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HanisaBToMaT ayrosuii inBeptopHuii / Semiautomatic welding inverter PATON™ PowerMIG-400-15-4-400V
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
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™ PowerMIG-400-15-4-400V

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  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 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 04'()1%5;‘2,0,22
& -ekmﬁf’f"‘f@

»

Signature
Name, Function:

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

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUI anapaT BUroTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBUn
TexHiku 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHA BUHNKAE Hebeaneka:

- TpaBMyBaHHA 06CNyroBytO4Oro nepcoHany abo TpeTboi ocobu;

- 3anoAiaHHA WKoAM caMoMy anapaTty abo MaTepianbHMM LiHHOCTAM NiANPUEMCTBA;

- NOpPYLUEHHA epeKTUBHOIo po6o4oro nNpouecy.

Bci ocobu, Aki nos'A3aHi 3 BBEAEHHAM B eKCnayaTauito, ynpaBniHHAM, AOMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy NOBUHHI

- NPOWTW BIANOBIAHY aTecTaulito;

- BO/IOAITU 3HAHHAMM 3i 3BapHOBAHHSA;

- TOYHO AOTPUMYBATUCA L€l IHCTPYKLLIT.

HecnpaBHocTi, Aki MOXXyTb 3HU3UTN 6e3neKy, NOBUHHI 6YTM TEPMIHOBO YCYHEHi.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

- ypaXkeHHs eNleKTPUYHMUM CTPYMOM MOXe GyTV CMepTenbHUM;

- 3BaptoBanbHUn kabenb MOBWHEH 6yTW MILHWM, HeyLIKOAXEHUM Ta i3onboBaHuM. OcnabneHi
3’efHaHHA i nowkoaKeHUn kabenb nNoTpibHO HeraHo 3aMiHUTU. Mepexesi kabeni n kabeni
3BaploBasibHOro anapaty MOBMHHI CUCTEMATUYHO MepeBipATUCA ¢axiBLeM enekTpukoM Ha
cnpaBHicTb i3onAauii;

- Nif, Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMaTU 30BHILLHII KOXYX anapary.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPIOIOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTK NONYM'A, TOMY 3aBXAN CNig,
HOCMUTW 3aXMCHY Macky 3 ToHoBaHUM ¢inbTpoM (DIN 9-10). CTopoHHi 0ocobu, L0 3HaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuMLLATH O4i crielianNbHUMMN 3aXMCHUMM OKynApaMm abo BUKOPUCTOBYBaTH
Heroproyi eKpaHu, Lo NOrANHAKTb BUNPOMIHIOBaHHA.

HEBE3NEKA LWKIATMBUX FA3IB | BUMAPIB

- YTBOPEHi AUM Ta LWKIANUBI ra3v BnaAanuTu 3 po6o4oi 30HM crevjianbHUMKM 3acobamu;

- 3a6e3neynTy 4OCTaTHI MPUTOK CBIXKOro NOBITPA;

- BUMapu PO3YMHHUKIB HE MOBUHHI MOTPaNIATU B 30HY BUNPOMiHIOBaHHA 3BaptoBanbHOI Ayrut.

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Noaa MoXyTb YUNHUTW HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunagis (Hanpuknag, kapgioctumynarop). Ocobu, Aki MalTb Taki npunagn, NOBUHHI
ropaguTuca 3 nikapeM, nepLu Hixx HaénmkaTucsa o po6oyoro 3BaploBasibHOro MagaHuMKa.

HEBE3MEKA BU/IbOTY ICKOP

- 3aMUCTI NpeaMeTN BUAaNUTN 3 pobo40i 30HM;

- He fonycKatTbCA 3BaproBasbHi po6OTN Ha EMHOCTSAX, Y AKUX 36epiratoTbes abo 36epiranucs rasu,
nanbHe, HapTONPOAYKTU. MOXXNMBa HeGeaneka BUBYXY 3aNULLKIB LIUX MPOAYKTIB;

- Y NOXeXX0- Ta BUBYXOoHe6e3MeUuHNX NPUMILLLEHHAX 4OTPMMYBaTUCA 0COBNNBUX NPaBWA, BIANOBIAHO
A0 HauioHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXCHE OCHALLLEEHHA

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:

- HOCUTU MilHe B3yTTA, Lo 36epirae i3ontolo4i BNacTMBOCTI, B TOMY YACAI 1 Y BONOTMX yMOBaX;

- 3aXMLLLATL PYKM i30M1H00UNMU PyKaBUYKaMK;

- O4i 3aXMLLATN 3aXMCHO MAcko 3 GiNbTPOM NPOTH YNbTPadioNeToBOro BUNPOMIHIOBAHHA, AKNN
BiANOBifa€ cTaHAapTaM TexHikn 6e3neku;

- BUKOPUCTOBYBATM TiNIbKW BiANOBIAHUI (BaXKKO3aMMUCTUI 0AAT).

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXXe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKM, LLLO NpaLtoroTb 3 06nagHaHHAM, Nigvac po6oTu
MatoTb HOCUTK 3aCOBU 3aXMUCTy OpPraHiB CNyxy.

9,
D
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FPATON

PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

3BaptoBanbHU kabenb 3 KNEMOIO «Maca»
ABICOR BINZEL*

IALINIIVININININY
ERANIMMIMEY

[>kepeno XMBNEHHA 3BaptoBanbHoOi
Ayrv 3 6N0KOM nogadi ApoTy

LLIBMAKO3HIMHMIA THEBMOPO3’EM —

CTncnnin nocibHMK
KopucTyBava KomnnekTn ponukis Ans cyuinbHoro
Ta antoMiHieBoro ApoTy

*Kpim Mogenew 3 komnnekTauieto «WA»

EJIEMEHTU YNIPABJ1IHHA TA IHOUKALIA

1- Qucnnew ronosHoro 610ky;
2- KHonka Bu6opy cnocoby 3saptoBaHHA “MODE”:
a) pyyHe Ayroee 3BaproBaHHA LWUTY4HUM enekTpogom (MMA);
b) 3BaploBaHHA B aproHi, eNeKkTpoaoM o He nnasutbes (TIG);
c) 3BaploBaHHA HaniBaBTOMaTUYHe B 3aXMCHUX ra3ax (MIG/MAG);

3- Pyuka perynatopa ans Bubopy ¢yHKLUin/napaMeTpiB NOTOYHOrO PEXUMY 3BaptOBaHHA Ta BCTAHOB/EHHSA iX 3HAYEHHA Ha rOIOBHOMY
6noui. MoeepTtanTte pyyky ans Bubopy dyHKUiA/napaMeTpis, HaTUCHITb Ha Hei ANA Nepexoay A0 BCTaHOBNEHHA 3HaYeHHA BUbpaHoi
PyHkuUii/napameTpy. 3Ha4YeHHA BCTAHOB/MIOIOTLCA MOBOPOTAMU PyyKkK perynatopa. HaTUCHITE Ha pydky perynatopa Lie pas, wob
NoBEPHYTUCb [0 MeHIo BUBopy dpyHKLUi/napameTpis;

