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Safety Notes

General Power Tool Safety Warnings

WARNING Read all safety warn-
Aings 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 [ipower 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 toollis
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

>

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.
1. Polarity reversing cable
. Torch connection socket
. Power connector []+(
. Power connector [1-[]
Fan
. Power button
. Connection for shielding gas
. Power cable inlet

ONOURWN

Technical Data

Model PMIG220-C2
Rated voltage 190-250V~ / 50Hz
Rated power 7500 W
Output current range 40-220A
Wire diameter (MIG) 0.6-1.0mm
Electrode diameter 2.5-5.0mm
(MMA)

Duty cycle (DC) 60%
Weight 14.5 kg
Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Torch cable 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:

[1 Prepare the parts to be welded;

[1 Provide adequate ventilation in the work-
place;

[l Make sure that there are no solvent va-
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pors, flammable, explosive and chlorine-containing substances in the air;

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

(1 Check the welding cable, if damaged it must be replaced;

[l 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

IG/ M220A
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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. Button for switching the mode of unified (automatic) / partial (manual) adjustment.

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 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.VRD mode activation/cancellation button

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

13. Light indicator for carbon dioxide welding using 0.8mm 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 in manual welding (MMA)
mode.

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

18. MMA, MIG function switch button

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

5
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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 solid wire (fig. 1)

Welding with an electrode (Figure 3)

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
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.
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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.

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

[l 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).

[l 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:

[l 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 (L1+[! 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 right
connector on the front panel ([I-[] terminal).

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

[l 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.

[l 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.

[1 Set the required welding mode using the
controls.

[l Begin welding.

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
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front panel (11-[] 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 ([1+[1 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.

[ 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.

The length of the arc and the speed of move-
ment of the electrode affect the shape of the
weld.
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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

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

power wire on the module from (+(] to [J-(1. Andin tWo ways:

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;

[l 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;

Move the switch to the “off” position - off

Manual arc welding mode (mma)

1. Connect the electrode holder to the (-1

terminal of the device, the grounding cable to

the [+

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 [Idirect] polarity: elec

trode - ['minus(], 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(], part

- [minus() 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

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.

[ By touching the electrode back to back
and pulling it up;
[ 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.




:P. I .T. Automatic Welding Machine
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

+|+ [+ ]+

++ |+ |+]|+

+++[+]+]+

+|+ |+ |+ |+

++|+]+]+]+

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

Diameter wire, 05-08/ 1-14| 16-2|25-3 ]
mm

Release wire, | ;0| 7 14 [ 14_20{16-20 S
mm X i

Consumption

5-8 8-16|15-20| 20-30 ‘_‘UEI

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:

1NN 17NN P77 4PZZRSSS  sPIARRN  spzZRNSy
W72

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 ['Possible 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 [1Possible 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 t00 | 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 protgctlon of the Let the device cool down
device has been triggered
Wire feed knob at minimum Adjust
2 |No wire feed Sticking current tip Replace tip
The feed rollers do not match .
. . Put on the right roller
the wire diameter
The fan does not{Power b.utton 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
Unstable arc,|lost
4 - -
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
The burner is not connected Connect the burner correctly
6 INo shieldi correctly
0 Shielding 935 (545 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.
lyo.... 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
LA .
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.

operation.

This symbol shows read the operating instructions carefully before

This symbol shows the welding unit is a single phased D.C. welder.

Hertz.

This symbol shows the supply power phase and line frequency in
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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.I.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 manufactureris pack
aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

>

Dispose of waste

ﬁ Damaged power tools, batteries, ac-

cessories and waste packaging mate-
mmm 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 000000 |
|

Product Code Year 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
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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 ['Safety 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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Pycckum

YkazaHuA no TexHuke 6e3onacHocTu
OOLwWune ykasaHUs NO TexXHUKe Ge3onacHo-
CTU OANs 3NeKTPOUHCTPYMEHTOB

NPEAYNPEXAOEHUE
Al'lpoq'rwre BCe yKa3aHUs U UHCTPYK-

LMM NO TeXHUKe 6e30MacHOCTU.
HecobniogeHne ykazaHui U MHCTPYKUMIA NO
TexHuke 6e30MacHOCTU MOXeT cTaTb Npuym-
HOW MOpaXeHWs ANeKTPUYECKMM TOKOM, Noxa-
pa v TSKenbIX TPaBM.
CoxpaHfinTe 3TU MHCTPYKLMU U yKa3aHus
Ansa 6yayuero NCNonb30BaHUA.
Mcnonb3oBaHHOE B HACTOSILLUX UHCTPYKLIMSIX
N yKa3aHWsIX MOHSATNE «3INEKTPOUHCTPYMEHT»
pacnpocTpaHseTcsl Ha ANEKTPOUHCTPYMEHT C
nUTaHWEM OT CeTu (C CETEBLIM LLUHYPOM) U Ha
aKKYMYMATOPHbIN 3NEKTPOUHCTPYMEHT (6e3
CEeTeBOro LWHypa).
Be3onacHocTb paboyero mecra
» Copepxute paboyee MecTo B YACTOTE U
XopoLlo ocBelleHHbIM. becnopsgok nnu
HeocBeLLeHHble y4YacTku paboyero mecTa
MOTyYT MPUBECTU K HECYACTHBIM CryYasM.
He paGoTtainTte ¢ 3TUM 3NEKTPOUHCTPY-
MEeHTOM BO B3pbLIBOOMNAcCHOM MomeLle-
HUKN, B KOTOPOM HaXOAATCS roployune
XNAKOCTU, BOCMNIaMeHsloWMecs rasbl
VI Nblb. ONEKTPOUHCTPYMEHTbI UCKPSIT,
4YTO MOXET NPMBECTU K BOCMIIAMEHEHWIO
MbINN U NapoB.
Bo Bpems paboTbl C 3NIEKTPOUHCTPY-
MEHTOM He gonyckauTte 6nusko k Ba-
wemy paboyemy MecTy AeTen U nocro-
poHHux nuu. OTBReKkwucb, Bel MoxeTe
noTepsTb KOHTPONb Haj 3MeKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHoOCTb
» llitencenbHas BUMKa 3NMeKTPOUHCTPY-
MeHTa [0IMKHa NOAXOAUTH K LiTencenb-
Hou po3eTke. Hn B koem cnyyae He
W3MeHANTe wTencenbHyo Bunky. He
npMMeHAWTe NepexoAHble WTeKepbl
ANA 3NeKTPOUHCTPYMEHTOB C 3alUMUT-
HbIM 3a3emneHueM. HensameHeHHble
WwTencenbHble BUNKW U NoAXoAsLMe
LuTencenbHble PO3ETKMU CHUXAKT PUCK Mo-
paKeHUsi ANEeKTPOTOKOM.
MpepnoTBpawanTe TenecHbIN KOHTaKT
C 3a3eMJIeHHbIMM NOBEPXHOCTAMM, Kak
TO: ¢ Tpy6amu, anemMeHTaMu1 OTOMNJIEHMS,
KYXOHHbIMM NAWTaMU U XONOAUNbHUKA-
mu. [Npu 3a3emnennn Bawero Tena nosbi-
LLIAETCst PUCK NOPAXKEHNSI ANEKTPOTOKOM.
» 3awmwante aNeKTPOMHCTPYMEHT OT A0~

XAA U CbIPOCTU. [TPOHVKHOBEHNE BOAbI
B 9NEeKTPOMHCTPYMEHT MOBbIWAET PUCK
NMOpaXKeHUs! AMEKTPOTOKOM.

He paspewaetcs ucnonb3oBaThb LIHYP
He No Ha3HayeHUIo, Hanpumep, ANs
TPaHCMOPTUPOBKN UMW NOABECKMN 3MeK-
TPOMHCTPYMEHTa, UNn ANA BbITATUBa-
HUSl BUNKA U3 LUTENCeNbHOW PO3eTKU.
3awuwante WHyp OoT BO3JeNcTBUA
BbICOKUX TemnepaTyp, Macna, ocTpbIix
KPOMOK MU NOABUXHLIX YacTen anek-
TPOUHCTpPyMeHTa.l[loBpexaeHHbI nnu
CNyTaHHbIN LLUHYP NOBbILLIAET PUCK NOpaxe-
HUS1 ANIEKTPOTOKOM.

Mpu paboTe ¢ 3NeKTPOUHCTPYMEHTOM
noa OTKPbITbLIM HEGOM NMPUMeEHANTe
npuroAHble Ans aToro kabenu yanu-
HUTenu. MNMpumeHeHne NpurogHoro Ans
paboTbl nog OoTKpbITbIM HeEGOM kabens
YANVHWUTENS CHWXaeT PUCK NopaxeHus
3MEKTPOTOKOM.

Ecnun HeBO3MOXHO M36exaTb npume-
HEHUA 3MeKTPOUHCTPYMEHTa B CbIpOM
noMeLLeHUU, NoAKIoYahTe INEeKTPOUH-
CTPYMEHT Yepe3 YCTPOWCTBO 3aLMTHOTO
OTKNIoYeHUA. [pumeHeHne ycTponcraa
3aLUNTHOrO OTKITIOYEHUS CHUXaeT pUcK
3MEKTPUYECKOTO MOPaXEHNS.
Be3onacHocTb ntoaen

» ByabTe BHUMaTenbHbLIMU, creauTe 3a
Tem, uyto BbI AenaeTe, n npogymaHHoO
HauyuMHanTe paboTy C 3NEeKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3neKTPOUH-
CTPYMEHTOM B YyCTarioM COCTOSIHUM
unu ecnu Bbl HaxoauTeCcb B COCTOSIHUMN
HapKOTUYECKOro UK ankKorosibHOro
OMNbSAHEHUSA UNKW NoA BO34eNCTBUEM re-
kapcTB. OOMH MOMEHT HeBHUMATENbHO-
CTU Npu paboTe C INeKTPOUHCTPYMEHTOM
MOXET NPUBECTU K CEPbE3HBIM TPaBMaM.
NMpumeHsanTe cpeacTBa MHAMBUAYaTb-
HOM 3alMThI U BCeraa 3alUTHbIE OYKM.
Vcnonb3oBaHve cpeacTs MHAMBUAYaNbHOM
3alUnThI, KaK TO: 3alMTHON Macku, obyBun
Ha Heckonb3silen nodoLwBse, 3alMTHOro
lwnemMa Unu cpeacTsB 3alMTbl OPraHoB
cnyxa, — B 3aBUCMMOCTM OT BMAa paboTbl
C 3NEKTPOUHCTPYMEHTOM CHUXAaEeT pUck
Nony4yeHus: TpaBMm.

MpepoTBpallanTe HeNpeaHaMmepeHHoe
BKIIlOYEeHUE 3NeKTPOUHCTPYMEHTa.
Mepen noaknovYeHMEM 3NMEKTPOUH-
CTPYMEHTa K 3NeKTPonuTaHuoo u/unm K
aKKyMynsiTopy y6eautech B BbIKITHOYEH-
HOM COCTOSIHUW 3NEKTPOUHCTPYMEHTa.
YoepxaHnve nanbla Ha BblknodaTene npu-
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TPaHCMOPTMPOBKE U NOAKIMIOYEHNE K CEeTU
NUTaAHUSA BKMIOYEHHOIO 3MEKTPOUMHCTPY-
MeHTa 4YpeBaTo HECHACTHLIMM CryYasiMu.
Y6upanTte ycTaHOBOYHbLIN MHCTPYMEHT
WUNW raeyHble KNOYN A0 BKIHOYEHUNA
3NEKTPOUHCTPYMEHTA. VIHCTpYMEHT nnu
KIoY, Haxogswmicsa BO Bpaljakwlencs
YacTW 3NEKTPOUHCTPYMEHTA, MOXET Npu-
BECTU K TpaBMaM.

He npuHumanTe HeecTecTBEHHOE MOSO-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTONYMBOE MOSIOXKEeHUEe U COXPaHAN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe fyylle KOHTPONUPOBaThb 3N1eKTPo-
WHCTPYMEHT B HEOXMAAHHbBIX CUTYaLUSIX.
Hocute noaxopswyto pabouyto oge-
xAy. He HocuTe wupokyto oaexpy m
yKpaweHus. [lepxute Bonochl, oaexay
M pyKaBULibl BAANW OT ABUXYLLMXCA Ya-
cten. LLupokasa ogexaa, ykpaweHus unm
ANVHHbIE BOMOCHI MOTYT ObITb 3aTAHYTHI
BpaLLaLLMMUCS YacTAMM.

