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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
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-350-400V W,
PATON™ ProMIG 500-400V W,
PATON™ ProMIG 630-400V W

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

Directives:
Safety of machinery - Electrical
equipment of machines -

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

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

EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kiev, UKRAINE 04'(2%;,%%%2

Ap 7T APAlF s,
o WA
“ANATOH

Signature ) /
Name, Function: Mark Tokmakov

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

YKPAIHCbKA

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

- TpaBMyBaHHsi 06CMyroByto4oro nepcoHany abo TpeTboi ocobu;

- 3anoAisiHHA LWKoAM camomy anapaty abo maTtepianbHUM LiHHOCTAM NiANPUMEMCTBa;

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

- TOYHO AOTPUMYBATUCA LET IHCTPYKLi.
NMPABUNA TEXHIKU BE3MNEKU

HEBE3NEKA MEPEXEBOI'O | 3BAPIOBAJIbHOIO CTPYMY

- YPaXeHHs eneKkTpUYHUM CTPYMOM MOXe BYTn CMepTenbHUM;

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

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

- MopyLeHHs eheKTUBHOrO PoGOYOro npoLiecy.

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

- NPOWTW BiANOBIAHY aTecTalito;

- BOJIOAITV 3HAHHSIMM 3i 3BaplOBaHHS;

HEBE3MEKA BUMPOMIHEHHA 3BAPIOBANBHOI AYrU

3abopoHSIETLCA CnocTepiraTi 3a 3BaploBaribHOT Ayrol Heo36poeHum okoM. flyra i 6pusku, Lo
YTBOPIOIOTLCA Nif Yac poGoTU, MOXYTb 0BNEKTW LKipy abo BUKNMKATW NOMyM's, TOMY 3aBXau
cnif, HOCWTWU 3axMcHy Macky 3 ToHoBaHuM pinbTpoM (DIN 9 10). CTOopoHHi ocobu, Lo
3HaxoAATbCA B 30HI Aii NPUCTPOIO, NOBUHHI 3aXMLLATK OYi CneLianbHUMK 3aXMCHUMK OKynsipamm
abo BYKOPUCTOBYBATW HErOPIOYi €KpaHu, Lo NOrMUHaTL BUNPOMIHIOBAHHS.

\\
L 1)
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HEBE3NEKA LWWKIANUBUX IF'A3IB | BUMNAPIB

- YTBOpEHi AUM Ta LWKIANUBI rasv Buaanutn 3 poboyoi 3oHM crevjiansHUMm 3acobamu;

- 3abe3neunTn OCTaTHI NPUTOK CBIXKOro NOBITPS;

- BUMNapu PO34MHHUKIB HE MOBWHHI MOTPaNAATU B 30HY BUNPOMIHIOBaHHS 3BaproBasbHOI Ayru.

o =il =

HEBE3MEKA MATHITHOIO nons

MarHiTHi nons, CTBOpeHi CUIbHUM 3BapoBaribHUM CTPYMOM, MOXYTb YUHUTU HEraTUBHWIA BNNNB
Ha npauesfaTHICTb YyTIMBUX eneKkTponpunagis (Hanpuknag, kapgaioctumynstopis). Ocobu, siki
MatoTb Taki npunagu, NoBUHHI NopagMTUCs 3 MikapeM, nepL Hix Habnwkartuca Ao poboyoro
3BaplOBanbHOrO MangaH4uka.

awsy,

HEBE3MNEKA BUNbOTY ICKOP

- 3aiMUCTi NpeaMeTn BUAAnuTK 3 pobo4oi 30HM;

- He fonyckalTbCs 3BaptoBanbHi poboTu Ha EMHOCTSIX, Y Skux 36epiratoTbest abo 36epiranvcst
rasw, nanbHe, HadTonpoaykTu. Moxnuea Hebeaneka BUGYXY 3anULLIKIB LIMX NPOAYKTIB;

- Y NOXexo- Ta BUbyxoHebe3neyHnx NpUMILLEHHSIX 4OTPUMYBaTUCSt 0OCOBNUBMX Npasur,
Bif4NOBIOHO 4O HaUiOHaNbHMX Ta MiXXHAPOAHWUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

[Ins 0cobUCTOro 3axmcTy AOTPUMYATECH HACTYMHUX NPaBUn:

- HOCWTM MiliHe B3yTTs, Lo 36epirae i3ostooyi BNacTUBOCTI, B TOMY YMCHI i y BONOMUX YMOBaX;
- 3axuvLLaTh PyKW i30MI0IYMMMN pyKaBUYKamu;

- Od4i 3axMLLaTK 3aXMCHOI MAcKOI0 3 iNbTPOM NPOTK yNbTPadioneToBoro BUNPOMiHIOBaHHS,
KW BiAnoBigae ctaHaapTam TeXHikM 6esneku;

- BUKOPUCTOBYBATY TiMbK1 BiANOBIAHWIA (BaXXKO3aNMUCTUIA OAST).

> e

HEBE3MNEKA IHTEHCUBHOIO LLYMY

3BaptoBarbHa [yra, sika BUHWKaE Mif Yac 3BapioBaHHS MOXE CTBOPIOBATM 3BYKMW PiBHS BuLLe 85
B npotsirom 8 roanH po6o4oro Yacy. 3saproBarbHUKY, O NPaUoTb 3 4aHUM 06nagHaHHsaM,
nig yac po6oTH MaKTb HOCUTY 3aCOBU 3aXMCTY OPraHis Cryxy.

#)
D)
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PO3MNAKYBAHHA

[0 KOMNNEKTY 3BaplOBarnbHOMO anapary BXOAsTh:

