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BHUMAHME!!! Mepeg ncnosbzosaHuem o6opya0BaHUA peKOMeHAyeM 03HAaKOMUTCSA C pacluiMpeHHON Bepcueit
MHCTPYKLMM Mo 3KCMlyaTaumm no agpecy: https://paton.uvaffiles/passports/MultiPRO_GEN.pdf

YBATA!!! Mepea BUKOPUCTaHHAM 061aHaHHA peKOMEeHAYEMO 03HalOMUTUCA 3 PO3LUMPEHOIO BEPCI€l0 IHCTPYKLii 3
ekcnayaraLii 3a agpecoio: https://paton.ua/files/passports/MultiPRO_GEN.pdf

ATTENTION!!! Before using the equipment, we recommend you to read the extended version of the operating manual
by the link: https://paton.uaffiles/passports/MultiPRO_GEN.pdf

MHOrOQpyHKLMOHabHbIM MHBEPTOPHBIN annapaT / BaratopyHkuioHanbHUM iHBepTOpHUIA anapaT / Multiprocess welding inverter
PATON™ MultiPRO- 250 / 270-400V [ 350-400V

[ata npogaxu [ [lata npogaxy / Purchase date ” " 20, r.

(Moanuce npoaasua / Mianuc npoaasus / Vendor signature)
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“M[HTO

UKRAINE (YKPATHCbKA)

3BaptoBa/ibHUI anapaTt BUrOTOBJ/IEHWI BiAMNOBIAHO AO TEXHIYHWUX CTAHAAPTIB | BCTAHOB/IEHWX NPaBuUA
TexHiku 6e3nekn. MpoTe y pasi HENPaBU/ILHOTO MOBOAXEHHSA BUHMKaE Hebe3neka:

- TpaBMyBaHHs 06CyroBylo4oro nepcoHany abo TpeTboi ocobu;

- 3aN0AifHHA WKOAM cCaMoMy anapaTy abo MaTepiaibHUM LiiHHOCTAM NigNPUEMCTBa;

- nopyLeHHs edekTMBHOro poboyoro npotecy.

Bci ocobu, ski nos's3aHi 3 BBeAEHHAM B eKCMayaTalilo, YNpaB/iHHAM, AOTAAAOM i TeXHIYHWUM
o6cyroByBaHHSM anaparty NoBUHHI

- NPOTK BigNOBIAHY aTecTauiio;

- BOJIOAITV 3HAHHAMM 3i 3BApIOBaHHS;

- TOUHO AOTPUMYBATUCA L€l iIHCTPYKLi.

HecnpaBHOCTI, fiki MOXYTb 3HU3WUTK Ge3neKy, NOBUHHI 6y TV TEPMIHOBO YCYHEHI.

NPABWUNA TEXHIKU BE3NEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJIBHOIO CTPYMY

- YpaXeHHs eNeKTPUYHMM CTPYMOM MoXe By TV cMepTe/ibHUM;

- 3BaptoBa/IbHUI kKabenb NoBrHeH 6y TN MiLIHUM, HEYLIKOAXEHWUM Ta i301b0BaHUM. OcnabneHi 3'eAHaHHA
i mowkoaxeHW kabenb MOTpibHO HeralHO 3amiHMTU. MepexeBi kabeni 11 kabeni 3BaptoBaibHOIO
anapaTy NMOBWHHI CUCTEMAaTUYHO NepeBipATUCS daxiBLem eJleKTPMKOM Ha CrPaBHICTb i30/1ALl;

- Nig, YaC BUKOPUCTaHHA 3a60POHSAETHLCA 3HIMATY 30BHILLHIN KOXYX anapary.

HEBE3MNEKA BUNMPOMIHEHHS 3BAPIOBA/IbHOT AYTU

3abopoHSAETbCA crocTepiraTh 3a 3BaploBasIbHOI Ayrolo Heo3bpoeHnm okoMm. [Jyra i 6pusku, Lo
YTBOPIOIOTLCA Mg Yac poboTh, MOXyTb 06nekTH WKipy abo BMKAMKATK NONYM'S, TOMY 3aBXAW CAij
HOCUTYM 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOPOHHI 0CO6M, L0 3HAXOAATLCS B 30Hi Al
NPUCTPOIO, MOBWHHI 3aXMIATW OYi Creyia/lbHUMK 3aXMCHUMK OKyasipaMu abo BMKOPUCTOBYBATM
Heroptoyi ekpaHMu, Lo NOrNHATb BUMPOMIHIOBAHHS.

HEBE3MNEKA WKIAANBUX FA3IB | BUTAPIB

- YTBOPEHi 1M Ta WKiANMBI ra3u BUAaANTK 3 pobouoi 30HK crelianbHUMM 3acobamu;

- 3abe3neunTyn ZOCTATHIN NPUTOK CBIXOro NOBITPS;

- BUMapyW PO34YMHHUKIB He MOBUHHI MOTPaNsTX B 30HY BUNPOMIHIOBaHHS 3BaptoBasIbHOI Ayru.

HEBE3MNEKA MATHITHOIO No/is

- CTBOPEHi BUCOKUM CTPYMOM MArHiTHi Mo/si MOXYTb YMHWUTW HEraTUBHWIA BM/IMB Ha MpaLe3saTHICTb
efleKTponpuaagie (Hanpuknag, kapaioctumynstop). Ocobu, ski MaloTb Taki NpUAAAW, MOBUHHI
NopaanTUCA 3 NikapeM, nepLu Hix HabamxaTucs 4o pobo4yoro 3BaproBaIbHOrO MaMAAHUMKA .

HEBE3MNEKA BU/bOTY ICKOP

- 3aAMUCTi NpeAMeTU BUAAANTM 3 po60YOi 30HY;

- He AloNyCKaloTbCA 3BaploBanbHi poBOTU Ha EMHOCTAX, y AKKUX 3bepiraloTbcs abo 36epiraaunca rasm,
nanbHe, HapTonpoAyKkTH. MoxnBa Hebe3neka BUBYXY 3a/MLLKIB LMX NPOAYKTIB;

- y NOXexo- Ta BUbyxoHebe3neuHnx NpuMiLLeHHAX 40TPUMYBaTMCA 0COBANBUX NPaBWJ, BIAMNOBIAHO 40
HaLiOHaIbHUX Ta MiXXHAPOZHNX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

Jins 0COBUCTOr0 3aXMCTy AOTPUMYNTECH HACTYMHUX NPaBUA:

- HOCUTK MiLHe B3yTT#, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMC/I i y BONOrUX YMOBaX;

- 3aXMLWLATV PyKM i30/10I04MMM PyKaBMUYKaM;

- O4i 3aXMILATU 3aXMCHOIO MAcKo 3 GiNbTPOM MPOTU YbTPadioNETOBOrO BUMPOMIHIOBAHHS, AKWIA
BiANOBiAA€E CTaHAAPTaM TexHiku besneky;

- BUKOPUCTOBYBATY Ti/IbKM BiAMNOBIAHWI (BaXKO3aMMUCTUI 0AST).

#)
=9

HEBE3MNEKA IHTEHCMBHOIO LWYMY

3BaptoBasbHa Ayra, sika BUHWMKAE MiJ 4ac 3BaplOBaHHS MOXEe BMAABATU 3BYKW piBHA Bulie 85 Ab
npoTsArom 8 roguH poboyoro yacy. 3BaploBasbHUKK, L0 NPaLLIOIOTL 3 06AaAHaHHAM, Mig yac poboTu
MaloTb HOCUTU 3aCO6M 3aXMCTY OPraHiB CIyxy.

-3 - PATON MultiPRO DC MMA/TIG/MIG/MAG




PATON

PO3MAKYBAHHA

/10 KOMM/IeKTy anapaTy BXOAATb:

CTmcanit nocibHmnK

Vi Q i(\/ //B\m\a KopucTyBaya
= L
’ KomnnekTun ponukis Anst
3BapioBanbHUi kabenb 3 eNeKTPoZOTPUMaUEM CyUi/IbHOTO Ta a/lOMiHIEBOrO
ABICOR BINZEL, 3™ ApoTty

J
PemiHb ans
nepeHeceHHs anapaTty
Ha nneyi

3BaptoBa/bHUi kabeb 3 knemoto «maca» ABICOR #lxepeno XnB/IeHHA 38apIoBaALHOI
BINZEL, 3™ Ayrv 3 610KOM nogaui ApoTy
)

