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English

Safety Notes

General Power Tool Safety Warnings

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

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

Save all warnings and instructions for fu-

ture reference.

The term “power tool” in the warnings refers

to your mains-operated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

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

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

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

Electrical safety

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

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

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

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

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

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

Personal safety

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

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

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

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

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

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

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

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

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

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

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

Power tool use and care

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

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

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

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

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

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

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

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

Service

» Have your power tool serviced by a

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

Safety instructions for electric

welding machine

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

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

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

» Make sure you are in a safe position.

» Do not inhale welding fumes, they are
harmful to health.

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

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

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

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

» Keep flammable materials (wood, paper,
rags, etc.) away from the workplace.

» When welding, it is necessary to pro-
vide the workplace with fire extinguish-
ing means.

» IT IS FORBIDDEN:

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

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

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

— Carry out welding work on pressure ves-
sels;

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

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

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

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

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

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

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

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

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

Product Description and Specifi-

cations
Read all safety warnings and all
instructions. Failure to follow the
warnings and instructions may result
in electric shock, fire and/or serious injury.
Intended Use
Semiautomatic inverter type direct current
welding machine (hereinafter referred to as
the product) is designed for welding using the
MIG / MAG methods (welding with electrode
wire in a shielded gas) and MMA (manual arc
welding with stick fusible covered electrodes).
The product can be used for welding various
types of metals.
Product Features
The numbering of the components shown re-
fers to the representation of the power tool on
the graphic pages.
. Polarity reversing cable
. Torch connection socket
. Power connector “+”
Power connector “-”
Fan
. Power button
. Connection for shielding gas
. Power cable inlet

PN AWN

Technical Data

Model PMIG220-C2
Rated voltage 190-250V~ / 50Hz
Rated power 7500 W
Output current range 10-220 A
Wire diameter (MIG) ((%%?-_18;;2
Electrode diameter @2.5-5.0mm
(MMA) (3/32"-3/16")
Duty cycle (DC) 25 °C 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 “0” position, and the current regulator to

the extreme left position.

Prepare for work:

— Prepare the parts to be welded;

— Provide adequate ventilation in the work-
place;

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

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

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

— 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

IGI 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.

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

— 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).

— 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:

— 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 (“+” terminal).

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

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

— Insert the spool of wire into the slot.

— 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.

— 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.

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

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

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

— Set the required welding mode using the
controls.

— Begin welding.

Welding without gas (NO GAS)

with self-shielded flux-cored wire:
— 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 (“-” terminal).

— 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 (“+” terminal).

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

— Insert the spool of wire into the slot.

— 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.

— 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.

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

— 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 “+” on the polarity reversal
module. This is REVERSE POLARITY. It is
used for welding thin sheet steel to stainless
steels, alloy steels and high carbon steels,
which are very sensitive to overheating.
During DIRECT POLARITY welding, most of
the heat is concentrated on the product itself,
which causes the root of the weld to deepen.
To change the polarity from reverse to direct,
it is necessary to switch the output of the
power wire on the module from “+” to “-”. And
in this case, connect the cable with the earth
clamp to the workpiece by inserting the pow-
er cable lug into the “+” terminal on the front
panel.

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

At the end of welding:

— Remove the torch nozzle from the seam,
interrupting the welding arc;

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

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

— Move the switch to the “off” position - off

Manual arc welding mode (mma)
1. Connect the electrode holder to the
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 “direct” polarity: elec-
trode - “minus”, welded part - “plus”. 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.

“Reverse” polarity (electrode - “plus”, part
- “minus”) is used when welding small thick-
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.

w

2. Set the mode switch to MMA position.
3. Set the welding current according to the
type and diameter of the electrode and start
welding.
4. The welding current is regulated by the cur-
rent regulator, the actual value of the current
during operation is displayed on the ammeter
display.
5. Excitation of the arc is carried out by brief-
ly touching the end of the electrode to the
product and withdrawing it to the required dis-
tance. Technically, this process can be done
in two ways:
— 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.
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Welding parameter tables (for reference only)

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

Thickness
metal,mm

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

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

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

Gas flow settings for MIG, MAG welding

++|+]+

+l+]+ ]+ |+

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

]+ [+ +]+

+ |+ [+]+]+

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

Diameter wire, 05-08/1-14|16-2[25-3 ]
mm
Release wire, | . | ;14 | 14_20 | 16-20 ]
mm "-. - f..'
N '\I |l.'
Consumpt!on 5-8 | 8-16 [ 15-20 | 2030 .
gas, r/ min

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:

! 2R 3PZZRSY rZZRSSY sEIARNN  srZZRNSy
7PN

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.
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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 malfunc-
tions and methods of their elimination” section
of this Manual.

Possible malfunctions and meth-

ods of their elimination

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

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

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

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

All other work (including repair) should be car-
ried out only by specialists of service centers.

1"
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Problem

Possible reason Solution

Indicator is on
thermal protec-
tion

Voltage too high Turn off the power source; Check

the main food; Turn on the machine

Voltage too low again when the voltage is normal.

Poor air flow Improve air flow

The thermal protection of the

device has been triggered Let the device cool down

Wire feed knob at minimum Adjust
2 INo wire feed Sticking current tip Replace tip
The feed rollers do not match .
S Put on the right roller
the wire diameter
The fan does notjPower bytton does not work Please contact the service center
3 |work or rotates|The fan is broken
slowly Poor fan connection Check the connection
Poor part contact Improve contact
Network cable too thin, power is Change the network cable
4 Unstable arc,|lost
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust |Clean the part
The burner is not connected Connect the burner correctly
6 |No shieldi correctly
0 ShIeIdiNG 935 1555 hose kinked or damaged [Check gas hose
Hose connections are loose Check hose connections
7 |Other Please contact the service center
Graphic symbols and technical data
uo....... V This symbol shows the secondary no-load voltage (in volts).
X This symbol shows the rated duty cycle.
l...... A This symbol shows the welding current in AMPS.
Us...... 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
l1max. .. A .
in AMP.
This symbol shows the welding unit's maximum absorbed current
lres. .. A )
in AMP.
IP21S This symbol shows the welding unit’s protection class.

This symbol shows that the welding unit is suitable for use in envi-
ronments where there is a high risk of electric shocks.

This symbol shows read the operating instructions carefully before
operation.

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

This symbol shows the supply power phase and line frequency in
Hertz.
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Maintenance and Service
Maintenance and Cleaning
» Pull the plug out of the socket before
carrying out any work on the power
tool.
Remove dust by dry and clean com-
pressed air regularly. If welding machine
is operated in environment where strong
smoke and polluted air is present, the ma-
chine needs to be cleaned at least once a
month.
Pressure of compressed air must be
within reasonable range in order to
prevent damage to small and sensitive
components in the machine.
Check internal circuit of welding ma-
chine regularly and make sure the
circuit connections are connected
correctly and tightly (especially plug-
in connector and components). If scale
and rust are found, please clean it, and
connect again tightly.
Prevent water and steam from enter-
ing into the machine. If that happens,
please blow it dry and check insulation
of machine.
If welding machine will not be used for
long time, it must be put into the pack-
ing box and stored in dry and clean
environment.
In order to avoid safety hazards, if the power
supply cord needs to be replaced, this must
be done by P.L.T. or by an after-sales service
centre that is authorised to repair P.I.T. power
tools.
Service
» Have your power tool repaired only by
qualified personnel and only with origi-
nal replacement parts. This ensures the
safety of the power tool.
The list of authorized service centers can be
viewed on the official website of P.I.T. by the
link: https://pittools.ru/servises/
Storage and transportation
The welding machine should be stored in
closed rooms with natural ventilation at tem-
peratures from 0 to + 40 ° C and relative
humidity up to + 80%. The presence of acid
vapors, alkalis and other aggressive impuri-
ties in the air is not allowed.
Products can be transported by any type of
closed transport in the manufacturer’s pack-
aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

>

Dispose of waste
Damaged power tools, batteries, ac-
cessories and waste packaging mate-
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. [ [39000] [00][00] [000000] |
[ ]

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

TERMS OF WARRANTY SERVICE

To customers (users) of warranty service:

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

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

The warranty period:

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

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

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

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

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

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

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

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

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

6. Any damage caused by indiscriminate use,
beyond the scope of use of the tool, and not
in accordance with the instructions for use
and maintenance. (see chapter “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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Pycckun

YKazaHus No TexHUKe 6e3onacHoCTU
O6uue ykasaHMs No TexHUKe Ge3sonacHo-
CTU ANS 3NeKTPOUHCTPYMEHTOB

NPEOYNPEXAEHUE
A MpouTute BCe yKa3aHUsi U UHCTPYK-

LMK No TeXHUKe Ge3onacHoCcTM.
HecobntogeHune ykasaHuii U UHCTPYKLUIA MO
TexHnke 6e30nacHOCTU MOXeT cTaTb NpU4n-
HOW NMopa)KeHUs aNeKTPU4ECKNM TOKOM, Noxa-
pa v TSXKEenbIX TPaBM.
CoxpaHsiiTe 3TU MHCTPYKUUU U yKa3aHus
AnA 6yayLiero UCNonbL3oBaHUA.
Mcnonb3oBaHHOE B HACTOALLMX UHCTPYKLMAX
N yKa3aHWsIX NOHATUE «3NEKTPOUHCTPYMEHT»
pacnpocTpaHsaeTcs Ha ANeKTPOUHCTPYMEHT C
nMTaHMeMm OT CeTU (C CETEeBbIM LUHYPOM) W Ha
aKKYMYNATOPHbIA 3NEKTPOMHCTPYMeEHT (6e3
CEeTeBOro LUHypa).
Be3onacHocTb paﬁoqero MecCTa
» CopepxuTe paboyee MecTo B 4UCTOTE U
XopoLo ocBelleHHbIM. becnopagok nnm
HeocBellleHHble y4acTkn paboyero mecTa
MOTYT MPUBECTU K HECHACTHbLIM CIy4asiM.
He pa6oTainTe ¢ 3TUM 3NEKTPOUHCTPY-
MEHTOM BO B3pbIBOOMAacHOM nometye-
HWKU, B KOTOPOM HaxoAAaTCA ropryune
XWAKOCTU, BOCNNaMeHsAoWmMecs rasbl
UINU NbiNb. ONEeKTPOMHCTPYMEHTbI UCKPAT,
4YTO MOXET NPMBECTU K BOCMNAaMEHEHMIO
MbIAX MW NapoB.
Bo Bpemsi paboTbl C 3NeKTPOUHCTPY-
MeHTOM He AonyckaWTte 6nusko k Ba-
wemy paboyeMy MecTy AeTen M MocTo-
poHHux nuu. OTBnekwncs, Bel Moxete
noTepsATb KOHTPONb Haf 3NEeKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHOCTb
» LlltencenbHaa BUNKa 3NMeKTPOUHCTPY-
MeHTa [0MKHa NOAXOAUTL K WTencenb-
Hon po3eTke. Hu B koem cnyyae He
M3MeHANTe WTencenbHy BUnky. He
npumMeHsANTe NepexoaHble WTEKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aliuT-
HbIM 3a3emneHueM. HenameHeHHble
wrencenbHble BUIKW U NOAXOASALMNE
LITencenbHble PO3eTKWM CHUXAaT PUCK MO-
paXKeHUs ANEKTPOTOKOM.
MNpenoTBpalwanTe TeNnecHbIN KOHTAKT
C 3a3eMNeHHbIMMN NMOBEPXHOCTAMM, Kak
TO: ¢ Tpy6amu, anemMeHTaMm1 OTONNEHUSA,
KYXOHHbIMW NAIUTAMWU N XONOAUNbHUKA-
mu. Mpyu 3a3emnexun Balero Tena noebl-
LLIAETCH PUCK NOPaXKEHUSI ANEKTPOTOKOM.
» 3awmiante aNEeKTPOMHCTPYMEHT OT A0-

XAA U cbipocTu. [poHMKHOBEHME BOAbI
B 9NEKTPOMHCTPYMEHT MOBbIWAET PUCK
NOpaxeHUs ANEKTPOTOKOM.

He paspelaetcs ucnonb3oBaThb LWHYP
He Mo Ha3HayYeHU, Hanpumep, Ans
TPaHCMOPTUPOBKU UMW NMOABECKMN 3reK-
TPOMHCTPYMEHTA, MU ANA BbITArMBa-
HUSA BUMKW U3 LUTENCeNbHOW PO3eTKU.
3awmuwanTte WHyp oT BO3AeNCTBUSA
BbICOKUX TemnepaTyp, Macna, ocTpbix
KPOMOK MIU MOABWXHbIX YacTel anek-
TpouHcTpyMeHTa.lloBpexXaAeHHbIn nnu
CMyTaHHbI LWHYP NOBbLILLAET PUCK Nopaxe-
HWSI ANEKTPOTOKOM.

