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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™ SynerMIG-500-15-4-400V W

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

Directives:

Safety of machinery - Electrical
equipment of machines:

Arc welding equipment - Part 1: Welding ENIEC 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 60204-1:2018

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 20.07.2025

Signature
Name, Function:

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

E-Mail: office@paton.ua
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YKPAIHCbKA

3BaptoBanbHUIN anapaTt BUrOTOBNEHUI BiAMOBIAHO A0 TEXHIYHWUX CTaHAapTIB i NMpaBun TexHiku
6e3neku. Y pasi Moro HenpaBubHOI ekcnnyaTauii BUHWKae Hebeaneka:

- TpaBMyBaHHsA nepcoHany abo TpeTix ocib;

- 3anoAiaHHA WKoAn caMoMy anapaTty abo MaTepianbHWM LWiHHOCTAM NigNPUEMCTBA;

- nopyLleHHA eGeKTMBHOro po6o4oro npoLecy.

Ocobu, nos'A3aHi 3 BBEAEHHAM B eKChyaTauito, YNpaBAiHHAM, A[OMMAAOM | TeXHIYHUM
o6cnyroByBaHHAM anapary, NOBUHHI:

- NPOWTW BIANOBIAHY aTecTaLito;

- BOJMOAITU 3HaHHAMM 3i 3BapOBaHHA;

- TOYHO AOTPUMYBATUCA AAHOIT IHCTPYKLLi.
HecnpaBHocTi, Aki MOXXyTb 3HU3UTU 6e3neKy, NOBUHHI 6YTU TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJ/IbHOIO CTPYMY

- Ypa>keHHsA eNeKTPUYHUM CTPYMOM MoXKe ByTU CMepTENbHUM;

- 3BaptoBanbHUi Kabenb NOBUHEH BYTU MiLLHWUM, HEYLLKOAXKEHUM Ta i3onboBaHuM. Ocnabneni
3’eQHaHHA | NOLWKOAXKEHUI Kabenb NoTPiBHO HeranHo 3aMiHUTU. Mepexxesi kabeni 1 kabeni
3BaprOBaNbHOro anaparty MOBUHHI CMCTEMATMYHO NepeBipATUCA daxiBLEM enekKTpuKOM Ha
cnpasHiCTb i3onAauii;

- 3a60POHAETHCA 3HIMATN 30BHILLIHIN KOXXYX anapary nig 4ac BUKOPUCTaHHA.

HEBE3MEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnoCcTepiraTy 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPIOKOTLCA Nig Yac poboTn, MOXyTb 06MeKkTn WKipy abo BUKAMKaTM MonyMm's, TOMy nNig yac
3BaploBaHHA CNif, HOCUTU 3aXMCHY Macky 3 ToHoBaHUM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, o
3HaxoAATbCA B 30Hi Aii MPUCTPOIO, MOBMHHI 3axuLLIaTM OYi creLliabHUMKN 3aXUCHUMW OKynApamMmn
a60 HeroptoUMMM ekpaHaMu, LLLO NOIMNHATb BUNPOMIHIOBaHHS.

HEBE3MEKA LUKIA/IMBUX FA3IB | BUMNAPIB
- AWM Ta WKiaNuBei rasv notpibHo BUAanaTh 3 po6o4oi 30HM cnelianbHUMKM 3acobamu;
- NoTpibHO 3a6e3neunT 4OCTaTHIN NPUTOK CBIXKOro NOBITPA A0 3BapOBanbHUKa;
- BUNApu PO3YMHHUKIB HE MOBUHHI NOTPaNIATU B 30HY BUNPOMIHIOBaHHA 3BaptOBanbHOI Ayru.

HEBE3MEKA MATHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Noaa MoXyTb YUNHUTU HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeMm, nepLu Hixk HabnuxxaTuca 4o po6o4oro 3BaproBaNbHOrO MagaHumnka.

HEBE3MEKA BU/IbOTY ICKOP
- 3aiMuCTi npeaMeTN BUAanuUT 3 po6oyoi 30Hu;
- He pgonyckalrTbca 3BaptoBasnibHi poboTu Ha EMHOCTAX, Ae 36epiratoTbeA abo 36epiranuca rasu,
nanbHe, HapToNpoAyKkTU. MoxknnBa Hebeaneka BUOYXY 3aNULLKIB LIUX MPOAYKTIB;
-y MoXexo- Ta BUOyXoHe6Ge3neuHWx MNPUMILLIEHHAX LOTPUMYBaTUCA OCOGIMBMX MpaBul,
BiANOBIAHO A0 HaLiOHaNbHUX Ta MiXXHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE CMOPAOXKEHHA
[lna ocobuctoro 3axucTy NoTPiGHO AOTPUMYBATUCH HACTYNHMX NPaBUN:
- HOCUTM MilHe B3yTTA, L0 36epirae i3ontoto4i BNacTMBOCTI, B TOMY UUC/i 'Y BONOTUX yMOBaX;
- 3axuvLLaTV PYKM i30/110104MMU pyKaBUYKaMu;
- 04i 3axuLLaTK 3aXMCHOK Mackok 3 GiNnbTPOM NpoTK ynbTpadioneToBoro BUNPOMiHIOBaHHA,
AKUI BiANOBIAAE CTaHAapTaM TeXHIKN 6esneku;
- BMKOPWUCTOBYBATW TiNbKM BaXXKO3aMMUCTUI OAAT.

HEBE3MEKA IHTEHCUBHOIO LLYMY

3BaptoBarbHa fyra, ika BUHUKAE Mif Yac 3BaploBaHHA MOXE BUAABATW 3BYKM piBHA BuLle 85 Ab
NpoTAroM 8 roanH po60oY0ro Yacy. 3BaproBanbHUKMY, LLO NPaLooTb 3 061aaHaHHAM, Nig vac po6oTu
MatoTb HOCUTU 3aCO6M 3aXWUCTy OPraHiB CyXy.

PATON SynerMIG DC MMA/TIG/MIG/MAG -4-




FPATON

PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

Crtuncnuin nocibHmK
KopucTtyBaya

3BaptoBanbHUi Kabenb 3 KNEMOK
«Maca» ABICOR BINZEL*

KoMnnexkTv ponukis ana
cyuinbHoro Ta
antoMiHieBoro gpoty*

MHeBMOpoO3’eM

[>kepeno 3BaptoBanbHOro CTpyMy
3 6nokoM nogavi ApoTy

* KpiM Mogenen 3 iHgekcom “WA”

IMAPAMETPU CI10CObIB 3BAPFOBAHHA

Enextpop, BcTaHoBNEHe 3HaUeHHA AiameTp apoTy ana Mnowa nonepeyHoro nepepisy Makc. AoBXu1Ha
Aana MMA, Mmm cTpymy npyu MMAi TIG, A MIG/MAG, MM nNpoBoAy XUBNEHHA, MM? npoeoay, M
1,5 135
2 175
a3 Ao 120 no 30,8 2,5 220
350
6 525
2 130
2,5 160
o4 no 160
4 260
no 31,0 6 385
2,5 115
a5 Ao 220 4 180
6 270
2,5 85
26
. no 270 no@1,2 4 135
(nerkonnaeki)
6 205
2,5 65
26 no 350 no @1,4 4 100
6 150
@6 4 80
. n0400 6 120
(Tyronnaseci)
10 195
no@1,6
@8 4 55
. Ao 500 6 85
(nerkonnaski)
10 140
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PATON

TEXHIYHI XAPAKTEPUCTUKWU SynerMIG-500-15-4-400V W

MAPAMETPU
Howmi Hanpyra HA (50/60 'u), B 3x380/3x400 (£15%)
HoMiHanbHWUiA CTPYM CnoXXKMBaHHA 3 pa3u, A 30...35,5
HoMiHanbHWii 3BaploBanbHUNA CTPYM, A 500
MakcuManbHUMN Ailounii CTpyMm, A 630

TpuBanicTb HaBaHTa>keHHs (TH)

70% npun 500 A
100% npw 420 A

MeXi perynioBaHHA 3BapoBanbHOro cTpyMmy, A 16...500
MeXi perynioBaHHA 3BaptoBanbHoOi Hanpyru, B 12...40

MeXxi LBMAKoOCTI Nnopavi ApoTy, M/XB 1,0...20
[iiameTp WITY4YHOrO enekTpoaa, MM 1,6...8,0
JiiameTp cyuinbHOro 3saptoBasibHOro ApoTy, 06..1,6"

MM

Tun MexaHi3My nopadvi apoTy

4 - pONMKOBUIA

Makc. Maca KOTYLLKW 3 APOTOM, Kr

18

IMnynbcHi pe>xkuMun 3BaproBaHHs, Ny,

MIG/MAG: - cMHepreTu4Hui;

MMA: 0,2...500 - perynboBaHuit; TIG: 0,2...500 — perynboBaHui

®yHKuia «Fapaynii ctapT» (MMA) PerynboBaHa
®yHkuia «@Popcax ayrn» (MMA) PerynboBaHa
®DyHKUiA <AHTUNPUAMNaHHA» (MMA) PerynboBaHa

Bnok 3HM>KeHHA Hanpyru XxonocToro xoay

YBIMK / BUMK

Hanpyra xonocTtoro xoay, B 75/12
Hanpyra nignany ayrm, B 110
HoMiHanbHa NoTy>XHiCTb cNo>XXuBaHHA, KBA 19,9...23,6
MakcuManbHa NoTy>KHICTb CNOXKUBaHHA, KBA 29,0
KKA, % 90

Tvn oxonop)keHHA

MoBiTpAHe, pianHHe

Po6oua TeMnepaTtypa cepeaoBuua, °C

-25...+45

Fa6apuTHi poamipum (OxLLxB), MM
[okepeno >XUBNeHHA:

547 x 251 x 387

Bnok nogaui: 660 x 307 x 406
Maca 6e3 akcecyapiB, Kr

Jbkepeno >XMBNEeHHA: 25,4
Bnok nogaui: 15,2
Knac 3axucty P23

" [lo 1,2 MM antoMiHieBoro apoTy B cnoco6i MIG/MAG Synergy
PATON SynerMIG DC MMA/TIG/MIG/MAG
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FPATON

3BaptoBanbHui anapat PATON SynerMIG npu3aHayeHWn AnA MexaHi3oBaHOro (HaniBaBTOMaTU4YHOrO) 3BaplOBaHHA B CepefoBULLi
3aXMCHUX rasiB (aproHy, renito, BYrneKMCnoro rasy) Ta ix cymillen cyuinbHUM cTtanesum abo antoMiHIEBUM APOTOM, CaMO3axUCHUM
$ntocoum apoTtoM 6e3 rasy (MIG/MAG), ons aproHoAyroBoro 3BaptoBaHHA BONbGpaMOBUM eNeKTPOAOM B CEPEAOBULLI iIHEPTHOTO rasy
(aproHy, renito) Ta ix cymiwei (TIG), abo AnA py4HOro enekTpoAyroBoro 3saptoBaHHA CTPUXKHEBUM NOKPUTUM enekTpogoM (MMA). [Hwe
BMKOPUCTaHHA anapaTy He BiAnoBifae 1oro npuaHayeHHto. BukopuctaHHA 3a Nnpu3HavyeHHAM Mae Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOI
iHCTpyKUii. BUpobHUMK He Hece BiANOBiAaNbHOCTI 3@ NOLLUKOAXKEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTty He 3a MPU3HaYeHHAM.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3amillyBaT anaparT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWI BXif, | BUXif 0XO0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMY Ha MepeaHil i 3agHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBuin NuN (Hanpuknag, nig vyac HaxaayHoro wnipysaHHA) HE
3acMokTyBanaca 6e3nocepefHbO B anapaT BEHTUIATOPOM OXonoaXeHHsA. BaxaHo cnigkyBaTu 3a TUM, W06 CTPyMiHb MOBITPA
OXONOJXKEHHA 3 anapaTta He NoTPan/AB Y 30HY 3BaplOBaHHA | He 3HWXXYBaB CTabiNbHICTb Ayru.

MAaxK/Ir4YEHHA >KUBJ/IEHHA

3BaptoBanbHuit anapat PATON SynerMIG po3paxoBaHuii Ha XXMBNEHHA TpUdasHMM CTpyMOM 3 Hanpyroto 380/400 B.

YBATA! Mpu nigkntodeHHi anaparta go Hanpyri Mepexi Buie 450 B Bei rapaHTiiiHi 30608'a3aHHA BUPO6HMKa BTpayatoTb cuny! A Takox
rapaHTiiiHi 3060B'A3aHHA BUPO6HMKa BTPayaloTb YNHHICTb MPU NOMUIKOBOMY NiAKNHOYEHHI pa3n Mepexi Ha 3a3eMneHHA anapara.
[Ana nigkntodyeHHs 3BaptoBanbHUx anapatie PATON SynerMIG po 3-da3Hoi Mepexi XMBMEHHA BUKOPUCTOBYNTE kabenb 3 4yoTMpMa
nposoAamu, Wo Bignosigae ctaHaapTy |IEC 60445:

- KopuuHeBuit nposig —¢aszall; L2

- YopHuii nposig —¢aszal2;

- CuHiv nposig —-¢aszal3;

- )KoBTO-3eneHuni NpoBia — 3a3eMNeHHA.
IHpopmMaLina Woa0 po3’eMiB XXMBNEHHA L1
3BaptoBanbHi  anapatn PATON SynerMIG noctauatotbcAa 3i  CTaHAAPTHUMK L3
NPOMWCNOBUMU PO3’€MaMM XXMBNEHHA. 3a NoTpebu KNiEHT Mo>XKe BilbHO 3aMiHUTK abo
BCTAHOBUTU PO3’EM iHLLIOrO TUMy, LLO BiANOBiAae BMMOraM enekTpoMepexi Ta cuni
cTpyMy. J_
3aMiHa po3’eMa XXWMBMEHHA >XOAHUM YMHOM He BM/IMBAE Ha rapaHTito, AKLLO BiH -
nNpaBWNbHOro BCTAHOBNEHWI Ta BiAMNOBIAAE MICLLEBUM €/1EKTPOTEXHIYHUM HOpMaM.

MpaBuna TexHik1 6e3neku nig 4ac NpoBeAeHHA PobiT 3i 3BaploBanbHUM 061aHaHHAM BUMAaratoTb 3a3eMneHHs Kopnycy anaparty. Moro
MO>KHa BUKOHaTW BOMa cnocobamu:

- BMKOPWUCTOBYWMTE XXOBTO-3ENEHUI APIT Y Kabeni XMBNEHHA (MiXkHapOAHUIN CTaHAapT MapKyBaHHS);

- BMKOPWUCTOBYWMTE 6ONTOBY K/IeMy Ha 3a4Hi NaHeni anapaTy (CTaHAapT 3a3eMneHHA B KpaiHax CHL).

MPUMITKA: ona 3-dpasHoro xueneHHs anapatie PATON He BUKOPUCTOBYETbCA «Hy/b», a TiNlbKWN TPpY Gpas3n. XXoBTO-3eneHnn Nposig —To
caMe 3a3eMJIeHHH, a He «Hy/b»!

