnnew 6noky nogavi 4poTy;

9- KHonka Bu6opy nporpamu 3saptoBaHHA «PROG» Ha 6n1oui nogadi gpoTy (Habip paHille HanawToBaHUX KOPUCTyBaYeM napameTpis) .
[opaTkoBa ¢pyHKUiA Yy cnocobi MIG/MAG: HaTUCHITb Ta yTpuMyinTe Binblue 1 cekyHAN ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI);

10- KHonka 3anpasneHHs gpoty «\WIRE INSTALL» (npw ii HaTuckaHHi ra3 He NnoJaeTbeA);

11- Kabenb nogayi cunosoro cTpymy Ao 610Ky nogadi 4poTy;

12- Po3'eM KZ-2 Tuny «€BPO» AnA nia’eaHaHHA HaniBaBTOMaTUYHOrO NasnbHUKa;

13- Po3'eM kepyBaHHA KHOMKaMW Ha NanbHUKY, Npu 3BaptoBaHHi cnoco6om TIG;

14- MHi3a0 Nofadi 3axXMCcHOro rasdy B NanbHWK, Npy 3BaptoBaHHi cnocobom TIG;

15- dikcaTop 3aX1CHOI KPpULLIKM MexaHi3My nogadi 4poTy;

16~ Kpuiuka TpMMaya KOTyLLKW;

17- Bokc ANA KOTYLUKM i3 3BaptoBanbHUM APOTOM;

18- TprMay KOTYLLKM ANA APOTY 3 NPY>KUHHUM MEXaHi3MOM ranbMyBaHHA;

19- LWTyuep nopadi 3axmMcHoro rasy, npv 3saptosaHHi MIG/MAG;

20- Po3'eM nopavi curHanie Big MexaHi3My nogadi ApOTYy Ha BKTOYEHHA | BUKNHOUYEHHSA AXXepena CTpyMmy;

21- ABTOMAaT/ BUMMKAY XXMBNEHHA AXKepena 3BaptoBasnibHOro CTpyMmy;

22- lltyuep nogayi 3axmMcHoOro rasy npu 3eaptoBaHHi TIG;

23- Micue nigkntoveHHaA Kabesno 3a3eM/NEeHHs;

24~ 3anobixxHukKn 610Ky nodadi ApoTy Ta nigirpisava rasy;

25— Po3zetka 36 V ana niairpisaya rasy;

26~ Kabenb AnA NigKNOYEeHHA [0 MepeXi XUBMEHHS;

A -THi300 CMNOBOTO CTPYMY «t»:

a) npu 3BaptoBaHHi MMA - nigkntovaeTbca kabenb enekTpoaa (Mpy BUKOPUCTaHHI cnelianbHWUX enekTposis — kabenb «Maca»);
b) npw 3BaptoBaHHi TIG - nigkntovaeTbea Tinbku kabenb «Mmaca»;
c) npu 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM - NigkNtoYaeTbCcA kabenb MexaHi3aMy nogadvi 4poTy;

PATON MultiPRO MMA/TIG/MIG/MAG -6-
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d) npu 3BaptoBaHHi MIG/MAG ¢ntocoBUM ApPOTOM - NiagKkNtovaeTbeA kabenb «Maca»;
€) B pexxuMi ounteHHsa/nonipysaHHsa CLEAN - nigkntouaetbca kabenb «<Maca»;
B - MHi340 CMNOBOTO CTPYMY «=»:

a) npu 3BaptoBaHHi MMA - nigkntoyaeTbca kabenb «Maca» (Mpy BUKOPUCTaHHI cneLianbHUX enekTposis — kabenb enektpoaa);
b) npw 3BaptoBaHHi TIG - nigkntoyaeTbea Tinbkn kabenb aproHoAyroBoro nanbHUKa;

c) npu 3BaptoBaHHi MIG/MAG cyLinbHUM APOTOM - NiAKNtOYaeTbCA kKabenb «Mmaca»;

d) npu 3BaptoBaHHi MIG/MAG ¢ntocoBuM ApoToM - NiakAto4aeTbeA kabenb MexaHi3My nogadi 4poTy;

€) B pexxunMi ounweHHsa/nonipysaHHa CLEAN - nigkntouaetbea kabenb eneKkTpoLLiTKu.

IHOUKALLIA ATMAPATA

MIG/MAG

IR 1 G, MAG- 2T
[{HanFdra =EaFHE3aHHA.

EIgnY;
o 19,0V

ExpaH a>xepesna cmpymy EkpaH 6n10ka nogadyi gpomy

MMA

AFor, He 1 e
5
NaFaMeTFH: i

cHina Map. CtarTel SAx%| [5
qac MNar. CTapTal @,3c

EKpaH A>xepena cmpymy

TIG

1 - MoTo4YHWUI pexxruM poboTun

2 - HomMep noTo4HOi nporpamun

3 - HaszBa ¢yHKUji / napamMeTpa

4 — 3HayeHHA obpaHoi yHKLUii / napameTpa
NaFaMeTFH" i 5-Tlepenik Ta BCTAHOBMAEHI 3Ha4YeHHA [ABOX

KHOMKa nafieddka:  LIFT| (5] HaCTYMHWX NapaMeTpiB B MeHI0
iMnenecHHA FexkMl OFF

NFor.He1})

[<]
\\
-N

o

EkpaH aykepena cTpymy

CLEAN

,

MCLEANING |
AHanFEra (1
= 9,5V

EKpaH A>xepena cmpymy

BBEOEHHA B EKCIJTYATALLIIO

3BaptoBanbHUIN anapaTt NPU3HaYeHNn BUKIOYHO ANA: PYYHOro AyroBoro 3BaptoBaHHA LUTYYHUM enekTpogoM (MMA), 3BaptoBaHHA B
cepenosuLLi aprony (TIG), HaniBaBTOMaTUYHOrO 3BaplOBaHHA B CEPEAOBULLI 3axncHMX rasis (MIG/MAG), abo Ana enekTpoxiMiuyHoro
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ouuLeHHA/NonipyBaHHA BUPo6iB 3 Heipxkasitounx ctanent (CLEAN). IHWe BUKOpUCTaHHA anapaTy He BiAnoBigae Moro NpusHayeHHto.
Bupo6HMK He Hece BiAMOBIAANbHOCTI 3a MOLUKOAXKEHHA, 3aBaHi BUKOPUCTAHHAM anapaTy He 3a Npu3HayeHHAM. BukopuctaHHaA
BiANOBIAHO A0 NPU3HAYeHHA, Ma€ Ha yBa3i 4OTPUMaAHHA BKa3iBOK AaHOro nocibHuka 3 ekcnayaTtauji.

