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YBATA!!! Mepea BUKOPUCTaHHAM 061a4HAHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3WIMPEHOIO BEPCIEI0 IHCTPYKLT 3
g ekcnayarauii 3a agpecoto: https://paton.uaffiles/passports/MultiPRO_GENs5.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_GENs5.pdf

BaraTodyHkLioHanbHWI iHBepTOpHMIA anapaT / Multiprocess welding inverter
PATON MultiPRO- 250 / 270-400V [ 350-400V

[lata npogaxy / Purchase date ”.

20 r.

(Mianuc npoaasus / 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, AOT/ISAOM 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 TEXHIKM BE3MNEKU

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 mowkogxeHnn kabenb MoTpiGHO HeralMHo 3amiHWTW. Mepexesi kabeni 1 kabesi 3BaploBaNbHOIO
anapary NOBUHHI CUCTEMATUYHO NepeBipATUCA daxiBLEeM eNeKTPUKOM Ha CNPaBHICTb i30A5Ll;

- Mi/, 4aC BUKOPUCTaHHs 3a60POHAETLCA 3HIMATM 30BHILLHIN KOXyX anaparTy.

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBAJIbHOT 4YTU

3ab0poHSAETLCA CnocTepiraTh 3a 3BaplOBa/IbHOI Ayrolo Heo3bpoeHnm okoM. Jyra 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 3HaX0AATLCA B 30Hi Aii
NPUCTPOIO, MOBMHHI 3axMlLaTW oY Crneuia/bHUMU 3aXMCHUMKU OKy/aspamu abo BMKOPUCTOBYBaTU
Heropioyi ekpaH#, L0 NOT/IMHAIOTb BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIAAMBUX TA3IB | BUNAPIB

- YTBOPEHi AWM Ta WKiANMBI rasv BUAANNTU 3 pobOUOI 30HM CneLianbHMMK 3acobamu;

- 336e3neunTI AOCTaTHIN NPUTOK CBIXOTO NOBITPS;

- BUNapy PO3YMHHMKIB HE MOBUHHI NOTPaN/IATW B 30HY BUNPOMIHIOBAHHS 3BapIOBa/IbHOI A4yru.

HEBE3MEKA MATHITHOIrO noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi MOAS MOXYTb YMHWUTU HEraTMBHUIA BNAWB Ha MpaLe3saTHiCTb
eneKTponpuaagis (Hanpuknag, kapgioctumyastop). Ocobu, ski MaloTb Taki NpuaagW, NOBUHHI
nopaAMTUCA 3 likapeMm, Nepiu Hix HabanxaTnca 4,0 poboyoro 3BaproBaNLHOrO MaliaHumKa.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMUCTi NpeAMeTU BUAAANTM 3 pO60UOT 30HW;

- 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 i30/110I04MMU 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.
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PO3MAKYBAHHA

/10 KOMM/IeKTY anapaTy BXOASATb:

CTUCANI NoCiBHMK

7 == KopucTyBaya
’///I/(\/ 7 \)}\D P V!
NS,
l(@ i . e
KomnnekTu posukis ans
3BaptoBa/ibHUI Kabesb 3 eNeKTPOAOTPUMAYEM i ) CYUi/IbHOrO Ta aNlOMiHIEBOrO
ABICOR BINZEL, 3 m ' N ApoTy
{5:
A ™
PemiHb ans
repeHeceHHs anapaty
Ha nneui

3BaploBa/bHUIN kabesib 3 knemoto «Maca» ABICOR AXepeno XuBneHHs 38aptoBasbHoI
BINZEL, 3™ Ayrv 3 610KOM Nogavi 4poTy
,

LLIBUAKO3HIMHMIA MTHEBMOPO3'eM

HanisaBTromaTuunui nansHuk ABICOR

BINZEL, 3™ ManbHuk aproHogyrosuii ABICOR BINZEL, 4m

ENEMEHTU YNPABJIIHHA TA IHAUKALIA
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1-Uundposuin gucnneis;
2 - KHonka B1bopy nporpamu 3BaptoBaHHs (Habip paHille HanalTOBaHUX KOPUCTyBaYeM NapameTpiB)/AoAaTkoBa GyHKLiA: HanawTyBaHHsA
PiBHS iHAYKTUBHOCTi (MPW yTPUMaHHi B HATUCHEHOMY MOJIOXeHHI Binblue 1 cekyHaK);
3—Pyuka peryasitopa Ans Bubopy gpyHKLi (NapamMeTpiB) NOTOYHOTO PeXUMY 3BaploBaHHS Ta BCTAHOBJ/IEHHS X 3Ha4YeHHS (33 3aMOBYYBaHHAM
— BCTaHOBJIEHHs NapamMeTpy 3BapioBasibHOI Hanpyru B pexxumi MIG/MAG). 3a Bubip $yHKLi BiANOBiAal0Tb MOBOPOTH peryasTopa npaBopyy
Ta nisopyy. [Ans nepexoay A0 BCTAHOB/EHHS 3HayeHHs BMOGpPaHOro napameTpy HeObXiZHO HAaTUCHYTW Ha PyuKy peryasTopa. 3HauyeHHs
BCTaHOBJIIOETLCA NOBOPOTaMU PyUKM peryisTopa npasopyy abo nisopyu. 115 noBepHeHHs 4,0 MeHio Bubopy dyHKLil/napameTpis HeobxiaHo
L pa3 HaTUCHYTW Ha PyuKy peryaaTopa;
4 — KHonka Bubopy pexumy 3BaptoBaHHs “MODE":
a) py4He AyroBe 3BaploBaHHA WTY4YHUM enekTpogom P13 «MMA;
6) 3BaptoBaHHs B aproHi, e1eKTPOAOM Lo He niaBuTbcs APT «TIG»;
B) 3BapIOBaHHSA HaMiBaBTOMATUYHE B 3aXMCHUX rasax HA «MIG/MAG»;
5— KHonka nepesipku noAaui 3axMcHOro rasy (4piT He NoAaETbCs);
6 — KHorka AN1s WBMAKOrO B130BY NapamMeTpy HaalWTyBaHHs 3BaptoBa/ibHOT Hanpyru Ha 610w nogavi ApoTy;
7 — Pyuka perynstopa a5 Bubopy $yHKLi (NapamMeTpis) NOTOUHOTO PeXMMY 3BapIOBaHHS Ta BCTAHOB/EHHS IX 3HaUYeHHs Ta 610w nogadi
APOTY (33 3aMOBYYBaHHAM — BCTaHOB/IEHHs NapameTpy WBMAKOCTI nogaudi ApoTy B pexumi MIG/MAG);
8 — Lindposuit gucnneit 61oky nogavi ApoTy;
9 — KHonka B1u6opy nporpamu 3BaptoBaHHs (Habip paHilue HafalWToOBaHUX KOPUCTYBaYeM NapameTpis) Ha 610ui nogaui ApoTy [ AoAaTKoBa
byHKuif: HanawTyBaHHs piBHS iHAYKTUBHOCTI (MPpW yTPUMaHHi B HATUCHEHOMY MOJIOXEHH bilblue 1 cekyHAN);
10 — KHOMKa 3anpaB/eHHA 4pOoTy (ra3 npu LbOMY He NOAAETbCSA);
11— Kabenb noaaui cunosoro Toky Ao 610Ky nogaui ApoTy;
12 —Po3'em KZ-2 tuny "€BPO" ans nig’egHaHHA HaniBaBTOMaTUYHOMO Na/bHUKa;
13 — Po3'em kepyBaHH#A KHOMKaMu Ha NasibHUKY, NPY 3BaptoBaHHi B pexumi TIG;
14— [Hi34,0 NoAayi 3aXMCHOro rasy B Na/bHUK, NPY 3BaploBaHHi B pexumi TIG;
15 — ikcaTop 3aXMCHOT KPULLKK MeXaHi3My nogaui 4poTy;
16 — MiglMoMHa KpuLLKa 3axmMcHoro Bokcey;
17 — 3aXMCHNIA BOKC ANS KOTYILIKM 3 APOTOM;
18 — TprMay KOTYLWIKM AN APOTY 3 NPYXMHHUM MEXaHi3MOM ra/bMyBaHHS;
19 — LLTyuep nogaui 3saxucHoro rasy, npu 3saprosaxHi MIG/MAG;
20 — Po3'emM nogaui curHanis BiJ MexaHi3aMy NoAadi ApOTy Ha BK/IKOYEHHS | BUKIOUEHHS AXepena CTpyMy;
21— ABTOMAT / KHOMKa YBIMKHEHHS [ BUMVUKAHHS AXepe/ia 38aptoBasIbHOro CTpyMy;
22 - LLTyuyep noaayi 3axmcHoro rasy, npu 3saptosaHHi TIG;
23 — Micue nigkatoyeHHs Kabesito 3a3emMaeHHs;
24 — 3ano6ixHuku 610Ky noAadi ApoTy Ta nigirpiaya rasy;
25— Po3eTka Ans nigirpisaya rasy 36V;
26 — Kabesib A/151 NigKNOUEHHS 4,0 MEPEeXi XUBAEHHS.
A —THi340 CMN0BOrO CTPYMY «+» TUMy BalioHeT:
a) npv 3BaptoBaHHi P13 "MMA" — nigk/ouaeTbes kabenb enekTposa (B OKpeMUX BUNaAKax Npy BUKOPUCTaHHi cneLiaibHuX
eN1eKTPOAIB NiAKNOYAETLCA Kabesb «Macan);
6) npu 3BaptoBaHHi APT "TIG" — nigk104aEeTbCA TiIbkM Kabeb «mMaca»;
B) NpM HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM APOTOM - MiAKNOYAETLCSA Kabesib MexaHi3my nogaui
ApoTy;
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r) Npy HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" $t0coBUM 4pOTOM - NigK/IIO4AETLCA Kabeb «Macay;
B —CHi340 CUI0BOMO CTPYMY «-» TUMy 6aloHeT:
a) npv 3BaptoBaHHi P13 "MMA" - nigkntoyaeTbcs kabesib «Maca» (B OKpeMMX BUMaZKaX Npy BUKOPUCTaHHI crieLjiaibHuX
eNleKTPOAiB MigKkNlovaeTbCs kabesib enekTpoa);
6) npu 38aptoBaHHi APT "TIG" - NigKNOYAETLCS TiIbKM APrOHOAYrOBUIA NaNbHUK;
B) NPV HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM APOTOM - MiAK/MIOYAETLCA Kabesib «Maca»;
r) Npu HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" G0COBUM APOTOM - NiAK/IIOHAETLCA Kabeib MexaHi3My nogaui
ApoTy.