Po3'eM unBneHHA, nonepeyHunii nepepis kabenis XMBNEHHSA, @ TakoX 3anobidXKHUKM BUBMpanTe BUXOAAYM 3 PIBHA CMOXMBaHHA anapaTa.
PekoMeHao0BaHa A,0BXXWHa 3BaploBanbHUX kabenis ana MMA-3saploBaHHA:

BBEOEHHA B EKCIJTYATALLIIO

MakcuManbHui cTpyMm, A JoB)XuHa ka6enis, M Mnowa nonepeyHoro nepepisy, MM Mapka ka6ento

160 2.7 16 Kr1x16
200 3..9 25 Kr 1x25
250 5...11 35 Kl 1x35
270 5...11 35 Kl 1x35
350 6...14 35 Kl 1x35

8...30 50 Kr 1x50
500 12...40 70 Kr 1x70

JKMBJIEHHA BIA FrEHEPATOPA

3BaptoBanbHi anapatv PATON SynerMIG Mo>yTb OTpMMyBaTU XXMBNEHHA Bif MOGINbHOro reHepaTtopa, NOTY>KHICTb AKOro BiAMNoBifae
HaCTyMHWM yMOBaM:

[iameTp enekTpoay 3apaHuii cTpyM npu [LiameTp apoTy Ans Heo6xigHa NnoTy>XHicTb
ana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTtopa, KkBA
22 n0 80 no 20,6 3,0
23 no 120 no 20,8 4,5
24 no 160 no 21,0 6,0
25 Ao 200 no 21,0 7,7
6 nerkonnaeki no 250 no 91,2 10
6 nerkonnaeki no 270 no 91,2 12,0
76 no 350 no 91,4 16,0
28 A0500 [0 21,6 30,0

YBATA! Jna ctabinbHoi po6oTv Mogenet SynerMIG euxigHa da3oBa Hanpyra reHepatopa Mae nexatv B Mexkax 160-260 B.

-7- PATON SynerMIG DC MMA/TIG/MIG/MAG



PATON

OPIrAHU YMPABJ/IIHHA TAPO3’€MUA

30BHilLHIV BUrnag Ta po3’emu anapara SynerMIG-500-15-4-400V W

1-Aucnnen gxepena cTpyMy. AKTUBHWI TiflbKWU B aBTOHOMHOMY PexXuMi;
2-KHonka MODE Bu6opy pexxuMy poboTu axxepena cTpyMy. AKTUBHA TilbKM B @BTOHOMHOMY PeXUMi:
-py4YHe AyroBe 3BaploBaHHA CTPMXKHEBUM NOKPUTUM enekTpogomM (MMA);
-aproHogyrose 3BaptoBaHHsA (TIG);
-HaniBaBTOMaTM4He 3BaploBaHHA B 3axucHuUx rasax (MIG/MAG);
3-Pyuka perynatopa gxxepena cTpymy Ana subopy pyHkuUi/napaMeTpiB NOTOYHOIO PeXXnMy 3BaptoBaHHA Ta BCTAHOBNEHHSA iX 3HaYeHb.
AKTWBHa TiNbKM B aBTOHOMHOMY PeXWMi;
4-KHonka PROG pyxepena cTpyMy Ana Bu6opy nporpaMu 3saptoBaHHA Npu poboTi B aBTOHOMHOMY pexxuMi. [logaTtkoBa GyHKLiA npy
3BaptoBaHHi MIG/MAG: HaTUCHITb Ta yTpuMyiTe Binblue 1 cekyHAW ANA HanalUTyBaHHA PiBHA iHAYKTUBHOCTI. AKTUBHA TiNbK1 B
aBTOHOMHOMY PexuMi;
5-ABTOMAaT-3aMN00I>KHUK XXUB/TEHHA;
A —THi300 3BaprOBaibHOMO CTPYMY «+»:
-MIG/MAG-3BaptoBaHHA:
O Npwv 3BaptoBaHHI CYLLINIbHUM APOTOM — 3’€HaliTe MHI3A0 (A) NEPEMUYKOLD 3BaPOBaNibHOIo CTPYMY 3 rHi3AoM (29) 610Ky
nogadi agpoty. ABO (!!!) 3’egHaiTe NepeMmUKOI 3BaproBaibHOrO CTPYMy rHizaa (29) Ta (30);
o nNpwv 3BaptoBaHHi caMo3axnucHUM ¢bnrcoBuM apotoM (FCAW-S) — nigkntodite kabenb «<Maca»;
-TIG LIFT-3BaptoBaHH#A - NigkNtouiTe kabenb «<Maca»;
-MMA-3BaptoBaHHA:
O Npw 3BaploBaHHi 3BMMaNHUMM eNeKTpoaaMm — NiAKIYITh kabenb enekTpogoTpuMaya;
O Npw 3BaploBaHHi cneuianbHMMK eneKTpoaamMm — NigkoYiTe kabenb «Maca»;
B - MHi380 3BaptoBaIbHOrO CTPYMY «—»:
-MIG/MAG-3BaptoBaHHsA:
O Npwv 3BaptoBaHHi CYLLINbHUM APOTOM — NiAKNOYiTb Kabenb «Maca»;
O nNpw 3BaptoBaHHi UCHUM ¢ Apotom (FCAW-S) - 3’eaHaliTe NepeMnYKoIo 3BaptoBanbHOro CTpyMy 3
rHi3goM (29) 6noky nogadi ApoTy;
-TIG LIFT-3BaptoBaHHA:
O Npw 3BaptOBaHHi aproHo4yroBMM MasbHUKOM BEHTUNLHOTO TURY — NiAKNIOYITL Moro kabesnb;
O MpW 3BaptOBaHHi aproHo4yroBMM nasbHMKOM KHOMKOBOIO TUNY — 3’€[HallTe NepeMnyYKOo0 3BaptoBaNnbHOM0O CTPYMy 3
rHi3goM (29) 610Ky nogadi ApoTy;
-MMA-3BaptoBaHHA:
o Npwv 3BaptoBaHHi 3BUMaNHMMU eNeKTPoAaMu — NiAKIOYITb Kabenb «Mmaca»;
O Npwv 3BaploBaHHi cneuianbHUMM eneKkTpoaaMm — NigKNYITL Kabenb enekTpogoTpMMaya;

PATON SynerMIG DC MMA/TIG/MIG/MAG -8-




6-laHenb kepyBaHHA 6/10Ka Nogadi ApOTy 3 AUCMIEEM Ta KHONKaMU;

PATON

16

co2 y 12
MOIMAG4T B ) o W omerse  Fe

. En WIRE
OCHOBHI MAPAMETPK & INSTALL

= 14.48 52A 1.5 15
8 : . . [ ]

Kopewuln: 0B

9 : TEST GAS 14

VOLTAGE WIRE SPEED

10

11 12 13

MaHenb KepyBaHHA 6noka nogayi SynerMIG-500-15-4-400V W

7-KHonka MENU — HaTUCHITb, LW06 nepeintn 40 BU60PY pexmnmie po6oTr abo HanaluTyBaHb:

8-KHonka OPTIONS - HaTUCHITb, 06 BiAKPUTN MEHIO A0OAATKOBMX ONLiN:

9-KHonka BACK - HaTUCHITb, 06 NOBEPHYTUCb Ha NoNepeaHil piBEHb MEHIO;

10- [ucnneit 6noka nogadi;

11- JliBa pyuka perynatopa. [MNoseprawTe ii, LLLO6 3MIHWTK ONLii MEHIO Y/ BCTAHOBUTM 3HaUYeHHA QyHKLi/napaMeTpiB MeHto anaparta. Y
pexxumax MIG/MAG SYNERGY ta MIG/MAG niBa pyuka perynatopa 3MiHIO€ caMe NiB1iA 3 akTUBHWX FOMIOBHUX NapaMeTpiB
3BaptoBaHHA (3abapBneHunii YepBoHMM). HaTUCHITb Ha pyyKy, W06 NiagTBEPAUTHM CBill BUBIp UM BCTAHOBNEHE 3HAYEHHS;

12- KHonka MAIN —HaTUCHITB ii, LL,06 NOBEPHYTUCA HA FONOBHWUI eKpaH NapaMeTpiB MOTOYHOTO PeXXMMY 3BaptoBaHHA 3 B6yAb-AKOro
NyHKTY MeHto. MoBTOpHI HaTUckaHHA y pexxnMax MIG/MAG SYNERGY, MIG/MAG Ta TIG BigKkputoTb CTOPiHKY HanaluTyBaHHA onuii
«Tecm ra3y»/NoBepHyTb Ha FONIOBHWIA eKPaH NapaMeTpiB MOTOYHOIO PeXKNMY 3BaptoBaHHS;

13- [paBa pyuka perynatopa. [MosepTanTe ii, W06 3MiHUTW ONLiT MEHIO YW BCTAHOBUTU 3HAYEHHA GYHKLiN/NnapamMeTpiB MEHIO
anaparta. Y pexumax MIG/MAG SYNERGY Ta MIG/MAG npaBa py4ka perynatopa 3MiHO€ caMe NpaBunii 3 akTUBHUX FONOBHUX
napaMeTpiB 3BaptoBaHHA (3abapBneHunit YepBoHUM). HaTUCHITb Ha pyuKy, WOo6 NiATBEPAMTH CBill BUGIp UM BCTAHOBNEHE 3HAYEHHSA;

14- KHonka TEST GAS - akTuBHa y pexxumax MIG/MAG SYNERGY, MIG/MAG 1a TIG. HaTucHiTb i, W06 BiAKPUTU Nogayy 3aXMCHOIo
rasy npoTAroMm vacy, 3agaHoro y ¢yHkuii TECT FA3Y. lMia yac TecToBOi NpoAyBKU NikTorpama ragdy yae 3abapsneHa y 6nakutHum

Konip 3 TalMepoM vacy npoayBku . HatucHite TEST GAS Le pas, Wwob 3akpuTu knanaH i nepepeaTv NpoayBKY ra3oMm;

15- KHonka INDUCTION — HaTuCHITb ii, o6 nepelitn ao ¢yHkuii PIBEHb IHAYKTUBHOCTI y pexxumax MIG/MAG SYNERGY i
MIG/MAG, a6o wwo6 nepeintu go po3ainy AOAATKOBI MAPAMETPU y pexxnmax TIG Ta MMA;

16~ KHonka WIRE INSTALL - aktvBHa y pexxumax MIG/MAG SYNERGY ta MIG/MAG. HaTuCHITb i, LLLO6 YBIMKHYTU MexaHi3M noaaui
3BaploBanbHOro APOTY ANA 3anpaBku y 3BaploBasbHUI pyKas Ta B nanbHUK. Mpu npocyBaHHi ApoTy Ha ekpaHi 6yae BigobpaxeHa

niktorpama ,arasnojaeatuca He byae;
17- Pos'em KZ-2 Tuny "€BPO". [lns niaknto4eHHA HaniBaBTOMaTUYHOro nanbHuKka, abo aproHoAyroBoro nanbHMKa KHOMKOBOIO TUNY;
18- Po03’eM x0/104HOI pianHK Bia 610Ky Noaadi ApoTy A0 NanbHWKa;
19- Po3’eM rapa4yoi piavHu Big nanbHWKa Ao 610Ky nogavi 4poTy;
20- Kabenb XXWUBNEHHS;
21- Posetka ana nigirpisaya rasy 36 V;
22- 3anobixxHuk 610Ky nogadi ApoTy;
23- 3anobixHuk nigirpisaya rasy;
24—~ Po3z'eMu kabento KOMyHiKaLji;
25— 3axucHuii 60KC ANA KOTYLLKM 3BaplOBanbHOro APOTY;
26~ LUTyuep nopayi 3axvcHoro rasy;
27- Po3’eM xonoAHoI pianHuM Big 6noky oxonomaxeHHA Ao 610Ky nofadi 4poTy;
28— Po3’eM rapavoi pianHm Big 610Ky noaadi ApoTy A0 610Ky OXONOAXKEHHS;
29- THi3go 3BaptoBanbHOro cTpyMy 610Ky nogadi apoty;
- npy MIG/MAG-3BaptoBaHHi CyLiNbHUM APOTOM — 3’eAHaNTE NEPEMMYKOID 3BapOBanbHOro CTpyMmy 3 rHisgom (A) ABO
rHizgom (30) axepena cTpymy;
- npu MIG/MAG-3BaptoBaHHi caMo3axucHUM $nrcosuM gpotoM (FCAW-S) — 3’eaHaliTe NePEMMYKOID 3BapOBa/IbHOrO CTPyMy 3
rHizgom (B) pkepena ctpymy;
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npu TIG-3BaptoBaHHi NafbHUKOM KHOMKOBOIO TUMNY — 3’€jHalTe NepeMUYKoto
3BaprOBaNbHOro CTPyMy 3 rHi3aoM (B) axxepena cTpymy;
30- Twnose rHi3po 3BaproBanibHOMO CTPYMY «+» Axkepena CTpyMmy;
31- Po3’eM XnBNeHHs 610Ky OXO/TOAXKEHHS;
32- bonTtoBui TepMiHan kabento 3a3eMneHHs;
33~ 3axmcHa KpuLKa KOTYLLKW APOTY;
34~ Kpuwka 610Ky nogadi 3 3acyBKoto;
35- MexaHi3M nogavi 3BaproBanbHOro ApoTy;
36- [epeMukay TNy OXO/IOAXKEHHA NanbHMKa:
-«LIQUID» — ana po60TH 3 NanbHUKOM PiAMHHOIO OXONOAXKEHHS;
VYBATA! AnapaT 3a6noKye KHOMKY NanbHUKA, AKLO MEPEMUKAY Y MOMOXKEHHI
«LIQUID», a pigHa B KOHTYpPi OXONOAXKEHHSA BiACYTHA;
-«AIR» - ona po60TH 3 NaNbHMUKOM NOBITPAHOIO OXO/TOAXKEHHS;
37- OrtBip 3anpaBKkun 3BaptoBanbHOro A4pPOTY
38- TpwuMay KOTYLLKW 3BaprOBanbHOMo APOTY 3 NPY>XMHHUM MeXaHi3MoM
ranbMyBaHHsA.
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[Ana po6otn B komnnekci SynerMIG-500 BUKOPUCTOBYHOTLCA 06MABa 6/10KN: AXKEPENO 3BaptOBanbHOro CTpyMy i 610k noaadi ApoTy.
BoHu 3’eaHYOTbCA KOMYHiKaUiMHUM KabeneM, Lo NigkntYaeTbea y BianoBigHi po3’eMu (24) Ha TMNOBKX CTiHKax 610KiB.

KepyBaHHs KOMNAEKCOM Ta HanalwTyBaHHA GYHKLUIN 3BaproBaHHA 34iNCHIOETbCA 3 NaHeni 6noka nogadi 4poTy (6).

YBATA! Opranu kepyBaHHs (2), (3), (4) Ta aucnnen axxepena cTpyMy (1) HeaKTUBHI Npu po60Ti anapara B koHirypauii SynerMIG.

HAJTALUTYBAHHA ®YHKLLIA 3BAPIOBAHHA

PerynaTopwu (11) i (13) Ta kHonkn BACK i MAIN 610Ky nogayi — OCHOBHi OpraHu KepyBaHHA anapaToM, BOHU Ait0Tb HACTYMHUM YMHOM:
- NMOBOPOTOM PYyYKM perynatopa BUGepiTb NyHKTN MeHto ab0 3HauYeHHA NapaMeTpiB 3BaproBaHHS;
HaTUCHITb Ha pyuKy, Wo6 NiATBepANTM 06paHNit NyHKT MEHI0, BCTAHOBUTU 3HaYeHHA napameTpy. PakTUUHO, HaTUCKaHHA PYYKM —
aHanor HaTUCKaHHIo Knasiwn «Enter»;
HaTUCHITb kHonky BACK, 06 noBepHyTUCh Ha NonepeaHili piBeHb MEHIO;
HaTUCHITb kHonky MAIN, w06 noBepHYTUCb 0Apa3y Y FONOBHUI eKpaH NOTOYHOro crnocoby 3BaptoBaHHA.