Mpy¥ HanM4YMM BO3MOXHOCTU YCTaHOBKM
nbineoTcachIBaloLWMX U NMbINECGOPHbIX
YCTPOWCTB NpoBepsANTe UX npucoenu-
HEeHWe M NpaBUIlbHOe UCNONb30BaHMe.
[MprvMeHeHWe nbineoTcoca MOXeT CHU3UTb
OMacHOCTb, CO34aBaeMyHo MNbisbo.
Xopoluee 3HaHUE 3NEKTPOUHCTPYMEH-
TOB, NoNy4YeHHoe B pe3ynkTaTe 4acToro
MX UCMONb30BaHUs, He AOMKHO NPUBO-
AUTb K CaMOYBEPEHHOCTU U UFHOPUPO-
BaHUIO TEXHUKKU Ge3onacHocTu obpa-
LeHMA € 3NeKTPouHcTpymeHTamu. OgHo
HebpexHoe AencTBme 3a A0 CeKyHAOb
MOXeT NPUBECTU K CEPbE3HBIM TPaBMaM.
BHUMAHME! B cnyyae BO3HWKHOBEHUSA
nepebos B pabote aNeKTPOMHCTPYMEHTa
BCMeACTBUE MOMTHOrO UM YaCcTUYHOrO
npekpalweHns aHeprocHabxeHns unu
NOBPEXAEHUS Lienu ynpaBrieHnst aHepro-
cHabXeHneMm ycTaHOBWTE BbIKMOYaTenb
B nonoxeHue Bobikn., ybegmewmnce, 4to
OH He 3abnokupoBaH (Npu ero Hamuuuu).
OTKNIOYMTE CETEBYIO BUIKY OT PO3ETKU
NN OTCOEAUHUTE CbEMHbIV aKKyMymnsTop.
OTUM NpeaoTBpaLLaeTCs HEKOHTPONupye-
MbIVi MOBTOPHbIV 3aryck.

HajexHee B ykazaHHOM [uana3oHe MOLL-
HOCTM.

He pabGoTanTe ¢ aneKTPOUHCTPYMEHTOM
npv HeMcnpaBHOM BbIKNioYaTene. dnek-
TPOVHCTPYMEHT, KOTOPbIN He noapaeTcs
BKITIOYEHWIO UM BbIKIIOYEHWIO, ONaceH 1
[OOMKeH OblTb OTPEMOHTVPOBAH.

XpaHuUTe aNeKTPOMHCTPYMEHTbI B HEA0-
cTynHom gns geten mecte. He paspe-
WwanTe NoNbL30BaTbCs 3NEeKTPOUHCTPY-
MEHTOM NuLaM, KOTOpble He 3HaKOMbI
C HUM WUNM He YMTanu HacTOALWMX WH-
CTPYKUUIA. ONEeKTPOUHCTPYMEHTbLI ONacHb!
B pyKax HEOMbITHbIX L.

TwaTtenbHO yxaxXuBauTe 3a 3NeKTpo-
MHCTpyMeHTOM. lpoBepsanTe 6e3y-
NpeyHyto hyHKLUIO U XOA4 ABUKYLUMXCS
yacTel INEeKTPOMHCTPYMeHTa, OTCyT-
CTBUE MONOMOK UMY NOBpPeXAEHUN,
oTpuLaTenbLHO BAUAIOWMNX Ha (PYHKLMIO
3NEeKTPOUHCTpYMeHTa. MoBpexaeHHbIe
YacTU AOMKHbLI GbITb OTPEMOHTUPO-
BaHbl 4O UCNONb30BaHUS 3NEKTPOUH-
cTpyMeHTa. [1noxoe obcnyxuBaHue anek-
TPOUHCTPYMEHTOB SIBMSAETCH MPUYUHOW
60nbLIOro YMcna HeCYaCTHbIX CryYaes.
Oepxute pexylmnin UHCTPYMEHT B 3a-
TOYEHHOM M YUCTOM COCTOSHUMU. 3aboT-
JIMBO YXOXEHHbIE PEXYyLLMEe UHCTPYMEHTI
C OCTPbIMW PEXYLUMMU KPOMKaMU pexe
3aKIMHUBAIOTCS U KX Nlerye BeCTy.
MpumMeHsANTE 3NMEKTPOUHCTPYMEHT, Npu-
HaAnexHocTu,paboyne MHCTPYMEHTbI
M T. N. B COOTBETCTBUU C HaCTOALMUMU
WHCTPYKUUAMU. YUNTbIBANUTE NMPU ITOM
paGoyume ycrnoBusi U BbINONHAEMYO
paboTy. Vcnonb3oBaHne aMeKTPONHCTPY-
MEHTOB ANs HenpeayCMOTPEeHHbIX paboT
MOXET NMPUBECTU K ONACHBIM CUTYaLMSIM.
[depxuTte pyyku U NOBEPXHOCTMU 3a-
XBaTa CyXMMWU U YUCTbIMU, crieauTe
4YTOObl Ha HUX YTOObI HAa HUX He Oblno
XUOKOWU UMM KOHCUCTEHTHOW CMa3KM.
Ckomnb3kue py4ku 1 NOBEPXHOCTM 3axBaTa
npenaTcTBytoT 6e3onacHomy obpalleHuio
C WHCTPYMEHTOM U He [atoT HafexXHo
KOHTPONMpoOBaTb €ro B HenpeaBUAEHHbIX
CUTyaumsiX.

MpumeHeHne 3aNeKTPOUHCTPYMEH-

Ta 1 obpalyeHue ¢ HUM
» He neperpyxanTte 3NeKTPOUHCTPYMEHT.

CepBuc
» PeMOHT 3MeKTPOMHCTPYMEHTa AOMXKeH
BbIMOJIHATBLCA TOJIbKO KBaanmuwpo-

Ucnonb3ynte ana Bawewn paboTthbl
npeaHa3Ha4YeHHbIW ANsi 3TOro 3NeKTpo-
MHCTpYMeHT. C noaxoaslmm 3neKTpo-
MHCTpPyMeHTOM Bbl paboTaeTe nyuwe u

BaHHbIM NMEePCOHArNioM U TOSbKO C Npu-
MeHeHUEeM OPUTMHaNbHbIX 3anacHbIX
yacten. OTum obecneuvmBaeTcsa 6esonac-
HOCTb 3NIEKTPOUHCTPYMEHTA.
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MHcTpyKuMn no TexHuke 6e3onac-
HOCTU ANA 3NeKTPOCBapOYHOro

annaparta

» O6s3aTenbHO yAOCTOBEPbTECH, YTO
anekTpuyeckas po3eTka, K KOTopou
nopakmnoYaeTcsi MHBEPTOP 3a3emrieHa.
3anpeujaetca npuMkKacaTbCs K OrosieH-
HbIM 3NIeKTPUYECKUM YacTAM U INEeKT-
poAy OTKPbITbIMUA YacTAMU Tena, Mo-
KPbLIMU NepyaTkamMu UNu oaexaon.

He HauuHanTe paboTy noka He y6eau-
Tecb B TOM, YTO Bbl M30NIMPOBaHbI OT
3eMIIM U OT 3aroTOBKM.

Yb6eguTtech, YTO Bbl HaXoauTechb B 6e30-
NacHOM MOJIOXEHUM.

He BabixanTte rasbl, o6pa3sylowmecs
npu cBapke, OHU BpeAHbl ANA 3[40pO-
BbSl.

Heobxoaumo obGecneuyntb gocTaTou-
HYI0 BEHTUNALMIO paboyero Mecta unm
Mcnonb3oBaTh cneuvanbHbie BbITSXKY
AnNA ypaneHWs rasos, obpasylowmxcsa
B npouecce NpoBeAeHUsi CBapOUHbIX
pabor.

Ona 3awuTbl rma3 U Tena UCMNonb3ynTe
NoaXoAsillyto 3alUTHY0 Macky, CBeTo-
cdunbTp 1 3awmTHYO ogexay. Ogexaa
[OMKHa OblTb NOMHOCTLIO 3aCTErHyTa, YTo-
Obl MCKPbI 1 OpbI3TY HE MoNagany Ha Teno.
MpuroToBLTE NOAXOASALLYIO 3aLUTHYHO
MacKy MNu 3aHaBeCcKy Ans 3awWuTbl
cmoTpsLero. [Ins 3awmTel Apyrux niogen
OT U3NYyYeHUs Oyru u ropsynx Metannos
Heobxooumo orpaguTb pabouyyto 30HY or-
HeynopHbIM OrpaxaeHNeM.

Bce cteHbl n non B paboyen 30He
AOJKHbI ObITb 3alMLEeHbl OT BO3MOX-
HOro nonagaHus UCKpP U packaneHHoro
MeTanna, Yytobbl usbexarb TNeHUA u
BO3ropaHus

He ponyckanTe HaxoxaeHust Ha pa6o-
Yyem MecTe ropryMx matepuanos (Ae-
peBo, bymara, TpAnNku u 1.4.).

Mpu npoBegeHUn cBapku Heob6xoaMMO
obecneuntb paboyee mecTo cpeacTBa-
MU NOXapOoTyLUEeHUA.

SANPELLAETCA:

VMcnonb3oBaTtb CBapOYHbIV NonyaBToMaT B
CbIPbIX MOMELLEHUAX NN NOA AOXKAEM;
Mcnonb3oBaTb anekTpuyeckue kabenu ¢
NOBPEXAEHHOW M30MsiLMen Unu nnoxmmm
COoeaMHUTENbHBIMU KOHTaKTamu;
[MpoBoanTb cBapoyHble paboTbl HA KOH-
TenHepax, EMKOCTSIX unu Tpybax, KoTopble
copepxanu xvakue unu razoobpasHble

>

onacHble BELLecTBa;
lMpoBoanTbL cBapoyHble paboTbl Ha pe-
3epByapax nop AaBneHveM;

PaboTaTb B ogexae ¢ naTHaMmu macna,
Xupa, 6eH3uHa 1 APYrnx roproymx Xuako-
cTen.

Ucnonb3ynTe HaywWHUKU unu gpyrue
cpeAcTBa ANA 3aWUThI yLLEen.
Mpeaynpenute HabnogaTens, YTo WyM
BpeAeH AnA cnyxa.

Ecnu Bo Bpems yCTaHOBKMU M 3KCMNy-
aTauMu BO3HUKHYT Npobnemsl, noxa-
nyuncTa, cneaymte 3ToOM MHCTPYKUUMU NO
aKcnyaTauum Ans NpoBepKu.

Ecnu Bbl He A0 KOHLA NOHMMaeTe py-
KOBOACTBO UMW HE MOXeTe pelnTb
npo6nemMy ¢ MHCTPyKUuen, BaM cregyeTt
06paTUTLCA K NOCTaBLMKaM Unu B cep-
BUCHbIN LIEHTP 3a npodeccuoHanbHOn
NoMoLLbHO.

MalwmHa gomkHa akcnnyaTupoBaThCcs B
CYXUX YCIIOBUSAX C YPOBHEM BIaXXHOCTU
He 6onee 90%.

TemnepaTypa okpyxarlen cpeabl
nomkHa 6bIiTb ot -10 Ao 40 rpagycoB no
LUenbcuio.

U3berante cBapkyM Ha CONHLUE MNuU nopg
KannaMmm BoAabl. He gonyckante nonaga-
HWS1 BOAB! BHYTPb MaLUVHbI.

U3berante cBapky B NblfIbHbIX MecTax
WU B cpefe C arpecCUBHbIM ra3om.
U3beranTte razoBon cBapku B cpene C
CUINbHBLIM BO3AYLIHbIM MOTOKOM.
Pa6ouun, y KoToporo yctaHOBIMEH Kap-
AVNOCTUMYNATOP, AOMKEH NPOKOHCYIb-
TUpOBaTLCA C BPa4yoM nepep CBapKoW.
[MoToMy 4TO anMeKkTpoMarHMTHoOe norne
MOXET HapyWwuTb HOpMarnbHyl paboTy
KapavocTumynsTopa.

