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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

PATON™ ProMIG-350-400V SF
PATON™ ProMIG 500-400V
PATON™ ProMIG 630-400V

Product designation:

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
power sources

EN IEC 60204-1:2018

EN IEC 60974-1:2018/A1:2019
EN IEC 60974-1:2022/A1:2022

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

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

Signed on behalf of:
Place and Date:

PATON International LLC

Signature
Name, Function:

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

3BaptoBanbHUIA anapaTt BUTOTOBMEHUI BiAMOBIAHO A0 TEXHIYHUX CTaHAApPTIB | BCTAHOBNEHUX
npaBun TexHiku 6eaneku. MpoTe y pasi HenpaBUIbHOrO NOBOAXKEHHA BUHMKae Hebesneka:
-TpaBMyBaHHA 06CNYroByrOHOro nepcoHany abo TpeTboi ocobu;
-3anodisHHA WKoAM caMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBA;
-nopyLeHHA edpeKTUBHOro po6oyoro npotiecy.

Bci ocobu, ski NoB'A3aHi 3 BBEAEHHAM B eKcnyaTtauito, ynpaBniHHAM, AOMNALAOM i TEXHIUHUM
o6cnyroByBaHHAM anapaTty NMOBUHHI

-NPOWTK BiANOBIAHY aTecTauito;

-BONIOAITN 3HAHHAMM 3i 3BapOBaHHA;

-TOYHO AOTPUMYBATUCA LiET IHCTPYKLIT.
HecnpaBHocCTi, AKi MOXYTb 3HN3UTK 6e3neKy, NOBUHHI ByTN TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOTI'O | 3BAPIOBAJZIbHOIO CTPYMY

-ypa>KeHHA eNeKTPUUHUM CTPYMOM MoXe 6yTu CMepTenbHUM;

-3BaploBanbHUN kKabenb NOBMHEH 6YTU MiLHUM, HeyLLIKOAXKEHMM Ta i3onboBaHUM. OcnabneHi
3’efHaHHA i NowKoAXKeHUn kabenb NOTPiIGHO HeranHo 3amiHUTU. MepexeBi kabeni 11 kabeni
3BaploBasibHOro anapaTy MOBWHHI CUCTEMATUYHO NepeBipATUCA ¢axiBLEM eNeKTPUKOM Ha
cnpaBHicTb i3onAauii;

-Nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATW 30BHILLHIM KOXYyX anaparty.

HEBE3MEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI Ay

3a60opoHAETbCA CrnocTepirati 3a 3BapoBanbHOI Ayroto Heo36poeHUM okoM. [yra i 6puaku, Lo
YTBOPHOKOTLCA Nif 4ac poboTn, MOXKYTb 06NEKTU LLKiPY ab0 BUKANKATU NONYM'A, TOMY 3aBXAM CNig,
HOCUTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTOPOHHI 0co6M, L0 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axMLLaTH 04i cneuianbHUMM 3aXMCHUMK OKyNsipaMmn abo BUKOPUCTOBYBaTH
HeroproYi eKkpaHm, Lo NOrAnHaoTb BUNPOMIHIOBaAHHA.

HEBE3MNEKA LWKIO/TMBUX FTA3IB | BUINAPIB
-YTBOPEHi AWM Ta LWKiANVBI rasu BUAanUTH 3 poboyoi 30HM cnelianbHUMKM 3acobamu;
-3abe3neynTn AOCTaTHI NPUTOK CBIXKOro NoBiTpA;
-BUNapy PO34MHHUKIB He MOBMHHI MOTPanIATU B 30HY BUMPOMIHIOBAHHA 3BaptoBanbHOI Ayru.

HEBE3MNEKA MATHITHOro nonAa

MarHiTHi nons BMCOKOI iIHTEHCUBHOCTI, CTBOPEHI BUCOKUM CTPYMOM, MOXYTb YMHUTU HEFaTUBHUI
BMN/IWB Ha Npaue3aaTHiCTb enekTponpunagie (Hanpuknag, kapgioctumynaTtop). Ocobu, Aki MarTb
Taki npunagu, NOBWHHI nopaguTMcA 3 NikapeMm, nepw HiK Habnuxkatuca Ao poboyoro
3BapoBasibHOro MangaHumnka.

HEBE3MNEKA BU/IbOTY ICKOP
-3alMUCTI NpeaMeTn BUAANNTU 3 po6oY0i 30HK;
-He AonycKatTbCA 3BaptoBasibHi PO6OTU Ha EMHOCTAX, y AKMX 36epiratotbea abo 36epiranvcsa
rasu, nanbHe, HadpTonNpPoAyKTU. MoXKNMBa HeGeaneka BUBYXY 3anULLKIB LIUX MPOAYKTIB;
-y MOXeXo- Ta BUOYXOHEGE3NeYHUX MNPUMILLLEHHAX A0TPUMYBaTUCA OCOGNMBUX NpaBwn,
BiANOBIAHO A0 HAUiOHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEEHHA
[ins oco6ucToro 3axncty AOTPUMYINTECH HACTYMHWUX NpaBuUn:
-HOCUTW MiLlHe B3YTTA, LLIO 36epirae i30ntot04i BNacTUBOCTI, B TOMY YMCAi 1y BONIOTUX yMOBaX;
-3axX1LLATU PYKW i30/110I0UNMU pyKaBUUKaMK;
-04i 3axMLLATN 3axXMCHOK Mackok 3 GiNbTPOM MpoTU ynbTpadioNeToBOro BUNPOMiIHIOBaHHS,
AKUI BiANOBIAA€E CTaHAapTaM TeXHiKn 6esneku;
- BUKOPUCTOBYBATU TiIbKW BIAMNOBIAHWI (BaXXKKO3aMMUCTUI OAAT).

HEBE3MNEKA IHTEHCUBHOTIO LUYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig Yac 3BaproBaHHA MOXe BUAaBaTh 3BYKWU piBHA Bule 85 ab
npoTaromMm 8 roauvH poboyoro vacy. 3BaploBanbHUKKM, WO NpauooTe 3 o6nagHaHHAM, nig vac
PO60OTN MatoTb HOCUTU 3aCOBM 3aXMCTY OpPraHiB CAyxy.

9,
D)
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PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

Crucnui
noci6HMK
KopucTvBaya

KomnnexTu ponukie ans
CTanesoro Ta antoMiHiEBOro
ApoTy**

N

PeMiHb gna
nepeHeceHHsa *

3BaptoBanbHUi Kabenb 3 KNEMOK
«Maca» ABICOR BINZEL**

Q

QR

LLBNAKO3HIMHNI
MHEBMOPO3’eM

[>xkepeno XXvBneHHs 3BaproBanbHOi
Ayrv 3 6N0KOM nogaudi ApoTy

* inAa mopenert ProMIG-350-400V SF
** KpiMm Moaenem 3 iHaekcoM «WA»

YMPABJIIHHA TA IHOUKALLIA

ProMIG-350-400V SF
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1-[Mcnneit axepena cTpyMy; ProMIG 500/630-400V

2-KHonka MODE Bu6opy pexuMy po6oTu:

-py4He Ayrose 3BaptoBaHHA CTPMXKHEBUM NOKPUTUM enekTpoaom (MMA);
-aproHoayrose 3BaptoBaHHa (TIG);
-3BaploBaHHA HaniBaBToMaTU4He B 3axMcHUX rasax (MIG/MAG);

3- Pyuka perynatopa ana subopy o¢yHKuUii/napaMeTpiB pexkuMmy 3BaptoBaHHA Ta iX 3HauyeHHA. [oBepTanTe pyuky ana subopy
dyHKUi/NapaMeTpiB, HAaTUCHITb Ha HEi ANA nepexoay A0 BCTAHOBNEHHA iX 3HAa4YeHHA. BCTaHOBITb 3HAaUYEHHA MOBOPOTOM PyYKMU
perynsaTopa. HaTUCHITb Ha Hei Wwe pas, o6 NoBEPHYTUCH A0 MeHI0 BMGOpPY dyHKUiN/napaMeTpis;

4-KHonka PROG Ha gykepeni cTpyMy ans Bubopy nporpamu 3saptoBaHHA (Habip paHille HanaluToBaHWX KOPUCTyBa4YeM napameTpis).
Jopatkosa pyHKUiA y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe 6inblue 1 cekyHAM ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI;

5-KHonka TEST GAS nepeBipku nogadi 3axucHoro rasy. HaTUCHiTb — BiAKPWETbCA KnamaH ra3oBOro TpakTy (APIT Npu LbOMY He
nopaeTbca). HaTUCHITh LWe pas, wob 3akpuTu KnanaH, abo BiH aBTOMaTUYHO 3aKpUETLCA Yepes 15 cekyHA;

6-KHonka VOLTAGE Ha 6noui nogayi ApoTy Ans LUBMAKOIO HanallTyBaHHA 3BaproBanbHOi Hanpyru;

7-Ouvcnneni 6noka noaadyi ApoTy;

8-Pyuka perynatopa Ha 6noui nogayi gpoTy Ans Bubopy GyHKLiA (NapamMeTpiB) NOTOYHOro cnocoby 3BaploBaHHA Ta BCTAHOBMEHHA iX
3HauyeHb;

