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FPATON

BHUMAHME!!! NMepea ncnonb3osaHuem o60pyA0BaHNs peKOMEHAYEM 03HAaKOMUTCA € PacLUIMPEHHOM Bepcueit
MHCTPYKLMK MO 3KcnayaTaumm no agpecy: https://paton.uaffiles/passports/MultiPRO_GEN.pdf

YBATA!!! Mepea BUKOPUCTaHHAM 061a4HAHHA PEKOMEHAYEMO 03HAOMUTMUCA 3 PO3LUMPEHOIO BEPCIi€lO IHCTPYKLT 3
ekcnayarauii 3a agpecoio: https://paton.uaffiles/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.ua/files/passports/MultiPRO_GEN.pdf

MHorodyHKLMOHabHbIM MHBEPTOPHbIV annapaT / BaraTodyHkLioHanbHWI iHBepTOpHUIA anapat / Multiprocess welding inverter
PATON™ MultiPRO- 250 / 270-400V [ 350-400V

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

(Moanwucek npoaasua / Nianuc npogasus / Vendor signature)
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“MHTO

UKRAINE (YKPATHCBbKA)

3BaptoBasibHWI anapaT BUrOTOB/IEHUI BiAMOBIAHO A0 TEXHIYHWUX CTaHAAPTIB i BCTAHOBNEHWUX NpaBua
TexHikun 6e3neku. MpoTe y pasi HENPaBU/LHOIO NMOBOAXEHHS BUHUKAE Hebe3sneka:

- TpaBMyBaHHs 06cayrosyroyoro nepcoHany abo TpeTboi ocobu;

- 3aN0AiSHHA WKOAM cCaMoMy anapaTy abo MaTepiaibHUM LiiHHOCTAM NiZNPUEMCTBa;

- NopyLweHHsA epekTUBHOro po6oyoro npoecy.

Bci ocobu, ski nos's3aHi 3 BBeJEHHSIM B eKCMyaTalilo, YMpaB/iHHAM, AOTNAZOM i TeXHIYHUM
obcayroByBaHHSIM anapaTy NMOBUHHI

- NPOWTK BiANOBIAHY aTecTauito;

- BOJIOAiTV 3HaHHAMM 3i 3BaplOBaHHS;

- TOYHO JOTPUMYBATMCA L€l IHCTPYKLi.

HecnpaBHOCTI, iki MOXYTb 3HU3UTW He3meKy, NOBUHHI 6yTV TEPMIHOBO YCYHEHi.

NPABWUNA TEXHIKU BE3NEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPKOBAJIbHOIO CTPYMY

- YpaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTu cMepTeNbHUM;

- 3BaptoBa/IbHMI Kabesb NOBMHEH 6y TH MiLLHUM, HEYLIKOAXEHUM Ta i30/1boBaHUM. OcnabieHi 3'egHaHHA
i nowkoAxeHUn kabenb NoTPi6HO HeralHo 3aMmiHMTW. Mepexesi kabeni 11 kabeni 3BaptoBasbHOrO
anapary NOBUHHI CUCTEMATUUHO NepeBipATUCS daxiBLLEM €/1eKTPUKOM Ha CrIPaBHICTb i30M15LiT;

- Nz, YaC BUKOPUCTaHHA 3a60POHAETLCA 3HIMATY 30BHILLHIN KOXYX anapaTy.

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBAJIbHOT 4YTU

3abopOHSETLCA CnoCTepiraT 3a 3BaplOBasIbHOI Ayrolo Heo3bpoeHnm okoM. [Jlyra i 6pusku, wo
YTBOPIOIOTLCA Mg Yac poboTH, MOXYTb 06NeKTH WKipy abo BUKAMKATK MONYM'S, TOMY 3aBXAW CAij
HOCUTU 3aXUCHY Macky 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOPOHHI 0cobK, L0 3HaX0AATLCS B 30Hi Ail
NPUCTPOIO, MOBMHHI 3axMlLaTW OuYi CrneuiafbHUMKU 3aXMCHUMKU OKyaspamu abo BUKOpPUCTOBYBaTK
Heropioyi ekpaH#, L0 NOT/IMHAIOTb BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIAAMBUX TA3IB | BUNAPIB

- YTBOPEHi AWM Ta WKiANMBI rasv BUAANNTM 3 poboUOi 30HM cneLjianbHUMmM 3acobamu;

- 336e3neunTI AOCTaTHIN NPUTOK CBIXOTO NOBITPS;

- BUNapy1 PO3YMHHMKIB HE MOBUHHI NOTPaN/IATW B 30HY BUNPOMIHIOBAHHS 3BapIOBa/IbHOI Ayru.

HEBE3MEKA MATHITHOIrO noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi NOAS MOXYTb YMHWUTU HEraTUBHWUIA BNAMB Ha Npalles3aaTHICTb
eneKTponpuaagis (Hanpuknag, kapgioctumynsTtop). Ocobu, ski MaloTb Taki NpUAaAW, MOBUHHI
nopaAMTUCA 3 likapeMm, Nepiu Hix HabanxaTnca 4,0 poboyoro 3BaproBaNLHOrO MaliaHumKa.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMUCTi NpeAMeTU BUAAANTM 3 pO6OYOI 30HK;

- He AONYyCKalTbCs 3BaproBasibHi Po6OTU Ha EMHOCTSX, y sAikuX 3bepiratoTbes abo 3bepiranancs rasm,
nasbHe, HadpTonpoaykT. MoxmnBa Hebesneka BUBYXY 3a/MLLIKIB LUX NPOAYKTIB;

-y noxexo-Ta BM6yXOHE6eBI‘Ie‘4HMX I'IpVIMiU.l,eHHSlX AOTPpUMYyBaTUCA 0CO6J1I/IBMX npasun, BiAI‘IOBiAHO A0
HaLiOHaNbHUX Ta MiXKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

J1ns1 0cOBUCTOro 3aXMUCTy AOTPUMYMATECH HACTYMHUX NPaBUA:

- HOCWTK MiLLHe B3yTTH, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1 Y BOJIOTUX YMOBaX;

- 3aXM1LLATW PyKM i30/110104MMM PyKaBUUKaMK;

- Ou4i 3aXWLWATK 3aXMCHOIO MAcKo 3 GiNIbTPOM MPOTU YAbTPadioNeTOBOro BUMPOMIHIOBaHHS, KU
BiANOBiZaE cTaHAapTaM TexHikn besneky;

- BUKOPUCTOBYBATU Ti/IbKM BiAMNOBIAHUI (BaXKO3aMMUCTUI OAST).

)
=9

HEBE3MNEKA IHTEHCMBHOIO WWYMY

3BaploBanbHa Ayra, fika BUHUKAE MNij Yac 3BaploBaHHA MOXe BWAABAaTW 3BYKW piBHSA Buwe 85 A6
npoTArom 8 roAnH po6o4oro Yacy. 3saploBa/bHVKM, WO NpaLioloTh 3 06aaZHaHHAM, nig Yac poboTn
MaloTb HOCUTK 3aCO6M 3aXMUCTY OpraHiB CayXy.

