USER MANUAL
" ' ‘ ‘ MOCIBHUK KOPUCTYBAYA
PYKOBO/CTBO MOJSb3OBATENS

PROMIG-350-15-4- 400V SF

S/N:P

PROMIG-500-15- 4 400V

S/N:P

PROMIG-G30-'IS-4-4OOV

S/N:P P
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BHUMAHME!!! MNepea ucnonbsoBaHnem o60pyA0BaHUsA peKOMeHAYEM 03HaKOMUTCA C paclIMpPeHHOM Bepcuei
MHCTPYKLMM MO 3KCMTyaTaumm no agpecy: https://paton.uaffiles/passports/ProMIG_SF_GENs5.pdf

YBATA!!! Mepea BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO O3HAIOMUTMICA 3 PO3LIMPEHOIO BEPCI€I0 IHCTPYKLi 3
ekcnayatalii 3a agpecoto: https://paton.ua/files/passports/ProMIG_SF_GENs5.pdf

ATTENTION!!! Before using the equipment, we recommend you to read the extended version of the operating manual
by the link: https://paton.ua/files/passports/ProMIG_SF_GEN5.pdf

HanisaBTomart Ayrosuii insepTopHuii [ MonyaBToMAaT AyroBoit MHBEPTOPHBIN | Semiautomatic welding inverter
PATON™ ProMIG-350-400V SF / 500-400V [ 630-400V

[lata npogaxy /fata npoaaxw [ Purchase date ” " 20 r.

M.M.

(Mignuc npoaasus /Mognuce npoaasua / Vendor signature)
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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kiev, UKRAINE

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

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

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

Directives:
Safety of machinery - Electrical

. 4 EN IEC 60204-1:2018
equipment of machines -

Arc welding equipment - Part 1: EN IEC 60974-1:2018/A1:2019
Welding power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10: 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: 03045 Kiev, UKRAINE  04.08.2022

Signature P A=

Name, Function: Mark Tokmakov
Chief Technical Officer

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

3BaploBa/ibHWI anapaT BUrOTOB/IEHWI Bi4NOBIAHO A0 TEXHIYHMX CTAHAAPTIB | BCTAHOBIEHUX NpaBUA
TexHiku 6e3neku. MpoTe y pasi HeNpaBU/ILHOTO NOBOAXKEHHS BUHUKAE Hebe3neka:

- TpaBMyBaHHs 06C/1yroBytO4Oro nepcoHany abo Tpetboi ocobu;

- 3aMN0AiISIHHA WKOAM CaMOMy anapaTy abo MaTepiabHUM LiHHOCTAM MiANPUEMCTBS;

- NopyLeHHsi epeKTUBHOro poboyoro npouecy.

Bci ocobu, ski nos's3aHi 3 BBeAEHHSM B eKCrJlyaTauilo, YNpaBAiHHAM, AOMNAAOM i TeXHIYHUM
06cNyroByBaHHAM anapaTy NOBUHHi

- NPONTU BiANOBIAHY aTecTaLito;

- BO/IOAITU 3HAHHAMM 3i 3BapIOBaHHS;

- TOYHO AOTPUMYBATUCA Lii€T IHCTPYKUT.

HecnpaBHOCTI, fiki MOXYTb 3HM3UTL Be3neKy, NOBMHHI By TV TEPMIHOBO YCyHeHi.

NPABUIA TEXHIKM BE3NEKN

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBA/IbHOIO CTPYMY

- YPaXeHHs eNeKTPUYHUM CTPYMOM MOoXe ByTh CMepTenbHUM;

- 3BaploBabHUI Kabenb MoBUMHEH 6yTU MILlHUM, HeyLKOAXeHUM Ta i30nboBaHUM. Ocnabnei
3'€iHaHHA | NoWKoAgXeHn Kabenb MOTPIGHO HeralHo 3amiHMTU. Mepexesi kabeni 1 kabeni
3BapiOBa/IbHOrO anapaTy MOBUHHI CUCTEMATUYHO NepeBipATUCA PaxiBLEM eNeKTPUKOM Ha CNpaBHICTL
isonsauii;

- Mifl YaC BUKOPUCTaHHSA 3a60POHSAETLCA 3HIMATY 30BHILLHIN KOXYX anaparty.

o 5

HEBE3MNEKA BUNPOMIHEHHS 3BAPIOBAJILHOI YT

3abopoHsETbCA crnocTepiraTv 3a 3BaploBasibHOI Ayroto Heo3bpoeHum okom. [Jyra i 6pusku, Lo
YTBOPIOIOTLCA Mifl Yac poboTh, MOXYTb 0BMekTh WKipy abo BUKAMKATV NOMYM's, TOMY 3aBXAM Cig
HOCWUTM 3aXWUCHY MacKy 3 ToHoBaHUM ¢inbTpom (DIN g 10). CTOpoHHI 0cO6M, L0 3HAXOAATLCS B 30Hi Al
NPUCTPOIO, MOBWHHI 3aXMIATK OYi CheuiabHUMK 3aXMCHUMK OKynsipamu abo BUKOPUCTOBYBATU
Heropioui eKpaHy, Lo NOMIMHAIOTb BUNPOMIHIOBAHHS.

=S
X

HEBE3MEKA LWWKIAJIMBUX TA3IB | BUMNAPIB

- yTBOPEHi AWM Ta WKiANMBI ra3n BUAANNUTU 3 po6OUOT 30HM CrelianbHUMK 3acobamu;

- 336e3neynTI ZOCTATHIM NPUTOK CBIXOro NOBITPS;

- BUMapU PO3UMHHWKIB HE MOBUHHI MOTPaN/IfTW B 30HY BUNPOMiHIOBaHHS 3BapioBa/ibHOI Ayru.

HEBE3MEKA MATHITHOIO No.q

- CTBOPEHI BMUCOKMM CTPYMOM MarHiTHI MOl MOXYTb YMHUTU HEraTUBHWIA BNAVB Ha NpaLe3aaTHICTL
enekTponpunaais (Hanpukaaa, kapgioctumynstop). Ocobu, aki MaloTb Taki NpuaaaW, MOBUHHI
nopaa1THCA 3 NikapeMm, NepLu Hix HabanxaTcs 40 pobo4yoro 3BaploBaNbHOrO MaiAaHumKa.

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 pob0UOi 30HM;

- He AOMycKaloTbCs 3BaploBasibHi po6OTU Ha EMHOCTAX, Y AKX 36epiratoTbest abo 36epiranucs rasu,
nanbHe, HapToNpPoAyKTU. MoxmBa Hebe3dneka BUOYXy 3aNMLLIKIB LIUX NPOAYKTIB;

- y NoXexo- Ta BUbyxoHebe3neuHNX NPUMILLeHHAX 4OTPUMYBaTUCH 0COBMBUX NPaBU/, BIAMOBIAHO 40
HaLiOHa/IbHNX Ta MiXXHAPOZHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHS

115 0cobUCTOro 3aXm1CTy AOTPUMYINTECH HACTYMHWUX NPaBWI:

- HOCUTU MillHe B3yTTH, Lo 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1y BOSIOTMX yMOBaX;

- 3aXMLLATU PYKU i30/1I0I04MMU pyKaBUUYKaMK;

- 0Yi 3aXMLLATU 3aXMCHOK Mackoio 3 GiNbTPOM MPOTU yAbTPadioNeTOBOro BUMPOMIHIOBaHHS, KW
BiANOBiAA€ CTaHAapTaM TexHiku 6e3neku;

- BUKOPWCTOBYBATM Ti/IbKU BiANOBIAHWI (BaXKKO3aNMUCTHIA 0AST).

D Ve =il
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HEBE3MNEKA IHTEHCMBHOIO WWYMY

#)

MaloTb HOCUTM 3aCO6M 3aXUCTY OpraHiB CayXxy.

