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YBATA!!! Mepea BUKOPUCTaHHAM 061a4HAHHA PEKOMEHAYEMO 03HAWOMUTMICA 3 PO3WIMPEHOIO BEPCIEI0 IHCTPYKLT 3
g ekcnayarauii 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 A/15 NoBITPAHO-N/Ia3MOBOrO pisaHHs [ Air-plasma cutting machine
PATON StandardCUT-40 / StandardCUT-45 MAXflow / StandardCUT-70-400V / Standard CUT-100-400V

[lata npogaxy / Purchase date " 20 r.

(Mianuc npoaasus / Vendor signature)
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PATON]

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 EN IEC 60204-1:2018

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

Signed on behalf of: PATON International LLC

Place and Date: 03045 Kiev, UKRAINE O4.0§:%922
=<

Signature 7 /

Name, Function: Mark Tokmakov

Chief Technical Officer

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

E-Mail: office@paton.ua
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YKPAIHCbKA

(4T

3BaptoBa/ibHUI anapaTt BUrOTOBJ/IEHWI BiAMNOBIAHO AO TEXHIYHWMX CTAHAAPTIB | BCTAHOB/IEHWX NPaBuUA
TexHiku 6e3nekn. MpoTe y pasi HENPaBU/ILHOTO MOBOAXEHHSA BUHMKaE Hebe3neka:

- TpaBMyBaHHs 06cayrosyrouoro nepcoHany abo TpeTboi ocobu;

- 3aN0AiSHHA WKOAM cCaMoMy anapaTy abo MaTepiabHUM LiiHHOCTAM NiZNPUEMCTBa;

- NopyLweHHsA epekTUBHOro po6oyoro npoecy.

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

- NPONTK BigNOBIAHY aTecTauiio;

- BOJIOAITV 3HAHHAMM 3i 3BapIOBaHHS;

- TOUHO AOTPUMYBATUCA L€l iIHCTPYKLi.

HecnpaBHOCTI, fiki MOXYTb 3HU3WUTK Ge3neKy, NOBUHHI 6y TV TEPMIHOBO YCYHEHi.

NPABWUNA TEXHIKM BE3NEKU

B8
)

HEBE3MNEKA MEPEXXEBOIO | 3BAPKOBAJIbHOIO CTPYMY

- YpaXeHHs eNeKTPUYHUM CTPYMOM MoXe By TV cMepTe/ibHUM;

- 3BaptoBasIbHUI kKabenb NoBrHeH 6y TH MiLIHUM, HEYILKOAXEHWUM Ta i301b0BaHUM. OcnabneHi 3'eAHaHHA
i mowkoaxeHU kabenb MoTpibHO HeralHo 3amiHMTU. MepexeBi Kabeni 1 kabesi 3BapioBasbHOrO
anapaTy NMOBWHHI CUCTEMaTUYHO NepeBipATUCS daxiBLLeM eJleKTPUMKOM Ha CNpaBHICTb i30/1ALi;

- i, Yac BUKOPUCTaHHS 3a60POHAETLCA 3HIMATM 30BHILLHIN KOXYX anaparty.

HEBE3MNEKA BUNMPOMIHEHHS 3BAPIOBA/IbHOT AYTU

3abopoHsETbCA crocTepiraTh 3a 3BaploBasibHOI Ayroto Heo3bpoeHum okom. Jlyra i 6pusky, wo
YTBOPIOIOTLCA Mg Yac poboTh, MOXyTb 06nekTH WKipy abo BMKAMKATK NONYM'S, TOMY 3aBXAW CAij
HOCUTU 3aXUCHY Macky 3 ToHoBaHWUM ¢inbTpom (DIN g 10). CTOPOHHI 0cobK, L0 3HaX0AATLCS B 30Hi Ail
NPUCTPOIO, MOBUHHI 3axMlLaTV OuYi CreliafbHUMU 3aXMCHUMKU OKy/aspamu abo BMKOPUCTOBYBaTU
Heropioyi ekpaH#, L0 NOT/IMHAIOTb BUNPOMIHIOBaHHS.

