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English

Safety Notes

General Power Tool Safety Warnings

WARNING Read all safety warn-
A ings and all instructions.

Failure to follow the warnings and
instructions may result in electric shock, fire
and/or serious injury.

Save all warnings and instructions for fu-

ture reference.

The term [power tool(] in the warnings refers

to your mains-operated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

» Keep work area clean and well lit.Clut-
tered or dark areas invite accidents.

» Do not operate power tools in explosive
atmospheres. such as in the presence
of flammable liquids, gases or dust.
Power tools create sparks which may ig-
nite the dust or fumes.

» Keep children and bystanders away
while operating a power tool. Distrac-
tions can cause you to lose control.

Electrical safety

» Power tool plugs must match the outlet.
Never modify the plug in any way. Do
not use any adapter plugs with earthed
(grounded) power tools. Unmodified
plugs and matching outlets will reduce risk
of electric shock.

» Avoid body contact with earthed or
grounded surfaces, such as pipes, radi-
ators, ranges and refrigerators. There is
an increased risk of electric shock if your
body is earthed or grounded.

» Do not expose power tools to rain or
wet conditions. Water entering a power
tool will increase the risk of electric shock.

» Do not abuse the cord. Never use the
cord for carrying, pulling or unplugging
the power tool. Keep cord away from
heat, oil, sharp edges and moving parts.
Damaged or entangled cords increase the
risk of electric shock.

» When operating a power tool outdoors,
use an extension cord suitable for out-
door use. Use of a cord suitable for out-
door use reduces the risk of electric shock.

» If operating a power tool in a damp
location is unavoidable, use a residual
current device (RCD) protected supply.
Use of an RCD reduces the risk of electric
shock.

Personal safety

» Stay alert, watch what you are doing
and use common sense when operating
a power tool. Do not use a power tool
while you are tired or under the influ-
ence of drugs, alcohol or medication.
A moment of inattention while operating
power tools may result in serious personal
injury.

» Use personal protective equipment.
Always wear eye protection. Protective
equipment such as a dust mask, non-skid
safety shoes, hard hat or hearing protec-
tion used for appropriate conditions will
reduce personal injuries.

» Prevent unintentional starting. Ensure
the switch is in the off-position before
connecting to power source and/or
battery pack, picking up or carrying the
tool.Carrying power tools with your finger
on the switch or energising power tools
that have the switch on invites accidents.

» Remove any adjusting key or wrench
before turning the power tool on. A
wrench or a key left attached to a rotating
part of the power tool may result in person-
al injury.

» Do not overreach. Keep proper footing
and balance at all times. This enables
better control of the power tool in unex-
pected situations.

» Dress properly. Do not wear loose
clothing or jewellery. Keep your hair,
clothing and gloves away from moving
parts. Loose clothes, jewellery or long hair
can be caught in moving parts.

» If devices are provided for the connec-
tion of dust extraction and collection
facilities, ensure these are connected
and properly used. Use of dust collection
can reduce dust-related hazards.

» Do not let familiarity gained from fre-
quent use of tools allow you to become
complacent and ignore tool safety prin-
ciples. A careless action can cause severe
injury within a fraction of a second.

» Qualified personnel in accordance with this
manual means persons who are familiar
with the adjustment, installation, commis-
sioning and maintenance of power tools.

» Only persons over 18 years of age who
have read the technical description, op-
erating instructions and safety rules are
allowed to work with power tools.

» The product is not intended for use by
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persons (including children) with reduced
physical, sensory or mental capabilities, or
lack of life experience or knowledge, un-
less they have been supervised or instruct-
ed in the use of power tools by a person
responsible for their safety.

Power tool use and care

» Do not force the power tool. Use the
correct power tool for your application.
The correct power tool will do the job bet-
ter and safer at the rate for which it was
designed.

» Do not use the power tool if the switch
does not turn it on and off. Any power
tool that cannot be controlled with the
switch is dangerous and must be repaired.

» Disconnect the plug from the power
source and/or the battery pack from the
power tool before making any adjust-
ments ,changing accessories, or stor-
ing power tools. Such preventive safety
measures reduce the risk of starting the
power tool accidentally .

» Store idle power tools out of the reach
of children and do not allow persons
unfamiliar with the power tool or these
instructions to operate the power tool.
Power tools are dangerous in the hands of
untrained users.

» Maintain power tools. Check for mis-
alignment or binding of moving parts,
breakage of parts and any other con-
dition that may affect the power tool( s
operation. If damaged, have the power
tool repaired before use. Many accidents
are caused by poorly maintained power
tools.

> Keep cutting tools sharp and clean.
Properly maintained cutting tools with
sharp cutting edges are less likely to bind
and are easier to control.

» Use the power tool, accessories and
tool bits etc. in accordance with these
instructions, taking into account the
working conditions and the work to be
performed. Use of the power tool for oper-
ations different from those intended could
result in a hazardous situation.

» Keep handles and grasping surfaces
dry, clean and free from oil and grease.
Slippery handles and grasping surfaces do
not allow for safe handling and control of
the tool in unexpected situations.

Service

» Have your power tool serviced by a

qualified repair person using only iden-
tical replacement parts. This will ensure
that the safety of the power tool is main-
tained.

Safety instructions for electric
welding machine

>

vy

>
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Be sure to make sure that the electrical
outlet that the inverter is connected to
is grounded.

Do not touch exposed electrical parts
and electrode with exposed parts of the
body, wet gloves or clothing.

Do not start work until you are sure that
you are insulated from the ground and
from the workpiece.

Make sure you are in a safe position.
Do not inhale welding fumes, they are
harmful to health.

Adequate ventilation must be provided
in the workplace or special hoods must
be used to remove gases generated
during welding.

Use a suitable face shield, light filter
and protective clothing to protect your
eyes and body. Clothing should be fully
buttoned so that sparks and splashes do
not fall on the body.

Prepare a suitable face shield or curtain
to protect the viewer. To protect other
people from arc radiation and hot metals,
you must enclose the work area with a
fireproof fence.

All walls and floors in the work area
must be protected from possible sparks
and hot metal to avoid smoldering and
fire.

Keep flammable materials (wood, paper,
rags, etc.) away from the workplace.
When welding, it is necessary to pro-
vide the workplace with fire extinguish-
ing means.

IT IS FORBIDDEN:

Use the semiautomatic welding machine in
damp rooms or in the rain;

Use electrical cables with damaged insula-
tion or poor connections;

Carry out welding work on containers,
containers or pipes that contain liquid or
gaseous hazardous substances;

Carry out welding work on pressure ves-
sels;

Work clothing stained with oil, grease, gas-
oline and other flammable liquids.

Use headphones or other ear protec-
tion.
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» Warn bystanders that noise is harmful
to hearing.

» If problems occur during installation
and operation, please follow this in-
struction manual to check.

» If you do not fully understand the man-
ual or cannot solve the problem with
the manual, you should contact the
supplier or service center for profes-
sional help.

» The machine must be operated in dry
conditions with a humidity level not ex-
ceeding 90%.

» The ambient temperature should be be-
tween -10 and 40 degrees Celsius.

» Avoid welding in the sun or under water
droplets. Do not allow water to enter the
inside of the machine.

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

» A worker who has a pacemaker in-
stalled should consult a doctor before
welding. Because the electromagnetic
field can interfere with the normal opera-
tion of the pacemaker.

Product Description and Specifi-

cations

Read all safety warnings and all

instructions. Failure to follow the

warnings and instructions may result
in electric shock, fire and/or serious injury.

Intended Use

Semiautomatic inverter type direct current

welding machine (hereinafter referred to as

the product) is designed for welding using the

MIG / MAG methods (welding with electrode

wire in a shielded gas) and MMA (manual arc

welding with stick fusible covered electrodes).

The product can be used for welding various

types of metals.

Product Features

The numbering of the components shown re-

fers to the representation of the power tool on

the graphic pages.

. Polarity reversing cable

. Torch connection socket

. Power connector [1+(]

Power connector (-]

Fan

. Power button

. Connection for shielding gas

. Power cable inlet

ONOTAWN

Technical Data

Model PMIG205-C2
Rated voltage 190-250V~ / 50Hz
Rated power 5800 W
Output current range 40-205A
Wire diameter (MIG) 0.6-1.0mm
Electrode diameter @2.5-5.0mm
(MMA)

Duty cycle (DC) 60%
Weight 14 kg
Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Gloves 1 set
Electrod weldio 10 pcs
Welding mask Chameleon 1pc
Instruction manual 1pc

Note
The text and numbers of the instructions may
contain technical errors and typographical er-
rors.
Since the product is constantly being im-
proved, P.I.T. reserves the right to make
changes to the specifications and product
specifications specified here without prior no-
tice.

Preparation for work

Place the machine on a flat surface. The
workplace must be well ventilated, the weld-
ing machine must not be exposed to dust,
dirt, moisture and active steam. To ensure
adequate ventilation, the distance from the
apparatus to other objects must be at least 50
cm.

ATTENTION! To avoid electric shock, use
only electrical mains with a protective earth
conductor and grounded receptacles. DO
NOT alter the plug if it does not fit into the out-
let. Instead, a qualified electrician must install
an appropriate outlet.

Ensuring the safety of preparation

for work

Before turning on the product, set the switch

to the (10 position, and the current regulator to

the extreme left position.

Prepare for work:

[l Prepare the parts to be welded;

[l Provide adequate ventilation in the work-
place;

[l Make sure that there are no solvent
vapors, flammable, explosive and chlo-
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rine-containing substances in the air;

[l Check all connections to the product; they must be made correctly and securely;

[l Check the welding cable, if damaged it must be replaced;

1 The power supply must be equipped with protective systems.

If you encounter problems that you cannot cope with, contact the service center.

Controls and Indicators
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1. Gas test function: used to check and adjust the shielding gas flow on the regulator of the gas
reducer before starting the welding process.

2. Welding mode indicator 2T. In 2T mode, pressing the torch control button starts the welding
process, releasing it aborts.

3. Button for switching modes 2T / 4T.

4. 4T welding mode indicator. In 4T mode, welding starts after a short press of the control button
on the torch and stops after a second press. This function allows you not to hold down the but-
ton on the torch when welding long seams.

5. Switching mode button unified (automatic) / partial (manual)

adjustments.

6. Auto / Manual Tuning Mode Indicator: The indicator lights up in manual tuning mode. Auto-
matic adjustment means that the welding current and welding voltage are adjusted synchro-
nously (automatically), while manual adjustment means that the welding current and voltage are
set manually (manual adjustment is for professional use)

7. Current regulator

8. Gas pre-purge mode indicator: gas is supplied first, then welding is carried out. Allows air to
be expelled from the torch and a protective atmosphere is created at the welding site before the
arc is ignited.

9.VRD status indicator: anti-shock mode, when the indicator is on, it finds -

is in anti-shock mode and the output voltage is lower than the safe voltage.

10. Gas purge mode indicator light: continues to supply gas to cool the electrode and ensure
high-quality crystallization of the welding joint in the protective sheath.

11 Button to activate / cancel the VRD mode.

12. Button for selecting the setting of preliminary and final blowing with gas.

13. Light indicator for carbon dioxide welding using 0.8 mm welding wire.

14. Mixed gas welding mode indicator light,0.8mm welding wire.

15. Voltage / inductance adjustment (in MIG, MAG modes)

16.MMA function indicator: when the indicator is on, the welder is working in the

manual welding (MMA).

17. Operating mode indicator with flux-cored welding wire 1.0 mm

5
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18. MMA, MIG function switch button

19. Indicator of work with flux-cored welding
wire 0.8 mm

20.Button for turning on the wire feed mecha-
nism (wire broaching)

21.Voltmeter display

22.Indicator of inclusion.

23.Indicator of thermal protection.

24 Ammeter display

Welding machine connection dia-
gram

Welding with flux-cored wire (Figure 2)

B
®

®

_e—Tn

Welding with an electrode (Figure 3)

Assembling the welding shield

Preparing for MIG / MAG Welding
Select the required type of welding using the
button 15. Also, use the switch 2 to set the
welding current on / off mode (2T - welding is
carried out with the torch trigger pressed, 4T -
the first press of the torch trigger - the start of
welding, the second press - the end of weld-
ing).

The VRD function is responsible for lowering
the open circuit voltage of the source to 12-24
volts safe for humans, i.e. voltage drops when
the machine is turned on, but no welding is
performed. As soon as the welding process
starts, the VRD restores the operating voltage
parameters.

The VRD option is relevant in such cases:
The device is operated in conditions of high
air humidity; high requirements for safety at
the facility; use of welding equipment in small
areas.

Burner

The MIG / MAG welding torch consists of a
base, a connecting cable and a handle. The
base connects the welding torch and wire
feeder. Connection cable:

A nylon-covered liner is placed in the center of
the hollow cable. The inner part of the channel
is for wire feeding. The free space between
the duct and the hollow cable is used to sup-
ply the shielding gas, while the hollow cable
itself is used to supply the current.
ATTENTION! Before assembling and disas-
sembling the burner or before replacing com-
ponents, disconnect the power supply.

Coil installation

Select the required wire according to the
welding procedure. The wire diameter must
match the drive roll, wire liner and contact tip.
Open the side cover of the machine to insert
the wire spool. Unscrew the reel seat adjust-
ing screw, put the spool on the reel seat and
fix it with the same screw. The end of the wire
should be under the drum, opposite the wire
feeder. Use the adjusting screw to adjust the
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retention force of the spool. The coil should
rotate freely, but no wire loops should form
during operation. If hinges are formed, tighten
the adjusting screw more. If the spool is diffi-
cult to turn, loosen the screw.

Inserting the wire into the wire lin-

er

Loosen and lower the adjuster towards you.

Raise the pinch roller;

Cut off the bent end of the wire and thread the

wire into the wire liner of the feeder, align it

in the channel of the drive roll. Make sure the
bore of the roller matches the diameter of the
wire;

Place the wire in the welding torch connector

bore, release the pinch roller, and return the

adjuster to the vertical position.

Adjust the pressure of the pinch roller.

[1 When welding with steel wire, the V-groove
of the drive roll must be used;

[1 When using flux cored wire, the gear
groove of the drive roll must be used
(availability depends on the model and
equipment of the device).

[1 When using aluminum wire, the U-groove
of the drive roll must be used (availability
depends on the model and equipment of
the machine).

Wire feed into the welding arm

Unscrew the welding tip on the torch.
To feed the wire into the torch sleeve, tem-

porarily turn on the power by switching the
switch 6 and press the button 16 (wire feed)
until it fills the channel of the welding sleeve
and leaves the torch. Disconnect the power
supply. Note! For free passage of the wire in
the cable, straighten it along its entire length.
When feeding the wire, make sure it moves
freely in the drive roll channel and that the
feed speed is uniform. If the feed rate is un-
even, adjust the pressure of the pinch roller.
Match and screw in a contact tip that matches
the wire diameter and install the nozzle.
Semi-automatic welding modes
This machine can work with two types of
welding wires: solid copper-coated wire in a
shielding gas environment, and self-shielded
flux-cored wire, in which case a gas cylinder
is not required.

Different types of filler wire require a different
wiring diagram.

Gas welding (GAS) with solid cop-

per-plated wire:

[1 Connect the short cable with the connector
located at the bottom of the front panel of
the device to the left connector on the front
panel (U +[] terminal).

[ Fix the grounding terminal on the work
piece to be welded, connect the connector
on the other end of the cable to the right
connector on the front panel ([I-[ terminal).

[1 Check the markings on the feed roll ac-
cording to the wire diameter being used.

[ Insert the spool of wire into the slot.

[l Feed the wire into the torch by folding
back the roll clamp and inserting the wire
into the channel through the recess in the
roll.

[1 Close the roller clamp by slightly tightening
the clamping screw.

[1 Make sure to match the hole diameter of
the gun tip to the wire diameter.

[1 Turn on the machine and run the wire until
it exits the tip by pressing the trigger on
the torch.

[1 Connect the hose from the gas regulator
to the fitting on the back of the device.

[1 Open the valve on the shielding gas cylin-
der, press the torch trigger and adjust the
gas flow with the reducer (usually the gas
flow is set as follows: gas flow (I / min) =
Wire diameter (mm) x 10.

