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HanisasTomat Ayrosui iHBepTOpHUi | Semiautomatic welding inverter
PATON™ ProMIG-350-400V SF [ 500-400V | 630-400V

[lata npogaxy / Purchase date ”. 20, r.

(Mianuc npogasus / Vendor signature)
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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:

Product designation: PATON™ ProMIG-350-400V SF,
PATON™ ProMIG 500-400V,
PATON™ ProMIG 630-400V

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

Directives:

Safety of machinery - Electrical equipment
of machines -

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04'Q§-‘L%93,2

S L
169 z .’A\'QPA«[_L.A. Q’{;‘

Signature ) /
Name, Function: Mark Tokmakov

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

3BaploBa/ibHWIt anapaT BUTOTOB/IEHWIA BiANOBIAHO A0 TEXHIYHWNX CTAHAAPTIB | BCTAHOBNEHUX NPaBuA
TexHiku 6e3nekn. MpoTe y pasi HeNpaBUALHOTO NOBOAXKEHHS BUHUKAE Hebesneka:

- TpaBMyBaHHA 06C/1yroByio4oro nepcoHasny abo TpeTboi ocobu;

- 3aN0AiSIHHA WKOAM CaMoMy anapaTy abo MaTepiaNbHUM LiHHOCTAM MiZNPUEMCTBS;

- NopyLweHHst epeKTUBHOro poboyoro npouecy.

Bci ocobu, siki nos's3aHi 3 BBeAEHHSM B eKCr/yaTauilo, ynpaBAiHHAM, AOMASAOM i TEXHIYHUM
06CNyroByBaHHAM anapaTy noBUHHI

- NPOMTH BiANOBiAHY aTecTayito;

- BO/IOAITV 3HaHHAMM 3i 3BaplOBaHHS;

- TOYHO AOTPUMYBATUCSA L€l IHCTPYKLT.

HecnpaBHOCTI, fiKi MOXyTb 3HM3UTK 6e3neKy, NOBUHHI By TV TEPMIHOBO YCyHEHI.

NPABUNA TEXHIKW BE3NEKU

HEBE3MNEKA MEPEXXEBOIO | 3BBAPIOBAJ/IbHOIO CTPYMY

- YPaxeHHs eNeKTPUYHUM CTPYMOM MoXe ByTn cMepTeNbHUM;

- 3BaploBafbHUI Kabenb NOBMHEH OyTW MILHWM, HeyWwKOAXeHUM Ta i30/1b0BaHUM. OcnabneHi
3'eHaHHA | nowkoAxeHui kabenb MoOTpiGHO HeraiHo 3amiHUTU. MepexeBi kabeni 1 Kabeni
3BapiOBa/IbHOrO anapaTy NOBUHHI CUCTEMATUYHO NepeBipsTUCA daxiBLem eNeKTPUKOM Ha CNPaBHICTL
isonayii;

- NiZ} 4aC BUKOPUCTaHHA 3360POHAETHLCA 3HIMATY 30BHILLHIN KOXYX anapary.

HEBE3MEKA BUNPOMIHEHHS 3BAPIOBA/IbHOI AYTU

3abOpOHSAETLCA CNoCTepiraT 3a 3BaploBaibHOI Ayrolo Heo3bpoeHum okom. [Jyra i 6pusku, wo
YTBOPIOIOTLCA Mig, Yac poboTH, MOXyTb 06nekTH WwKipy abo BUKAMKATU MOAYM'S, TOMY 3aBXAM CAij
HOCWTU 3aXMUCHY MacKy 3 ToHoBaHUM ¢inbTpom (DIN 9-10). CTOPOHHI 0COBM, L0 3HAXOAATLCS B 30Hi Al
NPUCTPOIO, MOBUHHI 3axXMLaTU OYi CheuiabHUMKU 3aXMCHUMM OKynspamu abo BUKOPUCTOBYBAaTH
HEeroproYi eKpaHu, o NOr/IMHAITL BUNPOMIHIOBaHHS.

HEBE3MNEKA LWKIA/NBUX FA3IB | BUMAPIB

- yTBOpEHi AUM Ta WKiANMBI ra3n BUAAANUTM 3 pobouoi 30HM crewianbHUMM 3acobamu;

- 3a6e3neunTy 4OCTaTHIN NPUTOK CBIXOro NOBITPS;

- BUMapK PO3YMHHWKIB HE MOBUHHI NOTPaNAsTV B 30HY BUNPOMIHIOBaHHS 3BaptoBasbHOI Ayru.

HEBE3MNEKA MAMHITHOrO Noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi MONS MOXYTb YUHWUTU HEraTMBHUIA BNAWB Ha NpaLe3aTHICTb
enekTponpuaagis (Hanpuknag, kapgioctumynstop). Ocobu, ski MaloTb Taki mpuaagW, MNOBUHHI
nopaAnTUACS 3 NlikapeM, NepLU HiX HabamxaTucs 40 pobo4oro 3BaploBasibHOro MaliaHumKa.

HEBE3MNEKA BUNbOTY ICKOP

- 3aMUCTI NpeAMETH BUAANTM 3 pOBOUOT 30HK;

- He J0MycKaloTbCs 3BapioBasibHi PO6OTU Ha EMHOCTAX, Y AKMX 36epiratoTbcs abo 36epiranncs rasm,
nanebHe, HapTONPOAYKTU. MoX/MBa Hebe3neka BUBYXy 3a/IMLIKIB LMX NPOAYKTIB;

- y noxesxo- Ta BubyxoHebe3neyHnx NpumilleHHAX A0TPUMYBaTUCH 0c061MBUX NpaBuA, BIANOBIAHO A0
HalioHabHUX Ta MiXKHaPOAHMX HOPM.

BiZANOBiZaE CTaHAapTaM TexHiku be3neku;
- BUKOPUCTOBYBATY Ti/IbKM BiAMNOBIAHWI (BaXKO3aMMUCTUI 0AST).

OCOBUCTE 3AXUCHE OCHALLEHHS

Jins 0cobUCTOro 3aXMCTy AOTPUMYIATECH HACTYMHUX NPaBUA:

- HOCMTU MiliHe B3yTTs, W0 36epirae i30/10104i BACTUBOCTI, B TOMY YMCAI i1 Yy BOJIOTMX YMOBAX;

- 3aXMILATU PYKM i30/110I04NMU PyKaBUUKaMW;

- 0Yi 3aXMLLATK 3aXMCHOK MACKOKo 3 GiNbTPOM NPOTU yNbTPadioNeTOBOro BUMNPOMIHIOBAHHSA, AKMI

HEBE3MNEKA IH-TEHCMBHOIO WWYMY

3BaploBasbHa Ayra, fika BMHMKAE Mij YacC 3BAplOBaHHA MOXe BM/AaBaTW 3BykM piBHA Buuwe 85 AB
npoTaArom 8 roanH po6o4oro yacy. 3BaploBa/bHIKM, IO NPaLioloTh 3 061a4HaHHAM, Nig Yyac poboTn
MatoTb HOCUTU 3aCO6M 3aXMCTY OpraHis cyxy.

#)
=5
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PO3MAKYBAHHA

Jlo KOMMeKTy anapaTy BXOASTb:

CTucanii nocibHmnk
KOpWCTyBaya

MAANW AN

TTITTTT

3BaptoBa/ibHUI Kabesib 3 K1eMoio

«maca» ABICOR BINZEL** Kowmnnektu Po/MKIB ANA
CTa/sIeBOro Ta a/loMiHIEBOro

ApoTYy**

PemiHb anst
nepeHeceHHs anapaTy
Ha nneyi*

Q

(I

QR

R AT,

[ xepeno XumBneHHs 38aptoBasIbHOI
Ayru 3 610koM nogavi 4poTy

* [ins mogenen ProMIG-350-400V SF
** Kpim Mogenelt 3 iHaekcom «WA»