IHAVKALIA POBOTU AMAPATA B PEXXUMAX

MIG/MAG

OcHosHull expaH bnok nodayi dpomy

X

NaFaMeTFH: ok
cHhna Nar. CTarTy: SH%
4ac Mar. CtarTy: 8,3C

Metio 3a60K08aHe Bnok nodayi dpomy

MEor.H=1 I
X

NaFaMeTFM: b
KHOMKa nafeHWka: LIFT
iMAYNECHHMA FeskM:  OFF

Metio 3a6n0k08aHe Bnok nodayi dpomy
1 - MOTOYHUIA PeXM 3BapIOBaHHS 4 — 3HauyeHHs obpaHoi GyHKLl / napameTpa
2 —Homep noToyHoi nporpamu 5—lepenik Ta BCTAHOB/IEHI 3HAYEHHSA 2-X HACTYMHNX
3 - HasBa dpyHkuii / napameTpa napameTpis B MeHIO

BBEAEHHA B EKCMAYATALIIO

3Bap}OBaanMl‘;| anapat anIBHaHEHMﬁ BUK/IOYHO: AN1A PYYHOro AYroBoro 3BaptoBaHHA WTYYHUM €/1€KTPOA oM, 3BaptoBaHHA B CepeAOBVILLU
aproHy, a Takox HaniBaBTOMATU4YHOIO 3BaplOBaHHA B CepeAOBMmi 3aXMCHUX rasiB. IHwe BUKOPUCTAHHA anapaTty He BiAI‘IOBiAaE ;IOFO
npu3HayeHHo. BMpobHUK He Hece BiAMOBIAA/NbHOCTI 3a MOLWKOAXEHHS, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a MpU3HAYEHHAM.
BuKOpUCTaHHA BiANOBIAHO 4,0 NPU3HaYeHHS, Ma€E Ha yBa3i 40TPUMaHHSA BKa3iBOK LibOro NocibHuKa 3 ekcrtyaTauii.

BUMOIM A0 PO3MILLEHHSA

HeobxigHo po3wmillyBaTu anapaT Tak, o6 3abe3nevyBaBcs 6e3nepellkogHUI BXij i BUXiZ OXONOAXYIOHYOro NOBITPs Yepes BeHTUAALiNHI
OTBOPM Ha NepeAHil i 3agHii naHensx. Crigkynte 3a Tum, wWob MeTaneBuit NuA (Hanpukaag, nif 4ac HaxgauHoro widysaHHs) HE
3acmokTyBasnacs 6e3nocepe/iHbO B anapaT BEHTUAATOPOM OXO0AXKEHHS.
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MNIAKAOYEHHSA 40 MEPEXI

3BaploBa/IbHWIA anapaT y cepiiHOMY BUKOHaHHi pO3paxoBaHUiA 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 bOrO BUBEAEHO Tpy A4poTu. Mpasuaa
TexHiku 6e3sneku nig yac nposeseHHs pobiT 3i 3BaploBasbHUM O6MasHaHHAM BUMaraloTb 3a3eMJ/IeHHA Koprycy anapaty. Ans uboro
nepeZ6ayeHo ABa BapiaHTY: 1) BUKOPUCTAHHA YETBEPTOrO APOTY Y MepexeBoMy Kabei KOBTO-3e/1eHOr0 KObopy (MiXHapOAHUI CTaHAapT
MapKyBaHHS); 2) BUKOPUCTaHHs 60TOBOI K/1IeMU Ha 3a4Hilt NaHeAni anapaTy (KOPCTKilIWA CTaHAAPT 3a3eM/IeHHS], KU BUKOPUCTOBYBABCH B
kpaiHax CHA).

Yeara! lNpu nigkatoyeHHi anapata Ao Hanpyru mepexi suwe 270B (MultiPRO-250) abo 450B (ans MultiPRO-270/350-15-4-400V), BCi
rapaHTiitHi 30608's3aHH:A BUPOBHWKa BTPavatoTb Cuy! A Takox rapaHTiliHi 30608'A3aHHsA BUPOBHMKA BTPaYatoTb YNHHICTL MPY MOMUIKOBOMY
nigKkAoUeHHi Gasn Mepexi Ha 3a3eMIeHHS AXepena.

MepexeBuii po3'em, nonepeyHuit nepepis kabesis Mepei XW1BAEHHS, a TaKOX Mepexesi 3ano6ixkHUKMU NOBUHHI BUBMPATUCS BUXOASUM 3
TeXHIYHMX JaHuX anaparta.