[ Set the required welding mode using the
controls.

[ Begin welding.
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Welding without gas (NO GAS)

with self-shielded flux-cored wire:

[l Connect the short cable with the connector
located at the bottom of the front panel of
the device to the right connector on the
front panel ([J-L) terminal).

[l Fix the grounding terminal on the work
piece to be welded, connect the connector
on the other end of the cable to the left
connector on the front panel ([J+(] terminal).

[l Check the markings on the feed roll ac-
cording to the wire diameter being used.

) Insert the spool of wire into the slot.

[l Feed the wire into the torch by folding
back the roll clamp and inserting the wire
into the channel through the recess in the
roll.

[1 Close the roller clamp by slightly tightening
the clamping screw.

[l Make sure to match the hole diameter of
the gun tip to the wire diameter.

1 Turn on the machine and run the wire until
it exits the tip by pressing the trigger on
the torch.

[l Set the required welding mode using the
controls.

Welding process

This welding machine has automatic and
manual adjustment of current and voltage.
The setting mode is switched by the button (4).
Auto mode

In automatic mode, the setting is carried out
using the left knob (6). When it rotates in one
direction or the other, the current and voltage
parameters change synchronously in accor-
dance with the practice of using this type of
welding.

The wire feed speed is related to the strength
of the welding current and is controlled simul-
taneously with it.

The knob (11) can be used to change the val-
ue of the inductance to obtain the desired arc
hardness.

After preliminary installation, it is necessary to
carry out a test welding.

Manual mode

In manual mode, the regulator (6) regulates
the wire feed speed with the current strength.
The regulator (11) regulates the arc voltage.
As the welding current increases, the wire
speed increases. As the arc voltage increas-
es, the melting rate of the wire increases. If
you set a high current value and a low volt-
age value, then the speed of the wire will be
high, but it will not have time to melt. If you

do the opposite, then the wire will begin to
melt, almost without leaving the copper insert.
Therefore, when setting the values of current
and voltage of the welding arc, be careful. For
training, contact specialized educational insti-
tutions.

Inductance adjustment

In order to reduce spatter and get a smoother
and cleaner seam, the adjustable inductance
function has been added to the machines.
Inductance - the relationship between the
width and height of the seam, the depth of
penetration and the amount of spatter. The
smaller the inductance value, the harder the
arc and vice versa.

The right knob is used to adjust the induc-
tance.

Note! The inductance has no units of mea-
surement, therefore, arbitrary units are ap-
plied to the panels.

Adjustment pre and post gas

PRE FLOW mode - preliminary purge of the
welding zone with shielding gas, is activated
until the moment of ignition of the arc. Due to
this, the process of arc excitation is carried
out in a gas protective environment. As a
result, the beginning of the formation of the
seam and the ignition of the arc is carried out
without exposure to oxygen, the oxidation of
the weld pool is excluded, and the service life
of the consumables of the burner is increased.
POST GAS mode - final purge of the welding
zone with shielding gas, which is activated af-
ter the welding arc is switched off. Due to this,
the welding seam completely solidifies in a
gas protective environment, excluding the in-
fluence of the atmosphere, which is especially
important for aluminum and stainless steel.
The presence of the Pre and Post Gas func-
tions makes it possible to exclude the oxida-
tion of the seam, the formation of voids and
cracks at the beginning and end of the weld-
ing cycle. The duration of the Pre and Post
Gas purge can be adjusted separately using
the regulator.

Set the welding current based on the thick-
ness of the material to be welded and the
diameter of the electrode wire used. The wire
feed speed is automatically synchronized with
the welding current. Move the torch to the
workpiece so that the wire does not touch the
workpiece, but is at a distance of several mil-
limeters from it. Press the torch button to light
the arc and start welding. The pressed key
ensures the feed of the electrode wire and the
flow of shielding gas set by the reducer.
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The length of the arc and the speed of move-
ment of the electrode affect the shape of the
weld.

Replaceable polarity operation
Initially, the power contact of the welding torch
is connected to [1+[] on the polarity reversal
module. This is REVERSE POLARITY. It is
used for welding thin sheet steel to stainless
steels, alloy steels and high carbon steels,
which are very sensitive to overheating.

During DIRECT POLARITY welding, most of
the heat is concentrated on the product itself,
which causes the root of the weld to deepen.
To change the polarity from reverse to direct,
it is necessary to switch the output of the
power wire on the module from [+ to [I-[]. And
in this case, connect the cable with the earth
clamp to the workpiece by inserting the pow-
er cable lug into the [+(] terminal on the front
panel.

For welding with flux cored wire without
shielding gas, DIRECT POLARITY is used. In
this case, more heat goes to the product, and
the wire and the welding torch channel heat
up less.

At the end of welding:

[1 Remove the torch nozzle from the seam,
interrupting the welding arc;

Release the torch trigger to stop the wire
and gas feed;

Disconnect the gas supply by shutting off
the gas supply valve from the cylinder re-
ducer;

[1 Move the switch to the “off” position - off

Manual arc welding mode (mma)

1. Connect the electrode holder to the [I-[]
terminal of the device, the grounding cable to
the [1+01

terminal of the device (direct polarity), or vice
versa, if required by the welding conditions
and / or the brand of electrodes:

In manual arc welding, two types of connec-
tion are distinguished: direct polarity and
reverse. Connection [ldirectl] polarity: elec
trode - [Iminus(!, welded part - [Iplus(l. Such
a connection and a straight polarity current
are appropriate for cutting metal and welding
large thicknesses that require a large amount

of heat to warm them up.

[IReversel] polarity (electrode - [Iplus(i, part
- [Iminus(]) is used when welding small thiek
nesses and thin-walled structures. The fact

is that at the negative pole (cathode) of an
electric arc, the temperature is always lower

O

O

than at the positive (anode), due to which the
electrode melts faster, and the heating of the
part decreases - and the danger of its burnout
is also reduced.
2. Set the mode switch to MMA position.
3. Set the welding current according to the
type and diameter of the electrode and start
welding.
4. The welding current is regulated by the cur-
rent regulator, the actual value of the current
during operation is displayed on the ammeter
display.
5. Excitation of the arc is carried out by brief-
ly touching the end of the electrode to the
product and withdrawing it to the required dis-
tance. Technically, this process can be done
in two ways:
[l By touching the electrode back to back
and pulling it up;
[1 By striking the end of the electrode like a
match on the surface of the product.
Attention! Do not knock the electrode on the
working surface when trying to ignite the arc,
as this can damage it and further complicate
the ignition of the arc.
6. As soon as the arc strikes, the electrode
must be held at such a distance from the
workpiece that corresponds to the diameter
of the electrode. To obtain a uniform seam, it
is further necessary to maintain this distance
as constant as possible. It should also be re-
membered that the inclination of the electrode
axis should be approximately 20-30 degrees,
for better visual control of the welding seam
guidance.
7. When finishing the weld, pull the electrode
back a little to fill the welding crater, and then
lift it up sharply until the arc disappears.
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Welding parameter tables (for reference only)

Recommended wire diameter, mm
Solid wire Flux wire
0,6 0,8 0,9 1,0 0,8 0,9 1,2

Thickness
metal,mm

0,6
0,75
0,9
1,0
1,2
1,9
3,0
5,0
6,0
8,0
10,0
12,0 + +

For high-quality welding of metal with a thickness of 5 mm or more, it is necessary to chamfer

the end edge of the parts at the point of their joining or to weld in several passes.

Gas flow settings for MIG, MAG welding

++|+]+

++[+]+ |+

+ |+ |+ |+ +]|+

++]+[+]+]+

+ 4+ [+]+]+

+ |+ [+ +]+]|+
+ |+ [+ +]+]+]+

Diameter wire,

05-08| 1-14|16-2|25-3
mm
Release wire, | ;o | 7 14| 14_20|16-20
mm

Consumption 5-8 8-16 | 15-20| 20-30

Parameters of current strength and diameter of electrodes when weld-
ing MMA

Electrode diameter, mm — Welding current, A -
Minimum Maximum
1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200

Weld seam characteristics
Depending on the amperage and speed of the electrode, you can get the following results:

N N I 72 N B 27 N W 220 N P 77 NS BRI ZZ2 0NN
77

1.too slow movement of the electrode

2.a very short arc

3.Very low welding current

4 too fast electrode movement

5.very long arc

6.Very high welding current

7.normal seam

We recommend that you carry out a few test welds to gain some practical skills.

10
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Turning off the welding machine.

Thermal protection

Your welding machine is equipped with ther-
mal protection to prevent overheating of the
electronic parts of the machine. If the tem-
perature is exceeded, the thermal switch will
turn off the device. The operation of the ther-
mal protection is indicated by the glow of the
indicator.

ATTENTION! When the temperature returns
to normal operating temperature, voltage will
be supplied to the electrode automatically.
Do not leave the product unattended during
this time, but the electrode holder lying on the
ground or on the parts to be welded.

We recommend that you turn off the device
with the switch during this time.

It is normal for the product to heat up during
operation.

ATTENTION! In order to avoid breakdowns or
premature failure of the welding machine (es-
pecially with frequent tripping of the thermal
switch), before continuing to work, find out the
reason for the tripping of the thermal protec-
tion. To do this, disconnect the device from
the mains and refer to the [IPossible malfune
tions and methods of their elimination(] section
of this Manual.

Possible malfunctions and meth-

ods of their elimination

Monitor the good condition of the product.
In case of appearance of suspicious odors,
smoke, fire, sparks, turn off the device, dis-
connect it from the mains and contact a spe-
cialized service center.

If you find something abnormal in the opera-
tion of the product, stop using it immediately.
Due to the technical complexity of the product,
the limit state criteria cannot be determined
by the user independently.

In the case of an apparent or suspected mal-
function, refer to the section [/Possible mal
functions and methods of their elimination’. If
there is no malfunction in the list or.

If you could not fix it, contact a specialized
service center.

All other work (including repair) should be car-
ried out only by specialists of service centers.
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Problem Possible reason Solution
Voltage too high Turn off the power source; Check
. . Volt too | the main food; Turn on the machine
Indicator is onfVoltage too low again when the voltage is normal.
1 [thermal protec- - -
tion Poor air flow Improve air flow
The thermal protection of the .
. ) Let the device cool down
device has been triggered
Wire feed knob at minimum Adjust
2 INo wire feed Sticking current tip Replace tip
The feed rollers do not match .
S Put on the right roller
the wire diameter
The fan does not{Power bytton does not work Please contact the service center
3 |work or rotates|The fan is broken
slowly Poor fan connection Check the connection
Poor part contact Improve contact
Network cable too thin, power is Change the network cable
4 Unstable arc,|lost
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust [Clean the part
I:r?egtl:)/rner Is not connected Connect the burner correctly
6 |No shielding gas Gas hose kinked or damaged |Check gas hose
Hose connections are loose Check hose connections
7 |Other Please contact the service center
Graphic symbols and technical data
uo....... V This symbol shows the secondary no-load voltage (in volts).
X This symbol shows the rated duty cycle.
l...... A This symbol shows the welding current in AMPS.
U,...... V This symbol shows the welding voltage in VOLTS.
U, This symbol shows the rated supply voltage.
This symbol shows the welding unit's maximum absorbed current
Limax- - <A .
in AMP.
This symbol shows the welding unit's maximum absorbed current
L - - A .
in AMP.
IP21S This symbol shows the welding unit’s protection class.
This symbol shows that the welding unit is suitable for use in envi-
ronments where there is a high risk of electric shocks.
ﬁ @ This symbol shows read the operating instructions carefully before
operation.
= % ‘l’ : This symbol shows the welding unit is a single phased D.C. welder.
]] = This symbol shows the supply power phase and line frequency in
1 = 50Hz Hertz.
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Maintenance and Service
Maintenance and Cleaning
» Pull the plug out of the socket before
carrying out any work on the power
tool.
Remove dust by dry and clean com-
pressed air regularly. If welding machine
is operated in environment where strong
smoke and polluted air is present, the ma-
chine needs to be cleaned at least once a
month.
Pressure of compressed air must be
within reasonable range in order to
prevent damage to small and sensitive
components in the machine.
Check internal circuit of welding ma-
chine regularly and make sure the
circuit connections are connected
correctly and tightly (especially plug-
in connector and components). If scale
and rust are found, please clean it, and
connect again tightly.
Prevent water and steam from enter-
ing into the machine. If that happens,
please blow it dry and check insulation
of machine.
If welding machine will not be used for
long time, it must be put into the pack-
ing box and stored in dry and clean
environment.
In order to avoid safety hazards, if the power
supply cord needs to be replaced, this must
be done by P.L.T. or by an after-sales service
centre that is authorised to repair P.I.T. power
tools.
Service
» Have your power tool repaired only by
qualified personnel and only with origi-
nal replacement parts. This ensures the
safety of the power tool.
The list of authorized service centers can be
viewed on the official website of P.I.T. by the
link: https://pittools.ru/servises/
Storage and transportation
The welding machine should be stored in
closed rooms with natural ventilation at tem-
peratures from 0 to + 40 ° C and relative
humidity up to + 80%. The presence of acid
vapors, alkalis and other aggressive impuri-
ties in the air is not allowed.
Products can be transported by any type of
closed transport in the manufacturer(is pack
aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

>

Dispose of waste
Damaged power tools, batteries, ac-
cessories and waste packaging mate-
= rials must be recycled and reused in
an environmentally friendly manner.
Do not throw power tools and accumulators /
batteries into general household waste!
Product serial number interpreta-

tion serial number

No. | [00000] [00][00] [000000] |
|

Product Code Month Quantity of order
The date of manufacture of the product is
encoded in the serial number printed on the
body of the tool. The first 2 digits indicate the
year of issue, the next 2 digits indicate the
month.

TERMS OF WARRANTY SERVICE

To customers (users) of warranty service:

1. This warranty certificate is the only docu-
ment that confirms your right to free warranty
service. If this proof is not presented, no
claims will be accepted. Warranty certificates
cannot be recovered if lost or damaged.

2. It is required to provide a valid and legal
document for purchasing the product. The
document must have the name or seal of the
sales company; at the same time, state the
full model name of the purchased P.I.T. prod-
uct, the serial number on the nameplate of the
fuselage, and the date of purchase, and the
required warranty. The whole machine and its
accessories.

The warranty period:

1. The warranty period of the product is 12
months from the date of sale. During the
warranty period, the service department
will eliminate manufacturing defects free of
charge and replace the parts that fail due to
the manufacturer(’s fault. In warranty repair, an
equivalent operable product is not provided.
Replaceable parts become the property of the
service provider.

2. The wear degree on the diameter of the
motor rotor commutator is less than 0.4 mm
(except for brushless motor tools), and the
internal damage caused by the quality of the
tool belongs to the warranty.

The following situations occur during the
warranty period, which is not covered by the
warranty:

1. In the absence of any valid legal docu-
ments (invoices) such as warranty certificates

Year
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and warranty cards to prove the date of pur-
chase.

2. Damage caused by natural wear and over-
load. (For example, motor rotor and stator fail-
ure caused by overload, scorching or melting
of the primary winding of the welding machine
transformer, charging or starting the charging
device, melting of internal parts, burning of
electronic circuit boards, etc.)

3. The casing and power cord are mechani-
cally damaged, as well as damage caused by
corrosive media and high and low tempera-
ture, foreign objects entering the ventilation
network of the motor, and damage caused by
improper storage (corrosion of metal parts);

4. Damage caused by improper carrying,
transportation and storage by users.

5. Products that are opened, repaired, re-
placed or modified by users themselves.

6. Any damage caused by indiscriminate use,
beyond the scope of use of the tool, and not
in accordance with the instructions for use
and maintenance. (see chapter [ISafety Pre
cautions(! in the manual);

7. The damage caused by the following situ-
ations is not guaranteed due to improper use
and non-quality problems:

(1) When the power tool is running at high
speed, use the braking device to forcibly stop
the rotation.

(2) Excessive pressure is applied to the tool
during the use of the tool.

(3) Use the tool outside the scope of its pur-
pose and capabilities.

