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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-160-15-2
PATON™ ProMIG-200-15-2
PATON™ ProMIG-250-15-2
PATON™ ProMIG-250-15-4
PATON™ ProMIG-270-15-2-400V
PATON™ ProMIG-270-15-4-400V
PATON™ ProMIG-350-15-4-400V

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

standards:

Directives:

Safety of machinery - Electrical equipment
of machines -

Arc welding equipment - Part 1: Welding
power sources
Arc  welding
Electromagnetic
requirements

Part 10:
(EMC)

equipment -
compatibility

Signed on behalf of:
Place and Date:

Signature
Name, Function:
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EN IEC 60974-1:2018/A1:2019
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EN IEC 60974-10:2014/A1:2015
EN IEC 60974-10:2021/A1:2021
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Tel: +380 800 500 600

E-Mail: office@paton.ua

PATON ProMIG DC MMA/TIG/MIG/MAG



MHTO

3BaptoBanbHUII anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHikun 6e3neku. MpoTe y pasi HENPaBUIbHOTO MOBOAXKEHHSA BUHWKAE HeGeaneka:
-TpaBMyBaHHA 06CNyroByOHOro nepcoHany abo TPeTboi 0cobu;
-3anofifsHHA LWKoAM caMoMy anapaTy abo MaTtepianbHUM LLiIHHOCTAM NiANPUEMCTBA;
-nopyLueHHsA epekTMBHOro po6o4oro npotiecy.

Bci ocobu, Aki nos'A3aHi 3 BBEAEHHAM B eKCnayaTauito, ynpaBniHHAM, AOMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy NOBUHHI

-MPOWTK BiANOBIAHY aTecTalito;

-BONOAITU 3HAHHAMM 3i 3BaplOBaHHA;

-TOYHO AOTPUMYBATUCA AaHOI IHCTPYKLII.
HecnpaBHocTi, Aki MOXXyTb 3HU3UTU 6e3neKy, NOBUHHI 6YTU TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIHOBAJIbHOIO CTPYMY

-ypaXkeHHs eneKTPUYHUM CTPYMOM MOXKE BYTU CMepTenlbHUM;

-3BaploBanbHUI kabenb NOBUHEH BYTU MILHWM, HeyLLIKOAXEHUM Ta i3onboBaHMM. OcnabneHi
3’egHaHHA | nowKoAXXeHU kabenb NOTPiGHO HerarHo 3aMiHUTU. Mepexesi kabeni n kabeni
3BaptloBasibHOro anapaTy MOBMHHI CMCTEMaTU4YHO MepeBipATUCA daxiBLEM eNeKTPUKOM Ha
cnpaeHiCTb i3onAuii;

-nif Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATU 30BHILLIHIN KOXYX anaparTy.

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,
HOCMUTW 3aXMCHY Macky 3 ToHoBaHUM ¢inbTpoM (DIN 9-10). CTopoHHi 0ocobu, L0 3HaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuMLLATH O4i crielianNbHUMMN 3aXMCHUMM OKynApaMm abo BUKOPUCTOBYBaTH
Heroproyi eKpaHu, Lo NOrANHAKTb BUNPOMIHIOBaHHA.

HEBE3NEKA LWWKIATMBUX FTA3IB | BUMAPIB
-YTBOpEHi AMM Ta LKiANMBI ra3un Buaanuti 3 poboyoi 3oHM cneuianbHMMM 3acobamu;
-3abe3neyvnT AOCTaTHIN NPUTOK CBIXXOro NOBITPA;
- BUMapy PO34YMHHMKIB He MOBWHHI MOTPanIATV B 30HY BUNPOMiIHIOBaHHA 3BaptoBanbHOI Ayru.

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Nona MoXyTb UNHUTW HEraTUBHWIA BN/IMB Ha NpaLe3aaTHiCTb
enekTponpunagis (Hanpuknag, kapgioctumynarop). Ocobu, Aki MalTb Taki npunagn, NOBUHHI
ropaguTuca 3 nikapeM, nepLu Hixx HaénmkaTucsa o po6oyoro 3BaploBasibHOro MagaHuMKa.

avy,

-He [onycKatTbCA 3BaproBanbHi po60TM Ha EMHOCTAX, Y AKUX 36epiratoTbea abo 36epiranucs
rasu, nanbHe, HadpToNpPoAyKTN. MoxxnmBa Hebeaneka BUBYXyY 3anULLKIB LMX MPOAYKTIB;

-y noXexo- Ta BUOYXOHeGEe3neuHUx NPUMILLEHHAX AO0TPUMYBATUCA OCOGNUMBUX nNpasun,
BiANOBIAHO A0 HALiOHaNbHUX Ta MIXKHAPOAHUX HOPM.

HEBE3MEKA BU/IbOTY ICKOP
X -3alMUCTI NpeaMeTV BUAANNTM 3 po60o40i 30HK;

AKWI BigNoOBiAaE cTaHAapTaM TexHikm 6e3neku;
-BUKOPUCTOBYBATM TiNIbKWN BiANOBIAHWI (BaXKKO3aUMUCTUI OAAT).

OCOBUCTE 3AXCHE OCHALLLEEHHA

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:
-HOCUTU MiLHe B3YTTA, Lo 36epirae i30nt0t04i B1aCTUBOCTI, B TOMY YMC/i 1y BONOFMX yMOBaX;
-3axuLLaTV PYKU i30/1H0I0UMMU pyKaBUUKaMU;
-04i 3axMLLATU 3axXMCHOK Mackol 3 ¢GiNbTPoOM NPOTU yNbTpadioNeToBOro BUMNPOMIiHIOBaHHA,

HEBE3MNEKA IHTEHCUBHOIO LWYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXe BMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpautoroTb 3 06nagHaHHAM, nigvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTy OpraHiB CNyxy.

#)
=i
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PO3IMNAKYBAHHA

[lo KoMnnekTy anapaty BXOAATb:

CTncnnin nocibHMK

@ o =
==

3BaptoBanbHuii kabenb 3 enekTpoaoTPUMaveM
ABICOR BINZEL*

777

KomnnekTtn ponukis ana
cyuinbHoro Ta
antoMiHiEBOro ApoTy**

3BaptoBanbHUi1 kabenb 3 KNEMOIO «Maca» [>xepeno >XMBNeHHA 3BaptoBanbHOI Ayru
ABICOR BINZEL*** 3 6510KOM nogaui opoTy
PeMiHb gna
nepeHeceHHsA
anapaty

P g
HanisasToMaTuuHui nanbHuk ABICOR BINZEL* LUIBNAKOSHIMHMIT NHEeBMOPO3'eM

*Kpim Mogenew 3 komnnekrauieto «WA» Ta «WAM»
** [lnAa moaenen ProMIG-250-15-4/270-15-4/350-15-4

VI'IPABHIHHFl TA IHAMKAU!IH *** KpiMm Mogenen 3 koMnnekTauieto «\WA»

ProMIG-270/350-400V ProMIG-160/200/250
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FPATON

ProMIG-270/350-400V ProMIG-160/250

- [vcnnen pxxepena cTpymy;

2- KHonka MODE Br6opy cnocoby 3BaptoBaHHA:

-py4He AyroBe 3BaploBaHHA LUTYYHUM enekTpoaom (MMA);
-3BaploBaHHA B aproHi, enekTpoaoM Lo He nnasutbea (TIG);
-3BaploBaHHA HaniBaBToMaTU4He B 3axMcHux rasax (MIG/MAG);

3- Pyuka perynatopa gxepena cTpyMy ans Bubopy ¢yHKUi/napamMeTpiB MOTOYHOro crnocoby 3BaptoBaHHA Ta BCTAHOBMEHHA iX
3HayeHHA. MNosepTanTte pyyuky Ana Bubopy dyHKUin/napaMeTpiB, HATUCHITb Ha HEl ANA NepexoAy A0 BCTAHOB/EHHA 3Ha4YeHHA
BMGpaHoi dyHKLUii/NnapamMeTpy. 3HaueHHA BCTaHOBNHOKOTLCA NOBOPOTaMUN PYUKMU perynatopa. HaTUCHITb Ha py4Ky perynsaTopa e
pas, Wwob6 NnoBepHYTUCH A0 MeH BUGOPY PyHKUi/NnapaMeTpis;

4- KHonka PROG Ha gepeni cTpyMy ans Bu6opy nporpamMu 3saproBaHHsA (Habip paHille HanalwToBaHUX KOPUCTyBaYeM napaMeTpis).
[opaTkoBa dyHKUiA Y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyinTe Ginblue 1 cekyHAN ANA HanawTyBaHHA PiBHA iHAYKTUBHOCTI);

5- KHonka TEST GAS nepeBipku nogadi 3axMcHoro rasy. HaTuUCHiTb — BiAKPWETbCA KnanaH ra3oBOro TpakTy (APIT NpU LbOMY He
noaaetbecA). HaTUCHITH LWe pas, Wwob 3akpuTu knanaH, abo BiH aBTOMaTUYHO 3aKpUETbCA Yepes 15 cekyHa;

