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PATON |

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™ StandardMIG-160
PATON™ StandardMIG-200

PATON™ StandardMIG-250
PATON™ StandardMIG-270-400V
PATON™ StandardMIG-350-400V

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

Directives:

Safety of machinery - Electrical equipment of EN IEC 60204-1:2018

machines -
Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

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

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04. 08 2022

Signature
Name, Function: MarkTok akov

PATON Internatlonal 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:
—TpaBMyBaHHA 06cnyrosytoyoro nepcoHany abo TpeTboi ocobu;
—3anofifaHHA LWKOAW caMoMy anapaTy abo MaTepianbHWUM LiIHHOCTAM NiANPUEMCTBA;
—nopyLueHHs epeKTUBHOro poboyoro npotiecy.

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

—NPOWTW BiANOBIAHY aTecTaLito;

— BOJIOAITV 3HAHHAMM 3i 3BaploBaHHs;

—TOYHO AOTPUMYBATUCA L€ IHCTPYKLii.
HecnpaBHoCTi, AKi MOXXYTb 3HN3UTK 6e3neKy, NOBUHHI 6YTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3IMEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

—ypaXKeHHsA eNleKTPUYHMUM CTPYMOM MoXe GyTV CMepTenbHUM;

— 3BaptoBanbHUI kabenb NOBUHEH 6yT MiLLHUM, HeYLLIKOAXKEHMM Ta i3oniboBaHUM. OcnabneHi
3’egHaHHA | nowkoAXKeHU kabenb NOTPiGHO HeramHo 3aMiHUTU. MepexkeBi kabeni 11 kabeni
3BaploBasibHOro anapaTty MOBUHHI CUCTEMaTUYHO NepeBipATUCA daxiBLLeM eNeKTPUKOM Ha
cnpaeHiCTb i3onALii;

—nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATW 30BHILLHIM KOXYX anapary.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTM NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTopoHHi 0co6bM, LLLIO 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuLLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMMHaTb BUMPOMIHIOBaHHS.

HEBESMNEKA LWWKIA/TMBUX TA3IB | BUMAPIB
—YTBOpPEHi AWM Ta LWKiANMBI ra3n BUAanuT1 3 pobo4oi 30HK cneuianbHUMK 3acobamu;
—3abe3neynTy 4OCTaTHI MPUTOK CBIXKOro NOBITPA;
— BMMNapyu PO34YMHHUKIB HEe MOBUHHI MOTPanIATK B 30HY BUMNPOMiHIOBaHHA 3BaptoBanbHOI Ayru.

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
—3alMUCTI NpeaMeTn BUaanutn 3 poboyoi 30Hu;
— He AonyckatTbcA 3BaptoBanbHi POBOTN Ha EMHOCTSAX, Y AKMX 36epiratoTbea abo 36epiranuca
rasu, nanbHe, HadToNpPoAyKTN. MoxxnmBa Hebeaneka BUBYXyY 3aNULLKIB LUX MPOAYKTIB;
—Y NOXEX0- Ta BUbyxoHe6e3neuHnx NpuMiLLLeHHAX 4OTPUMYBaTUCA 0COBIMBUX NpaBun,
BiANOBIAHO A0 HALiOHANbHUX Ta MiXKHAPOAHUX HOPM.

AKWI BigNoBifae cTaHAapTaM TexHikn 6eaneku;
— BMKOPUCTOBYBATW TiNbKW BiAMNOBIAHWI (BaXKKO3aMMUCTUIN OAAT).

OCOBUCTE 3AXUCHE OCHALLEHHA

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:
— HOCUTU MilHe B3YTTA, Lo 36epirae i30nt0r0Yi BNaCTUBOCTI, B TOMY YMC/i 1 Y BONOMMX YyMOBaX;
—3axu1LLaTV PYKU i30/1I0H0UUMMN pyKaBUYKaMU;
— 0u4i 3axuLLLaTV 3aXMCHOI MackKoto 3 GiNbTPOM NPOTH yNbTpadioNneToBoro BUNPOMiHIOBaHHSA,

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:

Cmucnut
noci6HuUK
3BaproBasbHuUll kabesb 3 Kopucmysaya
enekmpogompumayem ABICOR BINZEL*
3BaproBanbHuli anapam .\:4
PATON StandardMIG w

Komnnekmu ponukiB ana
CYUiflbHOro cmasneBoro ma
asoMiHieBoro gpomy**

HanisaBmomamuy4Hull nanbHUK
3BaproBasbHuUl kabesb 3 K1EMOK ABICOR BINZEL*
«Maca» ABICOR BINZEL*

LIBuako3HIMHUU

@ @ Komnnekm nepekamHux [THEBMOpOS €M
!j !j Kosic ***

* — Kpim Mogeneit 3 iHaekcoM «WA»
**-[nAa Bcix Mmoaenen StandardMIG-350-400V

YMNPABJIIHHA TA IHOUKALLIA **% _ [Ing Beix StandardMIG-270/350-400V

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

1-KHonka «MODE» Bu6opy cnocoby 3BaptoBaHHA:
—HaniBaBTOMaTU4YHe 3BaptoBaHHA B 3axMcHUX rasax (MIG/MAG);
—aproHoAayroee 3BapoBaHHsA Bonbdpamosum enektpogomM (TIG);
— py4He AyroBe eneKkTpo3BaploBaHHA LUTYYHUM enekTpoaom (MMA);
2-Pyyka perynsatopa ans Bubopy dyHKLUi (napaMeTpiB) NOTOYHOro cnocoby 3BaptoBaHHA Ta BCTAHOBNEHHA iX 3HaueHHA. [ToBepTante
pyuky pana Bubopy oyHKUin/NapaMeTpiB, HaTUCHITb Ha HEl AnA nepexoQy /A0 BCTAHOBNEHHA 3HayeHHA BubpaHoi
$yHKuii/napameTpy. 3HaueHHA BCTAHOB/MIOIOTLCA NOBOPOTaMU Pyykun perynatopa. HaTUCHITb Ha pyyky perynatopa Lue pas, Wwob
NoBEPHYTUCH A0 MeHIo BUBopy yHKUin/napameTpis;
3-/[lucnnew 3BaptoBanbHOro anapary;
4-KHonka PROG Bubopy nporpaMu 3aptoBaHHA (Habip paHille HanalToBaHUX KOpUCTyBayeM napameTpis). [logatkoBa GyHKLUIA y
cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe GinbLue 1 ceKyHAN ANA HanallTyBaHHA PiBHA iHAYKTUBHOCTI;
5-Pyuka perynatopa VOLTAGE (V) ana BcTaHOBNEHHA 3HaYeHHA 3BaptoBanbHOi Hanpyru B cnocobi MIG/MAG;
6-KHonka TEST GAS ans nepeBipku i HanawiTyBaHHA nogayi 3axmMcHoro rasy (aktveHa Tinbku B TIG Ta B MIG/MAG 3BaptoBaHHi).
HaTucHiTb KHOMKy, Wo6 BiAKPUTU KnanaH noaadvi rady. Hanawtynte BuTpaTy rasy perynaTopoM Ha peayKTopi i HATUCHITb KHOMKY
TEST GAS we pas, wob6 3akputm nogady rasdy. UM BOHaA aBTOMaTUYHO MPUNUHUTBCA 4Yepe3d 15 cekyHA.
Mpu onepauiax 3 kHonkoto TEST GAS 3BaptoBanbHUIN APIT HE NOAAETLCA;
PEKOMEHOALLIA: O6oe’a3koBo HaTtucHIiTL kHonky TEST GAS nicnsa gosroi nepepsu y po6oTi, wo6 BUrHaTK 3 ra3oBOro TpakTy
nanbHVKa NOBITPA, L0 MO0 MPOHWKHYTU TYAM NI, 4ac NpocToto.
7-Krnonka WIRE INSTALL (aktusHa Tinbkn B MIG/MAG 3BaptoBaHHi) — HaTUCHITb | yTPUMYIATe ii AN 3anpaBneHHA 4pOTy B 3BaptoBaibHUA
pyKaB Ta nanbHWK. 3aXMCHWI ra3 Npu LibOMy He NoJaeTbCs;
8-Po3'em KZ-2 tuny "€BPO" gna nia’eaHaHHa aproHogyrosoro (TIG) nanbHuka kHonkoBoro Tuny abo HaniBasTomatuyHoro (MIG/MAG)
nanbHWKa;
9-lepeMunyKa 3BaproBanbHOro CTPYMY;
10- BuMumKau XXMBNeHHs;
11-Tpumay 3anobixHuka (3 A) 6noky nogadi 4poTy;
12- BXigHWM WTyLep AN1A 3aXMCHOro rasy;
13- KpuLuka Bifciky KOTYLUKM APOTY Ta MexaHi3My nogadi;
14- Micue niaknoyeHHA kabento 3a3eMNeHHs;
15- 3anob6ixkHuK nigirpisaya rasy (8 A);
16—~ PoseTka 36 V ana nigirpisaya rasy.
A -THi3[0 «+» CUNOBOrO CTPYMY:
—npwu 3BaptoBaHHi MIG/MAG cyLinbHUM APOTOM — MiAKOYAETLCA NEPEMMUKA 3BaptOBaIbHOro CTpyMy (9);
—npu 3BaptoBaHHi MIG/MAG ¢nocoBMM ApOTOM - NigkntoyaeTbca kabenb «<Mmaca»;
—npu 3BaptoBaHHi TIG — NigkNtoYaeTbCA TiNbKM Kabenb «Maca»;
—npwu 3BaptoBaHHi MMA - nigkntovaeTbea kabenb enekTpoaoTpruMaYa (Npu BUKOPUCTaHHI creuianbHUX eNekTpoAiB NigknroyaeTbea
Kabenb «Mmaca»);
B -THi3no «» cnnoBoro cTpymy:
—Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM — MigKItOYaETbCA Kabenb «Maca»;
—npw HaniBaBToMaTU4YHOMy 3BaptoBaHHi MIG/MAG ¢nrocoBUM APOTOM — NiAK/IIOYAETLCA NEPEMUYKA 3BapIOBaNbHOrO CTPYMY (9);
—npw 3BaptoBaHHi TIG — nigkntoyaeTbea Tinbkn kabenb aproHOAYroBOro nanbHUKa;
—npw 3BaptoBaHHi MMA - nigkntovaeTtbea kabenb «Maca» (MPU BUKOPUCTaHHI cnelianbHUX enekTpoAiB NigkntoyYaeTbca kabenb
enekTpogoTpMMaya).

