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HanisaBTOMaT A1yroBuii iHBepTOpHUi1 / Semiautomatic welding inverter
PATON™ ProMIG-160 / 200 / 250 / 270-400V [ 350-400V

[lata npogaxy / Purchase date " 20 r.

(Mignuc npogasus / Vendor signature)
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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC

Novopyrohivska 66, 03045 Kiev, UKRAINE

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

Product designation: PATON™ ProMIG-160-15-2, PATON™ ProMIG-200-15-2,
PATON™ ProMIG-250-15-2, PATON™ ProMIG-250-15-4,
PATON™ ProMIG-270-15-2-400V,
PATON™ ProMIG-270-15-4-400V,
PATON™ ProMIG-350-15-4-400V

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

EN IEC 60204-1:2018

power sources EN IEC 60974-1:2022/A1:2022

Arc welding equipment - Part 10: EN IEC 60974-10:2014/A1:2015

Electromagnetic compatibility (EMC) EN IEC 60974-10:2021/A1:2021

requirements

Signed on behalf of: PATON International LLC

Place and Date: 03045 Kiev, UKRAINE O4.Q§;lg%2
G Tl

< '_,w{

Signature
Name, Function:

PATON International LLC
Novopyrohivska 66, 03045 Kiev
Tel: +380 800 500 600
E-Mail:
office@paton.ua
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YKPATHCbKA

3BaptoBa/ibHUI anapaTt BUrOTOB/AEHUI BiAMNOBIAHO AO TEXHIYHUX CTAHAAPTIB | BCTAHOBNEHUX NPaBuA
TexHiku 6e3neku. MpoTe y pasi HeNPaBUALHOTO NOBOAXEHHS BUHMKAE Hebe3neka:

- TpaBMyBaHHs 06C/1yroBytoyoro nepcoHasy abo TpeTboi ocobu;

- 3aM0AifHHA WKOAW caMoMy anapaTy abo MaTepia/sbHUM LiHHOCTAM MiANPUEMCTBS;

HecnpaBHOCTI, fiki MOXYTb 3HU3WUTK Ge3neky, NOBUHHI Gy TV TEPMIHOBO YCYHEHI.

- TOUHO AOTPUMYBATUCA L€l IHCTPYKLi.
MPABWUNA TEXHIKU BE3MNEKN

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJIBHOI O CTPYMY
- YPaXeHHS eNeKTPUYHIM CTPYMOM MOXe ByTn cMepTeNbHUM;

- 3BapioBasibHUI kabeb NOBUHEH By T MiLiHUM, HEYLIKOAXEHUM Ta i301b0BaHUM. OcnabieHi 3'eqHaHHs
i nowkoAxeHun kabenb NoTpibHO HeranHo 3amiHUTK. Mepexesi kabeni 1 kabeni 3BaptoBaALHOrO
anapary NOBUHHI CUCTEMATUYHO NepeBipaTUCS axiBLLEM €/1eKTPUKOM Ha CrPaBHICTb i30T

- Mi4 YaC BUKOPUCTaHHS 3a60POHAETLCA 3HIMATMW 30BHILLHINA KOXYX anaparTy.

- nopyLueHHs edpekTMBHOro poboyoro npoecy.

Bci ocobu, siki nos's3aHi 3 BBeAEHHSM B eKCMAyaTauito, yNpaBAiHHAM, AOTISAOM i TEXHIYHUM
obc1yroByBaHHSIM anapaTy NMOBUHHI

- NPONTU BigNOBiAHY aTecTaliio;

- BOJIOAITV 3HAHHAMM 3i 3BapIOBaHHS;

/e HEBE3MNEKA BUNPOMIHEHHS 3BAPIOBAJIbHOT AYTY
l( e 3ab0opOoHSAETLCA CMOCTepiraTM 3a 3BaploBasibHOI Ayrol Heo36poeHnm okom. [Jyra i 6pusku, wo
7, YTBOPIOKOTLCA Mi Yac poboTH, MOXyTb obnekTn Wkipy abo BUKAMKATKU NOAYM'S, TOMY 3aBXAM CAij

HOCWTM 3aXMUCHY Macky 3 ToHoBaHUM $inbTpom (DIN g 10). CTOPOHHI 0CO6M, L0 3HAXOAATLCA B 30Hi Aii
NpUCTPOIO, MOBMHHI 3axMILaTK Oudi CheuiaibHUMK 3aXMCHUMK OKynspamu abo BUMKOpUCTOBYBaTW
HEeroproyi eKpaHu, o NOr/IMHAITh BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIAANBUX FA3IB | BUTMAPIB
- YyTBOPEHi UM Ta WKiAMBI rasu BUAanNTH 3 pobouoi 30HM creljianbHUMKM 3acobamu;
® - 336e3neunTI 4OCTaTHIN NPUTOK CBIXXOrO NOBITPS;
- BUMapy PO34YMHHUKIB He MOBMHHI MOTPaNATH B 30HY BUNPOMIHIOBaHHSA 3BaploBa/IbHOI Ayru.

G HEBE3MEKA MATHITHOIrO Noas
@ - CTBOPEHi BUCOKMM CTPYMOM MarHiTHi MOAS MOXyTb YMHUTU HEraTUBHWIA BMNMB Ha MpaLe3AaTHiCTb
it eNeKTponpunaais (Hanpuknag, kapaioctumynsTtop). Ocobu, ski MalTb Taki NpuWaagM, MOBUHHI

nopaanTnca 3 niKapeM, nepuw Hix HabanxaTmca A0 pOGOHOI’O 3BaptoBa/IbHOro MaﬁAaHHMKa.

HEBE3MEKA BU/IbOTY ICKOP

- 3aiMUCTi NpeAMeTU BUAAANTU 3 pO6OUOT 30HY;

- He ZoMNycKalTbCs 3BaploBasibHi Po6OTU Ha EMHOCTSX, y sAikmx 36epiratoTbest abo 36epiranucs rasw,
nanbHe, HapToNpoAyKTU. MoxnBa Hebe3neka BUBYXy 3a/NMLIKIB LIUX MPOAYKTIB;

- y MOXexo- Ta BUbyxoHebe3neuHnx NpUMILLEHHAX AOTPUMYBATMCS 0COBNBUX NPaBU, BIANOBIAHO A0
HaLiOHa/IbHKX Ta MiXXHaPOAHNX HOPM.

OCOBUCTE 3AXUCHE OCHALLEEHHSA

N5 0COBUCTOrO 3aXMCTy AOTPUMYNTECH HACTYMHUX NPaBU:

- HOCUTM MiljHe B3yTTs, W0 36epirae i30/110t04i BAACTUBOCTI, B TOMY YMCAi 1 Y BONOTUX YMOBAX;

- 3aXMLLATU PYKM i30/110I04MMM PyKaBUUKAMK;

- O4i 3aXMLATK 3aXMCHOIO MACKo 3 GiNbTPOM NPOTU yAbTPadioNeTOBOro BUNPOMIHIOBAHHS, AKUIA
BinoBiZae cTaHAapTam TexHiku 6e3neku;

- BUKOPUCTOBYBATU Ti/IbKW BiAMNOBIAHMI (BaXKO3aMMUCTUI OAST).

HEBE3MNEKA IHTEHCMBHOIO WWYMY

3BaptoBa/sibHa Ayra, sika BUHMKAE MiJ 4ac 3BaplOBaHHSA MOXe BMAABATW 3BYKW piBHA BUwe 85 AB
npoTAroM 8 roanH poboyoro Yacy. 3BaploBasibHUKK, WO MNPALLIoOTb 3 061a4HAHHAM, Nig Yac poboTu
MaloTb HOCUTY 3aCO6M 3aXMCTY OpraHiB Cyxy.
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PO3MAKYBAHHA

Jlo KOMM/IeKTy anapaTy BXOASTb:

CTucanii nocibHmk

KOpWCTyBaya =
& 4
= |

3BaploBa/ibHWit kabesb 3 eNeKTPOZOTPUMaYEM

ABICOR BINZEL*
KomnnekTun ponukis Anst

CyL,iIbHOr O Ta anloMiHiEBOro

APOTY**
3BaptoBabHUi Kabesb 3 knemoto «maca» ABICOR Axepeno xueeHHs 38aptoBasibHol
BINZEL*** Ayrv 3 610KOM nogavi 4poTy
PemiHb ansn
nepeHeceHHs anapaty
Ha naeyi

. . LLIBMAKO3HIMHWIA NHEBMOPO3'EM
HaniBaBToMaTnuHmMit nanbHuk ABICOR BINZEL*

* Kpim mogeneii 3 komnaekTauieto «WA» Ta « WAM»
** ins mogenen ProMIG-250-15-4/270-15-4/350-15-4

EJIEMEHTV YTIPAB/IIHHA TA IHANKALIS *%* Kpim Moaenet 3 komniekTauieto « WA»
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1 - Lindposuit gucnneir;
2 - KHonka Bubopy pexwmy 3saptoBaHHs MODE:

a) pyyHe Ayrose 3BaploBaHHA WTYy4YHUM enekTpogom PA3 «MMA»;

6) 3BaptoBaHHs B aproHi, en1eKTpoAoM Lo He naaBuTbca APT «TIG»;

