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PATON |

EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONAL LLC
Novopyrohivska 66, 03045 Kyiv, UKRAINE

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

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

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

Directives:
Safety of machinery - Electrical

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

Arc welding equipment - Part 1: Welding EN IEC 60974-1:2018/A1:2019
power sources EN IEC 60974-1:2022/A1:2022

Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

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

Signed on behalf of: PATON International LLC
Place and Date: 03045 Kyiv, UKRAINE 04. 08 2%’2

Signature
Name, Function:

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 HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

- TpaBMyBaHHA 06CNYroByrOHOro nepcoHany abo TpeTboi ocobu;

- 3anofifHHA WKoAM caMoMy anapaTy abo MaTepianbHUM LiiHHOCTAM NiANPUEMCTBA;

- nopyLleHHA epeKTMBHOro po6o4oro nNpouecy.

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

- NPOWTW BiAMNOBIAHY aTecTalito;

- BOJIOAITV 3HAHHAMM 3i 3BaptOBaHHA;

- TOYHO AOTPUMYBATUCA L€ IHCTPYKLIIT.

HecnpaBHocTi, Aki MOXYTb 3HU3UTK 6e3neKy, NOBUHHI 6yTY TEPMIHOBO YCYHEHi.

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MNEKA MEPEXXEBOTIO | 3BAPIOBAJIbHOIO CTPYMY

- YpaXKeHHs efleKTPUYHMM CTPYMOM MOXe 6yTu CMepTenbHUM;

- 3BaploBasibHUIN kabenb NOBUHEH BTN MiLLHUM, HEeYLLIKOAXEHMM Ta i30/1boBaHUM. OcnabneHi
3’eQHaHHA | NOWKOAXKEHWU Kabenb NoTPiIGHO HeraHo 3aMiHUTU. MepexxeBi kabeni 11 kabeni
3BaprOBaNbHOro anaparty NOBUHHI CUCTEMATUYHO NepeBipATUCA daxiBLEeM eneKTpMKOM Ha
crnpasHicTb i3onauii;

- nif 4Yac BUKOPUCTaHHA 3a60POHAETLCA 3HIMATW 30BHILLHIM KOXYX 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 AMM Ta LWKiANUBI ra3v BUAANUTH 3 po6o40i 30HM cnelianbHUMK 3acobamu;

- 3abe3neynTn AOCTaTHI MPUTOK CBIXKOro NoBiTpA;

- BUMapu PO34YMHHUKIB HE MOBMHHI MOTPaNIATU B 30HY BUMPOMiHIOBaHHA 3BaptoBanbHOI 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

- 3alMUCTi NnpeaMeTn BUAannT1 3 pobo4oi 30HK;

- He AonyckatoTbCA 3BaploBanbHi po6oTW Ha EMHOCTAX, y AKMX 36epiratoTbea abo 36epiranuca
rasu, nanbHe, HapTonpoaykTn. Moxknmea Hebeaneka BUOYXY 3aNULLIKIB LIUX MPOAYKTIB;

- Y NoXexo- Ta BUbyxoHe6e3neuHnx NpuUMiLLleHHAX A0TPUMYBaTUCA 0COBNUBKX NpaBun,
BiANOBIAHO A0 HAUiOHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBWUCTE 3AXUCHE OCHALLEHHA

[lna oco6ucToro 3axucTy AOTPUMYMTECh HACTYMHMX NpaBun:

- HOCMUTW MiLHe B3YTTA, L0 36epirae i30Mt0r04i BNaCTUBOCTI, B TOMY YMCAi 1y BONOTMX yMOBaX;

- 3axuLLaTi PyKW i30NH0UYNMK PyKaBUYKaMU;

- 0u4i 3axMLLLaTV 3aXMCHOLO MacKOto 3 GiNbTPOM NPOTU yNbTPadioNneToBOro BUNPOMIHIOBAHHA, AKUIA
BiANoBifae cTaHAapTam TexHikn 6eaneku;

- BMKOPUWCTOBYBATW TifIbKW BIANOBIAHWI (BaXXKO3aMMUCTUIA OAAT).

#)
=ale

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBarbHa Ayra, ika BUHWKAE Mij 4ac 3BaploBaHHA MOXeE CTBOPIOBATH 3BYKW piBHA BuLle 85 Ab
NpOTAroM 8 roAuH po6o4oro Yacy. 3BaproBanbHUKK, LLLO NPaLOOTb 3 AaHUM 06nagHaHHAM, nig Yac
po60TN MatOTb HOCWUTU 3aCO6M 3aXUCTY OPraHiB CAyxy.
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FPATON

PO3IMNAKYBAHHA

[lo KoMnNeKTy 3BaptoBanbLHOro anapaTy BXOAATb:

CTncnnin nocibHMK
KopucTyBaya

3BaptoBanbHUit kabenb 3 KNEMOK
«Maca» ABICOR BINZEL

MHeBMOpPO3’eM

|

ST,
LTI

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

EJIEMEHTU YNPABJ1IHHA TA IHOUKALIA

1-[Aucnnen gxepena cTpymy;
2-KHonka Bubopy pexxumy 3saptoBaHHA «<MODE»:
a) py4YHe AyroBe 3BaproBaHHA WTYYHUM enekTpogoM (MMA);
b) 3BaploBaHHA B aproHi, enekTpoAoM Lwo He nnasutbesd (TIG);
c) 3BaploBaHHA HaniBaBTOMaTU4YHe B 3aXMCHUX raszax (MIG/MAG);
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SATO

3-Pyuyka perynatopa Ha gxepeni cTpymy ana subopy ¢yHKUin/MapaMeTpiB MOTOYHOIO PeXXMMy 3BaptoBaHHA Ta BCTAHOBMEHHA iX
3HaueHHA. Ob6epiTb yHKLiO NoBOpoTaM perynatopa. HaTUCHITL Ha py4yky ANA nepexofy A0 BCTAHOB/EHHA 3HayYeHHA BU6GpaHoro
napameTpy. BcTaHOBITb 3HauyeHHA napaMeTpy MOBOpPOTaMu pyuyku perynatopa. HaTUCHITE Ha pyuky perynstopa Lie pa3 Ana
rNoBepHEeHHA 4,0 MeHI B16opy PpyHKLUiN/MapameTpis;

4-KHonka Bnbopy nporpamu 3aptoBaHHA «PROG» (Habip paHille HanalITOBaHMX KOpUCTyBayeM napameTpis)/AoAaTkoBa GyHKLiA:
HaTucHiTb i TpuMaliite kHonky 6inblue 1 cekyHAM ANA HanalTyBaHHA PiBHA iIHAYKTUBHOCTI;

5-KHonka nepeBipku nogadvi 3axucHoro rasy «TEST GAS» (Nnpv HaTUCKaHHI APIT HE NOAA€ETbCA);

6-KHonka «VOLTAGE» ana HanalwTyBaHHA 3BaptoBanbHOI Hanpyru Ha 6noui noaayi ApoTy;

7-[Avicnnew 6noky nogavi 4poTy;

8-Pyuka perynatopa ana subopy GyHKLUiM (napaMeTpiB) NOTOYHOIO PeXKMMY 3BaptOBaHHsA Ta BCTAHOBNEHHA iX 3Ha4YeHHA Ta 6noui nogavi
ApOTy;

9-KHonka BubGopy nporpamu 3BaptoBaHHA (Habip paHille HanalToBaHUX KOPUCTyBadeM napametpi) Ha 6noui nogadyi Apoty
/[0opatkoBa GYHKLIA: HATUCHITL | TPUMaTe KHOMKy 6inblie 1 cekyHAV ANA HanalTyBaHHA PiBHA NapaMeTpy «iHAYKTUBHICTb»;

10~ KHonka WIRE INSTALL 3anpasneHHa ApoTy 40 nasbHUKa (Mpy HaTUCKaHHI ra3 He NoJaeTbcA);

11- Pos'eM KZ-2 Tuny "€BPO" ans nia’eaHaHHA HaniBaBTOMaTUYHOIO NanbHUKa;