OnucaHue npoayKta u ycnyr
MpoyTuTe BCe yKa3aHUA U WUH-
CTPYKLMM MO TeXHUKe Ge3sonacHo-
CTW. YNyLLEHNS B OTHOLLEHWW yKa3a-

HUWA WU MHCTPYKLUIA NO TEXHUKE GesonacHoCcTn

MOryT CTaTb NPUYMHOW MOPAKEHNUS SMEKTPU-

YeCKVM TOKOM, NnoXxapa 1 TSXKenbIX TpaBM.

MprumMeHeHMe NO Ha3Ha4YeHUIO
CBapoyHbIN NonyaBTOMaT MHBEPTOPHOIO TuNa
NMOCTOSIHHOTO TOKa (Aanee — nsgenve) npea-
Ha3HayeH ANs CBapo4yHbiX paboT meTopamu
MIG/MAG (cBapka anekTpofHOI MPOBOSIOKOMN
B cpefe 3awuTtHoro rasa) n MMA (pyyHas
anekTpoayroBas cBapka LUTYYHbIMW MNaBKu-
MW NOKPbITEIMW 3MEKTpoAamMu).

M3pgenve moxeT NpUMEHATBCA ANSA CBapKu
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pa3nnyHbIX BUOOB METarsoB.

MN3o06paxeHHble COCTaBHbIe YacTu
Hymepauus npeactaBneHHbIX KOMNOHEHTOB
BbIMOMHEHa No U306paXxeHnio Ha CTpaHuue ¢
unnicTpaumuaMm.

. Kabenb nepeknioyeHns nonspHocT#

. Pazbem nopkntoyeHus ropenku

. CunoBsoii pa3bem «+»

. CnnoBoli pasbem «-»

. Bentunatop

. Knonka nutanus

. lWTyuep Ans NoakntoYeHUs 3awmMTHOrO rasa
. Bxoa kabens nutaHus

TexHMYeCKMe XxapaKTepUCTUKN

O NGO~ WN =

Mogenb PMIG220-C2
HomMnHanbHOE Ha- 190-250 B / 50 I'y
npshkeHue / yacToTa

HomunHanbHasa mMoul- 7500 Bt
HOCTb

[nanasoH BbIXOQHOTO 40-220A
TOKa

OuameTp NnpoBOMNOKK 0.6-1.0mm
(MIG)

[vnameTp anekTpofaa 2.5-5.0mm
(MMA)

MpoaomKxMTenbHOCTb 60%
BkntodeHus (MB)

Bec 14,5 kr
KomnnekTt noctaBku

CBapoYHbIl nonyasToMaTt 1 wr
Kabenb c anektpopoaepxarenem 1wt
Kabernb c knemmon 3asemneHns 1wt
Kabenb ¢ ropenkow 1 wr
nepyartku 1wt
CBapOo4HbIf 3neKkTpos 10 wr
CaapoyHas Macka XameneoH 1wt
PykoBoacTBO no akcnnyartauum 1wr

MpumeyvaHue

B TekcTte n umdpoBbIx 0603HAYEHUAX UH-
CTPYKLUMM MOTYT ObITb AONYLUEHbI TEXHUYE-
CKve OLUMBKM 1 onevaTku.

Tak kak nHcTpymeHT P.I.T. nocTosiHHO coBep-
LLEHCTBYETCS, KOMMNaHWs ocTaBnseT 3a cobon
npaBo BHOCUTb U3MEHEHUS B YKa3aHHble
30€eCb TEXHUYECKNE XapaKTepUCTUKU U KOM-
nnekTauuio 6e3 npegBapuTENbLHOTO yBe4OM-
neHus.

MoproToBka Kk pa6ore

YcTaHaBnuBanTe annapaTt Ha POBHOW NOBEPX-
HocTu. Paboyee MecTo AOMKHO ObITb XOPOLLO
BEHTUNMPYEMbIM, CBApOYHbIN annapaT He
[JOMXeH noaBepraTbCsl BO3AEWCTBUIO MbINu,
rpsisn, Bnarm u akTmBHoro napa. [ns obecne-

YeHNs1 HOPMaribHOM BEHTUNSLUM paccTosiHUe
OT annaparta Ao APYrnx NpeaMeToB AOMKHO
ObITb He MeHee 50cMm.

BHUMAHWE! Bo nsbexaHne nopaxeHus
3MEeKTPUYECKMM TOKOM MCMOMb3YyNTe TOMbKO
3MEKTPUYECKYIO CETb C 3aLUMTHBIM 3a3eMrisito-
LLMM MPOBOAOM U PO3ETKM C 3a3eMISOWUMN
koHTakTamu. SAMNPELWAETCA nepenensiBaTtb
BUIKY, €CNIM OHa He NOAXOAWUT K po3eTKe.
BmecTo aTOro KBannduunpoBaHHbIN anek-
TPUK OOMKEH YCTaHOBUTb COOTBETCTBYIOLLYIO
pO3ETKY.

Ob6ecnevyeHne 6e3onacHoCcTU noa-

FOTOBKU K pa60Te

Mepen BKNOYEHWEM U3[ENUa yCTaHOBUTE
BbIKNtoYaTenb B nonoxeHue «0», a perynarop
TOKa B KpaliHee feBoe MNOoJIoKeHUe.
MoaroToBbTeCh K paboTe:

[l MOAroToBbLTE CBapuBaeMble AeTanu;

[ obecneybTe AOCTATOYHYI BEHTUMALMIO
paboyero mecrta;

ybeanTechk B OTCYTCTBUM B BO3AyXe NapoB
pacTBopUTENEN, NerkoBocniamMeHsIoLLIMX-
CS1,B3pbIBYATLIX M XIOpcodepKalux Be-
LLIeCTB;

npoBepLTe BCE MOAKMIOYEHMS K U3OENUIO.
[omkHbl GbITb BbIMOMIHEHBI NPABUIBEHO U
HaOEéXHo;

npoBepbTE CBapOYHbI kabenb, B cryyae
NOBPEXAEHMUSI OH JOIMKEH ObITb 3aMEHEH;
WNCTOYHMK NUTAHUS OOMKEH OblTb OCHALLEH
3alNUTHBIMW CUCTEMaMMU.

Ecnu Bbl cTONKHYNMch ¢ npobriemamu, ¢ KOTo-
pbIMU HEe MOXeTe crnpaBuTbcs,06pallanTech
B CEPBVCHbII LIEHTP.

O

O

O

18



I’. I .T. CBapouyHbI [MonyaBTomar
AnemMeHTbI ynpaBneHM;l 7] MHAMKaTOpr

IGI M220A

N ot PREFLOW, €.5(C0:/0.8) %
o 4T POSY/ARS C.S(MAG/0.8) L

QGAS/10)

8-

4
UNITARY
PART

1.®yHKUMSA NPOBEPKY rasa: NCNonb3yeTcs Ans NPoBEPKN U PErynMpOBKN Ha perynsatope ra3oBo-
ro pegykTopa NoToka 3aliMTHOrO ra3a 4o Havana cBapo4HOro npoLecca.

2. Nngmkatop pexuma ceapku 2T. B pexvme 2T HaxaTue KHOMKU yrnpaBieHUs ropenkon 3any-
cKaeT MnpoLiecc CBapKu, OTNnyckaHue — npepbIBaeT.

3. KHonka nepekntoyerus pexxumos 2T / 4T.

4. ingnkatop pexvma ceapkv 4T. B pexvme 4T, cBapka HauMHaeTcs nocrne KpaTkoBPEMEHHOTo
HaXkaTus KHOMKW ynpaBrieHNst Ha roperke 1 OTKIYaeTcs Nocrne NoBTOPHOro HaxaTus. [JaHHas
hyHKLMSI NO3BONSIET HE AepXaTb HAXATOW KHOMKY Ha ropernke Npu cBapke ANMUHHBIX LUBOB.

5. KHomka nepeknioyeHns pexvma yHUuLmMpoBaHHOW (aBTOMaTn4eckomn) / YaCTUYHOW (PyYHOW)
perynupoBKu.

6.MHavkaTop pexrMa aBTOMaTUYeCcKOon / py4YHOW HaCTPOMKW: MHAMKATOP 3aropaeTcs B pexvmMe
PYYHOI HacTponku. ABTOMaTuyeckas perynmpoBka 03Ha4aeT, YTO CBapOYHbIN TOK U CBapO4yHOe
HanpshxeHne perynupytoTcst CUHXPOHHO (aBTOMAaTUYECKM), a pyYHast perynvMpoBKka o3Havaert, 4YTo
CBapOYHbIV TOK U HanpshKeHne ycTaHaBnNMBaeTCs BPYUHYIO (Py4Has perynmpoBka - Ans npodec-
CUOHAaINbHOro UCMOSb30BaHWS)

7.Peryngarop cvnbl Toka

8.MHavikaTop pexuma npeaBapuTenbHON NPOAYBKW rasoM: CHavana nopaeTcs ras, 3aTem ocy-
LiecTBnsieTcs ceapka. [103BONSET BbITECHUTL BO34YX U3 FOPENKy 1 co3daTb 3allMTHYIO cpeay B
MeCTe CBapKu 40 3aXuUraHvs ayru.

9.MHgukaTop coctosHma VRD: pexum 3awmTbl OT yaapoBs, Korga MHANKATOP ropuT, OH HaxoamT-
€S B peXume 3almTbl OT yAapoB, a BbIXOAHOE HanpshkeHne Huke 6e30nacHOro HanpspKeHus.
10.CBeTOBOV MHAMKATOP pexuma NpoAyBKW rasom: NpPoJosHkaeT nogady rasa Ans oxnaxgeHuns
anekTpoga u obecnevyeHnss Ka4eCTBEHHOW KpUcTannmaaunm CBapo4YHOro COEAMHEHWS B 3aLUWT-
HoI obornoyke.

11.KHonka aktmBauum / otMmeHbl pexxuma VRD

12.KHonka BblGopa HacTpoWKK NpeaBapuUTENbHOM U (OMHMLLIHOW 0B64YBKU ra3om.

13.CBETOBOW MHOUKATOP pexmma CBapKX C YrTEKUCIbIM ra3oM C UCMOMNb30BaHWEM CBapOYHON
npososnoku 0,8 mm.

14.CBeTOBO UHAMKATOP pexuMa CBapku CO CMeLlaHHbIM ra3oM, cBapoyHas nposonoka 0,8 mwm.
15.PerynupoBka HanpspkeHns / uHayKTuBHoOCTU(B pexumax MIG, MAG)

16.UHgnkatop cyHkummn MMA: npu BKNIOYEHHOM MHAMKaTOpe , CBapluMk paboTaeT B pexunme
py4Hou cBapku (MMA).

17.NHankaTop pexuma paboTbl C NOPOLLKOBOW CBapo4Hou npososiokor 1,0 MM

18.KHonka nepekntovatens dpyHkumnn MMA, MIG

19.MHamkaTop paboThl C MOPOLLKOBOV CBApOYHO NpoBornokoi 0,8 mm

20.KHonka BKIoYeHNs MexaHn3Ma nogayv NpoBOOKK (MPOTsHKKa NMPOBOMOKN)

21.Oncnnew BonsTMeTpa

22.\HankaTop BKIOYEHNS.

23.MHankaTop TeNnOBON 3aLUUTLI.

24 ucnnen amnepmeTpa
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Cxema noAKNK4YeHUA CBapo4yHoOro
annapara
CBapka cnrnoLHou npoBornokou(puc 1)

CBapKa NopoLLKOBOW MPOBONOKOWU(puUC 2)

CBapka anektpoaom(puc 3)

@w

MoarotoBKka K cBapke B pexume
MIG/MAG

BbibepuTe HeobxoanMbIi BUA CBapKu C MOMO-
Wbto KHonkn 15. Takke yctaHoBUTE Mpw no-
MOLLM nepeknoyaTens 2 pexunm BKoYeHns/
BbIKIIOYEHMSA CBapo4YHoro Toka (2T — cBapka
BeAeTCs Npu HaxaTon kHonke ropenku, 4T —
nepBoe HaXxaTue Ha KHOMKY ropenku — Havano
CBapKu, BTOPOE HaxaTue — KOHeL, CBapKMm).
dyHkumst VRD oTBevaeT 3a MOHMXEHUUN Ha-
NPsSKEHUsS XOnocTOoro xoAa WCTOYHUKA A0
6e3onacHbix onsa 4yenoseka 12-24 BonbT,
T.€. CHWXaeTCsl HanpshxkeHue, korga annapat
BKIMIOYEH,HO CBapka He npowussoanTtcs. Kak
TONbKO HaYMHaETCs NpoLecc CBapKM, YCTPOW-
ctBo VRD BocctaHaenmeaeT paboumne napa-
MEeTpPbl HANPSHKEHNUS.