B) 3BaplOBaHHA HaniBaBTOMaTW4He B 3aXMCHUX rasax HA «MIG/MAG»;
3 —PyuKka peryastopa a5 Bubopy dyHKLil (NapameTpis) MOTOYHOrO PexvMy 3BaploBaHHSA Ta BCTAHOB/IEHHS X 3HAYEHHS (3a
3aMOBUYBaHHSAM — BCTAHOBJ/IEHHS NapaMeTpy 3BapoBa/ibHOT Hanpyrv B pexumi MIG/MAG). 3a Bubip gyHKLii BiANOBIAaI0OTL NOBOPOTH
perynsTopa npasopyu Ta iBopyu. ZIns nepexoay A0 BCTaHOB/IEHHSA 3HaueHHs BU6PaHOro napameTpy HeobXiZHO HaTUCHYTH Ha PyuKy
perynsaTopa. 3HayeHHs BCTAHOBJIIOETLCA MOBOPOTaMY PYUKM Pery/ifsTopa npasopyy abo niBopyy. [19 NoBepPHEHHS 40 MeHIo BUbopy
yHKuUii/napameTpiB HeoBXiAHO Lie pa3 HATUCHYTU Ha PyuKy PeryaaTopa;
4 — Kronka Bubopy nporpamu 3saptoBaHHs (Habip paHilue HanalWTOBaHUX KOPUCTYBaYeM NapaMeTpis)/a0AaTkoBa dyHKuis: HanawTyBaHHs
PiBHSA IHAYKTUBHOCTI (NPU YTPUMaHH| B HATUCHEHOMY MONOXEHHI BiNbLue 1 cekyHAN);
5—KHonka nepeBipkun nogayi 3axvcHoro rasy (4piT He NOAa€eTbCA);
6 — KHonKa 4191 WBMAKOro BUK/IMKY NapaMeTpy Ha allTyBaHHS 3BaploBanbHOI Hanpyri Ha 6.1oui nogavi apoTy;
7 - Lindposuit gncnneit 6aoky nogaui ApoTy;
8 — Pyuka perynaTtopa Ans Bubopy dbyHKLUi (TapameTpiB) NOTOYHOrO PeXWUMY 3BaptOBaHHA Ta BCTAaHOB/IEHHS IX 3Ha4eHb Ha 6101 nogavi
APOTY (33 3aMOBYYBaHHAM — BCTAHOB/IEHHA NapameTpy WBUAKOCTI nogadi gpoTy B pexxumi MIG/IMAG);
9 — KHonka Bubopy nporpamu 3sapioBaHHs (Habip paHille HanalWTOBaHNX KOPUCTyBaYeM NapameTpis) Ha 60ui nogayi 4poTy / AoaaTkoBa
dyHKuin: HanawTyBaHHs piBHA iHAYKTUBHOCTI (MPU yTPUMaHHi B HATUCHEHOMY MOIOXEeHHI bisblue 1 cekyHAM);
10 — KHoMKa 3anpaBaeHHsA ApOTy (ra3 npu LibOMy He NOAA€ETbCA);
11— Po3'em KZ-2 Tuny "€BPO" ans nia’eHaHHA HaniBaBTOMaTUYHOTO Na/IbHUKa;

A —THi3/,0 CMI0BOTO CTPYMY «+» TUNy BaltoHeT:
a) npu 3BaptoBaHHi P13 "MMA" — nigkto4aeTbea kabenb enekTposa (B OKpeMnx BUNaAKax Npy BUKOPUCTaHHI cneliiaibHux
eN1eKTPOAIB NiIAKNOYAETLCA Kabeb «<Maca»);
6) npv 3BaptoBaHHi APT "TIG" — nigKt04a€ETbCA TiNbku kabenb «macay;
B) NpU HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHAM APOTOM - NiAK/IIOHYAETLCA kabelb MexaHi3My noaavi
ApoTy;
r) Npu HaniBaBTOMaTU4YHOMY 3BaptoBaHHi HA "MIG/MAG" $pAtocoBUM ApOTOM - NiAK/IIOHAETLCS Kabeb «Maca»;

B - Hi340 cM0BOro CTpyMy «-» TUMy 6aioHeT:
a) npv 3BaptoBaHHi P/13 "MMA" - nigkntoyaeTbes kabesib «Maca» (B OKpeMux BUNaZKax Npyu BUKOPUCTaHHI cneLjiaibHux
eNleKTPOAIB NMigKM0YaETbCA Kabesb enekTpoa);
6) npu 3BaptoBaHHi APT "TIG" - NigK/II04AETLCA TiIbKU aproHOAYrOBUI NaNbHUK;
B) NP1 HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM 4pOTOM - NiAKNIOYAETLCA Kabesib «Macay;
r) Npy HaniBaBTOMaTU4HOMy 3BaptoBaHHi HA "MIG/MAG" ¢patocoBUM ApOTOM - MigKIO4AETLCA Kabeslb MexaHiamy nogavi
Apory.

12 — ABTOMAT / KHOMKA YBIMKHEHHS [ BAMUKAHHA A)Kepeia 3BapioBa/ibHOro CTPyMy;

13 — 3anobixHuk 610Ky nogaui 4poTy;

14 — 3ano6ixHWK nigirpisaya rasy;

15— Micue nigkaoueHHs kabeso 3a3eMieHHs;

16 — PoseTka gnq nigirpisaya rasy 36V;

17— Po3'eM nogadi curHanis BiJ MeXaHi3My NoAadi APOTY Ha BK/IOUEHHS | BUK/NIOYEHHS AXepena CTpyMmy;
18 — Kabenb ANs NiAKAOUEHHSN 4,0 MEPEXi XUBNEHHS;

19 — LUTyuep noaadi 3axucHoro rasy;

20 — 3axMCHU1 6OKC ANA KOTYLWIKK 3i 3BapIOBaNbHUM APOTOM;

21— TpMay KOTYLIKM ANS APOTY 3 NMPYXMUHHAM MEXaHI3MOM ra/lbMyBaHHS.

PATON ProMIG DC MMA/TIG/MIG/MAG -6 -
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IHAUKALIA POBOTU ANAPATA B PEXXMMAX

MIG/MAG

' I MAG-ZT MFor, He 1

,// HanrF'9ra =earFHEdHHA.

Bbnok nodayi dpomy

B X
MNaFaMeTFH. i

cHna Nar. CTarTd:  SH%
Hac Mar. CTarTy: @,3C

MeHio 3a6a0ko08aHe Bbnok nodayi dpomy
TIG

el TIG-LIFT nFor.Ha 1)
N . X

NaFaMeTFM: i
KHOMKa NafleHHKa:
iMNY9AECcHWA FPewuM:  OFF

MeHio 3a6n0k08aHe Bnok nodayi dpomy
1 — MOTOUHMIA PeXM 3BaptOBaHHS 4 — 3HaveHHs o6paHoi yHKLii / napameTpa
2 —Homep noToyHoi nporpamu 5—lepenik Ta BCTAHOB/IEHI 3HAYEHHA 2-X HACTYMHMX NapameTpis
3 —HasBa dyHkuii / napametpa B MeHI0

BBEJEHHA B EKCNZTYATALIIO

3BaploBasibHWI anapaT NPU3HAYEHUI BUKIIOYHO: A/1Sl PyYHOrO AyroBOro 3BaplOBaHHA WTYYHUM €/1eKTPOAOM, 3BapiOBaHHs B CepesoBuLLi
aproHy, a TaKoX HamniBaBTOMaTU4YHOrO 3BapiOBaHHA B CEpPesOBMILi 3aXWUCHMX rasiB. |HWe BMKOPUCTaHHA anapaTty He BiAnoBiAae ioro
npu3HayeHHo. BupobHMK He Hece BiANOBIAANLHOCTI 3a MOWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTy He 3a MNpU3HAYEHHAM.
BuKOpUCTaHHSA BiANOBIAHO A0 NPU3HAYEHHS, MAE Ha YBa3i 40TPUMaHHSA BKa3iBOK LibOro nocibHmKa 3 ekcryaradii.

BUMOIM A0 PO3MILLEHHSA

HeobxigHo po3miulyBaTi anapart Tak, wob 3abesnedysBaBcs 6e3nepelwkoAHNUI BXif i BUXif OXON0AXYIOHOro MOBITPS Yepe3 BeHTUAALINHI
OTBOPW Ha MepejHin i 3aaHin naHensx. CaiakyiTe 3a TMM, Wo6 mMeTanesui nua (Hanpukaad, nig 4Yac HaxpgauHoro waidpysaHHs) HE
3acMokTyBanacs 6e3nocepeAHbO B anapaT BEHTUAATOPOM OXONOAXKEHHS.

MNIAKAOYEHHA 40 MEPEXI

3BaploBa/IbHWIA anapaT y CepiliHOMy BUKOHaHHi pO3paxoBaHMUii Ha:

1. Mepexesy Hanpyry 220B (-27% +18%) — gns mogeneit ProMIG-160/200/250;

2. TpudasHy mepexesy Hanpyry 3x380B abo 3x400B (Moaeni ProMIG-270/350) — A/18 LibOTO BUBEAEHO TpM APOTU. MpaBua TexHikn besneku
nig yac nposeseHHs pobiT 3i 3BaploBa/bHUM 06NaAHAHHAM BUMaraloTb 3a3eM/eHHs Kopnycy anapaTy. [lns uboro nepejbavyeHo asa
BapiaHTU: 1) BUKOPUCTAHHA YeTBEPTOro APOTY y MepexeBoMy Kabeni KOBTO-3e/1eHOro KoNbopy (MiKHapOAHWIA CTaHAAPT MapKyBaHHS); 2)
BMKOPUCTaHHs 6ONTOBOI KJ1IeMU Ha 3a/Hil NaHei anapaTy (KOpPCTKilMI CTaHAapPT 3a3eM1eHHs, KM BUKOPUCTOBYBaBCA B kpaiHax CH/).

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



Ansa nigknodenHs 3BaptoBanbHux anapatis PATON g0 3-dasHoi Mepexi XUBAeHHS

BMKOPUCTOBYTE Kabesib 3 YOTUPMA NPOBOAAMY, L0 BiAnoBigae cTaHAapTy IEC 60445: L2
o KopwuuHesui nposig —¢asaly; O
® YopHuii npoBig, —dazsalz;
e CuHi nposig —¢asalsz;
® )KoBTO-3e/1€HUI1 NPOBIj — 3a3eMNEHHS. Ll

L3

Yeara! Mpwu nigiktoueHHi anapata 40 Hanpyru Mepexi Buuie 270B (ProMIG-160/200/250)
abo 450B (a1 ProMIG-270/350), BCi rapaHTiiiHi 30608'A3aHHA BUPOGHMKa BTpayaloTb
cuny! A TakoX rapaHTiMHi  30060B'fi3aHHA  BMPOGHMKA BTPavaldTb YMHHICTL MpU J_—
NoMUAKOBOMY NigKNtoUeHHi ha3n Mepexi Ha 3a3eMAeHHS Axepena.

MepesxeBuit pos'em, nonepeyHuii nepepis kabesis Mepexi X1B/IEHHS, @ TAKOX MepexeBi 3anobixHUKM NOBUHHI BUBMPATUCS BUXOASUM 3
TeXHIYHMX JaHuX anapaTa.

BUBIP MOBU MEHIO AMAPATA

Jlns B6opy/3MiHM MOBM MeHIO anaparta HeobXi4HO HaTUCHYTM Ta YTPUMYIOUM KHOMKY 2 YBIMKHYTM anapar. [1ic/1f Liboro Ha ekpaHi 3'ABUTbCA
MeHI0 BUGOPY MOBW, B IKOMY MOBOPOTaMM Py4Ku perynsatopa 3 MOXHa BUGpaTh HeobxiAHy MOBY, Ta NiATBEpAMTH BMbIp 3a 4ONOMOroio
HaTWUCKaHHA Ha Py4Ky peryasaTopa 3. Micis Lboro anapaT NpoAoBXUTL po6oTy 3 iHTepdelicom BiAMNOBiAHO MOBOO.

