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! We hereby declare that the DoC is issued under our sole responsibility and belongs
~ to the following product:

Product designation: PATON™ StandardTIG-160, PATON™ StandardTiG-200,
PATON™ StandardTIG-250,
PATON™ StandardTIG-270-400V,
PATON™ StandardTIG-350-400V

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

standards:
Directives:
AproMOAYToBHiA | | Argon-arc inverter Safety of machinery - Electrical equipment
S e o A cmachines- TP eniecsooea2018
Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
[JlaTa npoaaxy | Purchase date “ ) 20 r. power sources EN IEC 60974-1:2022/A1:2022

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

EN IEC 60974-10:2014/A1:2015
EN IEC 60974-10:2021/A1:2021
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E-Mail: office@paton.ua
PATON StandardTIG DC MMA -2 -

-3 - PATON StandardTIG DC MMA



T T

FAPAHTIMHE OBC/1YFOBYBAHHS

WanosKuit cnoxusay!

MATOH IHTEPHEWH gsikye Bam 3a Bubip npoaykuii PATON Ta rapaHTye BUCOKY AKiCTL Ta 6e3aoraHHe ¢yHKLiOHYBaHHA agaHoro Bupoby 3a

YMOBU ;0TPUMaHHSA NpaBu Oro ekcnayaTtauii,
YBATA!! Nepeg pUCTaHHAM 0612 PeKoMeHAYEMO 03HaHOMUTUCA 3 PC PeHOIo IHCTpYKUieio 3
eKcnyaTauii, a TakoX nepesipuTH NPaBUALHICTL 3aNOBHEHHA rapaHTiliHoOro TanoHa: Ha3Ba MoAesi npua6aHoro Bamu
BUpoBY, Ta lioro cepilinuii HoMep NOBUHHI 6yTY iZeHTNYHI 3anNncaMm B rapaKTiiiHOMy TanoHi, He gonycxkaeTbes BHeCEHHs
B Ta/IoH Gy Ab-AKUX 3MiH Y BUNPaBAEHb.,

TAPAHTI/HI 30B0B'S3AHHSA
MATOH IHTEPHELLH/1 rapaHTye cnpasHy poboTy AXepena XuB/AeHHA y pasi AOTPUMAHHSA CNOXMBaYeM yMOB ekcnyatalyii, 3bepiraqus i
TPaHCNOPTYBaHHA.

YBAFA! Be3kolIToBHE rapanTiiiie 06C1yroByBaHHA BiACYTHE 3a yMOBM MeXaRIYHNX NOWWKOAXeHb 3BapIoBanbHOrO anapaTy!

TepmiH ocHoBHOT rapaHTii Ha 3BapioBasbHe 06/1aZHaHHA CTAHOBUTh:

StandardTIG-160 | oxie
StandardTIG-200 | 5P
| StandardTIG-250 N B | 3 poky
| StandardTIG-270-400V
__ StandardTIG-350-400V 2 poKun

OCHOBHWM rapaHTiiRmit nepios 064UMC/IIOETLCA 3 AHR NPOAAXKY IHBEPTOPHOrO 0BnafHaHHA KiHL,eBOMY NOKYNLEBi.

MpoTAroM 0CHOBHOTO rapaHTIHOrO Nepioay Npogasellb 30608'A3yeTbes (Y BUNAAKY rapaHTIiHOrO PeMOHTY), 6e3KOWTOBHO ANA BAACHUKA
iHBepTOpHOro obnagHaHHA PATON:

- MPOTArOM 1 POKy 3 AaTU NPUABAHHA KNIEHTOM 0BaaZHaHHA, ONNaTUTH AocTaBky obraaHaHHs B CepiBCHUI LeHTP | Hasas KAieHTy,
BUKOPUCTOBYIOUM MOCAYTM KomnaHii Hosa nowta;

- MPOBECTH AIArHOCTUKY Ta BUABUTIM NPUUMHY HECNPABHOCTI;

- 3a6esneunTy HeoBXIAHUMW ANS BUKOHAHHSA PEMOHTY BY3/N1aMU Ta €/1eMeHTaMu;

- npoBecTy pofoTy i3 3aMity eNemMeHTIB Ta BY3AiB, W0 BUAWAN 3 Naay;

- APOBECTYU TeCTyBaHHA BIAPEMOHTOBaHOTO 0bnagHaHHs.