3BaploBasbHa Ayra, ka BUHWKAE MiJ 4ac 3BaploBaHHA MOXe BUAABaTW 3Byku piBHs Buue 85 A6
npoTarom 8 rognH po6o4oro yacy. 3BapioBasibHIUKM, WO MPaLoloTh 3 06aaZHaHHAM, nig Yac poboTn

PO3MAKYBAHHA

[0 KOMNeKTy anapaTy BXoAATb:

CTioniil nociBeme

EOPHCTYRIHA

JpapHeaafini £abene 3 anexTpogoTMREsIEm
ABICOR BEIMZEL

L‘,.".El.l!n’ I AHENEH HA 323 pE0BaNb R
AW B BACKDM Nokasi AgoTy

IeapHEanbHNR KadEAD 3 KAEN0 amatar ABICDR
BIMZEL

L b, e MM MHETHOPON E R

' A= mogenei PraMiG-35o00g00y SF

EJIEMEHTU YNPABJ/IIHHA TA IHAUKALIA

EomnnaeTi poakein ga8
CHULALHINE T ANKKHiERar
ApoTy

FariiHi Q0A
MERRHECEHHE ANApATY
1 nnea
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1 - Ludposuit gucnaew;

2 — KHonka B1bopy pexumy 3BaptoBaHHs "“MODE":
a) py4He AyroBe 3BaploBaHHSA WTy4HUM enekTpogom PA3 «MMA;
6) 3BaptoBaHHs B aproHi, e1eKTPOAOM Lo He naaBuTbcs AP «T1G»;
B) 3BaplOBaHHA HaniBaBTOMaTUYHe B 3axXMCHUX rasax HA «MIG/MAG»;

PATON ProMIG DC MMA/TIG/MIG/MAG -6 -
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3 — Pyuka perynsaTtopa gns Bubopy GpyHKLi (NnapameTpiB) NOTOYHOIO PeXUMY 3BaplOBaHHA Ta BCTAHOB/IEHHS iX 3HAYeHHs (3a
3aMOBUYBaHHSIM — BCTAHOBJ/IEHHS NapaMeTpy 3BaptoBasibHOI Hanpyru B pexumi MIG/MAG). 3a Bubip GpyHKLili BiANOBIAaOTb MOBOPOTU
perynsTopa npaBopyu Ta AiBopyy. [ nepexoay A0 BCTAHOBAEHHS 3HaYeHHs BUOPaHOro napameTpy HeobXiZHO HATUCHYTU Ha PyuKy
perynaTopa. 3HaueHHs BCTaHOBJIIOETLCA MOBOPOTaMU PyUKU peryasTopa npaBopyy abo nisopyy. 118 NoBepHEHHS 40 MeHIo B1bopy
dyHKuil/napameTpiB HEO6XiIAHO Le pa3 HATUCHYTU Ha PYYKY peryasTopa;
4—KHonka Bubopy nporpamu 3saptoBaHHs (Habip paHilue HaNaWTOBaHUX KOPUCTyBaYeM NapaMeTpiB)/a04aTkoBa GyHKLis: HanawTyBaHHs
PiBHSA iHAYKTMBHOCTI (MPW YTPUMaHHI B HATUCHEHOMY MOJIOXEHHI Bifblue 1 cekyHAN);
5— KHonka nepesipku nogauyi 3axmcHoOro rasy (ApiT He NOAAETLCS);
6 — KHonKa AN WBMAKOrO BU30BY NapameTpy Ha/laluTyBaHHSA 3BaploBa/ibHOI Hanpyru Ha 6104 noaavi ApoTy;
7 - LUindposuin gucnneit 610Ky noaadi 4poty;
8 — Pyuka perynstopa ans Bubopy $yHKLi (MapameTpis) MOTOYHOMO pexuMy 3BaplOBaHHSA Ta BCTAHOB/IEHHS X 3HaYeHHs Ta 6104 nogaui
APOTY (33 3aMOBYYBaHHAM — BCTAHOBJ/IEHHSA NapameTpy WBUAKOCTI noAadi 4poTy B pexxumi MIG/MAG);
9 — KHonka Bubopy nporpamu 3BaptoBaHHs (Habip paHille Ha/ialWTOBaHMX KOPUCTYBaYeM napameTpis) Ha 610 noAayi 4poTy / soAaTkoBa
dyHKUif: HanalwTyBaHHs piBHA iHAYKTUBHOCTI (MY yTPUMaHHI B HATUCHEHOMY MOIOXEHHI Binblue 1 cekyHAN);
10 — KHorka 3anpaB/ieHHs ApoTy (ra3 Npu LibOMY He NoAa€ETbCs);
11 - Po3'em KZ-2 Tuny "€BPO" ans nig'egHaHHA HaniBaBTOMATMYHOrO NaNbHUKa;
A —THi340 CMI0BOTO CTPYMY «+» TUMy 6alOHET:
a) npu 3BaptoBaHHi P43 "MMA" — nigkniouaeTbcs kabenb enekTpoga (B okpeMux BUNaAKax npu BUKOPUCTAHHI crewiaibHUX
€/1eKTPOAIB MiAKNOYAETLCA Kabenb «Maca»);
6) npu 3BaptoBaHHi AP "TIG" — nigKNt04a€TbCA TiibkM Kabesb «Macay;
B) NpW HaniBaBTOMaTUYHOMY 3BaptoBaHHi HA "MIG/MAG" cyuinbHUM 4pOTOM - NiAKNOYAETLCA Kabesib MexaHi3My nogavi
ApoTy;
r) NpU HaniBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" GptocoBUM APOTOM - MiAK/IOHAETCA Kabeb «Maca;
B - THi30 C110BOTO CTPYMY «-» TUMy BalioHeT:
a) npw 3BaptoBaHHi PA3 "MMA" - nigknto4aeTbes kabenb «Maca» (B OKpeMUX BUNAAKaX Npu BUKOPUCTAHHI CreLiaibHnX
€/1eKTPOAIB NiAKNOYAETLCA Kabesib eN1eKTPoAa);
6) npu 38aptoBaHHi APT "TIG" - NiAKNOYAETLCSA TiNbKM aprOHOAYTOBUIA NaNbHUK;
B) Npy HaniBaBTOMaTU4HOMY 3BaptoBaHHi HA "MIG/MAG" cyLibHUM ApOTOM - MigKlo4aETbCA kabesib «Mmacay;
r) NpU HamiBaBTOMaTMYHOMY 3BaptoBaHHi HA "MIG/MAG" Gbt0CcoBUM APOTOM - MiAK/IOHAETLCA Kabeb MexaHi3My nogadi
ApOTy.
12 — ABTOMAT YBIMKHEHHS [ BUMUKaHHS J)Kepe/ia 38apioBa/ibHOro CTPyMYy;
13 — 3anobixHuk 6710y nogaui 4poTy;
14 — 3anobixHKK nigirpisaya rasy;
15— Micue nigkntoueHHs kabento 3a3eMaeHHs;
16 — PoseTka And nigirpisaya rasy 36V;
17 — Po3'emun nogaui curHanis Big MexaHisaMy noAaui 4poTy Ha BKAIOUEHHS | BUK/IIOYEHHS AXepena CTpyMy;
18 — Kabesb AN151 NiAKNOYEHHS A0 MepeXi XUB/EHHS;
19 — LLiTyuep noaavi 3axmcHoro rasy;
20 — 3axWCHNIA BOKC 419 KOTYLIKM 3i 3BapioBalbHUM APOTOM;
21— [loAaTkoBi po3'eMu TUMy 6aiOHET «+» /19 NiAK/IIOYEHHSA CUI0BOrO CTPYMY MiX AXepesoM i 6710kom noaavi 4poTy.

-7 - PATON ProMIG DC MMA/TIG/MIG/MAG



IHAVKAL IS POBOTU AMAPATA B PEXXMMAX

MIG/MAG

MIG MAG-ZT NFor, He 1

AHaNnFdYra =earFHEaHH?A.

OcHosHul ekpaH Bnok nodayi dpomy

4] X

NaFaMeTFH: ik
cHna Nar. CTarTa:  SHx|
Hac MaFr. CtarT2: A, 3C

MeHto 3abnokosaHe Bnok nodayi dpomy

X

NarFaMeTFH: b
KHOMKa NafeHdka:  LIFT 7
iMNYnecHUE FPewkd: OFF

MeHto 3abnokosaHe Baok nodayi dpomy
1 —MOTOUHUI PeXMM 3BapIOBaHHS 4 — 3HaveHHs obpaHoi dyHKLUii / napameTpa
2 —Homep noTtouHoi nporpammn 5 —Mepenik Ta BCTAHOB/EHI 3HAYEHHS 2-X HACTYMHUX NapameTpis
3 —HasBsa ¢yHkuii / napameTpa B MeHI0

BBEAEHHSA B EKCMYATAL IO

3BaploBa/ibHMI anapaT NpU3HaYeHWt BUK/IIOYHO: A/l Py4YHOrO AyroBOro 3BaploBaHHs WTYYHUM €/1eKTPOAOM, 3BaploBaHHsA B CepesoBULLi
aproHy, a TakoX HaniBaBTOMaTU4YHOro 3BaplOBaHHA B CepeAoBWLLi 3aXWMCHMX rasis. |Hlle BUKOPWCTaHHS anapaTy He Bignosigae ioro
npusHayeHHo. BupobHMK He Hece BiAMNOBIZANbHOCTI 3a MOWKOAXEHHS, 3aBAaHi BMKOPWUCTAHHAM anapaTy He 3a MpU3HaYeHHsIM.
BuKopUCTaHHs BiNOBiAHO 40 NPU3HAYEHHS, MA€E Ha yBa3i 4OTPUMaHHSA BKa3iBOK LibOro nocibHuka 3 excrayaradii.

