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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 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: EN IEC 60974-1:2018/A1:2019
Welding 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, 08 2022
TR

Signature “M’ ,

Name, Function: Mark |0I;/makov

Chief Technical Of

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

3BaptoBanbHUI anapaT BUroTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBUn
TexHikun 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:

TpaBMyBaHHA 06CNyroByto4oro nepcoHany abo TpeTboi ocobu;

3anoAjifaHHA LWKoAM caMoMy anapaty abo MaTtepianbHUM LLiIHHOCTAM MiaNpUEMCTBa;

nopyLueHHsA eGeKTMBHOro po6o4oro npotecy.

Bci ocobu, Aki nos's3aHi 3 BBEAEHHAM B eKchnyaTauito, ynpaBniHHAM, AOMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy NOBUHHI

NpoWTK BiANOBIAHY aTecTauito;

BOMOAITU 3HAaHHAMM 3i 3BapOBaHHA;

TOYHO AOTPUMYBATUCA L€l IHCTPYKLU,i.

HecnpaBHocTi, ki MOXXYTb 3HN3UTK 6e3neKy, NOBUHHI 6yTY TEPMIHOBO YCYHEHi.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

ypa>keHHs eNeKTPUYHUM CTPYMOM MoXe ByTu cMepTenibHO Hebe3neuHnM;

3BaploBanbHUI Kabenb NOBUHEH BYTU MILHUM, HEYLLKOAXKEHWUM Ta i3onboBaHUM. OcnabneHi
3’efHaHHA | NoLwKoAXKeHNI Kabenb NOTPIGHO HeranHo 3aMiHUTU. Mepexxesi kabeni 1 kabeni
3BaploBasibHOro anapaTy MOBMHHI CUCTEeMaTUYHO NepeBipATUCA daxiBLLeM eneKTPUMKOM Ha
cnpaBHicTb i3onAuii;

nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMaTK 30BHILLHIl KOXyYX anapary.

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraT! 3a 3BaploBanbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPIOIOTLCA Nifg 4ac poboTn, MOXKYTb 06MEKTU LWKipy abo BUKIMKaTK NONYM'A, TOMY 3aBXAN CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTopoHHi 0co6bu, LLLO 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axMLLATH O4i crieliaNbHUMMN 3aXMCHUMM OKynApaMm abo BUKOPUCTOBYBaTU
Heroproyi eKpaHu, Lo NOrANHAKTb BUNPOMIHIOBaHHA.

HEBE3NEKA LWKIATMBUX FA3IB | BUMAPIB

YTBOPEHi ANM Ta LIKiANUBI ra3v BuAanuTn 3 pobo4oi 30HM cnevlianbHUMKM 3acobamu;
3a6e3neunTn 4OCTaTHIN NPUTOK CBIXOro NOBITPSA;

BUMapy PO3YNHHWMKIB HE MOBUHHI MOTPaNAATY B 30HY BUNPOMiHIOBaHHA 3BaploBasibHOI Ayru.

HEBE3MNEKA MATHITHOIO NonAa

MarHiTHi nona, CTBOPEHi CUNbHUM 3BaptoBanibHUM CTPYMOM, MOXKYTb YNHUTU HEFaTUBHWUIA BNIUB Ha
npauesnaTHiCTb YyTAUBUX ENEKTPONpUNagiB (Hanpuknaa, kapaioctumynaTtopis). Ocobu, Aki MatoTb
Taki npunagu, NOBWHHI MNopaauvTMCA 3 NikapeM, nepl Hixk Habnuxkatncs [o poboyoro
3BaploBanbHOro MagaHumnka.

avy,

HEBE3MEKA BU/IbOTY ICKOP

3aliMUCTi NpeaAMeTH BUAANUTH 3 po6040i 30HU;

He A0onycKatoTbCA 3BaptoBanbHi PpO60TU Ha EMHOCTSAX, y AKMX 36epiratoTbea abo 36epiranuca rasu,
nanbHe, HapTONPOAYKTU. MOXXNMBa HeGeaneka BUBYXY 3aNULLKIB LIUX MPOAYKTIB;

y NOXeXO0- Ta BUBYXoHe6e3MeUuHNX MPUMILLLEHHAX 4OTPUMYBATUCA 0COBNMBMX NpaBu, BiANOBIAHO
A0 HauioHaNbHUX Ta MiDKHAPOAHUX HOPM.

BiANOBifa€ cTaHAapTaM TexHikn 6e3neku;
BMKOPUCTOBYBATW TiIbKW BiANOBIAHWI (BaXXKKO3aMMUCTUIA OAAT).

OCOBUCTE 3AXCHE OCHALLLEEHHA

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:

HOCUTW MiLlHe B3YTTA, LLIO 36epirae i30M10t04i BNacTUBOCTI, B TOMY YMCAi 1y BOIOTUX yMOBaX;
3axu1LLATU PYKW i30/110I0UNMM pyKaBUUYKaMK;

0ui 3aXMLLATN 3aXMCHO Mackoto 3 GinbTPOM NPOTK yNbTpadioNeToBOro BUNPOMiIHIOBaHHSA, AKUIA

HEBE3MNEKA IHTEHCUBHOIO LWYMY

3BaptoBanbHa ayra, Aka BUHUKAE Nif Yac 3BaproBaHHA MOXE CTBOPOBaTW 3BYKM piBHA BULLE 85 Ab
npoTArom 8 roanH po6o4yoro Yacy. 3saproBanbHUKK, LLLO NPaLIoOTb 3 AaHUM 06nafHaHHAM, Nig Jac
po60oTH MatoTb HOCUTK 3aCO6M 3aXUCTY OPraHiB Ciyxy.

#)
=i
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PO3IMNAKYBAHHA

,U,O KOMMNNEKTY 3BaptoBasibHOro anaparty BXO4ATb:

CTncnmin nocibHmK I A
KONUCTVRAUA R ]
KomnnekTtn ponukis ana

cyuinbHoro Ta
antoMiHieBOro Apoty

3BaptoBanbHuii kabenb 3 KNEMOKO
«maca» ABICOR BINZEL

R U,

PeMiHb gna

MHeBMoOpo3’eM nepeHecenHs anaparty *

[>xepeno 3BaptoBasbHOro CTPyMy
3 6nokom nogavi Apoty

* [na moaenen ProMIG-350-400V W

EJIEMEHTU YNIPABJIIHHA TA IHOUKALIA

1-[ucnnen gxepena cTpymy;

2-KHonka MODE Bu6opy pexxumy poboTu:
-py4He AyroBe 3BaploBaHHA CTPMXKHEBUM NOKPUTUM enekTpogom (MMA);
-aproHogyrose 3BaptoBaHHA (TIG);
-HaniBaBTOMaTMYHE 3BaptoBaHHA B 3axMcHUX rasax (MIG/MAG);

3-Pyuka perynatopa ans Bubopy ¢yHKUi/NapaMeTpiB NOTOYHOrO PeXXnMy 3BaptoBaHHA Ta BCTAHOB/IEHHA iX 3Ha4YeHHA. [oBepTante
pyuKy Ana BuGopy ¢yHKUili/napaMeTpiB, HAaTUCHITb Ha HEl ANA nepexoay A0 BCTAaHOB/EHHA iX 3HauYeHHA. BCTaHOBITb 3HAYeHHA
NOBOPOTOM pyykun perynsatopa. HaTUCHITb Ha Hei e pas, LWo6 NoBEPHYTUCH A0 MeH0 BUGOpPY dyHKLUin/napamMeTpis;

4-KHonka PROG Ha gxepeni cTpyMy ans Bu6opy nporpaMu 3saptoBaHHA (Habip paHille HanalwToBaHUX KOPUCTYBayYeM napameTpis).
[opatkoBa pyHKUiA Y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyinTe Ginblue 1 cekyHAM ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI;

5-KHonka TEST GAS nepeBipku nogadi 3aXMcHoOro rasdy. HaTUCHITb — BiAKPWETbCA KnanaH rasoBoro TpakTy (4ApIT Npu UbOMY He
nopaeTbes). HaTUCHITH LWe pas, wob 3akpuTn knanax, abo BiH aBTOMaTUYHO 3aKpUETLCA Yepes 15 cekyHa;

6-KHonka VOLTAGE Ha 6noui nogadi A4poTy Ans LWBMAKOIO HanalTyBaHHA 3BaptoBanbHOi Hanpyru;

7-Ouvcnneii 6noka noaayi ApoTy;
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SATO

