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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

Product designation: PATON™ ProMIG-350-400V W
PATON™ ProMIG-500-400V W
PATON™ ProMIG-630-400V W

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

Directives:

Safety of machinery - Electrical equipment of EN IEC 60204-1:2018

machines -

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

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

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04.({%4;393*2
S Rpalrig ik,
4(9‘\%- ko A""G

% ATOH?:‘

Signature ) /
Name, Function: Mark Tokmakov

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

E-Mail: office@paton.ua
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SATO

YKPAIHCbKA

3BaptoBanbHUii anapaT BUrOTOBMEHWUI BIiANOBIAHO A0 TEXHIYHWX CTaHAAPTIB i BCTAHOBMEHMX
npaBun TexHikn 6e3neku. MpoTe y pasi HenpaBUNbHOTO NOBOAXKEHHS BUHUKaE Hebeaneka:

- TpaBMyBaHHsi 06CMyroByto4oro nepcoHany abo TpeTboi ocobu;

- 3anoAisiHHA LWKoAM camomy anapaty abo maTtepianbHUM LiHHOCTAM NiANPUMEMCTBa;

- MopyLeHHs eheKTUBHOrO PoGOYOro npoLiecy.

Bci ocobu, siki noB's3aHi 3 BBeAEHHSIM B ekcniyarauito, ynpaBniHHAM, AOMMSAOM i TEXHIYHUM
ofcnyroByBaHHAM anapaty NoBUHHi

- NPOWTW BiANOBIAHY aTecTalito;

- BOJIOAITV 3HAHHSIMM 3i 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCA LET IHCTPYKLi.

HecnpaBHocTi, siki MOXYTb 3HU3UTK Be3neky, NOBUHHI ByTV TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MNEKU

HEBE3NEKA MEPEXEBOI'O | 3BAPIOBAJIbHOIO CTPYMY

- YPaXeHHs eneKkTpUYHUM CTPYMOM MOXe BYTn CMepTenbHUM;

- 3BaptoBarnbHUi kabenb NOBUHEH BYTV MiLHUM, HEYLIKOAXEHUM Ta i3onboBaHuM. OcnabneHi
3’eIHaHHS | NOLUKOXEHWUN kabenb NoTpibHO HeranHo 3aMiHNTU. Mepexesi kabeni 1 kabeni
3BapoBanbHOro anapary NoBWHHI CUCTEMATUYHO NEPEBIPATUCS daxiBLEM eNeKTPUKOM Ha
cnpaBHiCTb i3onsuii;

- nif Yac BUKOpUCTaHHS 3a60POHSAETLCSA 3HIMATW 30BHILLHI KOXYX anapary.

HEBE3MEKA BUMPOMIHEHHA 3BAPIOBANBHOI AYrU

3abopoHSIETECA CnocTepiraTi 3a 3BaploBaribHOI Ayrol Heo36poeHum okoM. flyra i 6pusku, Lo
YTBOPIOIOTLCA Nif Yac poGoTU, MOXYTb 0BNEKTH LuKipy abo BUKNMKATW NOMyM's, TOMY 3aBXau
Cnif, HOCMTWM 3axuMcHy Macky 3 ToHoBaHuM dinbTpom (DIN 9-10). CtopoHHi ocobu, Lo
3HaxoAATbCA B 30HI Aii NPUCTPOIO, NOBUHHI 3aXMLLATK OYi CneLianbHUMK 3aXMCHUMK OKynspammn
abo BYKOPUCTOBYBATW HErOPIOYi eKpaHu, WO NOrMUHaTL BUNPOMIHIOBAHHS.

- B

A

HEBE3NEKA LUKIANUBUX FA3IB | BUMNAPIB

- YTBOpEHi AUM Ta LWKIANMBI rasu Buaanuty 3 pobo4oi 30HM crneuiansHUMK 3acobamu;

- 3abe3neynTn JoCTaTHIl MPUTOK CBIKOrO MOBITPS;

- BUNAapW PO34YNHHUKIB HE MOBUHHI NOTPaNAATA B 30HY BUNPOMIHIOBAHHSA 3BapIoBasibHOI Ayru.

HEBE3MEKA MATHITHOIO nons

MarHiTHi nons, CTBOpeHi CUIbHUM 3BapoBaribHUM CTPYMOM, MOXYTb YUHWUTU HEraTUBHWIA BNNNB
Ha npauesfaTHICTb YyTIMBUX eneKkTponpunaais (Hanpuknag, kapgaioctumynstopis). Ocobu, siki
MaloTb Taki Npunagun, NOBUHHI MOpPagMTUCS 3 fikapem, nepLl HiX Habnukatucs o pobovoro
3BaploBanbHOroO MangaH4uka.

HEBE3MNEKA BUNbOTY ICKOP

- 3aiMUCTI NpeaMeTn BUaanuTu 3 poboyoi 30HU;

- He AonycKalTbCsA 3BaploBarnbHi poboTu Ha EMHOCTSIX, Y skux 36epiratoTbes abo 36epiranucs
rasu, nansHe, HadTonpoaykTn. Moxnuea Hebeaneka BUGYXy 3anuLLKIB LIX NPOAYKTIB;

- Yy NOXexo- Ta BUbyxoHebe3neyHnx NpUMILLEHHSIX AOTPUMYBaTUCSt OCOBNUBMX Npasun,
BiANOBIOHO 40 HaUiOHaNbHMX Ta MiXXHAPOAHWUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEEHHA

[ins ocoBUCTOro 3axmCTy AOTPUMYATECH HACTYMHUX NpaBuI:

- HOCUTM MiLHe B3yTTs, Lo 36epirae i3oniotodi BNaCTUBOCTI, B TOMY YMCHi 1 y BONOMMX YMOBaX;
- 3axuvLaTh pyKy i30MIOKYMMM pyKaBUYKamu;

— 0u4i 3axMLLaTK 3aXMCHOK MAacKoio 3 (iINbTPOM NPOTU YNbTPadioNneToBOro BUNPOMIHIOBaHHS,
AKUIA BiANOBIAA€E CTaHAapTaM TexHikv 6eaneku;

- BMKOPUCTOBYBATY TiMbK1 BiANOBIAHWIA (BaXXKO3aNMUCTUIA OAST).

HEBE3MNEKA IHTEHCUBHOIO WWYMY

3BaptoBanbHa Aiyra, sika BUHUKaE Mif Yac 3BaproBaHHS MOXeE CTBOPIOBATY 3BYKM PiBHS BuLle 85
b npotsirom 8 roguH po6oyoro Yacy. 3BaproBanbHUKY, WO NPaLooTb 3 AaHUM 06nafHaHHAM,
nig Yac poboTn MalTb HOCUTU 3aCOBU 3aXUCTY OpraHiB Cryxy.
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FPATON

PO3MNAKYBAHHA

Jlo KOMNNeKTy 3BaptoBanbHOro anapary BXoAsaTb:

CTucnuii nocibHWK —
KoDUCTVBaya )

KomnnekTtn ponukiB gns
cyuinbHoro Ta
3BaptoBanbHWiA kabernb 3 Knemoro anioMiHIEBOro ApoTy
«maca» ABICOR BINZEL

R U,

PemiHb ansa

; nepeHeceHHs
MHesmopos'em TIKeperno XUBMEHHS!
3BaptoBarnbHOi Ayrn 3 6rokom

nopadi ApoTy

.*
anapaTtv Ha nneui

* Onsa moaenen ProMIG-350-400V W

ENEMEHTWU YNPABIIHHA TA IHONKALLIA

1.dvcnnen;

2.KHonka BuGopy pexumy 3saptosaHHst MODE:
. py4He AyroBe 3BaploBaHHS WTYy4HUM enektpogom (MMA);
. 3BaploBaHHS B aproHi, enekTpoaom Lo He nnasuteest (TIG);
. 3BaploBaHHS HaniBaBToMaTuyHe B 3axucHux rasax (MIG/IMAG);

3.Pyuka perynsitopa Ans Bubopy yHKLil (napameTpiB) NOTOYHOTO PEXUMY 3BaplOBaHHs Ta BCTAHOBIIEHHS iX 3HAYEHHS (3a
3aMOBYYBaHHSIM — BCTAHOBMEHHS NapameTpy 3BaptoBasnbHoi Hanpyru B cnocobi MIG/IMAG). 3a Bubip dyHkLil BianosiaaoTs
NoBOPOTU perynsTopa npaeopyy Ta nisopyy. [ns nepexony A0 BCTAHOBMNEHHS 3HaYeHHs1 BUGpaHoro napameTpy HeobxigHo
HaTUCHYTW Ha Py4Ky perynatopa. 3Ha4yeHHSA BCTAHOBMIOETLCA MOBOPOTaMM PyyKu perynatopa npasopyy abo nisopyy. [ns
NoBepHeHHS A0 MeHto BUGopy dyHKUi/napameTpiB HeOOXIAHO Lie pa3 HaTUCHYTU Ha PyYKy perynatopa;

4.KHonka Bn6opy nporpamu 3BaptoBaHHsi PROG (Habip paHille HanalToBaHux KOpucTyBavyeM napameTpis)/goaaTkoBa yHKLis:
HanaluTyBaHHs piBHSA iHOYKTUBHOCTI (HAaTUCHYTW | TpuMaTy Ginblue 1 cekyHan);

5.KHorka nepesipky nofdaui 3axucHoro rasy (ApiT He noAaeTbCes);

6.KHorka fns WBMAKOro BUKIVMKY NapaMeTpy HanaluTyBaHHs 3BaptoBanbHOi Hanpyri Ha 6rioui nogadi apoTy;