(4) Damage caused by the tool working in
a dusty environment for a long time without
timely maintenance of the tool.

(5) Change the rotation direction of the work
head before the tool stops completely.

(6) Shock the battery or charger and replace
the plug of the charger without permission,
causing damage to the battery or charger.

(7) Damage caused by two-stroke gasoline
tools not being fueled in the correct propor-
tions.

The warranty does not include:

1. Replacement of accessories (accessories
and components) such as batteries, discs,
blades, drills, drills, chucks, chains, sprockets,
collet clamps, guide rails, tension and fasten-
ing elements, dresser heads, grinders And
belt sander base machine, hexagonal head,
etc,;

2. Wearing parts, such as: carbon brushes,
transmission belts, seals, protective covers,
guide rollers, guide rails, rubber seals, bear-

ings, toothed belts and wheels, shanks, brake
belts, starter ratchets and ropes, piston rings
Wait.

The above accessories are replaced with paid
services during the warranty period;
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Pycckun

YKa3aHus No TexHuKe 6e3onacHoOCTH
O6uwue ykasaHMs No TexHUKe Ge3onacHo-
CTU ANS 3NeKTPOUHCTPYMEHTOB

NPEAYNPEXOAEHUE
A MpouTute BCe yKa3aHUsl U UHCTPYK-

LMK No TeXHUKe 6e3onacHoCTM.
HecobniogeHue ykasaHuii 1 UHCTPYKLUIA MO
TexHnke 6e30nacHOCTU MOXET cTaTb NpU4n-
HOW NopaXeHUs aneKTPU4ECKNM TOKOM, noxa-
pa v TAXenbIX TPaBM.
CoxpaHsTe 3TU MHCTPYKUMUU U yKa3aHusA
AnsA 6yayliero UCnonb3oBaHUA.
Mcnonb3oBaHHOE B HACTOALLMX UHCTPYKLMAX
N YKa3aHWSIX NMOHATUE «3MEKTPOUHCTPYMEHT»
pPacnpocTpaHAeTCA Ha ANeKTPOUHCTPYMEHT C
nMTaHMeMm OT CeTU (C CETEeBbIM LLUHYPOM) 1 Ha
aKKYMYNATOPHbIN 3NEKTPOMHCTPYMEHT (6e3
CEeTeBOro LUHYpa).
Bes3onacHocTb pa60qero MecCTa
» CopepxuTe paboyee MecTo B 4ACTOTE U
XopoLo ocBelleHHbIM. becnopagok nnu
HeocBellleHHble y4yacTkn paboyero mecTa
MOTYT MPUBECTU K HECHACTHbLIM CIy4asM.
He pa6oTaiTe ¢ 3TUM 3NEKTPOUHCTPY-
MEHTOM BO B3pblIBOOMAacHOM nometye-
HWKU, B KOTOPOM HaxoAATCA ropryune
XWAKOCTU, BOCNNaMeHsAoWmMecs rasbl
WIKU NbiNb. ONEKTPOMHCTPYMEHTbI UCKPAT,
4YTO MOXET NPMBECTU K BOCMNAMEHEHWIO
MbIX MW NapoB.
Bo Bpemsi paboTbl C 3NIEKTPOMHCTPY-
MEHTOM He Aonyckaute 6nusko Kk Ba-
wemy paboyeMy MecTy AeTen M NocTo-
poHHux nuu. OTBnekwncs, Bel Moxete
noTepsATb KOHTPOMb Haj 3MeKTPOUHCTPY-
MEHTOM.
OnekTpobe3onacHOCTb
» LlitencenbHaa BUNKa 3NMeKTPOMHCTPY-
MeHTa [oMmKHa NOAXOAUTb K WTencenb-
Hon po3eTke. Hu B koem cnyvae He
M3MeHANTe WTencenbHyw BUnky. He
npuMeHsTe NepexoaHble LWITEKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aliuT-
HbIM 3a3emneHueM. HenameHeHHble
wrencenbHble BUIKW U NOAXOAALMNE
LITencenbHble PO3EeTKM CHUXAT PUCK MO-
paXKeHUs ANEKTPOTOKOM.
MNpenoTBpalwanTe TeNnecHbIN KOHTaKT
C 3a3eMIIeHHbIMMN NMOBEPXHOCTAMM, Kak
TO: ¢ Tpy6amm, anemMeHTaMM1 OTONMEHUSA,
KYXOHHbIMMN NAIUTAMWU 1 XONoAUNbHUKa-
mu. Mpu 3a3emnexun Bawero Tena noebl-
LLIAETCH PUCK NOPaXKEHUS ANEKTPOTOKOM.
» 3awmiante aNEeKTPOMHCTPYMEHT OT Ao-

XAA U cbipocTu. [TpoHMKHOBEHME BOAbI
B 9NEKTPOMHCTPYMEHT MOBbIWAET PUCK
NOPaXeHUs ANEKTPOTOKOM.

He paspelsaetcs ucnonb3oBaThb LWHYP
He MO Ha3HayYeHU, Hanpumep, Ansa
TPaHCMOPTUPOBKU UMW NOABECKMN 3MeK-
TPOMHCTPYMEHTA, MU AN BbITArMBa-
HUS BUNKW U3 LUTENCeNIbHOW PO3eTKU.
3awmuwanTte WHYp oT BO3A4eNCTBUSA
BbICOKUX TeMnepaTyp, Macna, ocTpbIxX
KPOMOK MIU NMOABWXHbLIX YacTel anek-
TpouHcTpyMeHTa.lloBpexXaAeHHbIRn nnu
CMYyTaHHbI LWUHYP NOBbLILLAET PUCK Nopaxe-
HWSI ANEKTPOTOKOM.

Mpu pa6oTte ¢ 3NEKTPOUHCTPYMEHTOM
noa OTKPbLITbLIM HEGOM NpuMeHsAWTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNMpumMeHeHe NPUrogHoro Ans
paboTbl Nog OTKPbITEIM HeGOM kabens
YANUHUTENS CHUXAeT PUCK NMopa)xeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb Npume-
HEHUA 3NeKTPOUHCTPYMEHTa B CbIPOM
nomeLleH1u, NoakoyYanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLMUTHOrO
oTKNtoYeHus. NpumeHeHne ycTpoiicTea
3aLUNTHOrO OTKITIIOYEHUS CHUXAET pUCK
3MEKTPUYECKOrO NMOPaXKEHNS.
Be3onacHocTb mo.qeﬁ

» ByabTe BHUMaTenbHbIMU, cneauTe 3a
TeM, 4YTo Bbl AenaeTe, n NnpogymaHHO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B YyCTaNioM COCTOSIHUM
unu ecnu Bbl HaxoauTecb B COCTOSIHUM
HapKOTUYECKOro MUMU anKorofbHOro
OMNbsIHEHUSA UMK NoA BO3JeUCTBUEM ne-
kapcTB. OgMH MOMEHT HEBHUMATENbHO-
CTV Npu paboTe C 3NEKTPONHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HBIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYANb-
HOW 3aWUTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs MHAMBUAYaNbHOW
3aLmMTbl, Kak TO: 3alMTHOW Macku, obyBu
Ha Heckonb3silien NoAoLBe, 3aWUTHOMO
lwnemMa Unu cpeacTs 3alMTbl OpraHoB
cnyxa, — B 3aBUCUMMOCTM OT BuAa paboTbl
C 3MEKTPOUHCTPYMEHTOM CHUXAET pPUCK
nony4yeHns TpaBMm.

MpepoTBpalyaniTe HenpeaHamepeHHoe
BKIIlOMeHUEe 3NIeKTPOUHCTPYMEHTA.
MNepen noaknwYeHWEeM 3NEKTPOUH-
CTPYMEeHTa K 3MeKTPONUTaHuIo u/unm K
aKKyMynsiTopy y6eautechb B BbIKITHOUeH-
HOM COCTOSIHUM 3NEKTPOUHCTPYMEHTa.
YnepxaHue nanbla Ha BblknodaTtene npu-
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TPaHCMNOPTMPOBKE U NOAKMIOYEHNE K CeTH
NMUTaHUS BKIIOYEHHOTO 3MEeKTPOUHCTPY-
MeHTa YpeBaTo HECYACTHbIMU Cry4asamu.
Y6upaiTe ycTaHOBOYHbIA UHCTPYMEHT
MNW raeyHble KMO4YN A0 BKIIOYEHUNA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnu
KINIoY, HaxoAawWmMNeca BO BpallaoLwencs
YacTU BNEKTPOUHCTPYMEHTA, MOXET npu-
BECTU K TpaBMam.

He npuHumanTe HeecTecTBEHHOE nosno-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te yCTON4MBOE NMOJIOXEHNE M COXPaHs-
Te paBHOBecue. bnarogaps atomy Bbl
MOXeTe nyudlle KOHTPONMpoBaTb ANEKTPO-
WHCTPYMEHT B HEOXMAAHHbLIX CUTYaLMAX.
Hocute noaxoasuwyt pabouyto ope-
xnay. He HocuTe wWupokyto oaexay u
yKpaweHus. [lepxute Bonockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
ctenn. lnpokas opexaa, ykpaweHus unu
ONVIHHBIE BOMOCHI MOTYT ObITh 3aTAHYTHI
BpaLLALWMMUCA YacTAMMU.

Mpn HanM4YMM BO3MOXHOCTU YCTaHOBKMN
nbifnieoTcachbIBaloWMX U NbINecOOpPHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe 1 npaBUiibHOE UCMNoJib30BaHue.
lMpuMeHeHWe nblneoTcoca MOXET CHU3WUTb
ONacHOCTb, CO34aBaeMyto Mblfbio.
Xopoluee 3HaHUE 3INEKTPOUHCTPYMEH-
TOB, NONy4YeHHOe B pe3yrbTaTe 4acToro
MX MCMONb30BaHWA, He AOMKHO NPUBO-
AUTb K CAMOYBEPEHHOCTU U UFHOPUPO-
BaHMIO TeXHMKKU Ge3onacHocTHU obpa-
LeHUA C IneKTpouHcTpymeHTamu. OgHo
HebpexxHoe AencTBUe 3a [OM0 CEeKyHAbI
MOXET MPUBECTU K CEPbE3HbIM TpaBMaM.
BHUMAHMUE! B cnyyae BO3HWKHOBEHUS
nepe6os B paboTe aneKTPOMHCTPYyMEHTa
BCNeACcTBME MOMHOI0 MU YaCTUYHOIO
npekpalieHns aHeprocHabxeHns unu
NOBPEXAEHUS Lienu ynpaBreHns aHepro-
CHabXeHneMm ycTaHOBUTE BblKMoYaTenb
B nonoxexue Bbikn., ybeamsimnce, 4to
OH He 3abnokMpoBaH (Npv ero Hanmu4yuu).
OTKNtOYMTE CETEeBYI0 BUIMKY OT PO3eTKu
UM OTCOEANHUTE CbEMHBIN aKKyMynsTop.
OTUM NpepoTBpaLLaeTcs HEKOHTponmpye-
MbIVi MOBTOPHbIV 3anycK.
KBanngpunuympoBaHHbIN nepcoHan B Co-
OTBETCTBMM C HACTOSLLMM PYKOBOACTBOM
nogpasymeBaeT L, KOTOpble 3HAaKOMbI
C PerynupoBKOM, MOHTaXXOM, BBOAOM 3KC-
nnyatauuto obcnyxmBaHMeM 3NeKTPOUH-
CTpyMeHTa.

K paboTte ¢ anekTpoMHCTPYMEHTOM Aony-
cKaloTcsa nmua He monoxe 18 neT, nayyms-

LUMe TEXHMYECKOe OMnuCaHue, MHCTPYKLMIO
Mo 9Kcnyataumy v npasuna 6esonacHo-
cTn.

» Wanenuve He npeaHasHa4yeHo Ans UCMOMb-
30BaHVIs ULAMU (BKMoYas OeTei) ¢ NoHu-
KEHHBIMU (DU3NYECKUMMN, YYBCTBEHHBIMM
UMM YMCTBEHHbIMU CMOCOBHOCTAMU UK
MPU OTCYTCTBUW Y HUX KM3HEHHOTO OMbiTa
UMK 3HAHUI, ECNIN OHW He HaxoaaTcst Nnop
KOHTPOJIEM MM HE MPOUHCTPYKTMPOBaHbI
06 MCMonb30BaHUM 3IIEKTPOUHCTPYMEHTA
NWULOM,0TBETCTBEHHBLIM 3a Ux 6esonac-
HOCTb.

MpuMeHeHUe aNeKTPOUHCTPYMEH-

Taun o6pau.|.eHV|e C HUM

» He neperpyxante 3NMeKTPOUHCTPYMEHT.
Ucnonb3yinTe ana Bawen pa6oThbl
npeAHa3HavYeHHbIW ANsi 3TOro 3eKTpo-
MHCTPYMeHT. C Noaxoaswmm anekTpo-
WUHCTPYMeHTOM Bbl paboTtaeTte nyuwe u
HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTMW.

» He pa6ortaiiTe C 3M1€KTPOUHCTPYMEHTOM
npu HeMcnpaBHOM BbiKnloyaTene. dnek-
TPOMHCTPYMEHT, KOTOPLIN He nogaaeTcs
BKITIOYEHMWIO UM BbIKIIOYEHWIO, OMACeH U
[OIKEH BbITb OTPEMOHTUPOBAH.

» XpaHuTe 3NeKTPOUHCTPYMEHThLI B Hefo-
cTynHoMm ans aeteit mecte. He paspe-
LWanTe NONb30BaThCs 3NEeKTPOUHCTPY-
MEHTOM nuuaM, KoTopble He 3HaKOMbI
C HUM UMM He YUTanM HaACTOSALMNX WH-
CTPYKUUIA. DNEeKTPOUHCTPYMEHTbI OMnacHbl
B pyKax HEOMbITHbIX JIUL.

» TwatenbHO yxaXuBalTe 3a 3neKTpo-
MHCTpyMeHTOM. lNpoBepsanTe Ge3y-
npeyHyo pyHKUUIO U XOA ABWXKYLUNXCS
yacTen 3MEKTPOUHCTPYMEHTA, OTCYT-
CTBUE MOSIOMOK UMM NMOBPEeXAEeHUN,
oTpuuaTenbHO BNUSAIOWNX Ha PYHKLUIO
3NeKTPOUHCTPyMeHTa. MoBpexaeHHble
YacTU AONMXHblI GbITb OTPEMOHTUPO-
BaHbl A0 MCMNONb30BaHUS 3MEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSIETCS NMPUYUHOWN
6OnbLUOro YKcna HecHacTHbIX Cryyaes.

» [lepXute pexyLmi UHCTPYMEHT B 3a-
TOYEHHOM U YNCTOM COCTOSIHUU. 3a60T-
FIMBO YXOXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMK pexe
3aKIMMHUBAKOTCA W UX Nerye BeCTU.

» lpuMeHsTe 3NeKTPOUHCTPYMEHT, Npu-
HagnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBMU C HAaCTOALMUMM
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
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>

paboune ycrnoBusi U BbINONHSAEMYO
pa6oTy. Vicnonb3oBaHWe 3nNeKTPOUHCTPY-
MEHTOB [ HEMPEAYCMOTPEHHbIX paboT
MOXET MPUBECTU K ONAcHbIM CUTYaLUsIM.
[Oepxute py4yku U NOBEepXHOCTMU 3a-
XBaTa CyXUMU U YUCTbIMU, creauTe
YTOObl Ha HUX YTOObI Ha HUX He Gblno
XUOKOW UNN KOHCUCTEHTHON CMa3KMu.
CKonb3Kkue pyyku U NOBEPXHOCTU 3axBaTa
npensTcTBytOT 6e3onacHoMy obpalleHuto
C WHCTPYMEHTOM U He JalT HafexHo
KOHTPONMpPOBAaTb €ro B HemnpeasuaeHHbIX
cuTyaumax.