BUBIP MOBU MEHIO ATTAPATA

Micna neploro yBiMKHEHHs Ha ekpaHi 610ky nogaudi 6yae BigobpaxeHuii ekpaH LANGUAGE.

MoBOpPOTOM pyuykn perynatopa o6epitb 6axkaHy MOBY, Ta HAaTUCHITb Ha pyuky, LWO6 NiaTBEPAUTM BMGIp. AnapaT NPoAOBXUTL PO6OTY
o6paHo0 MOBOHO.

[Ana 3MiHM MoBM iHTepdeicy anapaTa B XoAj Moro po60oTu, BUKOHANTE HACTYMH Aji:

1-HaTtucHite kHonky MENU;

2-[oBopoTOM py4ku perynatopa o6epitb NyHKT MeHto «<HAJTALUTYBAHHA> i HaTUCHITb Ha Hei, Wwo6 niaTBepAnTY CBi BUGIp;
3-0BOPOTOM py4KM perynatopa o6epiTb NYHKT MeHt0 «<MOBA» i HATUCHITb Ha Hel, LWo6 niaTBepANTU CBill BUBIP;

4-T10BOPOTOM py4KHM perynatopa o6epiTb 6a>kaHy MoByY iHTepdecy i HaTUCHITb Ha pyYKy, 06 NiATBEPAUTHM CBil BUGIP;

5-HaTucHitb kHonky MAIN, 06 NOBEPHYTUCH Ha rONIOBHMIA ekpaH anapara.

OBEPITb CI10CIb 3BAPHOBAHHA

Micna nepLioro yBiMKHEHHsA i BUGOPY MOBM MeHIO Ha ekpaHi 6noky nogadi 6yae BinobpaxkeHun ekpaH PEXXUM 3BAPIOBAHHA.
[MoBopoToM pyuku perynatopa o6epitb 6aXkaHU cnocib 3BaptoBaHHA | HATUCHITb Ha Hel, LWo6 NiaTBEpANTU CBIll BUBIp.

[Ana 3MiHM cnoco6y 3BapioBaHHA anapara B XoAj 1oro po60Tu, BUKOHANTE HACTYMHi Aji:

1-lMepenaitb Ha roNoBHUI ekpaH cnocoby 3BaproBaHHA, MPU NOTPE6i HATUCHITL ANs LUboro kHonky MAIN;

2-HaTtucHitb kHonky BACK, 106 Bigkputu ekpaH PEXXUM 3BAPIOBAHHA;

3-loBopoTOM py4ku perynatopa o6epitTb 6a>kaHnin cnocib 3BaptoBaHHA | HATUCHITb Ha pyuKy, WO6 NiATBEPANTU CBIV BUBIp.

CKMAOAHHA HAJIALUTYBAHb 3BAPIOBAJ/IbHOIO ATTAPATA

Mpu noTpebi MoXXHa CKMHYTU BCi 3MiHU, 3p06/1eHi B MeHI0 418 BCix cnoco6iB 3BaproBaHHA anaparta, i TOBepHYTU MOro [0 3aBOACbKUX
HanawTyBaHb. [nA LbOro BUKOHaNTe HaCTyMnHi Aii:
1-HaTtucHitb kHonky MENU, wo6 nepeiitn o ekpaHy MeHtio;
2-[NoBopoToM py4ku perynatopa o6epitb NyHKT «<HAJTALUTYBAHHA» i HaTUCHITb Ha Hei, 06 nepentn ao ekpaHy HAJTALUTYBAHHA;
3-lMoBopoToM perynaTtopa 06epitb NnyHKT «3ABOACbKI HAJTALUTYBAHHA», HaTUCHITb Ha py4Ky OAMH pa3s, a NoTiM Le pa3 and
niATBepAXKEHHA CBOTO HaMipy 3aBaHTaXWTW 3aBOAChHKi HanalUTyBaHHA 3BaploBasibHOro anapary;
- A6o HaTucHiTb kHonky BACK Ha naHeni kepyBaHHs, 106 noBepHyTUCh A0 ekpaHy HAJTALUTYBAHHA;
4-06epiTb MOBY iHTEpPENCY MEHIO Ta cnocib 3BaptoBaHHA, AK ONMMCaHO y MonepeaHix NyHKTax.
YBATA! Mpu ckvpaHHi HanawTyBaHb anaparta yci «3aBaHTaXKeHHs» KOpMCTyBada y nam’aATi anapaTa Takox OyayTb 3aTepTi
CTaHAapTHUMW HanalUTyBaHHAMM.

3BEPEXKEHHA | 3SABAHTAXKEHHA HAJIALLTYBAHb 3BAPIFOBAHHA

Y koxxHoMy crnocobi 3BaptoBaHHAa MMA, TIG, MIG/MAG uu MIG/MAG SYNERGY Bu MoxeTe 36epertu Ta 3aBaHTaxut go 10 pisHux
BapiaHTIB HanaluTyBaHb 3BaploBasbHOrO MPOLECY, BOHU 3BYTbCA «36epeskeHHsA». Ha3Ba NOTOUHOro «36epexkeHHsA» BigobpaxxaeTbca
3BEpXy MO LIEHTPY eKpaHy BCTaHOB/IEHOro crnocoby 3BaptoBaHHA. [ig Yac mepLuoro yBiMKHeHHA amapaTa AnA KOXHOro crnocoby
3BaploBaHHA 3afifHe «3aBaHTaXKeHHsA 1».
HatucHitb kHonky OPTIONS, wio6 siakputu ekpad OMUIIL. 3a gonomoroto pyuku perynatopa obepitb nyHkT «BIAKPUTW» ana
3aBaHTaXXeHHA 36epexxeHux paHile HanawTyBaHb, abo nyHkT «3BEPEFTU AK» gna 3anvcy noTouHMx HanalwTyBaHb y nam’aTb
3BapoBanbHOro anaparta. | HATUCHITb Ha pyuKy, LWo6 NepenTn 40 BiANOBIAHOMO eKpaHy.
3anaitb y ekpaH BIAKPUTWU, wo6 3aBaHTa)>kMTH | 3acTOCyBaTH paHille 36epexeHi HanalTyBaHHA anaparTa:
- MNoBopoToM perynatopa o6epiTb GaxkaHe «36epexXeHHs» napaMeTpiB 3BaptoBaHHA 3 NaM’sATi anapaTty, Ha ekpaHi 6yayTb
Bino6parkeHi napamMeTpu Ta LMKIOrpaMa JaHuX HanaluTyBaHb. HaTUCHITL Ha perynaTop, Wo6 3aBaHTaXXnTn o6paHe «36epexxeHHnA»;
- Micna 3aBaHTa)XeHHA i 3aCTOCyBaHHA NapaMeTpiB «36epexxeHHA» anapaTt NOBEPHETLCH A0 FONIOBHOMO ekpaHy NoTOYHOro cnocoby
3BaplOBaHHA.
3anaitb y ekpaH 3BEPEINTU AK, 06 3anucaTty HanaluTyBaHHA 3BaploBaHHA y eHEProHe3anexHy nam’aTb anapaTa:
- MoBopoToM perynatopa o6epiTb 6axkaHWI CNOT ANA 3anucy «30epexKeHHa» Ta HaTUCHITb Ha pyuky, Wo6 nepenTn Ao ekpaHy
pefaryBaHHs M10ro Ha3BY;
- Mpw notpebi 3MiHITL Ha3By «36epe>xeHHA» 3a AONOMOrol eKpaHHOI KnasiaTypw i pyyYkun-perynatopa;

- HaBepiTb paMKy ekpaHHOI knasiaTypu Ha ekpaHHy KHonky «3BEPEITWU» i HAaTUCHITb Ha py4Ky, LL06 3anucaTtn napameTpum
«36epeXkeHHnA» y naM’aATb anapary.
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DWCNJIEN B/IOKY NOAAYI

B koHoirypauii SynerMIG iHpopMaLia HanalwTyBaHb i napamMeTpiB 3BaptoBaHHA BiaobparxkaeTbCA Ha BEIMKOMY KOIbOPOBOMY Aucnnei
6noky nogadyi gpoty (10). Hagirauis no HboMy 3AiMCHIOETLCA 3a AOMNOMOroto py4yok perynaTtopis (11) i (13).

2 SYNERGY MIG/MAG 4
MEMACAT B ) o Foearse  Fe

OCHOBHI NMAPAMETPK En
14.48 52A 15
e @ . 6

Kopekuin: 0B
7

1 2 MIG/MAG 3 4 5

MIG/MAG 2T 36epesetin 8

KOPEKLIIA AYTH MOJAYA APOTY

OB 4.5 6

1-O6paHunin cnocib 3BaptoBaHHA;

7 2- PexxnM KHOMKW NanbHuka;

3- Haspa aktyanbHoro 36epexeHHs;

4- TikTorpaMmn aKTMBOBaHMX [04aTKOBUX NapaMeTpiB;

1 2 TIG 3 5 5- lMikTorpama yBiMKHEHOro peXnMy aBToMaTUYHOro
36epe>keHHA HanaluTyBaHb;
TIG DC 4T 36epemeHHs 1 6- 3HayeHHA Ta Ha3BM OCHOBHMX NapaMeTpiB
3BaploBaHHA.

OCHOBHWW CTPYM

60 :- ¢

1 MMA 3 4 ,5
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CXEMU NIAKNKOYEHDb OBJIAOHAHHA AN1A PIBHUX CMOCOBbIB 3BAPIOBAHHA

CXEMA NIAKMYEHHA AN1A HANIBABTOMATUYHOIO 3BAPIOBAHHA cyuinbHum apotom

HAMIBABTOMATHUYHWMA

AProHOAYroBWUMA
BEHTMNBHMA NANBHUK
\/.é maL— 0

. A
vy e

Bupi6

CXEMA NMNIAKNKOYEHHA ANA APFTOHOAYIOBOro 3BAPIOBAHHA nanbHMKOM KHonkoBoro Tuny GZ-2

AProHOQYroeun
""°""°"—_"EHT5:\
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POBOTA 3 MEHIO B KOH®ITYPALLITI SYNERMIG

7-KHonka MENU - HaTucHiTb, W06 nepeiitn Ao Bubopy cnocobiB 3BaptoBaHHA Ta HanalLTyBaHb anapary:

- PEXXMM 3BAPIOBAHHA - 06epitb cnoci6 3BaptoBaHHA:
o MIG/MAG SYNERGY - HaniBaBTOMaTU4He 3BaptoBaHHA NMOCTINHOI HAMpPYroto B peXKxuMi cMHeprii napaMeTpis 3BaptoBaHHSA;
o MIG/MAG -HaniBaBTOMaTU4He 3BaptoBaHHA MNOCTIMHO/iIMNYIbCHOIO HAMPYro 3 py4YHWM BCTaHOB/IEHHAM NapaMeTpiB;
o TIG - aproHoayroBe 3BaptoBaHHs;
o MMA - pyyHe enekTpoayroBe 3BaptoBaHHA CTPUXKHEBUM €/1EeKTPOAOM;

- HANALWUTYBAHHA - HaTuCHITb, W06 HanalTyBaT 3aranbHi NapaMeTpu 3BaptoBasibHOro anapara:
o ABTO3BEPEXXEHHA - HaTUCHIiTb perynaTtop, Lwo6 yBiMKHYTWU/BUMKHYTU GYHKLitO aBTOMaTUYHOr0 36epe>keHHsA BHECEHUX 3MiH

napameTpiB y NOTo4HOMY 36epexkeHHi. Y npaBoMy BEpXHbOMY KyTKy ekpaHy 6yae Bigo6paykeHa nikrorpama ;
o TECT rA3Y NMPU BK/TKOYEHHI - HaTUCHIiTb KHOMKY perynaTopa, Wwo6 yBiIMKHYTU/BUMKHYTU QYHKLIiKO aBTOMaTUYHOI NPOAYyBKY
KaHasy 3aXMCHMM ra3oM NpoTAroM «TecT rasy» Npu BK/IIOYEHHI anaparta;
o MOBA - HaTUCHITb, LL06 BiAKPUTM MeHto BUGOpY MOBM MeHIo anaparta. [loBopoToM pyyku perynatopa o6epitb 6axkaHy MoBy i
HaTUCHITb ANA NiATBEpAXKEHHA BU6OPY — MOBa MeHIo Byae 3MiHeHa Ha o6paHy;
o 3ATA/IbHA IH®OPMALIA - HaTucHiTb, W06 nepeavBMTMCH iHPOpMaLilO Mpo Bepcito iHTepdericy Ta nporpamMHoro
3abe3neyeHHA, Npo 3aranbHWi Yac pob6oTun 3BaptoBanbHoro anapaty SynerMIG-500;
o 3ABOACDHKI HANALUTYBAHHA - HaTUCHITb Ha py4YKy perynaTtopa i niaTBepAiTb HaMipu BiAHOBUTW NapaMeTpu anaparta Ao
3aBO/ICbKMX HaNalUTyBaHb;
8-KHonka OPTIONS - HaTUCHITb, 06 BiAKPUTN MEHIO AOAATKOBMX ONLiN:
- MAPAMETPUW CUHEPTIi — gaHa onuia 4ocTynHa BUKNIOYHO NPpY yBIMKHEHOMY pexuMi 3BaptosaHHA MIG/MAG SYNERGY. 3aaaiite
BUXiAHI AaHi CUHEPTreTUYHOro PEXXUMY HaniBaBTOMaTUYHOrO 3BapHOBaHHSA;
YBATA! 3BepHiTb yBary, L0 HaNnoBHEHHA KOXXHOIO HACTYMHOro NYHKTY AaHOT 0Nl AMHAMIYHO 3MIHIOETLCA | 3aNeXMTb Bif TOro, AKi AaHi
6ynu obpaHi y nonepeaHix nyHkTax. byayTtb BigobpaxkeHi i 4OCTYMHI nULLE Ti 3 HUX, LLLO NiAXOAATb ANA BUKOHAHHA 3BaptoBaHHA AeTanen
i3 3a4aHoOro MeTany Ta Mapku i 3 3aCToCyBaHHAM BiAMNOBIAHMX BUTPATHUX MaTepianis;
oMarepian BMpo6y — HAaTUCHITb Ha py4Ky perynatopa Ta obepTauTe ii, W06 3aaaTn MeTan BUpo6GiB, AKi NOTPIGHO 3BapUTK.
HaTucHiTb Ha pyuKy perynatopa ans niaTBepa>KeHHa Bu6opy;
oMapka MaTtepiany - HaTUCHITb Ha py4Ky perynatopa Ta obepTanTe ii, L06 BMGpaTK MapKy maTtepiany (cnnas) BUpob6iB, Aki
noTpi6HO 3BapuTK. HaTUCHITb Ha py4Ky perynatopa A1 niaTBepa>KeHHs Bubopy;
oMarepian ApoTy - HaTUCHITb Ha py4Ky perynAatopa Ta obepTtanTe ii, W06 BMOpaTU MaTepian 3BaproBanbHOro Apoty. Anapat
3anponoHye nuLe ToW ApIT, Wo AONYCTUMUIA ANa 3BaptoBaHHA obpaHoro MaTepiany. HaTUCHITL Ha py4Ky perynatopa ans
niaTBepAXKeHHA Bnbopy;
ofliaMeTp APOTY - HATUCHITb Ha Py4Ky perynsaTopa Ta o6epTaiTe ii, LIO6 BCTAHOBUTK AiaMeTp 3BaptoBanbHOro ApoTy. HaTuUCHITb
Ha py4Ky perynsatopa Ans nigTBepaxeHHsA BUGopy;
03axMCHUI ras - HaTUCHITb Ha py4Ky perynAaTopa Ta obeprawnTe i, W06 BUOpaTU 3aXMCHUI ras, Yn ix CyMmill, ANA 3BaplOBaHHA.
Anapat 3anponoHye nuiue Ti rasu/cyMilli, Lo AONYCTUMI ANA 3BaptoBaHHA obpaHoro matepiany o6paHum ApoToM. HaTUCHITb
Ha py4Ky perynsatopa Ans nigTBepaxeHHs BUGopy;
oToBLWMHa BUPOBY - HATUCHITb Ha pPyyKy perynatopa Ta obepTainTe ii, W06 BCTAHOBUTW TOBLLMHY BMPOGIB, AKi NOTPiGHO 3BapUTH.
MiHiManbHa rpaHuUA fiana3oHy 3aneXxwuTb Bif, BCTaHOBMEHOro AiaMeTpy ApoTy. HaTucHiTe Ha pyuky perynatopa ans
niaTBepAXKeHHA Bubopy;
036epertn AK - HAaTUCHITb Ha pyyKy perynAatopa Ta obepTanTe ii, Wo6 06paTn 36epexkeHHn, y Ake ByAyTb 3anucaHi obpaHi
napametpu cuHeprii. HaTucHiTe kHonky OPTIONS, w06 3MiHWUTK Ha3By 36epe>keHHA 3a AOMOMOrol eKpaHHoI knasiaTypu Ta
pyyYKun-perynaTopa;
- AOAATKOBI MAPAMETPMU - po3LumnpeHi HanaluTyBaHHA ANsA BCTaHOBAEHOro cnocoby 3BaptoBaHHA.
[na HaniBaBTOMaTU4HOro 3saptoBaHHA (MIG/MAG SYNERGY ta MIG/MAG):
o  PEXXUM KHOMKW- 06epiTb pe>xkmuM po6oTn KHOMKKU NanbHMKa: ABOTAKTOBUMN «2T» UM YOTUPUTAKTOBUIN «4T»;
o IHAYKTUBHICTb - 06epiTb piBeHb iHAYKTMBHOCTI anapaTy — LUBUAKICTb HAPOCTaHHA 3BapOBanbHOIo CTPYMY NpPu KOPOTKOMY
3aMUKaHHI ApoTy 3 BUPOOOM i BigpuBy Kpanni. BiH BnivBae Ha cTabinbHiCTb i xapakTep NepeHocy Kpanniy 3BaptoBasibHy BaHHY
Ta AKicTb waea. MNpu piBHI iIHAYKTUBHOCTI, BIAMIHHOMY BiA HynA, Ha eKkpaHi 6yae Bigo6paxkeHa nikTorpamMa 3 BCTaHOBEHUM ii