9- KHonka PROG Ha 6noui nopavi ana snbopy nporpamMu 3saptoBaHHA (Habip paHille HanalwToBaHMX KOPUCTyBayeM napaMeTpis).
[opnatkosa pyHKUiA Y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe 6inblue 1 cekyHAM ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI;

10- KHonka WIRE INSTALL. HaTUCHITb i yTpuMyinTe Ansa 3anpaBfieHHA ApOoTY B 3BapoBanbHUI pykas i B NanbHUK. Mpu 3anpaBneHHi
APOTY ra3 He NoAaeTheA;

11- Po3s'em KZ-2 Tuny "€BPO";

A - THi300 3BaprOBaibHOMO CTPYMY «+»:

-npw 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM — 3’€jHANTE NEPEMUYKOIO 3BAPIOBANbHOIO CTPYMY 3 CUNOBUM PO3’€MOM (22) 610Ky
nogadi apoty. ABO 3’eHaliTe NepeMUYKOoo 3BaploBasibHOro cTpyMy pod’emu (21) Ta (22);

-npwu 3BaptoBaHHi MIG/MAG camo3axmucHuM pnrocosumM apotoM (FCAW-S) - nigkntouite kabenb «Maca»;

-npw 3BaptoBaHHi TIG - nigkntoyite kabenb «Maca»;

-npu 3BaptoBaHHi MMA 3Bu4YaliHMMK enekTpodamu — MigkNoYiTe Kabenb enekTpogoTpuMava (Mpu 3BaproBaHHI crneuianbHUMKU
enekTpogamMu Nigkntodite kabenb «<Maca»);

B - M'Hi380 3BaptoBasIbHOrO CTPYMY «—»:

-npw 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM — NiAKNOYITL Kabenb «Maca»;

-npu 3BaptoBaHHi MIG/MAG XUCHUM ¢ Apotom (FCAW-S) - 3’efHaliTe NepeMnYKoI0 3BaptoBasibHOro CTpyMy 3
CUNOBUM po3’eMOM (22) 610Ky noaayi ApoTy;

-npwu 3BaptoBaHHi TIG - niakntoYiTe Kabenb aproHoAyroBoro nasbHUKa;

-npu 3BaptoBaHHi MMA 3BMYaHUMK enekTpoaaMu — NiakNOYITh kabenb «Maca» (Mpu 3BaptoBaHHI cneuianbHUMK enekTpogamMmn
niaKknoYiTe Kabenb enekTpogoTpMMaya);

12- ABTOMAT-3aM06iIXKHUK XXUBMNEHHSA;

13- 3anobixHuk 6noky nogadi 4poTy;

14- 3anobixHuK nigirpisava rasy;

15- BonToBui TepMiHan ana kabento 3a3eMeHHs;

16- PoseTka ana nipirpisava rasy 36 V;

17- Po3'emMu kabento KOMyHikauii;

18- Kabenb >XUBNEHHS;

19- LUtyuep nogauyi 3axmMcHoro rasy;

20- 3axucHuii 60KC ANA KOTYLLKM 3i 3BaptoBanibHUM A POTOM;

21- TwunoBe cuNoOBe rHI3A0 «+» AXKepena cTpyMmy;
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22- Po3’eM cMNOBOro 3BaptoBasibHOro CTpyMy 610Ky noaadi 4poTy;
-npu 3BaptoBaHHi MIG/MAG cyuinbHUM ApPOTOM — 3’€QHalTe NMEpPeMUYKO 3BaptoBanbHOro CTpyMmy 3 rHizgom (A) ABO ()
3rHi3goMm (21);
-npu 3BaptoBaHHi MIG/MAG caMo3axucHuM ¢nocoBuM apotoM (FCAW-S) - 3’egHaiTe NepeMmykoro 3BaptoBanibHOMo CTpyMy 3
rHisgom (B).

IHOUKALIA ANAPATA

i1, HAG— =T MFor He1 [

WEHMAKICTE AFOT'd.

MIG/MAG
\ pll 15 MAGE-ZT MFor. He 1
HaNFYra =EaFWNEaHHA.

Hg \

19,5V

Aucnnel pxepena cmpymy Aucnnei 6noka nogayi gpomy

TIG

[TIG-LIFT

A

o] [=]
N\

NarFaMeTFH: b
KHOMKa NafleHWKE:

iMAOYNECHHWE FERKHM: 1- BCTaHOBNEHWI PEXMM 3BapHOBAHHS;

2- HoMep nporpamMu 3BaptoBaHHsA;
Aucnnei gxepena cmpymy 3- HasBa dyHKLUiji / napaMeTpa;
MMA 4- 3HayeHHA 06paHoi GyHKLUIT / napameTpa;
5- lMepenik Ta BCTaHOBMEHI 3Ha4YEeHHA [ABOX HACTYMHUX
napameTpis B MEHH0.

)| 2]
31 —{4]

NaFaMeETFH:
cHna Nar. CTarTa:  SH%
qac Mar. CTarTa: H,3C

Aucnnel axepena cmpymy

BBEOEHHA B EKCTJTYATALLIIO

3BaptoBanbHUI anapaT NPU3HaYeHnin BUK/TIOYHO AN1A HaniBaBTOMaTUYHOrO 3BaptoBaHHA B cepefoBuLLi 3axncHux rasis (MIG/MAG), ans
aproHogyrosoro 3aptoBaHHaA (TIG), a TakoX A4 py4YHOro eneKTpoAyroBoro 3BapoBaHHA CTPMXKHEBUM NOKPUTUM enekTpogom (MMA).
IHWe BMKOPWUCTaHHA anapaTty He BiAMNOBIAAE MOro NpuaHa4veHHt. BUpPoBHMK He Hece BiANOBIAANbHOCTI 32 NOLUKOAXKEHHS, 3aBaaHi
BUKOPUCTaHHAM anaparty He 3a Npu3HayeHHAM. BUkopuctaHHA BiANOBIAHO A0 NPU3HAYEHHSA, Mae Ha yBa3i 4OTPMMaHHA BKa3iBOK LibOro
nocibHuka 3 ekcnnyaTauii.

BUMOrn 4o PO3MILLEHHA

HeobxiaHo poaMmilLyBaTi anapaT Tak, Wwob 3a6eanedyBasca 6e3nepeLlkoaHWI BXif, | BUXi4 OXO0AXKYHOHOro NOBITPA Yepes BEHTUNALIAHI
OTBOPMW Ha NepeaHil i 3agHi naHensx. CniakynTte 3a TUM, Wo6 MeTaneBuin NUA (Hanpuknag, nig vac HaxaadvHoro wnipysaHHA) HE
3acMoKTyBanacs 6e3nocepeiHbo B anapaTt BEHTUNATOPOM OXONOAXKEHHA.

MAaxK/Ir4YeEHHA >KUBJ/IEHHA

3BaptoBanbHi anapatv PATON ProMIG po3spaxoBaHi Ha XnBneHHs TpudasHMM cTpyMoM 3 Hanpyroto 380 B a6o 400 B. Mpasuna TexHiku
6e3neku nig Yac NpoBeaeHHA pobiT 3i 3BaproBanbHUM 06nagHaHHAM BUMaratoTb 3a3eM/eHHA anapaTy. Moxiuei aBa cnocobu:

-uepes ApiT XKOBTO-3€/1eHOr0 KONbOPy Y Kabeni XMBNEHHA (Mi>XKHAapOAHMI CTaHAapT MapkyBaHHA);

-3 BUKOPUCTaHHAM 601TOBOI KNEMU Ha 3aAHil naHeni anapaty (CTaHAapT, NPUAHATMIA Y KpaiHax CHA).
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[na nigkntoveHHs 3BaptoBanbHux anapatis PATON go 3-pasHoi Mepexxi XMBNEHHA BUKOPUCTOBYITE Kabesb 3 HOTMPMa NPOBOAAMM, LLLIO
Bignosigae ctaHgapTy |IEC 60445:

-KopuyHeBui nposig —¢aszalil;
-YopHuit nposig —¢aszal2; L2
-CuHin nposig —-¢aszal3;
->XXoBTO-3€N€HM NPOBIA — 3a3eM/eHHA.
MPUMITKA: ans 3-pasHoro xueneHHs anapatis PATON He BUKOPUCTOBYETLCA «HY/b»,
a Tinbku Tpu dpasn. )KoBTo-3eNeHU NPOBIA — TO CaMe 3a3EM/IEHHA, @ He «HY/b»! L1
VBATA! MNpu nigknoyeHHi anapata Ao Hanpyri Mepexi Bulle 450 B, BCi rapaHTinHi L3
3060B'A3aHHA BUMPOOGHMKA BTpavatoTb cuny! A TakoX rapaHTiiHi 3060B'A3aHHA

BMPOGHMKA BTpayvaloTb YMHHICTb NMPW NMOMWUAKOBOMY MiAKMAIOYEHHI dpa3n Mepexi Ha
3a3eM/eHHA axepena. J_
Po3'eM >XU1BNeHHA, nonepeyHnii nepepia kabeniB XXMBMEHHA, @ TaKoX 3anobiXKHUKKN =
BUGUMpaKTe BUXOAAUN 3 XapaKTEPUCTUK CMOXMBAHHA anapaTa.