6- KHonka VOLTAGE gns WBMAKOro BUKNUKY NapaMeTpy HanaliTyBaHHA 3BaptoBanbHOT Hanpyr Ha 6noui nogadi ApoTy;

7- [Owucnnei 6noky nogavi 4poTy;

8- Pyuka perynatopa Ha 6noui noaayi gpoty ans subopy GyHKLiN (napaMeTpiB) NOTOYHOro cnocoby 3BaptoBaHHA Ta BCTAHOBNEHHA iX
3HayeHb;

9- KHonka PROG Ha 6noui nopadi gpoty ans Bubopy nporpamMu 3BaptoBaHHA (Habip paHille HanalToBaHWX KOPUCTyBayeMm
napameTpis). flogaTkoBa ¢yHKLUiA y cnoco6i MIG/MAG: HaTUCHITb Ta yTpuMyiTe Binblue 1 CeKyHAM ANA HanalwTyBaHHA PiBHA
iHAYKTUBHOCTI);

10- KHonka WIRE INSTALL. HaTtucHITb i yTpuMyiTe AnA npocyBaHHA APOTY B 3BaptoBanbHUIA pykas i B nanbHWK. MNpu npocyBaHHi
[POTy ra3 He NoAaETbCA;

11-  Posz'em KZ-2 tuny "€BPO" gna nig’eaHaHHA HaniBaBTOMaTUYHOIo NanbHUKa;

A -THi300 3BaprOBaNbHOMO CTPYMY «+»:

-npw 3BaptoBaHHi MIG/MAG cyuinbHUM APOTOM — NiAKNKOYAETLCA CUNoBa NepeMuyka (12);

-npw 3BaptoBaHHi MIG/MAG camo3axucHuM dnrocosmM gpotoM (FCAW-S) — nigkntovaeTbea kabenb «Maca»;

-npwu 3BaptoBaHHi TIG - nigkntoyaeTbes Tinbkn kabenb «<Maca»;

-npw 3BaptoBaHHi MMA — nigkntovaeTbea kKabenb enekTpoaoTpmMMava (Npy BUKOPUCTaHHI cneuianbHUX eNekTPoAiB NiakntovaeTbea
Kkabenb «Mmaca»);

B - Hi300 3BaptoBanbHOro CTPYMY «=»:

-npw 3BaptoBaHHi MIG/MAG cyuinbHUM A4pOTOM — NigKNtYaeTbca kabenb «<Maca»;

-npw 3BaptoBaHHi MIG/MAG camo3saxucHum ¢ntocosmM gpotoM (FCAW-S) — nigkntovaeTbeca cunosa nepemmyka (12);

-npw 3BaptoBaHHi TIG - NiaKNOYaETLCA TiNbKM Kabenb aproHoAyroBoro nanbHUKa;

-npu 3BaptoBaHHi MMA - nigkntovaetbea kabenb «Maca» (NpU BUKOPWUCTaHHI criewuianbHUX enekTpoaiB niaknovaetbca kabenb
enekTpoAoTpMMayay);

12- CwunoBa nepemMunyka 3BaproBanbHOro cTpyMy Ao 610Ky nogadi 4poTy;

13- 3anobixHuk 6noky nogadi 4poTy;

14- 3anobixHuk nigirpisaya rasy;

15- Micue niaknoueHHs kabento 3a3eMNeHHs;

16- Posetka ana niairpisaya rasy 36 V;

17- Pos'eM nopavi curHanis Bif MexaHiaMy noaadi ApoTy Ha BKHOYEHHSA | BUK/TIOYEHHA AxXepena cTpyMy;

18- Kabenb XXvBNeHHsn;

19- Ltyuep noaayi 3axmMcHoOro rasy;

20- 3axucHwuit 6OKC ANA KOTYLLKW 3i 3BaptoBa/ibHUM APOTOM;

21- TpwMay KOTYLUKW ANA APOTY 3 NPY>XUHHUM MeXaHi3MOM ranbMyBaHHSA;

22- ATOMaT/ KHOMKa XXUBNEHHA AXXepena 3BaptoBanbHOro CTpyMmy.

-
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IHOUKALIA AMNAPATA

MIG/MAG

(WEHWMAKICTE AFOTY.

=
G

MIGMAG-ZT NFor. He 1 [

HanrF'dYra =E3aFHEdHHA.

V

Aucnneli dxcepena cmpymy Aucnaeli 6aoka nodayi dpomy

MaFaMeTFH: o
KHOMK 3 I'I-BQ]I:HHKB:
1MAYNECHHI FERHML 1- TMoTOYHMI1 cNoCi6 3BaptoBaHHA

2- Homep noTo4YHoi nporpamun

Aucnneti dwepena cmpymy 3- Hasea ¢pyHkLii/ napameTpa

MMA 4- 3HaueHHA obpaHoi GyHKLii / napameTpa
5- [epenik Ta BCTaHOBNEHi 3HA4YeHHA [ABOX HACTYMHUX
napameTpis B MEHIO

I'IaF‘aMFTPH: E =
cHvna Mar. CTarTa: %[5
Hqac [Mar. CTarTd: d,3C

Aucnneli dxcepena cmpymy

BBEOEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUI anapat Npu3HayYeHui BUKIOYHO ANA: HaniBaBTOMaTUYHOrO 3BaptoBaHHA B cepefoBuLLi 3axmcHuUx rasis (MIG/MAG),
aproHogyrosoro 3saptoBaHHaA (TIG), a TakoX ANA py4yHOro AyroBOro 3BaptoBaHHA LUTYYHUM enekTpogaom (MMA). [Hwe BUKopUcTaHHA
anaparty He BignoBsifae Noro NnpuaHayeHH0. BUpobHUK He Hece BiANOBIAaNbHOCTI 3a NOLUKOAXKEHHA, 3aBAaHi BAKOPUCTaHHAM anapaTy
He 3a npu3HayeHHAM. BukopucTaHHA BIANOBIAHO A0 NPW3HaYeHHA, Mae Ha yBa3i [OTPUMaHHA BKa3iBOK LIbOro nocibHuka 3
ekcnnyaTauii.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3amilyBaT anapaT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XON0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha MepeaHil i 3agHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBun Nun (Hanpuknag, nig vyac HaxaayHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXO/OAXEHHS.

MAaxK/Irv4YeEHHA >KUBJ/IEHHA

3BaptoBanbHuit anapat PATON ProMIG po3paxoBaHuil Ha >XMBNEHHA:

-OpHodasHUM CTpyMOM 3 Hanpyroto 220/230 B (-27% +18%) — ana moaeneit ProMIG-160/200/250;

-TpudasHumM ctpyMoM 3 Hanpyroto 3x380/400 B (Moaeni ProMIG-270/350).
YBATA! Mpu nigkntoyeHHi anapata 4o Hanpyru Mepexi suwe 270 B (ProMIG-160/200/250) a6o 450 B (ana ProMIG-270/350), Bci
rapaHTiiHi 3060B'A3aHHA BUpOOHMKa BTpayatoTb cuny! A TakoXX rapaHTiiHi 3060B'A3aHHA BMPOGHMKA BTpavaloTb YMHHICTb Mpu
NOMWIKOBOMY MNiAKNIOYEHHI pa3n Mepexxi Ha 3a3eM/eHHA axepena.
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FPATON

MpaBuna TexHikn 6e3neku nig vyac npoeeaeHHA PobiT 3i 3BaptoBanbHMM 06nafHaHHAM BUMaratoTb 3a3eM/IeHHA Kopnycy anaparty. Ans
uboro nepeabayeHo ABa BapiaHTK:
-BUKOPUCTaHHA YETBEPTOrO APOTY y KaBeNi XXMBEHHA XXOBTO-3€/1€HOM0 KONbOPY (MiXKHAPOAHWI CTaHAapT MapKyBaHHA);
-BUKOPUCTaHHA 60TOBOI KNEMUM Ha 3afHil NaHeni anaparty (CTaHAapT 3a3eMneHHsA B kpaiHax CHA).

Ona  nigkntoveHHs 3BaptoBanbHux anapatie  PATON o  3-$asHoro >XuMBNeHHs
BMKOPUCTOBYNTE Kabenb 3 YoTMPMa NpPoBoAaMMu, Lo Bianosigae ctaHaapTy |IEC 60445: L2
-KopunyHeBui nposig -o¢aszall;
-YopHuit npoBig - ¢azal2;
-CuvHin nposig, —-¢da3zal3;
->XXoBTO-3€N€HW NPOBIA — 3a3eM/EeHHA. L1
MPUMITKA: onsa 3-pa3Horo xxuvBneHHsa anapatis PATON He BUKOPUCTOBYETbCH «Hy/b», L3
a Tinbkun Tpu hasn. XXoBTO-3eNEHUI NPOBIA — TO CaMe 3a3eM/IEHHA, @ He «HY/b»!

Po3'eM >XMBNeHHA, nonepeyHnin nepepia kabeniB XXUBMEHHA, a TakoX 3amnobiKHUKK J_—
BUGMpaNTe BUXOAAUN 3 XapaKTePUCTUKM CMIOXKMBaAHHA anapata.