HEBE3NEKA WKIAAMBUX TA3IB | BUNAPIB

- YTBOPEHi 1M Ta WKiANMBi ra3n BUAaANTM 3 poboyoi 30HK crelianbHUMK 3acobamu;

- 3abe3neunTyn ZOCTATHIN NPUTOK CBIXOro NOBITPS;

- BUMapU PO34MHHUKIB He MOBUHHI MOTPaNsiTX B 30HY BUMPOMIHIOBaHHS 3BaptoBasIbHOI Ayru.

HEBE3MEKA MATHITHOIrO noas

- CTBOPEHi BUCOKMM CTPYMOM MarHiTHi MOAS MOXYTb YMHWUTU HEraTUBHWUIA BNAMB Ha Mpale3AaTHICTb
eneKTponpuaagis (Hanpuknaz, kapgioctumyastop). Ocobu, ski MaloTb Taki NpuaagW, MNOBUHHI
nopaanTUCA 3 NikapeM, nepLu Hix HabamxaTucs 40 pobo4oro 38aprOBaIbHOrO MalAaHUMKa.

HEBE3MNEKA BU/IbOTY ICKOP

- 3aMMUCTi NpeAMeTU BUAAANTU 3 pO6OYOI 30HM;

- He AONYyCKalTbCS 3BaproBasibHi Po6OTU Ha EMHOCTSIX, y sAikuxX 3bepiratoTbes abo 36epiraancs rasm,
nasbHe, HadpTonpoaykT. MoxmnBa Hebesneka BUBYXY 3a/MLLIKIB LUX NPOAYKTIB;

- y MOXeXo- Ta BUbyxoHebe3neuHUxX NpUMILLEHHAX AOTPUMYBATUCS OCOBAMBKX NPaBWJ, BIANOBIAHO A0
HaLioOHa/IbHUX Ta MiKHAPOAHUX HOPM.

OCOBUCTE 3AXUCHE OCHALLLEHHA

[1ns1 0cOBUCTOro 3aXM1CTy AOTPUMYMATECH HACTYMHUX NPaBUA:

- HOCWTK MiLLHe B3yTTH, W0 36epirae i30/110104i BAACTUBOCTI, B TOMY YMCAI i1 Y BOJIOTUX YMOBaX;

- 3aXMLLATM PyKM i30/110104MMM PyKaBUYKaMK;

- O4i 3aXMILATU 3aXMCHOIO MAcKo 3 GiNbTPOM MPOTU Y/bTPadioNETOBOrO BUMPOMIHIOBAHHS, AKWIA
BiANOBiAAE CTaHAAPTaM TexHiku besneky;

- BUKOPUCTOBYBATY Ti/IbKM BiAMOBIAHWI (BaXKO3aMMUCTUI 0AST).

#)
=9

HEBE3MNEKA IHTEHCMBHOIO LLYMY

3BapioBanbHa Ayra, ska BUHWMKAE MiJ 4ac 3BapIOBaHHS MOXEe BMAABATU 3BYKW piBHs Buwe 85 A6
npoTArom 8 rognH pobo4oro yacy. 3BaproBaibHUKK, WO NPaLIOOTL 3 06aagHaHHAM, Mi4 Yac po6oTn
MaloTb HOCUTK 3aCO6M 3aXMUCTY OpraHiB CayXy.

PATON StandardCUT DC CUT -4 -
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PO3MAKYBAHHA

/10 KOMM/IeKTy anapaTy BXOAATb:

% CTUCAUI NociBHMK
o) % KOpUCTyBaya
* L B
MNasmoTpoH 3 pykaBom 63}, E
@2
s |
¥
=
Jxepeno xuneneHHs N1asmMoBoro
pisaHHa
3BaptoBa/ibHMIM kabesib 3 knemoto «maca» ABICOR LBnAKO3 EMHWMIA
BINZEL® NHEBMOPO3'eM
* .
K WA
BBEAEHHA B EKCNIYATALIIO Pl MoAenen 3 inakcom

Anapatu PATON StandardCUT-4o0 / StandardCUT-45 MAXflow / StandardCUT-70-400V / StandardCUT-100-400V npu3HayeHi BUK/IIOUHO A5
PYYHOro pi3aHHs MeTa/iB Ta CN/aBiB M1a3MOBOIO ZYyrolo y NoTOoLi CTUCHEHOro MoBITPA. |HWe BMKOPUCTaHHA anapaTiB He BiAnoBijae ix
npusHayeHHio. BMpobHMK He Hece BiANOBIAANLHOCTI 3a MOLWKOAXEHHS, 3aBAaHi BMKOPUCTAHHAM anapaTiB He 3a NpU3HaYeHHAM.
BuKopUWCTaHHA BiANOBIAHO A0 NPU3HaYeHHs, Ma€ Ha yBasi 40TPUMaHHs BKa3iBOK LbOro nocibHmka 3 ekcnayaTatii.