3Ha4YeHHAM 5
o M’AKUUN CTAPT - pexknM cTapToBOi LUBUAKOCTI Nogadi ApoTy:
= PexxnM BUMKHEHWI: Nicna nepeanpoayBkuy ra3oM ApiT pyxaeTbCA 3 HANaLTOBaHO WBUAKICTIO NoAavi;

= PexXnM yBIMKHEHMIA: Nicna NnepeanpoAyBKM ra3oM ApiT pyXaeTbCA 3 Manoko WBMAKICTIO (1 M/XB), @ nnLIe 3 MOMEHTY nignany
50f

AyrM po3raHAETbCA A0 HanalToBaHOI WBWAKOCTI nogavi. A y BepXHbOMY pAAKy ekpaHy BigobpakeHa nikrorpama
Po6ota ¢yHkUii M’AKUN CTAPT Buinouae edpekT «BiALITOBXYBaHHA» NanbHUKa («60faHHA» APOTY) Ta 3HAUYHO 3MEHLLYE
6pPU3KOYTBOPEHHA Ha cTapTi. [lnA OTPMMaHHA YUCTOro Ta akypaTHOro rno4vaTtky LBa PEKOMEHAYEMO YBIMKHYTU QYHKLiO
M’AKUIA CTAPT.
[na aproHoayrosoro 3saptoBaHHA (TIG):
o TWUN NANIbHUKA - 06epiTb TUN NanbHWKa, AKUA BUKOPUCTOBYETLCA A/1A aproHOAYroBOro 3BaptoBaHHA;
o PEXXWUM KHOIMKMW - 06epiTb pe>kuM po60oTn KHOMKW NanbHUKa.
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[nAa py4HOro enekTpoayroBoro 3saproBaHHA NOKPUTUM enektTponom (MMA):

o ®OPCAX OYIU - aBToMaTnyHe NiABULLEHHS CTPYMy 3BaptOBaHHA Ha HanalITOBaHMIA MPOLEHT NPW NaaiHHi Hanpyru ayru
Huxue pisHa MOPIF ®OPCAXY AVYIWU. 3apalite, Ha CKiNbKW NPOLEHTIB NiABULLMTLCA CTPYM 3BaptoBaHHA NpW cnpautoBaHHi
dyHKuii DOPCAX AYIWN. Po6oTa dyHKLUii cTabinidye ayry i 3MeHLye MMOBIPHICTb «NpununaHHs» enektpoay. Lile ocobnueo
KOPWCHO NpW HEPiBHOMIPHOMY BeAieHHI eneKkTpoay, 3BaptoBaHHi KOPOTKOH AYrok, 3BaptoBaHHI B HE3PYYHUX NONOXKEHHAX;

o MOPIT ®OPCAXY AYIWU - 3apaiTte Hanpyry ayru, npu 4ocArHeHHi akowo 6yae BMukaTmcs dyHkuia ®OPCAX AVIU;

oBOJIbT-AMIMEPHA XAPAKTEPUCTUKA - onTuMisyinTe anapaT Ana 3py4HOro 3BaptoBaHHA enekTpodamMu pisHUx Tunie. Ana

KOMGbOPTHOI PO6OTN ENEKTPOAAMU 3 IHLUMMUN TUMAMKN NOKPUTTA PEKOMEHAYEMO 3aCTOCOBYBATN HACTYMNHI 3HAYEHHA NapamMeTpis
BOJIbT-AMNEPHA XAPAKTEPUCTUKA T1a MOPII ®OPCAXY AVIN:

Tun enekTpoay BOJIbT-AMNEPHA XAPAKTEPUCTUKA, B/A NOPIr ®OPCAXY OYIU, B
E6013 1,4 12
E7015 1,0 12
E6010 0,2..0,6 18

3anuwite AaHi HanawTyBaHHA B OKpeMi «36epexXeHHs» i 3aCTOCOBYITE iX MPU 3MiHi TUNY enekTpoay ANA MakcUManbHO
KOMOPTHOI poboTH

o PEXXWM KOPOTKOI OYIU — pexuM onTMisye po6oTy ANnA 3BaploBaHHA LLBIB B MPOCTOPOBUX MOMOXEHHAX, BiAMIHHUX BiA
rOpPM30HTaNbHOIO HWXKHbLOIO, MPUMYCOBO 06pPMBAE 3BaptOBaHHA, AKLLO Ayra CTae AOBLUOK 3a AONYCTUMY. [aHui pexxum
MOXXHa BUMKHYTW, ab0 3a4iaTn TpW MOro CTyneHs, Ae «3» - HanaoBLa ayra, a «1» - HarikopoTwa. Mpu yBIMKHYTOMY pexxuMi y

BEPXHbOMY pPAAKY ekpaHy byae BigobpaxkeHa nikrorpama ;

o BNOK 3HW)XEHHA HAMPYTU - pagumo aktneysatn BJIOK BHUXKEHHA HAMPYTU, akwo npoBoanTe 3BaptoBanbHi poboTtn
Yy EMHOCTAX, UMCTepHax i TaMm, Ae NoTpibHO AOTpMMyBaTMCA NiABULLEHOI enekTpo6eaneku. Mpu BMNaAKOBOMY nagiHHi
enekTpogoTpuMaya i 3racaHHi ayrn Bxe 4yepe3 0,1 c Hanpyra Ha knemax A)kepena 3BaploBanbHOro CTpyMmy Brnage A0

6e3neyHoro piBHA HUXKYe 12 B. Mpwn yBIMKHYTIN GpyHKLUITy BEpXHBOMY PAAKY ekpaHy 6yae Bigo6pakeHa nikrorpama ;

- BIAKPUTU - obepitb 6axkaHe «36epexxeHHs» napameTpiB 3BaptoBaHHA 3 NaM’aTi anapaTty NOBOPOTOM Py4Ku perynatopa, Ta
HaTUCHITb Ha Hei, o6 3aBaHTaXuUTH i 3actocyBaTh o6paHe «36epesxKeHHs»;

- 3BEPEITU AK - noBopoToM pyuku perynAatopa obepitb 6axkaHuin cnot ana 3anucy «36epexkeHHdA», Ta HAaTUCHITb Ha Hel, Wob
nepenTn A0 ekpaHy peaaryBaHHA horo Ha3ew. Mpu notpebi 3MiHiTb Ha3By «36epexxeHHA» 3a AOMNOMOro eKpaHHOI knasiatypu i
py4Yku-perynstopa. A noTiM 3a [JOMOMOrol0 Pyvku-perynatopa HaBeAiTb paMKy eKpaHHOI KiaBiaTypy Ha eKpaHHy KHOMKY
«3BEPEITWU> i HaTUCHITb Ha pyuKy, Wo6 3anucaTv NnapaMeTpn «36epexxeHHsA» y naM’aTb anaparty.

9-BACK - HaTUCHITb, LLLO6 NOBEPHYTUCb Ha NOMNepeAHii piBeHb MeHt0. Y ronoBHOMY ekpaHi nto6oro i3 cnocobiB 3BaptoBaHHA HAaTUCHITb
kHonky BACK, w06 nepeiiTv o ekpaHy o6paHHA cnocoby 3BaptoBaHHA;

11- Jliea pyuka perynatopa. [NoseptawnTe ii, LLO6 NepeanBAATUCH ONLii MEHIO Ha ekpaHi anapaTa, HaTUCHITb Ha Py4Ky, 06
niaTBepanTN BMGIp onuii;

12- KHonka MAIN — HaTUCHITb, LLO6 NEPENTN y roNoBHUI ekpaH cnocoby 3BaptoBaHHA. Y cnocobax, Ae nepeabadeHa NnpoayBka 30HU
3BapOBaHHA 3aXMCHUM ra3oM, NOBTOPHE HaTUCKaHHA BiAKpMBaE ekpaH HanawTyBaHHA GyHKUiT «TECT FTA3Y»;

13- [paBa pyuka perynatopa. lMosepTanTe ii, 06 NepeanBNATUCH OMNLii MEHIO Ha eKpaHi anapaTa, HaTUCHITb Ha pyu4Ky, LWo6
niaTBepanTN BMGIp onuii.

KOPEKLIA MAPAMETPIB B X041 3BAPIOBAHHA MIG/MAG SYNERGY

Anapatu PATON SynerMIG no3B0onAl0Tb KOperyBaTu 3BaptoBaHHA NPAMO B xo4i poboTu. Mpu YoMy, anapaTt aBTOMaTUYHO 3MiHUTb iHLLI
OCHOBHi MapaMeTpu TakuM YMHOM, LL06 NpoLec 3BaploBaHHA 3a/lMLLMBCA B ONTUMabHUX paMKax, BPaxoBYOUM 3afaHi 3HaueHHA
MaTepiany i TOBLUMHU AeTanen, AiaMeTpa Ta Mapku ApoTy, TUIMY 3aXMCHOTO rasy.

HaTucHiTb Ha ntobuit 3 perynatopis (11) um (13) — anapaT neperge y pexxmm KopekLjii 0CHOBHUX NapaMeTpiB 3BaptoBaHHA, iX 3HaYEHHA
OTPMMatoTh YepBOHE 3a6apBneHHsA:

3 CO2 soft 0.8 MM 3.6 MM
MIGQ;'E%GG'« 4T . 10 -‘. Ce08r2C Fe CT3Kn

OCHOBHI MAPAMETPU e

- MosepTaniTe pyuKy nisoro perynsatopa (11), Wwo6 6e3nocepeaHbo BCTAHOBUTU GaxkaHy 3BaptoBanbHy Hanpyry. MNpu LboMy 3HaYEeHHA
WBMAKOCTI nogadi ApoTy i CUNu 3BaptoBanbHOro CTpyMy 6yayTb aBTOMaTUYHO 3MiHEHI ANA NIATPUMAaHHA CUHEpPrii 3BaptoBaHHA.
3MiHK 6yayTb Biao6pakeHi Ha rpadiky y LeHTpi ekpaHy;

o HatucHitb pyyky niBoro perynatopa (11) Bapyre, wo6 npu notpebi 3agaTtv KopekLito 3BaptoBanbHOi Hanpyru. 3BepHiTb yBary,
BOHa He BMN/IMBAE Ha iHLUi OCHOBHI MapaMeTpw, Lie caMe KOpeKLis CUHeprii;
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o HaTtucHitb pyuky nisoro perynsatopa (11) BTpeTte, abo HaTUCHITb kHonky BACK, w06 noBepHYTUCb Ha rONOBHUIA eKpaH
3BaptoBaHHA MIG/MAG SYNERGY;

- MosepTaniTe pyuky npasoro perynatopa (13), wob HanawTyBaTV 6axkaHy LUBMAKICTb Nogadi ApoTy. [py UbOMy 3HaUEHHA Hanpyru
3BaproBaHHA | UK 3BaprOBaNbHOr0 CTPyMy 6yayTb aBTOMaTUYHO 3MiHEHI AN1A NiIATPUMAaHHA CUHeprii 3BaproBaHHA. 3MiHM ByayTb
Bigo6paxkeHi Ha rpadiky y LEHTPi ekpaHy;

o HaTtucHiTb pyuky npasoro perynatopa (13) sapyre, wo6 3a4aTv OPiEHTOBHY CUNYy CTPyMy. 3HaUEeHHs Hanpyri 3BaptoBaHHA i
LUBMAKOCTI Nogavi apoTy 6yayTb aBTOMATUYHO 3MiHEHI A4NA NIATPMMaHHSA cuHeprii 3BaptoBaHHA. 3MiHW 6yayTb Bifo6paXkeHi Ha
rpadiky y LeHTpi ekpaHy;

o HatucHite pydky npasoro perynatopa (13) BTpete, abo HaTUCHITb KHOMKy BACK, 06 noBepHyTUCb Ha FrONOBHWUI eKkpaH
3BaptoBaHHA MIG/MAG SYNERGY.