7.Lncbposuin gucnnen 6noky nogadi Apory;

8.Pyuka perynsitopa ans Bu6opy yHkLii (napaMeTpiB) NOTOYHOrO pPeXnMy 3BaptoBaHHs Ta BCTAHOBMEHHS iX 3Ha4YeHHs Ta 6noui
nogadi ApoTy (3a 3aMOBYYBaHHAM — BCTAHOBIIEHHS NapaMeTpy LIBMAKOCTI nodadi apoty B pexumi MIG/IMAG);
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SATO

9.KHonka B1uGopy nporpamu 3saptoBaHHsi (Habip paHille HanalToBaHUX KOpUCTYBa4YeM napameTpis) Ha 6noui nogavi Apoty /
fopatkosa yHKUis: HanawuTyBaHHs piBHS iHOYKTUBHOCTI (HATUCHYTW | TpuMaTK GinbLue 1 cekyHan);
10. KHonka 3anpaBneHHs ApoTy (ras npu LbOMy He NOAAETLCS);
11. Pos'em KZ-2 tuny "€BPO" ans nig’egHaHHst HaniBaBTOMAaTUYHOTO NanbHUKa;
A — Hi3A0 CMNOBOrO CTPYMY «+»:
e  Mpu HaniBaBTOMaTN4HOMY 3BaptoBaHHi MIG/IMAG cyuinbHUM ApOTOM - MiAKMIOYAETLCS CUMOBA NEpeMrYKa MexaHiamy
nopadi ApoTy;
. npv HaniBasTomMaTu4Homy 3eaptoBaHHi MIG/IMAG chntocoBMM ApOTOM - MiAKIIOYAETLCS Kabenb «macay;
e npw 3BaptoBaHHi TIG — nigkntovaeTbes Tinbku kabenb «Macay;
e npu 3BaptoBaHHi MMA — nigkntoyaeTtbest kabenb enekTpogoTpumaya (Npu BUKOPUCTaHHI crielianbHUX enekTpoais
nigknioyaeTbes kabenb «macay);
B — Hi300 c1noBoro CTpymy «=»:
. npv HaniBasTomMaTu4yHomy 3eaptoBaHHi MIG/IMAG cyuinbHUM ApOTOM - MigkniovaeTbcs kabenb «Macay;
. npv HaniBasTomMaTu4yHomy 3eaptoBaHHi MIG/IMAG chntocoBMM ApOTOM - MiAKIIOYAETLCS CUIOBA NEPeMUYKa MexaHismy
nopadi ApoTy;
. npw 3BaptoBaHHi TIG - nigknio4aeTbCs TiNbKM aproHOAYroBUin NanbHUK;
. npw 3saptoBaHHi MMA - nigkniouaeTtbes kabenb «Maca» (Mpy BUKOPUCTaHHI criewianbHUX eNeKTPOAIB MiAKMoYaeTbCs
kabenb enekTpogoTpuMaya).
12. ABTOMAT ;XVBMEHHS J)Kepena 3BaploBasibHOro CTpyMy;
13. 3anobixHuk Gnoky nogavi ApoTy;
14. 3anobixHuK nigirpisaya rasy;
15. Micue nigknioyeHHs kabenio 3a3eMneHHs;
16. PoseTka ans nigirpisava rasy 36 V;
17. Pos'emn nogadi curHanis Bifg MexaHiamMy nodadi ApoTy Ha BKITIOYEHHS | BUKIIOYEHHS [xepena CTpymy;
18. Kabenb Ans Niaknio4eHHst 10 Mepexi XXUBMEeHHS;
19. WTyuep noaadi 3axmcHoro rasy;
20. 3axucHuii 6oKC ANst KOTYLLKK 3i 3BaptoBaribHNUM APOTOM;
21. [lopaTtkoBi po3’emMu «+» ANs NigKMIOYEHHS CUNOBOT NEPEMUYKN MiX fxepernoM i bnokom nogadi ApoTy.
22. Po3’em xonoaHoi piavHu Bia 610Ky OXONOMKEHHS A0 NanbHUKa;
23. Po3’em raps4oi piavHm Big nanbHuKa 40 6noKy OXONoaXKeHHS;
24. TpyMmay KOTYLLKW 3BaploBanbHOrO APOTY 3 NMPYXUHHUM MEXaHi3MOM ranibMyBaHHS;
25. BxigHui oTBip ANs 3anpaBKyi 3BaptoBaribHOro ApoTy;
26. Mepemykay oxonomkeHHss PATON (BUKOPUCTOBYETLCS Npu poboTi 3 nanbHUKamm piAVHHOTO OXONOMKEHHS):
. «YBIMK» - npu po60Ti 3 nanbHWKOM MOBITPSIHOTO OXONMOKEHHS;
. «BUMK» - npu po60oTi 3 NanbHWKOM PiAVHHOIO OXONOXKEHHST;
27. MexaHi3m nogavi 3saproBarnbHOro ApoTy;
28. Kpuwika 6noky nogadi 3 3acyBKoio;
29. 3axucHa KpuLka KOTYLLKW ApOTY;
30. Po3’eM XMBMEHHA GNOKY OXONOMKEHHS.
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FPATON

IHONKALIS1 ATTAPATA

MIG/MAG

IMIG MAGE- NFor. He 1 |

WEWMAKICTE AFOT'Y.

o 19,9V

EkpaH dxepena cmpymy EkpaH 610Ky noda4i dpomy

TIG

NarFaMeTF: ik
KHOMKa nafeHWka: LIFT

1MMYAECHKWKH Peiib. OFF 1 — MNOTOYHWI pexuM 3BaptoBaHHs
2 — Homep noTo4HOi Nnporpamu
ExpaH dxepena cmpymy 3 — Haasa cyHkuji / napameTtpa
MMA 4 — 3HaueHHs ob6paHoi yHKLUii / napameTpa

5 — HasBu Ta 3Ha4eHHs 2-X HACTyMHWX NapameTpiB B MEHIO

NFor He 1 il
31 —{4]
N3aF3MEeTFH: i

cHna Mar. CTarTa: SHx
Hac [ar. CTarTd: B,Ec}»

ExpaH dxepena cmpymy

BBEOEHHA B EKCIJTYATALLIIO

3BapioBanbHWiA anapaTt NpU3HAYEeHW BUKMIOYHO: ANsi HaniBaBTOMATWMYHOTO 3BaplOBaHHS B CEPEeAOBULL 3axXMCHUX rasis, Ans
aproHoAyroBoro 3BaploBaHHsl, a TakoX PYYHOro AYroBOro 3BaprOBaHHs LWITYYHWM eNeKTPoAoM. |HLIE BUMKOPUCTaHHsSI anapaTy He
Bignosigae Moro npusHayeHH0. BUpoBHYK He Hece BiANOBIAANBHOCTI 3a MOLUKOAXEHHS!, 3aBAaHi BUKOPUCTaHHSAM anapaTty He 3a
npu3HavYeHHsM. BukopucTaHHs BignoBiAHO A0 NpU3HaYeHHs, Mae Ha yBasi 4OTPMMaHHS BKa3iBOK LibOro nocibHuka 3 ekcrnyatauii.
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FPATON

TEXHIYHI XAPAKTEPUCTUKU PEXXUMIB 3BAPHOBAHHS ATTAPATAMU PATON ProMIG W

EnexTpop ans BcTtaHoBneHe 3HauYeHHA AiameTp apoTy ana Mnowa npoBoay XXMBNEHHSA, Makc. AoBXM1Ha
MMA, MM cTpyMy ana MMAITIG, A MIG/MAG, MM MMm? npoeoay, M
3 x 380/400V - ProMIG-350-400 W, ProMIG-500-400 W, ProMIG-630-400 W
15 135
2 175
@3 Mm no 120 no @0,8 2,5 220
4 350
6 525
2 130
25 160
4 Mm no 160
4 260
no @1,0 6 385
2,5 115
@5 Mm no 220 4 180
6 270
2,5 85
76 Mm
(nerkonnaki) no 270 no @1,2 4 135
6 205
2,5 65
76 Mm no 350 no @1,4 4 100
6 150
4 80
@6 Mm i no 400 6 120
(Tyronnaski)
10 195
no 21,6
4 55
o8 £10 500 6 85
(nerkonnaski)
10 140
4 40
@8 Mm [o 630 no @2,0 6 65
10 105
BUMOI' 4O PO3MILYEHHSA

HeobxiaHo posmiwyBat anapat Tak, Wwob 3abesnevyBaBcs GeanepeLuKOfHWIA BXiA | BUXiA OXOMOMXYyUOro MOBITPS 4epes
BEHTUNALUINHI OTBOPW Ha NepeHiit i 3agHin naHensx. Cnigkyiite 3a TuM, Wo6 MeTanesuin Nun (Hanpuknag, nig Yac HaxaaqyHoro
wnidyBaHHsi) HE 3acmokTyBanacs 6e3nocepeaHb0 B anapat BEHTUNSTOPOM OXONOAXKEHHS.

NMIgKITIOYEHHA 4O MEPEXI

3BaptoBarnbHUiA anapaT po3paxoBaHUi Ha XUBMEHHS TpudasHum ctpymom Hanpyry 3x380 B abo 3x400 B.