CepBuc

>

PeMOHT 3MeKTPOMHCTPYMEHTa AOKeH
BbIMOJNHATLCSA TONbLKO KBanuduuupo-
BaHHbLIM NEePCOHANoOM U TONbLKO C Npu-
MeHeHUeM OpUrMHanNbHbIX 3anacHbIX
yacTten. OTMM obecneynBaeTcsa Gesonac-
HOCTb 3N1EKTPOMHCTPYMEHTA.

MHCTPYKLIVIVI no TexHuke Ge3sonac-
HOCTU ANnA 3IJIeKTPpoCcBapoO4YHOro
annapaTta

>

>

O6sA3aTeNbHO yAOCTOBEpPbTECh, YTO
3neKTpuyeckasa po3eTka, K KOTOpoW
noAaKIoYaeTcsi UHBEPTOpP 3a3eMrieHa.
3anpewjaeTcsa npukKacaTbCsl K OroneH-
HbIM 3JIEKTPUYECKUM 4acTsM U 3eKT-
poAy OTKPbITLIMU YacTAMU Tena, Mo-
KPbIMM NepyaTKkamMmu Unu oaexaon.

He HaunHanTe paboTy noka He y6eau-
Tecb B TOM, YTO Bbl U30NIUPOBaHbI OT
3eMIN U OT 3aroTOBKU.

Y6eautechb, 4TO Bbl HaxoguUTechb B 6e3o-
NacHOM MONOXEeHUN.

He BAbIxanTe rasbl, obpasyrumecs
npu cBapke, OHU BpeAHbl Ans 300pO-
BbSl.

Heo6xoaumMo obecneynTtb gocTtaTtou-
Hyl0 BEHTUNsILMIO paboyero mecrta unm
MCNonb30BaTh crneuuanbHbie BbITSXKKA
ANA yaaneHus rasos, obpasyrowmxcs
B npouecce NpoBeAeHUsl CBapPO4HbIX
pa6or.

[nA 3awuTbl rMas u Tena ucnonb3ynte
noaxoAsillyto 3alUTHYI0 Macky, CBeTo-
dunbTp M 3awmTHY0O oaexay. Ogexaa
[0ImkHa BbITb NOMHOCTLIO 3aCTErHyTa, YTo-
Gbl UCKPbI 1 BPbI3rK He Monagany Ha Terno.
MpuroToBbTE NOAXOASLLYIO 3ALUUTHYHO
MacKy MNu 3aHaBecKy ANns 3awWwuTbl
cmoTpswero. [na 3awuTsl Apyrux nogen
OT M3MyYeHUst Oyrv U ropsiunx MeTtansios
HeobXxoauMo orpaguTb pabouyio 30HYy Or-

HeyrNopHbIM OrpaxxgeHnem.
Bce cTeHbl n non B pa6boyen 30He
AOMXHbI ObITb 3awWMLEeHbl OT BO3MOX-
HOro nonagaHusl UCKP M pacKareHHOoro
MeTanna, 4Ytobbl u3bexaTb THNeHUs u
BO3ropaHus

He ponyckante HaxoxpaeHuUs Ha pa6o-
YyeM MecTe ropr4Yux matepuanoB (ae-
peBo, 6ymara, TpANKuU U T.4.).

Mpu npoBegeHUn cBapkn Heo6xoAUMO
obecneunTb paboyee mecTo cpeacTBa-
MU NMOXapoTyLUeHUs.

3AMNPELLAETCA:

Vcnonb3oBaTb CBapOYHbIV MonyaBTOMaT B
CbIpbIX MOMELLEHUSX UNW Nog AOXKAEM;
Mcnonb3oBaTb anekTpuyeckue kabenu c
NOBPEXAEHHOW M30NAUMen n NoxXMmm
COEANHUTENbHBIMU KOHTaKTamu;
[MpoBoanTb cBapoyYHble paboTbl Ha KOH-
TeriHepax, EMKOCTSX Unm Tpybax, KoTopble
cofepXanu xugkue unu razoobpasHbie
onacHble BeLLecTBa;

[MpoBoanTbL cBapoyHble paboTbl Ha pe-
3epByapax nog AaBrneHuem;

PaboTtaTb B ogexae c nATHaMu macna,
Xupa, 6eH3nHa 1 ApYrux roproyumnx Xuoko-
cTen.

Wcnonb3yinTe HayWHUKN UNKN apyrue
cpeAcTBa Ans 3aWUTbl YWWen.
MpepynpenuTte HabnopaTens, Y4To WyMm
BpeAeH Ans cnyxa.

Ecnu Bo BpeMs yCTaHOBKM U 3KCNny-
aTauunM BO3HMUKHYT NpoGnembl, noxa-
nywcTa, creaywute 3TOM UHCTPYKUMU No
3Kcnnyatauuu Ans NpoBepKu.

Ecnu Bbl He A0 KOHUa NOHMMaeTe py-
KOBOACTBO MUJIM HE MOXeTe peluTb
npobnemMy c UHCTPYKLMen, BaM cneayeTt
obpaTMTbCA K NocTaBLMKaM Unu B cep-
BUCHbIN LEHTP 3a npodeccuoHanbHon
nomMoLybHo.

MalwumHa aomxHa aKkcnnyaTupoBaThCs B
CYXMX YCITOBUSIX C YPOBHEM BIaXHOCTH
He 6onee 90%.

TemnepaTypa okpyxarwlen cpeabl
AomkHa 6bITb ot -10 Ao 40 rpapgycoB no
LUenbcuto.

W36eranTe cBapku Ha COmnHLUe UNu noa
kannsaMu Boabl. He gonyckainTe nonaga-
HVS BOAbl BHYTPb MalLUHbI.

W36eranTte cBapku B NblNbHbIX MecTax
Mnu B cpefe C arpecCMBHbIM ra3om.
U3beranTte rasoBon cCBapku B cpege C
CUINbHbIM BO3A4YLWHbLIM MOTOKOM.
Pa6ouuit, y KOTOporo yctaHOBNeH Kap-
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ANOCTUMYNATOP, AOIMKEH NPOKOHCYIb-
TUPOBaTbLCS C BPa4yoM nepen CBapKoOW.
MoToMy 4YTO 3anekTpoMarHuTHoe none
MOXEeT HapyWwuTb HopMarbHyl paGoTy
KapamocTUMynsaTopa.

OnucaHue npoaykKkTa v ycnyr
MpouTuTe BCe yKa3aHUsA U MHCTPYK-
UMM NO TeXHUKe Ge3onacHOCTU.
YnyweHns B OTHOLLEHUWN YKasaHui u
WHCTPYKLMI NO TexHWke 6e3onacHocT MoryT
cTaTb MPUYMHON NOPAXEHUS BNEKTPUYECKUM
TOKOM, Noxapa 1 TshKesbIX TpaBM.

anMeHeHVIe Mo Ha3Ha4YeHUr
CBapoyHbIii NonyaBToMaT MHBEPTOPHOTO TUNa
NOCTOSIHHOIO TOKa (Janee — u3genve) npea-
HasHayeH AN CBapoyHbIX paboT meTogamu
MIG/MAG (cBapka 3neKTpOAHON NPOBOMOKON
B cpefe 3awuTHoro rasa) n MMA (py4Has
aneKkTpoadyroBasi cBapka LUTYYHbIMW MNaBKu-
MW NOKPbITEIMW 3NEKTPOAAMM).

N3penve mMoxeT NPpUMEHATbLCA ANS CBapku
pPasnuyHbIX BUAOB METaINOB.

M306pa)KeHHble COCTaBHbIe YaCcTun
Hymepauusi npeacTaBneHHbIX KOMNOHEHTOB
BbINOMHEHA MO M306paXkeHWo Ha CTpaHuLe ¢
WANOCTPaLUAMMU.

1. Kabenb nepeksoyeHnst NonspHoCTv

2. PazbeM noaknoYeHns ropenkm

3. CunoBoii pasbemM «+»

4. CnoBOK pa3bem «-»

5. BeHTUnsTop

6. KHonka nutaHusa

7. WTyuep ANs NoAKMOYEHNs 3aLUTHOrO rasa
8. Bxop kabens nutaHus

TexHn4eckune XapakKTepucTukun
Mopenb PMIG205-C2
HomuHanbHOe Ha- 190-250 B / 50 I'y
npshxeHune / YyactoTa

HoMMHanbHasa MoLL- 5800 BT
HOCTb

[Onana3oH BbIXOOQHOIO 40-205A
TOKa

[OunameTp NpOBOSOKM 0.6-1.0mm
(MIG)

[nameTp 3nekTpopaa 2.5-5.0mm
(MMA)

MpoaonXknTenbHOCTb 60%
BkntoveHus (MB)

Bec 14 kr
KomMmnnekT noctaBku

CBapo4HbIn nonyasTomat 1wr
Kabenb c anektpogoaepxarenem 1wt
Kabenb ¢ kneMMoit 3a3eMreHus 1wt

nepyartkum 1wt
CBapOo4HbIl anekTpog 10 wrt
CeapoyHast Macka XameneoH 1wt
PykoBoacTBo no akcnnyatauum 1wt

MpumeyaHue

B TekcTe M UMdpPOBbIX 0603HAYEHNAX WH-
CTPYKUMMN MOFYT GbITb AONYLIEHbl TEXHUYe-
CKne oLwmnbKM 1 onevaTku.

Tak kak MHCTpyMeHT P.I.T. nOCTOsiHHO coBep-
LLIeHCTBYeTCH, KOMMaHUA ocTaBnseT 3a cobon
npaBo BHOCUTb U3MEHEHUSI B yKa3aHHble
30eCb TeXHUYEeCKNe xapakTepuCTUKN N KOM-
nnektaumio 6e3 npeaBapuTENbHOIO yBEAOM-
nexwus.

MopgrortoBka Kk paboTe
YcTaHaBnMBanTe annapaT Ha POBHOW NOBepX-
HoCTW. Paboyee MecTo AOMKHO ObiTb XOPOLLO
BEHTUMMPYEMbIM, CBapOYHbI annapaTt He
[OMKeH noaBepraTbCs BO3AENCTBUIO NbINu,
rpsian, Brarv n akTMBHoro napa. Ansa obecne-
YeHWs1 HOpMarnbHOW BEHTUIALMKN pPaccTosHue
OT annapara A0 APYrMx NpeaMeToB AOMKHO
6bITb He MeHee 50cMm.

BHUMAHUWE! Bo usbexaHne nopaxeHus
3MNeKTPUYECKUM TOKOM WCMOMb3yNTe TOMbKO
3MEKTPUYECKYIO CETb C 3aLLUMTHBIM 3a3eMnsito-
LM MPOBOLAOM U PO3ETKM C 3a3eMMsoLLUMm
koHTaktammn. SAMPELAETCA nepegenbiBath
BUIIKY, €CNIU OHa He MOAXOAUT K po3eTKe.
BmecTo 3Toro kBannuumMpoBaHHbIN 3Mek-
TPVK JOIMKEH YCTaHOBWUTb COOTBETCTBYHOLLYIO
pO3eTKy.

O6GecneyeHne 6e3onacHocTU noa-

roToBKM K paboTte

Mepen BKNIOYEHWEM M3OENUS YCTAaHOBUTE

BbIKMOYaTerNb B noroxeHune «0», a perynstop

TOKa B KpalHee feBoe MonoXeHue.

[MogroTtoBbTECH K paborTe:

[l noaroToBbTE CBapuBaeMble AeTanu;

[1 obecneybTe OOCTATOYHYIO BEHTUNSALUIO
pabouero mecTa;

[1 ybeouTtecb B OTCYTCTBUM B BO3AyXe MapoB
pacTBOpPUTENEN, NErKOBOCMTaMEHSIOLLIMX-
Cs1,B3pbIBYATLIX W XMOpcoAepXalinx Be-
LLIeCTB;

[] npoBepbTe BCE MOAKIIOHMEHUS K U3AENMIO.
[omxkHbl OblTb BbIMNOMHEHbI NMPaBUNbHO U
HaAEXHO;

[] npoBepbTe CBapO4HLIN kabenb, B criyyae
NOBPEXAEHNS OH AOIMKEH ObITb 3aMEHEH;

[] WUCTOYHWUK NUTAHUA OOIMKEH ObITb OCHALLEH
3alUMUTHBIMU CUCTEMAMU.

Ecnu Bbl cTONKHYNMCL ¢ Npobnemamu, ¢ KOTo-

pbIMW HE MOXeTe cnpaBuTbCs,06paLLanTech

B CEPBUCHbIV LEHTP.
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1.®dyHKUMS NPOBEPKM ra3a:ncnonb3yeTcs Ans NPOBEepPKu U peryrnupoBKY Ha perynsitope rasoBoro
peayKTopa noToka 3alMTHOro rasa Ao Hayana CBapo4HOro npotecca.

2. NnpukaTtop pexuma ceapku 2T. B pexume 2T HaxaTve KHOMKW ynpaBrneHusl ropenkown 3any-
CKaeT npoLecc cBapku, OTMycKaHWe — NpepbIBaeT.

3. KHonka nepekntoyeHust pexxumos 2T / 4T.

4. ViHpnkaTop pexuma ceapku 4T. B pexume 4T, cBapka Ha4MHaeTCs Nocne KpaTkoBPeMEHHOro
HaXxaTusi KHOMKW yrNpaBneHusl Ha ropernke 1 OTKMKYaeTCcsa nocre NOBTOPHOro HaxaTus. [aHHas
YHKLMS NO3BONSAET He AepXKaTb HaXaTol KHOMKY Ha roperike Npu cBapke AfNMHHbIX LLUBOB.

5. KHonka nepeknioyeHrs pexuma yHUULMPOBaHHOM (aBTOMATUYECKON) / YacTUYHOW (py4HON)
perynupoBku.

6.MHamkaTop pexnma aBTOMaTUYeckomn / pyYHOW HacTPOWKW: MHAMKATOP 3aropaercs B pexumMe
PYYHOW HacTponku. ABTomMaTn4eckas peryrimpoBka O3Ha4aeT, YTO CBapPOYHbIA TOK 1 CBApOYHOE
HanpsikeHue perynupyroTcst CUHXPOHHO (aBTOMaTUYeckn), a pyyHast perynmpoBka o3HavaeT, YTo
CBapOYHbI TOK U HanpsXeHne ycTaHaBNVMBaETCs BPYYHYH (pyYHas perynupoBka - Ans npodec-
CVOHaIbHOro NCNONb30BaHWs)

7.PerynaTtop cunbl Toka

8.MHavkaTop pexvmMa npegBapuTenbHON NPodyBKM ra3oM: CHayana nopaeTcs ras, 3aTeM ocy-
LecTBnsieTcs cBapka. [1o3BoNsieT BbITECHUTbL BO3AYX M3 FOPEerku 1 co3daTh 3alUMTHYH cpeay B
MecCTe CBapKu [0 3aXuUraHus gyru.

9.MHamkaTop cocTosiHus VRD: pexum 3awwuTbl OT yAApOB, Korga UHAUKaTOP FOpUT, OH HAaXOAUT-
Cs1 B peXxvme 3alyThl OT YAAPOB, @ BbIXOAHOE HanpsbkeHne Huke 6e30nacHOro HamnpsbkeHust.
10.CBeTOBOM MHAMKATOP pexvma NpPoAyBKU ra3om: NpogdorkaeT nogady rasa Ans oxnaxaeHus
anekTpoda u obecrneyeHnss Ka4eCTBEHHOW KpUCTannu3aumMm CBapoYHOro COEAUHEHUS B 3aLUMT-
HoW oborouke.

11KHonka akTmBauum / oTMeHbl pexxuma VRD.

12.KHonka BbIGopa HacTPONKM NpeaBapuTENbHOM U OUHULLIHON 06AYBKU rasom.

13.CBeTOBOW MHAMKATOPPEXMMA CBApKX C YrreKUCnbiM ra3oM C UCMOMb30BaHWEM CBapOYHOM
nposornoku 0,8 mm.

