





EU DECLARATION OF CONFORMITY
Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

PATON™ ProMIG-500-15-4-400V W MAXwire;
PATON™ ProMIG-630-15-4-400V W MAXwire

Product designation:

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

Directives:
Safety of machinery - Electrical
equipment of machines -

EN IEC 60204-1:2018

Arc welding equipment - Part 1: Welding
power sources

Arc welding equipment - Part 10:

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

EN IEC 60974-10:2014/A1:2015

Electromagnetic compatibility (EMC)

. EN IEC 60974-10:2021/A1:2021
requirements

Signed on behalf of:

PATON International LLC
Place and Date: e

Signature
Name, Function:

Chief Technical OfTICE

PATON International LLC
Novopyrohivska 66, 03045 Kyiv
Tel: +380 800 500 600

E-Mail: office@paton.ua
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MHTO

3BaptoBanbHUII anapaT BUroTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3neku. MpoTe y pasi HenpaBWAbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

- TpaBMyBaHHA 06CNyroByto4oro nepcoHany abo TpeTboi ocobu;

- 3anoAifAHHA LWKoAM caMoMy anapaty abo MaTtepianbHUM LiHHOCTAM MiANPUEMCTBA;

- nopyLUeHHsA epeKTMBHOro po6o4oro npotecy.

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

- NPOWTW BiANOBIAHY aTecTaLio;

- BOMOAITU 3HAaHHAMM 3i 3BapOBaHHA;

- TOYHO AOTPUMYyBATUCA LLiET IHCTPYKLi.
HecnpaBHocTi, Aki MOXYTb 3HN3UTK 6e3neKy, NOBUHHI 6yTU TEPMIHOBO YCYHEHi.

MPABWUNIA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOTIO | 3BAPIOBAJIbHOIO CTPYMY
- YpakeHHsA efIeKTPUYHMUM CTPYMOM MOXKe ByTU CMepTeNnbHUM;
- 3BaptoBanbHUI Kabenb NOBUHEH BYTU MiLLHUM, HEYLLKOAXKEHWUM Ta i30n1boBaHUM. OcnabneHi
3’egHaHHA | NowKoAKeHNN kabenb NOTPiIGHO HeramHo 3aMiHNTL. MepexkeBi kabeni 1 kabeni
3BaproBanbHOro anapaTty NOBUHHI CUCTEMATMYHO NepeBipATUCA dpaxiBLeM enekTPUKoOM Ha
cnpaBHicTb i3onauii;
- nig Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATU 30BHILLIHIN KOXXYX anaparty.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPOIOTLCA Mifg 4ac poboTn, MOXyTb 06MekTu LWKipy abo BUKIMKaTK NONYyM's, TOMY 3aBXAN Cif,
HOCUTW 3axXMCHY Macky 3 ToHoBaHWM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, LLL0 3HaX0AATbCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMHaTb BUMPOMIHIOBaHHS.

HEBE3NEKA LWKIATMBUX FA3IB | BUMAPIB
- YTBOPEHi ANM Ta LWKIANUBI ra3u BUAANUTK 3 po6040i 30HU creujianbHUMK 3acobamu;
- 3a6e3neunTn 4OCTaTHIN NPUTOK CBIXOro NOBITPSA;
- BUMapu PO34YMHHMKIB He MOBWHHI MOTPaNAATU B 30HY BUNPOMiHIOBaHHA 3BaproBasibHOI Ayru.

-
©

HEBE3MNEKA MAFHITHOro nona

MarHiTHi nons, cTBopeHi CUNbHWUM 3BaptoBasibHUM CTPYMOM, MOXXYTb YUHWUTU HEraTUBHWUIA BIZINB Ha
npauesfaTHiCTb YyTAUBUX enekTponpunagis (Hanpuknag, kapgioctumynaTtopis). Ocobu, Aki MatoTb
Taki npunagu, MNOBWHHI MopaauvTUcA 3 nikapeM, nepll Hixk Habnuxkatnca fo po6oyoro
3BaploBasibHOro MaraaHumnka.

HEBESMNEKA BU/IbOTY ICKOP
- 3aMUCTi NpeaMeTN BUAanuTn 3 poboyoi 30Hu;
- He gonyckaloTbCA 3BaptoBasibHi po60TU Ha EMHOCTAX, Y AKMX 36epiratoTbea abo 36epiranucsa
rasu, naneHe, HadToNpoAykTU. MoxxnmBa Hebeaneka BUOYXy 3anULLKIB LIMX MPOAYKTIB;
-y NOXEeX0- Ta BUbyxoHe6e3neuHUX NpUMILLLEeHHAX 4O0TPUMyBaTUCA 0COBIMBUX NPaBUA,
BiANOBIAHO A0 HALiOHANbHUX Ta MIXKHAPOAHUX HOPM.

OCOBWUCTE 3AXUCHE OCHALLEHHA

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:
- HOCUTHM MilHE B3YyTTA, L0 36epirae i3ontoto4i BNacTMBOCTI, B TOMY UMCi 'Y BONOTUX yMOBaX;
- 3aXMLLATV PYKM i30/1H0H0UNMU PyKaBUYKaMU;
- 04i 3aXMLLATN 3aXMCHOK Mackoto 3 GiNnbTPOM NPOTU yNbTPadioNeToBOro BUNPOMiHIOBaHHS,
AKWI BigNoBigae cTaHAapTaM TexHikn 6eaneku;
- BUKOPWCTOBYBATM TiNbKW BiANOBIAHWUI (Ba>KKO3aMMUCTUIA O4AT).

#)
=ale

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBarbHa fyra, Aika BUHWKAE Mif Yac 3BaptoBaHHs, MOXe CTBOPIOBATU 3ByKW piBHA BuLLEe 85 ab
NpOTAroM 8 roAuH po6o4oro Yacy. 3BaproBanbHUKK, LLLO NPaLOOTb 3 AaHUM 06nagHaHHAM, nig yac
po60TN MatOTb HOCWUTU 3aCO6W 3aXUCTY OPraHiB Cyxy.

PATON ProMIG W MAXwire
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FPATON

PO3IMNAKYBAHHA

[lo KoMnNeKTy 3BaptoBanbLHOro anapaTy BXOAATb:

CTncnnin nocibHMK
KopucTyBaya

3BaptoBanbHUit kabenb 3 KNEMOK
«Maca» ABICOR BINZEL

LUBNAKO3HIMHNI
NHEBMOPO3’EM

AETEEITITIITIIN Y

|

AR

[>kepeno >XMBNeHHA 3BaptoBanbHOI
Ayrv 3 6n1oKoM nogadi ApoTy

YMNPABJIIHHA TA IHOUKALIA

1-[Aucnnen gxepena cTpymy;
2-KHonka Bubopy pexxmmy 3saptoBaHHAa MODE:
- pyYHe Ayroee 3BaproBaHHA LWITY4HUM enekTpogom (MMA);
- aproHoayrose 3BaptoBaHHs (TIG);
- HaniBaBTOMaTUYHe 3BaploBaHHA B 3aXMCcHUX razax (MIG/MAG);
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MHTO

3-Pyuyka perynatopa Ha gxepeni cTpyMy ana subopy ¢yHKUin/MapaMeTpiB MOTOYHOIO PeXXMMy 3BaptoBaHHA Ta BCTAHOBMEHHA iX
3HaueHHA. O6epiTb GyHKLiIO NOBOPOTOM perynatopa. HaTUCHITb Ha pyyky AnA nepexohy A0 BCTaHOB/IEHHA 3Ha4YeHHA BUOpaHoro
napameTpa. BcTaHOBiTb 3Ha4eHHA MapaMeTpa MOBOPOTaMWU pyuyku perynatopa. HaTUCHiTL Ha pyuky perynaTtopa lie pas ans
rnoBepHEeHHA A0 MeHI B16opy PpyHKLUilN/mapameTpis;