-5- PATON PowerMIG-400-400V



SATO

4- KHonka «PROG» BMGOpy nporpamMmn 3saptoBaHHsA (Habip paHille HanalwToBaHMX KOPUCTYBayYeEM napaMeTpiB) Ha rofloBHOMY 6r1oui.
[opnatkosa pyHKUiA Yy cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiiTe Binblue 1 ceKyHAW ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI);
5- KHonka nepeBipKku nogavi 3axMcHOro rasy (ApiT He nogaeTbea);
6- KHonka AnA WenaKoro BUKMKY NapaMeTpy HanaluTyBaHHA 3BaptoBanbHOi Hanpyru Ha 61oui nogadi 4poty;
7- Ovcnnew 6noky nogadi 4poTy;
8-Pyuka perynsaTtopa a4na Bubopy GpyHKUin/napaMeTpiB NOTOYHOIO PexxnMy 3BaptoBaHHA Ta BCTAHOBNEHHA iX 3Ha4YeHHs Ha 6noui nogavi
Aporty. MoeepTaiiTe pyyky Ana Bu6opy yHKUiN/napaMeTpiB, HaTUCHITb Ha Hel ANsA Nepexoay A0 BCTaHOB/EHHA 3HAaYeHHA BUGpaHoi
dyHKUii/NnapamMeTpy. 3HaYEeHHA BCTAHOBMNOIOTLCA MOBOPOTAMU PyYKM perynatopa. HaTUCHITL Ha pydky perynatopa wie pas, wob
NoBEPHYTUCb [0 MeHIo BUBopy dpyHKLUi/napameTpis;
9-KHonka «PROG» Bubopy nporpamu 3saptoBaHHs (Habip paHille HanalToBaHUX KOPUCTyBayYeM napameTpis) Ha 6noui nogavi gpoTy.
[opnatkoBa pyHKUiA y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiiTe Binblue 1 cekyHAW ANA HanalTyBaHHA PiBHA iHAYKTUBHOCTI);
10- KHonka 3anpaBneHHs ApoTy (ra3 npu LbOMY He NoAAa€ETbCA);
11- Pos'em KZ-2 Tuny "€BPO" ana nia’eaHaHHA HaniBaBTOMaTUYHOrO NanbHUKa;
A -THi3p0 «+» 3BaptoBanbHOro CTPyMy:
a) npu 3BaptoBaHHi «MMA» — nigkntovaetbca kabenb enekTpogoTpuMada (MpU BUKOPUCTaHHI ChewujianbHUX eneKkTpoAis
niakntoyaeTbcs kabenb «Maca»);
b) npw 3BaptoBaHHi «TIG» - nigknto4aeTbecA Tinbku kabenb «Maca»;
c) npw 3BaptoBaHHi «<MIG/MAG» cyuinbHUM APOTOM — NiAKNHOYAETLCA NPOBIA Bif MexaHi3My nogavi 4poTy;
d) npw 3BaptoBaHHi «<MIG/MAG» ¢bnocoBUM APOTOM — NiAKNOYAETbCA Kabenb «Maca»;
B - Hi30 «-»3BaproBanbHOro CTpyMy:
a) npu 3BaptoBaHHi «<MMA» - nigkntoyaeTbca kabenb «Maca» (NpyM BUKOPUCTaHHI crneuianbHUX enekTpoAiB NiagKNYaeTbea
Kkabenb enekTpogoTpMMaya);
b) npw 3BaptoBaHHi «TIG» — NigKNtYaeTbCA TiNbKN Kabenb aproHoBOro NanbHUKa;
c) npw 3BaptoBaHHi «<MIG/MAG» cyuinbHUM APOTOM — NigkNtoUaeTbca kabenb «<Maca»;
d) npw 3BaptoBaHHi «<MIG/MAG» ¢bnocoBUM APOTOM — NiAKNOYAETLCA MPOBIA BiA MexaHi3My nogadi 4poTy;
12- BWMMKaY XXMBEHHA rofIoBHOro 6710Ky;
13- 3anobixxHuk 6noky nogayi 4poTy;
14- 3anobixHuK nigirpisava rasy;
15- Micue nigknroyeHHs kabento 3a3eMNeHHs;
16- PoseTka ansa nigirpisava rasy 36 V;
17- Po3'eM nopauyi curHanie Big 610Ky nofadi ApoTy Ha BKIOYEHHSA | BUKNIOYEHHA AXKepena CTpyMmy;
18- Kabenb >XUBNeHHs;
19- LUtyuep nogayi 3axmcHoro rasy;
20- 3axucHuit 6oKC ANA KOTYLLKW 3i 3BaploBasibHUM APOTOM;
21- [opaTkoBi 6anoHeTM AN NiAKNYEHHA «+»CUTOBOro CTPYMY Bif, rofIOBHOIo A0 610Ky noAadi ApoTy.
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IHOUKALIA ANAPATA

MIG/MAG

MIG/ MAG-ZT MFor. Hel o
HanrFdYra =earFlEaHHA.

'V

b 19,5V

ExpaH rojioBHoro 610Ky Expan 6J0Kka moaayi apory

MMA

NFor.He1 |

EWMAKICTE AFOTY.

MM IE MAG
LLI

NaFaMeTFH: i
cHna MFar. CTarTa: SEA%
qac [ar. CTarTa: H,3C

1- [MOTOYHUI PEeXKMM 3BaprOBaHHA

2- HoMep NOTOYHOI NporpamMun

3- Hasea ¢yHKuii / napameTpa

4~ 3HaueHHA obpaHoi dyHKLii / napameTpa

TIG 5-lMepenik Ta BCTaHOBMEHI 3HaYEHHA [ABOX HACTYMHUX
napamMeTpiB B MEHIO

EKpaH roJioBHOro 610Ky

[TIG-LIFT

=
,/

NaFaMeTFK: b e
KHOMKa NafleHKKa: 5
iMNYaecHMEA FewkM:  OFF

ExpaH roJioBHoro 6;10ky

BBEOEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUI anapaTt NPU3HaYeHnn BUKIOYHO ANA: PYYHOro AyroBoro 3BaptoBaHHA LITYYHUM enekTpogoM (MMA), 3BaptoBaHHA B
cepeposuLLi aprony (TIG), abo ana HaniBaBTOMaTUYHOIO 3BaptoBaHHA B cepeaoBuLLi 3axncHux rasie (MIG/MAG). IHLWe BUKOPUCTaHHA
anapaTy BBaXKaeTbCA TakuM, LLLO He BiAMNOBIAAE MO0 Npu3HayveHH0. BUpobHWK He Hece BiANOBIAaNbHOCTI 3a NOLLKOAXKEHHA BHACNiA0K
BMKOPUCTaHHA anapaTy He 3a NpuaHayYeHHAM. BukopuctaHHsa BiANOBIAHO A0 NpU3HaYeHHA NnepeAbayae 4OTPUMAHHA BKa3iBOK LibOro
nocibHuka 3 ekcnnyaTtauii.

BUMOIn 40 PO3MILLEHHA

HeobxiaHo po3milyBaT anapaT Tak, LWob 3a6e3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XO0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPM Ha NepeaHin i 3agHi naHensax. CniakyhTe 3a TUM, Wo6 MeTaneBuin Nun (Hanpuknaa, Nun Bif HaxaayHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXO/OAXEHHS.

NIAKAOYEHHA 0,0 MEPEXKI )KUB/IEHHA

3BaptoBanbHuit anapat PATON PowerMIG-400-400V po3paxoBaHuil Ha TpudasHy Hanpyry xxueneHHa 3x380 B a6o 3x400 B. Mpasuna
TexHikn 6e3nekun nig yac npoBefAeHHA pobiT 3i 3BaptoBanbHUM obnagHaHHAM BUMaratoTb 3a3eM/IeHHA Koprnycy anapaty. [ns uporo
nepeabayeHo ABa BapiaHTU: 1) BUKOPUCTaHHA YETBEPTOro APOTY y MepexkeBoMy Kabeni >KOBTO-3e/1EHON0 KOMbOpy (MiXKHapOAHWI
cTaHAapT MapKyBaHHSA); 2) BUKOpUCTaHHA GONTOBOI KNeMW Ha 3agHin naHeni anapaty (KOPCTKILUMA cTaHAapT 3a3eMfIeHHs, AKUN
BMKOpUCTOBYBaBCA B KpaiHax CHJ).

-7- PATON PowerMIG-400-400V



Ana  nigknioYeHHA 3BaproBanbHUX anapatie Ao 3-gpas3Hoi  MepexXi KMBNEeHHA
BMKOPUCTOBYMNTE Kabenb 3 YoTMPMa NpPoBoAaMMu, Lo Bignosigae ctaHaapTy |IEC 60445:

- KopnuHeBui nposia —¢aszalil;
- YopHuii nposia —¢azal2;
- CuHiv nposig - ¢da3zal3;
- J)KoBTO-3eneHuUI NPoBIaA — 3a3eM/eHHA.

YBATA! Mpu nigkntodeHHi anapata go Hanpyry mMepexi suuie 450 B BCi rapaHTinHi
30608B'A3aHHA BUPOOHWKa BTpayvatoTb cuay! A TakoX rapaHTiiHi 3060B'A3aHHA
BMPOOHMKA BTpavatoTb UMHHICTb MPU NOMWIKOBOMY NiAKNOYEHHI da3n Mepexi Ha

L1

L3

3a3eM/eHHA akepena.