Mpu pa6oTte ¢ 3NEKTPOUHCTPYMEHTOM
noa OTKPbLITbLIM HEGOM NpuUMeHsAWTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNpumMeHeHne NPUroaHOro Ans
paboTbl No4 OTKPbITEIM HEGOM kabens
YANUHUTENS CHUXAeT PUCK Nopa)xeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb npume-
HEHUA 3NeKTPOUHCTPYMEHTA B CbIPOM
nomeLleH1u, NoakmoyanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLMUTHOro
OoTKMouYeHus. MpumeHeHne ycTpoiicTea
3aLUUTHOrO OTKITIOYEHUS CHUXaeT pUck
3MEKTPUYECKOrO NMOPaXKEHNS.
Be3onacHocTb nioaen

» ByabTe BHUMaTenbHbIMU, cneauTe 3a
TeM, 4YTo Bbl genaete, n npoayMaHHoO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B yCTafioM COCTOSIHUM
unu ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTUYECKOro UMW anKorofbHOro
OMNbsHEHUS UMK NoA BO3JeUCTBUEM ne-
kapcTtB. OgMH MOMEHT HEBHUMATENbHO-
CTV Npu paboTe C 3NEeKTPOUHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HBIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYaANb-
HOM 3aWMTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs UHAMBUAYaNbHOW
3alWMThl, KaK TO: 3alMTHON Macku, oByBu
Ha Heckosnb3silien NoAoLBe, 3aWUTHOMO
lwnemMa Unu cpeacTs 3aluTbl OpraHoB
cnyxa, — B 3aBUCMMOCTM OT Buaa paboTbl
C 3MEKTPOUHCTPYMEHTOM CHUXAeT pUck
nony4yeHns TpaBMm.

MpepoTBpalyaniTe HenpeagHamepeHHoe
BKIlOYeHUEe 3NEeKTPOUHCTPYMEHTA.
Mepen noaknwYeHUEM 3MEKTPOUH-
CTPYMeHTa K 3MeKTPONUTaHuIo u/unm K
aKKyMynsiTopy y6eautech B BbIKIHO4EH-
HOM COCTOSIHUU 3NEKTPOUHCTPYMEHTa.
YnepxaHue nanbla Ha BblknodaTtene npu-
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TPaHCMOPTUPOBKE WU NOAKMIOYEHNE K CeTH
NUTaHUS BKIIOYEHHOTO 3MEeKTPOUNHCTPY-
MeHTa YpeBaTo HeCYACTHbIMU Cry4asmu.
Y6upaiTte ycTaHOBOYHbIA UHCTPYMEHT
MUNKW raeyHble KMOYN A0 BKIIOYEHUNA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnu
KINioY, HaxoAsalWmMNes BO BpallatoLwencs
4YaCTU 3NEKTPOUHCTPYMEHTA, MOXET npu-
BECTU K TpaBMaM.

He npuHumanTe HeecTecTBEHHOE Nosno-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTON4MBOE NMOJIOXEHNE M COXPaHSN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe nyudlle KOHTPONMpoBaThb ANEKTPO-
WHCTPYMEHT B HEOXMAAHHbIX CUTYaLMAX.
Hocute nogxoasuwyt pabouyto ope-
xpay. He HocuTe wWupokyto opgexay u
yKpalweHus. [lepxute Bomnockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
ctenn. lnpokas opexaa, ykpawleHus unu
ONVIHHBIE BOMOCHI MOTYT ObITb 3aTSAHYThI
BpaLLaLWMMUCA YacTAMM.

Mpn HanM4YMM BO3MOXHOCTU YCTaHOBKMN
nbinieoTcachbIBaloWMX U NbiNecOopHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe U NpaBUIlbHOEe UCMNosib30BaHue.
MpuMeHeHWe nblneoTcoca MOXET CHU3WUTL
0ONacHOCTb, CO34aBaemyto MbifbHo.
Xopolee 3HaHUE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHOe B pe3yrkTaTe 4acToro
MX MCMONb30BaHWA, He AOMKHO NPUBO-
AUTb K CAMOYBEPEHHOCTU U UTHOPUPO-
BaHMIO TeXHMKKU Ge3onacHocTu obpa-
LLeHUS C NeKTpouHcTpymeHTamu. OgHo
HebpexxHoe AelcTBUe 3a OO CEeKyHAbI
MOXeT MPUBECTU K CEPbEe3HbIM TpaBMaM.
BHUMAHMUE! B cnyyae BO3HWKHOBEHUS
nepe6os B paboTe aMeKTPOMHCTPYMeHTa
BCNeACTBME MOMHOIO MU YaCcTUYHOTO
npekpalieHns aHeprocHabxeHns unu
NOBPEXAEHUS Lienn ynpaBlieHns aHepro-
cHabXeHneMm ycTaHOBWTE BblkMovaTenb
B nonoxexue Bbikn., ybeamslimnce, 4To
OH He 3abnokMpoBaH (Npv ero Hanu4yuu).
OTKNIOYMTE CETEeBYI0 BUIKY OT PO3eTKU
UM OTCOEAUHUTE CbEMHBIN akKyMynsTop.
OTUM NpepoTBpaLLaeTcs HEKOHTponupye-
MbIVi MOBTOPHbIV 3anyck.

MpumMeHeHNe 3NEeKTPOUHCTPYMEH-

Taun oGpau.l,el-me C HUM
» He neperpyxaiiTe 3fIeKTPOMHCTPYMEHT.

Ucnonb3yiTe anA Bawen pa6oThbl
npeAHa3Ha4yeHHbIW ANSA 3TOro 3NeKTPo-
MHCTPYMEHT. C Noaxoasium anekTpo-
MHCTPYMeHTOM Bbl paGoTaeTe nyyiie u

HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTW.

» He pa6oTaiiTe C 3M1€KTPOUHCTPYMEHTOM
npu HeUCrnpaBHOM BbIKro4YaTene. dnek-
TPOMHCTPYMEHT, KOTOPbLIN He nogaaeTcst
BKITHOYEHMWIO UMW BBIKIHOYEHWIO, OnaceH U
[AOIKeH GbiTb OTPEMOHTMPOBAH.

» XpaHuTe 3NeKTPOUHCTPYMEHTLI B Hefo-
cTynHoMm ansa aeteit mecte. He paspe-
WwanTe NoNb30BaTbCs 3NEKTPOUHCTPY-
MEHTOM NnuuaMm, KOTopbie He 3HaKOMblI
C HAM WUIM He YUTanu HacTOSILUX UH-
CTPYKUUIA. DNEeKTPOUHCTPYMEHTbI OMnacHbI
B pyKax HEOMbITHbIX JINL.

» TwatenbHO yxaXxuBauTe 3a 3nekTpo-
MHCTpyMeHTOM. lpoBepsAnTe G6e3y-
npeyHyto pyHKUUIO U XOA4 ABWXYLINXCS
yacTel 3NEKTPOUHCTPYMEHTa, OTCYT-
CTBME NMOSNIOMOK UMW NOBpPeXAeHUN,
oTpuulaTenbHO BNUSAIOWNX Ha PYHKLUIO
3neKTPOUHCTpPyMeHTa. MoBpexaeHHble
4acTU AONXHbl GbITb OTPEMOHTUPO-
BaHbl 40 UCMNOJSIb30BaHUS 3NTEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSIETCS NMPUYUHON
6OnbLUOro YKCna HecYacTHbIX CryyYaes.

» [lepXute pexyLmin UHCTPYMEHT B 3a-
TOYEHHOM U YUCTOM COCTOSIHUM. 3a60oT-
FIMBO YXOXXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMU pexe
3aKMMHMBAIOTCA U UX flerye BeCTU.

» [puMeHsTe 3NeKTPOUHCTPYMEHT, Npu-
HagnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBUM C HACTOSALMNMMU
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
pa6oune ycrnoBusi U BbINONHAEMY O
pa6oty. icnonb3oBaHve aneKkTPOUHCTPY-
MEHTOB [ANA HEMPeayCMOTPEHHbIX paboT
MOXET MPUBECTU K ONAcHbIM CUTYaLMsIM.

» [lepXuTe Py4YKM U NOBEPXHOCTU 3a-
XxBaTa CyXMMU U YUCTbIMU, crieauTe
YTOObl HAa HAUX YTOGbI Ha HUX He GbIno
XUOKOW UNU KOHCUCTEHTHOMW CMa3KMu.
CKonb3Kkne pyyku 1 NMoBepXHOCTU 3axsaTa
npensTcTBYOT Ge3onacHoMy obpalleHunto
C WUHCTPYMEHTOM U He AalT HafexHo
KOHTPOMMPOBAaTh €ro B HenpeaBuOeHHbIX
cuTyauusx.

CepBuc

» PeMOHT 3M1eKTPOMHCTPYMEHTA AOSKEeH
BbIMOJIHATLCSA TOMbKO KBanuduuupo-
BaHHbIM NEePCOHArNOM U TONMbLKO C Npu-
MeHeHUeM OpUrMHanbHbIX 3anacHbIX
yacTen. OTM obecneunBaeTcs Hesonac-
HOCTb 3/1EKTPOVMHCTPYMEHTA.
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MHCprKLIMVI no TexHuke 6e3sonac-
HOCTU ANA 3JIeKTPpoCcBapo4yHOro

annapaTta

» O6GsizaTenbHO yaoCTOBepbTeCb, YTO
aneKTpuyeckasa poseTka, K KOTOpom
NoAkKnYaeTcA UHBEPTOpP 3a3eMieHa.
3anpewaeTcsi NpukacaTbCA K OrosieH-
HbIM 3JIeKTPUYECKMM YacTAM U INEeKT-
poAy OTKPbITLIMWA YacTAMMU Tena, Mo-
KPbIMU nepyaTkamMmu Unuv oaexnon.

He HaunHanTe paboTy noka He y6eau-
TeCb B TOM, 4YTO Bbl U30NIMPOBaHbI OT
3eMJI1 U OT 3aroTOBKM.

Y6epuTtech, UTo Bbl HaxoauTechb B 6e30-
NacHOM MOJIoXXeHUWN.

He BAbixanTe rasbl, o6pasyrwmecs
npu cBapkKe, OHM BpeAHbl Ansi 340po-
BbSl.

Heo6xoaumMo obecneuynTtb gocTtaTtou-
HYI0 BEHTUNALUMIO paboyero mecrta unm
MUCcnonb30BaTh crneuunanbHble BbITSXKU
Ans ypaneHus rasoB, obpa3sylolmnxcs
B npouecce NpoBeAeHUss CBAPOYHbIX
pabor.

[ns 3awuTbl rNas v Tena ucnonb3ynre
noaxopsillyo 3alUTHYH MacKy, cBeTo-
cunbTp U 3awuTHYO oaexay. Ogexaa
[omkHa ObITb NMOMHOCTbLIO 3acTerHyTa, YTo-
Obl MCKPbI 1 BpbI3rY HE Nonaganv Ha Teno.
MpurotoBLTE NOAXOAALLYH 3aLUTHYIO
MacKy MU 3aHaBecKy ANA 3aWuThbl
cMoTpswero. [Ina 3awmTbl gpyrnx nogen
OT U3MyYeHus Oyrv U ropsiumx mMeTanmnos
Heobxoaumo orpaguTb pabouyto 30Hy or-
HeyMNOpHbIM OrpaxxaeHneMm.

Bce cTeHbl n non B pabo4yel 30He
LONXKHbI ObITb 3aliULLEeHbl OT BO3MOX-~
HOro nonagaHusl UCKP M pacKarieHHoro
MeTanna, YTobbl n3bexartb THNEeHUA 1
BO3ropaHusi

He ponyckaiTe HaxoxaeHusi Ha pabo-
YyeM MecTe ropr4ux mMatepuanoB (ae-
peBo, 6ymara, TpAANKuU U T.4.).

Mpu npoBeaeHUN cBapku HeobxoauMoO
obecneuntbL pabo4yee mMecTo cpeacTBa-
MU NMOXapoTYLUEeHUS.