JKUBJIEHHA BIO FTEHEPATOPA

3BaptoBanbHi anapatn PATON ProMIG MoxXyTb OTpUMYyBaTU XMBMAEHHA Bif MOBINbHOrO reHepaTopa, NMOTYXHICTb AKOro BiAnoBigae
HaCTyNnHWUM yMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHiCcTb
Aana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTopa, KBA

22 no 80 no 20,6 3,0
23 80120 no 20,8 4,5
a4 0 160 no 21,0 6,0
5 40200 no 21,0 7,7

6 nerkonnaeki no 250 no 91,2 10

6 nerkonnaeki no 270 no 91,2 12,0
76 no 350 no 21,4 16,0
8 40500 40 21,6 30,0
8 [0630 40 92,0 42,0

YBATA! na ctabinbHoi po6oTv anapatie ProMIG suxigHa ¢pasosa Hanpyra reHepaTopa Mae He BUXOAUTM 3a Mexxi 160-260 B.
HANALUTYBAHHA ®YHKLLIA AMAPATA

PerynaTopw (3) Ta (8) Ha NnepeaHin NnaHeni anapaTy — OCHOBHi OpraH KepyBaHHs, 3a iX 4ONOMOror MoXXHa pobuTK HacTynHe:
-MOBOPOTaMMU PyYKku BUBMpanTe nNo Kony GyHKLii Ta ix 3Ha4eHHs y NOTOYHOMY crnocobi 3BaptoBaHHA
-HaTUCHITb Ha pyYKy, LL06 NiATBEPAWUTN BCTAHOB/IEHHA 06PaHOro napaMeTpy Yu Moro 3HaueHHs;

-HaTUCHITb Ta YTPUMYWTE Ha py4Ky perynatopa 6inbwie 12 ¢, wob CKMHYTU 3HaYeHHA BCiX QYHKLI A0 3aBOACbKMX HanaluTyBaHb
MOTOYHOro cnocoby 3BaploBaHHs.

KHonka MODE (2) sBignosigae 3a 3MiHy cnocoby 3BaptoBaHHsA, NepeMrnKaHHsA Bif6yBaeTbCA MO KONy.

BUBIP MOBU MEHIO ATTAPATA

YBiIMKHiTb anapat yTpumMytoun kHonky MODE (2)ana Bubopy/3MiHN MOBUM MeHto anapata. lNosopotaMu pyyku perynatopa (3) obepitb
6a>kaHy MOBY, Ta HaTUCHITb Ha pyuKy perynaTtopa (3), wob niareepanTy BUGip. AnapaT NpooBXuTb po60Ty 06paHoto MOBOIO.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Mpu 3a6nokoBaHOMY MEHIO HanalUTyBaHb Ha gucnnei gxepena ctpyMmy (1) BinobpaXkeHnii 3akpUTUin 3aMokK: u anapaT BUBOAWUTb Ha
eKpaH 3Ha4YeHHA OCHOBHOIO NapaMeTpa NOTOYHOro cnocoby 3BaploBaHHA:

-y cnoco6i MIG/MAG - 3BaptoBanibHa Hanpyra/KopekLis Hanpyru — B iMnyIbCHOMY PeXuMi;

-y cnoco6i TIG - 3BaptoBanbHUI CTPYM;

-y cnoco6i MMA - 3BaptoBanbHuUIA CTPYM.
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HaTucHiTb Ta yTpuMyiTe pyuky perynatopa 6inbwe 6 cekyHa A1 PO3B/IOKYBAHHA MEHIO. Mpu po36nokyBaHHI Ha ekpaH
BMBOANTLCA 306paXkeHHs 3aMKa, AKUI BigKpuBaeTbeA. licna ycnilwHoro po36nokyBaHHA 04aTKoBI GyHKLUii cnocoby 3BaptoBaHHA Ta ix
3HAYeHHA AOCTYNHI ANA 3MiHW.

ANA BNIOKYBAHHA MEHIO HaTUCHITb | yTpuMyinTe py4Ky perynatopis (3) um (8) aosLue 6 cekyHa. Byae BinobpaykeHa aHiMaLina 3amka,
LLL0 3aKpMBAETbLCA, NiCNA YOro MeHto anapara 6yae 3a61oKoBaHe.

OBEPITb CI10CIb 3BAPHOBAHHA

HaTucHitb kHonky MODE (2) ana nepekntoueHHs Ha HacTynHuin cnocib 3BaptoBaHHA No kony. Hasea BubGpaHoro crnocoby
Bigo6paxyoTbca Ha gucnnei.

CKUAAHHA HAJTALUTYBAHb BCIX ®YHKLIIV MTOTOYHOIO CITIOCOBY 3BAPIOBAHHA

HaTucHITb Ta yTpuMyiiTe pyuky perynatopa (3) a6o (8) 6inblue 12 cekyHA (He 3BepTanTe yBarv Ha aHiMauito 3aMouka), Wob CKUHYTU
3HauYeHHA BCix MapaMeTpiB A0 3aBOACHLKUX HanawTyBaHb. byae Bigo6paxkeHnin 3BOPOTHWUI Bianik «333...222...111...» i NpM AOCATHEHHI
«000» BCi HanalwTyBaHHA BUGpaHOi NporpamMmn NoTo4Horo cnocoby 3saptoBaHHA 6yayTb OHOBNEHI Ha 3aBOACHKI. CknaaHHA napameTpis
ANA KOXKHOI NporpaMm KOXXHOro cnocoby 3BaptoBaHHA pobnatbea okpemo. Lie 3po6neHo ana 3py4HoCTi, o6 He CKUHYTW iHAMBIAYanbHI
HanaluTyBaHHA B ABOX iHLLKX crioco6ax Ta iHLWKX nporpamMax.

3MIHA ITPOrPAMU 3BAPIOBAHHA

Y koxxHoMy crnocobi 3saptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36eperti Ta 3aBaHTaXXutn A0 16 pi3HUX BapiaHTiB HanalTyBaHb
3BaploBanbHOro npouecy (nporpam). HomMep noTouHoI Bigo6pa>kaeTbca NpaBopyy 3BepXy Ha ekpaHax axxepena cTpymy Ta 610Ky nogadi.
Mig 4ac neplioro yBiMKHEHHA anapaTta AnA KOXHOro crnocoby 3BaptoBaHHA 3aBaHTaxyeTbca nporpama nig N21. Yci 3MiHM B
HanawTyBaHHAX anapara B AaHOMy cnocobi 3BaptoBaHHA 36epiratoTbCA y MOTOYHIM Nporpami.

HaTtucHiTtb kHonky PROG (4) abo (9) - 6yae BigobpakeHNIn HOMep NOTOYHOI NporpaMu. 3a A0MNOMOroto BiANOBiAHOI pyyuku perynatopa (3)
uu (8) 06epiTb NOTPIGHY Nporpamy i HaTUCHITb Ha PyYKy ANA 3aCTOCYBaHHA HanalTyBaHb 06paHoi nporpamMu.

Yci 3MiHW, BHECeHi B HanaluTyBaHHAX anaparta, aBToMaTU4YHO 36epiratoTbCA y MOTOYHIl nporpami.

IMAPAMETPU CI10CObIB 3BAPFOBAHHA

AiameTtp apoty . Make.
Enextpop, BcTaHOBNEeHe 3Ha4YeHHsA Mnowia nonepeyHoro nepepisy
a MMA, MM cTpymy npu MMAI TIG, A AnslMICIHIEG: npoBoAy XWUBNEHHs, MM? e
an : Pymy np s -~ POBOAY d nposoay, M
1,5 135
2 175
a3 no 120 no 30,8 2,5 220
4 350
6 525
2 130
2,5 160
o4 no 160
4 260
no@1,0 6 385
2,5 115
@5 no 220 4 180
6 270
26 2,5 85
. no 270 no@1,2 4 135
(nerkonnaeki)
6 205
2,5 65
26 no 350 no@1,4 4 100
6 150
26 4 80
B Ao 400 6 120
(Tyronnaseci)
10 195
no@1,6
o8 4 55
. o500 6 85
(nerkonnaski)
10 140
4 40
@8 00630 1o @1,6 (2,0") 6 65
10 105

" Mpu po6oTi 3 6nokom noaayi PATON MAXwire
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CXEMA MNIAK/TIOYEHHA ATMNAPATA 419 HANMIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)
CcyyinbHUM gpomom

HANIBABTOMATHYHWIA
NANBHUK

KNEMA "MACA"

CXEMA T[IAK/TOYEHHA AlNAPATA A4J/19 AProHo4yroBoro 3BAPHOBAHHA (TIG)
BeHMu/IbHUM nasibHUkom 35-50

APIOHOBUHA
NANBbHUK

KNEMA "MACA"

CXEMA NIAK/TIOYEHHA AMAPATA 4/19 APFTOHO4YroBOro 3BAPFOBAHHA (TIG) nanbHUkom
KHornkoBoro muny GZ-2

APTOHOBHW
NANBHUK

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



FPATON

CXEMA MIAK/TOYEHHA AIMAPATA A4/1A PYYHOIO EJIEKTPOA4YIOBOIro 3BAPHOBAHHA
(MMA) 3BuvyaliHum esieKmpo40M