BUBIP MOBU MEHIO AMAPATA

s BGOPY/3MiHM MOBM MeHIO anapaTta Heo6Xi4HO HaTUCHYTM Ta yTPUMYHOUM KHOMKY 2 YBIMKHYTYM anapar. Micas Lboro Ha ekpaHi 3'aBuTbCs
MeHI0 BU6OPY MOBM, B IKOMY MOBOPOTaMM PyuKn perynatopa 3 MOxHa BubpaTtu HeobxigHy MoBy, Ta niaTBepaMTH BUGIP 3a 4onomoroo
KHOMKM 4. Mic/s LbOro anapat NpoAoBXWTL poboTy 3 iHTepdercom BiANOBIA4HOK MOBOIO.

Enektpog, wo BcraHoBneHe JliameTp nonepeyuHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaYeHHA CTPyMy Npu nepepisy ApoTy npu nepepisy mepexeBoro AOBXMHA
pexxumi MMA MMAIiTIG 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
23 Mm He Binble 120A He 6inble 0,8 Mm 2,5 130
4 205
6 310
2 75
2,5 95
D4 mm He Binblue 160A
4 155
He 6isiblie &1,0 MM 6 230
2,5 75
5 MM He 6inble 200A 4 125
6 185
2,5 60
5 MM .
D6 MM ACFKOMA. 20 250A He Binble @1,2 MM 4 100
6 150
Enektpog, wo BcraHoBneHe JliameTp nonepeuHoro Mnowa nonepeuyHoro Maxkcum.
BUKOPUCTOBYETLCA Y 3HaYeHHA CTpyMy nepepisy ApoTy npu nepepisy Mepexesoro AOBXMHa
pexumi MMA npu MMA i TIG MIG/MAG NpoBOAY, KB. MM nposoay, 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
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1,5 135
2 175
23 MM He Binblie 120A He binbwe Jo,8Mm 2,5 220
4 350
6 525
2 130
. 2,5 160
4 MM He Binble 160A
4 260
He Ginble J1,0MM 6 385
2,5 115
25 MMm. He Binblwe 220A 4 180
6 270
2,5 85
@6 MM nerkon. He Binblwe 270A He Binbwe J1,2MM 4 135
6 205
2,5 65
26 Mm A0 350A He Binblwe J1,4 MM 4 100
6 150

YBATA! MepexeBa KHOMKa Ha 3aAHii naHesi anapata MultiPRO-250 He € cuioBolo, TOMy MiJ Yac BUMKHEHHsi amapaTy BOHa He
3HECTPYMJIIOE MOBHICTIO BCIO BHYTPILLHIO €1eKTPOHiKY. 3 Li€i NPUYMHM 3ri4HO NpaBUA TeXHik1 6e3neku Nic/is 3aBepLUeHHS 3BaploBalbHUX
pobiT, BUiMaiiTe BU/IKY 3 Mepexi.

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

~220V / 230V ENEKTPOOAOTPUMAY

~3x 380V / 400V

KJIEMA "MACA"

PEKOMEHAOBAHA JOBXXWHA 3BAPIOBA/IbHUX KABEJIIB NMPU 3BAPIOBAHHI:

. Maowa
2 [AoBxuHa kabenis
MakcumanbHui cTpym nonepeyHoro Mapka kabesto
(B OAHY CTOPOHY) .
nepepisy
. 2..9M 10 MM? KI™ 1x10
A
He Gibwe 100 3..14M 16 MM? Kl 1x16
2 Kl

He 6inblue 160A 2. JM 16 Mm b
3..14 M 25 MM? KI™ 1x25

He Bi/bILIE 200A 2...7M 16 MM Kl 1x16
3..10M 25 MM? KI™ 1x25

He BibLe 250A 2..8Mm 25 MM KI™ 1x25
3..12M 35 MM? KI" 1x35

He 6inblie 270A 5..11M 35 MM? KI™ 1x35
20 350A 6..14M 35 MM? KI™ 1x35
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CXEMA NIAK/TFOYEHHA ANAPATA 4114 3BAPIOBAHHSA B APIOHI (TIG) - TIG-LIFT

APIrOH i

APFOHOBUM
MANbHUK

q /

CXEMA NMIAK/IFOYEHHA ANAPATA 414 3BAPHOBAHHSA B APIOHI (TIG) - 2T/4T/anbT.4T

Q
" D
Ar+He 0
He o @ o

APTOHOBWM
NS NANBHUK
T KIEMA "MACA"
4 o A}

BUPIB

CXEMA NMIAK/IFOYEHHA ANAPATA A1 HANIBABTOMATUYHOIO 3BAPIOBAHHA (MIG/MAG)

30BHILUHIA MEXAHI3M
NofAYI APOTY

S
—<

HAMIBABTOMATUYHUIA
NANTbHUK

= N
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MAPAMETPbI MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V

. . 220 3x380 3x380
HominanbHa Hanpyra mepexi 50/60l L, B 230 3400 X400
Honganmm CTPYM, L0 CNOXMBAETLCA 3 pasu 29,6351 121140 162..187
mepexi, A
HoMmiHanbHWi1 3BaptoBabHUiA CTpyM, A 250 270 350
MakcuManbHuit Aitounii ctpym, A 335 350 450

60%/npu 250A 70%/npu 270A 70%/npu 350A

TpuBanicTb HaBaHTaxeHHs (TH)

100%/npu 193A 100%/npu 225A 100%/npu 290A
Mexi 3MiHM Hanpyru Mepexi XnBaeHHs, B 160 - 260 +15% +15%
Mexi peryatoBaHHsA 38aptoBasbHOIO CTPyMy, A 12-250 12-270 14-350
Mexi peryntoBaHHs 3BaptoBasibHOi 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 3BaptoBasbHOIO A4POTY, MM 0,6-1,2 0,6-1,2 0,6-1,4
MexaHi3m nogadi gpoty 4-PONINKOBWIA 3 NPUBOAOM Ha BCi POIVKM
MakcrmanbHa Bara KOTyLKW 3 APOTOM, KI 15 15 15

IMNYAbCHI peXxuMu Nig yac 3BaploBaHHA

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

MIG/MAG: 30 ... 300}

MMA: 0,2...5000Y
TIG: 0,2...500Y
MIG/MAG: 30 ... 300}

MMA: 0,2...5000Y
TIG: 0,2...500I"y
MIG/MAG: 30 ... 3000

Bnok 6e3koHTakTHOrO nignany B pexumi TIG

+

lapsuni cTapT (Hot-Start) B pexumi MMA PerynboBaHa

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

AnTUnpuannanHs (Anti-Stick) B pexxumi MMA ABTOMaTHYHA

BN0OK 3HWXXEHHS Hanpyr X0N0CTOro XoAy YBiMK [ BUMK

Hanpyra xonoctoro xogy MMA, B 12/75

Hanpyra nignany ayru, B 110

HomiHanbHa cnoxwuBaHa NoTyXHiCTb, KBA 66..78 8,0...9,4 10,7 ...12,3
MakcrmanbHa cnoxunBaHa NOTYXHiCTb, KBA 9,5 11,4 15,3
KKA, % 90

OxonoaxeHHsa ApanTusHe

[lianasoH pobounx Temnepatyp —25 ... +45°C

g:izs:;m PO3MIPM, MM (AOBXVHA, LIMPUH3, 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 1P33 P33 IP33

BUBIP TA HANALUTYBAHHA ®YH KLI,II7I ANAPATA

B cTaHzapTHOMY CTaHi (KO/IM 0 KHOMOK Ha nepeAHili naHe i He TOPKAKOTLCA), anapaT Ha eKpaH AXepena 38apioBa/ibHOro CTPyMy BUBOAUTL
3HaYeHHA OCHOBHOIO NapameTpa NOTOYHOMO PEXUMY 3BaplOBaHHS:

1) y pexxumi P43 "MMA" — 3BaptoBasibHuii CTpyM;

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

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

Ha undpoBomy ekpaHi B MOMeHT 3BaptoBaHHsa "MIG/MAG” Bigobpaxa€eTbcs NoTouyHe daKTUUHE 3HAUeHHs! 3BaploBasIbHOro cTpymy. Bapto
3ayBaXuTH, WO Ha $aKTUUHE 3HAUEHHA CTPYMY BNAMBAE PAJ HACTYNHMX $akTopiB: AiameTpa APOTY, WO BUKOPUCTOBYETLCSA, BCTAHOB/IEHE
3HaYeHHA HaMpyru Ha AXepesi CTpyMy, BCTAHOB/IEHA WBUAKICTb NOAAYi APOTYy Ha MeXaHi3Mi nojadi, BUKOPUCTOBYBaHWIA ras, MaTtepian i
TOBLYMHA BUPOBY, L0 3BAPIOETLCA Ta iH. Micas 3aKiHYeHHS 3BaptoBaHHN GpaKTUYHE 3HAYEHHS 3BapIOBA/IbHOTO CTPYMy MOKA3y€ETLCS Ha eKpaHi
npoTArom 8 cekyHa A5 MOX/MBOCTI Neperasy CTpyMy 3BapioBa/ibHUKOM.

Perynatop 3 Ha nepeAHiii naHeni Axepesa 38aploBa/IbHOr0 CTPYMy € 6araTodyHKLiOHaIbHUM Ta BiZNOBIAAE 3@ HAacTyMNHe:
1) B16ip no Koy Byab-aKoi GyHKLT y MOTOYHOMY pexuMi 3BaptoBaHHs (MOBOPOTH iBopyy abo npasopyy);
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2) BCTAHOB/IEHHSA 3HaYeHHSA BUGPaHOro napameTpy (HAaTUCHYTU Ha PyyKy pery/isTopa Ta NoBopoTu niBopyy abo npasopyy);
3) CKMAAHHS BCiX GYHKLN 40 3aBOACLKMX HANAWITYBaHb MOTOYHOIO PEXMMY 3BapIOBaHHS (HATUCHYTM Ha PyUKy peryisatopa Ta
YTPUMYBaTM B HATUCHYTOMY MOJIOXEHHI Binlblie 12 ¢).

KHonka 2 Ha nepeAHiit naHeni BiANoBiAaE 3a BUGIP pexxnMy 3BaproBaHHs.

MNEPEK/IOYEHHA HA HEOBXIZAHY OYHKLIO

AKWo B anapaTi BCTAHOB/IEHO CMCTEMY 3aXWUCTY Bi/l HECAHKLLiOHOBAHOTO AOCTYMNy A0 MeHIo yHKLi, NPy NOBOPOTaxX PyyKku perynsTopa 3
BiA6yBa€ETLCA peAaryBaHHs 3Ha4eHHA OCHOBHOrO NapaMeTpy MOTOYHOTO PeXMMy 3BaploBaHHS, a MeHio yHKLii anapaTa —3abiokoBaHe. [ins
po3610KyBaHHA MeHI0, HeObXiHO YTPUMYBaTW B HATUCHYTOMY CTaHi pyuKy perysTopa 3 bisble 3,5 cekyHa. Mpu po3610oKyBaHHi, Ha ekpaH
BMBOAMTLCS 306paXeHHs 3aMKa, fKWUIA BiAKPMBAETLCSH, WO BKasye Mpo npouec po3bnokyBaHHs MeHio yHKLUii. Micas ycniwHoro
po36.10KyBaHHS, NpY NOBOPOTAX PyUky 3 NpaBopyy abo NiBopyYy, Ha LMbPOBUIA AUCNNEH BUBOAUTLCS NOTOUHA Ha3Ba GYHKLT Ta il 3HAUEHHS.

AHanoriyHo, Npy HaTUCKaHHI Ha py4Kky peryasiTopa 7 Ha 6s0ui noAadi ApoTy Ta YTPUMaHHI ii B HAaTUCHYTOMY CTaHi bi/iblue 3,5 CEeKyHA
BiAbyBa€ETbCA Po3610KyBaHHSA MeHIO, i Ha LMdPOBUI ekpaH 8 BUBOAWTLCA Ha3Ba Ta 3HAYEHHS GyHKL,T MOTOUYHOrO pexumy 3BaploBaHHs. 3a
AOMOMOrol0 HaTUCKAHHA Ha Py4Ky peryasTopa 7 Ta MoBopoTiB ii npaBopyy abo NiBOpyY, MOXHa NMepekaiouaTUCh MiX GyHKUisMK Ta
napameTpamu pexumy, a TakoX 3MiHIOBaTH IX 3HaUeHHS B MeHLy abo 6iNbly CTOPOHY.

NEPEK/IIOYEHHA HA HEOEXIAHMVI PEXXWM 3BAPIOBAHHA
HaTuckaHHsA KHOMKM 2 NPU3BOAUTL A0 NEPeK/IOYeHHS Ha HaCTYMHUIA PeXWUM 3BapioBaHHA Mo KoAy. Lie BUAHO Ha gucnaei 1 Ha nepesHii naHeni
anapara.

CKUAAHHS HANALUTYBAHb BCIX ®YHKLI MOTOYHOI O PEXXVMIMY 3BAPIOBAHHS

MoxyTb BigbyBaTuCs cUTyaLlii, KoM NapameTpu B anapaTi TPOXM 3amayTaau KopucTyBava. s Toro wob ckMHYTY iX A0 CTaHAapTHUX
3aBO/ CbKMX HaNaLITYBaHb, 0CUTb YTPUMYBATU B HATUCHYTOMY CTaHi PyyKy perynstopa 3 npoTarom binbliue 12 cekyH/ (He 3BepTaTy yBary Ha
306paxkeHHs1 3aMouka). Ak i HaBoAgMOCH paHille, Ha Tab/so MOYHETbCA 3BOPOTHWUM BiAJIK 333...222..111 i NpU AOCATHEHHi "000" BCi
HaNaWTyBaHHA BUEPaHOI NPOrpamMn MOTOYHOIO peXMMy 3BaploBaHHA ByAyTb OHOB/IEHI Ha 3aBOACHKI. CKMAAHHA NapameTpiB A/ KOXHOI
Nporpamm KOXHOro PexuMy 3BaptoBaHHs pobasTbcs okpemo. Lie 3pobaeHo A5 3pyUHOCTI, W06 He CKUHYTW iHAMBIAYa/IbHI HANALWTYBaHHA B
ABOX iHLINX peXxunmax Ta iHWKX Nporpamax.