MNAPAMETPU PEXXMMIB 3BAPIOBAHHA

Enektpog ana BcraHoBneHe 3Ha4YeHHs AiameTp gpoty Mnowa nonepeyHoro nepepisy Makcum. goBxuHa
MMA, Mm cTpymy npu MMA i TIG, A Ansa MIG/MAG, mm NpOBOAY XWUBJEHHSA, MM* npoBoAy, M
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
1,5 115
2 1
22 20 80 Ao Jo,6 35
2,5 195
4 310
6 465
1,5 75
2 105
a3 £0120 Ao @o,8 2,5 130
4 205
6 310
2 75
2,5 95
[Z)A 40160
4 155
A0 @10 6 230
2,5 75
a5 £,0 200 4 125
6 185
2,5 60
5 0 250 0 J1,2* 100
@6 (nerkonnaski) A0 25 A ! 4
6 150

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNbLCHUM CTPYMOM CTaneBuM Ta HeipXKaBitounM ApoToM

PATON ProMIG DC MMA/TIG/MIG/MAG -8 -
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Enektpog ana BcraHoBneHe 3HauYeHHs AiameTp gpoty Mnowa nonepeyHoro nepepisy Makcum. goBxuHa
MMA, Mm cTpymy npu MMA i TIG, A npu MIG/MAG, mm NpOBOAY XWUBJEHHS, MM* npoBoAy, M
3 x380/400V - ProMIG-270, ProMIG-350
1,5 135
2 175
a3 A0 120 40 0,8 2,5 220
4 350
6 525
2 130
2,5 160
(7% A0 160
4 260
Ao J1,0 6 385
2,5 115
a5 A0 220 4 180
6 270
2,5 85
@6 (nerkonnaski) A0 270 A0 D1,2 4 135
6 205
2,5 65
76 A0 350 A0 D14 4 100
6 150

YBATA! Tymbaep XuBAeHHA Ha 3ajHilt naHeni anapata (4na mogeneit ProMIG-160/200/250) He € CMNOBUM, BiH He 3HECTPYMJIIOE
MOBHICTIO BCIO BHYTPILIHIO €1eKTPOHiKY. 3 L€l MPUYMHM 3ri4HO NpaBu TexHikK 6e3nekun nicas 3aBeplueHHs 3BaproBasbHUX PobiT,
BUIIMaNTe BUJIKY 3 MepeXxi.

CXEMA NMIAK/IFOYEHHA ANAPATA 414 3BAPIOBAHHA NOKPUTUMU ENEKTPO4AMU (MMA)

ENEKTPOQOTPUMAY

KNEMA "MACA"

PEKOMEHZOBAHA OBXXVHA 3BAPIOBAJIbHUX KABE/IIB:

TR T, JloBXwuHa kabenis (B 0aHY Mnowa no.nepelmzoro Meperefons
CTOPOHY), M nepepisy, Mm
160 2.7 16 Kl 1x16
200 3..9 25 KI" 1x25
250 5..11 35 KI" 1x35
270 5..11 35 KI" 1x35
350 6..14 35 Kl 1x35

-9 - PATON ProMIG DC MMA/TIG/MIG/MAG
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CXEMA NIAKNIOYEHHS AMAPATA A1 3BAPIOBAHHSA B APTOHI (TIG) — npy BUKOPUCTaHHI NasibHUKa 35-50

APrOHOBUHA
NANbHKUK

i

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

C

APTOHOBMIA
NANbHUK

~220V 1 230V
~3x 380V / 400V

(]

HAMIBABTOMATUYHUIA
NANbHKUK

BWPIB

PATON ProMIG DC MMA/TIG/MIG/MAG -10 -
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TEXHIYHI XAPAKTEPUCTUKHN

MAPAMETPU ProMIG-160 ProMIG-200 ProMIG-250 ProMIG-270 ProMIG-350
HomiHanbHa Hanpyra mepexi 220 220 220 3x380 3x380
5o/6olu, B 230 230 230 3X400 3X400
HoMmiHanbHWi cTpyM, Lo
CHOXUBAETLCA 3 dasyt Mepexi, A 18...21 23...27 29,5...35 12...14 16...18,5
HomiHanbHwWi1 3BaptoBanbHMi 160 200 250 270 o
cTpym, A 5 7 35
MakcumansHui agirounin cTpym, A 215 270 335 350 450

0, 0, 0,
70%inpn 70%/ npu 60%/ npu 70%/npu 270A 70%/npu 350A
. 160A 200A 250A
TpuBanicTb HaBaHTaxeHHs (TH) 100%/npun 100%/npun
100%/npn 100% / npun 100% / npun 22¢A 200A
134A 167A 193A 5 9
Mexi amiki Hanpyru mepexi 160 ... 260 160 ... 260 160 ... 260 +15% +15%
XWB/EHHS, B
Mexi pery/iloBaHHs 3BaptoBaibHOro 8. 160 16.... 200 15 . 250 13270 N o
cTpymy, A ... 25 ... 27 4 ... 35
Mexi pery08anHs 383pioBa/bHO 12...24 12...26 12...28 12..29 12...30
Hanpyru, B
Mexi Pery/ioBaHa WenAKoCTi 2,0..16
nozaui 4poTy, M/XB
[JliameTp WTy4yHOro eNnekTpoAa, MM 1,6 ... 4,0 1,6...50 1,6...6,0 1,6...6,0 1,6...6,0
Aiawep cyuireroro 0,6...1,0 0,6...1,0 0,6...1,2% 0,6...1,2 0,6...1,4
3BaploBaIbHOIO APOTY, MM
MakcumanbHa Bara KOTyLIKK 3 15

APOTOM, KF

MMA: 0,2...500 - peryboBaHui
TIG: 0,2...500 - peryboBaHuit
MIG/MAG: aBTOMaTUYHUIN

IMnyAbCHI pexumm nig yac
3BaploBaHHA, 'y

[apsunii ctapT (Hot-Start) B pexxumi

PA3 PerynvosaHa
Dopcax gyru (Arc-Force) B pexxumi Perynbosana
PA3
AnTunpuannanHa (Anti-Stick) B

. ABTOMaTUYHa
pexumi P43
B10K 3HVEHHS Hanpyr X010CTOro

BKJ1 [ BUMK

xody
Hanpyra xonoctoro xogy P13, B 12/75
Hanpyra nignany ayru, B 110
HomiHanbHa cnoxusaHa
ROTYXHICTs, KBA 41 ... 4,7 51..6,1 6,6..78 8,0...9,4 10,7 ...12,3
MakcumanbHa cnoxwvsaHa " N
NOTYXHICTb, KBA 59 7.5 9,5 14 53
KK, % 90
OxonogxxeHHs ApanTtuBHe
JlianasoH pobounx Temnepartyp, °C —25 ... +45
[abapuTHi po3mipu, MM (40BXMHa, 360 x 260 X 360 x 260 X 360 x 260 X 540 X 360 X 540 X 360 X
LWIMPUHA, BUCOTA) 270 270 270 400 400
Maca 6e3 akcecyapis, kr 13,1 13,2 14,0 (16,8) 22,5 24,4
Knac saxucty IP33 IP33 IP33 IP33 IP33

206...1.0 MM Npu 3BapIOBaHHI IMNYLCHUM CTPYMOM CTafIeBUM Ta Heip>KaBitoUnM ApOTOM
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BUBIP TA HAJTALUTYBAHHA GJYHKLlIVI AMAPATA

B cTaHAapTHOMY CTaHi (KOAM 40 KHOMOK Ha NepeAHili NaHesli He TOPKaloTbCs), anapaT Ha eKpaH Aepena 3BaploBa/ibHOro CTPYMy BUBOAWUTb
3HauYeHHA OCHOBHOTO NapameTpa NOTOYHOIO PEXMMY 3BaplOBaHHS:

1) y pexxumi MMA — 3BaptoBasibHWi CTPYM;

2) y pexwvmi TIG — 3BaptoBanbHUil CTpyM;

3) y pexxumi MIG/MAG - 3BaptoBa/ibHa Hanpyra Ta WBKUAKICTb Mogavi ApoTy.

Ha undpoBomy ekpaHi B MOMeHT 3BaptoBaHHs “"MIG/MAG” Big06paxaeTbcs NOToOYHe PaKTUUHE 3HAYEHHS 3BapIOBaNLHOrO CTpyMy. BapTo
3ayBaXMTH, WO Ha GpaKTUYHE 3HAUYEHHS CTPYMY BM/IMBAE PAJ HACTYyNHUX $pakTopiB: AiameTpa ApoOTy, WO BUKOPUCTOBYETLCS, BCTAHOB/IEHE
3HAUYEHHA HaMpPyru Ha gxepesi CTPyMy, BCTAHOBJ/IEHA WBMAKICTb NOZadi 4pPOTy Ha MeXaHi3mi nmoAaui, BUKOPUCTOBYBaHUI ras, maTepian i
TOBLYMHa BUPOGY, L0 3BaPIOETLCA Ta iH. MicAs 3aKiHYeHH: 3BaploBaHHsA $aKTUUHe 3HaUYEHHS 3BapIOBa/IbHOrO CTPYMY MOKa3y€eTbCs Ha eKpaHi
npoTAroM 8 cekyHA ANs MOXAMBOCTI Nepernsay CTpyMy 38aploBasibHUKOM.

Perynatop 3 Ha nepeaHilt naHeni Axepena 38aploBabHOro CTPyMy € baraTodyHKLiOHaNbHMM Ta BiANOBIAAE 3a HAacTyNHe:
1) BUGip no Koy ByAb-aKoi GpyHKLiT y NTOTOUHOMY pexwuMmi 3BaptoBaHHs (TOBOpPOTM iBopyY abo npaBopyu);
2) BCTAHOB/IEHHA 3HaYeHHSA BUGpaHOro napameTpy (HaTUCHYTU Ha PyyKy peryisTopa Ta NoBopoTy niBopyy abo npasopyy);
3) CKMAaHHs BCiX QYHKLN 40 3aBOACHKMX HANALWITYBaHb NOTOYHOrO PEXMMY 3BapIOBaHHA (HATUCHYTU Ha PyuKy perynsatopa Ta
YTPUMyBaT/ B HATUCHYTOMY NOJIOXEHHi Bisblue 12 ¢).

KHonka 2 Ha nepeHiit naHeni BiANOBIAAE 3a 3MiHY peXWMIB 3BaploBaHHSA (NepemMnKaHHs BiAbyBaEeTbCs No Koy).

