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FPATON

AproHoayrosuii iHBepTop / Argon-arc inverter
PATON ProTIG-200 AC/DC / 315-400V AC/DC

[ata npoaaxy / Purchase date ” ” 20 r.

(Miannc npopasusa / Vendor signature)
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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™ ProTIG-200
PATON™ ProTIG-315-400V

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

Directives:

Safety of machinery - Electrical equipment
of machines -

Arc welding equipment - Part 1: Welding ENIEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04.({%‘;‘219@2*2

4& ;y;?z-{_t.‘

Signature
Name, Function:

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUIA anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3nekw. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:
-TpaBMyBaHHA 06cnyroBytoyoro nepcoHany abo Tpetboi ocobu;
-3anofiaHHA WKoAM caMoMy anapaTty abo MaTepianbHUM LLIHHOCTAM NiANPUEMCTBA;
-nopyLeHHA epeKTUBHOro po6o4oro NpoLecy..

Bci ocobu, Aki nos'A3aHi 3 BBEAEHHAM B eKCnayaTauito, ynpaBniHHAM, AOMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy NOBUHHI

-NPOWNTK BiANOBIAHY aTecTauito;

-BOMOAITU 3HAHHAMM 3i 3BaprOBaHHA;

-TOYHO AOTPUMYBaTUCA L€l IHCTPYKLi.
HecnpaBHocTi, Aki MOXXYTb 3HN3UTK 6e3neKy, NOBUHHI 6yTY TEPMIHOBO YCYHEHi.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

-ypa>keHHA eNeKTPUYHUM CTPYMOM Mo>Ke ByTV CMepTenbHUM;

-3BaptoBanbHUn  kabenb MOBUHEH OyTW MiLHMM, HEYLIKOOXKeHUM Ta i30/1bOBaHUM.
OcnabneHi 3’egHaHHA | NowKoAXeHU kabenb NOTPiGHO HeramHo 3aMiHUTU. Mepexxesi
kabeni 1 kabeni 3BaptoBanbHOro anapaTty NOBUHHI CUCTEMATUYHO MepeBipATUCA daxiBueM
€eNeKTPUKOM Ha CMpaBHICTb i301ALiT;

-nig Yac BUKopUcTaHHA 3a60pOHAETLCA 3HIMaTK 30BHILLIHI KOXXYX anapary.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPIOIOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTK NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTopoHHi 0co6bu, LLLO 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axMLLATH O4i crieliaNbHUMMN 3aXMCHUMM OKynApaMm abo BUKOPUCTOBYBaTU
Heroproyi eKpaHu, Lo NOrANHAKTb BUNPOMIHIOBaHHA.

HEBE3MEKA LWKIA/IMBUX TA3IB | BUMAPIB
-yTBOPEHi ANM Ta LWKIANMBI ra3n BMAanuTn 3 po6040oi 30HU cneuianbHUMKM 3acobamu;
-3a6e3neunTn 4OCTaTHIN NPUTOK CBIXKOro NoBiTpA;
-BUNapM PO3YMHHUKIB HE MOBUHHI NOTPanNAATU B 30HY BUMPOMIHIOBAHHA 3BaploBanbHOI
ayrn.

avy,

HEBE3MEKA MAFHITHOro nonsa

MarHiTHi Nnons BMCOKOi iIHTEHCUBHOCTI, CTBOPEHi BUCOKUM CTPYMOM, MOXYTb YMHUTU HEraTUBHUIA
BM/IMB Ha Npaue3aaTHiCTb enekTponpunaais (Hanpuknaa, kapaioctumynatop). Ocobu, Aki MatoTb
Taki npunagu, NOBWHHI MopaauvTUCA 3 nikapeM, nepl HixX Habnuxkatnca Ao po6oyoro
3BaploBanbHOro MavgaHumnka.

HEBE3MEKA BU/IbOTY ICKOP

-3alMUCTi NpeaMeT BUAanuTn 3 poboyoi 3o0HK;

-He pJonyckatTbCA 3BaptoBanbHi pobOTM Ha €EMHOCTAX, Yy fAkux 36epiratotbca abo
36epirannca rasu, nanbHe, HapTonpoaykTU. Moxnnea Hebeaneka BUOYXy 3anunLLKIB LUX
NpoAyKTiB;

-y noxexo- Ta BubyxoHebesneuHux NPUMILLLeHHAX A0TPUMYyBaTUCA OCOBNMBUX Mpasun,
BiAMNOBIAHO A0 HaLiOHANbHUX Ta MiXKHAPOAHUX HOPM.

OCOBUCTE 3AXCHE OCHALLLEEHHA
[lnA 0cOBUCTOro 3ax1cTy AOTPUMYITECH HACTYMHUX NPaBUA:
-HOCUTM MillHe B3YyTTA, Lo 36epirae i3ontoto4i BNacTMBOCTI, BTOMY YUMCNi 1Y BOTOTMX YMOBaX;
-3axuLLLaTU PYKU i30MHOKHUMU pyKaBUYKaMU;
-0ui 3axmLLaTM 3aXMCHOK Mackoro 3 GiNbTPOM NPOTU yNbTpadioNneToBOro BUNPOMiHIOBaHHA,
AKWIA BiANOBIAa€E cTaHaapTaM TexHikm 6eaneku;
-BMKOPUCTOBYBATU TiNIbKM BiANOBIAHWI (BaXXKO3aMMUCTUI 0AAT).

#)
=i

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaproBaHHA MOXe BMAaBaTh 3BYKW piBHA BuLe 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKM, LLLO NpaLtoroTb 3 06nagHaHHAM, nigvac po6oTu
MatoTb HOCUTK 3aCOBU 3aXMCTy OpraHiB CNyxy.

PATON ProTIG DC MMA
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FPATON

PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

3BaptoBanbHuii kabenb 3 KNEMOLO «Maca»
ABICOR BINZEL, 3 m*

YMNPABJIIHHA TA IHOUKALIA

CTtucnunin NocibHUK PeMiHb Ans nepeHeceHHsA
KOpucTyBauva anaparty **

]

/

|
7
J

]

000
&

I

|
L

]
N
|

-

@ Y
o
©

[>xepeno >XxMBneHHs
3BapoBanbHOI Ayrn 3
MepexxeBuUM Kkabenem

LLIBMAKO3HIMHUI
NMHEBMOPO3’€M 8 MM

* — kpiM Moaenen 3 iHaekcoM «WA»
** — nna mogenen ProTIG-200 AC/DC 1a ProTIG-200 AC/DC WA

ProTIG-315-400

ProTIG-200
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KkHonka MODE — nepeMukaHHA cnocoby 3BaprtoBaHHA;

KkHonka PROG - BMGip nporpaMu 3saptoBaHHs;

kHonka TEST GAS - BiakpvBae KnanaH rasy Ha 7 CekyHA A4 NPpoAyBKM Ta 3aNOBHEHHA KaHany 3aXMCHMUM ra3oMm;
KHonka Up — 3MiHa 3HauyeHHA napameTpa (6inbLue);

KHonka Down — 3MiHa 3Ha4YeHHA NnapamMeTpa (MeHLwe);

kHonka Right — Bu6ip napameTpa 3BaptoBaHHSA;

KHonka Left — B1Gip napaMeTpa 3BaptoBaHHA;

PK-gucnnei;

. Po3'eM gna nigkntoveHHA KHOMKK NanbHUKka abo neaani;

10. LUTtyuep Ans NigkIl0YeHHA ra30BOro LWAAHTY NanbHWKa;

11. Po3'eM AndA NigKAIOYEHHA pene NoToKy OXO0AXKYYOI PiAMHM 3 6/10Ky aBTOHOMHOTO OXO/I0AXKEHHS;
12. BuMuKay XUBNEHHS;

13. Kabenb nigkntoueHHA anapaTta Ao enekTpoMepexi;

14. LUWtyuep ana nigkntoyeHHA 6anoHa i3 3aXMCHUM rasom;

15. Po3'eM AndA >KMBneHHA 610Ky aBTOHOMHOrO 0XonoaxeHHs (400 B);

16. bBonTtoBa knema nigknoueHHs kabento 3a3eMneHHs;

A - CunoBuii po3’eM «+» (4epBOHWUI KONIp);

B — CnnoBunin po3’em «-» (HOpHWUI KoNip).

ONOORWN S

©

5
200 AC/DC

MaHenb ynpaBniHHA anapaToM
KHonku naHeni ynpaBniHHA:
1. nepeMunkaHHA cnocoby 3BaproBaHHA;
2. BuGip NporpamMun KOpncTyBaya;
3. BigKpuBae knanaH rasdy Ha 5 cekyHA, AnA NPoAyBKW Ta 3aMOBHEHHA KaHany 3aXMCHUM ra3om;
4. 3MiHa 3Ha4YeHHA napameTpa (6inbLue);
5. 3MiHa 3HauyeHHA napameTpa (MeHLue);
6. B1Gip NnapamMeTpa 3BaprOBaHHSA;
7. BnGip napamMeTpa 3BaproBaHHSA;

Mikrorpamu Ta iHgukaTopu XKK-ekpaHy:

MikTorpamu Ta iHAMKaTopu AMcnneto
1. Bino6pa>keHHs cnocoby 3BaptoBaHHsA, NnepeMukKaeTbes KHonkoto MODE (1), MoXke NpuiMaTit 3HaYeHHA:
-«TIG MIX» — py4He aproHoAyrose 3BaproBaHHA CTPYMOM 3MilLIaHOTr0 XapakTepy;
-«TIG AC» — py4He aproHoAyrose 3BaptoBaHHA 3MiHHUM CTPYMOM;
-«TIG DC» — py4He aproHoayrose 3BaptoBaHHsA NOCTINHUM CTPYMOM;
-«SPOT» — pexxnM 3BaptoBaHHA ToUKaMn a6o KOPOTKMMMU LLIBAMU;
-«<MMA» — pyyHe enekTpoayrose 3BaproBaHHA NOKPUTUM NIaBKUM €1EeKTPOAOM;

PATON ProTIG DC MMA -6-
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Homep nporpamu 3BaptoBaHHA KOpUcTyBaya, nepeMumkaeTbea kHonkoto PROG (2).Anapart 36epirae o 10 nporpam;
HasBa napamertpa;
. 3HayeHHA 1 0ANHULA BUMiptoBaHHA o6paHoro napameTpa. 3HaueHHs 3MiHKETbCA KHoMKamu (4) i (5);
. |lHAMKaTop NapamMeTpy iMNyNbCHOro CTpyMy (06paHuii napaMeTp NiaCBIYYETLCA YEPBOHUM):
-«b»—6anaHc iMmnynbcis;
-«f» —yacTtoTa iMmnynbcis;
6. LinknorpamMa noTOYHOro pexkmmy 3BaptoBaHHA Ta iHAMKATOPM CTaHy anapara:

-«T»— iHAMKaTOp CcTaHy TeMnepaTypu Hanbinbl HarpiTMx YacTuH anaparta. YepBOHWI KONip iHAMKaTOpa CUrHanisye npo
neperpie anapata. MoTpi6HO NPUNNHUTU 3BaplOBaHHA | LOYEKATUCA OXONOAXKEHHA anapaTa, He BUMUKarouun moro (!), noku
iHAMKaTOp He 3MIHUTL KONip Ha 3eNeHni;

- «\/» iHANKaTOp NOTOKY PiANHK 6NOKYy aBTOHOMHOIO OXONOAXKEHHA. YepBOHMI Konip iHAMKaTOpa o3Ha4vae, Wo anapaT He
niakntoYeHni o 610Ky aBTOHOMHOTO OXONOAXKEHHA Yepes po3’eM (11) Ta/abo BiACYTHIM NOTIK PiANHU OXONOAXKEHHS.