14.CBETOBOW MHAMKATOP peXunMa CBapku CO CMeLLaHHbIM ra3om, cBapoyHasi npososoka 0,8 mm.
15.PerynvpoBka HanpsieHus / ntHoyKTUBHOCTU(B pexumax MIG, MAG)

16.NHaukaTop pyHkumm MMA: npu BKIMOYEHHOM MHAMKATOPE , CBapLLUMK paboTaeT B pexume
pyyHoi cBapku (MMA).
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17 .NHpukatop pexuma paboTbl C MOPOLLKO-
BOW CBapo4How npososiokon 1,0 Mm
18.KHonka nepekntoyatena dyHkuun MMA,
MIG

19.MHankaTop paboTbl C NMOPOLLUKOBOWN CBa-
poyHon nposorokon 0,8 Mm

20.KHonka BKMYEeHMs MexaHu3Ma nogavu
NPOBOOKMN (MPOTSHKKa NMPOBOIOKN)
21.0ucnnen BonsTMeTpa

22.\HONKaTop BKIOYEHUS.

23.M\HankaTop TennoBon 3almnTbl.

24 [lucnnen amnepmeTpa

Cxema noAaKINr4YeHnA cBapo4yHoOro
annapaTta
CBapka cnrnolwHon npoBonokoi(puc 1)

CBapka anektpogom(puc 3)

O) Y

C6opKa CBapOYHOro WUTKa

MoaroTtoBKa K cBapke B pexume
MIG/MAG

BbibeprTe HEOBXOAMMBIN BUA, CBApKK C NMOMO-
Wbt kKHoMku 15. Takke ycTaHOBMTE Npwu No-
MOLLM nepekmoyaTens 2 pexuM BKNoYeHns/
BbIKMIOYEHMSA CBapoYHOro Toka (2T — cBapka
BeAEeTCH NpU HaXaTon KHorMKe ropenku, 4T —
nepBoe HaXaTue Ha KHOMKY ropernku — Havarno
CBapku, BTOPOe HaxkaTue — KOHeL, CBapku).
dyHkuma VRD oTBevyaeT 3a NOHMXKEHUWN Ha-
NPS>)XeHWUsI XONOCTOro xoda UCTOYHMKA A0
6esonacHblix Ans yenoseka 12-24 BonbT,
T.e. CHWXaeTcs HanpshkeHue, Korga annapar
BKJIOYEH,HO cBapka He npowussoauTtcd. Kak
TOMbKO HaYMHaeTCs NPOLIeCC CBapKu, yCTPOW-
ctBo VRD BoccTaHaBnuaeTt paboune napa-
METPbI HaNPSXXEHUS.

Onumsa VRD akTyanbHa B Takux crnyvasx:
Annapart aKcnnyaTupyeTcsa B yCNOBUSIX MOBbI-
LLUEHHOWN BNaHOCTN BO3[yXa; BblCOKMe Tpebo-
BaHWsA K TeXHWKe 6e30MacHOCTN Ha OObeKTE;
ncnonb3oBaHWe cBapoyHOro obopynoBaHus
Ha HebonbLUMX MnowaaKkax.

Fopenka

CeapoyHas ropenka MIG/MAG coctouT 13
OCHOBbI, COEAUHUTENBHOIO Kabensa v py4ku.
OcHoBa coefuHAET CBapO4YHYl ropesnky u
YyCTPOWCTBO Mofayu nposonoku. CoeanHu-
TenbHbIN kKabenb:

[MOKPbITEIN HENNTOHOM HanpaBNALWUN KaHan
noMeLleH B LeHTp nornoro kabens. BHyTpeH-
HSAS YacTb KaHamna npegHasHaveHa ans no-
nayn nposonoku. CBob6ogHOe NpoCTpaHCTBO
MexXay KaHanom u rnonblM kabenem npepHa-
3Ha4yeHo AMNs nogayun 3awmTHoro rasa.Cam
noneli kabenb NpegHasHavyeH AnNs nogayv
TOKa.

BHUMAHME! lMepeg cbopkoii n pasbopkon
ropenku unv nepef 3aMeHoW KOMMOHEHTOB
HEeOoOXOAMMO OTKIYMTB MOAAYY 3NeKTponu-
TaHus.

YcTtaHoOBKa KaTyLUKuN
Mopnbepute HeobXo4MMYHO NMPOBOMOKY B CO-
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OTBETCTBMM C TEXHomnorven ceapku. Quametp
NPOBOSIOKN AOSXEeH COOTBETCTBOBATL Mpw-
BOAHOMY POMMKY, HanpasnsoLweMy kaHany v
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoWiTe OOKOBYIO KpbILLIKY annaparta Ans
YCTaHOBKM KaTyLLKM C NpoBonokon. OTkpyTuTe
pPerynnpoBOYHbIN BUHT KaTyllkogepKaTens,
HaJeHbTe KaTyLUKy Ha KaTylukoaepxaTenb 1
3adukcupynTe ee aTuM xe BUHTOM. KoHel
NPOBOJIOKM [AOIXeH HaxoauTbcsa nop G6apa-
6aHoM, HanpoTUB noJatLwero yCcTponcTaa.
C nomoLLblo pPerynmpoBOYHOro BMHTa OTpe-
rynupynte cuny dukcauun katylku. Katyw-
Ka AormkHa cBob6oAHO BpawaTbCs, HO Mpu
paboTe He JomkHO 0bpa3oBbIBaTbCA NETenNb
npoBonoku. Ecnn obpasytotca netnu, Heob-
XOOUMO CuNbHee 3aTSHYTb PerynmpoBOYHbIV
BUHT. Ecnun kaTylwka BpalwjaeTcs ¢ Tpyaom,
ocnabbTe BUHT.

YcTaHOBKa MPOBOJIOKMN B HanpaB-

NALWWUK KaHan

OcnabbTe 1 onycTuTe Ha cebs perynsTop.
MogHUMUTE NPUXKUMHOWN PONUK;

OTpexbTe N30THYTHIN KOHYMK MPOBOIOKU U 3a-
npaBbTE NPOBOSIOKY B HanpaBnsitoOWNA KaHarn
noJarLlero ycTponcTea, BbIPOBHSANWTE €€ B
KaHarne npuBogHoro ponwvika. Y6egurech, 4To
KaHan pornunka CooTBETCTBYeT AUaMETPy Npo-
BOJIOKY;

MomecTnTe NPOBOMOKY B KaHan pasbemMa cBa-
POYHOW rOpernku, oTNyCTUTE MPUXUMHOW po-
NVK, N BEPHUTE B BEPTUKAIbHOE MONOXeHNe

perynsitop.
OTperynupyinte faBneHne nNpuxumMHOro ponu-
Ka.
[ Tpwn cBapke cTanbHON NPOBONOKOW HEOO-
X04MMO Mcnonb3oBaTh V-06pasHyto kaHaB-
Ky NPVBOAHOIO POnuKa;

[Mpn ncnonb3oBaHMM HrOCOBON NPOBOMO-
KM HeobXOAUMO MCMoMnb30BaTh LeCTepPeH-
YaTyto KaHaBKy MPVYBOAHOIO pornuka (Hanu-
Yyre 3aBMCMT OT MOZENu U KOMMMeKTaumm
annapara).

Mpn ncnonb3oBaHUN antOMUHNEBOW
NpoBOMOKN HeobxoAMMO Mcnonb3oBaTb
U-ob6pasHyto kaHaBKy MPUBOLHOrO ponu-
Ka(Hanuyne 3aBMCUT OT MOAENMN N KOM-

nnekrTaunn annapaTa).
Mopgaya NPOBONIOKN B CBAapOYHbIN
pykaB

OTKpyTUTE CBapOYHbI HAKOHEYHUK Ha ropen-
Ke.

[Ins npoTsirMBaHWs NPOBOMOKM B pyKaB roper-
KW HeobXoAMMo BpeMeHHO nofaTtb nutaHue
nepeksoYeHneM BolkmovaTens 6 n HaxmnumaTb
KHOMKY 16(npoTsXka NpoBOMOKM) OO Tex
nop,noka oHa He 3amnofHUT KaHan CBapOYHOro
pykaBa 1 He BblnAeT u3 ropenku. OTknoumTe
nutaxue. MNMpumedanne! ns csobogHoro npo-
XOXOEHWs NPOBOMOKM B kabene, pacnpsMuTe
ero no Bcew gnvHe. lNpu nogaye NpoBOMOKM
ybeanTtechb, 4To OHa cBOOOAHO ABUXETCS B
KaHane NpMBOAHOIO pofvMKa U CKOPOCTb Mo-
[ayn paBHomepHasi. Ecnv ckopocTb nogayu
HepaBHOMeEpHa,oTperynupynTe gaBneHue
NPWXUMHOIO poruka.

MonGepute 1 3aKpyTUTE KOHTAKTHbIA HaKO-
HEYHWK, COOTBETCTBYHOLLMIA AUaMeTpy NpoBO-
NOKM 1 yCTaHOBMTE COMIIO.

PeXumbl HOﬂyaBTOMaTVI'-IeCKOVI

CBapKu
[aHHas ycTaHoBka MoxeT paboTtaTb C ABYMs
TMNamy CBapOYHOW NPOMOBOKU: CMMOLIHON
OMEeAHEHHON NPOBOMNOKOW B cpefe 3aluUTHOro
rasa, a Takke camo3alLMTHOW MOPOLLKOBOW
NPOBOOKOW, B 3TOM criy4ae GannoH ¢ rasom
He TpebyeTcs.

Mpu pasHbIX TUMax CBapOYHON MPOBOMOKU
TpebyeTcs pasHas cxema NoaKMoveHus.

CBapka c rasom (GAS) cnnowHomn

OMeAHEHHOMN NPOBOJIOKON:

1 KopoTkuin kabenb ¢ pa3beMoM, Haxo4s-
LUMICA BHU3Y Ha nepefHew naHenu anna-
paTa,noak/oynTe K NeBOMy pasbemy Ha
nepegHen naHenu (knemma «+»).

[1 3akpenuTte kneMMy 3a3eMfeHUst Ha cBa-
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pvBaeMow AeTanu, coeauHuTeNb Ha Apy-
rom KoHuUe kabensi nogknounTe K npaBomy
pasbeMy Ha nepefHen naHenu (knemma
«-»).

MpoBepbTe MapKMPOBKY NOAAIOLLETO PONU-
Ka B COOTBETCTBMW C ANaMETPOM WCMOMb-
3yeMOoI NPOBOSIOKM.

BcTaBbTe KaTyLIKy C NPOBOSIOKOW B rHE3a0.
3anpaBbTe NPOBOMOKY B FOPErKy, OTKUHYB
NPW>KMM ponvka 1 BBeAst NPOBOSIOKY B Ka-
Han 4yepes yrnybneHue B ponuike.
3akponTe NpWXUM ponuka, crierka nogTsi-
HYB 3a)XMMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AuameTpa
OTBEPCTUSI HAKOHEYHUKA FOPEnKn 1 Aname-
Tpa NPOBOIIOKM.

Bkntounte annapat 1M NporoHWTe NpoBoO-
NOKYy A0 BblXOAa M3 HaKOHEYHWKa, Haxas
KHOTKY Ha roperke.

MoaknioynTe WnaHr oT ra3oBoro peayKTo-
pa K WTyLepy Ha 3agHeln naHenu annapa-
Ta.

OTKpOWTE BEHTUNb Ha GannoHe c 3awuT-
HbIM ra30M, HaXXMUTE Ha KHOMKY ropenku n
oTperynupyinTe nogavy rasa pegykTopom
(0obbI4HO pacxof rasa yctaHaBnvuBaeTcsi
cnegywowum obpasom: pacxog rasa (n/
MWH.) = [JnameTp npoBonoku (Mm) x 10.
YcTaHoBUTe TpebyeMbli pexuM cBapku
npv MOMOLLW PErynsTopos.

[l HauuHaiTe cBapky.

CBapka 6e3 rasa (NO GAS) camo-
3aUMTHOM MOPOLLUKOBOW NpPOBOIIO-
KOW:

[1 KopoTkuit kabenb ¢ pasbeMoM, Haxoas-
LUMINCA BHU3Y Ha nepegHen naHenu anna-
paTta,nogkniounTe K NpaBoMy pasbemy Ha
nepegHen naHenu (knemma «-»).
3akpenute knemMmy 3as3emiieHns Ha cBa-
pvBaeMow AeTanu, coeauHuTenb Ha Apy-
rom KoHuUe kabens noakmnounte K neBomy
pasbeMy Ha nepegHew naHenu (knemma
«+»).

MpoBepbTe MapkMPOBKY NOAAIOLLETO POnU-
Ka B COOTBETCTBUW C AMAMETPOM UCMOIb-
3yemow NPOBOSOKM.

BcTaBbTe KaTyLIKy C NPOBOSIOKOW B rHE3a0.
3anpaBbTe MPOBOMOKY B rOpersiky, OTKUHYB
NPWKMM pornvka 1 BBedst NPOBOJIOKY B Ka-
Han 4yepes yrnybneHue B ponuike.
3akponTe NpwXUM ponuka, crierka nogTsi-
HYB 3a)XMMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AuameTpa
OTBEPCTUSI HAKOHEYHUKA TOPEnKN 1 Aname-
Tpa NPOBOIIOKM.

O

(] BkntoynTe annapaT M NPOroHUTE NPOBO-
MoKy [0 BbIXO4a M3 HaKOHEYHWKa, HaxaBs
KHOMKY Ha roperke.

] YcTaHoBUTe TpebyeMblil PEXUM CBapKM
Mpyv NOMOLLM PErynsTOpoB.

Mpouecc cBapku

[aHHbIM CBapOYHbIN annapaTt uMeeT aBToma-
TUYECKYIO U PYYHYIO HAaCTPOWKY TOKa 1 Hanpsi-
XeHus. Pexunm HacTpoWnku nepekntoyaercs
KHOMKOW (4).

ABTOMaTUYECKUNA PEXUM

B aBTOMaTnyeckom pexume HacTporika ocy-
LLIeCTBMSAETCS C MOMOLLbIO NIEBOrO perynaropa
(6). MNpw ero BpaleHUn B OOHY UNu B ApYryto
CTOPOHY MapaMeTpbl TOKa W HanpsKeHus n3-
MEHSIOTCH CUHXPOHHO B COOTBETCTBUM C Mpak-
TUKOW MCMOMb30BaHWNs AaHHOO B1Aa CBapKu.
CkopocCTb Nnofayun NpoBOMOKK CBS3aHa C CU-
1O CBapOYHOro TOKa W perynupyetcs ogHo-
BPEMEHHO C HEN.

Perynsatopom (11) MOXHO M3MEHUTb 3HaYeHVe
WHAYKTUBHOCTM, YTOObI NOMYYUTb HYXHYIO
XKECTKOCTb AYrW.

Mocne npegBapuTenbHOW yCTaHOBKM Heobxo-
OVMO NpOBEeCTM NMPOBHYHO CBapKY.

Pyu4Hou pexum

B pyyHOoM pexume perynsitopom (6) perynu-
pyeTcsi CKOpOCTb Modaqn NPOBOMIOKM C CUIOM
Toka. Perynsitopom (11) perynupyertcs Hanps-
XeHue ayru.

Mpy yBEnu4eHMn cBapo4HOro Toka, CKOpPOCTb
OBVXXEHWUSI NPOBOJIOKM yBenuunBaetcs. lMpu
yBENMUYEHUN HaNpPsKEHUsa Ayru, yBenuyu-
BaeTCsl CKOPOCTb NnaBfieHUsi MPOBOMOKMU.
Ecnn ycTaHOBUTL BbICOKOE 3Ha4YeHue Toka u
HU3KOE 3HaYyeHune HanpsKeHus, TO CKOPOCTb
OBWXEHWS NpoBOMOKM ByAeT BbICOKOW, HO OHa
He Oyget ycnesaTb nnaBuTbcs. Ecnu coenatb
HaobopoT, TO NPOBOIOKa Ha4yHeT NNaBUTb-
Csl, MPaKTMYeCKN elle He BbIas U3 MegHoun
BCTaBku. [10aToOMy, ycTaHaBnuBasi 3Ha4eHust
TOKa W HanpshkeHusi cBapo4How ayru, byaste
BHUMaTenbHbl. 3a 0byyeHnem obpaTuTech B
cneuuanusnpoBaHHble y4ebHble 3aBefeHus.
PerynupoBka MHAYKTUBHOCTHU

[ns ymeHblueHns pa3bpbi3ruBaHus nonyde-
Hue Gornee rmagkoro M 4YMCTOro LWBa B anna-
paTtax gobaBrneHa yHKUWUS perynmpyemom
VHAYKTUBHOCTW.

