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Anapat ans nosiTpAHO-NNa3MoBoro pizaHHs / Air-plasma cutting machine
PATON StandardCUT-40 / StandardCUT-45 MAXflow / StandardCUT-70-400V / StandardCUT-100-400V

[ata npoaaxy / Purchase date ” ” 20 r.

(Mianvc npopasusa / Vendor signature)
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PATON]

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:

PATON™ StandardCUT-40,

PATON™ StandardCUT-45 MAXflow,
PATON™ StandardCUT-70-400V,
PATON™ StandardCUT-100-400V

Product designation:

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

Directives:

Safety of machinery - Electrical equipment of EN IEC 60204-1:2018

machines -

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

power sources EN IEC 60974-1:2022/A1:2022

B vy ENIEC S097s10z0ra 20
g P y EN IEC 60974-10:2021/A1:2021

requirements

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

-3- PATON StandardCUT DC CUT


mailto:office@paton.ua

&G T

3BaptoBanbHUI anapaT BUrOTOBNEHWI BiANOBIAHO A0 TEXHIYHWX CTaHAaPTIB i BCTAHOBNEHWX NPaBun
TexHiku 6e3neku. MpoTe y pasi HenpaBWIbHOIO NOBOAXEHHA BUHMKae Hebeaneka:

- TpaBMyBaHHA 06CNyroByto4oro nepcoHany abo TpeTboi ocobu;

- 3anofifHHA WKoAW caMoMy anapaTy abo MaTepianbHWUM LiHHOCTAM NiANPUEMCTBA;

- NopyLUeHHA epeKTUBHOIo po6oYOoro Npouecy.

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

- MPpOWTW BiANOBIAHY aTecTalito;

- BOJIOAITV 3HAHHAMM 3i 3BapOBaHHA;

- TOYHO AOTPUMYBATUCA L€ IHCTPYKLIIT.

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

MPABWUNA TEXHIKU BE3MNMEKU

HEBE3MNEKA MEPEXXEBOTIO | 3BAPIOBAJIbHOIO CTPYMY

- ypakeHHA efIeKTPUYHMUM CTPYMOM MOXKe ByTU CMepTEeNbHUM;

- 3BapltoBafibHUIN Kabenb NOBUMHEH GYTU MiLHUM, HEYLUKOAXKEHWM Ta i30nboBaHUM. OcnabneHi
3’eQHaHHA | NOWKoAXKEHMI Kabenb NoTpiGHO HeravHo 3aMiHUTM. Mepexkesi kabeni 1 kabeni
3BaprOBaNbHOrO anapaTty MOBWHHI CUCTEMATUYHO nepesipATUCA daxiBLEM eNneKTPUKOM Ha
crnpasHicTb i3onauii;

- nif Yac BUKOpUCTaHHA 3a60POHAETLCA 3HIMaTK 30BHILLHI KOXYX anapary.

HEBE3MEKA BUNPOMIHEHHA 3BAPIOBAJIbHOI AYTY

3abopoHAeTbCA crnocTepiraT 3a 3BaproBanbHOI Ayroto Heo36poeHnM okoM. [yra i 6pu3ku, Lo
YTBOPOIOTLCA Mifg 4ac poboTn, MOXyTb 06MekTu LWKipy abo BUKIMKaTK NONYyM's, TOMY 3aBXAN Cif,
HOCUTW 3axXMCHY Macky 3 ToHoBaHWM ¢inbTpom (DIN 9-10). CTopoHHi ocobu, LLL0 3HaX0AATLCA B 30HI
Aii NPUCTPOIO, NOBUHHI 3axuULLaTV O4i creLliaNbHUMK 3aXMCHUMU oKynApamMu abo BUKOPUCTOBYBaTU
Heroptoyi ekpaHWu, Lo NOrMHaTb BUMPOMIHIOBaHHS.

HEBE3NEKA LWWKIATMBUX TA3IB | BUNAPIB

- YTBOPEHi AMM Ta LWKIANUBI rasu BUAANUTM 3 po60o40i 30HM cnelianbHUMKM 3acobamu;

- 3abe3neynTn AOCTaTHI MPUTOK CBIXKOro NOBITPA;

- BUNapu PO3YNHHMKIB HE NOBMHHI NOTPaNAATU B 30HY BUNPOMIHKOBaHHA 3BaprOBasibHOI Ayru.

HEBE3MNEKA MAFHITHOro nona

CTBOpEHi BUCOKMM CTPYMOM MarHiTHi Nona MoXyTb UNHUTW HEraTUBHWIA BN/IMB Ha NpaLe3aaTHicTb
enekTponpunaais (Hanpuknag, kapgioctumynarop). Ocobu, Aki MawTb Taki npunagn, NOBUHHI
nopaguTmca 3 nikapeM, NepLu Hixx HabnuxxaTmca o po6oyoro 3aBaproBanbHOrO MagaHumnKa.

HEBE3MEKA BU/IbOTY ICKOP

- 3alMUCTI NpeaMeTn BUAannT1 3 pobo4oi 30HK;

- HeonyckarTbCA 3BaptoBasnbHi po60TM Ha EMHOCTAX, Y AKMX 36epiratoTbca abo 36epiranuca rasm,
nanbHe, HapToNpoAykTN. MoxknnBa Hebe3aneka BUOYXY 3anULLKIB LIUX MPOAYKTIB;

-y noxexo- Ta BUOyxoHe6e3neyHWX MPUMILLLEHHAX [OTPUMyBaTUCA 0COBAMBMX Mpaswn,
BiANOBIAHO A0 HAUiOHaNbHUX Ta MiDKHAPOAHUX HOPM.

OCOBUCTE 3AXCHE OCHALLLEHHA

BMKOPUCTOBYWTE TiNbKM BiANOBIAHWI (BaXKKO3aNMUCTUIA O4AT).