MNEPEK/IOYEHHA HA HEOBXIZHY OYHKLIHO

SIKuLo B anapaTi BCTAHOB/IEHO CUCTEMY 3aXMCTY Bij HECAHKLiOHOBAHOrO A0CTYNy A0 MeHIo GyHKLii, NPy NOBOPOTaxX Py4ku perynsTopa 3
BiA46yBa€ETLCA pearyBaHHA 3HaUYeHHs OCHOBHOIO NapaMeTpy NOTOYHOrO PexVMy 3BaploBaHHs, a MeHIo GyHKLi anapaTa —3abnokosake. [ns
p036.10KyBaHHA MeHI0, HeOBXiZiHO yTPMMYBaTV B HATUCHYTOMY CTaHi pyuKy pery/isatopa 3 bisblwe 3,5 cekyHa. Mpu po3610KyBaHHi, Ha ekpaH
BUBOAWTLCS 300paxeHHA 3amka, SKMA BIAKPUBAETLCA, WO BKasye Npo npouec po3bsokyBaHHA MeHo ¢yHKuUik. Micas ycniwHoro
po36710KyBaHHs, NPV NOBOPOTaX Py4KkM 3 NpaBopyy abo AiBopyy, Ha LMPOBUIA ANCNEN BUBOANTLCA NOTOYHA Ha3Ba GyHKLi Ta il 3HaUeHHS.

AHanoriyHo, Npu HaTUCKaHHi Ha pyuky perynsTopa 8 Ha 6si0ui nogayi APOTy Ta yTPUMaHHI ii B HATUCHYTOMY CTaHi binblue 3,5 cekyHA
BiAbyBa€eTbCA Po36/10KyBaHHA MeHIO, i Ha LMPOBUIA eKpaH 7 BUBOAWUTLCS Ha3Ba Ta 3HaueHHs QYHKLLT NOTOYHOro pexmMy 3BaploBaHHA. 3a
JOMOMOrol0 HaTUCKaHHA Ha pyyKy peryastopa 8 Ta noBopoTiB ii npaBopyy abo NiBOpyY, MOXHa nepekaoyaTUCh MiX yHKUiAMM Ta
napameTpamu pexvmy, a TakoX 3MiHIOBATH iX 3HaYeHHSA B MeHLY abo 6inbLly CTOPOHY.

NEPEK/IIOYEHHSA HA HEOEXIAHI/II;I PEXXM 3BAPIOBAHHS
HaTuckaHHs KHONKYM 2 NPU3BOAMTL A0 NEPEK/IIOYEHHS Ha HaCTYMHUIA PeXMM 3BapIOBaHHSA No Koy. Lie BUAHO Ha Ancnaei 1 Ha nepeaHii naHen
anaparta.

CKMAAHHA HANALUTYBAHb BCIX (DyHKLUﬁ NOTOYHOI O PEXXUMY 3BAPIOBAHHS

MoxyTb BiabyBaTUCS CWTyalii, KOAW NapamMeTpy B anapaTi TPOXM 3anayTann KOpUCTyBaya. [/l TOro wob CKMHYTU iX A0 CTaHAAPTHUX
3aBO/CbKMX Ha/aLITYBaHb, 40CUTb YTPUMYBATH B HATUCHYTOMY CTaHi pyuKy pery/saTopa 3 npoTarom bifblue 12 cekyH/ (He 3BepTaTh yBary Ha
306paxeHHs 3aMouKa). K i HAaBOAWIOCA paHille, Ha Tabao MOYHETLCS 3BOPOTHUM BIAANIK 333...222...111 | NPU JOCATHEHHI "000" BCi
HaNalTyBaHH:A BUGPaHOI NPOrpaMu NMOTOYHOTO PeXuUMy 3BaploBaHHs ByAyTb OHOB/EHI Ha 3aBOACHKI. CKMAaHHA NapameTpis A1 KOXHOT
NpOrpamu KOXHOro pexvMy 3BaproBaHHs pobaaTbcs okpemo. Lie 3pobaeHo Ans 3py4HOCTi, W06 He CKUHYTM IHAVBIAYaNbHI HaNaWTyBaHHA B
ABOX iHWWX PeXMMaX Ta iHWWX Nporpamax.

AHaNoriuHO, MOXHA CKUHYTU NapamMeTpu NOTOUHOTO PEXMMY 3BaplOBaHHs 3a 40MOMOTOI0 PyUKu peryasTtopa 8.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPKOBAHHS

Y koxHoMy pexwumi 3BaptoBaHHss MMA, TIG i MIG/MAG anapat moxe 36epiraTu 4o 16 pisHUX BapiaHTiB Ha/jalWwTyBaHb. [OTOYHUI HOMep
HaNalWTyBaHHA (Nporpamu) Bi406paxaeTbCs y BEPXHLOMY NPaBOMY KyTi eKpaHa, AKUI 3HaX0AMTLCA Ha NepeaHilt NaHesi. Y MOMEHT neplioro
YBIMKHEHHSA anapaTa, AN KOXHOro pexuMmy 3BaploBaHHA, 3aBXAW BUBOAMTLCA nporpama nig N2i. Yci 3MiHM B HanalTyBaHHI anapaTa B
[ @HOMYy pexuMi 3BaplOBaHHA Ta MOTOYHOMY HOMepi nporpamu 36epiraloTbcs. LLlo6 nepeiTv Ha iHWWIA HOMep nporpamu i novatu
HasawWwTyBaHHs 3HOBY 3 6a30BKX NapameTpiB, AOCTATHLO HATUCHYTU KHOMKY 4 abo KHOMKY 9 Ha 6s10ui Nogadi APOTy, TOAI Ha BiAMOBIAHWIA
eKpaH BUBOAMTLCA NOTOYHWIM HOMEp Nporpamy, i Aani, 3a 40MNOMOrot NOBOPOTIB PyUKM BiAMOBiAHOrO perysTopa 3 abo 8 MoxHa BubpaTn
iHWy nporpamy. Bubip nporpamm noTpibHO MiATBEPAUTH HATUCHYBLUM HA BIAMOBIAHY PydKy peryastopa 3 abo 8.

3AFANIbHWUM NEPEJIK | NnoCNIAOBHICTb d)yHKLLIﬁ

Pexcum 38apiosarHHs P43 "MMA"
0) [-1-] - ocHoBHUI napameTp CTPYM 3BaptoBaHHs = 80A (3a 3aMOBYYBaHHSIM);
a) 8.... 160A (kpok 3miHu 1A) Anst ProMIG-160;
6) 10...200A (KpOK 3MiHU 1A) Anst ProMIG-200;
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250;
r) 12 ... 270A (kpok 3miHu 1A) gns ProMIG-270-400V;
A) 14...350A (Kpok 3miHK 1A) gns ProMIG-350-400V;
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FPATON

1) [H.St] cuna "Tapsivoro ctapTy" = 50% (3a 3aMOBUYBaHHAM);
a) 0 [OFF] ... 100% (kpok 3miHu 5%);
2) [t.HS] yac "Mapsiyoro cTapTy" = 0,3 ¢ (33 3aMOBYyBaHHsAM);
@) 0,1...1,0 C (KPOK 3MiHM 0,1 C);
3) [Ar.F] cuna "®opcaxy Ayrn" = 50% (3a 3aMOBYYBaHHAM);
a) o [OFF] ... 100% (kpok 3miHu 5%);
4) [U.AF] piBeHb cnpayboByBaHHs GyHKL T «Qopcax gyrun» = 12V (3a 3aMOBUYBaHHAM);
a)9 ... 18V (kpok 3miHK 1V);
5) [BAH] Haxunn BoabTamnepHOT xapakTepucTukm = 1,4V/A (3a 3aMOBYYBaHHSM);
a) 0,2...1,8V/A (kpok 3MiHu 0,4V/A);
6) [Sh.A] 3BaptoBaHHs kopoTkoto gyroto = OFF (3a 3amoBuyBaHHAM);
a) o [OFF] ... 3 (kpok 3MiHu 1);
7) [BSn] 610K 3HMXEHHSA Hanpyru xoaocToro xogy = OFF (3a 3amMoBYyBaHHAM);
a) ON - yBiMKHeHUI;
6) OFF — BUMKHeHUI;
8) [Po.P] pexxum nysbcauii ctpymy = OFF (3a 3amMoBUYyBaHHAM);
a) ON — yBiMKHeHUIA;
6) OFF — BUMKHeHW;
9) [I.PS] cTpym naysu = 25A (3a 3aMOBUYBaHHAM) ;

a)8...
6) 10...
B)12...
riz..
4) 14...

160A (kpok 3miHun 1A) anst ProMIG-160;
200A (kpok 3miHu 1A) Anst ProMIG-200;
250A (Kpok 3miHuM 1A) anst ProMIG-250;
. 270A (kpok 3miHu 1A) ana ProMIG-270-400V;
350A (Kpok 3miHK 1A) gns ProMIG-350-400V;

10) [Fr.P] 4acToTa ny/bcaLinn cTpymy = 5,0 [l (3a 3aMOBYYBaHHAM);
a) 0,2...500l L} (AMHAMIYHWI KPOK 3MiHM 0,1 IY...1 [);

11) [dut] cniBBigHOLWEHHA iMNy/bc/nay3a (6anaHc) = 50% (3a 3aMOBUYYBaHHAM);
a) 20...80% (kpok 3miHK 2%).