AHanoriyHo, MoXxHa CKMHYTU NapameTpy NOTOYHOrO PeXMMY 3BaplOBaHHS 3a 40MOMOrOIO PyUuku peryastopa 7.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXX1MI 3BAPIOBAHHA

Y KoXHOMY pexwumi 3aptoBaHHs MMA, TIG i MIG/MAG anapat moxe 36epiraTv 40 16 pi3HWX BapiaHTiB HanawWwTyBaHb. MOTOUHUI HOMep
HajalTyBaHHA (NPOrpamu) BiZ4o6paxaeTbCs y BEPXHLOMY NPaBOMY KyTi eKpaHa, KU 3HaX0AMTLCS Ha Nepe/Hii naHeni. Y MOMEeHT neplioro
YBIMKHEHHS anapaTa, A4/19 KOXHOro pexuMy 3BaploBaHHs, 3aBXAM BUBOAUTLCA nporpama nia Noi. Yci 3MiHM B HanawTysaHHi anapaTta B
ZlaHOMy pexuMmi 3BaploBaHHA Ta MOTOYHOMY HoMepi mporpamu 36epiratoTbca. LLlo6 nepelT Ha iHWMIA HOMep mporpamu i noyaTu
HajallTyBaHHA 3HOBY 3 6a30BMX NapameTpiB, 40CTaTHLO HAaTUCHYTM KHOMKY 4 abo KHoMKy 9 Ha 6/10ui nogaui 4poTy, TOAi Ha BignoBiaHUI
eKpaH BUBOAMUTLCA NOTOYHWI HOMep Nporpamy, i Aani, 3a 40MNOMOro NOBOPOTIB PYyKM BiANOBIAHOrO peryasTopa 3 abo 7 MOXHa BubpaTn
iHWy nporpamy. Bubip nporpamu noTpi6Ho NiATBEpANTM HATUCHYBLUM Ha BiAMOBIAHY Py4Ky peryisTopa 3 abo 7.

3AFAZIbHUA CMIUCOK | NOC/IIAOBHICTb ®YHKLINA

Pexcum 3saprosanHa P43 "MMA"

0) [-1-] - ocHoBHUIA napameTp CTPYM 3BaptoBaHHs = 80A (3a 3aMOBYyBaHHsAM) / B iMNy/IbCHOMY pexxumi Le 6asosuit CTPYM
a) 12...250A (Kpok 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpokK 3MiHK 1A) gns MultiPRO-270
B) 14 ... 350A (KPOK 3MiHu 1A) gns MultiPRO-350

1) [H.St] cuna "Tapsyoro ctapTy" = 50% (3a 3aMOBYyBaHHAM)
a) 0 [OFF] ... 100% (kpok 3MiHuM 5%)

2) [t.HS] yac "lapsyoro ctapTy" = 0,3 cek. (3a 3aMOBYyBaHHsAM)
a) 0,1 ...1,0 CeK. (KPOK 3MiHM 0,1 ceK.)

3) [Ar.F] cuna "®opcaxy gyrn" = 50% (3a 3aMOBUYBaHHAM)
a) 0 [OFF] ... 100% (kpok 3MiHuM 5%)

4) [U.AF] nopir cnpauboByBaHHs $yHKLiT «Popcax gyrv» = 12V (3a 3aMOBYYBaHHAM)
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 3amoBUyBaHHAM)
a) o [OFF] ... 3 (kpok 3MiHu 1)

7) [BSn] 610K 3HMXEHHSA Hanpyru xonocToro xoay = OFF (3a 3aMoBuYyBaHHAM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO

8) [Po.P] pexxnm nysbcauii ctpymy = OFF (3a 3aMoBYyBaHHsM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
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9) [I.PS] cTpym naysu = 25A (3a 3aMOBYYyBaHHAM)
a) 12...250A (Kpok 3miHu 1A) A5 MultiPRO-250
6) 12 ... 270A (KpOK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KPOK 3MiHu 1A) gns MultiPRO-350
10) [Fr.P] yacToTa nyabcauyin cTpymy = 5,0 'L (3a 3aMOBYyBaHHAM)
a) 0,2...5000 1, (AMHAMIYHWIA KPOK 3MiHM 0,1 Iy,...1 L)
11) [dut] cniBBigHOWEHHS iMNybc/nay3a (6anaHc) = 50% (3a 3aMOBUYBaHHSIM)
a) 20...80% (kpok 3miHn 2%)

Pexcum 3s8aprosarHa TIG
0) [-2-] ocHoBHWI napameTp CTPYM = 60A (3a 3aMOBYyBaHHAM) [ B iMNy/IbCHOMY pexumi Le 6asosuit CTPYM
a) 12...250A (KpokK 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpOK 3MiHU 1A) Ans MultiPRO-270
B) 14 ... 350A (KpPOK 3MiHuM 1A) Ans MultiPRO-350
1) [But] pexxum kHoMkuM Ha nanbHUKy = HF2T (3a 3aMoBYyBaHHsM)
a) LIFT — KOHTaKTHMI pexum 3anantoBaHHs Ayru TIG-LIFT
6) LIFT2T — KOHTaKTHWI1 pexxum 3anasitoBaHHs ayru TIG-LIFT2T
B) LIFT4T — KOHTaKTHWI pexum 3anantoBanHs ayrv TIG-LIFT4T
r) HF2T — 6e3KOHTaKTHWI pexum 3anantoBaHHs Ayru TIG-HF2T
A) HF 4T — 6e3KOoHTaKTHUIA pexuM 3anatoBaHHA gyru TIG-HF4T
2) [t.Pr] yac nepea-npoAyBku = 0,4 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KpOK 3MiHM 0,1 cek.)
3) [t.Po] yac nicns-npogyBKu rasom = 4,0 cek. (3a 3aMOBYYBaHHAM)
a) 1,0...35,0 ceK. (KPOK 3MiHM 0,1 cek.)
4) [Pr.A] nonepeHii cTpym (nifoTHa Ayra) = 20A (3a 3aMOBYyBaHHSIM)
a) 12...50A (KpoK 3MiHu 1A) Ans MultiPRO-250
6) 12 ... 50A (KpoK 3MiHuM 1A) anst MultiPRO-270
B) 14 ... 5OA (KpoK 3MiHu 1A) gns MultiPRO-350
5) [Po.A] KiHLLeBMi1 CTPYM (CTPYM 3aBaptoBaHHsS KpaTepa) = 20A (33 3aMOBYYBaHHSM)
a) 12...50A (KpoK 3MiHu 1A) ans MultiPRO-250
6) 12 ... 50A (KpoK 3MiHuM 1A) anst MultiPRO-270
B) 14 ... 5OA (KpoK 3MiHu 1A) gas MultiPRO-350
6) [t.UP] Yac HapoCTaHHsA CTPyMy = 0,2 CeK. (3a 3aMOBYYBaHHAM)
a) 0,0 ... 15,0 ceK. (KpOK 3MiHM 0,1 cek.)
7) [t.dn] Yac cnagaHHs cTpymy = 0,2 cek. (3a 3aMOBYYBaHHsIM)
a) 0,0 ... 15,0 ceK. (KPOK 3MiHM 0,1 cek.)
8) [Po.P] imny ibcHumit pexkum = OFF (3a 3aMoBUYyBaHHsM)
a) ON —yBimkHeHO
6) OFF — BUMKHEHO
9) [I.PS] cTpym naysu = 25A (3a 3aMOBYyBaHHAM)
a) 12...250A (Kpok 3MiHK 1A) gns MultiPRO-250
6) 12 ... 270A (KpoK 3MiHK 1A) gns MultiPRO-270
B) 14 ... 350A (KpPOK 3MiHuM 1A) A MultiPRO-350
10) [Fr.P] yacToTa nyabcaui cTpymy = 10,0 'ty (3a 3aMOBUYBaHHAM)
a) 0,2...500( L, (AMHAMIYHWI KPOK 3MiHM 0,1 IM...1 L)
11) [dut] 6anaHc iMnyabc/naysa = 50% (3a 3aMOBYYBaHHAM)
a) 4...80% (KpoK 3miHK 2%)
12) [SPt] pexxum 3aBaptoBaHHs SPOT = OFF (3a 3aMOBYyBaHHsIM)
a) ON —yBimkHeHO
6) OFF — BUMKHeHO
13) [t.SP] 4ac kpanku = 0,02 cek. (3a 3aMOBYYBaHHsAM)
a) 0,01 ... 0,10 ceK. (KpOK 3MiHM 0,01 cek.)
14) [t.PS] 4ac naysu = 1,0 cek. (3a 3aMOBYYBaHHsAM)
a) 0,3 ... 3,0 ceK. (KPOK 3MiHM 0,1 ceK.)