MpaBuna TexHikn 6e3nekun nig Yac npoBeAeHHs PobiT 3i 3BaptoBanbHUM 06nafHaHHSM BUMaraloTb 3a3eMIIEHHS! KOprycy anapary.
[ns uboro nepen6ayeHo ABa BapiaHTW:

1) BUKOPUCTaHHSI YeTBEPTOro APOTY Y MepeeBoMy kaberni KOBTO-3eMEHOro KONbopy (MiXKHApPOAHWI CTaHAaPT MapKyBaHHS);

2) BUKOpPUCTaHHS 6ONTOBOI KNemu Ha 3afHi naHeni anapaty (KOpCTKilLWi cTaHaapT
3a3eMneHHs B kpaiHax CHJI).

[ns nigkntoyeHHs 3BaptoBanbHux anapaTis PATON go 3-casHoi mepexi )KUBNeHHs L2
BMKOPWCTOBYNTE Kabenb 3 4oTMpMa npoBodamu, LWO BiAnoBidae craHAapTy
IEC 60445:

- KopuuHesuin nposig — chasza L1;

- YopHuii npoBig — (haza L2; L1
- CuHiii npoBig — (paza L3; L3
- XoBTO-3eneHunii NpoBia — 3a3eMNeHHS.

YBATA! Tpw nigkntoyeHHi anapata 4o Hanpyru mepexi Bule 450 B, BCi rapaHTinHi
3060B'A3aHHA BMPOGHUMKa BTpayaloTb cuny! A TakoX rapaHTiiiHi 3060B's3aHHS J_
BMPOGHMKa BTPaYaloTb YMHHICTb MpY MOMUIKOBOMY RiAKMIOYEHH hasn Mepexi Ha -
3a3eMneHHs Axepena.
MepexeBuii pos'em, nonepeyHuin nepepia kabeniB Mepexi XUBMEHHS, a TakoX MepexeBi 3anobixHWKM BUOMpanTe BUXOOSYM 3
XapaKTepUCTUK CNOXVWBAHHA anapara.
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FPATON

BUBIP MOBU MEHIO ATTAPATA

[na BuGOpY/3MiHM MOBW MeHI0 anapaTta HeobXiAHO HaTUCHYTU Ta yTpumytoun kHonky MODE yBiMkHyTW anapar. [Micns uporo Ha
eKpaHi 3'SBUTbCSt MEHIO BUGOPY MOBM, B SIKOMY MOBOPOTaMU Py4kn perynsitopa 3 MoxHa Bubpatu HeobxigHy MoBy, Ta NinTBepANTM
BMBip 3a JONOMOrol HaTUCKaHHSA Ha pyyKy perynsaTtopa 4. MNicnsa uporo anapat NPoAoBXUTbL poBoTy 3 iHTepdeicom BiAnoBiAHO
MOBOIO.

Cnocobu 3BAPIOBAHHA

HAMIBABTOMATUYHUN
NAJNTbHUK

CXEMA IMIQKITIOYEHHA ATNTAPATA 4J151 APFOHOL4YIOBOIO 3BAPKOBAHHHA (TIG) npu
suKopucmaHHi eHMusIbHO20 nasnbHuka 35-50

| Son
Ar oo

Ar+He

He J— Y = |
ol —33 "
— APFOHOBMIA
Lo — NANBHUK

CXEMA MNIQKITIOYEHHS ATMNAPATA 47151 APFOHO4YIOBOI'O 3BAPKOBAHHHA (TIG) npu
euUKOpucmaHHi KHonKoeo2o nanbHuka GZ-2

APrOHOBUMN
NANbHUK
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CXEMA TMIQKITOYEHHS ATTAPATA [J151 3BAPIOBAHHS [TOKPUTUMUW EJIEKTPOLAMU (MMA)

ENEKTPOOOTPUMAY

PekomeHAoBaHa fOBXWHA KabeniB Npy 3BaploBaHHi NOKPUTUMMU eNleKTpoAamMm:

MakcuManbHuin A Mnowa nonepeyuHoro
ST JoB>xuHa ka6enis (B 04HY CTOPOHY), M e TP Mapka kabenio

160 2.7 16 KI 1x16
200 3...9 25 KI™ 1x25
250 5..1 35 KI" 1x35
270 5.1 35 KI" 1x35
350 6..14 35 KI" 1x35

8...30 50 K™ 1x50
500 12...40 70 KI" 1x70

10...30 70 KI" 1x70
630 15... 40 95 K" 1x95

KABE/Nb -
KOMYHIKALYT -—
cunosm O nopAvl
KABEN!
.‘I
.Ili O O+«—1iy
TAPSIMA
PIAMHA
XONOAHA
PIOVHA

l Q—in
il—— O

2x380V

COOLER-7-400V
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TEXHIYHI XAPAKTEPUCTUKHN

NMAPAMETPU ProMIG-350-400V W ProMIG-500-400V W ProMIG-630-400V W
. . 3x380 3x380 3x380
HominanbHa Hanpyra mepexi 50/60 My, B 3%400 35400 35400
HOMIHaJ‘IbHMl{I CTPYM, LU0 CMOXWUBAETHCA 3 16 ... 18,5 30..355 42 . 49
dasu mepexi, A
HomiHanbHuii 3BaptoBanbHUi cTpym, A 350 500 630
MakcumansHui gitouunn ctpym, A 450 630 800
. 70% npu 350 A 70% npun 500 A 70% npun 630 A
TpusanicTs HagaHTaxeHHs (TH) 100% npy 290 A 100% npy 420 A 100% npy 520 A
Mexi 3MiH1 Hanpyrn Mepexi XuBneHHs, % +15 =15 +15
Mexi  peryniooBaHHA  3BaploBanbHOrO 14..350 16...500 18...630
cTpymy, A
Mexi perynioBaHHs 3BaptoBanbHoI 12.30 12..40 12. 44
Hanpyru, B
Mexi perynioBaHHA LWBMAKOCTI nopavi 2.0..16 2.0..20
ApoTy, M/XB
[iameTp LWTy4YHOro enekTpoaa, MM 1,6...6,0 1,6..8,0 1,6..8,0
[liameTp  cyuinbHoro  3BaptoBaribHOrO 06.14 06..16 06..2,0
ApoTy, MM
Tun mexaHiamy nogadi 4poTy 4 - ponvikoBuiA
Makc. Bara KOTYLUKW 3 APOTOM, K 15
MMA: 0,2...500 - perynboBaHui
IMNyAbCHi pexxumm nig Yac 3BaptoBaHHs, L TIG: 0,2...500 - pery/boBaHuit
MIG/MAG: aBTOMaTUYHUIN
[apsunii ctapt (Hot-Start) B cnoco6i MMA PerynsoBaHa
dopcax ayrm (Arc-Force) B cnocobi MMA PerynboBaHa
AntunpununanHs  (Anti-Stick) B cnocobi A
BTOMaTU4Ha
MMA
Brok 3HWKeHHs1 Hanpyrn XOnocToro Xoay yBiMK / BUMK
Hanpyra xonoctoro xogy MMA, B 12/75
Hanpyra nignany gyru, B 110
HomiHanbHa cnoxuBaHa noTyxHicTb, KBA 10,7 ... 12,3 19,9 ... 23,6 27,8 ...32,5
MakcumarnbHa cnoxmnsaHa noTyXHicTb, KBA 15,3 29,0 40,1
KK, % 90
Tun oxonoaXeHHs MoBiTpsiHe, aganTuBHe
[Hiana3soH po6oymx Temnepatyp
: o —25 ... +45
30BHiLUHBOrO cepegosuLla, °C
laGapui poswipy, m 540 x 360 x 400 510 x 180 x 385 510 x 235 x 410
(moBXwWHa, WMPUHA, BUCOTA)
Maca 6e3 akcecyapis, Kr 22,9 39,9 41,9
Knac 3axucty 1P33 1P23

BUBIP TA HANALLUTYBAHHS ®YHKLIA AMAPATA

Perynatop Ha nepegHin naHeni anapaTy € OCHOBHUM GaraTtodyHKLiOHanbH1UM OpraHoM kepyBaHHsS MeHto. ObepTaiiTe perynstop
AN 3MiHW 3anponoHOBaHWX OMLUii MEHIO Y4M 3MIHW 3HaYeHb perynboBaHoro napametpa. [igTBepAiTh CBill BUGIp HaTUCKaluy Ha
PYYKy perynsropy.
3a 4oMNoMOroto perynstopa 3aiicHIONTE HacTynHe:
- O6upainTe yHKLii Ta napameTpn NOTOYHOIO PEXMUMY Y Cnocobi 3BaploBaHHS;
- 3miHioNTe Ta NigTBepAXyiTe 3HaYeHHs1 o6paHoro napameTpy.
Knonka MODE Ha nepepHii naHeni Bianoeiaae 3a 3mMiHy pexuvmiB 3BaptoBaHHs (NepeMuKaHHsi BiaOyBaeTbCs No Kony).
Ha pexumi xonoctoro xoay, i3 3abrnokoBaHMM MeHI0 HanalwTyBaHb, Ha ekpaHax GnokiB 3BapioBanbHOro anapary BifdoGpaxeHi
3HaYeHHs OCHOBHUX NapameTpis cnocoby 3BaproBaHHNA:

. Y cnocobi MIG/IMAG — 3BaptoBanbHa Hanpyra Ha ekpaHi fpkepena Ta LWBWMAKICTb Nofadi ApoTy Ha ekpaHi 6noky

nopadi ApoTy;
. Y cnocobi TIG — 3BaptoBanbHUil CTPYM;
. Y cnocobi MMA — 3BaptoBanbHuUii CTpyM.
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3 noyatkom 3BaptoBaHHs cnocobom MIG/MAG Ha ekpaHi fAxepena BifobpaxaeTbest hakTUYHE 3HAYEHHSI 3BapiOBanbHOMO CTPyMy.
BapTo 3ayBaxuTi, WO Ha hakTUYHE 3HAYEHHSI CTPYMY BMNMBAIOTL: AiameTp 3BaptoBarnbHOro APOTY, Hampyra Ha Axepeni cTpymy,
WBKUAKICTb NOAaYi APOTY Ha MexaHiami mofadi, cknag 3axucHoro rasy, matepian i ToBLMHa BUpOBY, Lo 3BaploeTbes Ta iH. [Micns
3aKiHYEHHs1 3BaploBaHHA (hakTUYHe 3HAYEHHS 3BaploBaNbHOTO CTPYMY BiAOOpaXaeTbCs Ha ekpaHi nNpoTarom 8 cekyHa Ans
MO>XITMBOCTi KOHTPOSIO CTPYMY 3BapOBanbHUKOM.