PATON StandardMIG DC MMA/TIG/MIG/MAG -6~
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IHOUKALIA AMNAPATA
MIG/MAG

nnaswl
AFOTY: XB

MMA

1-TOTOUHUI PEXUM 3BaAPIOBAHHA;

2-HoMep noTo4YHOi Nporpamu;

3-HasBa ¢pyHKUii / napameTpa;

4-3HayeHHA o6paHoi GyHKLUIT / napameTpa;

5-lepenik Ta 3Ha4YeHHA ABOX HACTYMHUX NapaMeTpPiB B MEHHO.

NaFaMeTFM: b
cuna MNar. CTarTal

“ac MNar. CTarTd
TIG

NaFa3MeTFM.
KHOMKE NalkeHMK: LIFT
1IMAYNECHMA FPewmMe OFF

pion

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIN anapaTt MpU3HAYeHUn BUKIOYHO: A7 PYYHOro [AyroBOro 3BaploBaHHA LITYYHUM eneKTPoAOM, 3BaploBaHHA
BONbGPaAMOBUM e/1IEKTPOAOM B CEPEefOBULLI aproHy, a TakoX HaniBaBTOMaTUYHOIO 3BaploBaHHA B CEPeAOBULLI 3aXMCHUX rasis. |HLue
BMKOPUCTaHHA anapaTy He BiAnoBiAae Moro npusHayeHH. BUpobHUK He Hece BiANOBIAaNbHOCTI 3a MOLUKOAXEHHA, 3aBAaHi
BMKOPUCTaHHAM anapaTy He 3a Npu3HaveHHAM. BukopuctaHHA 3a NpM3HayYeHHAM Ma€e Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOi iIHCTPyKLi.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3amilyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XOM0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
oTtBopu. CniakynTe 3a TUM, Wo6 MeTanesuii nun HE 3acMokTyBanacs 6e3nocepeHbo B anapaTt BEHTUIATOPOM OXONOAXKEHHA.

MIAK/IFOYEHHA XKUBJ/IEHHA

3BaptoBanbHi anapaTtv PATON StandardMIG po3paxoBaHi Ha XXUBMEHHA:

—OpaHodasHMM 3MiHHUM cTpyMOM Hanpyroto 220 B a6o 230 B (-27% +18%) (Mogeni StandardMIG-160/200/250);
—TpudasHnM 3MiHHMM cTpyMOoM Hanpyroto 3x380 B a6o 3x400 B (Mogeni StandardMIG-270-400V/350-400V).
VYBATA! Bci rapaHTiiiHi 3060B'A3aHHA BUPOOHMKA BTpayaltoTb CUIy Mpu MiAKIOYEHHi anapaTta Ao Hanpyru Mepexi Buwe 270 B
(StandardMIG-160/200/250) a6o 450 B (ana StandardMIG-270-400V/350-400V) i npu nigkntoveHHi ¢basn XXMBNEHHA Ha 3a3eM/IEHHA

3BaproBanbHoOro anapara!
MpaBuna TexHikn 6e3neku nig vyac npoeeaeHHA pobiT 3i 3BaptoBanbHMM 061afHaHHAM BUMaratoTb 3a3eM/IEHHA Kopnycy anaparty. [Ans
uboro nepeabaveHo Aga BapiaHTL:

— BUKOPUCTaHHA YeTBEPTOTro APOTY Y MepeXkeBoMy Kabeni >XOBTO-3e/1eHOro
KONbOpY (MiXkKHapOAHWUI CTaHAAPT MapKyBaHHS); L2
— BUKOPMCTaHHA 60NTOBOI KNEMM Ha 3aAHil NaHeni anaparty.
[nAa nigkntoyeHHs 3BaptoBanbHUX anapatis PATON go 3-¢asHoi Mepexi XXWBNeHHsA
BUKOPUCTOBYITE Kabenb 3 YOTUPMa NPoBoAaMM, L0 Bianosigae ctaHaapTy |IEC 60445:
— KopunuHeBui npoBig —o¢aszall; L1 L3
—YopHuit nposig —¢aszal2;
— CuHin nposig, —-¢da3zal3;
—>KoBTO-3€NEHMI1 NPOBIA — 3a3eM/IeHHA. J_
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MPUMITKA: gna 3-dasHoro xueneHHs anapatis PATON StandardMIG He BMKOPUCTOBYETbCA «HY/b», a Tiflbku Tpu dasn. dKoBTo-
3e/1eHNI NPOBIA — TO caMe 3a3eM/EHHSA, @ HE «Hy/b»!

YBATA! BuMukau >xuBneHHa Ha 3agHin naHeni Mogenen StandardMIG-160/200/250 He € CUNOBUM, BiH HE 3HECTPYM/IHOE MOBHICTHO BCHO
BHYTPILLIHIO eNeKTPOHiKy. 3rigHO NpaBua TexHiku 6e3nekun nicna 3aBepLUeHHA 3BaptoBanbHUX PobiT, BUMMaTE BUNKY 3 Mepexi.

Po3'eM >XMBNeHHA, nonepeyHuit nepepia kabeniB >XWBMEHHA, a TakoXX 3anobixXHWKW BUOBUpPaNTE BUXOAAYM 3 XapaKTepUCTUKKU
CMoXMBaHHA anapata.

JKUBJIEHHA BIO FTEHEPATOPA

3BaptoBanbHi anapaTtv PATON StandardMIG Mo>kyTb OTpUMYBaTK XKMBNEHHA B4 MOGINbHOMO reHepaTopa, NOTY>KHICTb AKOro BiANOBiAae
HaCTyNnHWUM yMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHicTb
Aana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTopa, KBA
22 no 80 no 20,6 3,0
23 80120 no 20,8 4,5
a4 0 160 no 21,0 6,0
a5 40200 no 21,0 7,7
6 nerkonnaeki no 250 no 91,2 10
6 nerkonnaeki no 270 no 91,2 12,0
76 no 350 no 21,4 16,0

YBATA! insa ctabinbHoi po6ot Mogenen PATON StandardMIG BuxigHa da3oBa Hanpyra reHepaTopa Mae nexartu B Mexax 160-260 B.