CTtucnuii nocibHmK
KopbucTvBada

KomnnekTu ponukis gns
cyuinbHoro Ta
ANKMIHIeROrO NNOTV

R U,

3BaptoBanbHuii kabenb 3 Knemoro [xepeno XuBneHHs

«maca» ABICOR BINZEL 3BaploBarnbHoi Ayrn 3 610KOM
nonavi nnoTv

N ] PeMiHb Ans
= nepeHeceHHs!
anapatv Ha nneui”
MHeBMOpO3'eM

* Onsa mogenen ProMIG-350-400V W

ENEMEHTU YNPABNIHHA TA IHONKALLIA

1.dvcnnen;
2.KHonka Bubopy pexumy 3BaptoBaHHs “MODE”:
. py4He AyroBe 3BaproBaHHA WTy4HUM enektpogom (MMA);
. 3BaploBaHHs B aproHi, enekTpoaoM Lo He nnaeutbes (TIG);
. 3BaploBaHHA HaniBaBTOMaTW4He B 3axucHux rasax (MIG/MAG);
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3.Pyyka perynsitopa ans Bubopy yHKLil (napameTpis) NOTOYHOTO peXUMY 3BaplOBaHHs Ta BCTAHOBIIEHHS iX 3HAYEHHS (3a
3aMOBYYBaHHSIM — BCTAHOBIEHHS nMapameTpy 3BaptoBasbHoi Hanpyru B cnocobi MIG/MAG). 3a Bubip dyHKUii BignosigaoTs
NoBOPOTU perynsTopa npaeopyy Ta nisopyy. [ns nepexony A0 BCTAHOBMNEHHS 3HaYeHHs1 BUGpaHoro napameTpy HeobxigHo
HaTUCHYTW Ha Py4Ky perynatopa. 3Ha4yeHHSA BCTAHOBMIOETLCH MOBOPOTaMM PyyKu perynatopa npasopyy abo nisopyy. [ns
noBepHeHHs A0 MeHto BUGopy dyHKUi/napameTpiB HeOOXIAHO Lie pa3 HAaTUCHYTU Ha pyYKy perynsatopa;
4.KHonka Bubopy nporpamu 3BaptoBaHHsi «PROG» (Habip paHilue HanawToBaHWX KOpUCTyBayeM napameTpiB)/aogaTkosa
yHKUiA: HanawTyBaHHs piBHS iHOYKTUBHOCTI (HATUCHYTU | TpUMaTK GinbLue 1 cekyHau);
5.KHorka nepesipku nogavi 3axucHoro rasy (ApiT He nofaeTbes);
6.KHonka gns WBMAKOro BUKIMKY NapaMeTpy HanaluTyBaHHs 3BaptoBanbHOI Hanpyru Ha 6roui nogadi ApoTy;
7.Lncbposuin gucnnen 6noky nogadi Apory;
8.Pyuka perynsitopa ans Bu6opy yHkLii (napaMeTpiB) NOTOYHOrO PEXUMY 3BaploBaHHS Ta BCTAHOBMEHHS iX 3Ha4YeHHs Ta 6noui
nogadi ApoTy (3a 3aMOBYYBaHHSAM — BCTAHOBIIEHHSI NapaMeTpy LIBWMAKOCTI nodadi apoty B pexumi MIG/IMAG);
9.KHonka BnGopy nporpamu 3BaptoBaHHs (Habip paHille HanalToBaHNX KOPUCTYBaYeM napameTpiB) Ha 6noui nogavi apoty /
fopatkosa yHKUis: HanawuTyBaHHs piBHS iHOYKTUBHOCTI (HATUCHYTU | TpumaTk GinbLue 1 cekyHan);
10. KHorka 3anpaBrneHHst ApoTy (ra3 npy LbOMY He NOAAETLCS);
11. Po3z'em KZ-2 tuny "€BPO" ans nin’eaHaHHs HaniBaBTOMaTUYHOMO NarbHKKa;
A — Hi3go cunosoro cTpymy «+» Tuny 6aiioHeT:
e npu 3BaptoBaHHi PA3 "MMA" — nigkntoyaeTbcs kabenb enekTpoga (B OKpeMux BUnagkax npy BUKOPUCTaHHI cnevianbHuX
eneKkTpoAiB NiaknovaeTbcsa kabenb «macay);
e  npu 3BaptoBaHHi AP "TIG" — nigkntovaeTbes Tinbkn kabens «Mmacay;
e  Mpuv HaniBaBTOMaTU4YHOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM ApOTOM - NiAKNoYaeTbCs kabenb MexaHiamy nogaui
ApoTy;
e puv HaniBaBTOMaTn4YHoMy 3BaptoBaHHi HA "MIG/MAG" cntocoBuM ApOTOM - NigKNoYaeTbes kabenb «Macay;
B — 'Hi3g0 cunoBoro cTpymy «-» Tuny 6anoHeT:
e  npu 3BaptoBaHHi PA3 "MMA" - ninkntovaetbcs kabenb «maca» (B okpemux BUNagKkax npu BUKOPUCTaHHI crevianbHux
enekTpoAiB niaknovaeTbcsa kabenb enekTpoaa);
. npw 3BaptoBaHHi AP "TIG" - niaknoYaeTbCst TiNbky aproHO-4yroBuiA NanbHKK;
e  Mpuv HaniBaBTOMaTN4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM ApOTOM - NigKnioYaeTbest kabenb «macay;
e  puv HaniBaBTOMaTU4YHOMY 3BaptoBaHHi HA "MIG/MAG" dntocoBMM ApOTOM - NiAKNoYaeTbCs kabenb MexaHiamy nogadi
Apory.
12. ABTOMAT YBIMKHEHHS1 / BAMUKaHHS Axkeperna 3BapioBasibHOro CTpyMmy;
13. 3anobixHuk 6roky nogadi ApoTy;
14. 3anobixHuK nigirpisaya rasy;
15. Micue nigknioyeHHs kabento 3a3eMneHHs;
16. PoseTka ans nigirpisava rasy 36V;
17. Po3'emu nogadi curHanis Bif MexaHiaMy nodadi ApoTYy Ha BKITIOYEHHS | BUKIIOYEHHS [xepena CTpymy;
18. Kabenb Ans NiakniovYeHHs 40 Mepexi XXUBNEHHS;
19. WTyuep noaadi 3axmcHoro rasy;
20. 3axucHuin BOKC ANs KOTYLLKU 3i 3BaproBasibHIM APOTOM;
21. JopaTkoBi po3’emu Tuny BarioHeT «+» AN NiOKIIOYEHHS CUIMOBOrO CTPYMY MixX [xeperiom i 6rokom nogadi ApoTy.
22. Po3’em xonofHoi piavHu Big 610Ky 0XONOMKEHHS A0 NanbHUKa;
23. Po3’em rapsivoi piavHu Big nanbHyKka 40 6roKy OXOnoaXKeHHS;
24, Tpumay KOTYLLKV 3BaptoBanNbHOrO APOTY 3 NPYXUHHAM MEXaHIi3MOM rasfibMyBaHHS;
25. BxigHui oTBip ANst 3anpaBky 3BaptoBaribHOro ApoTY;
26. Mepemvkay oxonomkeHHs PATON (BUKopucToBYETLCS Npu poboTi 3
nanbHYKaMu PiAUHHOTO OXONOAXKEHHS):
. «YBIMK» - npu po60oTi 3 nansHUKOM MOBITPSIHOTO OXONOKEHHST;
. «BVMK» - npu po6oTi 3 NanbHWKOM PiAVHHOIO OXONOKEHHST;
27. MexaHi3m nogadi 3saptoBansHOro ApoTy;
28. Kpuwika 6noky nogadi 3 3acyBKoto;
29. 3axucHa KpuLka KOTYLLKW ApOTy;
30. Po3’eM xuBnNeHHsi 6rioKy OXONOAXEHHS.
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IHOWKALJIS1 POBOTU ATTAPATA B PEXXUMAX

MIG/MAG
BN HAG-2 T MFor H: 1 iEY

[1]—
B

MIGMAG-ET NFor.He1]

HanrF4Yra =earFHeEdaHHA.

V
19,5V

OcHoeHuUll eKpaH Bnok noday4i dpomy

nForHx1]

t‘l (TS
- ACTPYM: |
/

NaFaMeTFH: o
cHna Mar. CTarTy: EElx .
qac Mar. CTarT9:

OcHoeHuli ekpaH. MeHto 3abrokoeaHe

TIG
[TIG-LIFT MFor.H: 1

o IO

NarFaMeTFH: i
KHOMKa NafeHwWka:  LIFT
iMNYaecHWMEA Fewid: OFF

OcHogHul ekpaH. MeHto 3abrokosaHe

1 — MNOTOYHWI peXUM 3BaploBaHHsI 4 — 3HauyeHHsi obpaHoi dyHKLii / napameTpa
2 — Homep noTo4HOI Nporpamu 5 — [llepenik Ta BCTaAHOBMEHI 3HAYeHHs 2-X HACTYMHWX
3 — HasBa dyHkuii / napameTpa napameTpiB B MeHI0

BBEOEHHA B EKCIJTYATALLIIO

3BaptoBanbHUii anapat NpU3HaYeHUn BUKIOYHO: AN PYYHOTO [YroBOro 3BaploBaHHS LUTYYHUM ENeKTPOAOM, 3BaploBaHHS B
CepeaoBULLi aproHy, a TakoX HaniBaBTOMaTUYHOTO 3BaplOBaHHS B CEpeoBULL 3aXMCHUX rasiB. IHWe BUKOPUCTaHHS anapaTy He
BiANOBIAae Moro npuaHayveHHo. BUpobHuk He Hece BIANOBIAANBHOCTI 3a MOLUKOAXKEHHS!, 3aBAaHi BUKOPUCTaHHSIM anapaTy He 3a
nNpu3HavyeHHsM. BrkopucTaHHs BigNoBIiAHO A0 NpU3HaYeHHs, Mae Ha yBasi 4OTPMMaHHSA BKa3iBOK LibOro nocibHuka 3 ekcrnnyarauii.
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TEXHIYHI XAPAKTEPUCTUKU PEXXUMIB 3BAPOBAHHS A[TAPATAMU PATON ProMIG