OBEPITb CI10CIE 3BAPIOBAHH S

HaTtucHitb kHonky MODE ans nepeMukaHHs no kony Ha 6axanuii cnocib 3asaptoBaHHs (TIG, MMA, TIG/MAG). BctaHoBneHwin crnoci6
3BaploBaHHs! BigobpaxaeTbes Ha aucnner.

PO3BJIOKYUTE TA 3ABJIOKYATE MEHIO ®YHKUIA

Mpwv 3a6nokoBaHOMY MEHI0 HanawTyBaHb Axepena cTpymy i 610Ky nogadi ApoTy (OCHOBHWIA, POGOUMIA pEXUM, Ha ekpaHax NPUCYTHS
-

nikTorpama 3akpuToro 3amka u ), noBepTaiiTe pyuKy perynatopa, Wob 3MmiHOBaTW 3HAYEHHS OCHOBHOro napameTpa
BCTaHOBMEHOIO PEXMUMY Y NOTOYHOMY CMOCOo6i 3BaptoBaHHS.

AnA PO3BNIOKYBAHHA MEHIO HeobxigHO yTpuMyBaTV B HaTUCHYTOMY CTaHi pyyky perynstopa 6inblue 3,5 cekyHa - Ha ekpaH
BMBOOWTLCS aHiMauisi 3amka, WO BiAKpuBaeTbCsA. [lovekanmTecb MOBHOrO PO3KPUTTS 3amKa i BiANyCTiTb PyuKy perynsitopa —
610KyBaHHS MEHIO (DYHKLIIN 3HSATE.

MoBepTaiiTe pyyky perynatopa, Wwob BigobpaxaTty Ha ekpaHi dyHKLii BCTaHOBNEHOro cnocoby 3BaptoBaHHS Ta iX 3HAYEHHS.

Ans BNOKYBAHHSA MEHIO HaTucHiTh | yTpumyiTe pyyky perynsitopa 6inbLie 3,5 cekyH - Ha ekpaH BUBOAUTLCS aHimMaLis 3amka,
Lo 3aKkpuBaeTbcs. [loyekaTecb NOBHOMO 3aKpUTTSA 3aMKa i BiANyCTiTb pyyKy perynsrtopa —MeHto yHKUin 3abrnokoBaHe.

BUBEPITb TA HAJTALUTYATE ®YHKUIT ANTAPATA

Mpu 3abnokoBaHOMY MeHIO anapaT 3aBXOu BUBOAWTbL HA eKpaH 3HaYEeHHA OCHOBHOrO napameTpa BCTaHOBMEHOTO Pexumy y
noTo4yHomy cnocobi 3BapioBaHHs. MoBepTariTe pyyky perynstopa, Lwob 3miHioBaT# OCHOBHUIA NapameTp.

Po3bniokyiiTe MeHlo Anst AocTyny A0 YHKLUi TOHKOro HanawTyBaHHSi obpaHoro crnocoby 3BaptoBaHHs. [loBopotamu Ta
HaTUCKaHHAM Ha perynsitop obepiTb NOTPIGHO hyHKUiO UM napameTp, nosepTanTte, Wo6 3MiHWTK i 3HAYEHHS Ta HaTUCHITL Ans
nigTBEepAKeHHs — 3pobneni 3miHn ByayTe oApa3y 3acTocoBaHi 4O MOTOYHOrO CMOCO6Y 3BapOBaHHSI.

AHanoriyHo po3bnokyiite 6rnok nogayi ApoTy - Ha MOro UMgpOBWIA eKpaH BUBOAUTLCS Ha3Ba Ta 3HAYeHHS (pyHKLUii NoToYHOro
pexumMmy 3BaptoBaHHA. 3a [JOMOMOro MOBOPOTIB Ta HATUCKAHHA Ha PY4Ky perynatopa nepemukaiTecb MK dyHKUismui Ta
napameTpamu pexumy, a Takox 3miHlouTe ix.

MEPEMWUKAUTECH MK [TPOMPAMAMM PEXXUMIB 3BAPIOBAHHS

Y koxHOMy crnocobi 3BaptoBaHHsi, goctynHomy y anapatax PATON cepii ProMIG, moxHa 36epiratn fo 16 pisHux BapiaHTiB

HanawTyBaHb (Nporpam 3BaptoBaHHs). [TOTOYHMIA HOMep Nporpamu BifobpaxaeTbes Ha Aucnnei npaeopyy 3Bepxy. lMicns nepluoro

yBIMKHEHHS anapaTta A5 KOXXHOro cnocoby 3BaproBaHHsA 3aBxau BMUKaeTbea nporpama Nel. Yci aMiHu B HanalwTyBaHHAX pexumy

3BaploBaHHS aBTOMaTUYHO 36epiraloTbCsl y NOTOYHOMY HOMEpi nporpamu.

HanawTyiite noTpiGHi pexxmmmn 3BaptoBaHHs i 36epexiTe 1X nif pisHUMKU HOMepamu, LWob6 npy noTpebi WBMAKO NepeMUKaTUCh MK

HVUMK. [INs UbOro BUKOHaiiTe HacTymHi Aji:

1.HaTtucHitb kHonky PROG, noBopoTOoM py4ku perynsitopa, 06epitb 6axxaHunii Homep nporpamu i HATUCHITb Ha PYYKY perynatopa;

2.BcTaHoBiTb GaxxaHi napameTpu Ta dyHKLUT Ans obpaHoro pexvmy cnocoby 3BaploBaHHs — BOHW ByayTb aBTOMaTUYHO 3anucaHi
anapaTom nig AaHMM HOMEPOM nporpamu;

Tenep Bu 3aBxan 3amoxeTe WBMAKO NEPenTN A0 HanawTyBaHb AXepena CTpyMy NpoCTO YBIMKHYBLUW Nporpamy AaHoro Homepy.

HatucHite kHonky PROG, noBopoToM pyuku perynsitopa obepite 6axaHy nporpamy i HATUCHITb Ha PyyKy perynsitopa — 6yayTb

BCTaHOBIEHI HanalITyBaHHS, 3anucani y obparii nporpami.

AHanoriyHo HanawTyiTe napameTpu i 36epiraiTe i BcTaHoBnWTE Nporpamu po6oTu 6noky noaadi ApoTy.

CKMHbTE HAJIALUTYBAHHS1 3BAPIOBAHHS1

HaTucHITb Ha KHOMKY perynsTopa fxepena ctpymy Ta yTpumynTe ii Ginble 12 ¢, wob ckMHyTW HanawTyBaHHs BCiX napameTpis i
DYHKLI NOTOYHOI Nporpamu 3saptoBaHHA A0 habpuyHMX HanawTyBaHb.

YBATIA! B xoai yTpumaHHsi pyyku meHto Byae 3abnokoBaHe/po3bnokoBaHe, BiobpaxeHuii 3BopoTHIN Bianik «333, 222, 111, 000»,
i HanawTyBaHHA ByayTb CKUHYTI.

AHanoriYHMM YMHOM MOXHa CKUHYTM A0 abpuyHMX HanawTyBaHb NapaMeTpy MOTOYHOI mporpamMu Ans 6noky nopadi
3BaploBanbHOro ApOTY.
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NEPENIK ®YHKLIIA ANAPATIB

Cnoci6 3eaproeaHHss MIG/MAG

0) [-3-] ocHOBHMI® NapameTp Hanpyra 3BaptoBaHHs (3a 3amoB4YyBaHHsM = 19,0 V);

a) 12,0...32,0 V (kpok 3mikm 0,1 V) ana ProMIG-350-400V W;
b) 12,0...40,0 V (kpok 3mikm 0,1 V) ana ProMIG-500-400V W;
c) 12,0...44,0 V (kpok 3mikm 0,1 V) ana ProMIG-630-400V W;

1) [SPD] apyruit oCHOBHWIN NapameTp — WBUAKICTb APOTY (3a 3aMOBYYBaHHAM = 4,5 M/xB);
a) 1,0...16,0 m/xB (kpok 3miHu 0,1 m/xB) anst ProMIG-350-400V W;

b) 1,0...20,0 m/xB (kpok 3miHu 0,1 m/xB) anst ProMIG-500-400V W ta ProMIG-630-400V W;