ENEKTPOOOTPUMAY

KNEMA "MACA"

PekomeHpgoBaHa A0B>XKUHa 3BaploBasibHUX ka6enis ana MMA-3BaproBaHHA:

MakcumManbHuin NoBXxuHa kabenis Mnowia nonepeyHoro
. 2 Mapka ka6ento
CTpyM, A (B 0AHY CTOPOHY), M nepepisy, MM

160 2.7 16 Kl 1x16
200 3...9 25 Kl 1x25
250 5..11 35 Kr 1x35
270 5..11 35 Kr 1x35
350 6..14 35 Kr 1x35

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

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

-11- PATON ProMIG DC MMA/TIG/MIG/MAG
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TEXHIYHI XAPAKTEPUCTUKUA

MAPAMETPU ProMIG-350-400V SF ProMIG-500-400V | ProMIG-630-400V

HomiHanbHa Hanpyra >xuBneHHsA (50/60 'y), B 3x380/3x400
HoMiHanbHWUI CTPYM cnoXXuBaHHA 3 pasu, A 16...18,5 30...35,5 42...49
HoMiHanbHWI 3BaploBanbHUiA CTpyM, A 350 500 630
MakcuManbHUi gitounii cTpym, A 450 630 800
TpuBanicTs HasaHTaeHHs (TH) 70% npu 350 A 70% npn 500 A 70% npu 630 A

P 100% npn 290 A 100% npw 420 A 100% npn 520 A
Me>xi 3MiHW Hanpyru XuBneHHs, % +15%
Me>Xi perynioBaHHA 3BaploBafnibHOro cTpymy, A 14...350 16...500 18...630
Mexxi perynioBaHHA 3BaploBanbHOi Hanpyru, B 12...30 12...40 12...44
Me>xi WWBMAKOCTI noaavi ApoTy, M/XB 1,0...16 1,0...20
[iameTp LUTYYHOrO eneKTpoAa, MM 1,6...6,0 1,6...8,0 1,6...8,0
[AiaMeTp cyuinbHOro 3sapoBanbHOro ApoTy, 06..1.4 06..1.6 0,6...1,6, (2,0%)
MM
Tun MexaHi3My nopadi gpoTy 4 - pONMKOBUIA
Makc. Maca KOTYLUKM 3 ApOTOM, Kr 18

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

IMNynbCHI pe>xumm 3apaploBaHHA, Ny, MIG/MAG: GuHepreTvaHMii

®yHKuia «Fapauunin ctapt» (MMA) PerynboBaHa

®DyHKuia «Popcax ayrm» (MMA) PerynbosaHa

®DyHKuUia «<AHTUNpUnMnaHHa» (MMA) ABTOMaTU4YHA

BNoK 3HW)KEHHA Hanpyrv XoNnocToro xoay YBIMK / BUMK

Hanpyra xonocToro xoay, B 12/75

Hanpyra nignany ayrun, B 110

HoMiHanbHa NoTy>kHiCTb CNoXXuUBaHHA, KBA 10,7...12,3 19,9...23,6 27,8...32,5
MakcuManbHa NOTY>KHICTb CNOXKMBaHHA, KBA 15,3 29,0 40,1
KKA, % 90

Tun oxonopy)keHHA MoBiTpAHe, aganTuBHe

Po6oua TeMnepaTypa cepenoBuLua, °C -25...+45

Fa6apuTHi po3mMipu (OxLLUxB), MM 540 x 360 x 400 510 x 180 x 385 510x235x410
Maca 6e3 akcecyapiB, Kr 22,9 39,9 41,9
Knac 3axucty IP33 P23

2Mpwu po6oTi 3 6nokomM noaadi PATON MAXwire
PATON ProMIG DC MMA/TIG/MIG/MAG -12-



FPATON

MEPENIK ®YH KLI,IVI AMAPATA
Cnoci6 3BaproBaHHA MIG/MAG

0) [t.Pr]uac nepep-ra3sy (3a 3aMoB4YyBaHHAM = 0,1 c) — TpUBanicTb NnepeanpPoAyBKN 30HN 3BaprOBaHHA 3aXMCHUM ra3oMm;
a) 0,1...25,0 ¢ (kpok 3MiHuK 0,1 c);
1) [t.uP] yac HapocTaHHA CTPYMy (3a 3aMoBYyBaHHAM = 0,1 C) — TpMBaniCTb HapoOCTaHHA MNpoOLEeCcy 3BaptOBaHHA: 36iNblLUEHHA
Hanpyra 3BaploBaHHA i LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHKn 0,1 c);
2) [-U-] Hanpyra 3BaploBaHHA (32 3aMOBYyBaHHAM = 19,0 V) — nepLnii OCHOBHWI MapaMeTp HaniBaBTOMaTU4YHOro 3BapOBaHHA
MOCTIAHOIO HaMnpyroo;
a) 12,0...32,0 V (kpok 3MiHu 0,1 V) ans ProMIG-350-400V SF;
b) 12,0...40,0 V (kpok 3MiHu 0,1 V) ansa ProMIG-500-400V;
c) 12,0...44,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-630-400V;
3) [SPD]wBuakicTb ApOTY (38 3aMOBYYBaHHAM = 4,5 M/XB) — ApYr1ii OCHOBHWUI NapaMeTp HaniBaBTOMaTUYHOIo 3BaptoBaHHA;
a) 1,0...16,0 M/xB (kpok 3MiHu 0,1 M/xB) ana ProMIG-350-400V SF;
b) 1,0...20,0 M/xB (kpok 3MiHu 0,1 M/xB) ana ProMIG-500-400V Ta ProMIG-630-400V;
4) [t.dn] uaccnapacTpyMy (3a 3amMoByyBaHHAM = 0,1 c) - TpuBanicTb cnajaHHA MpoLEecy 3BapltOBaHHA: 3HWKEHHA
Hanpyra 3BaploBaHHA i LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHKn 0,1 c);
5) [t.PO] uac nicna-rasy (3a 3aMoBYyBaHHAM = 1,5 ) — TpMBanicTb NiCNANPOAYBKM 30HN 3BAPHOBAHHA 3aXUCHUM ra3om;
a) 0,5...25,0 ¢ (kpok 3MiHK 0,1 ¢);
6) [but] pe>xMuM KHONKM NanbHUKa (3a 3aMoBUyBaHHAM = [2T]) — 06epiTb pe>kMM KepyBaHHA 3BaptoBasibHUM NPOLLECOM 3a A0MNOMOTO
KHOMKW NanbHUKa;
a) [2T] - 2-TakTOBUIA pexxnm kHonku MIG/MAG-2T;
b) [4T] - 4-TakTOBUIA pexxnM kHonku MIG/MAG-4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMOBYyBaHHAM = 0) — 3aalTe WBWAKICTb HAPOCTaHHA 3BaplOBasIbHOTO CTPYMY MPU KOPOTKOMY
3aMUKaHHiI ApoTy 3 BUpOo6OM i BiApvBY Kpanni;
a) -5...0... 5 cTyniHb (KPOK 3MiHW 1 CTYNiHb);
8) [SFt] M’akui cTapT ApoTy (3a 3amMoBYyBaHHAM = OFF) — apit 6yae pyxaTtichb 3 MiHiManbHOO LUBMAKICTIO A0 Nignany ayru;
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHeHWI;
9) [Po.P]iMnynbcHui pe>xknum (3a 3amMoBYyBaHHAM = OFF) — pe>knM HaniBaBTOMaTU4YHOro 3BaptoBaHHA iMMY/IbCHOK HaMpPyrow;
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
MapaMeTpu iMNyNnbCHOro pe>XkuMy HaniBaBTOMaTUYHOIO 3BapK ( yBaTU 3BapK iMnynbcHoto Hanpyroto TI/IbKU
3 3AXUCHUM FA30M!!!):

10) [tYP] maTepian apoTy (3a 3aMOBYyBaHHAM = Fe) — BCTaHOBITb TUN MaTepiany 3BaptoBanbHOro ApoTy;
a) Fe — 3BM4aiiHuii ctaneBuit apit Tuny ER70S-6 (BUKOpUCTOBYBaTW 3aXMCHUIA ra33 Tinbku cknagy 82% Ar+ 18% COy);
b) St.St - HepxaBitounit apitT Tny ER308L/ER316L (BMKOpUCTOBYBATM 3aXMCHUIA ra3® Tinbkm cknagy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBui ApiT Tny ER4043 (BUKOPMUCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
d) AL.Mg - antomiHieBo-MarHiesui apit Tuny ER5356 (BMKOPUCTOBYBaTM 3aXMCHWI ras® Tinbku 100% Ar);

11) [dia] piaMeTp ApoTy (3a 3aMoOBYyBaHHAM = 1,0 MM) — BCTaHOBITb AiaMeTp 3BaploBanbHOro ApPOTy;
a) 0,6...1,2 MM Ans cTanesoro Ta Hepxasgitoyoro ApoTy ProMIG-350/500/630-400V;
b) 0,8...1,2 MM ANna antoMiHiEBOro ApPOTY;

12) [Adu] Kopekuia Hanpyru (3a 3aMmoByyBaHHAM = 0,0 V) — NepLUNIA OCHOBHUIA NapaMeTp 3BaptoBaHHSA B iMMYyNIbCHOMY PeXUMI. Takox
Bifo6paXkeHa pe3ynbTyloua Hanpyra 3BaptoBaHHA, Ha AKY BM/VBAOTb: KOPeKLiA Hanpyru, WBKUAKICTb APOTY, MaTepian aporty,
AiaMeTp ApoTy;

a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy POCTe AO0BXUHA Ayru.

