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YBATA!!! Mepea BUKOPUCTaHHAM 061a4HaHHA PEKOMEHAYEMO O3HAOMUTMICA 3 PO3LIMPEHOIO BEPCi€I0 IHCTPYKLi 3
g ekcnayartauii 3a agpecoto: https://paton.ua/files/passports/StandardCUT_GEN.pdf

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

Anapat A4/15 NOBITPSIHO-NNa3MOBOrO pi3aHHs [ Air-plasma cutting machine
PATON StandardCUT-40 / StandardCUT-45 MAXflow / StandardCUT-70-400V / StandardCUT-100-400V

[ata npogaxy [ Purchase date ” " 20 r.

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
designation:

PATON™ StandardCUT-40,
PATON™ StandardCUT-45 MAXflow,

PATON™ StandardCUT-70-400V,
PATON™ StandardCUT-100-400V

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 power sources

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

Signed on behalf of:
Place and Date:

Signature

Name, Function:

EN IEC 60204-1:2018

EN IEC 60974-1:2018/A1:2019
EN IEC 60974-1:2022/A1:2022

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

PATON International LLC
04.08.2022

03045 Kiev, UKRAINE

Mark Tokmakov
Chief Technical Officer

PATON International LLC
Novopyrohivska 66, 03045 Kiev
Tel: +380 800 500 600

E-Mail: office@paton.ua

PATON StandardCUT DC CUT


mailto:office@paton.ua

YKPATHCbKA

ST

3BaploBa/IbHWIA anapaT BUrOTOB/IEHMIA BiANOBIAHO AO TEXHIYHWX CTAHAAPTIB i BCTAHOBNEHUX NPaBuA
TexHiku 6e3nekn. MpoTe y pasi HeNPaBUILHOTO NOBOAXEHHSA BUHKaE Hebesneka:

- TpaBMyBaHHsA 06C/1yroByio4oro nepcoHany abo TpeTboi ocobu;

- 3aMOAifHHA WKOAW caMoMy anapaTy abo MaTepianbHUM LiHHOCTAM NiANPUEMCTBS;

- NopyLweHHst epeKTUBHOro poboyoro npouecy.

Bci ocobu, ski nos's3aHi 3 BBEAEHHSM B eKCryaTauilo, YNpaBAiHHAM, AOTNSAOM i TEXHIYHUM
o6c/1yroByBaHHSIM anapaTy MOBUHHI

- POVTU BIAMOBIAHY aTecTauito;

- BO/IOAITU 3HAHHSIMU 3i 3BapIOBaHHS;

- TOYHO JOTPUMYBATUCA L€l IHCTPYKLT.

HecnpaBHOCTI, iki MOXYTb 3HU3UTU 6e3neky, MOBUHHI By T TEPMIHOBO YCyHeHi.

MNPABUJIA TEXHIKU BE3NEKN

HEBE3MEKA MEPEXXEBOIO | 3BAPIOBAJ/IBHOIO CTPYMY

- YPaXXeHHS eNeKTPUYHUM CTPYMOM Mode byTH cMepTesibHuM;

- 3BaploBa/NbHU Kabenb MOBUHEH 6yTW MILHWM, HeywWwKOoAXeHUM Ta i301b0BaHUM. Ocnabnei
3'€iHAHHA | MOWKOAXeHW Kabenb MOTPIBHO HeralHO 3amiHMTU. Mepexesi kabeni 1 kabeni
3BapIOBa/IbHOrO anapaTy NOBMHHI CMCTEMATUYHO NepeBipATUCS daxiBLeM eNeKTPUKOM Ha CPaBHICTb
isonsuii;

- Nz} YaC BUKOPUCTaHHA 3a60POHAETLCS 3HIMaTU 30BHILLHIN KOXYX anapaTy.

HEBE3MEKA BUMPOMIHEHHS 3BAPIOBA/IbHOT AYTU

3abopoHSAETLCA CnocTepiraTv 3a 3BaploBasbHOI Ayrotlo Heo3bpoeHum okom. [Jlyra i 6pusku, Lo
YTBOPIOIOTLCA MiZ Yac poboT, MOXYTb 0BMeKTW WKipy abo BUKAMKATY MOMYM's, TOMY 3aBXAMU Cig
HOCWUTM 3aXWCHY MacKy 3 ToHoBaHWUM ¢inbTpoM (DIN g 10). CTOpOHHI 0CO6M, L0 3HAXOAATLCS B 30Hi Al
MPUCTPOIO, MOBUHHI 3aXWIWATK OYi CNeuiabHUMK 3aXMCHUMK OKynsipamu abo BUKOPUCTOBYBATU
Heroproyi eKpaHu, WO NOMNHAKTb BUNPOMIHIOBAHHS.

HEBE3MEKA WKIANNBUX FA3IB | BUNAPIB

- yTBOpEHi AUM Ta WKiAAMBI ra3n BUAaAUTH 3 poboyoi 30HM crellianbH1MK 3acobamy;

- 3a6e3neunTyn ZOCTaTHIM NPUTOK CBIXKOrO NOBITPS;

- BUMapU PO3YMHHWKIB HE MOBUHHI NOTPaN/IATH B 30HY BUNPOMIiHIOBAHHSA 3BapiloBa/bHOT Ayru.