BMMOIM 40 PO3MILEHHSA
HeobxigHo po3milyBaTi anapar Tak, Wwob 3abe3nedyBaBca Ge3nepelkogHMiA BXif | BUXiJ OXON0AXKYHOUOro MOBITPS Yepes BeHTUAALINHI
OTBOPM Ha nepegHint i 3aAHiN naHensx. Crigkynte 3a TvM, Wob MeTanesuin nua (HaNpUKAaA, Mg 4ac HaxaauyHoro waipysaHHa) HE
3acMoKTyBanacs 6e3nocepeZiHbO B anapaT BEHTUANTOPOM OXONOAKEHHS.

NIAKNOYEHHA 40 MEPEXI

3BaploBa/IbHWIA anapaT y cepiliHOMY BUKOHaHHi pO3paxoBaHuii Ha TpudasHy MepexeBy Hanpyry 3x380B a60 3x400B — AN Lboro BUBeAeHO
Tpy ApoTu. MpaBuna TexHikn 6e3neky nia Yac NpoBeeHHs PobiT 3i 3BapoBabHNM 06/18HAHHAM BUMaraloTb 3a3eM/1eHHSA Koprycy
anapary. a5 uboro nepeabayeHo /Ba BapiaHTU: 1) BUKOPUCTAHHA YETBEPTOro APOTY y MepexeBoMy Kabesli X0BTO-3e/1eHOro Kobopy
(MiXHapOAHUI CTaHAAPT MapKyBaHHs); 2) BUKOPUCTaHHA 60TOBOI KAEMU Ha 3a4HiN NaHe i anapaTy (XOPCTKilMA CTaHAAPT 3a3eM/IEHHS,
SKUI BUKOPUCTOBYBABCA B kpaiHax CH/).

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



FPATON

Yeara! Mpu nigkaioueHHi anapata 4o Hanpyru Mepexi Bulie 450B, BCi rapaHTiliHi 3060B'A3aHHsA BUpO6HMKa BTpavaloTb cuay! A Takox
rapaHTiiHi 30608'A3aHHA BUPOGHYKa BTPaUaloTb YNHHICTL NMPU NOMUAKOBOMY NiKAO4EHHI $pa3n Mepexi Ha 3a3eM/IeHHs Axepena.
MepexeBuit po3'em, nonepeyHuit nepepis kabenis Mepexi XMBAEHHS, a TAKOX MepexXeBi 3anobi>kHUKM NOBUHHI BUBMPATUCA BUXOASAUM 3
TeXHIUHMX JaHuX anapara.

BUBIP MOBU MEHIO AMAPATA

Ans BM6OPY/3MiHM MOBM MeHIO anapaTta HeobXiZHO HAaTUCHYTU Ta YTPUMYIOUM KHOMKY 2 yBIMKHY TV anapar. Mica1s Lboro Ha ekpaHi 3'sBuTbCs
MeHI0 BUBOPY MOBM, B AKOMY NOBOPOTaMM Pyykun perynstopa 3 MoxHa BubpaTi HeobxiaHy MoBy, Ta niaTeepanTH BMGIp 33 40NOMOrol0
HaTUCKaHHS Ha PyuKy peryaaTopa 4. Micas uboro anapaT NpoAoBxXuTb po6oTy 3 iHTepdeincom BiANoBiAHO MOBOIO.

EnekTpoa, wo BcTaHoBneHe AiameTp nonepeyHoro Mnowa nonepeyHoro Makcum.
BUKOPUCTOBYETLCA Y 3HaUYeHHs CTPyMy npu nepepisy ApoTy npu nepepisy mepexeBoro AOBXWHA
pexumi MMA MMAIiTIG MIG/MAG npoBoAy, KB. MM npoBoAy, M
3 x380/400V - ProMIG-350, ProMIG-500, ProMIG-630
1,5 135
2 175
3 MM He 6iblie 120A He 6inbLue Jo,8 Mm 2,5 220
4 350
6 525
2 130
. 2,5 160
Dt Mm He Binble 160A
4 260
He 6isblue Z1,0 MM 6 385
2,5 115
a5 MM He 6isblue 220A 4 180
6 270
26 mm . . 25 85
Jlerkonnaski He Binbwe270A He 6inbwe J1,2 MM 4 135
6 205
2,5 65
26 MM He 6inblue 350A He Binblwe J1,4 MM A 100
6 150
4 80
@6 Mm Tyronnaski He 6isiblue 4,00A 6 120
He Binblwe J1,6 MM 1: 15955
28 um . He 6isiblue 500A 6 85
Jlerkonnaski
10 140
4 40
28 mm A0 630A He 6ibwe J2,0 MM 6 65
10 105
CXEMA MIAK/FOYEHHS ANAPATA 4191 3BAPKOBAHHSI NOKPUTUMW ENEKTPOAAMU (MMA)
ENEKTPOAOTPUMAY

PEKOMEH/JOBAHA /JOBXXVHA 3BAPIOBA/IbHVX KABEJIIB NPV 3BAPIOBAHHI:
-9 - PATON ProMIG DC MMA/TIG/MIG/MAG
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" AoBxuHa kabenis Mnoua nonepeyHoro
MakcumanbHuii cTpym g Mapka ka6esio
(B oaHy CTOPOHY) nepepisy

He 6isiblwe 160A 2...7M 16 MM* KI™ 1x16
He binblue 200A 3...9M 25 MM? Kl 1x25
He 6isible 250A .. 11M 25 MM? KI™ 1x35
He 6inble 270A 5..11M 35 MM Kl 1x35
He bisblue 350A 6..14M 35 MMm* KT 1x35
. 8..30M 50 MM* KI™ 1x50

He 6inbwe 500A "
12...40M 70 MM KI™ 1x70

? KI

210 630A 10...30M 70 MM2 1X70
15 ... 40 M 95 MM Kl 1x9g

CXEMA MIAK/TIOYEHHS AMAPATA 119 3BAPIOBAHHS B APTIOHI (TIG) — npy BUKOPUCTaHHI NanbHUKa 35-50

~3x 380V / 400V

«

CXEMA NMIAK/FOYEHHA ANAPATA 419 HANIBABTOMATUYHOIO 3BAPIOBAHHA (MIG/MAG)

APTOHOBMIA
NANbHUK

PATON ProMIG DC MMA/TIG/MIG/MAG -10 -



~3x 380V / 400V

R

TEXHIYHI XAPAKTEPUCTUKIA

HAMNIBABTOMATUYHWUIA
MNANbHUK

NAPAMETPU ProMIG-350-400V SF ProMIG-500-400V ProMIG-630-400V
HomiHanbHa Hanpyra mepexi 50/60ly, B 3380 3380 3380
3X400 3X400 3X400
HoMiHanbHWI CTPyM, L0 CNOXMBAETLCA 3 dasu
mepexi, A 16...18,5 30...35,5 42... 49
HoMmiHanbHui 3BaploBaibHUI CTPYM, A 350 500 630
MakcumanbHwit gitounii ctpym, A 450 630 800

TpuBanicTb HaBaHTaxeHHs (TH)