Onumsa VRD akTyanbHa B Takvx crnyyvasx:
Annapart akcnnyaTmpyeTcs B YCMOBUSIX MOBbI-
LLIEHHOW BNaXXHOCTW BO3AyXa; BbICOKNe Tpebo-
BaHUSA K TeXHUKe 6e30nacHOCTM Ha 0ObekTe;
ncnonb3oBaHWe CBapo4YHOro 06opyaoBaHns
Ha HebonbLUMX NnoLaaKax.

MNopenka

CeapoyHas ropenka MIG/MAG coctout mn3
OCHOBbI, COEAUHUTENBHOIO Kabensa n pyyku.
OcHoBa coefNHsIeT CBAapOYHYI0 ropenky u
yCTpOWCTBO nopayu nposonoku. CoegnHu-
TenbHbIN Kabernb:

[MOKpPBLITBIN HEVMOHOM HaMpaBNAOLWMIA KaHarn
nomMelleH B LeHTp nonoro kabens. BHyTper-
HAS YacTb KaHana npegHasHadyeHa Ans no-
Aadn nposornokun. CBoboaHOe NpOCTpaHCTBO
Mexay KaHanom u noneiM kabenem npegHa-
3Ha4YeHo Ana nogaym 3awmTHoro rasa.Cam
nonbin Kabenb npegHasHavyeH Ans nogayu
TOKa.

BHUMAHME! lNepen c6opkon n pasbopkon
ropenku unu nepep 3amMeHow KOMMNOHEHTOB
HeobXoAMMO OTKMYMTL Nogady dnekTponu-
TaHus.

YcTtaHOBKa KaTyLKN

[Mop6epuTte HeobxoaMMYO NPOBOMOKY B CO-
OTBETCTBUU C TexHonornen ceapku. finametp
NPOBOSOKN AOMXEeH COOTBETCTBOBATbL Npu-
BOZHOMY POMnWKY, HanpaensoLwemy kaHany m
KOHTaKTHOMY HaKOHEYHWKY.

OTkponTe G6OKOBYIO KpbILWIKY annaparta Ans
YCTaHOBKU KaTyLLKM C NpoBonokon. OTkpyTuTe
perynupoBOYHBIN BUHT KaTylukogepxaTens,
HajeHbTe KaTyLKy Ha KaTylukodepxaTernb n
3admkcnpyinTe ee 3TUM xe BMHTOM. KoHel
NPOBOSIOKM [OIMKEH HaxoauTbes nop b6apa-
6aHOM, HanNpoTUB MOoAatoLLero yCTponucTBa.
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C nomMoLLbio PerynupoBOYHOro BUHTA OTpe-
rynupynte cuny dumkcaummn katywku. Katyuw-
Ka fomkHa cBo60AHO BpallaTbCH, HO Npu
paboTe He AoOmMKHO obpa3oBbiBaTbCS NeTenb
nposonokun. Ecnn obpasytotca netnu, Heob-
XOAUMO CUIbHEe 3aTAHYTb PerynnpoBOYHbIN
BUHT. Ecnn kaTywka Bpalaetca ¢ Tpyaom,
ocnabbre BUHT.

YctaHOBKa NPOBOJSIOKU B HanpaB-

NALWMA KaHan

OcnabbTte 1 onycTuTe Ha cebsi perynaTop.
[MoaHNMUTE NPWKUMHOM PONKK;

OTpexbTe N30rHYThIN KOHYMK NMPOBOSOKN U 3a-
npasbTe NPOBOSIOKY B HaMpaBnAOLWMIA KaHan
nofatoLLlero ycTponcTea, BLIPOBHSANTE ee B
KaHane npuBoAHOro ponuka. Ybeguteco, 4to
KaHan ponvka COOTBETCTBYET AMaMeTpy npo-
BOIOKY;

[MomecTuTe NPOBOMNOKY B KaHan pasbema csa-
POYHOW ropenku, oTNycTUTE MPWXMUMHOW po-
VK, N BEPHUTE B BEPTUKANbHOE MOMoXeHne
perynaTop.

OTperynupyinte gaBneHne NpuxMMHOroO ponu-
Ka.
[ MNpwn cBapke cTanbHON NPOBOMOKOW HEO6-
XOAMMO MCrnonb3oBaTk V-06pasHyto kaHaB-
Ky NPVBOLHOIO PONMKa;

[Mpn ncnonb3oBaHnM OCOBON MPOBOSIO-
KM HeobxoanMo Mcnonb3oBaTh LIEeCTEpPeH-
YaTyto KaHaBKy MPYBOAHOMO ponmka (Hamu-
4yne 3aBMCUT OT MOAENN MU KoMMneKTauum

annapara).

Mpn ncnonb3oBaHUM antOMUHUEBON
NPOBOMOKN HEOBXOAMMO MCMONb30BaTb
U-obpa3Hyto kaHaBKy NpPUBOAHOrO poru-
Ka(Hanuyme 3aBWCUT OT MOAENMM U KOM-
nnekTauuu annapara).

Mopaya NPOBONOKM B CBapOYHbIiA

pykaB

OTKpyTUTE CBapOYHbI HAKOHEYHWK Ha roper-
Ke.

[Ins npoTarMBaHWs NPOBOIOKM B pyKaB roper-
K1 HeobxoaMMO BpeMeHHO nopaTb nuTaHue
nepeksYeHneM BbikniodaTens 6 n Haxumarb
KHOMKy 16(npoTshkka NpoBOMOKM) A0 Tex
rop,noka oHa He 3anoJIHUT KaHarn CBapOYHOro
pykaBa 1 He BbliaeT u3 ropenku. OTkno4nTe
nutaxue. MNMpumevanue! Ons ceobogHoro npo-
XOX[eHWs NpoBorokn B kabene, pacnpsmuTe
ero no Bcen AnviHe. Mpu nogave nNpoBOMOKK
ybeaguTechb, 4To OHa cBOOOAHO ABUXETCS B
KaHane NpUBOAHOIO pornvKa M CKOPOCTb Mo-
Aayn paBHoMepHas. Ecnu ckopocTb nopgaun
HepaBHOMeEpPHa,oTperynupynTe gasneHue
NPWKUMHOTO pornuKa.

[Mopbepute 1 3aKpyTUTE KOHTAKTHbIA HaKo-
HEYHWK, COOTBETCTBYHOLLMNIA AnameTpy NpoBo-
TIOKM U YCTaHOBUTE COMIIO.

Pexumbl HOﬂyaBTOMaTVI‘-IeCKOﬁ

CBapKu

[JaHHas yctaHoBka MoxeT paboTaTb C ABYMs
TMNamy CBapOYHOI MPONOBOKMN: CMOLLIHON
OMEAHEHHOI NPOBOIIOKON B Cpefe 3allnUTHOro
rasa, a Takke camMo3aliUTHON MOPOLUKOBOW
MPOBOJIOKON, B 3TOM criy4ae 6annoH ¢ rasom
He TpebyeTcs.

Mpu pasHbIX TUNax CBapOYHOWN MPOBOMOKM
TpebyeTcs pasHasi cxema NoAKMHYEHNS.

CBapka c rasom (GAS) cnnowHon

OMegHEHHOM NPOBOJIOKOM:

[ KopoTkuin kabenb ¢ pasbemoM, Haxoas-
LMIACA BHWU3Y Ha nepeaHew naHenu anna-
paTa,nofKnio4mMTe K NeBomMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenuTe Knemmy 3a3emneHusi Ha cBa-
puBaemon getanu, coeavHuTemNb Ha Apy-
rom KoHLe kabens nogkniounte K npasomy
pasbemy Ha nepefHei naHenu (knemma
«-»).

MpoBepbTe MapkMPOBKY MOAAIOLLErO POnn-
Ka B COOTBETCTBUW C AMAMETPOM UCMOSb-
3yeMOW NPOBOOKM.

BcTaBbTe KaTyLLKy C MPOBONOKON B rHE30.
3anpaBbTe NPOBOMOKY B roperky, OTKUHYB
NPpWXnUM pornnka u Beeds NpPOBONOKY B Ka-
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Han Yyepes yrny6rneHue B ponuke.
B3akpoiiTe NpUXMM pornuvka, crierka noars-
HYB 32)KMMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AMameTpa
OTBEpPCTUSI HAKOHEYHMKa ropenku U guame-
Tpa NpPOBOSIOKK.

Bkntounte annapat v NporoHMTe MpoBoO-
NIOKY [0 BbIXOAA M3 HakOHEeYHWKa, HaXxas
KHOMKY Ha roperke.

MopkntoumTe WnaHr oT ra3oBOro peayKTo-
pa K WTyLepy Ha 3agHei naHenu annapa-
Ta.

OTKpoWiTE BEHTUMNb Ha GannoHe C 3almT-
HbIM ra3oM, HaXXMUTE Ha KHOMKY ropenku u
OoTperynupyinTe nogavy rasa peaykTopom
(06bl4HO pacxof rasa yctaHaBnvMBaeTcs
cnegyowmum obpasom: pacxopg rasa (n/
MWH.) = lnameTp nposonoku (Mm) x 10.
YcTaHoBUTE TpebyeMblii pexum cBapku
npy NOMOLLM pPerynsiTopos.

[l HauuHainTe cBapky.

Ceapka 6e3 rasa (NO GAS) camo-
3alMUTHOMN NOPOLLKOBOM MPOBONO-
KOM:

KopoTkuit kabenb c pasbemMoMm, Haxoas-
LMIACA BHWU3Y Ha nepegHei naHenu anna-
paTa,noaKniYMTe K NpaBoMy pasbeMy Ha
nepegHen naHenu (knemma «-»).
3akpenuTe Knemmy 3a3eMmiieHust Ha cBa-
pvBaeMoii aeTanu, coeauHUTens Ha apy-
roM KoHUe kabens noakniounte kK nesomy
pasbemy Ha nepefHei naHenu (knemma
«+»).

MpoBepbTe MapKMpPOBKY NMOAAOLLENO POnun-
Ka B COOTBETCTBUM C AMaMETPOM UCMOSb-
3yeMol NPOBOSIOKU.

BcTaBbTe KaTyLUKy C MPOBOMOKON B THE3A0.
B3anpaBbTe NPOBOMOKY B ropesiky, OTKUHYB
NPWXUM ponuka v BBeas NPOBOMNOKY B Ka-
Han Yyepes yrny6rneHue B ponuke.
B3akpoiiTe NPUXMM poruvka, crierka noarts-
HYB 32)KMMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AMameTpa
OTBEpPCTUSI HAKOHEYHMKa ropenku U guame-
Tpa NpPOBOSIOKK.

Bkntounte annapaTt v NporoHMTe MpoBO-
10Ky [0 BbIXOAA M3 HakOHEYHWKa, Haxas
KHOMKY Ha roperke.

YcTaHoBuTe TpebyeMblii pexum cBapku
npy NOMOLLW PerynsiTopos.

Mpouecc cBapku

[aHHbIN cBapOYHbIN annapaT MMeeT aBToMma-
TUYECKYIO U PYYHYIO HACTPOWKY ToKa U Hanpsi-
XKeHus. Pexnm HacTponky nepeknioyaercs

KHOMKowm (4).

ABTOMaTUYECKUI PEXUM

B aBTOMaTu4eckoM pexume HacTpoiika ocy-
LLIeCTBMSIETCS C MOMOLLIbKO JIEBOTO perynsropa
(6). Mpw ero BpalleHUV B OOHY UNn B ApYryto
CTOpPOHY NapameTpbl TOKa U HanpsKeHUs n3-
MEHSIOTCH CUHXPOHHO B COOTBETCTBUM C Mpak-
TWKOW MCMOSb30BaHWUSI AaHHOTO BUAA CBapKM.
CkopocCTb nofdavn NpoBOJIOKU CBSI3aHa C CU-
1ol CBApOYHOro TOKa W pPerynupyeTtcs ogHo-
BPEMEHHO C HEeWn.