P0o3'eM XXMBNEHHA, NONEepPeYHNI nepepi3 kKabeniB XKMBNEHHA, @ TaKOX MepexXeBi 3anobi>KHUKN NOTPIGHO BUGMPATU BUXOAAYM 3 TEXHIYHUX

faHux anapara.

BUBIP MOBU MEHIO AMNAPATA

YBIMKHiTb anapart yTpuMyroumn kHonky «<MODE» ans Bu6opy/3MiH1 MOBU MeHto anapaTa. [ToBopoTamMu pyuku perynatopa o6epitb 6axaHy
MOBY, Ta HATUCHITb Ha Py4Ky perynatopa, wob niaTsepamtv BuGip. Anapat npoaoBXuTb po6oTy 3 iHTEpdencoM 06paHoto MOBOLO.

MapameTpu pe>kuMiB 3BaproBaHHA

Enextpoan ana e T G A;ZMZT':;O"E:E“HO;O I-Il'llgnoeu.l,i:knonepe'-u-mro Makcum.
nlenbili ARG UL ':‘/II':;/IY/IiPG,:ayMM : nppoio,q;, MM? : n';oso,qy, M
1,5 135
2 175
23 no 120 no @0,8 2,5 220
4 350
525
2 130
2,5 160
o4 no 160
4 260
no @1,0 6 385
2,5 115
a5 no 220 4 180
6 270
2,5 85
ﬂel’KC?I'IGI'IaBKi no 270 no @1,2 4 135
6 205
2,5 65
26 no 350 no @1,4 4 100
150
80
@6 Tyronnaski 0400 no 31,6 120
10 195

PexkoMeHpoBaHa A,0BXXMHa 3BaploBanbHux kabenis pna MMA:

MakcumManbHui cTpyMm, A (R NI eI no.nepenu:oro Mapka ka6ento
(B 0AHY CTOPOHY), M nepepisy, MM
160 2..7 16 Kl 1x16
200 3..9 25 Kl 1x25
250 5..11 35 Kl 1x35
270 5..11 35 KTl 1x35
350 6..14 35 KTl 1x35
400 8...30 50 Kl 1x50

PATON PowerMIG-400-400V



FPATON

CXEMA NIAKNIOYEHHA AMAPATA 414 PYYHOIo Ayroeoro 3sAPHOBAHHA (MMA)

KNEMA "MACA"

hy

APTOHOBHWIA
NANBHUK

APTOHOBHM
NANBHUK

KNEMA "MACA"

HAMIBABTOMATHYHUIA
NANBHUK

KNEMA "MACA"

-9- PATON PowerMIG-400-400V



TEXHIYHI XAPAKTEPUCTUKUA

FPATON

MAPAMETPU PowerMIG-400-400V
. . 3x380/
HomiHanbHa Hanpyra mepexi 50/60 'y, B 3x400
HoMiHanbHUI cTpyM, L0 cnioXuBaeTbeA 3 pasun mepexi, A 22...26
HoMiHanbHWI 3BaptoBanbHUn CTpyM, A 400
MakcunManbHUI gitounii cTpym, A 500

TpuBanicTe HaBaHTaxeHHs (TH)

100%/npun 400 A

Mexi 3MiHM Hanpyrn Mmepexxi XUBNeHHA, % +15
Mexi peryntoBaHHA 3BaptoBanbHOro cTpymy, A 15...400
Mexi peryntoBaHHsA 3BaptoBanibHOi Hanpyru, B 12...35
Mexi peryntoBaHHsA LUBMAKOCTI noAadi ApoTy, M/XB 1,0...20
[iamMeTp LWITY4YHOro enekTpoaa, MM 1,6...8,0
[iameTp cyuinbHOro 38aptoBanbHOro APOTY, MM 0,6...1,6%
MakcuManbHa Bara KOTYLLKW 3 APOTOM, KI 15

IMNynbCHI pexxumu nig vyac 3BaproBaHHA

MMA: 0,2...500 Iy - perynboBaHui
TIG: 0,2...500 Iy, - perynboBaHuit
MIG/MAG cuHepreTu4Hum

“Tapauuii ctapt” (Hot-Start) B pexxumi PA3 PerynboBaHa
“®opcax gyrn” (Arc-Force) B pexkumi PA3 PerynboBaHa
“AnTnpununanHa” (Anti-Stick) B pexxumi PA3 AsTOMaTU4Ha
B0k 3HWXKEHHA Hanpyru XoN0CTOro Xo4y BK/1/ BUMK
Hanpyra xonocToro xoay P43, B 12/75
Hanpyra nignany ayru, B 110
HoMiHanbHa cnoxvBaHa NoTyXHicTb, KBA 15,2...18,0
MakcvManbHa cnoXkvBaHa NoTyXHicTb, KBA 20,2
KKA, % 90
OxonoaXXeHHaA ApanTtuBHe
[Aiana3oH po6ouunx Temnepartyp, °C -25...+45
Fa6apuTHi po3Mipu (A0BXMHA, LUMPUHA, BUCOTA), MM 510x235x410
Maca 6e3 akcecyapis, Kr 38,4
Knac 3axucty 1P23

HANALUTYBAHHA ®YHKLLIA AMAPATA

Mip vac p060TI/I, AKWO He TopKaTuCcA KHOMOK KepyBaHHA, anapaT BMBOAUTb Ha eKpaH 3Ha4yeHHA OCHOBHOrO napamMmeTtpa noTo4YHOro

cnocoby 3BaptoBaHHA:

1)
2)
3)

y cnoco6i MMA - 3BaptoBanbHUI CTPyM;
y cnoco6i TIG — 3BaptoBanbHUIA CTPYM;

y cnoco6i MIG/MAG - 3BaptoBanbHa Hanpyra Ta WBWAKICTb Nogadi ApoTy.

Mpwn 3BaptoBaHHi cnoco6om “MIG/MAG” Ha ekpaHi BigobpaxkaeTbcA NOTOYHE pakTUYHE 3HAYEHHA 3BaptoBanbHOro cTpymy. Micna
3aKiH4YeHHA 3BaproBaHHA paKTUYHE 3HAYEHHA 3BapOBa/IbHOrO CTPYMy MOKa3yeTbCA Ha eKpaHi NPOTAroM 8 cekyHA ANnA MOX/IMBOCTI

nepernagy CTpymy 3BaproBasibHUKOM.
Pyuku perynatopis 3 Ta 8 — OCHOBHi OpraHun KepyBaHH#, 3a iX LOMNOMOrol MOXKHa po6UTH HacTynHe:
NnoBOPOTaMM pyukn BUGMpanTe Mo Koy GyHKLUii Ta ix 3HaUEHHSA Y NOTOYHOMY PeXMMi 3BaptoBaHHA
HaTUCHITb Ha pPy4Ky, W06 NiATBEPAUTU BCTAHOBNEHHA 06PaHOro NnapaMeTpy Ym Moro 3HaueHHs;

1)
2)
3)

HaTUCHITb Ta YTPMMYITe Ha pyyKy perynatopa b6inblie 12 ¢, wob CKMHYTU 3HaYeHHA BCiX GYHKLi A0 3aBOACHKMX HanalluTyBaHb

MOTOYHOrO pPexxnMy 3BaproBaHHA.

KHonka «MODE» Ha nepeHi naHeni BiAnoBigae 3a 3MiHy peXXvMy 3BaploBaHHsA, MepeMuKaHHaA BiabyBaeTbCA No Kony.

*[o 1,2 MM B iMNYNbCHOMY PeXUMi

PATON PowerMIG-400-400V
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FPATON

PO3B/1I0KYBAHHA/B/IOKYBAHHA MEHIO AMAPATA

Akwo MeHlo anapaTa 3abnokoBaHe, TO pyyku perynatopis 3 a6o 8 3MiHIOOTb 3HAYEHHA TiflbKM OCHOBHOIO MapaMeTpy MOTOYHOro
pexxumy poboTu. HaTUCHITb Ta yTpuMyiTe pyuky perynatopa 3 abo 8 6inbLue 6 cekyHA Ansa po36nokyBaHHA MeHto. MNpu po3bnokysaHHi,
Ha eKpaH BUBOAUTLCA aHiMallia 3aMKa, AKUI BigkpuBaeTbea. licna yenilwHoro po36nokyBaHHA f04aTKOBI GYHKLIT pexxnMy poboTu Ta ix
3HaYeHHA AOCTYMHI ANA 3MiHW.