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




FPATON

PO3MAKYBAHHA

Jl0 KOMM/IeKTY anapaTy BXOASATb:

CTUCANI NoCiBHMK

= KopUCTyBaya
,</\@L\/ )
h )

@ = ’/’(/S —
& KomnnekTu posukis ans
3BaploBasbHUii kabeb 3 eNeKTPoA0TPUMaYEM CYLiNIbHOTO Ta a/loMiHiEBOro
ABICOR BINZEL, 3 m ApoTy

™
W} \
J
PemiHb ans
nepeHeceHHs anapaTty
Ha naeyi

3BaptoBabHUii kabeb 3 kaemoto «maca» ABICOR Axepeno xueieHHs 383pioBa/LHOI
BINZEL, 3™ Ayru 3 610KOM Nogavi ApoTy
s

LLIBUAKO3HIMHMIA MTHEBMOPO3'eM

HanisaBTromaTuunui nansHuk ABICOR

BINZEL, 3™ ManbHuk aproHogyrosuii ABICOR BINZEL, 4m

ENEMEHTU YNPABJIIHHA TA IHAUKALIA
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1 - Lundposuit gncnneis;
2 — KHonku peryiloBaHHs obpaHoro napameTpa Ha 3MeHLLIeHHs i 36i/iblieHHs (3a 3aMOBYyBaHHAM: Npy MMA — cTpyM 3BapioBaHHs, npu TIG —
cTpy™m 3BaptoBaHHs, MIG/MAG — Hanpyra 3BaptoBaHHs);
3 —KHonka Bubopy ¢yHKLil Axepena CTpyMy B NOTOYHOMY peXuMi 3BapioBaHHs;
4 —KHorka Bubopy pexumy 3saproBaHHs:
a) py4He AyroBe 3BaploBaHHA WTY4YHUM enekTpoaom P13 «MMA;
6) 3BaptoBaHHS B aproHi, e1eKTpoAoM Lo He niaBuTbcs APT «TIG»;
B) 3BaplOBaHHSA HaniBaBTOMaTUYHe B 3aXMcHMX rasax HA «MIG | MAG»;
5—IHAMKaTOp Neperpisy anapaTy: NPy HOPMaNbHOMY CTaHi anapaTy iHAMKaToOp He CBITUTLCS, NPU NeperpiBaxHi - 6anmac;
6 — KHorka 3anpaBsieHHs ApoTy (ras npu LibOMy He NOAa€EThCA);
7 — Lndposuit gucnneir 6aoky nogadi 4poTy;
8 — [HAMKaTOP pexMMy KHOMKU Ha NasbHUKY (pexum 2T7/4T/anbT.4T);
9 — KHonka Bu6opy pyHKuilt 610Ka nogady 4poTy;
10 — KHOMKa nepesipky Nogaui 3axX1CHOro rasy (4piT He NOAAETLCA);
11 — KHOMKM peryntoBaHHs napameTpis 610Ky NoAavi APOTy Ha 3MeHLEHHS | 36i/bleHH: (3@ 3aMOBYYBaHHAM: WBUAKICTL NOAaui APOTY);
12 —Po3'em KZ-2 tuny "€BPO" ans nig’egHaHHA HaniBaBTOMaTUYHOMO NabHUKA;
13 — Kabenb nogavi cunosoro Toky g0 610Ky nogaui ApoTy;
14 — Po3'eM kepyBaHHA KHOMKaMW Ha Na/IbHKKY, NPV 3BaptoBaHHi B pexumi TIG;
15— [Hi340 NoAaui 3aXMCHOro rasy B Na/ibHUK, NPy 3BaptoBaHHi B pexunmi TIG;
16 — QikcaTop 3aXMCHOI KPULLIKM MeXaHi3My noAavi ApoTy;
17 — MNiANOMHa 3ax1cHa KpuLKa MexaHi3mMy nogaui 4poTy;
18 — Bxig AN 3anpaBku 3BaploBabHOMO APOTY;
19 — LTtyuep noaavi 3axucHoro rasy, npu 3saptoBaHHi MIG/MAG;
20 — Po3'eM nogaui curHanis Big MexaHiaMy NoAadi ApOTYy Ha BK/IKOYEHHS | BUK/IIOUEHHS AXepena CTpyMmy;
21— ABTOMAT [ KHOMKa YBIMKHEHHS [ BUMUKAHHSA AXepena 38aptoBa/ibHOro CTpyMy;
22 — TpyMay KOTYWKM ANA APOTY 3 NPYXMHHUM MEXaHi3MOM ra/ibMyBaHHS;
23 - LTyuep nogauvi 3axncHoro rasy, npu 3saptosaHHi TIG;
24 — 3ano6ixHuku 610Ky noAadi ApoTy Ta nigirpiaya rasy;
25— Micue nigkatoueHHs Kabeito 3a3eMaeHHs
26 — PoseTka ana nigirpisaya rasy 36V.
A —THi3/,0 CUNI0BOTO CTPYMY «+» TuNy baiioHeT:
a) npv 3BaptoBaHHi P13 "MMA" - nigk/ouaeTbes kabenb enekTposa (B oKpeMux BUNajKax Npy BUKOPUCTaHHi cneLiaibHuX
eN1eKTPOAIB NiAK/IOYAETLCA Kabeslb «Macan);
6) npu 3BaptoBaHHi APT "TIG" — nigkA04aEeTbCA TiIbkM Kabenb «Maca»;
B) Npu1 HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM APOTOM - MiAKNOYAETLCSA Kabesib MexaHi3my nogaui
ApoTy;
r) Npy HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" $110coBUM 4pOTOM - NigK/NO4aETbCA Kabeb «Macay;
B - Hi340 cMn0BOro cTpymy «-» TUny 6anoHeT:
a) npv 3BaptoBaHHi P13 "MMA" - nigkntoyaeTbcs kabesib «Maca» (B OKpeMMX BUMaZKax Npy BUKOPUCTAHHI crewiabHMX
eNleKTPOAiB NMiAKN0YaETbCA Kabesib enekTpoaa);
6) npu 38aptoBaHHi APT "TIG" - NigKNOUAETLCS TiIbKM aPrOHOAYrOBUIA MaNbHUK;
B) NMpu HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyinbHUM APOTOM - MiAK/MOYaETbCA Kabesib «Maca»;
r) Npu HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" $0COBUM APOTOM - NiAK/IOHAETLCA Kabeb MexaHi3mMy nogaui
ApoTy.
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FPATON
BBEJAEHHSA B EKCMNTYATALIIO

3BaploBa/ibHWIM anapaT NPU3HAYEHUIt BUKIIOYHO: A4S PYYHOrO AyroBOro 3BaplOBaHHA WTYYHUM €1eKTPOAOM, 3BaploBaHHS B CEpPeAoBULL i
aproHy, a TakoX HamiBaBTOMAaTUYHOrO 3BaplOBaHHS B CEPEAOBMULLi 3aXMCHUX rasiB. |HWe BMKOPUCTaHHA anapaTty He BiAnoBsifae Woro
npu3HayeHHo. BuMpobHUK He Hece BiANOBIAA/NLHOCTI 3a MOWKOAXEHHS, 3aBAaHI BUKOPUCTAHHAM anapaTy He 3a MNpU3HAYeHHAM.
BuKOpMCTaHHA BiAMNOBIAHO 4,0 NPU3HAYeHHS, M€ Ha yBa3i AOTPUMaHHs BKa3iBOK LibOro NocibHMKa 3 ekcnayaTatii.