A —-THi300 CMNOBOTO CTPYMY «t»:

a) npu MMA 3BaptoBaHHi nigkntovaetbca kabenb enektpoga (B OKpeMUX BUNagkax Npu BUKOPUCTaHHI cneuianbHUX
eNeKTpoAiB NigkntoyaeTbca kabenb «Mmaca»);

b) npu TIG 3BaptoBaHHI NigKNtOYaeTbCA Tinbkn kabenb «<Maca»;

c) npu MIG/MAG 3BaptoBaHHi CyLinbHUM APOTOM NiAKNOYAETLCA CUNOBUIA Kabenb MexaHi3My nogavi A4poTy;

d) npu MIG/MAG 3BaptoBaHHi pit0oCOBUM APOTOM NiAKNtOYaETbCA Kabenb «Maca»;

B - THi300 CMNOBOTO CTPYMY «-»:

a) npu MMA 3BaptoBaHHi nigkntoyaeTbca kabenb «Maca» (B OKpeMunx BUNagKax npy BUKOPUCTaHHI CrewianbHUX eneKTpoais
niaknovaeTbecA kabenb enekTpoaa);

b) npu TIG 3BaptoBaHHI NigKNtoYaeTbCA TiNbkn Kabenb aproHo-AyroBoro nanbHUKa;

c) npu MIG/MAG 3BaptoBaHHi CyLinbHUM APOTOM MNigKNto4aeTbea kabenb «Maca»;

d) npu MIG/MAG 3BaptoBaHHi pnoCOBUM APOTOM NigKNtoYaeTbea kabenb MexaHiaMy nogadi ApoTy.

12- ABTOMaT-3ano06iXXHUK XXMBNEHHA AXKEPEna 3BaptoBasibHOro CTPYMY;

13- 3anobixkHWK 610Ky nogadi ApoTy;

14~ 3anobiXHuK nigirpisaya rasy;

15~ Micue nigkntoveHHA Kabento 3a3eM/NeHHs;

16~ Posetka gna nigirpisava rasy 36 V;

17- Pos'eMun nopayi curHanis Big MexaHiaMy nogadi ApoTy A0 AXepena cTpyMmy;

18- Kabenb >XMBNEHHSA;

19- LUTyuep nopayi 3axncHoro rasy;

20- 3axvcHWU 6OKC ANA KOTYLLKW 3i 3BaptoBasibHUM APOTOM;

21- [oaaTtkoBi po3’eMu «»TUNy «6aioHeT» ANA NiAKAIOYEHHA CUTOBOTO CTPYMY MiXK AkepenioM i 6/10KkoM nogadi ApoTy.

22— P03’eM X0/104HOI piAVHM BiA 610Ky OXONOAXKEHHA A0 NanbHUKa;

23- Po3’eM rapa4yoi piavHu Bif nanbHWKa A0 610Ky OXONOAXKEHHS;

24~ TpuMay KOTYLLKM 3BaploBasibHOrO APOTY 3 MPY>KMHHUM MeXaHi3MOM rafnbMyBaHHS;

25— OTBip 3anpaBKku 3BaploBanbHOroO ApPOTY;

26- [MepeMukay TMNy OXONOAKEHHA NanbHUKa:

a) «YBIMK» - ona po60Tn 3 NanbHMKOM NOBITPAHOIO OXONOAXKEHHS;

b) «BUMK» — ons po60T1 3 NanbHMKOM PiANHHOTO OXONOAXKEHHS;
YBATA! AnapaT 3a610Ky€e KHOMNKY nanbHUKa Npuv nepemMmnkadi y nosioXXeHHi
«BUMK> i BiacyTHOCTI piANHN B KOHTYPi OXONOAXEHHS;

27- MexaHi3M nogadi 3BaptoBanbHOro A4poTy;

28— KpwuLuka 6noky nogadyi 3 3aCyBKOO;

29- 3axucHa KpuLLKa KOTYLLKW APOTY;

30- Po3’eM XuBneHHA 610Ky OXONOAXKEHHSA.
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FPATON

IHAWKALLIA POBOTU ATTAPATA

MIG/MAG

AHanrFd9ra =earFHeaHHA. M
By Elg

0f 19,9V 10 =

OcHoBHul eKpaH bnok nogaui gpomy

MMA
MFor Hed I
—{4]

IHIG MAG- NFor.H: 1 o

WEHMAKICTE AFOTY.

NaFaMeTFH: b
cHna Mar. CTarTy: SH%
qac Mar. CTarTy: 8,3C

OcHoBHull ekpaH. MeHio 3a6nokoBaHe
TIG
31 4]

NarFaMeTFM: ok
KHOMKa NafleHWka:  LIFT
iMAYAECcHHME Fewikd: OFF

7

OcHoBHull ekpaH. MeHto 3abnokoBaHe

1- MOTOYHWIA PeXXMM 3BaptoBaHHA; 4-3HaueHHA GyHKUii / napameTpa;
2-HoMep NnoTo4YHOI Nnporpamu; 5-MNepenik Ta BCTaHOBMEHi 3HA4YeHHA 2-X HACTYMHWUX
3-Haazea ¢yHKUii / napameTpa; napameTpis B MEHHO.

BBEOEHHA B EKCTJTYATALLIIO

3BaptoBanbHUIN anapat MpU3HaYeHU BUKIOYHO: ANA PYYHOro AyroBoro 3BaptOBaHHA LUTYYHUM €NeKTPOAOM, 3BaptoBaHHA B
cepefoBULLI aproHy, a TakoX HaniBaBTOMaTUYHOIO 3BaptOBaHHA B CEPefoBMLLI 3aXMCHWMX rasiB. IHWe BUKOPUCTaHHA anapaTty He
BiANOBIAaE MOro Npu3HaveHH. BUpo6HUK He Hece BiAMOBIAANbHOCTI 3a MOLUKOAXKEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTty He 3a
Npu3HaYeHHAM. BUKOpUCTaHHA BiANOBIAHO A0 NPU3HaYEHHsA, Mae Ha yBa3i AOTPMMaHHA BKa3iBOK LibOro nocibHuka 3 ekcnayatauii.
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FPATON

TEXHIYHI XAPAKTEPUCTUKWN PEXKMMIB 3BAPFOBAHHA

AiameTp enekTpoais Ctpym ana AiameTp 3BaploBanibHOro Mnowa nepepisy xun Mal;c.o,c:::):(:ua
ana MMA, mm MMAITIG, A Aapoty MIG/MAG, MM NPOBOAIB XXNBNEHHA, MM )Kuspneuua, "

1,5 135
2 175
23 no 120 o 30,8 2,5 220
4 350
6 525
2 130
2,5 160

a4 £o 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
BUMOIn 40 PO3MILLEHHA

HeobxiaHo po3milyBaT anaparT Tak, LWob 3abe3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XON0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha MepeaHil i 3aaHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBuin NuA (Hanpuknag, nig vyac HaxaayHoro wnipysaHHA) HE
3aCMOKTyBanacs B anapat BEHTUIATOPOM OXONOAXKEHHS.

MIAK/IIOYEHHA 40 MEPEXI

3BaptoBanbHUIN anapaT po3paxoBaHU Ha TpudasHy Hanpyry xxueneHHA 3x380 B a6o 3x400 B. Mpasuna TexHikn 6e3nekun nig vac
npoBeAeHHA pobiT 3i 3BaptoBanbHUM 06naaHaHHAM BUMaraTb 3a3eM/eHHA Kopnycy anaparty. [lna uboro nepeabayeHo ABa BapiaHTu:
1) BUKOPUCTaHHSA YETBEPTOrO APOTY XXOBTO-3€/1IEHOMO KONbOPY Y Kabeni XXMBNEHHA (Mi>KHapoAHWIA CTaHAapPT MapkyBaHHA);

2) BUKOPUCTaHHA 6ONTOBOT KNeMW Ha 3aAHiN NaHeni anapaTty (CTaHAapT 3a3eM/EeHHA, AKUA BUKOPUCTOBYBaBCA B kpaiHax CHL).