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

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

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

Mexi 3MiHW Hanpyru Mepexi xuBaeHHs, B +15% +15% +15%
Mexi peryntoBaHHA 3BaptoBaNbHOro CTpymy, A 14 —350 16 — 500 18-630
Mexi peryntoBaHHA 3BaptoBabHOI Hanpyru, B 12-30 12-40 12— 44
Mexi pery/oBaHHs WBMAKOCTI N0Aaui 4POTY, M/XB 2,0-16 2,0-20
[AliameTp WTy4yHOro enekTpoga, MM 1,6-6,0 1,6-8,0 1,6-8,0
AliameTp CyLiIbHOro 38apoBa/IbHOr0 APOTY, MM 0,6-1,4 0,6-1,6 0,6 -2,0
MakcumasibHa Bara KOTYLLIKM 3 4 pOTOM, KT 15
MMA: 0,2...5000
IMNyIbCHI peXxxurmm nig Yac 3saproBaHHA TIG: 0,2...500MM,
MIG/MAG: 30 ... 300 Ny
Fapsiunii ctapt (Hot-Start) B pexxumi P43 PerynbosaHa
®opcax gyrv (Arc-Force) B pexxumi P43 PerynbosaHa
AnTUnpuannanus (Anti-Stick) B pexumi PA3 ABTOMaTUYHA
B0k 3HMXXEHHA Hanpyr X0N0CTOro XoAy BK/1 [ BUMK
Hanpyra xonoctoro xoay P43, B 12/75
Hanpyra nignany ayru, B 110
HoMmiHanbHa cnoxwuBaHa noTyXHicTb, KBA 10,7 ...12,3 19,9...23,6 27,8...32,5
MakcrmanbHa cnoxmeaHa NoTyXHicTb, KBA 15,3 29,0 40,1
KK, % 90
OxonoaxeHHs ApantuBHe
[AianasoH poboumnx Temnepatyp —25 ... +45°C
;izz:;mi pO3Mipu, MM (Z0BXMHa, LUMPUHA, 540 X360 X 400 izzz;izigig zzgizzgiggg
Maca 6e3 akcecyapis, Kr 22,9 39,9 41,9
Knac saxucry IP33 1P23 IP23
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BUBIP TA HAZNALLTYBAHHA d)YHKLlIVI ANAPATA

B cTaHAapTHOMY CTaHi (KoM /0 KHOMOK Ha NepezHiit NaHe i He TOPKaloTLCA), anapaT Ha eKpaH Jepesia 38aploBa/ibHOro CTPYMY BUBOAUTL
3HaYeHHA OCHOBHOrO NapamMeTpa NOTOYHOMO PeXMMY 3BaplOBaHHA:

1) y pexxumi MMA — 3BaptoBasibHUiA CTpyM;

2) y pexwumi TIG — 3BaptoBanbHUI CTPYM;

3) y pexxumi MIG/MAG — 3BaptoBasibHa Hanpyra Ta WBWUAKICTb NoAadi 4poTy.

Ha undposomy ekpaHi B MOMeHT 3BaptoBaHHs "MIG/MAG” BigobpaxaeTbcs NoTouHe GpakTUYHE 3HaYeHHS 3BapioBabHOrO CTpymy. BapTo
3ayBaXuWTH, WO Ha GpaKTUYHE 3HAUEHHN CTPYMY BM/IMBAE PAJ HACTYNHUX dakTopis: AiaMeTp ApOTY, WO BUKOPUCTOBYETLCS, BCTaHOBNEHE
3HAUEHHA HaNpyru Ha Axepeni CTpymy, BCTAHOB/EHA LWBMAKICTb NOAadi 4POTY Ha MexaHi3Mi NoAadi, BUKOPUCTOBYBaHWIA ras, matepian i
TOBUWMHa BMPOGY, L0 3BAPIOETLCA Ta iH. Mic/s 3aKiHYeHHs 3BaploBaHHA GaKTUYHE 3HaUEHHS 3BapiOBa/IbHOTO CTPYMy NOKa3y€eTbCs Ha eKpaHi
npoTArom 8 cekyHA AN18 MOX/IMBOCTI Nepernaay CTpyMy 38aptoBa/ibHUKOM.

PerynsTop 3 Ha nepe/Hiii naHeni Axepena 38aploBasibHOro CTpyMy € 6araTodyHKLiOHaAbHAM Ta BiAMNOBIAAE 3@ HACTYMHe:
1) BUGip no kony ByAb-aKoi GyHKLTy NOTOUHOMY pexuMi 3BaptoBaHHs (MOBOpPOTH /iBOpyY abo npasopyu);
2) BCTAHOB/IEHHS 3HaYeHHs BUOPaHOro NapameTpy (HaTUCHYTU Ha PyyKy peryasTopa Ta noBopoTu sisopyy abo npasopyu);
3) cknaaHHs BCiX GYHKLIN 40 3aBOACLKMX HANALITYBaHb MOTOYHOIO PEXMMY 3BaptoBaHHS (HAaTUCHYTU Ha PyyKy perynsatopa Ta
YTPUMYBaTU B HATUCHYTOMY MOJIOXKEHHI bisibLue 12 C).

KHonka 2 Ha nepeAHilt naHeni BiANOBIAAE 3a 3MiHy peXMMIiB 3BaploBaHHs (NepeMuKaHHs BiA6yBaEeTbCA MO KOay).

MNEPEK/IIOYEHHSA HA HEOBXIAHY ®GYHKU IO

SAKIWO B anapaTi BCTAHOBNEHO CUCTEMY 3aXMUCTY Bif HECAHKLLIOHOBAHOrO A0CTYNYy A0 MeHIo (yHKLiK, Npy NOBOPOTaX Pyuku perynsTopa 3
BiA6yBaETbCA peAaryBaHHs 3HaYeHHs1 OCHOBHOIO MapaMeTpy MOTOYHOIO PexuMy 3BaploBaHHS, a MeHio $yHKLM anapaTta —3ab1okoBaHe.
[Ains po36a0KyBaHHS MeHIO, HEOBXIAHO YTPUMYBATU B HATUCHYTOMY CTaHi pyuKy perynsTopa 3 6inble 3,5 cekyHa. Mpy po3baokyBaHHi, Ha
eKpaH BMBOAUTLCA 306paxeHHs 3aMKa, AKWI BiAKPUBAETLCS, WO BKA3ye MPo Mpouec po3baokyBaHHS MeHio dyHKLiN. Micas ycniwHoro
po36710KyBaHHS, MPU NOBOPOTAaX Py4KM 3 MpaBopyy abo NiBopyYy, Ha LbPOBHUIA AUCNNEN BUBOANUTLCA NOTOYHA Ha3Ba GYHKLT Ta Ti 3HaUeHHS.

AHaNoriyHo, MpM HaTUCKaHHI Ha pyuKy perynsTopa 8 Ha 6/10ui nogadi ApoTy Ta yTPUMaHHI ii B HAaTUCHYTOMY CTaHi bisblue 3,5 CeKyHs,
BiAbyBa€eTbCA P0o36/10KyBaHHA MEHIO, | Ha LMdPOBMIA eKpaH 7 BUBOAMTLCA Ha3Ba Ta 3HaYeHHS BYHKLT MOTOYHOrO PeXnMy 3BaploBaHHs. 3a
/L0NOMOrol0  HAaTUCKaHHS Ha Py4Ky perynstopa 8 Ta moBopoTiB 1i npaBopyy abo NiBOpyY, MOXHa MEPeK/oHaTUCh MiX GYHKLiAMU Ta
napameTpamu pexuMy, a Takox 3MiHIOBaTM iX 3Ha4eHHsA B MeHLLy abo 6inbLuy CTOpOHYy.

NEPEKJ/IIOYEHHS HA HEOBXIZAHWI PEXKVMM 3BAPIOBAHHS
HaTuckaHHA KHOMKKU 2 NPU3BOAMUTL A0 MEPeK/IIOYEHHSA Ha HaCTYMHUIN pexuM 3BaploBaHHA Nno kosy. Lle BuAHO Ha Aucnael 1 Ha nepeaHii
naHeni anaparta.

CKUAAHHS HANIALUTYBAHb BCIX ®YHKLIA MOTOYHOMO PEXXMMY 3BAPIOBAHHS

MoxyTb BiAbyBaTMCA CUTyaLii, KOAM NapameTpu B anapati TPOXW 3anayTaau KopucTysaya. [as Toro wob CKMHYTH iX A0 CTaHAAPTHUX
33BOACHKMX HaNalWTYBaHb, JOCUTb YTPUMYBATU B HAaTUCHYTOMY CTaHi pyyKy perynsTopa 3 npoTarom binblie 12 cekyH/ (He 3BepTaTy yBary
Ha 306paxeHHs 3amMouka). SIK i HaBOAWMNOCA paHile, Ha Tablo NOYHETLCA 3BOPOTHWIA BIANIK 333...222...111 i NPU JOCATHEHHI "000" BCi
HaNaWTyBaHHA BMOBPAHOI NPOrpamu MOTOYHOrO PEXWMY 3BaplOBaHHsA ByAyTb OHOBJ/IEHI Ha 3aBOACHKI. CKMAAHHA NapameTpiB A KOXHOT
NPOrpamMu KOXHOTO PeXnMy 3BaptoBaHHS pobasaTbcs okpemo. Lie 3pobaeHo 4151 3pyUHOCTI, W06 He CKUHYTU iHAWBIAYyaNbHI HaNAWTYBaHHSA B
ABOX iHLWINX PeXMMaXx Ta iHWMX Nporpamax.