[lna ocobucToro 3axncTy AOTPUMYMTECH HACTYNHMX NPaBUn:

- HOCITb MilHe B3yTTA, W0 36epirae i3o0nt0t04i B1acTUBOCTI, B TOMY YUCAi 'Y BONOTMX YMOBaX;

- 3axuLainTe pyku i30/110I0UNMU PyKaBUYKaMU;

- 3axuLianTe 04i 3aXMCHOK Mackoto 3 GiNbTPOM NPOTH YNbTPadioNeToBOro BUNPOMIHIOBaHHA, AKUIA
BiAnoBifae cTaHAapTam TexHikn 6e3neku;

HEBE3MNEKA IHTEHCUBHOTIO LULYMY

3BaptoBanbHa Ayra, Aka BUHWKAE Nig vac 3BaptoBaHHA MOXXe BMAaBaTh 3BYKW piBHA BuLe 85 ab
NPOTAroM 8 roaMH po604oro Yacy. 3saproBanbHUKM, LLLO NpaLtoroTb 3 06nagHaHHAM, nigvac po6oTu
MatoTb HOCUTK 3aCOBU 3aXMCTY OpraHiB Cyxy.

#)
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PO3IMNAKYBAHHA

[lo koMnnekTy anapaty BXoAATb:

Crtucnuin noci6HUK
KopucTyBada
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,Elxepeno >XUBNEHHA ni1a3MoBOro
pisaka

3BaptoBanbHuii  kabenb 3  K/IeMow LBMAKO3 " EMHUIA
* )
«Maca» ABICOR BINZEL NHeBMOpPO3’eM

* Kpim Mmoaenei 3iHaekcoM «WA»

YMNPABJIIHHA TA IHOUKALIA

=S

PATON StandardCUT-70-400V / StandardCUT-100-400V
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PATON StandardCUT-40

PATON
STANDARDCUT-45

PATON StandardCUT-45 MAXflow

BBEOAEHHA B EKCTJ/TYATALLIIO

AnapaTtu PATON StandardCUT-40 / StandardCUT-45 MAXflow / StandardCUT-70-400V / StandardCUT-100-400V npu“3Ha4eHi BUKNHOUYHO
ANA PYYHOrO pi3aHHA MeTaniB Ta cnnasiB N1a3MOBOO Ayroko y NOTOL CTUCHEHOrO NOBITPA. |HLLe BUKOPUCTaHHA anaparis He Bianosigae
X Mpu3HaveHH0. BUpo6bHUK He Hece BiAMOBIfaNbHOCTI 3@ NOLLKOAXEHHA, 3aBAaHi BUKOPUCTaHHAM anapaTiB He 3a NPU3HaYeHHAM.
BukopucTaHHA BiANOBIAHO A0 NPU3HaYeHHA, Mae Ha yBa3i AOTPMMaHHA BKa3iBOK Lboro nocibHuka 3 ekcnnyaTtauii.

VBATA! Ha BuxigHux knemax anapaty npy po6oTi NpUCyTHSA Ay>Ke BUCOKa Hamnpyra, Lo MoXe MPU3BECTU A0 YpaXkKeHHA cTpyMoM!

BUMOrn 4o PO3MILLEHHA

AnapaT nicna CMNbHOro NafiHHA MOXEe CTaHOBUTM 3arpo3y XXMUTTHO, TOMY NOTPIGHO BCTAHOBMOBATU MOTO TiIbKM HA TBEPAUX CTIKMUX
noeepxHax. HeobxigHO po3MillyBaTK anapar Tak, o6 3abesnedyBaBcs 6e3nepeLlkoaHUA BXif, | BUXiA 0X0N0AXKYHUOro NnosiTpa Yyepes
BEHTUNALIMHI OTBOPM Ha MepepHint i 3aaHin naHenax. Cnigkynte 3a TvM, Wo6 MeTanesuit NuUn (Hanpuknag, nig 4ac HaxaavHoro
wnipysaHHA) HE 3acMoKTyBaBCA 6€3N0cepeaHbo B anapaTt BEHTUIATOPOM OXOMTOAXKEHHS.

MAK/IFOYEHHA 4O MEPEXXI

3BaptoBanbHUIN anapart y cepitHOMYy BUKOHaHHI po3paxoBaHuii Ha MepexxeBy Hanpyry
1. 220 B (10%) Ana StandardCUT-40 ta StandardCUT-45 MAXflow;
2. 380 B (+10%) ana StandardCUT-70-400V Ta StandardCUT-100-400V.

YBATA! MNpu nigkntoyeHHi anapata Ao Hanpyru Mepexi suiie 270 B (ana StandardCUT-40 i StandardCUT-45 MAXflow) Ta 420 B (gna
StandardCUT-70-400V / StandardCUT-100-400V) Bci rapaHTiiiHi 3060B'A3aHHA BMpPOGHMKA BTpayatoTb cuny! A TakoX rapaHTiiHi
3060B'A3aHHA BUPO6HMKa BTPayaloTb YNHHICTb MPU NOMUIKOBOMY MiAKNOYEHHI pa3n Mepexi Ha 3a3eMeHHA Axepena.
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MepexxeBuin pos'eM, nepepia kabenis Mepexi XMBMEHHSA, a TakoX 3ano6idKHUKM MepexXi MOBUHHI BUGMPATUCA BUXOAAYM 3 TEXHIYHMX
faHux anapara.
YBATA! CyBopo 3a60poHEHO BUKOPUCTOBYBaTK anapar 6e3 3a3eMNeHHs — Lie MoXke 6yTn L2
He6eaneyHo!

[Ona nigknioyeHHA 3BaptoBanbHux anapatie PATON go 3-dasHoi Mepexi XWUBNEHHA
(Mogeni StandardTIG-270/350 - 400V) BUKOPUCTOBYITE Kabenb 3 HOTMPMa MPOBOAAMMU, LLLO

Bignosigae ctaHaapty IEC 60445: L1

- KopwuyHesuii nposig —¢aszalil; L3
- YopHui nposig —¢aszal2;

- CwuHin nposig, —-¢aszal3;

- JKoBTO-3eN€HUI NPOBIA — 3a3eMNeHHA.