Enektpoa BcTtaHoBneHe 3Ha4eHHs1 LiameTp ApoTty MNMnowa npoBoAy XUBMEHHS, Makc. BoBXUHa
ans MMA, mm | ctpymy ansa MMA i TIG, A | ana MIG/MAG, mm Mm?2 nposoay, M
3 x 380/400V — ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
@3 Mm no 120 no @0,8 2,5 220
4 350
6 525
2 130
2,5 160
4 Mm no 160
4 260
no @1,0 6 385
2,5 115
@5 Mm no 220 4 180
6 270
2,5 85
76 Mm
(nerkonnaki) no270 no @1,2 4 135
6 205
2,5 65
76 Mm no 350 no @1,4 4 100
6 150
4 80
@6 Mm i no 400 6 120
(Tyronnaseki)
10 195
no @1,6
4 55
a8
(nerkonnaski) Ao 500 6 85
10 140
4 40
@8 Mm [o 630 no @2,0 6 65
10 105
BUMOI' 4O PO3MILYEHHSA

HeobxiaHo posmiwyBat anapat Tak, Wwob 3abesnevyBaBcs GeanepeLuKOfHWIA BXiA | BUXiA OXOMOMXYyUOro MOBITPS 4epes
BEHTUNALINHI OTBOPW Ha NepeHiit i 3agHin naHensx. Cnigkyite 3a TuM, Wo6 MeTanesuin Nun (Hanpuknag, nig Yac HaxaaqyHoro
wnidyBaHHs1) HE 3acmokTyBanacs 6e3nocepeaHb0 B anapat BEHTUNSTOPOM OXONOAXKEHHS.

NMIgKITIOYEHHA 4O MEPEXI

3BaptoBanbHUiA anapar y cepiliHoMy BUKOHaHHI po3paxoBaHuii Ha TpudasHy Mmepexey Hanpyry 3x380 B abo 3x400 B — ans uporo
BMBegeHo Tpu Apotu. lMpaBuna TexHiku Ge3neku nig vac npoBefdeHHs pobiT 3i 3BapioBanbHUM ObBnagHaHHAM BUMaralTb
3a3eMneHHs kopnycy anaparty. [1ns uboro nepeabayeHo Asa BapiaHTW: 1) BUKOPUCTaAHHA YETBEPTOro ApOTY y MepexeBoMy kabeni
)KOBTO-3€M1EHOr0 KOMNbOpY (MiXHapOAHWIA CTaHAAPT MapKyBaHHS); 2) BUKOPUCTaHHS BONTOBOI Knemu Ha 3aaHil naHeni anapaty
(KOPCTKILLWI CTaHAapT 3a3eMIIeHHs, SIKUiA BUKOPUCTOBYBaBCS B kpaiHax CHJ).

[ns nigkntoyeHHs 3BaptoBanbHux anapaTis PATON go 3-chasHoi mepexi )UBMeHHs
BMKOPWCTOBYITE kabenb 3 4oTMpma npoBojamu, LWO BiAMOBIAAE CTaHAapTy L2
IEC 60445:

- KopuuHesuin nposig — chasza L1;
- YopHuii npoBia — (haza L2;
- CuHiii npoBig — (paza L3; L1
- XoBTO-3eneHuii NpoBia — 3a3eMNeHHS. L3
YBATA! Tpw nigkntoyeHHi anapaTta Ao Hanpyru mepexi Bulle 450 B, BCi rapaHTinHi
30060B'A3aHHA BMPOOHMKA BTpavaloTb cuny! A TakoX rapaHTiiHi 3060B's3aHHs
BMPOGHMKa BTpa4aloTb YMHHICTb MpY MOMUIKOBOMY RiAKMIOYEHH hasn Mepexi Ha J_
3a3eMneHHs Axepena. -
MepexeBuii pos'eM, MomnepeyHuii nepepia kaGemniB Mepexi XUBMEHHS, a TaKoX
MepexeBi 3ano6iKHVKN NOBUHHI BUOMPATUCSA BUXOASYM 3 TEXHIYHUX AaHUX anapaTa.
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BUBIP MOBU MEHIO ATTAPATA

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

Cnocobu 3BAPIOBAHHA
CXEMA IMIQKITIOYEHHS ATTAPATA [J151 3BAPKOBAHHS TOKPUTUMU EJIEKTPOLAMU (MMA)

ENEKTPOOOTPUMAY

KNEMA "MACA"

Q BMPIBf -

PekomeHpoBaHa AoBXWHa Kabenie npu 3BaploBaHHi NOKPUTUMU eneKkTpoAamu:

. JoBxuHa kabenis ona
MakcumanbHui cTpym, A (B 0AHY CTOPOHY), M nonepeyHoro Mapka kabenio
! nepepisy, Mm?

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

12... 40 70 KI" 1x70

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

CXEMA MNIQKITIOYEHHS AMNAPATA 41151 3BAPHOBAHHS B APIOHI (TIG) npu eukopucmaHHi
nanbHuka 35-50

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

(95—

¢

APTOHOBWM
MANbHUK
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CXEMA MNIQKNOYEHHS AMNAPATA 41151 3BAPOBAHHS1 B APIOHI (TIG) npu eukopucmaHHi
nanbHuka GZ-2

~3x 380V / 400V
Z D -~

APrOHOBWUI
NANbHUK

~3x 380V / 400V
Z D -~

CXEMA KOMYHIKALII G/IOKIB ATAPATY

HAMIBABTOMATUYHUI
NANBHUK

KABENb ‘

KOMYHIKALYT -—

BNOK
CUNoBM O nopAvl
KABEN!

= .‘.i.

O
Ly
pill =~ O O«
||

FAPSYA
PIAUHA

XONMOAHA
PIAMHA

l Q—in
il—— O

2x380V

COOLER-7-400V
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TEXHIYHI XAPAKTEPUCTUKHN

NAPAMETPY ProMIG-350-400V W ProMIG-500-400VW | ProMIG-630-400V W
. ) 3x380 3x380 3x380
HominanbHa Hanpyra mepexi 50/60Iy, B 3%400 35400 35400
HOMIHaJ‘IbHMl{I CTPYM, LU0 CMOXWUBAETHCA 3 16 ... 18,5 30..355 42 . 49
dasu mepexi, A
HomiHanbHuit 3BaptoBanbHuUin cTpyMm, A 350 500 630
MakcumanbHuin gitounii cTpym, A 450 630 800
. 70% npu 350 A 70% npun 500 A 70% npun 630 A
TpusanicTs HagaHTaxeHHs (TH) 100% nput 290A 100% npu 420A 100% npu 520A
Mexi 3MiHW Hanpyr1 mepexi XMBNeHHs, % =15 15 +15
Mexi  peryniooBaHHA  3BaploBanbHOroO 14..350 16...500 18...630
cTpymy, A
Mexi perynioBaHHs 3BaptoBanbHOI 12..30 12..40 12..44
Hanpyru, B
Mexi perynioBaHHs LWBMAKOCTI nopaaui 2.0..16 2.0..20
OpoTy, M/XB
[liameTp WTy4HOro enekTpoaa, MM 1,6..6,0 1,6..8,0 1,6..8,0
[liameTp  cyuinbHoro  3BaploBasnibHOrO 06.14 06..16 06..2,0
ApoTy, MM
MakcumanbHa Bara KOTYLLKW 3 APOTOM, KI 15
MMA: 0,2...500 - pery/boBaHum
IMAyAbCHI pexunmm nig Yac 3saproBaHHs, TIG: 0,2...500 - perynboBaHum
MIG/MAG: aBTOMaTUYHUIA
[apsiuuin ctapT (Hot-Start) B pexxumi PA3 PerynboBaHa
dopcax gyru (Arc-Force) B pexxumi PA3 PerynboBaHa
AHTUNpununanHs  (Anti-Stick) B pexumi A
BTOMaTW4Ha
PO3
Bnok 3HWKeHHA Hanpyrn XonocToro xoay yBiMK / BUMK
Hanpyra xonoctoro xogy PA3, B 12175
Hanpyra nignany ayru, B 110
HomiHanbHa cnoxvBaHa NoTyXHicTb, KBA 10,7 ...12,3 19,9 ... 23,6 27,8...325
MakcumanbHa cnoxmnsaHa noTyxHicTb, KBA 15,3 29,0 40,1
KKA, % 90
Tun oXonoaXeHHs ApantuBHe
[LianasoH poGoumx Temneparyp
: o —25 ... +45
30BHilUHLOrO cepegosua, °C
[abapuTHi po3mipn, MM 510 x 180 x 385 510 x 235 x 410
(OoBXMWHa, WWMpUHa, BUCOTA) 540 x 360 x 400 255 x 500 x 350 255 x 500 x 350
Maca 6e3 akcecyapis, Kr 229 39,9 41,9
Knac 3axucty 1P33 1P23 P23