Pexcum 3s8aprosarHa TIG
0) [-2-] ocHoBHWI1 napameTp CTPYM 3BaptoBaHHs = 60A (3a 3aMOBUYBaHHAM) [ B iMNyIbCHOMY pexuMmi Le 6asosuit CTPYM;
a) 8 ... 160A (kpok 3miHu 1A) aAnst ProMIG-160;
6) 10...200A (KpOK 3MiHK 1A) Anst ProMIG-200;
B) 12...250A (KPOK 3MiHK 1A) a5t ProMIG-250;
r)12 ... 270A (Kpok 3miHu 1A) gna ProMIG-270-400V;
A) 14...350A (Kpok 3miHn 1A) ans ProMIG-350-400V;
1) [But] pexum kHonkm Ha nanbHuky = [LIFT] (3a 3aMoBYyBaHHAM);
a) [LIFT] — pexxum 6e3 kHonku Ha nasbHuKy TIG-LIFT (Mpy BUKOPUCTaHHI BEHTUBHOTO Ma/lbHUKY);
6) [LIFT2T] — pexxum kHomnku Ha nanbHuky TIG-LIFT2T (BigkatoueHHs CTpyMy Npu BiAMyCKaHHI KHOMKM Ha NafbHUKY);
B) [LIFT4T] — pexxum kHonku Ha nanbHuky TIG-LIFT4T (npy noBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NaJsIbHUKY CTPYM 3HUXYETbCA
0 3HAUYEHHS, BCTAHOB/IEHOrO NapameTpoMm «KiHLeBui cTpym», Aani — BiKIOUYEHHSA 3BaploBa/ibHOrO CTPYMy MPU BignycKaHHi
KHOMKMK);
2) [t.uP] Yac HapoCTaHHA CTPyMY = 0,2 C (3a 3aMOBYYBaHHSM);
a) 0 ... 15,0 € (KPOK 3MiHM 0,1 C);
3) [t.dn] yac cnagaHHsa cTpyMmy = 0,2 C (33 3aMOBUYBaHHAM);
a) 0 ... 15,0 € (KPOK 3MiHM 0,1 C);
4) [Po.A] KiHLLE€BUIA CTPYM = 20A (33 3aMOBYYBaHHAM);
a) 8.... 50A (kpok 3miHu 1A) anst ProMIG-160;
6) 10...50A (Kpok 3miHK 1A) Ans ProMIG-200;
B) 12...50A (KpOK 3MiHu 1A) Ans ProMIG-250;
r) 12 ... 50A (Kpok 3MmiHuM 1A) anst ProMIG-270-400V;
A) 14... 50A (Kpok 3MiHM 1A) anst ProMIG-350-400V;
5) [t.Po] yac nicas-npoayBKM 3aXMCHUM rasoM = 4,0 C (33 3aMOBYYBaHHAM);
a) 1,0...35,0 C (KPOK 3MiHM 0,1 C);
6) [Po.P] iMnynbcHWiA pexxum cTpymy = OFF (3a 3amMoBUyBaHHsM);
a) ON — yBiMKHeHUI;
6) OFF — BUMKHEHWI
7) [I.PS] cTpym naysu = 25A (3a 3aMOBYYBaHHAM);
a) 8 ... 160A (kpok 3MmiHu 1A) ana ProMIG-160;
6) 10...200A (Kpok 3MiHK 1A) Ans ProMIG-200;
B) 12...250A (Kpok 3miHu 1A) ans ProMIG-250;
r)12 ... 270A (kpok 3miHu 1A) gns ProMIG-270-400V;
A) 14...350A (Kpok 3miHK 1A) gns ProMIG-350-400V;
8) [Fr.P]uacTtoTa nynbcau'iﬁl CTpyMy = 10 [y (33 3aMOBYYBaHHAM);
a) 0,2...5000 1, (AMHAMIYHWIA KPOK 3MiHK 0,1 Iy...1 L);
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FPATON

9) [dut] cniBigHOwWeHHs iMAybc/nay3a (6anaHc) = 50% (3a 3aMOBUYBaHHAM);
a) 4...80% (KpoK 3miHK 2%).

Pexcum 38apiosarHs MIG/MAG
0) [-3-] ocHoBHMit napameTp HATMPYI A 3BaptoBaHHs = 19,0V (3a 3aMOBUYBaHHAM);
a) 12,0...24,0V (KpoK 3MiHK 0,1V) ans ProMIG-160;
6) 12,0...26,0V (Kpok 3miHK 0,1V) Anst ProMIG-200;
B) 12,0...28,0V (Kpok 3MiHK 0,1V) ans ProMIG-250;
r)12,0...29,0V (Kpok 3miHu 0,1V) ana ProMIG-270-400V;
A)12,0...32,0V (Kpok 3MiHu 0,1V) ans ProMIG-350-400V;
1) [SPD] gpyruit ocHoBHuit napameTp — LUBU/KICTb ApoTy = 4,5 M/XB (3a 3aMOBYYBaHHSM);
a) 1,0...16,0 M/XB (KpOK 3MiHM 0,1 M/xB) Ana ProMIG-160/200/250/270-400V [350-400V;
2) [t.Pr] 4ac nonepeA-npoAyBKM 3aXMCHUM rasoM = 0,1  (3a 3aMOBYYBaHHSAM);
a) 0,1...25,0 C (KPOK 3MiHM 0,1 C);
3) [t.Po] uac nicns-npoAyBKM 3aXMCHUM ra3oMm = 1,5 C (3@ 3aMOBYYBaHHAM);
a) 0,5...25,0 € (KPOK 3MiHM 0,1 C);
4) [t.uP] 4ac HapocTaHHs Hanpyru = 0,1 € (3a 3aMOBYYBaHHSAM);
@) 0 ... 5,0 C (KPOK 3MiHM 0,1 C);
5) [t.dn] Yac cnagaHHsa Hanpyru = 0,1 C (3a 3aMOBYYBaHHsM);
@) 0 ... 5,0 C (KPOK 3MiHM 0,1 C);
6) [But] pexum kHOMKYM Ha NasibHUKy = [2T] (3a 3aMOBYyBaHHAM);
a) [2T] - pexum KHOMKM Ha nanbHuKy 2T;
6) [4T] — CTaHAAPTHUIA PEXWM KHOMKM Ha NanbHUKY 4T;
B) [a4T] - aNbTepHATUBHMI PeXUM KHOMKW Ha NasbHUKY 4T;
7) [Ind] piBeHb iHAYKTUBHOCTI = 0 (3a 3aMOBYYBaHHAM);
a)-5...0... 5 CTynMiHb (KPOK 3MiHW 1 CTYMiHb);
8) [SOA] Tvn maTepiany ApoTy = Steel (3a 3amoBUyBaHHAM);
a) Steel — ctanesuit apiT;
6) Alum — antomiHieBui ApiT;
9) [Po.P] imnynbcHuit pexxum cTpymy = OFF (3a 3aMoBUyBaHHAM);
a) ON - yBiMKHeHUIA;
6) OFF — BUMKHeHW;
10) [Adu] ocHOBHWI1 NapameTp y iMnyibcHoMy pexxumi — KOPEKLLIA HAMPYTU = 0,0 V (3a 3aMOBYyBaHHsAM);
a) -3,0...+3,0 V (Kpok 3MiHVM 0,1 V). I3 36iblIeHHSIM 3HaUYeHHSA NapamMeTpy pocTe A0BXWHa AyTW;
11) [tYP] Tun maTepiany gpoTy = Fe (3a 3aMoBUyBaHHAM);
a) Fe —3B1ualiHWii cTaneBwit ApiT (BUKOPUCTOBYBATMU 3aXMUCHUI ra33 Tinbku cknagy 82%Ar+18%C02);
6) St.St - Hep>KaBitounit APIT (BUKOPUCTOBYBATU 3aXMCHUI ras? Tibku cknagy 98%Ar+2%C02);
B) Al.Si - aNtoMiHiEBO-KPEMHIEBWI APIT (BUKOPUCTOBYBATU 3aXMCHUI ras? Tiibku 100%Ar);
r) AL.LMg - antoMiHi€EBO-MarHieBunii 4piT (BUKOPUCTOBYBATU 3aXMCHUI ras® Tilbku 100%Ar);
12) [dia] giameTp ApoTy = 0,8 MM (33 3aMOBUYBaHHAM);
a) 0,6...0,8 MM A/l CTaneBOro Ta Hepasaitoyoro g4poTy ProMIG-160;
6) 0,6...1,0 MM £ /151 CTaNIeBOro Ta HepXaBgitouoro ApoTy ProMIG-200;
B) 0,6...1,2 MM A1l CTaNeBOro Ta HepXa.itouoro ApoTy ProMIG-250/270/350-400V;
r)o,8...1,2 MM AN aNlOMIHIEBOTO A4pOTY.

3 pekoMeH0BaHa BUTPaTa rasy Big 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inbLue Ana cTpyMis 150-200A
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FAPAHTIMHE OBCNYTOBYBAHHS

LLlaHOBHMWIA cnoxuBay!
MATOH IHTEPHELLH gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHs 4aHOro BUpoby
33 YMOBM 0TPUMAHHS NPaBWJ MOro ekcnayartauii.

YBATA!!! Mepey BUKOPUCTaHHAM 061aAHAHHS PEKOMEHAYEMO 03HAWOMUTUCS 3 PO3LIMPEHOIO IHCTPYKLIEID 3 ekcrnyaTalii, a
TakoX NepeBipuTH NPaBU/IbHICTb 3aNOBHEHHSA rapaHTItHOro TaoHa: Ha3Ba MoAeni NpuabaHoro Bamu Bupoby, Ta ioro
CepiliH1in HOMep MOBWHHI By TH iAEHTWUYHI 3aNMCcaM B rapaHTiHOMY TanoHi. He 40MyCKaETbCs BHECEHHS B TaNIOH By Ab-AKNX
3MiH Y1 BUNPaB/IEHb.

FAPAHTIVIHI 3060B'I3AHHS
MATOH IHTEPHELLHJ1 rapaHTye cnpaBHy poboTy Axepesia XUBNEHHS Y pasi 4OTPUMaHHA CNOXMBaYeM yMOB eKcryaTalii, 36epiraHHs i
TPaHCMOPTYBaHHSA.

YBATA! be3kolToBHe rapaHTiliHe 06C/1yroByBaHHs BiZlCyTHE 32 YMOBM MeXaHi4HUX MOLIKOAXEHb 3BaptoBa/ibHOro anapary!

TepMiH 0OCHOBHOI rapaHTii Ha 3BaptoBasibHe 0613 HaHHA CTAHOBUTb:

ProMIG-160
ProMIG-200 5 pokiB
ProMIG-250

ProMIG-270-400V
ProMIG-350-400V

3 poku

OCHOBHWi rapaHTiliHNIA NepioZ 06UNCIIOETLCSA 3 AHSA NPOAAXY IHBEPTOPHOTO 061a4HaHHS KiHL,@BOMY NOKYMLEBi.