YBATA!!! InankaTop dyHKUiOHYE Tinbku y Moaeni ProTIG-315-400V!

YBATA!!! AKwWw,0 iHAMKaTOP NOTOKY PiANHM CBITUTLCA YepBOHUM, TIG-3BaploBaHHA HeAOCTYMNHe.

Ana po6otn 3 TIG-nanbHWKaMM NOBITPAHOTO OXONOAXKEHHSA (CTPyM 3BaptoBaHHA A0 140 A) fAeakTuByTe pene NoToKy OXOM0AXKYH YOI
piavHu Ha anapati PATON ProTIG-315-400V:

- BUMKHITb anapar;

- YBIMKHIiTb anapat yTpumytoun kHonky TEST GAS (3);

- yTpuMyinTe kHonky TEST GAS (3) 4o noasu Ha ekpaHi (8) noBigoMneHHs «Cooler OFF»;

- BianycrTiTb kHonky TEST GAS (3).

Micnsa peakTvBalii pene iHAMKaTOP MOTOKY PiAWHU 3MiHUTL KOMIP Ha CUHIN — TeNep MOXXHa BUKOPWUCTOBYBaTU NanbHUK MOBITPAHOIO
OXONOJXKEHHH.

[AnA yBIMKHEHHs pene NOTOKY OXO/O0AXKYHYOI piAvHM MOBTOPITb BULLE3a3HauveHi Aii, Ha ekpaHi 6yae BigobpaXkeHe NoBiAOMNEHHA
«Cooler ON».

7. lHAVKaTOp pexKvMy KepyBaHHA 3BaplOBaHHAM:

-«2T» — ABOTAKTOBMI PEXUM KHOMKW NanbHUKa;

- «4T» = YOTUPUTAKTOBUI PEXXMM KHOMKM NanbHUKa;

-«PED» — KepyBaHHSA CU/I010 CTPYMY 3a 0NOMOrot0 3BaptoBasnbHOI negani;

8. |HAMKATOP iIMNYNbCHOrO PeXUMy:
-«P» iMNYNbCHUI PEXNM YBIMKHEHWI;
-«N» iMAYNbCHUI PEXXUM BUMKHEHUI.
9. IHamkaTop dyHKLii <Remote Control»:
-«N» pyHKuUia «<Remote Control» BUMKHeHa. Cuna cTpyMy peryntoeTbes 3 MeHto abo 3BaptoBasibHO Neaannio;
-«R» pyHKUia «<Remote Control» ysiMkHeHa. Cuna CTpyMy peryntoeTbCsa NOTEHLIOMETPOM NanbHUKa;

BBEOEHHA B EKCTJTYATALLIIO

3BaptoBanbHuit anapat PATON ProTIG npuaHayveHun BUKAOYHO ANA aproHoayrosoro 3saptoBaHHa (TIG), ana Kpankoeoro
aproHogyrooro 3saptoBaHHa (SPOT), a Takox ANA pPy4yHOro enekTpogyrosoro 3saptoBaHHA (MMA). IHWe BUMKOpUCTaHHA anapaTy
BBa)XKa€TbCA TakuUM, LLO HEe BIANOBIAAE MOro Npu3HayveHHt. BUPOGHUK He Hece BiAMNOBIAANbHOCTI 3a MOLIKOAXEHHA BHACNIAOK
BMKOPUCTaHHA anapaTy He 3a NpU3HaveHHAM. BukopucTaHHA BiANOBIAHO A0 Npu3HaYveHHA nepeabayae 4OTPMMaHHA BKa3iBOK 4aHOro
nocibHuka 3 ekcnnyaTauii.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo poaMmilLyBaTi anapaT Tak, Wwob 3a6eanevyBasca 6e3nepeLlKoaHWI BXif, | BUXi4 OXO0AXKYHOHOro NOBITPA Yepes3 BEHTUNALIAHI
OTBOPMW Ha NepeaHil i 3agHi naHensx. CniakynTte 3a TUM, Wo6 MeTaneBuin NUN (Hanpuknag, nig Yac HaxaadvHoro wnipysaHHA) HE
3acMoKTyBanacs 6e3nocepeiHbo B anapaTt BEHTUNATOPOM OXONOAXKEHHA.

PEKOMEHOALLIA: BctaHoBuTH anapaT Tak, WO6 He HanpasAAaTX NOTIK MOBITPA BEHTUNALIT Ha 3BaproBanbHy Ayry — Ue NigBULLNUTG i
cTabinbHicTb.

MAaxkK/Irv4YeEHHA >KUBJ/IEHHA

3saptoBanbHi anapatu cepii PATON ProTIG po3paxoBaHi Ha XUBNEHHA:
- OaHodasHuM cTpyMoM Hanpyroto 230 B (B Mexkax 190-260 B) — ana mogeni ProTIG-200 AC/DC;
- TpudasHuM cTpyMoM Hanpyroto 3x380 B a6o 3x400 B (£10%) ana Mmoaeni ProTIG-315-400V AC/DC.
MpaBuna TexHikv 6e3neku nig Yac NpoBeaeHHA PobiT 3i 3BaptoBanbHUM 06nagHaHHAM
BMMaratoTb 3a3eM/IeHHA Kopnycy anaparty. [na uboro nepeadaveHo ABa BapiaHTL: L2
-BMKOPUCTaHHA YETBEPTOr0 A POTY XXOBTO-3€1EHOMO KONbOPY Y Kabeni XNMBneHHaA
(Mi>kHapoAHUI cTaHAapT MapkyBaHHsA IEC 60445);

ahrWON

-BMKOpUCTaHHA 6GONTOBOI KNEMW Ha 3agHih naHeni anapaTy (cTaHgapT
3a3eMeHHsA, AKUA BUKOpUcToByBaBcA B kpaiHax CH/). L1
[AnAa nigkntoyeHHA 3BaptoBanbHux anapatis PATON o 3-dasHoi Mepexi XXUBNEHHA L3
BMKOpPUCTOBYWTE Kabenb 3 YoTMPMa NpoBoAamu, Lo Bignosigae ctaHaapty IEC 60445:
-KopuuHeBnia nposig - dasall;
-YopHui nposig, - dasa l2; J_
-CwHili nposia - daszal3; -
->XXoBT0-3€n€eHU Nposig —3a3eMNeHHs.

-7- PATON ProTIG DC MMA



FPATON

MPUMITKA: ana 3-dpasHoro xueneHHs anapatis PATON He BUKOPUCTOBYETLCA «HY/b», a TilbKK TP dpas3un. XKOBTO-3eNeHUIM NpoBig — TO
caMe 3a3eM/1eHHA, a He «Hyl'lb»!

YBATA! Mpu nigkntoyeHHi anapaTta Ao Hanpyrn Mepexi e 270 B (ans Mmogeni ProTIG-200 AC/DC) a6o 450 B (Mogeni ProTIG-315-
400V AC/DC), Bci rapaHTiiHi 3060B'A3aHHA BUPOOHMKA BTpayatoTb cuny! A TakoxX rapaHTiliHi 3060B'A3aHHA BMpPOOHMKa BTpayatoTb
YMHHICTb NPU NOMUIKOBOMY MiAKNOYEHHI Ppa3u Mepexxi Ha 3a3eMneHHA axepena. Po3'eM, nonepeyHunii nepepia kabenis XMBNEHHs, a
TaKoX 3amno6iXXHWUKM XXMBNEHHA NOTPIGHO BUGMPAaTH BUXOAAYM 3 XapaKTePUCTUK CMOXKWBAHHA anaparta.

JXKUBNNEHHA BI4, TEHEPATOPA

3BaptoBanbHi anapatm PATON ProTIG MoxyTb OTpMMyBaTU >XMBMEHHA BiA MOGiNbHOro reHepaTopa, MOTY>KHICTb AKOro BiAnoBigae
HacTyMHWM yMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu Heo6xigHa NoTy>XHiCcTb
Aana MMA, mm MMAITIG, A reHepaTopa, KBA
a2 o 80 3,0
@3 £0120 4,5
o4 no0160 6,0
a5 £0 200 7,7
@6 nerkonnaski no 250 10
@6 nerkonnaski no 270 12,0

a6 n0 320 16,0

YBATA! insa ctabinbHoi po6oTtu anapatis PATON ProTIG BuxiaHa ¢a3oBa Hanpyra reHepatopa Mae nexartu y Mexxax 160-260 B.

BUBIP MOBU MEHHIO AMNAPATA

BukoHanTe HacTynHi Aii 4ns 3MiHW MOBW iHTepdericy anapaTa:
-BUMKHITb anapar;
-HaTUCHITb 1 yTpUMyiTe KHonky MODE (1);
-yBIMKHITb anapar, yTpumytoum kHonky MODE (1), foyekanTecb NOABM MeHO BUGOPY MOBU CiNKyBaHHSA;
-06epiTb HeO6XiaHY MOBY KHOMKaMu (6) i (7), He Bianyckatoum kHonkn MODE (1);
-BignycTiTe kHonky MODE (1).

CKMOAHHA HAJIALLUTYBAHb AMNAPATY O 3ABO4CbKUX

BukoHaiTe, W06 CKUHYTU 3HaYeHHA napaMeTpiB BCix 36epexxeHnx nporpam y Bcix cnocobax A0 3aBOACbKMX HanalUTyBaHb:
-BUMKHITb anapar;
-HaTUCHITb Ta yTpuMyiTe kHonky PROG (2), yBiMKHITb anapar;
-AovekaliTecs nNosigoMneHHn "Reset done".