HEBE3MEKA MATFHITHOIO Noas

- CTBOPEHi BMCOKMM CTPYMOM MarHiTHi N0 MOXYTb YAHWTK HEraTUBHUI BNAWB Ha Npale3AaTHiCTb
enekTponpuaaais (Hanpuknag, kapaioctumynstop). Ocobu, ski MaloTe Taki MpuUAaAM, MOBUHHI
nopaAnTUCA 3 ikapeM, nepu Hix HabamxkaTtucs 40 poboyoro 3BaploBanbHOrO MaligaHumKa.

HEBE3MEKA BU/IbOTY ICKOP

- 3aUMUCTi NpeAMEeTU BUAAANTH 3 po60oYOi 30HK;

- He /J0MyCcKaloTbCs 3BaploBaibHI POBOTU Ha EMHOCTSAX, Y fikux 36epiratoTbea abo 36epiranuncs rasw,
nasnbHe, HapTONPOAYKTU. MOoX/IMBa Hebe3neka BUBYXy 3a/MLIKIB LUX NPOAYKTIB;

- y noxeso- Ta BUbyxoHe6e3neuHNX NpMMiLleHH X A0TPUMYBaTHCA 0COBAVMBMX NpaBuA, BiAMNOBIAHO A0
HaLiOHa/IbHUX Ta MiXXHaPOAHMX HOPM.

OCOBUCTE 3AXUCHE OCHALLEHHSA

Jins 0cobUCTOro 3aXMCTy AOTPUMYITECH HACTYNHKUX NPaBU:

- HOCUTU MilyHe B3y TTs, WO 36epirae i30/110104i BAACTUBOCTI, B TOMY YUC/I 11y BOIOrMX YMOBAX;

- 32XMLWATY PYKM i30/110104MMM PyKaBUYKaMM;

- OYi 3aXMLATM 3aXMCHOK Mackolo 3 GiNbTPOM NpOTM yAbTPadioNeTOBOro BUNPOMIHIOBAHHS, AKWIA
BiANOBIAAE CTaHAApPTaM TeXHiku 6e3neku;

- BUKOPWUCTOBYBATU TiNIbKM BiAMOBIAHUI (BaXKO3aMMUCTUI OAST).

#))
==l

HEBE3MEKA IHTEHCMBHOIO LLYMY

3BapioBasbHa Ayra, fika BUHUKAE MiJ 4Yac 3BaplOBAHHS MOXe BWAABATW 3BYkW piBHA Bule 85 Ab
npoTarom 8 rognH po6o4oro yacy. 3BapioBasibHIUKK, WO MPaLooTh 3 061aZHaHHAM, nig Yac poboTn
MatoTb HOCUTM 3aCO6M 3aXMCTY OpraHis Cyxy.

PATON StandardCUT DC CUT -4 -
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PO3MNAKYBAHHA

Jl0 KOMNNeKTY anapary BXoAsTb:
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Ko ik Mg an o WA,
BBEAEHHS B EKCM/IYATALIHO Pt g e

Anapatu PATON StandardCUT-40 / StandardCUT-45 MAXflow / StandardCUT-70-400V / StandardCUT-100-400V npu3HayeHi BUK/IIOYHO A5
py4HOro pisaHHs MeTa/iB Ta CniaBiB NJa3MOBOK Ayrok y MOTOLi CTUCHEHOro MOBITPA. IHLWe BUKOPUCTaHHA anaparTiB He BiAnoBijac ix
npusHayeHHo. BUpoGHMK He Hece BIAMOBIAANLHOCTI 33 MOWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTiB He 3a MpU3HAYeHHAM.
BuKopuCTaHHs BiNOBiAHO 40 NPU3HAYEHHS, MA€E Ha yBa3i 40TPUMaHHS BKa3iBOK LibOro nocibHuka 3 excryaradii.

YBATA! Ha BuxigHvx knemax anapaty npu poboTi npucyTHs Ay>ke BUCOKa HaMpyra, Lo MOXe NPU3BeCTU 40 ypaXKeHHs cTpyMom!

BMMOIM 40 PO3MILLEHHSA
AnapaT nicas CUALHOTO NajiHHA MOXe CTaHOBWUTM 3arposy XMTTIO, TOMy MOTPIGHO BCTAHOB/IOBATW MOrO TiNbKM Ha TBEPAMUX CTINKUX
noeepxHsix. HeobxigHO po3milyyBaTv anapaTt Tak, wob 3abesneyyBaBcs Ge3nepelwkogHWA BXid | BUXif OXON0AXYIOHOro NOBITPs Yepes
BEHTUAALINHI OTBOPWM Ha MepeAHin i 3agHiv naHensx. Crigkynte 3a Tum, Wob MeTaneBui nua (HaNPUKAAZA, Mif 4ac HaXAAYHOro
wnipysaHHs) HE 3acMokTyBaBCs Ge3nocepesHbOo B anapaT BEHTUASTOPOM OXO/IOAXKEHHS.
NIAKNOYEHHA A0 MEPEXI
3BaptoBasibHUI anapar y cepiltHOMY BUKOHaHHi PO3paxoBaHuii Ha MepexXeBy Hanpyry