TEXHIYHI XAPAKTEPUCTUKUA

aparaT StandardCUT- StandardCUT- StandardCUT- StandardCUT-
40 45 MAXflow 70-400V 100-400V
HoMiHanbHa Hanpyra Mepexi xunsneHHs 50 'y, B 220+10% 220+10% 380+10% 380+10%
HoMiHanbHWI BXiAHWI CTPYM 3 Mepexi, A 27 30 20 25
HoMiHanbHWI cTpyM pisaHHA, A 40 45 70 100
TpuBanicTs HasaHTaxeHHs (TH) 50% /npn40A 50% /npn45A 50% /npn70 A 50% /npn 100 A
100% / npn 33 A 100% / npn 33 A 100% / npn 40 A 100% /npn 70 A
[iana3oH 3MiHM Hanpyru mepexi, B 190-250 190-250 360 -420 360 - 420
[iana3oH peryntoBaHHA CTpyMy pisaHHs, A 20 - 40 20-45 20-70 35-100
TOBLLWHA «4UCTOrO» Pi3y, MM 8 6 20 25
MakcvManbHa TOBLUMHA MeTany pi3aHHA, MM 12 10 25 35
[Aiana3oH po6o4oro Tucky noeiTpsa, MMa 0,4-0,6 - 0,48-0,6 0,48-0,7
Butpara rasy, n/xs He MeHLe 180 -- He MeHwe 180 He MeHLe 180
Bnok 6e3koHTaKTHOro nignany (ocumnaTop) + + + +
MinotHa ayra - - + +
Hanpyra xonoctoro xoay, B 270-310 270-310 270-310 270-310
HoMiHanbHa NOTY>HiCTb CNOXWBaHHA, KBA 4,9 5,5 10,5 13,2
MakcuManbHa NOTYXXHICTb CNOXWBaHHA, KBA 6,3 7 12,6 16,5
KKA, % 90
OxonopyKeHHs npumycose
[fianazoH po6ouunx Temnepartyp, °C -25...+45
Fa6apuTtHi posmipwm (OxLLUXB), MM 465 x 193 x 292 428 x 305 x 292 560 x 233 x 360 560 x 233 x 440
Maca anapara 6e3 nna3mMoTpoHa, Kr 10,3 17.1 20,3 25,8
Knac 3axucty P23

NIAKAIOYEHHA AMAPATA

MigkntoyeHHs abo BiAKNHOYEHHS NNa3MOTPOHA NPOBOAWMTU TiNbKW MICNA BiAKNOYEHHA anapaTty Big Mepexi, nepes KOXHUM
BMKOPUCTaHHAM MepeBipTe AKIiCTb i30NAUii pykaBa i FroNoBKW NNa3MOTPOHY, OCKiNbKWU NiCNA YBIMKHEHHA A)Xepena, B UMx agetanax oyae
BenvKka Hanpyra. PisaHHA NpoBoAMTW B 3BaptoBasbHin Macui abo 3BaproBaNbHUX OKynAapax, PyKaBUUAX Ta 3aXMCHOMY 04A3i, o6
YHUKHYTW BNMBY yNbTpadioneToBoro BUNpoMiHoBaHHA. [Inda nigknoyeHHs anaparta HeobxigHo:

StandardCUT-40/ StandardCUT-45 MAXflow

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

1. BctaButun cunosuii kabenb «3eMna» B po3’eM (9). 1. MpukpinuTn 3a3eMneHHA Ha kopnyc anapaty (17).
2. 3akpinuTu cunoBuii kabenb «3eMns» Ao AeTani. 2. BcTtaBuTu cunoBuin kabenb «3eMnsa» B po3’eM (9).
3. MpUKPYTUTU HaKUAHY raliky N1a3MoOTPOHY Ha CUNOBUIA 3. 3akpinutu cunoBuii kabenb «3eMnsa» Ao AeTani.
pPo3’eM «-» (12). 4. TPUKPYTUTN HaKMAHY ranky NnasMOTPOHY Ha CUTOBUIA PO3’EM «-»

4. Nig’eaHaTtv kabenb KHOMKM ynpaeniHHA B po3’eM (11). (12).

5. Mig’eagHaTv LWNaHr NHEBMOCUCTEMW A0 peaykTopa 5. MigkNYNT HaKNMAHY KNeMy NiNoTHOI Ayrn nnasMoTpoHa (10).
anapary (14). (Tinbkun gna StandardCUT-40) 6. Mia’eaHaTy Kabenb KHOMKW ynpaeniHHA B po3’em (11).

6. [Mia’eaHaTV MEPEXXEBUI LUTEKEP A0 MEPEXKI KUBNEHHS. 7. Min’eaHaTv WnaHr NHEBMOCUCTEMM A0 peaykTopa anaparty (14).

7. KHonky yBiMKHEHHA (15) nepeBecT B NONOXEHHA «I». 8. lMia’eaHaTV MepexxeBui LUTEKEP A0 MepeXXi XXMBNEHHA.

9. MepexxeBuit aBTomart (15) nepeBecTy B NOMOXKEHHSA «I».
VYBATA! 3 naHOro MOMEHTY He HanpaBnATe CoNo NNa3MOTPOHY Ha AeTani anaparta Ta YacTUHU Tina.
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HANALLTYBAHHA AMNAPATA

FPHATON

StandardCUT-40 StandardCUT-45 MAXflow StandardCUT-70-400V /StandardCUT-100-400V
1.Mepen  pob6bototo, 060B’A3KOBO 1. Anapat roToBuii Ao po6oTu 1.Mepea  poboToto, 060B’A3KOBO  MOTPIGHO
noTpibHO HanawTyBaT! TUCK NOBITPA Konun cBiTnogion 4 HanawTyBaTh TUCK NOBITPA peaykTopom (13) npwu
peayktopoM (13), TMCk Ha MaHOMeTpI (yBiMKHEHa Mepexa) HaTUCHYTIN KkHomnui TecT rasy (3), TMCK Ha

(8) noBuHeH 6yTV B Adiana3oHi Big 4
6ap go 5 6ap.