8-Pyuka perynatopa Ha 6noui nogadi 4poTy ana Bu6opy dyHKUin/NnapaMeTpiB NOTOUYHOro cnocoby 3BaptoBaHHA Ta BCTAHOBEHHA 1X
3HayeHb;
9- KHonka PROG Ha 6noui nopadvi ana snu6opy nporpaMu 3BaproBaHHA (Habip paHille HanawToBaHMX KOPUCTyBa4eM napaMeTpis).
[opnatkosa pyHKUiA Y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyinTe Ginblue 1 cekyHAM ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI;
10- KHonka WIRE INSTALL. HaTUCHITb i yTpuMyiiTe Ans 3anpaBneHHA ApOTy B 3BaptoBasibHUA pykas i B nanbHUK. Mpu 3anpaBnexHi
APOTY ra3 He NoAaeTheA;
11- Po3'eM KZ-2 Tuny "€BPO". [inAa niagknto4YeHHs HaniBaBTOMaTUYHOro NanbHUKa, abo aproHoAyroBoro nanbHMUKa KHOMKOBOIo TUMY;
A - THi300 3BaprOBanbHOMO CTPYMY «+»:
-MIG/MAG-3BaptoBaHHA:
O Npwv 3BaploBaHHI CYLLINbHUM APOTOM — 3’€fjHaliTe rHi340 (A) NepeMnYKOoLo 3BaptoBanbHOro CTpyMy 3 rHizgoMm (31) 6noky
nopaui apoty. ABO 3’efHaliTe NepeMMNUKOI0 3BaprOBabHOrO CTPYMy rHisaa (21) Ta (31);
O npwv 3BaptoBaHHi caMo3axucHUM ¢ncoBuM apoToM (FCAW-S) — nigkntoyite kabenb «<Maca»;
-TIG LIFT-3BaptoBaHHA - NigkntouiTe kabenb «<Maca»;
-MMA-3BaptoBaHHA:
O Npw 3BaploBaHHi 3BUMaNHUMM eNeKTpoaaMm — NiAKIoYITL kabenb enekTpogoTpuMaya;
O Npw 3BaploBaHHi cneuianbHMMK eneKTpoaamMm — NigkoYiTe Kabenb «Mmaca»;
B - MHi300 3BaptOBasIbHOrO CTPYMY «—»:
-MIG/MAG-3BaptoBaHHA:
O Npw 3BaptOBaHHI CYLLINbHUM APOTOM — NiAKNOYITh Kabenb «Maca»;
o Npwv 3BaptoBaHHi caMo3axncHUM ¢ coBUM apoToM (FCAW-S) — 3’efHaliTe NEPEMUYKOLO 3BapPHOBanibHOMO CTPYMy 3
rHisgom (31) 6noky nogadi ApoTy;
-TIG LIFT-3BaptoBaHHsA:
O Npw 3BaptOBaHHi aproHo4yroBMM MnasbHUKOM BEHTUNbHOTO TUMY — MiAKNIOYITh 1Oro kabenb;
O Mpw 3BaptOBaHHi aproHo4yroBMM nasbHMKOM KHOMKOBOIO TUNY — 3’€[HallTe NepeMnNYKO0 3BaptoBaNbHOMO CTPYMy 3
rHisgom (31) 610Ky nogadi ApoTy;
-MMA-3BaptoBaHHA:
O Npv 3BaploBaHHi 3BUMANHUMM eNleKTPoAaMM — NiAKIOYITL kabenb «<Maca»;
O Npwv 3BaploBaHHi cneuianbHMMK eneKTpoaaMm — NigkodiTe Kabenb enekTpogoTpuMaya;
12- AsTOMaT-3ano6iKHUK XUBNEHHA AXKepena 3BaploBanbHOro CTpyMy;
13- 3anobixHuk 6noky nogadi 4poTy;
14- 3anobixHuK nigirpisava rasy;
15- Micue nigknroyeHHs kabento 3a3eM/IeHHS;
16- Posetka ans nigirpisava rasy 36 V;
17- Po3'eMu kabento KOMyHikauii;
18- KabGenb XXUBNEeHHA;
19- LUTyuep nogayi 3aXMCHOro raay;
20- 3axucHuii 60KC ANA KOTYLLKM 3i 3BaptoBanbHUM APOTOM;
21- Twnose rHi3po 3BaproBanibHOMO CTPYMY «+» fxkepena cTpyMmy;
22—~ Po3’eM X0N0A4HOI PiANHM Bif 610Ky OXONOAXKEHHA A0 NanbHUKa;
23~ Po3’eM rapavoi piglHK Big NanbHMKa A0 610Ky OXONOAXKEHHSA;
24~ TpwuMay KOTYLLIKW 3BaprOBanbHOro ApPOTY 3 NPY>XMHHUM MeXaHi3MOM rafibMyBaHHA;
25—~ OrtBip 3anpaBku 3BaptoBanbHOro 4POTY;
26- [NepeMukay TNy OXONIOAXKEHHA NanbHMKa:
-«LIQUID» — ana po60T¥ 3 NanbHUKOM PiAUHHOIO OXONOAXKEHHS;
VBATA! Anapat 3a6nokye KHOMKY ManbHUKAa, KO MEPEMUKay Yy MOMOXKEHHI
«LIQUID», a pigHa B KOHTYpPi OXONOAXKEHHSA BiACYTHA;
-«AIR» - ona po60TH 3 NaNbHMUKOM NOBITPAHOIO OXO/TOAXKEHHS;
27- MexaHi3M nogavi 3BaproBanbHOro ApoTy;
28- Kpwuwwka 610Ky nogadi 3 3acyBKoHo;
29- 3axucHa KpuLLlKa KOTYLLKW APOTY;
30- Po3’eM XuBneHHA 610Ky OXONOAXKEHHS;
31- [Hi3po 3BaptoBanbHOro cTpyMy 610Ky nogavi 4poty;
-npu MIG/MAG-3BaptoBaHHi CYWinbHUM ApPOTOM - 3’€fHaliTe MepeMuyKor
3BaptoBanbHOro cTpyMy 3 rHizgom (A) ABO (!!!) 3 rHizgom (21);
-npu MIG/MAG-3BaptoBaHHi XUCHUM . Apotom (FCAW-S) —
3’egHanTe NepeMnyYKo0 3BaptoBaibHOro CTPYMy 3 rHi3A0M (B).
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IHOUKALIA AMNAPATA

MIG/MAG
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[Aucnnei gxepena cmpymy Aucnnel 610Ky nogayi apomy
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narFaMeTFH: b
KHOMKa NafeHWka: LIFT
iMNYAECHMA FewkM:  OFF

1 - O6paHunin cnocib 3BaproBaHHA
Aucnnel a>xepena cmpymy 2 - HoMmep nporpamu 3BaproBaHHsA
MMA 3 - HasBa o6paHoi ¢yHKLUii / napameTpa
4 - 3HayeHHA o6paHoi GyHKLUIT/ napameTpa
5 - Ha3Bu Ta 3HaUYEHHA ABOX HACTYNHMX NapaMeTpiB B MEHIO

NFor.Hx1]

—4]

I'I-ElF'aMFTF‘H: E —
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Aucnnelii gxepena cmpymy

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHuit anapat PATON ProMIG npuaHauveHWn Ans MexaHi30BaHOro (HanmiBaBTOMAaTUYHOrO) 3BaploBaHHA B CEPEefoBULLL
3aXMCHUX rasiB (aprony, renito, BYrneKMCnoro rasy) Ta ix cyMmillen cyuinbHUM cTtanesum abo antoMiHiEBUM APOTOM, CaMO3axMCHUM
dntocoum apoTtoM 6e3 rasy (MIG/MAG), ons aproHoAyroBoOro 3saptoBaHHA BONbGPaMoOBUM eNeKTPOAOM B CEPEAOBULL iIHEPTHOIO rasy
(aproHy, renito) Ta ix cymiwen (TIG), a6o Ana py4HOro eneKkTpPoayroBoro 3saptoBaHHA CTPUXKHEBUM NOKPUTUM enekTpogoM (MMA). IHwe
BMKOPUCTaHHA anapaTy He BiANoBiAae Noro NnpuaHayeHHo. BukopucTaHHA 3a NpU3HaYeHHAM Ma€ Ha yBasi 4OTPUMaHHA BKa3iBOK AaHOiI
iHCTpyKUii. BUpo6HMK He Hece BiANOBIAANbHOCTI 3a NOLKOAXKEHHSA, 3aBAaHi BAKOPUCTAHHAM anapaTty He 3a NPU3HaYeHHAM.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo poaMilLyBaT anapaT Tak, Wwob 3a6eanedyBasca 6e3nepeLlKoaHWI BXif, | BUXi4 OXO0AXKYHOHOro NOBITPA Yepes BEHTUNALIAHI
OTBOPM Ha NepefHin i 3aaHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBuii Nun (Hanpuknag, nig Yac HaxgadHoro wnidpysaHHs) HE
3acMokTyBasaca 6e3nocepeHbo B anapaT BEHTUIATOPOM OXOMTOAXKEHHS.