1. 220B (+10%) gns StandardCUT-40 Ta StandardCUT-45 MAXflow;

2. 380B (+10%) ans StandardCUT-70-400V Ta StandardCUT-100-400V.
YBATA! Mpyu nigkatoueHHi anapaTta 4o Hanpyru mepexi suiye 250 B (ans StandardCUT-40 i StandardCUT-45 MAXflow) Ta 420B (a2
StandardCUT-70-400V | StandardCUT-100-400V) BCi rapaHTiiHi 3060B'A3aHHA BMPOGHMKA BTpavaloTe cuay! A TakoX rapaHTiiHi
3060B'A3aHHs BUPOOHMKa BTPa4aloTb YMHHICTb MPU MOMUIKOBOMY NigK/lOUeHHi Ppa3n Mepedki Ha 3a3eM/IeHHS gxepena.

MepesxeBuit po3'em, nepepi3 kabeniB Mepexi X1BAEHHS, @ TaKoX 3anobiXkHUKM MepeXi MOBUHHI BUBMPATMCA BUXOAAUM 3 TEXHIYHNX AaHUX
anapara.

YBATA! CyBopo 3a60poHeHO BMKOPUCTOBYBaTW anapaT 6e3 3asemieHHs — ue Moxe 6yTn / ?‘)EI
I

Hebe3neuHo! [ |
NIAKAOYEHHSA A0 3-®A3HOT MEPEXI XKXUBNEHHSA ( m
JAns nigkntoueHHs 3sapioBanbHUX anapatis PATON 40 3-ba3Hoi Mepexi XUBAEHH: (Mogeni ._/"

StandardTIG-270/350 - 400V) BUKOPUCTOBYITE Kabesb 3 HOTUPMa NPOBOAAMMY, LLLO BiANOBIAAE S
ctaHgapTy IEC 60445:

- KopuyHeBuii nposig —dazaly
- YopHuii nposig - dasalz;
- CuHi npoBig —dazals;

-5 - PATON StandardCUT DC CUT
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XKoBTO-3eN1€HMIA NPOBij — 3a3eM/EHHS.
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TEXHIYHI XAPAKTEPUCTUKIA

Tep StandardCUT- StandardCUT- StandardCUT- StandardCUT-
40 45 MAXflow 70-400V 100-400V
:omiHaana Hanpyra mepexi XvBaeHHs 500, 20410% 220+10% 380+10% 380+10%
HoMiHa/IbHWUI BXi4HWI CTPYM 3 Mepexi, A 27 30 20 25
HoMiHaIbHWI CTPYM pi3aHHs, A 40 45 70 100
50% / npu 70A 50% / npun
TpwBanicTb HaBaHTaxeHHs (TH) 500? /mpu 40A 50%/np 45A 100% /npu 40A 100A
100% / npu 33A 100% /[ npu 33A 100% / npu
70A
Jiana3oH 3miHn Hanpyru Mmepexi, B 190-250 190-250 360 - 420 360 - 420
Jliana3oH pery/toBaHHS CTPYMY pisaHHs, A 20 - 40 20 - 45 20-70 35— 100
TOBLUMHA «4NCTOrO» Pi3y, MM 3 6 20 25
MakcumaibHa TOBLLMHA MeTaay Pi3aHHA, MM 12 12 25 35
/JlianasoH poboyoro Tucky nositps, MMa 0,4-0,6 -- 0,48-0,6 0,48-0,7
MoTik rasy, s1/xs He MeHwe 180 -- He MeHwe 180 He MeHwe 180
B0k 6€3KOHTAKTHOrO nignany (ocumnsTop) + + + +
NinoTtHa ayra - - + +
Hanpyra xonoctoro xoay, B 270-310 270-310 270-310 270-310
HoMiHasibHa NOTYXHICTb CMNOXMBaHHSA, KBA 4,9 5,5 10,5 13,2
MakcrMaibHa MOTYXKHICTb CNOXMBaHHSA, KBA 6,3 7 12,6 16,5
KKA, % 90% 90% 90% 90%
OX0N0AXKEHHSA npumycose npumycose npumycose npumycose
| JlianasoH poboumx TemnepaTyp -25 ... +£45°C -25 ... +£4,5°C -25 ... +£45°C -25 ... +45°C
FabapuTtHi po3mipu (AxLLxB), mm 465 X193 X 292 £4,28X305%292 560 X 233 X 360 560 X 233 X 440
Maca anapara 6e3 N1a3mMoTpOoHa, Kr 10,3 17.1 20,3 25,8
Knac 3axucry 1P23 1P23 1P23 1P23

HANNALUTYBAHHA TA POBOTA 3 AMTAPATOM

ENEMEHTU YNPAB/NIHHA TA IHAUKALIA

-7 - PATON StandardCUT DC CUT



PATON StnandardCUT-70-400V / StnandardCUT-100-400V

PATON StnandardCUT-40
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PATON
STANDARDCUT-45