OcHOBHI rapaHTiliHi 3060B'A3aHHS He NOWMPIOIOTLCH Ha 0bragHaHHs:

- 3 MEXaHIYHUMM NOLIKOAXEHHAMM, WO BIJIMHYAW Ha NPaUEe3AaTHICTL anapaTy {(Aedopmailia Kopnycy it AeTanei BHACNiA0K NaAiHHA 3
BUCoTH abo NagikHA Ha 06nagHaHHA BaXKUX NPeAMeTIB, BUNaaHHA KHOMOK Ta Po3'eMis);

- 3i cAiamMu KOPO3il, Aika CTaNa NPUYMHOI0 HECTIPABHOTO CTaHy;

- AiKe BUWALLIO 3 J1aZy Yepes BRAMB CU/IbHOIO 3BO/IOXEHHSA Ha MOro CUJIOBI i €N1eKTPOHHI eNleMeHTH;

- fIke BUILLAO 3 N3AY YEPE3 HAKONMUEHHSA CTPYMONPOBIAHOTO NUAY (BYTiALHWIA NWA, MeTanesa CTPYXKa Ta iH.) BeepeauHi;

- y pasi cnpoby caMoCTiNHOro peMOHTY [0ro By3/1iB Ta/ab0o 3aMiHM €/1eKTPOHHMX eeMeHTIB, PEKOMEHAYETHLCA, 3a/1eXHO Bij YMOB
excnayaTauil, 0AWH pas Ha NiBPOKY, 33415 YHUKHEHHS BUXOAY anapary 3 Aasy, NPOBOAWTY HUCTKY BHYTPIlHIX enemenTis i Byanis Aaroro
o6M1a4HaHHA CTUCHEHWM MOBITPAM, 3HATY 3aXUCHY KPULLKY. YULeHHA HeobXiZHO NPOBOANTY aKypaTHO, YTPHUMYIOUM LWAAHI KOMNPeCopa Ha
AOCTaTHIY BIACTaHI, 33AN151 YHNKHEHHA NOWKOAXEHHA NAAKN €/1EKTPOHHUX KOMMOHEHTIB | MEXaHIYHUX YACTUH.

TaKkoX OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOMMPIOIOTHCA HA 30BHIWKI eNeMeHTH 06/ajHaHHS, WO BUAWAKM 3 Nagy, AKi NiAAaAKTLCA
Di3UYHOMY KOHTAKTY, @ TAKOX Ha CYNYTHI/BUTPATHI MaTepiany, NpeTeHsii WoAs SKUX NPUIMAIOTLCS He Ni3HIe ABOX TUXKHIB NICAA NPOAaXY:
- KHOMKa YBIMKHE@HHS Ta BUMKHEHHS!;

- PYYKV pery/lloBaHHA NapaMeTpie 3BapIoBaHHs;

- po3'emu nigknoueHHs kabenis i pykasis;

- pos'eMM ynpaBAiHHS;

- MepexeBun kabesb i BUska mepeskesoro kabenio;

- pyuKa ANA NepeHeceHHs, peMiHb Yepes nieve, Kelic, kopobka;

- TPUMaMi eN1eKTPOAIB, KeMa «Macuy, NasbHUK, 3BapioBasibHI kabeni Ta pykasu.

