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EU DECLARATION OF CONFORMITY

Manufacturer

PATON INTERNATIONALLLC
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™ 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
power sources EN IEC 60974-1:2022/A1:2022
Arc welding equipment - Part 10:
Electromagnetic compatibility (EMC)
requirements

EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC
Place and Date:

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

3BaptoBanbHUI anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3nekw. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

- TpaBMyBaHHs 06cyroBytoyoro nepcoHany a6o TpeTboi ocobu;

— 3anogifHHA WKOAM CaMoMy anapaty abo MaTepianbHWUM LLiHHOCTAIM MiANPUEMCTBS;

— nopyuweHHs epeKTUBHOro po6oyoro npouecy.

Bci ocobu, Aki nos'A3aHi 3 BBEAEHHAM B eKChnyaTaLlilo, ynpaBaiHHAM, AOTMNAAOM i TeXHIYHUM
o6cnyroByBaHHAM anapaTy MOBUHHI

— MPOWUTY BIANOBIAHY aTecTalito;

— BOJIOAITV 3HaHHAMM 3i 3BapIlOBaHHS;

— TOYHO AOTPUMYBATMCA L€l IHCTPYKLi.

HecnpaBHOCTi, AKi MOXXYTb 3HU3UTK 6E3MeKy, NOBUHHI B6YTU TEPMIHOBO YCYHEHI.

MPABUNA TEXHIKU BE3MEKU

HEBE3MNEKA MEPEXXEBOIO | 3BAPIOBAJ/IbHOIO CTPYMY

— YPaXeHHs eNeKTPUYHUM CTPYMOM Moxe ByTu cMepTebHUM;

— 3BaploBa/ibHUI Kabenb NOBUHEH 6yTU MILLHUM, HEYWKOAXEeHUM Ta i30/boBaHUM. OcnabneHi
3'€AHaHHA | MOWKOAXeHUI Kabenb NOTPIGHO HeralMHo 3amiHUTU. Mepexesi kabeni 1 kabeni
3BaplOBa/IbHOrO anapaTy NOBUHHI CUCTEMATUYHO NepeBipATUCA GpaxiBLeM eeKTPUKOM Ha CNIPaBHICTb
isonAuii;

— Nif 4ac BUKOPUCTaHHSA 3a60POHAETLCA 3HIMATL 30BHILLHIN KOXyX anapaty.

- B

—
S

HEBE3MNEKA BUMPOMIHEHHA 3BAPIOBAJIbHOI AYTU

3a60poHAETbCA CnocTepiraTi 3a 3BapoBasnbHOI Ayroto Heo36poeHUM oKoM. [yra i 6pu3ku, Lo
YTBOPHOKOTLCA Nifg 4ac poboTn, MOXKyYTb 06MEKTU LWKipy abo BUKIMKaTK NOAYM'A, TOMY 3aBXAW CNig,
HOCMKTW 3aXMCHY Macky 3 ToHoBaHWUM ¢inbTpoM (DIN 9-10). CTopoHHi 0co6bM, LLLO 3HAaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axMLLATH O4i crielianNbHUMMN 3aXMCHUMM OKynApaMm abo BUKOPUCTOBYBaTH
Heroproqi eKpaHu, Wo normmHarTb BI/II'IpoMiHIOBaHHﬂ.

HEBE3NEKA LWWKIATMBUX FA3IB | BUMAPIB

— YTBOpEHi AUM Ta WKiANVBI ra3u BUAAANTM 3 poboyoi 30HK crelianbHUMK 3acobamu;

— 3abe3neunTu 4OCTaTHIN NPUTOK CBIXOro NOBITPS;

— BUMapU PO3YMHHWKIB HE MOBUHHI NOTPaN/ATV B 30HY BUMPOMIHIOBaHHS 3BaptoBasIbHOI AyTu.

HEBE3MNEKA MATHITHOIO NonAa

EnekTpoMarHiTHi nons, CTBOPEHi BUCOKMM CTPYMOM, MOXYTb YMHUTW HEraTUBHUIA BNIVB Ha
npauesnaTtHiCTb enekTponpunagis (Hanpuknag, kapaioctumynatop). Ocobu, Aki MawTb Taki
npunaau, NOBUHHI NopaauTUCsa 3 NikapeM, nepLl Hixk HabamxaTtucs [0 po60o4oro 3BapoBasbHOrO
MalgaHumKa.