PATON StnandardCUT-45 MAXflow
NIAKNOYEHHSA ANAPATA

MNigkntoyeHHs abo BiAKAIOYEHHS M1a3MOTPOHA NPOBOAWTM Ti/IbKU NICAA BiAKNOYEHHS anapaTy Big Mepexi, nepes KOXHUM BUKOPUCTaHHSAM
nepesipTe AKiCTb i30/1ALii pykaBa i rosoBKM NAasMOTPOHY, OCKIbKM MiC/s yBIMKHEHHS AXepena, B LMX geTansx byhe Beauka Hanpyra.
Pi3aHHA npoBoAWTM B 3BapiloBa/bHI Macli abo 3BaploBasbHUX OKy/Asipax, PyKaBUUAX Ta 3aXMCHOMY OAs3i, Wo6 YHWKHYTW BRAMBY
yAbTPadioNeToBOro BUNPOMiHioBaHHA. s NigkioueHHsa anapaTa HeobXigHO:

StandardCUT-40/ StandardCUT-45 MAXflow StandardCUT-70-400V / StandardCUT-100-400V

1. BctaBuTn crnosuii kabenb «3emnis» B pos'em (9). 1. TpukpinnTV 3a3emMaeHHa Ha Kopnyc anapary (17).
2. 3aKpinuT cunoBuii kabenb «3emas» 40 AeTasi. 2. BcraButu cunoswii kabenb «3emns» B pos'em (9).
3. MpUKPYTUTU HaKMAHY raiKy NAasMOTPOHY Ha CUNOBWIA 3. 3akpinuTu cunosuin kabenb «3emas» 4o AeTasi.

po3'eM «-» (12). 4. TIPUKPYTUTM HaKUAHY raiky NAa3MOTPOHY Ha CU/IOBUI PO3'EM «-»
4. NMig'eaHaTn kabesib KHOMKM yNpaBJliHHA B PO3'eM (11). (22).
5. Mig'egHaT  wnaHr nHeBMOCUCTEMM A0 pegyKTopa 5. TMigKAYNTU HAKMAHY KAeMy MiINOTHOI Ayrv NN1a3MOTPOHa (10).

anapary (14). (Tinbkv gns StandardCUT-40) 6. Mig'epHaTn kabenb KHOMKK yNpaBliHHS B PO3'eM (11).
6. MNig’eaHaTV MepeXeBUI LUTEKEP A0 MEPEX KUBIEHHS. 7. TNia’eaHaTV WNaHT NHEBMOCMCTEMM 0 peAyKTopa anapary (14).
7. KHonky yBiMKHeHHS (15) nepeBecTu B MOAOXKeHHS «l». 8. Tlig'eAHATU MepexXeBuii TEKEP A0 MEPEXi XMBAEHHS.

9. MepexeBuit aBTOMAT (15) MepeBecTU B MONOXKEHHS «I».

YBara! 3 UbOro MOMEHTY KOPUCTYBay NOBUHEH C.ﬂiAKyBaTVI 3a N1asMOTPOHOM, I.I.[06 YHUKHYTU BUNAAKOBUX 3anajloBaHb Ayru, Ta He
Hanpas/ATU CONJO N/1a3MOTPOHa Ha p,eTani anaparta Ta YaCTUHU Tina.

-9 - PATON StandardCUT DC CUT



HANALLUTYBAHHS ANAPATA

ST

StandardCUT-40

StandardCUT-45 MAXflow

StandardCUT-70-400V /StandardCUT-100-400V.

Mepes pobototo, obos'szkOBO
noTpibHO  HajnawTyBaTM  TUCK
noBiTPsA peAyKTOpoMm (13), TUCK Ha
MaHomeTpi (8) nosuHeH 6yTn B
AianasoHi Big 4 6ap Ao 5 6ap.
Anapat rotosuit 4o pobotu koam
CBiTN0AI0A 4 (yBiMKHEHa mepexa)
CBITUTLCA 3eN1EHUM.

BcTaHoBUTM pyuykolo 1 pobouwnit
CTPyM BiANOBiAHO A0 TOBLMHMN
3aroToBKM  Ta  ocobausocTeit
pi3aHHA. 3HaYeHHA CTPyMy pi3aHHA
Bi06paXxa€eTbcs Ha iHAMKATOPI 20.

Anapat  rotoBui A0
poboTu Ko cBiTnogios 4
(yBiMKHEHa Mepexa)
CBITUTbCS 3€/1eHUM.

BcTaHoBUTM  pyukol 1

pobounit cTpym
Bi4NOBIAHO A0 TOBLWWHMU
3aroToBKM Ta
0cobnnMBoOCTel  pi3aHHs.
3HayeHHA CTPyMy pi3aHHA
BiobpaxaeTbca Ha

iHAMKaTOpI 20.

Mepes pobotolo, 060B'A3kOBO  MOTPiBHO
HanawTyBaT! TWUCK MOBITPA pegyKTopoMm (13)
NPV HaTUCHYTIM KHOMUi TecT rasy (3), TUCK Ha
MaHoMmeTpi (8) noBuHeH byTu B AianasoHi Big 5.5
6ap g0 6 bap.

Anapat rotosuit 40 poboTu Konu CBiTN04IOAM 4
(yBiMKHeHa Mepexa) Ta 7 (4OCTaTHI piBeHb
TUCKY NOBITPA) CBATATLCH 3€/1EHNM.

