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YBATA!!! Mepea BUKOpUCTaHHAM 061aHaHHA peKOMeHAYEMO 03HaOMUTUCA 3 PO3LIMPEHOIO BepCi€lo iIHCTPYKLi 3
g ekcnyaraii 3a agpecoto: https://paton.ua/files/passports/Feeder_GEN5.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 nogaui 3saptoBanbHoro gpoty [ Wire-feeding machine
PATON™ Feeder-5-2/15-2 [ 15-4

[lata npogaxy / Purchase date ” " 20

M.M.

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

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 (YKPATHCBKA)

3BaptoBa/ibHWI anapaT BUrOTOB/EHWI BiANOBIAHO A0 TEXHIYHUX CTAHAAPTIB | BCTAHOBIEHUX NPaBUA
TexHiku 6e3neku. MpoTe y pasi HenpaBUALHOTO NOBOAXKEHHS BUHUKAE Hebe3neka:
- TpaBMyBaHHs 06CyroByto4oro nepcoHany abo Tpetboi ocoby;

- 3aMOAIfIHHA WKOAW cCaMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBa;

- nopyLueHHs epeKTUBHOro po6o4oro npouecy.

Bci ocobu, ski nos's3aHi 3 BBeAEHHSIM B eKCrJyaTauilo, YNpaBAiHHAM, AOMAAOM i TeXHIYHUM
06cnyroByBaHHAM anapaTy NOBUHHI

- NPOWTU BIANOBIAHY aTecTalito;

- BO/IOAITU 3HAHHAMM 3i 3BapPIOBaHHS;
- TOYHO AOTPMMYBATUCA L€l IHCTPYKLi.
HecnpaBHOCTI, iki MOXYTb 3HU3UTU 6e3neKy, MOBUHHI 6y TY TEPMIHOBO YCYHEHI.

NPABWUJIA TEXHIKW BE3MEKU

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJ/IBHOIO CTPYMY

3BapIOBa/IbHOrO anapaTy MOBMHHI CMCTEMATUYHO NepeBipATUCS daxiBLeM eNeKTPMKOM Ha CrpaBHICTb
isonsuii;
- MiZj 4ac BUKOPUCTaHHS 3360POHAETLCA 3HIMATY 30BHILLHI KOXYX anapary.

- YpaxeHHs eNeKTPUYHUM CTPYMOM MOoXe ByTh CMepTe/bHUM;

- 3BaptoBasbHWii Kabesb MOBWMHEH OyTW MILHUM, HEYWKOAXEeHWM Ta i301boBaHuM. Ocnabnexi

3'e/lHaHHA | MOWKOAXeHW kabenb NOTPibHO HeralHo 3amiHMTM. Mepexesi Kkabeni W kabeni
4"6

HEBE3MEKA BUMPOMIHEHHSA 3BAPIOBA/IbHOT AYTU

l(/ 3abopoHAETLCA CrocTepiraTh 3a 3BaploBa/ibHOl Ayrol Heo3bpoeHum okom. [Jyra i 6pusku, wo
YTBOPIOIOTLCA Mifl Yac poboTh, MOXYTb 0BMekTW WKipy abo BUKAMKATY NOMYM's, TOMY 3aBXAM Cig
HOCWUTM 3aXWUCHY MacKy 3 ToHoBaHUM ¢inbTpom (DIN g 10). CTOpPOHHI 0cO6MU, L0 3HAXOAATLCS B 30Hi Al
NPUCTPOIO, MOBUHHI 3aXMIATK OYi CNeuiabHUMN 3aXMCHUMKU OKynsipamu abo BUKOPUCTOBYBaTU
Heropioui eKpaHu, Lo NOMIMHAIOTb BUNPOMIHIOBAHHS.

HEBE3MEKA WKIANNBUX FTA3IB | BUMAPIB

- YyTBOpEHi AUM Ta WKiAAMBI rasn BUAaIMTU 3 poboyoi 30HM crellianbH1MK 3acobamu;

- 336e3neynTH ZOCTATHIM NPUTOK CBIXOro MOBITPS;

- BUMapU PO3UMHHWKIB HE MOBUHHI MOTPaN/IfTH B 30HY BUNPOMIiHIOBaHHS 3BaploBa/bHOT Ayru.