HEBESMNEKA BUJIbOTY ICKOP

— 3alMUCTi NpeAMeTU BUAAANTU 3 po6OUOI 30HY;

— He ZJONyCKaloTbCs 3BaploBasibHi poboTH Ha EMHOCTSIX, Yy sikux 36epiraloTbcs abo 36epiranvcs rasm,
nanbHe, HapToNpoAyKTU. MoxMBa Hebe3neka BUBYXy 3a/MLLKIB LiKX NPOAYKTIB;

— y noxexo- Ta BubyxoHebe3neuHnx NpUMiLLeHHSX 4OTPUMYBaTUCH 0COBAMBMX NpaBuJ, Bi4NOBIAHO
/0 HaL,iOHa/IbHUX Ta MiXXHaPOZHMX HOPM.

OCOBUCTE 3AXCHE OCHALLLEEHHA

[lna oco6ucTtoro 3axucTy NoTPiGHO AOTPUMYBATUCh HACTYMHMX NPaBUA:

— HOCWTU MiliHe B3yTTH, W0 36epirae i30110104i BACTUBOCTI, B TOMY YMCAI 1 Y BOJIOTMX YMOBAX;

— 3aXULL,ATL PyKM i30/110104MMIM PyKaBUYKaMK;

— Oui 3aXMLLATK 3aXMCHOIO MAackowo 3 GiibTPOM NPOTH yAbTPadioNeTOBOro BUMPOMIHIOBAHHS, AKMIA
BiZiNOBiZa€ cTaHAapTaM TexHiku be3neku;

— BUKOPWCTOBYBATM Ti/IbKU1 BiAMNOBIAHMI (BaXKKO3aWMUCTHI OAST).

= D e =bo -l =2

HEBE3MNEKA IHTEHCUBHOTIO LLYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaproBaHHA MOXKe BuMAaBaTh 3BYKW piBHA Bue 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKMK, LLLO NpaLtoroTb 3 06nagHaHHAM, nigvac po6oTn
MatoTb HOCUTK 3aCOBU 3aXMCTy OpraHiB CAyxy.

PATON Feeder
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

KomnnekTtn ponukis
ANA aNnoMiHieBOro**
Ta CTanesoro Apoty

Bnok nopaui gpoty

CTncnnin nocibHMK
KopucTyBava

LLBMAKO3HIMHUIA MTHEBMOPO3’eEM

*— Kpim Mmogeni Feeder-15-4 Ta Mogeneit 3 komnnekrauieto WA Ta WAM
**— [Ina moaeni Feeder-15-4

EJIEMEHTWU YMNPABJIIHHA TA IHOUKALLIA

Feeder-5-2
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Feeder-15-4

KHonka «TEST GAS» nepeBipku nofdadi 3aXxMCcHOro rasy (Mpu HaTUCKaHHI APIT He NoAAaeTbCs);

KHonka «2T/4T» ana Bu6opy pexnMy po6oTu KHONKW NanbHUKa;

Lindposuit ancnneii (7-cerMeHTHUI iHankaTop y Feeder-5-2);

Pyuka perynatopa ans Bubopy o¢yHKUiN (NapaMeTpiB) MOTOYHOIO PEeXuMy 3BaptoBaHHA Ta BCTAHOBMNEHHA iX 3Ha4yeHb (3a
3aMOBYYBaHHAM — BCTAHOBNEHHA NapaMmeTpy LUBWAKOCTI nogadi ApoTy B pexumi MIG/MAG). MoeepTtante pyuky Ana Bubopy
$yHKUiN. HaTUCHITL Ha pyuKy perynaTopa AnA BCTAHOBNEHHA 3Ha4YeHHA BUbpaHoro napameTpy. BctaHoOBIiTb 3Ha4eHHA NoBopoTamMn
pyYKu perynatopa i HaTUCHITb Ha Hei, o6 NiATBepANTU BCTaHOBEHe 3HaYeHHs. LLle pa3 HaTUCHITb Ha py4YKy ANnA NOBEPHEHHA 40
MeHto BU6opy $yHKLin/napameTpis;

KHonka «PROG» Bubopy nporpamMu 3saptoBaHHsA (Habip paHille HanawToBaHWUX KopucTyBaveM napametpis)/[oaatkoBa GyHKLIA:
HanawTyBaHHA PiBHA iHAYKTUBHOCTI (HAaTUCHITb | yTpUMYiiTe AoBLUe 1 cekyHAN);