MoTpibHO BCTaHOBWTM pyykolo 1 poboumit
CTPYM BiANOBIAHO A0 TOBLIVMHM 3aroTOBKW Ta
ocobnMBoCTel  pisaHHA. 3HauYeHHA  CTpymy
pi3aHHs Bi4obpaXxaeTbcs Ha iHgMKaTopi 20.
MoTpibHo BWGpaT pexum poboTn KHOMKK

2T/4T nepemukayem 2.

BUKOPUCTAHHSA ANAPATA

StandardCUT-40/ StandardCUT-45 MAXflow

StandardCUT-70-400V /StandardCUT-100-400V

1. MoTpibHO nigHECTM comao nAasMOTPOHY /A0 Kpako
3aroToBKM Ta AOTOPKHYTWCS A0 3aroTOBKM COM/IOM.
PoboTa gxepena MNOYMHAETLCA MICAA  HAaTUCHEHHS
KHOMKM Ha NNa3MOTPOHI, MicAs Uboro cnpautoe 610K
nignany ayrv. Ocuunstop (610K mignany) 3anaauts
OCHOBHY Ayry, sika MoYHe pi3aHHs. licas Yoro noTpibHo
NNaBHO MepeMilaT NanbHUK MO AiHii pisy TpuMatoum
NaNbHUK NepreHANKYSPHO NIOWMHI 3aroTOBKU.

2. LLlo6 npunuHUTYK pisaHHs NOTPIGHO BiAMYCTUTU KHOMKY
Ha N1a3MOTPOHi.

1. PoboTa Axepena MOYMHAETLCA MICAA HATUCHEHHA KHOMKM Ha
NAa3MOTPOHI - 3aropuTLCS MINIOTHA Ayra i CUrHANbHUIA CBITN0AI0A (6)
3acBiTUTLCS 3e1eHUMM. BnpogoBx 5 cekyHy noTpibHo nigHecTn conio
NNa3MOTPOHY A0 KPalo 3aroTOBKM Ha BiACTaHb AUCTaHLIHOT BTYKM.
MinoTHa Ayra 3ana/mTb OCHOBHY, fika MO4YHe pi3aHHA. [lnaBHO
nepemiwat MaAbHUK MO  AiHil  pisy TpUMalunm  nanbHUK
nepneHANKyASPHO NIOWMHI 3aroTOBKU.

. LLlo6 npunuHUTYK pisaHHs NOTPIGHO BiAMYCTUTU KHOMKY B pexxumi 2T,
a B peXxuMi 4T NOBTOPHO HaTUCHYTK i BiZNYyCTUTU KHOMKY.

N

Yeara! He MoxHa BMMWKaTU anapaTt ogpasy Nicas pi3aHHs, NOTPIGHO fouekaTUCH 3aBeplUeHHs NPOAYBKM MNa3MOTPOHa ANA MOro
OXONIOAXKEHHS.

YBara! /115 3MeHLLEHHs po3X0oAy BUTPATHUX MaTepianis, AOTPUMaHHA TEXHOAOTIT pi3aHHs Ta 36epeXKeHHs LjinicHOCTi N1a3MOTPoHa i
AXepena KaTeropuyHo 3a60POHAETLCA BUKOPUCTOBYBATM NNa3MOTPOH 6e3 AncTaHL,iiHoi BTyAKkK (Ana StandardCUT-70-400V Ta
StandardCUT-100-400V).

TEXHIYHE OBC/1IYTOBYBAHHSA AMAPATA

1.

N ow s Wy

PATON StandardCUT DC CUT

Bia'eaHaiiTe anapaT nepej TeXHiYHMM 06CyroByBaHHAM Big Mepexi;

MouekaliTe 30 XB. ANs TOrO, W06 BiAGYN0CA PO3PAAKEHHS KOHAEHCATOPIB B CXeMax anapara;

Mepea poboTOI0 3aBXAM NPOBOALTE Bidya/bHY NepeBipKy LiNiCHOCTI AxXepena Ta AeTanei NAa3smMOTPOHY;

ByacHo 3amiHIoMTe BUTPATHI MaTepiasin NAa3MOTPOHY Ha HOBI, BUKOPWUCTOBYOUYM PEKOMEHAAL,T 3 NaCnOopTy N1a3MOTPOHY;
ChipkyiiTe 3a yncToTo 06N1aAHAHHS, BUAANANATE NUA Ta PiANHM 38 JONOMOTOI CYXOI0 TKaHWUHOW;

PeTenbHO CRiAKyTe 3a WibHUM 3'€4HAHHSAM BCiX PO3'EMIB 415 YHUKHEHHS TX BUTOPaHHS;

Ans mogeni StandardCUT-45 MAXflow: nepiognuHo 3gaiiicHIONTE nepeBipKy CTaHy BXiAHOrO MOBITPSIHOMO ¢inbTpa
B6YA0BaHOr0 KOMMpPeCcopy, Ta BYaCHO 3aMiHtoiTe ioro. JlocTyn A0 GinbTpy BiAKPUBAETLCA Mig KPUILKOKO 19.
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FAPAHTIMHE OBC/1YFOBYBAHHS

LLlaHOBHMI1 cnoxuBay!
MATOH IHTEPHELLH/T asikye Bam 3a Bubip npogykuii PATON™ Ta rapaHTye BUCOKY sIKiCTb Ta 6e30raHHe $yHKLiOHYBaHHSA AaHOro BUPoby
33 YMOBM JOTPUMAHHS NpaBu NOro ekcrayatadii.