LLIBUAKO3HIMHWMIA MTHEBMOPO3'eM

HaniBaBTomaTnyHMi nanbHmK ABICOR

BINZEL, 3™ ManbHuK aproHoayrosuii ABICOR BINZEL, 4m

EJIEMEHTU YNPABJIHHA TA IHAUKALIA
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1-Uundposuin gucnneis;
2 — KHonku perytoBaHHs 06paHOro napameTpa Ha 3MeHLeHHs i 36inbLueHHs (3a 3aMoBUyBaHHAM: Np MMA — cTpym 3BaptoBaHHs, npu TIG —
CTpyMm 3BaptoBaHHsA, MIG/MAG — Hanpyra 3BapioBaHHs);
3 — KHonka Bu6opy $yHKLUii gxepena CTpyMy B NOTOYHOMY PEXUMI 3BaplOBaHHS;
4 — KHonka Bu6opy pexumy 3BaproBaHHs:
a) pyyHe AyroBse 3BaploBaHHA WTY4YHUM enekTpogom PA3 «MMA»;
6) 3BaptoBaHHs B aproHi, e1eKTPoAOM Lo He naaBuTbcs APT «TIG»;
B) 3BaplOBaHHA HaniBaBTOMaTUYHe B 3axMcHMX rasax HA «MIG | MAG»;
5—IHAMKaTOp NeperpiBy anapaTy: NP1 HOPMa/IbHOMY CTaHi anapaTy iHAMKATOP He CBITUTLCA, NPV NeperpiBaHHi - 6aMMac;
6 — KHonka 3anpaBieHHs A4pOTy (ras npu LbOMy He NOAaETbCA);
7 — Lindposuit ancnneit 6aoky nogaui 4poTy;
8 — IHAMKaTOP peXnMy KHOMKK Ha NasbHUKY (PeXnM 2T/4T/anbT.4T);
9 — KHonka Brbopy dyHkui 610ka nogavy ApoTy;
10 — KHonka nepeBipky nogayi 3aX1cHoOro rasy (4pit He NOAaeTbCA);
11 — KHOMKM peryioBaHHs napameTpis 610Ky NoAayi 4poTy Ha 3MeHLUIEHHs i 36ibLueHHs (3a 3aMOBYYBaHHAM: LUBUAKICTb Nogavi ApoTy);
12 — Po3'em KZ-2 Tuny "€BPO" ansi nig'efgHaHHA HaniBaBTOMaTUYHOMO NaNbHUKA;
13 — Kabenb nogadi cunosoro Toky 40 610Ky nogadi ApoTy;
14 — Po3'eM KepyBaHHs KHOMKaMy Ha NasibHUKY, NPU 3BaptoBaHHi B pexumi TIG;
15— Hi30 NoAayi 3aXMCHOro rasy B Na/ibHUK, Npy 3BaploBaHHi B pexnmi TIG;
16 — QikcaTop 3aXMCHOT KPULLKM MeXaHi3My noAadi ApoTy;
17 — MNiANOMHa 3axm1CHa KpuLLIKa MexaHi3mMy nogadi 4poTy;
18 — Bxig 4219 3anpaBKuM 3BaploBasbHOMO A4POTY;
19 - Ltyyep nogaui saxucHoro rasy, npu 3saptosarHi MIG/MAG;
20 — Po3'eM nogaui curHanis Bij MexaHi3aMy nojadi ApoTy Ha BK/IIOYEHHS | BUK/IIOUEHHS AXepena CTpyMy;
21— ABTOMAT / KHOMKa YBIMKHEHHS [ BUMVMKAHHSA AXKepe/ia 38apioBasibHOro CTpyMy;
22 — TpyMay KOTYLWKM ANA APOTY 3 NPYXMUHHUM MeXaHi3MOM raslbMyBaHHS;
23 - LLTyuep nogaui 3axmcHoro rasy, npu 3saptoBaHHi TIG;
24 — 3anobixHuku 610Ky nogavi ApoTy Ta nigirpisaya rasy;
25— Micue nigkaoyeHHs kabeto 3a3eMNeHHs
26 — Po3eTka Anf nigirpisava rasy 36V.
A —THi340 CMN0BOrO CTPYMy «+» TUMy BalioHeT:
a) npu 3BaptoBaHHi P13 "MMA" — niak/ito4aeTbea kabenb enekTposa (B OKpeMux BUNaAKkax npy BUKOPUCTaHHI cneLiiabHux
eNeKTPOAIB NiAKNOYAETLCA Kabenb «Macay);
6) npvt 3BaptoBaHHi AP "TIG" — NiagKNl0YaETLCA TiNbkM Kabenb «macay;
B) NPU HaniBaBTOMaTN4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyLifibHUM ApOTOM - NiAKNIO4aETLCA Kabeslb MexaHi3My noaavi
ApoTy;
r) Npu HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" ¢p/1l0cOBMM APOTOM - MiZKNIOUAETLCS kabesib «Macay;
B —Hi340 cMn0BOro cTpymy «-» TNy 6aiioHeT:
a) npu 3BaptoBaHHi P43 "MMA" - nigk/to4aeTbes kabenb «Mmaca» (B OKpEMUX BUNaZKax Npu BUKOPUCTAHHI CreLiafbHnxX
eNeKTPOAIB NiAKNOYAETLCA Kabenb enekTpoAa);
6) npu 3BaptoBaHHi APT "TIG" - NigK/II04AETLCA TiIbKM aprOHOAYrOBUI NaNbHUK;
B) NpM HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbH1M APOTOM - MiAKNO4AETLCA Kabesib «Macay;
r) Npy HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" $tocoBuM ApOToM - MigKI04aETbCs kabelb MexaHiamy nogavi
Apory.
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PATON
BBEAEHHSA B EKCMNYATALIO

3BaptoBasibHUI anapaT MpPU3HAYEHUI BUK/IOUHO: AJ/1 PyYHOrO AYrOBOrO 3BAPIOBaHHA WTY4YHUM €/1EKTPOAOM, 3BaplOBaHHS B CEpPeAoBuLLi
aproHy, a TakoX HamniBaBTOMaTUYHOTO 3BApIOBAHHA B CEPEAOBMLYI 3aXMCHMX rasiB. |HWe BMKOPWUCTaHHsA amapaTy He BiAMoOBiAaEe Horo
npu3HaveHHo. BrpobHMK He Hece BiAMOBIAa/LHOCTI 3a MOWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTy He 3a MpU3Ha4eHHAM.
BuKopuWCTaHHA BiZANOBIAHO A0 MPU3HaYeHHs, Ma€ Ha yBasi 40TPMMaHHs BKa3iBOK LibOro NocibHmKa 3 ekcnyaTalii.

BMMOIM 40 PO3MILLLEEHHSA

HeobxigHo po3milyBaTy anapat Tak, o6 3abesneuyBaBcs 6e3nepelkoAHUI BXig | BUXif OXON0AXYIOUOro MOBITPS Yepes BEHTUASALiMHI
OTBOPM Ha nepeAHil i 3agHin navensx. ChigkyiiTe 3a TuM, Wo6 MeTaneBuit Nua (Hanpukaag, niA Yac HaxAauyHoro whidpysaHHa) HE
3acMokTyBanacs 6esnocepesHbO B anapaT BEHTUNATOPOM OXO/IOAXKEHHS.

MNIAKAOYEHHSA A0 MEPEXI

3BaploBabHUI anapar y cepiiHoMy BUKOHaHHI pO3paxoBaHUit Ha:

1. MepexeBy Hanpyry 220B (-27% +18%) — gns Mmogeni MultiPRO-250;

2. TpudasHy mepexeBy Hanpyry 3x380B abo 3x400B (Mogeneit MultiPRO-270/350-15-4-400V) — ANs OO BUBEAEHO Tpy A4poTu. Mpasuaa
TexHiku 6e3neku nig yac nposeseHHs pobiT 3i 3BaploBasbHUM 06NasHaHHAM BUMaraloTb 3a3eMJ/IeHHA Kopnycy anapaty. [as uboro
nepez6ayeHo /Ba BapiaHTY: 1) BUKOPUCTaHHA YeTBEPTOrO APOTY Y MepexeBoMy kabeni oBTO-3e/1eHOro Kobopy (MiXHApPOAHWIA CTaHAapT
MapKyBaHHS); 2) BUKOPUCTaHHsA GONTOBOI KEMU Ha 3aAHil NaHeni anapaTy (XOPCTKIlWIA CTaHAAPT 3a3eM/IeHHS, AKUIA BUKOPUCTOBYBABCA B
kpaiHax CHA).

Yeara! lNpu nigioueHHi anapaTa 40 Hampyru Mmepexi Buie 270B (MultiPRO-250) abo 450B (ans MultiPRO-270/350-15-4-400V), Bci
rapaHTiltHi 3060B's13aHHs BUPO6HWKa BTpayaloTb CuJly! A TaKoX rapaHTiliHi 3060B'A3aHHS BUPO6HMKa BTpayaloTb YMHHICTb NPY MOMUIKOBOMY
niZKAO4YeHHI da3n Mepexi Ha 3a3eMeHHs Axepena.

MepesxeBuit po3'em, nonepeyHuii nepepis kabesiiB Mepexi X1BAEHHS, a TakoX MepedxeBi 3anobixXHUKN MOBUHHI BUOGMPATUCA BUXOAAUM 3
TeXHIYHMX ZaHux anapaTa.