MNpogaaseyb 3anuwac 3a 06010 NPaBO BiAMOBUTH Y HaAaHHI rapaHTINHONO PeMOHTY, a0 BCTAHOBUTM JaTOI0 NOYATKY BUKOHAHHA FapaHTiiHUX
3060B'A3aHb MicALb BUNYCKY anapaTy (BCTaHOB/IOIOTLCA 3a CEPIHUM HOMepOM):

-y pasi BTpaTi nacnopra BAacHUKOM;

-y pasi BiACYTHOCTI KopekTHOro abo B3arani 6yas-AKoro 3aNoBHeHHS NACNOPTa NPOAABLEM Ni4 YaC NPOAAXY anapaTy.

[apaHTiitHui1 CTPOK NPOAOBXKYETLCS, Ha TEPMiH rapaHTiiHoro ofcayrosyBaHHA 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.

o =l

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.

e

B,

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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UNPACKING

The device delivery set includes:

Operating manual

4mTIG welding torch®

=\

Weldingarcsupply source with a

3m welding cable with ABICOR BINZEL ground mainscable

//"m::m:m_u

Universal case*

Shouldercarrying
strap

*For StandardTIG-160/200/250 models
*Except model with "WA' index

CONTROL ELEMENTS AND INDICATION

PATON StandardTIG DC MMA -16 -

1 - Welding mode selection button:
a) manual metal arc welding, MMA;
b} tungsten-arc inert-gas welding, TIG;
<) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
2—The regulator for selecting the functions (parameters) of the current mode and adjusting their values. The selection of functionsis 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 regutator knob. Press the regulator knob again to return to the function/parameter selection menu;
3 - Digital display;
4—Welding program selection button (couple of previously saved user parameters);
5 - Connector for feeding signals from the wire feeder to turn the welding current source on and off;
6 — Buttonfautomatic breaker for turning the unit ONfOFF (color — decorative);
7 - Power supply cable;
8 — Socket for shielding gas supply to the torch;
g — Connector for controlling torch buttons;
10— Connection for shielding gas supply from a gas bottle;
11 — Location for connecting the grounding 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 from the wire feeder is connected;
d) MIG/MAG welding with flux-cored wire - the ground cable is connected;

B - Bayonet-type power current socket *
a) MMA welding —the grounding cable is connected (in 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 from the wire feeder is connected.
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INDICATION OF MACHINE OPERATION IN MODES

TIG

_Mw _i_u-rnra Fr-ca.H: 1 [Py
[SMPerags.) ‘Eh .
raramneters: b
time anper-downt 8,25 [5]
time post-gast 4,0s

MIG/MAG

1 - Current welding mode

2 - Current program number

3 - Name of function / parameter

4 - Value of selected function / parameter

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

D o ~ibart: 50%
e Ho art:
time Hot Stari: 8,3s H

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 unit is rated for:

1. Mains voltage is 220V (-27% +18%) — for StandardTIG-160/200/250.

2. Three-phase mains voltage is 3x380V or 3x400V (for StandardTIG-270/350-400V), 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).

Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply:

- Brown wire - phase L1;

- Black wire - phase L2;

- Blue wire - phase L3;

- Yellow-green wire - ground. i1

Caution! When the unit is connected to a mains voltage higher than 270V (for
StandardTIG-160/200/250) or 450V {for StandardTIG-270/350-400V), all manufacturer's
warranty obligations become invalid! This situation can occur with a very huge imbalance

PATON StandardTIG DC MMA -18 -
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in the phase voltage in a standard mains or when using a non-standard connection. 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 1 and turn on the device. After that, the language selection menu
will be displayed on the screen. Select the desired language with the regulator knob 2 and press it to confirm your choice. Then, the
machine will continue working with the interface in the corresponding language.

nt valu ire cross-section ross-section of the . Wir h,
i Mitn decrode | Sgmertietor || et | it | e
StandardTIG-160, StandardTIG-200, StandardTIG-250