YBATA! Ha BuxigHvix knemax anapaty npu poboTi npucyTHs AyxXe BUCOKa Hampyra, L0 MOXe NPU3BECTH A0 ypaXeHHs cTpymom!

BUMOI1 A0 PO3MILLLEEHHA
Anapat nics CUABHOTO MaAiHHA MOXe CTAHOBWUTW 3arposy XXMTTIO, TOMy MOTPIGHO BCTAHOBJ/IIOBATM MOrO TibKM Ha TBEPAUX CTIMKUX
nosepxHsx. HeobxigHO po3miwyBaTh anapaT Tak, wob 3abesnevyBaBcs Ge3nepelwkogHUIA BXif i BUXiZ OXONOAXYIOUOro MOBITPSA yepes
BEHTWUAALINHI OTBOPU Ha NepeaHil i 3a4Hin naHensx. CigKyiTe 3a TUM, WO6 MeTaneBuin N (HaNpPUKAAZ, Mij Yac HAKAAYHOTO WAIPYBaHHS)
HE 3acmokTyBaBcs 6e3nocepesHbO B anapaTt BEHTUASTOPOM OXOIOAXKEHHS.
NIAKNOYEHHA A0 MEPEXI
3BaptoBa/ibHUI anapaT y CepitHOMY BUKOHaHHI PO3Pax0BaHWI Ha MepexeBy Hanpyry

1. 220B (+10%) a5 StandardCUT-40 Ta StandardCUT-45 MAXflow;

2. 380B (+10%) ana StandardCUT-70-400V Ta StandardCUT-100-400V.
YBATA! Mpu nigkntoueHHi anapata 4o Hanpyru mepexi suwe 250 B (an1s StandardCUT-40 i StandardCUT-45 MAXflow) Ta 420B (gns
StandardCUT-70-400V | StandardCUT-100-400V) BCi rapaHTiiHi 3060B's3aHHA BMpoOHMKa BTpavaloTb cuay! A TakoX rapaHTilHi
3060B'A3aHHs BUPOGHMKA BTPa4aloTb YMHHICTb MPU NOMU/IKOBOMY MiAK/IOUYEHHI da3u Mepexi Ha 3a3eMeHHs Axepena.

MepesxeBuit pos'em, nepepis kabenis Mepexi XMBNEHHS, a TaKoX 3anobiXKHUKM MepeXi MOBUHHI BUBUPATUCA BUXOAAUM 3 TEXHIYHMUX AaHUX
anapara.

YBATrA! CyBopo 3a60pOHEHO BMKOPUCTOBYBaTW anapaT 6e3 3a3emieHHs — ue Moxe 6yTu
Hebe3neuHo!
NIAKNOYEHHSA A0 3-GA3HOI MEPEXI XXMBJIEHHSA
Jlns nigknoyeHHs 3BapioBasnbHKX anapatis PATON go 3-da3sHoi Mepexi XusieHHs (Mogeni
StandardTIG-270/350 - 4£00V) BUKOpPUCTOBYITE Kabeslb 3 YOTUPMa NPOBOAAMY, LLO BiANOBIAAE
cTaHgapTy IEC 60445:

- KopuuHeswit nposig —dazaly

- YopHui nposig —dazala;

- CuHiinposig  —¢asals;

- JKoBTo-3e/1eHUIN NPOBi — 3a3€M/IEHHS.