HEBE3MEKA MATHITHOIO N0O/1S

- CTBOpEHi BUCOKMM CTPYMOM MArHiTHi MO/ MOXYTb YMHWUTU HEraTUBHUIA BMJIMB Ha NpaLe3AaTHICTb
eneKTponpuaais (Hanpukaaa, kapgioctumynstop). Ocobu, aki MalTb Taki NpwaaAW, MOBUHHI
nopaanTUCA 3 ikapem, NepLu Hix HabanxaT1cs 40 poboYOro 3BaproBaIbHOr0 MaAaHuMKa.

HEBE3MEKA BUJIbOTY ICKOP

- 3aIMUCTi NpeAMeTH BUAANNTM 3 po60UOi 30HM;

- He AOMyCKalTbCs 3BaproBasibHi po6OTU Ha EMHOCTAX, Y AKkux 36epiratoTbes abo 36epiranucs rasu,
nasnbHe, HapToNpPoAyKTU. MoxnBa Hebe3neka BUOYXy 3aNMLIKIB LiUX NPOAYKTIB;

- y noxesxo- Ta BubyxoHe6e3neuHNx NpuMilleHHAX 40TPUMYBaTHCA 0COBAMBMX NpaBuA, BIAMNOBIAHO A0
HaLiOHAIbHMX Ta MiXKHAPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHA

Jins 0cobnCTOro 3aXMCTy AOTPUMYITECH HACTYNHUX NPaBU:

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

- 3aXMLLATU PYKM i30/110104MMM PyKaBUUKaMK;

- Oui 3aXMLATU 3aXWUCHOIO MAcKo 3 GiNLTPOM NPOTW yNbTPadioNeToBOro BUNPOMIHIOBAHHS, AKWIA
BiAMNOBIAA€E CTaHAapTaM TexHiku 6e3neku;

- BUKOPWCTOBYBATM Ti/IbKU BiANOBIAHWI (BAaXKO3aNMUCTHIA 0AST).

PATON Feeder DC MMA/TIG/MIG/MAG -4 -
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HEBE3MEKA IHTEHCMBHOIO LLYMY

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
MaloTb HOCUTM 3aCO6M 3aXUCTY OpraHiB CayXxy.

#)

PO3MAKYBAHHA

[0 KOMNeKTy anapaTy BXoAATb:

]
_ e 'l

o
<)) || =g

: t"j
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Kosnnesti pasmkis gan
HaniSanT oM at i NanhHe anskHiEsora? Ta cyyinsHara
Bnow magaui gpaTy ARy

Cruonni nociBane

HOPHCTYB3Ha

L 0 e M MHEAHOPOTER

'Epim mogeni Feeder1g-: ta mogesei 1 comnaektadino Wk Ta Wikk
dnn wazes Feeder-as-4

ENEMEHTU YNPAB/IIHHA TA IHAUKALIA
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Feeder-15-4

1 - KHonka nepesipku nogaui 3axmMcHoro rasy (ApiT He NoAa€eTbCs);

2 — KHonka A5 WBWAKOro BU30BY NapaMeTpy Ha aluTyBaHHs 3BaproBanbHOI Hanpyri Ha 60w nogaui 4poTy;

3 — Lindposuit gucnneis;

4 — Pyuka perynstopa ans Bubopy ¢pyHKLii (NapamMeTpiB) NOTOYHOrO peXuMy 3BapioBaHHsA Ta BCTAHOBJ/IEHHS X 3HaYeHHs Ta 610w nogavi
APOTY (33 3aMOBYYBaHHAM — BCTAaHOB/IEHHS MapaMeTpy WBUAKOCTI nogaui ApoTy B pexumi MIG/MAG). 3a Bubip dyHkuil BignoBigaloTb
NOBOPOTY perynaTopa Npasopyy Ta NiBopyy. [lns nepexoay A0 BCTAHOB/EHHS 3HaUYeHHS BUOPAHOro napameTpy HeobXiAHO HaTUCHYTU Ha
PYUKy perynstopa. 3HaueHHs BCTaHOB/IIOETLCS MOBOPOTAMU PyUKM perynstopa npaBopyy abo nisopyy. [ins noBepHeHHs 40 MeHIo BU6opy
dyHKuil/napameTpiB HEO6XiIAHO LLe pa3 HATUCHYTU Ha PYYKY peryasTopa;