BUMOIrn 4O PO3MILLLEHHA

HeobxiaHo po3amillyBaT anapat Tak, Lwob 3a6e3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XON0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPM Ha nepeaHiv i 3agHi naHenax. CniakyhTte 3a TuM, Wo6 MeTaneBuin Nun (Hanpuknag, BiA HaxpgaudHoro wnipyeaHHA) HE
3acMokTyBanacs 6e3nocepeHbo B anapaT BEHTU/IATOPOM OXOOAXEHHS.

MIAK/IFOYEHHA 4O MEPEXXI

3BaptoBanbHuit anapat PATON MultiPRO pospaxoBaHuii Ha:

1- OpgHodasHy Hanpyry xxuBneHHs 220 B (-27% +18%) — ana mogeneit MultiPRO-200/250;

2- TpudasHy Hanpyry xxusneHHsA 3x380 B abo 3x400 B (Mogenen MultiPRO-270/350-15-4-400V).

MpaBuna TexHikn 6e3neku nig Yyac npoeeAeHHA pobiT 3i 3BaptoBanbHMM o6nagHaHHAM BUMaraloTb 3a3eM/IeHHA Kopnycy anaparty. [na
Lboro nepeabaveHo ABa BapiaHTu:

— BWKOPWCTaHHA YETBEPTOro APOTY XXOBTO-3€/1EHOr0 KONbopy y kKabeni XXMBneHHaA (Mi>dKHapoaHui cTaHaapT MapkyBaHHA [EC 60445);

— BUKOpMCTaHHA 60N1TOBOI KNEMU Ha 3aAHili NaHeni anapaTy (CTaHAapT 3a3eMNEeHHA, AKUI BUKOPUCTOBYBaBCA B kKpaiHax CHA).

[Ana nigkntodeHHs 3BaptoBanbHUx anapatis PATON go 3-dpa3Hoi Mepexi XUBNeHHA

BMKOpPUCTOBYNTE Kabenb 3 YoTMpPMa NPOBOAAMMY, LLLO Bignosigae ctanaapTy IEC 60445: L2
— KopuuHeswuit nposig, —-¢azalil;

— YopHwui nposig, —-¢azal2;

— CwuHili nposia —-¢aszal3;

— XKOBTO-3€NeHuii NPoBia, — 3a3€MNEHHH. L1

YBATA! Mpu nigkntoveHHi anapata 4o Hanpyru >xxuenexHHsa suuwe 270 B (MultiPRO- L3

200/250) abo 450 B (gna MultiPRO-270/350-15-4-400V), BCi rapaHTiliHi 3060B'A3aHHA
BMPO6GHMKa BTpayatoTb cuny! A Takox rapaHTiliHi 3060B'A3aHHA BUpOoOHMKa BTpayatoTbh J_
YUHHICTb NPV NOMUNKOBOMY MNiAKNOYEHHI pa3n Mepexi Ha 3a3eMneHHA axepena. =
Po3'eM >XMBMNEHHA, Monepe4yHUit nepepis kKabeniB Mepexi >XMBMNEHHA, a TakoxX
3ano6iXXHUKN XXMBNEHHA NOBUHHO BUBMPATU BUXOAAUM 3 TEXHIYHUX AaHMX anapaTa.

TMAPAMETPU PEXKUMIB 3BAPHOBAHHA

AiameTtp . N
A BcTaHoOBNEeHe 3Ha4YeHHsA [AiameTp apoTy Ana Mnowia nonepeyHoro nepepisy Makc. AOBXMHa
e Sl ctpymy npyu MMAIiTIG, A MIG/MAG, MM NPOBOAY XUBNEHHSA, MM? nposoay, M
ansa MMA, MM pyMmy s s s f
1x220V - MultiPRO-200, MultiPRO-250
1 75
1,5 115
22 o 80 no @0,6 2 155
2,5 195
4 310
1,5 75
2 105
@3 no 120 no 30,8 2,5 130
4 205
6 310
2 75
2,5 95
@4 no 160
4 155
no @1,0 6 230
2,5 75
25 Ao 200 4 125
6 185
@5 2,5 60
a6 no 250 no @1,2* 4 100
(nerkonnaski) 6 150

YBATA! BuMukau xueneHHs anapatis MultiPRO-200/250 He € CUNOBUM, BiH He 3HECTPYM/THOE MOBHICTIO BCHO BHYTPILLHIO €1EKTPOHIKY.
ToMy BUMMaliTe BUNKY 3 Mepexi 3rigHO NpaBun TexHikn 6e3nekun nicna 3apepLueHHaA pobiT.

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM

PATON MultiPRO MMA/TIG/MIG/MAG -8-
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AiameTtp . Mnow,a nonepe4yHoro
e e BcTtaHoBneHe :-ma'uem-m AiameTp gpoty gna e Ty Makc. AoBXuHa
MMA, MM cTpymy npyu MMAITIG, A MIG/MAG, MM ST G nposoay, M
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
@2 no 80 no 30,6 2 270
2,5 340
4 540
1,5 135
2 175
@3 no 120 no 30,8 2,5 220
4 350
6 525
2 130
@4 Ao 160 25 160
4 260
no@1,0 6 385
2,5 115
@5 no 220 4 180
6 270
2,5 85
@6 (nerkonnaski) no 270 no @1,2 4 135
6 205
2,5 65
@6 no 350 no@1,4 4 100
6 150
BUBIP MOBU MEHIO AMNAPATA

[Ana Bubopy/3MiHM MOBM MeHI0 anapaTa yBiMKHIiTb anapat yTpumytoun kHonky «<MODE». MoBopoTtamu pyyku perynatopa 3 abo 7 o6epitb
HeobXigHY MOBY, Ta HaTUCHITb Ha pyyKy perynatopa, Wwo6 niaTBEpAUTU CBi BMGiIp. AnapaTt npofoBXuTb po6oTy o6paHo0 MOBOHO
iHTepdency.