2) [t.Pr] yac nepea-ra3sy (3a samoB4yBaHHsM = 0,1 c);

a) 0,1...25,0 ¢ (kpok 3miHm 0,1 c);
3) [t.P0] wac nicns- ra3y (3a 3amoBuyBaHHAM = 1,5 c);
a) 0,5...25,0 ¢ (kpok 3miHm 0,1 c);
4) [t.uP] yac HapocTaHHA 3BapioBaHHSA (3a 3amoBYyBaHHAM = 0,1 c);
a) 0 ... 5,0 c (kpok 3mikun 0,1 c);
5) [t.dn] yac cnapaHHA 3BaploBaHHs C (3a 3aMoBYyBaHHAM = 0,1);
a) 0 ... 5,0 c (kpok 3mihm 0,1 c);
6) [But] pexxMm KHOMKM NanbHUKa (32 3aMOBYYBaHHsM = [2T]);
a) [2T] — pexxum KHOMKK Ha nanbHuKy 2T;
b) [4T] — cTaHAapPTHWIA PeXMM KHOMKM Ha NanbHUKy 4T;
7)[Ind] piBeHb iHAYKTUBHOCTI (3a 3aMoBYyBaHHsIM = 0);
a) -5 ... 0 ... 5 cTyniHb (KPOK 3MiHK 1 CTYNiHb);
8) [SFt] M’sikuin cTapT ApoTy (3a 3amoByyBaHHsM = OFF);
a) ON — yBiMKHEHUI;
b) OFF — BUMKHEHWUH;
9) [Po.P] imnynbCcHUiA pexxuM cTpymy (3a 3amoB4yyBaHHsSM = OFF);
a) ON — yBiMKHeHUI;
b) OFF — BUMKHEHWIA;

MapameTpu iMnynbcHoro pexumy MIG/MAG (BUKOHyBaTW 3BaptoBaHHA iMnynbcHuMm ctpymom THIbKU 3 3AXUCHUM

FA30M!!):

10)  Adu] ocHOBHWI# NapameTp y iMNynbCHOMY pexuMi — KopeKUisi Hanpyru (3a 3amosuyBaHHsM = 0,0 V). Takox BigobpaxeHa
pe3ynbTyloua Hanpyra 3BaploBaHHs, Ha sIKy BNN1BalTb KOPEKUisi Hanpyru, WBUAKICTL APOTY, MaTepian APOTY, AiameTp
ApoTy;

a) 5,0...+5,0 V (kpok 3miHu 0,1 V). I3 36inblueHHAM 3HaYeHHS NapameTpy pocTe JOBXWHA Oyru;
11) [tYP] maTepian apoTy (3a 3amoB4YyBaHHsIM = Fe);
a) Fe — 3BnyaiiHuin ctanesuin apit Tuny ER70S-6 (BMKOPUCTOBYBATU 3axXMCHWIA a3’ Tinbku cknagy 82% Ar + 18% CO2);
b)  St.St- Hepxasitounn apit ER308L/ER316L ( (BukopucToByBaTH 3axmcHuii ras’ Tinoku cknagy 98% Ar + 2% COy);
c) ALSi - antomiHieBo-kpemHiesui ApiT ER4043 (BukopucToByBaTH 3axucHuii ras’ tinbku 100% Ar);
d) Al.Mg - antomiHieBo-marHiesuit apit ER5356 (BukopuctoByBaTu 3axvcHui ras’ tinsku 100% Ar);
12) [dia] aiameTp ApoTy = 1,0 MM (32 3aMOBYYBaHHSM);
a) 0,6...1,2 MM NSt CTaneBoro Ta HepPXasilo4yoro ApoTy;
b) 0,8...1,2 MM Ans antoMiHieBoro ApoTy.

Cnoci6 3eaprosaHHs TIG

0) [-2-] oCHOBHMWIA NapameTp CTPYM 3BaploBaHHA (3a 3amMoByyBaHHAM = 100 A);
a) 14...350 A (xpok 3miHn 1 A) ansi ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3mibun 1 A) ansi ProMIG-630-400V W;
1) [But] pexxum kHoNku nanbHUKa (3a 3amMoBYyBaHHsM = [LIFT]);
a) [LIFT] — pexuvm 6e3 kHonku Ha nanbHuKy TIG-LIFT (npu BUKOpUCTaHHI BEHTUIIBHOrO NanbHUKY);
b) [LIFT2T] — pexum kHonku Ha nanbHuky TIG-LIFT2T (BigkntoYeHHs CTpyMy Npu BianycKaHHi KHOMKW Ha NanbHUKY);
c) [LIFT4T] — pexum kHonku Ha nanbHuky TIG-LIFT4T (npy NOBTOPHOMY HaTWUCKaHHI Ha KHOMKY Ha nanbHUKY CTPYM
3HUXKYETLCS [0 3HAYEHHS!, BCTaHOBMeHOro napametpom «KiHUeBuin CTpym», Aani — BiAKMIOYEHHS! 3BapioBansHOro
CTPYMy NpW BiAMYCKaHHi KHOMKK);
2) [t.uP] yac HapocTaHHA cTpyMy (3a 3amoB4YyBaHHsM = 0,2 c);
a) 0 ... 15,0 ¢ (kpok 3miHn 0,1 c);
3) [t.dn] yac cnapa cTpyMy (3a 3aMoBYyBaHHsM = 0,2 ¢);
a) 0 ... 15,0 ¢ (kpok 3miHu 0,1 c);
4)[Pr.A] cTapTOoBUI CTPYM (32 3amMoBYyBaHHsM = 20 A);
a) 14...350 A (kpok 3mitun 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHn 1 A) ans ProMIG-500-400V W;
c) 18...630 A (kpok 3miHm 1 A) ans ProMIG-630-400V W;

' pekomeHoBaHa BUTpaTa rasy Big 7 N/XB AN Manux CTpyMiB, i Big 14 n/xs ans ctpymis 150-200 A
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5) [Po.A] KiHLieBUIA CTPYM (32 3aMoBYyBaHHsAM = 20 A);
a) 14...50 A (kpok 3miHn 1 A) ana ProMIG-350-400V W;
b) 16 ... 50 A (kpok 3miHn 1 A) anst ProMIG-500-400V W;
c) 18...50 A (kpok 3miHu 1 A) ana ProMIG-630-400V W;
6) [t.Pr] yac nepeanpoAyBKM 3aX1CHWUM ra3oMm (3a 3amoBYyBaHHAM = 0,4 c);
a) 0,1...25,0 c (kpok 3miHmn 0,1 c);
7) [t.P0] yac nicnAnNpoAyBKM 3aXMCHUM ra3oMm (3a 3aMmoBYyBaHHSAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3mitm 0,1 c);
8) [Po.P] imnynbCcHUiA pexxum cTpymy (3a 3amoByyBaHHsAM = OFF);
a) ON — yBiMKHEHUI;
b) OFF — BUMKHEHUIA;
MapameTpum imnynbcHoro pexumy TIG:
9) [-2-] ocHOBHWIA NapameTp 6a3oBuiA CTPYM (3a 3amoB4yBaHHsSM = 100 A);
a) 14...350 A (xpok 3miHn 1 A) ansi ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHu 1 A) ans ProMIG-500-400V W;
c) 18...630 A (kpok 3mibun 1 A) anst ProMIG-630-400V W;
10) [I.PS] cTpyM nay3wm (3a 3amoBYyBaHHsM = 25 A);
a) 14...350 A (kpok 3mibun 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3minn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3miHn 1 A) ansi ProMIG-630-400V W;
11)  [Fr.P] yacToTa nynbcauii ctpymy (3a 3amosuyBaHHaM = 10,0 I'u);
a) 0,2...500 'y (auHamMiyHui kpok 3milm 0,1 y...1 T'y);
12) [dut] 6anaHc iMnynbc/naysa — Le BiACOTOK iMNynbCy CTPYMy A0 nepiody NPOXOAXKEHHS LMX iMNynbCiB (3a 3aMOBYYBaHHSM
=50%);
a) 4...80% (Kpok 3miHN 2%);.

Cnoci6 3eaprosaHHs MMA

0) [-1-] - oCHOBHMIA NapaMeTp: CTPYM 3BaploBaHHs (3a 3amoBuyBaHHaM = 80 A);
a) 14...350 A (xpok 3miHn 1 A) ansi ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3minn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3mitun 1 A) ansi ProMIG-630-400V W;
1) [H.St] cuna Mapsiyoro crapty (3a 3amoBYyBaHHAM = 50%);
a) 0 ... 100% (kpok 3miHu 5%);
2) [t.HS] yac Mapsiyoro cTapTy (3a 3amoBuyBaHHsM = 0,3 c);
a) 0,1 ... 1,0 c (kpok 3miHm 0,1 c);
3) [Ar.F] cuna ®opcaxy ayru (3a 3amoByyBaHHAM = 50%);
a) 0 ... 100% (kpok 3amiHn 5%);
4) [u.AF] nopir ®opcaxy Ayru (3a 3aMoBYyBaHHsM = 12 V);
a) 9... 18 V (kpok 3miHu 1 V);
5) [BAH] Haxvn BonbT-amnN. XapaKTepUCTUKK (3a 3amoBYyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3miHun 0,4 V/A);
6) [Sh.A] pexxum KopoTKoi Ayru (3a 3amoByyBaHHsM = OFF);
a) 0 [OFF] ... 3 (Kpok 3MiHu 1);
7) [BSn] 61ok 3HWXKEHHA HanMpyru XonocToro xoay (3a 3amoB4yyBaHHsM = OFF);
a) ON - yBiMKHEHUI;
b) OFF — BUMKHEHUI
8) [Po.P] pexxum nynbcauii cTpymy (3a 3amoByyBaHHAM= OFF);
a) ON — yBiMKHeHUI;
b) OFF — BUMKHEHWUH;
MapameTpu pexumy nynbcauii ctpymy MMA:
9) [-1-] - ocHOBHWIA NapameTp: 6a3oBuI CTPYM (3a 3amoB4yBaHHsM = 80 A);
a) 14...350 A (kpok 3mibun 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3minn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3miHn 1 A) anst ProMIG-630-400V W;
10) [I.PS] cTpym naysu (3a 3amoBuyBaHHsIM = 25 A);
a) 14...350 A (xpok 3miHn 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHu 1 A) ans ProMIG-500-400V W;
c) 18...630 A (kpok 3mibun 1 A) ansi ProMIG-630-400V W;
11) [Fr.P] yacToTa nynbcauii cTpymy (3a 3amoB4yyBaHHsM = 5,0 L);
a) 0,2...500 Iy (AuHamivHui Kpok 3miHm 0,1 My...1 'u);
12)  [dut] 6anaHc iMnynbc/naysa — BiACOTOK iMMynbCy CTPYMY [0 Nepiofdy NPOXOMAXEHHS LUX iMNynbCiB (3a 3aMOBYYBaHHAM =
50%);
a) 20...80% (kpok 3MiHN 2%).
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FAPAHTIAHE OBCIYTOBYBAHHSA