MEPENIK ®YHKLLIA AMAPATA B KOH®ITYPALLIi SYNERMIG

Cnoci6 3BaproBaHHA MIG/MAG SYNERGY

4)
5)

6)

7

Ao
8)

9)

TecT rasy (3a 3aMOBYYyBaHHAM = 5 C) — TpMBanicTb TECTOBOI NPOAYBKW 3BapHOBa/IbHOMO pykasa i NanbHMKa 3aXMCHUM ra3oM;

a) 1...60c (kpok 3MiHm 1c);

nepepnpoayeka (3a 3aMoBYyBaHHAM = 0,1 ¢) - TpMBanicTb NepeAnpoayBKM 30HV 3BapOBaHHA 3aXMCHWUM ra3oMm;

a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);

yac HapoCTaHHA CTPYMy (3a 3aMoBYyBaHHAM = 0,1 ¢) — TpUBanicTb HAPOCTaHHA NPOLLECY 3BapOBaHHS;

a) 0...5,0 c (kpok 3MiHn 0,1 c);

Hanpyra 3BaproBaHHA — NepLUNIA OCHOBHWIA NapaMeTp CUHEePreTUYHOro 3BaptoBaHHA. HaTUCHITb niBy py4ky (11), wo6b HanawTyBatn
Harnpyra 3BaploBaHHs;

KOpeKLif — KopeKLia Hanpyru 3BaptoBaHHA. HaTUCHITL niBy pyyky (11) BApyre, o6 HanawTyBaTn KOpeKuis;

LIBMAKICTb APOTY — APYrMiA OCHOBHWUI NapaMeTp CUHEPreTUYHOro 3BaptoBaHHA. HaTUCHITb NpaBy pyyky (13), Wwo6 HanawTyBatn
LIBMAKICTb APOTY;

CTPYM 3BaploBaHHA — HanaliTyBaHHA CWIM CTpPyMy 3BaploBaHHA. HaTucHiTb npaBy pyuky (13) Bapyre, wo6 HanawTtyBatn
CTpYM 3BaplOBaHHA;

yac cnagaHHA CTpPyMy (3a 3aMoBYyBaHHAM = 0,5 ¢) — TpMBanicTb cnagaHHA NpoLecy 3BaptoBaHHA;

a) 0...5,0 ¢ (kpok 3MiHun 0,1 c);
[AaTKOBi napaMeTpu:

nicnAanpoayBskKa (3a 3aMoOBYyBaHHAM = 1,5 C) — TpUBanicTb NiCNANPOAYBKN 30HN 3BapPHOBaHHA 3aXMCHUM ra3oMm;

a) 0,5...25,0 c (kpok 3MiHK 0,1 ¢);

Pe>XX1M KHOMKM (3a 3aMoBUyBaHHAM = [2T]) — 06epiTb PeXKMM KepyBaHHsA KHOMKO NanbHuKa;

a) [2T]-2-takToBuii pexxum kHonku MIG/MAG SYNERGY-2T;

b) [4T]- 4-taktoBUin pexxum kHonkn MIG/MAG SYNERGY-4T;

iHAYKTUBHICTb (32 3aMoBYyBaHHAM = 0) — 3a4aTe LWIBWAKICTb HAPOCTAHHA 3BapOBaNIbHOr0 CTPYMY NPU KOPOTKOMY 3aMUKaHHI ApOTY
3 BMpo6OM i BigpuBY Kpanni;

a) -5...0...5cTyniHb (KPOK 3MiHM 1 CTyMiHb);

M’AKMI cTapT (3a 3aMOBYYBaHHAM = BMMKH.) — Npu yBiMKHEHIN yHKUIi ApiT 6yae pyxaTuch 3 LWIBUAKICTIO 1 M/XB A0 nignany ayru, a
NoTiM NPUCKOPUTLCA A0 LUBUAKICTL APOTY;

a) YBiMmK.;

b) BUMKH.

Cnoci6 3BaproBaHHA MIG/MAG

TecT rasy (3a 3aMOBYYyBaHHAM = 5 C) — TpMBanicTb TECTOBOI NPOAYBKW 3BapHOBa/IbHOMO pykasa i NanbHMKa 3aXMCHUM ra3oM;
a) 1...60c (Kpok 3MiHK 1 c);
nepeanpoayeka (3a 3aMoByyBaHHAM = 0,1 ¢) — TpUBanicTb NnepeanpoAyBKN 30HN 3BaPHOBAHHA 3aXMCHUM ra3om;
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
yac HapoCTaHHA CTPYMY (3a 3aMOBUYyBaHHAM = 0,1 C) — 4NA NOCTINHOI HaNpPyry — TPMBaniCTb HAPOCTaHHSA NPOLLECY 3BapOBaHHA;
a) 0...5,0 c (Kkpok 3MiHK 0,1 c).;
Hanpyra 3BaploBaHHA (3a 3aMOB4UyBaHHAM = 14,4 B) - nepwunii OCHOBHMI NapaMeTp 3BaptBaHHA MOCTIMHOK HaNpyroo.
HaTucHiTb nisy pyuky (11), wo6 HanawTyBaT Hanpyra 3BaploBaHHA;
a) 12,0...40,0 B (kpok 3miHu 0,1 B);
KopeKLifa ayru (3a 3amMoByyBaHHAM = 0,0 B) - nepLunin ocHOBHMIA NapaMeTp 3BaptoBaHHA iMNYNbCHOK Hanpyrot. HaTuUCHITb niBy
pyuky (11), Wwo6 HanalTyBaTV KOPEKLia Ayru;
a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inbLLUeHHAM 3HaYeHHA NapaMeTpy pocTe A0BXMHA Ayrn
nopava ApoTy (3a 3aMOBYYBaHHAM = 4,5 M/XB) — LUBMAKICTb Nofadi A4poTy - APYrMiA OCHOBHWIA MapaMeTp HaniBaBTOMaTU4HOro
3BaptoBaHHA. HaTucHITb npasy pyuky (13), o6 HanawTyBat nogava ApoTy;
i) 1,0...20,0 M/xB (kpok 3MiHK 0,1 M/xB);
iMNyNbCHUI peXknMM (3a 3aMOBYYBaHHAM = BUMKH.) — pe>kKMM HaniBaBTOMaTUYHOrO 3BaplOBaHHA iMNY/IbCHOK HaMpPYro;
a) VYBiMK.;
b) BUWMKH.;
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MapameTpun iMNyNbCHOro pe>xuMy HaniBaBTOMaTUYHOrO 3Baf (3Bapk iMnynbcHoto Hanpyroto BukoHyBaTtu TIJIbKU
3 3AXUCHUM FrA30OM!!!):

7) M™artepian apoTy (3a 3aMOBYYBaHHAM = Fe) — BCTAHOBITb TN MaTepiany 3BaptoBanbHOro APOTY;
a) Fe-3BuyanHuii ctanesuii apit Tuny ER70S-6 (BMkopucTOBYBaTU 3aXUCHUI ra3” Tinbku cknagy 82% Ar+ 18% COz);
b) St.St- Hepxasitouni apit Tuny ER308L/ER316L (saxucHuii ras? cknagy 98% Ar + 2% CO,, npu HeobxigHocTi: 82% Ar+ 18% CO,);
c) ALSi - antoMiHieBo-KpeMHiesui ApiT Ty ER4043 (BUKOPMUCTOBYBATM 3aXMCHMIA ras? Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesui apit Tvny ER5356 (BMKOPWUCTOBYBATM 3aXMCHMI ras? Tinbku 100% Ar);
8) mpiameTp ApoTy (3a 3aMOBYyBaHHAM = 1,0 MM) — BCTaHOBITb AiilaMeTp 3BaptoBasibHOro APOTY;
a) 0,8...1,6 MM gna cTaneBoro Ta Hep>kaBitouoro ApoTy;
b) 0,8...1,6 MM gns antoMiHieBOro ApoTy;

9) yac cnapaHHA CTpyMy (3a 3aMoBYyBaHHAM = 0,5 C) — ANA NOCTIMHOI HaNpyryM — TPUBanNICTb CNagaHHA NPOLECY 3BaptoBaHHA;
a) 0...5,0 c (Kkpok 3MiHK 0,1 c);
10) nicnanpoayeka (3a 3aMoBYyBaHHAM = 1,5 ¢) — TpUMBanicTb NicNANPOAYBKU 30HW 3BaprOBaHHA 3aXMCHUM ra3omMm;
a) 0,5...25,0 ¢ (kpok 3MiHK 0,1 c);
JopaTKoBi napameTpu:
11) pe>XuM KHOMNKMU (3a 3aMoBYYBaHHAM = [2T]) — 06epiTb pe>KMM KepyBaHHA KHOMKOIO NanbHUKa;
a) [2T]-2-takToBWIA pexxuM kHonkn MIG/MAG-2T;
b) [4T]-4-takTOBUI pexnm kHonkn MIG/MAG-4T;
12) iHAYKTUBHICTb (32 3aMoBYyBaHHAM = 0) - 3aaiTe LUBUAKICTb HAPOCTAaHHA 3BapOBaNbHOM0 CTPYMY NPU KOPOTKOMY 3aMUKaHHI ApOTy
3 BMpo6OM i BigpuBy Kpanni;
a) -5...0...5cTyniHb (KPOK 3MiHM 1 CTyNiHb);
13) M’AKMIA cTapT (3a 3aMOBYYBaHHAM = BMMKH.) — Npuy yBIMKHEHI QyHKUIT ApiT 6yae pyxaTuch 3 LWBMAKICTIO 1 M/XB 40 nignany ayru, a
MNOTiM NPUCKOPUTHLCA A0 LWWUBUAKICTb APOTY;
a) VYBiMK.;
b) BuMKH.

Cnoci6 3BaproBaHHA TIG

0) TecTrasy (3a 3aMOBYyBaHHAM =5 ¢) — TpUBanNicTb TECTOBOI NPOAYBKM 3BaptoBanibHOro pykaBa i nasnbHWUKa 3aXMCHUM ra3oMm;
a) 1...60c (Kpok 3MiHK 1 c);
1) cTapToBMI CTPYM (3a 3aMOBYYBaHHAM = 20 A) — NOYaTKOBUI CTPYM 3BaptoBaHHA y pexxnmi TIG-LIFT-4T;
a) 16...50 A (kpok 3MiHK 1 A);
2) 4ac HapoCTaHHA CTPYMYy (3a 3aMOBYYBaHHAM = 0,2 C) — TPUBaNiCTb HAPOCTaHHA 3BapOBaNIbHOrO CTPYMYy;
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
3) OCHOBHMI CTPYM (32 3aMOBYYBaHHAM = 60 A) - OCHOBHWI NapaMeTp aproHoA4yroBoro 3BaptoBaHHs;
a) 16...500 A (kpok 3MiHK 1 A);
4) iMNyNbCHUI peXXuUM (3a 3aMOBYYBaHHAM = BUMKH.) — pe>KMM aproHo4yroBoro 3BaptoBaHHA iMMNy/IbCHUM CTPYMOM;
a) VYBiMK.;
b) BWMKH.;
MapameTpu iMNyNbCHOro pe>XXMMy aproHoAyroBoro 3BaploBaHHA:

5) 6anaHc iMnynbCiB (3a 3aMoOBYyBaHHAM = 50%) — BiAHOCHa TPMBaNiCTb iMMNYNbCY OCHOBHUM CTPYM A0 Nepiogy nynbcauii;
a) 4...80% (KpoK 3MiHW 2%);

6) u4acTtoTaiMnynbciB (3a 3aMoBYyBaHHAM = 10 L) — yacToTa Nynbcalii CTPYMy 3BaproBaHHA;
a) 0,2...500 l'y (AMHaMiYHUM KPOK 3MiHM 0,1 u...10 lw);

7) HWKHI CcTPYM (3a 3aMOBUYBaHHAM = 25 A) — cuna CTpyMy nay3u Mixk iMnynbcamu;
a) 16...(ocHOBHUI CTPYM - 5 A) (Kpok 3MiHK 1 A);

8) uac cnagaHHA CTPYMy (3a 3aMOBYyBaHHAM = 0,2 c) — TPUBaNiCTb 3HWXKEHHA 3BapOBaNbHOrO CTPYMY;
a) 0...15,0 c (kpok 3MiHKM 0,1 c);
9) &iHilWHUIA cTPYM (3a 3aMoBUYBaHHAM = 20 A) — KiHLLEBUIA CTPYM (3aBaptoBaHHA kpaTepy) y pexxumi TIG-LIFT-4T;
a) 16...50 A (kpok 3MiHu 1 A);
10) nicnanpoayeka (3a 3aMoBYyBaHHAM = 4,0 ¢) — TPUBaNiCTb NiICNANPOAYBKU 30HW 3BapOBaHHA 3aXMCHUM ra3omMm;
a) 1,0...35,0 c (kpok 3MiHK 0,1 c);
JAopaTKoBi napamMeTpu:
11) TMN NnanbHUKa (32 3aMOBYYBaHHAM = «BEHTWU/IbHOTO TUMNY») — 06epiTb TUN NanbHMKa A1 aproHOAYrOBOro 3BaptoBaHHSA;
a) BEHTWUNbLHOrO TUMY — NanbHUK 6€3 KHOMKK, NoAaya rasdy KepyeTbCa BEHTUNEM;
b) KHONKOBOro TUMY — NasibHUK 3 KHOMKO KEPYBaHHA, NoAavy rasy peryntoe anapar;
12) pe>XuM KHonku (3a 3aMoBYyBaHHAM = [TIG Lift 2T]) — 4ocTynHO TinbkK A4Ns NanbHMKa KHOMKOBOro TUny. O6epiTh PEXUM KEPYBaHHS;
a) [TIG Lift 2T] - 2-TakTOBMI pe>XXMM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG Lift 2T;
b) [TIG Lift 4T] - 4-TaKTOBUI pe>XXMM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG Lift 4T;
13) cnoci6 nignany — ekpaH NocnifoBHOCTI At KOHTakTHoro nignany ayru TIG lift;

2 pekoMeH0BaHa BUTPaTa rasy Bia 7 N/XB ANa Manux cTpyMis, i Bia 14 n/xe ana ctpymis 150-200 A
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Cnoci6 3BaproBaHHA MMA

Mpy pyyHOMyY enekTpoayroBoMy 3BaptoBaHHi B anapatax PATON SynerMIG nocTiiHO yBiMKHEHa $yHKUIA «AHTUNPUAMNAHHA», LLO
3anobirae npuannaHHO (NPUXBaTy) enekTpody nNpuv BUNagKoBOMY MOro AOTUKY A0 3BaptoBaHOro BUPOOY i 3racaHHi Ayru, Wo Moxe
NPU3BECTU [10 PO3XKAPEHHS | NCYBaHHIO eNeKTpoaa.

«AHTUNPUNUNaHHA» cnpauboBye Yeped 0,6...0,8 ¢ nicna BUABNEHHA CTaHy NpPUAMNaHHA. AnapaT BUMUKAE 3BaptOBasibHUN CTPYM Ta
Hafae MOX/MBICTb 3BapOBanbHUKY BiAOKPEMUTU eNeKTPOos Bif BUPoOBY i BUK/IOYAE pU3UK 3aCNiNUTM O4i BUNaAKOBUM MiANanom Ayru.
Micnsa BigokpeMneHHA enekTpoay MoXKHa 3BUYaliHUM cnocoboM 3ananntu ayry i NPoAo0BXUTU po6oTy.