3AMNPELLUAETCA:

Vcnonb3oBaTb CBapOYHbIM MonyaBTOMaT B
CbIpbIX MOMELLEeHUAX UMW Nog AOXKAEM;
VMcnonb3oBaTtb anekTpuyeckme kabenu c
NOBPEXOEHHON M30NALMEN MU NNIOXMMHN
coeauHUTENbHbIMU KOHTaKTamu;
[MpoBoAnTbL cBapoOYHble paboTbl HA KOH-
TeriHepax, EMKOCTAX Unu Tpybax, KoTopble
cogepxxanu xugkue unu razoobpasHbie

>

ornacHble BELLeCTBa;
MpoBoanTb cBapoyHble paboTebl Ha pe-
3epByapax nop AaBneHneM;

PaboTaTtb B ogexpe ¢ nATHaMu macna,
Xupa, 6eH3nHa 1 APYrnX roproymx XuaKo-
cTen.

Wcnonb3yinTe HaywWHUKN UNu apyrue
cpeacTBa ANA 3alWUThbl YILEN.
MNpenynpeaute Habnioparens, 4To Wym
BpeAeH AnA cnyxa.

Ecnu Bo Bpems yCTaHOBKWU U 3Kcnny-
aTauMu BO3HUKHYT npob6nembl, noxa-
nywcTa, creayuTe 3TOM UHCTPYKUMU Mo
3KcnnyaTauumn AnsA npoBepKu.

Ecnu Bbl He A0 KOHLLa NOHUMaeTe py-
KOBOACTBO WUIIM HE MOXeTe pelnTb
npo6nemy c MHCTPYKUWen, Bam cnegyeT
o6paTUTbCA K NoCTaBLUMKaM Unu B cep-
BUCHbIN LEHTP 3a npod)eccmoHanbHomn
NoMoLLbHO.

MawmwuHa gomkHa akcnnyaTupoBaTbCcs B
CYXWUX YCINOBUSIX C YPOBHEM BIaXXHOCTH
He 6onee 90%.

TemnepaTypa okpyxatuwen cpeabl
AormkHa 6bI1Tb ot -10 Ao 40 rpagycoB no
LUenbcuto.

MN3beranTe cBapku Ha COfHLEe Unu nopj
kannsamu BoAabl. He pgonyckarnte nonaga-
HWS BOAbBI BHYTPb MaLUWHbI.

W3beranTe cBapku B MbliIbHbIX MecTax
WNnu B cpefie C arpecCUBHbLIM ra3om.
U3beranTte rasoBoi cCBapku B cpege C
CUNbHbLIM BO3AYLIHBLIM MOTOKOM.
Pa6ouui, y koToporo ycTaHOBMEH Kap-
AVNOCTUMYNATOP, AOMMKEH MPOKOHCYMb-
TUPOBaTLCSA C BPA4yoOM nepep cBapKow.
lMoTomy 4TO anekTpoMarHMTHoe none
MOXeT HapyLluTb HOpManbHyl paboTy
KapanoctTumynsTopa.

OnucaHue npoaykTa u ycnyr
npO'-ITMTe BCe yKa3aHuUA U UH-
CTPYKUUU NO TeXHUKe 6e3onacHo-
CTWU. yI'IyLLleHIAﬂ B OTHOLUEHUU yKasa-

HUA © VIHCprKLI,MVI no TexHuke 6esonacHoCTh

MOryT CTaTb I'IpVI‘-WIHOI;I nopaxeHuna arnekTpu-

YECKMM TOKOM, NnoXapa U TAXenbIX TpaBM.

anMEHeHMe Mo Ha3Ha4YeHUr
CBapoyHbIii NonyaBToMaT MHBEPTOPHOTO TUNa
NOCTOSIHHOIO TOKa (Janee — vu3genve) npea-
HasHavyeH Ans CBapoyHbIX paboT meTogamu
MIG/MAG (cBapka aneKTpOAHON NPOBOMOKON
B cpefe 3awwuTHoro rasa) nu MMA (pydHas
aneKkTpodyroBasi cBapka LUTYYHbIMW MnaBKu-
MV MOKPbITEIMW 3NeKTpoaamu).

M3penve mMoxeT NpUMeEHATLCA ONs CBapKM
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pPasnn4HbIX BUOOB MEeTarnsos.

I/I306pa)|<e|-|Hb|e COCTaBHbIe 4YaCTun
Hymepauns npegctaBneHHbIX KOMMNOHEHTOB
BbIMOSIHEHA MO M306paXeHWo Ha CTpaHuLe ¢
nnncTpaunammn.

1. Kabenb nepekntoyeHms NonsipHOCTH

2. Pa3beM nogkmnoYeHus ropenkm

3. CunoBoii pasbemM «+»

4. CnoBoK pasbem «-»

5. BeHTUnsTop

6. KHonka nutaHus

7. WTyuep Ans NoaknoYeHns 3almUTHOrO rasa
8. Bxop kabensa nutaHus

TexHU4eckune XapakKTepucTukun
Mopenb PMIG220-C2
HoMnHanbHOe Ha- 190-250 B / 50 'y
npshkeHune / yactoTa

HomunHanbHasa MoLL- 7500 BT
HOCTb

[nana3oH BbIXOAHOrO 10-220 Al
TOKa

[OuameTp NpoOBOMOKM @0.6-1.0mm
(MIG) (.023" - .035")
[nameTp 3nekTpopaa @2.5-5.0mm
(MMA) (3/32"-3/16")
MpogonXxnuTenbHOCTb 25C 60%
BkntoveHus (MB)

Bec 14,5 kr
KomnnekTt noctaBku

CBapouyHbIil nonyasTomat 1wt
Kabenb c anektpogoaepxartenem 1wt
Kabenb c kneMMon 3a3eMreHus 1wr
Kabenb c ropenkon 1wr
nepyartku 1wt
CBapo4HbIl 3nekTpos 10 wt
CapoyHasi Macka XameneoH 1wr
PykoBoacTBo Mo akcnnyatauum 1wt

MpumeyaHue

B TekcTte M unMdppoBbiX 0O003HAYEHUAX WH-
CTPYKUMM MOTYT ObiTb AOMNYLEHbl TEXHNYe-
CKue oLMbKM 1 onevaTku.

Tak kak nHcTpymeHT P.L.T. nocTosiHHO coBsep-
LEHCTBYETCS, KOMMaHWsa ocTaBnseT 3a cobon
npaBoO BHOCUTb U3MEHEHWS B YKa3aHHble
30€Cb TEXHWYECKNE XapaKTEPUCTUKN N KOM-
nnekTaumio 6e3 npegBapuTENbLHOIO YBEAOM-
neHus.

MoaroToBka K paboTe

YcTaHaenuBaviTe annapaT Ha pOBHOW NOBEPX-
HocTn. Pabovee MecTo AOMKHO ObITb XOPOLUIO
BEHTUMMPYEMbIM, CBapOYHbI annapart He
[OMmKeH nogsepraTbCA BO3AENCTBUIO MbInn,
rpssu, Brarm n aktmeBHoro napa. [na obecne-

YeHWs1 HOpMarbHOW BEHTUIALMN paccTosiHue
OT annapara Ao APYrMx nNpeamMeToB AOMKHO
6bITb He MeHee 50cMm.

BHUMAHME! Bo n3bexaHne nopaxeHus
3NEKTPUYECKNM TOKOM MCMONb3YNTe TONbKO
3MEKTPUYECKYIO CETb C 3aLUUTHBLIM 3a3eMIsito-
MM NPOBOAOM W PO3ETKM C 3a3eMMAOLLMMM
koHTaktammn. SAMPELWAETCA nepegenbiBath
BUITKY, €CNN OHa He NOAXOAUT K po3eTke.
BmecTo aToro kBannuuMpoBaHHbIN 3MeK-
TPUK OOIMKEH YCTaHOBUTb COOTBETCTBYIOLLYYIO
PO3ETKY.

O6GecneyeHne Ge3onacHoCTH nof-

roToBKM K pabote

Mepen BkOYEHWEM M3OENUS YCTaHOBUTE
BbIKIOYaTenb B nonoxexue «0», a perynstop
TOKa B KpaliHee feBoe NonoXeHue.
MogroToBkTECH K paboTe:

NOAroTOBLTE CBapuBaeMble AeTany;
obecneybTe JOCTAaTOYHYIO BEHTUNALUIO
pabouero mecTa;

ybeauTtech B OTCYTCTBMM B BO34yXe MapoB
pacTBOpUTENEW, NErKOBOCMTaMEHSIOLLIMX-
CS1,B3pbIBYATBLIX M XIOpcoAepXalinx Be-
LLIeCTB;

npoBepbTe BCE MOAKMIYEHUS K U3LENNL0.
[omkHbl GbITb BbIMNOSIHEHbI NPABUSTBEHO U
HaOEéXHo;

npoBepbTE CBAPOYHbI kabenb, B criyyae
NOBPEXOEHUSI OH JOSKEH ObiTb 3aMEHEH;
WCTOYHUK NUTAHWUS JOMKEH OblTb OCHALLEH
3aUTHLIMY CUCTEMaMW.

Ecnu Bbl cTONKHYNMCh ¢ npobnemamu, ¢ KoTo-
pbIMW HE MOXeTe CnpaBuTbCs,06paLLanTech
B CEPBWCHBIN LIEHTP.
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I). I .T. CBapouyHbI MonyasTomar
AnemeHTbI ynpaBneva n VIH,CWIKaTOpr

[e]) M220A

PRE-FLOW, €.5(C0:/0.8)

8-

FLUX
{NOGASIO8)
PoSpARS CS(MAGI0.8) FGLA;‘ 0]

L W WW

1.DyHKUMSI NPOBEPKM rasa: UCMomnb3yeTcs AMS NPOBEPKN 1 PeryrnMpoBKN Ha perynatope rasoBo-
ro pegykTopa noToka 3aLiMTHOro ra3a 4o Havana cBapO4YHOro npouecca.

2. Mhpukatop pexuma ceapku 2T. B pexume 2T HaxaTue KHOMKU yrnpasiieHUs ropernkon 3any-
CKaeT npoLecc cBapku, oTnyckaHne — npepbIBaeT.

3. KHonka nepekntoyenns pexumos 2T / 4T.

4. iHankaTop pexuma ceapku 4T. B pexume 4T, cBapka Ha4MHaAETCst NOCNe KPpaTKOBPEMEHHOMO
HaXxaTusi KHOMKW yrNpaBneHns Ha ropernke 1 OTKITIYaeTca nocrie NOBTOPHOro Haxatus. [aHHas
DYHKLMSA NO3BOMSAET HE AepXKaTb HAXaTOWN KHOMKY Ha ropernke Npu cBapke AMUHHBIX LUBOB.

5. KHoMKa nepekmnioyeHns pexvmMa yHUULMPOBaHHOW (aBTOMaTUYECKOW) / YaCTUYHON (Py4HOW)
perynmpoBKy.

6.MlHanKaTop pexuma aBTOMaTU4eCcKon / py4HON HAacCTPOMKW: MHOUKATOP 3aropaeTcs B pexume
PYYHOW HacTponku. ABTomMaTn4ecKkasa perynvMpoBka O3Ha4aeT, YTO CBApPOYHbIN TOK 1 CBApOYHOE
HanpskeHne perynmnpyoTcst CUHXPOHHO (aBTOMAaTUYECKW), a pyYHasi perynnpoBKa 03Ha4yaeT, YTo
CBapOYHbIN TOK U HaNpsXXeHe ycTaHaBNVBaETCs BPYYHYIO (pyYHas perynupoBka - Ans npodec-
CMNOHanNbLHOrO UCMOMNb30BaHNS)

7.PerynsTop cunbl Toka

8.MHavkaTop pexvma npeaBapuTenbHON NPoAyBKM ra3oM: CHayarna nofaeTcs ras, 3aTemM ocy-
LecTBnseTca ceapka. [103BoNseT BbITECHUTL BO3AYX U3 FrOpenku 1 cos3nath 3alluTHYO cpeay B
MecCTe CBapKu A0 3aXuUraHus gyru.

9.MHavkaTop coctosiHna VRD: pexum 3awutel OT yAApOB, KOraa UHAVMKATOP rOpUT, OH HAXOAWUT-
€S B pexvme 3aluThbl OT yAAPOB, @ BbIXOAHOE HaNpsXeHNe Hike 6e30nacHoro HamnpspKeHust.
10.CBeTOBOV MHAMKATOP pexuma NpoAyBKW ra3oM: NpodormKaeT nogady rasa Ans oxnaxaeHus
anekTpoAa v obecneyeHunst Ka4eCTBEHHOW KpUCTanmaauum CBapoYHOro COeAMHEHUS B 3aLLmT-
Hom oboroyke.