2. AnapaT roTtoBui Ao poboTu Konu
ceiTnogion 4 (yBiMKHeHa Mepexa)

N

. BctaHoBUTM

CBITUTbCA 3€N1EHUM.

pyyKoro 1
pobouunii cTpyM BiAMOBIAHO
[0 TOBLUMHWM 3aroToBkv Ta

pi3aHHA. 3HAYeHHA CTpyMy pi3aHHA
Bigob6paxkaeTbcA Ha iHanKaTopi 20.

CBITUTbCA 3€/IEHUM. ocobnueocTen pi3aHHsA.

3. BctaHoBUTM pydkotd 1  pobouuni 3HauYeHHA CTpyMy pi3aHHA
CTPyM BIANOBIAHO [0  TOBLUMHM BinobpaxkaeTbea
3aroToBku Ta ocobnuBocTen iHaukaTopi 20.

MaHoMeTpi (8) noBuHeH 6yTn B Aiana3oHi Big 5.5
6ap po 6 6ap.

2. Anapat roToBuii fo po6oTu Konu ceitnogioan 4
(yBiMKHEHa Mepe>ka) Ta 7 (ocTaTHil piBeHb TUCKY
MoBITPA) CBATATLCA 3€NEHUM.

3. MoTpibHO BCTaHOBUTU pyykoto 1 po6ounin cTpym
BIiAMOBIAHO A0  TOBLUMHM  3aroTOBKM  Ta
ocobnuBocTel  pi3aHHA. 3Ha4YeHHA  CTpyMy
pi3aHHA Bino6parkaeTbesa Ha iHanKaTopi 20.

4. MoTpibHO BMGpaTN pexxnMm poboTn KHonku 2T/4T
nepemMmkayem 2.

BUKOPUCTAHHA AMAPATA

StandardCUT-40/ StandardCUT-45 MAXflow

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

1.MoTpibHO nigHecTM conno MNNa3MoOTPOHY A0 Kpato
3aroToBKM Ta AOTOPKHYTUCA A0 3aroTOBKW COM/IOM.
PoboTa pxxepena MOYMHAETLCA MICNA HATUCHEHHA
KHOMKW Ha Nna3MOoTPOHi, Nicns uboro cnpautoe 610k
nignany gyru. Ocuunatop (6nok nignany) 3ananutb
OCHOBHY Ayry, Aka noyHe pi3aHHA. [licna 4voro
noTpibHO NNaBHO MepemiliaTv NanbHUK Mo NiHii pi3y
TPUMaKUN  NanbHUK NeprneHanKyNapHO  MNIOLLUMHI
3aroToBKM.

2. LLo6 NpUNUHUTK pidaHHA NOTPIGHO BiANYCTUTU KHOMKY

Ha NNa3MOTPOHI.

1.Po6oTa pxkepena MOYMHAETbCA MICAA HATUCHEHHA KHOMKU Ha
NNas3MOTPOHI - 3aropuTbCA MiNOTHA Ayra i CUrHanbHWA cBiTNoAIoA
(6) 3acBiTUTbCA 3eneHNM. Bnpoaoeyx 5 cekyHAa noTpibHO nigHecTn
COM/0 NN1a3MOTPOHY A0 Kpato 3aroTOBKW Ha BiACTaHb ANCTaHLINHOI
BTyNkW. [inoTHa Ayra 3ananuTb OCHOBHY, fika MOYHE pPi3aHHA.
MnaBHO nepemilwati nanbHWK MO NiHii Pi3y TpMMarun nanbHUK
repreHanKYNApHO MAOLLMHI 3aroTOBKU.
2. o6 NpUNUHUTK pi3aHHA NOTPIGHO BiANYCTUTU KHOMKY B PEXUMI 2T,
a B peXXuMi 4T NOBTOPHO HAaTUCHYTW i BiANYCTUTU KHOMKY.

YBATA! He MoxHa BMMMKaTM anapaT oapasy Micna pisaHHA, MOTPiGHO AoyekaTUCA 3aBepLUEHHA NPOAYBKM M1asMOTpoHa AnA
OXONOAXKEHHA FONOBKMN NasbHUKa.
YBATA! [1na 3MeHLIeHHA po3Xody BUTPaTHUX MaTepianis, 4OTPMMAHHA TEXHONO T pidaHHA Ta 36epexXeHHaA LiNiCHOCTI N1a3MoTpoHa i
Axxepena KaTeropuyHo 3a60OPOHAETbCA BMKOPUCTOBYBaTU Mna3mMoTpoH 6e3 guctaHuiiHoi BTynku (ans StandardCUT-70-400V Ta
StandardCUT-100-400V).

TEXHIYHE OBCJ1IYTOBYBAHHA AMAPATA

1
2
3
4
5
6

. Mepep TexHiYHMM 06CNyroByBaHHAM Bif’eAHalTe anapaT Bif )XUBNEHHSA;

. Moyekaitte 30 XB. ANA TOTO, LLL06 PO3PAAMIMCA KOHAEHCATOPW B CXeMax anapara;

. Mepep po6oToto 3aBXAM NPOBOAbLTE BidyanbHy NepeBipKy LiNiCHOCTI AXXxepena Ta AeTanei nnasMoTpoHy;

. BuacHo 3aMiHIoMiTe BUTpaTHi MaTepian N1a3MoTpPOHY Ha HOBI, BUKOPUCTOBYOUYM pekoMeHaaLlii 3 nacnopTy N1a3MoTPOHY;
. CnigkyiTe 3a UncTOTOO 06NafHaHHA, BUAanaAnTe Nun 1a piavHU Cyxoto TKaHUHOLO;

. PeTenbHo cnigkyiTe 3a LWinbHUM 3’€AHaHHAM BCiX PO3’EMIB AN YHUKHEHHA iX BUTOpPaHHS;

7. Ona mogeni StandardCUT-45 MAXflow nepioAnyHo 34ilCHIOWTE NepeBipKy CTaHy BXiAHOro nosiTpaHoro ¢inbTpa BOyao0BaHOro
KOMMNpecopy, Ta BYacHO 3aMiHtoiTe 1oro. [ocTyn Ao ¢inbTpy BiaKPUBAETbLCA Mig KPULLKOH 19.