0) Tlapsauwnii cTapT (3a 3aMoBYYBaHHAM = 50%) — NPOLLEHT MPUPOLLEHHA CUAN CTPYMY Ha Yac Aii pyHKUiT «FapAauni ctapT»;
a) O[OFF]...100% (kpok 3MiHWN 5%);
1) uac lapAayoro cTapTy (3a 3aMmoB4YyBaHHAM = 0,3 c) — TpuBanictb poboTn PyHKLUii «<FapAuniA cTapT» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3miHK 0,1 c);
2) OCHOBHWI CTPYM (3a 3aMOBYYyBaHHAM = 80 A) - OCHOBHWI NapaMeTp Py4YHOro eleKTPOAYroBOro 3BaptoBaHHs;
a) 16...500 A (Kpok 3MiHK 1 A);
3) iMNynbCHUM peXkuM (3a 3aMOBYYBaAHHAM = BUMKH.) — peXXUM eneKkTpoayroBoro 3saproBaHHsA iMNyNbCHUM CTPYMOM;
a) VYBiMK.;
b) BWMKH.;
MapameTpu iMNYNbCHOrO PeXXUMy eN1eKTPOAYroBOro 3BaploBaHHA:

4) 6anaHc iMnynbciB (3a 3aMoBYyBaHHAM = 50%) — BiAHOCHa TPMBanicTb iMNYbCy OCHOBHUI CTPYM A0 nepioay nynbcalii;
a) 20...80% (Kkpok 3MiHUn 2%);
5) wyacToTa iMnynbciB (3a 3aMoBYyBaHHAM = 5,0 'l) — yacToTa nynbcaLii cunu cTpymy;
a) 0,2...500 'y (aMHaMiuyHui Kpok 3MiHK 0,1 Ty...10 'y);
6) HWKHI cTPYM (3a 3aMOBYYBaHHAM = 16 A) — cuna cTpyMy nay3u Mixk iMnynbcamu;
a) 16...75 A (kpok 3MiHK 1 A);
JopaTkoBi napameTpu:
7) ®opcaxk ayru (3a 3aMoBUyBaHHAM = 50%) — NPOLEHT NPUPOLLEHHA CUAN CTPYMY Npun poboTi GyHKLUiT «Dopcak ayru»;
a) O0[OFF]...100% (kpok 3MiHu 5%);
8) nopir ®opcaxky ayru (3a 3aMmoBYyBaHHAM = 12 B) — Hanpyra ayru, 3 AKoi BMUKaeTbCA GyHKLUiA «Dopcark ayru»;
a) 9...18 B (kpok 3MiHu 1 B);
9) BoONbT-aMNepHa xapakTepucTuka (3a 3aMoB4yyBaHHAM = 1,4 B/A) — HanalwTyBaHHA Haxuny BOMbTaMNEPHOI XapakTepUCTUKKN
anaparta A/1f 3py4HOro 3BaploBaHHA eNeKTPoAaMu PI3HUX TUNIB;
a) 0,2...1,8 B/A (kpok 3MiHun 0,4 B/A);
10) pe>KuM KOpPOTKOi AYrU (38 3aMOBYYBaHHAM = BUMKH.) — pexkuMu po60oTn 3 06MeXXeHHAM A0BXMHM 3BaprtoBanbHOi Ayru;
a) O [OFF]...3 (kpok 3MiHW 1) — YNM BiNbLUNA HOMEP PEXUMY, TUM A0BLUA Ayra;
11) 610K 3HV>KEHHSA HaMpPyru (3a 3aMoBYYBaHHAM = BUMKH.) -MpMMyCcOBe 3HWKEHHA Hanpyru Npu aracaxHi ayru;
a) VYBiMmK.;
b) BWMKH.
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHoBHMI cnoxwuBay!

MATOH IHTEPHELLUH/ aakye Bam 3a Bubip npoaykuii PATON Ta rapaHTye BUCOKY AiKiCTb Ta 6e3a0raHHe GpyHKLiOHYBaHHA faHoro Bupoby

3a YMOBM AOTPMMaHHA NpaBun Moro ekcnnyaTawii.
VYBATA!!! lMepen BukopucTaHHAM o06nagHaHHA PEKOMEHAYEMO O03HAWOMUTUCA 3 PO3LUMPEHOH [HCTPYKUiE 3
ekcnnyaTauii, a TakoX NepeBipuTM NPaBUNbHICTb 3aNOBHEHHA rapaHTIMHOro TanoHa: Hasea Moaeni npuabaHoro Bamu
BMpPOOBY, Ta MOro CEPINHNIN HOMeP NOBUHHI ByTW iAEHTUYHI 3anncaM B rapaHTIMHOMY TasnoHi. He 4ONYCKAETbCA BHECEHHSA B
TanoH 6yab-AKNX 3MiH Y/ BUNPaBeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELUH/ rapaHTye cnpaBHy po60Ty 3BaptoBafbHOro anapaty y pasi AOTPUMMaHHA CroXuBadem yMOB ekcnayaTtauii,
36epiraHHA 1 TPaHCMOPTYBaHHA.

YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHS BifiCYTHE 32 YMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBanbHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1agHaHHA CTAHOBUTb:

| Mopaenb anapaty | TepMiH rapanTii |
| SynerMIG-500-15-4-400V W | 2 pokn |

OCHOBHWI rapaHTiiHWIA Nepioa 064YNCAIOETLCA 3 AHA NPOAaXy iHBepTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMLEBi.

PekoMeHpyeTbcA 3aAnA YHUKHEHHA BUXoAy amapaTy 3 nafy, 3aneXHo Bif YMOB eKcrnnyatauii, oAuH pa3 Ha MiBPOKy 3HATU 3aXUCHY
KPULLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eNeMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MNOBITPAM. Y1CTKY HeobXiAHO NPOBOAUTH akypaTHO,
YTPVMYIOUM LUNAHT KOMMpecopa Ha [OCTaTHiM BiAcTaHi, 3aA/if YHUKHEHHSA MOLUKOAKEHHA Maiku eneKTPOHHUX KOMMOHEHTIB i
MeXaHiYHNX YacTuH.

[MpoTAroM OCHOBHOMO rapaHTiMHOro nepiody npopaseLb 3060B'A3yeTbCA (y BMMaAKY rapaHTiIAHONO peMoOHTy), 6e3KOLTOBHO Ans
BnacHuka o6nagHaHHA PATON:

- NPOTAroM poKy 3 AaTN NpMAGaHHA KNieHTOM o6naaHaHHA ONNaTUTM 4oCTaBKy 06naaHaHHA B CEpBICHMI LEHTP i Ha3aa KNiEHTKY,

BUKOPUCTOBYHOUM NOCNYrN KOMNaHii <HoBa nowuTta»;

- NPOBECTU AiarHOCTUKY Ta BUABUTU MNPUYNHY HECNPABHOCTI;

- 3abeaneuntn HeOin,U,HI/IMVI ANA BAKOHAHHA PEMOHTY By3/1laMU Ta efieMeHTaMu;

- BiAPEMOHTyBaTM HecnpaBHe 06naAHaHHS;

- NpOBECTUN TeCTyBaHHA Bi,ﬂpeMOHTOBaHOI’O Oﬁﬂa,CLHBHHFL

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLUMPIOKTLCA Ha 06naaHaHHA:
- 3 MexaHiYHUMM NOLLKOAXKEHHAMM, Lo BI/IMHYNW Ha NpaLe3aaTHiCTb anapaTty (Aepopmaliia kopnycy i eTanen BHacNifok nagiHHA
3 BMCOTN abo MexaHiYHMX yaapis, BUNajaHHA KHOMOK Ta po3'eMiB);
- 3i cnipamMu Kopoasii, Aka cTana NPUYMHOIO HECMPaBHOTO CTaHy;
- fiKe BUIALLMO 3 1afly Yepes Br/IMB CU/TbHOTO 3BOIOXKEHHA Ha OTO CUMOBI 1 EIEKTPOHHI eIEMEHTH;
- AKe BUILLO 3 nafy Yepe3 HakoMMYeHHA CTPYMONPOBIAHOIo Ny (BYriNnbHUI N, MeTanesa CTPyXKa Ta iH.);
- 3i cnipamMm cnpob caMoCTIMHOro PEMOHTY 10ro By3NiB Ta/abo 3aMiHW eNleMEHTIB.

Tako>k OCHOBHI rapaHTiHi 3060B’A3aHHA HE NOLLMPHOTLCA Ha 3iNCOBaHi 30BHILLHI eneMeHTW 06naaHaHHA, AKi NigaaTbea GisudHOMY
KOHTaKTy, Ta Ha CynyTHi/BUTpaTHi MaTepianu, a came:

BUMUKAY XUBNEHHA;

PYYKW peryntoBaHHA napameTpiB 3BaptoBaHHA;

po3'eMu NigkntoyYeHHA kabenis i pykasis;

po3'eMu ynpasniHHA;

Kabenb XXMBNeHHA i BU/IKa Kabento XUBNEHHS;

py4Ka A/1f NepeHeceHHs, Kelic, Kopobka;

TpuMaui enekTpoais, knemMa «Macu», NanbHWK, 3BaploBanbHi kabeni Ta pykasu.

MpeTeHsii Woao HUX NPUIMatoTbCA He Ni3HiLle ABOX TWXKHIB Nicna npoaaxy.

MpopaBeub 3anvae 3a co60to NpaBO BiAMOBWTM Y Ha[aHHi rapaHTIMHOTO PEMOHTY, abo BCTAHOBWTM [AaTOIO MOYaTKy BUKOHAHHA
rapaHTinH1X 3060B'A3aHb MiCALb i Pik BUMYCKy anapaTy (BCTaHOB/IOIOTLCA 3@ CePiiHUM HOMEPOM):

- y pasi BTpaTi nacrnopTa BIacHWKOM;

- y pasi BiACyTHOCTI KOopekTHOro abo B3arani 6yab-AKOro 3anoBHEHHA NacnopTa NpoAaBLEM Nig Yac Npoaaxy anapary.

FapaHTiHUI CTPOK MPOAOBXKYETLCSA, HAa TEPMIH rapaHTiiHOro 06CNyroByBaHHA 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 welding safety must be eliminated immediately.

SAFETY RULES

B8
)

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

- magnetic fields generated by the welding machine may harm the operability of electronic
appliances (such as cardiac pacemakers). People who use such appliances shall consult with
a doctor before approaching the welding area;

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

- don’t remove the outer case when operating the machine.

i
LU

DANGER OF WELDING ARC RADIATION

Do not look at the welding arc with the naked eye. The generated arc and metal splashing can burn
the skin or cause a flame; therefore, a protective mask/shield/helmet with a tinted filter should
always be worn (goggles must be equipped with a DIN 9-10 filter). Unauthorized persons in the
operating area must protect their eyes with special goggles or use non-flammable, radiation-
absorbing screens/shields.

DANGER OF HAZARDOUS GASES AND VAPOURS
- if smoke and hazardous gases emerge in the operating zone, remove them with special means;
- be sure to provide a sufficient fresh air inflow;
- arcradiation area must be free from solvent vapours.

ol

44
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DANGER OF MAGNETIC FIELD

Magnetic fields generated by the welding machine may harm the operability of electronic appliances
(such as cardiac pacemakers). People who use such appliances must consult with a doctor before
approaching the welding area.

DANGER OF SPARKING
- remove flammable objects from the operating zone;
- the welding of/in vessels where gases, fuel, or oil products were stored or used to store is
prohibited. Residues of these products may explode;
- adhere to specialrules in compliance with national and international regulations when working
in fire-dangerous or explosion-dangerous rooms.

INDIVIDUAL PROTECTIVE EQUIPMENT
Adhere to the following rules to ensure individual protection:
- wear robust footwear, which retains insulating properties in moist environment as well;
- protect the hands with insulating gloves;
- protect the eyes with a mask/shield/helmet, equipped with a black-light filter visor complying
with safety standards;

- wear the proper low-flammable clothes only.

55
==il®

DANGER OF INTENSE NOISE
The welding arc may generate sounds above 85 dB during 8 hours of working time. Welders must
wear ear protection during work.
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UNPACKING

The device kit may include:

Short
operating
manual

N

Welding cable with ABICOR BINZEL
ground terminal*

Rollers for steel and
aluminum wire*

Quick-release
pneumatic connector Welding arc source unit with wire
feeder unit

* Except ‘WA’ indexed models

WELDING METHODS PARAMETERS

MMA electrode MMA/TIG MIG/MAG wire Cross-section of every mains Max. mains wire
diameter, mm amperage, A diameter, mm wire core, mm? length, m
1,5 135
2 175
a3 up to 120 up to ©0,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160
4 260
up to 1,0 6 385
2,5 115
a5 up to 220 4 180
6 270
2,5 85
26 (low-melting) up to 270 up to 91,2 4 135
6 205
2,5 65
a6 up to 350 upto 1,4 4 100
6 150
4 80
26 (refractory) up to 400 6 120
10 195
up to 91,6
4 55
28 (low-melting) up to 500 6 85
10 140
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SynerMIG-500-15-4-400V W SPECIFICATIONS

PARAMETER

Rated mains voltage (50/60 Hz), V

3x380/3x400 (+15%)

Rated consumption from the mains phase, A 30...35,5
Rated welding amperage, A 500
Maximum welding amperage, A 630
Duty cvcle 70% at 500 A
ey 100% at 420 A
Welding amperage regulation range, A 16...500
Welding voltage regulation range, V 12...40
Wire feed speed regulation range, m/min 1,0...20
MMA electrode diameter range, mm 1,6...8,0
MIG/MAG solid wire diameter range, mm 0,6...1,6°
Wire feeder unit type 4 -rollers
Max. wire spool weight, kg 18

Pulse welding modes, Hz

MMA: 0,2...500 — adjustable; TIG: 0,2...500 - adjustable;
MIG/MAG: synergistic

MMA ‘Hot-Start’ function Adjustable
MMA ‘Arc-Force’ function Adjustable
MMA ‘Anti-Stick’ function Automatic
No-Load voltage reduction device on/ off
MMA no-load voltage, V 75712
Arc striking voltage, V 110
Rated power consumption, kVA 19,9...23,6
Max. power consumption, kVA 29,0
Power efficiency, % 90

Cooling system type

Air-type, water-type

Operating environment temperature range, °C

-25...+45

Box dimensions(Length x Width x Height) , mm

Arc source: 547 x 251 x 387
Feeder unit: 660 x 307 x 406
Weight without wire and accessories, kg

Arc source: 25,4
Feeder unit: 15,2
Ingress Protection rating IP23

3Up to 1,2 mm for aluminum wire ib MG/MAG Synergy method
PATON SynerMIG DC MMA/TIG/MIG/MAG
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The PATON SynerMIG welding machine is designed for metal-arc inert gas (argon, helium and mixture) welding/metal-arc active gas
(carbon dioxide and mixture) welding with solid steel or aluminum wire, or with self-shielding flux-cored wire without gas (MIG/MAG),
for tungsten-arc inert gas (argon, helium, and mixtures) welding (TIG), as well as for manual metal arc welding (MMA). 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 this operating manual. The manufacturer is not liable for damage caused by improper use of the machine.

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. Be sure
the metal dust (for example, of emery grinding) doesn’t drawn directly into the machine with the cooler fan. Itis advisable to ensure
that the cooling air stream from the machine does not enter the welding area and does not reduce arc stability.