MIAK/IFOYEHHA )KUBJ/IEHHA

3BaptoBanbHi anapatv PATON ProMIG W po3paxoBaHi Ha XXuBneHHs TpudasHmMM cTpyMoM Hanpyroto 380 B a6o 400 B.
[Ana nigkntoveHHs 3saptoBanbHux anapatis PATON go 3-pa3Hoi Mepexxi XMBNEHHA BUKOPUCTOBYITe kabenb 3 YoTMPMa NPOBOAAMMY, LLIO
Bignosigae ctaHgapty |IEC 60445:
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FPATON

-KopuyHeBui npoBig —¢aszall;
-YopHuii nposia —¢paszal2; L2
-CwHin nposig —¢aszal3;
->XoBT0-3€N€HMI NPOBIA — 3a3eMNeHHA.
IHpopMmaLia Wwoa0 po3’eMiB XXMBNEHHA
3BaptoBanbHi anapatm PATON nocTavatoTbCA 3i CTaHAAPTHUMW NPOMWUCAOBUMMW L1
po3’eMaMu XMBNEHHA. 3a NoTpebu KNiEHT MOXe BilbHO 3aMiHUTK abo BCTAHOBUTU L3
po3’eM iHLLIOrO TMNY, LLUO BiAMNOBIAAE BUMOraM enekTpoMepexi Ta cuni cTpymy.

3aMiHa po3’eMa >KMBNEHHA XXOAHWM YMHOM He BM/IMBAE Ha rapaHTito, AKWO BiH
nNpaBWIbHOro BCTAHOBNEHWI Ta BiAMNOBIAAE MICLLEBUM €/1EKTPOTEXHIYHUM HOpMaM. J—
MpaBuna TexHikm 6e3neku nig yac NpoeeAeHHA pobiT 3i 3BaproBanbHUM 061aaHAHHAM
BMMaratoTb 3a3eMeHHA Kopnycy anapary. Moro MoxHa BUKOHaTW ABOMa cnoco6amu:

-yepes ApiT XKOBTO-3€/1EHOr0 KONbOoPy Y Kabeni XMBNEHHA (Mi>XKHAapOAHMI CTaHAapT MapkyBaHHA);

-3a gonomMoroto 601TOBOI KNEMM Ha 3afHil NaHeni anapaTy (KOPCTKiWMI CTaHAaPT 3a3eMeHHsA B kpaiHax CHL).
MPUMITKA: ans 3-pazosoro xueneHHsa anapatis PATON He BUKOPUCTOBYETLCA «HY/b», a TiNbKN TPpY Gpasn. XXoBTO-3eneHunin Nposig —To
caMe 3a3eM/IEHHSA, a He «HyNb»!

YBATA! Mpu nigkntoueHHi anapaTa 4o Hanpyry XxuenexHHs suuie 450 B, Bci rapaHTiinHi 3060B'A3aHHA BUPOGHMKa BTpayatoTb cuay! A
TakoX rapaHTiiHi 3060B'A3aHHA BMPOOHWKa BTpavaloTb YMHHICTb MPW MOMWUIKOBOMY MiAKMHOYEHHI pa3nm Mepexi Ha 3a3eMneHHsA
oxepena.

Po3'eM XunBneHHsA, nonepeyHnin nepepia kabenis XXMBNEHHSA, a TAKOX 3ano6iXKHUKW XXNBNEHHA BUBUpaiTe BUXOAAYM 3 XapaKTepucTunk
CMoXMBaHHA anapata.

JKUBJIEHHA BIO FTEHEPATOPA

3BaptoBanbHi anapatv PATON ProMIG MoXyTb OTPUMYBaTU XXMBMEHHA Bif MOGINbHOrO reHepatopa, NOTY>XHICTb AKOro BiAnoBiAae
HaCTyNnHWUM yMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHiCcTb
ana MMA, mm MMAITIG, A MIG/MAG, MM reHepartopa, KBA
a2 no 80 no 20,6 3,0
[GK] no 120 no 20,8 4,5
a4 o 160 no 21,0 6,0
25 Ao 200 no 21,0 7,7
26 nerkonnaeki no 250 no 21,2 10
26 nerkonnaeki no 270 no 21,2 12,0
76 no 350 no 91,4 16,0
28 A0 500 [0 21,6 30,0
8 40630 40 92,0 42,0

YBATA! insa ctabinbHoi po6oTu anapatis ProMIG W pa3oBa Hanpyra reHepaTtopa Mae He BUXOAMUTU 3a Mexki 160-260 B.

HANALUTYBAHHA ®YHKLIIA AMAPATA

PerynaTopwu (3) Ta (8) Ha NnepefHi naHeni anapaTy — OCHOBHi OpraH KepyBaHHs, 3a ix 4ONOMOroto MoXHa pobuTn HacTynHe:
-MOBOPOTaMM PyYKku BUBMpanTe No Kony GyHKLii Ta ix 3Ha4eHHs y NoTOYHOMY crnocobi 3BaptoBaHHA
-HaTUCHITb Ha pyYKy, W06 NiATBEPANTN BCTAHOB/IEHHA 06PaHOro napaMeTpy Ui Moro 3HaYeHHH;
-HaTUCHITb Ta yTPUMYITE Ha pyuKy perynatopa 6inbiue 12 ¢, o6 CKMHYTU 3HaYEeHHA BCiX GYHKLUIM A0 3aBOACHKMX HAanalTyBaHb
NoTOYHOro cnocoby 3BaproBaHHA.
KHonka MODE (2) signosigae 3a 3MiHy cnocoby 3BaptoBaHHA, NepeMunKaHHsA BiaGyBaeTbCA MO KOAY.
3 nouaTtkoM 3BaptoBaHHA croco6om MIG/MAG Ha ekpaHi axxepena BigobpaxkaeTbcsa ¢pakTMUyHe 3HaYEHHA 3BapHOBanbHOro CTPyMy.
Micnsa 3akiHYeHHA 3BaptoBaHHA GaKTMUHE 3HA4YeHHA 3BaprOBaNbHOrO CTPYMy BiAO6GpaXkaeTbCA Ha eKpaHi NpoTAroM 8 cekyHA Ans
MOXK/IMBOCTI KOHTPOMIO CTPYMY 3BapHOBa/IbHUKOM.

BUBIP MOBU MEHHIO AMAPATA

YBIMKHiTb anapat yTpuMytoumn kHonky MODE (2)ana Bu6opy/3MiHN MOBM MeHto anapara. NoBopotaMu pyyku perynsaTtopa (3) obepitb
6a>kaHy MOBY, Ta HaTUCHITb Ha pyuKy perynatopa (3), wob niaTeepaunTh BUGip. Anapat NpoAaoBXMUTL Po6OTy 06paHo MOBOLO.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Mpn 3a610KOBaHOMY MEHIO HanalUTyBaHb Ha AMcnnei gxxepena cTpyMy (1) Bino6paXkeHuin 3aKpUTUn 3aMOoK: ﬁ, anapaT BUBOAUTb Ha
eKpaH 3Ha4YeHHA OCHOBHOrO NapaMeTpa NOTOYHOro cnocoby 3BaproBaHHA:

-y cnoco6i MIG/MAG - 3BaptoBanibHa Hanpyra/KopekLis Hanpyrv — B iMny/ibCHOMY pPexuMi;

-y cnoco6i TIG — 3BaptoBanbHWUIN CTPYM;

-y cnoco6i MMA - 3BaptoBanbHUiA CTPYM.
HaTuCHITb Ta yTpuMyinTe pyuky perynatopa (3) uu (8) 6inbwe 6 cekyHa A/1A PO3B/IOKYBAHHA MEHIO. Mpu po36n10KyBaHHi Ha ekpaH
BMBOAUTbCA 306paXkeHHs 3amKa, AKUI BigkpuBaeTbea. lNicna ycnilwHoro po36nokyBaHHA A04aTKOBI GyHKLii cnocoby 3BaptoBaHHA Ta ix
3HaYeHHA AOCTYMHI ANA 3MiHW.
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ANA BNNOKYBAHHA MEHIO HaTUCHITb i yTpuMyinTe py4Ky perynatopis (3) um (8) aosLue 6 cekyHa. Byae BinobpaykeHa aHiMaLina 3amka,
LLL0 3aKPMBAETbLCA, NiCNA YOro MeHto anapara 6yae 3a610KoBaHe.

OBEPITb CI10CIb 3BAPHOBAHHA

HaTucHitb kHonky MODE (2) ans nepeMukaHHA No Kony Ha 6axkaHnin cnocib 3saptoaHHsA (TIG, MMA, MIG/MAG). BctaHoBNeHWI cnoci6
3BapoBaHHA BiAo6paXkaeTbcs Ha gncnnel.

CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MTOTOYHOI O CITIOCOBY 3BAPIOBAHHA

HaTucHiTb Ta yTpuMyiiTe pyuky perynatopa (3) a6o (8) 6inblie 12 cekyHA (He 3BepTanTe yBaru Ha aHiMauito 3aMouka), Wob CKUHYTU
3HauYeHHA BCix NapaMeTpiB A0 3aBOACHLKUX HanawTyBaHb. byae Bigo6paxkeHnin 3BOPOTHWUI Bianik «333...222...111...» i NpM AOCATHEHHI
«000» BCi HanalwwTyBaHHA BUGpaHOi NporpamMmn NoTo4Horo cnocoby 3saptoBaHHA 6yayTb OHOBNEHI Ha 3aBOACHKI. CknaaHHA napameTpis
ANA KOXKHOT NporpaMm KOXKHOro cnocoby 3asaptoBaHHA poBNATLCA OKPEMO.