YBATA! Bumukau XunBneHHsa Ha 3agHin naHeni anapara (22) (ana mogenen ProMIG-160/200/250) He € CUNOBUM, BiH HE 3HECTPYM/IIOE
BHYTPILLIHIO eNeKTPOoHiKy. TOMy BUMaliTe BUNKY 3 MepeXi Nicna 3aBepLUeHHA 3BaptoBaibHUX POBIT 3rifHO NpaBun TexHikn 6e3neku.
JXUBJIEHHA BIA FEHEPATOPA

3BaptoBanbHi anapatv PATON ProMIG MoxyTb OTpUMyBaTu XUBNEHHA Bif M06iNbHOro reHepaTopa, MOTYXHICTb AKOro BiAnoBigae
HaCTYyNHMM yMOBaM:

AiameTp enektpoay 3apaHuii cTpyMm npu AiameTtp apoty Ana Heo6xigHa NoTy>XHicTb
Aana MMA, mm MMAITIG, A MIG/MAG, MM reHepaTopa, KBA
22 no 80 no 20,6 3,0
[GK] no 120 no 20,8 4,5
24 no 160 no@1,0 6,0
25 no 200 no@1,0 7,7
26 nerkonnaeki no 250 no@1,2 10
6 nerkonnaeki no 270 no 91,2 12,0
76 no 350 no 91,4 16,0

YBATA! insa ctabinbHoi po6oTv Mogenei ProMIG BuxigHa da3oBa Hanpyra reHepaTopa Mae iexkatv B Mexkax 160-260 B.

HANALUTYBAHHA ®YHKLLIA | MAPAMETPIB 3BAPIOBAHHA

PerynaTopu (3) Ta (8) — OCHOBHi OpraH KepyBaHH#, 3a iX LOMNOMOrol MOXHa PO6UTU HacTynHe:
-MOBOPOTAMU PYUKMN BUBMpPaMTe No Koy GyHKLi Ta iXx 3Ha4eHHA y NOTOYHOMY crnocobi 3BaptoBaHHA
-HaTUCHITb Ha pyYKy, W06 NiATBEPANTN BCTAHOB/IEHHA 06PaHOro napaMeTpy Ui Moro 3HaYeHHs;
-HaTUCHITb Ta YTPUMYWNTE Ha py4Ky perynatopa 6inbwe 12 ¢, wob CKMHYTU 3HaYeHHA BCiX OYHKLUIM A0 3aBOACBKMX HanalwTyBaHb
NoTOYHOro cnocoby 3BaproBaHHA.
KHonka MODE (2) signosigae 3a 3MiHy cnocoby 3BaptoBaHHA, NepeMunKaHHsA Bia6yBaeTbCA MO KOAY.
KHonku PROG (4) Ta (9) BianosigatoTb 3a BUGip nporpamMun 3saptoBaHHA (Habip paHiwe HanawToBaHWX KOpMUCTyBaYeM napaMeTpis).
[opaTkoBa ¢yHKUiA Y cnocob6i MIG/MAG: HaTUCHITb Ta yTpuMyWTe binblue 1 cekyHAM ANA HanalTyBaHHA PiBHA iIHAYKTUBHOCTI).

BUBIP MOBU MEHHIO ATTAPATA

YBiIMKHiTb anapat yTpumMytoun kHonky MODE (2)ana Bubopy/3MiHn MoBUM MeHto anapata. lNosopoTaMu pyyku perynsatopa (3) obepitb
6a>kaHy MOBY, Ta HaTUCHITb Ha pyyKy perynatopa (3), wob niaTeepanTn BMGIp. AnapaT NpoaoBXuTb Po60oTy 3 iHTeppericom obpaHoto
MOBOIO.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Mpun 3a610KOBaHOMY MeHI0 HanaluTyBaHb Ha gucnnei gxxepena ctpyMmy (1) BinobpaxkeHnin 3aKpuTumii 3aMok: u , anapaTt BMBOAUTb Ha
eKpaH 3Ha4YeHHA OCHOBHOrO NapaMeTpa NOTOYHOro cnocoby 3BaproBaHHA:

-y cnoco6i MIG/MAG - 3BaptoBanibHa Hanpyra/KopekLuis Hanpyru — B iMnyNIbCHOMY pPexuMi

-y cnocob6i TIG - 3BaptoBanbHU CTPYM

-y cnoco6i MMA - 3BaptoBanbHUA CTPYM.

PATON ProMIG DC MMA/TIG/MIG/MAG -8-



FPATON

AKL0 MeHIo anapaTta 3abnokoBaHe, TO Py4Kku perynatopis (3) Ta (8) 3MiHIOOTb 3HAUYEHHSA TiIbKM OCHOBHMX MapaMeTpiB BCTAHOBNEHOTO
cnocoby 3BaptoBaHHA. HaTWUCHiTb Ta yTpuMyiTe pyuky perynatopa 6inbwe 6 cekyHa A/ PO3B/IOKYBAHHA MEHIO. MMpu
po3610KyBaHHI Ha ekpaH BUBOAMTLCA 306paXkeHHA 3aMKa, AKUI BiAKpuBaeTbeA. Micna ycnilHoro po3610KyBaHHA A0AaTKOBI GyHKUT
cnocoby 3BaptoBaHHA Ta ix 3Ha4YeHHA A4OCTYNHI ANA 3MiHW.

ANA BNOKYBAHHA MEHIO HaTUCHITb i yTpuMyinTe py4Ky perynatopis (3) um (8) aoBLue 6 cekyHa. Byae BigobpaykeHa aHiMaLina 3amka,
L0 3aKpMBAETbLCA, NicNA MOro MeHto anapara byae 3abnokoeaHe.

MEPEMUKAHHA HA BAXXAHWV CIOCIB 3BAPFOBAHHA

HaTucHitb kHonky MODE (2) ana nepekntoueHHs Ha HacTynHuin cnoci6 3BaptoBaHHA No kony. Hasea BuGpaHoro crnocoby
Bigo6paxyoTbca Ha gucnnei.

CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MOTOYHOIO C[TIOCOBY 3BAPFOBAHHA

HaTucHiTb Ta yTpuMyiiTe pyuky perynatopa (3) a6o (8) 6inblie 12 cekyHA (He 3BepTanTe yBarv Ha aHiMauito 3aMouka), Wob CKUHYTU
3HauYeHHA BCix MapaMeTpiB A0 3aBOACHLKUX HanawTyBaHb. byae Bigo6paxkeHnin 3BOPOTHWUI Bianik «333...222...111...» i NpM AOCATHEHHI
«000» BCi HanaluTyBaHHA BU6paHOi nporpamMm notouHoro cnocoby 3BaptoBaHHA 6yayTb OHOBNEHi Ha 3aBOACHKI. CknaaHHA napameTpis
ANA KOXHOT MporpaMum KoXXHoro cnocoby 3saptoBaHHA BUKOHYHOTbCA OKPEMO | HE BM/IMBAIOTh Ha iHLUi.

3MIHA ITPOrPAMU 3BAPIOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epiratv Ta 3aBaHTa>XUTW A0 16 pisHUX BapiaHTiB HanalUTyBaHb
3BapiloBanbHOro npotecy (nporpam). HoMep HanaluTyBaHHA (MporpaMu) Bigo6paXkaeTbCsA NpPaBopy4y 3BepXy Ha ekpaHax axepena
cTpyMy Ta 6noky nogadi. lNig yac nepLuoro yBiMKHEHHA anapara 415 KOXKHOro crnocoby 3BaptoBaHHA 3aBaHTaXkyeTbca nporpama nig N1,
HaTtucHitb kopoTko kHonky PROG (4) a6o (9) — 6yae BifobpaxkeHnii HoMep NOTOYHOI Nporpamu. 3a AornoMoroto perynatopa (3) um (8)
06epiTb NOTPiGHY NporpaMy i HaTUCHITb Ha HbOTo ANA NiATBEPAXKEHHA BUGOpPY — 6yAyTb 3aCTOCOBaHi HanalUTyBaHHA 06paHoi nporpaMu.
Yci 3MiHW, BHeCeHi 3rooM B HanaluTyBaHHAX anapaTa, aBToMaTu4Ho 36epiratoTbca y 06paHiit NoTOYHIN Nnporpami.