1,0 75

1,5 115

@2 mm not more than 8oA not more than Zo,6 mm 2,0 155
25 195

4,0 310

15 75

2,0 105

23 mm not more than 120A not more than @o,8 mm 2,5 130
4,0 205

6,0 310

2,0 75

B4 mm not more than 160A 25 55
4,0 155

not more than 21,0 mm 6,0 230

2,5 60

@5 mm not more than 200A 4,0 100
. 6,0 150

Z5mm 25 48
26 mm fusible up to 250A upto Z1,2 mm 4 80
6 120

3%380/400V - StandardTiG-270-400V, StandardT1G-350-400V

15 135

2 175
Z3mm | notmore than 120A not more than 20,8 mm 2,5 220
4 350
6 525

2 130

2,5 160

. mm not more than 160A

4 260

not more than @1,0 mm 6 385

| 2,5 115

25 mm not more than 220A 4 180
6 270

26 mm 25 %
fusible not more than270A not more than 21,2 mm 4 135
6 205

2,5 65

26 mm up to 350A up to &1,4 mm 4 100
6 150

ATTENTION! Supply button on the rear panel of the machine (for StandardTIG-160/200/250) 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.
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MACHINE CONNECTION DIAGRAM FORWELDING WITH STICK ELECTRODES (MMA) MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING —2T/4T/ALT.4T

ELECTRODE HOLDER

GROUNDING CLAMP ARGON-ARC

TORCH

WORKPIECE
.
RECOMMENDEDLENGTHOFPOWERWELDING CABLES DURINGWELDING: WORKPIECE
Set current value Cablejenoth Cross-section area Cable brand
{one way)
2.9m 10 mm* KG 1x10
not more than 100A =
3..14m 16 mm KG 1x16 MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL ACTIVE GAS WELDING (MIG/MAG)
2..9m 16 mm? KG 1x16
not more than 160A
3...14 M 25 mm* KG 1x25
not more than 200A 2700 16 mm KG a6
3...10m 26 mm?* KG 1x25
: EXTERNAL
not more than 250A 2..8m 23 33~ KG xas ; WIRE FEEDER
3..12m 35 mm KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
up to 350A 6..14m 35 mm? KG 135
SEMI-AUTOMATIC
= TORCH
MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TiG) WELDING — TIG-LIFT
GROUNDING CLAMP
d % PIECE
SPECIFICATIONS
3 StandardTiG- | Stand - | Stand 3 e
PARAMETERS StandardTIG TIG dTIG t dTIG StandardTIG
160 200 250 270-400V 350-400V
ARGON-ARC TORCH 220/230 3x380 3x380
=
= Rated supply voltage s0Hz, V 220/230 220/230 100 Jxa00
wmﬁ,ma current consumption from the 18 21 25..28 29,5...35 2.1 16,185
mains, A
- . Rated welding current, A 160 200 250 270 350
- ; : = ®» 5 Maximum operating current, A 215 270 335 350 450
I e . 45%/at 160A 45%/at 200A 45%/at 250A 70%fat 270A 70%/at 350A
Load duration (LD) 100%/at 106A 100%/at 134A 200%/fat 167A 100%/at 225A | 100%/at 290A
Supply voltage variation limits, V 160 ~ 260 160 — 260 160 — 260 +15% +15%
Limits of regulation of welding 8—160 o350 12—2c0 12270 141350
current, A 5 7 4735
Limits of regulation of welding 122 12-26 12-28 5 —
voltage, V = 4 2 202 9 273
MMA electrode diameter, mm 1,6 - 4,0 1,6 —5,0 1,6-6,0 1,6-6,0 1,6-6,0
Welding wire diameter, mm 0,6—1,0 0,6-1,0 0,6-1,2 0,6-1,2 0,6—-1,4
Welding pulse modes, Hz MMA: 0,2...500 — adjustable; TIG: o,2...500 — adjustable; MIG/MAG: automatic
Hot-Start in the MMA mode Adjustable
Arc Force in the MMA mode Adjustable
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Anti-Stick in the MMA mode Automatic
No-load voltage reduction unit on/off
MMA no-load voltage, V 12 /70
Arc striking voltage, V 110
Rated power consumption, kVA 4,2 ... 4,8 _ | 6,5...7.7 [ 7,9 - 93 _ 10,6...12,2
Maximum power consumption, kVA 6,3 _ | 9,4 _ 11,5 _ i5,2
Efficiency, % 90
Cooling Adaptive I
Operating temperature range —25 ... +45°C