3MIHA MPOrPAMU 3BAPHOBAHHA

Y Ko>KHOMy cnocobi 3saptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epiraTv Ta 3aBaHTa>XXMTW A0 16 pi3HMX BapiaHTiB HanalTyBaHb
3BapoBanbHOro npouecy (nporpam). MoToYHMIA HOMEp HanaliTyBaHHA (Mporpamu) BigoGpaxkaeTbCa NpaBopyy 3BEPXY Ha ekpaHax
nxepena cTpyMy Ta 610Ky nogadi. [ig yac nepLuoro yBiMKHeHHs anapaTa A/l KOXKHOro cnocofy 3BaploBaHHA 3aBaHTaXyeTbCA
nporpama nig N21.

HaTtucHiTtb kHonky PROG (4) a6o (9) - 6yae BigobpaskeHNI HOMep NOTOYHOI NporpaMu. 3a A0MNOMOroto BiANoBiAHOI pyyuku perynatopa (3)
uu (8) obepitTb NOTPiGHY Nporpamy i HAaTUCHITb Ha pyyKy AN NiATBEpAXKeHHA BUBopy — ByayTb 3acTOCOBaHi HanalwTyBaHHA o6paHoi
nporpamu.

Yci 3MiHW, BHeCeHi 3rofoM B HanaluTyBaHHAX anapaTa, aBToMaTu4Ho 36epiratoTbCa y NOTOYHI Nporpami.

MAPAMETPU CI10COBbIB 3BAPHOBAHHA

AiameTp enekTpoais Ctpym gna AiameTp 3BaploBanibHOro Mnowa nepepisy >xun Mal;c.o,c:::):(:ua
ana MMA, mm MMAITIG, A Aapoty MIG/MAG, MM NPOBOAIB XXNBNEHHA, MM )Kuspneuua, "
1,5 135
2 175
3 MM o120 no 20,8 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
25 MM 0220 4 180
6 270
2,5 85
(ne rfg’n“:']“;m) 10270 [0 91,2 4 135
6 205
2,5 65
26 MM no 350 no @1,4 4 100
6 150
4 80
26 MM (Tyronnaski) [0 400 6 120
20016 10 195
4 55
28 (nerkonnaski) £0 500 6 85
10 140
4 40
28 MM 0630 no 22,0 6 65
10 105
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CXEMA NMIAK/TIOYEHHA AMNAPATA 4/19 HAMIBABTOMATUYHOIO 3BAPKOBAHHA (MIG/MAG)
CcyyinbHUM gpomom

HAMIBABTOMATUYHUMN
NANbHUK

CXEMA MNMIgK/IYEHHA ATTAPATA 41/14 APFOHOA4YroBOro 3BAPHOBAHHA (TIG)
BeHMU/IbHUM nasibHuUukom 35-50

APrOHOBUI
NANbHUK

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

APrOHOBUI
NANbHUK
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CXEMA NIAK/TIOYEHHA ATMAPATA /14 PYYHOIO EJ/IEKTPO4YIrOBOIro 3BAPHOBAHHA
(MMA) 3BuyaliHum esieKmpo40M

ENEKTPOAOTPUMAY

] t % \
._,4_:.‘__-1" BUPIB

PekomeHaoBaHa A0B>KUHa 3BaproBa/sibHUX ka6enis ana MMA-3BaproBaHHA:

MakcumanbHuUn . Mnowa nepepisy
cTpym, A JoB>xuHa ka6enis (B 04HY CTOPOHY), M e Mapka ka6enio
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 KTl 1x50
500 12...40 70 Kl 1x70
10...30 70 Kl 1x70
630
15...40 95 KTl 1x95

CXEMA KOMYHIKALLITI 6/10KIB A[TAPATY

1|

pill =~ O O«
||

FAPSYA
PIAUHA

XONMOAHA
PIAMHA

l Q—in
Wil o

2x380V

COOLER-7-400V
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TEXHIYHI XAPAKTEPUCTUKUA

FPATON

MAPAMETPU ProMIG-350-400V W ProMIG-500-400V W | ProMIG-630-400V W
HomiHanbHa Hanpyra >kuneHHs (50/60 ), B 3x380/3x400
HoMiHanbHui cTpyM cnoXxmeaHHA 3 dpasn, A 16...18,5 30...35,5 42 ...49
HoMiHanbHW1 3BaploBanbHU CTPYM, A 350 500 630
MakcuManbHUi aitounii cTpym, A 450 630 800

TpusanicTb HaBaHTa)keHHA (TH)

70% npu 350 A
100% npw 290 A

70% npu 500 A
100% npw 420 A

70% npn 630 A
100% npn 520 A

Me>Ki 3MiHW HanNpyrv >KuBneHHA, % +15

Me>xi perynioBaHHA 3BaploBanibHOro cTpymy, A 14...350 16...500 18...630
Me>xi perynioBaHHA 3BaptoBanbHoi Hanpyru, B 12...30 12...40 12...44
Mexi WwBnAKocTi nopadvi ApoTy, M/xB 1,0...16 1,0...20

JAiaMeTp WITy4HOro enekrpoaa, MM 1,6...6,0 1,6...8,0 1,6...8,0
JAiaMeTp cyuinbHOro 3sapioBanbHOro ApoTy, 06..1.4 06..1,6 06..2.0

MM

Tun MexaHi3My nopauvi gpoty

4 - pONVKOBUN

Makc. maca KOTYLUKU 3 APOTOM, KI

18

IMNynbCHI pe>xumm 3BaploBaHHA, Ny,

MMA: 0,2...500 - perynboBaHuii; TIG: 0,2...500 — perynboBaHuiA;

MIG/MAG: cuHepreTu4Hum

®yHKuia «Fapaumii ctapT (MMA) PerynboBaHa
®yHKuia «@opcax ayrn» (MMA) PerynbosaHa
DyHKLiA «<AHTUNPUAUNaHHA» (MMA) ABTOMaTUYHa

Bnok 3HW>XkeHHA Hanpyru XxonocToro xogay

YBiMK / BUMK

Hanpyra xonoctoro xoay, B 12/75
Hanpyra nignany ayrn, B 110
HoMiHanbHa NoTy>)KHiCTb cNOXXKUBaHHA, KBA 10,7...12,3 19,9...23,6 27,8...32,5
MakcuManbHa NOTY>KHICTb CNOXKMBaHHA, KBA 15,3 29,0 40,1
KKA, % 90
Tun oxonopykeHHA MoBiTpAHe, aganTuBHe
Po6oua TeMnepaTypa cepenoBuLua, °C -25...+45
Fa6apuTHi poaMipu OxLxB), MM
JAokepeno >XuBneHHA: 390 x 144 x 347 547 x 251 x 387 547 x 251 x412
Bnok nogaui: 602 x 259 x 403 602 x 259 x 403 602 x 259 x 403
Maca 6e3 akcecyapiB, Kr 22,9 39,9 41,9
Knac 3axucty IP33 1P23
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MEPENIK ®YHKLLIA AMAPATA

YBATA! Po36nokyiiTe MeH0 anapara, o6 oTpuMaTi 4OCTyn A0 HanalTyBaHb BCiX GyHKLUi Ta napaMeTpis!