4-KHonka Bubopy nporpamu 3BaptoBaHHA PROG (Habip paHille HanaliToBaHUX KOpPUCTyBayeM napameTpis)/godaTkoBa ¢OyHKLiA:
HaTucHiTb i TpuMaliite kHonky 6inbLue 1 cekyHAW ANA HanalTyBaHHA PiBHA iIHAYKTUBHOCTI;

5-KHonka nepeBipku nogadi 3axmucHoro rady TEST GAS (npu HaTUCKaHHI APiT He NoAaeTbeA);

6-KHonka VOLTAGE anAa HanaluTyBaHHA 3BaptoBanibHOI Hanpyrn Ha 6noui nogayi 4poTy;

7-Ouvcnnert 6noky nogavi 4poTy;

8-Pyuka perynatopa ansa su6opy GyHKLi (napameTpiB) NOTOUHOTO PEXXMMY 3BapiOBaHHA Ta BCTAHOB/IEHHSA iX 3HaYeHHA Ta 6noui noaadi
ApOoTy;

9-KHonka BWGOpYy nporpamMu 3BaptoBaHHA (Habip paHiwe HanawToBaHWX KOpMCTyBayeM napameTpiB) Ha 6noui nogadi apoty
/fopatkoBa GpyHKUiA: HATUCHITb | TPMMaTe KHOMKyY Ginblue 1 cekyHAM AN HanalTyBaHHA PiBHA NapameTpy «iHAYKTUBHICTb»;

10- KHonka WIRE INSTALL 3anpaBneHHA ApOTy A0 NanbHWKa (Npy HaTUCKaHHI ra3 He N0AAaeTbCA);

11- Pos'em KZ-2 Tuny "€BPO" gna nig’eaHaHHA HaniBaBTOMaTUYHOMO NanbHUKa abo aproHoAyroBoro nanbHMKa KHOMKOBOrO TUMY;

A —THi300 CMNOBOTO CTPYMY «»:

- npu MIG/MAG 3BaptoBaHHi CyLinbHUM A4POTOM NiAKNOYAETLCA CUNOBUIA Kabenb MexaHi3My nogavi 4poTy;

- npu MIG/MAG 3BaptoBaHHi $ILOCOBUM APOTOM NiAKNHOYAETbCA Kabenb «Maca»;

- npu TIG 3BaptoBaHHi Nigknto4YaeTbca Tinbkn kabenb «<Maca»;

- npv MMA 3BaptoBaHHi nigknrovaeTbea kabenb enekTpoaa (B OKpeMmUx BUNagKkax npy BUKOPUCTaHHI cneuianbHUX eNeKkTpoais
nigkntovaeTbeA kabenb «Maca»);

B —THi340 CMNOBOro CTPyMY «=»:

- npu MIG/MAG 3BaptoBaHHi CyLinbHUM ApOTOM NigkntoyaeTbca kabenb «Mmaca»;

- npu MIG/MAG 3BaptoBaHHi GHOCOBMM APOTOM NiAKNOYAETbCA Kabenb MexaHi3aMy nogadi 4poTy;

- npu TIG 3BaptoBaHHI NiAKNHOYAETLCA TiNbKN Kabenb aproHo-AyroBoro nanbHUKa;

- npv MMA 3BaptoBaHHi nigkntoyaeTbca kabenb «<Maca» (B OKpeMUX BUNaaKax Npyu BUKOPUCTaHHI crieLianbHUX enekTpoais
nigkntovaeTbeA kabenb enekTpoaa);

12- ABTOMaT-3ano6iXXHUK XXMBNEHHA A)Xepena 3BaptoBasibHOro CTpyMy;

13- 3anobixxHWK 610Ky Nogadi ApoTy;

14- 3anobixHuK nigirpisaya rasy;

15- Micue niaknoyeHHs Kabento 3a3eMeHHs;

16- PoseTka ana nigirpisava rasy 36 V;

17- Po3'eMu nogadvi curHanie Big MexaHi3My nogadi ApoTy A0 AxXepena CTpymy;

18- Kabenb XMBNEHHS;

19- LUTyuep nogayi 3axMcHOro rasy;

20- 3axucHuit 6oKC ANA KOTYLLKW 3i 3BaptoBanbHUM APOTOM;

21- [ofAaTkoBi po3’eMu «+» ANA NiAKNIOYEHHA CUN0BOI NEPEMUYKN MiX AXKepenoM cTpyMy i 610KoM nogadi ApoTy.

22~ Po3’eM x0n104HOI piaAnHM Big 610Ky OXONOAXKEHHA A0 NanbHUKa;

23- Po3’eM rapa4oi pianHu Big nanbHWKa [0 610Ky OXONOAXKEHHS;

24~ TpuMay KOTYLLKM 3BaploBasibHOro APOTY 3 MPY>XUHHUM MeXaHi3MOM ranbMyBaHHS;

25- OTBip 3anpaBku 3BapoBanbHOr0 A4POTY;

26- [MepemMurkay TMNy OXONOAXKEHHSA NanbHMKa:

- «LIQUID» — gna po60T¥ 3 NanbHWKOM PiANHHOTO OXONOAXKEHHS;
YBATA! Anapat 3a6n10Kye KHOMNKY nanbHUKa, AKLLO NepemMukay CToiTb y
nonoxeHHi «<LIQUID», a piavHa B KOHTYpi OXONOAXKEHHA BiACYTHA;

- «AIR» - 4ns po60TK 3 NaNbHUKOM MOBITPAHOIO OXONOAXKEHHS;

27- MexaHi3M nogadvi 3saproBanbHOro ApoTy;

28— Kpwuiuka 610Ky nogadi 3 3aCyBKOH;

29- 3axucHa KpuLLKa KOTYLLKW APOTY;

30- Po3’eM XUBNEHHA 610Ky OXONOAXKEHHSA.
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FPATON

IHANKALLIA POBOTU ATTAPATA

MIG/MAG

2] | O

MIG MAG-ZT NFor.He 1 g
{HanF49Ira =earFHEdaHH?A.

[Aucnnei gxepena cmpymy Aucnnel 610Ky nogayi apomy

NaFaMeTFH: ik
KHOMKa naieHuka: LIFT

iMNYAECcHWIA Fewid:  OFF -n . .
- OTOYHUN PEXXNM 3BapOBaHHA;

2- Homep noTo4yHoi nporpamu;

3- HasBa ¢pyHkuUii / napameTpa;

MMA 4- 3HaueHHA GyHKLUiT / napameTpa;

5- lMepenik Ta BCTAHOBNEHI 3HAYEHHA 2-X HACTYMHUX
napameTpis B MEHHO.

Aucnnelii gxepena cmpymy

NaFaMeTFH: b
cHna Nar. CTarTa:  SHx
qac Mar. CTarTy: B, 3C

[Aucnnei gxepena cmpymy

BBEOAEHHA B EKCTJ/TYATALLIIO

3BaptoBanbHUIl anapaTt NPU3HaYeHWi BUKIIOYHO: ANA HaniBaBTOMaTUYHOrO 3BaplOBAHHA B CEPEOBWLLI 3aXVMCHUX rasis, AnA
aproHoAyroBoro 3BaploBaHHA, a TakoxX ANA PyYHOro AyroBOro 3BaploBaHHA LUTYYHUM eNekTPoAOM. IHLle BUKOPUCTaHHA anapaTty He
BiANOBifa€e MoOro npuaHavyeHHo. BUpobHUK He Hece BiAMOBIAANbHOCTI 3a MOLUKOAXEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a
npu3HayeHHAM. BukopucTaHHs BignNoBiAHO A0 NPU3HaYEHHSA, Mae Ha yBa3i 4OTPMMaHHA BKa3iBOK LibOro nocibHuka 3 ekcnayaTtaduji.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3milyBaT anapaT Tak, LWob 3abe3nedyBaBca 6e3nepeLlKoaHWI BXif, | BUXif 0XOM0AXKYHUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha MepeaHin i 3aaHi naHensax. CniakynTe 3a TUM, Wo6 MeTaneBUn NuA (Hanpuknag, nig vyac HaxaayvHoro wnipysaHHA) HE
3aCMOKTyBanacs B anapat BEHTUIATOPOM OXOMOAXKEHHS.
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FPATON