PeKoMeHAYETbCA 384N18 YHUKHEHHSA BUXOAY anapaTy 3 1aAly, 3a/1eXHO BiZ yMOB eKcrnyaTaLii, 041H pas Ha NiBPOKY 3HATU 3aXWUCHY KPULIKY i
BMKOHATU YNCTKY BHYTPILLHIX €/1€MeHTIB i By3/1iB 061aAHAHHS CTUCHEHUM NOBITPAM. YNCTKY HEOBXiAHO MPOBOAUTU aKypaTHO, YTPUMYOUM
LWAAHT KOMMPeCcopa Ha A0CTaTHIN BiACTaHi, W06 YHUKHYTU NOWKOAXKEHHS Nalik1 €1eKTPOHHNX KOMMOHEHTIB | MEXaHIYHUX YaCTUH.

pOTAroM OCHOBHOTO rapaHTiiHOro nepioAy Npojaselib 3060B'A3y€TbCs (Y BUNAAKY rapaHTIiHOro peMOHTY), 6e3KOLWTOBHO A1 BAACHWKa
iHBepTOpHOro obnagHaHHa PATON:

- NPOTAroM 1 poKy 3 AaTU NpuUAGaHHA KNiEHTOM obnagHaHHA, ONnaTUTW A0CTaBKy obnagHaHHA B CepBiCHWIA LLEHTP | Hasag KAieHTy,
BMKOPWUCTOBYIOYM NOCYrM KOoMNaHii «HoBa nowTa»;

- NPOBECTY AiarHOCTVKY Ta BUABUTU NPUYMHY HECMPABHOCTI;

- 336e3neunTI HeoBXiAHUMYU AN BUKOHAHHA PEMOHTY By31aMM Ta e/leMeHTaMu;

- NpoBecTu poboTK i3 3aMiHN €1EeMEHTIB Ta By3/iB, L0 BUWLLAM 3 NaAyY;

- NPOBECTY TECTYBaHHS BiZiPEMOHTOBAHOr0 0618 HaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHA He NOWMPIOIOTLCA Ha 061aAHaHHS:

- 3 MeXaHiYHUMW NOLIKOAXKEHHSIMU, L0 BIIMHYM Ha NpaL,e3aTHICTb anapaty (4edopmaliis Kopnycy 1 geTanei BHaCAi40K NaAiHHS 3
BMCOTU abo NaAiHHA Ha 061a4HaHHS BaXKKUX NPeAMETIB, BUNAAaHHs KHOMOK Ta Po3'eMiB);

- 3i crigamm KOpo3ii, ika CTana NPUYMHOIO HECMIPABHOrO CTaHy;

- sike BUNLLNO 3 N3y Yepes BM/IMB CUIbHOTO 3BOJIOXEHHS Ha MOr0 CUJIOBI i €N1eKTPOHHI eNeMeHTH;

- siKe BUMLLNO 3 N3y Yepes HaKOMMUYEHHS CTPYMOMPOBIAHOrO NMAY (BYFiNbHUIA NWUA, METaneBa CTPYXKKa Ta iH.) BCepeAuHi;

- y pasi cnpo6u caMoCTiINHOrO PEMOHTY MOro By3/1iB Ta/abo 3aMiHWU €NeKTPOHHUX eNeMEHTIB.

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHS He MOLMPIOIOTLCA Ha 30BHILLHI efeMeHTU 061aAHaHHS, WO BUNWAWM 3 Nagy, sKi NiAAal0TbCs
bi3MYHOMY KOHTAKTY, @ TaKOX Ha CynyTHI/BUTPaTHI MaTepiain, NPeTEeHSIT WoA0 AKUX MPUINMAIOTLCA He Mi3Hilue ABOX TUXKHIB MiC/1s Npogaxy:
- KHOTKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM pery/iloBaHHsA NapaMeTpiB 3BaplOBaHHS;

- po3'eMu nigktoYeHHs kabenis i pykasis;

- pO3'eMM ynpaBAiHHS;

- MepexeBuit kabenb i BUKa MepexeBoro kabento;

- PyuKa ANs NepeHeceHHs, peMiHb Yepes nsieye, Keic, Kopobka;

- TPUMaYi eN1eKTPOAiB, KNemMa «Macuy, NasibHUK, 3BaptoBasibHi kabei Ta pykasu.

MpoaaseLb 3anMwWwace 3a co6010 NPaBO BiAMOBUTH y HaZaHHI rapaHTINHOTO PeMOHTY, 360 BCTAHOBWUTM A4aTO NOYATKY BUKOHAHHS FapaHTIMHNX
30608's13aHb MiCAiLb | Pik BUMYCKy anapaTy (BCTaHOBJIOIOTLCS 3a CEPiiHUM HOMEPOM):

- y pasi BTpaTi NacrnopTa BAaCHUKOM;

-y pasi BiACyTHOCTi KOpeKTHOro abo B3arani 6y/Ab-sKOro 3anoBHeHHs NacnopTa NPOAaBLEM Mij Yac NPoAaxy anaparty.

[apaHTilHMI CTPOK NPOAOBXYETLCSA, Ha TEPMIH rapaHTIiHOro 06C/yroByBaHHs anapaTy y CepBiCHOMY LLeHTpi.
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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 property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- undergo relevant qualifying examination;

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

- magnetic fields created by this machine can have adverse effect on operability of electrical
appliances (such as cardiac pacemakers). People who use such appliances shall consult with a
doctor before approaching the operating welding area;

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

- when using the machine, never remove its outer case.

DANGER OF WELDING ARC RADIATION

It is forbidden to observe the welding arc with the naked eye. The arc and splashing generated during
operation can burn the skin or cause a flame, therefore a protective mask with a tinted filter should
always be worn (goggles must be equipped with goggles with a DIN g 10 filter). Unauthorized persons in
the operating area of the device must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

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

- protect the hands with insulating gloves;

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

- wear only proper low-flammable clothes.

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

#) g # ‘ N
= ke ot =m0
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UNPACKING

The delivery set of the device includes:

e

Welding cable with an ABICOR BINZEL
electrode holder*

Welding cable with ABICOR BINZEL ground
terminal***

Semi-automatic torch ABICOR BINZEL*

CONTROLS AND INDICATION

Operating manual

Rollers for solid and
aluminum wire **

Welding arc power source with wire

= F
feeder %

Shoulder carryingstrap

Quick-release pneumatic connector

* Except ‘WA’ or 'WAM'’ index models
** For ProMIG-250-15-4/270-15-4/350-15-4
*** Except models with ‘WA index
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K

1 - Digital display;
2 - Welding mode selection button:
a) manual metal arc welding, MMA;
b) tungsten-arc inert-gas welding, TIG;
c) metal-arc inert-gas welding/metal active gas welding, MIG/MAG;
3 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values/Setting-up the welding voltage
parameter in MIG/MAG mode. The selection of functions is done by turning the knob to the right and left. To move to editing the value of a
selected parameter, you need to press the regulator knob. Values are set by turning the regulator knob. To return to the function/parameter
selection menu, press the regulator knob again;
4— Welding program selection button (set of parameters previously set by the user) / additional function: Inductance level adjustment (when
it is pressed down for more than 1 second);
5—Button for testing shielding gas supply (wire is not fed);
6 — Button for adjusting the welding voltage on the wire feeder;
7 - Digital display of the wire feeder;
8 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values on the wire feeder (by default —
adjusting the wire feed speed in MIG/MAG mode);
9 — Welding program selection button on a wire feeder (set of parameters previously set by the user) / additional function: Inductance level
adjustment (when it is pressed down for more than 1 second);
10— Wire threading button (no gas is supplied);
11— EURO type KZ-2 connector for connecting a semi-automatic torch;
12 — Breaker/button for turning on/off the welding current source;
13 — Fuse of wire feeder;
A —Bayonet-type power current socket "+":
a) MMA welding — the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is
connected);
b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire — the cable is connected to the feeder from inside (by default);
d) MIG/MAG welding with flux-cored wire —the ground cable is connected;
B - Bayonet-type power current socket "-":
a) MMA welding — the ground cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);
b) TIG welding — only the TIG torch is connected;
c) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire —the cable is connected to the feeder from the inside (it is possible to connect it
yourself);

14 — Fuse of gas heater;

15 — Location for connecting the grounding cable;

16 — Socket for 36V gas heater;

17 — Connector for connecting the control cable from the wire feeder;
18 — Power supply cable;

19 — Shielding gas connection;

20 - Protective cover for wire coil;

21 — Wire coil holder with spring-loaded braking device.
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INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

MIG/MAG-2T |
eed SFeed.

Main screen Wire feeder screen

X

Farameters: b
Fower Hot Start:
t.ime Hot Start:

Menu is locked Wire feeder screen

TIG

[TIG-HFZT Frog.H-1]gs
. B X

Fararmeters: o

time amFer-downl B@,2=
Lime rPost-gas: 4,8=
Menu is locked Wire feeder screen
1 - Current welding mode 4 - Value of selected function / parameter
2 - Current program number 5 - List and values of the next 2 parameters in the menu

3 - Name of function / parameter

START-UP

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

INSTALLATION REQUIREMENTS
The machine must be placed so as to ensure free inlet and outlet of cooling air through vent holes on the front and the rear panels. Take
care that metal dust (for example, during emery grinding) does drawn directly into the machine by the cooling fan.

POWER CONNECTION
The standard welding unit is rated for:
1. Mains voltage is 220V (-27% +18%) — for ProMIG-160/200/250;
2. Three-phase mains voltage is 3x380V or 3x400V (for ProMIG-270/350), three wires are dedicated for this. Safety rules when

working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using the
fourth wire in the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on the rear wall
of the unit (a stricter grounding standard, used in the CIS countries).
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Use a four-wire cable that complies with the IEC 60445 standard to connect PATON

welding machines to a 3-phase power supply:

e Brown wire - phase L1;
e Black wire - phase L2;
e Blue wire - phase L3;

e Yellow-green wire - ground.

Caution! When the unit is connected to a mains voltage higher than 270V (for ProMIG-
160/200/250) or 450V (for ProMIG-270/350), all manufacturer's warranty obligations
become invalid! The manufacturer's warranty obligations also become invalid in case of

an erroneous connection of the mains phase to the source ground.
The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected based on the unit technical

data.

SELECTING THE DEVICE MENU LANGUAGE

FPATON

L1

O

L2

L3
L

To select/change the menu language of the device, hold down button 2 and turn on the device. After that, the language selection menu
will be displayed on the screen. You can select the desired language using the regulator 3 and confirm your choice by pressing the the
regulator 3. Then, the machine will continue working with the interface in the corresponding language.