Cnoci6 3BaproBaHHA MIG/MAG

0) [t.Pr] wac nepep-rasy (3a 3aMoB4YyBaHHAM = 0,1 C) — TpMBanicTb NepeanpoayBKM 30HM 3BapOBaHHA 3aXMCHUM ra3oM;
a) 0,1...25,0 ¢ (Kpok 3MiHuK 0,1 c);
1) [t.uP] yac HapocTaHHsA CTPYMYy (3a 3aMOBYyBaHHAM = 0,1 C) — TPUBANICTb HAPOCTAaHHA NPOLECY 3BapOBaHHA: 36iNbLUEHHA
Hanpyra 3BaploBaHHA i LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHKn 0,1 c);
2) [-U-] Hanpyra 3BaptoBaHHA (32 3aMOBYyBaHHAM = 19,0 V) — nepLuMii OCHOBHUIA NapaMeTp 3BaptoBaHHsA MNOCTIMHOK HaMNpyrow;
a) 12,0...32,0 V (kpok 3MiHu 0,1 V) ana ProMIG-350-400V W;
b) 12,0...40,0 V (kpok 3MiHn 0,1 V) gna ProMIG-500-400V W;
c) 12,0...44,0 V (kpok 3MiHn 0,1 V) gna ProMIG-630-400V W;
3) [SPD] weunakicTk ApoTY (3@ 3aMOBYYBaHHAM = 4,5 M/XB) — APYrvii OCHOBHWI NapaMeTp HaniBaBTOMaTUYHOIo 3BaptoBaHHA;
a) 1,0...16,0 M/xB (kpok 3MiHu 0,1 M/xB) ana ProMIG-350-400V W;
b) 1,0...20,0 M/xB (kpok 3MiHu 0,1 M/xB) ana ProMIG-500-400V W ta ProMIG-630-400V W;
4) [t.dn] yac cnaga cTpyMy (3a 3aMoBYyBaHHAM = 0,1) — TpMBanicTb cNafgaHHA NPOLLECY 3BapIOBaHHA: 3HWXKEHHA HaNpyru i
CMOBiNbHEHHA APOTY;
a) 0...5,0 c (kpok 3MiHn 0,1 c);
5) [t.PO] yac nicna-ra3sy (3a 3aMoBYyBaHHAM = 1,5 ¢) — TpUBaNICTb NICNANPOAYBKN 30HW 3BapIOBaHHA 3aXMCHUM ra3omM;
a) 0,5...25,0 ¢ (kpok 3MiHK 0,1 c);
6) [but] pe>xum KHONKM NanbHUKa (3a 3aMoBYyBaHHAM = [2T]) — 06epiTb PeXXNM KepyBaHHA KHOMKOK NanbHuKa;
a) [2T] - 2-takTOBUI pexxnum kHonku MIG/MAG-2T;
b) [4T] - 4-TakTOBUIT pEXKnM KHoMNkM MIG/MAG-4T;
7) [Ind] piBeHb iHAYKTUMBHOCTI (3a 3aMoBYyBaHHAM = 0) — 3aaiiTe LWBMAKICTb HAPOCTaHHA 3BapPHOBaNbHOIO CTPYMY NPU KOPOTKOMY
3aMuKaHHI ApOoTy 3 BUPO6OM i BiApuUBY Kpanni;
a) -5...0... 5 cTyniHb (KPOK 3MiHW 1 CTYMiHb);
8) [SFt] M’akui1 cTapT ApoTy (3a 3aMoBUyBaHHAM = OFF) — ApiT 6yae pyxatuchb 3 MiHiManbHOO LUBUAKICTIO A0 Nignany ayru;
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
9) [Po.P] iMnynbcHU pe>kuM (3a 3aMoBuyBaHHAM = OFF) — pe>kuM 3BaptoBaHHA iMNyNbCHOO Hanpyroto;
a) ON - yBiMKHEHWUIA;
b) OFF - BUMKHEHWI;
MapameTpu iMNynbCHOro pe>kuMy HaniBaBTOMaTU4YHOIO 3BaploBaHHA (BMUKOHYBaTU 3BaploBaHHA iMNynbcHow Hanpyroto TI/IbKU
3 3AXUCHUM rA3OM!!!):

10) [tYP] maTepian ppoTy (3a 3aMmoBYyBaHHAM = Fe) — BCTaHOBITb TUN MaTepiany 3BaptoBanbHOro ApoTy;
a) Fe — 3BMuaiiHuil ctanesuin apit Tuny ER70S-6 (BMKOPUCTOBYBATY 3aXMCHMIA ras’ Tinbku cknaay 82% Ar + 18% CO,);
b) St.St - Hepskagitoumnit apiT ER308L/ER316L ( (BMKOPUCTOBYBATV 3aXMCHUIA ras’ Tinbku cknaay 98% Ar + 2% CO,);
c) ALSi - antoMinieso-kpeMHiesui apit ER4043 (BUKOPUCTOBYBATM 3aXUCHMI ra3’ Tinbkn 100% Ar);
d) AL.Mg - antomiHieBo-MarHiesui apit ER5356 (BMKOPUCTOBYBATM 3aXMCHMI ras3’ Tinbkn 100% Ar);
11) [dia] aiameTp apoTy = 1,0 MM (3a 3aMOBYYBaHHAM) — BCTAHOBITb AiaMeTp 3BaptoBanbHOro ApOTy;
a) 0,6...1,2 MM AnA CTaneBoro Ta HepPXXaBito4yoro ApoTy;
b) 0,8...1,2 MM AnA antoMiHieBOro 4poTy;

12) [Adu] kopekuia Hanpyru (3a 3aMoBYyBaHHAM = 0,0 V) — nepLunin OCHOBHUIA NapaMeTp HaniBaBTOMaTUYHOrO 3BaplOBaHHA B
iMnynbcHOMy pexkuMi. Takox Bifo6parkeHa pe3ynbTytoua Hanpyra 3BaploBaHHs, Ha AKY BM/MBaOTb KOPeKLia Hanpyru,
LIBMAKICTb APOTY, MaTepian ApoTy, AiaMeTp ApPOTY;

a) 5,0...+5,0 V (kpok 3MiHK 0,1 V). I3 36inbLUEHHAM 3HaYEHHA NapaMeTpy PpocTe AOBXUHA AyTU.

Cnoci6 3BaproBaHHA TIG

0) [Pr.A] cTapTOBMI CTPYM (32 3aMOBYYBaHHAM = 20 A) — NO4aTKOBUI CTPYM 3BaptoBaHHA Y pexkuMi TIG-LIFT-4T;
a) 14...350 A (kpok 3MiHn 1 A) ana ProMIG-350-400V W;
b) 16... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W;

1) [t.uP] yac HapocTaHHA CTPYMY (3a 3aMoBYyBaHHAM = 0,2 C) — TPUBaNiCTb HAPOCTaHHA 3BapOBaNIbHOrO CTPYMY;
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);

2) [-A-] cTpyM 3BaproBaHHA (3a 3aMoBYyBaHHAM = 100 A) - OCHOBHWI NapaMeTp aproHOAYroBOro 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 14...350 A (kpok 3MiHK 1 A) gna ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHu 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHK 1 A) gna ProMIG-630-400V W;

3) [t.dn] wac cnapa cTpyMy (3a 3aMOBYYyBaHHAM = 0,2 C) — TPUBANICTb 3HWXKEHHA 3BaptOBanibHOrO CTPYMY;
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);

' pekoMeHa0BaHa BUTPaTa rasy Bia 7 N1/xe ANA Manux CTPyMiB, i Bia 14 n/xs ana cTpymis 150-200 A
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4) [Po.A] KiHLLeBWiA CTPYM (3a 3aMoBUyBaHHAM = 20 A) — GiHILLHWIA CTPYM 3aBaproBaHHA KpaTepy y pexxumi TIG-LIFT-4T;
a) 14...50 A (kpok 3MiHn 1 A) ana ProMIG-350-400V W;
b) 16 ...50 A (kpok 3MiHu 1 A) ana ProMIG-500-400V W;
c) 18...50 A (kpok 3MiHu 1 A) ana ProMIG-630-400V W;
5) [t.PO] uac nicnAa-rasy (3a 3aMoB4YyBaHHAM = 4,0 c) — TpMBaNiCTb NiICAANPOAYBKM 30HM 3BapHOBAHHA 3aXUCHUM ra3om;
a) 1,0...35,0 ¢ (kpok 3MiHn 0,1 c);
6) [but] pe>kuM KHonkK nanbHUKa (3a 3aMoBYyBaHHAM = [LIFT]);
a) [LIFT] — pexkum 6e3 BUKOPUCTaHHA KHOMKM NanbHWKa 3 KOHTaKTHUM 3anantoBaHHAM ayru: TIG-LIFT;
b) [LIFT2T] - 2-TaKTOBMI Pe>XXWNM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT-2T;
c) [LIFTAT] - 4-TaKTOBUI Pe>XXWUM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT-4T;
7) [Po.P] iMnynbcHUM pe>xuM (3a 3aMoBuyBaHHAM = OFF) — pe>kuM 3BaptoBaHHsA iMNyNbCHUM CTPYMOM;
a) ON - yBiMKHEHWN;
b) OFF - BUMKHEHWIA;
MapameTpu iMNyNbCHOro pe>kuMy aproHoyroBoro 3BaploBaHHA:

8) [-A-] 6a30BUIA CTPYM (3a 3aMOBYYBaHHAM = 100 A) - OCHOBHWI NapaMeTp 3BaptoBaHHA — CUNa CTPYMy B iMMyNbCi (BEPXHiN CTpyM);
a) 14...350 A (kpok 3MiHun 1 A) ana ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W;
9) [I.PS] cTpyM nay3au (3a 3aMoBYyBaHHAM = 25 A) — cuna CTPyMy MixK iMNynbcamMm (HUXKHi CTpyM);
a) 14...350 A (kpok 3MiHn 1 A) ana ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3miHu 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHK 1 A) gna ProMIG-630-400V W;
10) [Fr.P]uacToTta nynbcauii (3a 3aMoBuyBaHHAM = 10,0 ') — YacToTa Nynbcaii cunm cTpymy;
a) 0,2...500 Ny, (AMHaMi4YHWU KpoK 3MiHK 0,1 My...1 Tw);
11) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) - BiAHOCHa TpMBanicTb iMnynbcy 6a30BUIA CTPYM A0 nepioay
nynbcadii;
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA MMA

0) [-A-] cTpyM (3a 3aMOBYyBaHHAM = 80 A) — OCHOBHWI NapaMeTp PyYHOro eNekTPoAYroBOro 3BaptoBaHHA NOCTIMHUM CTPYMOM;
a) 14...350 A (kpok 3MiHn 1 A) ana ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W;

1) [H.St] cuna Fapayoro ctapTy (3a 3aMoBUYyBaHHAM = 50%) — NPUPOLLEHHA CUAWN CTPYMY Ha Yac Aii GyHKUii «fapaunii cTapT»;
a) 0... 100% (kpok 3MiHM 5%);