-5 - PATON StandardCUT DC CUT



TEXHIYHI XAPAKTEPUCTUKU

FPATON

Terer StandardCUT- StandardCUT- StandardCUT- StandardCUT-
40 45 MAXflow 70-400V 100-400V
HomiHanbHa Hanpyra mepexi xusaeHHs soly, B 220+10% 220+10% 380+10% 380+10%
HomiHanbHWUi BXigHWUI CTPYM 3 Mepexi, A 27 30 20 25
HoMiHanbHUIA CTPYM pi3aHHs, A 40 45 70 100
. 0% / npu 40A 0% / npu 45A 0% / npu 70A 0% / npu 100A
Tpusanicte HasaHTaxenrs (TH) ::500%/ rf)pm433A 1500%/ r?pm4353A 1?)0% / nF|):w|740A ioo% / Epm 70A
JlianasoH 3MiHK Hanpyru mepexi, B 190-250 190-250 360 - 420 360 - 420
JlianasoH pery/loBaHHs CTPYMy pi3aHHs, A 20 - 40 20 - 45 20-70 35— 100
TOBLIMHA K4MCTOrO» Pisy, MM 8 6 20 25
MakcrmMasibHa TOBLLMHA MeTaNy pisaHHs, MM 12 12 25 35
JlianasoH pobouoro Tucky nosiTps, MMa 0,4-0,6 -- 0,48-0,6 0,48-0,7
MorTik rasy, n/xs He MeHwWe 180 -- He MeHLWe 180 He MeHwWe 180
B0k 6e3KOHTAKTHOrO Nignany (ocumasTop) + + + +
MinotHa gyra - - + +
Hanpyra xonoctoro xogy, B 270-310 270-310 270-310 270-310
HoMiHanbHa NOTYXHICTb CNoXMBaHHSA, KBA 4,9 5,5 10,5 13,2
MaKcrMasbHa NOTYXHICTb CMOXMBaHHS, KBA 6,3 7 12,6 16,5
KK/, % 90% 90% 90% 90%
OxonoAxeHHs npumycose npumycose npumycose npumycose
JlianasoH pobounx TemnepaTyp -25 ... +45°C -25 ... +45°C -25 ... +45°C -25 ... +45°C
abapuTHi po3mipu (AxLLXB), Mm 465 X193 X 292 428x305X292 560 X 233 X 360 560 X 233 X 440
Maca anapata 6e3 n1asMoTpoHa, Kr 10,3 17.1 20,3 25,8
Knac 3axucry 1P23 1P23 P23 1P23

HAJIALUTYBAHHA TA POBOTA 3 ATTAPATOM

ENEMEHTU YNPABJIIHHA TA IHAUKALIA

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

PATON StandardCUT DC CUT
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PATON StnandardCUT-40

PATON
STANDARDCUT-45

o)

PATON StnandardCUT-45 MAXflow
NIAKNTIOYEHHA ANAPATA

MigkntoueHHs abo BiAKNOUEHHS NAa3MOTPOHA NPOBOAUTH Ti/IbKU MICAS BiAK/AIOUEHHS anapaTy BiJ Mepexi, Nepes KOXHUM BUKOPUCTAHHAM
nepesipTe AKICTb i30/1ALi1 PykaBa i rO/0BKM NAa3MOTPOHY, OCKiNbKW MICNS YBIMKHEHHS AXepena, B uux AeTansx byae Benvka Hanpyra.
Pi3aHHA npoBoAUTW B 3BaploBanbHI Macli abo 3BaploBasbHMX OKy/spax, PyKaBULAX Ta 3aXMCHOMY 043, W06 YHWKHYTW BRAMBY
ynbTpadioneToBOro BUNpoMiHioBaHHA. [l1s Nigkao4eHHs anapaTta HeobxigHo:

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

1. BcTaBUTU cnnoBuii kabenb «3emns» B po3’em (9). 1. lNpukpinuTi 3a3emneHHsA Ha Kopnyc anapaTy (17).
2. 3aKpinuTu cunoBuii kabenb «3emas» 40 AeTasi. 2. BcTaBUTU cnnoBuii kabenb «3emns» B pos’'em (9).
3. MpUKPYTUTM HaKWAHY ranky NaasMOTPOHY Ha CUIOBUIA 3. 3aKpinuTu cuioBui kabenb «3emas» 40 AeTasi.