WELDING MODE PARAMETERS

Used MMA Set current value for Wire diameter for MIG/MAG, Cross-section of every Max. wire
electrode, mm MMA and TIG, A mm mains core wire, mm* length, m
1x220V - ProMIG-160, ProMIG-200, ProMIG-250

1 75
1.5 115
2 155

2 up to 8o up to Jo.6
2.5 195
4 310
6 465
15 75
2 105
a3 up to 120 up to 0.8 2.5 130
4 205
6 310
2 75
2.5 95

s up to 160
4 155
up to @1.0 6 230
2.5 75
a5 up to 200 4 125
6 185
2.5 60
25 up to 250 up to @1.24 4 100
@6 (fusible) ’

6 150

4 up to @1.0 mm for pulse current welding with steel and stainless wire
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Used MMA Set current value for Wire diameter Cross-section of every Max. wire
electrode, mm MMA and TIG, A for MIG/IMAG, mm mains core wire, mm?* length, m
3 x380/400V - ProMIG-270, ProMIG-350

15 135

2 175
a3 up to 120 upto@o.8 2.5 220

4 350

6 525

2 130

2.5 160

a4 up to 160

4 260

upto@i.0 6 385

2.5 115

a5 up to 220 4 180

6 270

2.5 85

26 fusible up to 270 upto@1.2 4 135
6 205

2.5 65

26 up to 350 upto@ 1.4 4 100

6 150

ATTENTION! Power switch on the machine rear panel (for ProMIG-160/200/250) does not de-energize the internal electronic parts, when
the machine is switched off. Therefore, disconnect the plug from the mains after completion of welding according to the safety rules.

MACHINE CONNECTION DIAGRAM FORWELDINGWITHSTICKELECTRODES (MMA)

ELECTRODE HOLDER

Recommendedlengthofpowerweldingcables:

YD T, Cable length Cross-secti?n area, Cable type
(one way), m mm
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
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING — using the 35-50 TIG torch

ARGON-ARC

i

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

C

ARGON-ARC

PIECE

~220V | 230V
~3x 380V / 400V

d

SEMI-AUTOMATIC
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SPECIFICATIONS
PARAMETERS ProMIG-160 ProMIG-200 ProMIG-250 ProMIG-270 ProMIG-350

Rated voltage of the three-phase mains 220 220 220 3x380 3x380
5o / 60Hz, V 230 230 230 3X400 3X400
Rated current consumption from the 8. 21 2q. 2 N - 1618
mains phase, A 327 9535 4 205
Rated welding current, A 160 200 250 270 350
Maximum operating current, A 215 270 335 350 450
Duty cycle 70%]/at 160A 70% [at 200A 60% [at 250A 70%]/at 270A 70%/at 350A

Yoy 100%/at 134A 100% /at 167A 100% /at 193A 100%/at 225A 100%/at 290A
Supply voltage variation limits, V 160 ... 260 160 ... 260 160 ... 260 +15% +15%
Limits of regulation of welding current,
A 8...160 10 ... 200 12 ...250 12 ...270 14 ... 350
\L/lmlts of regulation of welding voltage, 1224 1526 12 .. 28 12...29 12..30
Limits of wire feed speed control, m/min 2,0...16
MMA electrode diameter, mm 1,6 ... 4,0 1,6...50 1,6...6,0 1,6...6,0 1,6...6,0
Welding wire diameter, mm 0,6...1,0 0,6...1,0 0,6...1,2° 0,6...1,2 0,6...1,4
Maximum coil weight, kg 15
Welding pulse modes, Hz MMA: 0,2...500 — adjustable; TIG: 0,2...500 — adjustable; MIG/MAG: automatic
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” .
in the MMA mode Automatic
Voltage reduction unit, on Joff
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption . 1 61 66 8 80 10 1
power, KVA 41 47 51...6 /0. 7, /0 - O /7 - 12,3
Maximum power consumption, kVA 5,9 7.5 9,5 11,4 15,3
Efficiency, % 90
Cooling Adaptive
Operating temperature range, °C —25 ... +45
Overall dimensions, mm (length, width, 360 x 260 X 360 x 260 X 360 x 260 X 540 X 360 X 540 X 360 X
height) 270 270 270 4,00 400
Weight without coil and accessories, kg 13,1 13,2 14,0 (16,8) 22,5 24,4
Ingress Protection rating P33 P33 P33 P33 P33

SELECTING AND SETTING THE MACHINE FUNCTIONS

If you do not press the buttons on the front panel, the unit displays the value of the main parameter of the current welding mode on the digital
indicator on the left:

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

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

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

50,6...1,0 for the pulse current welding with steel and stainless wire
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Regulator 3 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 s).

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

SWITCHING TO THE REQUIRED FUNCTION

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

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

SWITCHING TO THE REQUIRED WELDING MODE
Pressing button 2 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.

RESET ALL FUNCTIONS OF THE WELDING MODE USED

Situations may occur when the unit's settings have somewhat confused the user. In order to reset them to the standard factory settings, it is
enough to press and hold down regulator 3 for more than 10 seconds (ignore the animation of the lock symbol). The scoreboard will start
counting down 333...222...111 and when "000" is reached, all settings of the selected program of the current welding mode will be updated to
factory settings. Reset parameters for each program each welding mode are made separately. This is provided for convenience, so as not to
reset individual settings in the other programs and welding modes.

Similarly, you can reset the parameters of current welding mode on the wire feeder by using the regulator 8.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

In each MMA, TIG, and MIG / MAG welding mode, it is possible for the user to save up to 16 different presets. The current preset (program)
number is displayed in the upper right corner of the LCD of the source on the front panel. At the moment of the first switching on of the
machine, the program is always under No. 1 for each welding mode. All changes in the setting of the machine in this welding mode and the
current program number are saved. To switch to another program number and start setting again from the basic parameters, just press button
4 on the welding current source (or button g on the wire feeder). Then the LCD displays the current program number, which can be changed
up or down by turning the regulator 3 (or the regulator 8 on the wire feeder) to the right or left. It is necessary to confirm the program selection
by pressing the corresponding regulator knob 3 or 8.

GENERAL LIST AND SEQUENCE OF FUNCTIONS
MMA welding mode
0) [-1-] Main displayable parameter CURRENT= 80A (default);
a) 8.... 160A (unit increment 1A) for ProMIG-160;
b) 10 ... 200A (unit increment 1A) for ProMIG-200;
€) 12 ... 250A (unit increment 1A) for ProMIG-250;
d) 12 ... 270A (unit increment 1A) for ProMIG-270-400V;
e) 14 ... 350A (unit increment 1A) for ProMIG-350-400V;
1) [H.St] Hot Start power = 50% (default);
a) o[OFF] ... 100% (unit increment 5%);
2) [t.HS] Hot Start time = 0.3 sec (default);
a)0.1...1.0 sec (unitincrement 0.1s);
3) [Ar.F] Arc Force power = 50% (default);
a) o[OFF] ... 100% (unit increment 5%);
4) [U.AF] Arc Force triggering level = 12V (default);
a)9...18V (unitincrement 1V);
5) [BAH] Voltage response slope = 1.4V/A (default);
a)o.2...1.8V/A (unit increment 0.4V/A);
6) [Sh.A] Short arc welding = OFF (default);
a) o[OFF] ... 3 stages (unit increment 1 stage);
7) [BSn] Voltage reduction unit = OFF (default);
a) ON —enabled;
b) OFF —disabled;
8) [Po.P] Current pulsation mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
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9) [I.PS] Pause current = 25A (by default);
a) 8... 160A (unit increment 1A) for ProMIG-160;
b) 10 ... 200A (unit increment 1A) for ProMIG-200;
€) 12 ... 250A (unit increment 1A) for ProMIG-250;
d) 12 ... 270A (unit increment 1A) for ProMIG-270-400V;
e) 14 ... 350A (unit increment 1A) for ProMIG-350-400V;
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default);
a) 20 ... 80% (change step 2%).

TIG welding mode
0) [-2-] Main displayable parameter CURRENT = 100A (default);
a) 8 ... 160A (unit increment 1A) for ProMIG-160;
b) 10 ... 200A (unit increment 1A) for ProMIG-200;
) 12 ... 250A (unit increment 1A) for ProMIG-250;
d) 12 ... 270A (unit increment 1A) for ProMIG-270-400V;
€) 14 ... 350A (unit increment 1A) for ProMIG-350-400V;
1) [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);
) [LIFT4T] - Button mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value,
followed by welding current shutdown when the button is released);
2) [t.uP] Current ramp-up time = 0.2 sec (default);
a)0...15.0 sec (adjustment step 0.1 s);
3) [t.dn] Current ramp-down time = 0.2 sec (default);
a)0...15.0 sec (adjustment step 0.1 s);
4) [Po.A] Final current = 20A (default);
a) 8.... 50A (adjustment step 1A) for ProMIG-160;
b) 10 ... 50A (adjustment step 1A) for ProMIG-200;
€) 12 ... 50A (adjustment step 1A) for ProMIG-250;
d) 12 ... 50A (adjustment step 1A) for ProMIG-270-400V;
) 14 ... 50A (adjustment step 1A) for ProMIG-350-400V;
5) [t.Po] Post-gas time = 4.0 sec (default);
a) 1.0 ... 35.0 sec (unitincrement 0.1 s);
6) [Po.P] current pulsation mode = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
7) [1.PS] pause current = 25A (by default);
a) 8.... 160A (unit increment 1A) for ProMIG-160;
b) 10 ... 200A (unit increment 1A) for ProMIG-200;
€) 12 ... 250A (unit increment 1A) for ProMIG-250;
d) 12 ... 270A (unit increment 1A) for ProMIG-270-400V;
€) 14 ... 350A (unit increment 1A) for ProMIG-350-400V;
8) [Fr.P] current pulsation frequency = 10.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
9) [dut] pulse/pause ratio (balance) it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default);
a) 4 ... 80% (change step 2%).

MIG/MAG welding mode
0) [-3-] Main displayable parameter WELDING VOLTAGE = 19.0 V (default);
a) 12.0 ... 24,0V (unit increment o,1V) for ProMIG-160;
b)12.0 ... 26,0V (unit increment 0,1V) for ProMIG-200;
) 12.0 ... 28,0V (unit increment o,1V) for ProMIG-250;
d)12.0 ... 29,0V (unit increment 0,1V) for ProMIG-270-400V;
€)12.0 ... 32,0V (unit increment 0,1V) for ProMIG-350-400V;
1) [SPD] Second main parameter WIRE FEED SPEED = 4.5 m/min (default);
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min);
2) [t.Pr] Pre-gas flow time = 0.1 sec (default);
a)0.1... 25.0 sec (adjustment step 0.15);
3) [t.Po] Post-gas flow time = 1.5 sec (default);
a) 0.5 ... 25.0 sec (adjustment step 0.1s);
4) [t.uP] Voltage ramp-up time = 0.1 sec (default);
a) o... 5.0 sec (adjustment step 0.1 s);
5) [t.dn] Voltage ramp-down time = 0.1 sec (default);
a) o... 5.0 sec (adjustment step 0.15);
6) [But] Torch button mode = [2T] (default);
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a) [2T] - 2T torch button mode;
b) [4T] - Standard 4T torch button mode;
¢) [a4T] - Alternative 4T torch button mode;
7) [Ind] Inductance level = o (default);
a)-5...0... 5 stage (adjustment step 1 stage);
8) [SOA] Wire material type = Steel (default);
a) Steel — Steel wire;
b) Alum — Aluminum wire;
9) [Po.P] Pulsed current mode = OFF (default);
a) ON —enabled;
b) OFF —disabled;
10) [Adu] main parameter in pulse mode - VOLTAGE ADJUSTMENT = 0.0 V (default);
a) -3.0...+3.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11) [tYP] Wire material type = Fe (default);
a) Fe — ordinary steel wire (use 82%Ar+18%COz2 shield gas® composition only);
b) St.St - stainless steel wire (use 98%Ar+2%CO2 shield gas® composition only);
) AL.Si — aluminum-silicon wire (use 100%Ar shield gas® only);
d) Al.Mg — aluminum-magnesium wire (use 100%Ar shield gas® only);
12) [dia] Wire diameter = 0.8 mm (default);
a) 0.6...0.8 mm for ProMIG-160 steel and stainless wire;
b) 0.6...1.0 mm for ProMIG-200 steel and stainless wire;
€) 0.6...1.2 mm for ProMIG-250/270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire.