Cnoci6 3BaproBaHHA TIG

0) [Pr.A] ctapToBMI CTPYM (3a 3aMOBYYyBaHHAM = 20 A) - N04aTKOBUI CTPYM 3BaptoBaHHA y pexkuMi TIG-LIFT-4T;
a) 14...50 A (kpok 3MiHu 1 A) ana ProMIG-350-400V SF;
b) 16 ... 50 A (kpok 3MiHn 1 A) ana ProMIG-500-400V;
c) 18...50 A (kpok 3miHu 1 A) ana ProMIG-630-400V;

1) [t.uP]uac HapocTaHHA CTpPYMy (3a 3aMOBYyBaHHAM = 0,2 C) — TPUBaNICTb HAPOCTaHHA 3BapIOBaNbHOIO CTPYMY;
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);

2) [-A-] cTpyM 3BaptoBaHHA (3a 3aMOBYYBaHHAM = 60 A) - OCHOBHWIN NapaMeTp aproHoAyroBoro 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 14...350 A (kpok 3MiHK 1 A) gna ProMIG-350-400V SF;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V;
c) 18...630 A (kpok 3MiHK 1 A) gns ProMIG-630-400V;

3) [t.dn]uac cnapa cTpyMy (3a 3aMOBYYBaHHAM = 0,2 C) — TPUBaNICTb 3HUXKEHHA 3BapOBaNbHOIO CTPyMY;
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);

3 peKkoMeH/10BaHa BUTPaTa rasy Bia 7 N/XB ANA Manux cTpyMmis, i Big 14 n/xs ana 150-200 A cTpymis
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4) [Po.A] KiHLeBUi CTpyM (3a 3aMoBUyBaHHAM = 20 A) — GiHILLHWIA CTPYM 3aBaptoBaHHA KpaTepy y pexxumi TIG-LIFT-4T;
a) 14...50 A (kpok 3MiHu 1 A) ana ProMIG-350-400V SF;
b) 16 ... 50 A (kpok 3MiHn 1 A) ana ProMIG-500-400V;
c) 18...50 A (kpok 3MiHM 1 A) ana ProMIG-630-400V;

5) [t.PO]4yac nicna-rasy (3a 3amMoBYyBaHHAM = 4,0 c) — TpMBaNicTb NICNANPOAYBKM 30HM 3BaptOBaHHA 3aXMCHUM ra3oM;
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);

6) [but] pe>kmM KHONKWU NanbHUKa (3a 3aMoBYyBaHHAM = [LIFT]) — 06epiTb pexkuM KepyBaHHA 3BaptoBabHMM MPOLECOM;
a) [LIFT] - pexkum 6e3 BUKOPUCTaHHA KHOMKM NanbHWKa 3 KOHTaKTHUM 3anantoBaHHAM ayru: TIG-LIFT;
b) [LIFT2T] - 2-TaKTOBUMI PeXXWM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT-2T;
c) [LIFTAT] - 4-TaKTOBUIA PeXXWM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT-4T;

7) [Po.P]iMnynbcHum pe>xxuM (3a 3amoByyBaHHAM = OFF) — pe>kuM aproHoAyroBoro 3saptoBaHHA iMMy/IbCHUM CTPYMOM;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWI;

MapameTpu iMNyNbCHOro pe>kuMy aproHoyroBoro 3BaploBaHHA:

8) [-A-] 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 60 A) - OCHOBHMI NapaMeTp 3BaptoOBaHHA — CUia CTPYMY B iMNYNbCi (BEPXHI CTPYM);
a) 14...350 A (kpok 3MiHun 1 A) ana ProMIG-350-400V SF;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V;
c) 18...630 A (kpok 3MiHW 1 A) gns ProMIG-630-400V;
9) [I.PS] cTpyM nay3awu (3a 3aMoBYyBaHHAM = 25 A) — cuna CTpyMy Mix iMNynbcamMm (HUXKHi CTpyM);
a) 14...350 A (kpok 3MiHun 1 A) ana ProMIG-350-400V SF;
b) 16 ... 500 A (kpok 3miHu 1 A) ana ProMIG-500-400V;
c) 18...630 A (kpok 3MiHK 1 A) gna ProMIG-630-400V;
10) [Fr.P]uacTtoTa nynbcadii (3a 3amoB4YyBaHHAM = 10 1) — yacToTa nynbcadii cTpyMmy;
a) 0,2...500 Ny, (AanHaMi4YHW KpoK 3MiHK 0,1 My...1 Tw);
11) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) — BigHOCHa TpUBanicTb iMMNynbcy 6a30BMI CTPYM [0 Nepiogy nynbcadii;
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA MMA

0) [-A-] cTpyM (3a 3aMoBUYyBaHHAM = 80 A) — OCHOBHUI NapaMeTp Py4HOro eNeKkTPoAyroBoro 3saptoBaHHA NOCTIMHUM CTPYMOM;
a) 14...350 A (kpok 3MiHun 1 A) ana ProMIG-350-400V SF;
b) 16... 500 A (kpok 3MiHn 1 A) ana ProMIG-500-400V;
c) 18...630 A (kpok 3MiHK 1 A) gns ProMIG-630-400V;

1) [H.St] cuna Fapayoro ctapTy (3a 3aMoBYyBaHHAM = 50%) — NPMPOLLEHHA CUAN CTPYMY Ha Yac Aii GyHKLUiT «Fapauunii ctapT»;
a) O[OFF] ... 100% (kpok 3MiHu 5%);

2) [t.HS]uac Fapsauoro cTapTy (3a 3aMoBYyBaHHAM = 0,3 ¢) — TpuBanicTb po60TM GyHKLUii «FapAauniA cTapT» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);

3) [Ar.F] cuna ®opcaxy ayru (3a 3aMoBuyBaHHAM = 50%) — MPUPOLLLEHHA CUNK CTPYMY Npu poboTi GyHKLi «Dopcark Ayru»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);

4) [u.AF] nopir ®opcaxy ayru (3a 3aMoBuyBaHHAM = 12 V) — Hanpyra ayru, 3 AKoi BMMKaeTbcA PyHKLiA «Popcaxk ayru»;
a) 9...18V (kpok 3MiHn 1 V);

5) [BAH] BonbT-aMn. xapakTepucTuKa (3a 3aMoBYyBaHHAM = 1,4 V/A) — HanalwiTyBaHHA Haxwy BO/bTAMMNEPHOI XapakTepuCTUKU

anapata AnA 3py4HOro 3BaploBaHHsA €/1eKTPOAaMU Pi3HWUX TUNIB;

a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);

6) [Sh.A] pe>kuM KopoTKoi ayru (3a 3aMoBYyBaHHAM = OFF) — pexxrMu po60Tn 3 06MeXXEHHAM A0BXMHM 3BapoBasibHOI Ayru;
a) 0 [OFF] ... 3 (KkpoK 3MiHu 1);

7) [BSn] 6noK 3HW>XEHHA HaNpyru (3a 3amMoB4yyBaHHAM = OFF) —npuMycoBe 3HWXKEHHA HanNpyru Npu 3racaHHi ayru;
a) ON - yBiMKHEHUI;
b) OFF - BUMKHEHW;

8) [Po.P]iMnynbcHUI pe>xxuM (3a 3aMoBUyBaHHAM = OFF) — pexkuM enekTpoayroBoro 3BaptoBaHHA iMMyNbCHUM CTPYMOM;
a) ON - yBiMKHEHUI;
b) OFF - BUMKHeHW;

MapameTpu iMNynbCHOro pe>XXuMy eleKTPoAYyroBoro 3BaploBaHHA:

9) [-A-] 6a30BUIA CTPYM (32 3aMOBYYyBaHHAM = 80 A) - OCHOBHUIA NapaMeTp 3BaptOBaHHA — Cuia CTPYMY B iMMNyNbCi (BEPXHI CTPYM);
a) 14...350 A (kpok 3MiHK 1 A) gna ProMIG-350-400V SF;
b) 16 ... 500 A (kpok 3MiHu 1 A) ansa ProMIG-500-400V;
c) 18...630 A (kpok 3MiHK 1 A) gns ProMIG-630-400V;
10) [I.PS] cTpyM naysu (3a 3aMOBYyBaHHAM = 25 A) — cuna CTpyMy MixK iMnynbcaMu (HUXKHin CTpyM);
a) 14...350 A (kpok 3MiHun 1 A) ana ProMIG-350-400V SF;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V;
c) 18...630 A (kpok 3MiHW 1 A) gna ProMIG-630-400V;
11) [Fr.P]yacTtoTa nynbcauii (3a 3aMoBYyBaHHAM = 5,0 ') —yacToTa nynbcauii cunm cTpymy;
a) 0,2...500 'y (AanHaMi4YHU KPOK 3MiHK 0,1 Ty...1 Tw);
12) [dut] 6anaHc iMnynbc/nay3a (3a 3aMoBYyBaHHAM = 50%) — BiAHOCHa TPMBanicTb iMNynbcy 6a30BMIA CTPYM [0 Nepioay nynbcawii;
a) 20...80% (KpoK 3MiHM 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cnoxxusau!
MATOH IHTEPHELLUH/T askye Bam 3a BM6ip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3a0raHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMAHHA NpaBuA MOro ekcnayatawii.