Enektpog, wo BcraHoBneHe JliameTp nonepeuHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HauYeHHs CTpyMy npu nepepisy ApoTy npu nepepisy MepexxeBoro AOBXWHa
pexumi MMA MMAiTIG MIG/MAG NPOBOAY, KB. MM NPOBOAY, M
1x220V - MultiPRO-250

1 75
1,5 115
@2 Mm He 6isiblie 80A He Binbwe Jo,6 Mm 2 155
2,5 195
4 310
1,5 75
2 105
g3 MM He 6isiblue 120A He 6isblwe Jo,8 MM 2,5 130
4 205
6 310
2 75
2,5 95

D1, Mm He Binble 160A :
4 155
He 6inble @1,0 MM 6 230
2,5 75
25 MM He Binbluie 200A 4 125
6 185
2,5 60

@5 mm )

@6 MM S1ErKOMA. A0 250A He Binbwe J1,2 MM 4 100
6 150
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FPATON

Enektpog, wo BcTaHoBneHe [liameTp nonepeyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HauYeHHs CTpyMy nepepisy ApoTy npu nepepisy Mepexesoro AOBXWHa
pexumi MMA npu MMA i TIG MIG/MAG NpOBOAY, KB. MM npoBoAy, M
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
2 Mm He Binbwe 80A He Ginble Jo,6Mm 2 270
2,5 340
4 540
1,5 135
2 175
23 MM He 6i/iblue 120A He 6isiblie Jo,8Mm 2,5 220
4 350
6 525
2 130
X 2,5 160
D1, MM He 6isblue 160A
4 260
He 6isblue J1,0MM 6 385
2,5 115
25 mm. He Binblue 220A 4 180
6 270
2,5 85
@6 MM nerkon. He Binble 270A He Binbwe &1,2MM 4 135
6 205
2,5 65
26 Mm A0 350A He 6ible J1,4 MM 4 100
6 150

YBATA! MepexeBa KHOMKa Ha 3aAHiN maHesi anapata MultiPRO-250 He € cui0BOIO, TOMY MiZ Yac BUMKHEHHS anapaTty BOHa He
3HECTPYMJIIOE MOBHICTIO BCHO BHYTPILLHIO €1@KTPOHIKY. 3 L€l NPUYMHM 3Ti4HO NPaBUA TEXHIKM 6e3neKku Nic/is 3aBepLueHHs 3BaploBasbHUX
pobiT, BUIMMaliTe BUAKY 3 Mepexi.

CXEMA NIAKNIOYEHHSA ANAPATA A9 3BAPKOBAHHA MOKPUTUMW EIEKTPO4AMU (MMA)

ENIEKTPOAOTPUMAY

KNEMA "MACA"
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PEKOMEHZOBAHA JOBXXWHA 3BAPIOBAJIbHUX KABEJIIB MPU 3BAPIOBAHHI:

. Maowa
. JoBxuHa kabenis
MakcumanbHum cTpym nonepeyHoro Mapka kabesto
(B OAHY CTOPOHY) .
nepepisy

. 2..9M 10 MM? Kl 1x10

6 A
He blblue 100 3..14 M 16 Mm? KI™ 1x16
He 6inbie 160A 2..9M 16 MM KT 1x16
3. 14 M 25 MM? KI" 1x25
He BinbLe 200A 2..7M 16 MM Kl 1x16
3...10 M 25 MM? KImaix2g

2 Kr

He Ginblue 250A 2.8 u 25 MM 25
3..12M 35 MM? KI" 1x35
He 6inblie 270A 5..11M 35 MM? KI" 1x35
20 350A 6..14M 35 MM? KI" 1x35

CXEMA NIAKNHOYEHHSA ANAPATA A4 3BAPIOBAHHSA B APTOHI (TIG) - TIG-LIFT

APrOH

i

Il

PATON MultiPRO DC MMA/TIG/MIG/MAG
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FPATON

CXEMA NMIAKKOYEHHA ANAPATA A4/19 HANIBABTOMATUYHOIO 3BAPIOBAHHA (MIG/MAG)

30BHIWHIA MEXAHI3M
noaAuI APOTY

HANIBABTOMATHYHUA
NANBHUK

K/IEMA "MACA"

TEXHIYHI XAPAKTEPUCTUKU

TpuBanicTb HaBaHTaxeHHs (TH)

100%/npu 208A

100%/npu 225A

NAPAMETPbI MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V

. . 220 3x380 3x380
HomiHanbHa Hanpyra mepexi 50/6olu, B 230 3400 X400
HoMiHanbHWI CTPYM, WO CMOXMBAETLCA 3 Ppasn
Mepexi, A P ¢ 29,6...35.1 12,1... 14,1 16,2...18,7
HoMmiHanbHWi1 3BaptoBanbHUiA CTpyM, A 250 270 350
MakcumanbHuit Aitounii ctpym, A 335 350 450

70%/npu 250A 70%/npu 270A 70%/npu 350A

100%/npu 290A

Me>xi 3MiHu Hanpyru Mepexi XuBieHHs, B 160 - 260 +15% +15%
Mexi peryntoBaHHs 3BaptoBaibHOro CTpymy, A 12-250 12-270 14-350
Mexi peryntoBaHHs 3BaptoBasibHOI Hanpyru, B 12-28 12-29 12-30
[liameTp WTy4YHOro enekTpoaa, Mm 1,6-6,0 1,6-6,0 1,6 -6,0
[liameTp CyUiNbHOrO 3BaploBaNLHOrO APOTY, MM 0,6-1,2 0,6-1,2 0,6-1,4

MexaHi3m nogavi gpoty

£4-PO/IMNKOBUIA 3 NPUBOAOM Ha BCi POANKM

MakcumanbHa Bara KOTYLKW 3 APOTOM, KI

15

15

15

IMNyAbCHI peXxumMu nig yac 3BaproBaHHA

MMA: 0,2...5000L,
TIG: 0,2...5000L

MMA: 0,2...5000y
TIG: 0,2...5000L

MMA: 0,2...5000y,
TIG: 0,2...5000}

'\g_'i/(';t’?_ﬁ: MIG/MAG: 5...5001 L, MIG/MAG: 5...5000 L,
Bnok 6e3koHTakTHOrO nignany B pexumi TIG +
Fapsiunn cTapT (Hot-Start) B pexumi MMA PerynboaHa
®opcax gyru (Arc-Force) B pexxumi MMA PerynboBaHa
AHTUNpuAnnaHHa (Anti-Stick) B pexumi MMA ABTOMaTMUHa
B10K 3HMXKEHHS HanpPyru X010CTOro Xo4y YBIMK / BUMK
Hanpyra xonoctoro xoay MMA, B 12/75
Hanpyra nianany ayru, B 110
HomiHanbHa cnoxuBaHa NoTyXHicTb, KBA 66..78 8,0...9,4 10,7...12,3
MakcrmanbHa cnoxueaHa NOTYyXHICTb, KBA 9,5 11,4 15,3
KKZ, % 90
OX0N0AXKEeHHS AjanTueHe
JlianasoH pobounx Temnepatyp —25 ... +45°C
[abapuTHi po3mipu, MM (40BXMHA, LUMPUHA, BUCOTA) 360 x 260 x 270 540 X 360 X 400 540 X 360 X 400
Maca 6e3 akcecyapis, kr 14,1 16,5 16,9
Knac 3axucty P21 P33 1P33
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BUBIP TA HAJIALUTYBAHHA d)YHKLI,II\/‘I ATAPATA

B cTaHAapTHOMY CTaHi (KoM A0 KHOMOK Ha NepeAHiii naHeni He TOPKAlOTLCA), anapaT Ha eKPaH Jxepesia 38aploBa/IbHOrO CTPYMY BUBOAWUTb
3HauYeHHA OCHOBHOTO NapameTpa NOTOYHOMO PeXUMy 3BaprOBaHHA:

1) y pexxumi P43 "MMA” — 3BaptoBasibHuUiA CTPYM;

2) y pexwvmi AP "TIG"” — 3BaptoBa/bHUI CTPYM;

3) y pexxumi HA “MIG/MAG" — 3BaptoBanbHa Hanpyra.

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHs MIG/MAG Bi406paXa€eTbCsi MNOTOUYHE 3HAYEHHS CTPYMY, WO BUMLIAO B Pe3ynbTaTi HACTYMHUX
dakTopiB: AiameTpa APOTY, WO BUKOPUCTOBYETLCS, BCTAHOB/IEHOMO 3HAYEHHS HAaNPyry Ha AXepei, BCTAHOBNEHO! WBUAKOCTI NoAavi ApoTy
Ha MexaHi3Mi noAaui, BUKOPUCTOBYBAHOr O rasy, MaTepiay i TOBLMHM BUPOGY, L0 3BaplOETLCA i i T.4. 3HAYEHHS NOKA3YETLCS MPOTAroM 8 cek.
nicas 3aKiHYeHHA 3BaploBaHHS — Lje NOTPIBHO A5 MOXAMBOCTI CAMOCTIHOI MepeBipku CTPYMy 3BaptoBa/ibHUKOM, 6€3 CTOPOHHBOT 40NOMOrK.
A Ha ekpaHi MexaHi3My nogaui 3 npaBoro 60Ky B LibomMy pexumi (HA “MIG/MAG") BUBOAUTLCA 3HAYEHHS WBUAKOCTI NoAadi ApoTy B "M/xB".

KHonka 3 Ha nepeaHilt naHei anapara BignosiAac 3a Bubip yHKUiT 4Xepesia B NOTOUHOMY pexuMi 3BaptoBaHHs, a KHomKa 9 3a BUGIp GyHKL,T
610Ky nogavi B pexumi MIG/MAG.