PATON StandardCUT DC CUT
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FTAPAHTIVHE OBCJ/IYTOBYBAHHA

LLlaHOBHMIA cno>kuBauy!
MATOH IHTEPHELLUH/T asikye Bam 3a BMGip npoaykuii PATON™ Ta rapaHTye BUCOKY AKICTb Ta 6e3aoraHHe GyHKLiOHYBaHHA AaHOro BUpoby
3a YMOBW AOTPUMaHHA NpaBun Moro ekcnayatawii.

YBATA!!! Mepen BukopuctaHHAM 06nagHaHHA PEKOMEHAYEMO 03HAMOMUTHCA 3 PO3LLMPEHOIO IHCTPYKLiEt0 3 ekcnnyaTauii,
a TakoX NepeBipuUTU NPaBUbHICTb 3aMNOBHEHHA rapaHTIMHOro TanoHa: Ha3Ba Moaeni npuadaHoro Bamu Bupoby, Ta 1oro
CEepiNHNIN HOMEP NOBWUHHI BYTW iAEHTUYHI 3anncaM B rapaHTiMHOMY TanoHi. He AonycKaeTbcA BHECEHHSA B TaNOH 6yab-AKUX
3MiH YM BUNPaBEHb.

FTAPAHTIVNHI 3060B’A3AHHA

MATOH IHTEPHELLH/ rapaHTye cnpaBHy po60Ty AXXepena >XMBNEHHA Yy pasi OTPMMaHHsA croXKmMBayueM yMoB ekcnnyaTauii, 36epiraHHs
i TpaHCNOPTyBaHHA.

YBATA! BeakoluToBHE rapaHTiiHe 06C/yroByBaHHSA BiACYTHE 3@ YMOBM MeXaHiYHWUX NOLLKOAXKEHb 3BaptoBanbHOro anapary!

TepMiH OCHOBHOI rapaHTii Ha 3BaptoBasnbHe 06n1a4HaHHA CTAHOBUTb:

Mopenb anaparta TepMiH rapaHTii
StandardCUT-40 1 pik
StandardCUT-45 MAXflow 1 pik
StandardCUT-70-400V 1 pik
StandardCUT-100-400V 1 pik

OCHOBHWI rapaHTinHWIA Nepios 064YNCAIOETLCA 3 AHA NPOAaXKy IHBEPTOPHOro o6nagHaHHA KiHLEeBOMY NOKYMLUEBI.

PekoMeHAyeMo ana 3anobiraHHA BUXoAy anaparty 3 najy OAMH pa3 Ha NiBpoKy, 3a/1eXHO Big yMOB eKkcnyaTtauii, 3HATU 3aXUCHY KPULLIKY
i BUKOHaTU YUCTKY BHYTPILIHIX €NeMeHTiB i By3niB obnagHaHHA CTUCHEHWMM MOBITPAM. YMCTKY HEO6XiAHO NMPOBOAUTM aKypaTHO,
YTPUMYHOUM LINaHT KOMMNPecopa Ha A0CTaTHIN BiACTaHi, o6 YHUKHYTN NOLUKOAXKEHHS Naliku eNeKTPOHHUX KOMMOHEHTIB i MeXxaHi4HuX
YacCTUH.

[MpoTAroM OCHOBHOMO rapaHTiMHOro nepiody npoaaseLb 3060B'A3yETbCA (Y BMMaAKY rapaHTiIAHONO peMoOHTy), 6e3KOLWTOBHO Ans

BnacHuka o6nagHaHHa PATON™:

- npoTAroM 1 poky 3 aaTnm npuAaGaHHA KNieHTOM o6n1agHaHHA onnaTnTK foctaBky o6nagHaHHA B CepBiCHUI LEHTP | MO0 NOBEPHEHHA
KNiEHTY, BUKOPUCTOBYIOYM MOCNYrN KOMNaHii «HoBa nowuta»;

- NPOBECTU AiarHOCTUKY Ta BUABUTU MPUUYNHY HECMPABHOCTI;

- 3a6e3neynTy Heo6XiAHNMU A7 BUKOHAHHA PEMOHTY By3/1aMU Ta eleMEHTaMu;

BiAPEMOHTYBaTM 06M1aAHAHHA, LLLO BUNLLNO 3 Naay;

NPOBECTU TECTYBaHHSA BiAPEMOHTOBAHOro 06n1aAHaHHA.

OCHOBHiI rapaHTiliHi 3060B'A3aHHA He NOLUMPIOKTLCA Ha 06nagHaHHA:

- 3 MexaHi4YHVMMM NOLLKOAXKEHHAMMU, LLLO BNIMHYNW Ha Npaue3aaTHICTb anapaty (aedopMalia kopnycy 1 aeTanen BHaCNiA0K NafiHHA 3
BMcOTK abo nagiHHA Ha 06nagHaHHA BaXKKMX NPeAMETIB, BUNadaHHA KHOMOK Ta po3'eMiB);

3i cnipamMu Kopoaii, Aka cTana NPUYNHOI HECTNIPaBHOIO CTaHy;

- AKe BUILWNO 3 Nafy Yepes BB CU/IbHOTO 3BO/IOXKEHHA Ha NOT0 CU/O0BI 1 eNIEKTPOHHI eNleMeHTH;

- fAKe BUMLLO 3 1aay Yepes HaKoNMUYeHHA CTPYMOMPOBIAHOTrO NUAY (BYriNbHUIA NWA, MeTaneBa CTpy>KKa Ta iH.) BcepeauHi;

- 3icnigamMu cnpo6 caMoCTiINHOro PeMOHTY oro By3niB Ta/abo 3aMiHW eneMeHTiB.