BUBIP TA HANALUTYBAHHS ®YHKLIW AMAPATA

Perynstop Ha nepepHiin naHeni anapaTy € OCHOBHUM GaraToyHKLiOHaNbHUM OpraHoM KepyBaHHsi MeHio. OBepTaiTe perynsitop
AN 3MiHW 3anponoHOBaHWX OMLUii MEHIO Y4M 3MIHW 3HaYeHb perynboBaHoro napameTpa. MigTBepAiTh CBill BUGIp HaTUCKalouy Ha
PYYKY perynatopy.

3a 4onoMoroto perynatopa 34iicHIoNTe HacTynHe:

- O6wupalite yHKLii Ta NapameTpy NOTOYHOTO PEXUMY Y cnocobi 3BaproBaHHs;

- 3MiHIoNTe Ta NiaTBepAXyNTe 3Ha4YeHHst obpaHoro napameTpy.

Knonka MODE Ha nepepHii naHeni Bianoeigae 3a 3mMiHy pexuvmiB 3BaptoBaHHsi (NepeMuKaHHst BiaOyBaeTbCs No Kony).

Ha pexumi xonoctoro xoay, i3 3abnokoBaHNM MeHI0 HanawTyBaHb, Ha ekpaHax GrokiB 3BaproBanbHOro anapaty BigobpaxeHi
3HayeHHs1 OCHOBHUX NapameTpiB crnocoby 3BaproBaHHs:

. Y cnoco6i MMA — 3BaptoBanbHuUi CTpyM;
. Y cnocobi TIG — 3BaptoBanbHUil CTPYM;
. Y cnoco6i MIG/MAG — 3BaptoBanbHa Hanpyra Ha ekpaHi fxxepena Ta LWBUAKICTb Nofadi ApoTy Ha ekpaHi 6noky

nopadi ApoTy.
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3 noyatkom 3BaptoBaHHs cnocobom MIG/MAG Ha ekpaHi Axepena BifobpaxaeTbes hakTUYHE 3HAYEHHSI 3BapiOBanbHOMO CTPyMYy.
BapTo 3ayBaxuTi, WO Ha hakTUYHE 3HAYEHHSI CTPYMY BMNMBAIOTh: iameTp 3BaptoBarnbHOro ApOTY, Hampyra Ha axepeni cTpymy,
WBKUAKICTb NoAaYi APOTY Ha MexaHiami mofadi, cknag 3axucHoro rasy, matepian i ToBLMHa BUMpOBY, Lo 3BaploeTbes Ta iH. [Micns
3aKiHYEHHs1 3BaploBaHHA (hakTUYHe 3HAYEHHS 3BaploBafibHOTO CTPYMy BiAOOpaXaeTbCs Ha ekpaHi nNpoTarom 8 cekyHa Ans
MO>XITMBOCTi KOHTPOSIO CTPYMY 3BapOBanbHUKOM.

OBEPITb CI10CIE 3BAPIOBAHH S

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

PO3BJIOKYUTE TA 3ABJIOKYATE MEHIO ®YHKUIA

Mpwv 3a6nokoBaHOMY MeEHI0 HanalTyBaHb A)xepena cTpymy i 610Ky noaadi ApoTy (OCHOBHWIA, POGOYMIA peXUM, Ha ekpaHax NPUCYTHS
-

nikTorpama 3akpuToro 3amka u ), noBepTaiiTe pyuKy perynatopa, Wo6 3MmiHOBaTW 3HAYEHHS OCHOBHOrO napameTpa
BCTaHOBMEHOIO PEXMUMY Y NOTOYHOMY CMOCOo6i 3BaptoBaHHS.

[nA po36nokyBaHHA MeHK HeoOXigHO yTpMMyBaTW B HATWCHYTOMY CTaHi pyuky perynsitopa 6inblwe 3,5 cekyHA - Ha ekpaH
BMBOOWTLCS aHiMauisi 3amka, WO BiAKpuBaeTbCsA. [lovekanmTecb MOBHOrO PO3KPUTTS 3amKa i BiANyCTiTb PyuKy perynsitopa —
610KyBaHHS MEHIO (DYHKLIIN 3HSATE.

MoBepTaiiTe pyyky perynatopa, Wwob Bigobpaxaty Ha ekpaHi dyHKLii BCTaHOBMNEHOro cnocoby 3BaptoBaHHS Ta iX 3HAYEHHS.

Jins 6nokyBaHHA MEHI0 HaTUCHITb i yTpUMyWiTe pyyky perynsitopa Ginblue 3,5 cekyH - Ha ekpaH BUBOAWTLCS aHiMallisi 3amka, Lwo
3akpuBaeTbcs. [lodekanTecb NOBHOMO 3aKpPUTTA 3aMKa i BiAMyCTiTb pyyKy perynstopa —MeHio dyHkuili 3abnokoBaHe.

BUBEPITb TA HAJTALUTYATE ®YHKUIT ANTAPATA

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

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

AHanoriyHo po3bnokyiite 6rnok nogayi ApoTy - Ha MOro UMgpPOBWIA eKpaH BUBOAUTLCS Ha3Ba Ta 3HaYeHHS (yHKLUii NoToYHOro
pexumMmy 3BaptoBaHHA. 3a JOMOMOro MOBOPOTIB Ta HATUCKAHHA Ha PY4Ky perynatopa nepemukaiTecb Mk dyHKUismn Ta
napameTpamu pexumy, a Takox 3miHlouTe ix.

MEPEMWUKAUTECH MK [TPOMPAMAMM PEXXUMIB 3BAPIOBAHHS

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

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

yBIMKHEHHS anapaTta Ans KOXXHOro cnocoby 3BaproBaHHsA 3aBxau BMUKaeTbeca nporpama Nel. Yci 3MiHu B HanalwTyBaHHAX pexumy

3BaploBaHHS aBTOMaTUYHO 36epiraloTbCsl y NOTOYHOMY HOMEpi nporpamu.

HanawTyiite noTpiGHi pexxmmmn 3BapioBaHHs i 36epexiTe 1X nif pisHUMKU HoMepamu, LWob6 npu noTpebi WBMAKO NepeMmKaTUCh Mk

HVUMK. [INs UbOro BUKOHaiiTe HacTymHi Aji:

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

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

Tenep Bu 3aBxan 3amoxeTe LWBMAKO NEPenTU A0 HanawTyBaHb AXepena CTpyMy NpoCTO YBIMKHYBLUW Nporpamy AaHoro HoMepy.

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

BCTaHOBIEHI HanalITyBaHHS, 3anucani y obparii nporpami.