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.

correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial number must

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check the
be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to the coupon.

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

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

ProMIG-160
ProMIG-200 5years
ProMIG-250

ProMIG-270-400V
ProMIG-350-400V

3years

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

We recommend to open the protective cover and clean the internal elements and assemblies with compressed air once every six months,
depending on the operating conditions, to avoid 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 owner of PATON™ inverter equipment:
- to make diagnostics and identify the cause of the breakdown;

- to provide units and elements necessary for the repair;

- to carry out work to replace the failed elements and assemblies;

- to test the repaired equipment.

% shield gas consumption rate: 7l/min or more for low current, and from 14 U/min for 150-200A current
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The main warranty does not apply to the equipment:

- with mechanical damage that affected the performance of the device (deformation of the case and parts as a result of falling from a height
or falling on the equipment of heavy objects, falling out of buttons and connectors);

- with traces of corrosion, which caused a malfunction;

- out of order due to exposure to its power and electronic elements of abundant moisture;

- failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);

- in case of an attempt to independently repair its components and / or replace electronic elements

Also, the main warranty does not apply to out-of-order external elements of equipment subject to physical contact, and related /
consumables, claims for which are accepted no later than two weeks after the sale:

- on and off switch;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

The seller reserves the right to refuse to provide warranty repairs, or to set the month and year of manufacture of the device as the start date
for the fulfillment of warranty obligations (established by the serial number):

- if the owner loses the warranty card;

- in the absence of correct or even any kind of filling in the passport by the seller when selling the device.

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

You can find out information about the nearest service center at the place of purchase.

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.

[lata npuitomy Ha pemoHT [ Received to repair date
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O3Hakw HecnpasHocTi [ Malfunction symptoms:

Mpununna [ Cause:
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	Зварювальний апарат у серійному виконанні розрахований на:
	УВАГА! Тумблер живлення на задній панелі апарата (для моделей ProMIG-160/200/250) не є силовим, він не знеструмлює повністю всю внутрішню електроніку. З цієї причини згідно правил техніки безпеки після завершення зварювальних робіт, виймайте вилку з м...
	Регулятор 3 на передній панелі джерела зварювального струму є багатофункціональним та відповідає за наступне:
	1) вибір по колу будь-якої функції у поточному режимі зварювання (повороти ліворуч або праворуч);
	2) встановлення значення вибраного параметру (натиснути на ручку регулятора та повороти ліворуч або праворуч);
	3) скидання всіх функцій до заводських налаштувань поточного режиму зварювання (натиснути на ручку регулятора та утримувати в натиснутому положенні більше 12 с).
	Кнопка 2 на передній панелі відповідає за зміну режимів зварювання (перемикання відбувається по колу).
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНУ ФУНКЦІЮ
	Якщо в апараті встановлено систему захисту від несанкціонованого доступу до меню функцій, при поворотах ручки регулятора 3 відбувається редагування значення основного параметру поточного режиму зварювання, а меню функцій апарата – заблоковане. Для роз...
	ПЕРЕКЛЮЧЕННЯ НА НЕОБХІДНИЙ РЕЖИМ ЗВАРЮВАННЯ
	Натискання кнопки 2 призводить до переключення на наступний режим зварювання по колу. Це видно на дисплеї 1 на передній панелі апарата.
	СКИДАННЯ НАЛАШТУВАНЬ ВСІХ ФУНКЦІЙ ПОТОЧНОГО РЕЖИМУ ЗВАРЮВАННЯ
	Можуть відбуватися ситуації, коли параметри в апараті трохи заплутали користувача. Для того щоб скинути їх до стандартних заводських налаштувань, досить утримувати в натиснутому стані ручку регулятора 3 протягом більше 12 секунд (не звертати увагу на ...
	Аналогічно, можна скинути параметри поточного режиму зварювання за допомогою ручки регулятора 8.
	ЗМІНА НОМЕРУ ПРОГРАМИ У ПОТОЧНОМУ РЕЖИМІ ЗВАРЮВАННЯ
	У кожному режимі зварювання MMA, TIG і MIG/MAG апарат може зберігати до 16 різних варіантів налаштувань. Поточний номер налаштування (програми) відображається у верхньому правому куті екрана, який знаходиться на передній панелі. У момент першого увімк...
	в) [LIFT4T] – режим кнопки на пальнику TIG-LIFT4Т (при повторному натисканні на кнопку на пальнику струм знижується до значення, встановленого параметром «Кінцевий струм», далі – відключення зварювального струму при відпусканні кнопки);
	Шановний споживач!
	INSTALLATION REQUIREMENTS
	1. Mains voltage is 220V (-27% +18%) – for ProMIG-160/200/250;
	2. Three-phase mains voltage is 3x380V or 3x400V (for ProMIG-270/350), three wires are dedicated for this. Safety rules when working with welding equipment require grounding of the unit housing. There are two ways to do this: 1) by using the fourth wi...
	On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting that the actual welding current value is influenced by several factors, including the wire diameter used, the ...
	Regulator 3 on the front panel is multifunctional and is responsible for:
	1) selecting any function in the current welding mode (turning left and right);
	2) setting the value of the selected parameter (press the regulator and turning left or right);
	SWITCHING TO THE REQUIRED FUNCTION
	SWITCHING TO THE REQUIRED WELDING MODE
	Pressing button 2 leads to switching to the next welding mode in a circle, this can be seen on display 1 on the front panel.
	RESET ALL FUNCTIONS OF THE WELDING MODE USED
	CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE
	GENERAL LIST AND SEQUENCE OF FUNCTIONS
	0) [-1-] Main displayable parameter CURRENT= 80А (default);
	a) 8 ... 160А (unit increment 1А) for ProMIG-160;
	b) 10 ... 200А (unit increment 1А) for ProMIG-200;
	c) 12 ... 250А (unit increment 1А) for ProMIG-250;
	d) 12 ... 270А (unit increment 1А) for ProMIG-270-400V;
	e) 14 ... 350А (unit increment 1А) for ProMIG-350-400V;
	1) [H.St] Hot Start power = 50% (default);
	a) 0[OFF] ... 100% (unit increment 5%);
	2) [t.HS] Hot Start time = 0.3 sec (default);
	a) 0.1 ... 1.0 sec (unit increment 0.1 s);
	3) [Ar.F] Arc Force power = 50% (default);
	a) 0[OFF] ... 100% (unit increment 5%);
	4) [u.AF] Arc Force triggering level = 12V (default);
	a) 9 ... 18V (unit increment 1V);
	5) [BAH] Voltage response slope = 1.4V/A (default);
	a) 0.2 ... 1.8V/A (unit increment 0.4V/A);
	6) [Sh.A] Short arc welding = OFF (default);
	a) 0[OFF] ... 3 stages (unit increment 1 stage);
	7) [BSn] Voltage reduction unit = OFF (default);
	a) ON – enabled;
	b) OFF – disabled;
	a) 8 ... 160А (unit increment 1А) for ProMIG-160;
	b) 10 ... 200А (unit increment 1А) for ProMIG-200;
	c) 12 ... 250А (unit increment 1А) for ProMIG-250;
	d) 12 ... 270А (unit increment 1А) for ProMIG-270-400V;
	e) 14 ... 350А (unit increment 1А) for ProMIG-350-400V;
	0) [-2-] Main displayable parameter CURRENT = 100А (default);
	a) 8 ... 160А (unit increment 1А) for ProMIG-160;
	b) 10 ... 200А (unit increment 1А) for ProMIG-200;
	c) 12 ... 250А (unit increment 1А) for ProMIG-250;
	d) 12 ... 270А (unit increment 1А) for ProMIG-270-400V;
	e) 14 ... 350А (unit increment 1А) for ProMIG-350-400V;
	2) [t.uP] Current ramp-up time = 0.2 sec (default);
	a) 0 ... 15.0 sec (adjustment step 0.1 s);
	3) [t.dn] Current ramp-down time = 0.2 sec (default);
	a) 0 ... 15.0 sec (adjustment step 0.1 s);
	4) [Po.A] Final current = 20A (default);
	a) 8 ... 50A (adjustment step 1A) for ProMIG-160;
	b) 10 ... 50A (adjustment step 1A) for ProMIG-200;
	c) 12 ... 50A (adjustment step 1A) for ProMIG-250;
	d) 12 ... 50A (adjustment step 1A) for ProMIG-270-400V;
	e) 14 ... 50A (adjustment step 1A) for ProMIG-350-400V;
	a) 8 ... 160А (unit increment 1А) for ProMIG-160;
	b) 10 ... 200А (unit increment 1А) for ProMIG-200;
	c) 12 ... 250А (unit increment 1А) for ProMIG-250;
	d) 12 ... 270А (unit increment 1А) for ProMIG-270-400V;
	e) 14 ... 350А (unit increment 1А) for ProMIG-350-400V;
	0) [-3-] Main displayable parameter WELDING VOLTAGE = 19.0 V (default);
	a) 12.0 ... 24,0V (unit increment 0,1V) for ProMIG-160;
	b) 12.0 ... 26,0V (unit increment 0,1V) for ProMIG-200;
	c) 12.0 ... 28,0V (unit increment 0,1V) for ProMIG-250;
	d) 12.0 ... 29,0V (unit increment 0,1V) for ProMIG-270-400V;
	e) 12.0 ... 32,0V (unit increment 0,1V) for ProMIG-350-400V;
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