PATON ProTIG DC MMA -8-
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CXEMA NIAK/TIOYEHHA 4/19 PYYHOIO EJIEKTPOA4YIroBOIro 3BAPFOBAHHA (MMA)

~BRERRERRERRARE

BRLLLLLLLLLNN

KJIEMA "MACA"

ENEKTPOOOTPUMAY

PekoMmeHpoBaHa A0B)KUHa 3BaploBasibHUX kaéenis ana MMA:

G BT G, JoBXxuHa ka6enis (B 0aHY Mnowa novnepeul:oro b reEemE
CTOPOHY), M nepepisy, MM
160 2..7 16 Kl 1x16
200 3..9 25 Kl 1x25
250 5..11 35 KTl 1x35
270 5..11 35 KTl 1x35
320 6..14 35 KTl 1x35

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHOA4YIroBOro 3BAPHOBAHHA (TIG)

[~
CRRRRRRRRRASAES

-9-
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FPATON

ProTIG-315-400V

TEXHIYHI XAPAKTEPUCTUKN

OCHOBHi XapaKTepUCTUKMU ProTIG-200

EnextpoxxunenenHs 50/60 'y, B 230 (190-260) 380 (+/-10%)
10..315

3BaproBanbHUM CTPyM, A 5..200
OCHOBHWI crocib 3BaptoBaHHA
JopatkoBi cnocobu 3BaptoBaHHA

MoBu iHTepdericy YKP, ENG, PYC

Knac 3axucty P23
KKA, He MeHLwe 80%

TIG AC/DC/MIX
MMA, SPOT

MakcrManbHa NOTY)KHICTb CNOXWBaHHA, KBT 6,3 13,5
Cnoci6 MMA, A 10..200 10..315
Cnoci6 TIGAC/DC, A 5..200 10..315

Hanpyra xonoctoro xoay, B 60..80 80
TpuBanicTb HaBaHTa)XKEHHA
100% (DC) 126 A 180 A
40% (DC) 200 A 315A
100% (AC) 140A 200A
50% (AC) 200A 315A

3aranbHa napamMeTpu

Be3koHTaKTHe 3anantoBaHHA ayrmn +

IHAMKaLiA 3BaprOBanbHOro CTPyMy
Mam’aTb anapata 10 nporpam
Crabinisauia ropiHHa ayrm +
®OyHkuia imnynbcis B TIG AC/DC/MIX, MMA +
OyHkuia TIG Lift +
®dyHkuia Double Pulse +
Pe>XMM KHONKW Ha nanbHuky, TIG AC/DC/MIX 2T, 4T
Mo>knmBicTb NigkNtOYeHHA neaani
dyHKuia Remote Control B TIG AC/DC/MIX
MapameTpu uuknorpamu B pexkumax TIG AC/DC/MIX
Yac nogayi 3axXMCHOro rasy nepeg, 3BaproBaHHAM, C
PeryntoBaHHs CTapTOBOro CTpyMy, A 5..185
PeryntoBaHHA Yacy HapOCTaHHA CTPYMy, C
PeryntoBaHHsA Yacy cnagaHHsA CTpyMy, C
PeryntoBaHHA CTPyMy 3aBepLUeHHA, A
Yac nogadi 3axMCcHOro rasy nicna 3BaproBaHHA, C

+

0.1..25
[ 10..300

0..15

0..25
5..185 [ 10..300

0.1..25

YacTtoTa 3MmiHHOro cTpymy, Iy 15..200 1;57Jé2;§;pzz ggoé?szg)A)
15..90%

BanaHc nonapHoOCTI Nif Yac 3BaptoBaHHA Ha 3MiIHHOMY CTPyMi, %
MapameTpu pyHKL,
YacToTa nynbcauiwn, Ny
BanaHc nynbcauii
HWXHI cTpym , A

MNynbCiB

0,1..200
15..85%
5..195 [ 10..300

Mapametpu pe>xumy SPOT

Yac Touku, c 0.01..5

Mikoeni cTpym, A | 5..200 |
®PyHKuii B cnoco6i MMA

10..315

ON/OFF
1-100
1-100

«AHTU3anMNaHHA»
«[apayui ctapT», %
«dopcax ayrn», %

Macora6apuTHi NOKa3HMUKK
Ta6aputit (0 x LU x B), MM [ 465x150x350 | 585 x 282 x 387

Maca, kr | 12,5 | 23
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HANALLTYBAHHA CMOCOBIB 3BAPIOBAHHA

Pe>xkum 3BaproBaHHA TIG MIX

[aHnii pexkuM 34e6inbLoro BUKOPUCTOBYETLCSA A/1A 3BaptoBaHHA antoMiHito. B HbOMY BUKOPUCTOBYETHCA CTPYMOM 3MiLLA@HOro poay, Lo
Mae NOCTilHY Ta 3MiHHY CKafA0Bi, LLLO YePrytoTbCA 3 YacToTow «YacToTa MIX».
3MiHHWI CTPYM NpU3HaYeHU ANnA pyrHyBaHHA OKCUMAHOT NNiBKW antoMiHit0, @ NOCTINHUI CTPYM — ANa eEKTUBHOMO HarpiBaHHA MeTany
AnA 6inbLIOro NponnaBneHHA Y NOPIBHAHHI 3 KNAaCUYHUM 3BaptOBaHHAM 3MiHHUM CTPYMOM.
[lna HanalTyBaHHA pexuMy NoTPiGHO HanalTyBaTV NapaMeTpu:
-«BanaHc MIX» — BigcoTkoBe CniBBiAHOLIEHHA TPUBANOCTI 3MIHHOT CKNaA0BoI A0 Nepioay KonmBaHb cknagosux MIX-cTpymy;
-«YacTtoTa MIX» - yacToTa YepryBaHHA 3MiHHOIO Ta MOCTIAHOTO CTPYMY.

MapameTpu pexkumy TIG MIX

1. <«OCHOBHWIA CTPYM>» — C//1a 3BapIOBAsIbHOTO CTPYMY;
a) 5..200 A - ana PATON ProTIG-200;
b) 5..315 A- ana PATON ProTIG-315-400V;
2. «<Yac cnapgaHHsa» (0,1..25.0 ¢) - yac cnajaHHA 3BaptoBasibHOro CTpyMy y pexxumax TIG MIX-2T, TIG MIX-4T;
. «<CTpyM 3aBepLu.» — CluNa CTPyMy 3aBepLUEHHA (CTPYM 3aBaptoBaHHA kpaTepa) y pexxumi TIG MIX-4T. He Mo>ke nepesuLLyBaTti
BCTaHOB/IEHOTO 3HaUYeHHA NnapameTpy «OCHOBHUA CTPYM>»;
a) 5..185 A— ana PATON ProTIG-200;
b) 5..300 A - gna PATON ProTIG-315-400V;
«MocTtnpoayska» (1,0..25,0 c) —yac nicnANpoayBKW 30HM 3BaptOBaHHA 3aXMCHUM ra3oM y pexxnumax TIG MIX-2T, TIG MIX-4T;
«BbanaHc AC» (15..90%)- BiACOTKOBE CNiBBIAHOLLIEHHA TPMBAOCTI iIMNY/IbCIB NO3UTUBHOI NONAPHOCTI A0 Nepioay KonneBaHb 3MiHHOT
cknagosoi MIX-cTpymy;
«YacTtoTta AC» (15..200 'y) — yacToTa 3MiHHOI cknagosoi MIX-cTpyMmy;
«banaHc MIX» (5..95%) — BiaCOTKOBe CMiBBiAHOLUEHHA TPUBANOCTI 3MiIHHOI CK1aA0BOI A0 Nepiody KonmBaHb cknagosux MIX-ctpymy;
«YacTtoTta MIX» (1..10 ['y) — yacToTa YepryBaHHA 3MiHHOI Ta NOCTINHOI cknagosui MIX-cTpymy;
«Remote control» —peryntoBaHHsA 3BaptoBanbHOIO CTPYMy NOTEHLiOMETPOM Ha nanbHuky. YBAFA! [laHWi NyHKT BiACYTHI B MeHIO
npu NnepeMmkaHHi napameTpa «Pe>xxuM KHONKW» y 3Ha4eHHA «»PED»;

w

o

©®No

a) «ON» —KepyBaHHA CUNOK 3BapHOBa/IbHOrO CTPYMY MOTEHLiOMETPOM ManbHUKa YBIMKHEHE;

b) «OFF>» - KepyBaHHA CU/I00 3BaplOBasibHOro CTPyMy BifAbyBaeTbCA 3 MeH0 abo 3BaproBanbHO Negannto;
10. «Pe>XXUM KHOMKU» — PEXXMM KEPYBaHHA 3BapOBaHHAM:

a) «2T» — ABOTaKTOBUI pexum 3saptoBaHHA TIG MIX-2T;

b) «4T» — 4OTUPUTaKTOBUI pexxuM 3BaptoBaHHA TIG MIX-4T;

c) «PED» — 3BaptoBaHHsA KepyeTbCA 3a 4ONOMOrol0 3BaptoBanbHoi neaani;

11. «Mepepnpopyska» (0,1..5,0 c) - 4yac nonepeAHbOi NPOAYBKN 30HW 3BaptOBaHHA 3aXMCHUM ra3oMm;
12. «CtapToB. CTpyM»— cuna ctaptoBoro cTpymyy pexumi TIG MIX-4T. He Mo>ke nepeBuLLyBaTV BCTAHOB/IEHOrO 3HAaYEHHA
napameTpy «OCHOBHUW CTPYM»;
a) 5..185 A— ana PATON ProTIG-200;
b) 5..300 A - ansa PATON ProTIG-315-400V;
13. «Yac HapocTaHHA» (0,1..15,0 ¢) —yac HapoCcTaHHA 3BaptOBabHOroO CTPYMY A0 3HAYEeHHA «OCHOBHUI CTPYM».

Pe>xum 3BaproBaHHA TIG AC

Y naHoMy pexxuMmi 3BaproBaHHA BiaGyBaeTbCA CTPYMOM 3MiHHOI nonapHocTi. Mpu noTpe6i MoXKHa HanaluTyBaTH NyNbcalito CUAN CTPYMY
Bi, «<OCHOBHUI CTPYM>» 0 «HMIXKHIl cTPYM» 3 YacToTolo «HacToTa nynbe.» Ta CNiBBiAHOLWEHHAM «BanaHc nynbcie».