5— KHonka Bubopy nporpamu 3saptoBaHHs (Habip paHille HafalWTOBaHMX KOPUCTyBaYeM NapameTpis)/A0AaTkoBa GpyHKLisf: HanawTysaHHs
PiBHSA IHAYKTUBHOCTI (MPY yTPUMaHHI B HATUCHEHOMY NOIOXEHH 6iNbLue 1 cekyHAN);

6 — KHonka 3anpaBnieHHs ApOTy (ra3 npu LibOMY He NOAAaETbCA);

7 —Po3'em KZ-2 tnny "€BPO" ans nig'eaHaHHsA HaniBaBTOMaTUYHOrO NasibHUKa;

8 — LLiTekep nogaui cunosoro cTpymy Ao 610Ky noAadi 4poTy;

9 — Bxia Ans 3anpasku 38aptoBasibHOMO APOTY;

10 — Kabenb 4115 NigKIIOUYEHHS 4,0 Mepexi XUBJIEHHS;

11— Kabenb nogaui curHanis Big 610Ky nogadi ApoTy Ha BK/IIOYEHHS | BUK/IOYEHHS 30BHILLHBbOMO AXepena CTpyMmy;

12 - LLITyuep nogavi 3axucHoro rasy;

13 — KHomMKa yBiMKHeHHs [ BUMUKaHHs 610Ky noAavi 4poTy;

14 — TpUMay KOTYLIKN ANS APOTY 3 NPY>KMHHAM MEXaHi3MOM ra/ibMyBaHHS;
15 — 3anobiXHMK ABUryHa MexaHi3My nogaui;

16 — KHOMKa 3MiHM pexxumy po6oTH KHOMKM Ha ManbHUKY;

17 — I[HAMKATOPYW BUBPAHOro pexuMy KHOMKK Ha NanbHuky: 2T, SPOT, 4T

IHANKAL IS POBOTU AMAPATA B PEXXMMAX

| MIG/MAG |
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OcHosHul ekpaH

1 —MOTOUHUI PeXMM 3BapIOBaHHSA 4 — 3HaueHHs obpaHoi dyHKLii / napameTpa
2 — Homep noTouHoi nporpamu 5 —Nepenik Ta BCTAHOB/IEHI 3HAYEHHS 2-X HACTYMHUX NapamMeTpiB B MeHI0
3 —Ha3ssa ¢yHkuii / napameTpa

BBEAEHHA B EKCMYATAL IO

Lindpposuit 610k nogayi 38aptoBanbHOrO APOTYy MPU3HAYEHUI ANs poboTU y CKAAAI i3 30BHILLHIM f)XepesioM 3BaptoBasibHOTO CTPYMy Y
pexuMi HaniBaBTOMaTUYHOTO 3BaptoBaHHs. MMpU LbOMY AXEpesno MOAAE CUAOBUI 3BaplOBaNbHUIA CTPyM, @ 610K mojaudi 3abesneuye
crabinisoBaHy nogavy cyuinbHOro abo MOPOLWKOBOrO APOTY y 3BaploBasibHy BaHHy. |HIWIE BUKOPUCTaHHA anapaTty He BiAMoBijaE Moro
npusHayeHHlo. BUpobHMK He Hece BiAMOBIAANbHOCTI 3a MOWKOAXEHHS, 3aBAaHi BUMKOPWUCTAHHSM anapaTy He 3a MpU3HauYeHHsM.
BuKopucTaHHs BiNOBiAHO 40 Npy3HaYeHHs, MaE Ha yBa3i 40TPYMaHHS BKa3iBOK LibOro nocibHuka 3 ekcryatadii.

BMMOIM A0 PO3MILLEHHA

HeobxigHo po3milyBaTh anapart Tak, Wob 3abe3neyyBaBca Ge3nepeLKogHWIA BXif i BUXiZ OXON0AXYIOHOro MOBITPS Yepes BeHTUAALINHI
OTBOPM Ha nepegHiit i 3aAHi naHenax. CrigkynTe 3a TMM, Wo6 MeTaneBui NMuA (Hanpukaaa, Nig 4Yac HaxaauyHoro waipyBaHHA) HE
3acMokTyBanacs 6esnocepe/ZiHb0 B anapaT BEHTUAATOPOM OXONOAKEHHS.