LlaHoBHMI cnoxuBau!
MATOH IHTEPHELLUHN asikye Bam 3a BuGip npoaykuii PATON™ Ta rapaHTye BUCOKY SIKiCTb Ta 6e3a0raHHe yHKLiOHYBaHHSI AaHOro
BMpOOY 32 YMOBM AOTPUMAHHS NpaBuIn Moro ekcnyarawii.

YBArA!ll PekoMeHOYEMO O3HAaNOMUTUCA 3 PO3LUMPEHO IHCTPYKUiEO 3 ekcnnyaTauii nepes  BUKOPUCTaHHAM
obnagHaHHS, a TakoX NepeBipUTV NPaBUIbLHICTL 3aMOBHEHHS rapaHTIHOro TanoHa: Hassa mogeni npugbaHoro Bamun
BMPOOY, Ta oro cepiiHWUi HoOMep NOBUHHI ByTW iAEHTUYHI 3anMcamM B rapaHTinHOMY TanoHi. He gonyckaeTbCcst BHECEHHS
B TanoH 6yab-akux 3amiH 4v BUNpaBneHs.

FAPAHTIVIHI 3060B’s1I3AHHS1

MATOH IHTEPHELLUHN rapaHTye cnpaBHy poboTy mxepena XMUBMEHHS Y pasi AOTPUMaHHS CroXueavyeM yMOB ekcrnyaTawii,
36epiraHHs 1 TPaHCNOPTYBaHHS.

YBATIA! Be3koluToBHE rapaHTiiiHe 06CnyroByBaHHs BiiCYTHE 3a YMOBW MeXaHi4HMX NMOLLKOAXEHb 3BaploBaribHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 06ragHaHHA CTaHOBUTb:

Mopgenb anaparty TepmiH rapaHrTii
ProMIG-350-400V W 3 pokun
ProMIG-500-400V W 2
ProMIG-630-400V W pokn

OCHOBHWI rapaHTiiHWiA Nepion 064YNCNIOETECS 3 AHA NpoAaxy iHBEPTOPHOro obnagHaHHsA KiHLEBOMY NOKYMNLUEBI.

3aans yHUKHEHHs BUXody anaparty 3 nlafy PeKOMeHAYeTbCsl, 3aeXHO Bif yMOB ekcnnyaraLlii, 0OauH pa3 Ha NiBpoKy 3HATW 3aXWUCHY
KPULLKY i BMKOHaTU YMCTKY BHYTPILLHIX €nemeHTiB i By3niB obnagHaHHs CTUCHEHWM MOBITPSM. YWCTKY HeobXigHO nposoaWTM
aKypaTHO, YTPUMYIOYM LUMAHT KOMMpecopa Ha AOCTaTHIN BiACTaHi, 3aAns YHUKHEHHS! MOLIKOAXEHHS Nanku enekTPOHHWX
KOMMOHEHTIB | MeXaHi4HNX YacTyH.

MpoTsiroMm OCHOBHOTrO rapaHTiiHOro nepiofy npofaseLp 3060B'A3yeTbCs (Y BUNAAKY rapaHTIMHOrO peMOHTY), 6e3KOoLTOBHO Ans
BfacHuka iHBepTopHoro obnagHaHHsa PATON:

- NpoTsirom 1 poKy 3 AaTn NpuAdaHHA KNiEHTOM o6naaHaHHs, ONnaTMT ocTaBKy obnaaHaHHs B CepBiCHWI LeHTp i Hasag,
KNiEHTY, BUKOPUCTOBYIOYM NOCNyry koMmnaHii «HoBa nowwTay;

- NPOBECTM AiarHOCTVKY Ta BUSIBUTW NPUYMHY HECTIPABHOCTI;

- 3ab6e3neunTn HeobXiAHMMM ANA BUKOHAHHA PEMOHTY By3fiammn Ta efiemMeHTamu;

- npoBecTW poboTH i3 3aMiHM eNeMEHTIB Ta By3MiB, LLO BUALLNW 3 Naay;

- NPOBECTN TECTYBaHHS BiAPEMOHTOBAHOrO 06nagHaHHs.

OcHOBHi rapaHTiliHi 3060B'si3aHHS1 He NOLIUPIOOTLCA Ha 06NagHaHHs:

- 3 MeXaHi4YHUMW NOLUKOKEHHAMM, LLIO BMAWHYNW Ha Npaues3aaTHiCTb anapaTy (aedopmalis kopnycy i aetanei BHacnigok
napiHHA 3 BUcoTn abo najiHHsA Ha obnagHaHHS BaXKkuMx NpeaMeTiB, BUNaAaHHs KHOMOK Ta po3'eMiB);

- 3i cnigamum Kopoaii, ika cTana NPUYMHOI0 HECNPABHOIO CTaHy;

- SIKe BUALLNO 3 Naay Yepes BNMB CUNbHOrO 3BOMOXEHHS Ha Oro CUMOBI i €NEKTPOHHI enemMeHTH;

- sIKe BUWLLIIO 3 Nagy Yepes HaKoMUYEHHS CTPYMOMPOBIAHOTO NWNYy (BYTiNbHWIA MU, MeTanesa CTPY»Ka Ta iH.) BcepeauHi;
-y pasi cnpobu camoCTiiHOro PeMOHTY oro By3niB Ta/abo 3aMiHN eNeKTPOHHUX eneMeHTIB.

OCHOBHi rapaHTiiHi 3060B'A3aHHs HE MOLUMPIOKOTLCA Ha 30BHILLHI eNeMeHTN obnafgHaHHs, Wo NignsaraoTb i3NYHOMY KOHTaKTY, a
TaKoX Ha CynyTHI/BUTpaTHI MaTepianu:

- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM perynioBaHHs napameTpiB 3BaproBaHHs;

- pos'emu nigknoYeHHs kabenis i pykaBsiB;

- pos3'emu ynpaBsniHHS;

- MepexeBui kabenb i BUNka mepexeBoro kabento;

- pydKa Ansi nepeHeceHHs!, peMiHb Yepes nneye, kewc, Kopobka;

- TpMMaui enekTpoaiB, knema «Macuy, nanbHUK, 3BaploBanbHi kabeni Ta pykasu.

MpeTeHsii Woao nepepaxoBaHnxX eNeMeHTIB NPUAMaloTbCs He MisHille ABOX TUXKHIB Micns npogaxy

MpoaaseLb 3anuwae 3a coboo Npaso BiAMOBUTU y HafaHHI rapaHTiiHOrO PeMOHTY, abo BCTAHOBUTU JATOK MOYaTKY BUKOHAHHS
rapaHTiliHux 3060B'sA3aHb MicsiLb i pik BUNYCKy anapaTy (BCTaHOBMIOKTLCS 3@ CEPINHUM HOMEPOM):

- Yy pasi BTpatu nacnopta BMacHUKOM;

- y pasi BifcyTHOCTi kopekTHoro abo B3arani 6yab-sKoro 3anoBHEHHsI NacnopTa NpofasLEeM Mg Yac Npofaxy anapary.

["apaHTiHUI CTPOK NPOAOBXYETHLCS, HA TEPMIH rapaHTinHOro 06CnyroByBaHHsl 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 9-10 filter).
Unauthorized persons in the operating area of the device must protect their eyes with special
goggles or use non-flammable, radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

- if smoke and hazardous gases emerge in the operating zone, remove them with special
means;

- provide sufficient fresh air inflow;

- arc radiation field must be free from solvent vapors.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist environment as well;

- protect the hands with insulating gloves;

- protect the eyes with a headshield, with is equipped with a black-light filter complying with
safety standards;

— wear only proper low-flammable clothes.