TEXHIYHI XAPAKTEPUCTUKU PEXKUMIB 3BAPFOBAHHA

AiameTp enektpoais Ctpym gna AiameTp 3BaploBanibHOro Mnowa nepepisy xun Ma';c':;?):(:ua
ana MMA, mm MMAITIG, A Aapoty MIG/MAG, MM NPOBOAIB XXNBNEHHA, MM x(uspneusa, "

1,5 135
2 175
23 no 120 o 30,8 2,5 220
350
6 525
2 130
2,5 160

a4 [0 160
4 260
no 1,0 6 385
2,5 115
25 no 220 4 180
6 270
2,5 85
(nermﬁiaski) no 270 no 91,2 4 135
6 205
2,5 65
76 no 350 no 91,4 4 100
6 150
4 80
6 (Tyronnaski) [0 400 6 120
10 195

no 1,6
4 55
28 (nerkonnaeki) £0 500 6 85
10 140
4 40
8 0630 no 22,0 6 65
10 105
MNigK1I04YEHHA )KUBJ/IEHHA

3BaptoBanbHuit anapat PATON ProMIG W MAXwire po3paxoBaHWil Ha >XMBMEHHA Tpuda3HUM CTpyMOM 3 Hanpyroto 3x380 B abo
3x400 B. lMpaBuna TexHiku 6e3neku nig Yac npoeeaeHHA pobiT 3i 3BaptoBanbHUM obnagHaHHAM BUMaraltTb 3a3eMeHHA Kopnycy
anaparty. [lna uporo nepenbaveHo ABa BapiaHTU:
- BUKOPVCTaHHA YETBEPTOro A POTY XKOBTO-3€/1€HOr0 KO/Ibopy Y Kabeni XMBNEHHA (MiXKHapOAHWI CTaHAapT MapKyBaHHA);
- BUKOpUCTaHHA 60NTOBOT KNeMU Ha 3aAHi NnaHeni anaparty (cTaHaapT
3a3eM/IeHHA, AKUA BUKOPUCTOBYBaBCA B KpaiHax CHA).
AnAa nigkntoyeHHA 3BaptoBanbHuUx anapaTtis PATON go 3-¢pas3Hoi Mepexi >XMBNeHHA
BMKOPUCTOBYWTE Kabenb 3 YoTMpMa NpoBoAamu, Lo Bignosigae ctaHaapTy |IEC 60445:

L2

- KopuuHesuit nposia
- YopHui nposia
- CuHiv nposig

- KoBTO-3eneHunl NpoBia

—d¢dazall;
—¢dazal2;
—¢aszal3;
—3a3eM/IEeHHA.

L1

MPUMITKA: nns 3-dasoBoro >xwueneHHsa anapatie PATON He BWKOPWCTOBYETbCA |
«HYNb», @ TiNbKN Tpu $pa3n. )KoBTO-3eneHU NPOBiA — TO CaMe 3a3eM/IeHHS, a He «HyMb»! -

YBATA! Tpw nigkntoveHHi anapata 4o Hanpyri Mepexxi uie 450 B, Bci rapaHTiiHi 3060B'A3aHHA BUPO6HMKa BTpayatoTb cuny! A Takox
rapaHTiiiHi 3060B'A3aHHA BUPO6HMKa BTPayaloTb YNHHICTb MPU NOMUIKOBOMY NiAKNIOYEHHI pa3n Mepexi Ha 3a3eMneHHA anapaTa.
BukopucToByiTe po3'eM >XXMBMEHHA, MOMepeyYHuin nepepi3 kabeniB >XMBMEHHA, a TakoXX 3anobiXXKHWKW MepeXi >XWBMEHHSA, Lo
BiANOBIfalOTb PiIBHIO CNOXWBaHHA anapara.
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FPATON

>XUBJIEHHA BIA FEHEPATOPA
3BaptoBanbHi anapaty PATON ProMIG W MAXwire MOXyTb OTPMMYBaTU XXWBMEHHA BiA4 MOGINbHOro reHepatopa, NoTy>KHICTb AKOro
BiANOBiAA€ HACTYNHMM yMOBaM:

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

22 no 80 no 20,6 3,0
a3 no 120 no 20,8 4,5
a4 0 160 no 21,0 6,0
5 40200 no 21,0 7,7

6 nerkonnaeki no 250 no 91,2 10

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

YBATA! insa ctabinbHoi po6oTv anapatis ProMIG W MAXwire BuxigHa da3oBa Hanpyra reHepaTopa Mae He BUxoauTu 3a 160-260 B.

HANALUTYBAHHA ®YHKLIA AMTAPATA

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

-y cnocobi MIG/MAG - 3BaptoBanbHa Hanpyra/Kopekuia Hanpyry — B iMnynbCHOMY peXxnMi;

-y cnocobi TIG - 3BaptoBanbHUIA CTPYM;

-y cnoco6i MMA - 3BaptoBanibHU CTPYM.
PerynaTopwu (3) Ta (8) Ha NepeaHin NnaHeni anapaTy — OCHOBHI OpraH KepyBaHHsA, 3a iX 4ONOMOror MoXHa pobuTK HacTynHe:

- MOBOPOTaMM pyykun BUbMpainTe no kony GyHKLii Ta ix 3Ha4eHHA y NOTOYHOMY crnocobi 3BaptoBaHHA

- HaTUCHITb Ha PyYKy, LL,06 NiATBEPAWNTM BCTAHOBMEHHA 06paHOro napamMeTpy Un MOro 3HaYEHHS;

- HaTWUCHITb Ta yTPUMYyITe Ha pyuky perynatopa 6inblie 12 ¢, wob CKMHYTU 3HaUYeHHsA BCixX GYHKLIN A0 3aBOACLKMX HanalTyBaHb

NOTOYHOro cnocoby 3BaptoBaHHA.
KHonka MODE (2) Bianosigae 3a 3MiHy cnocoby 3BaptoBaHHA, NepeMmnKkaHHsA Bia6GyBaeTbCA MO KONY.
3 noyaTtkoM 3BaptoBaHHA cnocobom MIG/MAG Ha ekpaHi axepena BigobpaxkaetbcA pakTUUHe 3HaUYEeHHA 3BaplOBasbHOMO CTPYMY.
BapTo 3ayBaxnTy, LIO Ha paKTU4YHE 3HAYEHHA CTPyMy BMAMBalOTb: [iaMeTp 3BaploBa/ibHOro ApPOTY, Hampyra Ha Axepeni CTpyMmy,
LWBMAKICTb Mojadvi ApoTy Ha MexaHi3Mi nogadyi, cknag 3axXmcHOro rady, martepian i ToBLMHaA BUPOBY, WO 3BaploeTbeA Ta iH. MNicna
3aKiHYeHHA 3BaploBaHHA GakTUYHE 3HaYEHHA 3BaploBaibHOro CTPYMy Biflo6paXkaeTbCA Ha ekpaHi NPOTAroM 8 cekyHz, A8 MOX/IMBOCTI
KOHTPO/IIO CTPYMY 3BapoBasibHUKOM.

BCTAHOBJ/IEHHA MOBU MEHIO ATTAPATA

HaTucHiTtb Ta yTpumyiite kHonky MODE i yBiMKHiTL anapar, o6 BCTaHOBUTU/3MiHM MOBY MeHto. O6epiTb Ha ekpaHi HeobXxigHy MoBy
noeepTalroumM pyuky perynatopa 3, Ta HaTUCHITb Ha py4Ky, W06 NigTBEepAMTM CBill BMGIp. AnapaT NpoAoBXuTb poboTy 3 iHTepdericom
o6paHoIo MOBOIO.