KHonka «WIRE INSTALL» nns noaadyi apoTy B 6110k noaavi Ta 3saptoBanbHUA pykaBs (Mpy HaTUCKaHHI ra3 He NoAaeTbeA);

Po3s'em KZ-2 Tnny «<€EBPO» ans nia’egHaHHA HaniBaBTOMaTUYHOIO NanbHUKa;

Kabenb noctauyaHHA CUNOBOro CTPYMY 3 610Ky KMBNEHHS;

Bxin ana 3anpaBku 3BaptoBanbHOro APOTY;

Kabenb >XvBneHHsn;

Ka6enb kepyBaHHA 30BHILLHIM AXKepenoM cTpyMy Big 610Ky noaadi ApoTy;

LUTyuep nogayi 3axMcHoro raay;

BMuKkau xxunBneHHs 610Ky nogadi ApoTy;

PATON Feeder -6-
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14~ TprMay KOTYLLKM APOTY 3 NPY>XMHHUM MEXaHi3MOM ranibMyBaHHsA;
15- 3anobiXHWK ABUTyHa MexaHi3My nogaui;

16- KHonka nepeMuKaHHA pexKMMiB KHOMKW Ha nanbHuky (Feeder-5-2);
17- |HAMKATOPU PEXMUMY KHOMKM Ha NanbHUKY: «2T», «4T», «SPOT».

IHAMKALIA POBOTU ANAPATA B PEXKUMAX

4
9 B
NarFarMeTF: o

Hac CNagaHHA: A,1c| {5
qac nicaa-ra=d. 1,.5c

MIG/MAG

OCHOBHMI eKpaH

1-  TOTOYHWI PEXUM 3BAPIOBAHHA 4- 3HaueHHa 06paHoi GyHKLii / napameTpa
2- HomMep noTto4Hoi nporpamu 5- Tlepenik Ta BCTAHOBNEHi 3HAUYEHHA 2-X HACTYNMHUX NapaMeTPiB B MEHIO
3- Hassa ¢yHkUii / napameTpa

BBEOAEHHA B EKCTJ/TYATALLIIO

Lindpposuin 610k nogadi 3saproBanbHOro ApOTy NPU3HAYeHUn ANa po60oTU y cKnagi i3 30BHILWHIM AXKEpPenoM 3BaptoBasibHOro CTpyMy y
peXuMi HaniBaBToMaTUYHOro 3BaptoBaHHA. Mpu LbOMY AXKepeno Nogae CUIOBUIA 3BaproBanbHUI CTpyM, a 610K nogadi 3abeaneuye
ctabinisoBaHy nogauy 3BapoBasibHOro ApPOTY y 3BaptoBasibHy BaHHY. |HLLIE BUKOPUCTaHHA anapaTy He Bi4noBigae Moro npuaHayeHHto.
Bupo6HMK He Hece BiAMOBIAANbHOCTI 3a MOLUKOAXKEHHA, 3aBAaHi BUKOPUCTAHHAM anapaTy He 3a Npu3HayeHHAM. BukopuctaHHa
BiANOBIAHO A0 NPU3HAYeHHA, Ma€e Ha yBa3i 4OTPUMaAHHA BKa3iBOK LibOro nocibHuka 3 ekcnnyatadii.

BUMOIrn 40O PO3MILLLEHHA

HeobxiaHo po3milyBaT anapaT Tak, LWob 3a6e3neyyBaBca 6e3nepeLlKoaHWIA BXif, | BUXif 0XO0AXKYUOro NOBITPA Yepes3 BEHTUNALLIAHI
OTBOPMW Ha MepeaHil i 3agHi naHenax. CniakynTe 3a TUM, Wo6 MeTaneBun Nun (Hanpuknag, nig vyac HaxaayvHoro wnipysaHHA) HE
3acMokTyBanacs 6esnocepeaHbo B anapaT BEHTU/IATOPOM OXO/OAXEHHS.

nigAK/IFOYEHHA 40 )KUBJ/IEHHA

3BaptoBanbHUI anapaT po3paxoBaHuii Ha MepexxeBy Hanpyry 220 B (-15% +20%).

YBATA! Mpu nigkntoueHHi anapaTta ao Hanpyru mepexi Buuie 270 B, Bci rapaHTiiiHi 3060B'A3aHHA BUPO6HMKa BTpaYatoTb cusy!
P03'eM XXMBNEHHA, NonepeYvHnii nepepia kabenis Mepexi XMBNEHHA, a TakoXX 3anoBiXKHUKWN XXMBNEHHA NOTPiIGHO BUOBMpaTK BUXOAAYN 3

TEXHIYHUX AaHNX anapara.