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 welding machine delivery set includes:

Operating manual =

77

Rollers for solid and
aluminum wire

N

Carrying strap*

Welding cable with ABICOR BINZEL
ground terminal

Quick-release
pneumatic connector

IALINIIVRIIHNNAY
ERANMMTMGY

Welding arc power source with
wire feeder

* For ProMIG-350-15-4-400V W model

CONTROLS AND INDICATION

1.Digital display;
2.Welding method selector button MODE:
e manual metal arc welding (MMA);
e tungsten-arc inert-gas welding (TIG);
e metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
3.The regulator for selecting the functions (parameters) of the current method and adjusting their values/Setting-up the welding
voltage parameter in MIG/IMAG method. The selection of functions is done by turning the knob to the right and left. Press the
regulator knob to edit a selected parameter value. Values are set by turning the regulator knob. Press the regulator knob again
to return to the function/parameter selection menu;
4.\Welding program selection button PROG (set of parameters previously set by the user) / additional function: Inductance level
adjustment (when it is pressed down for more than 1 second);
5.Button for shield gas supply testing (wire is not fed);
6.Button for adjusting the welding voltage on the wire feeder;
7.Wire feeder digital display;
8.The regulator for selecting the functions (parameters) of the current method and adjusting their values on the wire feeder (by
default — adjusting the wire feed speed in MIG/IMAG method);
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9.Welding program selection button on a wire feeder (set of parameters previously set by the user) / additional function:
Inductance level adjustment (when it is pressed down for more than 1 second);
10. Wire threading button (no gas is supplied);
11. EURO type KZ-2 connector for connecting a semi-automatic torch;
A —Power socket ‘+:
e MIG/MAG welding with solid wire — the cable is connected to the feeder from inside (by default);
e MIG/MAG welding with flux-cored wire — the ground cable is connected;
e TIG welding — only the ground cable is connected;
e MMA welding — the electrode holder is connected (the ground cable, when using special electrodes);
B — Power socket "-":
e MIG/MAG welding with solid wire — the ground cable is connected;
e MIG/MAG welding with flux-cored wire — the cable is connected to the feeder from the inside (it is possible to connect it
yourself);
e TIG welding — only the TIG torch is connected;
e MMA welding — the ground cable is connected (in rare cases, when using special electrodes, the electrode cable is
connected);
12. Power breaker;
13. Wire feeder fuse;
14. Gas heater fuse;
15. Grounding cable connection point;
16. Socket for 36 V gas heater;
17. Wire feeder control cable connector;
18. Power supply cable;
19. Shield gas connection;
20. Wire coil box;
21. Bayonet type connectors “+” for power connection the source and the wire feed unit;
22. Cold coolant connector;
23. Hot coolant connector;
24. Welding wire spool holder with spring braking mechanism;
25. Welding wire filling inlet;
26. PATON cooling switch (used when working with liquid-cooled torches):
e ‘ON’ —to work with an air-cooled torch;
e ‘OFF’ - to work with a liquid-cooled torch;
27. Welding wire feed mechanism;
28. Feed unit cover with a latch;
29. Wire spool cover;
30. Cooler unit connector.

PATON ProMIG MMA/TIG/MIG/MAG -18-



FPATON

MACHINE INDICATION

MIG/MAG

L___IP

SFeed:

Feeder unit screen

7oA -

Farameters: o
time amFer-down: E,%E
. A=

time rost-gas:

Source unit screen

MMA

Farameters: o
Fower Hot Start:
time Hot Start:

Source unit screen

1 - Current welding method;

2 - Current program number;

3 - Function / parameter name;

4 - Selected function / parameter value;

5 - Names and values of the two next menu parameters

START-UP

The welding machine is designed exclusively for MMA welding,
inert-gas welding/metal active gas welding (MIG/MAG). Other us

tungsten-arc inert-gas (TIG) welding, as well as metal-arc
e of the machine is considered undue. The manufacturer is

not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence to instructions

of this operating manual.

INSTALLATION REQUIREMENTS

The machine must be placed to ensure free inlet and outlet of cooling air through vent holes at the front and the rear panels.
Take care that metal dust (for example, during emery grinding) doesn’t drawn directly into the machine with the cooling fan.

-19-

PATON ProMIG MMA/TIG/MIG/MAG



FPATON

WELDING METHODS SPECIFICATIONS OF PATON ProMIG W MACHINES

MMA electrode, MMA and TIG Wire diameter Cross-section of each mains Max. wire
mm current, A for MIG/MAG, mm wire core, mm? length, m
3 x380/400V - ProMIG-350-400V, ProMIG-500-400V, ProMIG-630-400V
1,5 135
2 175
23 up to 120 up to 20,8 25 220
350
525
2 130
25 160
o4 up to 160
4 260
up to @1,0 6 385
2,5 115
@5 up to 220 4 180
6 270
2,5 85
@6 (fusible) up to 270 up to @1,2 4 135
6 205
2,5 65
06 up to 350 up to @1,4 4 100
6 150
4 80
@6 (refractory) up to 400 6 120
up to @1,6 10 195
4 55
@8 (fusible) up to 500 6 85
10 140
4 40
(3] up to 630 up to @2,0 6 65
10 105
POWER CONNECTION

The standard welding unit is rated for three-phase mains voltage is 3x380V or 3x400V — three wires are dedicated for this.
Safety rules when working with welding equipment require grounding of the machine’s 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.

Use a four-wire cable that complies with the IEC 60445 standard to connect

PATON welding machines to a 3-phase power supply: L2
- Brown wire - phase L1;

- Black wire - phase L2;

- Blue wire - phase L3;

- Yellow-green wire - ground. L1

CAUTION! The manufacturer's warranty become invalid when connecting the L3
machine to a mains voltage above 450 V. Also, the manufacturer's warranty

become invalid if the mains phase is connected to the source ground.
The mains connector, the cross-section of the mains cables, as well as the mains |
fuses must be selected based on the technical data of the device. =

SELECT THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down MODE button and turn on the device. The language selection
menu will be displayed on the screen. Select the desired language rotating the regulator and confirm your selection by pressing
the regulator knob. The menu language will switch to the interface in the corresponding language.
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WELDING METHODS

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

MIG/MAG

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - using
the 35-50 valve-type TIG torch

ARGON-ARC

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING — using
the GZ-2 button-type TIG torch

ARGON-ARC
O TORCH
N~
/"— []
GROUNDING CLAMP
/\w\:
>/ = WORKPIECE

-21- PATON ProMIG MMA/TIG/MIG/MAG




FPATON

MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

ELECTRODE HOLDER

2 . )
éf‘ WORKPIECE

Recommended power cables length for MMA welding:

S GG £ Cable length Cross-sectizon area, Cable type
(one way), m mm

160 2.7 16 KG 1x16
200 3..9 25 KG 1x25
250 5.1 35 KG 1x35
270 5. 11 35 KG 1x35
350 6..14 35 KG 1x35
500 8...30 50 KG 1x50

12...40 70 KG 1x70
630 10...30 70 KG 1x70

15... 40 95 KG 1x95

COMMUNICATION
CABLE

FEEDER

e Tooh o
‘% o O O, ‘—i"o O

L3
HOT
“— LiQuiD
[ ] COOLED
LiQuiD —

WELDING 5
CURRENT o »
SOURCE -+ O

380V

COOLER-7-400V
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SPECIFICATIONS
PARAMETER ProMIG-350-400V W ProMIG-500-400V W ProMIG-630-400V W
Rated voltage of the three-phase mains 50 / 3x380 3x380 3x380
60 Hz, V 3x400 3x400 3x400
Er?;zg’cAurrent consumption from the mains 16... 185 30..355 42 . 49
Rated welding current, A 350 500 630
Maximum operating current, A 450 630 800
Duty cycle 1700(;?/08;325900/1 1700(;{)2?3()200/?\ 17005{:?;653200‘)\
Supply voltage variation limits, V 15% +15% +15%
Limits of welding current adjustments, A 14 - 350 16 — 500 18 - 630
Limits of welding voltage adjustments, V 12-30 12-40 12-44
Limits of wire feed speed adjustments, m/min 2,0-16 2,0-20
MMA electrode diameter, mm 1,6-6,0 1,6-8,0 1,6-8,0
Welding wire diameter, mm 06-14 0,6-1,6 0,6-2,0
Wire feeder unit type 4 - rollers
Max. wire coil weight, kg 15
MMA: 0,2...500 - adjustable
Welding pulse modes, Hz TIG: 0,2...500 - adjustable
MIG/MAG: synergistic
Hot-Start’ in the MMA Adjustable
‘Arc-Force’ in MMA Adjustable
‘Anti-Stick’ in MMA Automatic
No-Load voltage reduction unit on/ off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
E:J;‘iyclf\r/‘;“mptm” 10,7 ... 12,3 199 ...236 278..325
Maximum power consumption, kVA 15,3 29,0 40,1
Efficiency, % 90
Cooling Air-type, adaptive
Operating environment temperature range, °C —25 ... +45
Overall dimensions, mm (length, width, height) 540 x 360 x 400 510 x 180 x 385 510 x 235 x 410
Weight without coil and accessories, kg 229 39,9 41,9
Ingress Protection rating IP33 1P23

SELECT AND SET THE MACHINE FUNCTIONS

The main multifunctional menu control is the knob on the machine’s front panel. Turn the knob to change the proposed menu options
or change the values of the adjustable parameter. Press the knob to confirm your choice.

Use the knob to do the following:

- Select the functions and parameters of the current mode in the welding method;

- Change and confirm the value of the selected parameter.

In idle mode, with the settings menu locked, the values of the main parameters of the welding method are displayed on the screens
of the welding machine blocks:

- In the MMA method — the welding current;

- In the TIG method — the welding current;

- In the MIG/IMAG method - the welding voltage on the source screen and wire feed speed on the wire feed unit screen.

When welding starts using the MIG/IMAG method, the actual welding current is displayed on the source screen. It is worth noting
that the actual value of the current is affected by: the diameter of the welding wire, the voltage on the power source, the wire feed
speed on the feed mechanism, the composition of the shielding gas, the material and thickness of the product being welded, etc.
After welding is complete, the actual value of the welding current is displayed for 8 seconds to allow the welder to control the current.
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SWITCH TO THE REQUIRED WELDING METHOD

Press the MODE button on the front panel to change the welding methods (switching in a circle).