| Overall dimensions, mm (length, 345 X112 X 345 X112 X
width, height) 345X 112X 290 350 e 350X 145X335 | 390X145X335
Weight without coil and accessories, 6,0
ko 57 59 10,1 10,3 _
Protection class iP33 P33 P33 P33 P33 |

SELECTING AND SETTING THE MACHINE FUNCTIONS

When the buttons on the front panel are not touched, the unit always displays the value of the main parameter of the used welding mode on
the digital indicator:

1) in the MMA mode — welding current;

2) in the TiG mode —welding current;

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

Regulator 2 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 than12s).

Button 1 on the front panel is responsible for changing the welding mode (switching in a circle).

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 2,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To unfock
, press and hold down regulator 2 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 2 to the right or left, the current name of the
function and its value will be displayed on the digital display.

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 1 leads to switching to the next welding mode in a circle, this can be seen on display 3 on the front panel of the machine.

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, itis
enough to press and hold down regulator 2 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.

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 of the machine. 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 and then the LCD displays the current program number, which can be changed turning the regulator 2 to the right or left.

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [-1-] main display parameter CURRENT = 80A (by default);
a) 8...160 A (adjustment step 1 A) for StandardTiG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
€) 12 ... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
1) [H.St] Hot start power = 50% (by default);
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a) o[OFF] ... 100% at low currents (adjustment step 5%);
2) [t.HS] Hot start time = 0.3 s (by default);
a)o.1...1.0s (adjustment step 0.15);
3) [Ar.F} Arc Force power = 50% (by default);
a) o{OFF] ... 100% at low currents (adjustment step 5%);
4) [u.AF] Arc Force trigger level = 12 V (by default);
a)g...18 V (adjustment step 1 V);
5) [CVS] current-voltage characteristic slope = 1.4 V/A (by default);
a) 0.2 ... 1.8 V/A (adjustment step 0.4 V/A);
6) [Sh.A] short arc welding = OFF (by default);
a) o[OFF] ... 3 stage (adjustment step 1 stage);
7) [BSn] voltage reduction unit = OFF (by default);
a) ON;
b) OFF;
8) [Po.P] pulse mode = OFF (by default);
a) ON —enabled;
b) OFF ~disabled;
9} [I.PS] pause current = 15A (by default);
a) 8 ... 160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
)12 ... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
€) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
11) {dut] pulse/pause balance = 50% (by default);
a) 20 ... 80o% (adjustment step 2%).

