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YBATA!!! Mepea BUKOPUCTaHHAM 061a4HAHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3WIMPEHOIO BEPCIEI0 IHCTPYKLT 3
g ekcnayarauii 3a agpecoto: https://paton.uaffiles/passports/Feeder_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/ Feeder_GENs5.pdf

Bnok nogavi 3saptoanbHoro gpoty | Wire-feeding machine
PATON™ Feeder-5-2 /15-2 [ 15-4

[lata npogaxy / Purchase date ”. 20 r.

(Mignuc npogasus / 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 designation: PATON™ Feeder-5-2, PATON™ Feeder-15-2, PATON™
Feeder-15-4

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

Directives:
Safety of machinery - Electrical equipment
of machines -

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

EN IEC 60204-1:2018

power sources

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 04.0811

Signature ) /
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 (YKPATHCBbKA)

3BaptoBasibHWIA anapaT BUrOTOBJIEHUI BiAMOBIAHO A0 TEXHIYHUX CTAHAAPTIB | BCTAHOBJEHUX NPaBu
TexHikun 6e3neku. MpoTe y pasi HENPaBU/LHOIO NMOBOAXEHHS BUHUKAE Hebe3sneka:

- TpaBMyBaHHs 06cayrosyroyoro nepcoHany abo TpeTboi ocobu;

- 3aN0AiSHHA WKOAM cCaMoMy anapaTy abo MaTepiaibHUM LiiHHOCTAM NiZNPUEMCTBa;

HecnpaBHOCTI, iki MOXYTb 3HU3UTW He3meKy, NOBUHHI 6yTV TEPMIHOBO YCYHEHi.

- TOYHO JOTPUMYBATMCA L€l IHCTPYKLii.
MNPABUNA TEXHIKU BE3MNEKN

HEBE3MNEKA MEPEXXEBOIO | 3BAPKOBAJIbHOIO CTPYMY

- YpaxeHHs eNeKTPUYHUM CTPYMOM MOXe ByTu cMepTeNbHUM;

- 3BaptoBa/IbHMI Kabesb NOBMHEH 6y TH MiLLHUM, HEYLIKOAXEHUM Ta i301b0BaHUM. OcnabneHi 3'e4HaHHA
i nowkoAxeHUn kabenb NoTPi6HO HeralHo 3aMmiHMTW. Mepexesi kabeni 11 kabeni 3BaptoBasbHOrO
anapary NOBUHHI CUCTEMATUYHO NepeBipATUCA daxiBLEeM eNeKTPUKOM Ha CNPaBHICTb i30A5Ll;

- Nz, YaC BUKOPUCTaHHA 3a60POHAETLCA 3HIMATK 30BHILLHIN KOXYX anaparty.

- nopyLeHHs edpekTMBHOro poboyoro npotecy.

Bci ocobu, ski nos's3aHi 3 BBeJEHHSIM B eKCMyaTalilo, YMpaB/iHHAM, AOTNAZOM i TeXHIYHUM
obcayroByBaHHSIM anapaTy NMOBUHHI

- NPOWTK BiANOBIAHY aTecTauito;

- BOJIOAiTV 3HaHHAMM 3i 3BaplOBaHHS;

/G HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBAJIbHOT 4YTU
l('/ 3abopOoHSAETLCA CrocTepiraTM 3a 3BaploBa/bHOI Ayrolo Heo3bpoeHum okom. [lyra i 6pusku, wo
ggg YTBOPIOIOTLCA Nig Yac pobOTH, MOXYTb 06NeKkTH WKipy abo BUKAMKATK MONYM's, TOMY 3aBXAW CAig

HOCUTU 3aXUCHY Macky 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOPOHHI 0cobK, L0 3HaX0AATLCS B 30Hi Ail
NPUCTPOIO, MOBMHHI 3axMlLaTW oY Crneuia/bHUMU 3aXMCHUMKU OKy/aspamu abo BMKOPUCTOBYBaTU
Heropioyi ekpaH#, L0 NOT/IMHAIOTb BUNPOMIHIOBaHHS.

HEBE3MNEKA WKIANMBUX TA3IB | BUNAPIB

- YTBOPEHi AWM Ta WKiANMBI rasv BUAANNTM 3 poboUOi 30HM cneLjianbHUMmM 3acobamu;

- 336e3neunTI AOCTaTHIN NPUTOK CBIXOTO NOBITPS;

- BUNapy PO3YMHHMKIB HE MOBUHHI NOTPaN/IATW B 30HY BUNPOMIHIOBAHHS 3BapIOBa/IbHOI A4yru.