POWER CONNECTION

The PATON SynerMIG welding machine is rated for three-phase mains voltage is 3x380 V or 3x400 V.
CAUTION! The manufacturer's warranty become invalid when connecting the 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.

Use a mains plug, a cross-section of the mains cables, as well as the mains fuses that corresponds to the machine power consumption.
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;

START-UP

Black wire - phase L2; L2
Blue wire - phase L3;
Yellow-green wire - ground.

Information Regarding Power Plugs
PATON welding machines are supplied with a standard industrial power plug L1
configuration. The customer is free to replace it with a different plug type suitable for L3
their local power supply and amperage requirements, if required.
The plugreplacement does not affect the warranty in any way, provided the installation
is carried out correctly and in accordance with local electrical regulations. J_
Safety rules require grounding of the machine’s housing when working with welding -
equipment. There are two options:
- using the yellow-green wire in the mains cable (international standard);
- using a bolted terminal on the machine’s rear panel (CIS countries).
NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only three phases. The yellow-green wire is the grounding
wire, not the ‘null’!
Recommended welding cables length for MMA:

Maximum amperage, A Cable length (one way), m Cross-s::;ﬂ:m ELEED Cable type

160 2.7 16 KG 1x16
200 3.9 25 KG 1x25
250 5..11 35 KG 1x35
270 5...11 35 KG 1x35
350 6..14 35 KG 1x35

8...30 50 KG 1x50
500 12...40 70 KG 1x70

POWERING BY A GENERATOR
PATON SynerMIG welding machines can be powered by a mobile generator that must comply with the following specifications:

MMA electrode, mm MMA/TIG amperage, A MIG/MAG wire diameter, mm Required generator power, kVA
@2 up to 80 up to @0,6 3,0
a3 up to 120 up to 90,8 4,5
4 up to 160 up to @1,0 6,0
@5 up to 200 up to @1,0 7,7
@6 low-melting up to 250 up to @1,2 10
@6 low-melting up to 270 up to @1,2 12,0
a6 up to 350 upto @1,4 16,0
8 up to 500 upto 91,6 30,0

CAUTION! The generator output phase voltage must meet the range of 160-260 V for stable operation of SynerMIG machines,.
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SynerMIG-500-15-4-400V W controls and connectors
1-Welding arc source unit display. Is active when operating in a single mode;
2-MODE button - the welding method selector. Is active when operating in a single mode:
- manual metal arc welding (MMA);
- tungsten-arc inert-gas welding (TIG);
- metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
3-Welding arc source unit control knob. Is active when operating in a single mode. Turn the knob to select functions/parameters, and
press it to setup the value. Turn the control knob to change the value, and press it again to save the changes and return to the
function/parameter selection menu;
4-PROG button of the welding arc source. Is active when operating in a single mode. Press to change the welding program. Additional
function in the MIG/MAG method: press and hold for more than 1 second to set the inductance level;
5-Power switch/breaker;
A - Welding amperage socket ‘+’:
- MIG/MAG welding:
o usingthe solid wire — connect the socket (A) to the socket (29) by the welding amperage jumper. OR (!!!) connect the (29) socket
to the (30) socket by the welding amperage jumper;
o usingthe self-shielded flux-cored wire (FCAW-S) — plug the ‘ground’ cable;
- TIG LIFT welding - plug the ‘ground’ cable;
- MMA welding:
o using the common electrodes - plug the electrode holder cable;
o using the special electrodes - plug the ‘ground’ cable;
B - Welding amperage socket ‘-":
- MIG/MAG welding:
o using the solid wire - plug the ‘ground’ cable;
o using the self-shielded flux-cored wire (FCAW-S) — connect by the welding amperage jumper to the socket (29) on the wire
feeder unit;
- TIG LIFT welding:
o when using the valve-type TIG torch — plug the torch cable;
o when using the button-type torch — connect by the power jumper to the socket (29) on the wire feeder unit;
- MMA welding:
o using the common electrodes - plug the ‘ground’ cable;
o using the special electrodes - plug the electrode holder cable;

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



6- Feeder unit control panel with display and buttons;

PATON

7 M'“é:f,',‘.;::LT ~. coz S-_i‘_l‘uggsmm 1 6
MAIN PARAMETERS o INSTALL
= 14.4v 52A 154 15
8 : ] ]
Correction: OV
9 - TEST GAS 1 4

VOLTAGE WIRE SPEED

10

1 12 13

SynerMIG-500-15-4-400V W feeder unit control panel

7-MENU button - press to switch to the settings or to the operating modes selection:

8-OPTIONS button - press to open the additional options menu

9-BACK button - press to return to the previous menu level;

10- Feeder unit display;

11- Left control knob. Turn it to change menu options or set the values of the machine’s menu functions/parameters. In
MIG/MAG SYNERGY and MIG/MAG methods, the left control knob changes the left active main welding parameter (colored red).
Press the knob to confirm your selection or the set value;

12- MAIN button - press it to return to the main screen of the current welding method settings from any menu item. Repeated presses
in MIG/MAG SYNERGY, MIG/MAG, and TIG methods will open the «GAS TEST» option page/return to the main screen of the current
welding method settings;

13- Right control knob. Turn it to change menu options or set values of machine menu functions/parameters. In MIG/MAG SYNERGY
and MIG/MAG methods, the right control knob changes the right active main welding parameter (colored red). Press the knob to
confirm your selection or set value;

14- TEST GAS button - active in MIG/MAG SYNERGY, MIG/MAG, and TIG methods. Press it to open the shield gas purge for the

period set in the «TEST GAS» function. During test purging, the gas icon will be colored blue and display a purge timer: . Press
TEST GAS button again to close the valve and stop gas purging;

15- INDUCTION button - press it to go to the INDUCTANCE function in MIG/MAG SYNERGY and MIG/MAG methods, or to go to the
ADDITIONAL PARAMETERS section in TIG and MMA methods;

16- WIRE INSTALL button - works only in MIG/MAG welding methods (MIG/MAG SYNERGY, MIG/MAG). Press and hold to feed the

wire into the welding sleeve and into the torch. When the wire is feeding, the % icon is displayed, and the gas is not purged;
17- EURO type KZ-2 connector for a MIG/MAG, or for a button-type TIG torch connecting;
18- Cold coolant connector from the wire feeder unit to the torch;
19- Hot coolant connector from the torch to the wire feeder unit;
20- Mains cable;
21- 36V gas heater socket;
22- Wire feeder unit fuse;
23- Gas heater fuse;
24- Communication cable connectors;
25- The wire spool box;
26- Shield gas fitting;
27- Cold coolant connector from the cooling unit to the wire feeder unit;
28- Hot coolant connector from the wire feed unit to the cooling unit;
29- Welding amperage socket of the wire feed unit;
- for MIG/MAG welding using the solid wire — connect by the welding amperage jumper to socket (A) OR (!!!) to socket (30) of the
welding arc source unit;
- for MIG/MAG welding using the self-shielded flux-cored wire (FCAW-S) — connect by the welding amperage jumper to the
socket (B) of the welding arc source unit;
- for TIG welding with the TIG torch of the button-type - connect by the welding amperage jumper to the socket (B) of the welding arc
source unit;
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30- Rearwelding amperage socket ‘+’;

31- Cooler unit power connector;

32- Bolted terminal of the grounding cable;
33- Wire spool cover;

34~ Wire feeder unit door with a latch;

35- Wire feeder mechanism;

36— PATON cooling type switch:

- LIQUID - for a liquid-cooled torch;
CAUTION! The device will block the torch button if the PATON cooling type switch
is LIQUID and there is no liquid present in the cooling circuit.

- AIR - for an air-cooled torch;

37- Welding wire inlet;
38- Welding wire spool holder with spring braking mechanism.
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Both units are used for operation in the SynerMIG-500 complex: the welding arc source and the wire feeder unit. They are connected by
a communication cable, plugged into the connectors (24) at the unit's rear walls.

Use the wire feeder unit control panel (6) to set up and control the SynerMIG welding machine.

CAUTION! The (2), (3), (4) controls, and the welding arc source display (1) are inactive when the device is operating in the SynerMIG
configuration.

SETTING THE MACHINE FUNCTIONS

The knobs (11) and (13), the BACK and MAIN buttons of the feeder unit are the main controls of the device, they operate as follows:
- turn the regulator knob to select menu items or welding parameter values;
- press the knob to confirm the selected menu item, set the parameter value. Pressing the knob is analogous to the “Enter” button;
- - press the BACK button to return to the previous menu level;
- - press the MAIN button to return immediately to the main screen of the current welding method.

SETTING THE DEVICE MENU LANGUAGE

Follow these instructions to set the desired device interface language
1-Press the MENU button;

2-Turn the knob to select the «<SETTINGS» menu item and press the knob;
3-Turn the knob to select the cLANGUAGE» menu item and press the knob;
4-Turn the knob to select the desired interface language and press the knob;
5-Press the MAIN button to return to the main screen.

SWITCHING TO THE REQUIRED WELDING METHOD

After the first power-up and menu language selection, the WELDING MODE screen will be displayed on the screen. Turn the control
knob to select the desired welding method and press it to confirm your selection.

To change the welding method during operation, follow these steps:

1-Switch to the main screen, press the MAIN button, if necessary;

2-Press the BACK button to open the WELDING MODE screen;

3-Turn the control knob to select the desired welding method and press the knob to confirm your selection.

RESET THE WELDING MACHINE SETTINGS

If necessary, you can reset all changes made in the machine's menu for all welding methods and return it to the factory settings. Follow

these steps to do this:

1-Press the MENU button to go to the Menu screen;

2-Turn the control knob to select the «<SETTINGS» item and press it to go to the SETTINGS screen;

3-Select the <cRESTORE TO FACTORY DEFAULT> item, press the knob once, then press again to confirm the load of the welding
machine factory settings;
- Or press the BACK button on the control panel to return to the SETTINGS screen;

4-Select the menu interface language and the welding method, as described in the previous paragraphs.

ATTENTION! All users' 'Saves' in the device’s memory will also be overwritten to the default settings when resetting the device,

SAVE AND LOAD THE WELDING SETTINGS

You can save and load up to 10 different welding process settings, called ‘Saves’, in every welding method MMA, TIG, MIG/MAG, or
MIG/MAG SYNERGY. The name of the current ‘Save’ is displayed at the top center of the set welding method screen. When the machine
is first turned on, ‘Save 1’ is enabled for every welding method.
Press the OPTIONS button to open the OPTIONS screen. Use the control knob to select <KOPEN» to load previously saved settings, or
«SAVE AS» to write down the current welding settings to the machine’s memory. And press the knob to enter the selected item.
Go to the OPEN screen to load and apply previously saved machine settings:
- Turn the control knob to select the desired ‘Save’ of welding parameters in the machine’s memory, the parameters and the
cyclogram of selected ‘Save’ will be displayed on the screen. Press the control knob to load the selected ‘Save’;
- - After loading and applying the ‘Save’ parameters, the machine will return to the main screen of the current welding method.
Go to the SAVE AS screen to write the welding settings to the machine memory:
- Turn the knob to select the desired slot for writing the ‘Save’ and press the knob to go to the name edition screen;
- Change the ‘Save’ name using the on-screen keyboard and the control knob, If necessary;
- Move the frame of the on-screen keyboard to the «<SAVE» on-screen button and press the knob to write the ‘Save’ parameters to the
machine memory.
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FEEDER UNIT DISPLAY

In the SynerMIG configuration, the settings and welding parameters information is displayed on the large color display of the wire

feeder unit (10). Navigate it using the control knobs (11) and (13).

1 SYNERGY MIG/MAG

MIG/MAG 4T -). co2 soft 2 0.8 mm

2.0 mm
SYNERGY 100% @ ER705-6 Fe &xshr

52A

14.4v 1.5
.

Correction: OV

MIG/MAG 2T

ARC CORRECTION

Ov

WIRE FEEDING

4.5,

TIG DC 4T

MAIN CURRENT

60 -

MAIN CURRENT

80 -
I_\_\_I_I°

80A

PATON SynerMIG DC MMA/TIG/MIG/MAG
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1-Selected welding method;

2- Torch button mode;

3- Name of the current ‘Save’;

4~ |cons of activated extra parameters;

5- Autosave mode icon;

6- Values and names of the main welding parameters.
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MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING using the solid wire

MIG/MAG TORCH

TIG i
VALVE-TYPE TORCH %

e (] Er

ROUNDING CLAMP

WORKPIECE

TIG
BUTTON-TYPE TORCH 1,
ROUNDING CLAME o

Y

WORKPIECE

ELECTRODE HOLDER
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USING THE MENU IN SYNERMIG CONFIGURATION
7-MENU button - press to select the welding methods and machine settings:
- WELDING MODE - select the welding method:
o MIG/MAG SYNERGY - MIG/MAG welding by the direct voltage in the welding parameters synergy mode;
o MIG/MAG - MIG/MAG welding with direct/pulsed voltage with manual parameter setting;
o TIG -tungsten argon arc welding;
o MMA - manual arc welding;
- SETTINGS - press to set the general parameters of the welding machine:

o AUTO SAVE - press the knob to enable/disable the autosave function of the parameters changes to the ‘Save’. The icon
will be displayed in the upper right corner of the screen;
GAS TEST WHEN MACHINE ON - press the knob to enable/disable the function of automatic purging of the welding channel
by shield gas during the ‘Gas Test’ period when turning on the device;
LANGUAGE - press to open the language selection menu. Turn the knob to select the desired language and press to confirm
the selection - the menu language will be changed to the selected one;
GENERAL INFORMATION - press to view information about the interface and software version, about the total operating time
of the SynerMIG-500 welding machine;
o FACTORY SETTINGS - press the knob and confirm your intention to restore the device parameters to the factory settings;
8-OPTIONS button - press to open the extra options menu:
- SYNERGY PARAMETERS - this option is available only when the MIG/MAG SYNERGY welding method is enabled. Set the initial
data of the synergic MIG/MAG method;
CAUTION! Please note that the content of each subsequentitem dynamically changes and depends on the data selected in the previous
items. Only the compatible metal and grade, the appropriate consumables, will be displayed and available;
o Product material - press the knob and turn it to specify the metal of the products to be welded. Press the knob to confirm the
selection;
Material grade - press the knob and turn it to select the material grade (alloy) of the products to be welded. Press the knob to
confirm the selection;
o Wire material - press the knob and turn it to select the welding wire material. The device will offer only the wire that is
acceptable for welding the material selected. Press the knob to confirm the selection;
Wire diameter - press the knob and turn it to set the welding wire diameter. Press the knob to confirm the selection;
Shielding gas - press the knob and turn it to select the welding shield gas or gas mixture. The device will only offer the
gases/mixtures that are acceptable to weld the selected material by the selected wire. Press the knob to confirm the selection;
Product thickness - press the knob and turn it to set the thickness of the welded parts. The minimum range limit depends on
the wire diameter set. Press the knob to confirm the selection;
o Save as - press the knob and turn it to select the save in which the selected synergy parameters will be written. Press the
OPTIONS button to change the name of the ‘Save’ using the on-screen keyboard and the knob;
- ADDITIONAL PARAMETERS - advanced settings for the current welding method.
For semi-automatic MIG/MAG welding (MIG/MAG SYNERGY and MIG/MAG methods):
o BUTTON MODE - select the torch button operation mode: two-stroke ‘2T’ or four-stroke ‘4T’;
o INDUCTANCE - select the device inductance level - the rate of increase in the welding current when the wire short-circuits
with the product and the droplet breaks off. It affects the stability and nature of the droplet transfer into the weld pool and the

o

o]

o]

o]

quality of the seam. At an inductance level other than zero, anicon { with the set value will be displayed on the screen;
o SOFT START - wire feed starting speed mode:
= Mode off: after gas pre-purge, the wire moves at the set feed speed;