YBATA!!! Mepea BUKOPUCTaHHAM 06/1aAHaHHA PEKOMEHAYEMO 03HaOMMUTUCA 3 PO3LIMPEHOIO IHCTPYKUi€lo 3
eKkcnayaTaLii, a TakoX nepeBipuTU NPaBUALHICTb 3aMOBHEHHSA FapaHTIMHOrO TaoHa: Ha3Ba MoAeni npuabaHoro Bamu
BUpob6y, Ta iloro cepiliHunii HoMep NOBMHHI 6yTH iAEHTUYHI 3an1cam B rapaHTIMHOMY TanoHi. He 4onycKaeTbcs BHECEHHA
B TaNoH 6yAb-AKUX 3MiH YM BUNPaBAIEHD.

TAPAHTIVHI 30B50B'SI3AHHS
MATOH IHTEPHELLHA rapaHTye cnpaBHy poboTy AXepena XUB/EHHS y pasi 40TPUMaHHs CroxXuBayeM yMOB ekcnyaTalii, 36epiraHHs i
TPaHCMOPTYBaHHS.

YBATA! Be3kowToBHe rapaHTiliHe 06CN1yroByBaHHS BiACYTHE 3a YMOBU MEXaHIYHUX NOLKOAXEHb 3BapioBaibHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasibHe 061aHaHHA CTAHOBUTb:

StandardCUT-40 1 pik
StandardCUT-45 MAXflow 1 pik
StandardCUT-70-400V 1 piK
StandardCUT-100-400V 1 pik

OCHOBHWIA rapaHTIiHWIA Nepiog 06UMCAIOETLCA 3 AHS NPOAAXY IHBEPTOPHOrO 061a4HAHHS KiHL@BOMY MOKYMLEB.

MpoTArom 0CHOBHOIO rapaHTilHOrO Nepiogy NpoAaseLb 3060B'A3yETbCs, 6e3KOLITOBHO A/ BAACHWKA iHBepTOpHOro obnagHaHHs PATON:
- NPOBECTY AiarHOCTUKY Ta BUABUTM NPUYMHY HECNPaBHOCTI;

- 3a6e3neu|V|TM HeOﬁXiAHMMM ANA BUKOHAHHSA peMOHTy BysﬂaMM Ta eNeMeHTaMu;

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

- POBECTM TeCTYBaHHS BiAPEMOHTOBAHOIO 061agHaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHS He MOWKPIOIOTLCS Ha 061aAHAHHS:

- 3 MeXaHIYHUMU NOLIKOAXEHHAMY, O BNMHY/IN Ha NpaLe3AaTHICTL anapaTy (Aepopmalis Kopnycy i AeTaneil BHaCiA0K NaAiHHA 3
BUCOTM abo NagiHHA Ha 061aZHaHHS BaXKUX MPeAMETiB, BUMaaHHsA KHOMOK Ta po3'eMiB);

- 3i crigamu koposii, fika cTana NPUYMHOIO HECIPABHOrO CTaHy;

- AIke BUMLL/IO 3 J1aZly Yepe3 BMNAMB CULHOTO 3BO/IOXEHHS Ha Oro CUNOBI 11 eNeKTPOHHI eNeMeHTH;

- AKe BUMLLJ/IO 3 N1aZly Yepe3 HaKOMMYEHHS CTPYMONPOBIAHOr0 NUAY (BYriNbHUIA NUA, METaneBa CTPYXKa Ta iH.) BcepeuHi;

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

TakoX OCHOBHI rapaHTilHi 3060B'A3aHHA He MOLIMPIOIOTLCA Ha 30BHIlHI eneMeHTU 061aAHaHHS, WO BUWWAM 3 Nagy, fKi NigAaloTbes
$i3N4HOMY KOHTaKTY, a TakoX Ha CynyTHI/BUTPaTHI MaTepiann, NpeTeHsii LWoAo AKX NPUIMaIOTLCS He Mi3Hille ABOX TUXHIB Mic/a1A NpoAaxy:
- KHOMKa yEiMKHeHHﬂ Ta BUMKHEHHS;

- PYHKU Pery/IloBaHHs NapameTpiB 3BapioBaHHS;

- po3'emMu MiakAtoueHHs kabenis i pykasis;

- PO3'eMM ynpaBAiHHS;

- MepexeBuii kabenib i BUka MepexeBoro kabento;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes nieve, keic, KOpobka;

- TPMMavi eneKTpoZiB, k1emMa «Macu», NanbHKK, 3BaptoBasibHi kabeni Ta pykaBu.

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

- Y pasi BTpaT¥ nacnopTa BAaCHUKOM;

- Y pasi BigCyTHOCTi kopekTHOro abo B3arani 6y/b-AKOro 3anoBHeHHs NacnopTa NPoAaBLIEM MiJ Yac NPOAAXyY anapaty.