EJIEMEHTU YNPABJIHHA TA IHAUKALIA

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

1 - Lnudposuit gucnneit;
2 - KHonka Bubopy pexwmy 3saptoBaHHs MODE:
a) pyyHe AyroBse 3BaploBaHHA WTYy4YHUM enekTpogom P 3 «MMA»;
6) 3BaptoBaHHs B aproHi, en1eKTPoAoM Lo He naaBuTbca APT «TIG»;
B) 3BaplOBaHHA HaniBaBTOMaTUYHe B 3aXMCHMX rasax HA «MIG/MAG»;
3 - Pyuka peryastopa a5 Bubopy dyHKUii (NapamMeTpiB) NOTOYHOTO pexxmMy 3BaploBaHHs Ta BCTAHOBJ/IEHHS TX 3HAUYEHHS (33
3aMOBUYBaHHSIM — BCTAHOBJ/IEHHS NapaMeTpy 3BapioBasibHOT Hanpyru B pexumi MIG/MAG). 3a Bubip ¢pyHKLil BignosigaloTe noBopoTH
perynsTopa npasopyu Ta fiBopyu. ZIns nepexoay A0 BCTaHOB/IEHHSA 3HaUeHHs BU6PaHOro napameTpy HeobXiZHO HaTUCHYTH Ha PyuKy
perynsaTopa. 3HayeHHs BCTAHOBJIIOETLCS MOBOPOTaMM PYUKM Pery/iaTopa npasopyy abo niBopyy. [ NoBepHEHHS: 40 MeHIo BUbopy
yHKuUii/napameTpiB HeoBXiAHO Lie pa3 HATUCHYTYU Ha PyuKy PeryaaTopa;
4 — Kronka Bubopy nporpamu 3saptoBaHHs (Habip paHilue HafalWTOBaHUX KOPUCTYBaYeM NapaMeTpis)/a0AaTkoBa dyHKuis: HanawTyBaHHs
PiBHSA IHAYKTUBHOCTI (NPU YTPUMaHH| B HATUCHEHOMY MONOXEHHI BiNbLue 1 ceKyHAN);
5—KHonka nepesipkun nogayi 3axMcHOro rasy (4piT He NOAAETbLCA);
6 — KHonKa Ans WBUAKOro BUKAMKY NapameTpy HaialuTyBaHHSA 38aploBa/ibHOI Hanpyri Ha 610ui noaavi 4poTy;
7 — Lndposuin gucnnein 6aoky nogadi ApoTy;
8 — Pyuka perynaTtopa Ans Bubopy dbyHkLUili (TapameTpiB) NOTOYHOrO PeXu1My 3BaplOBaHHA Ta BCTaHOB/IEHHS X 3HaueHHs Ta 6aoui nogavi
APOTY (33 3aMOBYYBaHHAM — BCTAHOB/IEHHA NapameTpy WBKUAKOCTI nogadi g4poTy B pexxumi MIG/IMAG);
9 — KHonka Bu6opy nporpamu 3saptoBaHHs (Habip paHille HaialWTOBaHWX KOPUCTyBaYeM NapameTpis) Ha 610ui nogadi ApoTy / AoaaTkoBa
dyHKuin: HanawTyBaHHs piBHA iHAYKTUBHOCTI (MPU yTPUMaHHi B HATUCHEHOMY NOIOXEeHHI bisblue 1 cekyHAN);
10 — KHonka 3anpas/ieHHs A4poTy (ra3 npu LbOMYy He NOAAETLCS);
11— Po3'em KZ-2 Tuny "€BPO" ans nig'egHaHHA HaniBaBTOMaTUYHOMO NafbHUKa;
A —THi340 CMN0OBOrO CTPYMy «+» TNy BaiioHeT:
a) npv 3BaptoBaHHi P/13 "MMA" - nigk/iouaeTbcs kabenb enekTposa (B OKpeMux BUnagkax npy BUKOPUCTaHHI cnewianbHUX
eNeKTPOAiB NIAKNOYAETLCA Kabeb «<Maca»);
6) npv 3BaptoBaHHi AP "TIG" - nigKt04a€TbCA TiNbku Kabenb «macay;
B) NPU HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM APOTOM - NiAK/IIO4YaETLCA kabeb MexaHi3My noaavi
ApoTy;
r) Npu HaniBaBTOMaTMU4YHOMY 3BaptoBaHHi HA "MIG/MAG" $pt0coBUM APOTOM - NiAK/IIOHAETLCS Kabeb «Maca»;
B —Hi340 cMn0BOro cTpymy «-» TUny 6aiioHeT:
a) npu 3BaptoBaHHi P43 "MMA" - nigknto4aeTbes kabenb «Mmaca» (B OKPEMUX BUNAZAKaxX MPU BUKOPUCTAHHI CrieliaibH1X
eN1eKTPOAIB NiAKNOYAETLCS Kabesib enekTpoAa);
6) npv 3BaptoBaHHi AP "TIG" - NiAKNIOYAETLCA TiNIbKW aprOHOAYFOBUIA Na/bHUK;
B) NpM HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLinbHUM APOTOM - NiAKNOYAETLCSA Kabesib «Macay;
r) Npy HaniBaBTOMaTU4HOMy 3BaptoBaHHi HA "MIG/MAG" ¢tocoBUM ApOTOM - MigKNO4AETLCA Kabeslb MexaHiamy nogavi
ApoTy.
12 — ABTOMAT YBIMKHEHHS | BUMUKAHHA AXepena 38aploBasibHOro CTpymy;
13 — 3anobixHuk 610Ky nogaui 4poTy;
14 — 3anobixHuK nigirpisava rasy;
15— Micue nigkaoyeHHs kabento 3a3eMNeHHs;
16 — Po3eTka and nigirpisaya rasy 36 V;
17— Po3'eMu nogadi cMrHasis Big MexaHi3My NoAadi ApOTy Ha BK/IOYEHHSA | BUK/TIOYEHHA AKepena CTpyMy;
18 — Kabenb ANs NiAKAOUEHHS 4,0 MEPEXi XUBNEHHS;
19 - WTyyep nogavi saxucHoro rasy;
20 — 3aXMUCHUIA BOKC ANS KOTYLIKYM 3i 3BapOBa/IbHAM 4POTOM;
21— /[loaTKOBI PO3’'eMM TUMY HANOHET «+» A/151 NiAK/IOHEHHS CUNOBOTO CTPYMY MiX AXepesioM i 610KoM nogadi ApoTy.
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IHAUKALIA POBOTU ANAPATA B PEXXMMAX

MIG/MAG
" MIG MAG-ZT I'IF'I:II".H:1
HanrF'39ra =eEarFHEaHHA.

By '

19,5V

OcHosHull ekpaH Bnok nodayi dpomy

mlIG MAG-ZT NFor He 1 o

WEHMAKICTE AFOT'd.

X

I'IaF"aMFTF"H: E -
cHna Mar. CTarTy: % 5
qac Mar. CTarTa: H,3C

MeHio 3a6a0ko08aHe Bbnok nodayi dpomy

ITIs-LIFT
ACTP'9M. |
A~ X

NaFaMeTFM: o
KHOMKa NafleHWka:  LIFT
iMNYnecHEA FPewuM:  OFF

MeHio 3a6n0k08aHe Bnok nodayi dpomy
1 — MOTOUHMIA PeXM 3BaptOBaHHS 4 — 3HaveHHs o6paHoi yHKLii / napameTpa
2 —Homep noToyHoi nporpamu 5—lepenik Ta BCTAHOB/IEHI 3HAYEHHA 2-X HACTYMHMX NapameTpis
3 —HasBa ¢pyHKuii / napameTpa B MEHI0

BBEJEHHA B EKCNZTYATALIIO

3BaploBasibHMI anapaT NPU3HAYEHUI BUKIIOYHO: A/ PyYHOrO AyroBOro 3BaplOBaHHA WTYYHUM €1eKTPOAOM, 3BapiOBaHHs B CepesoBuLLi
aproHy, a TaKoX HamniBaBTOMaTUYHOrO 3BapiOBaHHA B CEpPesOBMILi 3aXWUCHMX rasiB. IHlWe BMKOPUCTaHHA anapaTty He BiAnoOBiAae ioro
npu3HayeHHo. BupobHMK He Hece BiANOBIAANLHOCTI 3a MOWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTy He 3a MNpU3HAYEHHAM.
BuKOpWCTaHHSA BiANOBIAHO A0 NPU3HAYEHHS, MA€E Ha YBa3i 40TPUMaHHSA BKa3iBOK LibOro nocibHuKa 3 ekcryaradii.