Ana nigkntoyeHHA 3BaptoBanbHuUx anapaTis PATON go 3-¢asHoi Mepexi >XKMBNEHHA

BMKOPUCTOBYMNTE Kabenb 3 YoTMPMa NpPoBoAaMMu, Lo Bianosigae ctaHaapTy |IEC 60445:

- KopuyHesuii nposig —-¢azalil; L2
- YopHui nposia - ¢daszal2;

- CuHiN nposig, - ¢aszal3;

- )KOBTO-3€N€HUNI NPOBiA — 3a3EM/NEHHA.

YBATA! MNpu nigkntodeHHi anapata Ao Hanpyrn Mepexi suwie 450 B, Bci rapaHTiiHi L1 L3
3060B'A3aHHA BUPOGHMKA BTpadvatoTb cuny! A Takox rapaHTiiHi 3060B'A3aHHA

BUPOGHMKA BTpayatoTb UMHHICTb NPW MOMUAKOBOMY NiAKNHOUYEHHI da3u Mepexi Ha

3a3eM/IeHHA anaparTa. J_
BUKOpUCTOBYINTE PO3'EM XKMBNEHHA, NONEPEYHUI Nepepi3 kabeniB >KMBNEHHA, @ TAaKOX —

3anoBiXXHUKN MepexXi XXMBMEHHS, LLO BiANOBIAaOTb NOTY>XKHOCTI CMOXWBaHHA anapaTta
3 TabnunLi TEXHIYHMX XapaKTEPUCTUK.
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FPATON

BCTAHOBJ/IEHHA MOBU MEHHIO ATTAPATA

HaTucHiTtb Ta yTpumyiite kHonky MODE i yBiMKHiTL anapar, wo6 BCTaHOBUTU/3MiHWM MOBY MeHto. O6epiTb Ha ekpaHi HeobXxigHy MoBYy
noeepTalroumM pyuky perynatopa 3, Ta HAaTUCHITb Ha py4Ky, W06 nNigTBepaMTM CBill BMGip. AnapaT NpoAoBXuTb poboTy 3 iHTepdericom

o6paHoIo MOBOIO.

CXEMA MNIAK/TIOYEHHA ATMNAPATA 4/14 3BAPFOBAHHA NOKPUTUMU EJIEKTPOZAMU (MMA)

KNEMA "MACA"

ENEKTPOOOTPUMAY

PekoMeH0BaHa A0BXWHa CUNOBUX KabeniB Npu 3BaploBaHHi NOKPUTUMM eNeKTPoaaMu:

MakcuManbHui cTpyM, A ML ORI e nepeplzsy Mapka ka6ento
(B 0AHY CTOPOHY), M ka6enio, MM

160 2.7 16 Kl 1x16
200 3...9 25 Kl 1x25
250 5..11 35 KI 1x35
270 5..11 35 Kr 1x35
350 6..14 35 Kr 1x35
500 8...30 50 Kr 1x50

12...40 70 KI 1x70

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

CXEMA MNIAK/TIOYEHHA ATNAPATA /14 3BAPIOBAHHA B APIOHI (TIG) 3 nanbHukom 35-50

APrOHOBUI
NANbHUK
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FPATON

CXEMA NIAK/TIOYEHHA ATAPATA 4/19 3BAPKOBAHHA B APIOHI (TIG) 3 nanbHukom GZ-2

APTOHOBUI
NANbHUK

HAMIBABTOMATUYHUIA
NANbHUK

CXEMA KOMYHIKALII /TOKIB AMTAPATY

KABENb
KOMYHIKALYi

pill =~ O O«
||

FAPSIA
PIAMHA

XONMOAHA
PIAMHA

l Q—in
il—— O

—

2x380V

COOLER-7-400V
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FPATON

TEXHIYHI XAPAKTEPUCTUKUA

ProMIG-500-15-4-400V W

ProMIG-630-15-4-400V W

IS T MAXwire MAXwire
HomiHanbHa Hanpyra mepexi 50/60 'y, B 3x380/ 3x400
Mexi 3MiHM Hanpyrn Mmepexxi XUBNeHHA, % 15
S:;«l;:j?;wﬂ CTPYyM, LLLO CMOXMBaETbCA 3 hasu 30..355 42 .49
HoMiHanbHWI1 3BaptoBanbHU CTpyM, A 500 630
MakcuManbHUI gitounin cTpym, A 630 800

TpuBanicTe HaBaHTaxeHHs (TH)

70% npun 500 A
100% npn 420 A

70% npun 630 A
100% npn 520 A

Mexi peryntoBaHHA 3BaproBanbHOro cTpymy, A 16...500 18...630
Mexi peryntoBaHHsA 3BaptoBanbHOi Hanpyru, B 12...40 12...44
Mexi peryntoBaHHA LUBWUAKOCTI noAadi ApoTy, M/XB 2,0...20

[iamMeTp LITY4YHOro enekTpoaa, MM 1,6...8,0 1,6...8,0

[iameTp 3BaptoBanbHOro ApoTy, MM

1,2...1,6" — cyuinbHni apit
[0 2,8 — NOPOLLKOBUI APIT

1,2...2,0" - cyuinbHnit apit
A0 3,2 — NOPOLLKOBUI APIT

MakcnManbHa Bara KOTyLLKW 3 POTOM, KI

15

IMNynbCHI peXxuMu nig Yac 3saproBaHHA, Ny,

MMA: 0,2...500 — pery/iboBaHUi
TIG: 0,2...500 — peryboBaHuM
MIG/MAG: — crHepreTU4Huit

DyHKUiA «fapAaYunii cTapT» B pexkumi PA3 PerynboBaHa
DyHKuia «Dopcax ayru» B pexxumi PA3 PerynboBaHa
PyHKLUiA «LAHTUNPUANNAHHA» B pexxuMi PA3 AsTOMaTU4Ha

Bnok 3HMXeHHA Hanpyrun XxonocToro xoay

YBiMK / BUMK

Hanpyra xonoctoro xoay P13, B 12/75

Hanpyra nignany ayru, B 110

HomMiHanbHa cnoXkuBaHa NoTy>XHiCTb, KBA 19,9...23,6 27,8...32,5

MakcuManbHa cnoXkMBaHa NoTyXHicTb, KBA 29,0 40,1

KKA, % 90

Tun oxonoaXkeHHA ApantusHe

[Aiana3oH po6o4nx TeMnepaTtyp 30BHILLUHbOTO
cepegosula, °C

Fa6apuTHi po3Mipun, MM

(AOBXMHa, LUMPUHA, BUCOTA)

-25...+45

510x 180 x 385
255 x 500 x 350

40,4

510x235x410
255 x 500 x 350

42,4

Maca 6e3 3BaptoBanbHOro ApOTy Ta akcecyapis, Kr

Knac 3axucty P23

BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

PerynaTop Ha nepepaHilt naHeni anapaTty € OCHOBHUM 6araTopyHKLioOHanbHUM OpraHoM kepyBaHHA MeHto. ObepTaiTe perynatop Ansa
3MiHW 3anponoHOBaHUX ONUiA MEHI0 Y/ 3MiHW 3HaYeHb perynboBaHoro napametpa. MigTBepAiTb CBill BUGIp HaTUCKatoun Ha pyyKy
perynatopy.

Ha pexxuMi xonocToro xogay, i3 3a610K0BaHMM MEHIO HanalTyBaHb, Ha eKkpaHax 6/10KiB 3BaptoBanbHOro anaparty BiAo6pa>keHi 3HaueHHs
OCHOBHVX NapaMeTpiB cnocoby 3BaploBaHHA:

- Y cnoco6i MMA - 3BaptoBanbHUIA CTPYM;

- Y cnoco6i TIG - 3BaptoBanbHUiA CTPYM;

- Y cnoco6i MIG/MAG - 3BaptoBanbHa Hanpyra Ha ekpaHi g)xepena Ta LWBWAKICTb NoaaYi ApoTy Ha ekpaHi 610Ky nogadi 4poTy.