MapameTpu pexxumy TIG AC

1. <OCHOBHWIA CTPYM>» — C//1a 3BapIOBAsIbHOTO CTPYMY;
a) 5..200 A- gna PATON ProTIG-200;
b) 5..315 A - ana PATON ProTIG-315-400V
.«Yac cnapaHHa» (0,1..25.0 c) - yac cnagaHHA 3BaptoBanbHoro cTpymy y pexxumax TIG AC-2T, TIG AC -4T;
. «CTpYM 3aBepLu.» — CUfa CTPyMy 3aBepLUEHHA (CTPyM 3aBaptoBaHHA kpaTepa) y pexxumi TIG AC -4T. He mo>ke nepesuLlyBat
BCTaHOB/NIEHOT0 3HaYeHHA napameTpy «OCHOBHUI CTPYM»;
a) 5..185 A- ana PATON ProTIG-200;
b) 5..300 A - ana PATON ProTIG-315-400V;
4. «Moctnpopayeka» (1,0..25,0 ¢) —4ac nicnANpoAyBKM 30HN 3BaprOBaHHA 3aXMCHUM ra3oMm y pexxumax TIG AC-2T, TIG AC-4T;
.«BanaHc» (15..90%)- BiaCOTKOBE CNiBBIAHOLLEHHA TPMBANOCTI IMNYNbCIB NO3UTUBHOI MONAPHOCTI A0 Nepioay KoNnBaHb 3MiHHOIO
CTPyMy 3BaploBaHHs;
.«YacTtoTa» (15..200 ') — yacToTa 3MIHHOIO CTPYMY 3BapHOBAHHSA;
.«banaHc nynbcie» (10..95%)- BiACOTKOBE CMiBBIAHOLLEHHA MiXK TPUBANICTHO CTPYMY 3 cunoto «OCHOBHUI CTPYM» A0 Nepioay
nynbcauii. YBATA! Januii nyHKT Bio6paxkaeTbcaA nLIe Npu yBiMKHEHOMY «PeXXuM nynbceie»;
.«YacToTa nynbc.» (0,1..200 'u) — yacToTa YepryBaHHA iMNynbCiB 3BaptOBanbHOro CTPYMy Bif, «OCHOBHUI cTPyM» A0 «HWXKHI
cTpyM»;
9. «HWXXHiN cTpyM» — aMnniTyaa HUXKHbOTO iMMYNbCY B PEXUMI iMNYNbCHOTO CTPYMY («Pe>Xknm nynbcie»= «ON»). He Moxe
nepeBuLLYBaTU BCTAHOB/IEHOTO 3Ha4YeHHA NnapaMeTpy «<OCHOBHUIA CTPYM»;
a) 5..195 A— nna PATON ProTIG-200;
b) 5..310 A— gna PATON ProTIG-315-400V;
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10. «Remote control» —peryntoBaHHA 38apioBasibHOrO CTPYMyY NOTEHUIOMETPOM Ha nanbHuky. YBAFA! laHnit nyHKT BigcyTHIN B
MEHI0 NpY NepeMurKaHHi napameTpa «PeXKuM KHONKKU» y 3HayeHHA «»PED»;
a) «ON» —KepyBaHHA CU/I00 3BaptOBaibHOTO CTPYMY MOTEHLLIOMETPOM NasbHUKa YBIMKHEHE;
b) «OFF» - kepyBaHHA CLUM100 3BaptoBasibHOro CTPYMy BiabyBaeTbCcA 3 MeHto abo 3BapoBanbHOK Nejanito;

11.  «Pe>MM nynbciB» — yBIMKHEHHA peXXWMy Nynbcallii 3BaptoBanbHOro CTpyMy Bif, «OCHOBHUM cTPYM» A0 «<HUXKHiA CTpyM» 3
yacToToto «YacToTa Nynbe.»;
a) «ON» —pe>xxum nynbcaii cTpyMy yBIMKHEHWI;
b) «OFF» - pe>xxkuM nynbcaii cTpyMy BUMKHEHWUI;

12. «Pe>XnM KHOMKWN» — PEXXNM KepyBaHHA 3BaprOBaHHAM:

a) «2T» — ABOTaKTOBUI pexunm 3saptoBaHHa TIG AC-2T;
b) «4T» —4OTMPUTAKTOBMI pexxmM 3BaptoBaHHA TIG AC-4T;
c) «PED» — 3BaptoBaHHA KePYETbCA 3a A0MNOMOror 3BaproBanbHOi neaani;

13. «Mepepnpopyska» (0,1..5,0 ¢)—yac nonepeaHbOi NPOAYBKM 30HW 3BaptOBaHHA 3aXUCHUM ra3oMm;
14. «CTapToB. CTPYyM»— CuU/a CTapTOBOrO CTpyMy y pexxumi TIG AC-4T. He Mo>ke nepeBuLLyBaTW BCTAHOB/IEHOTO 3HAaYEHHSA
napameTpy «OCHOBHUIA CTPYM>»;
a) 5..185 A-pans PATON ProTIG-200;
b) 5..300 A - onsa PATON ProTIG-315-400V;
15. «Yac HapocTaHHA» (0,1..15,0 c) — 4yac HapocTaHHA 3BaptoBasibHOro CTPYMY A0 3HaYEeHHA «OCHOBHUW CTPYM».

Pe>kum 3BaproBaHHA TIG DC

Y paHOMy pexkuMi 3BaploBaHHA BiabyBaeTbCA NOCTIMHUM cTpyMOM. MNpun noTpebi MoxkHa HanaluTyBaTV Mynbcalilo CUIU CTPyMy Bif
«OCHOBHMUI cTPYM» A0 «HWXKHiA cTpyM» 3 YacToToo «YacToTa nynbc.» Ta ChiBBiAHOLEHHAM «banaHc nynbcis».

®dyHKuUia KOHTakTHOro nignany ayrm TIG Lift

[NaHa ¢yHKUiA BMKOPUCTOBYETbCA Yy BWUMNagkKax, KONW nopag i3 MicueM 3BaproBaHHA NPUCYTHI enekTponpwunagu, 4yTnvei Ao
€NeKTPOMAarHiTHUX KONMBaHb, AKi MOXe BUBECTU 3 Nafy 610k 6€3KOHTaKTHOro Nignany ayri abo ocuunatop. AfKe BiH reHepye NoTy>KHWi
BMCOKOYACTOTHNI eNeKTPUYHMNI po3pA/, B MOMEHT nignany ayru.

Akwo aktmeyBaTh dyHKUitO TIG Lift, To 6nok 6€3KOHTaKTHOrO nignany ayrvu 6yae BUMKHEHO i 4na nignany Ayrv noTpibHO 4OTOPKHYTUCA
A0 BMpoOBY eneKTpoaoM i NigHATH Noro.

®yHkuia Double Pulse (MopBiriHni iMnynbc)

[aHa ¢yHKUiA 3AIACHIOE CYMILLLEHHA 3BMYaMHUX HU3bKOYACTOTHMX Mynbcalii 3BapltoBanbHOro CTPyMy 3 aBTOMaTUYHUMMU
BMCOKOYaCTOTHUMM MynbcauiaMu cTpymy. Ha ginaHkax «OCHOBHUMA CTPYM» Ai€ iMNyNbCHUIA CTPYM, a Ha AinAHkax «<HWUXHin cTpym» —
nocTinHui Lle Hapae MOXNUBICTb NIABULLIMTI AKICTb Ta 30BHILLHI BUMNAA LLBaA, 3aXUCTUTW BMPI6 Big neperpisy, a TakoX NiABULLUTA
npoaykTMBHicTb Nnpouecy TIG 3BaptoBaHHA 3a paxyHOK 36inbLUeHHA WBMAKOCTI npoxoay. ®YHKLIA BUKOPUCTOBYETLCA NPY 3BaptoBaHHA
TOHKOCTIHHUWX AeTaner Ta BUpo6iB 3 KOPOIiINHOCTINKNX ayCTEHITHUX MapoK CTanewn, Aki YyTnuBiI 40 NeperpiBy, a TakoxX y BUuNaakax, konu
npea’ABNAKTLCA NiABULLEHT BUMOTU 4,0 30BHILLHbOIO BUrNAAY LLBA.

MapameTpu pexxumy TIG DC

1. «OCHOBHUI CTPYM>» — CU/a 3BaptOBasIbHOrO CTPYMY;
a) 5..200 A- gna PATON ProTIG-200;
b) 5..315 A - ana PATON ProTIG-315-400V
2. «Yac cnapaHHsA» (0,1..25.0 c) — yac cnagaHHA 3BaptoBanbHOro cTpymy y pexxumax TIG DC-2T, TIG DC -4T;
3. «CTpyM 3aBepLuU.» — CUMa CTPYMy 3aBepLUEeHHsA (CTpyM 3aBaptoBaHHsA kpaTepa) y pexkuMi TIG DC -4T. He Moxe nepesuLLyBaTh
BCTA@HOB/IEHOTO 3HaYeHHA NapameTpy «OCHOBHUI CTPYM»;
a) 5..185 A- gna PATON ProTIG-200;
b) 5..300 A - ona PATON ProTIG-315-400V;
4. Moctnpoayeka» (1,0..25,0 ¢) - 4ac NicnANpoAyBKU 30HM 3BaplOBaHHA 3aXMCHUM ra3om y pexxumax TIG DC-2T, TIG DC-4T;
5. «banaHc nynbcis» (10..95%)- BiACOTKOBE CMNiBBIAHOLEHHSA MiDK TPMBANICTHO CTPYMyY 3 CUNOH «OCHOBHUIA CTPYM» 0 Nepioay
nynbcauii cunm ctpymy. YBAFA! JaHnin nyHKT Bigo6pa>kaeTbeca nuLLe Npu yBIMKHEHOMY «PeXXMM Nynbcis»;
6.«YacTtoTta nynbc.» (0,1..45 L) - yacToTa YepryBaHHA iMNynbCiB 3BaptoBanibHOro CTPYMy Bif, «OCHOBHUM CTPYM» A0 «HUXKHIN
cTpym» . YBATA! [laHuii nyHKT Bifo6paxkaeTbca nuvLIe Npu yBIMKHEHOMY «PeXXUM nynbciB»;
7. <HWXKHi cTpyM» — aMNNiTyaa HUXKHLOTO iMMYNbCY B PEXMUMI iMYNbCHOIO CTPpyMy («PeXXuM nynbciB»= «ON»). He Moxke
nepeBuLLYBaTU BCTAHOB/IEHOTO 3Ha4YeHHA NnapameTpy «<OCHOBHUI CTPYM»;
a) 5..195 A- nna PATON ProTIG-200;
b) 5..310 A- ana PATON ProTIG-315-400V
8. «TIG lift» - yBiMKHEHHA KOHTaKTHOro nignany ayru B pexkumi TIG DC;

a) «ON» — yBIMKHEHWI KOHTaKTHUI nignan ayru «TIG lift». [lna noyaTky 3BaptoBaHHA HAaTUCHITb KHOMKY NanbHMKa (TPOXu
HaTUCHITb Ha Nefanb), TOPKHITLCA eNeKTPoAoM BUPoby i NNaBHO MiAHIMITE eneKkTpos, He BULLe 4 MM;
b) «OFF» — 6e3koHTaKTHWUI cnocib ayru «TIG HF». [lna noyaTky 3BaptoBaHHA NiAHECITb BICTPA enekTpoay A0 BUPoOY i