Tako>XX OCHOBHi rapaHTiiHi 3060B'A3aHHA HE NOLUMPIOIOTLCA Ha 30BHILLHI eNeMeHTH o6n1agHaHHA, Wo BUALWAKW 3 Naay, AKi NigaaTbea
$IBMYHOMY KOHTaKTy, a TakoX Ha CYMNyTHI/BUTpaTHi MaTepianu, NpeTeHsii Woao AKX NpMAMarTbCsa He Ni3Hile A4BOX TUXXHIB nicns
npoaaxy:

- nepeMukay yBIMKHEHHS XXUB/IEHHS;

- PYYKM perynoBaHHA NapaMeTpis 3BaploBaHHs;

- po3'eMu NigkNtoUeHHs Kabenis i pykasis;

po3'eMu ynpaBniHHSA;

- kabenb XXMUBNEHHS i BUNKa Kabeno XMBNeHHsA;

- pydKa A nepeHeceHHs, peMiHb Yepes nneve, Keic, kopobka;

- K/1leMa «Macu», nanbHuK, kabeni Ta pykasu.

Mpopaeeub 3anuwae 3a co60t0 NPaBoO BiAMOBUTU Y HaAaHHI rapaHTINHOrO pPeMoHTy, abo BCTaHOBUTW AATOK MoYaTky BUKOHaHHSA
rapaHTiNHUX 3060B'A3aHb MiCALb i pPik BUNYCKy anapaTy (BCTaHOB/MOOTLCA 3@ CEPiIHUM HOMEPOM):

-y pa3si BTpaTv nacnopTta BAaCHUKOM;

-y pasiBiACYTHOCTIi KOpeKTHOro a6o B3arani 6yab-aKoro 3anoBHEHHA NacnopTa NPoAaBLEM Mig Yac Nnpoaaxy anapary.

FapaHTINHWIN CTPOK NPOAOBXYETLCA, HA TEPMIH rapaHTIMHOro 06CNyroByBaHHA anapary y CEpBiCHOMY LIEHTPI.
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The welding machine is manufactured in accordance with technical standards and established
safety rules. However, incorrect handling results in the following dangers:

- injury of maintenance personnel or third persons;

- damage of the machine or property of the enterprise;

- derangement of efficient working process.

All persons dealing with start-up, operation, attendance and maintenance of the machine must:
- 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 the case cover 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 vapor.

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;

- itis 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 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.

#) # # ‘ S
== *DDE> bomdd =mo < .
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UNPACKING

The device delivery pack includes:

Short operating
manual

©@©0®
RNl 74

Plasma cutter power source

Welding cable with ABICOR BINZEL Quick-release

pneumatic connector
groundterminal*

*— Except ‘WA’ indexed models
CONTROLS AND INDICATION

PATON StandardCUT-70-400V / StandardCUT-100-400V
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PATON StandardCUT-40

PATON
STANDARDCUT-45

PATON StandardCUT-45 MAXflow

START-UP

PATON StandardCUT-40/ 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 manual.

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 plasma-cutter unitis rated for:
1. Mains voltage is 220 V (¥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 270 V 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.

PATON StandardCUT DC CUT -12-
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WARNING! Do not use the unit without grounding. It may be dangerous!
To connect PATON plasm-cutter machines to a 3-phase power supply network L2
(StandardTIG-270/350 - 400V models), use a four-wire cable that complies with the IEC
60445 standard:
- Brown wire -phase L1;
- Black wire - phase L2; L1
- Blue wire - phase L3; L3
- Yellow-green wire - grounding.
SPECIFICATIONS L
Parameters StandardCUT-40 StandardCUT-45 StandardCUT- StandardCUT-
MAXflow 70-400V 100-400V
Rated input voltage of mains 50 Hz, V 220+10% 220+10% 380+10% 380+10%
Rated input current from mains, A 27 30 20 25
Rated cutting current, A 40 45 70 100
Duty cycle (DC) 50%/at40 A 50%/at45A 50%/at70 A 50% /at 100 A
¥y 100%/at33A 100%/at33A 100%/at40A 100%/at70 A
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 10 25 35
Operating gas pressure range, MPa 0,4-0,6 - 0,48-0,6 0,48-0,7
Gas flow, lpm 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
Cooling Forced
Operating temperature range, °C -25...+45
Overall dimensions (L x W x H), mm 465 x 193 x 292 428 x 305 x 292 560 x 233 x 360 560 x 233 x 440
Weight without torch, kg 10.3 171 20,3 25.8
Ingress Protection rating 1P23

CONNECTING

Connect or disconnect the torch only when the device is unplugged. Check the insulation quality of the torch sleeve and head before
each use, 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

1. Insert the ‘ground’ power cable into the socket (9). 1

2. Fasten the "ground" power cable to the piece. 2
3. Screw the cap nut of the torch onto the power 3. Fasten the "ground" power cable to the piece.

connector "-" (12). 4. Screw the cap nut of the torch onto the power connector "-" (12).

4. Connect control button socket to the connector (11). 5. Connect the cap connector of the torch pilot arc (10).

6

7

8

StandardCUT-70-400V / StandardCUT-100-400V
. Attach ground wire to the unit housing (17).
. Insert the ‘ground’ power cable into the socket (9).

5. Connect pneumatic system hose to the unit gear (14). . Connect control button socket to the connector (11).
(For StandardCUT-45 MAXflow only) . Connect pneumatic system hose to the unit gear (14).