[na 6nokyBaHHA MEHIO HAaTUCHITb i YTPMMYITe py4ky perynatopa 3 abo 8 poslie 6 cekyHa. byae BigobpaxeHa aHiMauia 3amka, Lo
3aKpuBaeTbCA Ta 3a6/10KOBaHE MeHIo anapara.

MEPEMUKAHHA HA HEOBXIOHWUM PEXXUM 3BAPIOBAHHA

HaTucHiTb kHonky MODE ana nepeMmnkaHHA Ha HaCTyMHUIA PeXXMM 3BaproBaHHA Mo Kony. Haseu pexxunmis Bigo6pakyroTbes Ha gucnnei.

CKUAOAHHA HANTALLTYBAHb BCIX ®YHKLIA NMOTOYHOIO PEXXUMY 3BAPIOBAHHA

HaTucHiTb Ta yTpuMyinTe pyuky perynatopa 3 a6o 8 6inblie 12 cekyHA (He 3BepTaliTe yBarv Ha aHiMauito 3amMouka), Wob CKUHYTK
3HauYeHHA BCix MapaMeTpiB A0 3aBOACHLKUX HanawTyBaHb. byae Bigo6paxkeHnin 3BOPOTHWUI Bianik «333...222...111...» i Npu AOCATHEHHI
«000» BCi HanawTyBaHHA BUGpaHOi MporpaMm NOTOYHOIO PEeXKMMY 3BaptoBaHHA ByayTb OHOB/EHI Ha 3aBoACbKi. CknaaHHA napamMeTpiB
ANA KOXKHOT NporpaMm KOXXHOTO pexxmMy 3BaproBaHHA pobiaTbCA OKPeMO, 06 He HebGaXkaHo He CKUHYTU iHAMBIAyanbHi HanalwTyBaHHA
B iHLLWX peXKuMax Ta nporpamax.

3MIHA HOMEPY NMPOrPAMM Y NOTOYHOMY PEXKXUMI 3BAPHOBAHHA

Y ko>kHOMy cnocobi 3BaptoBaHHAa MMA, TIG i MIG/MAG anapat Moxe 36epiratv 4o 16 pi3HWUX BapiaHTiB HanawwTyBaHb. [TOTOYHUI HOMEP
HanawTyBaHHA (Nporpamu) BigobpaxkaeTbCA NpaBopyy 3BEPXY Ha ekpaHi ronoBHoro 6n1oky. Mig vac nepLoro yBiMKHeHHs anapaTta ans
KOXXHOro cnocoby 3BaptoBaHHA BUBOAUTLCA Nporpama nig N21. Yci 3MiHW B HanaluTyBaHHAX anapaTta B 4aHOMy crnocobi 3BaptoBaHHA
36epiratoTbCa y NOTOYHOMY HOMePI NporpamMu.

HaTtucHiTtb kHonky «PROG» — 6yae Bigobpa>keHN HOMep NOTOYHOI NporpamMun. 3a 4ONOMOroto pyyku perynatopa 3 abo 8 06epiTb iHLLY
nporpamy, Wo6 HanawTyBaTtu ii napameTpu.

MEPENIK ®YHKLIA AMAPATA

Cnoci6 3BaptoBaHHA «<MMA»

0) [-1-] - ocHOBHMI NapaMeTp CTPYM 3BaploBaHHA (3a 3aMoBYyBaHHAM = 80 A);
a) 15 ... 400 A (kpok 3MiHK 1 A);
) [H.St] cuna «Fapauoro cTapTy» (3a 3aMOBUYyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS] uac «Fapsauoro cTapTy» (3a 3aMoBYyBaHHAM = 0,3 C);
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);
3) [Ar.F] cuna «®opcaxky ayru» (3a 3aMOBYyBaHHAM = 50%);
a) 0 [OFF] ... 100% (KpoK 3MiHu 5%);
4) [u.AF] nopir cnpauboByBaHHsA yHKLi «@Popcark ayrm» (3a 3aMmoBYyBaHHAM = 12 B);
a) 9... 18 B (kpok 3MiHn 1 B);
5) [BAH] Hax1n BonbTaMNepHOi xapakTepUCTUKM (3a 3aMoBYyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);
6) [Sh.A] pe>xuM KOpOTKOi Ayru (3a 3amMoB4yyBaHHAM = OFF);
a) 0 [OFF] ... 3 (kpok 3MiHu 1);
7) [BSn] 610K 3HU>KEHHA HanNpyrv Xxon0CTOro XoAy (3a 3aMoByyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHNI;
) [Po.P]iMmnynbcHuit pexxuM (3a 3amoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHUI;

-

®

MapameTpu iMnynbcHoro pe>xxumy «<MMA»:
9) [-1-] - ocHOBHMIN NapaMeTp 6a30BUI CTPYM (3a 3aMOBYYBaHHAM = 80 A);
a) 15...400 A (kpok 3MiHn 1 A);
10) [I.PS] cTpyM naysu (3a 3aMoBUyBaHHAM = 25 A);
a) 15 ... 400 A (kpok 3MiHu 1 A) ansa PowerMIG-400;
11)  [Fr.P]uacToTa nynbcauiit cTpyMy (3a 3amMoBYyBaHHAM = 5,0 'L);
a) 0,2...500 Ny, (AMHaMi4YHWA KpoK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3sa (3a 3aMoBYyBaHHAM = 50%);
a) 20...80% (KpoK 3MiHU 2%).

Cnoci6 3BaptoBaHHa TIG

0) [-2-] OCHOBHMI NapaMeTp CTPYM 3BaplOBaHHA (3a 3aMOBYYBaHHAM = 60 A) / B iMNynbCHOMY pexkuMi ue 6azosuit CTPYM;
a) 15 ... 400 A (kpok 3MiHK 1 A);

1) [Pr.A] crapToBMiA CTPYM (3a 3aMOBYyBaHHAM = 20 A);
a) 15... 50 A (kpok 3MiHK 1 A);
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2) [t.uP] yac HapocTaHHA CTPYMY (3a 3aMOBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
) [t.dn] yac cnapa cTpyMy (3a 3aMoBYyBaHHAM = 0,2 ¢C);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
) [Po.A] KiHLeBUI CTPYM (3a 3aMoBYyBaHHAM = 20 A);
a) 15... 50 A (kpok 3MiHn 1 A);
) [t.PO] uac nicna-rasy (3a 3amoBuyBaHHAM = 4,0 c);
a) 1,0...35,0 ¢ (kpok 3MiHn 0,1 c);

w

B

o

6) [But] pe>kuM KHONKM NanbHUKa (3a 3amoB4yyBaHHAM = [LIFT]);
a) [LIFT] - pexkum 6e3 kHonku Ha nanbHuky TIG-LIFT (npy BUKOPUCTaHHI BEHTUNBHOTO NanbHUKa);
b) [LIFT2T] - pe>xxuM KkHoMku Ha nanbHuky TIG-LIFT2T (BigkntoueHHsA CTpyMy NpU BiANyCKaHHI KHOMKM Ha NanbHUKY);
c) [LIFTAT] - pexwuM kHoMkW Ha nanbHUKy TIG-LIFTAT (Npv NOBTOPHOMY HATUCKaHHI CTPYM 3HWXKYETbCA A0 3HAYeHHs,

BCTaHoOBeHOro napametpom «KiHL.eBUIA CTpyM», a NPW BiANYyCKaHHI- 3BaptoBanbHUI CTPYM BiAKIOYAETLCA);
7) [Po.P] iMmnynbcHuit pexxumM cTpyMmy (3a 3amoB4dyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF — BUMKHEHWN;

MapameTpu iMnynbcHoro pexxnmy «TIG»:
8) [-2-] - ocHOBHMI" NapaMeTp 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 60 A);
a) 15... 400 A (kpok 3MiHn 1 A);
9) [I.PS] cTpyM nay3u (3a 3amMoBUyBaHHAM = 25 A);
a) 15 ... 400 A (kpok 3MiHuK 1 A) ans PowerMIG-400;
10) [Fr.P]uacToTta nynbcauiit cTpyMy (3a 3amMoBuyBaHHAM = 10,0 'y);
a) 0,2...500 'y (AMHaMi4YHUA KPOK 3MiHK 0,1 Ty...1 Tw);
11) [dut] 6anaHc iMnynbc/nay3a (3a 3aMOBYyBaHHAM = 50%);
a) 20...80% (KpOK 3MiHU1 2%).