2) [t.HS] uac lapsauoro cTapTy (3a 3aMoBUyBaHHAM = 0,3 ¢) — TpuBanicte po60Tn GyHKLii «fapauunit ctapT» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3MiHK 0,1 c);

3) [Ar.F] cuna ®opcaxy ayru (3a 3amMoBuyBaHHAM = 50%)— NPUPOLLEHHA CUIM CTPYMY Npu poboTi GpyHKLIT «Popcaxk ayrun»;
a) 0 ... 100% (Kpok 3MiHu 5%);

4) [u.AF] nopir ®opcaxy ayru (3a 3amoByyBaHHAM = 12 V) — Hanpyra ayrv, 3 AKoi BM1KaeTbcA GpyHKLia «Popcax ayrm»;
a) 9...18V (kpok 3MiHn 1 V);

5) [BAH] BonbT-aMn. xapakTepucTuka (3a 3aMoBYyBaHHAM = 1,4 V/A) - HanalUTyBaHHA Haxuy BO/IbTaMNepPHOI XapakTepUCTUKN
anapata A1 3py4HOro 3BaptoBaHHsA e/1eKTPOAaMM Pi3HMX TUNIB;
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);

6) [Sh.A] pe>xnuM KopoTKoi Ayru (3a 3aMoBUyBaHHAM = OFF) — pexxrMu po60Tn 3 06MEXEHHAM AOBXMHM 3BaptoBanbHOI Ayru;
a) 0 [OFF] ... 3 (kpoK 3MiHu 1);

7) [BSn] 610K 3HM>KEHHA Hanpyru (3a 3amoBuyBaHHAM = OFF) — npuMycoBe 3HUXXEHHA Hanpyru Npu 3aracaHHi ayru;
a) ON - yBiMKHeHWIA;
b) OFF - BUMKHEHW

8) [Po.P] iMnynbcHuMit pexkuM (3a 3amoBUyBaHHAM= OFF) — pe>kuM enekTpoayroBoro 3saptoBaHHaA iMMNy/IbCHUM CTPYMOM;
a) ON - yBiMKHeHWIA;
b) OFF - BUMKHEHWIA;

MapaMeTpu iMNyNbCHOro pe>XXMy pyYHOro eNleKTPOAyroBoro 3BaploBaHHA:

9) [-A-] 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 80 A) - OCHOBHUIA NapaMeTp 3BaptoOBaHHA — Cua CTPYMY B iMMNyNbCi (BEPXHI CTPYM);
a) 14...350 A (kpok 3MiHK 1 A) gna ProMIG-350-400V W;
b) 16... 500 A (kpok 3MiHn 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W;
10) [I.PS] cTpyM nay3u (3a 3aMOBYyBaHHAM = 25 A) — cuna CTPYMy MiX iMynbcamMm (HUXKHI CTpyM);
a) 14...350 A (kpok 3MiHK 1 A) gns ProMIG-350-400V W;
b) 16 ... 500 A (kpok 3MiHun 1 A) ana ProMIG-500-400V W;
c) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W;
11)  [Fr.P]uacTtoTta nynbcauii (3a 3aMoBuyBaHHAM = 5,0 'ly) — yacToTa nynbcauii cunm cTpymy;
a) 0,2...500 'y (AaHaMi4YHUI KPOK 3MiHK 0,1 Ty...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) — BigHOCHa TpUBanicTb iMMNynbCcy 6a3oBUIA CTPYM A0 nepioay
nynbcaldii;
a) 20...80% (KpoK 3MiHM 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cnoxxusau!
MATOH IHTEPHELLUH/T askye Bam 3a Bu6ip npoaykuii PATON™ ta rapaHTye BUCOKY AKiCTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBM AOTPMMaHHA NpaBun Moro ekcnnyaTawii.

YBArA!!! Tepen BUKOpPUCTaHHAM ob6nagHaHHA PEKOMEHAYEMO O3HaMOMUTUCA 3 PO3LUMPEHOID [HCTPYKUiED 3
eKkcnnyaTauii, a TakoX NepeBipuTM NPaBUNbHICTb 3aNOBHEHHA rapaHTiMHOro TanoHa: Ha3ea Moaeni npuabaHoro Bamu
BUpo6y, Ta Moro cepinHnin HoMep NOBUHHI BYTW IAEHTUYHI 3anncaM B rapaHTiiHOMY TanoHi. He fonyckaeTbca BHECEHHSA B
TanoH 6yab-AKUX 3MiH Y/ BUMPaBEHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHSA CroXK1MBayeM yMOB ekcrnyaTauii, 36epiraHHA
" TpaHCNOPTyBaHHA.

YBATA! Be3KoLUTOBHe rapaHTiiHe 06CnyroByBaHHA BiACYTHE 3a YMOBMW MexaHi4HMX NOLKOAXKEHb 3BaptoBanbHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 061a4HaHHA CTAHOBUTb:

ProMIG-350-400V W 3 pokun
ProMIG-500-400V W
ProMIG-630-400V W

2 poku

OCHOBHWI rapaHTinHWIA Nepios 064YNCAIOETLCA 3 AHA NPOAAXKY IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

PekoMeHayeMO 3aanA YHUKHEHHA BUXOAY anaparty 3 naay, 3a/1e>XHo Bif, yMOB ekcnnyaTauii, 0AnH pa3 Ha NiBPOKY 3HATU 3aXUCHY KPULLIKY
i BUKOHaTU YUCTKY BHYTPILUHIX €neMeHTiB i By3niB obnagHaHHA CTUCHEHMM MOBITPAM. YMCTKY HEO6XiAHO NPOBOAWUTM aKypaTHO,
YTPUMYHOUM LINaHT KOMMNPecopa Ha A0CTaTHIN BiACTaHi, W06 YHUKHYTU NOLIKOAXKEHHS Naliku eNeKTPOHHUX KOMMOHEHTIB | MEeXxaHi4HuMX
YacTuH.

[MpoTAroM OCHOBHOMO rapaHTiMHOro nepiody npoaaseLb 3060B'A3yETbCA (Y BMMaAKY rapaHTiAHONO pPeMoOHTy), 6e3KOLWTOBHO Ans
BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

-npoTAroM 1 poky 3 Aatv NpuAaGaHHA KNiEHTOM o6napHaHHA, oNnaTTK AocTaBKy o6nagHaHHA B CepBiCcHUI LLeHTp i Ha3ag,

KNiEHTY, BUKOPUCTOBYIOUYM NOCAYr KoMnaHii «<HoBa noLuta»;

-MPOBECTU AiarHOCTUKY Ta BUABUTU NPUYMHY HECMIPABHOCTI;

-3abe3neynT HeobXiAHUMM ANA BUKOHAHHA PEMOHTY By3/1aM/ Ta eleMeHTaMu;

-BiApEeMOHTyBaTV 06nafHaHHA, Lo BUILLO 3 naay;

-MPOBECTV TECTYBaHHA BiAPEMOHTOBAHOIO 061aAHaHHA.

OCHOBHiI rapaHTiltHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06NaAHaHHA:
-3 MexaHi4YHVMM NOLLKOAXKEHHAMM, L0 BNIMHYNN Ha NpauesaaTHICTb anapaTty (aedopmMadia kopnycy i ageTanei BHacnifgok nagiHHA
3 BMCOTM a60 NafiHHA Ha 06nafAHaHHA BaXKKUX NpeAMeTiB, BUNagaHHA KHOMOK Ta po3'eMiB);
-3i cnipamMm Kopoasii, Aka cTana NPUYMHOK HECNPABHOrO CTaHy;
-AKe BUMALLNO 3 Nafly Yepes BN/IMB CUMNbHOIO 3BONIOXKEHHA Ha MOr0 CUNOBI 1 €N1eKTPOHHI eNeMeHTU;
-AKe BUMLLNO 3 Nafly Yepes HakoMUYeHHA BCepeanHi CTPYMOMpPOBIAHOro Nuay (BYrinbHWIA N, MeTanesa CTpY>Ka Ta iH.);
-y pasi cnpobu HeaBTOPM30BaHOIo PEMOHTY Ta/a6o 3aMiHu By3nie/aetanen.

OCHOBHi rapaHTiiHi 3060B'A3aHHA He MOLUUPIOOTLCA HA 30BHILLHI eneMeHTV obnafHaHHA, WO NiasaTbea Gi3MYHOMY KOHTaKTY, a
TakoX Ha CynyTHi/BUTpaTHi MaTepianu:

- KHOMKa YBIMKHEHHA Ta BUMKHEHHS;

- Py4KU perynioBaHHA napaMeTpis 3BaproBaHHA;

-po3'eMu nigkntoYeHHA kabenis i pykasis;

-po3'eMu ynpaBniHHA;

-MepexxeBui kabenb i BUnKa MmepexkeBoro kabento;

- pyyKa A7 MepeHeceHHs, peMiHb Yepes nneye, keiic, kopobka;

-TpUMaui eneKkTpoaiB, Knema «Macu», NanbHUK, 3BaproBanbHi kabeni Ta pykasu.
MpeTeHsii Woao HMX NpUMatoTbCA He Ni3HiLle ABOX TUXKHIB Nicna Aatn npoaaxy
Mpopaeeup 3anuwae 3a cobo0 NPaBoO BIAMOBUTW Y HafaHHI rapaHTiIMHOrO PeMOHTy, abo BCTAHOBWUTW 4aTOK MoYaTKy BUKOHAHHA
rapaHTinHWX 3060B'A3aHb MicALb i PiK BUNYCKy anaparTy (BCTaHOB/IOTLCA 3@ CEPIHUM HOMEPOM):

-y pasi BTpatu nacnopta BNacHUKOM;

- AKLLLO NacnopTa B3arasi He 3anoBHeHWI NpojasLieM, abo 3anoBHEHU HEKOPEKTHO.

lapaHTiHWI CTPOK NPOAOBXYETLCA, Ha TEPMIH rapaHTiHOro 06¢cNyroByBaHHA anapary y CEpBiCHOMY LIEHTPI.