PO3b6/10KYBAHHA/B/IOKYBAHHA MEHIO ATTAPATA

Akwio MeHto anapaTta 3abnokoBaHe, TO py4ku perynatopis (3) Ta (8) 3MiHIOIOTb 3HAYEHHSA TifIbKWU OCHOBHWX NapaMeTpiB BCTaHOBNEHOTO
cnocoby 3BaptoBaHHA. HaTWCHiTb Ta yTpuMmyiTe pyuky perynatopa 6inbwe 6 cekyHg A/1IA PO3B/IOKYBAHHA MEHIO. MMpu
po36noKyBaHHi Ha ekpaH BUBOAUTLCA 306paXkeHHA 3amMKa, AKUI BigkpuBaeTbea. lNicna ycnilwHoro po36nokyBaHHA A0AaTKOBI GYHKLT
cnocoby 3BaptoBaHHA Ta iX 3Ha4YeHHA AOCTYNHI ANA 3MiHW.

ANA BNNOKYBAHHA MEHIO HaTUCHITb | yTpuMyinTe py4Ky perynatopis (3) um (8) aosLue 6 cekyHa. Byae BinobpaykeHa aHiMaLia 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). BcTaHoBNeHWUI cnoci6
3BapoBaHHA BiAo6paXkaeTbca Ha Ancnnel.

-9- PATON ProMIG W MAXwire




FPATON

CKUAAHHA HAJTALUTYBAHb BCIX ®YHKLIV MOTOYHOI O PEXKUMY 3BAPFOBAHHA

HaTucHiTtb Ta yTpumyiite pyuky perynatopa (3) ab6o (8) 6inblue 12 cekyHA (He 3BepTaviTe yBarvM Ha aHiMauito 3aMouka), o6 CKUHYTU
3HaYeHHA BCix MapaMeTpiB A0 3aBOACHKUX HanawTyBaHb. Byae BiobpaskeHnn 3BOPOTHUI Bianik «333...222...111...» i Npu AOCATHEHHI
«000» BCi HanaluTyBaHHA BU6paHOi NporpamMmn noto4Horo crnocoby 3BaptoBaHHA 6yayTb OHOBNEHi Ha 3aBOACHKI. CknaaHHA napameTpis
ANA KOXKHOI NporpaMum KOXXHOro cnocoby 3BaptoBaHHA pobnatbca okpemo. Lie 3po6aeHo ana 3py4HoOCTi, o6 He CKUHYTW iHAMBIAYyanbHI
HanaluTyBaHHA B ABOX iHLLKUX crioco6ax Ta iHLWKX nporpaMax.

3MIHA HOMEPY NPOrPAMu 3BAPFOBAHHA

Y ko>xxHoMy cnocobi 3BaptoBaHHA MMA, TIG i MIG/MAG Bu MoxeTe 36epiratv Ta 3aBaHTa>XUTW A0 16 pisHUX BapiaHTiB HanalUTyBaHb
3BaploBanbHOro npouecy (nporpam). MoToYHMIA HOMeEp HanalwiTyBaHHA (Mporpamu) BifoGpaxkaeTbCa NPaBopyd 3BEPXY Ha eKkpaHax
nxepena cTpyMy Ta 610Ky nogadi. [ig yac nepLuoro yBiMKHeHHs anapaTa A/ KOXKHOro cnocofy 3BaploBaHHA 3aBaHTaXyeTbCA
nporpama nig Ne1.

HaTucHiTtb kHonky PROG (4) a6o (9) - 6yae BigobpakeHNin HoMep NOTOYHOT NporpaMu. 3a A0MNOMOroto BiANOBIAHOI py4ku perynatopa (3)
uu (8) obepiTb NOTPiGHY Nporpamy i HAaTUCHITL Ha pPy4Ky AnsA NiATBEPAXKEHHA BMGOPY — ByayTb 3aCTOCOBaHi HanalwTyBaHHA 06paHol
nporpamu.

Yci 3MiHW, BHECEHIi 3ro40M B HanaluTyBaHHAX anapaTa, aBToMaTMyHo 36epiratoTbes y 06paHii NoTo4HIN Nporpami.

CXEMA MNIAK/TIOYEHHA AMNAPATA 4/14 HATNIBABTOMATU4YHOIO 3BAPHOBAHHA (MIG/MAG)

HAMIBABTOMATUYHUIA
NANbHUK

CXEMA MNMIAK/IOYEHHA ATTAPATA 41/14 APFOHOA4YroBOro 3BAPHOBAHHA (TIG)
BeHMU/IbHUM nasibHuUkom 35-50

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

APrOHOBMW
NANbHUK

CXEMA NIAKJ/TIOYEHHA AMAPATA 4/14 EJIEKTPOA4YroBOIro 3BAPFOBAHHA MNOKPUTUMU
E/IEKTPO4AMU (MMA)

ENEKTPOOOTPUMAY

PekomeHpoBaHa A0B>)KUHa 3BaploBasibHUX ka6enis ana MMA:

MakcumManbHui cTpyMm, A A (T A nepep|23y Mapka ka6ento
(B 0AHY CTOPOHY), M ka6enio, MM

160 2.7 16 Kr1x16
200 3..9 25 Kr 1x25
250 5..11 35 K 1x35
270 5..11 35 Kl 1x35
350 6..14 35 Kl 1x35

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

10...30 70 Kr 1x70
630 15...40 95 K 1x95
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CXEMA KOMYHIKALLITI 6/10KIB A[TAPATY

KABE/Nb
KOMYHIKALYT *
O BJ/IOK
cunosm nopAvl
KABEN!
“«©
| » I °
Ly
.I.i O O+«—1iy
« FAPSIA
PIOUHA
XONOAHA __,
PIOVHA
o -
il—— O

2x380V

COOLER-7-400V
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TEXHIYHI XAPAKTEPUCTUKUA

NMAPAMETPU

ProMIG-500-15-4-400V W
MAXwire

ProMIG-630-15-4-400V W
MAXwire

HomiHanbHa Hanpyra >xuBneHHs, B

3x380 / 3x400 (50/60 'y)

HomiHanbHe cno>kusaHHA 3 pa3m Mepexi, A 15

HoMiHanbHu cTpyM 3BaploBaHHA, A 30...35,5 42 ...49

MakcuManbHUi gitounii cTpym, A 500 630

TpusanicTb HaBaHTa)keHHA (TH) 630 800

Me>xi 3MiHW Hanpyru XuBneHHs, % 70% nipu 500 A 70% npu 630 A
100% npn 420 A 100% npn 520 A

Me>i perynioBaHHA 3BaploBafnibHOro cTpymy, A 16...500 18...630

Me>xi perynioBaHHA 3BaptoBanbHoi Hanpyru, B 12...40 12...44

Me>xi WBMAKOCTI noaavi ApoTy, M/XB 2,0...20

Mexi piaMeTpiB nokpuToro enekrpopa, MM 1,6...8,0 1,6...8,0

Mexi piameTpiB cyuinbHOro 3sapoBasnibHOro 1,2...1,6" — cyuinbHWi apit 1,2...2,0" — cyuinbHuit apit

APOTY, MM [0 2,8 — NOPOLLKOBUI APIT [0 3,2 — NOPOLLKOBUI APIT

Tun MexaHi3My nopadi gpoTy

4 - pONNKOBUN

Makc. Bara KOTYLUKU 3 APOTOM, Kr

15

IMnynbCcHi pe)xnMu 3BaproBaHHs, 'y,

MMA: 0,2...500 — pery/boBaHui;
TIG: 0,2...500 — perynboBaHMi1
MIG/MAG: — cvHepreTUIHUi

®dyHKuin «Fapauui ctapT» (MMA) PerynboBaHa
®DyHKuia «Popcax ayru» (MMA) PerynsboBaHa
DyHKLiA «“AHTUNpUAUNaHHA» (MMA) ABTOMaTUYHa