HEBE3MEKA MATHITHOIrO noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi NOAS MOXYTb YMHWUTU HEraTUBHWUIA BNAMB Ha Npalles3aaTHICTb
eneKTponpuaagis (Hanpuknag, kapgioctumyastop). Ocobu, ski MaloTb Taki NpuaagW, NOBUHHI
nopazMTUCA 3 NlikapeMm, Nepiu Hix HabanxaTnca 4,0 poboyoro 38aploBasbHOr0O MaiiaHumMKa.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMUCTi NpeAMeTU BUAAANTM 3 pO6OYOI 30HK;

- He AONYyCKalTbCs 3BaproBasibHi Po6OTU Ha EMHOCTSX, y sAikuX 3bepiratoTbes abo 3bepiranancs rasm,
nasbHe, HadpTonpoaykT. MoxmnBa Hebesneka BUBYXY 3aMLIKIB LiUX NPOAYKTIB;

-y noxexo-Ta BM6yXOHE6eBI‘Ie‘4HMX I'IpVIMiU.l,eHHSlX AOTPpUMYyBaTUCA 0CO6J1I/IBMX npasun, BiAI‘IOBiAHO A0
HaLiOHaNbHUX Ta MiXKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

J1ns1 0cOBUCTOro 3aXMUCTy AOTPUMYMATECH HACTYMHUX NPaBUA:

- HOCWTK MiLLHe B3yTTs, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1 Y BOJIOTMX yMOBaX;

- 3aXM1LLATU PyKM i30/110104MMM PyKaBUUKaMMU;

- Ou4i 3aXWLWATK 3aXMCHOIO MAcKo 3 GiNIbTPOM MPOTU YAbTPadioNeTOBOro BUMPOMIHIOBaHHS, KU
BiANOBiZaE cTaHAapTaM TexHikn besneky;

- BUKOPUCTOBYBATU Ti/ZIbKW BiAMNOBIAHWI (BaXKO3aMMUCTUI OAST).

3BaploBanbHa Ayra, fika BUHUKAE MNij Yac 3BaploBaHHA MOXe BWAABAaTW 3BYKW piBHSA Buwe 85 A6
npoTArom 8 roAnH po6o4oro Yacy. 3saploBa/bHVKM, WO NpaLioloTh 3 06aaZHaHHAM, nig Yac poboTn
MaloTb HOCUTK 3aCO6M 3aXMUCTY OpraHiB CayXy.

)

wl HEBE3MNEKA IH-TEHCUMBHOIO LWYMY
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PO3MAKYBAHHA

Jl0 KOMM/IeKTY anapaTy BXOASATb:

- gof | [
g Al |

Ul —

OT 7
|b

KomnnekTu posukis ans
a/lloMiHiEBOro” Ta CyLli/ibHOro
ApoTy

HaniBaBTOMaTU4YHMI NanbHUK*

Bnok nogavi gpoty

CTncanii nocibHmk
KopucTyBaya

LLIBMAKO3HIMHWI MTHeBMOPO3'eM

*Kpim mogeni Feeder-15-4 Ta Mogeneit 3 komnaekTauieto WA Ta WAM
* ins mogeni Feeder-15-4

EJIEMEHTU YNPABJIHHA TA IHAUKALIA

Feeder-5-2
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Feeder-15-2

Feeder-15-4

1 — KHonka nepesipku nogadi 3axMcHOro rasy (4piT He NoAAETLCS);

2 - KHonka ANs WBMAKOrO BU30BY NapameTpy Ha/ aluTyBaHHSA 3BaploBa/ibHOI Hanpyru Ha 6/10ui noaauvi ApoTy;

3 - Lundposuit ancnneis;

4 — Pyuka perynsTopa ans Bubopy gyHKLil (TapameTpiB) NOTOYHOrO PeXMMy 3BaploBaHHs Ta BCTAHOB/IEHHS iX 3HaYeHHs Ta 610w nogaui
APOTY (32 3aMOBYYBaHHAM — BCTAaHOB/IEHHS NapaMeTpy LIBMAKOCTI nogadi ApoTy B pexxumi MIG/MAG). 3a Bubip ¢yHkLil BignosigaoTs
NOBOPOTY peryaaTopa NpaBopyu Ta AiBopyuy. [ nepexoAy A0 BCTaHOB/IEHHS 3HauYeHHs BUOPAHOro napamMeTpy HeobXiZHO HAaTUCHYTU Ha
PYUKy perynsTopa. 3HaueHHs BCTaHOBJIIOETLCA MOBOPOTaMU PyUKU peryasTopa npasopyy abo nisopyy. 118 noBepHeHHs 40 MeHto BUbopy
dyHKUii/napameTpis HEOBXIAHO Lie Pa3 HATUCHYTU Ha PYUKY PeryaaTopa;