AHaNoriyHO, MOXHa CKMHYTV NapaMeTpy MOTOYHOTO PEXMMY 3BapIOBaHHS 3a J0NOMOrOl0 Py4Ku perynstopa 8.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHA

Y KoxHOMy pexumi 3BaptoBaHHs MMA, TIG i MIG/MAG anapat moxe 36epiratv 40 16 pisHMX BapiaHTiB HasawTyBaHb. MOTOYHUI HOMEp
HaNalWTyBaHHA (Nporpamu) BiZ06paxaeTbCs y BEPXHLOMY MPaBoOMY KyTi eKpaHa, AKUI 3HaX0AUTLCS Ha NepeAHili NaHesi. Y MOMEHT nepuioro
YBIMKHEHHSA anapaTa, ANS KOXHOro pexuMy 3BaploBaHHS, 3aBXAM BUBOANTLCA nporpama nig Noi. Yci 3MiHv B HanawTyBaHHi anapaTa B
ZaHOMYy pexuMi 3BaploBaHHA Ta MOTOYHOMY HOMepi nporpamm 36epiraloTbcs. LLlo6 nepeiit Ha iHWWA HoMep nporpamu i novatn
HaNalTyBaHHA 3HOBY 3 6a30BMX NapameTpiB, 4OCTaTHLO HATUCHYTU KHOMKY 4 abo KHOMKy 9 Ha 610U nogadi 4poTy, ToAi Ha BiANOBIAHMI
eKpaH BUBOANTLCA NMOTOYHMIA HOMEP NPOrpamy, i Aasi, 3a 40NOMOroio NOBOPOTIB PyyKH BiANOBIAHOrO perynstopa 3 abo 8 MoxHa BubpaTtn
iHWY nporpamy. Bubip nporpamu noTpibHO NiaTBEPAUTM HATUCHYBLUM Ha BiZNOBIAHY pPyuKy peryasTopa 3 abo 8.

3AFAZIbHUM CNCOK | NOC/IAOBHICTb GYHKL,IN

Pexcum 3saprosarHs P43 "MMA"
0) [-1-] - ocHoBHWI NnapameTp CTPYM = 80A (3a 3aMoBYyBaHHAM) [ B iMNynbCHOMY pexumi e 6azosuit CTPYM
a) 14...350A (Kpok 3MiHu 1A) ans ProMIG-350-400V SF
6) 16 ... 500A (Kpok 3MmiHuW 1A) Anst ProMIG-500-400V
B) 18...630A (kpok 3miHu 1A) ana ProMIG-630-400V
1) [H.St] cuna "Tapsvoro ctapTy" = 50% (3a 3aMOBYyBaHHAM)
a) o[OFF] ... 100% (kpok 3miHu 5%)
2) [t.HS] yac "lapsyoro cTapTy" = 0,3 cek. (3a 3aMOBYYBaHH:AM)
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a) 0,1...1,0 cek. (KpOK 3MiHM 0,1 cek.)
3) [Ar.F] cuna "®opcaxy ayru" = 50% (3a 3aMOBUYBaHHAM)
a) o [OFF] ... 200% (kpok 3MiHu 5%)
4) [u.AF] piBeHb cnpauboByBaHHs dyHKLiT «Popcax Ayri» = 12V (3a 3aMOBYYBaHHAM)
a) 9 ... 18V (Kpok 3miHu 1V)
5) [BAH] Haxvn BosIbTaMNepHOI XxapakTepucTukm = 1,4V/A (3a 3aMOBYyBaHHAM)
a) 0,2...1,8V/A (Kpok 3MiHM 0,4V/A)
6) [Sh.A] 3BaptoBaHHs kOpoTKOt gyroto = OFF (3a 3aMoBUyBaHHsAM)
a) 0 [OFF] ... 3 (kpok 3miHK 1)
7) [BSn] 6710k 3HUXEHHS Hanpyru xonocToro xoay = OFF (3a 3aMoBuYyBaHHsM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
8) [Po.P] pexwm nynbcauii ctpymy = OFF (3a 3amMmoBuyBaHHAM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
9) [I.PS] cTpym naysu = 25A (3a 3amMOBYyBaHHAM)
a) 14...350A (kpok 3MmiHuM 1A) ansa ProMIG-350-400V SF
6) 16 ... 500A (Kpok 3miHu 1A) Anst ProMIG-500-400V
B) 18...630A (kpok 3MiHu 1A) ana ProMIG-630-400V
10) [Fr.P] yacToTa nynbcauiit ctpymy = 5,0 Iy (33 3aMOBUyBaHHAM)
a) 0,2...500[14 (AMHAMIYHUIA KPOK 3MiHM 0,1 M...1 )
11) [dut] cniBBigHOWeEHHSA iMNy/abc/nay3a (6anaHc) — Le BIACOTOK iMAYAbCY CTPYMYy A0 Mepiody MPOXOAXEHHS LuX iMnysbeie = 50% (3a
3aMOBUYBaHHAM)
a) 20...80% (Kpok 3MiHu 2%)

Pexcum 38apiosarHa TIG
0) [-2-] ocHoBHMI1 napameTp CTPYM = 100A (3a 3aMOBUYBaHHsM) | B iMAybCHOMY pexumi e 6asosuit CTPYM
a) 14...350A (kpok 3miHu 1A) ana ProMIG-350-400V SF
6) 16 ... 500A (Kpok 3miHM 1A) A ProMIG-500-400V
B) 18...630A (kpok 3miHu 1A) ana ProMIG-630-400V
1) [But] pexxnm kHOMKM Ha nanbHUKy = [LIFT] (3a 3amoBYyBaHHAM)
a) [LIFT] — pexwum 6e3 kHonku Ha nasbHUKy TIG-LIFT (Mpu BUKOPUCTaHHi BEHTUIBHOMO NaibHUKY)
6) [LIFT2T] — pexxum KHomnku Ha nanbHuky TIG-LIFT2T (Bigk/itoueHHs CTpyMy npu BignyckaHHi KHOMKM Ha NasibHUKY)
B) [LIFT4T] — pexxum kHonku Ha nanbHuky TIG-LIFT4T (Npy NOBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NasibHUKY CTPYM 3HUXYETbCA
/0 3HaYeHHs, BCTAHOB/IEHOr0 NapamMeTpom «KiHLEeBWit CTpyM», Aani — BiAK/IIOUEHHS 3BaploBa/IbHOMO CTPYMY NpU BignycKaHHi
KHOMKW)
2) [t.uP] yac HapoCTaHHS CTPYMYy = 0,2 CeK (3a 3aMOBUYBaHHAM)
a) 0 ...15,0 CeK. (KPOK 3MiHM 0,1 CeK.)
3) [t.dn] Yac cnagaHHs CTPYMy = 0,2 CeK (3a 3aMOBUYBaHHAM)
@) 0 ... 15,0 CeK. (KPOK 3MiHM 0,1 CeK.)
4) [Po.A] KiHLeBMIA CTPYM = 20A (33 3aMOBUYBaHHAM)
a) 14...50A (Kpok 3miHu 1A) gns ProMIG-350-400V SF
6) 16 ... 50A (KpPOK 3MiHW 1A) Ans ProMIG-500-400V
B) 18...50A (Kpok 3miHM 1A) ana ProMIG-630-400V
5) [t.Po] yac nicha-npoAyBKM 3aXMCHUM Fa3oM = 4,0 CeK. (3a 3aMOBYYBaHHAM)
a) 1,0...35,0 ceK. (KPOK 3MiHM 0,1 cek.)
6) [Po.P] iMmnyabcHui pexxum cTpymy = OFF (3a 3aMoBYyBaHHsIM)
a) ON —yBiMKHeHO
6) OFF — BUMKHEHO
7) [I.PS] cTpym naysu = 25A (3a 3aMOBYyBaHHAM)
a) 14...350A (kpok 3MmiHu 1A) ans ProMIG-350-400V SF
6) 16 ... 500A (Kpok 3MmiHuW 1A) Anst ProMIG-500-400V
B) 18...630A (kpok 3miHu 1A) ana ProMIG-630-400V
8) [Fr.P] yacToTa nyabcauint cTpymy = 10,0 M (32 3aMOBUYBaHHAM)
a) 0,2...500[14 (AMHAMIYHWIA KPOK 3MiHM 0,1 ...1 Ty)
9) [dut] cniBBigHOWweHHs iMnynbc/naysa (banaHc) — e BiACOTOK iMMyAbCYy CTPYMy 4O Mepiody MPOXOAXEHHS LMX iMny/bCiB = 50% (3a
3aMOBUYBAHHAM)
a) 4...80% (KpoK 3miHK 2%)