Pexcum 3s8aprosanHa MIG/MAG

0) [-3-] ocHoBHUIN napameTp HATPYIA 3BaptoBaHHs = 19,0V (3a 3aMOBYyBaHHAM)
a)12... 28,0V (kpok 3miHu 1A) gns MultiPRO-250
6) 12 ... 29,0V (Kpok 3miHuM 1A) At MultiPRO-270
B) 12 ... 32,0V (KpOK 3MmiHu 1A) Ans MultiPRO-350

1) [SPD] apyrwit ocHoBHuiA napameTp — LUBUAKICTb g4poTy = 4,5 M/XB (32 3aMOBYYBaHHAM)
a) 1,0...16,0 M/xB (KPOK 3MiHM 0,1 M/XB)

2) [t.Pr] yac nonepeA-npoAyBKM 3aXMCHUM ra3oM = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 CeK. (KPOK 3MiHM 0,1 CeK.)

3) [t.Po] yac nicha-npoayBKM 3aXMCHUM ra3oMm = 1,5 CeK. (33 3aMOBYYBaHHSAM)
a) 0,5...25,0 CeK. (KPOK 3MiHM 0,1 CceK.)
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4) [t.uP] Yac HapocTaHHs Hanpyru = 0,1 cek (3a 3aMOBYYBaHHAM)
a) 0,0 ... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.dn] yac cnagaHHs HaNpyru = 0,1 Cek. (3a 3aMOBYYBaHHSAM)
a) 0,0 ... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
6) [But] pexxMm KHOMKM Ha NanbHuKy = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — pexum KHOMKM Ha NanbHuKy 2T
6) [4T]— CTaHAAPTHWI PEXMUM KHOMKM Ha NanbHUKY 4T
B) [a4T] — aNbTEPHATUBHUIA PEXMUM KHOMKM Ha ManbHUKY 4T
7) [Ind] piBeHb iHAYKTUBHOCTI = 0 (33 3aMOBYYBaHHSAM)
@)-5...0 ... 5 CTyMiHb (KPOK 3MiHW 1 CTYMiHb)
8) [tYP] Tun maTepiany ApoTy = Steel (3a 3aMoBUyBaHHAM)
a) Steel — ctanesuit apit
6) Alum — asntomiHieBUI ApiT
9) [Po.P] imnynbcHui pexxum cTpymy = OFF (3a 3amoBUyBaHHsIM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
10) [t.IP] yac imnynbey = 2,2 mCek (3a 3aMOBYYBaHHSM)
a) 0,5...5,0 MCek (Kpok 3miHu 0,1 MCek)
11) [I.IP] cTpym iMnyabcy = 210A (3a 3aMOBYYBaHHAM)
a) 160 ... 320A (KpOK 3MiHM 10A) Anst MultiPRO-250
6) 170 ... 360A (kpok 3MiHM 10A) Ans MultiPRO-270-400V
B) 190 ... 450A (KpoK 3MiHK 10A) Ans MultiPRO-350-400V
12) [I.PS] 6a30Bui1 cTpyM = 50A (3a 3aMOBYYBaHHsM)
a) 30 ... 80A (KpoK 3MiHM 5A)
13) [Fr.P] yacToTa nyabcalint cTpymy = 100 L (3a 3aMOBYYBaHHSIM)
a) 30...300ly, (KpoK 3miHM 1 'Ly)
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FAPAHTIMHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cnoxuBay!

MATOH IHTEPHELLH/1 gskye Bam 3a Bub6ip npoaykuii PATON™ Ta rapaHTye BUCOKyY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHS AaHOro BUpoby
33 YMOBM OTPUMAaHHS NMPaBU MOro eKcnayaTalii.

YBATA!!! MepeA BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO 03HANOMUTUCA 3 PO3LIMPEHOIO IHCTPYKLLEIO 3
eKcnayarauii, a TakoX nepesipuTU NPaBUIbHICTb 3aNOBHEHHSA rapaHTIWHOro TaNoHa: Ha3Ba Mogeni npuabaHoro Bamu
BUpOG6Y, Ta 1oro cepiliHWii HoMep NOBUHHI 6yTH iAEHTUYHI 3anKcam B rapaHTiliHOMY TasIoHi. He A0MnycKaeTbCs BHECEHHS
B Ta/I0H 6yAb-AKMX 3MiH YN BUNPaB/IEHb.

FAPAHTIVIHI 3060B'A3AHHS
MATOH IHTEPHELLUH/I rapaHTye cnpasHy po6oTy Axepena XWBAEHHS Y pasi 4OTPUMAHHS CMOXWBAYEM YMOB eKcnyaTauii, 36epiraHHs v
TPaHCMOPTYBaHHA.

YBATA! Be3KolTOBHe rapaHTiliHe 06c1yroByBaHHs Bi;CyTHE 3a YMOBM MeXaHiYHMX MOWKOAXKeHb 3BaploBa/ibHOro anapary!

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

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

OCHOBHWM rapaHTilHWI Nepiod 06UMCNIOETLCA 3 AHA NPOAAXY IHBEPTOPHOIo 061aHaHHA KiHLLeBOMY NOKYMLEBI.

MpoTAroM 0OCHOBHOMO rapaHTiiHOro NepioAy NpoAaseLib 30608'A3y€eTbCs, 6e3KOWTOBHO A5 BAACHWKA iHBEpPTOPHOro obagHaHHs MATOH ™:
- NPOBECTY AiarHOCTUKY Ta BUSBUTW NPUUMHY HECNPaBHOCTI;

- 38683I'IEHMTM HeOGXiAHMMM A1 BUKOHAHHA PEMOHTY BYy3/1aMW Ta e/leMeHTaMun;

- NpoBecTu pobOTH i3 3aMiHW €/1IEMEHTIB Ta BY3/1iB, L0 BUNALIIN 3 Nagy;

- NPOBECTH TECTYBaHHSA BiZ|peMOHTOBAHOIO 06/1aAHaHHS.

OCHOBHi rapaHTiliHi 3060B'Ai3aHHA He MOLWMPIOIOTLCA Ha 0b61agHaHHS:

- 3 MeXaHiYHMMM NOLWKOAXKEHHAMM, L0 BNAMHYAW Ha NpaLie3AaTHICTL anapaTy (4edopmallia kopnycy i AeTanel BHACNiA0K NaAiHHA 3
BMCOTY abo NagiHHA Ha 061agHaHHS BaXKuX NpeAMeTIB, BUNaAaHHs KHOMOK Ta Po3'eMiB);

- 3i chigamu Koposii, ika CTana NPUYNHOIO HECMPaBHOIO CTaHy;

- fike BUILLANO 3 Najly Yepes BM/IB CU/IbHOTO 3BOJIOXEHHS Ha 0r0 CUOBI 1 eNeKTPOHHI eNeMeHTH;

- AIke BUILLAO 3 Na/ly Yepes HaKoMMYeHHs CTPYMONPOBIAHOro NAY (BYTiNbHWI NUA, MeTaneBa CTPYXKa Ta iH.) BcepeAuHi;