MHAYKTUBHOCTb — 3aBMCMMOCTb MEXAY LUu-
PUHOI 1 BbICOTOW WBa, rmMybuHon nponna.-
neHus 1 KonnyecTBom 6pbI3r. Yem MeHbLue
3Ha4yeHue MHOYKTMBHOCTU, TEM XecTde ayra v
Hao6opoT.

[ns perynupoBKu MHOYKTUBHOCTU MCNOMb3Y-
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eTcs npaBblii perynsaTop.

MpumeyaHune! MHOYKTMBHOCTL HE UMeeT eaun-
HWL, U3MEepeHUsi MOITOMY Ha MaHenu HaHece-
Hbl YCINOBHbIE eAVHULbI.

PerynupoBka npep 1 nocT rasa

Pexum PRE FLOW — npepgBaputencHas
npoayBKa 30Hbl CBapKM 3aLUWTHbLIM ra3oMm, ak-
TUBUpYETCH AO MOMEHTa po3xura ayru. bna-
rogapsi aToMy npouecc Bo3byxaeHus gyru
OCYLLECTBMSAETCSA B ra3oBON 3alLMTHOW Cpeae.
B pesynbraTte Hayano copMupoBaHus LWBa 1
PO3XUTr Ayr BbINonHsieTcs 6e3 Bo3gencTaust
Kucropoga, UCKINo4aeTCst OKUCTIeHVe CBapOoY-
HOW BaHHbI, YBEMUYMBAETCA Pecypc pacxod-
HbIX MaTeprarnoB ropernku.

Pexum POST GAS — cduHuwHas npogyska
30HbI CBapKW 3aLLMTHLIM ra3oM, KOTopasi ak-
TUBUPYETCS MOCNe OTKIIOYEHUS CBapOYHOW
ayrun. bnarogapst aToMy CBapoO4HbIi LIOB
NMOMHOCTbIO 3acTbiBaeT B ra3oBON 3aLUUTHOM
cpefe, UCKMYas BnuMsHMe aTtMocdepbl, HYTO
0CcoBeHHO BaXHO ANSA antoMWHUSA U Hepxa-
BEWKMN.

Hanuuve dyHkumn Pre n Post Gas nossonsi-
0T UCKMIOYNTB OKMCIEeHNe LWBa, obpasoBaHne
NycTOT U TPELUMH B Hayarne M KOoHLe CBapoy-
Horo uukna. AnutenbHocTb NpoadyBku Pre n
Post Gas MOXHO HacTpouTb OTAENBHO C No-
MOLLbIO perynsitopa.

YcTaHoBWTE BEMMYMHY CBAapOYHOrO TOKa UCXO-
051 U3 TONWMHBbI CBAapMBaeMoro matepuana u
AnameTpa MCronb3yeMon 3neKTpoaHOW npo-
BONokn. CKOpoCTb NMofayun MpoBOMOKN aBTo-
MaTUYEeCKN CUHXPOHU3NPYETCH C BENUYUHOMN
cBapo4yHoro Toka. MogBeauTe ropenky K 3a-
roToBKe Tak, YTobbl MPOBOOKa He Kacanach
3aroToBKW, @ HaxoA4Mnacb Ha paccTosHUM
HECKOMNbKMX MWUMIMMETPOB OT Heé. HaxaB Ha
KnaBuLy FOpenku, 3axrute Ayry v npucry-
nanTe kK cBapke. Haxaras knaBuwa obecne-
YnmBaeT nofady 3MeKTPOLHON MPOBOMNOKN U
YCTaHOBIEHHbIN PEAYKTOPOM MOTOK 3aLLUTHO-
ro rasa.

[InvHa gyrv n ckopocTb ABWXEHUS ANeKTpoaa
BMUSIIOT Ha (POPMY CBAPOYHOIO LUBA.
Pab6ota co cMeHHOM NONsIpHO-
CTbIO

M3HayanbHO CMNOBOW KOHTaKT CBapO4YHOM
rOpenku NoakmtoYéH K «+» Ha mMoayne cMme-
Hbl nonsipHocTn. 3Tto OBPATHAA MONAP-
HOCTb. OHa npumMeHsieTcs Npu cBapke
n3aenuii U3 TOHKONMMUCTOBOW CTanu € Hepxa-
BeloLMMU, NErMpoBaHHbIMU 1 BbICOKOYTNepo-
OUCTBIMW CTansiMu,KoTopble O4eHb YyBCTBU-
TenbHbI K Neperpesy.

Bo Bpems cBapkut Ha NMPAMOW MONAPHO-
CTW 6onbluas YyacTb Tenna KOHLEHTpUpyeTcst
Ha camMOM M3Jenuu, U3-3a Yero NpPoucxoauT
yrnybneHve kopHsa wea. [Ans cMeHbl nonsp-
HOCTW C obGpaTHOM Ha NpsIMyl Heobxoanmo
nepeksnioyYnTb Ha Moayne BbIBOA CUITOBOTO
npoBoAa C «+» Ha «-». A Kabenb C 3aXMMOM
Maccbl B JaHHOM crly4ae noAcoeAnHUTb K Ae-
Tanu, BCTaBMB CUJIOBOW HAKOHEYHUK kKabens B
KNeMMy «+» Ha nepegHen naHenu.

[ina cBapku critocoBor (MOPOLLKOBOW) Npo-
BOIOKOW 6e3 3alMTHOro ra3a Mcnonb3yeTcst
MPAMAA NONAPHOCTb. Mpu atom 6onb-
LIWA HarpeB WAET Ha m3genue, a NPoOBOSIOKa
M KaHan cBapO4YHOW ropenku HarpeBalTCs
MEHbLLE.

Mo okOH4YaHuUKU CBapKu:

[ OTBecTM conno ropenku oT LBa, Npepsas
CBapOYHYI0 Ayry;

OTnycTuTb KNaBWLLY ropernkv Ans npekpa-
LLEHNSA NoAAaYN 3NEeKTPOAHON NMPOBOMOKK U
rasa;

OTKnNIoYMTb NoAady rasa, NnepekpbiB KpaH
nofauyum rasa ot pegykropa 6annoHa;
MepeBecTn BbikNoYaTenb B NOMNOXeHWEe
«off» - BbIknto4eHo

Pexum py4yHoOu AyroBon cBapku
(Mma)

1. NopcoeanHnTe anekTpogoaepxartenb K «-»
KnemmMe annapara, kabenb 3a3eMIeHust K «+»
KnemMe annaparta (NpsiMas NONAPHOCTb),
nnun HaobopoT, ecnun aToro TpebyloT ycnosus
CBapKM W/vnu mapka 31eKTpofoB:

[Mpu py4HON OyroBoKW CBapke pasnuyatoT ABa
BMAA MOAKMIOYEHUS: NPSAMON NOMSIPHOCTU U
obpaTHow. MNMogknioveHne «npsamasay nonsp-
HOCTb: 3NEKTPOA - KMUHYC», CBapMBaemas
e Tanb -«Nnc». Takoe MOAKMIYEeHNe N TOK
npsAMON NOMSIPHOCTU LenecoobpasHbl Ans
pe3kn mMeTanna v cBapkv 60OnbLUMX TOMLLMH,
TpebytoLwmx 6onbLIOro konMyecTsa Tenna ans
MX nporpesa.

«ObpaTHasa» nonApHOCTb (9nekTpoa -
«MACY, AeTanb - «MUHYC») UCMONb3yeTcs
npu ceapke HeGonbLUMX TOMLWMH U TOHKOCTEH-
HbIX KOHCTPYKUMI. [lerno B TOM, 4YTO Ha OTpu-
LaTenbHOM nomtoce (katode) aneKTpuyeckomn
Oyrv TemnepaTypa Bcerga MeHblle, Yem Ha
NOMNOXUTENBbHOM (aHOAE),3a CYET Yero anek-
Tpoa pacnnaensietcsi GbicTpee, a HarpeB Ae-
Tanu yMeHbLUAETCS - CHUXKaETCs U ONacHOCTb
eé npoxora.

2. YcTaHOBWTE NepekrnoyaTenb pexuma B no-
noxeHne MMA

3. YcTaHoBUTE CBApPOYHbIN TOK COMNMACcHO UMy

O

O
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1 OnaMeTpy anekTpoaa, U HauMHanTe CBapky.

4. Tok cBapku perynupyetcst peryrnstopom cunbl Toka, pakTuyeckoe 3Ha4yeHue Toka npu paboTe

oTobparkaeTcsa Ha aucnnee amnepmMerpa.

5. Bo3byxaeHve ayru ocyLiecTBAseTCs Npyu KpaTKOBPEMEHHOM MPUKOCHOBEHMMN KOHLA 3MeKTpo-

0a K n3genviio u oTBefeHuto ero Ha Tpebyemoe pacctosiHme. TexHUYecku aTOT MPOLECC MOXHO

OCYLLECTBAATL ABYMS NpUeMamMu:

[J KacaHvem anekTpoaa BNpUTbIK U OTBEAEHNEM €r0 BBEPX;

[J YnpkaHMeM KOHLOM aneKkTpoAa, Kak CMYKON O MOBEPXHOCTb U3AENUS.

BHumaHue! He cTyynTe anektpogom no paboyeri NOBEPXHOCTM NpU NOMbITKax 3axeyb Ayry,Tak

KaK 9TO MOXET MPUBECTU K ero NoBpeXAeHNo U B AarnbHeNLeM TONbKO 3aTPYAHUT 3aXuraHue

ayrn.

6. Kak TonbKko NponsonaéT 3axunraHne Oyru, arnekTpoa HYXXHO AepXKaTb Ha TaKoM pacCTOSHUM OT

obpabaTbiBaemoro matepuana, KOTopoe COOTBETCTBYET AMamMeTpy anekTpoaa. Ans nonyyeHus

paBHOMEPHOTO LLBa Aanee Heobxoanmo cobniofaTte 3Ty AUCTaHLMIO MO BO3MOXHOCTM NMOCTOSIH-

HoW. Takke HEOBXOAMMO MOMHMWTb, YTO HAKMOH OCK 3nekTpoaa AoSMKeH 6biTe npumepHo 20-30

rpagycosB, Ans Nny4llero BU3yanbHOro KOHTPONs BeAEeHUss CBapoOYHOro LUBA.

7. 3akaH4MBasi CBApPOYHbIN LLOB, OTBEAWTE 3MEKTPOS HEMHOIO Hasag, YToObl 3anosHMCA

CBapOYHbIN KpaTep, a 3aTeM pe3ko NOAHUMUTE ero 40 NCHE3HOBEHUS AyTU.

Ta6l1VIL|,bI napameTpoB CBapKu (ToanO ansa CnpaBKVI)

TonwwmHa PekxoMeHayeMbIi AuaMeTp NPOBOJIOKK, MM

mMeTanna, lMpoBornoka cnnoLwHOoro ce4yeHus MpoBonoka ¢ dnrocom
MM 0,6 0,8 0,9 1,0 0,8 0,9 1,2
0,6 +
0,75
0,9
1,0
1,2
1,9
3,0
5,0
6,0
8,0
10,0
12,0 + +

[ns kayecTBEHHOWN CBapky MeTanna TonwuHon 5 Mm n 6onee HeobxoaMMoO CHMUMaTb acky C

TOPLIEBON KPOMKY AeTarnel B MeCTe UX CTbIKOBKM MM NMPOU3BOAUTL CBaPKY B HECKOSIBKO MPOXO-
[0B.

+ |+ |+

+++]+ |+

+ |+ |+ |+ +]|+

++]+[+]+]+

+ 4+ [+]+]+

+ |+ [+ +]+]|+
+ |+ [+ +]+]+]+

Hactpoiku pacxoaa rasa npu ceapke MIG, MAG

OunameTp
NPOBOSIOKKU, [05-08[1-14|16-2|25-3
MM

Bbinyck
NPOBOMIOKM, | 7-10 [ 7-14 | 14-20|16-20
MM

Pacxopn

rasa, 5-8 8-16|15-20| 20-30 Im
n/MuH

MapameTpbl cunbl TOKa U guameTpa aneTpoaos npu ceapke MMA

Tok cBapku, A
MuHUManbHbLIN MakcumanbHbIN
1,6 20 50
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2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200

XapaKTepMCTMKVI CBapHOro wea
B 3aBMCUMOCTM OT CUMbl TOK@ U CKOPOCTM OBWKEHUSI 3NEeKTPoAa Bbl MOXETE NOMYYUTb Crieayto-
e pesynbTaThl:

NS 27NN 37NN 7RSS sEIARSN 6z
TPZZRY

. CNIALLIKOM MeAJieHHoe ABUXEHNe anekTpoaa

. 04eHb KOpoTKas ayra

. O4eHb HM3KWI TOK CBapKu

. CNALLKOM BbICTPOE ABWXEHME aneKkTpoaa

. 04eHb ANMHHasA ayra

. 04eHb BbICOKWIA TOK CBapKW

. HOPMarnbHbI LLOB

PekomeHayem NpoBecTW HECKOMNbKO MPOBHbBIX CBAPOK AN NMOMYYEeHUs1 HEKOTOPbIX NPaKTUYECKMUX
HaBbIKOB.

OTKkno4yeHne CBapo4HOro annaparta. TennoBas 3awumTa

Ha Baliem cBapoyHOM annaparte ycTaHOBreHa TennoBas 3alimTa Ans npefoTepalleHus nepe-
rpeBa aMeKkTPOHHbIX YacTel annapata. MNpu npeBbIieHU TeMnepaTypbl TePMOBbIKIOYaTENb
oTkntoumnT annapart. O cpabaTbiBaHWM TENMOBON 3aLUWTbl CBUAETENBCTBYET CBEYEHWNE MHAUKATO-
pa.

BHUMAHMUE! Mpwu Bo3BpalleHMn TemnepaTypbl K HOpMarnbHoW paboyel, HanpsikeHne K anekT-
poay ByaeTt nogaHo aBToMaTtudecku. He octaensinte Ha a1o Bpemsi uagenve 6e3 npucmotpa, a
AepxaTenb 3MeKTpoaa, NexalyymM Ha 3emrie N Ha cBapuBaeMbIX AeTansx.

PekomeHayem Ha 3To BpeMmsi BblknovaTb annapar BblKntovaTenem.

Harpes n3genus Bo Bpems paboTbl ABNSETCS HOpMarbHbIM.

BHUMAHMUE! Bo n3bexaHre NonoMoK Unun npexneBpeMeHHOro Bbixoga CBapO4HOro annapara
13 cTposi (0cobeHHO Npu YacToM cpabaTbiBaHUM TEPMOBBIKITIOYATENS), Npexae YeM npopon-
XaTb paboTy, BbIACHWTE NPUYMHY cpabaTbiBaHUst TENOBON 3alnThbl. A 3TOro OTKMYUTE
annapar oT ceTu 1 obpaTutech k pasgeny «Bo3moXHble HeMcnpaBHOCTY U MeTOAbl UX YCTpaHe-
HUA» HacTosiwero PykoBoacTsaa.

Bo3MoXHble HencnpaBHOCTU U MeTOAObl UX YCTPaAHEeHUA

CnepuTte 3a ucnpasHbIM COCTOSIHMEM m3fenusi. B cnyyae nosiBneHusi Nnofo3puTenbHbIX 3ana-
XOB, AibIMa, OTHS, UCKP CriedyeT BbIKMIOYMTb annapar, OTKMIYUTbL ero OT CeTu U obpatuTbes B
crneunanmanpoBaHHbI CEPBUCHBIN LIEHTP.

Ecnu Bam 4To-To nokasanock HeHopmarnbHbIM B paboTe usgenusi, HeMeaieHHo npekpaTuTe ero
aKcnnyaraumio.