MAPAMETPU CI10COBbIB 3BAPHOBAHHA

LiameTp enekTpoay Cwuna cTpyMy npu [iameTp ApoTy Ana Mnowa nonepe4yHoro nepepisy Makc. poBXuHa
ana MMA, MM MMAITIG, A MIG/MAG, MM nNpoBoAy XUBNEHHA, MM? npoeoay, M
1x220V - ProMIG-160, ProMIG-200, ProMIG-250
1 75
1,5 115
2 155
@2 no 80 no 30,6 25 195
4 310
6 465
1,5 75
2 105
a3 no 120 no 90,8 2,5 130
205
6 310
2 75
2,5 95
@4 no 160
4 155
no 31,0 6 230
2,5 75
25 no 200 4 125
6 185
o5 2,5 60
@6 (nerkonnaski) A0 250 Ao 21,2 4 100
6 150

" 0o 1,0 MM Npu 3BaproBaHHi iMMYNBLCHUM CTPYMOM CTaneByM Ta HepXKaBitoUunM ApoToM
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AiameTp enektpony CunactpyMmy | [Liametp apoty ana | [Mnowa nonepe4vHoro nepepisy nposoay Makc. noBXuHa
ana MMA, MM npu MMAITIG, A MIG/MAG, MM >KUBNEHHA, MM? nposoay, M
3x380/400V - ProMIG-270, ProMIG-350
1,5 135
2 175
@3 no 120 no 30,8 2,5 220
350
525
2 130
2,5 160
@4 no 160
4 260
no 31,0 6 385
2,5 115
@5 no 220 4 180
6 270
2,5 85
@6 (nerkonnaski) no 270 no @1,2 4 135
6 205
2,5 65
@6 no 350 no @1,4 4 100
6 150

PekomeHpoBaHa A0B>)KUHa 3BaproBasibHUX kabenis ana MMA:

G BT G, JoBxuHa ka6enis (B 0aHY Mnowa no'nepem:oro M [
CTOPOHY), M nepepisy, MM
160 2.7 16 Kr1x16
200 3..9 25 Kr 1x25
250 5..11 35 Kr 1x35
270 5..11 35 K 1x35
350 6..14 35 KT 1x35

CXEMA MNIAK/TIOYEHHA AMAPATA /14 HATNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

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

APrOHOBWIA
NANBbHUK

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

APTOHOBUWA
NAJbHUK

KNEMA "MACA"

BUPIE -

e —

CXEMA T1IAK/TOYEHHA AlMAPATA A4JI1A PYYHOIo EJIEKTPOA4YroBOro 3BAPHOBAHHA
TNMOKPUTUMU EJZIEKTPO4AMU (MMA)

ENEKTPOOOTPUMAY

KNEMA "MACA"
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FPATON

NAPAMETPY ProMIG-160 | ProMIG-200 | ProMIG-250 | ProMIG-270 | ProMIG-350
HomiHanbHa Hanpyra >XMBNeHHA
50/60 T B 220/230 3x380/3x400
HomikaneHuit cTpym ) 18...21 23..27 29,5...35 12..14 16...18,5
CMNo>XUBaHHA 3 pasun Mepexi, A
HomiHanbHuin 3BaproBanibHUu 160 200 250 270 350
CTpyM, A
MakcuManbHUM gitoumnin cTpym, A 215 270 335 350 450
70% npu 70% npun 60% npu 70% npu 70% npun
TpuBanicTb HaBaHTa>keHHs (TH) 160 A 200A 250A 270A 350 A
P 100% npwn 100% npwn 100% npwn 100% npw 100% npw
134 A 167 A 193 A 225A 290 A
HAonyctumi Mexd wanpyru 160 ... 260 160 ... 260 160... 260 +15% +15%
>XUBNEHHs, B
Mex peryniosaka 8..160 10...200 12...250 12...270 14...350
3BaplOBaNbHOro CTpyMy, A
Mesd peryniosariia 12...24 12..26 12..28 12..29 12...30
3BaploBanbHOi Hanpyru, B
Mexi p.eryr"OBaHHﬂ wBMAKoCTI 1,0 . 16,0
nopaui ApoTy, M/XB
ﬂ:"em LUTyUHOrO enekrpoaa, 1,6...4,0 16..5,0 1,6..6,0 1,6..6,0 1,6..6,0
Aiametp cyuinbHoro 0,6...1,0 0,6...1,0 0,6..1,2° 0,6..1,2 0,6..1,4
3BaplOBaNbHOrO APOTY, MM

Tun MexaHi3My nopadvi apoTy

15-2 — 2-ponvkoBuit, 15-4 — 4-ponnKoBUn

Makc. Bara KOTYLUKUM 3 APOTOM, KIr

15

IMNynbCHi pe>xuMun 3BaploBaHHA,
y

MMA: 0,2...500 - perynboBaHuit; TIG: 0,2...500 - perynboBaHnin
MIG/MAG: cyHepreTuyHui

DyHKuia «Fapaunint ctapt» (MMA) PerynboBaHa
DyHKuia «Popcax ayru» (MMA) PerynbosaHa
DyHKLiA «<AHTUNPUAUNAHHA»
(MMA) ABTOMaTU4YHa
BNokK 3HWXKEHHA Hanpyru
BK/1/ BUMK

X0/10CTOro XoAy
Hanpyra xonocrtoro xogy MMA, B 12/75
Hanpyra nignany ayru, B 110
Hominanbna norykuicte 41..4,7 5,1...6,1 66..7.8 8,0..94 10,7...12,3
CNOXXUBaHHA, KBA
Makc. NoTy>kHiCTb CMIOXXUBaHHSA, 5.9 7.5 9.5 14 153
KBA
KKA, % 90
Tun oxonop>keHHA MoBiTpAHe, aganTuBHe

- 6 )
.Ecl:anaaou po6ounx TeMneparyp. 25 .. 445
Fa6apuTHi po3Mipu, MM 360 x 260 x 360 x 260 x 360 x 260 x 540 x 360 x 540 x 360 x
(OoB>XuHa x LUnpuHa x Bucota) 270 270 270 400 400
Maca Ges apory Ta Ges 13,1 13,2 14,0 (16,8) 22,5 (25,3) 24,4
aKcecyapis, Kr
Knac 3axucty IP33

-12-
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MEPENIK ®YHKLLIA AMAPATA

HaniBaBmomamuyHe 3BaproBaHHA (MIG/MAG)

0) [t.Pr]uac nepep-ra3sy (3a 3aMoB4YyBaHHAM = 0,1 c) — TpUBanicTb NnepeanpPoAyBKN 30HN 3BaprOBaHHA 3aXMCHUM ra3oMm;
a) 0,1...25,0 ¢ (kpok 3MiHuK 0,1 c);
1) [t.uP] yac HapocTaHHA CTPYMy (3a 3aMoBYyBaHHAM = 0,1 C) — TpMBaniCTb HapoOCTaHHA MNpoOLEeCcy 3BaptOBaHHA: 36iNblLUEHHA
Hanpyra 3BaploBaHHA i LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHKn 0,1 ¢);
2) [-U-] Hanpyra 3BaptoBaHHA (3a 3aMOBYyBaHHAM = 19,0 V) — nepLunii OCHOBHWIA NapaMeTp 3BaptoBaHHsA NOCTIMHOK HaMNpyrow;
a) 12,0...24,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-160;
) 12,0...26,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-200;
c) 12,0...28,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-250;
) 12,0...29,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-270-400V;
e) 12,0...32,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-350-400V;
3) [SPD] wBuakicTe ApoTY (32 3aMOBYYBaHHAM = 4,5 M/XB) — APYrvii OCHOBHWI NapaMeTp HaniBaBTOMaTUYHOIO 3BaptoBaHHA;
a) 1,0...16,0 M/xB (Kpok 3MiHu 0,1 M/xB);
4) [t.dn] yac cnapa cTpyMy (3a 3aMoBuyBaHHAM = 0,1 c) — TpuMBanicTe cnagaHHA Npouecy 3BapltOBaHHA: 3HUXKEHHA Hanpyru i
CMOBINbHEHHA APOTY;
a) 0...5,0 c (kpok 3MiHKn 0,1 c);
5) [t.PO] uac nicna-rasy (3a 3aMoBYyBaHHAM = 1,5 ) — TpMBaNicTb NiICNANPOAYBKM 30HN 3BAPHOBAHHA 3aXUCHUM ra3om;
a) 0,5...25,0 ¢ (kpok 3MiHuK 0,1 c);
6) [but] pe>kuM KHONKM NanbHUKa (3a 3aMoBYyBaHHAM = [2T]) — 06epiTb pexkMM kepyBaHHA 3BaptoBasibHUM NPOLLECOM 3a AOMNOMOTO0
KHOMKW NanbHUKa;
a) [2T] - 2-TakTOBUI pexxnum kHonku MIG/MAG-2T;
b) [4T] - 4-TakTOBUIN pEXKUM KHONkM MIG/MAG-4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMoBYyBaHHAM = 0) — 3ajaiTe LWWBUAKICTb HAPOCTAHHA 3BAPHOBANbHOrO CTPYMYy MpPU KOPOTKOMY
3aMuVKaHHi ApoTy 3 BUpPo6oM i BiApvBY Kpanni;
a) -5...0... 5 cTyniHb (KPOK 3MiHM 1 CTyMiHb);
8) [SFt] M’akui cTapT ApoTy (3a 3amoBYyBaHHAM = OFF) — no MoMeHTy nignany ayrv Apit 6yae pyxaTuch 3 MiHiManbHOO LLBUAKICTHO;
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
9) [Po.P]iMnynbcHui pexxuM (3a 3amoByyBaHHAM= OFF) — pexxkum 3BaproBaHHA iMMYNbCHOO Hanpyroto;
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
MapaMeTpu iMNynbCHOro pe>XkuMy HaniBaBTOMaTUYHOIO 3BaploBaHHA (BUKOHYBATU 3BaploBaHHA iMNynbcHO Hanpyroto TI/IbKU
3 3AXUCHUM FA30OM!!!):