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

CKWHbTE HAJIALUTYBAHHS1 3BAPIOBAHH S

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

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

AHanoriYHMM YMHOM MOXHa CKUHYTM A0 abpuyHMX HanawTyBaHb NapaMeTpu MOTOYHOI mporpamMu Ans 6noky nopadi
3BapoBanbHOro ApPOTY.
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3AFANbHUA NEPENIK | MNOCNIAOBHICTb ®YHKLIA 3BAPIOBAHHSA
ANAPATIB PATON ProMIG

Cnoci6 3eaprosaHHs MMA

0) [-1-] - ocHoBHMI1 napameTp CTPYM = 80 A (3a 3aMoBYyBaHHAM) / B iMMynbCHOMY pexwumi - 6azosuin CTPYM;
a) 14...350 A (xpok 3miHn 1 A) ansi ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3miHn 1 A) ansi ProMIG-630-400V W;
1) [H.St] cuna "Tapsyoro ctapty" = 50% (3a 3aMOBYyBaHHAM);
a) 0 ... 100% (kpok 3miHu 5%);
2) [t.HS] yac "lapsiyoro crapty" = 0,3 ¢ (3a 3aMOBYyBaHHsAM);
a) 0,1 ... 1,0 c (kpok 3miHmn 0,1 c);
3) [Ar.F] cuna "®opcaxy ayrn" = 50% (3a 3amMoB4yBaHHSM);
a) 0 ... 100% (kpok 3miHu 5%);
4) [u.AF] piBeHb cripavuboByBaHHS yHKLiT «Popcax ayrm» = 12V (3a 3aMOBYYBaHHAM);
a) 9 ... 18V (kpok 3miHn 1V);
5) [BAH] Haxun BonbT-amnepHoi xapaktepuctuku = 1,4V/A (3a 3amMoBYYyBaHHSIM);
a) 0,2...1,8V/A (kpok 3mitu 0,4V/A);
6) [Sh.A] 3BaptoBaHHs kopoTkoto Ayroto = OFF (3a 3amoBYyBaHHsIM);
a) 0 [OFF] ... 3 (Kpok 3MmiHun 1);
7) [BSn] 6rok 3HmKeHHs Hanpyru xonocTtoro xody = OFF (3a 3amMoBYyBaHHsM);
a) ON — yBiMKHeHUI;
b) OFF — BUMKHeHUI
8) [Po.P] pexum nynbcauii ctpymy = OFF (3a 3aMoBYyBaHHAM);
a) ON — yBiMKHEHUI;
b) OFF — BUMKHEHUIA
9) [I.PS] cTpym naysu = 25 A (3a 3aMOBYYBaHHSIM);
a) 14...350 A (kpok 3mitun 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHn 1 A) gnsi ProMIG-500-400V W;
c) 18...630 A (kpok 3mitun 1 A) anst ProMIG-630-400V W;
10) [Fr.P]yactota nynbcauivi ctpymy = 5,0 I'y (3a 3amMoBYYBaHHsIM);
a) 0,2...500y, (amMHami4Hmi Kpok 3miHm 0,1 T'u...1 u);
11)  [dut] cniBBigHOWeEHHS iMNynbc/naysa (6anaHc) — Le BiACOTOK iMNynbCy CTPYMYy A0 Nepioay NPOXOAXKEHHS LUX iMNynbCiB =
50% (3a 3aMOBYYyBaHHsIM);
a) 20...80% (kpok 3miHn 2%).

Cnoci6 3eaproeaHHs TIG

0) [-2-] ocHoBHuiA napameTp CTPYM = 100 A (3a 3amoBYyBaHHsIM) / B iMMyfibCHOMY pexumi Le 6asosunit CTPYM;
a) 14...350 A (xpok 3miHn 1 A) anst ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3minn 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3mibun 1 A) ansi ProMIG-630-400V W;
1) [But] pexum kHonkn Ha nanbHuky = [LIFT] (3a 3amoBYyBaHHsIM);
a) [LIFT] — pexuvm 6e3 kHonku Ha nanbHuKy TIG-LIFT (npu BUKOpUCTaHHIi BEHTUIIBHOrO NanbHUKY);
b) [LIFT2T] — pexum kHonku Ha nanbHuky TIG-LIFT2T (BigkntoueHHs CTpyMy Npu BiAnycKaHHi KHOMKW Ha NanbHUKY);
c) [LIFT4T] — pexum kHonku Ha nanbHuky TIG-LIFT4T (npy NOBTOPHOMY HaTWUCKaHHI Ha KHOMKY Ha nanbHUKY CTPYM
3HWXKYETLCS [0 3HAYEHHS!, BCTaHOBMEeHoro napametpom «KiHueBuin CTpym», Aani — BiAKMOUYEHHS! 3BapioBanbHOro
CTPYMy NpW BiAMYyCKaHHi KHOMKK);
2) [t.uP] yac HapocTaHHs1 cTpymy = 0,2 ¢ (3a 3aMOBYYBaHHSAM);
a) 0 ... 15,0 ¢ (kpok 3miHu 0,1 c);
3) [t.dn] yac cnapaHHs cTpymy = 0,2 ¢ (32 3aMOBYYBaHHSIM);
a) 0 ... 15,0 ¢ (kpok 3miHu 0,1 c);
4)[Po.A] kiHueBuit cTpym = 20 A (3a 3aMOBYYBaHHSM);
a) 14...50 A (kpok 3mibu 1 A) ana ProMIG-350-400V W;
b) 16 ... 50 A (kpok 3miHn 1 A) anst ProMIG-500-400V W;
c) 18...50 A (kpok 3miHn 1 A) anst ProMIG-630-400V W;
5) [t.PO] yac nicna-npoayBkM 3axvucHUM rasom = 4,0 ¢ (3a 3aMOBYYBaHHSIM);
a) 1,0...35,0 ¢ (kpok 3miHu 0,1 c);
6) [Po.P] imnynbcHuii pexxum ctpymy = OFF (3a 3amoBYyBaHHsIM);
a) ON — yBiMKHeHUI;
b) OFF — BUMKHEHWUN;
7) [I.PS] ctpym naysu = 25 A (3a 3aMOBYYBaHHsM);
a) 14...350 A (kpok 3minm 1 A) ans ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3mibun 1 A) anst ProMIG-500-400V W;
c) 18...630 A (kpok 3miHm 1 A) ans ProMIG-630-400V W;
8) [Fr.P] yactoTa nynbcauivi ctpymy = 10,0 'y (3a 3aMOBYyBaHHAM);
a) 0,2...5000y (AMHaMIiYHWIA Kpok 3miHm 0,1 ... 1 My);
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9) [dut] cniBBigHOLIEHHS iMNynbc/nay3a (6anaHc) — Le BiACOTOK iMnynbCy CTPYMY A0 Nepioay NPOXOMKEeHHS Lux iMnynbciB = 50%
(3a 3aMoBYYBaHHSAM);
a)  4..80% (kpok 3miHM 2%).