BUMOIM A0 PO3MILLEHHA

HeobxigHo po3milyBaTi anapart Tak, wob 3abesneyysaBcs Ge3nepelkoAHUI BXiA i BUXif OXON0AXYIOHOrO MOBITPS Yepe3 BEHTUAALINHI
OTBOPY Ha MepejHiit i 3aAHiM naHensx. CrigKyiTe 3a TMM, Wo6 MeTaneBwit NWUA (HanNpWKAaA, Mig vac HaxaauHoro waidysaHHs) HE
3acMokTyBasnacs 6esnocepe/iHbO B anapaT BEHTUAATOPOM OXO/I0AXEHHS.

MNIAKAOYEHHA 40 MEPEXI

3BaploBa/IbHWIA anapaT y cepiiHOMY BUKOHaHHi pO3paxoBaHUiA Ha:

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

2. TpudasHy mepexesy Hanpyry 3x380B abo 3x400B (Mogeneit MultiPRO-270/350-15-4-400V) — A5 LibOrO BUBEAEHO TpU APOTH. Mpasuna
TexHiku Ge3neku Mig yac nposBejeHHs pobiT 3i 3BaploBa/ibHUM 06/1a4HaHHAM BMMaraloTb 3a3eM/IEHHs Koprnycy amapaty. Aas uboro
nepeg6ayeHo 4Ba BapiaHTU: 1) BUKOPUCTAHHSA YeTBEPTOro APOTY Y MepexeBoMy Kabesli XKOBTO-3e/1eHOro Kosibopy (MiXKHAPOAHMI CTaHAapT
MapKyBaHH$); 2) BUKOPUCTaHHs 601 TOBOI K1eMM Ha 3aHilt NaHeni anapaTy (KOPCTKilWIWA CTaHAApT 3a3eMJ/IeHHs], KU BUKOPUCTOBYBABCH B
kpaiHax CHA).

Yeara! Mpu nigkoueHHi anapaTa 40 Hanpyru mepexi Buuie 270B (MultiPRO-250) abo 450B (ans MultiPRO-270/350-15-4-400V), BCi
rapaHTiitHi 30608's3aHH: BUPOBHYKa BTPavatoTb Cuy! A TakoX rapaHTiliHi 3060B'A3aHHsA BUPOBHMKA BTPaYaloTb YNHHICTL NPY MOMUIKOBOMY
nigkAoUeHHi Gasn Mepexi Ha 3a3eMaeHHS gxepena.

MepesxeBuit po3'em, nonepeyHuii nepepis kabesie Mepexi X1B/AEHHS, a TaKoX MepeXeBi 3anobiXHUKU NOBUHHI BUBMPATUCS BUXOAAUM 3
TeXHIYHUX AaHunX anaparta.

Enextpoga, wo BcraHoBneHe AiameTp nonepeyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaYeHHA CTpyMy npu nepepisy Apoty npu nepepisy MepexxeBoro AOBXMWHA
pexumi MMA MMAiTIG MIG/MAG NpoBOAY, KB. MM npoBoAy, M
1x220V - MultiPRO-250
1 75
1,5 115
2 Mm He 6isibluie 80A He 6isiblwe Jo,6 MM 2 155
2,5 195
4 310
15 75
2 105
23 MM He Binble 120A He Binbwe Jo,8 Mm 2,5 130
4 205
6 310
2 75
2,5 95
D MM He Binblue 160A

4 155
He 6inblwe @1,0 MM 6 230
2,5 75
5 MM He Binblwe 200A 4 125
6 185
2,5 60

5 MM .
D6 MM AEFKOMA. 20 250A He Binble @1,2 MM 4 100
6 150
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FPATON

Enektpog, wo BcraHoBneHe JliameTp nonepeuHoro Mnowa nonepeuyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaYeHHA CTpyMy nepepisy ApoTy npu nepepisy Mepexesoro AOBXWHA
pexxumi MMA npu MMA i TIG MIG/MAG NpoBOAY, KB. MM nposogy, M
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V
1,0 135
1,5 205
2 MM He Binbwe 80A He Binble Jo,6MM 2 270
2,5 340
4 540
1,5 135
2 175
23 MM He Binblie 120A He binblwe Jo,8MMm 2,5 220
4 350
6 525
2 130
. 2,5 160
1, MM He Ginble 160A
4 260
He Ginble J1,0MM 6 385
2,5 115
25 MMm. He Binble 220A 4 180
6 270
2,5 85
@6 MM nerkona. He 6isible 270A He 6isiblie J1,2MM 4 135
6 205
2,5 65
26 Mm A0 350A He Binbwe J1,4 MM 4 100
6 150

YBATIA! MepexeBa KHOMKa Ha 3aAHii naHesi anapata MultiPRO-250 He € cuioBOlO, TOMy MiZ Yac BUMKHEHHsS anapaTy BOHa He
3HECTPYMJIIOE MOBHICTIO BCIO BHYTPILLHIO €1eKTPOHiKY. 3 Li€i NPUYMHM 3ri4HO NpaBUA TeXHik1 6e3nekn Nic/is 3aBepLUeHHS 3BaploBalbHUX
pobiT, BUiMaiiTe BU/IKY 3 MepeXi.

CXEMA NMIAK/IFOYEHHA ANAPATA AN 3BAPFOBAHHA NOKPUTUMMU EJIEKTPOAAMU (MMA)

ENEKTPOAOTPUMAY

KNEMA "MACA"
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FPATON

PEKOMEHAOBAHA JOBXXWHA 3BAPIOBAJ/IbHUX KABEJIIB NPU 3BAPIOBAHHI:

. Mnowa
- [AoBxuHa kabenis
MakcumanbHUn CTpyM rnonepeyHoro Mapka kabenio
(B OAHY CTOPOHY) .

nepepisy
. 2..9M 10 MM? KT 1x10
He Gibwe 100A 3..14M 16 MM? Kl 1x16
He 6inblie 160A 2...9M 26 mm KT 2x26
3...14 M 25 MM? KIax2g
He GinbLe 200A 2...7M 16 MM KI™ 1x16
3..10M 25 MM? KI™ 1x25
He GibUe 250A 2..8Mm 25 MM KI™ 1x25
3...12 M 35 MM? KI"1x35
He binblue 270A 5..11M 35 MM? KI™ 1x35
2,0 350A 6...14M 35 MM? Kl 1x35