BUBIP MOBU MEHHIO AMNAPATA

[Ana BM6oOpYy/3MiHU MOBW MEHI0 anapaTta HeobOXiAHO HAaTUCHYTM Ta YTPUMYHUM KHOMKY 2 yBIMKHYTM anapaT. Pyuykoto perynatopa 4
BMGEPITb Ha ekpaHi HeobxiAHY MOBY Ta HATUCHITb Ha Hei, Wob niaTeepauTn BMGIp. AnapaT NPoAOBXMUTb PoboTy 3 iHTepdencom
BiINOBIAHO MOBOIO.

-7-- PATON Feeder
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CXEMA MNIAK/TIOYEHHA AMAPATA 4/14 HAMNIBABTOMATUYHOIO 3BAPHOBAHHA (MIG/MAG)

~3x 380V / 400V

HAMIBABTOMATUYHUIA
NATbHA

CXEMA TIAK/TIOYEHHA ATMNAPATA 4/19 3BAPIOBAHHA B APIOHI (TIG) - npu BukopucmaHHi

nanbHuka GZ-2

~3x 380V / 400V

(3¢

TEXHIYHI XAPAKTEPUCTUKA

APrOHOBWM
NANbHUK

Knac 3axucty

MAPAMETPU Feeder-5-2 Feeder-15-2 Feeder-15-4
HomiHanbHa Hanpyra mepexi 50/60 'y, B 220/230
Mexi 3MiHM Hanpyrn Mmepexxi XUBNeHHsA, B 180 -260
HoMiHanbHWI cTpyM, L0 cnoXuBaeTbeA 3 pasun mepexi, A 0,16 0,25 0,38
KinbkicTb ponukiB MexaHiaMy nogadi, LT. 2 2 4
Mexi peryntoBaHHA LUBNAKOCTI Nogavi 4poTy, M/XB 1,0-16,0 1,0-16,0 1,0-20,0
[iamMeTp cyuinbHOro 3sapoBanbHOro ApoTy, MM 0,6-1,0 0,6-1,2 0,6-1,6
MakcvManbHa Bara KOTyLUKW 3 APOTOM, K 5 18 18
PyHKLiA 3anpaBneHHA 4poTy +
®yHKLiA TeCTyBaHHA 3aXMCHOrO rasy +
HoMiHanbHa cnoXkueaHa NoTy>XHicTb, BA 35 55 85
MakcrManbHa cnoXmBaHa NoTy>XXHicTb, BA 50 80 115
[Aiana3oH po6o4unx Temnepartyp, °C -25...+45
Fa6apuTtHi posmipu (QoexuHa x LLnpuHa x Bucota), MM 315x 155 x 250 460 x 255 x 350 500 x 255 x 350
Maca 6e3 3BaptoBanbHOro ApOTy Ta akcecyapis, Kr 4,45 8,6 8,2

P33

PATON Feeder
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BUBIP TA HAJTALUTYBAHHA ®YHKLLIA AMAPATA

Mig 4yac po60oTH, AKLLO HE TOPKaTMUCA KHOMOK KepyBaHHA, anapaTt BUBOAUTb Ha ekpaH 3HauYeHHA OCHOBHOIo napaMertpa 610Ky nogadi ans
pexumy 3saptoBaHHa MIG/MAG - WwBWAKiCTb Nogadi 4poTy.

PerynsaTop 4 - 0CHOBHWIA OpraH KepyBaHHS, 3a MOro A40MOMOro MoXXHa PobUTU HacTyMHe:

1) noBopoTaMu pyuku Bubuparite no kony GyHKLi Ta ix 3HaYEHHA y MOTOYHOMY PeXXUMi 3BaptoBaHHA

2) HaTUCHITb Ha py4Ky, 06 NiATBEPAMTN BCTAHOBNEHHA 06paHOro napaMeTpy Ym MOro 3HauyeHHs;

3) HaTUCHITb Ta yTpUMyITe Ha pyuky perynatopa 6inbwe 12 ¢, Wwo6 CKMHYTU 3HAaYeHHA BCiX QYHKLiA [0 3aBOACbKMX HanallTyBaHb
NMOTOYHOTO PEXXNMyY 3BaplOBaHHSA.