Cnoci6 3BaproBaHHa MIG/MAG

0) [-3-] oCHOBHMI NapaMeTp Hanpyra 3BaploBaHHA (3a 3aMoBYyBaHHAM = 19,0 B);
a) 12,0...35,0 B (kpok 3MiHn 0,1 B);
) [SPD] apyruit OCHOBHMIN NapaMeTp — LBUAKICTb APOTY (3a 3aMOBYyBaHHAM = 4,5 M/XB);
a) 1,0...20,0 M/XB (KpOK 3MiHK 0,1 M/XB);
) [t.Pr] yac nepep-rasy (3a 3aMoB4YyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
) [t.uP] yac HapocTaHHA CTPYMy (Hanpyru) (3a 3amoByyBaHHAM = 0,1 ¢);
a) 0...5,0 c (kpok 3MiHM 0,1 c);
4) [t.dn] yac cnapa cTpyMy (Hanpyru) (3a 3amoB4yyBaHHAM = 0,1 c);
a) 0...5,0 c (kpok 3MiHM 0,1 c);
) [t.PO] uac nicna-rasy (3a 3aMoBYyBaHHAM = 1,5 c);
a) 0,5...25,0 c (kpok 3miHK 0,1 c);
) [But] pe>kuM KHONKW NanbHUKa (3a 3aMoBYyBaHHAM = [2T]);
a) [2T] - pe>kuM KHOMKW Ha NanbHUKy 2T;
b) [4T] - cTaHAapTHUI PEXKMM KHOMKW Ha NanbHUKY 4T;
) [Ind] piBeHb iHAYKTUBHOCTI (33 3aMOBYYBaHHAM = 0);
a) -5...0... 5 cTyniHb (KPOK 3MiHW 1 CTYNiHb);
) [S.St] M’AKkuniA cTapT ApoTy (3a 3amMoBuyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHeHWI;
) [Po.P]iMnynbcHMIA pe>xxuM cTpyMy (3a 3amMoBUyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;

=

N

w

(4]

(2]

~

o

©

MapameTpu iMnynbcHoro pexxumy MIG/MAG:
10) [Adu] ocHOBHWI NapaMeTp y iMMNyNbCHOMY PEXWUMI — KOpeKLLiA Hanpyru (3a 3aMoByyBaHHAM = 0,0 B);

a) -5,0...+5,0 B (kpok 3MiHu 0,1 B). I3 36inbLLEHHAM 3HaYeHHA NapaMeTpy pocTe A0BXMHa Ayru;
11)  [tYP] maTepian gpoTy (3a 3aMOBYyBaHHAM = Fe);
a) Fe — 3BuyaniHui ctanesnin apit Tuny ER70S-6 (BUKOPMCTOBYBaTM 3aXMCHUI a3 TinbKu cknaay 82% Ar + 18% CO,);

b) St.St - Hep>kasitounit apit TNy ER308L/ER316L (BUKOPWCTOBYBATM 3aXMCHWIL ras? Tinbku cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBMit apiT TuRy ER4043 (BMKOPMCTOBYBATM 3aXMCHMIA ras? Tinbku 100% Ar);
d) ALMg - antoMiHieBo-MarHiesuin apit Tuny ER5356 (BUKOPMCTOBYBATM 3aXMCHMIA ras? Tinbku 100% Ar);
12) [dia] aiameTp apoTy (3a 3aMoBYyBaHHAM = 0,8 MM);
a) 0,6...1,2 MM AnA CTaneBoro Ta HepPXXaBitoyoro ApoTy;
b) 0,8...1,2 MM AnA antoMiHieBOro ApoTy.

> pekoMeHAoBaHa BUTpaTa rasy Big, 7 N1/XB ANA Manux cTpyMis Ta Big 14 n/xe i 6inblue ana ctpymis 10-200 A
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.

YBATA!!! Mepen BukopucTaHHAM 06nagHaHHA PEKOMEHAYEMO 03HAMOMUTMCA 3 IHCTPYKLiEo 3 eKcrnyaTauii, a TakoxX
nepeBipuTN NPaBUNbHICTb 3aNOBHEHHA rapaHTIMHOIo TanoHa: Ha3ea Moaeni npuabaHoro Bamu Bupoby, Ta Moro cepiiHui
HOMEp NOBWHHI BYTW iAEHTUYHI 3anMcaM B rapaHTIMHOMY TanoHi. He 4ONycKaeTbCA BHECEHHA B Ta/lOH ByAb-AKUX 3MiH Un
BUMPABNEHb.

FAPAHTIVHI 3060B’A3AHHA

MATOH IHTEPHELLH/1 rapaHTye cnpaBHy po6oTy AXXepena >XMBNEHHA Y pasi LOTPMMaHHsA croXKMBayueM yMoB ekcnnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.

YBATIA! beskoluToBHE rapaHTiinHe 06CnyroByBaHHA BiACYTHE 32 YMOBU MexaHiuHMX NOLLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061a4HaHHA CTAHOBUTD:

| Mogpenb anapary | TepMiH rapaHnTii |
| PowerMIG-400-400V | 2 poku

OCHOBHWI rapaHTiiHWIA Nepioa 064YNCAIOETLCA 3 AHA NPOAaXy iHBepTOPHOro ob6nagHaHHA KiHLLeBOMY NOKYMLEBi.

PekoMeHpyeTbcA 3aan1A YHUKHEHHA BMXoAy anmapaTy 3 nagy OAMH pa3 Ha NiBPOKy, 3aneXHo Bif YMOB eKcrayaTalii, 3HATU 3axuCHY
KPULLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eNeMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MNOBITPAM. Y1CTKY HeobXiAHO MPOBOAUTM akypaTHO,
YTPUMYIOUM LLUNaHT KOMMNpecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTU NOLUKOAXKEHHSA Nalikyu eNeKTPOHHUX KOMMOHEHTIB i MexaHiuyHuX
YacTUH.

[MpoTAroM OCHOBHOMO rapaHTiMHOro nepiody npopaseLb 3060B'A3yETbCA (y BMMaAKY rapaHTiIAHONO peMoOHTy), 6e3KOLTOBHO Ans
BNacHWKa iHBepTopHoro o6nagHaHHa PATON:

- NpoTArom 1 poky 3 aatu npnab6aHHA KNieHTOM o6nagHaHHA, oNnaTUTU 4ocTaBKy o6nagHaHHA B CepBiCHUIA LEHTP | Ha3ag, KieHTy,
BUKOPUCTOBYHOUM NOCNYrN KOMNaHii <HoBa nowuTta»;

- NPOBECTU [iarHOCTUKY Ta BUABUTW NPUYNHY HECTIPABHOCTI;

- 3abea3neuntun HeOﬁXi,CLHVIMI/I ANnA BUKOHaHHA PEMOHTY By3/1aMu Ta efleMeHTaMu;

- NpoBecTn po60oTK i3 3aMiHW eNIEMEHTIB Ta By3/iB, L0 BUALLAN 3 Naay;

- NPOBECTU TECTyBaHHA BiAPEMOHTOBAHOroO 06naaHaHHs.