BUBGIP TA HAJTALUTYBAHHA ®YHKLIA AMAPATA

B cTtaHaapTHOMy cTaHi (Konn A0 KHOMOK Ha MepeaHil naHeni He TopkatoTbcA), anapaT Ha ekpaH AXepena 3BaptoBanbHOro CTpymy
BMBOAWTbL 3HaYEHHA OCHOBHOIO NapaMeTpa NOTOYHOTO PEXXNMY 3BaptOBaHHA:
—y cnoco6i MIG/MAG - 3BaptoBanbHa Hanpyra Ta LBWAKICTb Nogavi 4poTy;
—y cnocob6i TIG — 3BaptoBanbHUIN CTPYM;
—y cnoco6i MMA - 3BaptoBanbHUIA CTPYM.
Mpwn 3BaptoBaHHi “MIG/MAG” Ha ekpaHi Bigo6pa>kaeTbCcA NoTovHe GakTMUHE 3HAYEHHA 3BaptoBanbHOro CTpyMy. Micna 3akiHYeHHs
3BaploBaHHA Ha ekpaHi NPOTAroM 8 cekyHA, Biao6paxkyeTbca GpakTMUHE 3HAYEHHA 3BaptOBaNbHOIO CTPYMY A1 MOXK/IMBOCTI Nepernagy
3BaplOBaNIbHNKOM.
PerynaTop (2) Ha NnepeaHin naHeni anapaTty — OCHOBHWI OpraH KepyBaHH#A, 3a NOro 4ONOMOro MOXXHa POBUTU HACTyNHe:
—NOBOPOTaMM pyukn BUGMpanTe No kony GyHKLUii Ta ix 3HaYEHHA Y NOTOYHOMY PeXMMi 3BaptoBaHHA
—HaTUCHITb Ha py4Ky, LLO6 NiATBEPAUTU BCTAHOBNEHHA 06paHOro napamMeTpy Y Moro 3HauYeHHs;
— HaTUCHITb Ta YTPUMYITe Ha py4yKy perynatopa 6inbLue 12 ¢, o6 CKMHYTN 3HaYeHHA BCiX GYHKLi A0 3aBOACHKUX HanaluTyBaHb
MOTOYHOTO PEXKMMY 3BaplOBaHHSA.
KHonka MODE (1)Ha nepegHii naHeni BiagnNoBifae 3a 3MiHy pexunMy 3BaploBaHHA, NepeMunKaHHA BiabyBaeTbCA No Kony.

BUBIP MOBU MEHHIO AMNAPATA

[Ana Bn6opy/3MiHM MOBM MeHto anapaTta HeobxiAHO HaTUCHYTK Ta yTpuMyBaTh KHonky MODE (1) i yBiMkHYTM anapat. B MeHto Bu6opy
MOBM MOBOPOTaMM PyHKW perynatopa BM6epiTb HeobxiaHY MOBY, Ta HATUCHITb Ha pyuKy, LWOo6 NiaTBEPAUTH BMGIp - anapaT NPOAOBXUTb
po6oTy 06paHot0 MOBOHO.

PO35/10KYBAHHA/B6/IOKYBAHHA MEHIO ATTAPATA

AKWO MeHto anapaTta 3a6/10KoBaHe, TO pyyka perynatopa (2) 3MiHE 3HaUYeHHs TiflbkKM OCHOBHOrO MapaMeTpy MOTOYHOIO PEexXunMy
po6oTn. HaTUCHITb Ta yTpMMyiTe pyuky perynsaTtopa (2) 6inbwe 6 cekyHa OJ1A PO3B/IOKYBAHHA MEHIO. Mpu po36nokyBaHHi, Ha
ekpaH BUBOAUTLCA 306paXkeHHs 3aMKa, AKUI BiAKpuBaeTbeA. MNicna ycnilwHoro po36a1okyBaHHA 04aTKOBI GyHKLiT pexkuMy po60oTum Ta ix
3HAYeHHA AOCTYNHI ANA 3MiHW.

ANA BIOKYBAHHA MEHIO HaTUCHITb i yTpMMyiMTe pyuKky perynatopa (2) goslwe 6 cekyHd. byae BigobpaxkeHa aHimMauis 3amka, WO
3aKpuBaeTLCA Ta 3a6/10KOBaHE MEHI0 anapara.

MEPEMUKAHHA HA BAXXAHWW CIOCIB6 3BAPKOBAHHA

HaTucHiTb kHonky MODE (1) Ans nepekntoYeHHA Ha HacTynHUI cnoci6 3saptoBaHHA No Kony. Ha3eu cnoco6is BigobpaxyoTbea Ha
avcnnei.
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CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MTOTOYHOIO CITIOCOBY 3BAPIOBAHHA

HaTuCHITb Ta yTpuMyiiTe pyuky perynatopa (2) 6inblue 18 cekyHA (He 3BepTanTe yBarv Ha aHiMauito 3aMouka), o6 CKMHYTU 3HAUYEHHA
BCiX NapaMeTpiB 40 3aBOACLKUX HanalTyBaHb. byae Bigo6paXkeHnn 3BOPOTHUI BiaNiK «333...222...111...» i npu focArHeHHi «000» BCi
HanawTyBaHHA BUGpaHoi NporpamMm NOTOYHOIO PeXXnMy 3BaptoBaHHA ByayTb OHOBNEHI Ha 3aBOACHKI. CKMAaHHA NapaMeTpis ANna KOXHOT
NporpamMmn KOXKHOIo PeXXMMy 3BaproBaHHA BiaOYBaETbCA OKPEMO.

3MIHA TPOrPAMU 3BAPHOBAHHA

Y KoXKHOMY crocob6i 3saptoBaHHA MIG/MAG, TIG i MMA anapat Moxe 36epirati o 16 pi3HUX BapiaHTiB HanawwTyBaHb. MOTOYHUI HOMeEP
HanawTyBaHHA (Nporpamu) BigobparkaeTbCa NpaBopyy 3Bepxy Ha ekpaHi. g yac nepLuoro yBiMKHeHHA anaparTa A1 KOXXHOro cnocoby
3BaploBaHHA BMBOAUTLCA nporpama nig N21. Yci 3MiHM B HanaluTyBaHHAX anapaTta B AaHoMy cnocobi 3BaptoBaHHA 36epiratoTbcs y
NMOTOYHOMY HOMepi Nporpamu.

HaTtucHiTtb kHonky PROG - 6yae Biao6pa>keHnn HOMep NOTOYHOI NporpamMu. 3a AOMNOMOroto pyyku perynatopa 2 o6epiTb iHLWYy nporpamy,
wo6 HanaluTyBaTH ii napameTpu.

MAPAMETPU CI10COBbIB 3BAPHOBAHHA

AiameTtp BCTaHOBNEHE 3HAYGHHS AiameTp apoty I'In.om.a nonepevyHoro Makc. poBXXuHa
enektpoay AnAa . ana MIG/MAG, nepepisy Ka6ento XXMBNEHHA, Ka6eno XUBNEeHHsA,
ctpymy npyu MMAIiTIG, A 2
MMA, MM MM MM M
1x220V/230 V - StandardMIG-160, StandardMIG-200, StandardMIG-250
1,0 75
1,5 115
22 40 80 40 20,6 2,0 155
2,5 195
4,0 310
1,5 75
2,0 105
23 40120 A0 20,8 2,5 130
4,0 205
6,0 310
2,0 75
2,5 95
24 Ao 160 2.0 155
A0 21,0 6,0 230
2,5 75
a5 40200 4,0 125
6,0 185
a5 2,5 60
26 40250 [0 21,2 4,0 100
(nerkonnaski) 6,0 150
3 x 380 V/400 V - StandardMIG-270, StandardMIG-350
1,5 135
2 175
a3 n0 120 A0 20,8 2,5 220
4 350
6 525
2 130
2,5 160
24 Ao 160 4 260
A0 21,0 6 385
2,5 115
a5 40220 4 180
6 270
2,5 85
ﬂel’KZ‘leﬂaBKi £0270 no 1,2 4 135
6 205
2,5 65
a6 A0 350 no 21,4 4 100
6 150

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTanesnM a6o HepkaBilounM ApoToM
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CXEMA MNIAK/TIOYEHHA AMAPATA 4/14 HATNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

Ar+CO,

Ar HAMIBABTOMATUYHWIA
NANbHUK

CXEMA MNMIAK/IOYEHHA ATTAPATA 4/14 APFOHOA4YroBOro 3BAPHOBAHHA (TIG)
BeHMU/IbHUM nasibHuUkom 35-50

APFOHOBUI
NAJIbHUK

]
KNEMA "MACA"
Y

TN o=
N

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHOA4YroBOro 3BAPFOBAHHA (TIG) nanbHukom
KHornkoBoro muny GZ-2

BWUPIB

Ar
Ar+He
He

APrOHOBWW
NANbHUK

PekomeHgoBaHa A0B>KUHa cu/10BUx kabenis a1 MMA 3BaproBaHHA:

MakcumManbHui cTpyMm, A o ratalateis AL nqnepeulzoro Mapka ka6ento
(B 0A4HY CTOPOHY), M nepepisy, MM
160 2.7 16 KIr1x16
200 3...9 25 KI 1x25
250 5...11 35 KI 1x35
270 5..11 35 KI 1x35
350 6..14 35 Kl 1x35
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TEXHIYHI XAPAKTEPUCTUKA