10) [tYP] maTepian apoTy (3a 3aMoBYyBaHHAM = Fe) — BCTaHOBITb TUN MaTepiany 3BaptoBanbHOro ApOTY;
a) Fe - 3BMyaliHuii ctanesuit apit Tuny ER70S-6 (BMKOpUCTOBYBaTU 3aXMCHUIA ra33 Tinbku cknagy 82% Ar + 18% CO2);
b) St.St - HepxaBitounit apiT Tuny ER308L/ER316L (BMKOpUCTOBYBaTH 3aXMCHUI ra3® Tinbku cknagy 98% Ar + 2% CO2);
c) ALSi - antoMiHieBo-KpeMHieBui cnnas apoTy Tuny ER4043 (BuKopucToByBaTH 3axmcHUii ras® Tinbkm 100% Ar);
d) Al.Mg - antomiHieBo-MarHieBuin cnnas ApoTy Tuny ER5356 (BMKOPMCTOBYBATM 3aXMCHMIA ras® Tinbku 100% Ar);
11) [dia] piaMmeTp ApoTy (3a 3aMOBYyBaHHAM = 0,8 MM) — BCTaHOBITb AiaMeTp 3BaploBanbHOro ApPOTy;
a) 0,6...0,8 MM ans cTaneBoro Ta Hepxasitoyoro ApoTy ProMIG-160;
b) 0,6...1,0 MM 4ns cTanesoro Ta Hepxagitoyuoro Apoty ProMIG-200/250;
c) 0,6...1,2 MM 4ns cTaneBoro Ta Hepxkagitoyuoro Apoty ProMIG-270/350-400V;
d) 0,8...1,2 MM ANna antoOMiHiEBOro ApOTY;

12) [Adu] kopekuia Hanpyrn (3a 3aMoBYyBaHHAM = 0,0 V) — nepLunii OCHOBHWI NapaMeTp HaniBaBTOMaTU4YHOrO 3BaplOBaHHA B
iMNynbCHOMY pexkuMi. Tako)k BigoGpakeHa pe3ynbTyoda Hanpyra 3BapltoBaHHA, Ha fAKy BMAMBalOTb KOpPeKLWia Hanpyru,
WBUAKICTb APOTY, MaTepian ApoTy, AiaMeTp APOTY;

a) -5,0...+5,0 V (kpok 3MiHu 0,1 V). I3 36inbLLUEHHAM 3HAYEHHA NapaMeTpy POCTe A0BXNHA Ayru.

AproHoagyrose 3BaptoBaHHA (TIG)

0) [Pr.A] ctapToBMM CTPYM (32 3aMOBYYyBaHHAM = 20 A) - N04aTKOBUI CTPYM 3BaptoBaHHA y pexxkuMi TIG-LIFT-4T;
a) 8...50 A (kpok 3MiHn 1 A) ansa ProMIG -160;
b) 10...50 A (kpok 3miHu 1 A) ana ProMIG -200;
c) 12...50 A (kpok 3MiHu 1 A) ana ProMIG -250;
d) 12...50 A (kpok 3MiHu 1 A) ana ProMIG -270-400V;
e) 14...50 A (kpok 3MiHu 1 A) ana ProMIG -350-400V;

1) [t.uP]4yac HapocTaHHA cTpyMy (3a 3aMOBYYyBaHHAM = 0,2 C) — TPMBaNiCTb HAPOCTaHHA 3BaPIOBANbHOIO CTPYMY;
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);

3 pekoMeH/10BaHa BUTPaTa rasy Big 7 N/XB ANA Manux cTpyMmis Ta Bia 14 n/xs i 6inblue ana cTpymis 150-200 A
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2) [-A-] cTpyM 3BaploBaHHA (32 3aMOBYYBaHHAM = 60 A) — OCHOBHMIA NapaMeTp aproHoAyroBoro 3saproBaHHA NOCTIMHUM CTPYMOM;
a) 8...160 A (kpok 3MiHK 1 A) ans ProMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gns ProMIG-350-400V;
3) [t.dn]uac cnapa cTpyMy (3a 3aMOBYYBaHHAM = 0,2 C) — TPUBANICTb 3HUXKEHHA 3BapPOBaNbHOrO CTPyMY;
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
4) [Po.A] KiHLLeBUI CTPYM (3a 3aMoBYyBaHHAM = 20 A) — GiHILLHWI CTPyM 3aBaptoBaHHA kpaTepy y pexxuMi TIG-LIFT-4T;

a) 8...50 A (kpok 3MiHu 1 A) ana ProMIG-160;
b) 10...50 A (kpok 3MiHu 1 A) ana ProMIG-200;
c) 12...50 A (kpok 3MiHu 1 A) ana ProMIG-250;
d) 12 ... 50 A (kpok 3MiHu 1 A) ana ProMIG-270-400V;

e) 14...50 A (kpok 3MiHn 1 A) ana ProMIG-350-400V;
5) [t.PO]uac nicna-ra3y (3a 3amMoBYyBaHHAM = 4,0 c) — TpUBaNicTb NiICNANPOAYBKM 30HM 3BapIOBaHHA 3aXMCHUM ra3omMm;
a) 1,0...35,0 ¢ (kpok 3MiHn 0,1 c);
6) [but] pe>knM KHONKMU NanbHUKa (3a 3aMoBYyBaHHAM = [LIFT]) — 06epiTb pexkuMm KepyBaHHA 3BaptoBasibHUM NPOLLECOM;
a) [LIFT] — KOHTaKTHWUI pexwuM 3anantoBaHHa ayrv TIG-LIFT;
b) [LIFT2T] — 2-TaKTOBMIA PEXWNM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT-2T;
c) [LIFTA4T] - 4-TakTOBWIA PEXXUM 3 KOHTaKTHUM 3anantoBaHHAM ayru TIG-LIFT-4T;
7) [Po.P]iMnynbcHUIA pe>xxuM (3a 3aMmoBUyBaHHAM = OFF) — pexkum 3BaptoBaHHA iMMNy/IbCHUM CTPYMOM;
a) a) ON - yBiMKHEHWIA;
b) 6) OFF — BUMKHEHWN;
MapameTpu iMNYNbCHOrO pe>XXUMy aproHoyroBoro 3BapoBaHHA:

8) [-A-] 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 60 A) —- OCHOBHUWIA NapaMeTp 3BaptoBaHHA — cuna CTPyMy B iMMynbCi (BePXHill CTPyM);
a) 8...160 A (kpok 3MiHuK 1 A) ns ProMIG-160;
b) 10...200 A (kpok 3MiHW 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHW 1 A) gna ProMIG-250;
d) 12...270 A (kpok 3MiHK 1 A) ana ProMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gns ProMIG-350-400V;
9) [I.PS] cTpyM nay3awu (3a 3aMoBYyBaHHAM = 25 A) — cuna CTPyMy Mix iMNynbcamMm (HUXKHi CTpyM);
a) 8...160 A (kpok 3MiHK 1 A) ans ProMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gns ProMIG-250;
d) 12...270 A (kpok 3MiHK 1 A) ana ProMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gns ProMIG-350-400V;
10) [Fr.P]yacTtoTa nynbcauii (3a 3aMoB4uyBaHHAM = 10 ') — yacToTa nynbcauii cunm cTpymy;
a) 0,2...500 'y, (AaHaMiYHWU KPOK 3MiHK 0,1 My...1 Tw);
11) [dut] 6anaHc iMmnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) — BiAHOLLEHHA TpMBanocCTi iMNynbcy 6a30BUIA CTPYM [0 nepiogy
nynbcauii;
a) 4...80% (KpOK 3MiHWN 2%).