BMMOIM 40 PO3MILLEHHS

HeobxigHo po3smilyyBaTi anapat Tak, w06 3abe3neuyyBaBcs Ge3nepelwkoAHUA BXiZ | BUXiZ OXONOAXYIOHOro MOBITPS Yepes BeHTUAALiNHI
OTBOPM Ha MepeAHin i 3agHin naHensx. ChigkyiTe 3a TuM, Wo6 MeTaneBuit NuA (HanpukAag, Mij 4ac HaxzgauyHoro wnidpysBaHHs) HE
3acMokTyBanacs 6eanocepeHbO B anapaT BEHTUIATOPOM OXOI0AXKEHHS.

MIAKNOYEHHA 40 MEPEXI

3BaptoBa/ibHUIA anapaT y CepiliHOMy BUKOHaHHI po3paxoBaHuii Ha TpudasHy MepexeBy Hanpyry 3x380 B abo 3x400 B — ans uporo
BMBeAEeHO TpW ApoTh. MpaBuna TexHikm 6e3neku nia Yac nposeseHHA PobiT 3i 3BaptoBasbHUM 061aHAHHAM BUMaratloTb 3a3eM/IeHHA
Kopnycy anapaty. /111 uboro nepeAbayeHo ABa BapiaHTU: 1) BUKOPUCTaHHS YETBEPTOrO APOTY Y MepexeBoMy kabesi XOBTO-3eNeHoro
KONbOPY (MiXKHapOAHWIA CTaHAAPT MapKyBaHHA); 2) BUKOPUCTaHHsA 60NTOBOT KN1eMu Ha 3a/Hil NaHe i anapaTy (KopCTKilumnii cTaHAapT
3a3eM/IeHHS, AKWIi BUKOPUCTOBYBAaBCA B kpaiHax CH).
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Ansa nigknoyenHs 3BaptoBanbHux anapatis PATON g0 3-dasHoi Mepexi XUBAeHHS

BMKOPUCTOBYTE Kabesib 3 YOTMPMA NPOBOAAMY, L0 BiAnoBigae cTaHAapTy IEC 60445: L2
o KopwuuHesui nposig —dasaly;
® YopHuii npoBig, —dazala;
e CuHi nposig —dasalz;
* )KoBTO-3e/1€HUI1 NPOBIJ — 3a3eMNEHHS. Ll

L3

Yeara! Mpu nigxaoueHHi anapata A0 Hampyryv Mepexi BUWe 450 B, BCi rapaHTiiiHi
30608'A3aHHS BUPOBHMKA BTPaYaloTb cuy! A TakoX rapaHTiltHi 3060B'A3aHHS BUPO6HMKa
BTPaYaloTb YMHHICTL NPU MOMWUAKOBOMY MigkAloUeHHI dasy Mepexi Ha 3a3eMNeHHs J_—
Axepena.
MepesxeBuit pos'em, nonepeyHuii nepepis kabesie Mepexi X1B/IEHHS, @ TAKOX MepexeBi 3anobixHUKW NOBUHHI BUBMPATUCS BUXOASUM 3
TeXHIYHMX JaHuX anapaTa.

BUBIP MOBU MEHIO AMAPATA
[Jlns Bubopy/3miHM MOBM MeHIO anapaTa yBiMKHITb anapaTt yTpuMytoun KHOMKy 2. [loBopoTamu peryastopa 3 obepiTb HeobxigHy MOBY, Ta
HaTUCHITb Ha PyuKy peryisTopa 3, wob niaTeepAnTH BUGIp. AnapaTt NnpogoBXuTh poboTy 3 iHTepdeicom BignosigHO0 MOBOIO.

MapameTpu pexxumis 3BaploBaHHsA

Enektpog ans BcTaHoBNEeHe 3Ha4YeHHsA AiameTp gpoty Maowa nonepeyHoro nepepisy Makc. goBXuHa
MMA, mm cTpymy npu MMAi TIG, A Ansa MIG/MAG, mm NPOBOAY XWBAEHHA, MM* nposogy, M
3 x380/400V - ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
a3 A0 120 40 0,8 2,5 220
4 350
6 525
130
2,5 160
a 6
4 A0 50 4 260
A0 21,0 6 385
2,5 115
a5 A0 220 4 180
6 270
2, 8
26 0 270 0J1,2 > 1 >
(nerkonnaski) A0 27 A ! 4 35
6 205
2,5 65
o6 A0 350 A0 1,4 4 100
6 150
8o
26 0 400 2 120
(Tyronnaski) A0 4
10 1
40 21,6 95
o8 0 500 2 25
(nerkonnaski) A0 5 5
10 140
4 40
28 A0 630 Ao @2,0 6 65
10 105
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CXEMA NMIAKNKOYEHHA ANAPATA A1 3BAPIOBAHHSA MOKPUTUMU EJIEKTPOAAMU (MMA)

ENEKTPOAOTPUMAY

KNEMA "MACA"

v BMPIE

PEKOMEHZOBAHA OBXXVHA 3BAPIOBAJIbHUX KABE/IIB:

MaKcumanbHmii crova. A [AloBXwuHa kabenie Mnowa nonepeyHoro Mabka kabento
PyM, (B OAHY CTOPOHY), M nepepisy, Mm* P

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

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

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

CXEMA MIAK/IFOYEHHSA ANAPATA 4161 3BAPKOBAHHS B APIOHI (TIG) — npu BUKOpUCTaHHI NanbHUKa 35-50

o
o)
Ar D@D

Art+He
He ==
3 APTOHOBMH
&y —— NATNbHUK

APTOHOBWUMA
MANbHUK
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CXEMA NIAK/IKOYEHHA AMAPATA 411 HANIBABTOMATUYHOI O 3BAPIOBAHHSA (MIG/MAG)

_ﬂ‘ =
TEXHIYHI XAPAKTEPUCTUKUA

HAMIBABTOMATUYHUH
MANbHUK

NAPAMETPU ProMIG-350-400V SF ProMIG-500-400V ProMIG-630-400V
HowmiHanbHa Hanpyra mepexi 50/60 'y, B 3380 3380 3380
3X400 3X400 3X400
HoMiHanbHWI CTPYM, L0 CNOXMBAETLCS 3 dasn
Mepexi, A 16..18,5 30...35,5 42 ... 49
HomiHanbHuit 3BaptoBanbHUin CTpym, A 350 500 630
MakcumansHuUit Aitounia ctpym, A 450 630 800

TpuBanicTb HaBaHTaxeHHs (TH)

70%/npun 350 A
100%/npu 290 A

70%/npu 500 A
100%/npu 420 A

70%/npu 630 A
100%/npun 520 A

Mexi 3MiHW Hanpyru Mepexi XnBaeHHs, B +15% +15% +15%
Mexi peryntoBaHHs 3BaptoBasbHOro CTpymy, A 14 —-350 16 — 500 18-630
Mexi peryatoBaHHs 3BaptoBasibHoOI Hanpyru, B 12-30 12— 40 12— 44
Mexi peryatoBaHHsA WBWAKOCTI Nogaui ApoTy, M/XB 2,0-16 2,0-20
[JliameTp WTy4YHOro enekTposa, Mm 1,6 -6,0 1,6 -8,0 1,6-8,0
[liameTp cyLinbHOro 3BaptoBasIbHOrO A4POTY, MM 0,6-1,4 0,6-1,6 0,6-2,0
Twvn mexaHi3my nogadi ApoTy 4 - PONVKOBUIA
Makc. Bara KOTyLWKW 3 4POTOM, K 15
MMA: 0,2...500 - peryboBaHum
IMMyAbCHI pexumu nig yac 3BaproBaHHa, 'y, TIG: 0,2...500 - perynboBaHum
MIG/MAG: cuHepreTuyHui
Fapsuni ctapT (Hot-Start) 8 pexxumi P43 PerynvosaHa
®opcax ayru (Arc-Force) B pexumi P43 PerynvosaHa
AHTUNpuannanHs (Anti-Stick) B pexumi P13 ABTOMaTUYHa
B10K 3HMXKEHHS HaNPyry X00CTOro Xo4y BKJ1 [ BUMK
Hanpyra xonoctoro xoay P43, B 12/75
Hanpyra nianany ayrv, B 110
HoMmiHanbHa cnoxuBaHa NoTyXHicTb, KBA 10,7 ... 12,3 19,9 ... 23,6 27,8...32,5
MakcrmanbHa cnoxusaHa NOTYXHiCTb, KBA 15,3 29,0 40,1
KKA, % 90
OxonogxeHHs AganTvBHe
Jiana3soH pobounx Temnepatyp, °C —25 ... +45
sovgcge | St [ socses
Maca 6e3 akcecyapis, k& 22,9 39,9 41,9
Knac 3axucty P33 P23 P23
PATON ProMIG DC MMA/TIG/MIG/MAG -10 -
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BUBIP TA HAJTALUTYBAHHA GJYHKLlIVI AMAPATA