CXEMA TlIAK/TIOYEHHA AIMNAPATA [4J/1A 3BAPHOBAHHA CTPU>XXKHEBWUM [MOKPUTUM
EJ/IEKTPO4OM (MMA)

ENEKTPOOOTPUMAY

PEKOMEHAOBAHA 4OB>XUHA 3BAPIOBA/IbHUX KABE/1IB /714 MMA:

T BT G, JoBxuHa ka6benis Mnowa no.nepelﬂ:oro M s
(B 0AHY CTOPOHY), M nepepisy, MM
2..9 10 Kr1x10
100 3..14 16 Kr1x16
160 2..9 16 Kr1x16
3..14 25 Kl 1x25
2..7 16 Kl 1x16
200 3..10 25 Kl 1x25
250 2..8 25 Kl 1x25
3..12 35 Kr 1x35
270 5..11 35 Kr 1x35
350 6..14 35 Kr 1x35

PATON MultiPRO MMA/TIG/MIG/MAG
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CXEMA NIAK/TIOYEHHA AMAPATA /14 3BAPFOBAHHA B APIOHI (TIG) - TIG-LIFT

Ar
Ar+He
He

APFOHOBUH
NANbHUK

APTOHOBUM
NANBbHUK

KNEMA "MACA"

YBATA! Mpu BUKOpUCTaHHI pexwuMie 6eakoHTakTHoro nignany ayrv TIG HF o608’a3koBo Big’eaHaiTe ka6enb XXMBNEHHS Ta CUTHaNIB
BiA 6noky nogavi gpoty!

CXEMA NIAK/TIOYEHHA AMAPATA 4/194 HATNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHUI
NANbHUK

PATON MultiPRO MMA/TIG/MIG/MAG -10-



TEXHIYHI XAPAKTEPUCTUKHA

KJIEMA "MACA™

PATON BRUSH

MultiPRO-270-

MultiPRO-350-

MAPAMETPU MultiPRO-200 MultiPRO-250 400V 400V
HomiHanbHa Hanpyra mepexi 50/60 'y, B 1x220/ 1x230 3x380/3x400
HoMiHanbHWI cTpyM, cnoxkmeaemuii 3 pasu, A 23..27 29,6...35,1 12,1...14,1 16,2...18,7
HoMiHanbHWI 3BaptoBanbHUN CTpyM, A 200 250 270 350
MakcuManbHUI aitounia cTpym, A 270 335 350 450

TpuBanicTb HaBaHTaXKxeHHA (TH)

70% npu 200 A
100% npu 167 A

60% npu 250 A
100% npn 193 A

70% npn 270 A
100% npu 225 A

70% npun 350 A
100% npn 290 A

Mexi 3MiHW Hanpyru Mepexi >XMBneHHs, % -27...+18 -27...+18 +15 +15
MeXi peryntoBaHHs 3BaptoBanibHOro CTpyMy, A 10...200 12...250 12...270 14...350
Mexi peryntoBaHHA 3BaptoBanbHOi Hanpyru, B 12...26 12...28 12...29 12...30
Mexi peryntoBaHHA LLUBNAKOCTI Nogavi 4poTy, M/XB 1,0...16,0

[iameTp WITy4yHOro enekTpoaa, MM 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
[iameTp cyLinbHOro 38apoBanbHOro APOTY, MM 0,6...1,02 0,6...1,2° 0,6...1,2 0,6...1,4

MexaHi3M nogaui gpoty

4-poNuKOBUIA 3 NPUBOAOM Ha BCi PONUKM

MakcumanbHa Bara KOTYLLUKW 3 APOTOM, KIr

15

IMNynbCHI pexxumu nig vyac 3BaproBaHHA

MMA: 0,2...500 'y — perynbosanuit; TIG: 0,2...500 'y, — perynboBaHuii;
MIG/MAG - cuHepreTu4Hum

Bnok 6e3koHTakTHOrO nignany B cnocobi TIG Pexxum HF

lapauui ctapt (Hot-Start) B cnoco6i MMA PerynboBaHa

®opcax ayru (Arc-Force) B cnoco6i MMA PerynboBaHa

AHTUNpUNnnanHs (Anti-Stick) B cnoco6i MMA ABTOMaTU4Ha

Bnok 3HMXKEeHHA Hanpyrn XonocToro xoay yBIMK / BUMK

Hanpyra xonoctoro xony MMA, B 12/75

Hanpyra nignany ayrun, B 110

HoMiHanbHa cnoxvBaHa NoTyXHicTb, KBA 5,1..6,1 6,6...7,8 8,0...9,4 10,7 ...12,3
MakcrManbHa cnoXkmBaHa NoTyXHiCTb, KBA 7,5 9,5 1,4 15,3
KKA, % 90

OX0NnoaXKeHHA ApanTueHe

[liana3oH po6ounx Temnepatyp, °C -25...+45

LaMsap”THi poamipy (floexura x LLnpuna xBucota), | 544, 560 270 360 x 260 x 270 540 x 360 x 400 540 x 360 x 400
Maca 6e3 akcecyapis, K& 13,3 14,1 16,5 24,4
Knac 3axucty P33

20,8...1,2 MM Npv 3BaprOBaHHI aNtOMIHIEBUM APOTOM

20,6...1,0 MM Npu 3BaprOBaHHI iIMNYNIbCHUM CTPYMOM CTafneBUM Ta HeipXaBitounM ApoToM

PATON MultiPRO MMA/TIG/MIG/MAG
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KEPYBAHHA TA HAJIALUTYBAHHA ®YHKLLIA ANAPATA

Perynatopu Ha nepegHivi naHeni gxxepena cTpyMy Ta 6noka nogadi apoty 3, 7 € OCHOBHUMW GaraTodyHKUiOHaNbHUMKM OpraHaMu
KepyBaHHA MeHto. O6epTaiiTe pyyky perynstopa ans sBubopy onui MEHIO YN 3MiHW 3HaYeHb peryboBaHOro napamerpa. HaTucHiTb Ha
pyuKy perynsatopa, Wwob niaTBepAnTU CBilt BUGIp.