NIAKNOYEHHSA 40 MEPEXI
3BapioBasibHUI anapar y cepiltHoOMy BUKOHaHHi po3paxoBaHuii Ha MepexeBy Hanpyry 220B (-15% +20%).

Ysara! Mpw nigkA0ueHHI anaparta 40 Hanpyru Mepexi Bulle 270B, BCi rapaHTiliHi 30608'A3aHHS BUPOBHYKa BTpayaloTb cuay!

MepexeBuit po3'em, nonepeyuHuin nepepis kabesiB Mepexi KMBAEHHS, @ TaKOX MepexeBi 3anobixXHWUKM NOBUHHI BUBMPATUCS BUXOAAUM 3
TeXHIYHUX AaHWX anapaTa.

BUBIP MOBU MEHIO AMAPATA
Jns Bnbopy/3MiHM MOBM MeHIO anapaTta HeobXiAHO HaTUCHYTM Ta YyTPUMYIOUM KHOMKY 2 YBIMKHYTW anapart. Mic/is Lboro Ha ekpaHi 3'aBUTbCs

MeHIo BUGOPY MOBM, B AKOMY NOBOPOTaMU Py4KW PErynsiTopa 4 MOXHa BU6paTu HeobXigHy MOBY, Ta niagTBepAUTM BUGIp 3a 4ONOMOro
HaTUCKaHHS Ha PyYKy perynaTopa 4. Micas Lboro anapat NpojoBXUTbL po6oTy 3 iHTepdeiicom BiANOBIAHOIO MOBOIO.

CXEMA NMIAK/FOYEHHSA ANAPATA A/19 HANIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

PATON Feeder DC MMA/TIG/MIG/MAG -8-
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TEXHIYHI XAPAKTEPUCTUKIA

HAMIBABTOMATUYHUIA
MANbHUK

APrOHOBUM
NAJbHUK

NMAPAMETPU Feeder-5-2 Feeder-15-2 Feeder-15-4
HomiHasbHa Hanpyra mepexi 50/60lw, B 220/230 220/230 220/230
HoMiHasbHUI CTPYM, L0 CNOXMBAETLCA 3 dasun mepexi, A 0,16 0,25 0,38
Mexi 3MiHV Hanpyru mepexi XnBaeHHs, B 180-260 180-260 180-260
KinbKicTb poavkis MexaHismy nogadi, A 2 2 4
Mexi peryntoBaHHa WBUAKOCTI Nogadi ApoTy, M/X8 1,0-16,0 1,0—-16,0 1,0-120,0
JliameTp CyLifIbHOr0 3BaptoBa/IbHOro APOTY, MM 0,6 -1,0 0,6-1,2 0,6-1,6
MakcmaibHa Bara KOTyLWKM 3 4POTOM, K 5 18 18
DYHKLif 3anpaBaeHHsA ApOTY + + +
DyHKLiisA nepeBipkn HAsABHOCTi 3aXUCHOrO rasy + + +
HomiHanbHa cnoxusaHa NOTYXHicTb, BA 35 55 85
MakcumanbHa CnoxmeaHa NoTyXHiCTb, BA 50 80 115
[ianasoH pobounx Temnepatyp —25 ... +45°C —25 ... +45°C —25 ... +45°C
labapuTHi po3mipy, MM (40BXWHA, LUMPUHA, BUCOTA) 315 X 155 X 250 460 X 255 X 350 500 X 255 X 350
Maca 6e3 3BaploBanbHOro 4pOTy Ta aKcecyapis, K 4,45 8,6 8,2
Knac saxucty 1P33 IP33 IP33

BUBIP TA HAJNALLTYBAHHA d)YHKLlIVI ANAPATA

PATON Feeder DC MMA/TIG/MIG/MAG
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B cTaHAapTHOMY CTaHi (KoM 0 KHOMOK Ha NepejHili NaHesi He TOPKaloTbCs), anapaT Ha eKpaH BUBOAUTL 3HaUeHHA OCHOBHOIO NapaMeTpa
610Ky nogaui Ans pexxumy 3BaptoBaHHs MIG/MAG — wBuAKICTb nogaui ApoTy.