BnoK 3HWXKEHHA HanNpyrv XoN0CToro Xxoay

yBIMK / BUMK

Hanpyra xonocroro xoay, B 12/75

Hanpyra nignany ayru, B 110

HoMiHanbHa NoTy>kHiCTb CNoXXUBaHHA, KBA 19,9...23,6 27,8...32,5
MakcuManbHa NOTY>KHICTb CNOXKMBaHHA, KBA 29,0 40,1
KKA, % 90

Tun oxonopykeHHA MogiTpAHe, aganTuBHe
TeMnepaTypa cepepoBuLa, °C -25...+45

A AR
Maca 6e3 akcecyapiB, Kr 40,4 42,4
Knac 3axucty P23

' B iMnynbcHOMY pexuMi: a0 1,6 MM — cTanesuin Apit, 40 1,2 MM — antoMiHieBui apit

-13-
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MNEPENIK ®YH KLI,IVI AMAPATA
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 3aMOBYYyBaHHAM = 0,1 C) — TPUBaANICTb HAPOCTaHHA NPOLECY 3BaptOBaHHA: 36iNbLUEHHA Hanpyra
3BaploBaHHA | LUBUAKICTb APOTY;
a) 0...5,0 c (kpok 3MiHn 0,1 c);

2) [-U-] Hanpyra 3BaptoBaHHA (3a 3aMoB4YyBaHHAM = 19,0 V) — nepLUMit OCHOBHMIA NapaMeTp HaniBaBTOMaTUYHOIO 3BaptoBaHHA
NOCTINHO Hanpyroto;

a) 12,0...40,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-500-400V W MAXwire;
b) 12,0...44,0 V (kpok 3MiHn 0,1 V) ansa ProMIG-630-400V W MAXwire;

3) [SPD] weuakicTb ApoTy (32 3aMOBYYBaHHAM = 4,5 M/XB) — APYr1iA OCHOBHWUI NapaMeTp HaniBaBTOMaTUYHOIO 3BaptOBaHHSA;
a) 2,0...20,0 M/xB (kpok 3MiHK 0,1 M/xB) ana ProMIG-500-400V W MAXwire Ta ProMIG-630-400V W MAXwire;

4) [t.dn] yac cnaga cTpyMy (3a 3amMoBYyBaHHAM = 0,1 c) — TpMBanicTb CNagaHHA NPOLeCcy 3BaptoBaHHA: 3HWXKEHHA Hanpyru i
CMOBINbHEHHA APOTY;

a) 0...5,0 c (kpok 3MiHKn 0,1 ¢);

5) [t.PO] uac nicna-ra3y (3a 3aMoBYyBaHHAM = 1,5 ¢) — TpUMBaNicTb NiICNANPOAYBKM 30HM 3BapPOBaHHA 3aXMCHMM ra3oMm;
a) 0,5...25,0 ¢ (kpok 3MiHK 0,1 ¢);

6) [but] pe>xum KHONKM NanbHUKa (3a 3aMoBYyBaHHAM = [2T]) — 06epiTb pexuM KepyBaHHA 3BaptoBanbHUM NPOLLECOM 3a [,0NOMOrow
KHOMKW NanbHUKa;

a) [2T] - 2-TakTOBUI pexxnum kHonku MIG/MAG-2T;
b) [4T] - 4-TakTOBUIN pEXKUM KHOoMNkM MIG/MAG-4T;

7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMOBYyBaHHAM = 0) — 3aaiiTe LWBUAKICTb HAPOCTaHHA 3BapPHOBaNbHOIO CTPYMY NPU KOPOTKOMY

3aMuKaHHi ApoTy 3 BUpo6oM i BiapwBy Kpanni;
a) -5...0... 5 cTyniHb (KPOK 3MiHM 1 CTyMiHb);
8) [SFt] M’aAKkuiA cTapT ApoTy (3a 3amoBYyBaHHAM = OFF) — apiT 6yae pyxaTuchb 3 MiHiManbHOO LWBMAKICTIO A0 Nignany ayru;
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWI;
9) [Po.P] iMnynbcHU pexkuM (3a 3aMoBuyBaHHAM = OFF) — pe>kuM 3BaptoBaHHA iMNyNbCHOO Hanpyroto;
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHWI;

MapameTpu iMnynbcHoro pexxumy MIG/MAG (BukoHyBaTu 3BaptoBaHHA iMnynbcHoto Hanpyroto TI/IbKU 3 BAXUCHUM FTA3OM!!!):

10) [tYP] maTepian ppoty (3a 3amoBYyBaHHAM = Fe);
a) Fe — 3BMYaiiHuil cTanesuin apit Tuny ER70S-6 (BMKOPUCTOBYBATH 3aXMCHUIA ra3? Tinbku cknaay 82% Ar + 18% CO.);
b) St.St - HepxaBitounit apitT Tuny ER308L/ER316L (BMKOPUCTOBYBATV 3aXMCHUIA ra3® Tinbku cknagy 98% Ar + 2% CO»);
c) ALSi - antoMiHieBo-KpeMHieBui ApiT Ty ER4043 (BMKOPUCTOBYBATW 3aXMUCHWIA raa? Tinbku 100% Ar);
d) AL.Mg - antomiHieBo-MarHiesui apit Tuny ER5356 (BUKOpUCTOBYBaTM 3axMCHM ras? Tinbku 100% Ar);

11) [dia] aiameTp apoTy (3a 3aMoBYyBaHHAM = 1,0 MM);
a) 0,6...1,6 MM AnA cTaneBoro Ta HepPXXaBito4yoro ApoTy;
b) 0,8...1,2 MM AnA antoMiHieBoro 4poTy;

12) [Adu] ocHOBHWI NapaMeTp y iMMybCHOMY PEXWUMI — KOpeKLLiA Hanpyru (3a 3aMoBYyBaHHAM = 0,0 V). Takox BigobpaxkeHa
pes3ynbTylo4a Hanpyra 3BaploBaHHsA, Ha Ay BN/IMBalOTb KOPEKLLiA Hanpyru, WBUAKICTb APOTY, MaTepian ApoTy, AiaMeTp
ApoTy;

a) 5,0...+5,0 V (KpoK 3MiHK 0,1 V). I3 36inbLUEHHAM 3HaUYeHHA NapaMeTpy pocTe AOBXKMHA Ay,

Cnoci6 3BaproBaHHA TIG

0) [Pr.A] cTapTOBMI CTPYM (32 3aMOBYYBaHHAM = 20 A) — N04aTKOBWI CTPYM 3BaptoBaHHA Y pexkxuMi TIG-LIFT4T;
a) 16...50 A (kpok 3MiHM 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...50 A (kpok 3MiHM 1 A) ana ProMIG-630-400V W MAXwire;

1) [t.uP] yac HapocTaHHA CTpYMy (3a 3aMOBYyBaHHAM = 0,2 ¢) — TpUBanNicTb HAPOCTaHHA 3BaPIOBa/IbHOrO CTPYMY;
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);

2) [-A-] cTpyM 3BaproBaHHA (3a 3aMoBYyBaHHAM = 100 A) OCHOBHWI NapaMeTp aproHOA4yroBoro 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 16...500 A (kpok 3MiHK 1 A) gna ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHU 1 A) gna ProMIG-630-400V W MAXwire;

3) [t.dn] yac cnapa cTpyMy (3a 3aMOBYYyBaHHAM = 0,2 C) — TPUBANICTb 3HUXKEHHA 3BaptOBanbHOro CTPYyMY;
a) 0...15,0 ¢ (kpok 3MiHK 0,1 c);

4) [Po.A] KiHLLeBUI CTPYM (3a 3aMoBYyBaHHAM = 20 A) — QiHILLHWIA CTPYM 3aBaptoBaHHA kpaTepy y pexxuMi TIG-LIFTAT;
a) 16...50 A (kpok 3MiHu 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...50 A (kpok 3MiHu 1 A) ana ProMIG-630-400V W MAXwire;