Mpwn 3a6nokoBaHOMY MEHIO HanallTyBaHb anapaTt 3aBXAW BUMBOAWTb Ha eKkpaH 3HaueHHA OCHOBHOrO napaMeTpa BCTaHOBEHOTO
pexxuMy y notouHoMy cnocobi pob6oTtu. MoBepTanTte pyuky perynatopa, o6 3MiHOBaTU OCHOBHUI NapaMeTp.

1) ana cnocoby MMA — CTPyM 3BapoBaHHs;
2) pna cnocoby TIG — CTPYM 3BaploBaHHsA;
3) ana cnocoby MIG/MAG — Hanpyra 3BaploBaHHs;
4) pns pexxkumy CLEAN — Hanpyra o4YunLLEHHA.

Po3bnokyiTe MeHto, Wo6 oTpuMaTh A0CTyn A0 GYHKLiIA TOHKOro HanawTyBaHHA obpaHoro cnocoby 3saptoBaHHA. O6epiTe NOTPiGHY
$YHKLItO UM NapaMeTp 3a AOMOMOrO PyYKWU PErynaTopa, 3MiHiTh ii 3HaueHHA Ha 6axkaHe Ta HaTUCHITb ANA NIATBEPAXKEHHA — 3p06NeHi
3MiHM 6yayTb o[ pa3y 3aCTOCOBaHI 0 MOTOYHOrO CNocoby 3BaptoBaHHA.

Mig yac MIG/MAG 3BaptoBaHHA Ha uMdpoBOMY aucnnei BigobpaxkaeTbca GakTUUHWUIA 3BaproBanbHUIA cTpyM. [icna 3aBepLueHHA
3BaploBaHHA GakTMYHe 3HaYeHHA 3BaplOBaNbHOIO CTPYMy 3aNMLLAETbCA BiAOOPaXKeHWM Ha ekpaHi anapaTy NpoTAroM 8 CekyHn,
[103BONAOYM 3BAPIOBA/bHUKY NEPernaaaTvi moro.

PO3b5/10KYBAHHA TA 6/IOKYBAHHA MEHIO HAJTIALLUTYBAHb

Mpun 3a610KOBaHOMY MEHHO HanaluTyBaHb Ha ekpaHi BiAo6pa>keHnin 3aKpUTUIN 3aMOK: u .

Ana po36nokyBaHHA MEHIO HEOOXiAHO YyTPUMYBaTK B HATUCHYTOMY CTaHi pyuKy perynatopa 6inbLue 3,5 CEKYHA - Ha eKpaH BUBOAUTLCA
aHiMaLin 3aMka, Lo BiagKkpuBaeTbes. [lodekaTeCcb NOBHOIO PO3KPUTTA 3aMKa i BiAMNYCTiTb Py4Ky perynatopa — 610KyBaHHA MEHIO 3HATE.
Ana 6nokyBaHHA MEHIO HAaTUCHITb | YTpUMyITEe pyuKky perynatopa 6inbwe 3,5 cekyHA - Ha ekpaH BMBOAMTLCA aHiMauia 3amka, Lo
3akpuBa€eTbcA. [lovekanTecb NOBHOMO 3aKPUTTA 3aMKa i BiANyCTiTb pyyKy perynatopa —MeHo 3abnokosaHe.

MEPEMUKAHHA HA MOTPIBHUV PEXXUM POBOTU
HaTucHiTb kHonky «<MODE>», w06 o6paTtun pexkum poboTtun anapata (TIG, MMA, MIG/MAG, CLEAN).

CKUAAHHA 3POBJIEHUX HAJIALLTYBAHb

HaTucHiTb Ha pyuky perynatopa 3 a6o 7 Ta yTpumyiTe ii 6inblue 12 ¢, o6 CKMHYTU HanaluTyBaHHsA BCiX NnapaMeTpis i pyHKLiN nOTOUHOI
nporpamm 3saptoBaHHA 40 pabpUUHUX HanalTyBaHb.

YBATA! B xoai yTpuMaHHa pyuku MeHio 6yae 3abnokosaHe/po3bnokosaHe, BigobpaXkeHnin 3BOPOTHIN Bignik «333, 222, 111, 000», i
HanawTyBaHHA 6yayTb CKUHYTI.

AHa/OriYHO, MOXHA CKUHYTW NapaMeTpu NOTOYHOTO PEXXMMY 3BaptoBaHHA 3a OMNOMOro pyyku perynatopa 7.

3MIHA HOMEPY NPOrPAMMN Y NOTO4YHOMY PEXKNUMI 3BAPHOBAHHA

Y KOXKHOMY crnocobi 3BaptoBaHHsA, 4OCTyNHOMY y anapatax PATON MultiPRO, MoxHa 36epirati 4o 16 pi3HMX BapiaHTiB HanawTyBaHb

(nporpamM 3BaptoBaHHA). MOTOYHMIA HOMep nporpamMu BigobpaxkaeTbcA Ha AMchnei npaBopyd 3Bepxy. Micna neplioro yBiMKHEHHA

anapaTta Ana KOXHOro cnocoby 3BaproBaHHA 3aBXAW BMUKaeTbCA nporpama N21. Yci 3MiHW B HanaluTyBaHHAX PeXuUMy 3BaptoBaHHA

aBTOMaTMYHO 36epiratoTbCA y NOTOYHOMY HOMEPI NporpamMu.

HanawTynte noTpibHi pexxnMm 3BaptoBaHHA i 36epeXiTb ix Nig pisHUMN HoMepaMu, LWo6 Npu NoTpedi LUBMAKO NEPEMUKATUCH MiDK HUMK:

1) Po36nokyiTe MeHIo anapaTa, AKLL0 BOHO 3a6/10K0BaHe;

2) HaTucHiTb KHonky «<PROG». MOBOPOTOM py4KuM perynatopa o6epitTe 6axkaHnii HoMep nporpaMu. HaTUCHITL Ha py4yKy perynatopa,
wo6 niaTBEPANTH CBI BUBIp;

3) Hanawtyinte napameTpu Ta $pyHKLUii o6paHOro pexxuMy cnocoby 3BaploBaHHA — HanalTyBaHHA 6yayTb aBTOMaTUYHO 3anucaHi
anapaToM nig o6paH1MM HOMepoM Nporpamu;

Tenep Bu 3aBxam 3MoxXeTe LLIBMAKO NEPENTU A0 LMX HANaLLUTyBaHb , ANA LibOro:

1) Po3bnokyiTe MeHIo anapaTa, AKLL0 BOHO 3a6/10K0BaHe;

2) HaTtucHite kHonky «<PROG», noBopoToM perynatopa 06epiTb NOTPiGHMIA HOMEP NporpamMu i HaTUCHITb Ha pyyKy perynatopa —
6yayTb BCTAHOB/MEHI HanaluTyBaHHA, 36epexeHiy faHi nporpami.