5— KHonka B1bopy nporpamu 3saptoBaHHs (Habip paHille HanalTOBaHUX KOPUCTyBaYeM NapameTpis)/AoAaTkoBa GyHKLiA: HanawTyBaHHA
PiBHS iHAYKTUBHOCTi (MPW yTPUMaHHi B HATUCHEHOMY MOJIOXEHHI Binblue 1 cekyHaK);

6 — KHonka 3anpaBaeHHs A4pOTy (ras npu LbOMy He NOAaETbCA);

7 —Po3'em KZ-2 Tnny "€BPO" ans nig’eaHaHHA HaniBaBTOMaTUYHOrO NabHUKa;

8 — LLiTekep noaaui cunosoro cTpymy Ao 610Ky nogaui 4poty;

9 —Bxig a5 3anpaBkyM 38aptoBasbHOrO A4POTY;

10 — Kabesib AN151 NiAKOUEHHS 4,0 MEPEeXi XUBEHHS;

11— Kabenb noaavi curHanis Big 610Ky noAayi APOTy Ha BKAOUYEHHS | BUK/IOUYEHHS 30BHILUHBbOTO AXepesa CTpymy;

PATON Feeder DC MMA/TIG/MIG/MAG -6 -
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12 — LLITyuep nogaui 3axmcHoro rasy;

13 — KHonka yBiMKHEHHs | BUMWKaHHs 610Ky noAavi 4poTy;

14 — TpUMay KOTYWIKW ANS APOTY 3 NPY>KMHHUM MEXaHI3MOM ra/lbMyBaHHS;
15— 3anob6iXHMK ABUIyHa MexaHi3My nogavi;

16 — KHorKa 3MiHW pexuMy poboTh KHOMKM Ha MasibHUKY;

17 — IHAMKaTOpU BUOPAHOTO pexxmmMy KHOMKM Ha nasbHuky: 2T, SPOT, 4T

IHAVKALIA POBOTU AMAPATA B PEXXMMAX

MIG/MAG
1} (G EE I T {2
WEWMAK- TE
3| Nogadi L [z
AFOTY. b B
NaFaMeTFH: i
Hac CnagaHH:RA: H,1c| [5
4ac nicaa-razd. 1,5¢c
OcHosHul ekpaH
1 —MOTOUHMIA PeXUM 3BapIOBaHHS 4 —3HaueHHs obpaHoi yHKLii / napameTpa
2 —Homep noToyHoi nporpamu 5—lNepeik Ta BCTAHOB/IEH| 3HAYEHHA 2-X HACTYMNHWX NapaMeTpiB B MEHIO
3 — HasBa ¢yHkuii / napameTtpa

BBEAEHHA B EKCNIYATALIIO

Lindposuii 610k nogayi 3BaptoBanbHOro 4poTy NpU3HaYeHUit 4151 poboTH y CKaZi i3 30BHILLHIM AXepeloM 3BapioBasibHOr0 CTPYMY Y pexXuMmi
HaniBaBTOMaTMYHOIO 3BaploBaHHA. [pu LibOMY ZXepesio NojaE CUI0BUI 3BaploBasibHUI CTPyM, a 6710k nogavi 3abesneyye cTabinizoBaHy
nozavy cyuisbHoro abo MopoLIKOBOro ApoTy y 3BapioBa/ibHy BaHHy. |Hle BMKOPWUCTaHHS anapaTy He BiAMOBiAaE MOro MpUsHaYeHH:o.
BupobHUK He Hece BiAMOBIAANbHOCTI 3a MOLIKOAXEHHS, 3aBAaHi BUKOPUCTaHHSIM anapaTy He 3a Npu3HadeHHsM. BukopucTaHHs BignoBigHO
Z,0 NPU3HAYEHHS, MaE Ha yBa3i 4OTPMMaHHS BKa3iBOK LibOro nocibHuka 3 ekcnayatadii.

BUMOIM A0 PO3MILLEHHSA

HeobxigHo po3millyBaTu anapaT Tak, 06 3abe3neuyyBaBcs 6e3nepelkoHUA BXiZ | BUXiJ OXON0AXYIOUOro MOBITPS Yepe3 BEHTUASLiMHI
OTBOPM Ha MepeAHilt i 3agHin navensx. Chigkyite 3a Tum, Wo6 mMeTanesuin nNua (Hanpukaag, nNif Yac HaxAadyHoro whipysaHHs) HE
3acmokTyBasnacs 6e3nocepeZHbO B anapaT BEHTUAATOPOM OXON0AXKEHHS.

MNIAKAOYEHHA 40 MEPEXI
3BaploBa/IbHWIA anapaT y cepiiiHOMY BUKOHaHHI pO3paxoBaHWii Ha MepexeBy Hanpyry 220B (-15% +20%).

Ysara! lMpu nigkalo4eHHi anapaTa 40 Hanpyru Mepexi Buie 270B, BCi rapaHTiliHi 3060B'A3aHHA BUPO6HWKa BTpayatoTb cuy!