B cTaHAapTHOMY CTaHi (KOAM 40 KHOMOK Ha Nepe/Hil NaHesli He TOPKaloTbCs), anapaT Ha eKpaH AXepena 3BaploBa/ibHOro CTPYMy BUBOAWUTL
3HaYeHHA OCHOBHOTO NapameTpa NOTOYHOIO PEXMMY 3BaplOBaHHS:

1) y pexxumi MMA — 3BaptoBasibHWi CTPYM;

2) y pexwvmi TIG — 3BaptoBanbHuil CTpyM;

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

Ha undpoBomy ekpaHi B MOMeHT 3BaptoBaHHs “"MIG/MAG” Big06paxacTbcs NoToYHe PaKTUUHE 3HAYEHHS 3BapIOBaNLHOrO CTpyMy. BapTo
3ayBaXuTH, WO Ha aKTUYHE 3HAYEHHSA CTPYMY BM/IMBAE Psif HACTYynHWUX dakTopiB: AiaMeTp APOTY, WO BUKOPUCTOBYETLCS, BCTAHOB/IEHE
3HAUYEHHA HaMpPyru Ha gxepesi CTpyMy, BCTAHOBJ/IEHA WBMAKICTb NOZadi 4pPOTy Ha MeXaHi3Mi nmoAauyi, BUKOPUCTOBYBaHUIA ras, maTepian i
TOBLYMHa BUPOGY, L0 3BAPIOETLCA Ta iH. MicAs 3aKiHYeHH: 3BaploBaHHsA $aKTUUHe 3HaUYEHHS 3BapIOBa/IbHOrO CTPYMY MOKa3y€eTbCs Ha eKpaHi
npoTAroM 8 cekyHs ANs MOXAMBOCTI Neperasay CTpyMy 38aploBasibHUKOM.

Perynatop 3 Ha nepeaHilt naHeni Axepena 38aploBabHOro CTPyMy € baraTodyHKLiOHaNbHMM Ta BiANOBIAAE 3a HAacTyNHe:
1) BUGip no Koy ByAb-aKoi GpyHKLiT y NOTOUHOMY pexwuMmi 3BaptoBaHHs (TOBOpPOTM NiBopyY abo npaBopyu);
2) BCTAHOB/IEHHA 3HaYeHHSA BUGpaHOro napameTpy (HaTUCHYTU Ha PyyKy pery/isTopa Ta NoBopoTyM iBopyy abo npasopyy);
3) CKMAAHHS BCiX GYHKLi A0 3aBOACHKMX HANAWTYBaHb MOTOYHOTO PEXMMY 3BaploBaHHA (HaTUCHYTU Ha pyuKy perynsTopa Ta
YTPUMyBaT/ B HATUCHYTOMY NOJIOXEHHI Bifblie 12 ¢).

KHonka 2 Ha nepeHiit naHeni BiANOBIAAE 3a 3MiHY PeXWMIB 3BaploBaHHSA (NepemMnKaHHs BiAbyBaEeTbCA NO Koy).

NEPEK/IOYEHHSA HA HEOBXIAHY OYHKLIO

SIKuLo B anapaTi BCTAHOB/IEHO CUCTEMY 3aXMCTY Bij HECAHKLiOHOBAHOrO AOCTYNy A0 MeHIo GyHKLii, NPy NOBOPOTaxX Pyyku perynsTopa 3
BiA6yBaETLCA pearyBaHHA 3HaUYEHHS OCHOBHOO NapaMeTpy NOTOYHOrO PexVMy 3BaploBaHHs, a MeHIo GyHKLi anapaTa —3abnokosake. [ns
po36/10KyBaHHA MeHI0, HeOBXiZHO YTPUMYBaTH B HATUCHYTOMY CTaHi pyuKy peryaaTopa 3 binblue 3,5 cekyHz. Mpu po3610KyBaHHI, Ha ekpaH
BMBOAWTLCS 3006paxeHHA 3amka, SKUN BIAKPUBAETLCA, WO BKasye Npo npouec po3biokyBaHHA MeHo ¢yHKuUik. Micas ycniwHoro
po36710KyBaHHs, NPy NOBOPOTaX Py4KM 3 NpaBopyy abo AiBopyy, Ha LLMPOBUIA ANUCNEN BUBOANTLCA NOTOYHA Ha3Ba GyHKL Ta il 3HaUeHHS.

AHanoriyHo, Npu HaTUCKaHHi Ha pyuky perynsTopa 8 Ha 6si0ui nogaui APOTy Ta yTPUMaHHI i B HATUCHYTOMY CTaHi bisblie 3,5 cekyHz
BiAbyBaETLCA PO3610KYBaAHHA MEHIO, | Ha LIMGPOBUI eKpaH 7 BUBOAMTLCA Ha3Ba Ta 3HaYeHHs (yHKLIT NOTOUHOrO pexuMy 3BaploBaHHs. 3a
JOMOMOrol0 HaTUCKaHHA Ha pyyKy peryastopa 8 Ta noBopoTiB ii npaBopyy abo NiBOPyY, MOXHa NepekaoyYaTUCh MiX yHKUiAMM Ta
napameTpamm pexumy, a TakoX 3MiHIOBaTH IX 3HaUeHHS B MeHLy abo 6inbly CTOPOHY.

MNEPEK/IIOYEHHSA HA HEOEXIAHI/II?I PEXX/M 3BAPIOBAHHS
HaTuckaHHsA KHOMKYM 2 NPU3BOAMUTL A0 NEPeK/IIOYEHHS Ha HaCTYMHMIA PeXWM 3BapIOBaHHA No KoAy. Lie BUAHO Ha Ancnei 1 Ha nepeaHii naHeni
anapara.

CKMAAHHA HANALUTYBAHb BCIX ¢yHKuII>'I NOTOYHOI O PEXXUMY 3BAPIOBAHHS

MoxyTb BiAbyBaTUCS CUTYallii, KON NapamMeTpu B anapaTi TPOXW 3anyTaau KOpUCTyBaya. [/ TOro wob CKMHYTHU iX A0 CTaHAAPTHUX
3aBO/CbKMX HaaLITYBaHb, 40CUTb YTPUMYBATH B HATUCHYTOMY CTaHi pyuKy pery/iatopa 3 npoTarom binlblue 12 cekyHz (He 3BepTaTh yBary Ha
306paxeHHs 3aMouyKa). K i HAaBOAWIOCA paHille, Ha Tabao MOYHETLCS 3BOPOTHUM BIAAIK 333...222...111 i NPU ZOCATHEHHI "000" BCi
HanalWTyBaHHA BUGpaHOi NporpamMm NOTOYHOroO pexuMy 3BaptoBaHHs OyAyTb OHOB/EHI Ha 3aBOACbKi. CKMgaHHA napameTpiB AAs KOXHOT
Nporpamu KOXHOro pexumy 3BaproBaHHs pobaaTeca okpemo. Lie 3po6aeHo ANnA 3pyUHOCTI, W06 He CKUHYTY IHAMBIAYaNbHI HaNaWTYBaHHS B
ABOX HLWIMX peXMMaXx Ta iHWWX Nporpamax.