CXEMA NMIAK/IFOYEHHA ANAPATA 414 3BAPKOBAHHSA B APIOHI (TIG) - TIG-LIFT

APIFOH

APTOHOBMW
NANBHUK

J

APrOHOBMHA
NANbHUK

J
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CXEMA MIAK/IFOYEHHA ANAPATA 414 HANIBABTOMATUYHOIO 3BAPHOBAHHSA (MIG/MAG)

3O0BHILWHIA MEXAHI3M
NoAAYI APOTY

HAMIBABTOMATHYHUA
NANBHUK

K/IEMA "MACA"

TEXHIYHI XAPAKTEPUCTUKUA

TpuBanicTb HaBaHTaxeHHs (TH)

100%/npu 208A

100%/npu 225A

NMAPAMETPbI MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V

. . 220 3x380 3x380
HomiHanbHa Hanpyra mepexi 50/60l L, B 230 3400 %400
HoMiHanbHWI1 CTPYM, L0 CMOXMUBAETLCS 3 Ppasn
mepexi, A PyM, ¢ 29,6...351 12,1... 14,1 16,2...18,7
HoMmiHanbHWi1 3BaptoBabHUiA CTpyM, A 250 270 350
MakcuManbHuit Aitounii ctpym, A 335 350 450

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

100%/npu 290A

Mexi 3MiHM Hanpyru Mepexi XnBaeHHs, B 160 - 260 +15% +15%
Mexi peryntoBaHHs 38aptoBasibHOr0 CTpymMy, A 12-250 12 -270 14-350
Mexi peryatoBaHHsA 38aptoBasibHOI Hanpyru, B 12-28 12-29 12-30
JliameTp WTy4YHOro enekTpoaa, Mm 1,6 -6,0 1,6 -6,0 1,6 -6,0
[JliameTp CyLiNbHOrO 3BaptOBa/IbHOr0 A4POTY, MM 0,6-1,2 0,6-1,2 0,6-1,4

MexaHi3m nogaui gpoty

4-pPOINKOBUIA 3 NPUBO/AOM Ha BCi POINKM

MakcrmanbHa Bara KOTyLIKW 3 APOTOM, K 15 15 15
MMA: 0,2...500M MMA: 0,2...5000y, MMA: 0,2...5000y,
IMNybCHI pexuMm nig yac 3BaproBaHHA TIGI\}I?G'Z;)I./??F” TIG: 0,2...5001Y TIG: 0,2...5001L
5-<-500|—|—t- MIG/MAG: 5...5000 1} MIG/MAG: 5...5000L
Bnok 6e3koHTakTHOrO nignany B pexumi TIG +
Fapsuni cTapT (Hot-Start) B pexumi MMA PerynboBaHa
®opcax gyrv (Arc-Force) B pexxumi MMA PerynboBaHa
AHTUNpUAMNaHHs (Anti-Stick) B pexxumi MMA ABTOMaTHYHA
B10K 3HMXKEHHS HanPyry X0J10CTOro X0A4y yBiMK | BUMK
Hanpyra xonoctoro xogqy MMA, B 12/75
Hanpyra nignany ayru, B 110
HomiHanbHa cnoxusaHa NoTyXHiCTb, KBA 66..7,8 8,0...9,4 10,7 ...12,3
MakcrmanbHa cnoxmnsaHa NoTyXHICTb, KBA 9,5 11,4 15,3
KKA, % 90
OxonogXKeHHs ApanTtvBHe
[lianasoH pobounx Temnepatyp —25 ... +45°C
[abapuTHI po3Mipy, MM (40BXWHa, WMPWHA, 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 IP33
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BUBIP TA HAJJALUTYBAHHA ®YH KLI,II7I ANAPATA

B cTaHAapTHOMY CTaHi (KOAIM 40 KHOMOK Ha NepeaHilt naHe i He TOPKAIOTLCA), anapaT Ha eKpaH AXepena 38aploBasibHOro CTPYMy BUBOAUTH
3HaYeHHA OCHOBHOIO NapameTpa NOTOYHOrO PeXUMY 3BapIOBaHHS:

1) y pexxumi P43 “"MMA" — 3BaptoBasibHuit CTpyM;

2) y pexxumi APT “TIG” — 3BaptoBa/ibHUI CTPyM;

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

Ha niBomy ekpaHi B MOMeHT 3BaptoBaHHs MIG/MAG Bi406paxaeTbCsi MOTOYHE 3HAYEHHS CTPYMY, LLO BUWLWAO B Pe3y/nbTaTi HACTYMHUX
dakTopiB: ZiameTpa ApOTY, L0 BUKOPUCTOBYETLCSA, BCTAHOB/IEHOTO 3HAYEHHSA HAMPYTU Ha AXepesi, BCTaHOBEHOT WBWUAKOCTI Nojayi 4poTy
Ha MexaHi3Mi noZaui, BUKOPUCTOBYBaHOr O ra3y, MaTepiay i TOBLMHU BUPODY, L0 3BaplO€TbCA i i T.4. 3HaYEHHS NOKa3yEeTbCs MPOTArom 8 cek.
nic/1s 3aKiHYeHHA 3BaptoBaHHs — Lje NOTPIBHO 4151 MOX/IMBOCTI CAMOCTIMHOI NePEeBipKu CTPYMY 3BaptoBasibHNKOM, 6€3 CTOPOHHbLOI 40MOMOr K.
A Ha ekpaHi MexaHi3My nogaui 3 npaBoro 60Ky B Libomy pexumi (HA “MIG/MAG") BUBOANTLCS 3HaYeHHS WBUAKOCTI NoAadi 4poTy B "M/xB".

KHonka 3 Ha nepegHilt naHeni anapara Bignosigae 3a Bubip dyHKuii Axepena B NOTOYHOMY peXuMi 3BapoBaHHs, a KHOMKa 9 3a BUGip GpyHKLT
610Ky nogavi B pexumi MIG/MAG.

KHonKa 4 Ha nepeAHil naHeni BiANoBigac 3a BUGIp pexuMy 3BaploBaHHs.
KHomku 2 Ha nepeAHil naHeni Axepena CTpyMy BiAMNOBIAAIOTb 3@ 3MiHY MOTOYHOrO 3HAYEHHS Ha eKpaHi 3/iBa.
KHoMKyM 11 Ha nepeHii naHeni 610Ky NoAavi BiANOBIAAI0Tb 3a 3MiHY NOTOYHOrO 3HAYEHHA Ha eKpaHi 610Ky.