MEPEK/IOYEHHA HA HEOBXIAHY ®YHKLIIIO

Axwwo B anapaTi BCTAaHOBEHO CUCTEMY 3aXMCTY Bifl HECaHKLLIOHOBAHOIO AOCTYNy A0 MeHIo GYHKLY, NPy MOBOPOTaX pyuku perynatopa
4 BinbyBaeTbcA pefaryBaHHA 3Ha4YeHHA OCHOBHOrO napaMeTpy, a MeHto GpyHKLUi anapaTa — 3a6nokoBaHe. [1na po3610KyBaHHA MEHIO,
HeobXiAHO YyTpUMyBaTU B HaTUCHYTOMY CTaHi pydky perynatopa 4 6inbwe 3,5 cekyHA. Mpu po3bnokyBaHHi, Ha ekpaH BUBOAUTLCA
306paxkeHHA 3aMKa, AKUI BiAKPUBAETLCA, LLLO BKa3ye Npo npouec po3bnokyBaHHA MeHto ¢yHKUiN. Micna ycnilwHoro po36énokyBaHHsA,
npw NoBopoTax py4ku 4 Ha aucnnei/inankaTopi Biao6pa>kaeTbca 3HaUEHHA NOTOYHOT PyHKLUIT.

CKUAAHHA HAJIALUTYBAHb BCIX ®YHKLIIV MOTOYHOI O PEXKUMY 3BAPFOBAHHA

HaTuCHITb Ta yTpuMyinTe pyuky perynatopa 4 6inblie 12 cekyHa, (He 3BepTaiiTe yBaru Ha aHiMaLito 3aMouka), o6 CKUHYTU 3HAYEHHA
BCiX NapaMeTpiB 40 3aBOACLKUX HanalTyBaHb. byae Bigo6paXkeHnin 3BOPOTHUI BigNik «333...222...111...» i Npn focArHeHHi «000» BCi
HanawTyBaHHA BUGpaHoi NporpamMm NOTOYHOIO PexXMMy 3BaptoBaHHA ByayTb OHOBNEHI Ha 3aBOACHKI. CKMAaHHA NapaMeTpis ANnA KOXHOT
nNporpamMm KOXHOro pexxuvMy 3BaptoBaHHA pobnsaTbcs okpemo. Lle 3pobneHo AnA 3py4vHOCTi, W06 He CKUHYTWU iHAMBIAyanbHi
HanawTyBaHHA B ABOX iHLLMX peXuMax Ta iHLLMX nporpaMax.

3MIHA HOMEPY NPOrPAMMN Y NOTO4YHOMY PEXKNUMI 3BAPHOBAHHA

Mpu BUKOpUCTaHHI 610Ky Nogadi pasoM i3 axepenamu 3saptoBanbHoro ctpyMy PATON, € MOXNMBICTb NepeMumKkaTUCa MiX paHille
36epexxeHMMM KOpUCTyBayeM nporpamMamMu 3paptoBaHHA. Anapat PATON MatoTb MoxnuBicTb 36epiratv Ao 16 pi3HUX BapiaHTiB
HanawTyBaHb y KOXKHOMY crnocobi 3BaptoBaHHA. [TOTOYHUI HOMEP HanalwTyBaHHA (Nporpamu) BigobpaxkaeTbcA NpPaBopyy 3Bepxy Ha
ekpaHi. Mig Yac nepLioro yBiMKHEHHA anapaTta ANA KOXHOro crnocoby 3BaptoBaHHA BMBOAMTbCA nporpama nig N21. Yci 3MiHu B
HanaluTyBaHHsAX anapara B JaHOMy crnocobi 3BaptoBaHHA 36epiraloTbCca y NOTOYHOMY HOMEpI MporpamMu.

HatucHite kHonky PROG (5), o6 nepentn Ha iHWKWI HOMep NporpamMu i no4yaT HanalwTyBaHHA 3 6a30BUX NapaMeTpiB — Ha ekpaH
BMBOAWTBLCA MOTOYHUI HOMep nporpamu. [oBepTanTte pyyky perynatopa 4, wob Bubpatu iHWy nporpamy, HaTUCHITb Ha py4Ky, 06
niaTBEPAUTYM CBill BUBIP.