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

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHSA

Y koxHoMy pexwumi 3BapioBaHHs MMA, TIG i MIG/MAG anapat moxe 36epiraTi Ao 16 pi3HMX BapiaHTiB Ha/jawWwTyBaHb. [OTOYHUI HOMep
HaNalWTyBaHHsA (NMPorpamm) Bi06paxaeTbCs y BEPXHbOMY MPaBOMY KyTi eKpaHa, KU 3HaXOAWUTbCS Ha NePeAHili naHeni. Y MOMeHT nepLioro
YBIMKHEHHA anapaTa, AN KOXHOro peXxuMmy 3BaploBaHHA, 3aBXAW BUBOAUTLCA nporpama nig N2i. Yci 3MiHM B HanalwTyBaHHI anapaTa B
AAHOMYy pexuMi 3BaplOBaHHA Ta MOTOYHOMY HOMepi nporpamu 36epiraloTbcs. LLLo6 mepeiiTv Ha iHWWIA HOMep nporpamu i noyatu
HaNaLWTYBaHHA 3HOBY 3 6a30BMX MapameTpiB, 4OCTATHLO HATUCHYTU KHOMKY 4 abo KHOMKY 9 Ha 6/10Li nogavi ApoTy, To4i Ha BigNOBIAHUN
eKpaH BUBOAMUTLCA MOTOYHWI HOMep Nporpamy, i Aani, 3a 40NOMOrot NOBOPOTIB PyyKM BiZNOBIAHOrO perysTopa 3 abo 8 MoxHa Bu6paTn
iHWy nporpamy. Bubip nporpamu noTpibHoO NigTBEPANTU HATUCHYBLUW Ha BiANOBIAHY Py4Ky peryasTtopa 3 abo 8.

3ATA/IbHUM NEPEAIK GYHKL IV

Pexcum 38apiosarHHs P43 "MMA"
0) [-1-] - ocHoBHUI napameTp CTPYM (3a 3amMoBuyBaHHsM = 80 A) [ B iMny/ibCHOMY pexumi Lie 6asosuin CTPYM;
a) 14...350 A (kpok 3MiHu 1 A) gns ProMIG-350-400V SF;
6) 16 ... 500 A (kpok 3miHu 1 A) gnst ProMIG-500-400V;
B) 18...630 A (kpok 3miHu 1 A) gns ProMIG-630-400V;
1) [H.St] cuna "Mapsivoro ctapTy" (3a 3amMoBUyBaHHAM = 50%);
a) o[OFF] ... 100% (kpok 3miHu 5%);
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2) [t.HS] yac "Mapsiyoro cTapTy" (3a 3aMOBYYBaHHAM = 0,3 C);
@) 0,1...1,0 C (KPOK 3MiHM 0,1 C);
3) [Ar.F] cuna "Qopcaxy gyrv" (3a 3aMoBUyBaHHAM = 50%);
a) 0 [OFF] ... 100% (kpok 3miHu 5%);
4) [U.AF] piBeHb cnpauboByBaHHs GyHKLT «Dopcaxk Ayrn» (3a 3aMoBUyBaHHAM = 12 V);
a)9...18 V (kpok 3miHn 1 V);
5) [BAH] Haxunn BoAbT-aMnepHOI XapakTePUCTUKM (3a 3aMOBYYBaHHAM = 1,4 V/A);
a)0,2...1,8 V/A (kpok 3MiHu 0,4 V[A);
6) [Sh.A] 3BaptoBaHHs KOPOTKOIO Ayroto (3a 3amoBuyBaHHsM = OFF);
a) o [OFF] ... 3 (kpok 3MiHu 1);
7) [BSn] 610K 3HMXEHHSA HaNPYru X0J10CTOro X0y (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHeHUI;
6) OFF — BUMKHeHMi;
8) [Po.P] pexum nynbcauii cTpymy (3a 3amoBuyBaHHaM = OFF);
a) ON — yBiMKHeHUI;
6) OFF — BUMKHeHWA;
9) [I.PS] cTpym naysu (3a 3aMOBYyBaHHAM = 25 A);
a) 14...350 A (kpok 3miHK 1 A) gns ProMIG-350-400V SF;
6) 16 ... 500 A (KpOK 3MmiHu 1 A) Anst ProMIG-500-400V;
B) 18...630 A (Kpok 3MiHK 1 A) gns ProMIG-630-400V;
10) [Fr.P]yacToTa nynbcau,il?i CTpyMy (3a 3aMOBYyBaHHAM = 5,0 I'L);
a) 0,2...500 'y (AMHAMIYHWIA KPOK 3MiHM 0,1 IL...1 Tu);
11) [dut] cniBBigHOWeEHHSA iMNyabc/naysa (6anaHc) — Le BIACOTOK iMMy/bCy CTPyMy AO MEpPioAy MPOXOAXEHHA LMX iMMy/abCiB (3a
3aMOBYYBaHHAM = 50%);
a) 20...80% (kpok 3miHK 2%).

Pexcum 3s8aprosanHa TIG
0) [-2-] ocHoBHWI1 napameTp CTPYM (3a 3aMoBUyBaHHAM = 100 A) / B iMnyIbCHOMY pexuMi e 6azosuit CTPYM;
a) 14...350 A (Kpok 3MiHu 1 A) gna ProMIG-350-400V SF;
6) 16 ... 500 A (kpok 3MiHK 1 A) gns ProMIG-500-400V;
B) 18...630 A (kpok 3miHK 1 A) gns ProMIG-630-400V;
1) [But] pexum KHOMKM Ha NanbHKKY (3a 3amoBuyBaHHAM = [LIFT]);
a) [LIFT] — pexxum 6e3 kHonku Ha nanbHUKy TIG-LIFT (npy BUKOPUCTaHHI BEHTUIBHOTO NasibHUKY);
6) [LIFT2T] — pexum KHOMKK Ha NanbHuKy TIG-LIFT2T (BigKAtOUEHHS CTPYMY NpW BiANyCKaHHI KHOMKM Ha NafbHUKY);
B) [LIFT4T] - pexxum kHonku Ha nanbHuky TIG-LIFT4T (Mpy NOBTOPHOMY HaTUCKaHHI Ha KHOTKY Ha Ma/ibHUKY CTPYM 3HUXXYETbCA
A0 3HaYeHHsl, BCTAHOB/IEHOrO NapameTpom «KiHLEBUIA CTPYM», Aani — BiAKAIOUEHHS 3BapiOBAbHOTO CTPYMY NpW BiANyCKaHHi
KHOMKMK);
2) [t.uP] yac HapocTaHHA CTPyMy (3a 3aMOBYYBaHHAM = 0,2 C);
a) 0...15,0 € (KPOK 3MiHM 0,1 C);
3) [t.dn] yac cnagaHHs cTpyMy (3a 3aMOBYYBaHHSM = 0,2 C);
a) 0...15,0 € (KPOK 3MiHM 0,1 C);
4) [Po.A] KiHLL€BUIA CTPYM (32 3aMOBUYBaHHAM = 20 A);
a) 14...50 A (Kpok 3miHK 1 A) gns ProMIG-350-400V SF;
6) 16 ... 50 A (kpok 3miHu 1 A) 4ns ProMIG-500-400V;
B) 18...50 A (kpok 3MiHu 1 A) ana ProMIG-630-400V;
5) [t.Po] yac nichanpoayBKkM 3aXMCHUM ra3oM (3a 3aMOBYYBaHHAM = 4,0 C);
a) 1,0...35,0 € (KPOK 3MiHM 0,1 C);
6) [Po.P]iMnyabCHMIA pexxm CTpyMy (3a 3amoBuyBaHHsAM = OFF);
a) ON — yBiMKHeHUI;
6) OFF — BUMKHEHUI;
7) [I.PS] cTpym naysu (3a 3aMOBYyBaHHSM = 25 A);
a) 14...350 A (Kpok 3MiHu 1 A) gns ProMIG-350-400V SF;
6) 16 ... 500 A (KpOK 3MiHK 1 A) Anst ProMIG-500-400V;
B) 18...630 A (Kpok 3MiHK 1 A) gns ProMIG-630-400V;
8) [Fr.P] yacToTa nyabcauivt cTpymy i (3a 3aMOBUYBaHHAM = 10,0);
a) 0,2...500 I, (AMHaMIUHWI KPOK 3MiHM 0,1 M...1 y);
9) [dut] cniBBigHOLWeEHHS iMNyAbc/nay3a (banaHc) — Le BifCoTOK iMMy/ibCy CTPYMY 40 NepioAy MPOXOAXKEHHS X iMMy/IbCiB (3a 3aMOBUYYBaHHAM
= 50%);
a) 4...80% (KpoK 3MiHu 2%);