3 nouaTtkoM 3BaptoBaHHA crioco6om MIG/MAG Ha ekpaHi Axxepena BifobpaxkaeTbcsa ¢pakTUUYHe 3HaYeHHA 3BapHOBaNbHOro CTPyMy.
BapTto 3ayBaXxuTtu, WO Ha GaKkTUYHE 3HAUYEHHA CTPYMy BM/AMBAIOTb: [iaMeTp 3BapltoBa/ibHOrO APOTY, Hampyra Ha aXepeni cTpymy,
LWBMAKICTb Mofadvi ApoTy Ha MexaHi3Mi nogadyi, cknag 3aXMcHOro rasy, maTtepian i ToBLUMHaA BUPOBY, Lo 3BaptoeTbeA Ta iH. MNicna

' B iMnynbcHOMY pexuMi: 10 1,6 MM — cTanesuin Apit, 40 1,2 MM — antoMiHieBUi ApiT

-11- PATON ProMIG W MAXwire



FPATON

3aKiH4YeHHs 3BaproBaHHsA GakTUUYHE 3HAaYEHHA 3BaptOBa/IbHOro CTPYMY Biao6pakaeTbCa Ha eKpaHi NPOTAroM 8 cekyHA ANA MOXKINBOCTI
KOHTPO/IIO CTPYMY 3BaptoBanibHUKOM.

OBEPITb CI10CI6 3BAPHOBAHHA

HaTtucHite kHonky MODE ana nepeMukaHHs no kony Ha 6axaHuii cnoci6 3saptoBaHHa (TIG, MMA, TIG/MAG). BctaHoBneHuin cnoci6
3BaploBaHHA BifobpaXkaeTbcA Ha gucnnei.

PO3B/10KYUTE TA 3A5/IOKYATE MEHIO ®YHKLIN

Mpu 3a610KkOBAHOMY MeHIO HanaluTyBaHb A)xepena CTpyMmy i 610Ky nogadi APOTY Ha ekpaHax NPUCYTHA NiKTorpama 3akpUToro 3aMKka

ich

[Ansa po36nokyBaHHA MeHI0 HeobXiAHO yTPUMYBaTU B HATUCHYTOMY CTaHi pyyKy perynsatopa 6inblue 3,5 CekyHA - Ha eKpaH BUBOAUTLCA
aHimMaLuia 3amka, WO BigKpuBaeTbcA. [loyekalnTecb MOBHOrO PO3KPUTTA 3aMKka i BiAMYCTiTb pyyky perynatopa — 610KyBaHHA MEHIO
dYHKLIN 3HATE.

MoBepTanTe pyuky perynatopa, wob BigobpaxkaTv Ta Ha ekpaHi pyHKLUIT Ta NnapaMeTpn NOTOYHOro 3BaptOBaHHA Ta X 3HAaYEHHSA.

Ana 6nokyBaHHA MEHIO HAaTUCHITb | YTpUMyWTe pyuKky perynatopa 6inblwe 3,5 cekyHA - Ha ekpaH BMBOAMTLCA aHiMauia 3amka, Lo
3akpuBaeTbcA. [lovekanTecb NOBHOMO 3aKPUTTA 3aMKa i BigNyCTiTb pyuKy perynatopa —MeHo GpyHKUiN 3abnokoBaHe.

BUBEPITb TA HAJIALUTYATE ®YHKLII ATTAPATA

Mpwv 3a6nokoBaHOMY MeHo anapart 3aBX/u BUBOAWTb Ha eKpaH 3HaYeHHA OCHOBHOTO NapaMeTpa BCTaHOBEHOT0 PEXXUMY Y MOTOYHOMY
cnocobi 3BaptoBaHHA. [oBepTaiTe pyuky perynatopa, o6 3MiHioBaTM OCHOBHUI NapameTp.

Po36nokyiTe MeHto AnA A0CTyny A0 YHKLA TOHKOro HanalTyBaHHA obpaHoro cnocoby 3BaptoBaHHA. [loBopoTaMu Ta HaTUCKAHHAM Ha
perynatop 06epiTb NOTPiGHO PYHKLIO Y NapaMeTp, NoBepTanTe, o6 3MiHWUTK i 3HaUYEeHHSA Ta HAaTUCHITb ANA NIATBEPAXKEHHA — 3pobneHi
3MiHM 6yayTb 0fpa3y 3aCTOCOBaHi 0 MOTOYHOrO CMOCoby 3BaptoBaHHA.

AHanoriyHo MoxkeTe po36iokyBaTu 610K Nogadi ApoTy - Ha MOro ekpaH BUBOAUTLCA Ha3Ba Ta 3HAaYeHHA QYHKLT MOTOYHOro peXxxmmy
3BaptoBaHHA. ObupainTe PyHKLIi Ta/4un napamMeTpu pexmnMy i 3MiHIONTE iX 3a AOMOMOro0 pyyKku perynatopa.

MEPEMUKAUTECH MIDK TPOrPAMAMU PEXXVUMIB 3BAPIOBAHHA

Y KOXKHOMY crocobi 3BaptoBaHHA, focTynHoMy y anapatax PATON cepii ProMIG, MoxkHa 36epiraTv 4o 16 pisHux BapiaHTiB HanalwTyBaHb

(nporpamM 3BaptoBaHHA). MOTOYHMIA HOMep nporpamMu BigobpaxkaeTbcA Ha Aucnnei npasopyy 3Bepxy. licna neplioro yBiMKHEHHA

anapata A/ KOXHOro crnocofy 3BaploBaHHA 3aBXAM BMUKAeTbcAa nporpaMa NO1. Yci 3MiHM B HanawTyBaHHAX 3BaprOBaHHA

aBTOMaTMYHO 36epiratoTbCA y NOTOYHOMY HOMEPI NporpamMu.

HanawTyinte noTpibHi pexxmmm 3BaptoBaHHA i 36epexiTb ix Nig pisHUMN HoMepaMu, LWo6 Npu NoTpedi LUBMAKO NEPEMUKATUCH MiDK HUMMN.

[nA uboro BUKOHaWTe HacTynHi Aii:

1.HaTucHiTb kHonky PROG, NoBOpoTOM pyyku perynatopa, 06epitb 6axkaHuii HOMep NporpaMu i HaTUCHITb Ha PyYKy PerynsaTo

2.BcTaHoBiTb 6axkaHi napaMeTpu Ta GyHKLIT AnA obpaHoro pexkuMy cnocoby 3BaptoBaHHA — BOHM ByAyTb aBTOMaTUYHO 3anucaHi
anapaToM nig AaHWM HOMEPOM Mporpamu;

Tenep Bu 3aBxau 3MoxeTe LIBUAKO MEPENTU 4O HanaluTyBaHb [)epena CTPyMy MPOCTO YBIMKHYBLUM NporpaMy AaHoro HoMepy.

HaTtucHite kHonky PROG, noBopoTOoM py4yku perynAatopa obepitb 6axkaHy nporpaMy i HaTWUCHiTb Ha pyyky perynatopa — 6yayTb

BCTaHOB/EHI HanalwTyBaHHA, 3anucaHi y obpaHili nporpami.

AHanorivyHo HanawTyliTe napameTpu i 36epiraiTe i BCTaHOBMOWTE NporpaMu pobotn 610Ky nogadyi ApoTy.

CKUHbTE HAJIALUTYBAHHA 3BAPIOBAHHA

HaTWCHITb Ha KHOMNKy perynaTopa axepena cTpyMy Ta yTpumyiTe ii 6inbLue 12 ¢, o6 CKMHYTU HanaluTyBaHHsA BCiX napaMeTpiB i GyHKUiN
MOTOYHOI Nporpamm 3BaptoBaHHA A0 GabpUUHUX HaNalTyBaHb.

YBATA! B xo4i yTpYMaHHA pyykun MeHto byae 3abnokoBaHe/po36bnokoBaHe, BifobpaXkeHuin 3BOPOTHIN Bianik «333, 222, 111, 000», i
HanawTyBaHHA 6y4yTb CKUHYTI.