= Mode on: after gas pre-purge, the wire moves at a low speed (1 m/min), and only when the arc is ignited it accelerate to the set
50

feed speed. And the icon 1. is displayed in the top line of the screen;

The SOFT START function eliminates the effect of the torch ‘pushing’ (the wire ‘poking’) and significantly reduces splashing at the welding
start. To obtain a clean and neat start of the seam, we recommend turn the SOFT START function on.
For tungsten argon- arc welding (TIG):

o TYPE OF TORCH- select the type of torch used for TIG welding;

o BUTTON MODE - select the torch button operation mode.
For manual metal arc welding (MMA):

o ARC BOOST - automatic increase of welding current by the set percentage when the arc voltage drops below the
ARC BOOST THRESHOLD level. Set the increasing percentage of the welding current when the ARC BOOST function is
triggered. The function stabilizes the arc and reduces the likelihood of the electrode ‘sticking’. This is especially useful for
uneven electrode moving, short arc welding, and welding in awkward positions;
THRESHOLD OF ARC BOOST- set the arc voltage threshold, when the ARC BOOST function is activating;
VOLT-AMPERE CHARACTERISTIC - optimizing the machine for convenient welding with electrodes of different types. For
comfortable work with electrodes with different coating, we recommend to use the following values of the VOLT-
AMPERE CHARACTERISTIC and ARC BOOST THRESHOLD:

o O

Electrode type VOLT-AMPERE CHARACTERISTIC, V/A THRESHOLD OF ARC BOOST, V
E6013 1,4 12
E7015 1,0 12
E6010 0,2..0,6 18
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Write down these settings in a separate 'Save' and use them when changing the electrode type for maximum comfort.
o SHORT ARC MODE - the mode optimizes work for welding seams in spatial positions other than the horizontal bottom, forcibly
interrupts welding if the arc becomes longer than permissible. This mode can be turned off, or three of its stages can be used,

where '3' means the longest arc, and '"1' means the shortest. When the mode is turned on, the f—’ icon will be displayed in

the top line of the screen;

o VOLTAGE REDUCTION UNIT - we recommend activating the VOLTAGE REDUCTION UNIT if you weld in containers, tanks,
and where increased electrical safety is required. If the electrode holder accidentally falls and the arc goes out, after 0.1 s, the
voltage at the terminals of the welding current source will drop to a safe level below 12 V. When the function is enabled, the

icon will be displayed in the top line of the screen;

- OPEN - turn the control knob to select the desired ‘Save’ of welding parameters from the device memory, and press it to load and
apply the selected ‘Save’;

- SAVE AS - turn the control knob to select the desired slot for recording the ‘Save’, and press it to go to the name editing screen. You
can change the name of the ‘Save’ using the on-screen keyboard and the control knob. Then move the frame of the on-screen
keyboard to the SAVE on-screen button, using the control knob, and press the knob to write down the ‘Save’ parameters to the
welding machine memory.

9-BACK - press to return to the previous menu level. In the main screen of any welding method, press the BACK button to switch to
the welding method selection screen;

11- Left control knob. Turn it to view the menu options on the device screen, press the knob to confirm the option selection;

12- MAIN button - press to switch to the main screen of the welding method. In methods where the welding zone purging with shield
gas is used, pressing it again opens the GAS TEST function screen;

13- Right control knob. Turn it to view the menu options on the device screen, and press the knob to confirm the option selection.

PARAMETERS CORRECTION DURING MIG/MAG SYNERGY WELDING

PATON SynerMIG devices allow you to correct welding parameters during operation. The device will automatically adjust other basic
parameters to keep the welding process within the optimal range, taking into account the specified values for the material and part
thickness, wire diameter, grade, and type of shielding gas.

Press any of the regulator knob (11) or (13) - the device will enter the correction mode of the basic welding parameters, and their values
will be colored red:

% CO2 soft 0.8 mm 3.6 mm
Mlcg\%'EAHGGV 4T . 100% 1. ER705-6 Fe S235]R

MAIN PARAMETERS &

106 A

- Turn the left control knob (11) to set the desired welding voltage. In this case, the wire feed speed and welding amperage will be
changed automatically to maintain welding synergy. The changes will be displayed on the graph in the screen center;
o Pressthe left control knob (11) a second time to set the welding voltage correction if necessary. Please note that the correction
does not affect other basic parameters, this is the correction of a synergy;
o Press the left control knob (11) a third time, or press the BACK button to return to the main MIG/MAG SYNERGY welding
screen;
- Turn the right control knob (13) to set the desired wire feed speed. In this case, the welding voltage and amperage will be changed
automatically to maintain welding synergy. The changes will be displayed on the graph in the screen center;
o o Press the right control knob (13) a second time to set the approximate amperage. The welding voltage and wire feed speed
will be changed automatically to maintain welding synergy. The changes will be displayed on the graph in the screen center;
o Press the right control knob (13) a third time or press the BACK button to return to the main MIG/MAG SYNERGY welding
screen.

-31- PATON SynerMIG DC MMA/TIG/MIG/MAG



PATON

MACHINE FUNCTIONS LIST IN SYNERMIG CONFIGURATION

MIG/MAG SYNERGY welding method

0) gas test (default =5 s) - duration of shield gas test purging to the welding sleeve and torch;
a) 1...60s(changestep1s);

1) pre-flow (default = 0.1 s) — duration of the welding zone pre-purging with shield gas;
a) 0,1...25,0 s (change step 0.1 s);

2) up slope (default=0.1 s) - - duration of the welding process rising;
a) 0...5,0s(change step 0.1 s);

3) welding voltage - the first main parameter of synergic welding. Press the left knob (11) once to adjust the welding voltage;
4) correction - welding voltage correction. Press the left knob (11) twice to adjust the correction;

5) wire speed-the second main parameter of synergic welding. Press the right knob (13) once to adjust the wire speed;

6) welding amperage —welding current setting. Press the right knob (13) twice to adjust the welding amperage;

7) down slope (3 default = 0,5 s) — duration of the welding process decay;

a) 0...5,0s(changestep0,1s);
8) postflow (default=1,5s) - duration of welding zone post-purge with shield gas;
a) 0,5...25,0 s (change step 0,1s);
Additional parameters:
9) button mode (default = [2T]) - select the torch button control mode;
a) [2T]- 2-stroke button mode MIG/MAG SYNERGY-2T;
b) [4T]-4- stroke button mode MIG/MAG SYNERGY-4T;
10) inductance (default = 0) - set the rate of welding amperage increase when the wire contacts the product and the droplet breaks off;
a) -5...0...5stage (change step = 1 stage);
11) soft start (default = OFF) — when the function is enabled, the wire will feed at a speed of 1 m/min until the arc is ignited, and then
accelerates to the wire speed;
a) ON;
b) OFF.

MIG/MAG welding method

0) gas test (default =5 s)-duration of shield gas test purging to the welding sleeve and torch;
a) 1..60s(changestep1s);
1) pre-flow (default = 0.1 s) — duration of the welding zone pre-purging with shield gas;
a) 0,1...25,0 s (change step 0.1 s);
2) up slope (default = 0.1 s) for direct voltage only- duration of the welding process rising;
a) 0...5,0s(changestep0.1s);
3) welding voltage (default = 14,4 V) - the first main parameter of direct voltage MIG/MAG welding. Press the left knob (11) once to
adjust the welding voltage;
a) 12,0...40,0 V (change step 0.1V);
4) arc correction (default = 0.0 V) - the first main parameter of pulsed voltage MIG/MAG welding. Press the left knob (11) once to
adjust the arc correction;
a) -5.0...+5.0V (change step 0.1 V). The arc length increases when the parameter value increases;
5) wire feeding (default = 4.5 m/min) —the wire feed speed - the second main parameter of MIG/MAG welding. Press the right knob (13)
once to adjust the wire feeding;
a) 1.0...20.0 m/min (change step 0.1 m/min);
6) pulse mode (default = Off) — pulse voltage MIG/MAG welding mode;
a) On;
b) Off;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):

7) wire material (default = Fe) - set the type of welding wire material;
a) Fe-ordinary steel wire type ER70S-6 (use shield gas* only with composition 82% Ar+ 18% CO»);
b) St.St- stainless steel wire type ER308L/ER316L (use shield gas* 98% Ar + 2% CO,, or 82% Ar+ 18% CO, if necessary);
c) ALSi-aluminum-silicon wire type ER4043 (use shielding gas* only with composition 100% Ar);
d) AL.Mg - aluminum-magnesium wire type ER5356 (use shield gas* only with composition 100% Ar);
8) wire diameter (default = 1.0 mm) - set the diameter of the welding wire;
a) 0.8...1.6 mm for steel and stainless steel wire;
b) 0.8...1.6 mm for aluminum wire;
9) down slope (default = 0.5 s) - for direct voltage only - duration of the welding process decay;
a) 0..5.0s(changestep0.1s);
10) post-flow (default = 1.5 s) - duration of welding zone post-purge with shield gas;
a) 0.5...25.0 s (change step 0.1s);

“recommended shield gas consumption rate: 7U/min or more for low amperage, and 14 I/min or more for 150-200 A amperage
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Additional parameters:

11) button mode (default = [2T]) — select the torch button control mode;
a) [2T]-2-stroke button mode MIG/MAG-2T;
b) [4T]-4-stroke button mode MIG/MAG-4T;

12) inductance (default = 0) — set the rate of welding amperage increase when the wire contacts the product and the droplet breaks off;
a) -5...0...5 stage (change step = 1 stage);

13) soft start (default = OFF) — when the function is enabled, the wire will feed at a speed of 1 m/min until the arc is ignited, and then
accelerates to the wire speed;

a) ON;
b) OFF.
TIG welding method

0) gas test (default =5 s) - duration of the welding sleeve and torch test purging with shield gas;
a) 1..60s(changestep1s);
1) start current(default = 20 A) - initial welding amperage in TIG-LIFT-4T mode;
a) 16...50 A (change step 1A);
2) up slope (default = 0.2 s) - duration of welding amperage rise up;
a) 0...15.0 s (change step 0.1 s);
3) main current (default = 60 A) — main parameter of tungsten argon-arc welding;
a) 16...500 A (change step 1 A);
4) pulse mode (default = Off) - pulsed amperage welding mode;
a) ON;
b) OFF
TIG pulse mode parameters:
5) pulse balance (default = 50%) - the percentage of the main current pulses duration to their period;
a) 4...80% (change step 2%);
6) pulse frequency (default = 10 Hz) - welding amperage pulsation frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...10 Hz);
7) lower current (default = 25 A) - the amperage between pulses;
a) 16...(main current-5 A) (change step 1 A);
8) down slope (default = 0.2 s) - duration of welding current decrease;
a) 0...15.0 s (change step 0.1s);
9) final current (default = 20 A) - final amperage (crater welding) in TIG-LIFT-4T mode;
a) 16...50 A (change step 1 A);
10) post-flow (default = 4.0 s) — duration of the welding zone with shielding gas purging;
a) 1.0...25.0 s (change step 0.1 s);
Additional parameters:
11) type of torch (default = ‘valve-type’) — select the type of TIG torch;
a) valve-type -torch has no button; gas supply is controlled by a manual valve;
b) button-type —torch has a control button; gas supply is regulated by the device;
12) button mode (default = [TIG Lift 2T]) - available only for a button-type torch. Select the control mode;
a) [TIG Lift 2T] - 2-stroke mode with contact arc striking TIG Lift 2T;
b) [TIG Lift 4T] - 4-stroke mode with contact arc striking TIG Lift 4T;
13) burn mode - - the action sequence screen of the TIG lift contact arc striking.

MMA welding method

The 'Anti-Stick' function is always enabled in PATON SynerMIG machines in MMA welding. It prevents the electrode from sticking if it
accidentally touches the welded product and the arc goes out, it may overheat and damage the electrode.

'Anti-Stick' is activated 0.6...0.8 s after detecting the sticking state. The device cuts off the welding amperage, allowing the welder to
separate the electrode from the product and eliminating the risk of eye injury from accidentally arc striking. After separating the
electrode, you can strike the arc in the usual way and continue working.

0) Hot start (default = 50%) — percentage of amperage increase during the ‘Hot start’ function;
a) O[OFF]...100% (change step 5%);
1) time Hot start (default = 0.3 s) — the duration of the ‘Hot start’ function after arc striking;
a) 0.1...1.0s(change step 0.1s);
2) main current (default = 80 A) — main parameter of manual arc welding;
a) 16...500 A (change step 1 A);
3) pulse mode (default = Off) — activation of the pulsed amperage welding mode;
a) ON;
b) OFF;
MMA pulse mode parameters:
4) pulse balance (default = 50%) — the percentage of the main current pulses duration to their period;
a) 20...80% (change step 2%);
5) pulse frequency (default = 5.0 Hz) - amperage pulsation frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...10 Hz);
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6) low current (default = 16 A) —amperage between the pulses;
a) 16...75A (change step 1 A);
Additional parameters:
7) arc boost (default = 50%) — percentage of current increase when the ‘Arc boost’ function is operating;
a) O0[OFF]...100% (change step 5%);
8) threshold of arc boost (default = 12 V) — arc voltage where the ‘Arc Boost’ function is activated;
a) 9...18V (change step 1V);
9) volt-ampere characteristic (default = 1.4 V/A) - setting the welding machine volt-ampere characteristic slope for convenient
welding with electrodes of different types;
a) 0.2...1.8 V/A (change step 0.4 V/A);
10) short arc mode (default = Off) — operating mode with welding arc length limitation;
a) 0 [OFF]...3 (change step 1) - the higher the mode number, the longer the arc;
11) voltage reduction unit (default = Off) — forced voltage reduction when the arc is extinguished;
a) On;
b) OFF.
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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.

of the warranty card filling: the product model name you purchased, as well as the serial number must be identical to the

g ATTENTION!!! We recommend you to read the operating instructions before using the equipment. Check the correctness
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 if the welding machine has mechanical damage!

The main warranty period for welding equipment is:

| Unit model | Warranty period |
[ SynerMIG-500-15-4-400V W | 2 years |

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

During the main warranty period, the seller undertakes, free of charge for the of PATON™ inverter equipment owner:
- to make diagnostics and identify the cause of the malfunction;
- to provide units and parts required for the repair;
- torepair the failed equipment;
- totest 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 mechanical
damage, damaged buttons and connectors);
- with traces of corrosion, which caused a malfunction;
- failed due to exposure of abundant moisture;
- failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);
- with traces of unauthorized repair and/or parts/components replacement.

Also, the main warranty does not apply to failed external elements of equipment subject to physical contact, and related / consumables:
- power switch;
- regulator’s knobs;
- cables and sleeves connectors;
- control connectors;
- mains cable and mains cable plug;
- carrying handle, shoulder strap, case, box;
- electrode holder, ground terminal, torch, welding cables and sleeves.
Claims are accepted no later than two weeks after the sale.

The seller reserves the right to refuse the 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;

- if awarranty card is not correctly filled by the seller.

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

Contact your dealer or the importer for 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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