KHonka 4 Ha nepezHiii naHeni Bignosigac 3a BUGip pexvMy 3BapioBaHHS.
KHonku 2 Ha nepeAHilt naHeni Axepena CTPyMy BiAMNOBIAaloTb 3@ 3MiHY MOTOYHOO 3HaYeHHs Ha eKpaHi 3/iBa.
KHonku 11 Ha nepegHiit naHeni 610Ky NoAayi BiANoBiAaloTb 3a 3MiHY MOTOYHOIO 3HaYeHHs Ha ekpaHi 610Ky.

MNEPEK/IIOYEHHSA HA HEOBXIAHY OYHKL, IO

Sikwo B anapaTi BCTAHOB/JEHO CMCTEMY 3aXWCTY Bij HECaHKLiOHOBAHOro AOCTYNy A0 MeHi GYHKLiM, NPU HAaTUCKaHHI Ha KHOMKY 3 Ha
iHAMKaTOpI He BiA6YBAETLCA XOAHMX 3MiH, TO6TO LA KHOMKa 3ab10koBaHa. LLjo6 po361okyBaTh, HeObXiAHO yTPUMYBATH i HATUCHYTOMY CT aHi
6inblwe 3,5 cekyHA. Mpu po36aoKyBaHHI Ha IHAMKATOP BUMBOAWUTLCS 306paxeHHs 3aMOUYKIB, WO BiAKPUBAIOTLCS, WO BKA3ye Npo npouec
po36aoKyBaHHs MeHio GyHKLN. Micas ycniwHoro po36aoKyBaHHs, NPU HATUCKAHHI KHOMKM 3, Ha LUM$pPOBUIA ANCNNel BUBOANUTLCS NOTOYHA
Ha3Ba GyHKLT Ta il 3HaYeHHs.

YBara! lMicns BiANyCKaHHsA KHOMKM 3 Yepes 2 CeKyHAW eKpaH 3HOBY Mepeiije Ha OCHOBHWIA NapaMeTp MOTOYHOIO PeXMUMY 3BaptoBaHHs. Moku
ANCNei NOKasye NOTOYHY GYHKL,IO, T 3HAYEHHSA MOXHA 3MiHUTU Y 6iblly 260 MeHLY CTOPOHY, 3a 40MOMOT0I0 KHOMOK 2. AGO NpU WBMAKOMY
HaTWUCKaHHI Ta BiANyCKaHHi Ha KHOMKMW 3 MOXHa NepeMUKaTUCA Ha HAacTynHy GyHKLio No Koy.

YBara! §Ikw,0 40Bro yTpuMyBaTH KHOMKY 3 Y MOMEHT PO3T/sAy HaiMeHyBaHHA GyHKLT, NPUBAN3HO Yepes 10 cekyHA, Ha udposomy Tabio
NOYHETLCA 3BOPOTHUIA BiAIK 333...222...111, AKMIA NONEPeAXAE NPO CKUAAHHS BCIX HANALWTYBaHb NOTOYHOTO PEXUMY.

AHasIoriYHO, NPU HaTUCKaHHI KHOMKW 9 Ha LMPpPOBUI iHAMKATOP NPaBOpYyY BUBOAUTLCA rpadiyHa HasBa MoTouHO! GpyHKLiT 610Ky nogadi
APOTY, a Bigpasy nic/is BiANyCKaHH:A NPOTAOM 2 CEKYH/, MOKa3y€eTbCS NOTOYHE 3HaUeHHA L€l GyHKLT. 3a 40MOMOro KHOMOK 11 I0ro MOXHa
3MiHUTM B MeHLWY abo BinbLuy CTOPOHY.

AKLLO MeHIo 3a610K0BaHe, K iy BUNAAKY 3 MeHIO GYHKLIN Ha Aepeni — 4OCTAaTHLO YTPUMATK LiI0 KHOMKY MOHAZ, 3,5 CeK.

NEPEK/IIOYEHHA HA HEOEXIAHI/IVI PEXXWM 3BAPHOBAHHA
HaTuckaHH: KHOMKYM 4 NPU3BOAWTL 4,0 NEPEKOUYEHHS Ha HACTYMHWIA PeXVM 3BaploBaHHS Mo KoJly. Lie BUAHO Ha Avcnei 1 Ha nepeaHilt naHeni
anapara.

CKUAAHHS HAZIALUTYBAHb BCIX ®YHKLI MOTOYHOI O PEXXVMMY 3BAPIOBAHHS!

MoxyTb BigbyBaTMCs cuTyalii, KOAM NapameTpu B anapaTi TPOXM 3anayTaau KopucTyBava. /ns Toro wob CKMHYTH iX A0 CTaHZAPTHUX
33BOACbKMX, 4OCUTb YTPUMYBaTK 6e3nepepBHO KHOMKY 3 NPOTArom bisblie 10 cekyH/ (He 3BepTaTy yBary Ha 306paxeHHs 3amoukis). Sk i
HaBOAMNOCA paHille, Ha Taba10 NOYHETLCS 3BOPOTHUIA BIANIK 333...222...111 | NPU AOCATHEHH "000" BCi HANALITYBaHHA NOTOYHOrO PeXU My
3BaploBaHHs by/AyTb OHOB/IEHI Ha 3aBOACHKI. CKMAAHHS NapamMeTpiB A7 KOXHOMO PexuMy 3BaptoBaHHs pobsTbcs okpemo. Lie 3pobeHo ans
3pYYHOCTI, W06 He CKUHYTU IHAMBIAYaNbHi HANALITYBAHHSA B BOX iHLLMX peXuMax.

AHaNoriuHo, MOXHa CKUHYTU NapameTpu Ha 610 NoAadi 4pOTy 3a 40NOMOroK0 KHOMKM 9.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXX/MI 3BAPIOBAHHSA

Y KoxHOMy pexwumi 3sapioBaHHa MMA, TIG i MIG/MAG anapaT moxe 36epiraTh 40 16 pi3HWX BapiaHTiB HajawWwTyBaHb. MOTOYHUIA HOMep
HaNaWTyBaHHs (Mporpamu) Bif06paxaeTbCs y BEPXHbOMY MPaBOMY KyTi iHAWKATOPa, WO 3HaXOAUTLCSA Ha Nepe/Hiii NaHeni Axepena. Y
MOMEHT NMepLIOro YBIMKHEHHS anapaTa, 411 KOXHOrO PeXMMY 38aptoBaHHS, 3aBXAN BUBOANTLCA Nporpama nig NO1. Yci 3MiHM B HanalTyBsaHHi
anapaTa B JaHOMy PeXu1Mi 3BaploBaHHA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbcs. LLLo6 nepeiiTu Ha iHWWiA HoMep Nporpamu i noYaTu
HaNalWTyBaHHs 3HOBY 3 6a30BKX NapaMeTPiB, 40CTaTHLO HATUCHYTW KHOMKY 3 i AKILO MeHI0 BUBOPY PyHKLil 3a610K0BaHO, TOAi Ha iHAVKaTOp
BMBOAWTLCA NOTOYHNIA HOMEp NPOrPamMu, KU MOXHa 3a 0MOMOr0I0 KHOMOK 2 3MiHUTK Y 6isbly abo MeHLy CTOPOHY. AKILO MeHIo BUBOpy
byHKUiT He 3a610KOBaHe, HaNPUKAaZA, KOPUCTYBaY AIKPa3 Nepe/ LM 3MiHIOBaB 40AaTKOBi napameTpu GyHKLil, To HeobxigHO 3abnokyBaTu
MeHI0 BUBOPY YHKLIM 3a 4ONOMOrol yTpUMaHHs KHomnku 3 bisblie 3,5 cek. Tak camo K i npu po36a0KyBaHHi, Ha iHAMKaTOpi ByayTb
BigobpaxaTuncs 3amMky, Lo 3aKkpuBatoTbes. [ics 3akiHYeHHs Liel onepauii MeHio Bye 3a610K0BaHO | Tenep MoXHa 3HOBY NOBTOPUTM CNpoby
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3MiHM HOMepa Mporpamy 3a ZoMoMOrot KHomku 3. Mpu LboMy BCi napamMeTpu nonepeAHbLOT Nnporpamu 6yayTb 36epesxeHi i 40 Hei 3aBXAN
MOXHa NOBEPHYTUCSA 3HOBY.