6. Connect mains plug to 220 V power supply. . Connect mains plug to 380 V power supply.

7. Set the power button (15) to ‘I’ position. 9. Set the circuit breaker (15) 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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SETTING UP
StandardCUT-40 StandardCUT-45 MAXflow StandardCUT-70-400V / StandardCUT-100-400V
1.Before operation, it is necessary to 1. The device is ready for 1. Before operation, it is necessary to set the air
set the air pressure using the operation when LED 4 pressure using the pressure reducer (13) with the
pressure reducer (13). The pressure (indicating power supply gas test button (3) pressed. The pressure on the
on the gauge (8) must be between 4 presence) is lit green. gauge (8) must be between 5.5 bar and 6 bar.
bar and 5 bar. 2. Set the operating current 2. The machine is ready for operation when LEDs 4
2. The machine is ready for operation with knob 1 according to (mains on) and 7 (sufficient air pressure) are green.
when LED 4 (mains on) is green. the object thickness and 3. Set the operating current with knob 1 according to
3. Set the operating current with knob 1 other technological the object thickness and other technological
according to the object thickness peculiarities. The current peculiarities. The current value is displayed at the
and other technological value is displayed at the indicator 20.
peculiarities. The current value is indicator 20. 4. Select the operating mode of the 2T/4T button with
displayed at the indicator 20. the switch 2.
USING THE MACHINE
StandardCUT-40 / StandardCUT-45 MAXflow StandardCUT-70-400V / StandardCUT-100-400V
1. Itis necessary to bring the nozzle of the plasmatron to 1. The machine operation starts after pressing the button on the
the edge of the workpiece and touch the workpiece plasmatron. The pilot arc will light up and the signal LED (6) will glow
with the nozzle. The operation of the machine starts green. Within 5 seconds, bring the torch nozzle to the edge of the
after pressing the button on the plasmatron, after that piece at the spacer bushing distance. The pilot arc will ignite the
the arc ignition unit will ignite the main arc, which will main arc, which will start cutting. Smoothly move the torch along
start cutting. Smoothly move the torch along the the cutting line keeping the torch perpendicular to the plane of the
cutting line keeping the torch perpendicular to the piece.
plane of the piece. 2. To stop cutting, release the button in 2T mode. In 4T mode, press the
2. Release the plasmatron button to stop cutting. button again and release it.

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

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

MAINTENANCE

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 environment 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.

WARRANTY

Noap~oNS

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.

card before using the equipment. The purchased model’s name, as well as its serial number, must be equal to the warranty

9 ATTENTION!!! We recommend that you read the operating instructions and verify the accuracy of filling out the warranty
card entry. Any changes and corrections to the coupon are prohibited!

WARRANTY POLICY

PATON INTERNATIONAL guarantees the serviceability of the supplied equipment provided that the consumer complies with the
operating, storage, and transportation rules.

ATTENTION! There is no free warranty service for mechanically damaged equipment!
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The main warranty period for welding equipment is:

Unit model Warranty period
StandardCUT-40 1 year
StandardCUT-45 MAXflow 1year
StandardCUT-70-400V 1 year
StandardCUT-100-400V 1 year

The main warranty period starts from the date the inverter equipment is 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 malfunction;

- to provide units and parts required for the repair;

- torepair the failed equipment;

- totestthe repaired equipment.

The main warranty does not apply to the equipment:

- with mechanical damage that affected the device’s performance (deformation of the case and parts as a result of falling from a height
or mechanically damaged equipment, with failed switches, buttons and connectors);

with traces of corrosion, caused a malfunction;

failed due to exposure to its power and electronic elements of abundant moisture;

- failed due to the accumulation of conductive dust inside (coal dust, metal shavings, etc.);

- in case of an unauthorized component repair attempt and/or electronic elements replacement.

Also, the main warranty does not apply to failed external elements of equipment subject to physical contact, and related / consumables
later than two weeks after the sale:

- the power switch;

- the control knobs;

- thecables and sleeves connectors;

- the control connectors;

- the mains cable and mains cable plug;

- the carrying handle, the shoulder strap, the case, the box;

- the electrode holder, the ground terminal, the torch, the welding cables and sleeves.

The seller reserves the right to refuse to provide warranty repairs, or to set the device’s manufacture date as the start date for the warranty
obligations fulfillment (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.

You can find out information about the nearest service center at the place of purchase.

INFORMATION ON USED EQUIPMENT DISPOSAL

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

. 7

CONTACT YOUR NEAREST RETAILER OR THE IMPORTER FOR FURTHER INFORMATION ABOUT DEVICE RECYCLING.
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	НЕБЕЗПЕКА МЕРЕЖЕВОГО І ЗВАРЮВАЛЬНОГО СТРУМУ
	НЕБЕЗПЕКА ВИПРОМІНЕННЯ ЗВАРЮВАЛЬНОЇ ДУГИ
	НЕБЕЗПЕКА ШКІДЛИВИХ ГАЗІВ І ВИПАРІВ
	НЕБЕЗПЕКА МАГНІТНОГО ПОЛЯ
	НЕБЕЗПЕКА ВИЛЬОТУ ІСКОР
	ОСОБИСТЕ ЗАХИСНЕ ОСНАЩЕННЯ
	НЕБЕЗПЕКА ІНТЕНСИВНОГО ШУМУ
	РОЗПАКУВАННЯ
	УПРАВЛІННЯ ТА ІНДИКАЦІЯ
	ВВЕДЕННЯ В ЕКСПЛУАТАЦІЮ
	ВИМОГИ ДО РОЗМІЩЕННЯ
	ПІДКЛЮЧЕННЯ ДО МЕРЕЖІ