5) [t.PO] yac nicna-ra3y (3a 3aMoOBYyBaHHAM = 4,0 ¢) — TpUBaNicTb NiICAANPOAYBKM 3aXMCHMM ra30M 30HW 3BAPIOBaHHA;
a) 1,0...35,0 ¢ (kpok 3MiHKn 0,1 c);

2 peKkoMeH/0BaHa BUTPaTa rasy Bia 7 N/xs ANA Manux CTPyMIB, i Big 14 n/xs ana ctpymis 150-200 A
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6) [but] pe>kuM KHoNkM nanbHUKa (3a 3aMoBYyBaHHAM = [LIFT]);
a) [LIFT] - pe>kum 6e3 BUKOPUCTaHHA KHOMKM NanbHWKa 3 KOHTaKTHUM 3anantoBaHHAM ayru: TIG-LIFT;
b) [LIFT2T] - 2-TaKTOBUIA PeXXNM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT2T;
c) [LIFTAT] - 4-TaKTOBUIA PEXWNM 3 KOHTAKTHUM 3anantoBaHHAM ayru TIG-LIFT4T;
7) [Po.P] iMnynbcHUM pexxuM (3a 3aMoBuyBaHHAM = OFF) — pe>kuM 3BaptoBaHHsA iMNyNbCHUM CTPYMOM;
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWIA;
MapameTpu iMnynbcHoro pexkumy TIG:

8) [-A-] 6a30BMIN CTPYM (32 3aMOBUYBaHHAM = 100 A) OCHOBHWI NapaMeTp 3BaproBaHHA — cuNa CTPYMY B iMNYNbCi (BEPXHiit CTPyM);
a) 16...500 A (kpok 3MiHK 1 A) gns ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W MAXwire;
9) [I.PS] cTpyM nay3au (3a 3aMoBYyBaHHAM = 25 A) — cuna CTpyMy Mix iMNynbcamMm (HUXKHil CTpyM);
a) 16...500 A (kpok 3MiHK 1 A) gns ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHK 1 A) gna ProMIG-630-400V W MAXwire;
10) [Fr.P] uacToTa nynbcaLiii (3a 3aMoBuyBaHHAM = 10,0 1) — yacToTa nynbcadii cunm cTpymy;
a) 0,2...500 Ny (AanHaMi4YHWA KPOoK 3MiHK 0,1 Mu...1 Tw);
11) [dut] 6anaHc iMmnynbc/naysa (3a 3aMoBYyBaHHAM = 50%) — BiAHOCHa TpMBanicTb iMNynbcy 6a30BUIA CTPYM A0 Nepioay Nynbcalii;
a) 4...80% (KpOK 3MiHWN 2%).

Cnoci6 3BaproBaHHA MMA

0) [-1-] cTpyM (3a 3aMoBUYyBaHHAM = 80 A) — OCHOBHUIA NapaMeTp Py4HOro eNekTpoAyroBoro 3BaptoBaHHA NOCTINHUM CTPYMOM;
a) 16 ... 500 A (kpok 3MiHu 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W MAXwire;

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

2) [t.HS] uac Fapauoro cTapTy (3a 3aMoBYyBaHHAM = 0,3 ¢) — TpUBanicTb po60TH GyHKUIi «apaymni 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 Npwu poboTi GpyHKLIT «Popcaxk ayru»;
a) 0 ... 100% (Kpok 3MiHu 5%);

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

5) [BAH] BonbT-aMn. xapakTepucTuka (3a 3aMmoB4YyBaHHAM = 1,4 V/A) - HanaluTyBaHHA Haxny BObTaMNepHOi XxapakTepUCTUKn
anapata A/1A 3py4HOro 3BaptoBaHHsA ef1eKTPOAAMM Pi3HMX TUMIB;
a) 0,2...1,8 V/A (kpok 3MiHun 0,4 V/A);

6) [Sh.A] pe>kuM KopoTKoi Ayru (3a 3amoByyBaHHAM = OFF) — pexxvMu po60Tu 3 06MeXXeHHAM A0BXMHU 3BaproBasnibHOI Ayru;
a) 0 [OFF] ... 3 (KpoK 3MiHu 1);

7) [BSn] 610K 3HW>KEHHA HaNpPYru Xon10CToro xoay (3a 3aMoBuyBaHHAM = OFF) — npuMycoBe 3HVXXEeHHA Hanpyr Npu 3aracaHHi ayrv;
a) ON - yBiMKHEHUI;
b) OFF - BUMKHeHW#

8) [Po.P] pe>xum nynbcauii cTpyMy (3a 3amoBuyBaHHAM= OFF) — pexxnM enekTpoayrosoro 3saptoBaHHA iMMNy/IbCHUM CTPYMOM;
a) ON - yBiMKHEHUI;
b) OFF - BUMKHEHW;

MapameTpu iMnynbcHoro pexkumy MMA:

9) [-A-] 6a30BUIA CTPYM (32 3aMOBYYBaHHAM = 80 A) - OCHOBHUIA NapaMeTp 3BaptoBaHHA — Cua CTPYMY B iMNyNbCi (BEPXHI CTPYM);
a) 16 ... 500 A (kpok 3MiHu 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHW 1 A) gna ProMIG-630-400V W MAXwire;
10) [I.PS] cTpyM naysu (3a 3aMoBYyBaHHAM = 25 A);
a) 16 ... 500 A (kpok 3MiHu 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHn 1 A) ana ProMIG-630-400V W MAXwire;
11)  [Fr.P]uacToTta nynbcauii cTpyMy (3a 3aMoBYyBaHHAM = 5,0 ') — cvna iMnynbCy CTpyMy B naysi (HUXHI CTpyM);
a) 0,2...500 'y (AaHaMi4YHWUI KPOK 3MiHK 0,1 Ty...1 Tw);
12) [dut] 6anaHc iMnynbc/naysa (3a 3aMoBuyBaHHAM = 50%) — BigHOCHa TpuBanicTb iMnynbcy 6a3oBuiA CTPYM A0 nepioay
nynbcauii;
a) 20...80% (KpoK 3MiHU 2%).
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMI cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMAHHA NpaBuA Moro ekcnayatawii.

YBATA!!! PekoMeHOyeMO O3HaMOMUTUCA 3 PO3LUMPEHON IHCTPYKUIE 3 ekcnayaTtauii nepes BUKOPUCTAHHAM
obnagHaHHA, a TakoX MepeBipuUTU NpaBUIbHICTb 3aMOBHEHHA rapaHTIMHOro TanoHa: Ha3Ba Mogeni npuabaHoro Bamu
BMpOO6Yy, Ta NOro cepiHNn HOMepP NOBUHHI ByTW ifEHTUYHI 3anncam B rapaHTiHOMY TanoHi. He AonycKkaeTbca BHECEHHSA B
TanoH 6yab-AKMNX 3MiH Y/ BUMPaBEHb.

FAPAHTIVIHI 3060B’A3AHHA

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

YBATA! Be3kolUTOBHE rapaHTiliHe 06CNyroByBaHHA BiACYTHE 32 YMOBM MeXaHiuHMX NOLLUKOAXKEHb 3BapoBasibHOro anapary!
TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTb:

ProMIG-500-400V W MAXwire
ProMIG-630-400V W MAXwire

2 poku

OCHOBHW rapaHTinHWIA Nepioa 064YNCAIOETbLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

3aan1a YHUKHEHHS BUXOAy anapary 3 1afy peKoMeHAyeTbCA, 3a/1eXHO Bif, yMOB eKcryaTallii, pekoMeHAyeMO 0VH pa3 Ha MiBPOKY 3HATU
3aXMCHY KPULLKY i BUKOHATU YMCTKY BHYTPILLHIX eNeMeHTiB i By3niB o6nagHaHHA CTUCHEHUM MNOBITPAM. YMcTKy HeobxigHO NpoBOAUTH
aKypaTHO, YTPMMYIOUU LLINAaHT KOMMpPecopa Ha [oCTaTHil BiAcTaHi, 32417 YHUKHEHHSA MOLIKOAXKEHHA Naiku enekTPOHHUX KOMMOHEHTIB i
MexaHiYHMX YacTUH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiogy npogaseLb 3060B'A3yeTbCA (y BMMaAKY rapaHTiAHONO peMOHTy), 6e3KOLITOBHO AnsA
BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

- npoTaroM 1 poky 3 aatn npnab6aHHa KNieHTOM o6nagHaHHA, onnaTuTy goctasky obnagHaHHA B CepBiCHUN LEHTP i Ha3aa

KMIEHTY, BUKOPMUCTOBYHOUM NOCNYTM KOMNaHii «<HoBa nowuTta»;

- NPOBECTU AiarHOCTUKY Ta BUABUTU MPUYNHY HECMIPABHOCTI;

- 3a6e3neynT HeobXiAHUMYM AN1A BUKOHAHHA PEMOHTY By3N1aMu Ta eeMeHTaMu;

- npoBecTV po60TK i3 3aMiHM enleMeHTIB Ta By3/iB, L0 BUALLAN 3 Nagy;

- NPOBECTU TECTYBaHHA BiiPEMOHTOBAHOrO 06nafHaHHA.