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

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 vapour.

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.

PATON StandardCUT DC CUT -12 -
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UNPACKING

The device delivery pack includes:

*

PMasma torch with a sleeve
Cperating manual

Quick-relpase pneumaric cannectar

‘Welding cable with ABICOR BINZEL graund
terminal®

START-UP

PATON StandardCUT-4o0 / StandardCUT-45 MAXflow / StandardCUT-70-400V /| StandardCUT-100-400V are designed exclusively for
handheld cutting of metals and alloys with plasma arc by air flow. 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
manval.

* Except for rocel with Wa ndex

INSTALLATION REQUIREMENTS

The machine be life-threatening if dropped heavily. Set up only on a firm, stable surface. 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.

Caution! High voltages are present on the output terminals of the device, which may result in electric shock!

POWER CONNECTION

The standard welding unit is rated for

1. Mains voltage is 220V (10%) for StandardCUT-40 and StandardCUT-45 MAXflow;

2. Three-phase mains voltage is 3x380V (10%) for StandardCUT-70-400V and StandardCUT-100-400V.

Caution! When the unit is connected to a mains voltage higher than 250V for StandardCUT-40, StandardCUT-45 MAXflow and 420V for
StandardCUT-100-400V, all manufacturer's warranty obligations become invalid! The manufacturer's warranty obligations also become
invalid in case of an erroneous connection of the mains phase to the source ground.

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

Warning! Do not use the unit without grounding. It can be dangerous! —
7 .

3-PHASE POWER SUPPLY NETWORK CONNECTION f 3
To connect PATON welding machines to a 3-phase power supply network (StandardTIG-270/350 - ‘*-_E
400V models), use a four-wire cable that complies with the IEC 60445 standard: W 1 _-"

- Brown wire - phase L1; \\,_ .-/

- Black wire - phase L2;

- Blue wire - phase L3;
- Yellow-green wire - ground.

-13 - PATON StandardCUT DC CUT
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SPECIFICATIONS
Parameters StandardCUT- StandardCUT- StandardCUT- StandardCUT-
40 45 MAXflow 70-400V 100-400V

Rated input voltage of mains soHz, V 220+10% 22010% 380+10% 380x10%
Rated input current from mains, A 27 30 20 25
Rated cutting current, A 40 45 70 100
Load duration (LD oo ot s | soomat s | sooth/stgon | soot6)atg0n
Voltage range, V 190 — 250 190-250 360 - 420 360 - 420
Cutting current control range, A 20— 40 20 - 45 20-70 35—100
Recommended thickness of metal cut, mm 8 6 20 25
Maximum thickness of metal cut, mm 12 12 25 35
Operating air pressure range, MPa 0,4—0,6 -- 0,48-0,6 0,48-0,7
Gas flow, Ipm min. 180 - min. 180 min. 180
Non-contact ignition unit (oscillator) + + + +
Pilot arc - - + +
Plasma ignition voltage, V 270 - 310 270-310 270-310 270 -310
Rated power consumption, kVA 4.9 5,5 10,5 13.2
Maximum power consumption, kVA 6.3 7 12,6 16.5
Efficiency, % 90% 90% 90% 90%
Cooling Forced Forced Forced forced
Operating temperature range -25 ... +45°C -25 ... +45°C -25 ... +45°C =25 ... +45°C
Overall dimensions (L x W x H), mm 465X193 X 292 £428X305%X292 560 x 233 X 360 560 X 233 X 440
Weight without torch, kg 10.3 17.1 20,3 25.8
Protection class P23 1P23 P23 1P23

SETUP AND OPERATION THE MACHINE

CONTROL AND INDICATION

STANDAR[CUT-100-400V

PATON StandardCUT DC CUT
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PATON StnandardCUT-70-400V / StnandardCUT-100-400V

PATON StnandardCUT-40

PATON
STANDARDCUT-45

PATON StnandardCUT-45 MAXflow

CONNECTING

Connect or disconnect the torch only when the device is unplugged. Before each use, check the insulation quality of the torch sleeve and
head, as there will be high voltage in these parts after the source is switched on. Wear a welding mask or welding goggles, gloves and
protective clothing to avoid exposure to ultraviolet radiation. For connection the machine it is necessary to:

StandardCUT-40 / StandardCUT-45 MAXflow StandardCUT-70-400V / StandardCUT-100-400V
1. Insert the "ground" power cable into the socket (g). 1. Attach ground wire to the unit housing (27).
2. Fasten the "ground" power cable to the piece. 2. Insert the "ground" power cable into the socket (g).

3. Fasten the "ground" power cable to the piece.

3. Screw the cap nut of the torch onto the power connector
4. Screw the cap nut of the torch onto the power connector

=" (12).

- (12). 5. Connect the cap connector of the torch pilot arc (10).
4. Connect control button socket to the connector (11). 6. Connect control button socket to the connector (21).
5. Connect pneumatic system hose to the unit gear (14). 7. Connect pneumatic system hose to the unit gear (14).
(For StandardCUT-45 MAXflow only) 8. Connect mains plug to 380V power supply.