MepexeBuii po3'em, nonepeyHuit nepepis kabesis Mepexi XMBAEHHS, @ TaKOX MepexeBi 3an06iXXHUKM MOBUHHI BUBMPATUCS BUXOASUM 3
TeXHIYHMX AaHKX anapaTa.

BUBIP MOBU MEHIO AMAPATA

[lns BGopy/3MiHM MOBM MeHI0 anapaTa HeobXiZ4HO HATUCHYTU Ta YTPUMYIOUM KHOMKY 2 YBIMKHYTM anapar. Mic/if LLboro Ha ekpaHi 3'aBUTbCS
MeHI0 BU6OpY MOBM, B IKOMY NMOBOPOTaMU PyYKM Pery/iaTopa 4 MoxHa BubpaTu HeobxigHy MoBy, Ta niaTeBepAMTH BUGIP 33 AONOMOro
HaTUCKaHHS Ha PyuKy peryasTopa 4. Micas uboro anapaT NpoAoBxXuTs poboTy 3 iHTepdelicom BigNoBIAHOIO MOBOIO.
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TEXHIYHI XAPAKTEPUCTUKUA

HAMNIBABTOMATUYHUI
MNANIbHU

FPATON

CXEMA MIAK/IFOYEHHA ANAPATA AN HANIBABTOMATUYHOIO 3BAPIOBAHHSA (MIG/MAG)

APrOHOBUI
NATNbHUK

NAPAMETPU Feeder-5-2 Feeder-15-2 Feeder-15-4
HomiHanbHa Hanpyra mepexi 50/60l L, B 220/230 220/230 220/230
HoMmiHasbHWiA CTPYM, L0 CMOXMBAETLCA 3 pasn mepexi, A 0,16 0,25 0,38
Mexi 3MiHW Hanpyru mepexi XnBaeHHs, B 180 -260 180 - 260 180 - 260
KinbkicTb posnkis MexaHiamy nogaui, A 2 2 4
Me>i perytoBaHHA WBWAKOCTI Nogavdi APOTY, M/XB 1,0-16,0 1,0-16,0 1,0-120,0
JliameTp cyuinbHOro 3BapioBaNbHOIO A4POTY, MM 0,6-1,0 0,6-1,2 0,6-1,6
MakcumanbHa Bara KOTYLIKM 3 4POTOM, Kr 5 18 18
DyHKLUif 3anpaBaeHHA APOTY + + +
DyHKLis NepeBipki HAABHOCTI 3aXMUCHOTO rasy + + +
HomiHasbHa cnoxuBaHa NoTyXHiCTb, BA 35 55 85
MakcrmaibHa CnoXmBaHa noTyXHicTb, BA 50 8o 115
[lianasoH pobounx Temnepatyp —25 ... +45°C —25 ... +45°C —25 ... +45°C
[abapuTHi po3mipu, MM (J0BXMHA, WWPWHA, BUCOTA) 315X 155 X 250 460 X 255 X 350 500 X 255 X 350
Maca 6e3 3BaptoBanbHOro 4poTy Ta akcecyapis, Kr 4,45 8,6 8,2
Knac saxucty 1P33 1P33 1P33
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BUBIP TA HAJJALUTYBAHHA OYH KLl,II‘/'I ANAPATA

B cTaHAapTHOMY CTaHi (KOAM A0 KHOMOK Ha NepejHiii NaHeNi He TOPKaloTbCs), anapaT Ha eKpaH BUBOAMUTL 3HaUEHHA OCHOBHOrO napameTpa
610Ky Nogavi Ans pexumy 3BaptoBaHHs MIG/MAG — weuAKiCTb Nnogadi ApoTy.

Perynatop 4 Ha nepeAHiit naHeni gxepesa 3BaploBasibHOro CTPyMy € 6araTodyHKLioHaNbHUM Ta BiANOBIAAE 3a HACTyMNHe:
1) B16ip no Koy Byab-aKoi GyHKLT y MTOTOYHOMY pexuMi 3BaptoBaHHs (MOBOPOTH iBopyy abo npasopyy);
2) BCTAHOB/IEHHA 3HaYeHHA BUBPaHOro napameTpy (HaTUCHYTU Ha pyuKy peryasTopa Ta noBopoTy sisopyy abo npasopyy);
3) CKMAAHHS BCiX GYHKLN 40 3aBOACLKMX HANAWITYBaHb MOTOYHOIO PEXMMY 3BapIOBaHHS (HATUCHYTMU Ha PyUKy peryisatopa Ta
YTPUMYBaTM B HATUCHYTOMY MOJIOXEHHi Binblie 12 ¢).