Perynsatopom (11) MOXHO U3MEHUTL 3HaYEHNe
WHOYKTUBHOCTU, YTOObLI NONYYUTb HYXHYIO
YKECTKOCTb Ayru.

[Mocne npenBapuTEnbHON YCTaHOBKU HEODXO-
OVIMO NPOBECTU NPOGHYLO CBapKYy.

Pyu4Hou pexum

B pyyHom pexwume perynsitopom (6) perynu-
pyeTcsi CKOpOCTb MoAayvun NPOBOMOKM C CUION
Toka. Perynsitopom (11) perynupyetcs Hanps-
XeHue ayru.

[Mpu yBenu4eHWn cBapo4Horo Toka, CKOpoCTb
OBUXEHWUsI NpoBOroku yBenu4yusaetcs. MNpu
YBEMUYEHUN HaNpPSXKEHUS OYyru, yBenu4iu-
BaeTCs CKOPOCTb NraBneHus NpoBOMOKMU.
Ecnu yctaHOBUTb BbICOKOE 3Ha4YeHWe Toka 1
HU3KOE 3HaYeHue HanpsKeHUsi, TO CKOPOCTb
OBWXEHWS NPOBOMOKM ByaeT BbICOKOW, HO OHa
He ByneT ycnesaTb nNnaBuTbes. Ecnu coenatb
HaobopoT, TO NPOBONOKa HaAYHET MNaBUTb-
Csl, MpaKkTUYecKn elle He BbINAs U3 MegHOW
BCTaBkW. [103TOMY, ycTaHaBnMBasi 3Ha4YeHusi
TOKa W HanpshkeHusi cBapoyHou ayru, byabte
BHUMMaTenbHbI. 3a 0byyeHnem obpatuTtech B
cneunanuampoBaHHble y4ebHble 3aBeeHus .
PerynupoBKka MHAYKTUBHOCTU

[ns ymeHblUeHMs pa3bpbl3ruBaHmsa nonyde-
Hue Gornee rmagkoro v YMcToro LWBa B anna-
patax gobaBneHa yHKUWUS perynvpyemMmon
WNHAYKTUBHOCTW.

MHAYKTUBHOCTb — 3aBMCMMOCTb MEXAY Lin-
PUHOIN W BbICOTOW LWBa, rMybuHoMn nponnas-
NEeHns 1 KonnyecTBoM 6pbI3r. Yem MeHbLue
3HaYeHne UHOYKTUBHOCTU, TEM XEecT4ye ayra u
HaobopOoT.

[ns perynupoBkM UHAYKTUBHOCTU UCMONb3Y-
eTcs NpaBbli perynsTop.

Mpumeyanue! MIHAYKTUBHOCTL HE UMeeT ean-
HUL, U3MEPEHUSI MOITOMY Ha MaHenu HaHece-
Hbl YCMOBHbIE €AVHULbI.

PerynupoBka npef 1 noct rasa

Pexum PRE FLOW - npeaBaputenbHas
npoAyBKa 30Hbl CBapKU 3aLUMTHBLIM Fra3oM, ak-
TUBMPYETCSA A0 MOMEHTa po3xura ayru. bna-
rogapsi aToMy npouecc Bo3byxaeHus ayru
OCYLLECTBMSAETCSA B ra3oBOW 3alLLMTHOW Cpeae.
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B pesynbrate Hayano opmMupoBaHus LWBa n
PO3XMUI Oyrn BbINONHSAETCA 6e3 Bo3aencTeus
KMCropoaa, UCKIIOYAETCsl OKUCTIEHME CBapOY-
HOW BaHHbI, YBENMUYMBAETCS PECYPC pacxod-
HbIX MaTepuraroB ropernku.

Pexxum POST GAS — cduHuwHas npoayska
30HbI CBApKM 3aLUTHBLIM ra3oM, KOTopas ak-
TUBUPYETCS MOCIEe OTKIYEHUS CBapOYHOM
ayru. bnarogaps aToMy CBapOYHbIN LWIOB
NMONMHOCTbIO 3aCTbIBAET B ra3oBOW 3alLUUTHOWN
cpefe, Ucknoyasi BMUsSHUE aTMocdepbl, YTo
0COBEHHO Ba)XKHO ANA antOMUHUSA U Hepxa-
BEWKM.

Hanuuve dyHkumn Pre n Post Gas nossons-
0T UCKMIOYUTL OKUCIIEHME LBa, 0bpasoBaHme
MyCcTOT U TPELLMH B Ha4arne u KOoHLEe CBapou-
HOro umkna. OnutensHocTb npogyBkun Pre n
Post Gas MOXHO HacTpoUTb OTAENbHO C Mo-
MOLLbIO perynsitopa.

YcTaHoBUTE BEMNUYMHY CBAapOYHOrO TOKa UCXO-
[ U3 TOMLMHbI CBApMBAEMOro Matepuvana u
AvameTpa UCnonb3yeMon 3MeKTPOAHOW Npo-
Bonoku. CKopocTb nogayn npoBOSiOKN aBToO-
MaTUYECKN CUHXPOHU3UPYETCS C BENUYUHOM
cBapoyHoro Toka. MNoaseauTe ropernky K 3a-
roToBKe Tak, YToObl NPOBONIOKa He Kacanacb
3aroToBKM, a Haxogunacb Ha paccTosiHUYU
HECKOMNbKMX MUNNMMETPOB OT He€. Haxas Ha
KnaBuLly rOpPenku, 3axrute ayry v npucty-
navite kK ceapke. Haxaras knasuwa obecne-
YynBaeT nogavy 3MeKTpPoAHON NPOBOMNOKK U
YCTaHOBIEHHbIN PEAYKTOPOM MOTOK 3aLUUTHO-
ro rasa.

[nuHa oyrv n ckopocTb ABWKEHUS 3MeKTpoaa
BMMSAOT Ha hOpMYy CBapOYHOrO LLBA.

Pab6oTta co cMeHHOW nonsipHO-

CTbHO

M3Ha4yanbHO CMNOBON KOHTaKT CBapOYHOM
ropenky noakmYéH K «+» Ha moayrne cme-
Hbl nongpHoctn. 3To OBPATHAA MONAP-
HOCTb. OHa npumeHseTcs npu cBapke
13genuin n3 TOHKONMMCTOBOW CTamnu C Hepxa-
BEOLLMMU, NErMPOBAHHBIMU 1 BbICOKOYTTIepo-
ANCTBIMW CTansiMn,KOTOpble O4EeHb YyBCTBU-
TenbHbI K Neperpesy.

Bo Bpems ceapku Ha NMPAMOW MONAPHO-
CTW 6onbluas yacTb Tenna KOHLEHTpupyeTcs
Ha camMoM u3fenuu, us-3a 4Yero NPoOUCXoauT
yrny6nexHve KopHs wea. Ona cmeHbl nonsip-
HOCTU C ObpaTHOW Ha nNpsIMy Heobxoaumo
nepeknoynTb Ha MoAyne BbIBOA CUIOBOrO
npoBoda € «+» Ha «-». A kabenb ¢ 3aXMMOM
Macchbl B JaHHOM crlyyae noacoeauH1Tb K ae-
Tanu, BCTaBMB CMIIOBON HAaKOHEYHWK kabens B
KNneMMmy «+» Ha nepegHen naHenu.

[na cBapku ¢noCcoBON (MOPOLLUKOBOW) Mpo-
BOMOKOWN 6e3 3alMTHOro rasa Mcnonb3yeTcs
NMPAMAA MOJIAPHOCTb. lMpwn atom 6onb-
LM HarpeB MAET Ha u3genue, a NPOBOoKa
1 KaHan CBapO4YHOWN ropenku HarpeBawTcs
MEHbLLUE.

Mo oKoH4YaHuUW cBapKu:

[1 OTBECTM CONMo ropenku oT LWBa, NpepBas
CBapoYHylo ayry;

OTnycTUTb KNaBuLLy ropenkun Ans npekpa-
LleHUst Mogayn 9NeKkTPOogHON MPOBOMOKK U
rasa;

OTkniounTb Nogady rasa, nepekpbiB KpaH
nogauu rasa ot peaykrtopa 6annoHa;
I'IepeBecm BbIKNtO4YaTersnb B NOJOXeHne
«off» - BbIKNOYEHO

Pexum py4yHou OAyroBom cBapKu
(mma)

1. MogcoeanHnTe anekTpogodepXKaTenb K «-»
knemme annaparta, kaberb 3a3eMIneHus K «+»
knemme annaparta (NpsiMas NONAPHOCTb),
1Unm HaobopoT, ecnu aToro TpebytoT ycrosust
CBapKu W/Mnu mapka aneKkTpoLoB:

[Mpn py4HOM OyroBon cBapke pasnuyaroT ABa
BMAA MOAKIMIOYEHUS: NPSIMON MOMSIPHOCTU 1
obpartHow. MopknioyeHne «npsMas» nonsp-
HOCTb: 9NEKTPOL - «MUHYC», CBapMBaemas
[e Tanb -«nnoc». Takoe MoAKMioYeHNe N Tok
NpSAMON NONAPHOCTM LiernecoobpasHbl Ans
pe3kn MeTanmna u ceapkv G0MnbLUNX TOMLLUH,
TpebytoLmx 6onbLIoro KonuyecTsa Tenna ans
UX nporpesa.

«ObpaTHaa» NONAPHOCTb (3mekTpoj -
«MACY», AeTanb - «MUHYC») UCMNOMb3yeTcs
npu cBapke HeGOMbLIMX TOMLWMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, 4TO Ha OTpu-
LaTenbHOM Mnortoce (katofe) aneKTpuYecKomn
Ayrn TemnepaTtypa Bcerfa MeHblle, YeM Ha
NOMNOXMTENbHOM (aHOLE),3a CYET Yero anek-
Tpoa pacnnaensietcst ObicTpee, a Harpes fe-
Tanu yMeHbLUAETCS - CHMXKaETCS M ONacHOCTb
€€ npoxora.

2. YcTaHOBWTE NepekniovaTteslb pexumMa B rno-
noxenne MMA

3. YcTaHoBUTE CBApPOYHbIV TOK COMMACHO TUMY
1 AnameTpy aNeKTpoaa, U HauMHamTe cBapky.
4. Tok cBapKku perynupyetcs perynstopom
CUIbl TOKa, hakTUYeckoe 3HayeHve Toka npu
paboTe oTobpaxaeTcs Ha gucniee amnepme-
Tpa.

5. Bo3byxxaeHue goyru ocyLiecTBnseTca npu
KpaTKOBpPEeMEHHOM MPUKOCHOBEHUW KOHLa
3MeKTPoAa K U3OEenuio U OTBEAEHUI0 ero Ha
Tpebyemoe paccTosiHue. TexXHU4eckn aToT
NpoLEecC MOXHO OCYLLECTBNSATb ABYMS npue-

O

O
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mMamu:
Kacanunem anektpona BNpuTbIK 1 OTBEAEHWEM €0 BBEPX;
YnpkaHMeMm KOHLIOM 3MeKTPOoAa, Kak CYKON O NOBEPXHOCTb U3AENUS.
BHumaHue! He cTtyunte anektpogom no paboyet MoBEPXHOCTM NPpU NOMbITKaX 3axeub Ayry,Tak
Kak 97O MOXET MPVBECTU K ero NOBPEXAEHWUIO U B AarnbHeNLWeM TONbKO 3aTPyAHUT 3axuraHne

ayru.
6. Kak Tornbko Npon3onaéT 3axuraHne gyru, anekTpoq Hy>HO AepXaTb Ha TakOM pacCTOSHUN OT

obpabaTbiBaeMOro Matepuana, KoTopoe COOTBETCTBYET AMaMETPy anekTpoaa. Ons nonyyeHus
paBHOMEPHOIO LBa Aanee HeobxoanmMo cobnogaTe 3Ty AUCTaHLUMIO MO BO3MOXHOCTU MOCTOSIH-
Hou. Takke HeOOXOAMMO NMOMHUTB, YTO HAKIOH OCU 3MeKTpoda AOMmKeH ObiTb npumepHo 20-30
rpagycoB, AN NyYLEero BU3yanbHOro KOHTPOs BEAEHNSI CBAPOYHOIO LLUBA.
7. 3akaH4MBas CBApOYHbIN LLOB, OTBEAUTE AMNEKTPO4 HEMHOIO Hasaj, YToObl 3anonHuncs
CBapOYHbIN KpaTep, a 3aTeM pe3ko NOAHUMUTE ero 4O UCHE3HOBEHUS AyTU.
Tabnuubl napaMeTpPOB CBapKu (TONMbKO ANA CrpaBKu)
TonwuHa PekomMeHAayeMbI aMamMmeTp NpoOBONOKK, MM
meTanna, lMpoBonoka CnnowHoOro ce4eHus MpoBonoka ¢ dntocom
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 + +
[Ina kayecTBEHHOW CBapKu meTanna TonwmHon 5 MM 1 6onee HeobxoaMMO CHMMaTh acky ¢
TOPLIEBOM KPOMKW AeTarnen B MecTe UX CTbIKOBKW UM NMPOU3BOAUTL CBAPKY B HECKOMBbKO NPOXO-
[0B.