YBATA!!! MNepean BMKOpUCTaHHAM 06NagHaHHA PEKOMEHAYEMO O3HAMOMUTUCA 3 PO3LUMPEHOK IHCTPYKLUie 3
ekcnnyaTauii, a TakoX NepeBipuTU NPaBUNbHICTb 3aNOBHEHHA rapaHTiIHOro TanoHa: Ha3Ba Mogeni npuabdaHoro Bamu
BMpOO6Y, Ta MOro cepiltHUIN HOMep NOBUHHI 6yTW iIAEHTUYHI 3anncaMm B rapaHTiIiHOMY TanoHi. He AonyckaeTbcA BHECEHHA
B TasfioH 6yAb-AKUX 3MiH U/ BUNPaB/ieHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHSA CrioXKMBayeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.

YBATA! Be3koLUTOBHE rapaHTiiHe 06C/yroByBaHHsA BiACYTHE 32 YMOBM MeXaHiuHMX NOLIKOAXKEHb 3BaptoBasibHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTD:

Mopenb anapaty TepMiH rapaHTii
ProMIG-350-400V SF 3 poku

ProMIG-500-400V

ProMIG-630-400V

2 poku

OCHOBHWI rapaHTiiHWIA Nepioa 064NCAIOETLCA 3 AHA NPOAaXy iHBepTOpHOro o6nagHaHHA KiHLeBOMY NOKYMLEBI.

[poTAroM OCHOBHOrO rapaHTilHOro nepiody npopaseLb 3060B'A3yeTbCA (y BMMAAKY rapaHTIAHONO peMOHTy), 6e3KOLUITOBHO AnsA
BnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

-npoTaroM 1 poky 3 aaTm NnpuAGaHHA KNiEHTOM o6naaHaHHA, onnaTtnTK AocTtaBky obnagHaHHA B CepBiCHUI LEHTP i Ha3aa KNieHTy,

BMKOPUCTOBYHOUM NOCYrM KOMNaHii «<Hoea nowuta»;

-MPOBECTU AiarHOCTUKY Ta BUABUTU NPUYMHY HECNIPABHOCTI;

-3abe3neynTn HeobXiAHUMM ANA BUKOHAHHA PEMOHTY By3/1aMu Ta eleMeHTaMu;

-NpOoBECTM PO6OTH i3 3aMiHM €1EMEHTIB Ta BY3NiB, LLLO BUIALLNW 3 Najy;

-NPOBECTV TECTYBAHHSA BiIPEMOHTOBAHOIO 061aAHaHHA.

OCHOBHiI rapaHTilHi 3060B'A3aHHA HE NOLLUMPIOOTLCA Ha 06NaAHaHHSA:
-3 MexaHiYHUMM NOLLKOAXKEHHAMM, LLIO BN/IMHYNW Ha NpauesaaTHiCTb anaparty (aedopmauis Kopnycy i AeTtanein BHacNiAoK NagiHHA
3 BMCOTM a60 NadiHHA Ha o6naaHaHHA BaXKKUX NpeAMeTiB, BUNagaHHA KHOMOK Ta po3'eMiB);
-3i cnipamMm Kopoasii, Aka cTana NPUYMHOK HECNPABHOrO CTaHy;
-AKe BUMLLINO 3 Nagy Yepes BNAMB CUNbHOIO 3BONOXKEHHA HA MOro CUMOBI 1 €1EKTPOHHI eN1eMEeHTH;
-AIKe BUALLINO 3 Nafy Yepes HaKoNMYeHHA CTPYMONPOBIAHOMO NUAY (BYTiNbHUIA NUA, MeTaneBa CTpy>KKa Ta iH.) BcepeauHi;
-y pasi cnpobu caMOoCTINHOTO PEMOHTY 1Or0 By3/1iB Ta/ab0 3aMiHU eNeKTPOHHUX eNIEMEHTIB.

Tako>X OCHOBHI rapaHTiliHi 3060B'A3aHHA HE NOLLMPIOIOTLCA Ha 30BHILUHI eneMeHTV obnagHaHHA, WO BUALLNW 3 naay, AKi NiaaaTbea
$IBNYHOMY KOHTaKTy, a TakoX Ha CYMNyTHI/BUTpaTHi MaTepianu, NpeTeHsii WoA0 AKUX NPUIAMalOTbCA He Mi3Hille ABOX TUXKHIB micna
npogaxy:

- KHOMKa YBIMKHEHHA Ta BUMKHEHHS;

- Py4KU perynioBaHHA napaMeTpis 3BaploBaHHA;

-po3'eMu NigkntoYeHHA kabenis i pykasis;

-po3'eMU yNpaBniHHA;

-MepexxeBuii kabenb i BUnKka MepexkeBoro kabento;

- py4Kka Ans nepeHeceHHA, peMiHb Yepes nneve, kenc, kopobka;

-TpUMaui eneKkTpoaiB, Knema «Macu», NanbHUK, 3BaptoBanbHi kabeni Ta pykasu.

Mpopaeeup 3anuwae 3a cobo NPaBO BIAMOBUTW Y HafaHHI rapaHTIMHOrO PeMOHTY, abo BCTAHOBWUTW AaTOK MOYaTKy BUKOHAHHA
rapaHTinHWX 3060B'A3aHb MicALb i Pik BUNYCKy anapaTy (BCTaHOB/OOTLCA 3@ CEPINHUM HOMEPOM):

-y pasi BTpatu nacnopta BNacHUKOM;

-y pasi BiagcyTHOCTi KopekTHOro abo B3arani 6yab-AKOro 3anoBHeHHA NacnopTa NpoAaBLEM Mif Yac Npoaaxky anapary.

[FapaHTiNnHWI CTPOK MPOAOBXYETLCA, HA TEPMiH rapaHTinHOro o6cnyroByBaHHA anapaTy y CEpBICHOMY LLEHTpI.

IHdopMaLito NPo MicLLe3Hax0AXKEeHHA Ta KOHTaKTHi AaHi Hanbnuxi4yoro cepsicHoro ueHTpy PATON Bu Mo>eTe oTpyMMaTu y BaLlIOro
npoaasua obnagHaHHA abo gunepa.
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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 welding safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

-electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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

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

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING
-remove flammable objects from the operating zone;
-the welding of/in vessels where gases, fuel, or oil products were stored or used to store is
prohibited. Residues of these products may explode;
-adhere to 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 environment as well;
- protect the hands with insulating gloves;
-protect the eyes with a mask/shield/helmet, equipped with a black-light filter visor complying
with safety standards;
-wear only proper low-flammable clothes.

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

The delivery set of the device includes:

Operating g /)
manual §

Rollers for steel and
aluminum wire**

Welding cable with ABICOR
BINZEL ground terminal**

Q

JALINIIHNIININ Y
(S

Quick-release

) i «
pneumatic connector Welding arc source unit with wire Carrying strap
feeder unit

* For ProMIG-350-15-4-400V SF
** Except ‘WA’ indexed models

CONTROLS AND INDICATION

ProMIG-350-400V SF
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ProMIG 500/630-400V

1- Current source unit display;
2-MODE button. The welding method selector:
-manual metal arc welding (MMA);
-tungsten-arc inert-gas welding (TIG);
-metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
3-Current source unit control knob. Turn the knob to select functions/parameters, and press it to setup the value. Turn the control knob
to change the value, and press it again to save the changes and return to the function/parameter selection menu;
4-PROG button of the current source. Press to change the welding program (a set of previously user-set parameters). Additional function
in the MIG/MAG method: press and hold for more than 1 second to set the inductance level;
5-TEST GAS button. Press to check the shield gas supply —the gas path valve will open (the wire will not be fed). Press again to close the
valve, or wait for 15 seconds - it will close automatically;
6-VOLTAGE button to setup the welding voltage on the wire feeder unit;
7-The wire feeder unit display;
8-Wire feeder unit control knob. Turn the knob to select functions/parameters, and press it to set the value of the selected
function/parameter. Turn the control knob to change the value. Press the control knob again to save the changes and return to the
function/parameter selection menu;
9-PROG button of the wire feeder unit. Press to select the welding program. Additional function in the MIG/MAG method: press and
hold for more than 1 second to set the inductance level;
10- WIRE INSTALL button. Press and hold to inch the wire into the welding sleeve and torch. No gas is supplied when inching the wire;
11- EURO type KZ-2 connector for a welding torch;
A - Welding amperage socket ‘+’:
-MIG/MAG welding with solid wire — connect the socket (A) to the connector (22) by the power jumper. OR connect the (21) connector
with the (22) connector by the power jumper;
-MIG/MAG welding with self-shielding flux cored wire (FCAW-S) — plug the ‘ground’ cable;
-TIG welding — plug only the ‘ground’ cable;
-MMA welding - plug the electrode holder cable (plug the ‘ground’ cable when using special electrodes);
B - Welding amperage socket ‘~’:
-MIG/MAG welding with solid wire — plug the ‘ground’ cable;
-MIG/MAG welding with self-shielding flux cored wire (FCAW-S) — plug with the power jumper to the connector (22) of the wire feeder
unit;
-TIG LIFT welding - plug only the TIG torch cable;
-MMA welding - plug the ‘ground’ cable (plug the electrode holder cable when using special electrodes);
12- Power breaker;
13- Wire feeder unit fuse;
14- Gas heater fuse;
15- Grounding bolted terminal;
16- 36V gas heater socket;
17- Communication cable connectors;
18- Mains cable;
19- Shield gas fitting;
20- The wire spool cover;
21- Rear welding amperage socket ‘+’;
22- Welding current socket of the wire feeder unit;
-for the MIG/MAG solid wire welding — plug to the socket (A) OR (!!!) to the socket (21) with the power jumper;
-for the MIG/MAG self-shielding flux cored wire welding (FCAW-S) - plug to the socket (B) with the power jumper.
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MACHINE INDICATION