MNEPEK/IOYEHHA HA HEOBXIZAHY OYHKLIO

SAKIWO B anapaTi BCTAaHOB/IEHO CUCTEMY 3aXWUCTY Bij, HECAHKLIOHOBAHOrO AOCTYMY A0 MeHI0 GyHKLiN, MPU NOBOPOTAX PYYKW Perynstopa 4
BiABYBA€ETLCH pefaryBaHHs 3HAYEHHS OCHOBHOMO MapameTpy, a MeHw ¢yHKUil anapata — 3abnokoBaHe. [ins po360KyBaHHSA MEHIO,
HeobXiZAHO yTPUMYBATH B HATUCHYTOMY CTaHi py4Ky peryaaTopa 4 6inbue 3,5 cekyHa. Mpv po36.10KyBaHHi, Ha eKpaH BUBOAUTLCS 306paxeHHs
3aMKa, sIKUM BiAKPUBAETBLCS, LLLO BKA3yeE NPO NpoLiec po3610KyBaHHsA MeHto GyHKUiN. Micas ycniwHoro po361okyBaHHS, NpU NOBOPOTaX pPyyK
4 npaBopyy abo NiBopyY, Ha LMPPOBUI AUCNEN BUBOAWUTLCA MOTOUHA Ha3Ba GpyHKLLT Ta il 3HaUeHHS.

CKUAAHHSA HANALWTYBAHb BCIX (DYHKL[II\/'I NOTOYHOI O PEXXUMY 3BAPIOBAHHA

MoxyTb BiAbGyBaTUCA CUTYaLil, KOAM NapameTpu B anapaTi TPOXW 3anayTanu KopucTysada. [ns Toro wob ckuHyTH iX A0 CTaHAapPTHUX
33aBOACbKMX HANALTYBaHb, 40OCUTb YTPUMYBATU B HATUCHYTOMY CTaHi pyuKy peryaaTopa 4 npoTarom binblue 12 cekyHz (He 3BepTaTy yBary Ha
306paxKeHHst 3aMouKa). AK i HaBOAWNOCS paHille, Ha TabO MOYHETHCS 3BOPOTHWIA BiANIK 333...222..111 i NPU AOCArHEHHi "000" BCi
HanalWTyBaHHA BUOpaHOi NporpamMi MOTOYHOIO peXuMy 3BaploBaHHSA byAyTb OHOB/IEHI Ha 3aBoACkKi. CKMAAHHS NMapameTpiB A/ KOXHOI
Nporpamu KOXHOro pexuMy 3BaploBaHHA pobaaTbCa okpeMo. Lie 3pobeHo Ans 3pydHOCTI, W06 He CKUHYTU IHAMBIAYaNbHI HaNaWTyBaHHA B
ABOX HWINX peXnMax Ta iHWNX Nporpamax.

3MIHA HOMEPY MPOrPAMU Y NOTOYHOMY PEXXUMI 3BAPIOBAHHSA

Mpu BukopucTaHHi 60Ky mogadi pasom i3 gxepenamu 3BapioBasbHOro cTpymy PATON, € MOX/AMBICTb MepemMuKaTUCA MiX paHille
36epexxeHMMM KOpUCTyBayeM nporpaMmaMu 3BapioBaHHs. [xkepenamm 3BaptoBasbHoro ctpyMmy PATON MaloTb MOX/IMBICTb 36epiratu 4o 16
Pi3HMX BapiaHTiB Ha/lalTyBaHb Y KOXHOMY PeXuMi 3BapioBaHHs. [OTOYHUIN HOMep HanalWTyBaHHs (MporpamMu) BiL06paXaeTbcs y BepXHbOMY
npaBoMy KyTi eKpaHa, iKW 3HAXOAUTLCA Ha NMepeAHil NaHesli. Y MOMEHT NepLIoro yBiMKHEHHs anapaTa, A/151 KOXKHOrO PexvMy 3BaploBaHHS,
3aBXAMW BUBOAMTLCA Nporpama nig N21. Yci 3miHu B HanawTyBaHHI anapaTa B 4aHOMY peX1Mi 3BapioBaHHs Ta MOTOYHO My HOMepi Nporpamu
36epiratoTbcs. LLLo6 nepeiTv Ha iHWKUIA HOMEpP MPOrpamMy | MOYATK HANALITYBaHHA 3HOBY 3 6a30BMX NapaMeTpiB, 4OCTATHLO HATUCHYTU KHOMKY
5, TOAI Ha eKpaH BUBOAWTLCS MOTOYHMI HOMEP MPOrpamu, i Aani, 3a AONOMOrol0 MOBOPOTIB PYYKM BiANOBIAHOIO PerynsTopa & MOXHa
BM6paTK iHWY Nporpamy. Bubip nporpamu NoTpibHO NiATBEPAUTU HATUCHYBLUM Ha PYUKY PETYASTOPA 4.