3ATAZIbHUN MEPENIK | MOCNIAOBHICTb ®YHKLIN

0) [-1-] ocHoBHWI napameTp - LUBUAKICTb noaaui (3a 3aMoBUyBaHHAM= 4,5 M/XB);
a) 1,0...16,0 M/xB (Kpok 3MiHu 0,1 M/xB);
1) [t.Pr] yac nepeanpoayBku 3axMCHUM ra3oM (3a 3amoByyBaHHAM= 0,1 c.);
a) 0,1...25,0 c. (kpok 3MiHK 0,1 c.);
2) [t.PO] yac nicnanpoayBkun 3aXxMCHUM ra3oM (3a 3amoBYyBaHHAM= 1,5 C.);
a) 0,5...25,0 c. (kpok 3MiHn 0,1 c.);
3) [t.uP] 4ac HapocTaHHA LWBKWAKOCTI Nodadi ApoTy (3a 3aMoBYyBaHHAM= 0,2 C.);
a) 0 [OFF] ... 5,0 c. (kpok 3MiHn 0,1 c.);
4) [t.dn] yac cnapaHHA WBMAKOCTI NoaaYi ApoTy (3a 3aMoBuyBaHHAM= 0,1 C.);
a) 0 [OFF] ... 5,0 c. (kpok 3MiHn 0,1 c.).

FTAPAHTIVHE OBCJ/IYTOBYBAHHA

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

VYBATA!!! PekoMeHOyeMO O3HaMOMUTUCA 3 PO3LUMPEHOK IHCTPYKLUiE 3 ekcnnyaTauii nepes BUKOPUCTaHHAM
obnafHaHHA, a TakoX MepeBipuUTU NPaBWUNbHICTb 3aNOBHEHHA rapaHTiiHoro TanoHa. Hasea mMoaeni npuadaHoro Bamu
BUpo6Yy, Ta Moro cepinHUn HOMep NOBUHHI BYTW iAEHTUYHI 3anncam B rapaHTInHOMY TanoHi. He fonyckaeTbca BHECEHHA B
TanoH 6yab-AKUX 3MiH Y/ BUNPaB/EHb.
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FAPAHTIVIHI 3060B’43AHHA

MATOH IHTEPHELLUH/ rapaHTye 6e3nepebiitHy poboTy Axkepena >XWBMEHHA Yy pa3i 4OTPMMaHHA CMoXKMBayYeM yMOB ekcrnnyaTauii,
36epiraHHA 11 TpPaHCMOPTYBaHHA.

YBATA! Be3KoLUTOBHE rapaHTiiHe 06CyroByBaHHS BifiCYTHE 32 yMOBU MeXaHiYHMX NOLUKOAXKEHb 3BaptoBanibHOro anapary!

TepMiH ocHOBHOI rapaHTii Ha 3BaptoBanbHe 061afHaHHA CTAHOBUTD:

Mopenb anapaty TepMiH rapaHTi
Feeder-5-2
Feeder-15-2 3 pokn
Feeder-15-4

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

PekoMeHpyeTbcA 3aAn1A YHUKHEHHA BUXoAy amapaTy 3 nafy, 3aneXHo Bif YMOB eKcrnyatalii, oAvH pa3 Ha MiBPOKy 3HATU 3aXUCHY
KPULLIKY | BAKOHATW YNCTKY BHYTPILLIHIX eneMeHTiB i By3niB o6nagHaHHA CTUCHEHWUM MNOBITPAM. Y1CTKY HeobXiAHO NPOBOAUTM akypaTHO,
YTPUMYIOUM LUNaHT KOMMNpecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTU NOLUKOAXKEHHSA Naliku eNeKTPOHHUX KOMMOHEHTIB i MexaHiuyHuX
YacTuH.

[MpoTAroM OCHOBHOrO rapaHTiiHOro nepiody npopaseLb 3060B'A3yeTbCA (y BMMaAKY rapaHTIAHONO peMOHTy), 6e3KOLITOBHO AnsA

BNnacHuKa iHeeptTopHoro o6nagHaHHAa PATON:

— MNpOTArom 1 poKy 3 AaTu NpuAGaHHA KAiEHTOM obnagHaHHA, OnaTUTM AocTaeky o6nagHaHHA B CepBiCHWUI LEHTP i Ha3aj KAiEHTY,
BMKOPUCTOBYIOUM NOCNYrM KOMNaHii «Hosa nowTtay;

— MpOBECTY AiarHOCTUKY Ta BUSBUTU MPUYMHY HECNIPaBHOCTI;

— 3abe3neunTn HeobXiAHUMM A/ BUKOHAHHA PEMOHTY By3/1aMu Ta eleMeHTaMy;