HaTUCHITb KHOMKY NanbHWKa (TPOXW HAaTUCHITb Ha Neaane)- ayra 6yae nignaneHa 6€3KOHTAKTHO, 3a ,ONOMOro0
BMCOKOBO/IbTHOTO PO3pAAy;
9. «[MoABilH. Nynbc» —~yBIMKHEHHA GyHKLii noagiiHoro iMmnynbcy. YBAFA! aHuit nyHKT BigobpaxkaeTbcs nuLLe Npu yBIMKHEHOMY
«Pe>kuM nynbcie»;
a) «ON» — yBIMKHEHWIA PEXWNM NOABIAHOIO Nynbey;
b) «OFF» — pe>kvM noABiNHOro NynbCy BUMKHEHWI;
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10. «Remote control» —peryntoBaHHA 38apioBanbHOro CTPYMy NOTEHLIOMETPOM Ha nanbHuky. YBAFA! [laHWi NyHKT BiACYTHI B
MEHI0 NpY NepeMurKaHHi napameTpa «PeXKMM KHONKKU» y 3HaueHHA «»PED»;
a) «ON» —KepyBaHHSA CU/I00 3BaptOBaibHOTO CTPYMY MOTEHLLIOMETPOM NasnbHUKa YBIMKHEHE;
b) «OFF» - kepyBaHHA CLUN00 3BaptoBasibHOro CTPYMy BiabyBaeTbCcA 3 MeHto abo 3BaproBanbHOK Nejanito;

11.  «Pe>XMM nynbciB» — yBIMKHEHHA peXWMy Nynbcallii 3BaptoBanbHOro CTpyMy Bif, «OCHOBHUI cTPYM» A0 «<HUXKHiA CTpyM» 3
yacToToto «YacToTa nynbe.». [laHni pexknuM HeobxiaHWA ANnA 3BaptoBaHHA y pexxuMi «MoaBiAH. Nynbc»;
a) «ON» —pe>kum nynbcadii cTpyMy yBiIMKHEHWI;
b) «OFF» - pexxkuM nynbcadii CTpyMy BUMKHEHWI;

12. «Pe>XnM KHOMKWN» — PEXXUM KepyBaHHA 3BaprOBaHHAM:

a) «2T» — ABOTAaKTOBUI pexxuM 3BaptoBaHHA TIG DC-2T;
b) «4T» — YOTUPUTAKTOBMI pexxuM 3BaptoBaHHA TIG DC-4T;
c) «PED» — 3BaptoBaHHA KePYETbCA 32 ONOMOroK 3BaproBanbHOi neaani;

13. «Mepepnpopyska» (0,1..5,0 ¢) —4yac nonepeaHbOi NPOAYBKN 30HW 3BaptOBaHHA 3aXUCHUM ra3oMm;
14. «CTapToB. CTPYM»— CUa CTapTOBOro CTpyMy y pexxumi TIG DC-4T. He Mo>ke NnepeBuLLyBaTN BCTAHOB/IEHOTO 3HAUYEHHSA
napameTpy «OCHOBHUI CTPYM»;
a) 5..185 A-pans PATON ProTIG-200;
b) 5..300 A - ona PATON ProTIG-315-400V;
15. «Yac HapocTaHHA» (0,1..15,0 c) — 4yac HapocTaHHA 3BaptoBasibHOro CTPYMY A0 3HaYEeHHA «OCHOBHUW CTPYM».

Pe>kum 3BaproBaHHA SPOT

SPOT - ue TIG-3BaptoBaHHA ToukaMu abo KOPOTKUMMU LLBaMK 6e3 HeobXiAHOCTI KOXKeH pa3 TUCHYTH i BignyckaTh KHOMKy. 3BaproBaHHA
BiAOYBa€TbCA KOPOTKMMU iMMyNbcaMn CTPYyMy, «TouYKaMu», 3 cunoto «CTpym». TpuBanicTb iMNynbCiB 3ajaeTbcA napameTpom «Yac
Touku», a may3a Mk HUMK NapaMeTpoM «Yac naysu».

MapameTpu pexkumy TIG SPOT

1. «CTpyM» — cUna 3BapoBasbHOro CTPYMy;
a) 5..200 A - ana PATON ProTIG-200;
b) 5..315 A— ana PATON ProTIG-315-400V;
2. «Yac naysu» (0,05..9,0 c) — yac naysum Mixk «To4KamMu» 3BaproBaHHA;
3. «Moctnpoayeka» (1,0..25,0 ¢) —4ac NicnANpoAyBKU 30HM 3BaprOBaHHA 3aXMCHUM ra3oMm y pexxnmax SPOT-2T, SPOT-4T;
4. «Pip, cTpyMy» — XapaKkTep CTPyMy 3BaptoBaHHA:
a) «AC» — 3BaptoBaHHA 3MiHHWUM CTPYMOM;
b) «DC» — 3BaptoBaHHA NOCTINHUM CTPYMOM;
.«banaHc AC» (15..90%)- BiAcoTKOBe CMiBBiAHOLLEHHA TPMBANOCTi iMMyNbCiB NO3UTUBHOI NONAPHOCTI A0 Nepioy KONMBaHb 3MiIHHOMO
3BaptoBanbHoro-cTpymy. YBAFA! laHui nyHKT Bigo6pa>kaeTbes TiNbKu Konu «Pig, cTpyMy» Mae 3HaueHHsA «AC»;
.«YactoTta AC» (15..200 'u) — yacToTa 3MiHHOro 3BaptoBanbHoro-ctpymy. YBATA! [laHuii nyHKT Bigo6paxkaeTbea Tinbku Konu «Pig,
CTPYMy» Ma€ 3HauYeHHA «AC»;

o

o

7. «Pe>XUM KHOMKMW» — PEXXUM KePYBaHHSA 3BaploBaHHAM:
a) «2T» — ABOTAKTOBUI pexunm 3saptoBaHHa TIG SPOT-2T;
b) «4T» — YOTUPUTaKTOBMI pexxuM 3BaptoBaHHA TIG SPOT-4T;

8. «Mepeanpoayska» (0,1.. 5,0 c) — 4yac nonepeaHbOI NPOAYBKM 30HU 3BAPHOBAHHA 3aXUCHUM ra3oM;
9. «Yac Toukmn» (0,01..5,0 ¢) — yac AinsHKM 3BaptoBaHHA B pexxumi SPOT.

Mapamempu cnoco6y MMA

1. «OCHOBHUI CTPYM» — C/1a 3BapHOBaNIbHOTO CTPYMY;
a) 10..200 A - ansa PATON ProTIG-200;
b) 10..315 A— ana PATON ProTIG-315-400V;
2. «<AHTU3anMnaHHA» — PyHKLIA NPOTUAIT NPUIMNaHHIO enekTpoaa;
a) «ON» —pyHKUiA «AHTU3aNNNaHHA» YBIMKHEHA;
b) «OFF» - dyHKLiA <AHTU3anNaHHA» BUMKHEHa;
3. «Fapauuni ctapT» (1..100%) — dyHKLiA 36inbLUEHHA CTaPTOBOrO CTPYMY ANA NMOKPaLLEeHHA Nignany enekrpoaa;
4. «@opcax ayru» (1..100%) - dyHkuia cTabinizawii ropiHHA 3BaptoBanbHOI Ayru.
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POBOTA I3 3BACOBAMU ANCTAHLIIIHOIO KEPYBAHHA 3BAPKOBA/IbHUM CTPYMOM

3BaptoBanbHi anapatv PATON ProTIG gonyckatoTb AUCTaHLUINHE peryntoBaHHA CUIM 3BaptoBanbHOMO CTPyMy Y cnocobi 3BaproBaHHA
TIG 3a gonomorot negani ANCTaHLINHOrO KepyBaHHA abo NanbHUKa 3 PErynaTopoM cunm cTpymy. BukopuctoByBaTu AucTaHUiHe
KepYBaHHA MOXHa Y TPbOX pexxuMax aproHoayrosoro 3saptosaHHa: TIG MIX, TIG AC, TIG DC.

BukoHanTe HacTynHi Aji, o6 HanalTyBaTV 3BaploBaHHA 3 ANCTaHLINHUM PerynoBaHHAM CUN CTPYMY:
-NiAKAIOYiTh KEPYBaHHA CUIO0 CTPYMY:

o npv BUKOPUCTaHHI Negani nigkntoYite WUTeKep negani fo ryisga (9);
o Mpv BUKOPUCTaHHI NanbHUKa 3 perynaTopoM NigKNoYiTe LWITeKep ynpaBniHHA NanbHUKa A0 rHi3aa (9);
-npueaHalniTe CUIOBUI PO3’€M NanbHMKa A0 CUNOBOTO PO3’EMy «-» (B) )
(4opHMiA); GX16 5 pin

-npueaHaliTe ra3oBuii pos'eM nanbHuKa o wryuepa (10);
-npueaHanTe ra3oBUIA LWUNaHr Ao wryuepa (14);
-npueaHaniTe kabenb 3 KNEMOLO «Maca» 40 CUTOBOI0 PO3’eMy «+» (A)
(4epBOHUN);
-npueaHanTe KneMy Macu 4o Bupoby;
-NiAKNIOYITh anapaTy Mepexxy XXNUBNEHHS;
-nepeBeaiTb BUMUKAY XXMBNEHHA (12) y NONOXKEHHA «I»;
-KHonkoto MODE (1) Bu6epiTb y MeHto pexkum TIG AC, TIG DC a6o TIG
MIX;
-HanawTynTe B MEHIO BUKOPUCTaHHA ANCTaHLINHOro KepyBaHHA:
o Npu BUKOPUCTaHHI NafnbHMKa 3 PErynaTopoMm:
. OBOB’A3KOBO BCTaHOBITb ans napametpa
«Pe>XX1M KHOMKW» 3HaYeHHsA «2T» a60 «4T», ane He «PED»;

L] YBIMKHITb AWUCTaHUINHE KepyBaHHA CUMOK CTPyMy:
BCTaHOBITb ANA «Remote control» 3HaueHHA «ON»; Posnarka  wTekepy ynpaBnaHHA  Ha
o npu BUKOPUCTaHHi nNejani BCTaHOBITb AnA napametpa neAani/nanbHuKy
«Pe>XUM KHoONKWU» 3HaueHHA «PED»; S1 - niaKNOYEHHA KHOMKM NanbHUKa
-HanawTyiTe 404aTKOBI NapaMeTpu 3BaptoBaHHA 06pPaHOro pexxnuMy. R1 - niakntoyeHHs notexuiomerpa 10 kKOM

Mpu BUKOpPUCTaHHI Nepani AnA perynoBaHHA CUAM CTPYMy, TPOXWM HATUCHITL Ha Nedanb AnA Nignany Ayrv Ha 3afaHoOMy 3Ha4eHHi
CTapTOBOro CTpyMy («CTapToB. CTPyM»). PeryntoliTe 3BaptoBanbHUIA CTPYM HaTUCKaHHAM Ha nefans (6inblue TUCK Ha Negane — 6inbLue
cTpyM). AKWO nepanb HaTUCHyTa MOBHICTIO, TO Oyae BCTAHOBNEHO MaKCUManbHe 3HauyeHHA CcTpyMy («OCHOBHWUI CTPYM»).
BukopucTtaHHA negani 4O3BONAE perynoBaTy CTpyM 3BaptoBaHHA Big «CTapToB. CTPYM» 10 «OCHOBHUM CTPYM».