3ATAJIbHUN CMINCOK | NOCNIAOBHICTb (DYHKLLII\/'I

Pexcum 3sapiosarHa P43 "MMA"

0) [-1-] ocHoBHUI napameTp — LUBUAKICTb nogavi = 4,5 M/XB (3a 3aMOBYYBaHHSM)
a) 1,0...16,0 M/XB (KPOK 3MiHW 0,1 M/XB)

1) [t.Pr] yac nepea-npoAyBKM 3aXMCHMUM ra3oM = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 ceK. (KPOK 3MiHM 0,1 CeK.)

2) [t.Po] yac nicns-npogyBKM 3aXMCHUM ra3oMm = 1,5 ceK. (3a 3aMOBYYBaHHAM)
a) 0,5...25,0 ceK. (KpOK 3MiHM 0,1 cek.)

3) [t.uP] yac HapocCTaHHS WBMAKOCTI NoAadi APOTY = 0,2 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpoK 3MiHW 0,1 cek.)

4) [t.dn] yac cnagaHHs WBUAKOCTI NOAaui 4POTY = 0,1 CeK. (3a 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHW 0,1 ceK.)
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FAPAHTIVHE OBC/IYTOBYBAHHS

LLlaHOBHMIA cnoxuBay!
MATOH IHTEPHELLH/1 gskye Bam 3a Bub6ip npoaykuii PATON™ Ta rapaHTye BUCOKyY AKiCTb Ta 6e3g0raHHe GyHKLiOHyBaHHS AaHOro BUpoby
33 YMOBM OTPUMAaHHS NMPaBU MOro eKcnayaTalii.

YBATA!!! MepeA BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO 03HANOMUTUCA 3 PO3ILMPEHOIO IHCTPYKLIEI 3
eKcnayarauii, a TakoX nepesipuTU NPaBU/ILHICTL 3aNOBHEHHSA rapaHTIiHOro TaNoHa: Ha3ea Mogeni npuabaHoro Bamu
BUpOG6Y, Ta 1oro cepiliHWii HoMep NOBUHHI 6yTH iAEHTUYHI 3anKcam B rapaHTiliHOMY TasIoHi. He A0MnycKaeTbCs BHECEHHS
B Ta/I0H 6yAb-AKMX 3MiH YN BUNPaB/IEHb.

FAPAHTIVIHI 3060B'A3AHHS
MATOH IHTEPHELLH/ rapaHTye crpasHy po6oTy Axepena XWBAEHHS Y pasi 4OTPUMAHHS CMOXMWBAYEM yMOB eKkcnyaTtauii, 36epiraHHs v
TPaHCMOPTYBaHHA.

YBATA! Be3skolToBHe rapaHTiliHe 06c1yroByBaHHs BiCyTHE 3a YMOBM MeXaHiUHMX MOLIKOAXeHb 3BaploBaibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 06/1aiHaHHA CTAHOBUTb:

Feeder-5-2
Feeder-15-2 3 poku
Feeder-15-4

OCHOBHWM rapaHTilHWI Nepiod 06UMCNIOETLCA 3 AHA NPOAAXY IHBEPTOPHOIo 061aHaHHA KiHLLeBOMY NOKYMLEBI.

MpoTAroM OCHOBHOrO rapaHTiMHOIo nepioAy nNpoaaseLb 3060B'A3yeTbCs (Y BUNAAKY rapaHTiiHOrO PeMOHTY), 6e3KOWTOBHO A/t BAACHMKA
iHBepTOpHOro obnagHaHHs PATON:

- NPOTAroM 1 poKy 3 AaTh nNpuAGaHHA KAIEHTOM obnagHaHHA, oniaTUTK AOCTaBky obnagHaHHs B CepiBCHUI LeHTP i Has3az KAiEHTY,
BUKOPWCTOBYIOUM NOCNYrH KOMNaHil HoBa nowTa;

- NPOBECTY AiarHOCTUKY Ta BUSBUTM NPUYMHY HECNPaBHOCTI;

- 38683I'IGHMTM HeOGXiAHI/IMI/I A1 BUKOHAHHA PEMOHTY BY3/1aMW Ta e/IeMeHTaMun;

- npoBecTu poboTU i3 3aMiHN eNeMeHTIB Ta By3/iB, L0 BUWLLAN 3 lagy;

- NPOBECTU TeCTYBaHHA BiZ|peMOHTOBAHOI0 06/1a4HaHHS.