MNEPENIK ®YHKLIN

Cnoci6 3BaproBaHHA «MMA»

0) [-1-] - OCHOBHMIA NapaMeTp - CTPYM 3BaproBaHHA (3a 3aMoBYyBaHHAM = 80 A);
a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHuM 1 A) ana MultiPRO-350-400V;
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) [H.St] cuna "Mapayoro ctapTty" (3a 3aMoBUyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
) [t.HS] uac "lapauoro cTapTy" (3a 3aMoB4YyBaHHAM = 0,3 c);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
) [Ar.F] cuna "®opcaxy ayru" (3a 3amMoBuyBaHHAM = 50%);
a) 0 [OFF] ... 100% (Kpok 3MiHu 5%);
) [u.AF] nopir «®opcax ayru» (3a 3aMoBYyBaHHAM = 12 B);
a) 9...18 B (kpok 3MiHu 1 B);
) [BAH] Haxvnn BonbTaMnepHOoi XxapakTepUCTUKM (3a 3aMoBYyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHK 0,4 V/A);
6) [Sh.A] pe>kuM KOpoTKOi Ayru (3a 3amMoB4YyBaHHAM = OFF);
a) 0 [OFF] ... 3 (KpoK 3MiHu 1);
) [BSn] 610K 3HU>KEHHA HaNpyrv XxoN0CTOro XxoAay (3a 3aMoB4yBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;
) [Po.P]iMnynbcHMiA pexkuM (3a 3aMoBUyBaHHAM = OFF);
a) ON - yBiMKHeEHUI;
b) OFF - BUMKHEHWI;
MapameTpu iMnynbcHoro pexkumy «MMA»:

-

N

w

N

o

~N

e

9) [-1-] 6a30BUIA CTPYM - OCHOBHUMIA NapaMeTp (3a 3aMoBYyBaHHAM = 80 A);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHu 1 A) ana MultiPRO-350-400V;
10) [I.PS] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A);
a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO-200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO-250;
c) 12 ... 270 A (kpok 3MiHW 1 A) gna MultiPRO-270-400V;
d) 14 ... 350 A (kpok 3MiHuM 1 A) ana MultiPRO-350-400V;
11)  [Fr.P]uacToTta nynbcauii cTpyMy (3a 3aMoBYyBaHHAM = 5,0 'L);
a) 0,2...500 Ny, (AMHaMi4yHW KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%);
a) 20...80% (KpOK 3MiHM 2%).

Cnoci6 3BaproBaHHA «TIG»

0) [-2-] oCHOBHWI NapaMeTp - CTPYM 3BaploBaHHA (3a 3aMoBYyBaHHAM = 60 A);
a) a) 12...200 A (kpok 3MiHuK 1 A) ans MultiPRO -200;
b) 6) 12...250 A (kpok 3MiHu 1 A) ana MultiPRO -250;
c) B) 12... 270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) r) 14...350 A (kpok 3MiHu 1 A) ana MultiPRO -350-400V;
1) [but] pe>knM KHONKM NanbHUKa (3a 3amMoBuyBaHHAM = HF2T);

a) LIFT - KOHTaKTHWUI pexxuM 3anantoBaHHA ayrv TIG-LIFT (BeHTUNbHUIA NanbHWUK);
b) LIFT2T - KOHTaKTHWIA 2-TaKTOBUI pexxuM 3anantoBaHHA ayrn TIG-LIFT2T (nanbHUK 3 KHOMKOH);
c) LIFT4T — KOHTaKTHWIA 4-TaKTOBUI pexxuM 3anantoBaHHA ayrn TIG-LIFTAT (nanbHUK 3 KHOMKOH);

YBATA! MNpu BUKOpUCTaHHi pexxuMiB 6e3koHTakTHoro nignany ayrv TIG HF 060B’a3KoBO Bifg’eaHanTe Ka6enb )XMBNEHHA Ta CUTHaniB
BiA 6n10Ky nogadi gpoTy!
d) HF2T — 6e3KOHTaKTHUIN 2-TakTOBMI pexXuM 3anantosaHHaA ayrv TIG-HF2T;
e) HFA4T — 6e3KOHTaKTHUIN 4-TakTOBMI pexxumM 3anantosaHHaA ayrv TIG-HF4T;
2) [t.Pr] yac nepeara3sy(3a 3amoBuyBaHHAM = 0,4 c);
a) 0,1...25,0 ¢ (kpok 3MiHuK 0,1 c);
3) [t.Po] wac nicnarasy (3a 3amoBuyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHun 0,1 c);
4) [Pr.A] cTrapToBuMii cTpyM (NinoTHa ayra) (3a 3aMoBYyBaHHAM = 20 A);
a) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -200;
b) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -250;
c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...50 A (kpok 3MiHu 1 A) ana MultiPRO -350-400V;
5) [Po.A] KiHLLeBUI CTPYM (32 3aMoBYyBaHHAM = 20 A);
a) 12...50 A (kpok 3MiHu 1 A) ansa MultiPRO -200;
b) 12...50 A (kpok 3MiHuK 1 A) ansa MultiPRO -250;
c) 12...50 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...50 A (kpok 3MiHu 1 A) ana MultiPRO -350-400V;
6) [t.uP] yac HapocTaHHA CTPyMy (3a 3aMOBYyBaHHAM = 0,2 c);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHun 0,1 c);
7) [t.dn] yac cnapa cTpyMy (3a 3amMoBUyBaHHAM = 0,2 C);
a) 0 [OFF] ... 15,0 ¢ (kpok 3MiHun 0,1 c);
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8) [Po.P] iMnynbcHMiA peXxuM (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;

MapameTpu iMnynbcHoro pexxnmy «TIG»:

9) [-2-] 6a30BuUIA CTPYM (32 3aMOBYyBaHHAM = 60 A);
a) 12...200 A (kpok 3MiHK 1 A) gns MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) gns MultiPRO -250;
c) 12 ... 270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gns MultiPRO -350-400V;
10) [I.PS] cTpyM nay3u (3a 3aMoBYyBaHHAM = 25 A);
a) 12...200 A (kpok 3MiHK 1 A) ans MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) ans MultiPRO -250;
c) 12...270 A (kpok 3MiHu 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;
11)  [Fr.P]uacToTa nynbcauii cTpyMmy (3a 3aMoBYyBaHHAM = 10 I);
a) 0,2...500 Ny, (AnHaMi4yHWA KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%);
13) [SPT] pe>xum 3BaptoBaHHa SPOT (3a 3amMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHO;
MapameTpu pe>knuMy ToukoBoro 3saptoBaHHsa (SPOT/COLD) «TIG»:

14)  [I.SPT] cTpyM Kpanku (3a 3aMoBYyBaHHAM = 160 A);

a) 12...200 A (kpok 3MiHK 1 A) gna MultiPRO -200;
b) 12...250 A (kpok 3MiHK 1 A) gna MultiPRO -250;
c) 12...270 A (kpok 3MiHn 1 A) ana MultiPRO -270-400V;
d) 14...350 A (kpok 3MiHK 1 A) gna MultiPRO -350-400V;

15)  [t.SP]uac kpanku (3a 3aMmoBuyBaHHAM = 0,02 c);

a) 0,01 ... 25 ¢ (AMHaMi4yHMIn KPOoK 3MiHK 0,01 ¢ ... 1 ¢);
16) [t.PS]uac nay3u (3a 3aMoBUyBaHHAM = 1,0 c);

a) OFF ... 0,5 ... 5,0 c (kpok 3MiHK 0,1 c).

Cnoci6 3BaproBaHHA «MIG/MAG»

0) [-3-] Hanpyra 3BaploBaHHA - OCHOBHWUI NapaMeTp (3a 3aMoBYyBaHHAM = 19,0 B);
a) 12... 26,0 B (kpok 3MiHu 1 B) ana MultiPRO-200;
b) 12... 28,0 B (kpok 3MiHu 1 B) ana MultiPRO-250;
c) 12 ... 29,0 B (kpok 3MiHu 1 B) gna MultiPRO-270-400V;
d) 12 ... 32,0 B (kpok 3MiHu 1 B) ana MultiPRO-350-400V;
1) [SPD] wBMAKicTb APOTY - APYTMI1 OCHOBHUI NapaMeTp (3a 3aMOBYYBaHHAM = 4,5 M/xB);
a) 1,0...16,0 M/xB (Kpok 3MiHuK 0,1 M/xB);
2) [t.Pr] yac nepepra3sy (3a 3aMoBuyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHn 0,1 c);
3) [t.PO] wac nicnAarasy (3a 3aMoBYyBaHHAM = 1,5 ¢);
a) 0,5...25,0 ¢ (Kpok 3MiHK 0,1 c);
4) [t.uP] yac HapocTaHHA CTpyMy (3a 3aMoBYyBaHHAM = 0,1 ¢);
a) 0,0... 5,0 c (kpok 3MiHKn 0,1 c);
5) [t.dn] wac cnapa cTpyMy (3a 3aMoBYyBaHHAM = 0,1 ¢);
a) 0,0... 5,0 c (kpok 3MiHK 0,1 c);
6) [but] pe>xumM KHONKM NanbHMKa (3a 3aMoBYyBaHHAM = [2T]);

a) [2T] - 2-TaKTOBUIA PEXUM KHOMKM NanbHMKa;
b) [4T] - 4-TaKTOBU PEXUM KHOMKM NanbHWKa;

7) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYYBaHHAM = 0);
a) -5...0... 5 cTyniHb (KPOK 3MiHM 1 CTyMiHb);

8) [SFt] M’akui cTapT ApoTy (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHNI;
9) [Po.P] iMmnynbcHuit pexxuM cTpyMmy (3a 3amoB4dyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
MapameTpu iMnynbcHoro pe>xkumy «MIG/MAG»:

10) [Adu] kopekuia Hanpyru 19,0V - OCHOBHWI NapaMeTp y iMNyNbCHOMY peXuMi (3a 3aMoBYyBaHHAM = 0,0 B);
a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inblLEHHAM 3HaUEHHA NapaMeTpy PoCcTe AOBXMHA AYr;
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11)  [tYP] Tun maTepiany apoTy (3a 3aMoBYyBaHHAM = Fe);
a) Fe — 3BnuaniHui ctanesui apit Tuny ER70S-6 (BukoprcToByBaTH 3aXMCHUI ra3* Tinbku cknagy 82% Ar +18% COz);
b) St.St - Hepxkasitounin apit TNy ER308L/ER316L (B1KOPMCTOBYBATM 3aXMCHWI ras® Tinbku cknagy 98% Ar +2% CO,);
c) ALSi - antoMiHieBo-kpeMHieBuit apiT TMNy ER4043 (BUKOPMCTOBYBATU 3aXMCHMIA ras? Tinbku 100% Ar);
d) ALMg - antomiHieBo-MarHiesuit 4pit Tuny ER5356 (BUKOpUCTOBYBaTU 3axm1CHMIA raz® Tinbkm 100% Ar);
12) [dia] aiameTp apoTy (3a 3aMoBYyBaHHAM = 0,8 MM);
a) 0,6...1,0 MM Ans cTaneBoro Ta Hepxagitoyoro ApoTy MultiPRO-200/250;
b) 0,6...1,2 MM AnA cTaneBoro Ta Hepxagitoyoro ApoTy MultiPRO-270/350;
c) 0,8...1,2 MM ANnAa antoMiHieBOro ApoTy.

EnekmpoximiuHe ouyuuwjeHHa/nonipyBaHHAa «CLEAN»

0) [-4-] Hanpyra - oOCHOBHWUI NapaMeTp (3a 3aMoBYyBaHHAM = 12,0 B);
a) 8...12 B (kpok 3MiHK 0,5 B).

FTAPAHTIMHE OBCJ/TYTOBYBAHHA

LLlaHOBHMI cnoxxusau!
MATOH IHTEPHELLUH/ askye Bam 3a Bu6ip npoaykuii PATON™ Ta rapaHTye BUCOKY AKicTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBM AOTPMMaHHA NpaBua Moro ekcnnyaTawii.