11.KHonka akTtuBauum / otMeHbl pexxuma VRD

12.KHonka BbiGopa HacTPONKM NpeaBapuTENbHON 1 PUHMLLIHON 06AYBKM rasom.

13.CBETOBOW MHAMKATOP PeXmma CBapKu C YrNeKUCbIM ra3oM C WUCMOMb30BaHWEM CBapOYHOW
nposonoku 0,8 mm.

14.CBETOBOW MHAMKATOP peXunMa CBapku CO CMeLLaHHbIM ra3om, cBapoyHas npososoka 0,8 mm.
15.PerynvpoBka HanpsikeHus / ntHoyKTMBHOCTU(B pexumax MIG, MAG)

16.NHavkaTtop dyHkuumn MMA: npu BKIIOYEHHOM MHAMKATOpE , CBapLUMK paboTaeT B pexvmMe
pyyHoi cBapku (MMA).

17 .Nupaukatop pexvima paboTbl C MOPOLLKOBOW CBapo4Hom nposonokon 1,0 Mm

18.KHonka nepekntoyatenst pyHkumn MMA, MIG

19.MHaukaTop paboThl C NOPOLLKOBON CBAPOYHOW NpoBorokoi 0,8 Mm

20.KHonka BKMoYeHNs MexaHn3ma nogadum npoBOSioky (MPOTSXKKa NPOBOMOKM)

21.[ucnnen BonsTmeTpa

22 .HankaTop BKIOYEHUS.

23.M\HankaTop TennoBon 3almnThl.

24 ucnnen amnepmerpa
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Cxema nogKrno4yeHUs CBapo4yHOro
annaparta
CgBapka cnrowHon nposonokou(puc 1)

CBapka NnopoLLUKOBOW NPOBOJIOKOW(puC 2)

@

BapKa anekTpoaom(puc 3)

nOArOTOBKa K CBapKe B pexume
MIG/MAG

BbibeprTe HEOBXOAMMBIN BUA CBApKK C NMOMO-
Wbt KHOMKM 15. Takke ycTaHOBUTE MpU Mo-
MOLLM nepeknoyaTens 2 pexuM BKoYeHus/
BbIKIMOYEHMS cBapo4HOro Toka (2T — cBapka
BEOETCS NPU HaXaToW KHOmMKe ropenku, 4T —
nepBoe HaxaTue Ha KHOMKY ropernku — Havarno
CBapKu, BTOPOE HaxkaTue — KOHeL, CBapKu).
®dyHkuma VRD oTBevaeT 3a NOHWXKEHUN Ha-
NPs)KEHUsI XONOCTOro xoda UCTOYHMKA A0
6esonacHbIX ANns yenoseka 12-24 BonbT,
T.€. CHUXaeTCs HanpshkeHue, Korga annapar
BKJIIOYEH,HO cBapka He npowussoauTtcs. Kak
TOMbKO HaYMHAETCs NPOLIECC CBapKW, yCTPOW-
ctBo VRD BoccTaHaBnueaeT paboune napa-
METPbI HaNPsHXEHUS.

Onuust VRD akTyanbHa B Takux cryyasx:
Annapat akcnnyaTMpyeTcs B yCnoBUSIX MOBbI-
LLEHHON BNaXHOCTU BO34yXa; BblCOKune Tpebo-
BaHWs K TEXHWKE 6e30MacHOCTU Ha OOBbEKTE;
ncnornb3oBaHWe cBapoyHoro obopynoBaHust
Ha HebomnbLUMX NnowaaKax.

Fopenka

CeapoyHas ropenka MIG/MAG coctouT 13
OCHOBbI, COEAUHUTENBHOIO Kabens u py4ku.
OcHoBa coefuHAET CBapOYHYH ropesnky u
YyCTPOWCTBO nogayu nposonoku. CoegnHu-
TENbHbIN kKabenb:

[MOKPLITEIN HENNIOHOM HanpaBNALWMUA KaHan
nomMeLleH B LeHTp nororo kabens. BHyTpeH-
HSIS YacTb KaHamna npegHasHaveHa Aans no-
nadv nposonoku. CBob6ogHOe NMpoCcTpaHCTBO
Mexay kaHanom u nonelM kabenem npegHa-
3Ha4yeHo Ans nodayu 3awuTHoro rasa.Cam
nonblii kabenb nNpegHasHavyeH Ans nogayu
TOKa.

BHUMAHME! lMepeg cbopkoli n pasbopkoi
ropenku unv nepes 3aMeHow KOMMNOHEHTOB
HEeobXOAMMO OTKIMYUTL MOAAYY 3NeKTponu-
TaHus.

YcTtaHOBKa KaTyLlKun

MonbepuTte HeobxoaMMYyO NMPOBOMOKY B CO-
OTBETCTBUM C TEXHOMormen ceapku. Ouametp
NPOBOSIOKN [OIXEH COOTBETCTBOBATb NpWU-
BOOHOMY POSMKY, HanpaensoLeMy kaHany v
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoiiTe BOKOBYI KpbILIKY annaparta Ans
YCTaHOBKM KaTyLLKM C NPOBOMokon. OTkpyTuUTe
PEerynupoBOYHBIN BUHT KaTyllKogepxkaTens,
HaJeHbTe KaTyLKy Ha KaTyllkodepxaTenb 1
3adukcupynTe ee aTuM xe BUHTOM. KoHel
NPOBOMOKM [AOMXeH HaxoauTbcs nop bapa-
6aHoOM, HanpoTUB noJatoLwero yCcTponcTaa.
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C nomoLLblo perynupoBOYHOro BUHTA OTpe-
rynupynte cuny dukcauumn kaTtylwku. Karyw-
Ka pgofmkHa cBob60AHO BpallatbCcs, HO Mpu
paboTe He JoMKHO 0Opa3oBbIBaTLCS NeTenb
nposonokn. Ecnu obpasytotca netnu, Heob-
XOOMMO CUMbHEe 3aTAHYTb PerynupoBOYHBbIN
BMHT. ECcnun kaTylwka BpallaeTcs ¢ TpyaoMm,
ocnabbre BUHT.

16
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YcTaHOBKa NMPOBOJIOKMN B HanpaB-

NALWUK KaHan

OcnabbTe 1 onycTuTe Ha cebs perynsaTop.
MogHUMUTE NPUKUMHOWN PONKK;

OTpexbTe U30THYTHIN KOHYMK MPOBOIOKU U 3a-
npaBbTE NPOBOSIOKY B HaMnpaBnsitoLWNA KaHarn
noJarLllero ycTponcTea, BbIPOBHSANWTE €€ B
KaHane npuBogHoro ponwvika. Y6egurech, 4To
KaHan pornunka CooTBETCTBYEeT AUaMETPY MNpo-
BOJIOKY;

MomecTnTe NPoOBOMOKY B KaHan pa3bemMa cBa-
POYHOW ropenku, oTNyCTUTE MPUXUMHOW po-
NVK, U BEPHUTE B BEPTUKAIbHOE MONOXeHNe
perynsTop.

OTperynupyiTte faBneHne npuxuMHOro ponu-
Ka.

— [lpwn cBapke cTanbHON NPOBOOKOW HEOB-
XOAMMO rcnonb3oBaTh V-06pasHyto kaHaB-
Ky NPVBOZAHOIO PONUKa;

Mpwn ncnonb3oBaHUKM hrOCOBON NPOBOMO-
K HeOBXOAMMO MCMONb30BaTh LLECTEPEH-
yaTyto KaHaBKy NPUBOAHOrO porvka (Hanu-
4Yne 3aBUCUT OT MOAENU U KOMMeKTauum

annapara).

[Mpn ncnonb3oBaHWM antOMUHUEBON
NPOBOJIOKK HeO6XOLLI/IMO ncnonb3oBaTthb
U-ob6pasHyto kaHaBKy MPUBOLHOrO ponu-
Ka(Haanme 3aBUCUT OT Mogesin U KOM-
nnekTauuy annapara).

Mopaya NpoBONOKU B CBapOYHbLIN

pykaB

OTKpyTUTE CBAPOYHbIVi HAKOHEYHMK Ha ropen-
Ke.

[Ina npoTarneaHnsa NPOBOMOKM B pyKas ropert-
KN HeobxoamMmMo BpeMEeHHO nopaTb nuTaHune
nepeksio4YeHMeM BblKodaTens 6 n Haxvumarb
KHOMKY 16(npoTsXKa NpoBOMOKM) A0 Tex
nop,Mnoka OHa He 3amnofIHUT KaHan CBapO4HOro
pykaBa 1 He BbInAeT u3 ropenku. OTknoumTe
nutanue. MNMpumedanne! na ceobogHoro npo-
XOXJEHWs NpoBOMOKM B kabene, pacnpsamuTe
ero no scen AnviHe. MNpn nogaye NpoBOMOKK
ybeanTtechb, 4TO OHa CBOOOAHO ABUXETCS B
KaHarne npuBOAHOrO pornvka u CKOPOCTb Mo-
Aayn paBHoMmepHas. Ecnu ckopocTb nogaun
HepaBHOMEpHa,oTperynupynTe AaBneHue
NPWKMMHOTO pornuka.

[MopGepnTe 1 3akpyTUTE KOHTAKTHbIA HaKO-
HEYHWK, COOTBETCTBYIOLLMNIA ANamMeTpy NpoBoO-
NOKM 1 YCTaHOBUTE COMJIIO.

PexumMbl nonyaBToMaTu4eckom

cBapKu
[aHHasa ycTaHoBKa MOXeT paboTtaTtb C AByMS
TMnamu CBapO4YHON NPOSIOBOKU: CMIOLWHOW
OME[HEHHOW NPOBOMOKON B cpeae 3aLyMTHOro
rasa, a Takke CamMo3alUNTHON MOPOLLUKOBOM
NpOBOOKON, B 3TOM cryyae 6anfioH ¢ rasom
He TpebyerTcs.

[Mpn pasHbIX TMNax CBapOYHOW MPOBONOKM
TpebyeTcsa pasHas cxema NoaKIioYeHUs.

Cgapka c¢ razom (GAS) cnnowHoun

OMeaHEHHOW NPOBONIOKOW:
KopoTkun kabenb ¢ pasbemMoM, Haxoas-
LMIACSA BHWU3Y Ha nepegHen naHenu anna-
paTa,noaKnounTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenute knemmy 3as3emIleHns Ha cBa-
pvBaeMow AeTanu, coeavHuUTeNb Ha Apy-
rom KoHuUe kabens noaknoynTe K npaBoMy
pasbemy Ha nepefHein naHenu (knemma
«-»).

[poBepbTE MapKMPOBKY MOAAOLLEro ponu-
Ka B COOTBETCTBUM C ANAMETPOM WCMOSb-
3yeMOoI NPOBOSIOKM.

BcTaBbTe KaTyLLKy C MPOBOSIOKON B rHE3A0.
3anpaBkTe NMPOBOMOKY B ropersiky, OTKUHYB
MPWXMM ponvika v BBeast NPOBOIOKY B Ka-
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Han yepes yrny6neHve B pornuke.

— 3akpounTte NpwxmuM ponuka, crerka rnoars-
HYB 32)KVUMHOW BUHT.

— Y6egutecb B COOTBETCTBUM AuMameTpa
OTBEPCTUSI HAKOHEYHUKA TOPEnKN 1 Aname-
Tpa NPOBOIIOKM.

— BkniounTte annapat u NPOroHUTE NPOBO-
NOKy A0 BblXOAa M3 HakOHeYHuKa, Haxas
KHOTKY Ha roperke.

— [ogkntounTe LUNaHr OT ra3oBOro PeayKTo-
pa K WTyLepy Ha 3agHel naHenu annapa-
Ta.

— OTKpoKrTe BEHTUNb Ha GannoHe c 3aWwmnT-
HbIM ra30M, HaXXMUTE Ha KHOMKY ropenku u
OTperynupyinTe nogavy rasa peaykTopom
(obbI4HO pacxop rasa yctaHaBrMBaeTcs
cnegywowum obpasom: pacxop rasa (n/
MWH.) = [JuameTp npoBonoku (Mm) x 10.

— YcTaHoBUTE TpebyeMmblil pexum cBapku
npv MOMOLLY PErynsiTopoB.

HaunHaiiTe cBapky.