OCHOBHi rapaHTiliHi 3060B'fi3aHHsl He NOLIMPIOIOTLCA Ha 06/1aZHaHHS:

- 3 MeXaHiYHUMM NOLWKOAXKEHHAMM, L0 BNMHY AW Ha NpaLie3AaTHICTL anapaTy (Aepopmaliis Kopnycy i AeTanel BHaCAiA0K NaAiHH:A 3
BMCOTY abo NagiHHA Ha 061agHaHHS BaXKuX NpeAMeTIB, BUNaAaHHsS KHOMOK Ta Po3'eMiB);

- 3i cnigamu Kopo3ii, Aka CTana NPUUNHOI HECNPABHOMO CTaHy;

- fike BUILLANO 3 Najly Yepes BMN/IUB CU/IbHOTO 3BOJIOXEHHS Ha Or0 CUNOBI 11 eNeKTPOHHI eNeMeHTH;

- siKe BUNLLAO 3 N1ajly Yepe3 HAaKOMUUYEHHsl CTPYMONPOBIAHOTO MAY (BYTiNIbHWIM NUA, MeTaneBa CTPYXKa Ta iH.) BCepeAuHi;

- y pasi cpobu caMoCTIHOO PEMOHTY MOro By3iB Ta/abo 3aMiHW eNeKTPOHHIX e/leMeHTIB, PEKOMEHZAYETHCS, 3a/1eXHO Bij, yMOB
eKcnayaTauii, 04MH pas Ha NiBPOKY, 33419 YHUKHEHHS BUXOAY anaparTy 3 1ay, NPOBOAUTU YNCTKY BHYTPILLHIX @/1€MEeHTIB i By3/iB 4aHOro
061aiHaHHS CTUCHEHUM MOBITPAM, 3HATU 3aXMCHY KPULLKY. YniLieHHS HeobXi4HO NPOBOAMTM aKypaTHO, yTPUMYIOUM LWAGHT KOMMpecopa Ha
AOCTaTHIN BifCTaHI, 33415 YHUKHEHHS MOLUKOAXKEHHS MalKu e1eKTPOHHUX KOMMOHEHTIB | MEXaHIYHMX YaCTUH.

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHS HE MOWMPIOIOTLCA HA 30BHIlLHI eneMeHTU 061ajHaHHS, WO BUMWAKM 3 Nagy, fKi NiAAa0TbCs
$i3n4HOMY KOHTAKTY, @ TaKOX Ha CynyTHI/BUTPaTHI MaTepian, NpeTeH3ii WoA0 AKNX NPUIAMAIOTLCS He Ni3Hille ABOX TUXHIB NIC/S MPoAaXxy:
- KHOMKa YBIMKHEHHSA Ta BUMKHEHHS;

- PyUKM pery/loBaHHs napameTpis 3BaploBaHHS;

- po3'eMu nigkatoYeHHs kabenis i pykasis;

- PO3'eMM ynpaBAiHHS;

- MepexeBuit kabenb i BUKa MepexeBoro kabesto;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes neye, keic, kopobka;

- TPUMaYi e/1eKTPOAiB, KNeMa «Mack», NabHK, 3BaptoBasibHi kabeni Ta pykasu.

MpoaaseLb 3anMwWace 3a co60t0 NPaBo BiAMOBUTY Y HaJaHHI FapaHTIMHOIO PEMOHTY, 360 BCTAHOBUTYU AaTOI0 NOYATKY BUKOHAHHS rapaHTiNHUX
30608'A3aHb MicALb i PiK BUMYCKY anapaTy (BCTAHOB/IOKOTLCS 3@ CePiltHUM HOMEPOM):
- y pasi BTpaTi nacnopTa BJAaCcHMKOM;

-y pasi BiACyTHOCTi KOpekTHOro abo B3arasi 6yAb-sKOro 3anoBHeHHs NacnopTa NPOAaBLEM MiJ Yac NPoAaXxy anapary.

TapaHTiliHUI CTPOK NPOAOBXYETLCS, Ha TEPMiH rapaHTiiHOro 06CyroByBaHHS anapaTy y cepBiCHOMY LieHTpi.
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ENGLISH

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

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- undergo relevant qualifying examination;

- have knowledge about welding;

- carefully follow these instructions.

Malfunctions that can reduce safety must be eliminated immediately.

SAFETY RULES

DANGER OF MAINS AND ARC CURRENT

- electric shock can lead to death;

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

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

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

DANGER OF WELDING ARC RADIATION

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.

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.
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UNPACKAGING

The delivery set of the device includes:

Semi-automatic torch ABICOR BINZEL*

Rollers for aluminium? and
solid wire

Wire-feeding machine

Operating manual

Quick-release pneumatic connector

*Except Feeder-15-4 model and models with delivery set index WA or WAM
* For Feeder-15-4 model

CONTROL ELEMENTS AND INDICATION

Feeder-5-2

PATON Feeder DC MMA/TIG/MIG/MAG -12 -



Feeder-15-2

Feeder-15-4

1 — Button for testing shielding gas supply (wire is not fed);

2 — Button for adjusting the welding voltage on the wire feeder;

3 - Digital display;

4 — 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). 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;

5—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);

6 — Wire threading button (no gas is supplied);

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

8 —Power supply plug to the wire feeder;

9—Welding wire filler inlet;

10— Power supply cable;

11 — Control signal connector from wire feeder to external welding power source;

12 —Shielding gas connection;

13 — Button for turning on/off the machine;

-13 - PATON Feeder DC MMA/TIG/MIG/MAG
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14 — Wire coil holder with spring-loaded braking device;
15— Fuse of wire feeders motor;

16 — Button for selecting a torch button mode;

17 — Torch button mode indicator: 2T, SPOT, 4T.