PerynsaTop 4 Ha nepeAHiii naHeni gxepena 38aploBanbHOro CTPyMy € 6araTodyHKLiOHaNbHUM Ta BiANOBIAAE 3a HACTyNHe:
1) BUGIp no kony Byab-aKoi GpyHKLT y NOTOUHOMY pexuMmi 3BaptoBaHHs (MoBOpOTH iBOpyYy abo npasopyu);
2) BCTAHOB/IEHHS 3HAaYeHHs BUGPaHOro napameTpy (HAaTUCHYTU Ha PyuKy peryasTopa Ta noBopoTu nisopyy abo npasopyy);
3) CKMAAHHS BCIX GYHKLIN 40 3aBOACLKMX HANALITYBaHL MOTOYHOTO PEXMMY 3BaptOBaHHS (HATUCHYTU Ha PyuKy peryastopa Ta
YTPUMyBaTW B HATUCHYTOMY MO/IOXEHHI Bisblue 12 ¢).

MEPEK/IIOYEHHSA HA HEOBXIAHY ®YHKL IO

SIKUL0 B anapaTi BCTAHOB/IEHO CMCTEMY 3aXMCTY Bif HECaHKLIOHOBAHOro AOCTYNy A0 MeHIo GYHKLiA, NPy NOBOPOTaX Pyyku PerynsTopa 4
BiAbyBa€ETbCA pefaryBaHHs 3HauYeHHs OCHOBHOro napameTpy, a MeHio dyHKUii anapata — 3abnokoBaHe. [ns po36aoKyBaHHA MeHIO,
HeobXiiHO YTPUMYBaTW B HATUCHYTOMYy CTaHi pyuyKy perynsTtopa & 6inblwe 3,5 cekyHs. lNpu po36ioKyBaHHI, Ha eKpaH BMBOAWTLCA
306paxeHHA 3aMKa, AKWIA BiAKPUBAETLCA, LLO BKa3ye NPO npouec po3baoKyBaHHA MeHio GyHKLiN. Ticas ycniwHoro po3bnokysaHHs, npu
NoBOPOTaXx pyyKu 4 NpaBopyy abo NiBopyY, Ha L POBUIA ANUCNEN BUBOAUTLCS MOTOYHA Ha3Ba GyHKLi Ta i 3HaYeHHs.

CKUAAHHS HANIALUTYBAHb BCIX ®YHKLIA MOTOYHOMO PEXXMMY 3BAPIOBAHHS

MoxyTb BigbyBaTMCA CUTyaLii, KOAM NapaMeTpu B anapati TPOXW 3anayTaau KopucTysaya. [as Toro wob CKUHYTH iX 4O CTaHAAPTHUX
33BOACHKMX HaNalTyBaHb, JOCUTb YTPUMYBATU B HAaTUCHYTOMY CTaHi PyuKy PeryaaTopa 4 npoTarom bisblue 12 cekyHA (He 3BepTaTH yBary
Ha 306paxeHHs 3amMouka). SIK i HaBOAWMNOCHA paHile, Ha Tabso NOYHETLCA 3BOPOTHWIA BIANIK 333...222...111 i NPU JOCATHEHHI "000" BCi
HanawWwTyBaHHA BMOGPaAHOI NPOrpamu NOTOYHOrO PeXuMy 3BaploBaHHA ByAyTb OHOB/IEHI Ha 3aBOACbKI. CKMAAHHA NapameTpiB AN KOXHOT
NporpamMu KOXHOIO pexuMy 3BaptoBaHHs pobasTbcs okpemo. Lie 3po6ieHo A5 3pyUHOCTI, o6 He CKMHYTY iIHAMBIAYaNbHI HaNAWTYBaHHS B
ABOX iHIWIMX peXxxuMaXx Ta iHWKX nporpamax.