Standard Standard Standard StandardMIG StandardMIG
IR MIG-160 | MIG -200 ‘ MIG -250 -270-400V -350-400V
Howmi Hanpyra Ha 50/60 'y, B 220/230 3x380/3x400
HoMiHanbHMiA CTPYM cnoXXMBaHHA 3 ¢asu 18..21 23..07 29,5..35 12..14 16..18,5
JKUBNEHHA, A
HoMiHanbHWii 3BaploBanbHUNA CTPYM, A 160 200 250 270 350
MakcuManbHUN Ailounii CTpyMm, A 215 270 335 350 450
45%/npu 45%/npu 45%/npu 55%/npu 55%/npu
TpuBanicTb HaBaHTaXkeHHA (TH) 7604 2004 2504 270 A 3504
P 100%/npu 100%/npu 100%/npu 100%/npu 100%/npu
107 A 134 A 167A 200A 260 A
Me>xi 3MiHW Hanpyrv xusneHHs, B 160...260 +15%
:le)KI perynioBaHHs 3BaploBabHOro CTPYMY, 8..160 10...200 12...250 12..270 14...350
:'e"" pery/loBaHHA seaploBanbHol Hanpyry, 12..24 12..26 12...28 12..29 12...30
Mexi perynioBaHHA WBMAKOCTI nopavi 10..16
APOTY, M/XB T
LiameTp WITYy4HOro enekTpoasa, MM 1,6...4,0 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0
ﬂ:MeTp CyLiNbHOro 3BaploBasibHOro ApoTy, 0,6..1,0 06.1.2 0,6..1,2 0,6..1.4
Tun MexaHi3My nogadi ApoTy 2-ponukosull 4-ponukosull
Makc. Bara KOTYLLKU 3 APOTOM, KI aos5 | ao15

MMA: 0,2...500 - perynboBaHud; TIG: 0,2...500 - perynsosaHul;

IMnynbCcHi pe>xkuMu nip, yac 3BaproBaHHs, Ny, MIG/MAG: curepremusHud’

®dyHKuia «Fapauuii ctapt» (MMA) PerynboBaHul

®dyHKuia «Popcax ayrn» (MMA) PerynboBaHul

DyHKUia «<AHTUNpUAMNaHHa» (MMA) ABmomamuy4Hul

BnoK 3HWXKEHHA Hanpyrv Xo/I0CToro xoay BK/1/ BUMK

Hanpyra xonoctoro xogy MMA, B 12/75

Hanpyra nignany ayrun, B 110

HoMiHanbHa NoTyXHICTb CNoXMBaHHs, KBA 41.47 | 51.61 | 66..78 | 80.94 | 107..123
Makc. noTy)kHiCTb cnoXkusaHHs, KBA 5,9 | 7,5 | 9,5 | 11,4 | 15,3
KKA, % 90

Tun oxonop>keHHA [MoBimpsaHe, aganmuBHe

Jiana3oH po6ounx Temnepartyp, °C -25...+45

FaGapuhi posmipy, M 435x250x 298 600 x 315 x 402
(OoB>xuHa x LnpuHa x Bucora)

Maca 6e3 gpoTy Ta 6e3 akcecyapiB, Kr 11,1 11,3 11,5 26,5 26,6
Knac 3axucty IP33

20,6...1,0 npu 3BaproBaHHi cTanesnM abo Hep>KaBitoUMM APOTOM
3 lns imnynbcHoro MIG/MAG napaMeTpu HanalLToBYHOTLCA aBTOMaTUYHO, B 3aNeXHOCTI Big TMNYy, AiamMeTpa i LWBMAKOCTI noaayi ApoTy
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MNEPENIK ®YH KLI,IVI AMAPATA
Cnoci6 3BaproBaHHA MIG/MAG

0) [t.Pr]uac nepep-ra3y (3a 3aMoBYyBaHHAM = 0,1 C) — TPUBanNiCTb NepeanpoAyBKN 30HM 3BaptOBaHHA 3aXMCHUM ra3oMm;
a) 0,1...25,0 ¢ (kpok 3MiHn 0,1 c);
1) [t.uP] yac HapocTaHHA CTPYMy (3a 3aMoBYyBaHHAM = 0,1 c) — TpuBanicTb HapoCTaHHA MpoLecy 3BaptoBaHHA: 36iNblUEHHA
Hamnpyra 3BaploBaHHA i LUBUAKICTb APOTY;
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
2) [-U-]Hanpyra 3BaptoBaHHA (3a 3aMoBYyBaHHAM = 19,0 V) — nepLUnii OCHOBHWIA NapaMeTp 3BaptoBaHHA MNOCTIAHOI HaMpyrow;
a) 12,0...24,0 V (kpok 3MiHu 0,1 V) gna StandardMIG-160;
b) 12,0...26,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-200;
c) 12,0...28,0 V (kpok 3MiHu 0,1 V) ans StandardMIG-250;
d) 12,0...29,0 V (kpok 3MiHK 0,1 V) ana StandardMIG-270-400V;
e) 12,0...32,0 V (kpok 3MiHK 0,1 V) ana StandardMIG-350-400V;
3) [SPD] wBuAakicTb ApOTY (38 3aMOBYYBaHHAM = 4,5 M/XB) — ApYrvii OCHOBHWIA NapaMeTp HaniBaBToOMaTUYHOIo 3BaptoBaHHA;
a) 1,0...16,0 M/xB (KpOK 3MiHK 0,1 M/xB);
4) [t.dn] yac cnapacTpyMy (3a 3amMoBuyBaHHAM = 0,1 c) — TpuMBanicTb cnagaHHA NPOLECY 3BapOBaHHA: 3HUXKEHHA Hanpyru i
CMNOBINbHEHHA APOTY;
a) 0...5,0 ¢ (kpok 3MiHn 0,1 c);
5) [t.PO] yac nicnAa-rasy 3axvCHWUM ra3oMm (3a 3aMoB4YyBaHHAM = 1,5 ¢) — TpMBanicTb NiCAANPOAYBKM 30HN 3BapPOBAHHA 3aXUCHUM
rasom;
a) 0,5...25,0 ¢ (kpok 3MiHn 0,1 c);
6) [but] pe>kuM KHONKW NanbHUKa (3a 3aMoBYyBaHHAM = [2T]) - 06epiTb peXkKMM KepyBaHHSA 3BaptoBasibHMUM NPOLLECOM 3a JONOMOroto
KHOMKW NanbHuKa;
a) [2T] - 2-takTOBUI pexxum kHonkun MIG/MAG-2T;
b) [4T] - 4-takToBUI pexxum kHonkn MIG/MAG-4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMOBYyBaHHAM = 0) — 3a4alTe WBWAKICTb HAPOCTaHHA 3BaplOBasIbHOTO CTPYMY MPU KOPOTKOMY
3aMuKaHHI ApoTy 3 BUPOBOM i BiapuBY Kpanni;
a) -5...0...5 CTyniHb (KPOK 3MiHK 1 CTyNiHb);
8) [SFt] M’akuiA cTapT ApoTY (3a 3aMoB4yyBaHHAM = OFF) — no MoMeHTy nignany Ayrv Apit 6yae pyxatmch 3 MiHiManbHO LUBUAKICTIO;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHeHWI;
9) [Po.P]iMnynbcHuiA pexxnM (3a 3aMoBUyBaHHAM = OFF) — pe>kuM 3BaptoBaHHA iMNyNbCHOO HaMNpyrow;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHeHW;
MapameTtpu iMmnynbcHoro pe>xkuMy MIG/MAG (BuKoHyBaTu 3BaptoBaHHA iMnynbcHMM cTpymoM TIJIbKU 3 BAXUCHUM FTA3OM!!!):

10) [tYP] maTepian ppoTy (3a 3aMoB4YyBaHHAM = Fe) — BCTaHOBITb TN MaTepiany 3BaproBanbHOro APOTY;
a) Fe — 3BuualiHnin ctanesuit Apit Tuny ER70S-6 (BUKOPUCTOBYBaTH 3aXMCHWIA ra3* Tinbku cknagy 82% Ar + 18% CO»);
b) St.St - HepxkaBitounit apiT TNy ER308L/ER316L (BMKOPUCTOBYBATV 3aXMCHUI ra3* Tinbku cknaay 98% Ar + 2% CO);
c) ALSi - antoMiHieBo-kpeMHiesui ApiT Tny ER4043 (BUKOPUCTOBYBATM 3aXMCHWIA ras” Tinbku 100% Ar);
d) AL.Mg - antoMiHieBo-MarHiesui apit Tuny ER5356 (BMKOpPMUCTOBYBaTM 3aXMCHWI ras’ Tinbkm 100% Ar);
11) [dia] piameTp ApoTy = 0,8 MM (3a 3aMOBYYBaHHAM) — BCTaHOBITb AiilaMeTp 3BaploBanbHOro ApPOTy;
a) 0,6...0,8 MM ans cTanesoro Ta Hepxasgitoyoro ApoTy StandardMIG-160;
b) 0,6...1,0 MM ans ctanesoro Ta Hepxagitoyoro apoTy StandardMIG-200/250;
...1,2 MM gna ctaneBoro Ta Hep>aBitovoro gpoty StandardMIG-270/350-400V;
...1,2 MM AnA antoMiHieBOro 4poTty
12) [Adu] kopekuis Hanpyru (3a 3amoB4YyBaHHAM = 0,0V) — nepLiMii OCHOBHWI NapaMeTp HaniBaBTOMATUYHOrO 3BaplOBaHHA B
iMnynbcHoMy pexxuMi. Takox Bifo6padkeHa pe3ynbTyloua Hanpyra 3BaproBaHHs, Ha AIKY BM/IMBalOTb KOPeKL,iA Hanpyru, LUBUAKICTb
ApoTy, MaTepian ApoTy, AiamMeTp ApoTy;
a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy POCTe AO0BXUHA Ayru.