I'IpM BI/IKDpVICTBHHi ANA peryntoBaHHA CUAN CTPyMYy NanbHUKa 3 I'IOTEHLLiOMeTpOM, nignan AYry KepyeTbCA KHOMKOK nanbHUKa, a cuna

CTpYyMy — NOTEHLIOMETPOM NasnbHuKa y AianasoHi Bia «CTapToB. CTPYM» A0 MakCUManbHOI CUIK CTPYMY AnA gaHoi moaeni (200 A ans
ProTIG-200 1a 315 A anAa ProTIG-315-400V).

PATON ProTIG DC MMA -14-
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cnoxxusau!
MATOH IHTEPHELLUH/ aakye Bam 3a Bubip npoaykuii PATON Ta rapaHTye BUCOKY fiKicTb Ta 6e3a0raHHe GpyHKLiOHYBaHHA faHoro Bupoby
3a YMOBW AOTPUMAHHA NpaBu MOro ekcnayatawii.

YBATA!!! Mepen BukopucTaHHAM o06nafAHaHHA PEKOMEHAYEMO O3HAWOMWUTUCA 3 PO3LUMPEHOK IHCTPYKUiE 3

ekcnnyaTauii, a TakoX NepeBipuTV NPaBUIbHICTL 3aMOBHEHHA rapaHTIMHOrO TanoHa: Ha3Ba Mogeni npuadaHoro Bamu

BMpOO6Y, Ta MOro cepinHnin HoMep NOBUHHI ByTW iAEHTUYHI 3anncaM B rapaHTInHOMY TanoHi. He fonyckaeTbCcA BHECEHHSA B
TanoH 6yab-AKMNX 3MiH Y/ BUMPaBeHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHSA CrioXKMBayeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.

YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!
TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:

Mopenb anapaty TepMiH rapaHTii
ProTIG-200 AC/DC 2 pokun
ProTIG-315-400V AC/DC 1 pik

OCHOBHWI rapaHTinHWIA Nepios 064YNCAIOETbCA 3 AHA NPOAaXy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHAyeMo ana 3anobiraHHsA BUXoAy anaparty 3 najy OAMH pa3 Ha NiBpoKy, 3a/1eXKHO Big yMOB eKkcnyaTauii, 3HATU 3aXUCHY KPULLIKY
i BUKOHaTM YUCTKY BHYTPILUHIX €NeMeHTiB i By3niB obnagHaHHA CTUCHEHWMM MOBITPAM. YMCTKY HEO6XiAHO NMPOBOAWUTM aKypaTHO,
YTPUMYIOUM LUNaHT KOMMNpecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTU NOLUKOAXKEHHSA Naliku eNeKTPOHHUX KOMMOHEHTIB i MexaHiuyHuX
YacTuH.

[MpoTAroM OCHOBHOrO rapaHTiiHOrO nepiody, Y BUNagKy rapaHTinHOro peMoHTy, npojaBselb 3060B'A3yeTbcA 6€3KOLUTOBHO AnsA
BNnacHWKa iHeepTopHoro o6nagHaHHa PATON™:

-npoTarom 1 poky 3 patm npma6aHHA KNiEHTOM o6naaHaHHA onnaTtuTu AoctaBky obnagHaHHA B CepBiCHWUIN LLEHTP i horo

NoBepHEHHA KMiEHTY, BUKOPUCTOBYHOUM NOCNYrK KOMNaHii «HoBa nowuta»;

-MPOBECTM AiarHOCTUKY Ta BUSBUTU NMPUUYNHY HECTIPABHOCTI;

-3a6e3nevnTn HeobXiAHUMU ANA BUKOHAHHA PEMOHTY By3/1aMU Ta efleMeHTaMu;

-BiApPEMOHTYyBaTN 06nafHaHHSA, WO BUALLIO 3 Nagy;

-NPOBECTU TECTYBaHHA BiAPEMOHTOBAHOro o6naaHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOOTLCA Ha 061aaHaHHA:
-3 MeXaHiYHMMMW MOLLIKOAXKEHHAMM, LLLIO BNIMHYNM Ha NpalesnaTHiCTb anapaTty (aedopmMauis Kopnycy i aeTtanen BHacnigok
nagiHHA 3 BUCoTK abo naaiHHA Ha o6nagHaHHA BaXKKUX NpeaMeTiB, BUNagaHHA KHOMOK Ta po3'eMiB);
-3i cnipamMu KOpoasii, AKa cTana NPUYNHOK HECMNPAaBHOIO CTaHy;
-AKe BUNLLNO 3 Najy Yepes BNINB CUIbHOTO 3BO/IOXKEHHA Ha MOro CU/OBI 1 €NEeKTPOHHI eNleMeHTu;
-AKe BUIALLMO 3 nagy Yepes HaKoMUYEeHHA CTPYMOMNPOBIAHOMO NUAY (BYrinbHWIA NN, MeTaneBa CTpy>Ka Ta iH.) BcepeauHi;
-3i cnigamMu cnpob caMoCTiMHOrO PEMOHTY Moro By3niB Ta/abo 3aMiHU eneMeHTIB.
Tako>k OCHOBHi rapaHTi/iHi 3060B'A3aHHA HE NOLUMPIOIOTLCA Ha 3iNCOBaHi 30BHIiLLIHI eneMeHTV obnagHaHHA, AKi NignAaraoTe GisMYHUM
KOHTaKTaMm, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:
- BUMUKAY XXUBMEHHS;
- py4KM perynoBaHHA NapamMeTpiB 3BaploBaHHs;
-po3'eMu nigkntoveHHs kabenis i pykasis;
-po3'eMu ynpaBniHHA;
-Kabenb XXNUBMEHHs i BUNKa Kkabento XMBMEHHA;
-py4Ka Ans nepeHeceHHn, peMiHb Yepes nnede, Kenc, Kopobka;
-TpUMadi enekTpoais, KnemMa «Macu», NanbHUK, 3BaptoBanbHi kabeni Ta pykasu.
MpeTeHsii Woao HUX NPUNMatOTLCA He Ni3HiLLE ABOX TUXKHIB Nicna npoaaxy.

Mpopaeeub 3anuwae 3a co60t0 NPaBoO BiAMOBUTU Y HaAaHHI rapaHTINHOrO pPeMoHTy, abo BCTaHOBUTW AATOK MoYaTky BUKOHaHHSA
rapaHTiNHUX 3060B'A3aHb MiCALb | Pik BUNYCKy anapaTy (BCTaHOB/MOOTLCA 3@ CEPIHUM HOMEPOM):

-y pasi BTpaTu nacnopTa BNacHUKOM;

-y pasi BiacyTHocTi kopekTHoro a6o B3arani 6yAb-AKoro 3anoBHEHHA NacnopTta NpoAaBLLEM Nif Yac npoaaxky anapary.

[apaHTiINHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiHOro o6¢cnyroByBaHHA anapary 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 CURRENT

-electric shock can lead to death;

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

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

-never remove its outer case when using the machine.

- B

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.

#
as)

DANGER OF MAGNETIC FIELD

Strong 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.

[

#)
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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.

PATON ProTIG DC MMA
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UNPACKING

The delivery set of the device includes:

Short
operating
manual

Shoulderstrap**

3m welding cable with ABICOR BINZEL Weldingarc supply source witha Quick-release pneumatic
ground terminal* mainscable connector, 8 mm

*— except ‘WA’ indexed models
** —for ProTIG-200 and ProTIG-200 WA models

CONTROLS AND INDICATION

LN

e

315-400VAC/DC  AC/DCTIG/MMA/SPOT

ProTIG-315-400 ProTIG-200
-17- PATON ProTIG DC MMA



1. MODE - welding method selector;

2. PROG - welding program selector;

3. TEST GAS -opens the gas valve button for 7 seconds for purging and filling the torch sleeve with shielding gas;
4. Up - changing the parameter value button (higher);
5. Down - changing the parameter value button (lower);
6. Right-welding parameter selection button;

7. Left-welding parameter selection button;

8. LCD;

9. Torch button/pedal connection socket;

10. Torch shield-gas fitting;

11.  Coolant flow relay connector;

12. Power switch;

13. Mains cable;

14. Shield-gas cylinder fitting;

15.  Power socket for external cooling unit (400 V);

16. Grounding cable bolt joint;

A -+’ welding amperage socket (red color);

B - ‘-’ welding amperage socket (black color).

)
PATON 200 AC/DC

Device dashboard
Buttons:
1. welding method selector;
2. user program selector;
3. pressto testthe 5 seconds gas purging and to feel the welding sleeve and the torch;
4. adjust the parameter value (higher);
5. adjust the parameter value (lower);
6. select the welding parameter;
7. select the welding parameter.

LCD icons and indicators:

Maln curren

Display icons and indicators

PATON ProTIG DC MMA -18-
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1. The welding mode indicator, changed by the MODE (1) button:
-«TIG MIX» - Tungsten Inert Gas mixed amperage welding;
-«TIG AC» - Tungsten Inert Gas AC welding;
-«TIG DC» — Tungsten Inert Gas DC welding;
-«SPOT» — Tungsten Inert Gas SPOT welding;
-«MMA» — Manual Metal Arc welding;
. The user's welding program number, switched by the PROG button (2). Up to 10 saved programs;
. Parameter name;
. The values and units of the selected parameter. Adjust the parameter value by the (4) and (5) buttons;
Indicator of the pulse amperage parameter (the selected amperage parameter is highlighted by red):
-‘b’ - pulse balance;
-‘f’ — pulse frequency.
6. The cyglogram of the actual welding mode and the machine status indicators:
-‘T’ - the temperature status indicator. The red color signals overheating of the device. Stop the welding, and wait for cooling
down the machine by internal cooling, until the indicator is green again. Don’t turn the machine OFF(!);
-’V indicator of the liquid flow relay of the autonomous cooling unit. The red color indicates that the device is not connected
to the cooling unit via connector (11) and/or that there is no cooling liquid flow.

ar LN

CAUTION!!! The indicator is functioning only in the ProTIG-315-400V model!
CAUTION!!! If the liquid flow indicator lights up red, the TIG welding is unavailable.