AHanNoriYHMM YMHOM MOXHa CKMHYTM A0 GabpuyHMX HanawTyBaHb NapaMeTpm NOTOYHOI NporpamMun ans 6noky nogadi 3saproBasnbHOro
Aporty.
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3ATAJIbBHUM MEPENIK ®YHKLLIN

Cnoci6 3BaproBaHHa MMA

3) [-1-] - ocHoBHWI napameTp CTPYM (3a 3amMoBYyBaHHAM = 80 A) / B iMnynbCHOMY pexxuMi - 6azosuii CTPYM;
a) 16 ... 500 A (kpok 3MiHu 1 A) ansa ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHK 1 A) gna ProMIG-630-400V W MAXwire;
4) [H.St] cuna "lMapayoro ctapty" (3a 3aMoBYyBaHHAM = 50%);
a) 0 ... 100% (Kpok 3MiHM 5%);
5) [t.HS] uac "lapsyoro ctapTy" (3a 3aMoBUyBaHHAM = 0,3 c);
a) 0,1...1,0 c (kpok 3MiHn 0,1 c);
6) [Ar.F] cuna "®opcaxy ayrn" (3a 3amoBuyBaHHAM = 50%);
a) 0... 100% (kpok 3MiHn 5%);
7) [u.AF] piBeHb crnipauboByBaHHA OyHKLUIT «Popcak Ayru» (3a 3aMoBYyBaHHAM = 12 V);
a) 9... 18V (kpok 3MiHn 1V);
8) [BAH] Haxmn BonbT-aMnNepHOi xapakTepuCcTUKK (3a 3amoBYyBaHHAM = 1,4 V/A);
a) 0,2...1,8 V/A (kpok 3MiHu 0,4 V/A);
9) [Sh.A] 3BaptoBaHHA KOPOTKO AYroto (3a 3aMoBYyBaHHAM = OFF);
a) 0 [OFF] ... 3 (Kpok 3MiHu 1);
10)  [BSn] 610K 3HW>KEHHA HaMpPyru XoNocToro xoAy (3a 3amosyyBaHHAM = OFF);
a) ON - yBiMKHEHWI;
b) OFF - BUMKHEHWI
11)  [Po.P] pexxuM nynbcauii cTpyMy (3a 3aMoBUyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHeHW
12)  [I.PS] cTpy™m naysu (3a 3aMoBUyBaHHAM = 25 A);
a) 16 ... 500 A (kpok 3MiHu 1 A) ansa ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHK 1 A) ana ProMIG-630-400V W MAXwire;
13)  [Fr.P]uacTtoTa nynbcauiin cTpyMy (3a 3aMoBYyBaHHAM = 5,0 'u);
a) 0,2...500 'y, (AaUHaMiYHWI KpOoK 3MiHM 0,1 lu...1 Tw);
14)  [dut] cniBBiAHOLWEHHA iMNynbc/naysa (6anaHc) — Le BiACOTOK iMMNynbCy CTPYMY A0 Nepioay NPOXOAXKEHHA LMX iMMNyNbCiB (3a
3aMoBUyBaHHAM = 50%);
a) 20...80% (KpOK 3MiHW 2%).

Cnoci6 3aBaproBaHHA TIG

0) [-2-] ocHOBHUIM napameTp CTPYM (3a 3amoBuyBaHHAM = 100 A) / B iMNynbCHOMY pexxuMi Le 6a3osuii CTPYM;
a) 16...500 A (kpok 3MiHK 1 A) gna ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHW 1 A) gna ProMIG-630-400V W MAXwire;
1) [But] pe>kuM KHOMKKM Ha NanbHKKY (3a 3amMoBYyBaHHAM = [LIFT]);
a) [LIFT] - pexkum 6e3 kHonku Ha nanbHuky TIG-LIFT (Nnpy BUKOPUCTaHHI BEHTUNBHOTO NanbHUKY);
b) [LIFT2T] - pexxuM kHonku Ha nanbHuky TIG-LIFT2T (BigkntoueHHA CTpyMy NpU BiANyCKaHHi KHOMKM Ha NanbHUKY);
c) [LIFTAT] - pexxuM KHoMku Ha nanbHuky TIG-LIFTAT (npy noBTOPHOMY HaTUCKaHHI Ha KHOMKY Ha NanbHUKY CTPYM
3HWKYETbCA A0 3HAYEHHA, BCTAHOB/IEHOTO NapaMeTpoM «KiHLeBUI CTPYM», Aani — BiAK/OYEeHHA 3BaploBasibHOro CTpyMy
npw BiANYCKaHHi KHOMKW);
2) [t.uP] 4ac HapocTaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
3) [t.dn] yac cnagaHHA cTpyMy (3a 3aMoBYyBaHHAM = 0,2 c);
a) 0...15,0 ¢ (kpok 3MiHn 0,1 c);
4) [Po.A] KiHLEBWUI CTPYM (3a 3aMoBYyBaHHAM = 20 A);
a) 16...50 A (kpok 3MiHK 1 A) ana ProMIG-500-400V W MAXwire;
b) 18...50 A (kpok 3MiHM 1 A) ana ProMIG-630-400V W MAXwire;
5) [t.PO] wac nicnAnpoayBKM 3aXMCHMUM ra3oMm (3a 3amMoBYyBaHHAM = 4,0 ¢);
a) 1,0...35,0 c (kpok 3MiHn 0,1 c);
6) [Po.P]iMnynbcHUI pexxuM cTpyMy (3a 3amoB4yyBaHHAM = OFF);
a) ON - yBiMKHEHUIA;
b) OFF - BUMKHEHNI;
7) [I.PS] cTpym nay3au (3a 3aMoBUyBaHHAM = 25 A);
a) 16...500 A (kpok 3MiHK 1 A) gna ProMIG-500-400V W MAXwire;
b) 18...630 A (kpok 3MiHK 1 A) ana ProMIG-630-400V W MAXwire;
8) [Fr.P] wactoTta nynbcauin cTpymy (3a 3amMoB4YyBaHHAM = 10,0 l'u);
a) 0,2...500 'y, (AauHaMiYHWM Kpok 3MiHM 0,1 Mu...1 Tw);
9) [dut] cniBBiAHOWEHHA iMNynbc/naysa (6anaHc) — e BiACOTOK iMMyNbCy CTPYMY [0 Nepioay NPOXOAXKEHHA LMX iMNynbeiB (3a
3aMoBUyBaHHAM = 50%);
a) 4...80% (KpOK 3MiHWN 2%).
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Cnoci6 3aBaproBaHHA MIG/MAG

0) [-3-] ocHoBHMI napameTp HAMPYTA (3a 3aMoBuyBaHHAM = 19,0 V);
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;
1) [SPD] apyrui ocHoBHUI napameTp — LUBUAKICTb agpoTy (3a 3aMoBYyBaHHAM = 4,5 M/xB);
a) 1,0...20,0 M/xB (kpok 3MiHu 0,1 M/xB) ansa ProMIG-500-400V W MAXwire Ta ProMIG-630-400V W MAXwire;
2) [t.Pr] yac nepeanpoAyBKM 3aXMCHUM ra3oM (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0,1...25,0 ¢ (kpok 3MiHK 0,1 c);
3) [t.PO] yac nicnanpoayBku 3aXMCHUM ra3oM (3a 3aMoB4YyBaHHAM = 1,5 ¢);
a) 0,5...25,0 ¢ (kpok 3MiHK 0,1 c);
4) [t.uP] yac HapocTaHHA Hanpyru (3a 3aMoB4YyBaHHAM =0,1 c);
a) 0...5,0 c (kpok 3MiHKn 0,1 c);
5) [t.dn] yac cnagaHHA Hanpyru (3a 3aMoBYyBaHHAM = 0,1 c);
a) 0...5,0 c (kpok 3MiHKn 0,1 ¢);
6) [But] pe>xxnuM KHOMKM Ha NanbHWKY (3a 3aMoBYyBaHHAM = [2T]);
a) [2T] - pe>kuM KHOMKW Ha NanbHuKy 2T;
b) [4T] - cTaHAapTHUI PEXXMM KHOMKW Ha NanbHUKy 4T;
7) [Ind] piBeHb iHAYKTUBHOCTI (3a 3aMOBYyBaHHAM = 0);
a) -5...0... 5 cTyniHb (KPOK 3MiHM 1 CTYMiHb);
8) [Po.P] M’akui ctapT ApoTy (3a 3aMoBYyBaHHAM = OFF);
a) ON - yBiMKHEHWIA;
b) OFF - BUMKHEHWI;
9) [Po.P]iMnynbCcHUI pexkuM cTpyMy (3a 3amoB4YyBaHHAM = OFF);
a) ON - yBiMKHEHWUI;
b) OFF - BUMKHEHW;