Cnoci6 3BaproBaHHA TIG

0) [Pr.A] ctapToBMI CTPYM (3a 3aMOBYYBaHHAM = 20 A) — NOYATKOBUI CTPYM 3BaptoBaHHA y pexkuMi TIG-LIFT-4T;
a) 8...50 A (kpok 3MiHu 1 A) ana StandardMIG -160;
b) 10...50 A (kpok 3MiHM 1 A) ana StandardMIG -200;
c) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG -250;
d) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG -270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana StandardMIG -350-400V;

1) [t.uP]uac HapocTaHHA CTpPYMYy (3a 3aMOBYyBaHHAM = 0,2 C) - TPUBANICTb HAPOCTaHHA 3BapPIOBaNbHOIO CTPYMY;
a) 0...15,0 c (kpok 3MiHK 0,1 c);

4 pekoMeH/0BaHa BUTPaTa rasy Bia 7 N/XB ANA HU3bKMX CTPYMIB Ta Bia 14 n/xs i 6inblwe ana ctpyMis 150-200 A
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2) [-A-] cTpyM 3BaploBaHHA (32 3aMOBYYBaHHAM = 60 A) — OCHOBHMIA NapaMeTp aproHoAyroBoro 3saproBaHHA NOCTIMHUM CTPYMOM;
a) 8...160 A (kpok 3MiHK 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gns StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gns StandardMIG-350-400V;
3) [t.dn]uac cnapa cTpyMy (3a 3aMOBYYBaHHAM = 0,2 C) — TPUBANICTb 3HUXKEHHA 3BapPOBaNbHOrO CTPyMY;
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
4) [Po.A] KiHLLeBUI CTPYM = (32 3aMOBYYBaHHAM 20 A) — GiHILLHWUI CTPyM 3aBaptoBaHHA kpaTepy y pexumi TIG-LIFT-4T;
a) 8...50 A (kpok 3MiHu 1 A) ana StandardMIG-160;

b) 10...50 A (kpok 3MiHu 1 A) ana StandardMIG-200;
c) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG-250;
d) 12...50 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;

e) 14...50 A (kpok 3MiHu 1 A) ana StandardMIG-350-400V;
5) [t.PO]uac nicna-ra3y (3a 3aMmoB4YyBaHHAM = 4,0 c) — TpMBanicTb NiCAANPOAYBKM 30HWN 3BaptOBAHHA 3aXMCHUM ra3om;
a) 1,0...35,0 ¢ (kpok 3MiHn 0,1 c);
6) [but] pe>kmM KHONKM NanbHUKa (3a 3aMoBYyBaHHAM = [LIFT]) - 06epiTb pexkuM KepyBaHHA 3BaptoBasibHUM NPOLLECOM;
a) [LIFT] - pexxunm 6e3 BUKOPUCTaHHA KHOMKW NanbHMKa 3 KOHTaKTHUM 3anantoBaHHAM ayru: TIG-LIFT;
b) [LIFT2T] - 2-TakTOBUI PEXWM 3 KOHTaKTHUM 3anantoBaHHAM gyru: TIG-LIFT-2T;
c) [LIFTAT] - 4-TakTOBUI PEXWM 3 KOHTaKTHUM 3anantoBaHHAM gyru: TIG-LIFT-4T;
7) [Po.P]iMnynbcHMiA peXxuM (3a 3aMoBUyBaHHAM = OFF) — pe>kuM 3BaptoBaHHA iMNyNbCHUM CTPYMOM;
a) ON - yBiMKHeHWIA;
b) OFF - BUMKHEHWA;
MapameTpu iMNyNbCHOro pe>XXuMy aproHoAyroBoro 3saploBaHHA:

8) [-A-] 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 60 A) —- OCHOBHUWIA NapaMeTp 3BaptoBaHHA — CuUna CTPyMy B iMMyNbCi (BePXHill CTPyM);
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardMIG-350-400V;
9) [I.PS] cTpyM nay3au (3a 3aMoBYyBaHHAM = 25 A) — cuna CTPyMy Mix iMNynbcamMm (HUXKHI CTpyM);
a) 8...160 A (kpok 3MiHK 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gns StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns StandardMIG-250;
d) 12...270 A (kpok 3MiHK 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHn 1 A) ana StandardMIG-350-400V;
10) [Fr.P]yacTtoTa nynbcauii (3a 3aMoBuyBaHHAM = 10 ') — yacToTa nynbcauii cunm cTpymy;
a) 0,2...500 'y, (AaHaMiYHWUA KPOK 3MiHK 0,1 My...1 Tw);
11) [dut] 6anaHc iMmnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%) — BiAHOLLEHHA TPMBaNoCTi iMNynbcy 6a30BUIA CTPYM [0 nepiogy
nynbcadii;
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA MMA

0) [-A-] cTpyM (3a 3aMOBYyBaHHAM = 80 A) — OCHOBHMI NapaMeTp 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHun 1 A) ana StandardMIG-350-400V;
1) [H.St] cuna Fapayoro CtapTy (3a 3aMoBYYBaHHAM = 50%) — MPUPOLLLEHHA CUMK CTPYMY Ha Yac Aii pyHKLUIT «apayumnin ctapT»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS]uac lapsauoro CtapTty (3a 3aMoBuYyBaHHAM = 0,3 c) - TpMBanictb po6oTn dyHKUii «Fapauni CtapT» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna ®opcaxxy ayru (3a 3aMoBuyBaHHAM = 50%) — NPUPOLLLEHHA CUNK CTPYMyY Npu poboTi GyHKLii «Popcax ayru»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [u.AF] nopir ®opcaxy ayru (3a 3aMoBuYyBaHHAM = 12 V) — Hanpyra ayru, 3 AKoi BMMKaeTbca QyHKLUiA «Popcax ayrn»;
a) 9...18V (kpok 3MiHn 1 V);
5) [BAH] BonbT-aMn. xapakTepucTuKka (3a 3amMoB4YyBaHHAM = 1,4 V/A) — HanawTyBaHHA Haxu/y BONbTaMMepHOi XapakTepucTuku
anapata AnA 3py4HOro 3BaploBaHHsA €M1eKTPOAaMU Pi3HWUX TUNIB;
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] pe>kuM KopoTKoi ayru (3a 3aMoBUyBaHHAM = OFF) — pexxrMu po60Tn 3 06MEXEHHAM A0BXMHMW 3BapoBasibHOI Ayru;
a) 0 [OFF] ... 3 (Kkpok 3MiHu 1);
7) [BSn] 6noK 3HW>XEHHA HaNpyru (3a 3amMoB4yyBaHHAM = OFF) —3HU>KEHHA HanNpyru Npu 3aracaHHi ayru;
a) a) ON - yBiMKHEHWIA;
b) 6) OFF — BUMKHEHWI;
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1) [Po.P]iMnynbcHuiA peXxuM (3a 3amoBuyBaHHAM = OFF) — pexkuM eneKkTpoayroBoro 3saptoBaHHsA iMNyNbCHUM CTPYMOM;
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWIA;

MapameTpu iMNynbCHOro pe>XXuMy eleKTPoAYroBoro 3BaploBaHHA:

8) [-A-] 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 80 A) - OCHOBHMI NapaMeTp 3BaptOBaHHA — C1ia CTPYMY B iMNYNbCI (BEPXHI CTPYM);
a) 8...160 A (kpok 3MiHK 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna StandardMIG-350-400V;
9) [I.PS] cTpyM nay3awu (3a 3aMoBUyBaHHAM = 25 A) — cuna CTpyMy Mix iMNynbcamMm (HUXKHi CTpyM);
a) 8...160 A (kpok 3MiHu 1 A) ana StandardMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna StandardMIG-200;
c) 12...250 A (kpok 3MiHW 1 A) gna StandardMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana StandardMIG-270-400V;
e) 14...350 A (kpok 3MiHW 1 A) gna StandardMIG-350-400V;
10) [Fr.P]uacToTa nynbcadii (3a 3amMoBYyBaHHAM = 5,0 ') — yacToTa nynbcadii cunm ctpymy;
a) 0,2...500 'y, (AanHaMi4YHW KpoK 3MiHK 0,1 Mu...1 Tw);
11) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) - BiAHOCHa TpMBanicTb iMNynbcy 6a30BMIA CTPYM [0 nepiody nynbcalii;
a) 20...80% (KpOK 3MiHM 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cnoxxusau!