OCHOBHI rapaHTiliHi 3060B'A3aHHA HE NOLIMPIOOTLCA Ha 061aaHaHHA:
- 3 MeXaHIYHUMM NOLLKOAXKEHHAMM, L0 BNAVHYNW Ha Npaue3aaTHICTb anapaTty (Aedopmaliia kopnycy v AeTanei BHacnigok
nafiHHA 3 BUCOTM abo nafiHHA Ha obnafHaHHA BaXKKUX NpeaMeTiB, BUNaAaHHA KHOMOK Ta po3'eMiB);
- 3i cnigamMu Kopogii, AKa cTana NPUYNHOK HECMPABHOTO CTaHy;
- Aike BUILLINO 3 nagy Yepes BM/IMB CUbHOTO 3BOSTIOXKEHHS Ha MOro CU/OBI i1 eNeKTPOHHI eneMeHTH;
- AAKE BUWLLO 3 nafy Yepe3 HaKoMUUYEeHHA CTPYMOMNPOBIAHOTO NWUAY (BYriNbHWA N, MeTanesa CTPy>KKa Ta iH.) BcepeauHi;
-y pasi cnpobu caMoCTIMHOro PEMOHTY Oro By3iB Ta/abo 3aMiHWN eNeKTPOHHUX ENEMEHTIB.

OCHOBHI rapaHTiiHi 3060B'A3aHHA HE NOLUMPIOIOTLCA Ha 30BHILLHI eneMeHTn obnaaHaHHA, Wo nignaratoTb Gi3MUYHOMY KOHTaKTy, a
TaKo>XX Ha CYnyTHi/BUTpaTHi MaTepianu:

- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM PEryntoBaHHA NapaMeTpis 3BaproBaHHA;

- po3'eMu nigkntoyeHHA kabenis i pykagiB;

- po3'eMu ynpaBniHHA;

- MepexxeBui kabenb i BUnka MepexeBoro kabento;

- pyyKka AnA NnepeHeceHHs, PeMiHb Yepes nneye, Keic, Kopoobka;

- TpUMaui enekTpoAiB, KNeMa «Macu», nanbHUK, 3BaproBanbHi kKabeni Ta pykasu.
MpeTeHsii LWoao nepepaxoBaHUX eN1EMEHTIB NPUNMatoTbCA He Ni3HiLle ABOX TUXHIB Nicna npoaaxy
Mpopaselb 3anuilae 3a coboto NMpaBo BiAMOBWUTW y HaAaHHI rapaHTiMHOTO PeMOHTy, abo BCTAaHOBWTW [aTOO MOYaTKy BUKOHAHHA
rapaHTilHUX 3060B'A3aHb MicALb | Pik BUNYCKy anapaTy (BCTaHOB/IOIOTLCA 3a CePiiHUM HOMepOoM):

-y pasi BTpaTi nacrnopTa BacHNKOM;

-y pasi BiACyTHOCTi KOPeKTHOro abo B3arani 6yAb-AKOro 3anoBHEHHA NacnopTa NpoAasLEeM Mig Yac npodaxy anaparty.

[apaHTiNHWI CTPOK MPOAOBXXYETLCA, HA TEPMiH rapaHTilHOro o6¢cnyroByBaHHA anapaTty y CepBiCHOMY LIEHTPI.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

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

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

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

DANGER OF WELDING ARC RADIATION

It is forbidden to watch the welding arc with the naked eye. The arc and metal splashing may 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 device operating area
must protect their eyes with special goggles or use non-flammable, radiation-absorbing screens.

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

DANGER OF MAGNETIC FIELD

Magnetic fields created by this machine may have adverse effect on electrical sensual devices
(such as cardiac pacemakers) operability. People using such devices should consult with a doctor
before approaching the welding operating area.

DANGER OF SPARKING
-remove flammable objects from the operating zone;
-itis prohibited to weld vessels where gases, fuel, or oil products are stored, or were previously
stored. Residues of these products may explode;
- adhere to special 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 headshield, with is equipped with a black-light filter complying with
safety standards;

— wear only proper non-flammable clothes.

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

The welding machine delivery setincludes:

Short operating
manual

Welding cable with ABICOR BINZEL
ground terminal

[UUARRVIIIAN Y
[LIITTIRITTIIN

Quick-release
pneumatic connector

Welding arc source with
wire feeder unit

CONTROLS AND INDICATION

1-Main unit display;

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

3-Main unit 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;
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4-Welding program selector button PROG (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 on the wire feed unit. Press to setup the welding voltage of the MIG/MAG method;
7-The wire feeder display;
8-The wire feeder unit regulator knob to select the actual welding method functions/parameters and set their values;
9-Welding program selector button PROG on the wire feed unit (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- WIRE INSTALL 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 a MIG/MAG torch, or for a TIG torch of a button-type;
A - Power socket ‘+’:
- MIG/MAG welding with solid wire - the power jumper to the wire feeder unit is connected (by default);
- MIG/MAG welding with flux-cored wire(FCAW-S) —the ‘ground’ cable is connected;
- TIG welding - only the ‘ground‘ cable is connected;
- MMA welding - the electrode holder cable is connected (the ‘ground’ cable is connected when using special electrodes);
B -Power socket ‘~‘:
- MIG/MAG welding with solid wire — the ‘ground’ cable is connected;
- MIG/MAG welding with flux-cored wire (FCAW-S) —the power jumper to the wire feeder unit is connected;
- TIG welding - only the TIG torch cable is connected;
- MMA welding - the ‘ground’ cable is connected (the electrode cable is connected when using special electrodes);
12- Power switch/braker;
13- Wire feeder fuse;
14— Gas heater fuse;
15- ‘Grounding’ cable connection bolted point;
16- 36V gas heater socket;
17- Signal connectors between the wire feeder unit and the power source unit;
18- Power supply cable;
19- Shield gas pneumatic fitting;
20- Wire spool box;
21- ‘+’ connectors for power jumper between the arc source and the wire feeder
unit;
22- Cold coolantinlet connector;
23- Hot coolant 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;
- AIR - for an air-cooled torch;
27- Wire feeder mechanism;
28- Feeder unit door with a latch;
29- Feeder unit door with a latch;
30- Cooler unit power connector.
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MACHINE INDICATION

MIG/MAG

Feeder unit display
Ear‘ameter‘ﬁﬂ 6.2
1Me amFer- Qi 2 5 5
time Fost-gas: 4,08=
1-Welding method;
Main unit display 2-Welding program number;
MMA 3-Function / parameter name;

4-Function / parameter value;
5-Two next menu parameters.

(A

.

Farameters: b
Fower Hot Start: b5
time Hot Start: H,3=

Main unit display

START-UP

The welding machine 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 does not respond for damage caused 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 air inlet and outlet through vent holes at the front and rear panels. Be sure the metal
dust (for example, emery grinding dust) is not drawn into the machine by the cooler fan.