6. Connect mains plug to 220V power supply. 9. Set the circuit breaker (15) to "I" position.

7. Set the power button (25) to "I" position.

Warning! From this point on, the user must watch the torch to avoid accidental arc ignition and not point the torch nozzle at device
parts and body parts.
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StandardCUT-40

StandardCUT-45 MAXflow

1. Before operation, it is necessary to set
the air pressure using the pressure
reducer (13). The pressure on the gauge
(8) must be between 4 bar and 5 bar.

2. The machine is ready for operation
when LED 4 (mains on) is green.

3. Set the operating current with knob 1
according to the object thickness and
other technological peculiarities. The
current value is displayed at the
indicator 20.

1. The device is ready for operation
when LED 4 (indicating power
supply presence) is lit green.

2. Set the operating current with
knob 1 according to the object
thickness and other technological
peculiarities. The current value is
displayed at the indicator 20.

StandardCUT-70-400V / StandardCUT-100-400V
1. Before operation, it is necessary to set the air
pressure using the pressure reducer (13) with the
gas test button (3) pressed. The pressure on the
gauge (8) must be between 5.5 bar and 6 bar.

2. The machine is ready for operation when LEDs 4
(mains on) and 7 (sufficient air pressure) are green.
3. Set the operating current with knob 1 according
to the object thickness and other technological
peculiarities. The current value is displayed at the
indicator 20.

4. Select the operating mode of the 2T/4T button
with the switch 2.

USING THE MACHINE

StandardCUT-40 / StandardCUT-45 MAXflow

StandardCUT-70-400V / StandardCUT-100-400V

1. It is necessary to bring the nozzle of the plasmatron to
the edge of the workpiece and touch the workpiece with
the nozzle. The operation of the machine starts after
pressing the button on the plasmatron, after that the arc
ignition unit will ignite the main arc, which will start
cutting. Smoothly move the torch along the cutting line
keeping the torch perpendicular to the plane of the piece.

2. To stop cutting, release the button on the plasmatron.

1. The machine operation starts after pressing the button on the
plasmatron. The pilot arc will light up and the signal LED (6) will glow
green. Within 5 seconds, bring the torch nozzle to the edge of the piece
at the spacer bushing distance. The pilot arc will ignite the main arc,
which will start cutting. Smoothly move the torch along the cutting line
keeping the torch perpendicular to the plane of the piece.

2. To stop cutting, release the button in 2T mode. In 4T mode, press the
button again and release it.

WARNING! Do not turn off the unit immediately after cutting. You should wait until the plasmatron has been blown out to cool it down.

WARNING! To reduce the consumables usage, comply with the cutting technology and maintain the integrity of the torch and the source, it
is strictly prohibited to use a torch without a spacer bushing (for StandardCUT-70-400V and StandardCUT-100-400V models).

MAINTENANCE

Nounpwye

Disconnect from the mains before maintenance.
Wait 30 minutes in order for the capacitors in the circuits of the device to discharge.

Always perform a visual inspection of the integrity of the source and parts of the torch prior to operation.

Replace the torch consumables with new ones in a timely manner, using the recommendations in the torch data sheet.
Keep the equipment clean and remove dust and liquids with a dry cloth.

Make sure that all connectors are connected tightly so that they do not burn out.

Check the condition of and replace the intake air filter of the built-in compressor for StandardCUT-45 MAXflow model

periodically. Access to the filter via the cover 19.

PATON StandardCUT DC CUT
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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 models’s 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:

StandardCUT-40 1year
StandardCUT-45 MAXflow 1year
StandardCUT-70-400V 1year
StandardCUT-100-400V 1year

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

(nianuc [ signature)

O3Haku HecnpasHocTi / Symptoms of non-operability:

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair | 20

(nignuc / signature)

O3sHaku HecnpaBHocTi /| Symptoms of non-operability:

Mpuunna [ Cause:

[Jlata npuitomy Ha pemoHT / Date of receipt for repair

(nignuc / signature)

OsHakw HecnpaBHOCTi / Symptoms of non-operability:

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

O3sHaku HecnpaBHocTi | Symptoms of non-operability:

(nignuc / signature)

Mpuunna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Haku HecnpasHocTi /| Symptoms of non-operability:

(nianuc / signature)

Mpununna [ Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

O3Haku HecnpasHocTi | Symptoms of non-operability:

(nignuc / signature)

Mpununna / Cause:
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[Jlata 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 HecnpasHocTi /| Symptoms of non-operability:

(nignuc / signature)

MpununHa / Cause:

[lata npuitomy Ha pemoHT / Date of receipt for repair

PATON StandardCUT DC CUT
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O3Haku HecnpaBHocTi | Symptoms of non-operability:

Mpuunna [ Cause:
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	ПІДКЛЮЧЕННЯ ДО 3-ФАЗНОЇ МЕРЕЖІ ЖИВЛЕННЯ 
	 
	INSTALLATION REQUIREMENTS 
	 
	WARNING! To reduce the consumables usage, comply with the cutting technology and maintain the integrity of the torch and the source, it is strictly prohibited to use a torch without a spacer bushing (for StandardCUT-70-400V and StandardCUT-100-400V models). 