OCHOBHiI rapaHTilHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06naAHaHHA:

- 3 MexaHi4YHMMM NOLLKOAXKEHHAMMU, L0 BNAWHYNW Ha Npaues3aaTHICTb anapaty (Aedopmalis Kopnycy i fetanein BHacNiAoK NafiHHA 3
BMCcOTK abo MexaHiYHuX yAapis, BUNajaHHA KHOMOK Ta po3'eMiB);

- 3i cnipamum Kopoasii, Aka cTana NPUYNHOK HECMPaBHOTO CTaHy;

- AKE BUMLLNO 3 flafly Yepes Br/IVB CUIbHOTO 3BO/IOXKEHHA Ha AOFO CUMOBI 11 €/IEKTPOHHI EfIeMEHTH;

- AKe BMIALLO 3 Najy Yepe3 HakonUYeHHA CTPYMOMNPOBIAHOIo NUAY (BYriNbHWIA N, MeTanesa CTPY>KKa Ta iH.) BcepeanHi;

- 3i cnipamm cnpob caMoCTiIMHOrO PEMOHTY MOro By3NiB Ta/abo 3aMiHW eNEMEHTIB.

Tako>k OCHOBHi rapaHTilHi 3060B’A3aHHA HE NOLUUPIOTLCA Ha 3iNCOBaHi 30BHIiLLHI eneMeHTV obnagHaHHA, AKi NignaraTb GisNUYHUM
KOHTaKTaM, Ta Ha CynyTHi/BUTpaTHI MaTepianu, a came::

- BUMMKAY XKUBNEHHSA;

- PY4YKM perynioBaHHA napaMeTpiB 3BaploBaHHA;

- po3'eMu NiakntoYeHHA kabenis i pykaBis;

- po3'eMu ynpaBniHHA;

- Kabesnb X1BNEHHA | BUNKa Kabento XXMBEHHS;

- pyyKa AnsA nepeHeceHHs, peMiHb Yepes rnreye, Kenc, kopobka;

- TPUMaui enekTpoaiB, KnemMa «Macu», NanbHUK, 3BaproBanbHi kabeni Ta pykasu.

MpeTeHsii Woao HUX NPUNMatloTbCA He Ni3HiLle ABOX TWXKHIB Nicna npoaaxy.

MpopaBeub 3anvwae 3a co6oto NpaBO BiAMOBUTM Y Ha[aHHI rapaHTIMHOrO PEMOHTY, abo BCTAHOBWTU [AaTOIO MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MiCALb | Pik BUMNYCKy anapaTy (BCTaHOB/HOKOTLCA 32 CEPIHUM HOMEPOM):

- y pasi BTpaTv nacrnopTa BNacHUKOM;

- y pasi BiacyTHoCTi kopekTHoro a6o B3arani 6yab-AKOro 3anoBHEHHA NacnopTa NpoAaBLEM Nij Yac Npogaxky anaparty.

FapaHTINHWIN CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTIMHOro 06CNyroByBaHHA anapaty y CEpBiCHOMY LIEHTPI.
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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 the enterprise property;

- 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 devices
(such as cardiac pacemakers). People who use such devices 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 the welding machine cables must be checked for
insulation integrity by an electrical engineer on a regular basis;

- never remove the outer case when using the machine.

DANGER OF WELDING ARC RADIATION

Itis forbidden to watch the welding arc with the naked eye. The generated during operation arc and
splashing 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 a DIN 9-10 filter glasses). Unauthorized persons in
the device operating area must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

- if smoke and hazardous gases emerge in the operating zone, remove them with special means;
- provide sufficient fresh air inflow;

- arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

Magnetic fields created by this machine can adversely affect the operability of electrical devices
(like as cardiac pacemakers). People who use such devices shall consult with a doctor before
approaching the operating welding area.

DANGER OF SPARKING

- remove flammable objects from the operating area;

- it is not allowed to weld vessels where gases, fuel, or oil products are stored or were previously
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

Adhere to the following rules to ensure individual protection:

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

- protect the hands with insulating gloves;

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

- wear only proper low-flammable clothes.

DANGER OF INTENSE NOISE
The welding arc can emit sounds above 85 dB during 8 hours of work time. Welders working with the
equipment must wear ear protection during work.
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UNPACKING

The device delivery set includes:

Welding cable with ABICOR BINZEL ground
terminal*

[N

AIUHIVIVITIAR AN

Welding arc power source with wire

feeder

Quick-release pneumatic connector
Short operating X /i
manual IN ]

Rollers for solid and
aluminium wire

CONTROLS AND INDICATIONS * Bxcept ‘WA" index

1- Main unit display;
2- MODE - welding mode selection button:
a) manual metal arc welding (MMA);
b) tungsten-arc inert-gas welding (TIG);
c) metal-arc inert-gas welding/metal active gas welding (MIG/MAG);

3- Regulator knob for selecting functions/parameters of the current welding methods and setting the values. Turn the knob to select
functions/parameters, and press it to set the value of the selected function/parameter. Values are set by turning the knob. Press the
knob again to return to the function/parameter selection menu;

4- Welding program selection button PROG (the set of previously saved user parameters) on a main unit. Additional function
in MIG/MAG method: press and hold for more than 1 second to set the inductance level;

5- Shield gas supply test button (wire is not fed);

6- Welding voltage adjust button on the wire feeder;

7- Wire feeder display;
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8- Regulator knob for selecting functions/parameters of the current welding methods and setting the values on the wire feeder unit. Turn
the knob to select functions/parameters, and press it to set the value of the selected function/parameter. Values are set by turning
the knob. Press the knob again to return to the function/parameter selection menu;

9- Welding program selection button PROG (the set of previously saved user parameters) on a wire feeder unit. Additional function
in MIG/MAG method: press and hold for more than 1 second to set the inductance level;);

10- Wire feed button (gas is not supplied);

11- A MIG/MAG torch EURO type KZ-2 connector;

A -Welding current ‘+’ socket:

a) MMA welding - the electrode holder cable is connected (when using special electrodes, the ground cable is connected);
b) TIG welding - only the ground cable is connected;
c) MIG/MAG welding with solid wire - the cable from the wire feeder is connected;

d) MIG/MAG welding with flux-cored wire - the ground cable is connected;
B -Welding current ‘-* socket:
a) MMA welding - the grounding cable is connected (when using special electrodes, the electrode holder cable is connected);
b) TIG welding - only the TIG torch cable is connected;
c) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire - the cable from the wire feeder is connected;
12- Main unit power switch;
13- Wire feeder fuse;
14- Gas heater fuse;
15- Grounding cable connecting point;
16- 36V gas heater socket;
17- Wire feeder control cable connector;
18- Power supply cable;
19- Shield gas connector;
20- Protective cover for wire coil;
21- Additional bayonet-type '+' connectors to supply the current from the main unit to the wire feeder unit.
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MACHINE INDICATION

MIG/MAG

Main unit screen Wire feeder screen

MMA

Farameter=: i
Fower Hot Start: Skx
time Hot Start: a,3s

Main unit screen

1- Current welding method

2- Current program number

3- Name of function / parameter

TIG 4- Value of selected function / parameter

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

Farameters: b
time amPer-down: ©,2=s
time post-gas: 4,8=

Main unit screen

START-UP

The welding unit is designed exclusively for manual metal arc (MMA) welding, for tungsten-arc inert-gas welding (TIG), as well as
for metal-arc inert-gas welding/metal active gas welding (MIG/MAG). Other use of the machine is considered undue. The
manufacturer is not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence
to instructions of this manual.

INSTALLATION REQUIREMENTS

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

POWER CONNECTION

The PATON PowerMIG-400-400V welding machine is rated for three-phase mains voltage 3x380 V or 3x400 V. Safety rules when
working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using the fourth wire in
the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on the rear wall of the unit (a stricter
grounding standard, used in the CIS countries).
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Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machine to a 3-phase power supply: L2
- Brown wire - phase L1;
- Black wire - phase L2;
- Blue wire - phase L3; L1
- Yellow-green wire - ground.
g g L3

CAUTION! When the unit is connected to a mains voltage higher than 450V, the
manufacturer's warranty become invalid! The manufacturer's warranty also become |
invalid in case of an erroneous connection of the mains phase to the source ground. -

Use the mains plug, the cross-sections of the mains cables, as well as the mains fuses, that correspond to the machine
specifications.

SELECTING THE DEVICE MENU LANGUAGE

Hold down the MODE button, and turn on the device to select/change the device menu language. Select the desired language with
the regulator knob and press it to confirm your selection. The machine interface language will be changed.