MATOH IHTEPHELLUH/T askye Bam 3a BM6ip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3a0raHHe GyHKLiOHYBaHHA AaHOro BUpoby

3a YMOBW AOTPUMAHHA NpaBuA MOro ekcnayatawii.
YBATA!!! Mepen BukopucTaHHAM o6nagHaHHA PEKOMEHAYEMO O3HaMOMUTUCA 3 PO3LUMPEHOH IHCTPYKUiE 3
ekcnnyaTauii, a TakoX NepeBipuTU NPaBUIbHICTb 3aMOBHEHHA rapaHTIMHOro TanoHa: Ha3ea Mogeni npuabaHoro Bamu
BMpOO6Yy, Ta NOro cepiiHUn HoMep NOBUHHI BYTW iAEHTUYHI 3anncam B rapaHTIMHOMY TanoHi. He fonyckaetbcA BHECEHHA B
TanoH 6yab-AKMNX 3MiH Y/ BUMPaBEHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA y pa3si 4OTPMMaHHSA CrioXK1MBayeM yMoOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.

YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHSA BifiCYTHE 32 yMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBasnbHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:

Mopenb anapaty TepMiH rapaHTii
StandardMIG-160
StandardMIG-200 5 pokis

StandardMIG-250
StandardMIG-270-400V
StandardMIG-350-400V
OCHOBHWI rapaHTiiHWIA Nepioa 064NCAIOETLCA 3 AHA NPOAaXy iHBepTOpHOro ob6nagHaHHA KiHLEeBOMY NOKYMLEBi.

3 poku

PekoMeHAyeMoO, 3aneXHO Bif yMOB ekcnnyaTaLlii, 04WH pa3 Ha NiBPOKY 3HATU 3aXUCHY KPULLIKY | BUKOHaTU YNCTKY BHYTPILLHIX eNeMeHTiB
i By3niB obnagHaHHA CTUCHEHMM MOBITPAM AnA 3anobiraHHA Buxody anapaTty 3 nagy. Yuctky HeobXxigHO NMpoBOAWTM akypaTHO,
YTPVMYIOUM LUNAHT KOMMpecopa Ha [AOCTaTHIM BiAcTaHi, 3aA/f YHUKHEHHSA MOLUKOAKEHHA Maiku eneKTPOHHUX KOMMOHEHTIB i
MexaHiYHMX YaCTuH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiody npogaseub 3060B'A3YETbCA, Y BMMAAKY rapaHTinHOro peMoHTy, 6e3KOLTOBHO ANA
BNacHWKa iHBepTopHoro o6nagHaHHa PATON:

—npoTaromM 1 poky 3 aatv npuAaGaHHA KNieHTOM o6nafaHaHHA, ONNaTMTU 4OCTaBKy o6naaHaHHA B CepBiCHUI LEHTp i Ha3aa,

KMIEHTY, BUKOPMUCTOBYHOUM NOCNYTM KOMNaHii «<HoBa nowuTta»;

—NPOBECTM AiarHOCTUKY Ta BUABUTU MPUYMHY HECTIPABHOCTI;

—3a6e3neunTvt Heo6XiAHUMU ANA BUKOHAHHA PEMOHTY By3/1aMU1 Ta efleMeHTaMu;

— BiApPeMOHTyBaTK 061aAHaHHA, LLLO BUALLINO 3 Najy;

—MPOBECTU TECTYBaHHSA BiApeMOHTOBaHOro o6nagHaHHsA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLUMPIOKTLCA Ha 06n1aaHaHHA:
— 3 MexaHi4YHMMM NOLLUKOAXKEHHAMM, LLIO BI/IMHYNAW Ha NpaLue3aaTtHicTb anapaTy (aepopmalia kopnycy i AeTanei BHacnifgok
nafiHHA 3 BUCOTM abo MexaHiYHUX yaapiB, BUNagaHHA KHOMOK Ta po3'eMiB);
—3i cnigamMu Kopoaii, Aka cTana NPUYNHOK HECNPABHOIO CTaHy;
—AKe BUWLLNO 3 lagy Yepes BMN/IMB CUNbHOIO 3BONIOXKEHHA Ha MOT0 CUNOBI 1 ENEKTPOHHI ENEMEHTU;
—AKe BUILLNO 3 nafy Yepes HaKoNUYeHHA CTPYMOMPOBIAHOIO NUAY (BYrifNbHWIA NN, MeTaneBa CTpy>XKa Ta iH.) BcepeauHi;
—3i cnigamMu cnpo6 caMoCTiIMHOro PeMOHTY Moro By3niB Ta/abo 3aMiHN ENEMEHTIB.

Tako>k OCHOBHi rapaHTiliHi 3060B’A3aHHA HE MNOLLUUPIOKOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTV obnagHaHHA, AKi NignaraoTb Gi3UUYHUM
KOHTaKTaM, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

— BUMUKaY XXMUBNEHHSA;

— Py4KM perynoBaHHA NapaMeTpiB 3BaptoBaHHs;

— po3'eMu NiaKNtOYeHHA kabenis i pykasis;

— po3'eMU ynpaBniHHA;

—Kabenb XXMBMEHHA | BUNKa kabesnto XNBNEHHSA;

— py4Ka Ana nepeHeceHHs, peMiHb Yepes nnedve, kenc, kopobka;

—TpUMaui enekTpoAiB, Knema «Macu», nanbHUK, 3BaptoBanbHi kabeni Ta pykasu.
MpeTeHsii Woao HUX NPUNMAatOTLCA He Ni3HILE ABOX TWXKHIB Nicna npoaaxy.

Mpopaseup 3anuwiae 3a coboo NpaBo BiAMOBUTU Yy HafdaHHI rapaHTIIHOrO PeMOHTy, abo BCTAHOBUTWU AaTOK Mo4YaTKy BUKOHAHHA
rapaHTilHKX 3060B'A3aHb MicALb i Pik BUNYCKy anapaty (BCTaHOB/IOOTLCA 3@ CEPiINHUM HOMEPOM):
—y pasi BTpaTv nacnopTa BNaCHUKOM;

—y pasi BiACyTHOCTI KOpeKTHOro abo B3arani 6yab-AKOro 3anoBHEHHA NacnopTa NpoAasLeM M vac npoAay anapary.

FapaHTiHUI CTPOK NPOAOBXYETLCSA, HA TEPMIH rapaHTiHOro 06CNyroByBaHHA anapaTy y CepBiCHOMY LIEHTPi.
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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 AMPERAGE

—electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

Itis forbidden to observe the welding arc with the naked eye. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with 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.

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.

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:

e

Welding cable withan ABICOR BINZEL
electrode holder*

PATON StandardMIG
welding machine

Welding cable with ABICOR BINZEL
ground terminal*

[@ @ Undercarriage Kit ***

CONTROLS AND INDICATION

ABICOR BINZEL MIG/MAG torch*

Short operating
manual

Rollers kits for solid steel and
aluminum welding wire**

Quick-release
pneumatic connector

* - Except ‘WA’ indexed models
**~For all StandardMIG-350-400V models
***~For all StandardMIG-270/350-400V models

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

1-MODE - welding method selection button:
—metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
—tungsten-arc inert-gas welding (TIG);
—manual metal arc welding (MMA);
2-The regulator knob for selecting the functions (parameters) of the actual mode and adjusting their values/Setting-up the wire-feeding
speed parameter in MIG/MAG method. 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-Welding machine’s display;
4-PROG - the welding program selection button (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-VOLTAGE (V) - the welding voltage regulator in MIG/MAG method;
6-TEST GAS - button to check and adjust the shield gas supply (is active only in TIG and in MIG/MAG welding). Press the button to open
the gas supply valve. Adjust the gas consumption with the cylinder valve and press the TEST GAS button again to close the gas
supply, or it will stop automatically 15 seconds after the valve is opened (when the gas is supplied, the wire does not move);
RECOMMENDATION: Be sure to press the TEST GAS button after a long break to expel air from the welding sleeve and torch.
7-WIRE INSTALL button (active only in MIG/MAG welding) — press and hold to feed the wire into the welding sleeve and torch. Shield
gas is not purged;
8-KZ-2 connector of the ‘EURO’ type for connecting a push-button type TIG torch or a MIG/MAG torch;
9-Welding amperage jumper;
10- Power switch;
11- Wire feeder fuse (3 A);
12- Shield gas input connector;
13- Wire feeder and wire spool compartment access door;
14~ Bolted grounding point;
15- Gas heater fuse (8 A);
16~ Gas heater 36 V socket;
A - Power socket ‘+’:
—MIG/MAG welding with solid wire — the welding amperage jumper (9) is connected;
—MIG/MAG welding with flux wire — the ‘ground’ cable is connected;
—TIG welding — only the ‘ground’ cable is connected;
—MMA welding - the electrode holder cable is connected (when using special electrodes, the ‘ground’ cable is connected);
B - Power socket '
—MIG/MAG welding with solid wire - the ‘ground’ cable is connected;
—MIG/MAG welding with flux wire - the welding amperage jumper (9) is connected;
—TIG welding - only the TIG torch cable is connected;
—MMA welding - the ‘ground’ cable is connected (when using special electrodes, the electrode holder cable is connected).
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MACHINE INDICATION
MIG/MAG

MMA

1-Actual welding method

2-Actual program number

3-Name of function / parameter

4-Value of selected function / parameter

5-List and values of the next 2 parameters in the menu

VYo ltage
1

reduction
[:}/deuice:

Fulse model OFF
welding amFrerage: 18R

TIG

Farameter
SPOT mode: OFF
t.or but.t.on: LIFT

START-UP

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

INSTALLATION REQUIREMENTS

The machine must be installed to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels.
Take care that metal dust (for example, during emery grinding) does NOT drawn directly into the machine by the cooling fan.