CBapKa 6e3 rasa (NO GAS) camo-

3aLL|,VITHOVI I10pOLIJKOBOVI npoBoJio-

KOW:

— KopoTkui kabenb ¢ pasbeMoM, Haxoas-
LMIACS BHW3Y Ha nepefHeln naHenu anna-
paTta,nogknioynTe K NpaBoMy pasbemy Ha
nepegHew NaHenu (Knemma «-»).

— 3akpenuTe krnemmy 3a3eMneHusi Ha cBa-
pvBaeMoW AeTanu, CoeauHUTENb Ha Apy-
roM KoHLe kabensi noakmnounTe K neBomy
pasbemy Ha nepegHel naHenu (knemma
«+»).

— [NpoBepbTe MapkUMPOBKY NOAAMOLLErO ponu-
Ka B COOTBETCTBUW C AMAMETPOM UCMOIb-
3yeMOW NPOBOSOKM.

— BcraBbTe KaTyLLUKy C MPOBOSIOKON B rHE30.

— 3anpaBbTe NPOBOSIOKY B FrOPErkKy, OTKUHYB
NPW>KMM ponvika v BBest NPOBOJIOKY B Ka-
Han yepes yrrny6neHve B pornuke.

— 3akpounTte NpwxmuM ponuka, crerka rnoars-
HYB 32)KVUMHOW BUHT.

— Y6egutecb B COOTBETCTBUM AuMameTpa
OTBEPCTUSI HAKOHEYHUKA TOPENKN 1 Aname-
Tpa NpOBOIIOKM.

— BkniounTte annapart u NPOroHUTE NPOBO-
NOKy A0 BblXOAa U3 HakOHeYHuKa, Haxas
KHOMKY Ha roperke.

— YcTtaHoBUTE TpebyeMmblil pexum cBapku
npy NOMOLLM PErynsiTopoB.

Mpouecc cBapku

[aHHbIM CBapOYHbIA annapaTt UMeeT aBToMa-
TUYECKYIO Y PYYHYH HACTPOWKY TOKa U Hanpsi-
XeHus1. PexxuMm HacTporku nepeknovaeTcs

KHOMKOM (4).

ABTOMaTUYECKUNA PEXUM

B aBTOMaTnyeckom pexume HacTporika ocy-
LLIeCTBMSAETCS C MOMOLLIbIO JIEBOTO perynaropa
(6). MNpw ero BpalleHUy B OOHY UNu B APYryto
CTOPOHY MapaMeTpbl TOKa U HanpsKeHus n3-
MEHSOTCA CUHXPOHHO B COOTBETCTBUM C Mpak-
TUKOW MCMOMb30BaHNS AaHHOMO BUAA CBapKu.
CKkopoCTb Nnofayun MpoBOMOKK CBA3aHa C CU-
1O CBapO4HOro TOKa W perynupyetcs ogHo-
BPEMEHHO C HeN.

Perynsaropom (11) MOXHO M3MEHUTb 3HaYeHVe
VWHAYKTUBHOCTU, YTOObI NOMYYUTb HYXHYIO
XKECTKOCTb AYru.

[Mocne npenBapuTenbHOM YCTaHOBKM HEOOXO-
OVIMO NPOBECTM MPOBHYHO CBapKY.

PyuHou pexum

B pyuHom pexume perynstopom (6) perynu-
pyeTcs CKOpOCTb MoAaqn NPOBOMIOKM C CUIOM
Toka. Perynsitopom (11) perynupyertcs Hanps-
XeHue ayru.

Mpy yBEenu4eHMn cBapo4HOro Toka, CKOPOCTb
OBVXEHUSI NPOBOSIOKM yBenuunBaetcs. lMpu
yBENMUYEHUN HaNpPsXXeHUsa Ayru, yBenuyu-
BaeTCs CKOPOCTb NnaBfieHUst MPOBOMOKMU.
Ecnn ycTaHOBUTL BbICOKOE 3Ha4eHue Toka U
HU3KOE 3Ha4yeHune HanpsKeHus, TO CKOPOCTb
OBWXEHNS NpoBONoKM ByAeT BbICOKOW, HO OHa
He Oynet ycnesaTtb nnaBuTbcH. Ecnv caenatb
HaobopoT, TO NPOBOIIOKa HaYyHeT NNaBUTb-
Csl, MPaKTUYeCKN elle He BbIas U3 MeaHoun
BCTaBku. [10aTOMy, ycTaHaBnuBasi 3Ha4eHUst
TOKa W HanpshkeHus cBapodHoW ayru, byasre
BHMMaTenbHbl. 3a 00y4yeHnem obpaTtutechb B
cneunanusnpoBaHHble y4ebHble 3aBefeHus.
PerynupoBka MHAYKTUBHOCTHU

[ng ymeHblueHns pa3bpbidrmBaHns nony4e-
Hue Gornee rmagkoro M 4YMCTOro LiBa B anna-
paTtax gobaBrieHa yHKUWUS perynvpyemom
VHAYKTUBHOCTW.

MHAYKTUBHOCTb — 3aBMCMMOCTb MEXAY LUu-
PUHOW 1 BLICOTOW WBA, rMybuHon nponnas-
NeHns 1 KonnyecTBom 6pbI3r. Yem MeHbLue
3Ha4yeHne MHOYKTMBHOCTU, TEM XecTde ayra un
HaobopOoT.

[ns perynnupoBKn MHAYKTUBHOCTU MCNOMb3Y-
eTCs NpaBbIvi PerynsaTop.

MpumMeyaHne! MHOYKTUBHOCTb HE UMeEET ean-
HUL, U3MEPEHUSI MOITOMY Ha MaHenu HaHece-
Hbl YCINOBHbIE €AVHULbI.

PerynupoBka npea v noct rasa

Pexum PRE FLOW - npepBaputenbHas
npoayBKa 30Hbl CBAPKM 3aLLUMTHBLIM ra3oMm, ak-
TMBUPYETCA A0 MOMEHTa po3xura ayru. bna-
rogapsi aToMy npouecc Bo3byxaeHus aoyru
OCYLLIECTBMNAETCSA B ra3oBON 3aLLUMTHOW Cpefe.
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B pesynsraTte Havano copMupoBaHus LBa 1
pPO3XUTr Ayru BbINonHsieTcs 6e3 Bo3aencTaust
KMcropoga, UCKIoYaeTCst OKUCTIEHVE CBapOY-
HOW BaHHbI, YBEMUYMBAETCA Pecypc pacxop-
HbIX MaTeprasnoB ropernku.

Pexxum POST GAS — cduHuUwHas npogyska
30HbI CBapKW 3aLLMTHBLIM ra3oM, KoTopasi ak-
TUBUPYETCS MOCNE OTKIIOYEHUS CBapOYHOW
ayrun. bnarogapst 3ToMy CBapoOYHbI LIOB
NMOMHOCTbI0 3acTbiBaeT B ra3oBON 3aLLUUTHOM
cpefe, UCKMYas BNMsiHUE aTMocdepbl, YTO
0COBEHHO BaXHO ANs antoMUHUS U Hepxa-
BENKW.

Hanuuve dyHkumn Pre n Post Gas nossonsi-
0T UCKMIOYNTL OKMUCIEHNE LWBa, obpasoBaHune
NycTOT U TPELUMH B Hayarne M KOoHLe CBapoY-
Horo uukna. OnutensHocTb NpoayBku Pre un
Post Gas MOXHO HacTpouTb OTAENbHO C No-
MOLLbIO perynsitopa.

YcTaHoBWTE BEMUYMHY CBAapOYHOrO TOKa UCXO-
051 U3 TONWMHBbI CBAapMBaeMOro matepuana u
OnameTpa MCronb3yeMon 3neKTpoaHOW npo-
BOnoku. CKOpoCTb Mofayun NpoBOMOKN aBTo-
MaTUYECKN CUHXPOHU3UPYETCS C BEMUYUHOM
cBapo4Horo Toka. MoaBeauTe ropenky K 3a-
roToBKe Tak, YTobbl MPOBONOKa He kacanach
3aroToBKW, @ HaxoAaunacb Ha paccTosHUM
HECKOMNMbKMX MWUMNMMETPOB OT Heé. HaxaB Ha
KnaBuLy FOpPenku, 3axrute gyry v npucry-
nanTe kK cBapke. Haxatas knaBuwa obecne-
YMBaeT nofady 3MeKTPOLHON MPOBOMOKU U
YCTaHOBIEHHbIN PEAYKTOPOM MOTOK 3aLUUTHO-
ro rasa.

[InvHa gyrv u ckopocTb ABMXKEHUS 3rekTpoaa
BMUSIIOT HA (DOPMY CBAPOYHOIO LLBA.
Pa6ota co cMeHHOW MOMsipHO-
CTbIO

M3Ha4yanbHO CMMIOBOW KOHTAKT CBapOYHOM
ropernky NOAKMIYEH K «+» Ha Moadyne cme-
Hbl nonsipHocT. 3Tto OBPATHAA MONAP-
HOCTb. OHa npumMeHsieTcs Npu cBapke
n3aenuii 3 TOHKONMUCTOBOW CTanu € Hepxxa-
BELLMMU, NErMpoBaHHbIMU 1 BbICOKOYTNEpO-
OUCTBIMW CTansiMu,KOTOpble O4eHb YyBCTBU-
TEenbHbI K Neperpesy.

Bo Bpems capku Ha MPAMOW MONIAPHO-
CTW 6onbluas YacTb Tenna KOHLUEHTpUpyeTcst
Ha caMOM M3[enuu, u3-3a Yero NpoucxoauT
yrnybneHue kopHs wea. [ns cMeHbl nonsp-
HOCTW C oBGpaTHON Ha npsiMyt Heobxoanmo
nepeknioyYnTb Ha Moayrne BbIBOA CUITOBOrO
npoBoda C «+» Ha «-». A Kaberb C 3aXUMOM
Macchl B JaHHOM Cryyae nodcoeauHnTb K Ae-
Tanu, BCTaBMB CUIIOBOW HAKOHEYHUK Kabens B
KNeMMy «+» Ha nepegHen naHenu.

[nsa cBapku ¢ritocoBor (MOPOLLKOBOW) Npo-
BOIOKOW 6e3 3alnTHOro rasa Mcnonb3yeTcst
MPAMAA NONAPHOCTb. Mpu atom 6onb-
LUNIA HarpeB MAET Ha M3genue, a NPoBOSIoKa
M KaHan CBapO4YHOW ropenku HarpeBakwTCs
MEHbLLE.

Mo okoHYaHuUn CBapKu:

OTBeECTU Conno ropenku oT LWea, NpepBaB
CBapOYHyto Ayry;

OTnyCcTWTb KNaBuWLLY ropenku Ansi npekpa-
LLIeHNs1 Modayun 3NeKTPOLHON NPOBOMOKM U
rasa;

OTKNOYMTE Nogady rasa, nepekpbiB KpaH
nogayu rasa ot pegyktopa 6annoHa;
[MepeBecTun BbiKNOYaTENb B NOMOXEHNE
«off» - BbIKIHOYEHO

Pexum py4yHou AyroBon cBapku
(mma)

1. MoacoeanHnTe anekTpofodepXKaTenb K «-»
KnemMe annapara, kabenb 3a3eMneHust K «+»
Krnemme annapara (npsMas nonspHocCTb),
Unu HaobopoT, ecnun aToro TpebyroT ycnosusi
CBapKM U/vnu mapka 31eKTpofoB:

[Mpu py4HON OyroBOW CBapke pasnuyatoT ABa
BMAA MOAKIMIOYEHUS: NPAMON NOMSPHOCTU U
obpatHoii. [NogkntoyeHre «npsmMasy nonsp-
HOCTb: 3NEKTPOA - KMUHYC», CBapMBaemas
e Tanb -«Nnoc». Takoe MOAKMIoYEHNe 1N TOK
NpsiMO NONSIPHOCTU LenecoobpasHbl Ans
pe3ku mMeTanna v cBapkv 60OMnbLUMX TOMLLMH,
TpebytoLmx 6orbLIOro KonM4ecTsa Tenna Ans
MX nporpesa.

«Ob6paTHas» NONSPHOCTb (3nekTpon -
«Mcy, AeTanb - «MUHYC») UCMONb3yeTcs
npu ceapke HeGonbLUMX TOMLWMH U TOHKOCTEH-
HbIX KOHCTPYKUMI. [lerno B TOM, 4YTO Ha OTpu-
LaTenbHOM nontoce (Katoge) anekTpnyeckomn
Oyrv TemnepaTypa Bcerga MeHblle, Yem Ha
NOMNOXWTENbHOM (aHOAE),3a CYET Yero anek-
Tpoa pacnnaensieTcst ObicTpee, a Harpes Ae-
Tanu yMeHbLUAETCS - CHUXXaETCS U ONacHOCTb
eé npoxora.