UNLOCK AND LOCK THE FUNCTION MENU

When the power source and wire feed unit settings menu is locked (main operating mode, the closed lock icon u is present on
the screens), turn the control knob to change the main parameter value of the set mode in the current welding method.

Hold the control knob pressed for more than 3.5 seconds to unlock the menu - an animation of an opening lock is displayed on the
screen. Wait for the lock to fully open and release the control knob - the function menu is unlocked.

Turn the control knob to display the functions of the set welding method and their values on the screen.

Press and hold the control knob for more than 3.5 seconds to lock the menu - an animation of a closing lock is displayed on the
screen. Wait for the lock to fully close and release the control knob - the function menu is locked.

SELECT AND SET THE DEVICE FUNCTIONS

When the menu is locked, the device always displays the value of the main parameter of the set mode in the current welding method.
Turn the control knob to change the main parameter.

Unlock the menu to access the fine-tuning functions of the selected welding method. Select the desired function or parameter turning
and pressing the control knob, turn the knob to change the value and press to confirm - the changes made will be immediately
applied to the current welding method.

Similarly, unlock the wire feed unit - the name and value of the function of the current welding method are displayed on its screen.
Switch between the functions and parameters of the method by turning and pressing the control knob, and change them.

SWITCH BETWEEN WELDING METHOD PROGRAMS

Up to 16 different settings (welding programs) can be stored for every welding method available in PATON ProMIG series machines.

The current program number is displayed at the top right on the screen. After the machine first switching on, the No.1 program is

always set for every welding method. All changes in the welding method settings are automatically saved in the current program.

Set the desired welding methods and save them under different numbers to quick switch between them. Follow the next steps:

1.Press the PROG button, turn the control knob to select the desired program number and press the control knob;

2. Set the desired parameters and functions for the selected welding method - they will be automatically recorded into the machine
under this program number.

Now you can switch to the power source settings by switching to the desired program number. Press the PROG button, turn the

control knob to select the desired program, and press the control knob — the recorded settings will be set up.

Similarly, set the parameters programs and save them to the wire feed unit. Then recover the desired program in the same way.

RESET WELDING SETTINGS

Press and hold the power source control knob for more than 12 seconds to reset all parameters and functions of the current program
number to the factory settings.

ATTENTION! While holding the knob, the menu will be locked/unlocked, a countdown of ‘333, 222, 111, 000’ will be displayed, then
the settings will be reset.

In a similar way, the parameters of the current program for the welding wire feed unit can be reset to the factory settings.

RESET ALL FUNCTIONS OF THE USED WELDING METHOD

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 method will be updated to factory settings. Reset parameters for each program each welding method are made separately.
This is provided for convenience, so as not to reset individual settings in the other programs and welding methods.

Similarly, you can reset the parameters of current welding method on the wire feeder by using its control knob.

MACHINE FUNCTIONS LIST

MIG/MAG welding method

0) [-3-] Main displayable parameter welding voltage (= 19.0 V by default);
a) 12.0 ... 32.0 V (unit increment 0.1 V) for ProMIG-350-400V W;
b) 12.0 ... 40.0 V (unit increment 0.1 V) for ProMIG-500-400V W;
c) 12.0 ... 44.0 V (unit increment 0.1 V) for ProMIG-630-400V W;
1) [SPD] Second main parameter wire feed speed (= 4.5 m/min by default);
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min) for ProMIG-350-400V W;
b) 1.0 ... 20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500-400V W and ProMIG-630-400V W;
2) [t.Pr] Pre-gas time (= 0.1 s by default);
a) 0.1 ... 25.0 s (adjustment step 0.1 s)
3) [t.PO] Post-gas flow time (= 1.5 s by default);
a) 0.5 ... 25.0 s (adjustment step 0.1 s);
4) [t.uP] amperage rise time (= 0.1 s by default)
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.dn] amper. fall time (= 0.1 s by default);
a) 0...5.0 s (adjustment step 0.1 s);
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6) [But] Torch button mode (= [2T] by default);

a) [2T] — 2T torch button mode;

b) [4T] — Standard 4T torch button mode;
7) [Ind] Inductance level (= 0 by default);

a) -5 ... 0 ... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default);

a) ON — enabled;

b) OFF - disabled;
9) [Po.P] Pulse mode = OFF (by default);

a) ON — enabled;

b) OFF - disabled;

MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):
10) [Adu] main parameter in pulse mode — voltage adjust. (default= 0.0 V). The resulting welding voltage is also displayed, it is
affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11)  [tYP] wire material type (= Fe by default);
a) Fe — ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO: shield gas* composition only);
b)  St.St- stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO: shield gas? composition only);
c) ALSi — aluminum-silicon wire of ER4043 type (use 100% Ar shield gas? only);
d)  Al.Mg - aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas? only);
12) [dia] wire diameter = 1,0 mm (by default);
a) 0.6...1.2 mm for steel and stainless wire;
b) 0.8...1.2 mm for aluminum wire.

TIG welding method

0) [-2-] Main parameter: welding amperage (= 100 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
1) [But] torch button mode (= [LIFT] by default);
a) [LIFT] — No button mode TIG-LIFT (for valve-type torch);
b) [LIFT2T] — Button mode TIG-LIFT2T (welding current stops when the torch button is released);
c) [LIFT4T] — Button 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);
2) [t.uP] amperage rise time (= 0.2 s by default);
a) 0 ... 15.0 s (adjustment step 0.1 s);
3) [t.dn] amperage fall time (= 0.2 s by default);
a) 0 ... 15.0 s (adjustment step 0.1 s);
4)[Pr.A] start amperage (= 20 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
5) [Po.A] final amperage (= 20 A by default);
a) 14 ... 50 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 50 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 50 A (unit increment 1 A) for ProMIG-630-400V W;
6) [t.Pr] pre-gas time (default=0.4 s );
a) 0.1...25.0 s (unit increment 0.1 s);
7)[t.P0] post-gas time (= 4.0 s by default);
a) 1.0 ... 35.0 s (unit increment 0.1 s);
8) [Po.P] pulse mode (= OFF by default);
a) ON - enabled;
b) OFF — disabled;
TIG pulse mode parameters:
9) [-2-] Main parameter: base amperage (= 100 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
10) [I.PS] pause current (= 25 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
11)  [Fr.P] frequency pulse (= 10.0 Hz by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty — the percentage of the current pulse to the period of repetition of these pulses (= 50% by default);
a) 4 ..80% (change step 2%).

2 recommended shield gas consumption rate: 7//min or more for low current, and 14 I/min or more for 150-200 A current
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MMA welding method

0) [-1-] Main parameter: amperage (= 80 by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
1) [H.St] Hot Start power (= 50% by default);
a) O[OFF] ... 100% (unit increment 5%);
2) [t.HS] Hot Start time (= 0.3 s by default );
a) 0.1 ... 1.0 s (unit increment 0.1 s);
3) [Ar.F] Arc Force power (= 50% by default);
a) O[OFF] ... 100% (unit increment 5%);
4) [u.AF] Arc Force triggering level (= 12 V by default);
a) 9 ... 18 V (unit increment 1 V);
5) [BAH] volt-amp. characteristic (= 1.4 V/A by default);
a) 0.2 ... 1.8 V/A (unit increment 0.4 V/A);
6) [Sh.A] short arc mode (= 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] pulse mode (= OFF by default);
a) ON - enabled;
b) OFF — disabled;
MMA pulse mode parameters:
9) [-1-] Main parameter: base amperage (= 80 by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
10) [I.PS] Pause amperage (= 25 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
11) [Fr.P] frequency pulse (= 5.0 Hz by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty - the percentage of the current pulse to the period of repetition of these pulses (= 50% by
default);
a) 20 ... 80% (change step 2%).
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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.

ATTENTION!!! We recommend you to read the operating instructions before using the equipment. Check the
A correctness of the warranty card filling: the product model name you purchased, as well as the serial number must be
identical to the entry in the warranty card. Changes and corrections to the coupon are prohibited.
WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the welding machine provided that the consumer observes the rules
of operation, storage and transportation.

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

Unit model Warranty period
ProMIG-350-400V W 3 years
ProMIG-500-400V W 2 years
ProMIG-630-400V W

The main warranty period starts from the date the welding machine is sold to the customer.

To avoid the device malfunction, we recommend removing the protective cover once every six months, depending on the operating
environment, to clean the internal elements and assemblies with compressed air. Cleaning should be done carefully, keeping the
compressor hose at a sufficient distance to avoid damage to the mechanical parts and soldering of the electronic components.

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

- to provide units and elements for the repair;

- to replace the failed elements and assemblies;

- to test the repaired equipment.

The main warranty does 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 or
falling of heavy objects on the equipment, falling out of buttons and connectors);

- with traces of corrosion, 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;

Also, the main warranty does not apply to out-of-order external elements of equipment subject to physical contact, and related /
consumables. Claims for that are accepted within two weeks after the sale:

- ‘on’/ ‘off’ button;

- control knobs;

connectors for 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 warranty repairs or to count the device’s manufacture date as the start date for the warranty
card fulfillment (established by the serial number):

- if the owner loses the warranty card;

- if a warranty card is not correctly filled by the seller or is absent.

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

Contact your dealer or the importer for information on the location and contact details of the nearest PATON service center.
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INFORMATION ON USED EQUIPMENT DISPOSAL

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

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