Cnoci6 3eaproeaHHss MIG/MAG

0) [-3-] ocHoBHuit napameTp HAMPYTA = 19,0V (3a 3amMOBYyBaHHsIM);
a) 12,0...32,0V (kpok 3miHun 0,1V) ans ProMIG-350-400V W;
b) 12,0...40,0V (kpok 3miHun 0,1V) ans ProMIG-500-400V W;
c) 12,0...44,0V (kpok 3miHun 0,1V) ans ProMIG-630-400V W;
1) [SPD] apyruit ocHoBHuiA napameTp — LUBUAKICTb gpoty = 4,5 M/XB (3a 3aMOBYYBaHHsIM);
a) 1,0...16,0 m/xB (kpok 3miHn 0,1 m/xB) ans ProMIG-350-400V W;
b) 1,0...20,0 m/xB (kpok 3miHn 0,1 m/xB) anst ProMIG-500-400V W Ta ProMIG-630-400V W;
2) [t.Pr] yac nonepea-npoaysku 3axucHum razom = 0,1 ¢ (3a 3aMOBYYBaHHSAM);
a) 0,1...25,0 c (kpok 3miHmn 0,1 c);
3) [t.PO] yac nicna-npoayBkM 3axvcHUM rasom = 1,5 ¢ (3a 3amMOBYYyBaHHSIM);
a) 0,5...25,0 c (kpok 3miHmn 0,1 c);
4) [t.uP] yac HapocTaHHs Hanpyrn = 0,1 ¢ (3a 3aMOBYYBaHHSM);
a) 0 ... 5,0 c (kpok 3miHmn 0,1 c);
5) [t.dn] yac cnagaHHsa Hanpyrn = 0,1 ¢ (3a 3aMOBYYBaHHSM);
a) 0 ... 5,0 c (kpok 3miHun 0,1 c);
6) [But] pexxum kHoMKkM Ha nanbHWKY = [2T] (3a 3aMOBYyBaHHAM);
a) [2T] — pexxum KHOMKu Ha nanbHuKy 2T;
b) [4T] — cTaHAapTHWI PeXMUM KHOMKM Ha NanbHuKy 4T;
c) [a4T] — anbTepHaTUBHWUIA PEXWUM KHOMKM Ha NanbHUKy 4T;
7) [Ind] piBeHb iHAYKTMBHOCTI = 0 (3a 3aMOBYYBaHHSM);
a) -5...0...5cTyniHb (KPOK 3MiHM 1 CTYMiHb);
8) [SOA] Tun matepiany apoTy = Steel (3a 3amoBYyBaHHAM);
a) Steel — cranesuit apiT;
b) Alum — antomiHieBuin apit;
9) [Po.P] imnynbcHuid pexxum ctpymy = OFF (3a 3amoBYyBaHHsIM);
a) ON — yBiMKHEHUI;
b) OFF — BUMKHEHWUH;
10) [Adu] ocHoBHMIA napameTp Yy iMnynbcHoMy pexumi — KOPEKLIA HAMPYIU = 0,0 V (3a 3amMoBYyBaHHsSIM);
a) 3,0...+3,0 V (kpok 3miHu 0,1 V). I3 36inblUeHHAM 3HaYeHHs1 napaMeTpy pocTe AOBXWUHA Ayru;
11)  [tYP] Tun maTtepiany gpoTy = Fe (3a 3amMOBYYBaHHsIM);
a) Fe — 3BMYaliHuii cTanesumin ApiT (BUKOPUCTOBYBATU 3aXMCHWIA a3’ Tinbku cknagy 82%Ar+18%C02);
b) St.St - HepxaBitouuii APIT (BUKOPUCTOBYBATM 3axucHUN ras’ Tinbku cknagy 98%Ar+2%C02);
c) ALSi - antoMiHiEBO-KPEMHIEBMI ApIT (BUKOpPUCTOBYBaATU 3axvcHui raa’ Tinbku 100%Ar);
d) Al.Mg - antomiHieBo-MarHiesuin Apit (BUKopucToByBaTH 3axvcHui raa’ Tinbku 100%Ar);
12) [dia] piameTp ApoTy = 0,8 MM (3a 3aMOBUYBaHHAM);
a) 0,6...1,2 MM Ansl CTaneBoro Ta HepPXasilo4yoro ApoTy;
b) 0,8...1,2 MM Ans antoMiHieBoro ApoTy.

FAPAHTIMHE OBCITYTOBYBAHHSA

LllaHoBHMI cnoxuBau!
MATOH IHTEPHELLHN askye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY sIKiCTb Ta 6e3aoraHHe oyHKLUIOHYBaHHS AaHOro
BMpOGY 3a yMOBM AOTPUMAHHS NpaBun oro ekcniyatauii.

obnagHaHHs, a TakoX NepeBipUTV NPaBUNbLHICTL 3aMOBHEHHS rapaHTIHOro TanoHa: Hassa mogeni npugbaHoro Bamun
BMpOBY, Ta NOro cepilHWiA HoMep NOBUHHI ByTW iAeHTWYHI 3anvucam B rapaHTinHOMY TanoHi. He fonyckaeTbcst BHECEHHS
B TanoH 6yAb-sikux 3MiH Y/ BUNpaBneHb.

FAPAHTIAHI 3060B’sI3AHHS

MATOH IHTEPHELLHN rapaHTye cnpaBHy po6oTy [)Kepena >XMBIEHHs1 y pa3i AOTPUMaHHsI CroXuBadeM yMOB ekcrnyaTauii,
36epiraHHsi i TpaHCMNOPTYBaHHSI.

g YBAlA!ll PekOoMeHOYEMO O03HAWOMUTUCS 3 PO3LUMPEHOID IHCTPYKUiEld 3 ekcnnyaTauii nepes  BUMKOPUCTaHHAM

YBAIA! Be3kolUTOBHe rapaHTiiHe 06cnyroByBaHHS BiICYTHE 3@ YMOBU MexXaHiYHWNX MOLLKOXEeHb 3BaptoBanbHOro anapary!

' pekomeHOBaHa BUTpaTa rasy Big 7n/xB AnNs Manux CTpyMis, i Big 14 n/xe ana 150-200A cTpymis
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TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 06ragHaHHA CTaHOBUTb:

Moaenb paty TepMiH rapaHTii
ProMIG-350-400V W 3 pokun
ProMIG-500-400V W 2 pokm
ProMIG-630-400V W

OCHOBHMWIA rapaHTilHWiA nepioa 064MCNIOETLCSA 3 AHS NPOAAXY iHBEepTOPHOro obnagHaHHs KiHLEBOMY MOKYMLEBi.

3a4ns YHUKHeHHs BUXOAY anaparty 3 nagy pekKoMeHAYeTbCS, 3anexHo Bif yMOB ekcnnyaTauii, oAvuH pa3 Ha NiBPoKYy 3HATU 3aXWUCHY
KPULLKY | BUKOHATW YUCTKY BHYTPILIHIX €nemeHTiB i By3niB obnagHaHHA CTUCHEHWM MOBITPAM. YMCTKY HeobxigHO npoBoAUTH
aKkypaTHO, YTpVMMYIOUM LUMAHr KOMMpecopa Ha AOCTaTHi BiACTaHi, 3aAns YHUKHEHHSI MOLUKOKEHHS! Naiku eneKTPOHHUX
KOMMOHEHTIB i MeXaHi4HNX YacTuH.

MpoTAromM OCHOBHOIO rapaHTiiHOro nepiody npoaaseLb 3060B'A3yeTbCs (Y BUNAAKY rapaHTiMHOro peMoHTY), 6e3KOLTOBHO Ans
BfacHuka iHBepTopHoro obnagHaHHsa PATON:

- npotsirom 1 poky 3 AaTu npuaGaHHs KNiEHTOM o6nafHaHHsA, ONNaTUTW AocTaBky obnagHaHHa B CepBiCHUI LEHTp i Hasag
KMIEHTY, BUKOPUCTOBYHOUM MOCTYrM KoMMNaHii «Hosa nowwTax;

- MPOBECTU AiarHOCTUKY Ta BUSIBUTU MPUYUHY HECMPABHOCTI;

- 3a6e3neunTn HeobXigHUMK NS BUKOHAHHSI PEMOHTY By3Nnamu Ta eNieMeHTamu;

- NpoBecTu poboTK i3 3aMiHV eneMeHTIB Ta By3niB, LLO BUNLLNKX 3 nagy;

- MPOBECTUN TECTYBAHHS BiiPEMOHTOBaHOro 061aaHaHHs.

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

- 3 MexaHiYHUMV MOLLKOAXKEHHSMM, Lo BNIIMHYNW Ha Npale3faTHICTb anapaTy (aedopmalis koprycy i aeTanei BHacnifok
nagiHHsa 3 Bucotu abo nafiHHsa Ha obnagHaHHS BaXKuX NpeaMeTiB, BUNaAaHHs KHOMOK Ta po3'emiB);

- 3i cnigamum Kopoaii, fika cTana NPUYNHOI0 HECNPABHOIO CTaHy;

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

- sIKe BULLIIO 3 Nagy Yepes HaKoMUYEHHS CTPYMOMPOBIAHOTO NWNy (BYTiNbHWIA MU, MeTanesa CTPYXKa Ta iH.) BcepeauHi;
-y pasi cnpobu camoCTiiHOro peMOHTY oro By3niB Ta/abo 3aMiHN eNeKTPOHHUX eneMeHTIB.