-y pasi cnpobu caMoCTiHOro PeMOHTY 10ro By3iB Ta/abo 3aMiHV eNeKTPOHHUX e/1leMeHTIB, PEKOMEH/AYETbLCS, 3a/1eXHO BiZ, yMOB
ekcnayaTauii, 04MH pa3 Ha NiBPOKY, 33418 YHUKHEHHS BUXOZY anaparty 3 naZy, NPOBOAMUTU YNCTKY BHYTPILLHIX e/leMeHTIB i By3/iB aHOro
061aiHaHHSA CTUCHEHUM MOBITPAM, 3HATU 3aXMCHY KPULLKY. YL eHH: HeObXiAHO NPOBOAUTY aKypaTHO, YTPUMYIOUM LWAAHT KOMMPecopa Ha
AOCTaTHIN BifCTaHI, 33415 YHUKHEHHSI MOLIKOAXKEHHS MaliKu €/1€KTPOHHUX KOMMOHEHTIB | MeXaHiYHMX YacTuH.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHs He MOWMPIOIOTLCS Ha 30BHILIHI eneMeHTU 061afHaHHS, WO BUAWX 3 NaAy, fKi NigaaloTbes
$i3MUHOMY KOHTAKTY, @ TAaKOX Ha CynyTHI/BUTPATHI MaTepianu, NpeTeHsii o0 AKUX NPUAMAIOTLCS He MiHille ABOX TUXHIB NIC/IA NPOAaXY:
- KHOMKa yEiMKHeHHﬂ Ta BUMKHEHHS;

- PYHKU peryloBaHHA NapamMeTpis 3BapioBaHHS;

- po3'emMu MigkNtoueHHs kabenis i pykaBis;

- pO3'eMM ynpaBAiHHS;

- MepexeBuit kabeb i BUKa MepexeBoro kabesto;

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

- TPUMaYi e/1eKTPOAiB, KNeMa «Mack», NasbHK, 3BaploBasibHi kabeni Ta pykasu.

Mpogaaselib 3aMwWwace 3a co60t0 NPaBO BiZMOBUTU Y HaZJaHHI FrapaHTIMHOrO PEMOHTY, 60 BCTAHOBMTY 4aTOI0 NOYATKY BUKOHAHHSA rapaHTiiH1X
3060B'A3aHb MicALb i Pik BUMYCKy anapaTy (BCTAaHOBIOIOTLCSA 3a CePiliHUM HOMEPOM):
- y pasi BTpaTu NacnopTa BAaCHUKOM;

-y pasi BiACYTHOCTi KopekTHOro abo B3arasi 6yAb-sKOro 3anoBHeHHs NacnopTa NPOAaBLEM MiJ Yac NPoAaxy anapary.

TapaHTiliHU CTPOK NPOAOBXYETLCS, Ha TEPMiH rapaHTiiHOro 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.

#)
=)

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:

o)
) i .

Welding cable with an ABICOR BINZEL
electrode holder

Welding cable with ABICOR BINZEL ground
terminal

18

Al
=l

Semi-automatic torch ABICOR BINZEL

CONTROL ELEMENTS AND INDICATION

Ely

13l
-
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Operating manual

Rollers for solid and
aluminium? wire

Shoulder carryingstap

Welding arc power source with wire
feeder

Quick-release
pneumatic
connector

Argon-arc torch ABICOR BINZEL, 4m




1 - Digital display;
2 - 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;
3 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values/Setting-up the welding voltage
parameter in MIG/MAG mode. The selection of functions is done by turning the knob to the right and left. To move to editing the value of a
selected parameter, you need to press the regulator knob. Values are set by turning the regulator knob. To return to the function/parameter
selection menu, press the regulator knob again;
4— Welding program selection button (set of parameters previously set by the user) / additional function: Inductance level adjustment (when
itis pressed down for more than 1 second);
5—Button for testing shielding gas supply (wire is not fed);
6 — Button for adjusting the welding voltage on the wire feeder;
7 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values on the wire feeder (by default —
adjusting the wire feed speed in MIG/MAG mode);
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 — Power supply plug to the wire feeder;
12— EURO type KZ-2 connector for connecting a semi-automatic torch;
13 — Connector for controlling torch buttons (TIG welding);
14 — Socket for shielding gas supply to the torch (TIG welding);
15 - Lifting protective cover for wire feeder compartment;
16 — Protective cover lock;
17 — Protective cover for wire coil;
18 — Wire coil holder with spring-loaded braking device;
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— Connection for shielding gas supply from a gas cylinder (TIG welding);
23 - Location for connecting the grounding cable;
24— Wire feeder and gas heater fuses;
25— Socket for 36V gas heater;
26 — Power supply cable;
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;
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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);

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

Main screen Screen of wire feeder
MMA

(A

X

Farameters: b
Fower Hot Startl b5k
time Hot Start: A, 3=

Menu is locked Screen of wire feeder

TIG

UTIG-HFZT

[«] [=]

* X

Faramneters: b
time amrer-doun:
time rFost-gas:

Menu is locked Screen of wire feeder
1 - Current welding mode 4 - Value of selected function / parameter
2 - Current program number 5 - List and values of the next 2 parameters in the menu

3 - Name of function / parameter

START-UP

The welding unit is designed exclusively for MMA welding, tungsten-arc inert-gas (TIG) welding, as well as metal-arc inert-gas
welding/metal active gas welding (MIG/MAG). Other use of the machine is considered undue. The manufacturer is not responsible for
damage cause by undue use of the machine. Intended use of the machine implies adherence to 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;
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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 2 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 regulator 3 and confirm your choice by pressing the button
4. Then, the machine will continue working with the interface 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
15 115
@2 mm not more than 8oA not more than @o0.6 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
Used MMA electrode Set current value for Wire cross-section c?:l;zs;;sticetlr::izfsev:i:‘: Max. wire
MMA and TIG diameter for MIG/IMAG ey ! length, m
3x380/400V - MultiPRO-270-400V, MultiPRO-350-400V

1,0 135
1,5 205
2 mm no more than 80A no more than @o,6 mm 2 270
2,5 340
4 540
1,5 135
2 175
g3 mm no more than 120A no more than @o,8 mm 2,5 220
4 350
6 525
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2 130
2,5 160
D4 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)

~220V/ 230V ELECTRODE HOLDER
~3x 380V / 400V

(9D

Recommendedlengthofpowerwelding cables during welding:

Maximum current Cable length (one way) Cross-section area Cable brand
? K
not more than 100A 2..9M 0mm G 2x30
3...14m 16 mm? KG 1x16
? K
not more than 160A 2..9M 16 mmz G1x16
3..14m 25mm KG 1x25
2..7m 16 mm? KG 1x16
not more than 200A -
3..10m 25mm 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

APTOH

ARGON-ARC

i
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) - 2T/4T/alt.4T

CO:
Ar+CO:

TECHNICAL PARAMETERS

GROUND TERMINAL

ARGON-ARC
TORCH

EXTERNAL

{_ WIRE FEEDER
>

SEMI-AUTOMATIC
TORCH

GROUNDING CLAMP

MIG/MAG: 30 ... 300

PARAMETERS MultiPRO-250 MultiPRO-270-400V MultiPRO-350-400V
Rated voltage of the three-phase mains 50 / 60Hz, V 220 3380 3380
230 3X400 3X400

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

60%]/at 250A 70%/at 270A 70%/at 350A
Duty cycle 100%/at 193A 100%/at 225A 100%/at 290A
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: 0,2...500Hz TIG: 0,2...500Hz TIG: 0,2...500Hz

MIG/MAG: 30 ... 300

MIG/MAG: 30 ... 300

“Hot-Start” in the MMA mode

+
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“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, % 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 1P33 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.

On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting
that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the power
source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded workpiece, among
others. After the welding process is completed, the actual welding current value remains displayed on the machine’s screen for 8 seconds,
allowing the welder to view the current value.