B cuny TexHU4eckon CROXHOCTU VU3AENUS, KPUTEPUN NPEAENbHbIX COCTOSIHUIN He MOTyT ObiTb
onpepfeneHbl Nonb3oBaTesieM CamMoCTOATENBHO.

B cnyyae siBHOM unu npeanonaraemon HencnpaBHOCTY obpaTtuTech k pasgeny «Bo3moxHble He-
MCNPaBHOCTU U METOAbI UX YCTPaHeHusi». Ecnun HencnpaBHOCTM B NepeyHe He oka3anoch Unu.
Bbl He cMornun ycTpaHuTb ee, 06paTMTeCh B Creuvan3npoBaHHbIi CEPBUCHbBIN LIEHTP.

Bce gpyrve paboTbl (B TOM YMCne PEMOHTHbIE) AOMMKHbI MPOBOAUTLCS TOMBKO cheuuanMcTamm
CEPBUCHbIX LLIEHTPOB.

NOoO oA WN -
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Mpo6nema Bo3moxHasi npuumnHa PeweHune
HanpskeHne CnulKOM BbICO-|BbIKMounTE UCTOYHMK 3Heprum; Mpo
Koe BepbTe rMaBHoe nutaHue; MNoBTopHO
r HANDSHKEHIE CHMLLIKOM HUSKOE BKIIOYMTE annapart, Korga Hanpsbke
1 OpUT UHAMKATOP P Hue ByaeT HopmanbHoe
TepMo3aLuThbl =
Mnoxol npuToK Bo3gyxa Yny4ylmTe npuToK Bo3gyxa
CpaboTana Tepmo3salwmTa an-| .
[ante annapaty ocTbITb
napara
Perynsatop nogayvm npoBofoku .
Y P noa P Otperynupyite
Ha MUHUMYyME
Het nogauu npo- =
2 BOMOKN 3anvn TOKOBbIN HAKOHEYHUK 3aMeHNTe HaKOHEYHMK
Ponukn nogayn He cooTBeT- o
[MocTaBbTe NpaBUNbHbBINA PONUK
CTBYIOT AMaMeTpy NPOBOIOKN
KHonka BknoveHust He pabota- .
BeHTunatop He|, MoxanywicTa, obpatntech B cepBuc-
paboTaeT unu HbIA LEHTP
3 BeHTungarop cnomax
BpalyaeTcsa mea- -
Mnoxon KOHTaKT COeAUHEHNs C
TNIeHHO MpoBepkTe coeanHeHne
BEHTUNSTOPOM
noxom KOHTaKT C AeTarnbto YRyylimTe KOHTaKT
H i CNVUIKOM TOHKWA CBTEBOR Ka-| [y o1 ciire ceTeRoN Kabenb
€ ycron4nsasn 6enb, TepsieTcsl MOLLHOCTb
4 |pyra, 6onbwoe
pasbpbIaTUBaHIE Cnuwkom HM3Koe BXOOHOE Ha-|YBenuubTe BXOAHOE HanpsikeHue
npsbKeHne nocpeacTBom crabunusaropa
M3Hocunuck getanu ropenkn  [3ameHuTe getanu ropenku
O6pbIB cBapo4Horo kabens MpoBepkTe Kabenb
[yra He 3axwura-
5 [eTtanb 3arpsisHeHa, B Kpacke,
eTca MpoBeanTe o4nCTKY AeTanu
B pXXaBymHe
lopenka nogkntoyeHa He npa-
MopknioynTe NpaBMnbHO roperky
BUIbHO
HeT 3awmTHOro|[@30BbIN WNaHr nepexar nnu .
6 . [MpoBepbTe rasoBbIv LUAaHM
rasa NnoBpexaéH
MecTa coeguHeHuns wnaHros|[lpoBepbTe MecTa COegUHEHUs
Nroxo 3aTsHyThl LLMaHroB
MoxanywcTta, obpaTutech B cepBuUC-
7 |Bpyrne xany P P
HbIN LEEHTP

I'paquecme CNMBOIJIbl U TeEXHUYeCKune AaHHble

OTOT CMMBON NoKasbiBaeT BTOPUYHOE HanpsXeHne XonocToro xoaa

POYHOrO arperarta B amnepax.

uo....... V
(B BombTax).
Xl,...... A OTOT CYMBOJS1 NOKa3bIBAET HOMUHAIBbHBIV PAGOYMIA LK.
U,...... V OTOT CMMBOIT MOKa3bIBAET CBAPOYHbIA TOK B aMnepax.
U OTOT CYMBOI NoKa3biBaeT CBApO4HOE HaMpsPKeHNe B BOMbTaXx.
; OTOT CYMBOS NOKa3bIBAET HOMUHANBbHOE HaMpPsHXKeHe MUTaHUS.
| A OTOT CYMBOI NOKa3bIBAET MakCUManbHbIV MOMNIOLLAEMbIV TOK CBa-

HOro arperata B amnepax.

OTOT CMMBOI MOKa3blBaeT MakCUMarbHbIV CBAPOYHbIA TOK CBapOY-

OTOT CMMBOI MOKa3blBaeT Knacc 3alnTbl CBapOY4HOro arperarta.

OJTOT CMMBOIT NOKa3bIBaET, YTO CBAapO4YHOE YCTPONCTBO NOOXOOUT
Ana ncnonb3oBaHWA B YCNoBUAX, rae cyllectBsyeTt BbICOKUI puck
nopaxeHua areKTpu4eCckMmM TOKOM.
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0 OTOT cMMBON MOKa3bIBaeT, YTO neped Havanom paboTbl BHUMa-
TEMbHO NPOYUTANTE MHCTPYKLMIO MO JKCNyaTaumu.

OTOT CYMBON MOKa3bIBaET, YTO CBAPOYHbIV arperar npeacTaBnsier
coboi ogHOMasHbIN CBapOYHbIV annapaTt NOCTOSHHOIO TOKa.

OTOT CMMBOJ NoKa3biBaeT hasy NUTaHWUS U YacToTy NUHUK B rep-
uax.

TexobcnyxuBaHue u cepBuUC

TexobcnyxuBaHUe U O4UCTKA

» Bce paboTbl N0 TEXHUYECKOMY OGCITY>XMBaAHUIO AOMKHbI MPOBOAUTHLCH NPU OTKIHOYEH-
HOM OT ceTu Kabene.

» [Mepen BbINONHEHUEM NIOOLIX PAabOT C INEKTPOMHCTPYMEHTOM BbITalUTE BUIKY U3 pO-
3eTKMW.

» PerynsipHo ygansinte Nbiflb CYXMM M YACTbIM CXaTbiM Bo3gyxoMm. Ecnu cBapouHbIn
annapart 3KcniyaTupyeTcsi B cpeie C CUIbHbIM 3aAbIMIIEHUEM U 3arpsAA3HEHHbIM BO3-
AYXOM, ero Heo6xoANMMO YMCTUTb He pexe OAHOro pasa B mecsu. [laBneHne cxaroro
BO34yXa AOSMKHO ObiTb B pa3yMHbIX npegenax, Ytobbl NpeaoTBpaTuTb NOBPEXOAEHNE MENKMX
N YyBCTBUTENMbHbLIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsAnTe BHYTPEHHIOK LieNb CBapoO4YHOro annapara u ybegutecb, 4To
coeVIHEHUA LIeNU NOAKMNI0OYEHbl MPaBUITBHO U NIIOTHO (OCOOEHHO pa3bem U KOMIMo-
HeHTbI). [1py 06HapyXeHUN oKanuHbl Y PXXaBYMHbI OYUCTUTE Ero 1 CHOBa NIIOTHO MOACOEAM-
HUTe.

» He pgonyckainTe nonagaHus BoAbl U Napa B MHBepTop. Ecnn 3T0 nponsonaeT, npocywnTe
€ro v NpoBepbTe U30NALMIO annapara.

» Ecnu cBapouHbIV annapat He GyaeT Ucnonb3oBaTbCA B TeYEHUE ANUTENIbHOro Bpe-
MEeHM, ero Heob6xoAMMO NOMECTUTb B YNAaKOBOYHYHO KOPOOKY M XPaHUTL B CYXOM U 4u-
CTOM MecTe.

Ecnun TpebyeTcsi nomeHATb LWHYp, BO U3bexaHne onacHocTn obpalantecs Ha dpupmy P.LT. unm

B aBTOPV30BaHHYIO CEPBUCHYIO MaCTEPCKYIO ANs ANeKTPOMHCTpyMeHToB P.I.T.

CepBuc

» PeMOHT Bawlero aneKTpoOMHCTPYMeHTa nopyvyanTe TONbKO KBanuuunpoBaHHOMY nep-
COHany u TONbKO C MPUMEHEHWEM OPUrMHarbHbIX 3anacHblX YacTtern. ATUM obecneyn-
BaeTcsi 6e30MacHOCTb 3NEKTPOMHCTPYMEHTA.

Cnncok aBTOPM30BaHHbLIX CEPBUCHbBIX LIEHTPOB MOXHO NMOCMOTPETL Ha oduumansHom cante P.I.T.

no cceinke: https:/pittools.ru/servises/

XpaHeHue 1 TpaHCNOPTUPOBKa

CBapo4HbIll annapar crefyeT XpaHUTb B 3aKpbITbIX MOMELLEHNSX C €CTECTBEHHOW BEeHTUNSumen

npu Temnepatype ot 0 go +40°C 1 OTHOCUTENbLHON BNaxHocTu Bo3ayxa o +80%. Hanunune B

BO3AlyXe MapoB KWCIIOT, LeNoYel 1 Apyrix arpecCMBHbIX MPYMECeN He [OMyCKaeTCcs.

TpaHcrnopTpoBaTh NPOAYKLMIO MOXHO J0ObIM BUAOM 3aKpbITOro TpaHCnopTa B ynaKkoBKe Mpo-

n3BoanTensa unu 6es Hee, C COXpaHEHNEM U3AENUA OT MEeXaHU4eCKMX NMOBPEXAEHU, aTMOoC-

depHbIX OCafKOB.
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YTunusauusa
OTcnyxXuBLUME CBOW CPOK 3MEKTPOUH-
CTPYMEHTbI, NPUHAANEeXHOCTN 1 yna-
mmm KOBKY CrneflyeT caasaTb Ha aKonornde-
CKV YNCTYt0 NepepaboTkKy OTXOAOB.
YTUnusunpymnte aneKTPOUHCTPYMEHT OTAENbHO
oT 6bITOBOrO Mycopa!
Pacwudporka Aatbl U3rotosne-

Husa Uspenusna

No.| [00000 000000] |

Kopnpopgykta Tlop Mecsy — Homep Bnaptum
[aTa nsrotoBneHust n3aenus 3aawmdgpoBaHa B
CepuNHOM HOMepe, HarnevyaTtaHHOM Ha Kopny-
ce uHcTpymeHTa. lNMepBble 2 uudpbl 0603Ha-
YaloT rog BbiMycka, crneaytowme 2 uudpbl —
MecsiL,.

YCNnoBUA rAPAHTUUHOIO OB-
CNYXUBAHUA

1.HacToswee rapaHTUinHoe CBUAETENbLCTBO
SIBNSAETCA €AMHCTBEHHbIM JOKYMEHTOM, Mnoa-
TBEpX4atLwmmM Balle npaBo Ha becnnatHoe
rapaHTuiiHoe obcnyxusaHue. bes npeagbss-
TNIeHUs1 JaHHOTo CBMUAETENbCTBA NPEeTEeH3Un
He NpuHMMatoTcs. B cnyyae ytepy nnm nopum
rapaHTMNHOe CBMAETENbLCTBO HE BOCCTaHaB-
nnBaeTcs.

2. MapaHTWIHBIA CPOK yKa3aH B rapaHTUAHOM
cepTudukare. B TeyeHme rapaHTUNHOIO Cpo-
Ka cepBucHas criyx6a 6ecnnatHo ycTpaHseT
NPOuN3BOACTBEHHbIE AedeKTbl U NPOU3BOANUT
3amMeHy feTtaneu, BblleAWwmnx U3 CTpos Mo
BUHE n3rotoButensi. Ha nepuog rapaHTUNHOIO
pPEMOHTa 3KBUBASIEHTHbIA UCMPABHBIN UHCTPY-
MEHT He npegocTaBnseTcsa. 3ameHsiemMble
netanu nepexogst B COGCTBEHHOCTb CryX6
cepsuca.

KomnaHus P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpen, KOTOpbI MOXET ObITb NPUYMHEH MpK
paboTe ¢ aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUiHbIN PEMOHT UHCTPYMEHT Npwu-
HUMAaETCsl B YACTOM BUAE, NpU 006513aTeNbHOM
HanMuuMn Hagnexawym obpasom oopmneH-
HbIX JOKYMEHTOB: HaCTOSILLEro rapaHTUMHOro
CBUAOETENbLCTBA, rapaHTUNHOIO TarnoHa, ¢ nor-
HOCTbIO 3aMOSfIHEHHBLIMU MOMSIMU, LUITAMNOM
TOProBOW OpraHu3aLun 1 Nognucbo nokyna-
Tens.

4.MapaHTUIAHBIA PEMOHT HEe NPOU3BOAUTCS B
crnegyoLmx crnyyasx:

- NPU OTCYTCTBMM rapaHTUAHOIO CBUAETENb-
CTBa M rapaHTMNHOIO TarioHa unu Henpasuib-
HOM VX OChOpMIIEHUN;

- cTeneHb M3HOCa AMameTpa Konnekrtopa
poTopa asuratens npesbiwaet 0,4 mm (3a uc-
KINOYEHNEM UHCTPYMEHTOB C HecLyeTouHbIM
asurartenem);

- PV COBMECTHOM BbIXOAE U3 CTPOS SKOPS U
cTaTopa anekTpogsurartens, npu obyrnmeaHum
UV ONnaBneHUn NepBuUYHON oBMOTKM TpaHc-
dopmaTopa cBapoyHOro annapara, 3apsg-
HOro MMM MyCKO-3apsifHOrO YCTPOWMCTBA, Npu
onnaBneHUN BHYTPEHHUX AeTanemn, npoxure
3MEKTPOHHbIX NnaT 1 Apyrux cnyyasx;

- ecnu rapaHTuMiHOe CBMAETenbCTBO MMN
TarnoH He NpuHagnexart 4aHHOMY 3MeKTPOUH-
CTPYMEHTY U He COOTBETCTBYET YCTaHOB-
neHHoMy nocTasLyukomM obpasuy;

- M0 MCTEYEHUN CPOKa rapaHTuu;

- NpW NoMbITKax CaMOCTOATENBHOIO BCKPbITUS
UM PEMOHTa 3NEKTPOMHCTPYMEHTa BHe ra-
PaHTUAHON MacTepCKOW;

- BHECEHUS KOHCTPYKTUBHBIX U3MEHEHUN U
CMa3Kv MIHCTPYMEHTa B rapaHTUINHbINA Nepuof,
0 YeM CBUAETENbCTBYIOT, HaNpMmep, 3anoMbl
Ha LWMLUEeBbIX YacTsaX Kpenexa KOpnyCHbIX
netanemn;

- NPV UCMNOMb30BaHUN ANEKTPOUHCTPYMEHTa
B NPOW3BOACTBEHHBIX UMW UHbIX LeNsX, CBS-
3aHHbIX C MoMy4YeHreM NpubbInu, a Takke npu
BO3HWKHOBEHMWN HEWCNPABHOCTEN CBA3aHHbIX
C HecTabunbHOCTbI MapamMeTpPOB 3rleKTpoce-
TW, NpeBbILIaLWNX HOPMbIl, YCTAHOBMEHHbIE
[OCT;

- MpY HenpaBUIbHOW 3KCNIyaTauum, UCnosb-
30BaHMWI0 3NEKTPOUHCTPYMEHTa He No Ha3Ha-
YEHUI, yKa3aHHOMY B MHCTPYKLMM NO 3KCMIy-
ataumm, yCTaHOBKW Ha 3NIEKTPOUHCTPYMEHT He
npefHasHaYyeHHbIX 3aBOAOM-U3roToBUTENEM
HacagoK, AONOMHUTENbHbBIX NpUcnocobneHuni
nTn,;

- NpU MexaHWYeCKUX NoBpeXAeHMsaX Kopny-
ca, CeTeBOro LHypa M Npu NoBpeXAeHUsX,
BbI3BaHHbIX BO34ENCTBUSIMU arpecCUBHbIX
CpPeAcTB U BbICOKUX U HU3KUX TemnepaTyp,
nonagaHnyM MHOPOAHbIX NPEAMETOB B BEHTU-
NAUNOHHbIE PELUETKN 3MEKTPOUHCTPYMEHTA,
a Takke Nnpu NOBPEXAEHWUSX, HACTYNMBLUNX B
pesynbTaTe HenpaBUIbHOTO XpaHeHusi (Kop-
po3ns MeTanmmM4yecknx YyacTten);

- NPWU eCTECTBEHHOM U3HOCe JeTarnen anek-
TPOMHCTPYMEHTa, B pesynbrate AnUTENbHOWN
3KcnnyaTauum (onpeaensieTcst no npusHakam
NMOMHON MW YacTUYHON BbIpaboTKM pecypca,
CUIBHOTO 3arpsi3HEHUs], PXKaBUnHbI CHAPYXW U
BHYTPVW 3NEKTPOUHCTPYMEHTA, OTpaboTaHHOM
CMasku B pegyKTope);

- MPY BO3HWKHOBEHUW MOBPEXOEHUIA B CBS3N
C HecobnoageHneM NpeaycMOTPEHHbIX WH-
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CTPyKUWMeW YCnoBuiA aKcnnyaTauum (CM. rnasy
«YKasaHve no TexHvke 6e3onacHoOCTU» B WH-
CTPyKUUK).