VYBATA!!! lMepen BukopucTaHHAM o6nagHaHHA PEKOMEHAYEMO O03HAWOMUTUCA 3 PO3LUMPEHOHD [HCTPYKUiew 3
ekcnnyaTauii, a TakoX NepeBipuTU NPaBWUIbHICTb 3aNOBHEHHA rapaHTIMHOro TanoHa: Ha3ea Mogeni npuadaHoro Bamu
BMpOO6y, Ta MOro cepinHnn HoMep NOBWUHHI BYTW iAEHTUYHI 3anncaM B rapaHTiiHOMY TanoHi. He fonyckaeTbcA BHECEHHA B
TanoH 6yab-AKMNX 3MiH Y/ BUMPaBEHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA y pa3si 4OTPMMaHHSA CrioXKMBayeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.
YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHSA BifiCYTHE 32 yMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBanbHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061a4HaHHA CTAHOBUTb:

Mogaens anapary TepMiH rapaHTii
MultiPRO-200
MultiPRO-250
MultiPRO-270-400V 3 poku
MultiPRO -350-400V

OCHOBHWI rapaHTinHWIA Nepios 064YNCAIOETLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLEBI.

3aana ynepenykeHHs Buxoay anapaty 3 nafy PeKOMeHAYETbCA, 3aneXHO Bif4 YMOB eKkcnayaTalii, 04MH pa3 Ha NiBPOKy 3HATU 3aXUCHY
KPULLKY | BAKOHATN YNCTKY BHYTPILLHIX eNeMeHTiB i By3niB o6nagHaHHA CTUCHEHUM NOBITPAM. YMCTKY HEObXiAHO NPOBOAMTU aKypaTHO,
YTPUMYHOUM LW1aHr KOMMpecopa Ha ,ELOCTBTHil;I Bi,CLCTaHi, 3aanAa yHUKHEeHHA NOLWIKOAXKEHHA navikm €MNeKTPOHHUX KOMMOHEHTIB i
MeXaHi4YHUX YaCTUH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiody, y BUNagKy rapaHTinHOro peMOHTY, npoaaBselb 3060B'A3yeTbcA 6€3KOLUTOBHO AN

BnacHuka o6nagHaHHs PATON™:

— npotaroM 1 poky 3 AaTv nNpuAaGaHHA KNieHTOM obnapHaHHA, onnaTUTU AocTaBky obnagHaHHA B CepBiCHUIM LEHTp i 1oro
NOBEPHEHHA KNIEHTY, BUKOPUCTOBYIOYM NOCYrK KoMNaHii «<HoBa noLuTa»;

— MPOBECTM AiarHOCTUKY Ta BUABUTU MPUUMHY HECTIPABHOCTI;

— 3abe3neunTu By3naMu Ta eneMeHTaMmn, HeobxiAHUMU ANA PEMOHTY;

— BiAPEMOHTYBaTV 06naAHaHHA, Lo BUIALLAO 3 nagy;

— MPOBECTW TECTYBAHHA Bi[peMOHTOBAHOro 061a4HaHHA

OCHOBHI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOIOTLCA Ha 061aaHaHHA:

— 3 MexaHiYHUMM NOLIKOAXKEHHAMM, LLLO BNIWHYNM Ha Npaue3aaTHicTb anapaty (aedopmMalis Kopnycy 1 AeTanei BHacnifok nagiHHa 3
BMCOTU ab0 30BHILLHIX yAapis, BUNnagaHHA KHOMOK Ta Po3'eMiB);

3i cnigamMu Koposii, Aka cTana NPUYNHO HECMPABHOTO CTaHy;

— fAIKe BUNMLLIIO 3 Nady Yepes BN/INB CUMBbHOTO 3BO/TOXKEHHS;

— AKe BUALLMO 3 nafy Yepe3 HaKoMMUYeHHA CTPYMONPOBIAHOIO NWUAY (BYFiNbHWIA N, MeTanesa CTPy>KKa Ta iH.) BcepeauHi;

y pasi cnpobu caMocTilHOro peMoHTy Ta/abo 3aMiHu aeTanen.

4 pekoMeH/10BaHa BUTPaTa rasy Big 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inblue aAna cTpymis 150-200 A
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Tako>Xk OCHOBHi rapaHTilHi 3060B'A3aHHA HE NOLUMPHOKOTLCA Ha 30BHILLHI eneMeHTn obnagHaHHsA, AKi NigaaTbea Gi3UYHOMY KOHTaKTY,
a TakoX Ha CynyTHi/BUTpaTHi MaTepianu:

— BUMWKAY XKUBNEHHS;

— PY4KW perynoBaHHA napameTpis 3BaproBaHHA;

— po3'eMu NigkntouYeHHA kabenis i pykasis;

— po3'eMu ynpaBniHHA;

— MepexeBui kabenb i BUNKY MepexxeBoro kabento;

— PYYKU Ta peMiHb A8 NepeHeceHHs, Kelc, kopobka;

— eneKTpoAoTpMMaUi, kemMa «Macu», NanbHWK, 3BaptoBasbHi kabeni Ta pykasu.

MpeTeH3sii LWoAo HMX NPUNMalOTbCA He Ni3HiLLe ABOX TWXKHIB Nicna npoaaxy

MpopaBeub 3anviae 3a coboto MpaBoO BiAMOBWTM y HaAaHHI rapaHTIMHOTO PeMOHTy, abo BCTAHOBWTM [aToO MOYaTKy BUKOHAHHA
rapaHTilnHUX 3060B'A3aHb MicALb | Pik BUMYCKy anapaTy (BCTaHOB/IOIOTLCA 3@ CePiiHMM HOMEpPOM):

— y pasi BTpaTu nacrnopTa BfacHUKOM;

— y pasi BigcyTHoCTi KopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacrnopTa NpoAasLEeM.

apaHTiliHUI CTPOK NPOAOBXKYETHCA, Ha TEPMiH rapaHTINHOro 06C/lyroByBaHHS anapaTy y CepBiCHOMY LieHTPi.

PATON MultiPRO MMA/TIG/MIG/MAG -16 -



FPATON

ENGLISH

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

— injury of maintenance personnel or third persons;

— damage of the machine or property of the enterprise;

— derangement of efficient working process.