PyuyHe enekmpopgyrose 3BaproBaHHA (MMA)

0) [-A-] cTpyM (3a 3aMOBYyBaHHAM = 80 A) — OCHOBHMI NapaMeTp 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 8...160 A (kpok 3MiHK 1 A) ans ProMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHK 1 A) gna ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gns ProMIG-350-400V;
1) [H.St] cuna Fapayoro CtapTty (3a 3aMoBUYyBaHHAM = 50%) — MPUPOLLLEHHA CUK CTPYMY Ha Yac Aii pyHKUIT «Fapsayunin ctapT»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
2) [t.HS]uac lapsauoro CtapTy (3a 3aMoB4YyBaHHAM = 0,3 c) - TpMBanicTb po6oTn dyHKUii «Fapaunn CtapT» nicna nignany ayru;
a) 0,1...1,0 c (kpok 3MiHn 0,1 c);
3) [Ar.F] cuna ®opcaxxy ayru (3a 3aMoBuyBaHHAM = 50%) — NPUPOLLLEHHA CUNK CTPYMy Npu poboTi GyHKLii «Popcax ayrn»;
a) 0 [OFF] ... 100% (kpok 3MiHu 5%);
4) [u.AF] nopir ®opcaxy ayru (3a 3aMoBuyBaHHAM = 12 V) — Hanpyra ayru, 3 AKoi BMMKaeTbca QyHKLUiA «Popcax ayrn»;
a) 9...18V (kpok 3MiHn 1 V);
5) [BAH] BonbT-aMn. xapakTepucTuKka (3a 3amMoB4YyBaHHAM = 1,4 V/A) — HanawiTyBaHHA Haxu/ly BONbTaMMepHOi XapakTepucTuku
anapata A1 3py4HOro 3BaploBaHHs €/1eKTPoAaMU Pi3HWX TUNIB;
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);
6) [Sh.A] pe>kuM KopoTKoOi ayru (3a 3aMoBUyBaHHAM = OFF) — pexxrMu po60Tn 3 06MeXXEHHAM A0BXMHM 3BapoBasibHOI Ayru;
a) 0 [OFF] ... 3 (KpoKk 3MiHu 1);
7) [BSn] 6noK 3HW>XEHHA HaNpyru (3a 3aMoB4YyBaHHAM = OFF) —3HUXXEHHA HanNpyrv Npu 3aracaHHi ayru;
a) a) ON - yBiMKHEHWIA;
b) 6) OFF — BUMKHEHWN;
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8) [Po.P]iMnynbcHU pexxuM (3a 3aMoBUyBaHHAM = OFF) — pexxvM eneKTpoAyroBoro 3BaptoBaHHA iMMNyIbCHUM CTPYMOM;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHUI;

MapaMeTpu iMNyNbCHOro peXxuMy eneKTPoAyroBoro 3saploBaHHs:

9) [-A-] 6a30BUIA CTPYM (32 3aMOBYYyBaHHAM = 80 A) - OCHOBHUIA NapaMeTp 3BaptOBaHHA — Cuia CTPYMY B iMMNyNbCi (BEPXHI CTPYM);
a) 8...160 A (kpok 3MiHuK 1 A) gnsa ProMIG-160;

b) 10...200 A (kpok 3MiHW 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHW 1 A) gna ProMIG-250;
d) 12 ...270 A (kpok 3MiHW 1 A) gna ProMIG-270-400V;
e) 14...350 A (kpok 3MiHW 1 A) gna ProMIG-350-400V;

10) [_A_] cTpyM nayau (3a 3aMoBYyBaHHAM = 25 A) — cuna CTpyMy Mix iMNynbcamm (HUXKHil CTpyM);
a) 8...160 A (kpok 3MiHK 1 A) gnsa ProMIG-160;
b) 10...200 A (kpok 3MiHK 1 A) gna ProMIG-200;
c) 12...250 A (kpok 3MiHW 1 A) gna ProMIG-250;
d) 12...270 A (kpok 3MiHu 1 A) ana ProMIG-270-400V;
e) 14...350 A (kpok 3MiHK 1 A) gna ProMIG-350-400V;
11) [Fr.P]4acTtoTta nynbcadii (3a 3aMoBuyBaHHAM = 5,0 l'L) — yacToTa nynbcauii cunm ctpymy;
a) 0,2...500 'y (AanHaMi4YHWUIA KPOK 3MiHK 0,1 My...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa (3a 3amMoB4YyBaHHAM = 50%) — BiAHOCHa TpUBanicTb iMNynbcy 6a30BUIA CTPYM A0 nepiody nynbcadii;
a) a) 20...80% (KpoK 3MiHu 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

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

VYBATA!!! [Mepea BWKOPUCTAHHAM o06nagHaHHA PEKOMEHAYEMO O3HaMOMUTUCA 3 PO3LUMPEHOK HCTPYKUiEw 3
ekcnnyaTauii, a TakoX NepeBipuTM NPaBUNbHICTb 3aNOBHEHHA rapaHTiMHOro TanoHa: Ha3ea Moaeni npuabaHoro Bamu
BUpOo6Y, Ta MOro cepinHnin HoMep NOBUHHI BYTK iAEHTUYHI 3anncaM B rapaHTiiHOMY TanoHi. He fonyckaeTbca BHECEHHSA B
TanoH 6yab-AKUX 3MiH UM BUMPaBEHb.

FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHSA CrioXKMBayeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.
YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHSA BifiCYTHE 32 yMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBasnbHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTD:

Mopenb anapaty TepMiH rapaHTii
ProMIG-160
ProMIG-200 5 pokis
ProMIG-250

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

3 poku

OCHOBHWI rapaHTiiHWIA Nepioa 064YNCAIOETLCA 3 AHA NPOAaXy iHBepTOPHOro ob6nagHaHHA KiHLEeBOMY NOKYMLEBi.

PekoMeHpyeTbcA 3aAn1A YHUKHEHHA BMXoAy amapaTy 3 nafy, 3aneXHo Bif YMOB eKcrnnyatalii, oAvH pa3 Ha MiBPOKy 3HATU 3aXUCHY
KPULLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eNeMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MOBITPAM. YMCTKY HeobXiAHO NPOBOAUTM aKypaTHO,
YTPUMYHOUM LINaHT KOMMNPEecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTN NOLIKOAXKEHHS Naliku eNeKTPOHHUX KOMMOHEHTIB i MEeXaHi4HMX
YacTUH.

[MpoTAroM OCHOBHOrO rapaHTiMHOro nepiody npoaaselb 3060B'A3yETbCA (y BMMaAKY rapaHTiAHONO peMoOHTy), 6e3KOLTOBHO Ans
BNacHWKa iHBepTopHoro o6nagHaHHa PATON:

-npoTtaroM 1 poky 3 aaTm npuAGaHHA KNiEHTOM o6naaHaHHA, oNnaTMTK AocTaBKy o6nagHaHHA B CepBiCHUIA LEHTP | Ha3a4 KNieHTy,

BUKOPMCTOBYHOUM NOCNYIM KOMNaHii «<HoBa nowutax;

-NPOBECTU AiarHOCTUKY Ta BUABUTU NPUYMHY HECNPABHOCTI;

-3abesneuntn HeOﬁXi,CLHVIMI/I ANnA BUKOHaHHA PEMOHTY By3/1aMu Ta efleMeHTaMu;

-npoBecTy po6oTH i3 3aMiHM eNeMeHTIB Ta BY3NiB, LU0 BUIALLAW 3 Najy;

-MPOBECTV TECTYBaHHA BiAPEMOHTOBAHOIO 061aAHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06naAHaHHA:
-3 MexaHiYHUMM NOLLIKOAXKEHHAMMU, LLIO BIJIMHYNW Ha NpauesaaTHICTb anapaTty (aedopmalis kopnycy 1 AeTtanein BHacNifAoK NagiHHA
3 BMCOTM abo NafiHHA Ha 06naAHaHHA BaXKKUX NpeAMeTiB, BUNagaHHA KHOMOK Ta po3'eMiB);
-3i cnigamMum Kopoasii, Aka cTana NPUYMHOKO HECMPABHOTO CTaHYy;
-fike BUNMLLINO 3 Naay Yepes BM/IMB CUMbHOTO 3BOJTIOXKEHHS Ha 10ro CUJTOBI 1 eNeKTPOHHI eneMeHTH;
-fAKe BUMALLNO 3 Nafly Yepes HakoMMYeHHA CTPYMONPOBIAHOIO NuAy (BYTiNbHWUIA NUM, MeTanesa CTPY>KKa Ta iH.) BcepeauHi;
-y pasi cnpo6bu caMoCTIMHOro PEMOHTY MO0 By3/iB Ta/abo 3aMiHM eNeKTPOHHUX eNIEMEHTIB.

Tako> OCHOBHi rapaHTifiHi 3060B'A3aHHA HE NOLUMPIOIOTLCA Ha 30BHILUHI eNeMeHTN o6nagHaHHA, Lo BUALINK 3 Naay, AKi nigaaoTbea
di3VUHOMY KOHTaKTy, a TakoX Ha CYNyTHI/BUTpaTHi MaTepianu, NpeTeHsii WoAo AKUX NPUIAMaloTbCA He NisHile ABOX TUXKHIB nicna
npoaaxy:

- KHOMKA YBIMKHEHHA Ta BUMKHEHHS;

- PYYKM perynoBaHHA napameTpiB 3BaproBaHHH;

-po3'eMu nigkNtoYeHHA kabenis i pykasis;

-po3'eMu ynpaBniHHSA;

-MepexeBuii kabenb i BUnKa MmepexkeBoro kabento;

- py4Ka A/1f NepeHeceHHs, peMiHb Yepes nneye, keiic, kopobka;

-TprMaui enekTposis, kiema «Macu», NanbHWUK, 3BaproBasbHi kabeni Ta pykasu.
Mpopaeeub 3anviiae 3a coboto NpaBoO BiAMOBUTU Y HafaHHI rapaHTIMHOrO PEMOHTY, abo BCTAHOBUTU [ATOIO MOYaTKy BUKOHAHHA
rapaHTiliHMX 3060B'A3aHb MicAL | Pik BUNYCKy anapaTy (BCTaHOB/IOOTLCA 3a CEPIHUM HOMEPOM):

-y pasi BTpaT macrnopta BfacHUKOM;

-y pasi BiAcyTHOCTi KopekTHoro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTa NpoAasLEeM Mif vYac Npoaaxy anapary.

FapaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMiH rapaHTiMHOro 06CNyroByBaHHA anapary y CepBiCHOMY LieHTPi.
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ENGLISH

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

-injury of maintenance personnel or third persons;

-damage of the machine or property of the enterprise;

-derangement of efficient working process.

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

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

-electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

Itis 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 a DIN 9-10 filter). Unauthorized persons in the
operating area of the device must protect their eyes with special goggles or use non-flammable,
radiation-absorbing screens.

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

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

#)

o[>

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 machine delivery setincludes:

Operating manual

Welding cable with an ABICOR BINZEL

electrode holder*
Rollers for solid and

aluminum wire **

Welding cable with ABICOR BINZEL Welding arc power source with
ground terminal*** wire feeder

Carryingstrap

Quick-release pneumatic

Semi-automatic torch ABICOR BINZEL* connector

*Except ‘WA’ or ‘WAM’ indexed models
** For ProMIG-250-15-4/270-15-4/350-15-4
*** Except ‘WA’ indexed models

CONTROLS AND INDICATION

ProMIG-270/350-400V ProMIG-160/200/250
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ProMIG-270/350-400V ProMIG-160/200/250

1- Welding current source display;
2- MODE button to select the welding method:
-manual metal arc welding (MMA);
-tungsten-arc inert-gas welding (TIG);
-metal-arc inert-gas welding/metal active gas welding (MIG/MAG);

3- Power source control knob for selecting functions/parameters of the current welding method and setting their values. Turn the knob
to select functions/parameters, and press it to set the value of the selected function/parameter. Values are set by turning the
control knob. Press the control knob again to return to the function/parameter selection menu;

4- PROG button on the power source to select 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 to check the shield gas supply. Press it — the gas path valve will open (the wire will not be fed). Press again to close
the valve, or wait for 15 seconds - it will close automatically;

6- VOLTAGE button to setup the welding voltage on the wire feed unit;

7- The wire feed unit display;

8- The regulator knob on the wire feed unit to select the functions (parameters) of the current welding method and set their values;

9- PROG button on the wire feed unit to select the welding program (a set of previously set parameters by the user). Additional function
in MIG/MAG method: press and hold for more than 1 second to adjust the inductance level);

10- WIREINSTALL button. Press and hold to feed the wire into the welding sleeve and torch. No gas is supplied when feeding the wire;

11- EURO type KZ-2 connector for connecting a semi-automatic torch;

A -Welding amperage socket “+”:

-MIG/MAG welding with solid wire — plug the power jumper (12);

-MIG/MAG welding with self-shielding flux cored wire (FCAW-S) - plug the ‘ground’ cable;

-TIG welding - plug only the ‘ground’ cable;

-MMA welding - plug the electrode holder cable (when using special electrodes, plug the ‘ground’ cable);

B - Welding amperage socket “-”:

-MIG/MAG welding with solid wire — plug the ‘ground’ cable;

-MIG/MAG welding with self-shielding flux cored wire (FCAW-S) — plug the power jumper (12);

-TIG welding - plug only the argon-arc torch cable;

-MMA welding - plug the ‘ground’ cable (when using special electrodes, plug the electrode holder cable);

12- Power jumper of the welding amperage to the wire feed unit;

13- Wire feeder unit fuse;

14- Gas heater fuse;

15- Grounding cable bolted terminal;

16- 36V gas heater socket;

17- Connector for the control cable from the wire feeder;

18- Power supply cable;

19- Shield gas supply fitting;

20- The wire spool cover;

21- Wire spool holder with spring-loaded braking device;

22- On/Off power breaker/switch.
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MACHINE INDICATION

MIG/MAG

MIG/MAG-ZT

Prog.H=1]f
eged =

Feeds

Power source display Wire feeder display

TIG

Froa.H: 1 [P

—{4]

Farameters: o
time amFer-down: H,Z2s

time rFost-gas: 4, 8= 1- The welding method;
2- The program number;
Power source displa 3- The function / parameter name;
MMA 4~ The selected function / parameter value;

5- The next 2 parameters in the menu.

(1] (CEE

Hg —4]

Paramehezs:gﬁ . =
Fower Ho art: %
time Hot Start: d,3=

Power source display

START-UP

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

INSTALLATION REQUIREMENTS

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

POWER CONNECTION

The PATON ProMIG welding machine is rated for:
-Mains voltage 220/230 V (-27% +18%) - for ProMIG-160/200/250 models;
-Three-phase mains voltage 3x380/400 V (ProMIG-270/350 models).
Safety regulations require the grounding of the machine body when working with welding equipment. There are two options:
-use the fourth yellow-green wire in the mains cable (international marking standard);
-use a bolted terminal on the rear panel of the machine.
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CAUTION! When the unit is connected to a mains voltage higher than 270 V (for ProMIG-160/200/250) or 450 V (for ProMIG-
270/350), all manufacturer's warranty obligations become invalid! The manufacturer's warranty obligations also become invalid
in case of an erroneous plug of the mains phase 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.

Use a four-wire cable that complies with the IEC 60445 standard to plug PATON

welding machines to a 3-phase power supply: L2
-Brown wire -phase L1;
-Black wire - phaseL2;
-Blue wire - phasel3;

-Yellow-green wire - ground.

L1

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’!

£

CAUTION! Power switch (22) on the ProMIG-160/200/250 machine does not de- -
energize the internal electronic parts, when the machine is switched off. Therefore, disconnect the plug from the mains after
completion of welding according to the safety rules.

POWERING BY A GENERATOR

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

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

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

SELECTING AND SETTING THE MACHINE FUNCTIONS

The (3) and (8) knobs — 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.

The PROG buttons (4) and (9) select the welding program (a set of parameters previously defined by the user). Extra function in MIG/MAG
method: press and hold the PROG button or more than 1 second to adjust the inductance level).

SETTING THE MACHINE MENU LANGUAGE

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

LOCKING/UNLOCKING THE MACHINE MENU

When the settings menu is locked, a closed lock image is displayed on the power source display (1): u , the device displays the value
of the main parameter of the current welding method:

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

-in the TIG method - the welding amperage;
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-in the MMA method - the welding amperage.

Ifthe machine menuis locked, the control knobs (3) and (8) changes the value of only the main parameter of the current operating mode.
Press and hold the control knob for more than 6 seconds TO UNLOCK THE MENU. When unlocking, an opening lock is animated. After
successful unlocking, additional 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 OPERATING MODE

Press the MODE button (1) to switch to the next welding method in a circle.

RESETALL FUNCTIONS OF THE CURRENT WELDING METHOD

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

CHANGING THE WELDING PROGRAM

In every one of the MMA, TIG, or MIG/MAG welding methods, you may store and select up to 16 different settings of a welding. The
current setting (program) number is displayed in the upper right of the screen. When the machine is first turned on, program #‘1° is
applied for every welding method.

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

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

WELDING METHODS PARAMETERS

MMA electrode MMA/TIG . A Cross-section of every Max. wire
A MIG/MAG wire diameter, mm A g >
diameter, mm amperage, A mains core wire, mm length, m
1x220V - ProMIG-160, ProMIG-200, ProMIG-250

1 75
1.5 115
2 155

a2 up to 80 up to @0.6
2.5 195
310
6 465
1.5 75
2 105
23 up to 120 up to @0.8 25 130
205
6 310
2 75
25 95

a4 up to 160
155
up to @1.0 6 230
2.5 75
@5 up to 200 4 125
6 185
2.5 60
25 up to 250 up to @1.24 4 100
@6 (fusible) P pto@t.