3AFANIbHUM CNUCOK | NOCNIAOBHICTb (DYHKLI,Iﬁ

Pexcum 38aprosarHa P43 "MMA"
0) [-1-] - ocHoBHUIA napameTp CTPYM = 9oA (3a 3aMOBYyBaHHsAM)
a) 12...250A (KpokK 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpoK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KpPOK 3MiHuM 1A) Anst MultiPRO-350
1) [H.St] cuna "lapsvoro ctapTy" = 40% (3a 3aMOBYYBaHHSIM)
a) o[OFF] ... 100% (Kpok 3miHu 5%)
2) [t.HS] yac "lapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...1,0 cek. (KPOK 3MiHM 0,1 ceK.)
3) [Ar.F] cuna "®opcaxy gyrn" = 40% (3a 3aMOBUYBaHHsAM)
a) o [OFF] ... 200% (kpok 3miHu 5%)
4) [U.AF] piBeHb cnpatboByBaHHsA dyHKUiT «Popcax gyru» = 12V (3a 3aMOBYYyBaHHAM)
a)9... 18V (Kpok 3miHu 1V)
5) [BAH] Haxunn BoabTamnepHoi xapakTepucTukn = 1,4V/A (3a 3aMOBYyBaHHAM)
a) 0,2...1,8V/A (kpok 3miHM 0,4V/A)
6) [Sh.A] 3BaptoBaHHs kopoTKoto gyroto = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHeHO
7) [BSn] 610K 3HMXEHHS Hanpyru xonocToro xoay = OFF (3a 3aMoBYyBaHHsM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
8) [Po.P] pexum nynbcauii ctpymy = OFF (3a 3amoBUyBaHHSAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
9) [LiP] cTpy™ iMnysbcy = 9OA (3a 3aMOBUYBaHHAM)
a) 12...250A (Kpok 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpokK 3miHK 1A) gns MultiPRO-270
B) 14 ... 350A (KpOK 3MiHuM 1A) At MultiPRO-350
10) [I.PS] cTpym naysu = oA (3a 3aMOBYyBaHHAM)
a) 12...250A (Kpok 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpoK 3MiHK 1A) gns MultiPRO-270
B) 14 ... 350A (KpOK 3MiHM 1A) A MultiPRO-350
11) [Fr.P] yacToTa nyabcalint cTpymy = 5,0 ', (32 3aMOBYYBaHHSIM)
a) 0,2...500( L (AMHAMIYHMI KPOK 3MiHM 0,1 IMY...1 L)
12) [dut] cniBBiAHOWEHHS iMNyAbC/Nay3a (LNapyBaTiCTb) — Le BiACOTOK iMMNY/bCY CTPYMY A0 NepPiogy NPOXOAXKEHHS LiUX iMNybCiB = 50% (3a
3aMOBYYBaHHAM)
a) 20...80% (KpoK 3miHK 5%)

Pexcum 3s8aprosarHa TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 100A (3a 3aMOBUYyBaHHsIM)
a) 12...250A (Kpok 3MmiHu 1A) Ans MultiPRO-250
6) 12 ... 270A (KpoK 3MiHK 1A) Ans MultiPRO-270
B) 14 ... 350A (KpOK 3MiHM 1A) Ans MultiPRO-350
1) [But] pexxum kHoNkuM Ha nanbHUKy = [2T] (3a 3amMoBYyBaHHAM)
a) [LIFT] — KOHTaKTHWI pexxum 3anantoBaHHs Ayru TIG-LIFT
6) [2T] — 6€3KOHTAKTHMI peXxxMM 3anastoBaHHs, pexum kHonku TIG-2T
B) [4T] — 6€3KOHTaKTHUI PEXWM 3ana/lloBaHHs, Pexum kHonku TIG-4T
2) [t.Pr] yac nepea-npoayBku = 2,0 cek. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 cek. (KPOK 3MiHM 0,1 cek.)
3) [t.Po] yac nicas-npogyBKku ra3oM = 3,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...25,0 CeK. (KPOK 3MiHM 0,1 CeK.)
4) [Pr.A] nonepeaHiii cTpym (ninoTHa Ayra) = 15A (3a 3aMOBYyBaHHAM)
a) 12...40A (Kpok 3miHu 1A) Ans MultiPRO-250
6) 12 ... 40A (KpoOK 3MiHK 1A) Anst MultiPRO-270
B) 14 ... 40A (KPOK 3MiHM 1A) ans MultiPRO-350
5) [Po.A] cTpym 3aBaptoBaHHA KpaTepa = 20A (3a 3aMOBYyBaHHAM)
a) 12...60A (Kpok 3miHu 1A) Ans MultiPRO-250
6) 12 ... 60A (KpoK 3miHK 1A) Anst MultiPRO-270
B) 14 ... 60A (KpOK 3MiHu 1A) Ans MultiPRO-350
6) [t.uP] Yac HapocTaHHs CTPYMY = 0,3 ceK. (3a 3aMOBYYBaHHAM)
a)0,1... 5,0 ceK. (KpOK 3MiHM 0,1 CeK.)
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7) [t.dn] 4ac cnagaHHs CTPyMy = 0,3 CeK. (3a 3aMOBUYYBaHHAM)
a)0,1... 5,0 cek. (KpOK 3MiHW 0,1 ceK.)
8) [Po.P] pexum nynbcauii ctpymy = OFF (3a 3amoBUyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [l.iP] cTpym iMnynbcy = 100A (3a 3aMOBYYBaHHsM)
a) 12...250A (KpoK 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpOK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KpOK 3MiHuM 1A) Anst MultiPRO-350
10) [I.PS] cTpym naysm = 100A (3a 3aMOBUYBaHHSM)
a) 12...250A (Kpok 3miHu 1A) A5 MultiPRO-250
6) 12 ... 270A (KpoOK 3MiHu 1A) Ans MultiPRO-270
B) 14 ... 350A (KPOK 3MiHu 1A) gns MultiPRO-350
11) [Fr.P] yacToTa ny/ibcauiit ctpymy = 10,0 Il (3a 3aMOBYYBaHHAM)
a) 0,2...5000 1, (AMHAMIYHWIA KPOK 3MiHM 0,1 Iy,...1 L)
12) [dut] cniBBiAHOWEHHS iMNyAbC/nay3a (WNapyBaTiCTb) — e BiACOTOK iMMNY/IbCy CTPYMY A0 NEPioAy NPOXOAXKEHHS LMX iMNy/bCiB = 50% (3a
3aMOBYYBaHHsM)
a) 20...80% (KpoK 3MiHM 5%)

Pexcum 3s8aprosaHHa MIG/MAG
0) [-3-] ocHoBHMIt napameTp HAMPYIA = 19,0V (3a 3aMOBUYyBaHHAM)
a) 12... 28,0V (Kpok 3miHu 1A) Ans MultiPRO-250
6) 12 ... 29,0V (KpOK 3MiHM 1A) At MultiPRO-270
B) 12 ... 30,0V (KpOK 3MiHu 1A) Ans MultiPRO-350
1) [But] pexunm KHOMNKM Ha NanbHKUKy = [2T] (3a 3aMOBYyBaHHAM)
a) [2T] — peXxum KHOMKK Ha NanbHuKy 2T
6) [4T] — cTaHAaPTHUI PEXWUM KHOMKK Ha NanbHUKy 4T
B) [anbT.4T] — aNbTepHaTUBHUIA PEXMUM KHOMKM Ha NasbHUKY 4T
2) [Ind] iHayKTMBHICTb = OFF (3a 3aMOBYyBaHHsM)
a) o [OFF] ... 6 piBeHb (KpOK 3MiHV 1 piBeHb)
3) [t.Pr] yac nepea-nposyBKM 3aXMCHMM rasoM = 0,1 cek. (3a 3aMOBYyBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
4) [t.Po] vac nicna-npoAyBKM 3aXMCHMM rasoMm = 1,5 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
5) [t.uP] yac HapocTaHHs Hanpyru = OFF (3a 3aMOBYYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)
6) [t.dn] yac cnagaHHs HaNpyru = 0,1 cek. (3a 3aMOBYYBaHHSIM)
a) 0,1...5,0 ceK. (KPOK 3MiHM 0,1 cek.)
7) [Po.P] pexxwum nyabcauii Hanpyru = OFF (3a 3aMoBYyBaHHsM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
8) [u.iP] Hanpyra iMnyabcy = 19V (33 3aMOBYYBaHHAM)
a)12... 28,0V (kpok 3miHu 1A) gns MultiPRO-250
6) 12 ... 29,0V (kpok 3miHuM 1A) At MultiPRO-270
B) 12 ... 30,0V (KpOK 3MiHu 1A) gns MultiPRO-350
9) [u.PS] Hanpyra naysu = 19V (3a 3aMOBYyBaHHAM)
a)12... 28,0V (kpok 3miHu 1A) gns MultiPRO-250
6) 12 ... 29,0V (Kpok 3miHuM 1A) A MultiPRO-270
B) 12 ... 30,0V (KpOK 3MiHu 1A) gna MultiPRO-350
10) [Fr.P] 4acToTa ny/bcauiit Hanpyru = 20 'L, (3a 3aMOBYyBaHHAM)
a) 5...500 'Ly, (kpok 3miHM 1 TL)
11) [dut] koed. 3anoBHeHHs (WMapyBaTiCTb) — L€ BiACOTOK iMMy/ibCy HaMpyru A0 Nepiogy MPOXOAXEHHs UWX iMnyabciB = 7% (3a
3aMOBYYBaHHSAM)
a) 2...20% (KpoK 3MiHuM 1%)
Ha npaBomy iHAMKaTOpi MexaHi3My nogadi ApoTy:
0) [-1-] ocHoBHUI napameTp — LUBU/KICTb noaauvi = 7,0 M/xB (3a 3aMOBUyBaHHSAM)
a) 2,0...16,0 M/xB (KPOK 3MiH1 0,1 M/XB)
1) [But] pexxum kHonkum Ha nanbHUKy = [2T] (3a 3amMoBYyBaHHAM)
a) [2T] — pexum KHOMKM Ha NanbHuKy 2T
6) [4T] — cTaHAAPTHUI PEXUM KHOMKK Ha NanbHUKy 4T
B) [anbT.4T] — aNbTepHATUBHUIA PEXMUM KHOMKK Ha NasbHUKY 4T
2) [Dru] yBimk/BUMK. ABUryHa nogadi gpoTy = ON (3a 3aMOBYYyBaHHAM)
a) ON —yBiMKHeHO (3a HasiBHOCTI 3B'A3Ky, anapaT cam BkAtovae B pexxumi MIG/IMAG)
6) OFF — BUMKHeHWI1 (3a HAasABHOCTI 3B'A3Ky, anapaT cam BUMuKae B pexumi MMA Ta TIG)
3) [t.Pr] yac nepea-npogyBKM 3aXMCHMUM rasoM = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)
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4) [t.Po] yac nicna-npoAyBKM 3aXMCHMM rasom = 1,5 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 cek.)