Pexcum 3saprosarHsa MIG/MAG
0) [-3-] ocHoBHWIM napameTp HATPYTA = 19,0V (3a 3aMOBYYBaHHsAM)
a) 12,0...32,0V (Kpok 3miHu 0,1V) ana ProMIG-350-400V SF
6) 12,0...40,0V (KpoK 3MiHu 0,1V) At ProMIG-500-400V
B) 12,0...44,0V (KPOK 3MiHM 0,1V) gns ProMIG-630-400V
1) [SPD] apyruit ocHoBHW napameTp — LUBUAKICTb ApoTy = 4,5 M/XB (3a 3aMOBYYBaHHAM)
a) 1,0...16,0 M/XB (KpOK 3MiHM 0,1 M/XB) AN ProMIG-350-400V SF
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6) 1,0...20,0 M/XB (KPOK 3MiHU 0,1 M/XB) Anst ProMIG-500-400V Ta ProMIG-630-400V
2) [t.Pr] yac nonepeA-nNpoAyBKM 3aXMCHUM ra3oM = 0,1 cek. (3a 3aMOBYyBaHHAM)
a) 0,1...25,0 cek. (KpOK 3MiHM 0,1 cek.)
3) [t.Po] yac nicns-npoayBKM 3aXMCHUM ra3oM = 1,5 cek. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 ceK. (KpOK 3MiHM 0,1 ceK.)
4) [t.UP] yac HapocTaHHsA Hanpyry = 0,1 ceK (3a 3aMOBYYBaHHsAM)
a) 0... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
5) [t.dn] yac cnagaHHs HaNpyru = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0... 5,0 ceK. (KPOK 3MiHM 0,1 ceK.)
6) [But] pexwum KHOMkM Ha NanbHKUKY = [2T] (3a 3aMOBYYBaHHAM)
a) [2T] — pexum KHOMKM Ha NanbHuKy 2T
6) [4T]— CTaHAAPTHUI PEXMM KHOMKM Ha NasibHUKY 4T
B) [a4T] — aNbTepHATUBHWIA PEXMUM KHOMKM Ha NafbHUKY 4T
7) [Ind] piBeHb iHAYKTUBHOCTI = 0 (3a 3aMOBYYBaHHsM)
@)-5...0 ... 5 CTYMiHb (KPOK 3MiHW 1 CTYMiHb)
8) [SOA] Tin maTepiany gpoTy = Steel (3a 3aMoBUyBaHHsIM)
a) Steel — ctaneBuit gpit
6) Alum — aslomiHieBuit ApiT
9) [Po.P] iMmnyabcHui pexxum cTpymy = OFF (3a 3aMoBUyBaHHsIM)
a) ON —yBiMKHeHO
6) OFF — BUMKHeHO
10) [t.IP] yac imnynbcy = 2,2 MCek (3a 3aMOBUYBaHHsIM)
a) 0,5...5,0 MCek (kpok 3MiHK 0,1 MCek)
11) [LLIP] cTpym iMnybCy = 210A (3@ 3aMOBUYYBaHHAM)
a) 190 ... 450A (Kpok 3miHK 1A) Ans ProMIG-350-400V SF
6) 220 ... 650A (KpOK 3MiHU 1A) A/ ProMIG-500-400V
B) 260 ... 820A (kpok 3miHn 1A) ana ProMIG-630-400V
12) [I.PS] 6a30Buit cTpyM = 50A (3a 3aMOBYYBaHHSAM)
a) 30 ... 80A (KpoK 3MiHM 5A)
13) [Fr.P] yacToTa nyabcauii ctpymy = 100 [}, (3a 3aMOBYyBaHHsSM)
a) 30...300[1, (KpoK 3miHM 1 )
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FAPAHTIMHE OBC/TYTOBYBAHHA

LLlaHoBHwMIA cnoxmBay!

MATOH IHTEPHELLH/T asikye Bam 3a Bubip npogykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e3g0raHHe $yHKLiOHYBaHHS A4aHOMO BUPOGY
33 YMOBM JOTPUMaHHs NPaBu MOro ekcrayaTalii.

YBATA!!! Mepea BUKOPUCTaAHHAM 061aZ4HaHHA PeKOMEHAYEMO O3HANOMUTUCA 3 PO3LIMPEHOIO IHCTPYKLEID 3
eKcnayaTaLii, a TakoX nepesipuTh NPaBUAbHICTb 3aNOBHEHHSA rapaHTIMHOrO TasoHa: Ha3Ba MoAeni npuabaHoro Bamu
BupoG6y, Ta iloro cepiliHunii HoMep NOBMHHI 6yTH iAEHTUYHI 3anMcam B rapaHTIMHOMY TanoHi. He 40NycKaeTbCs BHECEHHS
B TaN0H 6yAb-AKMUX 3MiH Y4 BUNpPaBAEHb.

FAPAHTIVIHI 30B0B'SI3AHHS
MATOH IHTEPHELLHA rapaHTye cnpaBHy poboTy AXepena XMUB/EHHS y pasi 4OTPUMaHHs CNoXuBayYeM yMOB ekcnyaTalii, 36epiraHHs i
TPAHCNOPTYBaHHSA.

YBATA! Be3kowToBHe rapaHTiliHe 06C1yroByBaHHS BiACYTHE 32 YMOBU MeXaHiuYHUX NOLWKOAXEHb 3BapioBaibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBa/ibHe 061a4HaHHS CTAHOBUTD:

ProMIG-350-400V SF 3 pokun

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

2 poku

OCHOBHWIA rapaHTilHWIA Nepiog 0BUYMCIOETLCA 3 HSA NPOAAXY iIHBEPTOPHOrO 06/1aHaHHS KiHLI@BOMY NOKYMLeBi.

pOTArOM OCHOBHOrO rapaHTiliHOro nepiody npo/AaBelib 3060B'A3y€TbCA (Y BUNAaAKY rapaHTIiHOro peMOHTY), 6e3KOIITOBHO A/19 BNaCHUKa
iHBepTOpHOro obnaaHaHHs PATON:

- MPOTArOM 1 poKy 3 AaTu NpuAGaHHA KAi€HTOM 06aagHaHHA, ONaTUTK A0CTaBKy obnagHaHHA B CepiBCHWIA LEHTP i Ha3az KAIEHTY,
BMKOPUCTOBYIOYM MOCYrM KOMNaHii Hosa nowTa;

- NPOBECTM AiarHOCTUKY Ta BUABUTM NPULMHY HECNPABHOCTI;

- 336e3neunTi HeoBXiAHUMM A9 BUKOHAHHSA PEMOHTY By3/1aM/ Ta eleMeHTaMy;

- npoBecTy poboTK i3 3aMiHW eNeMeHTIB Ta BY31iB, L0 BUMLLAW 3 NaAY;

- NPOBECTM TeCTyBaHHS BiAPEMOHTOBAHOI0 061aAHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHs He NOLWMPIOTLCS Ha 061aAHAHHS:

- 3 MexaHi MOLIKOAX , WO BI/IMHYJ/IM Ha NpaLe3AaTHICTb anaparty (4epopmaLiis Kopnycy 1 geTasei BHaCNiA0K NajiHHA 3
BUCOTM 260 NagiHHA Ha 061a4HAHHS BaXKUX NPEAMETIB, BUNaZaHHSA KHOMOK Ta PO3'eMiB);

- 3i chigamu Koposii, sika cTana NPUYNHOD HECNPABHOTO CTaHy;

- sIKe BUMLLAO 3 1ajly YepPe3 BMNVB CUIbHOTO 3BO/IOXEHHS Ha MOr0 CUOBI 11 e1eKTPOHHI eNeMeHTH;

- fike BUMLLAO 3 1ajly Yepe3 HaKoMMUeHHs CTPYMONPOBIAHOMO NUAY (BYTi/IbHWIA N/, MeTaneBa CTPyXKa Ta iH.) BcepeauHi;

- y pasi cnpo6u camMoCTIHOro PEMOHTY 11010 By3iB Ta/abo 3aMiHM eN1eKTPOHHUX e/1EMEHTIB, PEKOMEHZAYETLCS, 3a1€XKHO Bij YMOB
ekcnyaTauii, O4MH pas Ha NiBpPOKY, 33418 YHUKHEHHSA BUXOAY anapaTy 3 aAy, NPOBOAUTU YNCTKY BHYTPILLHIX e/IeMeHTIB i By3/iB 4aHOr0
061aiHaHHA CTUCHEHUM MOBITPAM, 3HATU 3aXMUCHY KPULLKY. YuiLeHH: He0BXiAHO NPOBOANTY akypaTHO, yTPUMYIOUM WAAHT KOMNpPecopa Ha
AOCTaTHIN BiACTaHi, 33ANA YHUKHEHHS MOLWKOAXEHHS Naikn eN1eKTPOHHNUX KOMMOHEHTIB | MeXaHiYHNX YaCTUH.