6 150

4 up to @1.0 mm for pulse current welding with steel and stainless wire
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MMA electrode MMA/TIG MIG/MAG wire Cross-section of every mains Max. wire
diameter, mm amperage, A diameter, mm core wire, mm? length, m
3 x380/400V - ProMIG-270, ProMIG-350
1.5 135
2 175
a3 upto 120 upto@0.8 25 220
4 350
6 525
2 130
2.5 160
a4 up to 160
4 260
upto@1.0 6 385
2.5 115
a5 up to 220 4 180
6 270
2.5 85
@6 fusible up to 270 upto@1.2 4 135
6 205
2.5 65
76 up to 350 upto@1.4 4 100
6 150
Recommended welding cables length for MMA:
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 KG 1x35

MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS WELDING/METAL
ACTIVE GAS WELDING (MIG/MAG)
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING
using the 35-50 valve-type TIG torch

ARGON-ARC
TORCH

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

ARGON-ARC
TORCH

GROUNDING CLAMP

oo

—._‘;———-* WORKPIECE

GROUNDING CLAMP

PATON ProMIG DC MMA/TIG/MIG/MAG -24-



FPATON

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

Rated mains voltage 50/60 Hz, V 220/230 3x380/3x400

2:::,":"5“"1““ from the mains 18...21 23..27 29,5...35 12..14 16..18,5

Rated welding amperage, A 160 200 250 270 350

Maximum operating amperage, A 215 270 335 350 450

70% at 160 A 70% at 200 A 60% at 250 A 70% at270 A 70% at 350 A

Duty cycle 100% at 100% at 100% at 100% at 100% at
134 A 167 A 193 A 225A 290 A

Mains voltage range, V 160 ... 260 160 ... 260 160 ... 260 +15% +15%

xveldi"g amperage regulation range, 8...160 10....200 12...250 12..270 14...350

Welding voltage regulation range, V 12...24 12...26 12...28 12...29 12...30

Wire feed regulation range, m/min 2,0...16

MMA electrode diameter, mm 1,6...4,0 1,6...5,0 1,6...6,0 1,6...6,0 1,6...6,0

Welding wire diameter range, mm 0,6...1,0 0,6...1,0 0,6...1,2% 0,6...1,2 0,6...1,4

Wire feeder unit type 15-2 - 2-rollers, 15-4 - 4-rollers

Max. wire coil weight, kg 15

Pulse welding modes, Hz MMA: 0,2...500 - adjustable; TIG: 0,2...500 — adjustable; MIG/MAG: synergistic

MMA ‘Hot-Start’ Adjustable

MMA ‘Arc-Force’ Adjustable

MMA ‘Anti-Stick’ Automatic

MMA voltage reduction unit on/ off

MMA no-load voltage, V 12/75

Arc striking voltage, V 110

Rated power consumption, kVA 4,1...4,7 5,1...6,1 6,6..7,8 8,0...9,4 10,7...12,3

Maximum power consumption, kVA 5,9 7,5 9,5 11,4 15,3

Power efficiency, % 90

Cooling system type Air-type, adaptive

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

Box dimensions, mm 360 x 260 x 360 x 260 x 360 x 260 x 540 x 360 x 540 x 360 x

(length, width, height) 270 270 270 400 400

:if::;::;h:ttgwire and 13,1 13,2 14,0(16,8) 22,5(25,3) 24,4

Ingress Protection rating IP33

50,6...1,0 for the pulse current welding with steel and stainless wire
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THE MACHINE FUNCTIONS LIST
MIG/MAG welding method

0) [t.Pr]time pre-gas (= 0.1 s by default) — pre-purge duration of the welding zone with shield gas;
a) 0.1...25.0 s (adjustment step 0.1 s);
1) [t.uP] amperagerisetime (= 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...24,0 V (unitincrement 0,1 V) for ProMIG-160;

b) 12.0...26,0 V (unitincrement 0,1 V) for ProMIG-200;
c) 12.0...28,0 V (unitincrement 0,1 V) for ProMIG-250;
d) 12.0...29,0 V (unitincrement 0,1 V) for ProMIG-270-400V;
e) 12.0... 32,0 V (unitincrement 0,1 V) for ProMIG-350-400V;

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);
4) [t.dn] amper.falltime (= 0.1 s by default) - the duration of welding parameters fall down: the welding voltage and the
wire feed speed;
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.PO] time post-gas (= 1.5 s by default) - post-purge duration of the welding zone with shield gas;
a) 0.5...25.0 s (adjustment step 0.1 s);
6) [but]torch button mode (= [2T] by default) — select the welding process control mode using the torch button;
a) [2T] - 2-stroke torch button mode MIG/MAG-2T;
b) [4T] - 4-stroke torch button mode MIG/MAG-4T;
7) [Ind] inductance level (= 0 by default) - set the welding amperage rise rate when the wire short-circuits with the product, and the
droplet breaks off;
a) -5...0... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default) — the wire will feed at a minimum speed until the arc is struck;
a) ON -enabled;
b) OFF - disabled;
9) [Po.P] pulse mode (= OFF by default) - pulse voltage welding mode;
a) ON -enabled;
b) OFF - disabled;
MIG/MAG pulse mode parameters (use the pulse welding WITH SHIELDING GAS ONLY!!!):

10) [tYP] wire material (= Fe by default) — set the type of welding wire material;
a) Fe - 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) ALSi - aluminum-silicon alloy wire of ER4043 type (use 100% Ar shield gas® only);
d) AL.Mg - aluminum-magnesium alloy wire of ER5356 type (use 100% Ar shield gas® only);
11) [dia] wire diameter (default= 0.8 mm) - set the diameter of the welding wire;
a) 0.6...0.8 mm for ProMIG-160 steel and stainless wire;
.1.0 mm for ProMIG-200/250 steel and stainless wire;
.1.2 mm for ProMIG-270/350-400V steel and stainless wire;
d) 0.8...1.2 mm for aluminum wire;
12) [Adu] voltage adjust. (default= 0.0 V) —the first main parameter of the MIG/MAG pulse welding. The resulting welding voltage is also
displayed, itis affected by voltage adjust., wire feed speed, wire material, and wire diameter;
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length enlarges with the parameter value.

TIG welding method

0) [Pr.A]start amperage (default= 20 A ) —initial welding amperage in TIG-LIFT-4T mode (pilot arc);
a) 8...50 A (unitincrement 1 A) for ProMIG -160;
b) 10 ... 50 A (unitincrement 1 A) for ProMIG -200;
c) 12 ...50 A (unitincrement 1 A) for ProMIG -250;
d) 12 ...50 A (unitincrement 1 A) for ProMIG -270-400V;
e) 14 ...50 A (unitincrement 1 A) for ProMIG -350-400V;
1) [t.uP]amperage rise time (= 0.2 s by default) - welding amperage rise time;
a) 0...15.0 s (adjustment step 0.1 s);

% shield gas consumption rate: 7l/min or more for low current, and from 14 U/min for 150-200 A current

PATON ProMIG DC MMA/TIG/MIG/MAG -26-



FPATON

2) [-A-]welding amperage (= 100 A by default) — the main parameter of DC TIG welding;
a) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12...250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
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);
4) [Po.A]final amperage (= 20 A by default) - final welding amperage in TIG-LIFT-4T mode;
a) 8 ...50 A (adjustment step 1 A) for ProMIG-160;
b) 10 ... 50 A (adjustment step 1 A) for ProMIG-200;
c) 12 ... 50 A (adjustment step 1 A) for ProMIG-250;
d) 12 ... 50 A (adjustment step 1 A) for ProMIG-270-400V;
e) 14 ... 50 A (adjustment step 1 A) for ProMIG-350-400V;
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) a) [LIFT] - contact striking no button mode TIG-LIFT (for valve-type torch);
b) b) [LIFT2T] - contact striking 2-stroke button mode TIG-LIFT-2T;
c) 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) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12 ...250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
9) [_A_]pause amperage (= 25 A by default) — between pulses amperage (low amperage);
a) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12...250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
10) [Fr.P] frequency pulse (= 10.0 Hz by default) — welding amperage pulses frequency;
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
11) [dut] impulse/pause duty (= 50% by default) —the percentage of the base amperage pulses duration to their period;
a) 4 ...80% (change step 2%).

MMA welding method

0) [-A-]amperage (= 80 A by default) — the main parameter of DC MMA welding;
a) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12...250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
1) [H.St] power Hot Start (= 50% by default) — amperage increase during 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 increasing during the Arc Force function operating;
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF]threshold Arc Force (= 12V by default) — the threshold arc voltage to activate the Arc Force function;
a) 9...18V (unitincrement 1V);
5) [BAH] volt-amp characteristic (= 1.4 V/A by default) — adjust the voltage-amper characteristic slope of the device for convenient
welding with electrodes of different types;
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A]short arc mode (= OFF by default) - welding arc length limitation operating mode;
a) 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;

-27- PATON ProMIG DC MMA/TIG/MIG/MAG



FPATON

8) [Po.P]pulse mode (= OFF by default) — activation of the pulsed amperage welding mode;
a) a) ON -enabled;
b) b) OFF - disabled;
MMA pulse mode parameters:
9) [-A-]base amperage (= 80 A by default) - main pulsed MMA welding parameter — the pulse amperage (upper amperage);
a) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12 ...250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
10) [I.PS] pause amperage (= 25 A by default) - between pulses amperage (low amperage);
a) 8...160 A (unitincrement 1 A) for ProMIG-160;
b) 10 ... 200 A (unitincrement 1 A) for ProMIG-200;
c) 12 ... 250 A (unitincrement 1 A) for ProMIG-250;
d) 12...270 A (unitincrement 1 A) for ProMIG-270-400V;
e) 14 ... 350 A (unitincrement 1 A) for ProMIG-350-400V;
11) [Fr.P] frequency pulse (= 5.0 Hz by default) - 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%).

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



FPATON

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
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:

Unit model Warranty period
ProMIG-160

ProMIG-200 S5years
ProMIG-250

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

3years

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

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

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

-on and off switch;

-knobs for adjusting welding parameters;

-connectors for connecting cables and sleeves;

-control connectors;

-mains cable and mains cable plug;

-carrying handle, shoulder strap, case, box;

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

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

-if the owner loses the warranty card;

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

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

Contact you dialer or seller for information about the nearest service center.
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INFORMATION ON USED EQUIPMENT DISPOSAL

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

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