3MIHA HOMEPY MPOrPAMU Y MOTOYHOMY PEXXUMI 3BAPIOBAHHA

Mpn BukopucTaHHi 610Ky nogayi pasom i3 Axepenamu 3saptoBanbHoro ctpymy PATON, € MOXAMBICTL MepeMMKaTUCs MiX paHilue
36epeXXeHMMM KOPUCTyBaYeM Nporpamamu 3saptoBaHHs. Jxepenamu 3saptosanbHoro ctpymy PATON matoTb MOXAMBICTb 36epiraTh 40 16
Pi3HWX BapiaHTIB HajaWTyBaHb y KOXHOMY PeXWMi 3BaptoBaHHs. MMOTOYHMI HOMEP HajiaWTyBaHHA (Mporpamu) Bifo6paxaeTscs y
BEPXHbOMY MPaBOMY KyTi eKpaHa, AKWiA 3HaXOANTLCA Ha NepejHiii NaHei. Y MOMEHT NepLIoro yBiMKHEHHs anapaTta, AN KOXHOTO Pexumy
3BapIOBaHHs, 3aBXAM BMBOAMTLCA nporpama mig N2i. Yci 3MiHM B HanalTyBaHHi anapaTta B ZaHOMy peXuMi 3BaploBaHHA Ta NOTOYHOMY
Homepi nporpamu 36epiraioTbcs. o6 nepeitTn Ha iHWWIA HOMep Mporpamu i NoYaTU HajalTyBaHHA 3HOBY 3 6a30BMX MapameTpis,
AOCTaTHbO HaTUCHYTU KHOMKY 5, TOAi Ha eKpaH BMBOAMTLCA MOTOYHWI HOMep nporpamu, i Aani, 3a A0MOMOrol MOBOPOTIB Pyukn
BiZNOBIAHOIO PerynaTopa 4 MoxHa BU6paTh iHwy nporpamy. Bubip nporpamm noTpibHo NiATBEPANTU HATUCHYBLLW Ha PYUKY PErynsTopa 4.

3ATAJIBHUIM CNUCOK | NOCAIAOBHICTb OYHKL|IN

Pexcum 3saprosarHs P43 "MMA"

0) [-1-] ocHoBHuI1 NnapameTp — 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 3aXMCHUM ra3oM = 0,1 cek. (3a 3aMOBYYBaHHAM)
a) 0,1...25,0 cek. (KpOK 3MiHM 0,1 cek.)

2) [t.Po] yac nicns-npoAyBKM 3aXMCHUM rasoM = 1,5 cek. (3a 3aMOBYYBaHHSM)
a) 0,5...25,0 ceK. (KPOK 3MiHM 0,1 ceK.)

3) [t.uP] yac HapoCTaHHA WBMAKOCTI NoAaYi APOTY = 0,2 CeK. (338 3aMOBYYBaHHAM)
a) o [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 cek.)

4) [t.dn] Yac cnagaHHs WBMAKOCTI NOAaYi APOTY = 0,1 CeK. (33 3aMOBYYBAHHSAM)
a) 0 [OFF] ... 5,0 cek. (KpOK 3MiHM 0,1 cek.)

FAPAHTIMHE OBC/1YFOBYBAHHS

LLlaHOBHMI1 cnoxxuBay!
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MATOH IHTEPHELLHA asikye Bam 3a Bu6ip npoaykuii PATON™ Ta rapaHTye BUCOKY SIKiCTb Ta 6e3g0raHHe ¢pyHKLiOHyBaHHs AaHOro BUpoby
33 YMOBM JOTPUMaHHS NpaBua NOro ekcryatadii.

YBATA!!! Mepea BUukopucTaHHAM 06/1a4HaHHA PEKOMEHAYEMO 03HANOMMUTUCSA 3 PO3LIMPEHOIO IHCTPYKLLEID 3
eKcrnJyaTalyii, a TakoX nepeBipMTU NPaBUJIbHICTb 3aNOBHEHHSA rapaHTiiHOro TasloHa: HasBa Mogesi npuabaHoro Bamu
Bupo6y, Ta itoro cepiliHunii HoMep NOBMHHI 6yTH iAEHTUYHI 3an1cam B rapaHTIiHOMY TanoHi. He AonycKaeTbcs BHECEHHA
B Ta/IoH 6yAb-AKMUX 3MiH 44 BUNPaBAEHD.