po3'eM «-» (12). 4. TIpUKPYTUTU HaKMAHY raiKy N1a3sMOTPOHY Ha CUJIOBUIA PO3'EM «-»
4. Mia’eaHatvt kKabenb KHOMKM yNPaBAiHHSA B PO3‘eM (11). (22).
5. Mig’eaHaTn WnNaHr nNHEBMOCUCTEMM A0 peaykTopa 5. MiAKMOUYNTM HAKMAHY KAeMY NiNOTHOI 4yrv NNasmMoTpoHa (10).

anapary (14). (Tineku gnsa StandardCUT-40) 6. MMia'eaHaTVt Kabesib KHOMKM YNPaBJIiHHSA B PO3'eM (11).
6. Mia’eaHaTV MepexeBuit LuTeKep 40 Mepexi KUBEHHS. 7. Nia’eaHaTvi WnaHr nHEBMOCKCTEMM A0 PeAyKTOpa anapary (14).
7. KHONKy yBIMKHEHHS (15) nepeBecTu B MNONOXEHHS «l». 8. Mia’eaHaTV MepexeBUi WTeKep A0 MePeXi KUBNEHHS.

9. MepesxeBnii aBTOMAT (15) NepeBeCTM B MOOXEHHS «l».

YBara! 3 4bOro MOMEHTY KOPUCTyBay MOBUHEH CNiAKYBAaTU 3a NIa3MOTPOHOM, W06 YHUKHYTM BUNAAKOBUX 3anaioBaHb Ayry, Ta He
HanpaB/IATH CONJIO N/Ia3MOTPOHA Ha AeTa/li anapaTa Ta YacTUHM Tifa.

-7 - PATON StandardCUT DC CUT



“MHTO

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

1. [epeg poboTolo, 060B'sA3KOBO Anapat  rotoBuih  go 3. [lepeg poboTolo, ob6os'A3koBO  NOTPiGHO
notpibHO  HajawTyBaT  TUCK po60TH KON CBITNOAIOA 4 HanawWTyBaTU TUCK MOBITPS peaykTopoMm (13)
noBiTPA peAykTOpoM (13), TUCK Ha (yBiMKHeHa Mepexa) npy HaTUCHYTIM KHOMLi TecT rasy (3), TUCK Ha
MaHomeTpi (8) noBuHeH 6yTn B CBITUTLCA 3e/1eHUM. MaHomeTpi (8) noBuHeH 6yTu B AianasoHi Big 5.5
AianasoHi Big 4 6ap Ao 5 6ap. BcTaHoBUTM  pyukolo 1 6ap a0 6 6ap.

2. Anapat rotosuit 4o po6boTu Kom pob6ounit CTpyMm 4. AnapaT rotoBuit 40 poboTH KO CBITNOAIOAN 4
cBiTN04i04 4 (YBiMKHEHa Mepexa) BiANOBIAHO A0 TOBLWHU (yBiMKHeHa Mepexa) Ta 7 (AOCTaTHIN piBeHb
CBITUTLCS 3€N1eHUM. 3aroToBKuM Ta TUCKY NOBITPA) CBATATLCA 3€/1EHUM.

3. BcraHoButM pyukoio 1 pobouwit 0co6/MBOCTEN  pi3aHHs. 5. MMoTpibHO BCTAaHOBUTU pyuKOIO 1 pobounin CTpym
CTPyM BIiAMOBIAHO A0 TOBLMHU 3HaueHHs CTPyMy pi3aHHsA BiANOBIAHO A0 TOBWMWHW  3aroToBKM Ta
3aroToBKM  Ta  ocobamsocTeit BiobpaxaeTbcs Ha 0CO6NMBOCTEN  pi3aHHA. 3HauYeHHs  CTpymy
pi3aHHA. 3Ha4YeHHs CTPyMy pi3aHHsa iHAMKaTOpI 20. pi3aHHs Big0o6paxaeTbcs Ha iHAMKATOPI 20.
BiZ,06paxaeTbcs Ha iHAMKATOPI 20. 6. MoTpi6Ho BUBpaTH pexum poboTn kHomnku 2T/4T

nepemMuKayem 2.
BUKOPUCTAHHS ANAPATA

StandardCUT-40/ StandardCUT-45 MAXflow
1. MoTpibHO MigHeCTM comno MAasMOTPOHYy A0 Kpato