Deactivate the coolant flow relay on the PATON ProTIG-315-400V machine to work with air-cooled TIG torches (amperage up to 140 A):
-turn off the welding machine;
-turn on the welding machine holding the TEST GAS button (3);
-hold the TEST GAS (3) button until the ‘Cooler OFF’ message appears on the LCD (8);
-release the TEST GAS (3) button.

After deactivating the relay, the liquid flow indicator will change color to blue - now you can use the air-cooled torch.
Repeat the steps above to turn on the coolant flow relay. The ‘Cooler ON’ message will appear.
7. Remote welding control mode indicator:
-‘2T’ —two-stroke torch button mode;
-‘4T’ —four-stroke torch button mode;
-‘PED’ — welding control using the welding pedal;
8. Pulse mode Indicator:
-‘P’ - pulse mode is on;
-‘N’ - pulse mode is off;
9. ‘Remote control’ function indicator:
-‘R’-the ‘Remote Control’ function is off. The welding amperage is adjusted by the menu or by the welding pedal;;
-‘N’ -the 'Remote Control' function is on. The welding amperage is adjusted by the torch potentiometer.

START-UP

The PATON ProTIG welding machine is intended exclusively for tungsten argon-arc welding (TIG), for spot tungsten argon-arc
welding (SPOT), as well as for manual arc welding (MMA).. Other use of the machine is considered undue. The manufacturer is
not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence to instructions of
this operating manual.

INSTALLATION REQUIREMENTS

The machine must be placed 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.
NOTE: Do not direct the ventilation air flow at the welding arc - this will increase its stability.
POWER CONNECTION
The PATON ProTIG welding machine is rated for:

-Single-phase mains with a voltage of 230 V (190..260 V range) — for the ProTIG-200 AC/DC model;

-Three-phase mains with a voltage of 3x380 V or 3x400 V (x10%) for the ProTIG-315-400V AC/DC model.
Safety regulations when working with welding equipment require grounding of the device body. There are two options:

-using of the fourth yellow-green wire in the power cable (international marking standard IEC 60445);

-using of a bolt terminal at the machine’s rear panel (standard used in the CIS countries).
CAUTION! Allmanufacturers' warranties become invalid when connecting the device to a mains voltage higher than 270 V (for the
ProTIG-200 AC/DC model) or 450 V (for the ProTIG-315-400V AC/DC model)! Also, the manufacturer's warranty obligations
become invalid if the mains phase is incorrectly connected to the source ground.
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Use a four-wire cable that complies with the IEC 60445 standard to connect PATON welding machines to a 3-phase power:

-Brown wire - phase L1;
-Black wire - phase L2; L2
-Blue wire - phase L3;

-Yellow-green wire - ground.

Use a mains plug, a cross-section of the mains cables, as well as the mains fuses L1
that corresponds to the machine power consumption
POWERING BY A GENERATOR

ProTIG series welding machines can be powered by a mobile generator, whose power J_
must meet the following specifications:

MMA electrode, mm MMA/TIG amperage, A Required generator power, kVA

@2 up to 80 3,0
@3 up to 120 4,5
@4 up to 160 6,0
@5 up to 200 7,7

@6 low-melting up to 250 10

@6 low-melting up to 270 12,0
a6 up to 320 16,0

CAUTION! The generator output phase voltage should meet the 160-260 V limits for PATON ProTIG machine stable operation.
CHANGING THE MENU LANGUAGE

To change the interface language of the welding machine you have to:
-switch off the device;
-press and hold the MODE button (1);
-turn the device on, holding the MODE button (1), and wait for the language selection menu;
-select the required language with the Right (6) and Left (7) buttons holding the MODE button (1);
-release the MODE button (1).

RESETTING THE DEVICE TO FACTORY SETTINGS

Proceed as follows to reset the parameter values for all saved programs in all methods to factory settings:
-turn off the device;
-press and hold the PROG button (2), turn on the device;
-wait for the 'Reset done' message.

PATON ProTIG DC MMA -20-



FPATON

MACHINE CONNECTION DIAGRAM FOR MANUAL METALARCWELDING (MMA)

_@L ELECTRODE HOLDER

=}

g

SARRRRRSARANNSS

GROUND TERMINAL

[EISTSTSVSTSV SISV N VS

Recommended welding cables length for MMA:

S YT ) Cable length Cross-sectizon area, Cable type
(one way), m mm
160 2..7 16 KG 1x16
200 3...9 25 KG 1x25
250 5...11 35 KG 1x35
270 5..11 35 KG 1x35
320 6..14 35 KG 1x35

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

A

Ar
Ar+He
He
ARGON-ARC
TORCH

Sy

REARRRRREARSES
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SPECIFICATIONS
Basic characteristics ProTIG-200 ProTIG-315-400V
Rated supply voltage 50 Hz, V 230 (190..260) 380 (+/-10%)
Welding amperage range, A 5..200 10..315
Basic welding method TIG AC/DC/MIX
Extra welding methods MMA, SPOT
Interface languages UA, ENG, RUS
Ingress Protection rating 1P23
Efficiency, % up to 80
Maximum power consumption, kW 6.3 13.5
MMA amperage range, A 10..200 10-315
TIG AC/DC/MIX amperage range, A 5..200 10-315
MMA no-load voltage, V 60..80 80
Duty cycle
100% (DC) 126 A 180 A
40% (DC) 200 A 315A
100% (AC) 140 A 200 A
50% (AC) 200A 315A
General parameters
Contactless arc ignition + +
Welding current indication + +
Settings memory 10 programs 10 programs
Arc burning stabilization + +
Pulse function in TIG AC/DC, MMA + +
TIG Lift function + +
Double Pulse function + +
Torch button mode (TIG AC/DC/MIX) 2T, 47 2T, 47
Ability of pedal connection + +
Remote Control function in TIG AC/DC/MIX + +
Cyclogram parameters in TIG AC/DC modes
Shielding gas supply time before welding, s 0.1..25 0.1..25
Regulation of starting current, A 5..185 10..300
Regulation of currentrise time, s 0..15 0..15
Regulation of downslope time, s 0..25 0..25
Regulation of end current, A 5..185 10..300
Shielding gas supply time after welding, s 0.1..25 0.1..25
AC frequency, Hz 15..200 15-120 (with a current up to 200 A)
15-70 (with a current from 200 Ato 315A)
Polarity balance in AC welding, % 15..90% 15..90%
Pulse function parameters
Pulsation frequency, Hz 0.1..200 0.1-200
Pulsation balance 15..85% 15..85%
Lower current, A 5..195 10..300
SPOT mode parameters
Spot time, s [ 0.01.5 0.01-5
Peak current, A | 5..200 10-315
Functions in MMA method
Anti Stick ON/OFF ON/OFF
Hot Start, % 1-100
Arc Force, % 1-100
Overall dimensions
Box dimensions (L x W x H, mm) | 465 x 150 x 350 585 x 282 x 387
Weight, kg | 12.5 23
PATON ProTIG DC MMA -22-
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SETTING THE WELDING
TIG MIX welding mode

This mode is mainly used for aluminum welding. It uses a mixed amperage, which has a constant and alternating component, changing
at the 'Frequen. MIX'.
Alternating amperage is used to destroy the aluminum oxide film, and direct amperage is designed to effectively heat the metal for
greater penetration compared to classic alternating current welding.
You have to set the parameters for this mode:

-'Balance MIX' - the percentage ratio of the duration of the alternating component to the period of oscillation of the MIX current

components;
-'Frequen. MIX' - the frequency of changing the alternating and direct amperage.

TIG MIX mode parameters:

1. ‘Main current’ — welding amperage;
a) 5..200 A-for PATON ProTIG-200;
b) 5..315 A—for PATON ProTIG-315-400V;
2. ‘Falltime’ (0.1..25.0 s) — welding amperage decrease time in TIG MIX-2T, TIG MIX-4T modes;
3. 'Finish current' —completion amperage (crater welding amperage) in TIG MIX-4T mode. It cannot exceed the 'Main current’;
a) 5..185 A—for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;
4. 'Postflow' (1.0..25.0 s) — time of the welding zone post-purge with shielding gas in TIG MIX-2T, TIG MIX-4T modes;
5. 'Balance AC' (15..90%) — percentage ratio of the positive polarity pulses duration to the oscillation period of the MIX alternating
component;
6. 'Frequency AC' (15..200 Hz) - MIX amperage the alternating component frequency;
7. 'Balance MIX' (05..95%) — percentage ratio of the alternating component duration to the MIX amperage oscillation period;
8. 'Frequen. MIX' (1..10 Hz) - changing frequency of the alternating and direct components of the MIX amperage;
9. 'Remote control' - the welding amperage control by the torch potentiometer. NOTE: This item is not available when the 'Button
mode'is set to the 'PED";
a) 'ON'-the welding amperage is controlled by the torch potentiometer;
b) 'OFF' - the welding amperage is controlled by the menu or by the welding pedal;
10. 'Button mode' - welding control mode:
a) '2T'-two-stroke welding mode TIG MIX-2T;
b) '4T'-four-stroke welding mode TIG MIX-4T;
c) 'PED'-weldingis controlled by the welding pedal;
11.  'Preflow' (0.1..5.0 s) - time of the welding zone pre-purge with shield gas;
12. 'Start current' - start amperage in TIG MIX-4T mode. It cannot exceed the 'Main current' amperage;
a) 5..185 A-for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;
13. 'Risetime'(0.1..15.0 s) - welding amperage rising time to the 'Main current' value.

TIG AC welding mode

In this mode, welding is performed with alternating current. If necessary, you can set the amperage pulsation from 'Main current' to
‘Low current' at the 'Pulse frequen.' frequency and with the 'Pulse balance' ratio.