- NPV NOBPEXAEHNN U3Oenua BCreacTBmne He-
cobnioAeHNs NpaBun XpaHeHUsa 1 TpaHcnop-
TUPOBKY;

- NPV CUNBbHOM BHYTPEHHEM 3arpsi3HeHUN UH-
CTPYMEHTa;

- nNpu paboTte ¢ neperpysko 6EH30UHCTPY-
MEHTa, U3BMEHEHWN LBeTa Yawkn u MydTol
cuenneHns B pesynesrarte neperpesa;

- npu obpbiBE LWIHYpa cTapTepa npu ycrnosun
MCNPaBHOCTN OCTasbHbIX AeTanei MyckoBoro
YCTPOWCTBA;

- Ha Bce BMAbl paboT, BbiNoNHAeMble Npu ne-
pMOANYECKOM TEXHUYECKOM 06CnyXmBaHUn
(perynupoBku, 4yncTke, 3aMeHe pacxodHbiX
maTepuanos u ap.);

- Ha HeucnpaBHOCTW, BO3HMKLINE B pe3yrb-
TaTe HapyweHuns TpeboBaHUn n npasun
aKcnnyaTtaumun, yCcTaHOBMEeHHbIM NacnopToM
nsgenusa. Hanpumep, neperpes nsgenus,
HecobniogeHve TpeboBaHuii K cocTaBy U Ka-
YeCTBY TOMSIMBHOW CMeCH, NOBMEKLINX BbIXOA,
13 CTPOS MOpPLUHEBOW rpynnbl (6e3ycnoBHbIM
NPU3HaKOM 3TOrO ABMAETCS 3aneraHve nopLu-
HEeBOro Konbla W/unu Hanuume uapanuH u
noTepTocTeN Ha BHYTPEHHEeW NOBEPXHOCTU
LUMnuHAapa 1 NoBepXHOCTH MOPLUHS, paspyLue-
HVe Ny onnasneHne ONoPHbIX NOALMMHMKOB
LiaTyHa 1 NopLUHEBOro nanbua);

- Ha BHELUHWEe N BHYTPEHHWEe 3arpsisHeHus,
LiapanuHbl, TPeLyHbI, NOBPEXAEHNS, BO3HUK-
luMe B npouecce aKcnnyaTauuv unu TpaHc-
NMOPTUPOBKU.

- Npu paboTe 3NeKTPONHCTPYMEHTOM C nepe-
rPY3KOM W 3aKNVHMBAHNEM OCHACTKW, O YeM
CBWAETENbCTBYIOT 3aAMpPhl, U3MEHeHWe LBeTa
OT TemnepaTypbl YNOPHbIX U NPUKUMHbIX
Lwamnb, 3aXMMHOro NaTpoHa, BbIXOAA W3 CTPOst
peaykTopa.

MpodunakTuyeckoe obCcnyxmnBaHne aneKkTpo-
WHCTPYMeHTa (4McTKa, NpoMbIBKa, cMaska,
3aMeHa NbINbHUKOB, MOPLUHEBbLIX WU YNNOT-
HUTENbHbIX KOmnew) B rapaHTUHLIA Nepuog,
SABMAETCHA NNATHON YCIyrou.

Cpok cnyx6bl n3genusa coctasnseT 3 roaa.
Cpok xpaHeHus — 2 roga. He pekomenayetcs
K aKcrnyaTauum no uctedeHun 2 net xpaHe-
HWS C JaTbl U3roTOBMEHWS], KOTOpasi ykasaHa B
CepUHOM HOMepe Ha 3TUKETKE MHCTPYMEHTa,
6e3 npeaBapuTenbHON NpoBepky (onpeaene-
HVe Aatbl BbiNycka CMOTpUTE paHee B Pyko-
BO/CTBE MONb30BaTens).

O BO3MOXHbIX HapyLeHNAX, U3NOXEHHbIX
BblILLIE YCMOBWI rapaHTUNHOMO 0BCNyXNBaHWS,

BragenbLy coobliaeTcs nocne nNpoBeaeHUs
AVMarHoCTUKN B CEPBUCHOM LeHTpe. Bnage-
newu MHCTpPyMeHTa foBepseT npoBeaeHne
ANarHoCTUKM B CEPBUCHOM LIEHTpe B CBOE
oTCyTCTBYME.

3anpeluaeTcs akcnnyaTaunsi aNeKTPONHCTPY-
MeHTa Npu NPOSABMEHUN NMPU3HAKOB MOBbI-
LLIEHHOro HarpeBa, UCKpeHUs, a Takke Luyma B
peaykTopHOW YacTu. [ins BbIACHEHWUSA NPUYUH
HencnpasHOCTK NokynaTento cnegyeT obpa-
TUTBLCS B rapaHTUHYIO MacTepeKyio.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOW 3aMeHOW YronbHbIX LWEeTOoK ABUratens,
YCTPaHSAIOTCA 3a CHET NoKynatens.
5.l'apaHTus He pacnpocTpaHseTcs Ha:

- CMeHHble NpUHaANexXHocTn (akceccyapbl U
ocHacTKa), HanpumMep: akKyMmynsaTopbl, AUCKK,
HOXW, cBepna, Oypbl, NAaTPOHbI, Lenu, 3Bes-
[OYKN, LIaHroBble 3aXXWMbl, LUWHbI, 3NEeMEHTbI
HaTSHKEHNA W KpernneHus, ronoBkn TprMme-
poB, NOAOLLBbI LWNNGOBANBHBLIX W MEHTOYHbBIX
MaLnH, PULTPbI, FONOBKN WEeCTUrPaHHbIe
CMeHHble Hacagku n T.n.

- BbiCTpOM3HaLLMBAIOLMECA AeTanwu, Hanpu-
Mep: YrofbHble LWEeTKW, NPUBOAHbIE PEMHMU,
CanbHUKM, 3aLUUTHBIE KOXYXMW, HanpaBnsto-
Wme ponukun, HanpasnswoLliMe, pe3nHoBble
YNNOTHEHUS, NOALMNMHUKN, 3yb4yaTbie peMHu
1 Koneca, CTBOfbI, MEHTbl TOPMO3a, XpanoBu-
KM 1 TPOChI CTapTepoB, NOPLUHEBbIE KOMbLa U
T.0.

3ameHa unx B TeyeHue rapaHTUNHOro cpoka
SABMSETCHA NNaTHOW YCryrou.

- WHYpbl MMTaHUA, B cry4yae NoBpexaeHus
nsonAumn. B gaHHom cnyyae notpebutens
[omkeH 6blTb yBEAOMIEH U PEMOHT (ycnyra
nnartHasi) AomkeH OblTb BbINOMHEH Nocne co-
rnacus notpebutens. Ecnu notpebutens He
cornaceH Ha 3ameHy, TO B Nio6OM pemoHTe
3TOro MHCTpyMeHTa GyaeT oTkasaHo. PakT
oTKa3a [osmkeH ObITb 3adKCMpoBaH B rapaH-
TUAHOM TanoHe WMNW KBUTaHLUWN CEPBUCHOIO
LieHTpa 1 NoanucaH BnagenbLuem.
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number O OO0 000000 Place of seal
Charger Serial Number O OOOQOOO0OOOOOO
Sale Date

Trade Organization Name

Dear customer!

Thank you for purchasing the P.I.T. tool, and we hope that you will be satisfied with your choice.
In the process of manufacturing the P.I.T. tools pass multilevel quality control, if nevertheless
your product will need maintenance, please contact the authorized P.I.T. service centers.
Attention!

When buying, ask a seller to check the completeness and operability of the tool, to fill out the
Warranty Certificate, the Warranty Card (the boxes shall be filled out by a seller) and to affix the
seal of the trade organization in the Guarantee Certificate and the Warranty Card.

Warranty

By this Warranty Certificate, P.I.T. company guarantees the absence of defects of the production
nature.

In the event any of the above defects are detected during the warranty period, the specialized
P.I.T. service centers shall repair the product and replace the defective spare parts free of
charge.

The warranty period for P.I.T. electric machines is 12 months from the date of sale.

[IThe warranty maintenance terms acknowledged and accepted. The operability and complete
ness of the product are checked in my presence. No claims on quality and appearance.(

Buyer(s Signature Surname (legibly)

Phone
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:P. I .T. _ CBapouyHblin MonyasTomat
FAPAHTUMHOE CBUOETEJNIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuiiHbin Homep n3genva O OO0 0000000

CepuiiHblii Homep 3apsaHoro ycTpoiicTsa [ 10O D101 0] M.IL

[ata npogaxu « »
HanmeHoBaHve TOproBov opraHnsaLmm
YBaxaembln nokynatens!

Bnarogapum Bac 3a nokynky nHctpymeHTa P.I.T. n Hageemcs, 4To Bbl ocTaHeTeCb A0BOMbHbI
CBOVM BbIGOpPOM.

Mpn HeobxoaumocTn obcnyxunBaHusa Balero nsgenus obpaiyaitecb B aBTOPU3VPOBaHHbIE Cep-
BUCHbIE LeHTpbl P.I.T. Bce cepBuCHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke TpebywTe y npopasLa NpoBepkn paboTocnocoBHOCTM MHCTPYMEHTA U €ro KoM-
NIEKTHOCTH, a TakKe 3anonHeHNs rapaHTUAHOIO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCS NpoAaBLOM») U MPOCTAaHOBKM nevaTy TOProBOW opraHusauuu B rapaHTUAHOM
CBUOETENbCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHuM faHHOro rapaHTMIHOrO cBuaeTenbcTBa komnanus Pl.T. rapaHTUpyeT oTcyTcTBUe
[edeKToB NPOM3BOACTBEHHOIO XapaKTepa.

Ecnun B TedeHune rapaHTuinHoro cpoka B Bawem usgenum obHapyxatcs ykasaHHble AedeKTbl, TO
cneumannaMpoBaHHble cepBucHble LeHTpbl PI.T. 6ecnnaTHo OTPEMOHTUPYIOT U3genve U 3ame-
HAT AedeKTHbIe 3anacHble YacTy.

[apaHTUNHBIN CPOK Ha aNeKTPOUHCTPYMeHThI P.I.T. cocTtaBnseT 12 mecaueB co AHA NPOAAXM.

«C ycrnoBusIMM rapaHTUAHOTO 06CMyXMBaHUsi 03HakoMreH(a). PaboTocnocobHOCTb U KOMMMEKT-
HOCTb U3[enusi NpoBepeHbl B MOeM NpucyTCTBUM. [peTeHsnin k kKadecTBy W BHeLLHEMY BUAY He
nveto».

Moanucb nokynaTtens
BO)
TenedoH

damunua(pasbopum-

31



R I .T. Automatic Welding Machine

P.I.T. WARRANTY CARD

RP.1I.T. Ne 1

o
N 1 Name
| ‘ iSeriaI Number
o'« !Sale Date 20 Place of Seal
NS 1(Filled out by a Seller)
& | WARRANTY REPAIR CARD
€ )i Date of Acceptance for Repair 20
et ! Application for Repair
5 B | Customer
2 |8 1Phone (Address)
g 2 &’ ECause of Application
o z 8 G ! Date of Receipt from Repair 20
% -% % % 1 The Tool is checked in my presence
Z & » O (The Order shall be performed in a Service Center) (Signature)
o
N 'Name
| ‘ iSeriaI Number
o = :Sale Date 20 Place of Seal
N/ & 1(Filled out by a Seller)
& !WARRANTY REPAIR CARD
€ ): Date of Acceptance for Repair 20
‘ 2 iAppIication for Repair
5 |2 | Customer
2 |8 Phone (Address)
€ o & !Cause of Application
o z 8 ks EDate of Receipt from Repair 20
% -% 2 % ! The Tool is checked in my presence
Z » » O |(The Order shall be performed in a Service Center) (Signature)
o
N 'Name
| ‘ ESeriaI Number
o + 1Sale Date 20 Place of Seal
SIS i(Filled out by a Seller)
& 'WARRANTY REPAIR CARD
€ ): Date of Acceptance for Repair 20
‘ £ i Application for Repair
5 S 1 Customer
g § ! Phone (Address)
5 @ o 1 Cause of Application
© z 8 © EDate of Receipt from Repair 20
% -% % % ! The Tool is checked in my presence
Z » v O |(The Order shall be performed in a Service Center) (Signature)
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FTAPAHTUUHbIA TAJOH P.L.T.

HanmeHoBaHve

CepuiiHbI HoOMep

Jata npogaxu { » 20 MecTo nevatu
(3anonHsieTca npoaasLOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA

[ata npuema pemoHT 20

3asBKa Ha peMOHT
3akasumk
TenedoH (agpec)
MpuunHa obpalyeHns
[arta nonyyeHus ot peMoHTa 20
MHCTpYyMeHT NnpoBepeH B MOEM MPUCYTCTBUM

(3akas 3anonHsetca B CepsucHom LleHTpe) (Moanwuchk)

20

20

WHbIN HOMED

 GECEEEEEEE PR R R e

HanmeHoBaHne

Cepu
[ata nony4eHusi oT peMoHTa

[ata npogaxu

TanoH Ne 2

20

HanmeHoBaHve

CepuiiHbI HoOMep

Data npogaxu » 20 MecTo nevatu
(3anonHseTcs npogasLOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA

[ata npuema pemoHT 20

3asBKa Ha peMOHT
3akaszumk
TenedoH (agpec)
MpuynHa obpalyeHuns
[ata nonyyeHus oT peMoHTa 20
VHCTpYMeHT NnpoBepeH B MOEM MPUCYTCTBUM

20

WUHbIN HOMEP

R GEEEEEEEEE PR R e

HanmeHoBaHne

Cepu
[aTta nony4eHusi oT peMoHTa

[ata npogaxu

TanoH Ne 3

20

HanmeHoBaHue

CepuitHbIn HoMep

Data npogaxu » 20 MecTo nevatu
(3anonHseTcsa npoaaBLoOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA

[ata npvema peMoHT 20_

3asBKa Ha peMoHT
3akasuuk
TenedoH (agpec)
MpunynHa obpalyeHns
[aTa nonyyeHusi ot peMoHTa 20__
NHCTpyMeHT npoBepeH B MOEM NPUCYTCTBUM

(3akas 3anonHsaetcsa B CepeucHom LleHTpe) (Moanwuchk)
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20

NHbIN HOMEP
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HanmeHoBaHue

Cepu
[aTta nony4eHus oT peMoHTa

[ata npogaxu




Media account

pit_global [ PIT Global ([ YouTube PIT Global
@ bod@pit-tools.com www.pit-tools.com/