OCHOBHi rapaHTiliHi 3060B'si3aHHs1 He MOLUMPIOIOTLCA Ha 30BHILLHI eneMeHT obnagHaHHs, Wo NiansaraTb (i3nYHOMY KOHTaKTY, a
TaKoX Ha CynyTHi/BUTpaTHI MaTepianu:

- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM perynioBaHHs napameTpiB 3BaproBaHHs;

- pos'emu nigknoYeHHs kabenis i pykaBsiB;

- pos3'emMu ynpaBsniHHS;

- MepexeBui kabenb i BUNka mepexeBoro kabento;

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

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

MpeTeHsii Woao nepepaxoBaHnxX eNeMeHTIB NPUIAMaloTbCs He MisHille ABOX TUXKHIB Micns npogaxy

MpopaBeLp 3anuvwae 3a coboo NpaBo BiAMOBWUTW Y HadaHHi rapaHTiHOro peMoHTY, abo BCTaHOBUTM AATOK0 NOYaTKy BUKOHAHHS
rapaHTiliHux 3060B'sA3aHb MicsLb i pik BUNYCKy anapaTy (BCTaHOBMIOKTLCS 3@ CEPINHUM HOMEPOM):

- Yy pasi BTpatu nacnopta BMacHUKOM;

- y pasi BifcyTHOCTi kopekTHoro abo B3arani 6yab-AKoro 3anoBHEHHs NacnopTa NpofasLEM Mif Yac Npofaxy anapary.

[apaHTiiiHWiA CTPOK NPOAOBXYETLCS, HA TEPMIH rapaHTiiiHoro 06cnyroByBaHHs! anapary y CepBiCHOMY LIEHTPI.
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ENGLISH

The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT
- electric shock can lead to death;
- magnetic fields created by this machine can have adverse effect on operability of electrical
appliances (such as cardiac pacemakers). People who use such appliances shall consult with a
doctor before approaching the operating welding area;
- welding cable must be robust, intact and insulated. Loose connections and damaged cables
must be immediately replaced. Mains cables and cables of the welding machine must be
checked for insulation integrity by an electrical engineer on a regular basis;
- when using the machine, never remove its outer case.

40 DANGER OF WELDING ARC RADIATION

It is forbidden to observe the welding arc with the naked eye. The arc and splashing generated
during operation can burn the skin or cause a flame, therefore a protective mask with a tinted
filter should always be worn (goggles must be equipped with goggles with a DIN 9 10 filter).
Unauthorized persons in the operating area of the device must protect their eyes with special
goggles or use non-flammable, radiation-absorbing screens.

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- provide sufficient fresh air inflow;

- arc radiation field must be free from solvent vapors.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist 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.
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UNPACKING

The welding machine delivery set includes:

Operating manual =

Rollers for solid and
aluminum wire

JALINIHTIIHNN Y
ERANMMIMGY

Welding cable with ABICOR BINZEL

ground terminal . .
Welding arc power source with

wire feeder Shoulder carrying

strap*

Quick-release
pneumatic connector

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

CONTROLS AND INDICATION

e

=

1.Digital display;
2.Welding mode selection button MODE:
e manual metal arc welding (MMA);
e tungsten-arc inert-gas welding (TIG);
e metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
3.The regulator for selecting the functions (parameters) of the current 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. Press the
regulator knob to edit a selected parameter value. Values are set by turning the regulator knob. Press the regulator knob again
to return to the function/parameter selection menu;
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4.Welding program selection button PROG (set of parameters previously set by the user) / additional function: Inductance level
adjustment (when it is pressed down for more than 1 second);
5.Button for shield gas supply testing (wire is not fed);
6.Button for adjusting the welding voltage on the wire feeder;
7.Wire feeder digital display;
8.The regulator for selecting the functions (parameters) of the current mode and adjusting their values on the wire feeder (by
default — adjusting the wire feed speed in MIG/IMAG 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;
A — Bayonet-type power current socket ‘+:
e MMA welding — the electrode cable is connected (in rare cases, when using special electrodes, the ground cable is
connected);
e TIG welding — only the ground cable is connected;
e MIG/MAG welding with solid wire — the cable is connected to the feeder from inside (by default);
e MIG/MAG welding with flux-cored wire — the ground cable is connected;
B — Bayonet-type power current socket "-":
e MMA welding — the ground cable is connected (in rare cases, when using special electrodes, the electrode cable is
connected);
e TIG welding — only the TIG torch is connected;
e MIG/MAG welding with solid wire — the ground cable is connected;
o MIG/MAG welding with flux-cored wire — the cable is connected to the feeder from the inside (it is possible to connect it
yourself);
12. Breaker/button for turn on/off the welding current source;
13. Wire feeder fuse;
14. Gas heater fuse;
15. Grounding cable connection point;
16. Socket for 36V gas heater;
17. Wire feeder control cable connector;
18. Power supply cable;
19. Shield gas connection;
20. Wire coil box;
21. Bayonet type connectors “+” for power connection the source and the wire
feed unit;
22. Cold coolant connector;
23. Hot coolant connector;
24. Welding wire spool holder with spring braking mechanism;
25. Welding wire filling inlet;
26. PATON cooling switch (used when working with liquid-cooled torches):
e ‘ON’ —to work with an air-cooled torch;
e ‘OFF’ - to work with a liquid-cooled torch;
27. Welding wire feed mechanism;
28. Feed unit cover with a latch;
29. Wire spool cover;
30. Cooler unit connector.
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INDICATION OF MACHINE OPERATION IN METHODS

MIG/MAG

Main screen Wire feeder screen

MMA
(A Prog.H:1]8

' @

Parﬂamehezs.gt . =
Fower Ho art: %
time Hot Start: A,3=

Main screen. Menu is locked

TIG

ST IG-HFZT

AMFEra33e.

Prod.H: 1 [eelP]

—[4]

Ear‘ameter‘s.g -
ime amFPer-down: =l |5
time rFost-gas: 4:85

Main screen. Menu is locked

1 - Current welding mode; 4 - Selected function / parameter value;
2 - Current program number; 5 - List and values of the 2 next menu parameters
3 - Function / parameter name;

START-UP

The welding machine 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.
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WELDING MODES SPECIFICATIONS OF PATON ProMIG MACHINES

MMA electrode, MMA and TIG Wire diameter Cross-section of each mains Max. wire
mm current, A for MIG/MAG, mm wire core, mm? length, m
3 x 380/400V - ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
23 up to 120 up to 90,8 2,5 220
4 350
6 525
2 130
2,5 160
o4 up to 160
4 260
up to @1,0 6 385
2,5 115
@5 up to 220 4 180
6 270
2,5 85
@6 (fusible) up to 270 up to @1,2 4 135
6 205
2,5 65
06 up to 350 up to @1,4 4 100
6 150
4 80
@6 (refractory) up to 400 6 120
up to @1,6 10 195
4 55
@8 (fusible) up to 500 6 85
10 140
4 40
(3] up to 630 up to @2,0 6 65
10 105

INSTALLATION REQUIREMENTS

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

POWER CONNECTION

The standard welding unit is rated for three-phase mains voltage is 3x380V or 3x400V — three wires are dedicated for this.
Safety rules when working with welding equipment require grounding of the machine’s housing. There are two ways to do this:
1) by using the fourth wire in the mains yellow-green cable (international marking standard); 2) by using a bolted terminal on
the rear wall of the unit.