2. YcTaHOBUTE MepekrnoyaTenb pexuma B no-
noxexne MMA

3. YcTaHoBUTE CBApPOYHbIN TOK COrfIacHO Tuny
W AnameTpy 3MeKTpoaa, U HaunHanTe cBapkKy.
4. Tok cBapku perynupyetcs perynsatopom
CuUnbl Toka, akTnuyeckoe 3HayeHne Toka npu
paboTe oTobpaxaeTcst Ha Aucnnee amnepmMe-
Tpa.

5. Bos3byxaeHue Oyru ocyLlecTBsieTCst Npu
KpaTKkOBPEMEHHOM MPUKOCHOBEHUWN KOHLA
3MeKTpoAa K U3[Eenuio U OTBEAEHMIO ero Ha
Tpebyemoe paccTosiHne. TexHu4eckn aToT
npoLEecc MOXHO OCYLLECTBNSATL ABYMS npue-
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Mamu:

— KacaHvem anektpoga BNpuTbIK M OTBEAEHWMEM €0 BBEPX;

— YupkaHneM KOHLOM 311eKTpoaa, Kak CrMYKO O MOBEPXHOCTb U3Aenus.

BHumaHue! He cTtyynTe anektpogom no paboyert NOBEPXHOCTM NpU MOMbITKax 3axeyb Ayry,Tak
KaK 3TO MOXET MPUBECTU K €ro MOBPEXAEHWNIO U B AaNbHENLLIEM TOMbKO 3aTPyOHUT 3axuraHue
ayru.

6. Kak TonbKko NponsonaéT 3axunraHne Oyru, aneKkTpos HYXXHO AepXaTb Ha TakoOM pacCTOSHUM OT
obpabaTbiBaemMoro matepuana, KOTopoe COOTBETCTBYET AMaMeTpy anekTpoaa. Ons nonyyeHus
paBHOMEPHOTO LUBa Aanee Heobxoanmo cobntopaTth 3Ty AUCTaHLMI0 MO BO3MOXHOCTMU MOCTOSIH-
HoW. Takke HeOBXOAMMO MOMHWTL, YTO HAKMOH OCU 3anekTpoaa AoSmKeH bbiTb npumepHo 20-30
rpagycoB, Ans Ny4Llero BU3yanbHOro KOHTPOMs BEAEHUSI CBAPOYHOIO LUBA.

7. 3akaH4MBasi CBapOYHbIN LLOB, OTBEAMTE 3M1EeKTPOL HEMHOrO Hasag, YToObl 3anosHMCS
CBapOYHbI KpaTep, a 3aTeM pPe3ko NOAHUMUTE ero 40 UCHE3HOBEHUS [YTU.

Tabnuubl NnapaMeTpoOB CBapKu (TONLKO AN CrpaBKu)

TonuwuHa PekoMeHayeMbIi AuaMeTp NPOBOJIOKU, MM
mMeTanna, lMpoBornoka cnnoLwHOro ce4yeHus MpoBonoka ¢ dnrocom
MM 0,6 0,8 0,9 1,0 0,8 0,9 1,2
0,6 +
0,75 +
0,9 +
1,0 +
1,2
1,9
3,0
5,0
6,0
8,0
10,0
12,0 + +
[ns ka4yecTBEHHOWN CBapky MeTanna TonwuHon 5 Mm 1 6onee HeobxoaMMO CHUMaThb dhacky ¢
TOPLIEBON KPOMKM AeTanen B MecTe UX CTbIKOBKU UM NPON3BOAUTL CBAPKY B HECKOMNBbKO NPOXO-
[0B.

+ |+ [+ ]+[+

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

]+ [+ +]+

+++[+]+]+

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

HacTtpoiikn pacxoaa rasa npu ceapke MIG, MAG

OuameTtp
npoBOMoKu, [05-08|1-14[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 I

n/MuH

MapameTpbl cunbl TOKa U guameTpa 3neTpoaoB npu ceapke MMA

OwvameTp anekTpoaa, Mm Tok ceapku, A
’ MuHUManbHbIN 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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XapaKkTepucTUKU CBapHOro LWBa
B 3aBUCMMOCTU OT CuUMbl TOKa 1 CKOPOCTU ABMXEHUA 3NeKTpoaa Bbl MOXeETe Nony4nTb cneayro-
wne pesynbratbl:

| 2R IR RSN sEEIRRN srZARSS
7RSS

7

. CIIULLKOM MeaneHHoe ABMXXeHWe aneKkTpoaa

. O4eHb KOpOTKaa ayra

. O4eHb HM3KWI TOK CBapKu

. CITALLKOM 6bICTpoe AOBWXeHue anekTpoaa

. O4eHb ONMMHHaa ayra

. O4eHb BbICOKMI TOK CBapKu

. HOpMarnbHbI LLOB

PeKomeH,u,yeM npoBeCTU HECKOJIbKO I'Ip06HbIX CBapoK A45na nony4yeHnsa HeKOTOPbIX NPaKTU4eCKUxX
HaBbIKOB.

OTKnoYeHue CcBapo4HOro annaparta. TennoBas 3alumTa

Ha Bawem cBapoyHOM annapaTe ycTaHOBMeHa TennoBas 3aliuTa Ans npegoTBpalleHus nepe-
rpeBa 3MeKTPOHHbIX YacTel annapara. [1pu npeBbileHUn TemMnepaTypbl TEPMOBBIKMOYATEND
oTkntoumnT annapart. O cpabaTtbiBaHWM TEMMOBOW 3aLUMThl CBMOETENbCTBYET CBEYEHNE UHAUKATO-
pa.

BHUMAHME! lNMpu Bo3BpaLleHnn TeMnepaTypbl K HopMarbHOW paboyeit, HanpskeHne K areKT-
poay 6ynet nojaHo aBTOoMaTtuyecku. He octaensiite Ha 310 Bpemsi usgenve 6e3 npucmotpa, a
AepxaTtenb anekTpoaa, nexallum Ha 3eMrie UNn Ha CBapyBaeMbIX AETansX.

PekomeHayem Ha 3TO BpeMmsi BbIKIOYaThb annapat BblKnioyaTenem.

Harpes n3genuvsi Bo BpeMsi paboThbl SBMSIETCS HOpMaribHbIM.

BHUMAHME! Bo n36exaHne nonomok uUnm npexneBpeMeHHoro Bbixoda CBapOYHOro annapara
13 cTposi (0cobeHHO Mpu YyacTom cpabaTbiBaHUM TEPMOBbIKNOYATENS), NpexXae YeM npoaorn-
XaTb paboTy, BbIACHUTE NPUYKMHY cpabaTbiBaHWsA TENNOBON 3aWnThl. [ns 9TOro oTknouute
annapar oT ceTu 1 obpatutech K pasgeny «Bo3aMoxHble HeMCNpaBHOCTY U MeTOAb! UX yCTpaHe-
HUA» HacTosiwero PykoBoacTBa.

Bo3moxHble HencnpaBHOCTU U MeTOObl UX YCTPaHEeHUA

CneguTte 3a MCMpaBHbIM COCTOSIHMEM M3aenusi. B crnyyae nosiBrieHUst Nofo3puTenbHbIX 3ana-
XOB, AbIMa, OTHsl, UCKP CredyeT BbIKMIOYUTL annapat, OTKIIYUTL ero oT CEeTUM U 06paTuThCs B
crneunanm3npoBaHHbIii CEPBUCHbIN LIEHTP.

Ecnun Bam 4T0-TO nokasanock HeHopMaribHbIM B paboTe Usfenuvsi, HemeaneHHo npekpaTuTe ero
aKkcnnyaTauumio.

B cuny TeXHUYECKOW CMOXHOCTU U3LEnus, KpUTepun NpeaenbHbIX COCTOSIHUIA He MOryT GbiTb
onpeaereHbl NoMb30BaTeNnemM caMoCTOATENbHO.

B cnyyae siBHOI unu npeanonaraemoi HeucrnpaBHOCTV obpaTuTtech k pasgeny «Bo3aMoxHble He-
UCMPaBHOCTY M METOAb! MX YCTPaHeHUs». ECnn HencnpaBHOCTU B MEpeYHe He okasanoch Wnu.
Bbl HE CMOrIM yCTpaHWUTb ee, 0GpaTUTECh B CNeLManin3npoBaHHbIii CEPBUCHbIN LIEHTP.

Bce apyrvie pa6oTbl (B TOM Y1Cne PEMOHTHbIE) AOMKHbI MPOBOAMTLCS TOMLKO CreuuanucTamm
CEPBUCHbIX LIEHTPOB.

~No oA WN =
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MNpobnema

Bo3moxHas npuynHa

PewweHue

lopuT nHamkaTop
Tepmo3zaLnThl

Hanpﬂ)KeHMe CJITULLUKOM BbICO-
Koe

BbikniounTe NCTOYHMK SHEePruu; I'Ipo
BepbTe rnaBHoOE NUTaHue; nOBTOpHO

Hanpﬂ)KeHme CITULLKOM HU3KOEe

BKITIOYMTE annapart, Korga Hanpsbke
Hue ByaeT HopmarnbHoe

Mnoxol npuToK Bo3ayxa

YnyywmTe nputok Bo3gyxa

CpaboTana TepmosawuTa an-
napara

[avite annapaty oCTbITb

Het nogauu npo-

PerynﬂTop noga4yn nNpoBOJ1IOKU
Ha MUHUMYyME

OTperynupywTe

2 BOMOKN 3anun TOKOBbIN HAKOHEYHWK 3aMeHNTe HaKOHEYHUK
Ponukn nogaym He cooTBeT- .
MocTaBbTe NpaBUIbHbIA PONKK
CTBYIOT AVAMETPY NPOBOJIOKM
KHonka BknoveHust He pabora- .
BeHTunatop He P MoxanywicTa, obpaTutech B cepBuC-
paboTaeT unu HbIW LEHTP
3 BeHTunsatop cnomax
BpallaeTca mea- —
[MNOXoN KOHTaKT COeauHEHUsI C
NEHHO [MpoBepbTe coeanHeHne
BEHTUNATOPOM
[noxomn KOHTaKT C AeTanbto YRydlmTe KOHTaKT
He ycTtonuymneas CrMLIKOM TOHKNiA CETEBON Ka- MomeHsnTe ceTeBow kabenb
y 6enb, TepsieTcs MOLLHOCTb
4 |gyra, 6onbwoe
pa3BpLI3rMBaHIe CrMLIKOM HU3KOE BXOAHOE Ha-|YBenuybTe BXOAHOE HanpsixeHue
npshkeHve nocpencTsoM crabunusatopa
M3Hocmnnch getanu ropenku 3ameHnTe getanu ropenku
O6pbIB cBapo4Horo kabens lMpoBepbTe Kabenb
[yra He 3axwra-
5 [etanb 3arpssHeHa, B Kpacke,
eTcsl [MpoBeanTe O4UMCTKY AeTanu
B PXXaBYMHE
lopenka noakntoyeHa He npa-
[MopkntounTe NpaBUIbHO rOpernky
BUMbHO
HeT 3awmnTHOro|la3oBbIN WNaHr nepexar unu .
6 . [MpoBepbTe ra3oBbIN LWaHr
rasa NOBPEXAEH
MecTa coeaunHeHus wnaHros|[lpoBepbTe MecTa coegUHEHUs
Nroxo 3aTaHyTb LU1aHroB
MoxanyiicTta, obpaTuTech B cepBuUC-
7 |Opyrve Y P P

HbIW LEHTP

Mpacdhnyeckne cMMmBOIbI U TEXHUYECKUE AaHHble

OTOT CMMBOI NokasbiBaeT BTOPUYHOE Hanps>XeHne XonocToro xoaa

uo.
(B BOMbTax).
X OTOT CMMBOI NoKa3biBaeT HOMUHAIbHbIA PABOYNIA LK.
oo, A OTOT CMMBOI NoKa3biBaeT CBAPOYHbIN TOK B aMrnepax.
Us...... V OTOT CMMBOI MOKa3biBAeT CBAPOYHOE HaNpsPKeHWe B BOJbTaXx.
U, OTOT CMMBOI NokasbiBaeT HOMUHANbHOE HanpshKeHWe NUTaHus.
Lo A OTOT CMMBOS NOKa3bIBAET MakCUMarsibHbIN NMOrMoLaeMblil TOK cBa-

POYHOro arperata B amnepax.