++ |+ [+]|+

|+ [+]+]+

+ |+ |+ |+ |+

++ |+ +]+]+

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

HacTtpowku pacxoga rasa npu cBapke MIG, MAG

OuameTtp
NMPOBONIOKMU, |05-08| 1-1,4[16-2]25-3
MM

Bbinyck

NpoBOMOKK, | 7-10 [ 7-14 |14-20|16-20
Pacxop

rasa, 5-8 8-16|15-20| 20-30 Im

n/mMuH
MapameTpkl cunbl TOKa U AnameTpa aneTpoaos rnpu cesapke MMA

OunameTp anekTpoaa, Mm Tok ceapku, A
’ MuHUManNbHbIN MakcumanbHbIN
1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200
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XapaKTepuCTUKM CBapHOro LUBa
B 3aBMCMMOCTU OT CuIbl TOKa U CKOPOCTU OBWXEHNA anekTpoda Bbl MOXeTe Mony4nTb crneayro-
LMe pe3ynbTaThl:

VAN 277NN 7R RSN sPEARRN sz
UP#5 NN

. CIULLIKOM MeAJIeHHOoe [ABUXKEHUEe anekTpoaa

. 04eHb KopoTKasi ayra

. O4YEeHb HU3KWIA TOK CBapPKU

. CIMLLKOM BbICTPOE ABWXEHUe anekTpoaa

. 0O4eHb ANVHHasA ayra

. O4eHb BbICOKUIA TOK CBapKu

. HOpMarbHbIN LWOB

PekomeHayem NpoBecTV HeCKONMbKO NPOGHbBIX CBAPOK AMNs NMOyYeHUst HEKOTOPbIX NPaKTUYECKMX
HaBbIKOB.

OTKknoveHne cBapoYHOro annapara. TennoBas 3awura

Ha Balem cBapoyHOM annaparte ycTaHOBReHa Tennosas 3aliuTa Ans npegoTBpalleHust nepe-
rpeBa SnekTPOHHbIX YacTen annapata. MNpu npeBbleHnn TemMnepaTypbl TEPMOBbIKIOYATEND
oTkntoumnT annapat. O cpabaTbiBaHUM TENMOBON 3aLUMTLI CBUAETENBCTBYET CBEYEHNE MHANKATO-
pa.

BHUMAHME! lNMpwn Bo3BpaLleHnn TemnepaTypbl K HopmanbHoW paboyent, HanpsXkeHne K anekT-
poay 6yaet nogaHo aBTOMaTUYecku. He ocTaBnsanTe Ha 310 Bpemsi uagenve 6e3 npucmotpa, a
AepxaTenb aMneKkTpoaa, NexalyymM Ha 3emrie Unu Ha CBapuBaeMblx AeTansx.

PekomeHnyem Ha 3To Bpemsi BbIKntodaTh annapar Bblkmodatenem.

HarpeB n3genvsa Bo BpeMs paboTbl ABNSETCS HOpMasbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unu npexaeBpeMeHHOro Bbixoga CBapO4HOro annapara
13 cTpos (0cobeHHO Mpu YacTom cpabaTbiBaHUM TEPMOBbIKMOYaTENS), Npexae YeM npoaos-
XaTb paboTy, BbIACHNTE NPUYMHY cpabaTbiBaHWA TEMOBOW 3alUWTbl. [JNs 3TOro oTKno4nTe
annapar OT ceTu 1 obpaTuTech K pasaeny «Bo3mMoxHble HencnpaBHOCTU U MeTOoAbI X yCTpaHe-
Hus» HacToswero PykosoacTtea.

Bo3moxHble HeucnpaBHOCTU U MeTOObl UX YCTPAHEHUA

Cnepgute 3a UcnpaBHbLIM COCTOSIHMEM M3fenus. B cnyvae nosiBneHns nogo3puTenbHbIX 3ana-
XOB, [bIMa, OTHsl, UCKP CriedyeT BbIKMIYMTL annapart, OTKIUYUTL ero OT CeTu 1 obpaTutbes B
crneunannavpoBaHHbI CEPBUCHBIN LIEHTP.

Ecnu Bam 4To-TO nokasanock HeHopmarnbHbIM B paboTe usgenusi, HeMeAneHHo npekpaTuTe ero
aKcnnyaTauuio.

B cuny TexHWYECKON CrOXHOCTU U3Aenusl, KpUTepun npeaernbHbIX COCTOSTHUI He MOryT ObiTb
onpeaeneHbl Nonb3oBaTeneM CaMoCTOATENBHO.

B cnyyae siBHOM vnu npegnonaraemMon HencnpaBHOCTU obpaTtuTech k pasgeny «Bo3moxHble He-
MCNPaBHOCTU U METOAbI UX YCTpaHeHusi». Ecnu HencnpaBHOCTM B NepeyHe He okasanoch Unu.
Bbl He cmornu ycTpaHuTb ee, obpaTuTech B CNeLmMann3mpoBaHHbIN CEPBUCHbBIN LEHTP.

Bce apyrue paboTbl (B TOM YnCrie peMOHTHbIE) OOMKHbI MPOBOAUTLCS TOMbKO crneunanuctamm
CEepPBUCHbIX LIEHTPOB.

NO OO~ WOWN =
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Mpo6nema

Bo3moxHas npuynHa

PeweHue

FopuT nHamKaTop
TepMo3aLnTbI

HanpsikeHue cnuwkom BbICO-
Koe

Bblkntounte UCTOYHKK aHepruu; Mpo
BepbTe rnaBHoe nutaHue; MoBTopHO

HanpﬂmeHme CIIULLKOM HU3KOoe

BKIMKOYNTE annapar, Korga Hanpsxe
Hue 6y,qu HOpmMarlbHoe

[noxon NpUTOK BO3Ayxa

y.l'ly‘-lLLll/ITe NPUTOK BO34yXa

Cpabotana Tepmo3saluuTa an-
naparta

[ante annapaTy OCTbITb

HeTt nogauu npo-

PerynsiTop nogayv npoBofioku
Ha MUHUMYMe

OTtperynupyiite

2 BOMOK 3anun TOKOBbIN HAKOHEYHUK 3amMeHnTe HaKOHEYHMK
Ponukn nogayun He cooTBeT- .
[MocTaBbTe NpaBUIbHbIVA PONUK
CTBYIOT AMAMETPY NPOBONOKU
KHonka BkntoyeHuss He paboTa- .
BeHTunatop He et MoxanywcTa, obpaTtuteck B cepBuC-
paboTaeT unu HbI LLEHTP
3 BeHTungartop cnoman
BpaljaeTcs mMea- -
[10xo KOHTaKT coeguHeHUs ¢
TIeHHO [NpoBepbTe coeanHeHne
BEHTUMATOPOM
[1noxon KOHTaKT ¢ AeTanbto YryylmTe KOHTaKT
He ycTtonuneas Cnuikom ToHKWiA CeTeBol Ka- MNomeHsTe ceTeBon kabenb
y 6enb, TepseTcs MOLHOCTb
4 |pyra, 6onbwoe
Pa3BpbI3TMBaHME CnuLIKOM HU3KOE BXOAHOE Ha-|YBenuybTe BXOAHOE HamnpsikeHue
npshkeHne nocpeacTsom ctabunmsaropa
M3Hocunuch aetanu ropenku  [3ameHuTe geranu ropenku
O6pbIB cBapO4HOro kabens MpoBepkTe kabenb
[yra He 3axwra-
5 [eTtanb 3arpsisHeHa, B Kpacke,
erca MpoBeauTe ouncTKy Aetanm
B pXXaB4ynHe
[openka noakntoyeHa He npa-
MoakntoynTe NpaBunbHO roOperky
BUSbHO
HeT 3awmTHOro|l@3oBbIN WnaHr nepexar unu .
6 .. [MpoBepbTe ras3oBbIv LAAHT
rasa noBpexaéH
MecTa coeauHeHusa wnaHros|llpoBepbTe MecTa coegUHEHUS
MoxXo 3aTsHyThI LUMaHroB
Moxanywcrta, obpaTnTech B cepBUC-
7 |Opyrue Y P P

HbI LEHTP

Fpa(*wltlecme CUMBOIJIbl U TEXHUYEeCKuUe AaHHble

OTOT cMBON NokasbiBaeT BTOPUYHOE Hanps>XeHne XonocToro xoaa

uo....... \
(B BonbTax).
Xl,...... A OTOT CYMBOS1 NOKa3bIBAET HOMUHAIBHBIV Pab0oYMIA LIMKIT.
U,...... \% OTOT CMBOS NOKa3bIBAET CBAPOYHbIN TOK B amnepax.
U OTOT CMMBON MOKa3blBAET CBAPOYHOE HAMNPsHKEHWE B BOMbTAX.

OTOT CMMBOI NOKa3bIBAET HOMUHAMbHOE Hanps>XxeHne nnuTaHus.

POYHOrO arperata B amnepax.

OTOT CMMBOJ1 NOKa3blBaeT MaKCUManbHbIW MNOrNoLLaeMbIn TOK CBa-

HOrO arperara B amnepax.

OTOT CMMBON NOKa3blBaeT MaKCUMaInbHbIN CBapO4HbIN TOK CBapo4-

OTOT CMMBOIT NOKa3bIBaeT Kracc 3auThbl CBapo4HOro arperara.

OTOT CMMBOIN MOKa3bIBAET, YTO CBAPOYHOE YCTPOMCTBO NOAXOAUT
01151 UICMONb30BaHWSA B YCNOBUSX, A€ CYLLECTBYET BbICOKUMA PUCK
nopaxeHusa anekTpu4eCKkMmMm TOKOM.
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ﬁ OTOT cumBON MoKasblBaeT, YTO nepes Havanom paboTbl BHUMA-
TENbHO NPOYUTANTE NHCTPYKLIMIO MO JKCnyaTaumm.

OTOT cMMBON MoKa3blBaeT, YTO CBApPOYHbIN arperaT npeactaBnsieT
coboil ogHogasHbIN CBapOYHbIV annapaT NOCTOSIHHOMO TOKa.

OTOT CMMBOS MokasbiBaeT (asy NUTaHWs U 4acToTy NUHWUK B rep-
uax.

TexobcnyXnBaHue u cepBuUC

Texo6cnyxMBaHUe U oYnCTKa

» Bce paboTbl N0 TEXHUYECKOMY OBCIY>KMBaHUIO JOMKHbI MPOBOAUTLCS MPU OTKITHOYEH-
HOM OT ceTu kabene.

» [lepeA BbINOSIHEHUEM JHOObLIX PAbOT C INEKTPOUHCTPYMEHTOM BbITaluUTe BUIKY U3 PO-
3eTKWN.

» PerynsipHo ygansiite Mbiflb CYXMM UM YACTbLIM CXaTbiM Bo3gyxoMm. Ecnu cBapouHbIn
annapar 3KcnJyaTMpyeTcsi B cpefe C CUJIbHbIM 3agbIMIIeHUEeM U 3arpsi3HeHHbIM BO3-
OYyXOM, ero Heob6xoAMMO YUCTUTbL He pexe oQHOro pasa B Mecsl. [JaBrneHue cxatoro
BO34yxa OOMKHO OblTb B padyMHbIX Npefenax, Ytobbl NpeaoTBpaTuTb NOBPEXAEHNE MEMKNX
1 YyBCTBUTENbHBLIX KOMNOHEHTOB annapara.