TakoX OCHOBHI rapaHTilHi 3060B'A3aHHA He MOLIMPIOIOTLCA Ha 3OBHIlLHI eneMeHTU obiaZHaHHS, WO BUWAWAM 3 nagy, fKi NigAaloTbcs
di3MYHOMY KOHTaKTY, @ TakoX Ha CymnyTHi/BUTpaTHI MaTepianu, NpeTeHsii WoAo AKX NPUIMMAIOTLCS He Mi3Hille ABOX TUXKHIB MiCAs NPOAaXxy:
- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM perynioBaHHA NapameTpis 3BaproBaHHS;
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- po3'eMU nNigkto4eHHs kabenis i pykasis;

- po3'eMM ynpaBAiHHS;

- MepexeBuii kabesb i BUIKa MepexeBoro kabesio;

- pyuKa AN NepeHeceHHs, peMiHb Yepes neye, keic, Kopobka;

- TPMMaYi eNeKTPOZiB, K1eMa «Macu», NanbHWK, 3BaptoBasibHi kabeni Ta pykasu.

Mpoaaseup 3anMwae 3a cobolo NpaBo BIAMOBUTM Yy HaAaHHI rapaHTIMHOrO PeMOHTy, abo BCTAHOBMTW AaTOK MOYATKy BUKOHAHHSA
rapaHTiliH1X 3060B'A3aHb MiCALb i Pik BUNYCKy anapaTy (BCTAHOBJIIOIOTLCSA 38 CePiliHAM HOMEPOM):
-y pasi BTpaT1 nacnopTa BacHUKOM;

-y pasi BiACyTHOCTI KOpeKTHOro abo B3arasi 6yAb-AKoro 3anoBHeHHs NacnopTa NPoAaBLEM Mij Yac NPoAaxy anapary.

TapaHTiiHWIA CTPOK NPOAOBXYETLCA, Ha TEPMIH FrapaHTINHOro 06C/IyroByBaHHA anapaTy y CepBiCHOMY LieHTpi.

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

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

DANGER OF HAZARDOUS GASES AND VAPOURS

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

- arc radiation field must be free from solvent vapours.

DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

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

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

To ensure individual protection, adhere to the following rules:

- wear robust footwear, which retains insulating properties in moist conditions as well;

- protect the hands with insulating gloves;

- protect the eyes with a headshield, with is equipped with a black-light filter complying with
safety standards;

- wear only proper low-flammable clothes.

&

DANGER OF INTENSE NOISE
The arc generated during welding can emit sounds above 85 dB during 8 hours of working time.
Welders working with the equipment wear ear protection during work.

UNPACKAGING

The delivery set of the device includes:

Operating maraal

Rollers for solid and

Welding cable with an ABICOR BINZEL  electrode —
hiokder!

—n Welding arc power source with wire

B feeder Shoulder carmying strap

Welding cable with ABICOR BINZEL grawnd
TEMTInG

Quick-relpase pneumaric connectar

' For PraMiG-350-15-4-coa¥ 5F model

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

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

Main screen Screen of wire feeder

MMA
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START-UP

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

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

POWER CONNECTION

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

Caution! When the unit is connected to a mains voltage higher than 450V, all manufacturer's warranty obligations become invalid! The
manufacturer's warranty obligations also become invalid in case of an erroneous connection of the mains phase to the source ground.

The mains connector, the cross-sections of the mains cables, as well as the mains fuses need to be selected based on the unit technical data.

SELECTING THE DEVICE MENU LANGUAGE

To select/change the menu language of the device, hold down button 2 and turn on the device. After that, the language selection menu will
be displayed on the screen. You can select the desired language using the regulator 3 and confirm your choice by pressing the regulator 3.
Then, the machine will continue working with the interface in the corresponding language.

Used MMA Set current value for Wire cross-section diameter Cross-section of each core of Max. wire
electrode MMA and TIG for MIG/MAG the mains wire, sq. mm length, m
3 x 380/400V - ProMIG-350, ProMIG-500, ProMIG-630

1,5 135

2 175

23 mm not more than 120A not more than 0,8 mm 2,5 220
4 350
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6 525
2 130
2,5 160

@ mm not more than 160A
4 260
not more than @1,0 mm 6 385
2,5 115
25 mm not more than 220A 4 180
6 270
2,5 85
?fsir;lr: not more than270A not more than 1,2 mm 4 135
6 205
2,5 65
26 mm not more than 350A not more than @1,4 mm 4 100
6 150
4 8o
26 mm not more than 400A 6 120

refractory

not more than @1,6 mm = 293
28 mm 4 55
fusible not more than 500A 6 85
10 140
4 40
28 mm up to 630A not more than @2,0 mm 6 65
10 105

Recommended length of power welding cables during welding:

Maximum current c?:rllee I;Zs;h Cross-section area Cable brand
not more than 160A 2...7m 16 mm? KG 1x16
not more than 200A 3..9m 25 mm?* KG 1x25
not more than 250A 5..11m 35 mm? KG 1x35
not more than 270A 5..11m 35 mm? KG 1x35
not more than 350A 6..14m 35 mm?* KG 1x35
8..30M o mm?* KG 1x50

not more than 500A : 2 . .
12...40M 70 mm KG 1x70
10...30M 70 mm? KG 1x70
up to 630A

P 3 15... 40 M 95 mm? KG 1x95

MACHINE CONNECTION DIAGRAM FOR WELDING WITH STICK ELECTRODES (MMA)

ELECTRODE HOLDER

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING - using the 35-50 TIG torch
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SEMI-AUTOMATIC
TORCH

SEMI-AUTOMATIC
TORCH

TECHNICAL PARAMETERS
PARAMETERS ProMIG-350-400V SF ProMIG-500-400V ProMIG-630-400V
Rated voltage of the three-phase mains 50 / 60Hz, 3x380 3x380 3x380
V 3X400 3X400 3X400
Rated current consumption from the mains phase,
A 16...18,5 30...355 42...49
Rated welding current, A 350 500 630
Maximum operating current, A 450 630 800
70%/at 350A 70%/at 500A 70%]/at 630A

Duty cycle

100%/at 290A

100%/at 420A

100%/at 520A

Supply voltage variation limits, V +15% +15% +15%
Limits of regulation of welding current, A 14 —350 16 - 500 18-630
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Limits of regulation of welding voltage, V 12-30 12-40 12— 44
Limits of wire feed speed control, m/min 2,0-16 2,0-20
MMA electrode diameter, mm 1,6-6,0 1,6 -8,0 1,6 -8,0
Welding wire diameter, mm 0,6-1,4 0,6-1,6 0,6-2,0
Maximum coil weight, kg 15
MMA: 0,2...500 Hz
Welding pulse modes TIG: 0,2...500 Hz
MIG/MAG: 30 ... 300 Hz
“Hot-Start” .
in the MMA mode Adjustable
“Arc-Force” in MMA mode Adjustable
“Anti-Stick” .
in the MMA mode Automatic
Voltage reduction unit, on/off
no-load
MMA no-load voltage, V 12/75
Arc striking voltage, V 110
Rated consumption 1 1 N 26 27822
power, KVA /7 -+ 12,3 919 - 23, 7,8 --32,5
Maximum power consumption, kVA 15,3 29,0 40,1
Efficiency, % 90
Cooling Adaptive
Operating temperature range —25 ... +45°C
Overall dimensions, mm (length, width, height) 540 X 360 X 400 510x180x 385 510X235X 410
255 X 500 X 350 255 X 500 X 350
Weight without coil and accessories, kg 22,9 39,9 41,9
Protection rating P33 P23 P23

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

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

1) in the MMA mode — welding current;

2) in the TIG mode — welding current;

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

On the digital display in the MIG/MAG welding mode, the actual welding current value is shown during the welding process. It is worth
noting that the actual welding current value is influenced by several factors, including the wire diameter used, the set welding voltage on the
power source, the wire feed speed set on the feeder mechanism, the shielding gas used, the material and thickness of the welded
workpiece, among others. After the welding process is completed, the actual welding current value remains displayed on the machine’s
screen for 8 seconds, allowing the welder to view the current value.