FAPAHTIVIHI 30B0B'SI3AHHSA
MATOH IHTEPHELLH/1 rapaHTye cnpaBHy po6oTy Axepena XWB/EHHs y pasi 4OTPUMAHHSA CMOXMBAYeM yMOB eKkcnyaTauii, 36epiraHHs i
TPaHCMOPTYBaHHS.

YBATA! Be3kowToBHe rapaHTiliHe 06c/N1yroByBaHHS BiACYTHE 32 YMOBU MeXaHiUHUX NOLIKOAXEHb 3BapioBaibHOro anapary!

TepMiH 0CHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTaHOBUTb:

Feeder-5-2
Feeder-15-2 3 poKu
Feeder-15-4

OCHOBHWIA rapaHTiHWIA Nepiog 06YMCAIOETLCA 3 AHSA NPOAAXY IHBEPTOPHOrO 061a4HAHHS KiHL@BOMY MOKYMLEB.

MpoTArom 0CHOBHOIO rapaHTIMHOrO nepioAy Npojaselb 3060B'A3y€eTbCs (Y BUNaAKy rapaHTiiHOIO PeMOHTY), 6€3KOLITOBHO A/151 BAACHMUKA
iHBepTOpHOro o6naaHaHHs PATON:

- MPOTAroM 1 POKy 3 AaTu NpuAGaHHA KAIEHTOM o6nagHaHHA, onaaTWTM AocTaBky obnagHaHHs B CepiBCHWM LEeHTp i Ha3az KAIeHTY,
BMKOPUCTOBYIOUM NOCAYrM KoMNaHii Hosa nowTa;

- NPOBECTY AiarHOCTUKY Ta BUABUTM NPUYMHY HECNPaBHOCTI;

- 38693H9HMTM HeOﬁXiAHMMM ANA BUKOHAHHSA peMOHTy By3ﬂaMM Ta eNeMeHTaMu;

- NpoBeCTM poboTH i3 3aMiHW eNeMeHTIB Ta By3/1iB, O BUNLLAW 3 NaAy;

- POBECTM TeCTYBaHHS BiAPEMOHTOBAHOIO 061agHaHHS.

OCHOBHI rapaHTiliHi 3060B'A3aHHs He NOWMPIOIOTLCA Ha 061a4HAHHS:

- 3 MeXaHIYHUMU NOLIKOAXKEHHAMY, L0 BNAMHY/IM Ha NpaLe3AaTHICTb anapaTy (Aepopmallis Kopnycy i AeTaneil BHaCiA0K NaAiHHA 3
BUCOTM abo NagiHHA Ha 061aZHaHHS BaXKUX MPeAMETiB, BUNagaHHsA KHOMOK Ta po3'eMiB);

- 3i crigamu koposii, fika cTana MPUYMHOIO HECIPaBHOIO CTaHy;

- fIke BUMLL/IO 3 /1aZly Yepe3 BNAWB CUALHOTO 3B0/IOXEHHSA Ha 0ro CUNOBI 11 e1eKTPOHHI eNeMeHTH;

- fke BUMLL/IO 3 N1aZly Yepe3 HaKOMMYEeHHS CTPYMONPOBIAHOro NUAY (BYriNbHUIA NUA, MeTaneBa CTPyXKa Ta iH.) BcepeuHi;

-y pasi cnpobu caMoCTiHOro peMOHTY 110ro By3.iB Ta/abo 3aMiHK eNeKTPOHHUX eNeMeHTIB, peKOMEH/YETbCS, 3a/1eXHO BiJ YMOB
ekcnyaTauii, 04MH pa3 Ha NiBPOKY, 33415 YHUKHEHHSA BUXOAY anapaTy 3 faAy, NPOBOAUTU YACTKY BHYTPILLHIX efleMeHTiB i By3/iB 4aHOro
061aiHaHHA CTUCHEHWUM MOBITPAM, 3HATU 3aXUCHY KPULLKY. YnilieHHA HeobXiZHO NPOBOAWTU aKypaTHO, YTPMMYIOUM LWAAHT KOMNpecopa Ha
AOCTaTHIN BiACTaHI, 3419 YHUKHEHHS NOWIKOAXEHHS NalK1 €N1eKTPOHHMUX KOMMOHEHTIB | MEXaHIUHMX YaCTUH.