StandardCUT-70-400V /StandardCUT-100-400V
1. PoboTa Axepena MNOYMHAETLCA MICAA HATUCHEHHA KHOMKM Ha
N1a3MOTPOHI - 3aropUTbCs NIJIOTHA Ayra | CUTHaNbHUI CBITN0AI0A (6)
3aCBiTUTbCA 3e/1eHNM. BnpogoBx 5 cekyHZ NoTpibHO nigHecTH consio
NAa3MOTPOHY A0 KPato 3aroTOBKM Ha BiZlCTaHb AMCTaHLINHOI BTYKM.
MinoTHa ayra 3ana/mMTb OCHOBHY, fAKa MOYHe pi3aHHA. [ln1aBHO

3aroToBKM Ta AOTOPKHYTWUCA AO 3aroTOBKM COMJIOM.
PoboTa pAXepena MOYMHAETbCS MICAS HaTUCHEHHS
KHOMKM Ha MJa3MOTPOHi, Mic/is Lboro crnpautoe 610K
nignany gyrn. Ocuunstop (610K nignany) 3anaamtb

OCHOBHY Ayry, fika MouHe pisaHHsl. Nicas Yyoro noTpibHo nepemiwatn nNaabHUK MO  AiHil  pi3y TpUMaluM  MNanbHUK
NNaBHO MepeMilaT NaAbHUK MO AiHii pi3y Tpumatoun nepneHANKyASPHO N0 MHI 3aroTOBKM.
nanbHUK NepneHANKYAAPHO NOLLMUHI 3aroTOBKM. 2. lLlo6 NnpunMHUTYK pi3aHHA NOTPi6HO BigNyCTUTW KHOMKY B pexuMmi 2T,

N

. o6 npunuHUTK pisaHHA NOTPIGHO BiAMYCTUTM KHOMKY a B peXwuMi 4T NOBTOPHO HATUCHYTW i BIAMYCTUTU KHOMKY.

Ha NJ1a3MOTPOHI.

YBara! He MoxHa BMMWKATV anapaTt oApasy MiC/is pi3aHHs, MOTPIGHO AO4YeKaTWUCs 3aBeplueHHs MPOAYBKWM MAAsMOTPOHA A/ MOro
OXO/NIOZAKEHHS.

YBara! /115 3MeHLWeHHs pO3X04y BUTPATHUX MaTepiais, 4OTPUMAHHS TEXHOOTIT pi3aHHs Ta 36epexeHHs LjiNiCHOCTi N1asMOTpoHa i
AXepesa KaTeropuyHo 3abopOHAETLCA BUKOPUCTOBYBATM NAA3MOTPOH 6e3 AncTaHLiHoi BTy ku (41 StandardCUT-70-400V Ta
StandardCUT-100-400V).

TEXHIYHE OBC/IYTOBYBAHHSA AMAPATA

1. Bia'egHalTe anapaT nepej TexHiYHUM 06CNyroByBaHHSAM Bij Mepexi;

2. MoyekaliTe 30 xB. AN5 TOro, W06 BiAOYN0CA PO3PAAXKEHHS KOHAEHCATOPIB B CXeMax anapaTa;

3. Mepey poboToto 3aBXAM NPOBOALTE BidyasbHy MepeBipKy LiNiCHOCTI Axepesa Ta AeTasei N1asMoTPoHy;

4. BuacHo 3aMmiHioNTe BUTPaTHi MaTepiasin N1a3MOTPOHY Ha HOBi, BUKOPUCTOBYIOUYM peKoMeHAaLii 3 NacnopTy NaasMoTPOoHY;

5. ChigkyiiTe 3a YNCTOTOO 0613 HAHHS, BUAANAVTE NUA Ta PiANHM 33 JOMOMOrOIO CYXOI0 TKAHUHOIO;

6. PeTesibHO CnigKyiTe 3a WiNbHUM 3'€4HaHHAM BCiX PO3'EMIB A5 YHUKHEHHS iX BUTOPaHHS;

7. [Ans mogeni StandardCUT-45 MAXflow: nepiognyHo 34ilicHIONTe NepeBipKy cTaHy BXi4HOro NoBiTpsHoro ¢iabTpa B6ys0BaHOro

KOMMpecopy, Ta BYaCHO 3aMiHioiTe ioro. JlocTyn 40 GinbTPy BiAKPUBAETLCS Mif KPULLKOIO 19.