MapameTpu iMnynbcHoro pexxumMy MIG/MAG:
10)  [Adu] ocHOBHWMIA NnapamMeTp Yy iMnynbcHoMy pexkumi — KOPEKLIIA HAMPYTU (3a 3aMoBuyBaHHAM = 0,0 V);
a) 5,0...+5,0 V (KpoK 3MiHW 0,1 V). I3 36inbLUEHHAM 3HaUYeHHA NapaMeTpy pocTe AOBXKMHA Ayru;
11)  [tYP]Tun matepiany apoTy = Fe (3a 3aMOBUYYBaHHAM);
a) Fe — 3BUYaitHMi1 cTanesuii apit Tuny ER70S-6 (BUKOPWUCTOBYBATM 3aXMCHWI ras2 Tinbkn cknamy 82% Ar + 18% CO,);
b) St.St - Hep>kasitounin apit TNy ER308L/ER316L (BUKOPMCTOBYBATM 3aXMCHWI ras? Tinbku cknamy 98% Ar + 2% CO,);
c) ALSi - antoMiHieBo-KpeMHieBmit apiT Tuny ER4043 (BUKOPMCTOBYBATM 3aXMCHMIA ras? Tinbkm 100% Ar);
d) ALMg - antoMiHieBo-MarHiesunin apit Tuny ER5356 (BUKOPMCTOBYBATU 3aXMCHMIA ras? Tinbkn 100% Ar);
12) [dia] miameTp gpoTy = 1,0 MM (3a 3aMOBYYBaHHAM);
a) 0,6...1,6 MM AnA cTaneBoro Ta HepPXXaBito4yoro ApoTy;
b) 0,8...1,2 MM AnA antoMiHieBOro ApoTy.

FTAPAHTIMHE OBCJ/TYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3a0raHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMAHHA NpaBuA AOro ekcnayaTtawji.

YBATA!!! PekoMeHOYeEMO O03HaMOMUTUCA 3 PO3LUMPEHON IHCTPYKUiE 3 ekcnnyaTtauii nepes BUKOPUCTAHHAM
obnafHaHHA, a TakoXX NEPEBiPUTU NPaBUNbHICTb 3aNOBHEHHA rapaHTiMHOro TanoHa: Ha3Ba Mogeni npuabaHoro Bamu
BMpPOOBY, Ta MOro CEPINHNIN HOMEP NOBMHHI BYTW iAEHTUYHI 3anncam B rapaHTiMHOMY TafnoHi. He AoNyCcKaeTbCA BHECEHHSA B
TanoH 6yAb-AKUX 3MiH YW BUNPaBNeHb.

FAPAHTIVIHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po6oTy AXkepena >XMBNEHHA Yy pa3si 4OTPMMaHHA CrioXKMBaydeM yMOB ekcrnyaTauii, 36epiraHHs
1 TpaHCMOPTYBaHHA.

YBAT'A! be3koLUTOBHE rapaHTiliHe 06CnyroByBaHHA BiACYTHE 32 YMOBU MexaHiuHMX NOLLKOAXKEHb 3BaptOBasibHOro anapary!
TepMiH OCHOBHOI rapaHTii Ha 3BaptoBanbHe 06n1afHaHHA CTAHOBUTb:

Mopenb anapaty TepMiH rapaHTii
ProMIG-500-400V W MAXwire
ProMIG-630-400V W MAXwire

2 poku

OCHOBHW rapaHTinHWIA Nepios 064YNCNIOETLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMNLUEBI.

2 peKkoMeH/10BaHa BUTPaTa rasy Bif 71/XB ANA Manux cTpyMmis, i Big 14 n/xs ana ctpymis 150-200A
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3aana yHUKHeHHsA BUXoAay anaparty 3 1afy PeKOMeHayeTbCA, 3a/1eXKHO Bif, yMOB eKcnyaTallii, pekoMeHyeMO 0AVH pa3 Ha NiBPOKY 3HATU
3aXMCHY KPULLIKY | BAKOHaTU YNCTKY BHYTPILLUHIX €1eMeHTIB i By3niB obnagHaHHA CTUCHEHUM MOBITPAM. YncTky HeobxiAHO npoBOANTU
aKypaTHO, YTPMMYIOUU LLINTaHT KOMMPecopa Ha [oCTaTHIl BiAcTaHi, 32417 YHUKHEHHSA MOLUKOAXEHHA Nanku enekTPOHHUX KOMMOHEHTIB i
MexaHiYHMX YacCTUH.

[MpoTAroM OCHOBHOrO rapaHTilHOro nepiody npopaseLlb 3060B'A3yeTbCA (y BMMaAKY rapaHTiIAHONO peMoOHTy), 6e3KOLITOBHO AnsA
BNnacHuKa iHeeptTopHoro o6nagHaHHa PATON:

- npoTAroM 1 poky 3 aaTtv NnpuabaHHA KNieHTOM o6nafHaHHA, ONNaTUTK A0CTaBKy o6nagHaHHA B CepBiCHUI LLEHTP | Hasan KNieHTy,
BUKOPUCTOBYHOUM NOCNYrN KOMNaHii <HoBa nowuTta»;

- MPOBECTU AiarHOCTUKY Ta BUABUTU MPUYMHY HECTIPABHOCTI;

- 3a6e3ne4unTyt HeobXiAHMMM ANA BUKOHAHHA PEMOHTY By3/1aMU1 Ta €fIeMeHTaMu;

- npoBecTu poboTH i3 3aMiHW eNeMeHTiB Ta By3NiB, LLLO BUIALLAY 3 najy;

- NPOBECTMN TECTYBaHHA BiAPEMOHTOBAHOro 06/1aHaHHA.

OCHOBHi rapaHTiliHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 06NaAHaHHA:

- 3 MexaHi4YHMMU NOLUKOAXKEHHAMM, L0 BNIMHYNWN Ha Npaue3faTHiCTb anapaTy (AepopMalia kopnycy v AeTanen BHacNifAoK NagiHHA 3
BMcoTn abo nafiHHA Ha 061aaHaHHA BaXKKUX NPeAMETIB, BUNagaHHA KHOMOK Ta po3'eMiB);

- 3i cnigamMu Koposii, AKa cTana NPUYNHOK HECMPaABHOTO CTaHy;

- AKe BUILLNO 3 Nafly Yepes BMN/IVB CUIbHOTO 3BO/TOXKEHHA Ha 0r0 CUMOBI 11 €N1eKTPOHHI eN1eMeHTH;

- fAKe BUMLLNO 3 1agy Yepes HaKoNMUYeHHA CTPYMOMPOBIAHOMO NUAY (BYriNbHUIA NWUA, MeTaneBa CTpy>XKa Ta iH.) BcepeauHi;

- y pasi cnpobun caMOoCTIMHOIO PEMOHTY MOro By3/1iB Ta/ab0 3aMiHU eN1eKTPOHHWUX eNIEMEHTIB.

OCHOBHI rapaHTiiHi 3060B'A3aHHA HE NOLUMPIOOTLCA Ha 30BHILLHI eneMeHTV obnagHaHHA, Wo nignararoTb Gi3BMUYHOMY KOHTaKTy, a
TaKoXX Ha CynyTHi/BUTpaTHi MaTepianu:

- KHOMKa YBIMKHEHHSA Ta BUMKHEHHS;

PYYKM peryntoBaHHA napaMeTpis 3BaploBaHHA;

po3'eMu nigkntoveHHs kabenis i pykasis;

po3'eMu ynpaBniHHA;

- MepexeBuii kabenb i BUNKa MepexxeBoro kabento;

- py4Ka Ans nepeHeceHHs, peMiHb Yepes nneve, Kenc, kKopobka;

- TpuMaui enekTpoais, knema «Macu», NanbHWUK, 3BaptoBasbHi kKabeni Ta pykasu.