MNEPEK/IOYEHHA HA HEOBXIAHY ®GYHKUIO

Akuo B anapaTi BCTAHOB/EHO CUCTEMY 3aXWCTY Bij HeCaHKL,iOHOBAHOrO AOCTYNy A0 MeHo dyHKLIiN, NPU HaTMCKaHHI Ha KHOMKY 3 Ha
iHAMKaTOpI He BiAOyBa€ETLCA XOAHMX 3MiH, TO6TO L5t KHOMKa 3ab10KoBaHa. LL|ob po361okyBaTy, HeobXigHO yTpUMyBaTK il HATUCHYTOMY CTaHi
6inbwe 3,5 cekyHa. Mpu po3baoKyBaHHI Ha iHAMKATOP BMBOAWTLCA 306paxeHHA 3aMOuYKiB, WO BiAKPUBAIOTLCS, WO BKasye Npo npouec
po36n10kyBaHHA MeHIo GyHKLiN. Micas ycniluHoro po36aokyBaHHSA, NpY HaTUCKaHHI KHOMKM 3, Ha LMGPOBUIA AUCNel BUBOANTLCA NOTOYHA
Ha3Ba GyHKLi Ta il 3HaYeHHs.

Ysara! Mic/s BignyckaHHA KHOMKM 3 Yepes 2 CeKyHAM eKpaH 3HOBY nepeliZie Ha OCHOBHWI MapamMeTp NOTOYHOrO PeXUMy 3BaptoBaHHS. Mokn
AMCNNel NoKasye NOTOUHY GyHKLiO, il 3HAYEHHS MOXHA 3MIHUTK Y 6isiblly a60 MeHLLY CTOPOHY, 3a A0MOMOTOI0 KHOMOK 2. AGO Npu WBUAKOMY
HaTWCKaHHI Ta BiAMYCKaHHI Ha KHOMKW 3 MOXHA NepeMm1KaTUCs Ha HACTYMHY GYHKLiK0 MO Koay.

YBara! fki0 A0Bro yTpyMyBaTh KHOMKY 3 Y MOMEHT pO3rasgy HauMeHyBaHHs GyHKUii, NpMBAN3HO yYepes 10 cekyHa, Ha undposomy Tabno
MOYHETHCS 3BOPOTHUM BIANIK 333...222...111, AKWUI NONEPEAXKAE NPO CKUAAHHS BCIX HANALITYBaHb NOTOYHOrO PEXUMY.

AHaNoOriYHo, NPU HATUCKAHHI KHOMKM 9 Ha LMPPOBUIA IHAMKATOP NPaBOPYY BUBOAMTLCA rpadiyHa HasBa NoTOuYHOI GyHKLii 610Ky nogadi
APOTY, a BiApa3y nicas BignyckaHHsA NPOTArOM 2 CeKyH/ MOKa3y€eTbCsl NOTOYHE 3HaUeHHS L€l PpyHKLLiT. 3a 40NOMOroto KHOMOK 11 MOro MOXHa
3MiHWUTM B MeHLY a60 6i/bLuy CTOPOHY.

SKLL0 MeHI0 3a6.10K0BaHe, AIK i Y BUNaAKY 3 MeHIO GYHKL, Ha AXepeni — 40CTaTHLO YTPUMATH L0 KHOMKY MOHaZ 3,5 CeK.

NEPEK/IIOYEHHA HA HEOEXIAHMI‘/‘I PEXXWM 3BAPIOBAHHA
HaTucKaHHSA KHOMKM 4 NPU3BOAMUTL 4,0 NEPeKNIOYEHHS Ha HACTYMHUIA PeXVUM 3BapIoBaHHSA Mo KoAy. Lie BUAHO Ha gucnnei 1 Ha nepeHii naHeni
anapara.

CKUAAHHS HAALUTYBAHb BCIX ®YHKLIA MOTOYHOI O PEXXMMY 3BAPIOBAHHS

MoxyTb BigByBaTnca cuTyalii, KoM NapamMeTpu B anapaTi TPOXU 3anayTaau KopucTysaya. [nsi TOro wob CKUHYTH iX 40 CTaHAAPTHUX
3aBO/CbKMX, 0CUTb YTPUMYBaTHU 6e3nepepBHO KHOMKY 3 NPOTAroM Gisblue 10 ceKyHZ (He 3BepTaTh yBary Ha 306paxeHHs 3aMouKiB). K i
HaBOAMNOCA paHille, Ha Tabio MOYHETLCS 3BOPOTHUI BIANIK 333...222...111 | NPU AOCATHEHHI "000" BCi HANALWTYBaHHS MOTOYHOTO PEXU MY
3BaploBaHHs 6yAyTb OHOB/IEHI Ha 3aBOACbKi. CKMAaHHS NapameTpiB AN KOXHOTO PeXuMy 3BapioBaHHs pobsTbCa okpemo. Lie 3pobieHo ans
3pYYHOCTI, 1,06 He CKUHYTW iHAMBIAYyabHI HANAWTYBaHHA B A4BOX iHLNX PeXMUMaX.

AHanNOriYHO, MOXHa CKMHYTU NapameTpu Ha 610 NoAavi APOTY 3a A0MNOMOrO0 KHOMKM 9.

3MIHA HOMEPY MPOrPAMM Y MNOTOYHOMY PEXXUMI 3BAPIOBAHHSA

Y koxHomy pexwumi 3BaptoBaHHs MMA, TIG i MIG/MAG anapaT mMoxe 36epirati 40 16 pi3HuX BapiaHTiB HanalWTyBaHb. [10TOYHMI HOMep
HaNalWTyBaHHsA (Mporpamu) Bi40OpaxaeTbcs y BepXHbOMY MPaBOMY KyTi iHAMKATOPA, WO 3HAXOAWUTLCA Ha MepeAHi naHeni Axepena. Y
MOMEHT MepLIOro yBiMKHEHHS anapaTa, A1 KOXHOr0 PeX1My 38aploBaHHs, 3aBX /W BUBOANTLCA Nporpama nig NO1. Yci 3MiHM B HanaluTyBaHHi
anapaTa B JaHOMy peXuMi 3BaploBaHHsA Ta NOTOYHOMY HOMepi nporpamu 36epiratoTbes. LLLob nepeiiTh Ha iHWKIA HOMep Nporpamu i NnoyaTtn
HajalTyBaHHA 3HOBY 3 6a30BMX NapaMeTpiB, 40CTAaTHLO HATUCHYTU KHOMKY 3 i AIKILLO MeHI0 BU6OPY PyHKLiM 3a610K0BaHO, TOAi Ha iHAMKaTOP
BUBOAWTLCS NOTOUHUIA HOMEP NPOrPaMu, AKUIA MOXHa 3a ZJ0NOMOrOt0 KHOMOK 2 3MIHUTK Y Biblly a60 MeHLy CTOPOHY. SKuL0 MeHio BUGopy
byHKUiT He 3a6/10K0BaHe, HAaNPUKAaZ, KOPUCTYBay fIKpas nepej LM 3MiHIOBaB A0/AaTKOBI NapameTpu GpyHKLiiA, To HeobxiaHO 3abokyBaTH
MeHIo BUBOPY GyHKLIN 3a 4OMOMOrol0 yTPUMAHHS KHOMKKM 3 Bisblue 3,5 cek. Tak camo ik i npu po36aoKyBaHHi, Ha iHAMKaTOpi ByAyTb
BiA06paxaTucs 3aMKu, L0 3aKpMBaIOTLCS. [1ic/1s 3aKiHYeHHS L€l onepaii MeHto 6ye 3a610K0BaHO i Tenep MOXHa 3HOBY MOBTOPUTM Crpoby
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3MiHM HOMepa nporpamu 3a A4onomMoroto KHonku 3. Mpu LboMy BCi napamMeTpu nonepeAHbol Nporpamu 6yAyTb 36epexeHi i 40 Hei 3aBXAN
MOXHa NOBEPHYTMUCA 3HOBY.