5) [t.uP] yac HapocTaHHs WBMAKOCTI NoAayi APOTyY = 0,1 CeK. (3a 3aMOBYYBaHHSM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 ceK.)

6) [t.dn] yac cnagaHHs WBKUAKOCTI nogaui ApoTy = OFF (3a 3aMoBYyBaHHSM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)

FAPAHTIVHE OBC/IYTOBYBAHHS

LLlaHOBHMIA cnoxuBay!
MATOH IHTEPHELLH/1 gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKyY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHS AaHOro BUpoby
33 YMOBM OTPUMAaHHS NMPaBU MOro eKcnayaTalii.

YBATA!!! Mepea BUKOpUCTaHHAM 061aHaHHA peKOMEeHAYEMO 03HatOMUTMUCSA 3 PO3LUIMPEHOIO0 IHCTPYKLLiEI 3
eKcnayarauii, a TakoX nepesipuTU NPaBUIbHICTb 3aNOBHEHHSA rapaHTIHOro TasoHa: Ha3ea Mogeni npuabaHoro Bamu
BUpOG6Y, Ta 1oro cepiliHnii HoMep NOBUHHI 6yTH iAEHTUYHI 3anKcam B rapaHTiliHOMY TasIoHi. He A0MnycKaeTbCcs BHECEHHS
B Ta/I0H 6yAb-AKUX 3MiH Y4 BUNpaBNeHb.

FAPAHTIVIHI 3060B'I3AHHS
MATOH IHTEPHELLH1 rapaHTye cnpaBHy poboTy Axepesia XUBeHHS Yy pa3i 4OTPUMaHHA CMoXWBayeM yMOB eKcrlyaTauii, 36epiraHHs i
TPaHCMOPTYBaHHSA.

YBATA! Be3kowToBHe rapaHTiliHe 06C/NyroByBaHHSA BiACYTHE 3a YMOBM MeXaHi4YHUX NOWKOAXEHb 3BaploBa/ibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBa/ibHe 06/1aiHaHHA CTAHOBUTb:

MultiPRO-250
MultiPRO-270-400V 3 poku
MultiPRO -350-400V

OCHOBHW rapaHTiHWiA Nepio 064NCNIOETLCA 3 AHA NPOAAXY IHBEPTOPHOro 061a4HAaHHA KiHLLEBOMY MOKYMLEeBi.

MpoTAroM 0OCHOBHOMO rapaHTIMHOro NepioAy NpoAaseLib 30608'A3y€eTbCs, 6e3KOWTOBHO A5 BAACHWKA iHBEPTOPHOro ob1agHaHHs MATOH ™:
- MPOBECTM AIarHOCTMKY Ta BUSBUTU NPUYMHY HECMPABHOCTI;

- 38683I'IEHMTM HeOGXiAHI/IMI/I A1 BUKOHAHHA PEMOHTY BY3/1aMW Ta e1eMeHTaMu;

- NpoBecTV pobOTH i3 3aMiHW €/1IEMEHTIB Ta By3/1iB, L0 BUNLIIN 3 Nagy;

- NPOBECTH TECTYBaHHSA BiZ|pEMOHTOBAHOIO 06/1aAHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHSA He NOWMPIOKTLCS Ha 061a4HAHHS:

- 3 MeXaHiYHUMM NOLWKOAXKEHHAMM, L0 BNMHY AW Ha NpaLie3AaTHICTL anapaTy (Aedopmaliis Koprycy 1 AeTanei BHaCi 40K NaiHHA 3
BMCOTM abo NagiHHA Ha 061aHaHHS BaxKuX NpeAMeTiB, BUNaAaHHsS KHOMOK Ta Po3'eMiB);

- 3i crigamu Kopo3ii, Aka CTana NPUUNHOI HECNPAaBHOMO CTaHy;

- fike BUILLANO 3 Najly Yepes BMN/IB CU/IbHOTO 3BOJIOXEHHS Ha 0r0 CU/IOBI i eN1eKTPOHHI enemMeHTH;

- Aike BUILLAO 3 Najly Yepes HaKoMMUYeHHs CTPYMOMNPOBIAHOro NAy (BYTiNbHUIA NUA, MeTaneBa CTPYXKa Ta iH.) BcepeAuHi;

- y pasi cnpobu caMoCTiHOro PeMOHTY 11010 By3iB Ta/abo 3aMiHM eNeKTPOHHNX e/leMeHTIB, PEKOMEH/AYETLCS, 3a/1eXHO Bij, yMOB
ekcnayaTauii, 041H pa3 Ha NiBPOKY, 33418 YHUKHEHHS BUXOZY anaparty 3 naZy, NPOBOAUTU YNCTKY BHYTPILLHIX eleMeHTIB i By3/iB aHOro
0613/lHaHHS CTUCHEHUM MOBITPAM, 3HATU 3aXMCHY KPULLKY. YunilieHHA HeobXiAHO NPOBOAMTN aKypaTHO, yTPUMYIOUM LGHT KOMApecopa Ha
AOCTaTHiIZ BiACTaHi, 33419 YHUKHEHHSA NOWKOAXEeHHA I'IaIZKI/I €NeKTPOHHUX KOMMOHEHTIB i MeXaHi4YHWUX YaCTUH.

TakoX OCHOBHI rapaHTilHi 3060B'S3aHHA HE MOWMPIOIOTLCA Ha 30BHILWHI €NeMeHTV 061a4HaHHS, WO BUMWM 3 Nady, siKi NiaAaloTbCs
$i3n4HOMY KOHTAKTY, @ TaKOX Ha CynyTHi/BUTPaTHi MaTepiaan, NPeTeH3ii WoAo AKUX NPUAMAIOTLCS He Ni3Hille ABOX TUXKHIB NIC/NA NPoAaXxy:
- KHOMKA YBIMKHEHHA Ta BUMKHEHHS;

- PYHKU peryloBaHHA napameTpiB 3BapioBaHHSA;

- po3'emMu MigkNloueHHs kabenis i pykaBis;

- PO3'€MM yNpaBAiHHS;

- MepexeBuit kabeb i BUKa MepexeBoro kabento;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes naeye, Keiic, kopobka;

- TPUMaYi e/1eKTPOZiB, KNemMa «Mack», NasibHKK, 3BaploBasibHi kabeni Ta pykasu.

Mpoaaselib 3anMwwace 3a co60to NPaBo BiAMOBUTY Y HaZJaHHI FrapaHTINHOrO PEMOHTY, 360 BCTAHOBMTY 1aTOI0 NOYATKY BUKOHaHHS FapaHTIMHNX
3060B'A3aHb MicALb i Pik BUMYCKy anapaTy (BCTAaHOBIOIOTLCA 3a CePiliHUM HOMEPOM):

-y pasi BTpaTi nacnopTa BAaCcHUKOM;
-y pasi BiACyTHOCTi KopekTHOro abo B3arasi 6yAb-aKoro 3anoBHeHHs NacnopTa NPoAaBLLEM Mij Yac NPOoAAXy anapaty.

TapaHTiliHWUI CTPOK NPOAOBXYETLCS, Ha TEPMiH rapaHTIiHOro 06CyroByBaHHSA anapaTy y CepBiCHOMY LieHTpi.
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ENGLISH

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

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

- wear only proper low-flammable clothes.

To ensure individual protection, adhere to the following rules:
- wear robust footwear, which retains insulating properties in moist conditions as well;
- protect the hands with insulating gloves;
- protect the eyes with a headshield, with is equipped with a black-light filter complying with
safety standards;
dod

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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UNPACKAGING

The delivery set of the device includes:

7C__2N
A 2

Welding cable with an ABICOR BINZEL
electrode holder

7

Welding cable with ABICOR BINZEL ground
terminal

Semi-automatic torch ABICOR BINZEL

CONTROL ELEMENTS AND INDICATION

Operating manual

Welding arc power source with wire
feeder

Argon-arc torch ABICOR BINZEL, 4m

Rollers for solid and
aluminium? wire

Shoulder carryingstap

Quick-release
pneumatic
connector
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1 - Digital display;
2 —Buttons for adjusting the selected parameter to decrease and increase (by default: MMA —welding current, TIG — welding current, MIG/
MAG - welding voltage);
3—Source function selection button in the used welding mode;
4 —Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
5—Machine overheating indicator: normal — OFF, when overheated —flashes;
6 — Wire threading button (no gas is supplied);
7 - Digital display of the wire feeder;
8 — Torch button mode indicators (mode 2t/4t/alt.4T);
9 — Button for selecting functions of the wire feeder;
10 — Button for testing shielding gas supply (wire is not fed);
11 - Buttons for decreasing and increasing parameters (by default: wire feed speed);
12— EURO type KZ-2 connector for connecting a semi-automatic torch;
13 — Power supply plug to the wire feeder;
14 — Connector for controlling torch buttons (TIG welding);
15— Socket for shielding gas supply to the torch (TIG welding);
16 — Protective cover lock;
17 - Lifting protective cover for wire feeder compartment;
18 — Inlet for threading a welding wire;
19 — Shielding gas connection (MIG/MAG welding).
20 - Connector for the control cable from the wire feeder;
21 — Breaker/button for turning on/off the machine;
22 — Wire coil holder with spring-loaded braking device;
23 - Connection for shielding gas supply from a gas cylinder (TIG welding);
24— Wire feeder and gas heater fuses;
25— Location for connecting the grounding cable;
26 — Socket for 36V gas heater;
A —Bayonet-type power current socket "+":
a) MMA welding — the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is connected);
b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire —the cable is connected to the feeder from inside (by default);
d) MIG/MAG welding with flux-cored wire — the ground cable is connected;
B - Bayonet-type power current socket "-":
a) MMA welding — the ground cable is connected (in more rare cases, when using special electrodes, the electrode cable is connected);
b) TIG welding — only the TIG torch is connected;
c) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire — the cable is connected to the feeder from the inside (it is possible to connect it yourself);

START-UP

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

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

POWER CONNECTION
The standard welding machine is rated for:

1. Mains voltage is 220V (-27% +18%) — for MultiPRO-250 model;

2. Three-phase mains voltage is 3x380V or 3x400V (for MultiPRO-270 and MultiPRO-350-15-4-400V models), three wires are
dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are
two ways to do this: 1) by using the fourth wire in the mains yellow-green cable (international marking standard); 2) by
using a bolted terminal on the rear wall of the unit (a stricter grounding standard, used in the CIS countries).

Caution! When the unit is connected to a mains voltage higher than 270V (for MultiPRO-250) or 450V (for MultiPRO-270/350-15-4-400V
models), all manufacturer's warranty obligations become invalid! The manufacturer's warranty obligations also become invalid in case
of an erroneous connection of the mains phase to the source ground.

The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected based on the unit technical
data.

SELECTING THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 3 and turn on the device. After that, the language selection menu
will be displayed on the screen. You can select the desired language using the buttons 2. 2 seconds after selection, the machine will
continue working in the corresponding language.

Used MMA Set current value for Wire cross-section Cross-section of each core of Max. wire
electrode MMA and TIG diameter for MIG/MAG the mains wire, sq. mm length, m
1x220V - MultiPRO-250

1 75
1.5 115
@2 mm not more than 80A not more than @o.6 mm 2 155
2.5 195
4 310
1.5 75
2 105
@23 mm not more than 120A not more than @0.8 mm 2.5 130
4 205
6 310
2 75
2.5 95

24 mm not more than 160A
4 155
not more than @1.0 mm 6 230
2.5 75
@5 mm not more than 200A 4 125
6 185
2.5 60

5 mm

@6 mm fusible upto250A not more than @ 1.2 mm 4 100
6 150
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. . Cross-section of each .
Used MMA electrode Set current value for Wire cross-section core of the mains wire Max. wire
MMA and TIG diameter for MIG/IMAG sq-mm ’ length, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
@22 mm no more than 80A no more than @o,6 mm 2 270
2,5 340
4 540
1,5 135
2 175
23 mm no more than 120A no more than @o,8 mm 2,5 220
4 350
6 525
2 130
2,5 160
4 mm no more than 160A
4 260
no more than @1,0 mm 6 385
2,5 115
@5 mm no more than 220A 4 180
6 270
2,5 85
26 mm fusible no more than 270A no more than @1,2 mm 4 135
6 205
2,5 65
26 mm up to 350A no more than @1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for MultiPRO-250) is not a power button, so it does not provide complete
de-energization of internal electronic parts, when the machine is switched off. Therefore, in accordance with safety rules, disconnect
the plug from the mains after completion of welding.

MACHINE CONNECTION DIAGRAM FORWELDINGWITHSTICKELECTRODES (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP
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Recommendedlength of powerwelding cables during welding:

Maximum current Cable length (one way) Cross-section area Cable brand
not more than 100A 2..9M omm KG 1a0
3..14m 16 mm? KG 1x16
not more than 160A 2.3 16 mm KG 1ab
3..14m 25 mm? KG 1x25
not more than 200A 2..7M 16 mm KG 2xab
3..10m 25 mm? KG 1x25
2..8m 25 mm? KG 1x25
not more than 250A S
3..12m 35mm KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6..14m 35 mm? KG 1x35

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

APIrOH

ARGON-ARC
TORCH

i

GROUNDING CLAMP

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

EXTERNAL WIRE
FEED MECHANISM

CO2
Ar+CO2

SEMI-AUTOMATIC
TORCH
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TECHNICAL PARAMETERS

PATON

PARAMETERS MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V
Rated voltage of the three-phase mains 50 / 60Hz, V ZZ ;iziz ;’:iz
Rated current consumption from the mains phase, A 29,6...35,1 12,1...14,1 16,2 ...18,7
Rated welding current, A 250 270 350
Maximum operating current, A 335 350 450
Duty cycle oot 8h oot 1agh oo s00h
Supply voltage variation limits, V 160 - 260 +15% +15%
Limits of regulation of welding current, A 12 -250 12 - 270 14 -350
Limits of regulation of welding voltage, V 12-28 12-29 12-30
Limits of wire feed speed control, m/min 1,6-6,0 1,6-6,0 1,6-6,0
MMA electrode diameter, mm 0,6-1,2 0,6-1,2 0,6-1,4
Welding wire diameter, mm 4-roller with drive on all rollers
Maximum coil weight, kg 15 15 15
MMA; 0,2...500Hz MMA: 0,2...500Hz MMA: 0,2...500Hz
Welding pulse modes TIGM&?M;Z?HZ TIG: 0,2...500Hz TIG: 0,2...500Hz
5...500HzA MIG/MAG: 5...500Hz MIG/MAG: 5...500Hz
“Hot-Start” in the MMA mode +
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” in the MMA mode Adjustable
Voltage reduction unit, no-load Adjustable
No-load voltage reduction unit in MMA mode on/ off
Arc striking voltage, V 12/75
No-load voltage in MMA mode, V 110
Rated consumption power, kVA 66..78 8,0...9,4 10,7...12,3
Maximum power consumption, kVA 9,5 11,4 15,3
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25... +45°C
Overall dimensions, mm (length, width, height) 360 x 260 X 270 540 X 360 X 400 540 X 360 X 400
Weight without coil and accessories, kg 14,1 16,5 16,9
Protection rating P21 P33 P33

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

If you do not press the buttons on the front panel, the unit displays the value of the main parameter of the current welding mode on the digital
indicator on the left:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

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

During the MIG/MAG welding, the left display shows the current value of the current resulting from the following factors: used wire diameter,
set voltage value at the source, set wire feed speed on the feeder, gas used, material and the thickness of the workpiece to be welded, etc. The
value is shown within 8 seconds after the end of welding, this is necessary for the welder to be able to double-check the current value, without
any outside help. In the MIG/MAG mode, the digital indicator on the right side shows the value of the wire feed speed in "m/min".

Button 3 on the front panel of the unit is responsible for selecting the source function in the current welding mode, and button g is
responsible for selecting the function of the feeder in MIG/MAG mode.
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Button 4 on the front panel of the unit is responsible for selecting the welding mode.

Buttons 2 on the front panel of the source are responsible for changing the current value on the digital indicator on the left.
Buttons 11 on the front panel of the feeder are responsible for changing the current value on the digital indicator on the right.

SWITCHING TO THE REQUIRED FUNCTION

If the unit has a system of protection against unauthorized access to the function menu, then if you press button 3 on the source, no changes
are made on the left indicator, i.e., this button is locked. To unlock, hold it down for more than 3.5 seconds. When unlocking, the indicator
displays an image of opening locks, indicating the process of unlocking the function menu. After successful unlocking, by pressing button 3,
the current name of the function and its value are displayed on the digital display.

Caution! After releasing button 3 after 2 seconds, the screen will return to the main parameter of the current welding mode. While the display
is showing the current function, its value can be changed up or down using buttons 2. Alternatively, by quickly pressing and releasing button
3, you can switch to the next function, in a circle.

Caution! If you hold down button 3 for more than 10 seconds, then the countdown will appear on the display 333... 222... 111 ...; release the
button before this time expires, so as not to reset all the settings of this mode to the standard factory settings.

Similarly, by pressing button g, the digital indicator on the right displays the graphic name of the current function of the wire feeder, and
immediately after releasing it, the current value of this function is displayed for 2 seconds. You can change the value up or down with
buttons 1.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 4 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset their values to the factory default, use the
same button 3, used to enter the function menu. To reset the settings, simply hold down button 3 for more than 10 seconds (ignore the
animation of locks). The scoreboard will start counting down 333...222...111 and when "000" is reached, all settings of the current welding
mode will be updated to factory settings. Resetting parameters for each welding mode is performed separately! This is provided for
convenience, so as not to accidentally reset individual settings in the other two modes.