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG
RERRIiIG MAG-2T  [For.H:1laePY

WEHIK-TE i
noga-l 1 4|
AFOTd, § B
MarFaMeTFH: i o
H3ac C-I_TEI.EI-EHH'FI: a2 C-—.S
Hac nicaa-rasdgs e 5

1 - Current welding mode 4 - Value of selected function / parameter

2 - Current program number 5 - List and values of the next 2 parameters in the menu

3 - Name of function / parameter

START-UP

The PATON digital wire feeder is designed to work in conjunction with an external welding source in semi-automatic welding mode.
The power source supplies the welding current, and the wire feeder provides a stabilized feed of solid or cored wire into the weld pool.
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 mains voltage is 220V (-15% +20%).

Caution! When the unit is connected to a mains voltage higher than 270V all manufacturer's warranty obligations become invalid!

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 4 and confirm your choice by pressing on the
regulator 4. Then, the machine will continue working with the interface in the corresponding language.

PATON Feeder DC MMA/TIG/MIG/MAG -14 -
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~220V 230V
~3x 380V / 400V

£\

~220V / 230V
~3x 380V / 400V

(36—
C

TECHNICAL PARAMETERS

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

SEMI-AUTOMATIC
TORCH

SEMI-AUTOMATIC
TORCH

PARAMETERS Feeder-5-2 Feeder-15-2 Feeder-15-4
Rated supply mains voltage 5oHz, V 220/230 220/230 220/230
Rated input current from mains, A 0,16 0,25 0,38
Mains voltage variation limits, V 180 - 260 180 -260 180 - 260
Number of rollers 2 2 4
Control range of wire feed speed, m/min 1,0-16,0 1,0-16,0 1,0-20,0
Solid welding wire diameter, mm 0,6 -1,0 0,6-1,2 0,6-1,6
Maximum weight of wire coil, max. 5 18 18
Wire-filling function + + +
Function of shielding gas check + + +
Rated input power, VA 35 55 85
Maximum input power, VA 50 8o 115
Operating temperature range —25 ... +45°C —25 ... +45°C —25 ... +45°C
Dimensions, mm (length, width, height) 315 X 155 X 250 460 X 255 X 350 500 X 255 X 350
Weight without coil and accessories, kg 4,45 8,6 8,2
Protection class IP33 IP33 IP33

-15 -

PATON Feeder DC MMA/TIG/MIG/MAG




FPATON

SELECTING AND SETTING THE FUNCTIONS OF THE MACHINE

If you do not press the buttons on the front panel, the machine displays the value of the main parameter of the MIG/MAG mode — welding
voltage.

Regulator 4 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.).

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 4,
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 4 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 4 to the right or left, the current name of the
function and its value will be displayed on the digital display.

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 4 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.

CHANGE PROGRAM NUMBER IN CURRENT WELDING MODE

When using the wire feeder together with PATON welding power sources, the user can switch between previously saved welding programs.
PATON welding power sources can store up to 16 different settings in each welding mode. 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 5 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 4 to the right or left. It is necessary to confirm the program selection by pressing the corresponding regulator knob 4.

GENERAL LIST AND SEQUENCE OF FUNCTIONS
0) [-1-] The main displayed parameter WIRE FEED SPEED = 4.5 m/min (default)
a)1.0...16.0 m/min (step change 0.1 m/min)
1) [t.Pr] time of pre-purging time with shielding gas = 0.1 sec (by default)
a)0.1... 25.0 sec (step change 0.1 sec)
2) [t.Po] time of post-purging time with shielding gas = 1.5 sec (by default)
a) 0.5 ... 25.0 sec (step change 0.1 sec)
3) [t.uP] wire feeder ramp up time = 0.2 sec (by default)
a) 0 [OFF] ... 5.0 sec (step change 0.1 sec)
4) [t.dn] wire feed speed decay time = 0.1 sec (by default)
a) 0 [OFF] ... 5.0 sec (step change 0.1 sec)
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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.

ATTENTION! There is no free warranty service in case of mechanical damage to the welding machine!
The main warranty period for welding equipment is:

Feeder-5-2
Feeder-15-2 3years
Feeder-15-4

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.
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