» PerynsipHo npoBepsiiTe BHYTPEHHIOIO LieNb CBapOYHOro annapara u yéegurecb, 4To
coeAVHEHUs Lienu NoAKIYeHbl NPaBUIIbHO U NMIOTHO (0COGEHHO pa3beM U KOMNo-
HeHTbl). [1py 06HapYXEHUN OKamnuHbl U PXKaBYMHbI OYUCTUTE €r0 U CHOBA MIIOTHO NOACoean-
HUTE.

» He ponyckaiTte nonagaHusi Bogbl U Napa B UHBepTop. Ecnu 310 nponsongert, npocywunte
€ro 1 NpoBepbLTe U30NALMIO annapara.

» Ecnu cBapou4HbIi annapaTt He 6yAeT Ucnofb30BaTbLCA B TeYeHue ANUTENIbHOro Bpe-
MeHMU, ero Heo6xoAUMO NOMECTUTb B YNAaKOBOYHYH KOPOOKY U XPaHUTb B CYXOM U UM~
CTOM MecTe.

Ecnu Tpebyetcsi noMeHsATb LWHYp, BO n3bexxaHue onacHocTn obpaluantecb Ha upmy P.L.T. nnm

B aBTOPM30BAHHYI0 CEPBUCHYIO MacTEPCKYH0 NS aneKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero 3fIeKTPOMHCTPYMEHTa NopyyanTe ToNbKO KBanuduunpoBaHHOMY nep-
COHany U TOJIbKO C NPUMeHeHMEeM OpUrMHaNbHbIX 3anacHbIX YacTen. ATMM obecneyu-
BaeTcsi 6e30MacHOCTb 3MIEKTPOUHCTPYMEHTA.

CnncoK aBTOPU30BAHHbLIX CEPBUCHbBIX LIEHTPOB MOXHO NMOCMOTPETL Ha ocuumansHom cante P.I.T.

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

XpaHeHUe U TpaHCNopPTUpPOBKa

CBapo4HbIi annapat cregyeT XpaHUTb B 3aKPbITbIX MOMELLEHUSIX C €CTECTBEHHOW BEHTUNSALMEN

npu Temnepatype ot 0 o +40°C 1 OTHOCMTENBLHOWN BNaxHOCTU Bo3ayxa Ao +80%. Hannune B

BO3JyXe MapoB KMCMOT, Lenoyen n Apyrmx arpeccuBHbIX NpUMeCei He 0nycKaeTcs.

TpaHcnopTupoBaTh MPOAYKLMIO MOXHO MOObIM BUAOM 3aKPbITOrO TpaHCMopTa B yNakoBKe Npo-

n3poauTens unu 6e3 Hee, C COXpaHeHMEM U3Oenus OT MeXaHWYEeCKUX NOBPEXOEeHU, aTMOC-

epHbIX OCaAKOB.
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CBapoyHbii [NonyasTromar

YTunusaums
OTCJ‘Iy)KMBLIJVIe CcBOW CPOK 3MeKTpOUuH-
CTPYMEHTbI, NPUHaANEXHOCTU U yna-
mmm KOBKY crnejyet caaBaTb Ha 3KONoru-
YeCKM YNCTYI0 NepepaboTKy OTXO4OB.
YTUnusunpyinte anekTpovHCTPYMEHT OTAENbHO
oT 6bIToBOrO Mycopa!
PacwudpoBka Jatbl U3roTtoBrne-

Hus Uspenua

No.| 00000 000000 |

Kop npogykrta
[ata nsrotoBneHns n3genvs sawmdgposaHa B
CEepUNHOM HOMepe, Hane4YaTaHHOM Ha Kopry-
ce nHcTpymeHTa. lNepBble 2 undpbl 0603Ha-
YaloT rof Bbinycka, cneaytowme 2 uudgpbl —
mecs,.

YCNoBUSA FrAPAHTUUHOIO OB-
CNYXXUBAHUA

1.HacTosuee rapaHTuiniHoOe CBUAETENbCTBO
ABNAETCH €AVHCTBEHHbIM JOKYMEHTOM, Noa-
TBepXAawLyM Balle npaBo Ha GecnnaTHoe
rapaHTumnHoe obcnyxuBaHve. bes npeawbsas-
NeHVs aHHOro CBUAETENbCTBa NPeTeH3un
He npuHumatoTcs. B cnyvae ytepu nnm nopymn
rapaHTUiHOEe CBUAETENbCTBO HE BOCCTaHaB-
nvBaeTcs.

2. [apaHTUHBIN CPOK yKasaH B rapaHTUWHOM
ceptudukarte. B TeyeHne rapaHTUHOIO cpo-
Ka cepBucHas cnyxba becnnaTtHo ycTpaHsieT
NPOU3BOACTBEHHbIE AedeKTbl 1 NPOV3BOAUT
3aMeHy feTaneW, BbllWeAWnX U3 CTpPos no
BVHe n3rotoBuTtens. Ha nepuog rapaHTUNHOTO
PEMOHTa 3KBMBANEHTHbINA NCMPaBHbIN MHCTPY-
MEHT He npepocTaBnsgeTcd. 3ameHseMble
AeTtanu nepexofsaT B COGCTBEHHOCTb Cryx6
cepsuca.

Komnanuga P.I.T. He HeceT OTBETCTBEHHOCTM
3a Bpef, KOTOPbIN MOXET ObITb MPUYMHEH Mpu
paboTe C aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUIHBIN PEMOHT UHCTPYMEHT Mpu-
HVYMaeTcs B YUCTOM BuAe, Npu obs3aTensHOM
HanmMuuy Hagnexawmum obpasom odopmeH-
HbIX JOKYMEHTOB: HaCTOSLLEro rapaHTUNHOTO
CBUAETENbCTBA, rapaHTUINHOIO TanoHa, ¢ nor-
HOCTbIO 3aMOMHEHHBbIMW MONAMU, LITAMMNOM
TOProBOW OpraHM3aunn 1 NOAMUCHLI0 MOKymna-
Tens.

4.lapaHTUHbI PEMOHT HEe NMPOU3BOAMTCH B
crneayoLmx cnyyasx:

- MpU OTCYTCTBUW rapaHTUAHOIO CBUAETENb-
CTBa W rapaHTUHOIO TarioHa U HenpasuIb-
HOM MX ochopmIeHuy;

lfog Mecay HomepBnaptum

- cTeneHb M3HOCa AMameTpa KonnekTopa
poTopa asuratens npesbiwaet 0,4 mm (3a uc-
KIMYEHNEM UHCTPYMEHTOB C 6eCLLETOYHbIM
asuratenem);

- NpY COBMECTHOM BbIXOAE U3 CTPOS IKOpS U
cTaTopa anekTpoasuratens, npu obyrnmeaHum
WY ONnaBneHun NepBUYHON OBMOTKM TpaHC-
dopmaTopa cBapo4yHOro annapara, 3apsfa-
HOro UNK MycKO-3apsAHOro YCTponcTBa, npu
ONMaBfieHNN BHYTPEHHUX AeTanen, npoxure
3MEKTPOHHBIX NNaT ¥ APpYrux cryyasx;

- eCNu rapaHTMHOe CBMAETEeNbCTBO UMK
TanoH He npuHaanexar 4aHHOMY 3MEeKTPOUH-
CTPYMEHTY WM He COOTBETCTBYET yCTaHOB-
FNIeHHOMY NnocTaBLLMKOM 0bpasLy;

- N0 NCTEYEHUN CPOKa rapaHTum;

- NPV NOMbITKAX CaMOCTOSTENIHOTO BCKPbITUS
UNY pEMOHTa 3NEKTPOUHCTPYMEHTa BHe ra-
pPaHTUHOWM MacTepPCKOW;

- BHECEHUS KOHCTPYKTUBHbBIX U3MEHEHU ©
CMa3ku MHCTPYMEHTA B rapaHTUHbIA Nepuoa,
0 YeM CBMAETENbCTBYIOT, HANpUMep, 3anombl
Ha WNMUEeBbIX YacTaX Kpenexa KOpnyCcHbIX
netanen;

- MPU UCMONb30BaHUN 3MEKTPOUHCTPYMEHTa
B NPOMW3BOACTBEHHbIX UMW MHbIX LEnsx, cBs-
3aHHbIX C Norny4YeHneM npubbinu, a Takke npu
BO3HWMKHOBEHUW HEVUCNPaBHOCTEN CBSA3AHHbIX
C HeCTaburnbHOCTbIO MapamMeTPOB 3NeKTpoce-
TW, NPEBbILIALWNX HOPMbI, YCTAHOBMNEHHbIE
[OCT;

- NPU HenpaBuWIbHOW 3KCMyaTaumm, Ucnosb-
30BaHUIO 3NEKTPONHCTPYMEHTA He MO Ha3Ha-
YeHUIo, yKa3aHHOMY B UHCTPYKLMK MO JKCMNy-
ataumn, yCTaHOBKW Ha 3NEKTPOUHCTPYMEHT He
npeAHasHa4YeHHbIX 3aBOAOM-U3roToBUTENEM
HacaaokK, AOMOMHUTENbHbLIX NPUCNOCObneHnn
nT.n,;

- MPY MEXaHUYECKUX NOBPEXAEHUSIX KOpMy-
ca, CeTeBOro LHypa 1 Npu NOBPEeXAeHUsIX,
BbI3BaHHbIX BO34ENCTBUAMU arpeccuBHbIX
CpeAcTB M BbICOKMX M HU3KUX Temneparyp,
nonagaHv MHOPOAHbIX NPeAMETOB B BEHTU-
NAUMOHHbIE PeLUeTKN 3NEeKTPOUHCTPYMEHTa,
a TaKke npu NOBPEeXAEHNsAX, HAaCTYMMBLLKX B
pesynsrate HenpaBUIIBHOTO XpPaHeHus (Kop-
po3unsi MeTannn4yecknx YacTten);

- PV eCTeCTBEHHOM M3HOCe AeTarnen anek-
TPOVHCTPYMEHTA, B peaynbraTte AnuTenbHOW
aKcnnyaTaumn (onpegenserca no npuaHakam
NOMHOW MM YacTU4YHOW BblpaboTkM pecypca,
CUIbHOTO 3arpsi3HEHVS, PXXaBYMHBI CHApYXu U
BHYTPUW 3N1EKTPOVHCTPYMEHTA, oTpaboTaHHOMN
CMa3ku B peyKkTope);

- NPU BO3HUKHOBEHWUW MOBPEXAEHWUI B CBA3N
¢ HecobniogeHVeM NpeayCcMOTPEHHbIX UH-
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CTPYKUMEW YCNOBUIA 3KCNyaTauum (CM. rmasy
«YKkasaHve no TexHuke 6e3onacHocTU» B WH-
CTPYKLMK).

- MPY NOBPEXAEHWUN U3LENNsa BCNeacTBue He-
cobnogeHns npaBun XpaHeHUss U TpaHcnop-
TUPOBKY;

- NPV CUINbHOM BHYTPEHHEM 3arpsi3HEHUN UH-
CTPYMEHTa;

- Npu paboTte ¢ neperpyskon 6eH30UHCTPY-
MEeHTa, U3MEHEHMMN LBeTa Yalku u MydTbl
cuenneHns B peaynesrate neperpesa;

- npu obpbIBe LUHYpa cTapTepa npu ycrosum
MCNPaBHOCTM OCTanbHbIX AeTanel nyckoBoro
YCTPONCTBA;

- Ha Bce BuAbl paboT, BbINONHsAeMble Npu ne-
proanYeCcKOM TEXHUYECKOM 06CnyXuBaHWUM
(perynupoBku, 4nctke, 3aMeHe pacxogHblX
mMatepvanos u ap.);

- Ha HeWcnpaBHOCTW, BO3HMKLIVE B pe3ynb-
TaTe HapyweHusa TpeboBaHun n npasun
aKcnnyaTaumm, yCTaHOBMEHHbIM NacnopToMm
nsgenus. Hanpumep, neperpes m3genus,
HecobntogeHne TpeboBaHUI Kk COCTaBy U Ka-
YecTBY TOMSIMBHOW CMEeCH, NMOBMEKLLUNX BbIXOA,
13 CTpOs MOpLUHEBON rpynnbl (6e3ycroBHbIM
NpU3HaKOM 3TOrO SIBMSETCS 3aneraHve nopLu-
HeBOro Kornbla W/unu Hanuuue uapanuH u
noTepTocTen Ha BHYTPEHHEN MOBEPXHOCTU
LMnuHApa 1 NoBEPXHOCTY NMOPLUHS, paspyLue-
HVe UNY onnaBrneHne OMoPHbIX NOALUMMHUKOB
LIaTyHa 1 NopLUHEeBOro nansua);

- Ha BHELUHVEe U BHYTPEHHWE 3arpsi3HeHus,
LiapanuHbl, TPeLMHbI, NOBPEXAEHNS, BO3HUK-
LuMe B npouecce aKcnnyatauun unu TpaHc-
NOPTUPOBKMU.