MpeTeHsii Woao nepepaxoBaHUX eNIEMEHTIB NPUAMatOTbCA He Ni3HiLLe ABOX TUXHIB Nicna Nnpoaaxy

Mpopaeeub 3anvwae 3a co60t0 NPaBO BiAMOBUTU Y HaAaHHI rapaHTINHOrO pPeMoHTy, abo BCTaHOBUTW AATOK Mo4aTky BUKOHaHHSA
rapaHTinHNX 3060B'A3aHb MicALb | Pik BUMYCKy anapaTy (BCTaHOB/IOOTLCA 3@ CePiiHUM HOMEPOM):

- Yy pasi BTpaTyi nacrnopTa BNaCHUKOM;

- y pasi BiACYTHOCTi KOpeKkTHOro a6o B3arani 6yab-aKOro 3anoBHEHHA NacnopTa NpoAaBLEM Mig Yac Npoaaxy anapary.

[apaHTiNHWI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTiHOro 06¢cnyroByBaHHA anapary 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 CURRENT

- electric shock can lead to death;

- magnetic 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.

PATON ProMIG W MAXwire
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UNPACKING

The welding machine delivery setincludes:

Welding cable with ABICOR BINZEL
ground terminal

[UUARRVIIIAN Y
[LIITTIRITTIIN

Welding arc power source with
wire feeder

CONTROLS AND INDICATION

Short operating
manual

Quick-release
pneumatic connector

ni

1-Display;
2- MODE - 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);

-17-
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3-Regulator knob on the power source to select functions/parameters of the current welding mode and set their values. Turn the knob
to select the function or parameter. Press the knob to set the function or parameter. Turn the knob again to set the parameter value.
Press the knob again to accept the set value and return to the function/parameter selection menu;
4-Welding program selector PROG button (a set of user-preset parameters)/Additional function: Press and hold the button for more
than 1 second to set the inductance level;
5-TEST GAS button. Press for shield gas supply testing (wire is not fed);
6-VOLTAGE - welding voltage adjusting button on the wire feeder unit;
7-Wire feeder display;
8-The wire feeder unit regulator knob to select the current welding mode functions/parameters and set their values;
9-Welding program selection PROG button on a wire feeder unit (a set of previously user-set parameters)/Additional function: press and
hold the button for more than 1 second to set the ‘inductance’ parameter level;
10- WIRE INSTALL - button to push the welding wire to the torch (no gas is supplied when pressed);
11- EURO type KZ-2 connector for a MIG/MAG torch;
A —‘+’power current socket:
a) MMA welding - the electrode cable is connected (the ‘ground’ cable is connected when using special electrodes);
b) TIG welding — only the ‘ground’ cable is connected;
c) MIG/MAG welding with solid wire —the power cable to the wire feeder unitis connected (by default);
d) MIG/MAG welding with flux-cored wire - the ‘ground’ cable is connected;
-~ power current socket:
a) MMA welding - the ‘ground’ cable is connected (the electrode cable is connected when using special electrodes);
b) TIG welding — only the TIG torch cable is connected;
c) MIG/MAG welding with solid wire - the ‘ground’ cable is connected;
d) MIG/MAG welding with flux-cored wire — the power cable of the wire feeder unit is connected;
12- Power switch for turn on/off the welding current source;
13- Wire feeder fuse;
14- Gas heater fuse;
15- ‘Grounding’ cable connection 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 connector;
20- Wire spool box;
21- ‘+’ power connectors between the arc source and the wire feeder unit;
22- Cold coolant inlet connector;
23- Hot coolant outlet connector;
24~ Welding wire spool holder with spring braking mechanism;
25- Welding wire inlet;
26— PATON cooling type switch:
a) ON - for an air-cooled torch;
b) OFF - for a liquid-cooled torch;
CAUTION! The device will block the torch button if the PATON cooling
type switch is OFF and there is no liquid in the cooling circuit;
27- Wire feeder mechanism;
28- Feeder unit door with a latch;
29- Wire spool door;
30- Cooling unit power connector.
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MACHINE INDICATION

MIG/MAG

Froa H: 1 |SeP)

Farameters: b
Fower Hot Start: a8l [5]
time Hot Start: H,3=

Main screen

TIG

[TIG-HFZT

Prod.H:i)

4]

/

Ear‘ameter‘s:g 6.2
ime amrer-down: =l 5
time rost-gas: :Els

Main screen

3-Function / parameter name;

Main screen Wire feeder screen

1-Current welding mode; 4-Function / parameter value;
2-Current program number; 5-List and values of the 2 next menu parameters.

START-UP

The welding machine is designed exclusively for manual metal arc welding (MMA), tungsten-arc inert-gas welding (TIG), as well
as metal-arc inert-gas welding/metal active gas welding (MIG/MAG). 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.
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WELDING MODES SPECIFICATIONS

MMA electrode MMA and TIG MIG/MAG welding wire Cross-section of every Max. mains wire
diameter, mm current, A diameter, mm mains wire core, mm? length, m
1,5 135
2 175
a3 upto 120 up to @0,8 2,5 220
4 350
6 525
2 130
2,5 160
24 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
26 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
28 up to 630 up to @2,0 6 65
10 105

INSTALLATION REQUIREMENTS

The machine must be placed to ensure free air inlet and outlet through vent holes at the front and rear panels. Ensure that metal
dust (for example, emery grinding dust) is not drawn into the machine by the cooling 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:

1) using a bolted terminal on the unit rear panel

2) using the fourth wire (yellow-green) mains cable (international marking 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: L2
- Brown wire - phase L1;
- Black wire - phase L2;
- Blue wire - phase L3;

- Yellow-green wire - ground. L1
CAUTION! The manufacturer's warranty become invalid when connecting the L3
machine to a mains voltage above 450 V. Also, the manufacturer's warranty become
invalid if the mains phase is connected to the machine ground.

Use a power connector, a cross-section of the power cables, and a power supply J—
fuse that corresponds to the specified device's power consumption.

SET THE DEVICE MENU LANGUAGE

To set/change the menu language of the device, hold down the MODE button and turn on the device. Select the desired language
on the display rotating the regulator knob 3 and press the knob to confirm your selection. The menu language will switch to the
interface in the selected language.
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WELDING METHODS

MACHINE CONNECTION DIAGRAM FOR MANUAL METAL ARC WELDING (MMA)

ELECTRODE HOLDER

2 )
éf‘ WORKPIECE

Recommended power cables length for MMA welding:

Maximum welding Power cable length Power cable core cross-
A 5 Cable type
current, A (one way), m sectional area, mm

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 95 KG 1x95

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

L=\

0
S
o
Ar o O
e, | = |

Ar+He
He

o == O ARGON-ARC \
TORCH
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MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS WELDING (TIG) using the
GZ-2TIG torch

ARGON-ARC \
TORCH

MACHINE CONNECTION DIAGRAM FOR METAL-ARC INERT-GAS/METAL-ARC ACTIVE GAS WELDING
(MIG/MAG)

MIG/MAG

WORKPIECE

FEEDER

I o N
> O O«
9 (o]e}

Sonase
¥
+
HOT
*— LIQUID
[ ] COOLED
LiQuiD —
WELDING i
CURRENT O »
SOURCE =0

COOLER-7-400V
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SPECIFICATIONS
ProMIG-500-15-4-400V ProMIG-630-15-4-400V
R W MAXwire W MAXwire
. 3x380 3x380
Rated voltage of the three-phase mains 50 / 60 Hz, V 3x400 3x400
Supply voltage variation limits, V +15%
Rated current consumption from the mains phase, A 30...35,5 42 ...49
Rated welding current, A 500 630
Maximum operating current, A 630 800
Duty cycle 70% at 500 A 70% at 630 A
uy ey 100% at 420 A 100% at 520 A
Limits of welding current adjustments, A 16...500 18...630
Limits of welding voltage adjustments, V 12...40 12...44
Limits of wire feed speed adjustments, m/min 2,0...20
MMA electrode diameter, mm 1,6...8,0 1,6...8,0
Welding wire diameter. mm 1,2...1,6% - solid wire 1,2...2,0°% - solid wire
g ’ up to 2,8 - flux wire up to 3,2 - flux wire
Maximum welding wire spool weight, kg 15

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

Welding pulse modes, Hz

‘Hot-Start’ function in the MMA mode Adjustable

‘Arc-Force’ function in MMA mode Adjustable

‘Anti-Stick’ function in MMA mode Automatic

No-Load voltage reduction unit 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 Adaptive

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

Overall dimensions, mm (length, width, height) ;gz;ggig:ﬁ ;gzéggig;g
Mass without welding wire and accessories, kg 40,4 42,4
Ingress Protection rating IP23

SELECT AND SET THE MACHINE WELDING FUNCTIONS

The main multifunctional menu control is the knob on the machine’s front panel. Turn the knob to select the menu options or change the
values of the adjustable parameter. Press the knob to confirm your choice.