Regulator 3 on the front panel is multifunctional and is responsible for:
1) selecting any function in the current welding mode (turning left and right);
2) setting the value of the selected parameter (press the regulator and turning left or right);
3) reset all functions to factory settings of the current program of the current welding mode (press the regulator and hold for
more than 12 sec.).

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

SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 3,
adjustment of the value of the main parameter of the current welding mode occurs, also this means that the function menu is locked. To
unlock it, press and hold down regulator 3 for more than 3.5 seconds. When unlocking, the indicator displays an image of opening lock,
indicating the process of unlocking the function menu. After successful unlocking, when turning the regulator 3 to the right or left, the
current name of the function and its value will be displayed on the digital display.
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Similarly, by pressing and holding the regulator knob 8 on the wire feed unit for more than 3.5 seconds, the menu is unlocked, and the name
and value of the function for the current welding mode are displayed on the digital screen 7. By pressing the regulator knob 8 and turning it
left or right, you can switch between functions and parameters of the mode and also adjust their values.

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

RESET ALL FUNCTIONS OF THE WELDING MODE USED

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

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

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

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

GENERAL LIST AND SEQUENCE OF FUNCTIONS

MMA welding mode
0) [-1-] Main displayable parameter CURRENT= 80A (default)
a) 14 ... 350A (unit increment 1A) for ProMIG-350-400V SF
b) 16 ... 500A (unit increment 1A) for ProMIG-500-400V
) 18.... 630A (unit increment 1A) for ProMIG-630-400V
1) [H.St] Hot Start power = 50% (default)
a) o[OFF] ... 100% (unit increment 5%)
2) [t.HS] Hot Start time = 0.3 sec (default)
a) 0.1... 1.0 sec (unit increment 0.1 sec)
3) [Ar.F] Arc Force power = 50% (default)
a) o[OFF] ... 100% (unit increment 5%)
4) [U.AF] Arc Force triggering level = 12V (default)
a)9...18V (unitincrement 1V)
5) [BAH] Voltage response slope = 1.4V/A (default)
a) 0.2 ... 1.8V/A (unit increment 0.4V/A)
6) [Sh.A] Short arc welding = OFF (default)
a) o[OFF] ... 3 stages (unit increment 1 stage)
7) [BSn] Voltage reduction unit = OFF (default)
a) ON —enabled
b) OFF —disabled
8) [Po.P] Current pulsation mode = OFF (by default)
a) ON —enabled
b) OFF — disabled
9) [I.PS] Pause current = 25A (by default)
a) 14 ... 350A (unit increment 1A) for ProMIG-350-400V SF
b) 16 ... 500A (unit increment 1A) for ProMIG-500-400V
€) 18 ... 630A (unit increment 1A) for ProMIG-630-400V
10) [Fr.P] current pulsation frequency = 5.0 Hz (by default)
a) 0.2 ... 500 Hz (dynamic change step 0.1 Hz...1 Hz)
12) [dut] pulse/pause ratio (balance) - it is the percentage of the current pulse to the period of repetition of these pulses = 50% (by default)
a) 20 ... 80% (change step 2%)

TIG welding mode

0) [-2-] Main displayable parameter CURRENT = 100A (default)
a) 14 ... 350A (unit increment 1A) for ProMIG-350-400V SF
b) 16 ... 500A (unit increment 1A) for ProMIG-500-400V
) 18 ... 630A (unit increment 1A) for ProMIG-630-400V

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

MIG/MAG welding mode
0) [-3-] Main displayable parameter WELDING VOLTAGE =19.0 V (default)
a)12.0 ... 32.0V (unit increment 0.1V) for ProMIG-350-400V SF
b) 12.0 ... 40.0V (unit increment 0.1V) for ProMIG-500-400V
€)12.0 ... 44.0V (unit increment 0.1V) for ProMIG-630-400V
1) [SPD] Second main parameter WIRE FEED SPEED = 4.5 m/min (default)
a) 1.0 ... 16.0 m/min (adjustment step 0.1 m/min) for ProMIG-350-400V SF
b) 1.0 ... 20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500-400V and ProMIG-630-400V
2) [t.Pr] Pre-gas flow time = 0.1 sec (default)
a)0.1... 25.0 sec (adjustment step 0.1 sec)
3) [t.Po] Post-gas flow time = 1.5 sec (default)
a) 0.5 ... 25.0 sec (adjustment step 0.1 sec)
4) [t.uP] Voltage ramp-up time = 0.1 sec (default)
a) o ... 5.0 sec (adjustment step 0.1 sec)
5) [t.dn] Voltage ramp-down time = 0.1 sec (default)
a) o ... 5.0 sec (adjustment step 0.1 sec)
6) [But] Torch button mode = [2T] (default)
a) [2T] - 2T torch button mode
b) [4T] - Standard 4T torch button mode
c) [a4T]— Alternative 4T torch button mode
7) [Ind] Inductance level = o (default)
a)-5...0... 5 stage (adjustment step 1 stage)
8) [SOA] welding wire material type = Steel (default)
a) Steel — Steel wire
b) Alum — Aluminum wire
9) [Po.P] Pulsed current mode = OFF (default)
a) ON —enabled
b) OFF —disabled
10) [t.IP] Pulse duration = 2.2 ms (default)
a) 0.5 ... 5 ms (adjustment step 0.1 ms)
11) [I.PS] Pulse current = 210A (default)
a) 190 ... 450A (unit increment 1A) for ProMIG-350-400V SF
b) 220 ... 650A (unit increment 1A) for ProMIG-500-400V
€) 260 ... 820A (unit increment 1A) for ProMIG-630-400V
12) [I.PS] Base current = 50A (default)
a) 30 ... 80A (adjustment step 5A)
13) [Fr.P] Pulse frequency = 100 Hz (default)
a) 30 ... 300 Hz (adjustment step 1 Hz)
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WARRANTY

Dear customer!

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

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.

g ATTENTION!!! Before using the equipment, we recommend that you read the operating instructions, and also check

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the conditions of
operation, storage and transportation.
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ATTENTION! There is no free warranty service in case of mechanical damage to the welding machine!
The main warranty period for welding equipment is:

ProMIG-350-400V SF 3 years

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

2years

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

During the main warranty period, the seller undertakes, free of charge for the owner of PATON™ inverter equipment:
- 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 obligations do 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;

- this equipment, depending on the operating conditions, is recommended once every six months, in order to avoid the breakdown of the
device, to clean the internal elements and assemblies with compressed air, remove the protective cover. Cleaning should be done carefully,
keeping the compressor hose at a sufficient distance to avoid damage to the soldering of the electronic components and mechanical parts.

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

- on and off button;

- knobs for adjusting welding parameters;

- connectors for connecting cables and sleeves;

- control connectors;

- mains cable and mains cable plug;

- carrying handle, shoulder strap, case, box;

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

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

- if the owner loses the warranty card;

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

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

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

[aTa npuiiomy Ha peMoHT / [laTa Npuéma Ha pemoHT / Date of receiptforrepair " ", 20

(nignuc / nognwuce / signature)

O3Hakw HecnpasHocTi [ MpusHaku HepaboTocnocobHocTv [ Symptoms of non-operability:

Mpununna / Cause:
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[laTta npuitomy Ha pemoHT / [lata npuéma Ha pemoHT / Date of receipt for repair

(niganuc / nognucs / signature)

O3Hakw HecnpasHocTi [ MpusHaku HepaboTocnocobHocTv [ Symptoms of non-operability:

Mpuunna [ Cause:

[lata npuitomy Ha pemoHT / [lata npuéma Ha pemoHT / Date of receipt for repair

(nignuc / noanuck / signature)

OsHaku HecnipaBHocTi / Mpu3sHaku HepaboTocnocobHocT | Symptoms of non-operability:

Mpuunna [ Cause:

[lata npuitomy Ha pemoHT / [lata npuéma Ha pemoHT / Date of receipt for repair

(nignuc / nognwuce / signature)

O3Hakw HecnpasHocTi / MpusHaku HepaboTocnocobHocTv [ Symptoms of non-operability:
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Mpununna / Cause:

[lata npuitomy Ha pemoHT / [lata npuéma Ha pemoHT / Date of receipt for repair

(nignnc / noanuce / signature)

O3Hakw HecnpasHocTi / MpusHaku HepaboTocnocobHocTv [ Symptoms of non-operability:

Mpuunna [ Cause:

[laTta npuitomy Ha pemoHT / [laTa npuéma Ha pemoHT / Date of receipt for repair

(nianuc / nognwce / signature)

O3Hakw HecnpasHocTi / Mpu3Haku HepaboTocnocobHocTv [ Symptoms of non-operability:

Mpununna [ Cause:
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