Use a four-wire cable that complies with the IEC 60445 standard to connect
PATON welding machines to a 3-phase power supply: L2
- Brown wire - phase L1;
- Black wire - phase L2;

- Blue wire - phase L3;

- Yellow-green wire - ground. L1

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

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

SELECT THE DEVICE MENU LANGUAGE

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

ELECTRODE HOLDER

1 __‘ - - ]
—-__A_-" PIECE

Recommended power cables length for MMA welding:

MaximumlcurrentyA Cable length Cross-sectizon area, Cable type
(one way), m mm

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

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

15...40 95 KG 1x95

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - using

the 35-50 TIG torch

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

(35—
q

21 -

|

A
/—-I—I-\
GROUNDING CLAMP ‘

ARGON-ARC \

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

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

(3
q

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

ARGON-ARC

.
()
Lo o
~220V / 230V oo
~3x 380V 1 400V co,
@ < Ar+CoO, < =
A Ar 9 SEMI-AUTOMATIC
0
(@s: DD%XDD o TORCH
%" : =
2
( J <
< 0

COMMUNICATION
CABLE

FEEDER

ool o

7]

-
Pl 5+ O O«
* QO|o+ N
HOT
* LiQuID
[ ] COOLED __,
LiQuip —
WELDING %
CURRENT o >
SOURCE 2 'O 1
COOLER-7-400V
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SPECIFICATIONS

PARAMETER ProMIG-350-400VW | ProMIG-500-400V W | ProMIG-630-400V W
Rated voltage of the three-phase mains 50 / 3x380 3x380 3x380
60Hz, V 3x400 3x400 3x400
Rated current consumption from the mains 16... 185 30..355 42 . 49
phase, A
Rated welding current, A 350 500 630
Maximum operating current, A 450 630 800
Duty cvcle 70% at 350 A 70% at 500 A 70% at 630 A

v oy 100% at 290 A 100% at 420 A 100% at 520 A
Supply voltage variation limits, V 15% +15% +15%
Limits of welding current adjustments, A 14 - 350 16 — 500 18 - 630
Limits of welding voltage adjustments, V 12-30 12-40 12-44
Limits of wire feed speed adjustments, m/min 2,0-16 2,0-20
MMA electrode diameter, mm 1,6-6,0 1,6-8,0 1,6-8,0
Welding wire diameter, mm 06-14 0,6-1,6 0,6-2,0
Maximum coil weight, kg 15

MMA: 0,2...500 - adjustable
Welding pulse modes, Hz TIG: 0,2...500 - adjustable
MIG/MAG: auto
Hot-Start’ in the MMA mode Adjustable
‘Arc-Force’ in MMA mode Adjustable
‘Anti-Stick’ in MMA mode Automatic
No-Load voltage reduction unit on/ off
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 107..12,3 199...236 278...325
power, kVA
Maximum power consumption, kVA 15,3 29,0 40,1
Efficiency, % 90
Cooling Adaptive
Operating environment temperature range, °C —25 ... +45
) ) ) . 510 x 180 x 385 510 x 235 x 410

Overall dimensions, mm (length, width, height) 540 x 360 x 400 255 x 500 x 350 255 x 500 x 350
Weight without coil and accessories, kg 229 39,9 41,9
Ingress Protection rating 1P33 1P23 1P23

SELECT AND SET THE MACHINE WELDING FUNCTIONS

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

Use the knob to do the following:

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

- Change and confirm the value of the selected parameter.

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

- In the MMA method — the welding current;

- In the TIG method - the welding current;

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

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

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

UNLOCK AND LOCK THE FUNCTION MENU

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

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

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

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

SELECT AND SET THE DEVICE FUNCTIONS

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

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

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

SWITCH BETWEEN WELDING MODE PROGRAMS

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

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

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

number.

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

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

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

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

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

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

RESET WELDING SETTINGS

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

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

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

RESET ALL FUNCTIONS OF THE USED WELDING MODE

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 its control knob.

GENERAL LIST AND SEQUENCE OF PATON ProMIG MACHINES WELDING
FUNCTIONS

MMA welding method

0) [-1-] Main displayable parameter CURRENT= 80 A (default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
1) [H.St] Hot Start power = 50% (default);
a) O[OFF] ... 100% (unit increment 5%);
2) [t.HS] Hot Start time = 0.3 s(default);
a) 0.1 ... 1.0 s (unit increment 0.1 s);
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 (unit increment 1V);
5) [BAH] Voltage response slope = 1.4V/A (default);
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a) 0.2 ... 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;
9) [I.PS] Pause current = 25A (by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
10)  [Fr.P] current pulsation frequency = 5.0 Hz (by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
11)  [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 method

0) [-2-] Main displayable parameter CURRENT = 100 A (default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
1) [But] Torch button mode = [LIFT] (default);
a) [LIFT] — No button mode TIG-LIFT (for valve-type torch);
b) [LIFT2T] — Button mode TIG-LIFT2T (welding current stops when the torch button is released);
c) [LIFT4T] — Button mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value,
followed by welding current shutdown when the button is released);
2) [t.uP] Current ramp-up time = 0.2 s(default);
a) 0 ... 15.0 s (adjustment step 0.1 s);
3) [t.dn] Current ramp-down time = 0.2 s(default);
a) 0 ... 15.0 s (adjustment step 0.1 s);
4)[Po.A] Final current = 20A (default);
a) 14 ... 50 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 50 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 50 A (unit increment 1 A) for ProMIG-630-400V W;
5) [t.PO] Post-gas time = 4.0 s(default);
a) 1.0 ... 35.0 s (unit increment 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) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V W;
c) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V W;
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 method

0) [-3-] Main displayable parameter WELDING VOLTAGE = 19.0 V (default);
a) 12.0 ... 32.0V (unit increment 0.1V) for ProMIG-350-400V W;
b) 12.0 ... 40.0V (unit increment 0.1V) for ProMIG-500-400V W;
c) 12.0 ... 44.0V (unit increment 0.1V) for ProMIG-630-400V W;
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) for ProMIG-350-400V W;
b) 1.0 ... 20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500-400V W and ProMIG-630-400V W;
2) [t.Pr] Pre-gas flow time = 0.1 s(default);
a) 0.1 ... 25.0 s (adjustment step 0.1 s);
3) [t.PO] Post-gas flow time = 1.5 s (default);
a) 0.5 ... 25.0 s (adjustment step 0.1 s);
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4) [t.uP] Voltage ramp-up time = 0.1 s (default);
a) 0 ... 5.0 s (adjustment step 0.1 s);
5) [t.dn] Voltage ramp-down time = 0.1 s (default);
a) 0...5.0 s (adjustment step 0.1 s);
6) [But] Torch button mode = [2T] (default);
a) [2T] — 2T torch button mode;
b) [4T] — Standard 4T torch button mode;
c) [a4T] — Alternative 4T torch button mode;
7) [Ind] Inductance level = 0 (default);
a) -5...0..5stage (adjustment step 1 stage);
8) [SOA] welding 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%CO2 shield gas* composition only);
b) St.St — stainless steel wire (use 98%Ar+2%CO2 shield gas? composition only);
c) ALSi — aluminum-silicon wire (use 100%Ar shield gas? only);
d)  Al.Mg - aluminum-magnesium wire (use 100%Ar shield gas2 only);
12) [dia] Wire diameter = 0.8 mm (default);
a) 0.6...1.2 mm for steel and stainless wire;
b) 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.

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

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

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

We recommend once every six months, depending on operating conditions, the removing the protective cover and cleaning the
internal elements and components of the equipment with compressed air to avoid device failure. Cleaning must be carried out
carefully, keeping the compressor hose at a sufficient distance to avoid damage to the electronic components soldering, and to the
mechanical parts.

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

- to provide units and elements for the repair;

- to replace the failed elements and assemblies;

- to test the repaired equipment.

2 recommended shield gas consumption rate: 7//min or more for low current, and 14 I/min or more 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 or
falling of heavy objects on the equipment, falling out of buttons and connectors);

- with traces of corrosion, caused a malfunction;

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

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

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

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

- ‘on’/ ‘off button;

- control knobs;

- connectors for cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

The seller reserves the right to refuse to warranty repairs or to count the device’s manufacture date as the start date for the warranty
card fulfillment (established by the serial number):

- if the owner loses the warranty card;

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

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

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

INFORMATION ON USED EQUIPMENT DISPOSAL

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

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