TakoX OCHOBHI rapaHTiliHi 3060B'A3aHHA He MOWMPIOITLCA Ha 30BHIlLHI e1eMeHTU 061aAHaHHS, WO BUMWAM 3 Nagy, sKi NiaAaloTbes
$i3MUHOMY KOHTaKTY, @ TaKOX Ha CyMyTHI/BUTPATHI MaTepianun, NpeTeHsii WoA0 AKUX MPUNMAIOTLCS He Ni3HILLE A4BOX TUXKHIB MiCAA NPOAAXKY:
- KHOMKa \/EiMKHeHHﬂ Ta BUMKHEHHS;

- PYHKM Pery/IloBaHHs NapameTpis 3BapioBaHHS;

- po3'emMu MiaktoueHHs kabenis i pykasis;

- PO3'€MM ynpaBAiHHS;

- MepexeBuii kabenib i BUka MepexeBoro kabento;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes nieve, keiic, Kopobka;

- TPMMavi eneKTpoZiB, k1eMa «Macu», NaibHKK, 3BaploBasibHi kabeni Ta pykaBu.

Mpoaaselb 3anuwae 3a cobolo NPaBo BiAMOBATM Yy HaZaHHi rapaHTIiHOrO pemoHTy, abo BCTaHOBMTW AaTOl MOYaTKY BUKOHAHHS
rapaHTiiHMx 3060B'A3aHb MicALb i pik BUNYCKy anapaTy (BCTaHOB/IIOIOTLCS 3@ CEPiiHUM HOMEPOM):

- y pasi BTpaTv nacnopTa BAaCHUKOM;

- Y pasi BigCyTHOCTi KopekTHOro abo B3arani 6y/b-AKOro 3arnoBHeHHs NacnopTa NPoAaBLIEM Mi4 Yac NPOAAXyY anapaTy.

FapaHTiiHUI CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTIHOro 06CAyroByBaHHA anapaTy y CepBiCHOMY LLeHTpi.

ENGLISH
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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:
- 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.

© g g\%\;‘] ;
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DANGER OF MAGNETIC FIELD

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

DANGER OF SPARKING

- remove flammable objects from the operating zone;

- 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.

o %%%&
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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
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The delivery set of the device includes:

Semi-auvtomatic torch ABICOR BINZEL?

Ralless for aluminium® arnd
salid wire

Wire-feeding machine

Ciperating manual

Duick-relaase pneumatic connectar

'Except Feeder-15:.4 model and models with delivery set index Wil or Witkd

Far Feeder-15-4 madel

CONTROL ELEMENTS AND INDICATION

Feeder-5-2
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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;
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13 — Button for turning on/off the machine;

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

WEHMAK-TE
nogaHdl
AFOT.

‘ LI . 5%5
MarFaMeTFH: i

“Hac CNagaHHA: @,1cl
Hac MNlcaA-razd. e

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

A\

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

AN

PATON

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

SEMI-AUTOMATIC
TORCH

SEMI-AUTOMATIC
TORCH

TECHNICAL PARAMETERS
PARAMETERS Feeder-5-2 Feeder-15-2 Feeder-15-4

Rated supply mains voltage 50Hz, 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) 315X 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
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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/IMAG 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) o [OFF] ... 5.0 sec (step change 0.1 sec)
4) [t.dn] wire feed speed decay time = 0.1 sec (by default)
a) o [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-g-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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[lata npuitomy Ha pemoHT / Date of receipt for repair

OsHaku HecripaBHoCTi / Symptoms of non-operability:

, 20

(nignuc / signature)

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Hakw HecnpasHocTi | Symptoms of non-operability:

(nianuc / signature)

Mpununna / Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Haku HecnpaBHocTi /| Symptoms of non-operability:

, 20

(nignunc / signature)

Mpuunna [ Cause:
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[laTta npuitomy Ha pemoHT / Date of receipt for repair

(nianwuc [ signature)

O3Haku HecnpasHocTi /| Symptoms of non-operability:

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

(nianwnc / signature)

O3Haku HecnpaBHocTi | Symptoms of non-operability:

Mpuunna [ Cause:

[Jlata npuitomy Ha pemoHT / Date of receipt for repair

(nianuc / signature)

O3Haku HecnpasHocTi / Symptoms of non-operability:

Mpununna [ Cause:
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