3ATAJIbHUM CMIMCOK | TOC/IAO0BHICTb GYHKLIA

Pexcum 3s8aprosarHHa P43 "MMA"
0) [-1-] - ocHoBHUI napameTp CTPYM = goA (3a 3aMOBUYBaHHsIM)
a) 12...250A (KpoK 3MiHu 1A) A5 MultiPRO-250
6) 12 ... 270A (KpOK 3MiHu 1A) Ans MultiPRO-270
B) 14 ... 350A (KPOK 3MiHu 1A) Ans MultiPRO-350
1) [H.St] cnna "lapsayoro cTapTy" = 40% (3a 3aMOBYYBaHHAM)
a) o[OFF] ... 100% (kpok 3miHu 5%)
2) [t.HS] yac "lapsayoro cTapTy" = 0,3 cek. (3a 3aMOBUYyBaHHAM)
a) 0,1 ...1,0 ceK. (KPOK 3MiHM 0,1 ceK.)
3) [Ar.F] cuna "®opcaxy ayru" = 40% (3a 3aMOBUYBaHHSM)
a) o [OFF] ... 100% (kpok 3miHK 5%)
4) [U.AF] piBeHb cnpauboByBaHHA GyHKLiT «Dopcax Ayrv» = 12V (3a 3aMOBYYBaHHSM)
a)9 ... 18V (Kpok 3miHu 1V)
5) [BAH] Haxvn BosibTamnepHoOi xapakTepucTunku = 1,4V/A (3a 3aM0OBYYBaHHAM)
a) 0,2...1,8V/A (Kpok 3MiHu 0,4V/A)
6) [Sh.A] 3BaptoBaHHs kopoTkoto gyroto = OFF (3a 3amoBUyBaHHsAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
7) [BSn] 610K 3HMXEHHS Hanpyru xosocToro xoay = OFF (3a 3aMoBYyBaHHsIM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
8) [Po.P] pexum nynbcauii ctpymy = OFF (3a 3amoBUyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
9) [l.iP] cTpym iMnynbcy = 9OA (3a 3aMOBUyBaHHAM)
a) 12...250A (KpoK 3MiHU 1A) gns MultiPRO-250
6) 12 ... 270A (KpoK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KpPOK 3MiHuM 1A) Ans MultiPRO-350
10) [I.PS] cTpym naysu = oA (3a 3aMOBYyBaHHsM)
a) 12...250A (KpoK 3MiHU 1A) gns MultiPRO-250
6) 12 ... 270A (KpoK 3MiHK 1A) Ans MultiPRO-270
B) 14 ... 350A (KpPOK 3MiHuM 1A) A MultiPRO-350
11) [Fr.P] 4acToTa ny/bcauiit cTpymy = 5,0 [l (32 3aMOBUYBaHHSIM)
a) 0,2...500l L, (AMHAMIYHWI KPOK 3MiHM 0,1 IL...1 L)
12) [dut] cniBBiAHOLWEHHS iMNybc/Nay3a (LnapyBaTicTb) — Lie BiZCOTOK iMMybCy CTPYMY /10 Mepiosy NPOXOAXKEHHS LiUX iMny/bCiB = 50% (3a
3aMOBYYBaHHSAM)
a) 20...80% (kpok 3mMiHK 5%0)

Pexcum 3s8aprosarHAa TIG
0) [-2-] ocHoBHWI1 napameTp CTPYM = 100A (3a 3aMOBYyBaHHsIM)
a) 12...250A (Kpok 3MiHK 1A) Ans MultiPRO-250
6) 12 ... 270A (KpokK 3MiHK 1A) gns MultiPRO-270
B) 14 ... 350A (KPOK 3MiHu 1A) gns MultiPRO-350
1) [But] pexxnm kHonkwM Ha nanbHUKy = [2T] (3a 3amMoBYyBaHHAM)
a) [LIFT] — KOHTaKTHUI pexuMm 3anantoBaHHs ayru TIG-LIFT
6) [2T] — 6e3KOHTAKTHUI PeXMM 3anatoBaHHS, Pexum KHonku TIG-2T
B) [4T] — 6€3KOHTaKTHWNI PEXUM 3anantoBaHHs, Pexum kHonkun 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 nicns-npoayBkm ra3om = 3,0 Cek. (3a 3aMOBYYBaHHAM)
a) 1,0...25,0 ceK. (KpOK 3MiHM 0,1 cek.)
4) [Pr.A] nonepeaHin cTpym (nifioTHa gyra) = 15A (3a 3aMOBYyBaHHsM)
a) 12...40A (Kpok 3MiHu 1A) anst MultiPRO-250
6) 12 ... 40A (KpoK 3MiHK 1A) gns MultiPRO-270
B) 14 ... 40A (KPOK 3MiHu 1A) Ans MultiPRO-350
5) [Po.A] cTpym 3aBaptoBaHHs KpaTepa = 20A (3a 3aMOBYyBaHHAM)
a) 12...60A (kpok 3MiHuM 1A) Ana MultiPRO-250
6) 12 ... 60A (Kpok 3MiHK 1A) gna MultiPRO-270
B) 14 ... 60A (KpOK 3MiHM 1A) ans MultiPRO-350
6) [t.uP] 4ac 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] Yac cnagaHHs cTpymy = 0,3 cek. (3a 3aMOBYYBaHHsAM)
a) 0,1... 5,0 ceK. (KpOK 3MiHM 0,1 ceK.)
8) [Po.P] pexxum nynbcauii ctpymy = OFF (3a 3amoBuyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
9) [I.iP] cTpym iMnyabcy = 100A (3a 3aMOBYYBaHHAM)
a) 12...250A (Kpok 3miHu 1A) A5 MultiPRO-250
6) 12 ... 270A (KpOK 3MiHu 1A) Ans MultiPRO-270
B) 14 ... 350A (KPOK 3MiHM 1A) Ans MultiPRO-350
10) [I.PS] cTpym naysm = 100A (3a 3aMOBYYBaHHAM)
a) 12...250A (KpokK 3MiHU 1A) gns MultiPRO-250
6) 12 ... 270A (KpOK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KpOK 3MiHuM 1A) Anst MultiPRO-350
11) [Fr.P] yacToTa nyabcauin cTpymy = 10,0 1 (33 3aMOBYyBaHHsAM)
a) 0,2...5000 L (AMHAMIYHWI KPOK 3MiHM 0,1 IM...1 L)
12) [dut] cniBBiAHOLEHHS iMNy/Ibc/May3a (LnapyBaTicTb) — Lje BiZCOTOK iMMyAbCy CTPYMY A0 Nepiogy NPOXOAXKEHHS LiUX iMnybCiB = 50% (3a
3aMOBYYBaHHAM)
a) 20...80% (Kpok 3miHu 5%)