— npoBecTn poboTH i3 3aMiHM eeMeHTIB Ta BY3/1iB, L0 BUWLIAN 3 a4Y;

— MPOBECTV TeCTYBaHHSA BiZipEMOHTOBAHOI0 061aHaHHS.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLUIMPIOKTLCA Ha 06naaHaHHA:

— 3MexaHiYHMMM NOLIKOAXKEHHAMM, L0 BIIMHY/IM Ha NpaL,e34aTHICTb anapaTy (Aepopmalis kopnycy i AeTanei BHaCNiA0K NaAiHHA 3 BUCOTH
a6o nagiHHsa Ha 061aHaHHSA BaXKMX NpeMeTiB, BUNaAaHHSA KHOMOK Ta po3'eMiB);

— i3 cnigamu Koposii, ika cTana NPUYMHOIO HECMPABHOrO CTaHy;

— fiKe BUILNO 3 1aZy Yepes Br/IB CUIbHOTO 3BO/IOKEHHS Ha AOrO CUOBI I @NeKTPOHHI eNleMeHTY;

— fiKe BUMLLAO 3 N1aZly Yepe3 HaKONMUEHHs CTPYMONPOBIAHOrO NAY (BYTibHWI NUA, MeTaneBa CTPYKKa Ta iH.) BcepeanHi;

— y pasi cnpobu camoCTIHOro PEMOHTY 1M0ro By3is Ta/abo 3aMiHW eNeKTPOHHWX e/IeMEHTIB.

Tako>k OCHOBHI rapaHTiliHi 3060B'A3aHHA HE MNOLUUPIOKOTLCA Ha Ti 30BHILLUHI eNeMeHTM obnagHaHHA, Wo BUILLAM 3 naay, AKi niaaaoTbea
$i3MYHOMY KOHTaKTy, a TakoX Ha CynyTHi/BUTpaTHi MaTepianu. MpeTeHsii Woao HUX NpUIMaloTbCs He MisHille ABOX TUXKHIB nicna
npoaaxy:

— nepemuKay XUB/EHHS;

— PYUKM pery/itoBaHHs napameTpiB 3BaploBaHHS;

— po3'eMu nigkoUeHHs kabenis i pykasis;

— Ppo3'eMM ynpaBAiHHS;

— Kabesib XMB/IEHHS | 1Or0 BUAKA;

— pyuKa A5 NepeHeceHHs, peMiHb Yepes njeye, Keic, Kopobka;

— TpUMayi eNeKTpoAiB, k/1eMa «Macu», NasibHUK, 3BaploBasibHI kabei Ta pyKaBu.

Mpopaseub 3anvwae 3a co60t0 NpPaBo BiAMOBUTM Y HaAaHHI rapaHTiINHOrO PeMoHTY, abo BCTAHOBUTWU AATOK NoYaTKy BMKOHaHHSA
rapaHTinHUX 3060B'A3aHb MicALb | Pik BUMNYCKy anapaTy (BCTaHOBMOKOTLCA 3a CEPIiHMM HOMEPOM):
— y pasi BTpaTu nacrnopTa BNlaCHUKOM;

— Yy pasi BiACyTHOCTi KOpeKTHOro abo B3arai 6yAb-AKOro 3aNoOBHEHHs NacnopTa NPoAaBLLEM Mij Yac NpoAaxy anapary.

[apaHTiINnHWI CTPOK NPOAOBXYETLCA, HA TEPMiH rapaHTiIMHOro 06CNyroByBaHHA anapaTty y CEpBiCHOMY LEHTPI.
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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;

— never remove its case when using the machine.

DANGER OF WELDING ARC RADIATION

Itis 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 9-10 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;

— arcradiation 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;

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

INDIVIDUAL PROTECTIVE EQUIPMENT

To ensure individual protection, adhere to the following rules:

— 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 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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UNPACKING

The device setincludes:

Rollers for aluminum** and
steel wire

Wire-feeding machine

Operating manual

Quick-release pneumatic
connector

*~ Except Feeder-15-4 model and models with WA or WAM index
**— For Feeder-15-4 model

CONTROLS AND INDICATION

Feeder-5-2
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15-

Feeder-15-4

TEST GAS button for shielding gas check (the wire is not fed when pressed);

2T/4T button to select the operating mode of the torch button;

Digital display (7-segment indicator for Feeder-5-2);