IHpopMaLito Npo Micue3HaxoaXKeHHA Ta KOHTAKTHI AaHi Hanbnux4yoro cepsicHoro ueHTpy PATON BM MoXeTe oTpuMmaTtu y BalLOro
npoaasua obnagHaHHA abo gunepa.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

-injury of maintenance personnel or third persons;

-damage of the machine or property of the enterprise;

-derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
-undergo relevant qualifying examination;
-have knowledge about welding;
-carefully follow these instructions.

Malfunctions that can reduce welding safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

-electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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

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

ol —mo = .

DANGER OF MAGNETIC FIELD

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

#
as)

DANGER OF SPARKING
-remove flammable objects from the operating zone;
-the welding of/in vessels where gases, fuel, or oil products were stored or used to store is
prohibited. Residues of these products may explode;
-adhere to special rules in compliance with national and international regulations when
working in fire-dangerous or explosion-dangerous rooms.

INDIVIDUAL PROTECTIVE EQUIPMENT
Adhere to the following rules to ensure individual protection:
-wear robust footwear, which retains insulating properties in moist environment as well;
-protect the hands with insulating gloves;
-protect the eyes with a mask/shield/helmet, equipped with a black-light filter visor complying
with safety standards;
-wear only proper low-flammable clothes.

o[>

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

The welding machine delivery setincludes:

Short operating 3 7
manual N /

Rollers for solid and

aluminum wire
Welding cable with ABICOR BINZEL

ground terminal

Carryingstrap*

Quick-release
pneumatic connector

R T

Welding arc source unit with wire
feeder unit

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

CONTROLS AND INDICATION

1-Welding arc source unit display;

2-MODE button. The welding method selector:
-manual metal arc welding (MMA);
-tungsten-arc inert-gas welding (TIG);
-metal-arc inert-gas welding/metal active gas welding (MIG/MAG);

3-Welding arc source control knob. Turn the knob to select functions/parameters, and press it to setup the value. Turn the control knob
to change the value, and press it again to save the changes and return to the function/parameter selection menu;

4-PROG button of the welding arc source. Press to change the welding program (a set of previously user-set parameters). Additional
function in the MIG/MAG method: press and hold for more than 1 second to set the inductance level;

5-TEST GAS button. Press to check the shield gas supply —the gas path valve will open (the wire will not be fed). Press again to close the
valve, or wait for 15 seconds - it will close automatically;

6-VOLTAGE button. Press to setup the welding voltage on the wire feeder unit;

7-The wire feeder unit display;
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8-Wire feeder unit control knob. Turn the knob to select functions/parameters, and press it to set the value of the selected
function/parameter. Turn the control knob to change the value. Press the control knob again to save the changes and return to the
function/parameter selection menu;
9-PROG button of the wire feeder unit. Press to select the welding program. Additional function in the MIG/MAG method: press and
hold for more than 1 second to set the inductance level;
10- WIRE INSTALL button. Press and hold to inch the wire into the welding sleeve and torch. No gas is supplied when inching the wire;
11- EURO type KZ-2 connector for a welding torch;
A - Welding amperage socket ‘+’:
-MIG/MAG welding:
o usingthe solid wire - connect the socket (A) to the socket (31) by the welding amperage jumper. OR connect the (21) socket
to the (31) socket by the welding amperage jumper;
o usingthe self-shielded flux-cored wire (FCAW-S) - plug the ‘ground’ cable;
-TIG LIFT welding - plug the ‘ground’ cable;
-MMA welding:
o usingthe common electrodes - plug the electrode holder cable;
o usingthe special electrodes - plug the ‘ground’ cable;
B - Welding amperage socket ‘-
-MIG/MAG welding:
o usingthe solid wire - plug the ‘ground’ cable;
o usingthe self-shielded flux-cored wire (FCAW-S) — connect with the welding amperage jumper to the socket (31) on the
wire feeder unit;
-TIG LIFT welding:
o when using the valve-type TIG torch — plug the torch cable;
o when using the button-type torch — connect with the power jumper to the socket (31) on the wire feeder unit;
-MMA welding:
o usingthe common electrodes - plug the ‘ground’ cable;
o usingthe special electrodes - plug the electrode holder cable;
12- Power breaker;
13- Wire feeder unit fuse;
14- Gas heater fuse;
15- ‘Grounding’ cable connection bolted terminal;
16- 36V gas heater socket;
17- Communication cable connectors;
18- Mains cable;
19- Shield gas fitting;
20- The wire spool box;
21- Rear welding amperage socket ‘+’;
22- Cold coolant inlet connector;
23- Hotcoolant outlet connector;
24- Welding wire spool holder with spring braking mechanism;
25- Welding wire inlet;
26— PATON cooling type switch:
-LIQUID - for a liquid-cooled torch;
CAUTION! The device will block the torch button if the PATON cooling type
switch is LIQUID and there is no liquid present in the cooling circuit;
-AlIR - for an air-cooled torch;
27- Wire feeder mechanism;
28- Feeder unit door with a latch;
29- Wire spool cover;
30- Cooler unit power connector;
31- Welding amperage socket of the wire feeder unit.

-
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MACHINE INDICATION

MIG/MAG

MIG/MAG-2T Proa.He 18 P

eeld SFeed.

Welding arc source display Wire feeder display

TIG

[TIG-HFZT

ProdHe1]

/

—{4]

Earameterz:ﬂ =
ime amFet-down: sl |5
4, 8=

time rost-gasi 1 - The welding method;

2 - The selected welding program number;
3-The selected function / parameter name;
MMA 4 -The selected function / parameter value;
5 - The next 2 parameters in the menu.

Welding arc source display

(T

Parameheig:g% N —
Fowetr Ho art: =
time Hot Start: H,3=

Welding arc source display

START-UP

The PATON ProMIG welding machine is designed for metal-arc inert gas (argon, helium and mixture) welding/metal-arc active gas
(carbon dioxide and mixture) welding with solid steel or aluminum wire, or with self-shielding flux-cored wire without gas
(MIG/MAG), for tungsten-arc inert gas (argon, helium, and mixtures) welding (TIG), as well as for manual metalarc welding (MMA).
Other use of the machine is considered undue. The manufacturer is not responsible for damage cause by undue use of the
machine. Intended use of the machine implies adherence to this operating manual.

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. Be
sure the metal dust (for example, of emery grinding) doesn’t drawn directly into the machine with the cooler fan.

POWER CONNECTION

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

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

Use a mains plug, a cross-section of the mains cables, as well as the mains fuses that corresponds to the machine power consumption.
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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:
Brown wire - phaseL1;

Black wire - phaseL2;

Blue wire - phaselL3;

Yellow-green wire - ground. L2
Information Regarding Power Plugs

PATON welding machines are supplied with a standard industrial power plug

configuration. The customer may freely replace it with a different plug type suitable

for their local power supply and amperage requirements, if required. L1

Changing the plug does not affect the warranty in any way, provided the installation L3

is carried out correctly and in accordance with local electrical regulations.

Safety rules require grounding of the machine’s housing when working with welding

equipment. There are two options: J_—
-using the fourth (yellow-green) wire in the mains cable (international standard); -
-using a bolted terminal on the machine’s rear panel (CIS countries).

NOTE: no ‘null’ is used for the 3-phase power supply of PATON devices, but only three phases. The yellow-green wire is the

grounding wire, not the ‘null’!

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

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

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

SETTING THE MACHINE FUNCTIONS

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

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

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

-press and hold the regulator knob for more than 12 s to reset the values of all functions to the welding method factory settings.
Press the MODE button (2)to change the welding methods in a circle.
When welding starts using the MIG/MAG method, the actual welding amperage is displayed on the source screen. After welding is
complete, the actual value of the welding amperage is displayed for 8 seconds to allow the welder to checkit.

SETTING THE MENU LANGUAGE

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

LOCKING/UNLOCKING THE MACHINE MENU

When the settings menuis locked, a closed lock image is displayed on the power source display (1): ﬁ , the device displays the value
of the main parameter of the actual welding method:
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-in the MIG/MAG method - the welding voltage, or voltage correction in pulse mode’

-in the TIG method - the welding amperage;

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

SWITCHING TO THE REQUIRED WELDING METHOD

Press the MODE button (2) to switch to the next welding method in a circle.