Pexcum 3sapiosanHa MIG/IMAG

0) [-3-] ocHoBHUIt napameTp HATMPYTA (3a 3aMoBUyBaHHsM = 19,0 V);
a) 12,0...32,0 V (kpok 3MmiHu1 0,1 V) gns ProMIG-350-400V SF;
6) 12,0...40,0 V (KpOK 3miHK 0,1 V) Ans ProMIG-500-400V;
B) 12,0...44,0 V (KpOK 3MiHM 0,1 V) ans ProMIG-630-400V;
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1) [SPD] apyrwit ocHoBHwiA napameTp — LUBUAKICTb g4poTy (3a 3aMOBUYYBaHHAM = 4,5 M/XB);
a) 1,0...16,0 M/XB (KPOK 3MiHM 0,1 M/xB) A5t ProMIG-350-400V SF;
6) 1,0...20,0 M/XB (KPOK 3MiHW 0,1 M/xB) A5t ProMIG-500-400V Ta ProMIG-630-400V;
2) [t.Pr] yac nonepeA-npoAyBKM 3aXMCHUM rasoMm (3a 3aMOBYYBaHHAM = 0,1 C);
a) 0,1...25,0 C (KPOK 3MiHM 0,1 C);
3) [t.Po] yac nicas-npogyBKM 3aXMCHUM ra3oMm (3a 3aMOBYYBaHHAM = 1,5 C);
a) 0,5...25,0 € (KPOK 3MiHM 0,1 C);
4) [t.uP] 4ac HapocTaHHs Hanpyru (3a 3aMOBYYBaHHAM= 0,1 C);
a)0... 5,0 C (KPOK 3MiHM 0,1 C);
5) [t.dn] yac cnagaHHs Hanpyru (3a 3aMOBYYBaHHAM = 0,1 C);
a)0... 5,0 C (KPOK 3MiHM 0,1 C);
6) [But] pexxMm KHOMKM Ha NanbHUKY (3a 3aMoBYyBaHHAM = [2T]);
a) [2T] - peXuM KHOMKM Ha nanbHuKy 2T;
6) [4T] — CTaHAAPTHUIA PEXWUM KHOMKM Ha NanbHUKY 4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (32 3aMOBYYBaHHAM = 0);
@)-5...0... 5 CTYMiHb (KPOK 3MiHM 1 CTYMiHb);
8) [Po.P] M'sikuit cTapT ApoTy (3a 3amMoBYyBaHHAM = OFF);
a) ON - yBiMKHeHUIA;
6) OFF — BUMKHeHW;
9) [Po.P]iMnynbcHMIA pexxium cTpyMy (3a 3amoBuyBaHHAM = OFF);
a) ON - yBiMKHeHUIA;
6) OFF — BUMKHeHW;

MapameTpu imnyabcHoro pexumy MIG/MAG:
10) [Adu] ocHoBHUIA NapameTp y iMnyabcHomy pexumi — KOPEKLLISH HAMPYTU = 0,0 V (3a 3amoBuyBaHHAM);
a) -5,0...+5,0 V (KpOK 3MiHM 0,1 V). I3 36i/IbLueHHSAM 3HAaYEeHHS MapamMeTpy PocTe JOBXUHA Ayry;
11) [tYP] Tun maTepiany apoTy = Fe (3a 3aMoBUyBaHHAM);
a) Fe —3BuyaliHnii cTaneswit ApiT Tuny ER705-6 (BUKOPUCTOBYBATM 3aXMUCHUIA ra3® Tinbku ckaagy 82% Ar+ 18% CO2);
6) St.St - Hep>kaBitounit ApiT TuNy ER308L/ER316L (BUKOPUCTOBYBATU 3aXMCHUI ras® Tibku cknady 98% Ar + 2% CO2);
B) Al.Si - antomiHieBO-KpeMHieBwit ApiT TUNY ER4043 (BUKOPUCTOBYBATH 3aXMCHWI ras® Tiibku 100% Ar);
r) Al.Mg - antomiHieBo-MarHiesuit A4pit Tuny ER5356 (BUKOpPUCTOBYBATHU 3aXMCHUI ras® Tinbkn 100% Ar);
12) [dia] giameTp ApoTy = 1,0 MM (3a 3aMOBYYBaHHSM);
a) 0,6...1,2 MM A1 CTa/IeBOrO Ta HepXaBito4oro g4poTy ProMIG-350/500/630-400V;
6) 0,8...1,2 MM 419 aIlOMIHIEBOTO 4pOTY.

peKoMeH/0BaHa BUTpaTa rasy Bif, 7 I/XB ANS MaAVX CTPYMIB, i Big 14 N/XB AN 150-200 A CTpyMiB
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FAPAHTIMHE OBCJ/IYTOBYBAHHA

LLlaHOBHMWIA cnoxuBay!

MATOH IHTEPHELLH gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3g0raHHe GyHKLiOHYBaHHs 4aHOro BUpoby
33 YMOBM 0TPUMAHHS NPaBWJ MOro ekcnayaTtauii.

YBATA!!! Mepey, BUKOPUCTaHHAM 061a4HAHHS PEKOMEHZAYEMO 03HAWOMUTUCS 3 PO3LIMPEHOIO IHCTPYKLIEID 3 ekcnayaTalii, a
TakoX NepeBipuTH NPaBU/IbHICTb 3aMOBHEHHS rapaHTIHOro TaoHa: Ha3Ba MoAei NnpuabaHoro Bamu Bupoby, Ta ioro
CepiliH1iN HOMep MOBUHHI By TH iAEHTWUYHI 3aNMCcaM B rapaHTiHOMY TanoHi. He 40MyCKaETbCs BHECEHHS B TaNIOH By Ab-AKNX
3MiH Y1 BUNPAB/IEHb.

FAPAHTIVIHI 3060B'I3AHHS
MATOH IHTEPHELLHJ1 rapaHTye cnpaBHy poboTy gxepesia XUBNEHHS Y pasi 4OTPMMaHHA CNOXMBa4YeM yMOB eKcryaTaLii, 36epiraHHs i
TPaHCNOPTYBaHHSA.

YBATA! be3kolToBHe rapaHTiliHe 06C/1yroByBaHHs BiZICyTHE 3a YMOBM MeXaHi4HUX NOLIKOAXEHb 3BaploBa/ibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTAHOBUTb:

ProMIG-350-400V SF 3 poku
ProMIG-500-400V
ProMIG-630-400V

2 poku

OCHOBHWI rapaHTiiHNit nepio 064NCIOETbCS 3 AHSA NPOAAXKY IHBEPTOPHOrO 061a4HaHHS KiHLE@BOMY NOKYMLEBi.

MpoTAroM OCHOBHOIO rapaHTiIlHOro NepioAy Npogaselib 30608'A3yeTbCs (Y BUNAAKY rapaHTiliHOro peMoHTY), 6e3KOLITOBHO AN BAACHUKa
iHBepTOpHOro obnagHaHHa PATON:

- NPOTAroM 1 poKy 3 AaTU NpUAGaHHA KNiEHTOM o6naAHaHHA, onnaTUTKU A0CTaBKy obnagHaHHA B CepBiCHUI LEHTP i Ha3ad KAieHTy,
BMIKOPMCTOBYIOUYM NOC/TYr KOMNaHii «Hosa nowTa»;

- NPOBECTY AiarHOCTVKY Ta BUABMTYU NPUYMHY HECMPABHOCTI;

- 3a6e3neunTh HeOBXiAHNMM 415 BUKOHAHHA PEMOHTY By3/1aMM Ta e/leMeHTaMu;

- NpoBeCTV pobOTH i3 3aMiHW eNeMeHTIB Ta BY3/1iB, WO BUMLAN 3 NaAY;

- IPOBECTM TeCTYBaHHS BiZ|PEMOHTOBAHOr0 061aiHaHHS.