TIG welding mode
0) [-2-] main displayed parameter CURRENT = 60 A (by default);
a) 8.... 160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c)12 ... 250 A (adjustment step 1 A) for StandardTIG-250;
d) 12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
€) 14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
1) [But] torch button mode = 2T (by default);
a) LIFT - TIG-LIFT contact striking mode (valve-type torch);
b) LIFT=2T - contact striking mode, TIG-LIFT2T button mode (torch with button);
¢) LIFT4T - contact striking mode, TiG-LIFT4T button mode (torch with button);
d) HF2T - non-contact striking mode, TIG-2T button mode;
e) HF4T - non-contact striking mode, TIG-4T button mode;
2) [t.Pr] pre-purge time = 0.4 s (by default);
a)o.1...25.0s {adjustment step 0.1s);
3) [t.Pol gas post-purge time = 4.0 s (by default);
a)1.0...35.0 s (adjustment step 0.1 s);
4) [Pr.A] pre-current (pilot arc) = 20 A (by default);
a) 8 ... 50 A (adjustment step 1 A) for StandardT1G-160;
b) 10 ... 50 A (adjustment step 1 A) for StandardTIG-200;
¢)12 ... 50 A (adjustment step 1 A) for StandardTiG-250;
d) 12 ... 50 A (adjustment step 1 A) for StandardTiG-270-400V;
€) 14 ... 50 A (adjustment step 1 A) for Standard TIG-350-400V;
5) [Po.A] crater filling current = 20 A (by default);
a) 8 ... 50 A (adjustment step 1 A) for StandardTIG-160;
b}10 ... 50 A (adjustment step 1 A) for StandardTIG-200;
€12 ... 50 A (adjustment step 1 A) for StandardTIG-250;
d)12 ... 50 A (adjustment step 1 A) for StandardTIG-270-400V;
€) 14 ... 50 A (adjustment step 1 A) for StandardTIG-350-400V;
6) [t.uP] current build-up time = 0.2 s {by default);
a) o[OFF] ... 15.0 s (adjustment step 0.1 5);
7) [t.dn] current ramp-down time = 0.2 s (by default);
a) o[OFF] ... 15.0 s (adjustment step 0.1 5);
8) [Po.P} pulse mode = OFF (by default);
a) ON - enabled;
b) OFF — disabled;
9) [I1.PS] pause current = 25 A (by default);
a) 8.... 160 A (adjustment step 1 A) for StandardTIG-160;
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b)10... 200 A (adjustment step 1 A) for StandardTiG-200; WARRANTY
©)12 ... 250 A (adjustment step 1 A) for StandardTIG-250;
d)12 ... 270 A (adjustment step 1 A) for StandardTIG-270-400V;
€)14...350 A (adjustment step 1 A) for StandardTIG-350-400V;
10) [Fr.P] current pulsation frequency = 10.0 Hz (by default);
a)0.2 ... 500 Hz (dynamic adjustment step 0.1 Hz...1 Hz);
11) [dut] pulse/pause ratio (duty cycle) —it is the percentage of the current puise to the period of repe
a) 4 ... 80% (adjustment step 2%);
12) [SPT] SPOT mode = OFF (by default);
a) ON —enabled;
b) OFF - disabled;
13) [1.SPT] dot current = 160A (by default);
a) 8 ... 160 A (adjustment step 1 A) for StandardTIG-160;
b) 10 ... 200 A (adjustment step 1 A) for StandardTIG-200;
c)12 ... 250 A (adjustment step 1 A) for StandardTiG-250;
d)12 ... 270 A (adjustment step 1 A} for StandardTiG-270-400V;
€)14...350 A (adjustment step 1 A) for StandardTiG-350-400V;
14) [t.SP] dot time = 0.02 s (by default);

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.

n of these pulses = 50% (by default); ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check

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.

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:

a)0.01... 25.0 s (dynamic adjustment step 0.01 ...18);
15) [t.PS] pause time = 15 (by default); -
} StandardTIG-160
a) OFF ... 0.5 ... 5.0s (adjustment step 0.1 5); tandardTIG-200 — 5 years -
MIG/MAG welding mode | StandardTiG250 3years
0} [- 3-] main display VOLTAGE = 18.0 V (by default); StandardTIG-270-400V
a)12,0...24,0 V (adjustment step 0,1 V) for StandardTIG-160; | StandardTIG-350-400V 2years
b) 12,0...26,0 V (adjustment step 0,1 V) for StandardTlG-200;
¢)12,0...28,0 V (adjustment step 0,1 V) for StandardTiG-250; The main warranty period starts from the date the inverter equipment is sold to the end customer.
d)12,0...29,0 V (adjustment step 0,1 V) for StandardTiG-270-400V;
€) 12,0...32,0 V {adjustment step 0,1 V) for StandardTIG-350-400V; During the main warranty period, the seller undertakes, free of charge for the owner of PATON™ inverter equipment:
1) [t.up] voltage rise-up time = 0.1 s (by default); - make diagnostics and identify the cause of the breakdown;
a)0.0... 5.0 s (adjustment step 0.1 5); - to provide units and elements necessary for the repair;
2) [t.dn] voltage reduction time = 0.1's (by default); - to carry out work to replace the failed elements and assemblies;
a)0.0... 5.0 s (adjustment step 0.1 5); - to test the repaired equipment.
3) [Ind] inductance = "o” (by default);
a)-5 ... +5 (adjustment step 1 stage); The main warranty obligations do not apply to the equipment:
4) [Po.P] Pulsed current mode = OFF (default); - with mechanical damage that affected the performance of the device (deformation of the case and parts as a result of falling from a height
a) ON —enabled; or falling on the equipment of heavy objects, falling out of buttons and connectors);
b) OFF —disabled; - with traces of corrosion, which caused a malfunction;
5) [Adu] main parameter in pulse mode — VOLTAGE ADJUSTMENT = 0.0 V (default); - out of order due to exposure to its power and electronic elements of abundant moisture;
a) -3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value; - failed due to the accumulation of conductive dust inside {coal dust, metal shavings, etc.);
6) [tYP] Wire material type = Fe (default); - in case of an attempt to independently repair its components and / or replace electronic elements;
a) Fe — ordinary steel wire (use 82%Ar+18%CO2 shield gas* composition only); - this equipment, depending on the operating conditions, is recommended once every six months, in order to avoid the breakdown of the
b) St.St — stainless steel wire (use 98%Ar+2%CO2 shield gas* composition only); device, to clean the internal elements and assemblies with compressed air, remove the protective cover. Cleaning should be done carefully,
¢} ALSi — aluminum-silicon wire (use 100%Ar shield gas?® only); keeping the compressor hose at a sufficient distance to avoid damage to the soldering of the electronic components and mechanical parts.
d) Al.Mg — aluminum-magnesium wire (use 100%Ar shield gas® only);
7) [dia] Wire diameter = 0.8 mm (default); Also, the main warranty obligations do not apply to out-of-order external elements of equipment subject to physical contact, and related /
a) 0.6...1.0 mm for StandardTIG-160/200 steel wire; consumables, claims for which are accepted no later than two weeks after the sale:
b) 0.6...1.2 mm for StandardTIG -250/270-400V steel wire; - on and off button;
¢) 0.6...1.4 mm for StandardTIG -350-400V steel wire; - knobs for adjusting welding parameters;
d). 0.8...1.2 mm for aluminum wire. - 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, wel

g 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.

2

recommended shield gas consumption rate: 7l/min or more
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INFORMATION ON USED EQUIPMENT DISPOSAL

The symbol on the products indicates that the device must not be disposed of as household waste.
The device must be taken to an electrical and electronic equipment collection point for recycling,
where it will be accepted free of charge. Information about the used equipment collection points
can be found on websites. Correct disposal following Directive 2012/19/EU (WEEE) on waste
electrical and electronic equipment will help to save valuable natural resources and prevent
environmental pollution. Failure to comply with the above recommendations may resultin fines
following current regulations.

4 R

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

Jata npuitomy 8 peMoHT / Received to repair date 20
(nianuc / signature)
Oskaku HecnpasHocTi [ Malfunction symptoms:
MNpuunna / Cause:
Jlata nputiomy 8 peMoHT / Received to repair date = ",20___

{nignuc { signature)

Osnaku HecnpaskocTi [ Malfunction symptoms:

MpuunHa f Cause:
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Jlata npuitomy B peMoHT [ Received to repair date , 20,

{nignuc / signature)

O3Haxu HecnpaerocTi [ Malfunction symptoms:

MpuunHa / Cavse:

Jata npuitomy B peMoHT [ Received to repair date 2", 20

(nianwc { signature)

O3HaKy HecnpasHOCTi | B

Mpuunna / Cause:

JData npuitomy B peMoHT / Received to repair date ) 20,
(nianuc / signature)
OsHakyt HecnpasHocTi / Malfunction symptoms:
Mpuunna [ Cause:
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