Similarly, you can reset the parameters on the wire feeder using button g.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG /| MAG welding mode, it is possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel. At the moment of the first switching on of the
machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this welding mode and the
current program number are saved. To switch to another program number and start setting again from the basic parameters, just press button
3 and if the function selection menu is locked, then the LCD displays the current program number, which can be changed up or down using
buttons 2. If the function selection menu is not locked, for example, the user just before that changed the additional parameters of the
functions, then it is necessary to lock the function selection menu by holding button 3 for more than 3.5 seconds, in the same way as when
unlocking, when the LCD will show closing locks, after this operation the menu will be locked and now you can try again to change the program
number using button 3. In this case, all the parameters of the previous program will be saved and you can always return to it again.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [- 1-] - main displayed parameter CURRENT = goA (by default)
a)12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270
€) 14 ... 350A (change step 1A) for MultiPRO-350
1) [H.St] Hot start power = 40% (by default)
a) o[OFF] ... 100% (change step 5%)
2) [t.HS] Hot start time = 0.3 sec (by default)
a)0.1...1.0 sec (change step 0.1 sec)
3) [Ar.F] Arc Force power = 40% (by default)
a) o[OFF] ... 100% (change step 5%)
4) [U.AF] Arc force trigger level = 12V (by default)
a)9...18V (change step 1V)
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default)
a)o.2...1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
a) ON —enabled
b) OFF —disabled
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7) [BSn] voltage reduction unit = OFF (by default)

a) ON —enabled

b) OFF —disabled
8) [Po.P] current pulsation mode = OFF (by default)

a) ON —enabled

b) OFF —disabled
9) [1.iP] pulse current = goA (by default)

a) 8.... 250A (change step 1A) for MultiPRO-250

b) 10 ... 270A (change step 1A) for MultiPRO-270

c) 12 ... 350A (change step 1A) for MultiPRO-350
10) [I.PS] pause current = goA (by default)

a) 8.... 160A (change step 1A) for MultiPRO-250

b) 10 ... 200A (change step 1A) for MultiPRO-270

€) 12 ... 250A (change step 1A) for MultiPRO-350
11) [Fr.P] current pulsation frequency = 5.0 Hz (by default)

a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (duty cycle) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)

a) 20 ... 80% (change step 5%)

TIG welding mode
0) [-2-] main display parameter CURRENT = 100A (by default)
a)12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270
€) 14 ... 350A (change step 1A) for MultiPRO-350
1) [But] torch button mode = [2T] (by default)
a) [LIFT] - contact striking mode TIG-LIFT
b) [2T] - non-contact striking mode, TIG-2T button mode
) [4T] - non-contact striking mode, TIG-4T button mode
2) [t.uP] current build-up time = 2 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
3) [t.dn] current ramp-down time = 3 sec (by default)
a) 1.0 ... 25.0 sec (change step 0.1 sec)
4) [Pr.A] current preliminary (pilotarc) =15A (by default)
a) 12...40A (change step 1A) for MultiPRO-250
6) 12 ... 40A (change step 1A) for MultiPRO-270
B) 14 ... 40A (change step 1A) for MultiPRO-350
5) [Po.A] crater brewing current = 20A (by default)
a) 12...60A (change step 1A) for MultiPRO-250
6) 12 ... 60A (change step 1A) for MultiPRO-270
B) 14 ... 60A (change step 1A) for MultiPRO-350
6) [t.uP] current rise time = 0,3 sec (by default)
a)o,1... 5,0 sec (change step 0,1 cek.)
7) [t.dn current dowe time = 0,3 sec (change step)
a)o,1... 5,0 sec (change step 0,1 sec)
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
6) OFF —disabled
9) [1iP] pulse current = 100A (by default)
a)12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270
€) 14 ... 350A (change step 1A) for MultiPRO-350
10) [I.PS] pause current = 100A (by default)
a)12 ... 250A (change step 1A) for MultiPRO-250
b) 12 ... 270A (change step 1A) for MultiPRO-270
€) 14 ... 350A (change step 1A) for MultiPRO-350
11) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (duty cycle) —it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 5%)

MIG/MAG welding mode

0) [-3-] main displayed parameter VOLTAGE = 19.0 V (by default)
a)12 ... 28.0V (change step 0.1V ) for MultiPRO-250
b)12...29.0V (change step 0.1V ) for MultiPRO-270
c)12...30.0V (change step 0.1V ) for MultiPRO-350

1) [But] torch button mode = [2T] (by default)
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a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
) [alt.4T] - 4T torch alternative button mode
2) [Ind] inductance = OFF (by default)
a) o [OFF] ... Stage 6 (change step 1 stage)
3) [t.Pr] shielding gas pre-purge time = 0.1 sec (by default)
a)o.1...25.0 sec (change step 0.1 sec)
4) [t.Po] shielding gas post-purge time = 1.5 sec (by default)
a)o.1...25.0 sec (change step 0.1 sec)
5) [t.up] voltage build-up time = OFF (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)
6) [t.dn] voltage ramp-down time = 0.1 sec (by default)
a)o.1... 5.0 sec (change step 0.1 sec)
7) [Po.P] voltage pulsation mode = OFF (by default)
a) ON —enabled
b) OFF —disabled
8) [u.iP] pulse voltage = 19V (by default)
a)12 ... 28.0V (change step 0.1V ) for MultiPRO-250
b)12...29.0V (change step 0.1V ) for MultiPRO-270
c) 12 ...30.0V (change step 0.1V ) for MultiPRO-350
9) [u.PS] pause voltage = 19V (by default)
a)12 ... 28.0V (change step 0.1V ) for MultiPRO-250
b)12...29.0V (change step 0.1V ) for MultiPRO-270
c) 12 ...30.0V (change step 0.1V ) for MultiPRO-350
10) [Fr.P] voltage pulsation frequency = 20Hz (by default)
a) 5... 500 Hz (step change 1 Hz)
11) [dut] pulse rate (duty cycle) — it is the percentage of the voltage pulse to the period of repetition of these pulses = 7% (by default)
a) 2... 20% (change step 1%)

Right indicator of the wire feeder:
0) [-1-] main displayed parameter FEED SPEED = 7.0 m/min (by default)
a) 2.0 ... 16.0 m/min (change step 0.1 m / min)
1) [But] torch button mode = [2T] (by default)
a) [2T] - 2T torch button mode
b) [4T] - 4T torch standard button mode
¢) [alt.4T] - 4T torch alternative button mode
2) [Dru] wire feed motor ON/OFF = ON (by default)
a) ON - enabled (if there is a connection, the unit turns on automatically in the MIG/MAG mode)
b) OFF - disabled (if there is a connection, the unit turns off automatically in the MMA and TIG mode)
3) [t.Pr] shielding gas pre-purge time = 0.1 sec (by default)
a)o.1... 25.0 sec (change step 0.1 sec)
4) [t.Po] shielding gas post-purge time = 1.5 sec (by default)
a)0.1... 25.0 sec (change step 0.1 sec)
5) [t.uP] wire feed speed build-up time = 0.1 sec (by default)
a) 0 [OFF] ... 5.0 sec (change step 0.1 sec)
6) [t.dn] wire feed speed ramp-down time = OFF (by default)
a) 0 [OFF] ... 5.0 sec (change step 0.1 sec)
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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.

the correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial
number must be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to
the coupon.

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check

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

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

MultiPRO-250
MultiPRO-270-400V 3years
MultiPRO -350-400V

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

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty obligations do not apply to the equipment:

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

- with traces of corrosion, which caused a malfunction;

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

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

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

- this equipment, depending on the operating conditions, is recommended once every six months, in order to avoid the breakdown of the
device, to clean the internal elements and assemblies with compressed air, remove the protective cover. Cleaning should be done carefully,
keeping the compressor hose at a sufficient distance to avoid damage to the soldering of the electronic components and mechanical parts.

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

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

[lata npuéma Ha pemoHT / [laTa npuitomy Ha pemoHT / Date of receipt for repair

(noanuce / nianuc / signature)

MpusHaku HepaboTocnocobHocTh [ O3HakM HecnpaeHocTi / Symptoms of non-operability:

Mpununna [ Cause:

[JlaTa npuéma Ha pemoHT / [lata npuitomy Ha pemoHT / Date of receipt for repair " ", 20,

(noanuce / nignuc / signature)

Mpw3Haku HepaboTocnocobHocTv [ O3Hakwm HecnpasHocTi / Symptoms of non-operability:

Mpuunna [ Cause:

[laTa npuéma Ha pemMoHT / [laTa npuitomy Ha pemoHT / Date of receipt forrepair___ " "j20__

(noanuce / nignuc / signature)

Mpw3Haku HepaboTocnocobHocTh [ O3Hakm HecnpasHocTi / Symptoms of non-operability:

Mpuunna [ Cause:
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ODPULLUANBbHBIN OUNEP B YKPAUHE:
storgom.ua

FrPA®UK PABOTDI:
MH. - MNT1.: ¢ 8:30 no 18:30
C6.: ¢ 09:00 no 16:00
Bc.: ¢ 10:00 no 16:00

KOHTAKTbI:

+38 (044) 360-46-77
+38 (066) 77-395-77
+38 (097) 77-236-77
+38 (093) 360-46-77

JeTanbHoe onncaHue ToBapa:
https://storgom.ua/product/paton-191902.html
Opyrue ToBapsbl: https://storgom.ua/invertory.html
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