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

— have knowledge about welding;

— carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

;l

DANGER OF MAINS AND ARC CURRENT
— electric shock can lead to death;

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

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

— never remove the outer case when using the machine.

\
L

i

DANGER OF WELDING ARC RADIATION

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

8.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

— arc radiation field must be free from solvent vapors.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

— remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

— wear robust footwear, which retains insulating properties in moist environment as well;

— protect the hands with insulating gloves;

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

— wear only proper low-flammable clothes.

o[>

#))
=i

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

The delivery set of the device includes:

Short operating =
manual ! 5

Rollers for solid and

. . aluminum wire
Welding cable with an ABICOR BINZEL

electrode holder, 3 m*

Shoulder
carryingstap

Welding arc power source with

Welding cable with anABICOR BINZEL wire feeder

ground terminal, 3 m*

Quick-release
pneumatic
connector, 2 pcs.

Semi-automatic torch ABICOR BINZEL, 3 m* Argon-arc torch ABICOR BINZEL, 4 m*

* - Not available for the MultiPRO ‘WA’ models

CONTROLS AND INDICATION

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

PATON MultiPRO MMA/TIG/MIG/MAG -18-



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

1- Welding unit display;

2- Welding mode selection button MODE:

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

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

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

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

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

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

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

8- Wire feed unit digital display;

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

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

11- Power supply cable to the wire feed unit;

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

13- Torch buttons connector (TIG welding);

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

15- Wire feed unit cover latch;

16~ Wire coil box cover;

17- Welding wire coil box;

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

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

20- The wire feeder control cable connector;

21- Power supply switch/breaker;

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

23- Grounding cable connection point;

24- Wire feeder and gas heater fuses;

25- 36 V socket for gas heater;

26- Power supply cable;

A -+’ power current socket:

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

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

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

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

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

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

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

INDICATION

MIG/MAG

Power source screen Wire feeder screen

MMA

RlRlH1Fi
/!
4]

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

Power source screen

TIG

TIEi- HFZT 1- Current operating mode;

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

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

Power source screen

CLEAN

Power source screen

START-UP

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

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

POWER CONNECTION

The PATON MultiPRO welding machine is rated for:

1- Mains voltage is 1x220 V (-27% +18%) — for MultiPRO-200/250 model;

2- Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models), three wires are
dedicated for this. Safety rules require grounding of the unit housing. There are two ways to ground the unit:

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

— by using a bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the CIS countries).

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON

welding machines to a 3-phase power supply: L2
— Brown wire - phaseL1;

— Black wire - phase L2;

— Blue wire - phase L3;

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

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

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

SELECTING THE DEVICE MENU LANGUAGE

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

WELDING MODES PARAMETERS

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

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

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

@5

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

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

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

MACHINE CONNECTION DIAGRAM FOR MANUAL METALARCWELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

‘ S
'\_s-,;f WORKPIECE

RECOMMENDED POWER CABLES LENGTH FOR MMA WELDING

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

Ar
Ar+He

\\

ARGON-ARC
TORCH

WORKPIECE

ARGON-ARC
TORCH

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

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

MIG/MAG
TORCH

BTN

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

PATON BRUSH

GROUNDING CLAMP

WORKPIECE

SPECIFICATIONS

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

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

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

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

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

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

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

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

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

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

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

UNLOCKING AND LOCKING THE MENU

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

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

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

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

RESETTING SETTINGS MADE

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

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

Resetting each program in every welding method is performed separately.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

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

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

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

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

1) Unlock the device menu ifitis locked;

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

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

FUNCTIONS LIST
MMA welding method

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

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

MMA current pulsation mode parameters:

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

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

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

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

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

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

TIG welding method

0) [-2-] welding amperage - main displayed parameter (default= 60 A);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12...250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unit increment 1 A) for MultiPRO -350-400V;
1) [but] torch button mode (default= [HF2T] );
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT2T - contact striking 2-stroke button mode TIG-LIFT2T;
c) LIFT4T - contact striking 4-stroke button mode TIG-LIFT4T;
ATTENTION! Be sure to disconnect the signal cable from the wire feed unit when using TIG HF arc ignition modes!
d) HF2T - non-contact striking 2-stroke button mode TIG-HF2T;
e) HFAT - 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=20A);
a) 12 ...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
5) [Po.A]final amperage (default=20A);
a) 12...50 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ...50 A (unitincrement 1 A) for MultiPRO -250;
c) 12...50 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14 ...50 A (unitincrement 1 A) for MultiPRO -350-400V;
6) [t.uP]amperage rise time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
7) [t.dn] amperage fall time (default=0.2 s);
a) O[OFF] ... 15.0 s (unitincrement 0.1 s);
8) [Po.P]pulse mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

9) [-2-] base amperage - main displayed parameter (default= 60 A);
a) 12...200 A (unitincrement 1 A) for MultiPRO-200;
b) 12...250 A (unitincrement 1 A) for MultiPRO-250;
c) 12...270 A (unitincrement 1 A) for MultiPRO -270-400V;
d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;
10) [I.PS] pause amperage (default=25A);
a) 12 ...200 A (unitincrement 1 A) for MultiPRO -200;
b) 12 ... 250 A (unitincrement 1 A) for MultiPRO -250;
c) 12 ...270 A (unitincrement 1 A) for MultiPRO -270-400V;
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d) 14...350 A (unitincrement 1 A) for MultiPRO -350-400V;

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

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

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

SPOT/COLD TIG mode parameters:

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

MIG/MAG welding method

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

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

Electrochemical cleaning/polishing mode ‘CLEAN’

13) [-4-] voltage - main parameter (default=12.0V);
a) 8...12V (change step 0.5 V).

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

Dear customer!

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

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

WARRANTY POLICY

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

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

The main warranty period for welding equipment is:

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

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

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

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

— to provide units and elements necessary for the repair;

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

— to test the repaired equipment.

The main warranty does not apply to the equipment:

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

with traces of corrosion, caused a malfunction;

— failed due to exposure of abundant moisture;

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

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

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

— the power switch;

— the adjusting knobs;

— the cables and sleeves connectors;

— the control connectors;

— the mains cable and the mains cable plug;

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

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

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

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

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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