Regulator 3 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 sec.).

Button 2 on the front panel of the unit is responsible for selecting the welding mode.

SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 3,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To unlock
it, press and hold down regulator 3 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening lock, indicating the
process of unlocking the function menu. After successful unlocking, when turning the regulator 3 to the right or left, the current name of the
function and its value will be displayed on the digital display.

Similarly, by pressing and holding the regulator knob 7 on the wire feed unit for more than 3.5 seconds, the menu is unlocked, and the name
and value of the function for the current welding mode are displayed on the digital screen 8. By pressing the regulator knob 8 and turning it
left or right, you can switch between functions and parameters of the mode and also adjust their values.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 2 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 them to the standard factory settings, it is
enough to press and hold down regulator 3 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will start
counting down 333...222...111 and when "000" is reached, all settings of the selected program of the current welding mode will be updated to
factory settings. Reset parameters for each program each welding mode are made separately. This is provided for convenience, so as not to
reset individual settings in the other programs and welding modes.

Similarly, you can reset the parameters of current welding mode on the wire feeder by using the regulator 7.
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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
4 on the welding current source (or button g on the wire feeder). Then the LCD displays the current program number, which can be changed
up or down by turning the regulator 3 (or the regulator 7 on the wire feeder) to the right or left. It is necessary to confirm the program selection
by pressing the corresponding regulator knob 3 or 7.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [-1-] - main displayed parameter CURRENT = goA (by default) / it is the basic current when the PULSE function is on
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)o.1...1.0 sec (change step 0.1 sec)
3) [Ar.F] Arc Force power = 50% (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)0.2...1.8 V/A (step change 0.4 V/A)
6) [Sh.A] short arc welding = OFF (by default)
a) o[OFF] ... 3 stages (unit increment 1 stage)
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) [I.PS] pause current = 25A (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) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
11) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 2%)

TIG welding mode
0) [-2-] main display parameter CURRENT = 100A (by default) / it is the basic current when the PULSE function is on
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 = HF2T (by default)
a) LIFT - contact ignition mode TIG-LIFT
b) LIFT2T - contact ignition mode TIG-LIFT2T (welding current stops when the torch button is released)
) LIFT4T - contact ignition mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value,
followed by welding current shutdown when the button is released)
d) HF2T - non-contact ignition mode, TIG-HF2T button mode
e) HF4T - non-contact ignition mode, TIG-HF4T button mode
2) [t.Pr] pre- gas flow time = 0.4 sec (by default)
a)0.1... 25.0 sec (change step 0.1 sec)
3) [t.Po] post- gas flow time = 4.0 sec (by default)
a) 1.0 ... 35.0 sec (change step 0.1 sec)
4) [Pr.A] current preliminary (pilot arc) = 20A (by default)
a) 12...50A (change step 1A) for MultiPRO-250
b) 12 ... 50A (change step 1A) for MultiPRO-270
) 14 ... 50A (change step 1A) for MultiPRO-350
5) [Po.A]end current (crater filling) = 20A (by default)
a) 12...50A (change step 1A) for MultiPRO-250
b) 12 ... 50A (change step 1A) for MultiPRO-270
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€) 14 ... 50A (change step 1A) for MultiPRO-350
6) [t.uP] current rise time = 0,2 sec (by default)
a) o[OFF] ... 15,0 sec (change step 0,1 cek.)
7) [t.dn] current down time = 0,2 sec (by default)
a) o[OFF] ... 15,0 sec (change step 0,1 sec)
8) [Po.P] current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF — disabled
9) [I.PS] pause current = 25A (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) [Fr.P] current pulsation frequency = 10.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)

FPATON

11) [dut] pulse/pause ratio (balance) — it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)

a) 4 ... 80% (change step 2%)
12) [SPt] SPOT welding mode = OFF (by default)

a) ON —enabled

b) OFF —disabled
13) [t.SP] dot time = 0,02 sec (by default)

a) 0,01 ... 0,10 sec (change step 0,01 sec)
14) [t.PS] pause time = 1,0 sec (by default)

a) 0,3 ... 3,0 sec (change step 0,1 sec)

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 ...32.0V (change step 0.1V) for MultiPRO-350
1) [SPD] Second main parameter WIRE FEED SPEED = 4.5 m/min (default)
a)1.0...16.0 m/min (adjustment step 0.1 m/min)
2) [t.Pr] pre-gas time = 0.1 sec (by default)
a)o.1... 25.0 sec (change step 0.1 sec)
3) [t.Po] post- gas time = 1.5 sec (by default)
a) 0.5 ... 25.0 sec (change step 0.1 sec)
4) [t.uP] Voltage ramp-up time = 0.1 sec (default)
a) o[OFF] ... 5.0 sec (adjustment step 0.1 sec)
5) [t.dn] Voltage ramp-down time = 0.1 sec (default)
a) o[OFF] ... 5.0 sec (adjustment step 0.1 sec)
6) [But] Torch button mode = [2T] (default)
a) [2T] - 2T torch button mode
b) [4T] - Standard 4T torch button mode
c) [a4T] - Alternative 4T torch button mode
7) [Ind] Inductance level = o (default)
a)-5...0... 5 stage (adjustment step 1 stage)
8) [tYP] Wire material type = Steel (default)
a) Steel — Steel wire
b) Alum — Aluminum wire
9) [Po.P] Pulsed current mode = OFF (default)
a) ON —enabled
b) OFF —disabled
10) [t.IP] Pulse duration = 2.2 ms (default)
a) 0.5 ... 5 ms (adjustment step 0.1 ms)
11) [I.PS] Pulse current = 210A (default)
€) 160 ... 320A (adjustment step 1A) for MultiPRO-250
d) 170 ... 360A (adjustment step 1A) for MultiPRO-270-400V
€) 190 ... 450A (adjustment step 1A) for MultiPRO-350-400V
12) [I.PS] Base current = 50A (default)
a) 30 ... 80A (adjustment step 5A)
13) [Fr.P] Pulse frequency = 100 Hz (default)
a) 30 ... 300 Hz (adjustment step 1 Hz)

PATON MultiPRO DC MMA/TIG/MIG/MAG -24 -




FPATON

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

(nianuc / noanuce / signature)

O3Haku HecnpasHocTi / MpusHaku HepaboTocnocobHocTH / Symptoms of non-operability:

Mpununna [ Cause:

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

(nignnc / noanuce / signature)

OsHaku HecnpaBHocTi / MpusHaku HepaboTocnocobHocTn / Symptoms of non-operability:

Mpuunna [ Cause:

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

(nianuc / noanuce / signature)

OsHakw HecnpaBHoCTi / MpusHaku HepaboTocnocobHocTh [ Symptoms of non-operability:

Mpununna [ Cause:
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FPATON

aTa NnpuMoMy Ha pemoHT [ [laTa npuéma Ha peMoHT / Date of receipt for repair " " 20
— '

(nianuc / noanuce / signature)

O3Haku HecnpasHocTi / MpusHaku HepaboTocnocobHocTH / Symptoms of non-operability:

Mpununna [ Cause:

aTa npuiioMy Ha peMoHT | [laTa npuéma Ha pemoHT / Date of receipt for repair " " 20
'

(nignnc / noanuce / signature)

OsHaku HecnpaBHocTi / MpusHaku HepaboTocnocobHocTn / Symptoms of non-operability:

Mpuunna [ Cause:

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

(nianuc / noanuce / signature)

OsHakw HecnpaBHoCTi / MpusHaku HepaboTocnocobHocTh [ Symptoms of non-operability:

Mpununna [ Cause:
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