Welding mode parameters

MMA used The current is set for Wire cross-section diameter Mains wire each core Max. wire
electrode, mm MMA and TIG, A for MIG/MAG, mm cross-section, mm? length, m
3x380/400V - PowerMIG-400
1,5 135
2 175
@3 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
@5 up to 220 4 180
6 270
2,5 85
Q.G up to 270 up to @1,2 4 135
fusible
6 205
2,5 65
a6 up to 350 up to @1,4 4 100
6 150
4 80
@6 refractory up to 400 up to @1,6 6 120
10 195
Welding cables recommended length forMMA:
Maximum current, A ga:::ll:);’g:: S\;v(::?;o;fe:ﬁzz 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

400 8...30 50 KG 1x50
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MACHINE CONNECTION DIAGRAM FOR MMA WELDING
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SPECIFICATIONS
PARAMETERS PowerMIG-400-400V

Rated three-phase mains 50 / 60 Hz voltage, V ::;Z%%/
Rated current consumption from the mains phase, A 22...26
Rated welding current, A 400
Maximum operating current, A 500
Duty cycle 100%/at 400 A
Supply voltage variation limits, % +15
Welding current regulation limits, A 15...400
Welding voltage regulation limits, V 12...35
Wire feed speed control limits, m/min 1,0...20
MMA electrode diameter, mm 1,6...8,0
Solid welding wire diameter, mm 0,6...2,03
Maximum coil weight, kg 15

MMA: 0,2...500 Hz adjustable
Welding pulse modes TIG: 0,2...500 Hz adjustable
MIG/MAG: automatic

‘Hot-Start’ in the MMA mode Adjustable
‘Arc-Force’ in MMA mode Adjustable
‘Anti-Stick’ in the MMA mode Automatic
No-load voltage reduction unit on/ off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated power consumption, kVA 15,2...18,0
Maximum power consumption, kVA 20,2
Efficiency, % 90
Cooling Adaptive
Operating temperature range, °C -25...+45
Overall dimensions, mm (length, width, height) 510x235x410
Weight without coil and accessories, kg 38,4
Ingress Protection rating 1P23

SETTING THE MACHINE FUNCTIONS

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

1) in the MMA method —welding current;

2) in the TIG method — welding current;

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

In the MIG/MAG welding method, the actual welding current value is shown at the digital display during the welding process. After the
welding process is completed, the actual welding current value remains displayed on the machine’s screen for 8 seconds.

Regulators 3 and 8 are multifunctional and used for:

1) selecting the function in the current welding method (turning left and right);

2) setting the value of the selected parameter (press the regulator and turn it);

3) resetting all functions to factory settings of the current program of the current welding method (press and hold the knob for more
than12s).

Press the MODE button to change the machine operating mode (switching in a circle).

3Upto 1,2 mmin pulse mode
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LOCKING/UNLOCKING THE MACHINE MENU

If the machine menu is locked, the control knob 3 and 8 changes the value of only the main parameter of the current operating mode.
Press and hold the control knob 3 or 8 for more than 6 seconds to unlock the menu. When unlocking, an opening lock is animated. After
successful unlocking, additional operating mode functions and their values are available for change.

Press and hold the control knob 3 or 8 for more than 6 seconds to lock the menu. When locking, a closing lock is animated, and the menu
transitions to a closed status.

SWITCHING TO THE REQUIRED WELDING MODE

Press the MODE button to switch to the next welding mode in a circle.

RESET ALL FUNCTIONS OF THE CURRENT WELDING MODE

Press and hold down regulator 3 or 8 for more than 12 seconds (ignore the animation of the lock symbol) to reset settings to the factory
defaults. The countdown ‘333...222...111..." will start, and when ‘000’ is reached, all settings of the current welding mode selected
program will be reset to factory defaults. Parameters reset for every program of every welding mode are made separately to exclude the
unwanted reset in the other programs and welding modes.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In every one of the MMA, TIG, and MIG/MAG welding methods, the machine can store up to 16 different settings. The current setting
(program) number is displayed in the upper right corner of the screen. When the machine is first turned on, program number 1 is
displayed for every welding method. All changes to the machine settings in this welding method are saved in the current program
number.

Press the PROG button - the current program number will be displayed. Use the control knob 3 or 8 to select another program to adjust
its parameters.

MACHINE FUNCTIONS LIST

MMA welding method

0) [-1-] Main parameter amperage (default= 80 A);
a) 15...400 A (unitincrement 1 A);
1) [H.St] ‘Hot Start’ power (default = 50%);
a) O[OFF]...100% (unit increment 5%);
2) [t.HS] ‘Hot Start’ time (default= 0.3 s);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] ‘Arc Force’ power (default = 50%);
a) O[OFF]...100% (unit increment 5%);
4) [u.AF] ‘Arc Force’ triggering level (default= 12 V);
a) 9...18 V (unitincrement 1 V);
5) [BAH] voltage response slope (default= 1.4 V/A);
a) 0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] ‘Short arc’ welding (default= OFF);
a) O[OFF]...3 stages (unitincrement 1 stage);
7) [BSn] voltage reduction unit (default= OFF);
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] current pulsation mode (default= OFF);
a) ON -enabled;
b) OFF - disabled;

MMA pulse mode parameters:
9) [-1-] base amperage (default= 80 A);
a) 15...400 A (unitincrement 1 A);
10) [I.PS] pause amperage (default= 25 A);
a) 15...400 A (unitincrement 1 A);
11)  [Fr.P] current pulsation frequency (default= 5.0 Hz);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] pulse/pause ratio (balance) - the current pulse time percentage to the period of pulses repetition (default= 50%);
a) 20...80% (change step 2%).

TIG welding method

0) [-2-] Main parameter welding amperage (default= 60 A);
a) 15...400 A (unitincrement 1 A);

1) [Pr.A] start amperage (pilot arc) (default=20A);
a) 15...50 A (unitincrement 1 A);

2) [t.uP] amperage rise time (default=0.2 s);
a) 0...15.0 s (adjustment step 0.1 s);
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[t.dn] amperage fall time (default= 0.2 s);

a) 0...15.0 s (adjustment step 0.1 s);

[Po.A] final amperage (default= 20 A);

a) 15...50 A (unitincrement 1 A);

[t.PO] post-gas time (default= 4.0 s);

a) 1.0...35.0 s (unitincrement 0.1 s);

[But] torch button mode = [LIFT] (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 (press the torch button again to reduces the current to the ‘Final Current’ value, release
the torch button to shut down the welding current);

[Po.P] pulse mode (default= OFF);

a) ON -enabled;

b) OFF - disabled;

TIG pulse mode parameters:

8)
9)
10)

11)

[-2-] Main parameter base amperage (default= 60 A);

a) 15...400 A (unitincrement 1 A);

[I.PS] pause amperage (default = 25 A);

a) 15...400 A (unitincrement 1 A);

[Fr.P] frequency pulse (default = 10.0 Hz);

a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);

[dut] impulse/pause duty (balance) - the current pulse time percentage to the period of pulses repetition (default= 50%);
a) 4...80% (change step 2%).

MIG/MAG welding method

[-3-] Main parameter welding voltage (default= 19,0 V);
a) 12,0...35,0 V (unitincrement 0,1 V);

[SPD] Second main parameter wire feed speed (default= 4,5 m/min);
a) 1,0...20,0 m/min (adjustment step 0,1 m/min);
[t.Pr] pre-gas time (default= 0,1 s);

a) 0,1...25,0 s (adjustment step 0,1 s);

[t.PO] post-gas time (default= 1,5 s);

a) 0,5...25,0 s (adjustment step 0,1 s);

[t.uP] amperage rise time (default = 0,1 s);

a) 0...5.,0 s (adjustment step 0,1 s);

[t.dn] amperage fall time (default=0,1 s);

a) 0...5,0 s (adjustment step 0.,1 s);

[But] torch button mode (default=[2T]);

a) [2T] - 2T torch button mode;

b) [4T] - Standard 4T torch button mode;

[Ind] inductance level (default= 0);

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

a) ON -enabled;

b) OFF - disabled;

[Po.P] pulse mode (default= OFF);

a) ON -enabled;

b) OFF - disabled;

MIG/MAG pulse mode parameters:

10)

11)

12)

[Adu] main parameter in pulse mode - voltage adjustment (default= 0.0 V);

a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;

[tYP] wire material type (default= Fe);

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);

[dia] wire diameter (default= 0.8 mm);

a) 0.6...1.2 mm for steel and stainless steel wire;

b) 0.8...1.2 mm for aluminum wire.