Pexcum 3s8aprosarHa MIG/MAG
0) [-3-] ocHoBHUI napameTp HATPYTA = 19,0V (3a 3aMOBYyBaHHsIM)
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 3MiHK 1A) gns MultiPRO-350
1) [But] pexxnm kHOMKM Ha nanbHUKy = [2T] (32 3amMoBYyBaHHAM)
a) [2T] — peXxum KHOMKM Ha NanbHuKy 2T
6) [4T]— CTaHAAPTHWI PEXNUM KHOMKM Ha NanbHUKY 4T
B) [anbT.4T] — aNbTepHATUBHMI PEXMUM KHOMKM Ha NaNbHUKY 4T
2) [Ind] iHayKkTMBHICTb = OFF (33 3aMoBYyBaHHsAM)
a) o [OFF] ... 6 piBeHb (KpOK 3MiHW 1 piBeHb)
3) [t.Pr] yac nepea-npogyBKM 3aXMCHUM rasoM = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
4) [t.Po] wac nicna-npoAyBKM 3aXMCHUM rasom = 1,5 ceK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)
5) [t.uP] yac HapocTaHHs Hanpyru = OFF (3a 3aMoBYyBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 ceK.)
6) [t.dn] yac cnagaHHsA HaNpyru = 0,1 cek. (3a 3aMOBYYBaHHSM)
a) 0,1...5,0 ceK. (KpOK 3MiHW 0,1 ceK.)
7) [Po.P] pexxum nynbcauii Hanpyru = OFF (3a 3aMoBYyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
8) [u.iP] Hanpyra iMnyabcy = 19V (3a 3aMOBYyBaHHAM)
a) 12... 28,0V (kpok 3miHu 1A) gns MultiPRO-250
6) 12 ... 29,0V (KpoK 3MmiHuM 1A) At MultiPRO-270
B) 12 ... 30,0V (KpOK 3MmiHu 1A) Ans MultiPRO-350
9) [u.PS] Hanpyra naysu = 19V (3a 3aMOBYyBaHHsIM)
a) 12... 28,0V (Kpok 3miHu 1A) Ans MultiPRO-250
6) 12 ... 29,0V (KpoK 3miHu 1A) ans MultiPRO-270
B) 12 ... 30,0V (KpOK 3MiHu 1A) Ans MultiPRO-350
10) [Fr.P] yacToTa nyabcauivt Hanpyru = 20 Iy (3a 3aMOBYyBaHHAM)
a) 5...500 'L, (Kpok 3miHM 1 Ty)
11) [dut] koed. 3anoBHeHHs (WNapyBaTiCTb) — L& BIACOTOK iMMy/bCy Hampyru Ao NepioAy MPOXOAXEHHS LUMX iMnyabciB = 7% (3a
3aMOBYYBaHHSAM)
a) 2...20% (KpoK 3MiHM 1%)
Ha npaBomy iHAMKaTOPi MexaHi3My nojavi 4poTy:
0) [-1-] ocHoBHWUI napameTp — LUBUAKICTb nogaui = 7,0 M/XB (3a 3aMOBYyBaHHAM)
a) 2,0...16,0 M/xB (KPOK 3MiHM 0,1 M/XB)
1) [But] pexxnm kHoMkuM Ha nanbHUKy = [2T] (3a 3amMoBYyBaHHAM)
a) [2T] — pexum KHOMKK Ha nanbHuKy 2T
6) [4T]— CTaHAAPTHUI PEXMM KHOMKM Ha NafbHUKY 4T
B) [aN1bT.4T] — a/bTEPHATUBHMIA PEXMM KHOMKM Ha NafbHUKY 4T
2) [Dru] yBimMK/BUMK. ABUryHa nogavi A4poTy = ON (3a 3aMOBUYyBaHHAM)
a) ON —yBiMKHeHO (3a HafiBHOCTI 3B'A3Ky, anapaT cam Bk/toYae B pexxiumi MIG/MAG)
6) OFF — BUMKHEHW (33 HAasBHOCTI 3B'A3KY, anapat cam BUMuKae B pexxumi MMA T1a TIG)
3) [t.Pr] yac nepea-nposyBKM 3aXMCHMM 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 nicns-npoAyBKM 3aXMCHWUM rasoMm = 1,5 cek. (3a 3aMOBUYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)

5) [t.uP] 4yac HapocTaHHS WBMAKOCTI NOAadi APOTY = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 CeK.)

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

FAPAHTIMHE OBCNYTOBYBAHHS

LLlaHOBHMIA cnoxuBau!
MATOH IHTEPHELLH gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e340raHHe yHKLiOHYBaHH:A AaHOro BUpo6Gy
33 YMOBM 0TPUMAHHS NPaBWA MOro ekcnayatauii.

YBAT. epes BUKOPUCTaHHAM 061aAHaHHA PEKOMEHAYEMO 03HANOMUTUCSA 3 PO3LUMPEHOIO IHCTPYKLEIO 3
eKcnayaraLii, a TakoX nepeBipMTU NPaBUJ/IbHICTb 3aMOBHEHHSA rapaHTiiHOro Ta/loHa: Ha3Ba Mogeni npuabaHoro Bammn
BMpoby, Ta ioro cepiliHWit HOMep NOBUHHI 6yTH iA€HTUYHI 3anMcam B rapaHTIMHOMY Ta/oHi. He AonycKaeTbcs BHECEHHSA
B Ta/I0H 6yAb-AKMX 3MiH YN BUNpPaB/IEHb.

FAPAHTIVIHI 3060B'A3AHHSA
MATOH IHTEPHELLH1 rapaHTye cnpasHy poboTy Axepena XUBAEHHS Y pasi 4OTPUMAaHHA CMOXWBaYeM yMOB eKcryaTauii, 36epiraHHs i
TPAHCNOPTYBaHHS.

YBATA! Be3KowToBHe rapaHTiiiHe 06c/N1yroByBaHHS BifCYyTHE 32 yMOBM MeXaHiYHUX NOWKOAXKEHb 3BaploBa/ibHOro anapary!

TepMiH 0OCHOBHOI rapaHTii Ha 3BaptoBa/ibHe 06/1aZiHaHHA CTaHOBUTb:

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

OCHOBHWA rapaHTiHUI Nepiog 06UNCIOETLCS 3 AHA NPOAAXY IHBEPTOPHOrO 061a4HaHHS KiHLLEBOMY NOKYMNLeBi.