Inidle mode, when the settings menu is locked, the welding method values of the main parameters are displayed on the welding machine
unit's screens:

- Inthe MMA method - the welding current;

- Inthe TIG method - the welding current;

- Inthe MIG/MAG method - the welding voltage on the source screen and wire feed speed on the wire feeder unit screen.

When welding in the MIG/MAG method starts, the actual welding current value is displayed on the source unit screen. It is worth noting
that the actual value of the current is affected by: the diameter of the welding wire, the power source voltage, the wire feed speed of the

feed unit, the composition of the shielding gas, the material and thickness of the product being welded, etc. After welding is completed,
the actual value of the welding current is displayed on the screen for 8 seconds to be controlled by the welder.

3 Up to 1.6 mm steel wire, and up to 1.2 mm aluminum wire in pulse mode
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SWITCH TO THE REQUIRED WELDING MODE

Press the MODE button on the front panel to change in a circle the welding methods (TIG, MMA, TIG/MAG).

UNLOCKAND LOCK THE FUNCTION MENU

When the power source and wire feeder unit menu is locked (the main operating mode, the closed lock icon u is displayed), hold the
control knob pressed for more than 3.5 seconds to unlock the menu. An opening lock animation is displayed on the screen. Wait for the
lock to fully open and release the control knob - the function menu is unlocked.

Turn the control knob to display and adjust the functions and parameters of the welding method.

Press and hold the control knob for more than 3.5 seconds to lock the menu - an animation of a closing lock is displayed on the screen.
Wait for the animated lock to fully close and release the control knob - the function menu is locked.

SELECT AND SET THE DEVICE FUNCTIONS

When the menu is locked, the device always displays the value of the main parameter of the set mode in the current welding method.
Turn the control knob to change the main parameter.

Unlock the menu to access the fine-tuning functions of the selected welding method. Select the desired function or parameter turning
and pressing the control knob, turn the knob to change the value and press to confirm. The changes made will be immediately applied
to the current welding method.

You can unlock the wire feed unitin the same way - its screen displays the name and function value of the current welding mode. Select
the functions and/or mode parameters and change them using the control knob.

SWITCH BETWEEN WELDING MODE PROGRAMS

Up to 16 different welding settings (programs) can be stored for every welding method available in PATON ProMIG series machines. The

current program number is displayed at the top right on the screen.

When the machine first switching on, the No.1 program is always set for every welding method. All changes in the welding method

settings are automatically saved in the current program.

Adjust the desired different welding modes and save them under different program numbers to quick switch between them. Follow the

next steps:

1- Press the PROG button, turn the control knob to select the desired program number and press the control knob to confirm selection;

2- Adjust the desired parameters and functions for the selected welding method - settings made will be automatically recorded into the
machine under the current program number.

Now you can switch to the arc power source settings by selecting a desired program number. Press the PROG button, turn the control

knob to select the desired program, and press the control knob - the saved settings will be set up.

You may also adjust the parameters values and save them to the wire feeder unit. Then recover the desired program in the same way.

RESET WELDING SETTINGS

Press and hold the power source control knob 3 for more than 10 seconds to reset all parameters and functions of the current program
to the factory settings.

ATTENTION! While holding the knob, the menu will be locked/unlocked, a countdown of ‘333, 222, 111, 000’ will be displayed, then the
settings will be reset.

Resetting each program in every welding method is performed separately.

The parameters of the current program for the welding wire feeder unit can be reset to the factory settings in a same way with the feeder
unit regulator knob 8.

GENERAL FUNCTIONS LIST

MMA welding method

0) [-1-] Main parameter: CURRENT (= 80 A by default);
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] ‘Hot Start’ power (= 50% by default);
a) O[OFF] ... 100% (unitincrement 5%);
2) [t.HS] ‘Hot Start’ time (= 0.3 s by default);
a) 0.1...1.0 s (unitincrement 0.1 s);
3) [Ar.F] ‘Arc Force’ power (= 50% by default);
a) O[OFF] ... 100% (unitincrement 5%);
4) [u.AF] ‘Arc Force’ triggering level (= 12 V by default);
a) 9...18 V (unitincrement 1V);

PATON ProMIG W MAXwire -24-



FPATON

5) [BAH] Voltage response slope (= 1.4 V/A by default);
a) 0.2... 1.8 V/A (unitincrement 0.4 V/A);
6) [Sh.A] Short arc welding (= OFF by default);
a) O[OFF] ... 3 stages (unitincrement 1 stage);
7) [BSn] Voltage reduction unit (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
8) [Po.P] Pulse current mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
9) [I.PS] Pause current (= 25 A by default);
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] Current pulsation frequency (= 5.0 Hz by default);
a) 0.2...500 Hz (dynamic change step 0.1 Hz...1 Hz);
11)  [dut] Pulse/pause ratio (balance) - it is the percentage of the current pulse time to the pulses repetition period (= 50% by
default);
a) 20 ... 80% (change step 2%).

TIG welding method

0) [-2-] Main parameter: CURRENT (= 100 A by default);
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) [But] Torch button mode (= [LIFT] by default);
a) [LIFT] = No button mode TIG-LIFT (for valve-type torch);
b) [LIFT2T] - Button mode TIG-LIFT2T (welding current stops when the torch button is released);
c) [LIFT4T] - Button mode TIG-LIFTAT (pressing the torch button again reduces the current to the Final Current value,
followed by welding current shutdown when the button is released);
2) [t.uP] Current ramp-up time (= 0.2 s by default);
a) 0...15.0 s (adjustment step 0.1 s);
3) [t.dn] Current ramp-down time (= 0.2 s by default);
a) 0...15.0 s (adjustment step 0.1 s);
4) [Po.A] Final current (= 20 A by default);
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] Post-gas time (= 4.0 s by default);
a) 1.0 ...35.0 s (unitincrement 0.1 s);
6) [Po.P] Current pulsation mode (= OFF by default);
a) ON -enabled;
b) OFF - disabled;
7) [1.PS] Pause current (= 25 A by default);
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;
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) —itis 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 method

0) [-3-] Main parameter: WELDING VOLTAGE (= 19.0 V by default);
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;
1) [SPD] Second main parameter WIRE FEED SPEED (= 4.5 m/min by default);
a) 1.0 ... 20.0 m/min (adjustment step 0.1 m/min) for ProMIG-500/630-400V W MAXwire;
2) [t.Pr] Pre-gas flow time (= 0.1 s by default);
a) 0.1...25.0 s (adjustment step 0.1 s);
3) [t.PO] Post-gas flow time (= 1.5 s by default);
a) 0.5...25.0 s (adjustment step 0.1 s);
4) [t.uP] Voltage ramp-up time (= 0.1 s by default);
a) 0...5.0 s (adjustment step 0.1 s);
5) [t.dn] Voltage ramp-down time (= 0.1 s by default);
a) 0...5.0 s (adjustment step 0.1 s);
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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);

a) -5...0... 5 stage (adjustment step 1 stage);
8) [SFt] soft start wire (= OFF by default);

a) ON -enabled;

b) OFF - disabled;
9) [Po.P] Pulsed current mode (by default = OFF);

a) ON -enabled;

b) OFF - disabled;

Pulse welding parameters:
10) [Adu]in pulse mode main parameter: VOLTAGE ADJUSTMENT (by default = 0.0 V);
a) -5.0...+5.0 V (adjustment step 0.1 V) The arc length increases with the parameter value;
11)  [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) ALMg - aluminum-magnesium wire of ER5356 type (use 100% Ar shield gas* only);
12) [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.

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.

“recommended shield gas consumption rate: 7U/min or more for low current, and 14 /min or more for 150-200A current
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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 awarranty 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.

INFORMATION ON USED EQUIPMENT DISPOSAL

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

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