POWER CONNECTION

The PATON StandardMIG welding unit is rated for:
—Mains voltage is 220 V (-27% +18%) (for StandardMIG-160/200/250);
—Mains voltage is 3x380 V or 3x400 V (for StandardMIG-270-400V/350-400V).
CAUTION! When the unit is connected to a mains voltage higher than 270V (for StandardMIG-160/200/250) or 450V (for
StandardMIG-270-400V/350-400V), all manufacturer's warranty obligations become invalid! The manufacturer's warranty also
becomes invalid if the mains phase is connected to the main unit ground.
Safety rules when working with welding equipment require grounding of the unit
housing. There are two ways to do this:
—by using the fourth wire in the mains yellow-green cable (international marking
standard);
—by using a bolted terminal on the rear wall of the unit.
Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply: L1
—Brown wire -phase L1;
—Black wire - phase L2;
—Blue wire - phase L3;
—Yellow-green wire - ground. JT_

L2
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NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only three phases. The yellow-green wire is the
grounding wire, not the ‘null’!

Use a mains plug, a cross-section of the mains cables, as well as the mains fuses that corresponds to the machine power
consumption.

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

POWERING BY A GENERATOR

The PATON StandardMIG series welding machines can be powered by a mobile generator, whose power must comply with the following
specifications:

MMA electrode, mm MMA/TIG amperage, A MIG/MAG wire diameter, mm Required generator power, kVA
a2 up to 80 up to @0,6 3,0
a3 up to 120 up to 90,8 4,5
a4 up to 160 up to @1,0 6,0
a5 up to 200 up to @1,0 7,7
@6 low-melting up to 250 up to @1,2 10
@6 low-melting up to 270 up to @1,2 12,0
a6 up to 350 upto @1,4 16,0

CAUTION! The generator output phase voltage should meet the 160-260 V limits for PATON StandardMIG machine stable operation.

SELECTING AND ADJUSTING THE MACHINE FUNCTIONS
When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode
on the LCD:

—in MIG/MAG method - the welding voltage and the wire-feed speed;

—in TIG method - the welding amperage;

—in MMA method - the welding amperage.
When MIG/MAG welding, the actual welding amperage value is displayed on the screen. After welding is finished, the actual welding
amperage value is displayed on the screen for 8 seconds, allowing the welder to view it.

Regulator 2 on the front panel is multifunctional and used for:
—selecting any function in the actual welding mode (turn left or right);
—setting the value of the selected parameter (press the regulator and turn it);
—resetting all functions to factory settings of the actual program of the actual welding mode (press and hold the knob for more than
12s).

SETTING THE MACHINE MENU LANGUAGE

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

LOCKING/UNLOCKING THE MACHINE MENU

When the machine menu is locked, the control knob 2 changes the value of only the main parameter of the actual 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. When locking, a closing lock is animated, and the menu
transitions to a closed status.

SWITCHING TO THE REQUIRED WELDING METHOD

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

RESETALL FUNCTIONS OF THE ACTUAL WELDING MODE

Press and hold down regulator 2 for more than 18 seconds (ignore the animation of the lock symbol) to reset settings to the factory
defaults. The countdown ‘333...222...111..." will start, and when ‘000’ is reached, all settings of the actual welding 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.
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CHANGING THE WELDING PROGRAM

In every one of the MMA, TIG, or MIG/MAG welding methods, the machine can store up to 16 different settings sets (programs) to its
memory. The actual program number is displayed in the upper right corner of the screen. When the machine is first turned on, program
number ‘1’ is set for every welding method. All changes to the machine settings in the welding method are saved to the actual program.
Press the PROG button (1) - the actual program number will be displayed. Use the control knob (2) to select another program.

WELDING METHOD PARAMETERS

MMA electrode The amperage is set MIG/MAG wire Cross-section of the Max. mains wire
diameter, mm for MMA and TIG, A diameter, mm mains wire, mm? length, m
1x220V/230 V - StandardMIG-160, StandardMI1G-200, StandardMI1G-250
1.0 75
1.5 115
22 Upto 80 Up to @0.6 2.0 155
2.5 195
4.0 310
1.5 75
2.0 105
23 Upto 120 Up to 20.8 2.5 130
4.0 205
6.0 310
2.0 75
2.5 95
24 Up to 160 4.0 155
Upto@1.0 6.0 230
2.5 75
a5 Up to 200 4.0 125
6.0 185
2.5 60
26 (giible) Up to 250 Up to @1.2° 4.0 100
6.0 150
3 x 380 V/400 V - StandardMIG-270, StandardMIG-350
1.5 135
2 175
a3 Upto 120 Up to @0.8 2.5 220
4 350
6 525
2 130
2.5 160
24 Up to 160 2 260
Upto@1.0 6 385
2.5 115
a5 Up to 220 4 180
6 270
96 Up to 270 Up to @1.2 21.15 7?5
(fusible)
6 205
2.5 65
a6 Up to 350 Upto@1.4 4 100
6 150

5 Up to 1,0 mm for pulse amperage welding with steel and stainless wire
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MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL
ACTIVE GAS WELDING (MIG/MAG)

co,
Ar+C0,
Ar

MIG/MAG

WORKPIECE

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING
using the 35-50 valve-type TIG torch

ARGON-ARC

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING
using the GZ-2 button-type TIG torch

Ar
Ar+He
He

ARGON-ARC

GROUNDING CLAMP

T —.: < ah "
" WORKPIECE

Recommended welding cables length for MMA:

Maximum amperage, A Cable length (one way), m Cross-sectional area, mm? Cable type
160 2.7 16 KG 1x16
200 3...9 25 KG 1x25
250 5...11 35 KG 1x35
270 5...11 35 KG 1x35
350 6...14 35 KG 1x35
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MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP

WORKPIECE

SPECIFICATIONS
StandardMIG StandardMIG StandardMIG StandardMIG StandardMIG
RIS -160 | -200 ‘ -250 -270-400V -350-400V
Rated mains voltage 50 Hz, V 220/230 3x380/3x400
Rated consumption from the mains 18...21 23..27 29.5...35 12...14 16...18.5
phase, A
Rated welding amperage, A 160 200 250 270 350
Maximum operating amperage, A 215 270 335 350 450
45% at 160 A 45% at 200 A 45% at 250 A 55% at270 A 55% at 350 A
Duty cycle (DC) 100% at 100% at 100% at 100% at 100% at
107A 134 A 167A 200A 260A
Mains voltage range, V 160...260 +75%
Xveld'"g amperage regulation range, 8...160 10...200 12...250 12...270 14...350
Welding voltage regulation range, V 12...24 12...26 12...28 12...29 12...30
Wire feed regulation range, m/min 1.0...16
MMA electrode diameter, mm 1.6...4.0 16..50 | 16..60 | 1.6..6.0 1.6...6.0
Welding wire diameter range, mm 0.6...1.0 | 06.1.22 | o06..12 0.6...1.4
Wire feeder unit type 2roller 4 roller
Max. wire coil weight, kg 5 [ 15
Pulse welding modes, Hz MMA: 0,2...500 - adjustable; TIG: 0,2...500 - adjustable; MIG/MAG: synergistic”
MMA ‘Hot-Start’ Adjustable
MMA ‘Arc-Force’ Adjustable
MMA ‘Anti-Stick’ Automatic
MMA voltage reduction unit On/Off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated power consumption, kVA 41.47 | 51.61 | 66..78 | 80.94 | 10.7.123
Maximum power consumption, kVA 5.9 | 7.5 | 9.5 | 11.4 | 15.3
Power efficiency, % 90
Cooling system type Air-type, adaptive
Operating temperature range, °C -25...+45
Box dimensions, mm
(Length x Width x Height) 435x250x298 600x315x402
\':\;elghtwnhoutwnre and accessories, 1.1 113 115 26,5 26,6
Ingress Protection rating 1P33