HOro arperara B amnepax.

3TOT CMMBON MOKa3sbiBaeT MakCUMarbHbIN CBapo‘-IHbII;I TOK CBapou-

OTOT CMMBOJ1 NOKa3bIBAET Kracc 3aluTbl CBapO4HOro arperara.

OTOT CMMBOI MOKa3bIBAET, YTO CBAapOYHOE YCTPOWCTBO MOAXOAUT
0N UCMONb30BaHUS B YCIOBUSIX, e CYLLEeCTBYET BbICOKUA PUCK
NMOPAXKEHWNS NEKTPUYECKMM TOKOM.
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ﬁ @ OTOT CMMBON MoKa3bIBaEeT, YTO nepen Ha4yanom paboTbl BHUMa-
TENbHO NPOYUTANTE MHCTPYKLMIO MO JKCMyaTaLuu.

" % “’ — OTOT CYMBOI MOKa3bIBAET, YTO CBAPOYHbIV arperat npeacTaBnsieT

coboi ogHOMasHbIN CBApOYHbIV annapart NOCTOSHHOIO TOKa.
]]Efj: OTOT cUMBON MokasblBaeT a3y NUTaHUS K YacToTy JIMHUU B rep-
1 ~50Hz uax.

TexobcnyxuBaHue u cepBuUC

Texo6cnyuBaHue U o4UCTKA

» Bce paboTkbl N0 TEXHUYECKOMY OGCNYXKMBaHUIO AOMKHBI NPOBOAUTLCA NMPU OTKIHOYEH-
HOM OT ceTu kabene.

» [lepepn BbINONHEHMEM NMOGLIX PaboT C INEKTPOUHCTPYMEHTOM BbITalMTe BUIKY U3 pPO-
3eTKU.

» PerynsipHo ygansinte nbiflb CYXMM M YUCTbLIM CXaTbiM Bo3gyxoMm. Ecnu cBapoyuHbIn
annapar 3KcnnyaTupyeTcsi B cpefie C CUIbHbLIM 3aAbIMIIeHUEM U 3arpsi3HEHHbIM BO3-
AYXOM, €0 HeoO6XOAMMO YMCTUTbL He pexe O4HOro pasa B Mecsu. [laBneHne cxaToro
BO3ayXxa AOMKHO ObiTb B pa3yMHbIX Npeaenax, 4tobbl NpeaoTBpaTUTh NOBPEXAEHNE MENKMX
1 YyBCTBWTENMbHbBIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsinTe BHYTPEHHIOI LieNb CBapoOYHOro annaparta u yoeautechb, 4To
CoeiINHEHMs Lienu NoAKMNoYeHbl NPaBUIIbHO U NNOTHO (0COGeHHO pa3beM M KOMMo-
HeHTbI). [py 0BHapPYXEHUN OKanWHbI U PXXaBYMHBI OYUCTUTE €ro U CHOBA MITOTHO MOACOEAU-
HUTE.

» He ponyckainTe nonagaHus BoAbl M Napa B UHBepTOp. Ecnu 310 npon3onaeTt, npocyLumTe
€ro 1 NpoBepLTE M3OMALMIO annapara.

» Ecnu cBapou4HbIV annapaTt He GyAeT ucnonb3oBaTbCA B TeYeHMe ANUTENbHOro Bpe-
MeHWU, ero Heo6xoAMMO NOMECTUTb B YNAaKOBOYHYIO KOPOOGKY M XpPaHUTb B CYXOM U 4u-
CTOM MecTe.

Ecnu TpebyeTcst noMeHsTh LUHYp, BO U3bexaHne onacHocTu obpallantecs Ha pupmy P.LT. unu

B aBTOPM30BaHHYIO CEPBUCHYIO MACTEPCKYHO ANs 3NeKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero aneKTPOMHCTPYMEHTa nopy4vante TornbKo kBanuduumpoBaHHOMY nep-
COHary U ToNnbKO C NPMMEHEeHNEM OPUrMHaNbHbIX 3anacHbIX YacTen. ATUM obecneyn-
BaeTcsl 6€30NacHOCTb INEKTPOUHCTPYMEHTA.

Cnuncok aBTOPU30BaHHbIX CEPBUCHbBIX LIEHTPOB MOXHO MOCMOTPETL Ha oduumansHom cante P.I.T.

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

XpaHeHMe U TPAHCMNMOPTUPOBKaA

CBapo4HbIn annapar crnegyeT XpaHuTb B 3aKpbITbIX MOMELLEHNSX C eCTECTBEHHON BEHTUNSALMEN

npu Temneparype ot 0 go +40°C 1 oTHOCUTENbHONM BRaXHOCTM Bo3adyxa Ao +80%. Hanuuve B

BO3[yXe MapoB KWCOT, LenoYer 1 Apyrux arpeccuBHbIX NPUMecei He JonycKaeTcs.

TpaHcnopTMpoBaTb NPOAYKLMIO MOXHO MoBGbIM BUAOM 3aKpbITOrO TPaHCropTa B yrnakoBKe Mpo-

n3soauTenst unu 6e3 Hee, C COXpPaHEHWEM U3AENUs OT MeXaHUYeCKUX NOBPEXAEHNIN, aTMOC-

epHbIX 0CAOKOB.
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YTunusauus
OTCnyXMBLUNE CBOW CPOK 3MEKTPOUNH-
CTPYMEHTbI, MPUHAAMNEXHOCTN N yna-
EEm KOBKY crieqyet caaBaTb Ha 3KOsoru-
YecKM YMCTYI0 nepepaboTky OTXOAO0B.
YTUnuanpymTe 9neKTpOMHCTPYMEHT OTAENbHO
oT 6bITOBOrO Mycopa!
PacwudpoBka Jatbl U3rotoBne-

Husa Uspenusna

No.| [00000 000000] |

Kop npopykra
[ata n3rotoBneHuns nsgenus 3awmdposaHa B
CEpPUNHOM HOMEpe, HamneyaTaHHOM Ha Kopry-
ce UHcTpyMmeHTa. MNepBble 2 undpbl 0603Ha-
YaloT rof Bblnycka, cnegywowme 2 undpbl —
mecsL,.

YCNOBUSA TAPAHTUUHOIO OB-
CIYXUBAHUA

1.HacTosiwee rapaHTuiiHOe CBUOETENLCTBO
ABNSETCH €AUHCTBEHHBIM AOKYMEHTOM, Noj-
TBEpXAalLWmUM Balle npaBo Ha HGecnnaTtHoe
rapaHTuinHoe obcnyxusarue. bes npeabsie-
NeHNs aHHOro CBUAETeNbCTBa NpeTeH3un
He npuHUMmatoTcs. B cnyyae ytepu unu nopym
rapaHTMiHoe CBMAETENbCTBO He BOCCTaHaB-
nvBaercsi.

2. MapaHTUNHBIA CPOK yKasaH B rapaHTUNHOM
cepTudukaTe. B TeuyeHne rapaHTUNHOIO Cpo-
Ka cepBucHasi cnyxba 6ecnnaTHo ycTpaHsieT
Npon3BOACTBEHHbIE AedEKTbl U NPOU3BOAUT
3aMeHy geTtanei, BblleAWwnx U3 cTpos no
BMHE 13roToBuTens. Ha nepmoa rapaHTUNHOIO
pPEMOHTa 3KBMBANEHTHbIN UCMPaBHbIN UHCTPY-
MEeHT He npefocTaBnseTcs. 3ameHsemble
netanu nepexofsT B COGCTBEHHOCTb Cryx6
cepBsuca.

KomnaHus P.1.T. He HeceT OTBETCTBEHHOCTU
3a Bpea, KOTOPbIA MOXET ObITb NPUYMHEH Npu
paboTe C ANeKTPOMHCTPYMEHTOM.

3.B rapaHTUHbIA PEMOHT MHCTPYMEHT npu-
HMMaeTcs B YMCTOM BUAe, Npu obasaternibHoM
HanuuMn Hagnexawym obpasom ohopMeH-
HbIX [JOKYMEHTOB: HaCTOSILLEro rapaHTMiHOro
CBMAETENbCTBA, rapaHTUIMHOIO TanoHa, ¢ non-
HOCTbIO 3aMOfTHEHHBIMU MONAMMU, LITaMNOM
TOProBOW OpraHv3auun v NoANMCbIO NokKyna-
Tens.

4.MapaHTUNHbBIA PEMOHT HEe NPOM3BOAUTCS B
creayoLmnx cnyyasx:

- NPV OTCYTCTBWU rapaHTUAHOIO cBuAeTesNb-
CTBa U rapaHTWUIHOIO TanoHa Unn Henpaewb-
HOM VX OhopMNeHUN;

lfog Mecsy  HomepBnaptun

- cTeneHb M3HOCa AMameTpa Konnekrtopa
poTopa asuratens npesbiwaet 0,4 Mm (3a uc-
KIHOYEHNEM UHCTPYMEHTOB C HeCcLeToYHbIM
asurartenem);

- NPV COBMECTHOM BbIXOAE U3 CTPOSi SKOPS U
cTaTopa anekTpoasuratens, npu obyrnmeaHum
UNW ONNaBneHUn NepBUYHON 0BMOTKM TpaHC-
dopmaTopa cCBapoyYHOro annapara, 3apsg-
HOro MMM MyCKO-3apsifHOrO YCTPOWMCTBA, Npu
OonnaBfeHUN BHYTPEHHUX AeTanemn, npoxure
3MEKTPOHHbIX NNaT 1 Apyrux crnyyasx;

- ecnu rapaHTuMiHOe CBMAETEeNnbCTBO MMN
TaroH He npuHagnexaTt 4aHHOMY 3MeKTPOUH-
CTPYMEHTY UNN HEe COOTBETCTBYET YCTaHOB-
NeHHOMY nocTaBLyukoM obpasuy;

- M0 MCTEYEHUN CPOKa rapaHTUu;

- NpW NOMbITKaX CAMOCTOSATENBHOIO BCKPbITUS
UM PEMOHTa 3NEKTPOUHCTPYMEHTa BHE ra-
PaHTUAHON MaCTEPCKOW;

- BHECEHUS KOHCTPYKTUBHBIX U3MEHEHUN U
CMa3Kkv MHCTPYMEHTA B rapaHTUHbIV Nepuoa,
0 YeM CBUAETENbLCTBYIOT, HANpMMep, 3anoMbl
Ha LWMMLEBbIX YacTsX Kpenexa KOpnyCHbIX
netanemn;

- NPV UCMOMb30BaHUN 3NEKTPOUHCTPYMEHTA
B NPOW3BOACTBEHHbIX UMW UHbIX LIeNsiX, CBS-
3aHHbIX C MOMy4YeHeM NpubbInu, a Takke npu
BO3HWKHOBEHMWWN HEWCNPABHOCTEN CBSA3aHHbIX
C HecTabunbHOCTbI MapamMeTpPOoB 3rleKTpoce-
TW, NpeBbILIALWNX HOPMbI, YCTAHOBMEHHbIE
[OCT;

- MpY HenpaBUIbHOW 3KCMNIyaTauum, UCnorb-
30BaHMWI0 3NEKTPOUHCTPYMEHTA He MO Ha3Ha-
YEHUI, yKa3aHHOMY B MHCTPYKLMM MO 3KCMy-
aTauum, yCTaHOBKW Ha 3NIEKTPOUHCTPYMEHT He
npefHasHavyeHHbIX 3aBOAOM-U3roToBUTENEM
HacafoK, AOMNONMHUTENbHbBIX NpUcnocobneHuni
nTn,;

- NpU MexXaHWYeCcKMUX NOBpEeXAEHUAX Kopny-
ca, CeTeBOro LHypa 1 Npu noBpexaeHusx,
Bbl3BaHHbIX BO34EWCTBUSIMU arpeccuBHbIX
CPEACTB U BbICOKUX M HU3KUX TemnepaTyp,
nonagaHnyM UHOPOAHbLIX NPEOMETOB B BEHTU-
NSLNOHHbIE PELUETKN 3NEKTPOMHCTPYMEHTa,
a TaKkKe Npu NOBPEXAEHUAX, HACTYNUBLLMX B
pesynbTaTe HEMpaBUIbHOTO XpaHeHust (Kkop-
pPO3Ms METaNNMYECKNX YacTewn);

- NpU eCTECTBEHHOM W3HOCE [eTanen anek-
TPOVMHCTPYMEHTa, B pesynbrate AnvTenbHOW
aKcnnyaTauumn (onpegensieTcs no npusHakam
MOMHON MW YacTUYHOWN BbIpaboTKM pecypca,
CUIBHOTO 3arpsi3HEHUs], PXKaBUNHbI CHAPYXW U
BHYTPY 3NEKTPOUHCTPYMEHTA, oTpaboTaHHOM
CcMasku B pegyKTope);

- MPY BO3HWKHOBEHUWN MOBPEXOEHUIA B CBSA3N
C HecobnioaeHneM NpeaycMOTPEHHbIX WH-
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CTPyKLUMeW YCnoBuWiA aKcnnyaTauum (CMm. rnasy
«YKa3aHue no TexHuke 6e30MacHOCTU» B WH-
CTPyKLUUN).