MpoTArom 0CHOBHOTO rapaHTiiHOro NepioAy Npojaselib 3060B'A3y€eTbCs, 6e3KOWTOBHO A5 BAaCHMKa iHBepTOopHOro obaagHaHHs MATOH ™:
- NPOBECTY AiarHOCTUKY Ta BUABUTW NPUUMHY HECNIPABHOCTI;

- 336e3neunTI HeoBXiAHUMM ANA BUKOHAHHA PEMOHTY By3/1aMu Ta €/leMeHTaMu;

- NpoBecTu poboTU i3 3aMiHW €/1eMEeHTIB Ta By31iB, LL,0 BUMLLIN 3 Nagy;

- NPOBECTY TECTYBaHHS BiZ|PEMOHTOBaHOr0 061agHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHS He NOLWKPIOIOTLCSA Ha 061aHaHHSA:

- 3 MEXaHiYHUMM NOLIKOAXKEHHSMMU, WO BMMHYAM Ha NpaLe3AaTHICTb anapaTy (4edopmaliis Kopnycy i AeTanei BHACNi 40K NaAiHHSA 3
BMCOTY abo NagiHHA Ha 061a4HaHHS BaXKMX NPpeAMETIB, BUNaAaHHS KHOMOK Ta PO3'eMiB);

- 3i crigamu KOpo3ii, AKa CTana NPUUMHOI HECMPABHOMO CTaHy;

- fike BUILLAIO 3 NaZly Yepes BN/IMB CU/IbHOTO 3BO/IOXEHHS Ha 0T CU/IOBI 11 €1eKTPOHHI eNleMeHTH;

- sIKe BUILLAO 3 N1ajly Yepe3 HaKOMUUYEHHsl CTPYMONPOBIAHOTO MAY (BYTiNIbHWIM NUA, MeTaneBa CTPYXKa Ta iH.) BCepeAuHi;

- y pasi cpobu caMoCTIHOIO PEMOHTY Oro By3iB Ta/abo 3aMiHM eNeKTPOHHMX eleMeHTIB, PEKOMEHAYETHCS, 3a/1€XHO Bij yMOB
eKcnayaTauii, 04uH pas Ha NiBPOKY, 33419 YHUKHEHHS BUXOAY anapaTy 3 a4y, NPOBOAWTM YACTKY BHYTPIWWHIX e/eMeHTIB i By3.iB AaHOro
061aiHaHHS CTUCHEHUM MOBITPAM, 3HATU 3aXUCHY KPULLKY. Uil eHHS HeObXiAHO NPOBOAMTM aKypaTHO, yTPUMYIOUM LWAHT KOMMpecopa Ha
AOCTaTHIl BiACTaHi, 33417 YHUKHEHHS NOLKOAXEHHSA Naitku eNeKTPOHHMUX KOMMOHEHTIB | MeXaHIYHMUX YaCTUH.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHsA He MOWMPIOIOTLCA Ha 30BHILLHI €1eMeHTU 061aZHaHHS, WO BUMWAKM 3 Nagy, AKi nigAaloTbes
bi3MYHOMY KOHTAKTY, @ TaKOX Ha CyMyTHI/BUTpATHI MaTepiain, NPeTeHsIi WoA0 AKUX NPUAMAOTLCS He Ni3Hilue ABOX TUXHIB MiC1s NPoAaXxy:
- KHOTKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM pery/iloBaHHs NapamMeTpiB 3BaploBaHHs;

- po3'eMu nigkatoYeHHs kabenis i pykasis;

- PO3'eMM ynpaBAiHHS;

- MepexeBwit kabesib i BU/Ka MepexeBoro kabesio;

- PyuKa ANs NepeHeceHHs, peMiHb Yepes neye, Keic, Kopobka;

- TPUMaUi e/1eKTPOAIB, KNema «Mach», NasbHIK, 3BaploBabHi kabesi Ta pykaBu.

MpoaaseLb 3a1MwWace 3a co60t0 NPaBO BiAMOBUTU Y HaJaHHI FapPaHTIMHOTO PEMOHTY, 360 BCTAHOBUTY AaTOI0 MOYATKY BUKOHAHHS FapaHTIMHNX
30608'A3aHb MicALb i PiK BUMYCKY anapaTy (BCTAHOB/IOKOTLCS 3@ CePiltHUM HOMEPOM):

- y pasi BTpaTV NacnopTa BAaCHWUKOM;

-y pasi BiACyTHOCTi kopekTHOro abo B3arasi 6yAb-aKoro 3anoBHeHHS NacnopTa NPoAaBLLEM Mij Yac MPoAaXxy anapaty.

apaHTiiHWI CTPOK NPOAOBXKYETLCS, Ha TEPMiH FapaHTIHOro 06CyroByBaHHS 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

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

(@)
A /( é x})

l(‘k}’ i
K -

Welding cable with an ABICOR BINZEL
electrode holder

(S

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;
¢) 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
g2 mm not more than 80A not more than @0.6 mm 2 155
2.5 195
4 310
15 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

4 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 L ! 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
D4 mm no more than 160A
4 260
no more than 1,0 mm 6 385
2,5 115
d5mm 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 FORWELDING WITHSTICK ELECTRODES (MMA)

ELECTRODE HOLDER

GROUNDING CLAMP
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Recommendedlengthof powerwelding cables during welding:

Maximum current Cable length (one way) Cross-section area Cable brand
not more than 100A 2..0M omm KG 1xa0
3...14m 16 mm? KG 1x16
not more than 160A 2..9M 16 mm KG 2xab
3...14m 25 mm? KG 1x25
6 2 KG 1x16
not more than 200A 2..7M X mml o
3..10m 25 mm KG 1x25
2..8m 25 mm? KG 1x25
not more than 250A S
3..12m 35 mm 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

APTOH

ARGON-ARC

J

GROUNDING CLAMP

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

EXTERNAL WIRE
FEED MECHANISM

CO2
Ar+CO:

SEMI-AUTOMATIC
TORCH

GROUNDING CLAMP
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TECHNICAL PARAMETERS
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PARAMETERS MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V
Rated voltage of the three-phase mains 50 / 60Hz, V i;z ;:iig g:ziz
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 st ssth | soctlat ash oot ok
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 TIG'\;I:)(’_;"\)IEJG(?HZ TIG: 0,2...500Hz TIG: 0,2...500Hz
54.4500Hz- 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 6,6..7,8 8,0...9,4 10,7...12,3
Maximum power consumption, kVA 9,5 11,4 15,3
Efficiency, % g0
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 1P33 IP33

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 11.

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)o0.2...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

€) 12 ... 350A (change step 1A) for MultiPRO-350
10) [I.PS] pause current = 9oA (by default)

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

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

c) 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 (pilot arc) =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) [4T1 - 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
€)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
€)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/IMAG 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)0.1... 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] wire feed speed build-up time = 0.1 sec (by default)
a) o [OFF] ... 5.0 sec (change step 0.1 sec)

6) [t.dn] wire feed speed ramp-down time = OFF (by default)
a) o [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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