“recommended shield gas consumption rate: 7 I/min for low current, and more than 14 /min for 150-200 A current
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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 inverter equipment, and check the
correctness of the warranty card filling: the model name of the product you purchased and its serial number must match
the entries in the warranty card. Making changes or corrections to the card is prohibited.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the conditions of
operation, storage and transportation.

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

Unit model | Warranty period |
| PowerMIG-400-400V | 2 years |
The main warranty period starts from the date the inverter equipment was sold to the end customer.

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 to avoid the device malfunction. 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 PATON™ inverter equipment owner:
- to make diagnostics and identify the cause of the malfunction;

- to provide units and parts required for the repair;

- to repair the failed equipment;

- to test the repaired equipment.

The main warranty does not apply to the equipment:

- mechanically damaged that affected the device performance (deformation of the case and parts as a result of falling from a height or
external hits), malfunctioned buttons and connectors;

- with traces of corrosion, caused a malfunction;

- failed 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.);

- have a traces of unauthorized repair attempt and/or elements replacement.

Also, the main warranty does not apply to the damaged external elements of the equipment that are subject to physical contact, and to
the accompanying/consumable materials:

- the power switch;

- the adjusting knobs;

- the cables and sleeves connectors;

- the control connectors;

- the mains cable and the mains cable plug;

- the carrying handle, the shoulder strap, the case, the box;

- the electrode holder, the ground terminal, the torch, the welding cables and sleeves.

Claims are accepted no later than two weeks after the sale.

The seller may refuse to provide warranty repairs or to set the date of the machine manufacture as the warranty start date (established
by the serial number) when:

- the owner loses the warranty card;

- the warranty card is not filled out by the seller, or filled incorrectly. . ~
The warranty period is extended for the device warranty service period in the service center.
Contact your dealer or the importer for information on the location and contact details of the
nearest service center.

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 DEALER OR THE IMPORTER FOR FURTHER INFORMATION ABOUT DEVICE RECYCLING.
-23- PATON PowerMIG-400-400V



[ata npuiioMy Ha peMoHT / Received to repair date

O3Haku HecnpaBHocTi / Malfunction symptoms::

»

FPATON

» 20

(nmianuc / signature)

MpuunnHa / Cause:

[ata npuiiomy Ha peMoHT / Received to repair date

O3sHaku HecnpaBHocTi / Malfunction symptoms::

720

(nianuc / signature)

MpuunnHa / Cause:

[ata npuiiomy Ha peMmoHT / Received to repair date

O3sHaku HecnpaBHocTi / Malfunction symptoms::

720

(nianuc / signature)

MpunuunnHa / Cause:

PATON PowerMIG-400-400V -24-



FPATON

[ata npuiiomy Ha peMmoHT / Received to repair date

O3Haku HecnpaBHocTi / Malfunction symptoms::

720

(nianuc / signature)

MpunuunnHa / Cause:

[ata npuiioMy Ha peMoHT / Received to repair date

O3Haku HecnpaBHocTi / Malfunction symptoms::

»

» 20

(nianuc / signature)

MpuuunnHa / Cause:

[ata npuiioMy Ha peMoHT / Received to repair date

O3Haku HecnpaBHocTi / Malfunction symptoms::

»

» 20

(nmianuc / signature)

MpuunnHa / Cause:

-25-

PATON PowerMIG-400-400V



	НЕБЕЗПЕКА МЕРЕЖЕВОГО І ЗВАРЮВАЛЬНОГО СТРУМУ
	НЕБЕЗПЕКА ВИПРОМІНЕННЯ ЗВАРЮВАЛЬНОЇ ДУГИ
	НЕБЕЗПЕКА ШКІДЛИВИХ ГАЗІВ І ВИПАРІВ
	НЕБЕЗПЕКА МАГНІТНОГО ПОЛЯ
	НЕБЕЗПЕКА ВИЛЬОТУ ІСКОР
	ОСОБИСТЕ ЗАХИСНЕ ОСНАЩЕННЯ
	НЕБЕЗПЕКА ІНТЕНСИВНОГО ШУМУ
	РОЗПАКУВАННЯ
	ЕЛЕМЕНТИ УПРАВЛІННЯ ТА ІНДИКАЦІЯ
	ІНДИКАЦІЯ АПАРАТА
	ВВЕДЕННЯ В ЕКСПЛУАТАЦІЮ
	ВИМОГИ ДО РОЗМІЩЕННЯ
	ПІДКЛЮЧЕННЯ ДО МЕРЕЖІ ЖИВЛЕННЯ
	ВИБІР МОВИ МЕНЮ АПАРАТА
	Параметри режимів зварювання
	Рекомендована довжина зварювальних кабелів для ММА:
	СХЕМА ПІДКЛЮЧЕННЯ АПАРАТА ДЛЯ РУЧНОГО ДУГОВОГО ЗВАРЮВАННЯ (MMA)
	СХЕМА ПІДКЛЮЧЕННЯ АПАРАТА ДЛЯ ЗВАРЮВАННЯ В АРГОНІ (TIG) з пальником «35-50»
	СХЕМА ПІДКЛЮЧЕННЯ АПАРАТА ДЛЯ ЗВАРЮВАННЯ В АРГОНІ (TIG) з пальником «GZ-2»
	СХЕМА ПІДКЛЮЧЕННЯ АПАРАТА ДЛЯ НАПІВАВТОМАТИЧНОГО ЗВАРЮВАННЯ (MIG/MAG)

	ТЕХНІЧНІ ХАРАКТЕРИСТИКИ
	НАЛАШТУВАННЯ ФУНКЦІЙ АПАРАТА
	РОЗБЛОКУВАННЯ/БЛОКУВАННЯ МЕНЮ АПАРАТА
	ПЕРЕМИКАННЯ НА НЕОБХІДНИЙ РЕЖИМ ЗВАРЮВАННЯ
	СКИДАННЯ НАЛАШТУВАНЬ ВСІХ ФУНКЦІЙ ПОТОЧНОГО РЕЖИМУ ЗВАРЮВАННЯ
	ЗМІНА НОМЕРУ ПРОГРАМИ У ПОТОЧНОМУ РЕЖИМІ ЗВАРЮВАННЯ

	ПЕРЕЛІК ФУНКЦІЙ АПАРАТА
	Спосіб зварювання «MMA»
	Спосіб зварювання TIG
	Спосіб зварювання MIG/MAG

	ГАРАНТІЙНЕ ОБСЛУГОВУВАННЯ
	ГАРАНТІЙНІ ЗОБОВ’ЯЗАННЯ

	DANGER OF MAINS AND ARC CURRENT
	DANGER OF WELDING ARC RADIATION
	DANGER OF HAZARDOUS GASES AND VAPOURS
	DANGER OF MAGNETIC FIELD
	DANGER OF SPARKING
	INDIVIDUAL PROTECTIVE EQUIPMENT
	DANGER OF INTENSE NOISE
	UNPACKING
	CONTROLS AND INDICATIONS
	MACHINE INDICATION
	START-UP
	INSTALLATION REQUIREMENTS
	POWER CONNECTION
	SELECTING THE DEVICE MENU LANGUAGE
	Welding mode parameters
	Welding cables recommended length  for MMA:
	MACHINE CONNECTION DIAGRAM FOR MMA WELDING
	MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the ‘35-50’ TIG torch
	MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the ‘GZ-2’ TIG torch
	MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING

	SPECIFICATIONS
	SETTING THE MACHINE FUNCTIONS
	LOCKING/UNLOCKING THE MACHINE MENU
	SWITCHING TO THE REQUIRED WELDING MODE
	RESET ALL FUNCTIONS OF THE CURRENT WELDING MODE
	CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

	MACHINE FUNCTIONS LIST
	MMA welding method
	TIG welding method
	MIG/MAG welding method

	WARRANTY
	WARRANTY POLICY