- NPV NOBPEXAEHUN U3Oenus BCreaCTBUE He-
cobnioaeHNs NpaBu XpaHeHNs 1 TpaHcnop-
TUPOBKY;

- NPV CUNBbHOM BHYTPEHHEM 3arpsi3HeHVUN UH-
CTPYMEHTa;

- nNpu paboTe ¢ neperpyskon 6EH30UHCTPY-
MEeHTa, U3BMEHEHWN LBeTa Yalwkn u MydTbl
cuenneHuns B peaynesraTte neperpesa;

- npu obpbiBe LWUHYpa cTapTepa Npu ycrnosuu
MCNPaBHOCTN OCTasbHbIX AeTanei MyckoBoro
YCTPOWCTBA;

- Ha Bce BMAbl PaboT, BbiNonHaemble Npu ne-
pUOANYECKOM TEXHUYECKOM OBCnyXMBaHUW
(perynupoBku, 4YncTke, 3aMeHe pacxodHbIX
maTepuanos u ap.);

- Ha HeucnpaBHOCTU, BO3HMKLINE B pe3yrb-
TaTe HapyweHus TpeboBaHUN 1 nNpaBun
aKcnnyartaummn, ycTaHOBMEHHbIM NacnopToM
n3genus. Hanpumep, neperpes nagenus,
HecobntogeHvne TpeboBaHWA K COCTaBy M Ka-
4YeCTBY TOMSIMBHOW CMeCH, NOBMEKLINX BbIXOA,
13 CTPOSi MOpPLUHEBOW rpynnbl (6e3ycnoBHbIM
NpU3HaKoM 3TOrO ABMSAETCS 3aneraHvie nopLu-
HEeBOro konblua U/unun Hanuyme LapanuH u
noTepTocTel Ha BHYTPEHHEeW NOBEPXHOCTU
LUMnuHapa v NoBepXHOCTH MOPLUHS, pa3pyLue-
HVe 1Ny onnasneHne OnopHbIX NOALWMMHVKOB
LuaTyHa 1 NopLUHEeBOro nanbLa);

- Ha BHELUHWe N BHYTPEHHWEe 3arpsi3aHeHus,
LapanuHbl, TPeLMHbI, NMOBPEXAEHNS, BO3HUK-
luMe B npouecce 3KCnayaTauuv unu TpaHc-
NOopTUPOBKU.

- Npu paboTe NEeKTPONHCTPYMEHTOM C nepe-
rPY3KON W 3aKNMHUBAHMEM OCHACTKW, O YeM
CBWAETENbCTBYIOT 3aAMPbl, NU3MEHeHne LBeTa
OT TemnepaTypbl YNOPHbIX U NPUXUMHbIX
Lwanb, 3aXMMHOro NaTpoHa, BbIXOAA W3 CTPOSt
peaykTopa.

MpodunakTuyeckoe obCnyxmnBaHNe aNeKTpo-
WHCTPYMeHTa (4McTka, NpoMbIBKa, cMaska,
3aMeHa MbINIbHUKOB, MOPLUHEBbLIX W YNNoT-
HUTENbHbLIX KOmew) B rapaHTUHbIA Nepuog
SABMSIETCHA NNaTHOW YCIyrou.

Cpok cnyx6bl n3genusa coctaenseT 3 roaa.
Cpok xpaHeHust — 2 roga. He pekomenayetcs
K 9KcrnyaTaumum no uctedeHun 2 net xpaHe-
HWS C AaTbl U3roTOBIEHUS], KOTOpasi ykasaHa B
CepUiHOM HOMepe Ha 3TUKETKE UHCTPYMEHTa,
6e3 npeaBapuTenbHOW NpoBepky (onpeaene-
HVe Aathbl BbiNycka cMOTpUTe paHee B Pyko-
BO/CTBE MOnb30BaTens).

O BO3MOXHbIX HapyLleHUAX, N3NOXEHHbIX
BbILLIE YCNOBWI rapaHTUNHOrO 0BCnyXnBaHus,

BragenbLy coobliaeTcst nocne npoBeaeHust
AVMarHoCTUKN B CEPBUCHOM LeHTpe. Bnage-
neu UHCTpPyMeHTa [oBepseT npoBeaeHne
ONArHoCTUKM B CEPBUCHOM LIEHTpe B CBOE
oTCyTCTBYE.

3anpeluaeTcs akcnnyaTaumsi aNeKTPOUHCTPY-
MeHTa Npu NPOSBIEHUN NMPU3HAKOB MOBbI-
LLIEHHOro HarpeBa, UCKPeHUs, a Takxke Luyma B
peaykTopHOW YacTu. [ns BbIACHEHWUS NPUYUH
HencnpaBHOCTK NokynaTento crnegyeT obpa-
TUTBCS B rapaHTUHYIO MacTepckKyto.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOW 3aMeHOW YronbHbIX LWEeTOoK ABUratens,
YCTPaHSAIOTCA 3a CHET Nokynatens.
5.MapaHTusi He pacnpocTpaHsieTcs Ha:

- CMeHHble NpUHaAnexHocTn (akceccyapbl U
ocHacTKa), HanpumMep: akKyMynsaTopbl, AUCKK,
HOXW, cBepna, Oypbl, NATPOHbI, Lenu, 3Be3-
04K, LIaHroBble 3aXWMbl, LUKHbI, 3NeMEeHTbI
HaTSKEHWSA W KpenneHus, ronoBkn TprMme-
pOB, NOAOLLBbI LWNNGOBANBHBIX U MEHTOYHbBIX
MaLnH, PUMLTPbI, FONOBKN WECTUrPaHHbIe
CMEeHHble Hacagku u T.n.

- BbiCTpOM3HaLLMBAlOLMECH AeTanu, Hanpu-
Mep: YrofbHble LWeTKW, NPUBOAHbIE PEMHMU,
CanbHUKKW, 3aLUUTHbIE KOXYXMW, Hanpaensito-
Wme ponukun, HanpaenswoLliMe, pe3anHoBble
YNNOTHEHUS, NOALMNMHUKK, 3ybyaTbie pemMHu
1 Koneca, CTBOfbI, TEHTbI TOPMO3a, XpanoBu-
KM 1 TPOCbI CTapTepoB, NOpPLUHEBbIE KOfMbLa U
T..

3ameHa X B TeyeHue rapaHTUNHOrO cpoka
SIBMSAETCH NNaTHOW YCryrou.

- WHYpbl MUTaHUA, B criy4ae NoBpexaeHus
nzonaumun. B gaHHom cnyyae notpebutens
[ormkeH 6bITb yBeAOMIEH U PEMOHT (ycnyra
nnartHasi) AomkeH OblTb BbINOSHEH MocIe Co-
rnacus notpebutensi. Ecnu notpebutens He
cornaceH Ha 3ameHy, TO B No6OM pemoHTe
3TOro MHCTpyMeHTa byaeT oTkasaHo. PakT
oTKasa [osmkeH bbiTb 3aduKcMpoBaH B rapaH-
TUAHOM TanoHe WNW KBUTaHLUWM CEPBUCHOTO
LieHTpa 1 NoagnucaH Bnagenbuem.

29



R I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number OO0 0000 Place of seal
Charger Serial Number OOOO0O0OO0O0OO0O00
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.

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

Buyer’s Signature Surname (legibly)

Phone
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R I .T. _ CBapouyHbIn MonyasTomar
FrAPAHTUMHOE CBUOETEJIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuitHbin Homep nsgenva OO0 O000O0O0O0O0O0

CepuiiHbIn HOMep 3apaaHoro ycTponcTsa (OO 000000 M.IL.

[aTta npogaxu « »
HanmeHoBaHvie TOProBov opraHnsaLmm
YBaxaembln nokynatens!

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

Mpy HeobxoaumocTn obecnyxunBaHusa Ballero nsgenus obpalyaitecb B aBTOPU3NPOBaHHbIE Cep-
BUCHbIE LeHTpbl P1.T. Bce cepBuCHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke Tpeby¥Te y npogasLa NpoBepkn paboTocnocoBHOCTM UHCTPYMEHTA U €ro KoM-
NIEKTHOCTH, a TakKe 3arnonHeHNs rapaHTUAHOTO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCcs NpoAaBLOM») U MPOCTAaHOBKM MevaTy TOProBOW opraHu3auuu B rapaHTUAHOM
CBUOETENbCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHWMM faHHOrO rapaHTMIHOrO cBuaeTenbcTBa komnaHusa PI.T. rapaHTUpyeT oTcyTcTBUe
[edeKToB NPOM3BOACTBEHHOIO XapaKTepa.

Ecnun B Te4eHuWe rapaHTuinHoro cpoka B Bawem usgenum obHapyxatcs ykasaHHble AedeKTbl, TO
cneumannaMpoBaHHble cepBucHble LeHTpbl PI.T. 6ecnnaTHoO OTPEMOHTUPYIOT U3genve U 3ame-
HST AedpeKTHbIe 3anacHble YacTu.

[apaHTUNHBIN CPOK Ha aneKTPoUHCTPyMeHTbl P.I.T. cocTtaBnseT 12 mecaueB co AHA NPOAaXM.

«C ycrnoBusIMU rapaHTUAHOTO 06CMyXMBaHUsi 03HaKoMreH(a). PaboTocnocobHOCTb U KOMMMEKT-
HOCTb U3Aenusi NpoBepeHbl B MOEM NpUCyTCTBUW. [peTeHs3Ni k kKa4ecTBy ¥ BHELLHEMY BUAY He
UMEIO».

Moanucb nokynatens
BO)
TenedoH

damunua(paszbopum-
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P.I1.T.

Automatic Welding Machine

Name

Serial Number
Sale Date

Serial Number

Serial Number

Sale Date

Sale Date

Date of Receipt from Repair

P.I.T. WARRANTY CARD

P.1.T. Ne 1

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

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

: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)
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FAPAHTUUHbIA TAJOH P.L.T.

HanmeHoBaHve

CepuiiHbI HoMep

Dara npogaxu » 20 MecTo nevaty
(3anonHseTcst npogasLOM) Unu wTamna

KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 (
3asBKa Ha peMOHT :
3akazumk
TenedoH (agpec)
MpuynHa obpalyeHuns
[arta nonyyeHus ot peMoHTa 20
MHCTpyMeHT NnpoBepeH B MOEM MPUCYTCTBUM

20

20

WNHbIN HOMEP

[ata nony4vyeHns ot peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu

.....................................................................................................................................................................

|

o
HavmeHoBaHune |
CepuiiHbIi Homep : )
[Jata npogaxu { ) 20 MecTo nevatu
(8anonHsieTcst npogasLOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 {
3asiBka Ha PeMOHT :
3akaszumk
TenedoH (agpec)
MprynHa obpalueHms
[arta nonyyeHus ot peMoHTa 20
NHCTpyMeHT npoBepeH B MOEM NPUCYTCTBUU
(3akas sanonuserca B CepsucHom LleHtpe) (Mognmes) @ T O I

|

HaumeHoBaHue o|
CepuiiHbii HOMep : N )
[Nata npogaxu { » 20 MecTo nevatn :
(3anonHsaeTca npogaBLoOM) Unu wramna

KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 Y
3asBKa Ha peMOHT :
3akasuuk
TenedoH (agpec)
MpunynHa obpalyeHns
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT NpoBepeH B MOEM NPUCYTCTBUU

(3akas 3anonHsaetca B CepsucHom LieHTpe) (Moanuck)
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MHbIN HOMEP

HanmeHoBaHne

Cepu
[ata npogaxu

NHbIN HOMEpP

HanmeHoBaHne

Cepu
[aTa nony4eHusi oT peMoHTa

[ata npogaxu




Media account

[E) pit_global [F PIT Global B YouTube PIT Global
@ bod@pit-tools.com www.pit-tools.com