MIG/MAG

Current source display Wire feeder display

TIG

[TIG-HFZT

Frog.H:1 |

—14]

o] [=]

Farameters: b
time amFer-down: @,Z2=

time Fost-gas: 4,H=
1- The welding method;
Current source display 2- The welding program number;
3- The function / parameter name;
MMA 4~ The selected function / parameter value;

5- The next 2 parameters in the menu.

Froa.H:1 P

14

Farameters: o
Fower Hot Startl adx 5]
time Hot Start: d, 3=

Current source display

START-UP

The welding machine is designed only for: metal-arc inert-gas welding/metal active gas welding (MIG/MAG), for tungsten-arc inert-
gas welding (TIG), as well as for manual metal arc welding (MMA). Other use of the machine is considered undue. The
manufacturer is not responsible for damage cause by undue use of the machine. Intended use of the machine implies adherence
to instructions of this 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. Be
sure the metal dust (for example, of emery grinding) doesn’t drawn directly into the machine with the cooler fan.

POWER CONNECTION

The PATON ProMIG welding machine is rated for three-phase mains voltage is 3x380 V or 3x400 V.

CAUTION! The manufacturer's warranty become invalid when connecting the machine to a mains voltage above 450 V. Also, the
manufacturer's warranty become invalid if the mains phase is connected to the current source ground.

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

Safety rules require grounding of the machine’s housing when working with welding equipment. There are two options:
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-using the fourth (yellow-green) wire in the mains cable (international standard);

-using a bolted terminal on the machine’s rear panel (CIS countries). L2
Use a four-wire cable that complies with the IEC 60445 standard to plug the PATON
welding machines to a 3-phase power supply:

-Brown wire -phase L1;
-Black wire - phase L2; L1
-Blue wire - phase L3; L3
-Yellow-green wire - ground.
NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only
three phases. The yellow-green wire is the grounding wire, not the ‘null’! J_—

POWERING BY A GENERATOR

ProMIG series welding machines can be powered by a mobile generator that must comply with the following specifications:

MMA electrode, mm MMA/TIG amperage, A MIG/MAG wire diameter, mm Required generator power, kVA
a2 up to 80 up to @0,6 3,0
a3 up to 120 up to 90,8 4,5
a4 up to 160 up to @1,0 6,0
a5 up to 200 up to @1,0 7,7
@6 low-melting up to 250 up to @1,2 10
@6 low-melting up to 270 up to @1,2 12,0
a6 up to 350 upto @1,4 16,0
8 up to 500 up to 91,6 30,0
8 up to 630 up to 92,0 42,0

CAUTION! The generator output phase voltage must meet the 160-260 V limits for PATON ProMIG machine stable operation.

SETTING THE MACHINE FUNCTIONS

The (3) and (8) knobs on the front panel are the main control elements, use them to do:

-turn the knob to select the functions and their values in a circle;

-press the knob to confirm the setting of the selected parameter or its value;

-press and hold the regulator knob for more than 12 s to reset the values of all functions to the welding method factory settings.
Press the MODE button (2)to change the welding methods in a circle.
Press the PROG buttons (4) or (9) to select the welding program (a set of welding parameters).

SETTING THE MENU LANGUAGE

Press and hold down the MODE button (2), and turn the device on to select/change the device menu language. Turn the control
knob (3) to select the desired language, and press it to confirm the selection. The welding machine will continue to operate with
the interface in the selected language.

LOCKING/UNLOCKING THE MACHINE MENU

When the settings menu is locked, a ‘closed lock’ icon is displayed on the current source display (1): u . You can change only the main
parameter value of the actual welding method with the control knobs (3) and (8):

-in the MIG/MAG method - the welding voltage, or voltage correction in pulse mode’

-in the TIG method - the welding amperage;

-in the MMA method - the welding amperage.
Press and hold the control knob for more than 6 seconds TO UNLOCK THE MENU. When unlocking, an opening lock is animated. After
successful unlocking, additional functions and parameters, along with their values, are available to change.
Press and hold the control knob (3) or (8) for more than 6 seconds TO LOCK THE MENU. A closing lock animation will be displayed. And
when it is closed, the machine menu will be locked.

SWITCHING TO THE REQUIRED WELDING METHOD

Press the MODE button (2) to switch to the next welding method in a circle.
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RESETALL SETTINGS OF THE ACTUAL WELDING METHOD

Press and hold down regulator knob (3) or (8) for more than 12 seconds (ignore the animation of the lock icon) 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 program will
be reset to factory defaults. Parameters reset for every program of every welding method are made separately to exclude the unwanted
changes in the other programs and welding methods.

SWITCHING THE WELDING PROGRAM

In every one of the MMA, TIG, or MIG/MAG welding methods, you may store and restore up to 16 different welding setting kits (programs).
The actual program number is displayed in the upper right of the screen. The number of an actual program is displayed in the upper right
of the screen. When the machine is first turned on, program #1’ is applied for every welding method.

Press the PROG button (4) or (9) - the current program number will be displayed. Turn the corresponding control knob (3) or (8) to select
another program, and press it to apply the settings of the selected program.

All changes made to the machine welding settings are automatically saved to the actual program.

WELDING METHODS PARAMETERS

MMA electrode MMA/TIG MIG/MAG wire Cross-section of every mains Max. mains wire
diameter, mm amperage, A diameter, mm wire core, mm? length, m
1,5 135
2 175
a3 upto 120 up to 90,8 2,5 220
4 350
6 525
2 130
@4 up to 160 25 160
4 260
up to 91,0 6 385
2,5 115
a5 up to 220 4 180
6 270
2,5 85
@6 fusible up to 270 up to @1,2 4 135
6 205
2,5 65
26 up to 350 upto @1,4 4 100
6 150
4 80
@6 refractory up to 400 6 120
10 195
up to @1,6 ) 55
@8 fusible up to 500 6 85
10 140
4 40
@8 up to 630 up to @1,6 (2,0%) 6 65
10 105
Recommended welding cables length for MMA:
Maximum current, A Cable length (one way), m Cross-s:::nnzon area, Cable type
160 2.7 16 KG 1x16
200 3...9 25 KG 1x25
250 5..11 35 KG 1x35
270 5..11 35 KG 1x35
350 6...14 35 KG 1x35
8...30 50 KG 1x50
500 12...40 70 KG 1x70
10...30 70 KG 1x70
630 15...40 95 KG 1x95

4When using the PATON MAXwire feeder
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MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING using the solid wire
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GROUNDING CLAMP
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MACHINE CONNECTION DIAGRAM FOR TIG WELDING using the GZ-2 button-type torch
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MACHINE CONNECTION DIAGRAM FOR MMA WELDING using the common electrodes
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PATON ProMIG DC MMA/TIG/MIG/MAG

ELECTRODE HOLDER

GROUNDING CLAMP

WORKPIECE
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SPECIFICATIONS
PARAMETERS ProMIG-350-400V SF ProMIG-500-400v | ProMIG-630-400V

Rated mains voltage (50/60 Hz), V 3x380/3x400
Rated consumption from the mains phase, A 16...18,5 30...35,5 42...49
Rated welding amperage, A 350 500 630
Maximum welding amperage, A 450 630 800
Duty cvele 70% at 350 A 70% at 500 A 70% at 630 A

¥ ey 100% at 290 A 100% at 420 A 100% at 520 A
Mains voltage range, % +15%
Welding amperage regulation range, A 14...350 16...500 18...630
Welding voltage regulation range, V 12...30 12...40 12...44
Wire feed speed regulation range, m/min 1,0...16 1,0...20
MMA electrode diameter range, mm 1,6...6,0 1,6...8,0 1,6...8,0
MIG/MAG wire diameter range, mm 0,6...1,4 0,6...1,6 0,6...1,6 (2,0%
Wire feeder unit type 4 -rollers
Max. wire spool weight, kg 18