PATON StandardCUT DC CUT
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FAPAHTIMHE OBCJ/TYTOBYBAHHA

LLlaHOBHMIA cnoxuBau!

MATOH IHTEPHELLH gsikye Bam 3a Bubip npoaykuii PATON™ Ta rapaHTye BUCOKY AKiCTb Ta 6e340raHHe GyHKLiOHYBaHHSA AaHOro BUPOBy
33 YMOBM 0TPUMAHHS NPaBWA MOro ekcnayaTauii.

YBATA!!! MepeA BUKOPUCTAHHAM 061a4HaHHA PEKOMEHAYEMO 03HaOMUTUCA 3 PO3LLMPEHOIO IHCTPYKLiEI 3
eKkcnayarauii, a TakoX nepesipMTU NPaBUIbHICTb 3aNOBHEHHSA rapaHTIMHOro TaNoHa: Ha3Ba MoAeni npuabaHoro Bamn
BUpOG6Y, Ta 1oro cepiliHWii HoMep NOBUHHI 6yTH iAEHTUYHI 3anKUcam B rapaHTiiiHOMY TasnoHi. He A40NycKaeTbcs BHECEHHS
B Ta/I0H 6yAb-AKMX 3MiH YN BUNPaB/IEHb.

FAPAHTIVIHI 3060B'I3AHHS
MATOH IHTEPHELLH/1 rapaHTye cnpaBHy poboTy AXepena XUBAEHHs y pasi A0TPUMaHHs CNoXMBaYeM YMOB ekcrnyaTalii, 36epiraHHs 1
TPaHCMOPTYBaHHS.

YBATA! Be3kolToBHe rapaHTiliHe 06c1yroByBaHHs BiACyTHE 3a YMOBM MeXaHiUYHMX MOLIKOAXKeHb 3BaploBaibHOro anapary!

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

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

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

MpOoTAroM OCHOBHOIO rapaHTilHOro NepioAy NpoAaBeL,b 3060B'A3yeTbCs, 6€3KOWTOBHO A5 BAACHWKA iHBEpTOpHOro obiagHaHHs PATON:
- NPOBECTY AiarHOCTUKY Ta BUSBUTW NPUUMHY HECNPaBHOCTI;

- 3abe3neunTn HeObXiAHUMU A/t BUKOHAHHS PEMOHTY By3/1aMU Ta e/leMeHTamu;

- NpoBecTu poboTK i3 3aMiHW €/1eMEeHTIB Ta By3/1iB, L0 BUMLLAN 3 lagy;

- NPOBECTU TeCTYyBaHHA BiZ|peMOHTOBAHOI0 06/1a4HaHHS.

OCHOBHi rapaHTiliHi 3060B'A3aHHS He NOLWKPIOIOTLCSA Ha 061aHaHHSA:

- 3 MeXaHiYHUMM NOLWKOAXKEHHAMM, L0 BNMHY AW Ha NpaLie3AaTHICTL anapaTy (Aedopmaliis Kopnycy 1 AeTanei BHaC/i 40K NaAiHHA 3
BMCOTY abo NagiHHsA Ha 061agHaHHS BaXKuX NpeAMeTiB, BUNaAaHHsS KHOMOK Ta Po3'eMiB);

- 3i cnigamu Kopo3ii, Aka CTana NPUYNHOI0 HECMNPaBHOMO CTaHy;

- sIke BUILLANO 3 Najly Yepes BM/IB CU/IbHOTO 3BOJIOXKEHHS Ha IOT0 CUNOBI I €N1EeKTPOHHI eNeMeHTH;

- sIKe BUILLAO 3 1ajly Yepe3 HAaKOMUYEHHsl CTPYMONPOBIAHOrO MUAY (BYTiNbHUI NUA, MeTaneBa CTPYXKa Ta iH.) BcepeAwHi;