OCHOBHI rapaHTiliHi 3060B'A3aHHA He NOLWMPIOOTLCSA Ha 0B1aAHAHHSA:

- 3 MeXaHiYHUMM NOLIKOAXKEHHSAMM, L0 BNIMHYAM Ha NpaLe3AaTHICTb anapaTy (Aedopmaliis Koprycy i1 4eTanei BHaCAi 40K NaAiHHA 3
BMCOTM abo NagiHHA Ha 06a1aZHaHHS BaXKUX NPeAMETiB, BUNajaHHs KHOMOK Ta po3'eMiB);

- 3i C/1iamMm Kopos3ii, sika CTana NPUYMHOKO HECMPaBHOTO CTaHy;

- sike BUILLNO 3 Najly Yepes BM/IMB CUNIbHOTO 3BOJIOXEHHS Ha MOro CU/IOBI i @N1eKTPOHHI enemMeHTH;

- fike BUILLNO 3 Najly Yepes HaKoNMUUeHHs CTPYMOMPOBIAHOro NnAY (BYriNbHUIA NUA, MeTaneBa CTPYXKKa Ta iH.) BcepeauHi;

- y pasi cnpobu caMoCTiHOro PEMOHTY Moro By3iB Ta/abo 3aMiHV €/1eKTPOHHUX €/IeMEHTIB.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHA He MOLIMPIOIOTLCS HA 30BHILUHI eneMeHTU 061afHaHHs, WO BUAWAM 3 nady, AKi nigsaloTecs
bi3MYHOMY KOHTAKTY, @ TaKOX Ha CynyTHI/BUTPaTHI MaTepiain, NPeTeHSIT WoA0 AKUX MPUIMAOTLCA He Mi3Hilue ABOX TUXKHIB Mic/s Npogaxy:
- KHOnMKa yEiMKHeHHR Ta BUMKHEHHS;

- PYHKM perynioBaHHs NapamMeTpis 3BapioBaHHS;

- po3'eMu MiakNtoueHHs kabenis i pykasis;

- PO3'€MM yNpaBAiHHS;

- MepexeBwit kabesb i BU/Ka MepexeBoro kabesio;

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

- TPUMaui e/1eKTPOAIB, KNemMa «Macu», NaNbHKK, 3BapioBabHi kabesi Ta pykasu.

Mpoaasellb 3anMwace 3a co60t0 NPaBo BiZAMOBUTH y HaZaHHI rapaHTIHOrO peMOHTY, a60 BCTAHOBMTM A4aTO NOYATKY BUKOHAHHS FrapaHTiMHNX
3060B'A3aHb MicALb | pik BUMYCKy anapaTy (BCTAHOBJIOIOTLCS 3@ CEPiiHUM HOMEPOM):

-y pasi BTpaTV NacnopTa BNaCHUKOM;

-y pasi BiACyTHOCTi KopekTHOro abo B3arani 6y/Ab-AKOro 3anoBHeHHs NacnopTa NPoAaBLLEM Mij Yac NpoAaxy anapaty.

apaHTilH1I CTPOK NPOAOBXKYETHCS, Ha TEPMiH rapaHTINHOro 06C/NyroByBaHHA anapaTy y CepBiCHOMY LieHTPI.
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The welding machine is manufactured in accordance with technical standards and established safety
rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist environment 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 delivery set of the device includes:

4
/A
)
)
7]

Operating manual IS

Rollers for steel and

. . aluminum wire**
Welding cable with ABICOR BINZEL

ground terminal**

Q

Shoulder carrying strap*

JALINIIHNIININ Y
(S

Quick-release pneumatic connector . o
Weldina arc nower source with wire feeder

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

CONTROLS AND INDICATION

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

1 - Digital display;
2 —Welding mode selection button:
a) manual metal arc welding (MMA);
b) tungsten-arc inert-gas welding (TIG);
c) metal-arc inert-gas welding/metal active gas welding (MIG/MAG);
3 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values/Setting-up the welding voltage
parameter in MIG/MAG mode. The selection of functions is done by turning the knob to the right and left. To move to editing the value of a
selected parameter, you need to press the regulator knob. Values are set by turning the regulator knob. To return to the function/parameter
selection menu, press the regulator knob again;
4— Welding program selection button (set of parameters previously set by the user) / additional function: Inductance level adjustment (when
itis pressed down for more than 1 second);
5—Button for testing shielding gas supply (wire is not fed);
6 — Button for adjusting the welding voltage on the wire feeder;
7 - Digital display of the wire feeder;
8 — The regulator for selecting the functions (parameters) of the current mode and adjusting their values on the wire feeder (by default —
adjusting the wire feed speed in MIG/MAG mode);
9 — Welding program selection button on a wire feeder (set of parameters previously set by the user) / additional function: Inductance level
adjustment (when it is pressed down for more than 1 second);
10 — Wire threading button (no gas is supplied);
11— EURO type KZ-2 connector for connecting a semi-automatic torch;
A - Bayonet-type power current socket "+":
a) MMA welding - the electrode cable is connected (in more rare cases, when using special electrodes, the ground cable is
connected);
b) TIG welding — only the ground cable is connected;
¢) MIG/MAG welding with solid wire — the cable is connected to the feeder from inside (by default);
d) MIG/MAG welding with flux-cored wire —the ground cable is connected;
B —Bayonet-type power current socket "-":
a) MMA welding — the ground cable is connected (in more rare cases, when using special electrodes, the electrode cable is
connected);
b) TIG welding — only the TIG torch is connected;
¢) MIG/MAG welding with solid wire — the ground cable is connected;
d) MIG/MAG welding with flux-cored wire —the cable is connected to the feeder from the inside (it is possible to connect it
yourself);
12 — Breaker/button for turning on/off the welding current source;
13 -Wire feeder fuse;
14 —Gas heater fuse;
15 — Location for connecting the grounding cable;
16 — Socket for 36 V gas heater;
17 — Connector for connecting the control cable from the wire feeder;
18 — Power supply cable;
19 — Shielding gas connection;
20 — Protective cover for wire coil;
21— Wire coil holder with spring-loaded braking device.
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INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

Screen of wire feeder

X

Parameﬁeii:gﬁ N —
Fowetr Ho art.: %
time Hot Start: d, 3=

Menu is locked Screen of wire feeder

Proa.t: 1 P

= X
Faraneters! o
time amrer-down: 2,25

[TIG-HFZT

time post-gas: » H=
Menu is locked Screen of wire feeder
1 - Current welding mode 4 - Value of selected function / parameter
2 - Current program number 5 - List and values of the next 2 parameters in the menu

3 - Name of function / parameter

START-UP

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

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

POWER CONNECTION

The standard welding unit is rated for 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.
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Use a four-wire cable that complies with the IEC 60445 standard to connect PATON
welding machines to a 3-phase power supply: LZ
e Brown wire - phase L1;

e Black wire - phase L2;

e Blue wire - phase L3;

e Yellow-green wire - ground. Ll

Caution! When the unit is connected to a mains voltage higher than 450V, all manufacturer's L3
warranty obligations become invalid! The manufacturer's warranty obligations also become
invalid in case of an erroneous connection of the mains phase to the source ground. 1
The mains connector, the cross-sections of the mains cables, as well as the mains fuses need -
to be selected based on the unit technical data.

SELECTING THE DEVICE MENU LANGUAGE
Hold down button 2 and turn on the device to select/change the device menu language. Select the desired language with the regulator
knob 3 and press it to confirm your selection. The machine will work with the interface in the selected language.

Welding mode parameters

Used MMA Set current value for Wire diameter Cross-section of every mains Max. wire
electrode, mm MMA and TIG, A for MIG/IMAG, mm core wire, mm? length, m
3 x380/400V - ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
a3 up to 120 up to Jo,8 2,5 220
4 350
6 525
2 130
2,5 160
oy up to 160
4 260
up to 1,0 6 385
2,5 115
171 up to 220 4 180
6 270
2,5 85
26 fusible up to 270 up to 21,2 4 135
6 205
2,5 65
26 up to 350 up to J1,4 4 100
6 150
4 8o
26 refractory up to 400 6 120
up to 71,6 10 193
4 55
78 fusible up to 500 6 85
10 140
4 40
o8 up to 630 upto @2,0 6 65
10 105
Recommended length of power welding cables during welding:
Maximum current, A Cable length (one way), m Cross-section area, mm?* 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 KG1x35
8...30 50 KG 1x50
500 12... 40 70 KG 1x70
630 10 ... 30 70 KG 1x70
15 ... 40 95 KG 1x95
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MACHINE CONNECTION DIAGRAM FOR WELDING WITH STICK ELECTRODES (MMA)

’ e
o o ooD) ELECTRODE HOLDER

GROUNDING CLAMP

WORKPIECE
MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - using the 35-50 TIG torch
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SPECIFICATIONS

PARAMETERS ProMIG-350-400V SF ProMIG-500-400V ProMIG-630-400V
Rated voltage of the three-phase mains 50/ 60 Hz, 3x380 3x380 3x380
\ 3X400 3X400 3X400
Rated current consumption from the mains phase,
A 16 ...18,5 30...35,5 42 ... 49
Rated welding current, A 350 500 630
Maximum operating current, A 450 630 800
0/ 0, 0,