RESETALL FUNCTIONS OF THE ACTUAL WELDING METHOD

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

SWITCHING THE WELDING PROGRAM

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

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

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

WELDING METHODS PARAMETERS

MMA electrode MMA/TIG MIG/MAG wire Cross-section of every mains Max. mains wire
diameter, mm amperage, A diameter, mm wire core, mm? length, m
1,5 135
2 175
a3 up to 120 up to 90,8 2,5 220
4 350
6 525
2 130
2,5 160
a4 up to 160
4 260
up to 1,0 6 385
2,5 115
@5 up to 220 4 180
6 270
2,5 85
6 (fusible) up to 270 up to @1,2 4 135
6 205
2,5 65
a6 up to 350 up to 91,4 4 100
6 150
4 80
26 (refractory) up to 400 6 120
up to @1,6 10 195
4 55
28 (fusible) up to 500 6 85
10 140
4 40
28 up to 630 up to @2,0 6 65
10 105
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MACHINE CONNECTION DIAGRAM FOR MIG/MAG WELDING using the solid wire
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MACHINE CONNECTION DIAGRAM FOR MMA WELDING using the common electrodes

ELECTRODE HOLDER

: 2
_A"-— ‘ WORKPIECE

Recommended welding cables length for MMA:

Maximum amperage, A Cable length (one way), m Cross-s::;ﬂ:m ELEED Cable type

160 2.7 16 KG 1x16
200 3.9 25 KG 1x25
250 5..11 35 KG 1x35
270 5...11 35 KG 1x35
350 6..14 35 KG 1x35

8...30 50 KG 1x50
500 12...40 70 KG 1x70
630 10...30 70 KG 1x70

15...40 95 KG 1x95

THE UNITS COMMUNICATION DIAGRAM

COMMUNICATION
CABLE

FEEDER

S onasE @) _* I [}
IIFﬁ' -"-—i"o O

»OOO“'

(+]

HOT
“— LIQUID
[ ] COOLED
LiQuiD —
WELDING i
CURRENT o *»
SOURCE =+ O

380V

COOLER-7-400V
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SPECIFICATIONS
PARAMETER ProMIG-350-400V W ProMIG-500-400V W | ProMIG-630-400V W

Rated mains voltage (50/60 Hz), V 3x380/3x400

Rated consumption from the mains phase, A 16...18,5 30...35,5 42...49

Rated welding amperage, A 350 500 630

Maximum welding amperage, A 450 630 800

Duty 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

Mains voltage range limits, % 15

Welding amperage regulation range, A 14 - 350 16-500 18-630

Welding voltage regulation range, V 12-30 12-40 12-44

Wire feed speed regulation range, m/min 1,0-16 1,0-20

MMA electrode diameter range, mm 1,6-6,0 1,6-8,0 1,6-8,0

MIG/MAG wire diameter range, mm 0,6-1,4 0,6-1,6 0,6-2,0

Wire feeder unit type 4 -rollers

Max. wire spool weight, kg 18

Pulse welding modes, Hz

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

MIG/MAG: synergistic

MMA ‘Hot-Start’ function Adjustable

MMA ‘Arc-Force’ function Adjustable

MMA ‘Anti-Stick’ function Automatic

No-Load voltage reduction device on / off

MMA no-load voltage, V 12/75

Arc striking voltage, V 110

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

Cooling system type

Air-type, adaptive

Operating environment temperature range, °C

-25...+45

Box dimensions(Length x Width x Height) , mm
Arc source:

390 x 144 x 347

547 x 251 x 387

547 x251x412

Feeder unit: 602 x 259 x 403 602 x 259 x 403 602 x 259 x 403
Weight without wire and accessories, kg 22,9 39,9 41,9
Ingress Protection rating P33 1P23
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THE MACHINE FUNCTIONS LIST

CAUTION! Unlock the welding machine menu to have access to the adjustment of all functions and parameters!

MIG/MAG welding method

0) [t.Pr] time pre-gas (= 0.1 s by default) — pre-purge duration of the welding zone with shield gas;
a) 0.1...25.0 s (adjustment step 0.1 s);
1) [t.uP] amperage rise time (= 0.1 s by default) - the time of welding parameters rise-up: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
2) [-U-] welding voltage (= 19.0 V by default) — the first main parameter in direct voltage MIG/MAG welding;
a) 12.0...32.0 V (unitincrement 0.1 V) for ProMIG-350-400V W;
b) 12.0...40.0 V (unitincrement 0.1 V) for ProMIG-500-400V W;
c) 12.0...44.0V (unitincrement 0.1 V) for ProMIG-630-400V W;
3) [SPD] wire feed speed (= 4.5 m/min by default) - the second main parameter in MIG/MAG welding;
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;
4) [t.dn] amper. fall time (= 0.1 s by default) - the duration of welding parameters fall down: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.PO] time post-gas (= 1.5 s by default) — post-purge duration of the welding zone with shield gas;
a) 0.5...25.0 s (adjustment step 0.1 s);
6) [but] torch button mode (= [2T] by default) — select the welding process control mode using the torch button;
a) [2T] - 2-stroke torch button mode MIG/MAG-2T;
b) [4T] - 4-stroke torch button mode MIG/MAG-4T;
7) [Ind] inductance level (= 0 by default) - set the welding amperage rise rate when the wire short-circuits with the product, and the
droplet breaks off;
a) -5...0... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default) — the wire will feed at a minimum speed until the arc is struck;
a) ON -enabled;
b) OFF - disabled;
9) [Po.P] pulse mode = OFF (by default) - pulse voltage welding mode;
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):
10) [tYP]wire material type (= Fe by default) - set the type of welding wire material;
a) Fe — ordinary steel wire of ER70S-6 type (use 82% Ar + 18% CO; shield gas* composition only);
b) St.St - stainless steel wire of ER308L/ER316L type (use 98% Ar + 2% CO, shield gas? composition only);
c) AL.Si - aluminum-silicon wire of ER4043 type (use 100% Ar shield gas2 only);
d) AL.Mg - aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas? only);
11) [dia] wire diameter = 1,0 mm (by default) - set the diameter of the welding wire;
a) 0.6...1.2 mm for steel and stainless wire;
b) 0.8...1.2 mm for aluminum wire;
12) [Adu] voltage adjust. (default= 0.0 V) - the first main parameter of the MIG/MAG pulse welding. The resulting welding voltage is
also displayed, itis affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value.

TIG welding method

0) [Pr.A] start amperage (= 20 A by default) —initial welding amperage in TIG-LIFT-4T mode (pilot arc);
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V W;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V W;

1) [t.uP] amperage rise time (= 0.2 s by default) - welding amperage rise time;
a) 0...15.0 s (adjustment step 0.1 s);

2) [-A-] welding amperage (= 100 A by default) — the main parameter of DC TIG welding;
a) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V W;
b) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V W;
c) 18...630 A (unitincrement 1 A) for ProMIG-630-400V W;

3) [t.dn] amper. fall time (= 0.2 s by default) — duration of welding amperage reduction;
a) 0...15.0 s (adjustment step 0.1 s);

2 recommended shield gas consumption rate: 7U/min or more for low amperage, and 14 I/min or more for 150-200 A amperage
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4) [Po.A] final amperage (= 20 A by default) — final welding amperage in TIG-LIFT-4T mode;
a) 14 ...50 A (unitincrement 1 A) for ProMIG-350-400V W;
b) 16... 50 A (unitincrement 1 A) for ProMIG-500-400V W;
c) 18...50 A (unitincrement 1 A) for ProMIG-630-400V W;
5) [t.PO] time post-gas (= 4.0 s by default) — post-purge duration of the welding zone with shield gas;
a) 1.0...35.0 s (unitincrement 0.1 s);
6) [but] torch button mode (= [LIFT] by default) — select the welding control mode;
a) [LIFT] - no button mode TIG-LIFT;
b) [LIFT2T] - contact striking 2-stroke button mode TIG-LIFT-2T;
c) [LIFT4T] - contact striking 4-stroke button mode TIG-LIFT-4T;
7) [Po.P] pulse mode (= OFF by default) - pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

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

MMA welding method

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

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

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

warranty card for correctness: the model name of the product you purchased and the serial number must match the entries

g ATTENTION!!! We recommend you to read the operating instructions before using the equipment. Also, check the
on the card. Any changes and corrections to the warranty card are not allowed.

WARRANTY POLICY

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

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

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

2 years

The main warranty period starts from the date the welding machine is sold to the 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 device’s parts and components.

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

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

Also, the main warranty does not apply to failed external elements of equipment subject to physical contact, and related / consumables:
-power switch;
-regulator’s knobs;
-cables and sleeves connectors;
-control connectors;
-mains cable and mains cable plug;
-carrying handle, shoulder strap, case, box;
-electrode holder, ground terminal, torch, welding cables and sleeves.
Claims for this elements are accepted no later than two weeks after the sale.

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

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

The symbol on the equipment indicates that the device must not be disposed of as household ( h
waste. The equipment 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 actual regulations.

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