%0,6...1,0 mm for pulse amperage welding with steel and stainless wire
7 For pulsed MIG/MAG welding, the parameters are adjusted automatically, depending on the wire type, diameter, and feed speed
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MACHINE FUNCTIONS LIST
MIG/MAG welding method

0) [t.Pr]time pre-gas (= 0.1 s by default) - pre-purge duration of the welding zone with shield gas;
a) 0.1...25.0 s (adjustment step 0.1 s);
1) [t.uP] amperagerisetime (= 0.1 s by default) - the time of welding parameters rise-up: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
2) [-U-]welding voltage (= 19.0 V by default) — the first main parameter in direct voltage MIG/MAG welding;;
a) 12.0...24,0 V (unitincrement 0,1 V) for StandardMIG-160;
b) 12.0...26,0 V (unitincrement 0,1 V) for StandardMIG-200;
c) 12.0...28,0 V (unitincrement 0,1 V) for StandardMIG-250;
d) 12.0...29,0 V (unitincrement 0,1 V) for StandardMIG-270-400V;
e) 12.0...32,0 V (unitincrement 0,1 V) for StandardMIG-350-400V;
3) [SPD]wire feed speed (= 4.5 m/min by default) - the second main parameter in MIG/MAG welding;
a) 1.0...16.0 m/min (adjustment step 0.1 m/min);
4) [t.dn] amper.falltime (= 0.1 s by default) — the duration of welding parameters fall down: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.PO] time post-gas (= 1.5 s by default) - post-purge duration of the welding zone with shield gas;
a) 0.5...25.0 s (adjustment step 0.1 s);
6) [but] torch button mode (= [2T] by default) — select the welding process control mode using the torch button;
a) [2T] - 2-stroke torch button mode MIG/MAG-2T;
b) [4T] - 4-stroke torch button mode MIG/MAG-4T;
7) [Ind] inductance level (= 0 by default) - set the welding amperage rise rate when the wire short-circuits with the product, and the
droplet breaks off);
a) 5...0...5 steps (adjustment step 1 step);
8) [SFt] soft start wire (= OFF by default) — the wire will feed at a minimum speed until the arc is struck;
a) a) ON -enabled;
b) b) OFF - disabled;
9) [Po.P]pulsed mode (= OFF by default) - pulse voltage welding mode;
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):

10) [tYP] wire material (= Fe by default) — set the type of welding wire material;
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) AlLMg — aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas® only);
11) [dia] wire diameter (= 0.8 mm by default) — set the diameter of the welding wire;
a) 0.6...0.8 mm for StandardMIG-160 steel and stainless wire;
b) 0.6...1.0 mm for StandardMIG-200 steel and stainless wire;
c) 0.6...1.2 mm for StandardMIG-250/270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire
12) [Adu] voltage adjust. (= 0.0 V by default) - the first main parameter of the MIG/MAG pulse welding. The resulting welding voltage is
also displayed, it is affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value.

TIG welding method

0) [Pr.A]start amperage (= 20 A by default) — initial welding amperage in TIG-LIFT-4T mode (pilot arc);
a) 8...50 A (unitincrement 1 A) for StandardMIG -160;
b) 10...50 A (unitincrement 1 A) for StandardMIG -200;
c) 12...50 A (unitincrement 1 A) for StandardMIG -250;
d) 12...50 A (unitincrement 1 A) for StandardMIG -270-400V;
e) 14 ...50 A (unitincrement 1 A) for StandardMIG -350-400V;
1) [t.uP]amperage rise time (= 0.2 s by default) - welding amperage rise time;
a) 0...15.0 s (adjustment step 0.1 s);
2) [-A-]welding amperage (= 100 A by default) - the main parameter of DC TIG welding;
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
b) 10...200 A (unit increment 1 A) for StandardMIG-200;
) 12...250 A (unitincrement 1 A) for StandardMIG-250;
) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;

Q 0

e,

8 recommended shield gas consumption rate: 7l/min or more for low amperage, and from 14 /min for 150-200 A amperages
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3) [t.dn] amper. fall time (= 0.2 s by default) — duration of welding amperage reduction;
a) 0...15.0 s (adjustment step 0.1 s);
4) [Po.A]final amperage (= 20 A by default) - final welding amperage in TIG-LIFT-4T mode;
a) 8...50 A (adjustment step 1 A) for StandardMIG-160;
b) 10...50 A (adjustment step 1 A) for StandardMIG-200;
c) 12...50 A (adjustment step 1 A) for StandardMIG-250;
d) 12...50 A (adjustment step 1 A) for StandardMIG-270-400V;
e) 14...50 A (adjustment step 1 A) for StandardMIG-350-400V;
5) [t.PO] time post-gas (= 4.0 s by default) - post-purge duration of the welding zone with shield gas;
a) 1.0...25.0 s (unitincrement 0.1 s);
6) [but] torch button mode (= [LIFT] by default) - select the welding control mode;
a) a) [LIFT] - contact striking no button mode TIG-LIFT (for valve-type torch);
b) b) [LIFT2T] - contact striking 2-stroke button mode TIG-LIFT-2T;
c) c) [LIFT4T] - contact striking 4-stroke button mode TIG-LIFT-4T;
7) [Po.P] pulse mode (= OFF by default) - pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

8) [-A-]base amperage (= 100 A by default) — pulses amperage (upper amperage). The main parameter of pulsed TIG-welding;
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
) 10...200 A (unit increment 1 A) for StandardMIG-200;
) 12...250 A (unit increment 1 A) for StandardMIG-250;
) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
9) [I.PS]pause amperage (= 25 A by default) - between pulses amperage (low amperage);
)

Q00

)

8...160 A (unitincrement 1 A) for StandardMIG-160;

10...200 A (unit increment 1 A) for StandardMIG-200;

12...250 A (unitincrement 1 A) for StandardMIG-250;

) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;

10) [Fr.P] frequency pulse (= 10.0 Hz by default) — welding amperage pulses frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);

11) [dut] impulse/pause duty (= 50% by default) — the percentage of the base amperage pulses duration to their period;
a) 4...80% (change step 2%).

MMA welding method

0) [-A-]amperage (= 80 A by default) — the main parameter of DC MMA welding;
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;

o

)
)

Q 0

b) 10...200 A (unit increment 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;

1) [H.St] power Hot Start (= 50% by default) - amperage increase during Hot Start function;
a) O[OFF] ... 100% (unitincrement 5%);
2) [t.HS]time Hot Start (= 0.3 s by default) — duration of the Hot Start function after arc striking;
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] power Arc Force (= 50% by default) - amperage increasing during the Arc Force function operating;
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF]threshold Arc Force (= 12V by default) - the threshold arc voltage to activate the Arc Force function;
a) 9...18V (unitincrement 1V);
5) [BAH] volt-amp characteristic (= 1.4 V/A by default) — adjust the voltage-amper characteristic slope of the device for convenient
welding with electrodes of different types;
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A]short arc mode (= OFF by default) — welding arc length limitation operating mode;
a) a) O[OFF] ... 3 stages (unitincrement 1 stage);
7) [BSn]voltage reduction device (= OFF by default) - reduction of welding voltage when the arc is extinguished;
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] pulse mode (= OFF by default) - activation of the pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
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9) [-A-]base amperage (= 80 A by default) - main pulsed MMA welding parameter - the pulse amperage (upper amperage);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
b) 10...200 A (unit increment 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
10) [I.PS] pause amperage (= 25 A by default) - between pulses amperage (low amperage);
a) 8...160 A (unitincrement 1 A) for StandardMIG-160;
b) 10...200 A (unitincrement 1 A) for StandardMIG-200;
c) 12...250 A (unitincrement 1 A) for StandardMIG-250;
d) 12...270 A (unitincrement 1 A) for StandardMIG-270-400V;
e) 14...350 A (unitincrement 1 A) for StandardMIG-350-400V;
11) [Fr.P] frequency pulse (= 5.0 Hz by default) - amperage pulsation frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (= 50% by default) - the percentage of the base amperage pulses duration to their period;
a) 20...80% (change step 2%).
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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.

well as the serial number must be identical to the entry in the warranty card. It is not allowed to make any changes and

g ATTENTION!!! Check the correctness of filling out the warranty card: the model name of the product you purchased, as
corrections to the coupon. We recommend you to read the operating instructions before using the equipment.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the equipment if 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 equipment!
The main warranty period for welding equipment is:

Machine model Warranty period

StandardMIG-160
StandardMIG-200 5years
StandardMIG-250

StandardMIG-270-400V
StandardMIG-350-400V

3years

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

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 owner of PATON™ inverter equipment:
—to make diagnostics and identify the cause of the breakdown;
—to provide units and elements necessary 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 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.
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 you dialer or seller for information about 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 actual regulations.

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