TIG AC mode parameters

1. ‘Main current’ - welding amperage;
a) 5..200 A-for PATON ProTIG-200;
b) 5..315 A-for PATON ProTIG-315-400V;
. ‘Falltime’ (0.1..25.0 s) - welding amperage decrease time in TIG AC-2T, TIG AC-4T modes;
. 'Finish current' — completion amperage (crater welding amperage) in TIG AC-4T mode. It cannot exceed the 'Main current';
a) 5..185 A—-for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;
4. 'Postflow’' (1.0..25.0 s) - time of the welding zone post-purge with shielding gas in TIG AC-2T, TIG AC-4T modes;
5. 'Balance' (15..90%) — percentage ratio of the positive polarity pulses duration to the AC welding amperage oscillation period;
6. 'Frequency' (15..200 Hz) - the welding AC amperage frequency;
7. 'Pulse balance' (10..95%) — percentage ratio of the 'Main current' duration to the pulsation period. NOTE: This item is available
only when the 'Pulse mode'is enabled;
8. 'Pulse frequen.' (0.1..200 Hz) - frequency of the welding amperage pulsing from 'Main current' to 'Low current’;
9. 'Low current' - the amplitude of the lower pulse in the pulse mode ('Pulse mode' ='ON'). It cannot exceed the 'Main current’;
a) 5..195 A-for PATON ProTIG-200;
b) 5..310 A-for PATON ProTIG-315-400V;
10. 'Remote control' —welding amperage control by a torch potentiometer. NOTE: This item is not available when the
'Button mode' parameter is switched to the 'PED';
a) 'ON' - welding amperage control by the torch potentiometer is enabled;
b) 'OFF' - welding amperage control is performed from the menu or by the welding pedal;

W N
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11.  'Pulse mode' -turn on the welding amperage pulsation from 'Main current' to 'Low current' at a 'Pulse frequency';
a) 'ON'— amperage pulsation mode is enabled;
b) 'OFF' — amperage pulsation mode is disabled;
12. 'Button mode' - welding control mode:
a) '2T' - two-stroke welding mode TIG AC-2T;
b) '4T' - four-stroke welding mode TIG AC-4T;
c) 'PED' - welding is controlled by the welding pedal;
13. 'Preflow' (0.1..5.0 s) - time of the welding zone pre-purge with shield gas;
14. 'Start current' - start amperage in TIG MIX-4T mode. It cannot exceed the 'Main current' amperage;
a) 5..185 A—-for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;
15. 'Risetime'(0.1..15.0 s) - welding amperage rising time to the 'Main current' value.

TIG DC welding mode

In this mode, welding is carried out with a direct current. You may set the amperage pulsation from 'Main current' to 'Low current' at
the 'Pulse frequency' and with the 'Pulse balance' ratio.

TIG Lift contact arc striking function

This function is used to minimize the electromagnetic pulse near the electric appliances sensitive to electromagnetic oscillations. They
may be damaged by the contactless arc ignition, which generates a powerful high-frequency electric discharge.

If you activate the TIG Lift function, the contactless arc striking unit will be switched off. You have to touch the workpiece with the
tungsten electrode and lift it to strike the arc.

Double Pulse function

This function combines conventional low-frequency pulsations of welding amperage with automatic high-frequency amperage
pulsations. This makes it possible to improve the quality and appearance of the weld, to protect the product from overheating, as well
as to increase the efficiency of TIG welding process by increasing the passage speed. This function is used when welding thin-walled
parts and products of corrosion-resistant austenitic grades of overheating sensitive steels, as well as in cases when increased
requirements for the weld appearance are specified.

TIG DC mode parameters

1. Main current’ - welding amperage;
a) 5..200 A - for PATON ProTIG-200;
b) 5..315 A-for PATON ProTIG-315-400V;
2. ‘Fall time’ (0.1..25.0 s) - welding amperage decrease time in TIG DC-2T, TIG DC-4T modes;
3. 'Finish current' — completion amperage (crater welding amperage) in TIG AC-4T mode. It cannot exceed the 'Main current' value;
a) 5..185 A-for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;
4. 'Postflow' (1.0..25.0 s) - time of the welding zone post-purge with shielding gas in TIG AC-2T, TIG AC-4T modes;
5. 'Pulse balance' (10..95%) - percentage ratio of the 'Main current' duration to the pulsation period. NOTE: This item is available
only when the 'Pulse mode' is enabled;
6. 'Pulse frequen.' (0.1..45 Hz) - frequency of the welding amperage pulsing from 'Main current' to 'Low current’;
7. 'Low current' - the amplitude of the lower pulse in the pulse mode ('Pulse mode' ="'ON'). It cannot exceed the 'Main current’;
a) 5..195 A-for PATON ProTIG-200;
b) 5..310 A-for PATON ProTIG-315-400V;
8. 'TIG lift' - enable contact arc striking;
a) 'ON' - the TIG lift contact arc striking is enabled. Press the torch button (press the pedal slightly), touch the tungsten
electrode to the workpiece. And smoothly lift the electrode, no higher than 4 m, to start the welding;
b) 'OFF' - non-contact arc striking method TIG HF is used. Bring the tungsten electrode tip to the workpiece and press the
torch button (press the pedal slightly) to start welding — the arc will strike non-contact, using a high-voltage discharge;
9. 'Double pulse' - enabling the double pulse function. NOTE: This item is available only when 'Pulse mode' is enabled;
a) 'ON' - double pulse mode is enabled;
b) 'OFF' - double pulse mode is disabled;
10. 'Remote control' - welding amperage control by a torch potentiometer. NOTE: This item is not available when the
'‘Button mode' parameter is switched to the 'PED’;

a) 'ON' - welding amperage control by the torch potentiometer is enabled;
b) 'OFF' - welding amperage control is performed from the menu or by the welding pedal;

11. 'Pulse mode' - turn on the welding amperage pulsation from 'Main current' to 'Low current' at a 'Pulse frequency';
a) 'ON' - amperage pulsation mode is enabled;

b) 'OFF' - amperage pulsation mode is disabled;
12. 'Button mode' - welding control mode:
a) '2T' - two-stroke welding mode TIG DC-2T;
b) '4T' - four-stroke welding mode TIG DC-4T;
c) 'PED' - welding is controlled by the welding pedal;
13. 'Preflow' (0.1..5.0 s) - time of the welding zone pre-purge with shield gas;
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14. 'Start current' - start amperage in TIG MIX-4T mode. It cannot exceed the 'Main current' amperage;
a) 5..185 A—for PATON ProTIG-200;
b) 5..300 A - for PATON ProTIG-315-400V;

15. 'Risetime'(0.1..15.0 s) - welding amperage rising time to the 'Main current' value.

SPOT welding mode

‘SPOT’ is TIG welding with spots or short seams, but you don't need to press and release the button for every spot. Welding is performed
with short current pulses, 'spots’, with an amperage of 'Main current'. The duration of the pulses is set by the 'Pulse time' parameter,
and the pause between pulses is set by the 'Pause time' parameter.
1. Main current’ - welding amperage;

a) 5..200 A - for PATON ProTIG-200;

b) 5..315 A-for PATON ProTIG-315-400V;
2. 'Pause time' (0.05..9.0 s) - pause time between welding amperage pulses;
. 'Postflow' (1.0..25.0 s) - time of the welding zone post-purge with shielding gas in SPOT-2T, SPOT-4T modes;
4. 'Current type' - welding amperage type:

a) 'AC' - alternating welding amperage;

b) 'DC' - direct welding amperage;
5. 'AC balance' (15..90%) — percentage ratio of the positive polarity pulses duration to the alternating welding amperage oscillations
period. NOTE: This item is available only when ‘Current type’ is set to ‘AC’;
6. 'AC frequency' (15..200 Hz) — the alternating amperage frequency. NOTE: This item is available when ‘Current type’ is set to ‘AC’;
7. 'Button mode' - welding control mode:

a) '2T' - two-stroke welding mode SPOT-2T;

b) '4T' - four-stroke welding mode SPOT-4T;
8. 'Preflow' (0.1.. 5.0 s) - time of the welding zone pre-purge with shield gas;
9. 'Pulse time' (0.01..5.0 s) —welding pulse time in SPOT mode.

w

MMA method parameters

1. ‘Main current’ — welding amperage;
a) 10..200 A - for PATON ProTIG-200;
b) 10..315 A - for PATON ProTIG-315-400V;
2. 'Antistick’ - function to counteract the electrode sticking;
a) ‘ON’ - ‘Anti-sticking’ function is on;
b) ‘OFF’ - ‘Anti-sticking’ function is off;
3. 'Hot start' (1..100%) - function to improve the arc striking by increasing the start amperage;
4. 'Arc force' (1..100%) - function to stabilize the welding arc.

Using the special tools for the welding process remote control

PATON ProTIG welding machines allow control of the welding amperage in the TIG method using a remote control pedal or a torch with
an amperage regulator. The remote control can be used in three argon-arc welding modes: TIG MIX, TIG AC, TIG DC.
Follow these steps to set up the remote amperage controller:

-connect the amperage controller: GX16 5 pln
o connect the pedal plug to the socket (9) if using a pedal; N\ T~
o connectthe torch control plug to the socket (9) if using a —

torch with an amperage regulator;
-connect torch to «-» (B) socket (black) of the source;
-connect gas socket of torch to fitting (10);
-connect gas hose to fitting (14);
-connect the grounding cable to a «+» (A) socket (red);
-connect grounding clamp to the workpiece;
-connect the power plug to mains socket;
-switch the power switch (12) to the ‘I’ position;
-use the MODE button (1) to select TIG MIX, TIG AC or TIG DC;
-set the remote controlin the menu:
o when using a torch with a regulator:
- MANDATORY! set the 'Button Mode'to '2T' or '4T', not the The pedal socket wiring:
'PED’; S$1 - torch button connection
=  enable remote control, set the 'Remote control'to 'ON’; R1 - a 10 kQ potentiometer connection
o  setthe 'Button Mode' 'to 'PED' when using a pedal;
-set the recent parameters of the selected welding method.
After setting up other welding parameters, you can start welding. Press the welding pedal lightly to strike the arc with the ‘Start current’.
Welding amperage is controlled by pressing the pedal - press the pedal to increase the amperage. If the pedal is fully pressed, the
maximum amperage (‘Main current’) will be applied. The use of the welding pedal allows for regulating the amperage from the
‘Start current’ to 'Main current’.
NOTE: You do not need to set the 'Rise Time', the 'Fall Time', and the 'Finish current' since they are not involved in the welding process.
The pedal can be used in TIG MIX, TIG AC, and TIG DC modes, as well as in pulse submodes.
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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.

warranty card before using the equipment: The model name of the purchased product, as well as the serial number must

g ATTENTION!!! We recommend you to read the operating instructions, and also check the correctness of filling out the
be identical to the warranty card entry. Any changes and corrections to the warranty card 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:

ProTIG-200 AC/DC 2 years
ProTIG-315-400V AC/DC 1year
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 owner of PATON™ inverter equipment:
-to make diagnostics and identify the cause of the malfunction;
-to provide units and parts required for the repair;
-to repair the failed equipment;
-to test the repaired equipment.

The main warranty does not apply to the equipment:
-mechanically damaged that affected the device performance (deformation of the case and parts as a result of falling from a
height or external hits), malfunctioned buttons and connectors;
-with traces of corrosion, caused a malfunction;
-failed due to exposure to its power and electronic elements of abundant moisture;
-failed due to the accumulation of conductive dustinside (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 reserves the right to refuse to provide warranty repairs, or to set the month and year of manufacture of the device as the start
date for the fulfillment of warranty obligations (established by the serial number):

-if the customer loses the warranty card;
-inthe absence of correct or even any kind of filling in the passport by the seller when selling the device.

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

Contact your seller or dealer 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 current regulations.

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