- npu paboTe 3NeKTPOMHCTPYMEHTOM C nepe-
rPY3KOM W 3aKNVHWBAHWEM OCHACTKW, O YeM
CBWAETENbCTBYIOT 3aAMPbl, U3MEHeHWe LBeTa
OT TemnepaTypbl YNOPHbIX U NPUKUMHbIX
LWanb, 3aXMMHOro NaTpoHa, Bblxoda U3 CTposi
peaykTopa.

MpodunakTuyeckoe obcnyxmMBaHNe 3neKTpo-
WHCTPYMeHTa (4YMCcTKa, NpoMbIBKa, cMaska,
3amMeHa NblNbHUKOB, MOPLUHEBBLIX W YNNOT-
HUTENbHbIX KOMew) B rapaHTUMHbIA nepuog
SABMNSIETCS NIAaTHOW YCMyrow.

Cpok cnyx6bl usgenusa coctaenseT 3 roga.
Cpok xpaHeHus — 2 roga. He pekomeHgyetcs
K 3KCnfyaTauum no UcTeveHumn 2 net xpaHe-
HWSI C [aTbl M3rOTOBIIEHUS], KOTOpasi yka3aHa B
CEpUNHOM HOMEpEe Ha 3TUKETKE MHCTPYMEHTA,
6e3 npefBapuTenbHOM NPOBEPKU (Onpeaene-
HWe AaThbl BblMycka CMOTpUTE paHee B Pyko-
BOACTBE Mosnb3oBarens).

O BO3MOXHbIX HapyLUEHUSAX, N3NO0XEHHbIX
BblLLIE YCITOBUIN rapaHTUMHOro 06CnyXnBaHus,

BrnagenbLy coobliaetca nocrne npoBeaeHns
AVarHoCTUKN B CEPBUCHOM LieHTpe. Bnapge-
newl UHCTpyMeHTa AoBepsieT npoBefeHue
AWAarHoCTUKMN B CEPBUCHOM LiEHTpe B CBOE
OTCyTCTBME.

Banpelyaetcsa akcrnnyataums anNeKTpouHCTPY-
MEeHTa Npu NPoSsIBNEHUN NPU3HAKOB MOBbI-
LLUEHHOrO HarpeBa, UCKPeHUsi, a Takke Luyma B
peaykTopHOM YacTu. [nsa BbIACHEHUSA NPUYUH
HeuncnpaBHOCTW MokynaTtento cnegyet obpa-
TUTBLCS B rapaHTUIHYIO MacTePCKYIO.
HewvcnpaBHOCTW, Bbl3BaHHbIE HECBOEBPEMEH-
HOW 3aMEHOW YronbHbIX LWETOK ABuratens,
YCTPaHSIIOTCA 3a CHET NoKynaTtensi.
5.MapaHTusa He pacnpocTpaHsaeTcs Ha:

- CMEeHHble NpUHaANexXHocTn (akceccyapbl U
ocHacTKa), Hanpumep: akkyMymnsTopbl, AUCKU,
HOXW, cBepna, bypbl, NaTPOHbI, Lenu, 3Be3-
AOYKW, LL@HIOBbIE 3aXKMMbI, LUWHBI, 3NIEMEHTbI
HaTSXKEHUS U KPEnneHus, ronoBku TpuMme-
poB, NOAOLLBbI LNNGOBAmNbHBLIX Y NEHTOYHBIX
MalUUH, OUNBTPbI, FTONOBKU LWECTUrpaHHbIe
CMEHHbIE Hacafku 1 T.M.

- BbicTpOM3HaLLMBalOLWMECA feTanu, Hanpu-
Mep: YrofbHble LWEeTKU, NPUBOAHbIE PEMHM,
CanbHUKK, 3alUTHbIE KOXYXW, Hanpaensio-
LMe ponuku, HanpaenswLine, pe3nHoBble
YNNOTHEHUS], MOALUNMHKKK, 3yByaTble peMHu
1 Korneca, CTBOMbI, NEHTbI TOPMO3a, XpanoBu-
KW 1 TPOCbI CTapTEPOB, NOPLUHEBbLIE KOMbLA 1
..

3ameHa ux B TeYeHue rapaHTUMHOro cpoka
SABMSIETCHA NNATHOMN YCIyrom.

- WHYpbI MUTaHUs, B criy4yae noBpexneHus
nsonsauyuun. B gaHHom cnyyae notpebutennb
OOMKeH ObITb YBEAOMMEH U PEMOHT (ycnyra
nnatHas) AormkeH ObiTb BbIMOMHEH Nocne co-
rnacusa notpebutens. Ecnun notpebutens He
corfnaceH Ha 3ameHy, To B Nio6oOM pemoHTe
3TOro MHCTpyMeHTa bygeTt oTkaszaHo. dakT
oTKasa AosmkeH ObiTb 3admKCpoBaH B rapaH-
TUAHOM TarnoHe Win KBUTaHLUKU CEPBUCHOIO
LieHTpa 1 nognucaH BnagesnbLem.
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number O OOQOOOOOOO Place of seal
Charger Serial Number OOQOOOOO0O0OOOOO
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(ls Signature Surname (legibly)

Phone
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R I .T. CBapouyHblIli [MonyaBTomar
FAPAHTUMHOE CBUOETENBLCTBO HA MHCTPYMEHT P.L.T.

HanmeHoBaHue nagenus
CepuiHbii Homep n3genvs O 000000000

CepuitHbIn HoMep 3apaaHoro ycTpoicTea OO O000OI O OO0 M.IL

[ata npogaxu « »
HavnmeHoBaHWe Toprosow opraHusauum
YBaxkaembli nokynatens!

Bnarogapum Bac 3a nokynky nHctpymenTa P.I.T. n Hageemcs, 4to Bbl ocTaHeTech [OBOMbHbI
CBOUM BblGOPOM.

Mpn HeobxoammocTn obenyxunsaHna Baluero nsgenuns obpalyantecb B aBTOPU3NPOBAHHbIE Cep-
BUCHble LUeHTpbl P.I.T. Bce cepBrCHbIE LEHTPbI NpeacTaBneHbl Ha cante www.pittools.ru

BHumarue!

[Mpu nokynke TpebynTe y npofasLa npoBepkn paboTocnocobHOCTU UHCTPYMEHTA U ero KoMm-
NNEeKTHOCTY, a TakkKe 3anonHeHWs rapaHTUNHOIO CBMAETENbCTBA, rapaHTUMHOIO TanoHa (rpadebl
«3anonHaTCs NPoAaBLOMY») U MPOCTAHOBKWU MevyaTh TOProBoW OpraHv3auum B rapaHTUMHOM
CBMAETENbCTBE W rapaHTUMHBIX TaroHax.

[apaHTna

Ha ocHoBaHWUM JaHHOTO rapaHTUMHOIO CBMAETENbLCTBA koMnaHust P1.T. rapaHTupyeT oTcyTCcTBUE
AedeKToB NpON3BOACTBEHHOIO Xapakrepa.

Ecnun B TeuyeHne rapaHTuinHOro cpoka B Balwem nagenun obHapyxarcs ykasaHHble AedekTbl, TO
cneunannanpoBaHHble cepBUCHbIE LieHTpbl PI.T. 6ecnnatHo OTPEMOHTUPYIOT U3denve n 3ame-
HAT AedeKkTHbIe 3anacHble YacTu.

[apaHTUINHBIA CPOK Ha aNeKTPOMHCTPYMeHThI P.I.T. coctaBnseT 12 mecsues co AHA NPOAaXM.

«C ycnosusMu rapaHTUnHOro o6cnyxmBaHns o3HakomneH(a). PabotocnocobHOCTb 1 KOMMNMEKT-
HOCTb M3AEnusi NPOBEPEHbl B MOEM MPUCYTCTBUM. [TpeTeH3nI K Ka4eCTBY M BHELLHEMY BUAY He
nMero».

Mognuce nokynaTens
BO)
TenedoH

damununa(pasbopun-
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CARD

Serial Number
Sale Date

:Name
: Serial Number

~ :Sale Date 20 Place of Seal
8 :(Filled out by a Seller)

& §WARRANTY REPAIR CARD

€ } Date of Acceptance for Repair 20
£ : Application for Repair
8 :Customer
[0
(&
[0}
o
G
[0
©
)

ir__ 2

: Phone (Address)
: Cause of Application
: Date of Receipt from Repair 20

§The Tool is checked in my presence

: (The Order shall be performed in a Service Center) (Signature)

Name
Serial Number

Serial Number

20 Sale Date

Sale Date

|

:Name
: Serial Number

~ :Sale Date 20__ Place of Seal
8 :(Filled out by a Seller)

& :WARRANTY REPAIR CARD

£ ) Date of Acceptance for Repair 20
£ : Application for Repair
8 :Customer
(0]
(&
[0}
X
G
[0
®
a

: Phone (Address)
: Cause of Application
: Date of Receipt from Repair 20__

: The Tool is checked in my presence

: (The Order shall be performed in a Service Center) (Signature)

| Ne 3

:Name
: Serial Number
: Sale Date 20 Place of Seal
: (Filled out by a Seller)
:WARRANTY REPAIR CARD

) Date of Acceptance for Repair 20
: Application for Repair
: Customer
: Phone (Address)
: Cause of Application
Date of Receipt from Repair 20
: The Tool is checked in my presence
i (The Order shall be performed in a Service Center) (Signature)

Date of Receipt from Repair
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R I .T. CBapouyHblIli [MonyaBTomar

FTAPAHTUUHbBLIA TAJOH P.LT.

P.1.T. TanoH Ne 1

HaumeHoBaHue

CepuiHbin Homep

Data npogaxu » 20 MecTo nevatu
(3anonHsaeTca npoaasLoMm) unu wTamna
KAPTA TAPAHTUAHOMO PEMOHA

[ata npuema pemMoHT 20 Y
3asBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpatleHns
[ata nonyyeHunsi ot pemoHTa 20
MHCTpYMEHT npoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetcs B CepsucHom LieHTtpe) (Mognucek)

HavmeHoBaHune
CepuiHbin Homep
[ara npopaxm { » 20 MecTo neyatu
(3anonHsaetca npoaaBuoMm) unu wramna
KAPTA FTAPAHTUHOMO PEMOHA

[ata npvema peMoHT 20

3asBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpaleHns
[arta nonyyeHusi oT peMoHTa 20
MHCTpYMEHT NpoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetca B CepaucHom LieHTpe) (Moanuck)

P.1.T. TanoH Ne 3

HavmeHoBaHue
CepuiiHbIi HoMep

[Nata npogaxu { » 20 MecTo neyatu
(8anonHsaetcs npogaBLOM) unu wirtamna
KAPTA TAPAHTUMHOIMO PEMOHA

[aTa npuema peMoHT 20

3asBka Ha PeMOHT
3akasuuk
TenedoH (agpec)
MpnymHa obpalleHus
[ata nonyyeHnss oT peMoHTa 20
MHCTpYMeHT npoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetcs B CepsuicHom LieHTtpe) (Mognumchk)
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20_

20

NHBIN HOMep

HanmeHoBaHve
[ata npogaxu
[laTa nony4eHunsi ot peMoHTa

Cepu

20

20

MHBIN HOMep

HanmeHoBaHve
[ata npogaxu
[aTa nony4eHunsi oT peMoHTa

Cepu

20

20

MHbIA HOMEpP

HavmeHoBaHue
[ata npopaxu
[lata nonyyeHusi ot peMoHTa

Cepu
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