- y pasi cnpobu caMoCTiHOO PEMOHTY MOro By3iB Ta/abo 3aMiHM eNeKTPOHHMX eleMeHTIB, PEKOMEHAYETHCS, 3a/1€XHO Bij yMOB
eKcnayaTauii, 04MH pas Ha NiBPOKY, 33418 YHUKHEHHS BUXOAY anaparTy 3 1ay, NPOBOANUTU YNCTKY BHYTPILLHIX @/1€MEeHTIB i By3/iB 4aHOro
061aiHaHHS CTUCHEHUM MOBITPAM, 3HATU 3aXMCHY KPULLKY. YniLieHHs HeobXi4HO NPOBOAMTM aKypaTHO, yTPUMYIOUM LWAGHT KOMMpecopa Ha
AOCTaTHIN BifCTaHI, 33415 YHUKHEHHSI MOLIKOAXKEHHS MalKu e1eKTPOHHUX KOMMOHEHTIB | MEXaHIYHWX YacTHH.

TakoX OCHOBHi rapaHTilHi 3060B'A3aHHS He MOWMPIOIOTLCS HA 30BHIlHI €1eMeHTU 0671aZHaHHS, WO BUIWAM 3 Nagy, AKi MigAaloTbes
bi3MYHOMY KOHTaKTY, @ TaKOX Ha CyMyTHi/BUTpaTHI MaTepiain, NPeTeHsIT WoA0 AKUX MPUAMaOTbCS He Mi3Hilue ABOX TUXHIB MiC/s NPoAaXxy:
- KHOMKa YBIMKHEHHS Ta BUMKHEHHS;

- PYYKM pery/iloBaHHs NapameTpiB 3BaploBaHHs;

- po3'eMu nigkAlOYeHHs kabenis i pykasis;

- PO3'eMM ynpaBAiHHS;

- MepexeBuit kabeb i BUKa MepexeBoro kabento;

- pyuKa ANs NepeHeceHHs, peMiHb Yepes nieye, Keiic, Kopobka;

- TPUMaYi e/1eKTPOAiB, KNemMa «Mack», NasibHKK, 3BaploBasibHi kabeni Ta pykasu.

MpoaaseLb 3aMwWace 3a co60t0 NPaBO BiAMOBUTH Y HaJaHHI FapaHTIMHOIO PEMOHTY, 360 BCTAHOBUTH AaTOI0 MOYATKY BUKOHAHHS FrapaHTINHNX
30608'A3aHb MicALb i Pik BUMYCKY anapaTy (BCTAHOB/IOKOTLCS 3@ CePiltHUM HOMEPOM):
- y pasi BTpaTi nacnopTa BaCHUMKOM;

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

TapaHTiliHWUI CTPOK NPOAOBXYETbCS, Ha TEPMiH rapaHTiiHOro 06cyroByBaHHSA anapaTy 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;

- 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.

#)
=i

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 -10 -
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UNPACKING

The device delivery pack includes:

* .
Operating manual

e

. Wnooooose

Plasma cutter power source

Quick-release pneumatic connector
Welding cable with ABICOR BINZEL ground

terminal®

START-UP *Exceptfor model with WA index
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 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!

3-PHASE POWER SUPPLY NETWORK CONNECTION
To connect PATON welding machines to a 3-phase power supply network (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;

- Blue wire - phase L3;

- Yellow-green wire - ground.
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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% 220+10% 380+10% 380+10%
Rated input current from mains, A 27 30 20 25
Rated cutting current, A 40 45 70 100
e | i | s |
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 465X 193 X 292 428Xx305%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 P23 1P23 1P23

SETUP AND OPERATION THE MACHINE

CONTROL AND INDICATION

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

PATON StandardCUT DC CUT
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PATON StnandardCUT-40

ATON
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 (9). 1. Attach ground wire to the unit housing (17).
2. Fasten the "ground" power cable to the piece. 2. Insert the "ground" power cable into the socket (9).
3. Screw the cap nut of the torch onto the power connector 3. Fasten the "ground" power cable to the piece.
" (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).
6. Connect control button socket to the connector (11).
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 (15) to "I" position.

4. Connect control button socket to the connector (21).
5. Connect pneumatic system hose to the unit gear (14).

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

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

1. Before operation, it is necessary to set
the air pressure using the pressure
reducer (23). 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 2
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.

1. Before operation, it is necessary to set the air
pressure using the pressure reducer (23) 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-4o0 / StandardCUT-45 MAXflow

StandardCUT-70-400V | StandardCUT-100-400V

1. Itis 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

Nownpwye

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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