Pulse welding modes, Hz

MMA: 0,2...500 - adjustable, TIG: 0,2...500 - adjustable,

MIG/MAG: synergistic

MMA ‘Hot-Start’ function Adjustable

MMA ‘Arc-Force’ function Adjustable

MMA ‘Anti-Stick’ function Automatic

MMA voltage reduction unit on/ off

MMA no-load voltage, V 12/75

Arc striking voltage, V 110

Rated power consumption, kVA 10,7...12,3 19,9...23,6 27,8...32,5
Maximum power consumption, kVA 15,3 29,0 40,1
Power efficiency, % 90

Cooling system type Air-type, adaptive

Operating environment temperature range, °C -25...+45

Box dimensions (Length x Width x Height) , mm 540 x 360 x 400 510x 180 x 385 510x235x410
Weight without wire and accessories, kg 22,9 39,9 41,9
Ingress Protection rating IP33 IP23

5 When using the PATON MAXwire feeder
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THE MACHINE FUNCTIONS LIST
MIG/MAG welding method

0) [t.Pr]time pre-gas (= 0.1 s by default) - pre-purge duration of the welding zone by shield gas;
a) 0.1...25.0 s (adjustment step 0.1 s);
1) [t.uP] amperagerisetime (= 0.1 s by default) — the duration of welding parameters rise-up: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
2) [-U-]welding voltage (= 19.0 V by default) — the first main parameter of direct voltage MIG/MAG welding;
a) 12.0...32.0 V (unitincrement 0.1 V) for ProMIG-350-400V SF;
b) 12.0...40.0 V (unitincrement 0.1 V) for ProMIG-500-400V;
c) 12.0...44.0 V (unitincrement 0.1 V) for ProMIG-630-400V;
3) [SPD]wire feed speed (= 4.5 m/min by default) - the second main parameter of MIG/MAG welding;
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min) for ProMIG-350-400V SF;
b) 1.0 ... 20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500-400V and ProMIG-630-400V;
4) [t.dn] amper.falltime (= 0.1 s by default) - the duration of welding parameters fall down: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.PO] time post-gas (= 1.5 s by default) — post-purge duration of the welding zone with shield gas;
a) 0.5...25.0 s (adjustment step 0.1 s);
6) [but]torch button mode (= [2T] by default) — select the welding process control mode using the torch button;
a) [2T] - 2-stroke torch button mode MIG/MAG-2T;
b) [4T] - 4-stroke torch button mode MIG/MAG-4T;
7) [Ind] inductance level (= 0 by default) — set the welding amperage rise rate when the wire short-circuits with the product, and the
droplet breaks off;
a) -5...0... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default) — the wire will feed at a minimum speed until the arc is struck;
a) ON -enabled;
b) OFF - disabled;
9) [Po.P] pulse mode (= OFF by default) — pulse voltage welding mode;
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):

10) [tYP] wire material (= Fe by default) — set the type of welding wire material;
a) Fe - common 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);
11) [dia] wire diameter = 0.8 mm (default) - set the welding wire diameter;
a) 0.6...1.2 mm for ProMIG-350/500/630-400V steel and stainless wire;
b) 0.8...1.2 mm for aluminum wire;
12) [Adu] voltage adjust. (default= 0.0 V) - the first main parameter of the MIG/MAG pulse welding. The resulting welding voltage is also
displayed, itis affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length enlarges with the parameter value.

TIG welding method

0) [Pr.A]start amperage (default= 20 A ) —initial welding amperage in TIG-LIFT-4T mode (pilot arc);
a) 14 ...50 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16... 50 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18...50 A (unitincrement 1 A) for ProMIG-630-400V;
1) [t.uP]amperage rise time (= 0.2 s by default) - welding amperage rise time;
a) 0...15.0 s (adjustment step 0.1 s);
2) [-A-]welding amperage (= 100 A by default) - the main parameter of DC TIG welding;
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18 ... 630 A (unitincrement 1 A) for ProMIG-630-400V;
3) [t.dn]amper. falltime (= 0.2 s by default) - duration of welding amperage reduction;
a) 0...15.0 s (adjustment step 0.1 s);
4) [Po.A]final amperage (= 20 A by default) - final welding amperage in TIG-LIFT-4T mode;
a) 14 ... 50 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 50 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18 ... 50 A (unitincrement 1 A) for ProMIG-630-400V;

8 recommended shield gas consumption rate: 7I/min or more for low current, and 14 /min or more for 150-200 A current
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5) [t.PO] time post-gas (= 4.0 s by default) — post-purge duration of the welding zone with shield gas;
a) 1.0...35.0 s (unitincrement 0.1 s);
6) [but] torch button mode (= [LIFT] by default) - select the welding control mode;
a) [LIFT] - contact arc striking no button mode TIG-LIFT;
b) [LIFT2T] - contact arc striking 2-stroke button mode TIG-LIFT-2T;
c) [LIFT4T] - contact arc striking 4-stroke button mode TIG-LIFT-4T;
7) [Po.P] pulse mode (= OFF by default) - pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

8) [-A-]base amperage (= 100 A by default) — pulses amperage (upper amperage). The main parameter of pulsed TIG-welding;
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V;
9) [I.PS] pause amperage (= 25 A by default) — between pulses amperage (low amperage);
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V;
10) [Fr.P] frequency pulse (= 10.0 Hz by default) — welding amperage pulsation frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
11) [dut] impulse/pause duty (50% by default) - the percentage of the base amperage pulses duration to their period;
a) 4 ...80% (change step 2%).

MMA welding method

0) [-A-]amperage (= 80 A by default) — the main parameter of DC MMA welding;
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V;
1) [H.St] power Hot Start (= 50% by default) - welding amperage increment during the Hot start function;
a) O[OFF] ... 100% (unitincrement 5%);
2) [t.HS]time Hot Start (= 0.3 s by default) — duration of the Hot start function after arc striking;
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] power Arc Force (= 50% by default) - amperage increase during the operation of the Arc Force function;
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF]threshold Arc Force (= 12V by default) - the threshold arc voltage to activate the Arc Force function;
a) 9...18V (unitincrement 1V);
5) [BAH] volt amp. characteristic (= 1.4 V/A by default) - adjust the voltage-amper characteristic slope of the device for convenient
welding with electrodes of different types;
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A]short arc mode (= OFF by default) — operating mode with welding arc length limitation;
a) O[OFF] ... 3 stages (unitincrement 1 stage);
7) [BSn]voltage reduction device (= OFF by default) - reduction of welding voltage when the arc is extinguished;
a) ON -enabled;
b) OFF - disabled;
8) [Po.P]pulse mode (= OFF by default) - activation of the pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
MMA pulse mode parameters:

9) [-A-] base amperage (= 80 A by default) - main pulsed MMA welding parameter - the pulse amperage (upper amperage);
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18 ...630 A (unitincrement 1 A) for ProMIG-630-400V;
10) [I.PS] pause amperage (= 25 A by default) - between pulses amperage (low amperage);
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V;
11) [Fr.P] frequency pulse (= 5.0 Hz by default) - welding amperage pulsation frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] impulse/pause duty (= 50% by default) - the percentage of the base amperage pulses duration to their period;
a) 20 ... 80% (change step 2%).
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WARRANTY

Dear customer!
PATON INTERNATIONAL thanks you for choosing PATON™ products and guarantees high quality and flawless functioning of this product,
subject to the rules of its operation.

warranty card for correctness: the model name of the productyou purchased and the serial number must match the entries
on the card. Any changes and corrections to the warranty card are not allowed.

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the welding machine provided that the consumer observes the rules of
operation, storage and transportation.

g ATTENTION!!! We recommend that you read the operating instructions before using the equipment. Also, check the

ATTENTION! There is no free warranty service if the welding machine has mechanical damage!
The main warranty period for welding equipment is:

Unit model Warranty period
ProMIG-350-400V SF 3years

ProMIG-500-400V

ProMIG-630-400V

2 years

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

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

During the main warranty period, the seller undertakes, free of charge for the owner of PATON™ inverter equipment:
-to make diagnostics and identify the cause of the malfunction;
-to provide units and elements necessary for the repair;
-to repair the equipment;
-to test the repaired equipment.

The main warranty does not apply to the equipment:
-with mechanical damage that affected the performance of the device (deformation of the case and parts as a result of mechanical
damage, damaged buttons and connectors);
-with traces of corrosion, which caused a malfunction;
-out of order due to exposure of abundant moisture;
-failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);
-with traces of unauthorized repair of components and/or elements replacement.

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:

-power switch;

-regulator’s knobs;

-cables and sleeves connectors;

-control connectors;

-mains cable and mains cable plug;

-carrying handle, shoulder strap, case, box;

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

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.

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

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

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION
ABOUT DEVICE RECYCLING.
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-27- PATON ProMIG DC MMA/TIG/MIG/MAG



PATON

[ata npuiiomy Ha peMoHT / Received torepairdate _____ »  */ 20

(nianuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

Mpuunna / Cause:

[Narta npuioMy Ha peMoHT / Received to repair date 7 7,20

(nianuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

Mpuunna / Cause:

[Narta npuioMy Ha peMoHT / Received to repair date 7 7,20

(nianuc / signature)

O3Haku HecnpaBHocTi / Malfunction symptoms:

MpuuunnHa / Cause:

PATON ProMIG DC MMA/TIG/MIG/MAG -28-