The setting functions (parameters) of the current welding mode and their values knob (by default — setting the wire feed speed
parameter in MIG/MAG mode). Turn the knob to select functions. Press the knob to set the value of the selected parameter. Set the
value by turning the knob and press it to confirm the value set. Press the knob again to return to the function/parameter selection
menu;

PROG button to select the welding program (a set of parameters preset by the user)/Additional function: setting the inductance
level (press and hold for more than 1 second);

WIRE INSTALL button to feed the wire into the feeder unit and welding sleeve (gas is not supplied when pressed);

KZ-2 connector of the 'EURQ' type for a semi-automatic torch connecting;

Power supply cable from the power source unit;

The welding wire inlet;

Power cable;

Power source control cable from the wire feed unit;

Shielding gas supply fitting;

Wire feeder unit power switch;

Wire spool holder with spring braking;

Feeder motor fuse;
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16- Torch button mode switching button (Feeder-5-2);
17- Torch button mode indicators: '2T', '4T', 'SPOT'.

INDICATION OF MACHINE OPERATION IN MODES

MIG/MAG

WEHMAK-TE
nogaHl
AFOTY.

NaFaMeTFH: ok
Hac chnagadHH4A:
Jac nicna-razdJd:

1- Current welding mode; 4- Value of selected function / parameter;
2-  Current program number; 5- Listand values of the next 2 parameters in the menu.
3- Name of function / parameter;

START-UP

The PATON digital wire feeder is designed to workin 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 wire feeder unit is rated for mains voltage is 220 V (-15% +20%).

CAUTION! When the unit is connected to a mains voltage higher than 270 V 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.

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

~220V/ 230V
~3x 380V 1400V

C

INERT-GAS WELDING/METAL

SEMI-AUTOMATIC
TORCH

MACHINE CONNECTION DIAGRAM FOR TUNGSTEN-ARC INERT-GAS (TIG) WELDING -

using the GZ-2 TIG torch

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

- Ar+He
(9|

£\
Vi

ARGON-ARC TORCH

SPECIFICATIONS
PARAMETERS Feeder-5-2 ‘ Feeder-15-2 | Feeder-15-4

Rated supply mains voltage 50 Hz, V 220/230
Mains voltage variation limits, V 180 -260
Rated input current, A 0,16 0,25 0,38
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 80 115
Operating temperature range, °C -25...+45
Dimensions (Length x Width x Height), mm 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
Ingress Protection rating IP33
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SELECTING AND SETTING THE MACHINE FUNCTIONS

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.

Knob 4 is the main control element. You can do the next actions with it:

1) turn the knob to select the functions and their values in the current welding mode in a circle

2) press the knob to confirm the setting of the selected parameter or its value;

3) press and hold the knob for more than 12 s to reset the values of all functions to the factory settings of the current welding mode.

SWITCHING TO THE REQUIRED FUNCTION

If the machine has an active protection system against unauthorized access to the function menu, then when turning the regulator 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.

RESETALL FUNCTIONS OF THE WELDING MODE

Press and hold down regulator 4 for more than 10 seconds (ignore the animation of the lock symbol) to reset settings to the factory
defaults. The countdown ‘333...222...111..." will start, and when ‘000’ is reached, all settings of the current welding mode selected
program will be reset to factory defaults. Parameters reset for every program of every welding mode are made separately to exclude the
unwanted reset 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 to previously saved welding programs.
PATON welding power sources can store up to 16 different settings for every welding mode. The current preset (program) number is
displayed in the upper right of the screen. When the device is first switched on, the number 1 program is displayed for every welding
method. All changes to the device settings in this welding method are saved in the current program number.
Press the PROG button (5) to switch to another program number and adjust its parameters - the current program number is displayed
on the screen. Turn the control knob 4 to select another program, and press the knob to confirm your choice.

THE MACHINE FUNCTIONS LIST

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

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.

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

WARRANTY POLICY

PATON INTERNATIONAL guarantees the correct operation of the power source provided that the consumer observes the rules 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:

PATON Feeder -16-



FPATON

Unit model Warranty period
Feeder-5-2
Feeder-15-2 3years
Feeder-15-4

The main warranty period starts from the date the equipmentis sold to the end customer.

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 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 does 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.

Also, the main warranty does 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:

— power switch;

— adjusting knobs;

— cables and sleeves connectors;

— 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;

— inthe 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.

Contact your seller about the nearest service center.

INFORMATION ON USED EQUIPMENT DISPOSAL

The symbol on the products indicates that the device must not be disposed of as household ¢~ N
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 equipment will 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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