	1. 220 В (±10%) для StandardCUT-40 та StandardCUT-45 MAXflow;
	2. 380 В (±10%) для StandardCUT-70-400V та StandardCUT-100-400V.
	ТЕХНІЧНІ ХАРАКТЕРИСТИКИ
	ПІДКЛЮЧЕННЯ АПАРАТА
	1. Прикріпити заземлення на корпус апарату (17).
	1. Вставити силовий кабель «земля» в роз’єм (9).
	2. Вставити силовий кабель «земля» в роз’єм (9).
	2. Закріпити силовий кабель «земля» до деталі.
	3. Закріпити силовий кабель «земля» до деталі.
	3. Прикрутити накидну гайку плазмотрону на силовий роз’єм «-» (12).
	4. Прикрутити накидну гайку плазмотрону на силовий роз’єм «-» (12).
	4. Під’єднати кабель кнопки управління в роз’єм (11).
	5. Підключити накидну клему пілотної дуги плазмотрона (10).
	5. Під’єднати шланг пневмосистеми до редуктора апарату (14). (Тільки для StandardCUT-40)
	6. Під’єднати кабель кнопки управління в роз’єм (11).
	7. Під’єднати шланг пневмосистеми до редуктора апарату (14). 
	6. Під’єднати мережевий штекер до мережі живлення.
	8. Під’єднати мережевий штекер до мережі живлення.
	7. Кнопку увімкнення (15) перевести в положення «I».
	9. Мережевий автомат (15) перевести в положення «I».
	НАЛАШТУВАННЯ АПАРАТА
	1. Перед роботою, обов’язково потрібно налаштувати тиск повітря редуктором (13) при натиснутій кнопці тест газу (3), тиск на манометрі (8) повинен бути в діапазоні від 5.5 бар до 6 бар. 
	1. Апарат готовий до роботи коли світлодіод 4 (увімкнена мережа) світиться зеленим.
	1. Перед роботою, обов’язково потрібно налаштувати тиск повітря редуктором (13), тиск на манометрі (8) повинен бути в діапазоні від 4 бар до 5 бар. 
	2. Встановити ручкою 1 робочий струм відповідно до товщини заготовки та особливостей різання. Значення струму різання відображається на індикаторі 20.
	2. Апарат готовий до роботи коли світлодіоди 4 (увімкнена мережа) та 7 (достатній рівень тиску повітря) святяться зеленим.
	2. Апарат готовий до роботи коли світлодіод 4 (увімкнена мережа) світиться зеленим.
	3. Потрібно встановити ручкою 1 робочий струм відповідно до товщини заготовки та особливостей різання. Значення струму різання відображається на індикаторі 20.
	3. Встановити ручкою 1 робочий струм відповідно до товщини заготовки та особливостей різання. Значення струму різання відображається на індикаторі 20.
	4. Потрібно вибрати режим роботи кнопки 2Т/4Т перемикачем 2.
	ВИКОРИСТАННЯ АПАРАТА
	1. Робота джерела починається після натиснення кнопки на плазмотроні  загориться пілотна дуга і сигнальний світлодіод (6) засвітиться зеленим. Впродовж 5 секунд потрібно піднести сопло плазмотрону до краю заготовки на відстань дистанційної втулки. Пілотна дуга запалить основну, яка почне різання. Плавно переміщати пальник по лінії різу тримаючи пальник перпендикулярно площині заготовки.
	1. Потрібно піднести сопло плазмотрону до краю заготовки та доторкнутися до заготовки соплом. Робота джерела починається після натиснення кнопки на плазмотроні, після цього спрацює блок підпалу дуги.  Осцилятор (блок підпалу) запалить основну дугу, яка почне різання. Після чого потрібно плавно переміщати пальник по лінії різу тримаючи пальник перпендикулярно площині заготовки.
	2. Щоб припинити різання потрібно відпустити кнопку в режимі 2Т, а в режимі 4Т повторно натиснути і відпустити кнопку.
	2. Щоб припинити різання потрібно відпустити кнопку на плазмотроні.
	ТЕХНІЧНЕ ОБСЛУГОВУВАННЯ АПАРАТА
	1. Перед технічним обслуговуванням від’єднайте апарат  від живлення;
	2. Почекайте 30 хв. для того, щоб розрядилися конденсатори в схемах апарата;
	3. Перед роботою завжди проводьте візуальну перевірку цілісності джерела та деталей плазмотрону;
	4. Вчасно замінюйте витратні матеріали плазмотрону на нові, використовуючи рекомендації з паспорту плазмотрону;
	5. Слідкуйте за чистотою обладнання, видаляйте пил та рідини сухою тканиною;
	6. Ретельно слідкуйте за щільним з’єднанням всіх роз’ємів для уникнення їх вигорання;
	7. Для моделі StandardCUT-45 MAXflow періодично здійснюйте перевірку стану вхідного повітряного фільтра вбудованого компресору, та вчасно замінюйте його. Доступ до фільтру відкривається під кришкою 19.
	ГАРАНТІЙНЕ ОБСЛУГОВУВАННЯ
	ГАРАНТІЙНІ ЗОБОВ’ЯЗАННЯ
	DANGER OF MAINS AND ARC CURRENT
	DANGER OF WELDING ARC RADIATION
	DANGER OF HAZARDOUS GASES AND VAPOURS
	DANGER OF MAGNETIC FIELD
	DANGER OF SPARKING
	INDIVIDUAL PROTECTIVE EQUIPMENT
	DANGER OF INTENSE NOISE
	UNPACKING
	CONTROLS AND INDICATION
	START-UP
	INSTALLATION REQUIREMENTS
	POWER CONNECTION

	1. Mains voltage is 220 V (±10%) for StandardCUT-40 and StandardCUT-45 MAXflow;
	2. Three-phase mains voltage is 3x380V (±10%) for StandardCUT-70-400V and StandardCUT-100-400V.
	SPECIFICATIONS
	CONNECTING
	1. Attach ground wire to the unit housing (17).
	1. Insert the ‘ground’ power cable into the socket (9).
	2. Insert the ‘ground’ power cable into the socket (9).
	2. Fasten the "ground" power cable to the piece.
	3. Fasten the "ground" power cable to the piece.
	3. Screw the cap nut of the torch onto the power connector "-" (12).
	4. Screw the cap nut of the torch onto the power connector "-" (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 (11).
	5. Connect pneumatic system hose to the unit gear (14). (For StandardCUT-45 MAXflow only)
	7. Connect pneumatic system hose to the unit gear (14).
	8. Connect mains plug to 380 V power supply.
	6. Connect mains plug to 220 V power supply.
	9. Set the circuit breaker (15) to ‘I’ position.
	7. Set the power button (15) to ‘I’ position.
	SETTING UP
	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.
	1. The device is ready for operation when LED 4 (indicating power supply presence) is lit green.
	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 LEDs 4 (mains on) and 7 (sufficient air pressure) are 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.
	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.
	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
	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. 
	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 in 2T mode. In 4T mode, press the button again and release it.
	2. Release the plasmatron button to stop cutting.
	MAINTENANCE
	1. Disconnect from the mains before maintenance.
	2. Wait 30 minutes in order for the capacitors in the circuits of the device to discharge.
	3. Always perform a visual inspection of the integrity of the source and parts of the torch prior to operation.
	4. Replace the torch consumables with new ones in a timely manner, using the recommendations in the torch data sheet.
	5. Keep the equipment clean and remove dust and liquids with a dry cloth.
	6. Make sure that all connectors are connected tightly so that they do not burn out.
	7. Check the environment 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.
	WARRANTY
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