Duty cycle 70%/at 350 A 70%]/at 500 A 70%/at 630 A

100%/at 290 A 100%/at 420 A 100%/at 520 A
Supply voltage variation limits, V +15% +15% +15%
Limits of regulation of welding current, A 14 —350 16 — 500 18 - 630
Limits of regulation of welding voltage, V 12-30 12-40 12— 44
Limits of wire feed speed control, 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 0,6-1,4 0,6-1,6 0,6-2,0
Wire feeder unit type 4 - rollers
Max. coil weight, kg 15

MMA: 0,2...500 - adjustable
Welding pulse modes, Hz TIG: 0,2...500 - adjustable
MIG/MAG: synergistic
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” .
in the MMA mode Automatic
Voltage reduction unit, on / off
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 10 . N 226 28 N
power, kVA /7 /3 9,9 --- 23, 716 ---32,5
Maximum power consumption, kVA 15,3 29,0 40,1
Efficiency, % 90
Cooling Adaptive
Operating temperature range, °C —25 ... +45
Overall dimensions, mm (length, width, height) 540 X 360 X 400 510 x 280 x 385 510X235X 410
255 X 500 X 350 255 X 500 X 350

Weight without coil and accessories, kg 22,9 39,9 41,9
Ingress Protection rating P33 P23 P23

SELECTING AND SETTING THE MACHINE FUNCTIONS

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

1) in the MMA mode — welding current;

2) in the TIG mode —welding current;

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

On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth noting
that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the power
source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded workpiece, among
others. After the welding process is completed, the actual welding current value remains displayed on the machine’s screen for 8 seconds,
allowing the welder to view the current value.
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Regulator knob 3 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 s).

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

SWITCHING TO THE REQUIRED FUNCTION

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

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

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

RESET ALL FUNCTIONS OF THE WELDING MODE USED

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

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

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

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

GENERAL LIST OF FUNCTIONS
MMA welding mode
o) [-1-] Main displayable parameter CURRENT
a) 14 ... 350 A (unit increment 1 A
b) 16 ... 500 A (unit increment 1 A
c)18...630 A (unitincrement 1 A
1) [H.St] Hot Start power (= 50% by default);
a) o[OFF] ... 200% (unit increment 5%);
2) [t.HS] Hot Start time (= 0.3 s by default);
a)0.1...1.0s (unitincrement 0.1s);
3) [Ar.F] Arc Force power (= 50% by default);
a) o[OFF] ... 200% (unit increment 5%);
4) [U.AF] Arc Force triggering level (= 12 V by default);
a)9...18 V (unitincrement 1 V);
5) [BAH] Voltage response slope (= 1.4 V/A by default);
a)o0.2...1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] Short arc welding (= OFF by default);
a) o[OFF] ... 3 stages (unitincrement 1 stage);
7) [BSn] Voltage reduction unit = OFF (by default);
a) ON —enabled;
b) OFF —disabled;
8) [Po.P] Current pulsation mode (= OFF by default);
a) ON —enabled;
b) OFF —disabled;

=80 A by default);

for ProMIG-350-400V SF;
for ProMIG-500-400V;
for ProMIG-630-400V;
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9) [I.PS] Pause current (= 25 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V;
¢)18... 630 A (unit increment 1 A) for ProMIG-630-400V;
10) [Fr.P] current pulsation frequency (= 5.0 Hz by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses (= 50% by default);
a) 20 ... 80% (change step 2%).

TIG welding mode
0) [-2-] Main displayable parameter CURRENT (= 100 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V;
€) 18 ... 630 A (unit increment 1 A) for ProMIG-630-400V;
1) [But] Torch button mode (= [LIFT] by default);
a) [LIFT]—No button mode TIG-LIFT (for valve-type torch);
b) [LIFT2T] - Button mode TIG-LIFT2T (welding current stops when the torch button is released);
¢) [LIFT4T] - Button mode TIG-LIFT4T (pressing the torch button again reduces the current to the "Final Current" value,
followed by welding current shutdown when the button is released);
2) [t.uP] Current ramp-up time (= 0.2 s by default);
a)o...15.0 s (adjustment step 0.1s);
3) [t.dn] Current ramp-down time (= 0.2 s by default);
a)o...15.0s (adjustment step 0.1s);
4) [Po.A] Final current (= 20 A by default);
a) 14 ... 50 A (unit increment 1 A) for ProMIG-350-400V SF;
b) 16 ... 50 A (unit increment 1 A) for ProMIG-500-400V;
€) 18 ... 50 A (unit increment 1 A) for ProMIG-630-400V;
5) [t.Po] Post-gas time (= 4.0 s by default);
a)1.0...35.0s (unitincrement 0.1s);
6) [Po.P] current pulsation mode (= OFF by default);
a) ON —enabled;
b) OFF —disabled;
7) [I.PS] pause current (= 25 A by default);
a) 14 ... 350 A (unit increment 1 A) for ProMIG-350-400V SF;
b) 16 ... 500 A (unit increment 1 A) for ProMIG-500-400V;
) 18... 630 A (unit increment 1 A) for ProMIG-630-400V;
8) [Fr.P] current pulsation frequency (= 10.0 Hz by default);
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz);
9) [dut] pulse/pause ratio (balance) — it is the percentage of the current pulse to the period of repetition of these pulses (= 50% by default);
a) 4 ... 80% (change step 2%).

MIG/MAG welding mode
0) [-3-] Main displayable parameter WELDING VOLTAGE (= 19.0 V by default);
a)12.0...32.0 V (unit increment 0.1 V) for ProMIG-350-400V SF;
b)12.0... 40.0 V (unitincrement 0.1 V) for ProMIG-500-400V;
€)12.0 ... 44.0 V (unit increment 0.1 V) for ProMIG-630-400V;
1) [SPD] Second main parameter WIRE FEED SPEED (= 4.5 m/min by default);
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 0.2 m/min) for ProMIG-500-400V and ProMIG-630-400V;
2) [t.Pr] Pre-gas flow time (= 0.1 s by default);
a)0.1...25.0s (adjustment step 0.1 s);
3) [t.Po] Post-gas flow time (= 1.5 s by default);
a)0.5...25.0 s (adjustment step 0.15);
4) [t.uP] Voltage ramp-up time (= 0.1 s by default);
a)o...5.0s (adjustment step 0.15);
5) [t.dn] Voltage ramp-down time (= 0.1 s by default);
a)0... 5.0 s (adjustment step 0.15);
6) [But] Torch button mode (= [2T] by default);
a) [2T] - 2T torch button mode;
b) [4T] - Standard 4T torch button mode;
7) [Ind] Inductance level (= o by default);
a)-5...0... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default);
a) ON —enabled;
b) OFF —disabled;
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9) [Po.P] Pulsed current mode (= OFF by default);
a) ON —enabled;
b) OFF —disabled;

MIG/MAG pulse mode parameters:
10) [Adu] main parameter in pulse mode - VOLTAGE ADJUSTMENT (= 0.0 V by default);
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11) [tYP] Wire material type (= Fe by default);
a) Fe — ordinary steel wire of ER705-6 type (use 82% Ar + 18% CO2 shield gas* composition only);
b) St.St — stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO2 shield gas* composition only);
) 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);
12) [dia] Wire diameter (= 1,0 mm by default);
a) 0.6...1.2 mm for ProMIG-350/500/630-400V steel and stainless wire;
b) 0.8...2.2 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!!! Before using the equipment, we recommend that you read the operating instructions, and also check the
A correctness of filling out the warranty card: the model name of the product you purchased, as well as the serial number must
be identical to the entry in the warranty card. It is not allowed to make any changes and corrections to the coupon.
WARRANTY POLICY
PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the rules of operation,
storage and transportation.

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

ProMIG-350-400V SF 3years

ProMIG-500-400V
ProMIG-630-400V

2years

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

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

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

- to provide units and elements necessary for the repair;

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

- to test the repaired equipment.

The main warranty does not apply to the equipment:

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

- with traces of corrosion, which caused a malfunction;

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

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

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

recommended shield gas consumption rate: 7//min or more for low current, and 14 |/min or more for 150-200A current
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Also, the main warranty does not apply to out-of-order external elements of equipment subject to physical contact, and related /
consumables, claims for which are accepted no later than two weeks after the sale:

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

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

INFORMATION ON USED EQUIPMENT DISPOSAL

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

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