POWER CONNECTION

The welding unit is rated for three-phase mains voltage is 3x380 V or 3x400 V. Safety rules require grounding of the machine’s case
when working with welding equipment. There are two ways of grounding:

-using a bolted terminal on the unit rear panel (CIS countries);
-using the fourth wire (yellow-green) mains cable (international marking L2
standard).
Use a four-wire mains cable that complies with the IEC 60445 standard to connect
PATON welding machines by a 3-phase power connector:
- Brown wire - phase L1; L1
- Black wire - phase L2; L3
- Blue wire - phase L3;
-Yellow -green wire - ground.

.||_
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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! The manufacturer's warranty becomes invalid when the machine is connected to a mains voltage above 450 V. Also,
the manufacturer's warranty becomes invalid if the mains phase is connected to the machine ground.

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

POWERING BY A GENERATOR

ProMIG series welding machines can be powered by a mobile generator, whose power must meet 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 @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 should meet the 160-260 V limits for PATON ProMIG machine stable operation.

SELECT AND SET THE MACHINE WELDING FUNCTIONS

When the settings menu is locked, a closed lock image is displayed on the main unit 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;

-inthe MMA method - the welding amperage.
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.

THE MENU LANGUAGE SETTING

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.

SWITCHING TO THE REQUIRED WELDING METHOD
Press the MODE button on the front panel to change in a circle the welding methods (TIG, MMA, TIG/MAG).

LOCKING/UNLOCKING THE MACHINE MENU

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
when itis closed, the machine menu will be locked.
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RESETALL SETTINGS 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.

SWITCHING THE WELDING PROGRAMS

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 and TIG MIG/MAG welding wire Cross-section of every Max. mains wire
diameter, mm amperage, A diameter, mm mains wire core, mm? length, m
1,5 135
2 175
@3 upto 120 up to @0,8 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 upto @1,4 4 100
6 150
4 80
@6 (refractory) up to 400 6 120
up to @1,6 10 195
4 55
@8 (fusible) up to 500 6 85
10 140
4 40
a8 up to 630 up to @2,0 6 65
10 105
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MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS/METAL-ARC ACTIVE GAS
WELDING (MIG/MAG)

MIG/MAG

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

| S, T
ODD
Ar oo

Ar+He

He
e ARGON-ARC

i
I

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

ARGON-ARC
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MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

ELECTRODE HOLDER

2°\J %,
S M S

: A}
_——___&—-‘-— : WORKPIECE

Recommended welding cables length for MMA:

Maximum welding Power cable length Power cable core cross-

amperage, A (one way), m sectional area, mm? CEHOREE

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

8...30 50 KG 1x50
500

12..40 70 KG 1x70

10...30 70 KG 1x70
630 15...40 9 KG 1x95

THE UNITS COMMUNICATION DIAGRAM

COMMUNICATION
CABLE

FEEDER

1»»;';'.: lo + I O+
% ‘-o O 09 E, Sk

HOT
“— LiQuiD
[ ] COOLED
LiQuiD —
WELDING i
CURRENT o »
SOURCE *Q

COOLER-7-400V
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SPECIFICATIONS

PARAMETER

ProMIG-500-15-4-400V

W MAXwire

ProMIG-630-15-4-400V
W MAXwire

Rated mains voltage, V

3x380/3x400 (50/60 Hz)

Mains voltage range limits, V +15%
:ated amperage consumption from the mains phase, 30..355 42 .49
Rated welding amperage, A 500 630
Maximum operating amperage, A 630 800

70% at 500 A 70% at 630 A
Duty eycle (DC) 100% at 420 A 100% at 520 A
Welding amperage adjustments range, A 16...500 18...630
Welding voltage adjustments range, V 12...40 12...44
Wire feed speed adjustments range, m/min 2,0...20
MMA electrode diameter range, mm 1,6...8,0 1,6...8,0
Welding wire diameter range, mm 1,2...1,63 - solid wire 1,2...2,03 - solid wire

g ge, up to 2,8 - flux wire up to 3,2 - flux wire

Wire feeder unit type

4 -rollers

Max. welding wire spool weight, kg

15

MMA: 0,2...500 - adjustable
TIG: 0,2...500 - adjustable
MIG/MAG: - synergistic

Welding pulse modes, Hz

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 19,9...23,6 27,8...32,5
Maximum power consumption, kVA 29,0 40,1
Efficiency, % 90

Cooling type

Air-type, adaptive

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

. . . . 510x 180 x 385 510x235x410
Box dimensions, mm (Length x Width x Height) 255 x 500 x 350 255 x 500 x 350
Mass without welding wire and accessories, kg 40,4 42,4
Ingress Protection rating P23

3 Up to 1.6 mm steel wire, and up to 1.2 mm aluminum wire in pulse mode
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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] 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...40.0 V (unitincrement 0.1 V) for ProMIG-500-400V W MAXwire;
b) 12.0...44.0 V (unitincrement 0.1 V) for ProMIG-630-400V W MAXwire;
3) [SPD] wire feed speed (= 4.5 m/min by default) - the second main parameter in MIG/MAG welding;
a) 2.0 ...20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500/630-400V W MAXwire;
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 purge (= 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);
a) [2T] - 2T torch button mode;
b) [4T] - Standard 4T torch button mode;
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 (by default = Fe);
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 wire of ER4043 type (use 100% Ar shield gas® only);
d) AL.Mg - aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas® only);
11) [dia] wire diameter (by default = 0.8 mm);
a) 0.6...1.6 mm for steel and stainless wire;
b) 0.8...1.2 mm for aluminum wire;
12)  [Adu] main parameter in pulse mode - voltage adjust. (default= 0.0 V). 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-LIFT4T mode (pilot arc);
a) 16 ... 50 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18 ... 50 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;
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) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18 ... 630 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;
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-LIFT4T mode;
a) 16 ... 50 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18... 50 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;
5) [t.PO] time post-gas purge(= 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);

“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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6) [but] torch button mode (= [LIFT] by default);
a) [LIFT] - no button mode TIG-LIFT (for valve-type torch);
b) [LIFT2T] - contact striking 2-stroke button mode TIG-LIFT2T;
c) [LIFT4T] - contact striking 4-stroke button mode TIG-LIFT4T;
7) [Po.P] pulse mode (= OFF by default) - pulsed amperage welding mode;
a) ON -enabled;
b) OFF - disabled;
TIG pulse mode parameters:

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

MMA welding method

0) [-A-] amperage (= 80 A by default) — the main parameter of DC MMA welding;
a) 16... 500 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18...630 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;
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...1.0s (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) [-1-] base amperage (= 80 A by default) - main pulsed MMA welding parameter - the pulse amperage (upper amperage);
a) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18 ... 630 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;

10) [I.PS] pause amperage (= 25 A by default) — pulsation pause amperage (low amperage);
a) 16 ... 500 A (unitincrement 1 A) for ProMIG-500-400V W MAXwire;
b) 18...630 A (unitincrement 1 A) for ProMIG-630-400V W MAXwire;

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 operation rules.

of the warranty card filling: the product model name you purchased, as well as the serial number must be identical to the

g ATTENTION!!! We recommend you to read the operating instructions before using the equipment. Check the correctness
entry in the warranty card. Changes and corrections to the coupon are prohibited.

WARRANTY POLICY

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

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

Welding machine model Warranty period
ProMIG-500-400V W MAXwire
ProMIG-630-400V W MAXwire

2 years

The main warranty period starts from the purchase date of the welding machine.

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 malfunction;
- to provide units and elements for the repair;
-to replace the failed elements and assembilies;
- to test the repaired equipment.

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

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

- power switch;

- control knobs;

- connectors for cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

- if a warranty card is not correctly filled by the seller or is absent.
The warranty period is extended for the period of warranty service of the device.

Contact your retailer or the importer for the information about the nearest PATON service center.
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INFORMATION ON USED EQUIPMENT DISPOSAL

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

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