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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 main soperated (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-
nile 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 the
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.

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 on and off. Any power tool
that cannot be controlled with the switch is
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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.

vy

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.

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
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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 in-
structions.
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

Technical Data

Model

Rated voltage

Rated power

Output current range
Wire diameter (MIG)
Electrode diameter

PN AWN

PMAG200-C1
190-250V~ /50 Hz
5800 W

10-200 A

@0 .8-1.0mm

@ 1.6-4.0 mm

(MMA) (1/16" - 5/32")
Electrode diameter

(TIG) @ 1.2/1.6/ 2.0mm
Duty cycle (DC) 25 °C 60%
Weight 14 kg

Contents of delivery
Three-function Welding Machine 1pc

Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Torch cable 1pc
Gloves 1set
Electrod weldio 10pcs
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
vapors, flammable, explosive and chlo-
rine-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.
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Controls and Indicators

25 24 10 23 ?

MIG/MMA/TIG-2007

VOLTMI

819 ]110[11]12]113][14]115]16]17 18

1. Gas check function indicator: 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. 2T / 4T mode switch button

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

7. Current regulator

8. Gas pre-purge mode indicator: gas first, then welding. 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 mode indicator: shock protection mode, when the indicator is on, it is in shock protection
mode, and the output voltage is reduced to safe.

10. Gas Purge Mode Indicator Light: Continues gas flow to cool the electrode and ensure proper
crystallization of the sheath weld.

11. Mode switch button. Button for activating / deactivating the VRD function

12. Mode switch button. Shielding gas supply timed before and after welding — to improve the
shielding gas environment

13. CO2 indicator light using 0.8mm welding wire

14. Mode indicator. Turn on the TIG function

15. Mixed gas indicator, using 0.8mm welding wire

16. Regulator. Welding voltage adjustment: (active in manual adjustment mode)

17. Mode indicator. Activating the manual MMA welding function

18. Mode indicator. For cored wire 1.0 mm

19. Mode switch button. Function switching MMA, MIG/MAG, TIG

20. Mode indicator. For 0.8mm flux cored wire

21. Control button. Switching on the wire feed mechanism

22. Voltmeter

5
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23. Device power indicator

24. Thermal protection indicator.

25. Ammeter

Welding machine connection dia-
gram

Welding with solid wire (fig. 1)

Welding with flux-cored wire (Figure 2)

— For all types of work performed during pe-
riodic maintenance (adjustment, cleaning,
replacement of consumables, etc.);

— For malfunctions resulting from violation
of the requirements and rules of operation
established by the product passport.

— For external and internal pollution, scratch-
es, cracks, damage that occurred during
operation or transportation.

@
%ﬁﬁ_)

Welding with an electrode (Figure 3)

Assembling the welding shield

Preparing for MIG / MAG Welding
Select the required type of welding using the
button 19. Also, use the switch 3 to set the
welding current on / off mode (2T - welding is
carried out with the torch trigger pressed, 4T -
the first press of the torch trigger - the start of
welding, the second press - the end of weld-
ing).

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

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

Burner

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

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

Coil installation

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

Inserting the wire into the wire lin-

er

Loosen and lower the adjuster towards you.

Raise the pinch roller;

Cut off the bent end of the wire and thread the

wire into the wire liner of the feeder, align it

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

Place the wire in the welding torch connector

bore, release the pinch roller, and return the

adjuster to the vertical position.

Adjust the pressure of the pinch roller.

— 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 and press the button 21 (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 installs 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.
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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
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

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.

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.

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:
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— 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 neces-
sary to maintain this distance as constant as possible. It should also be remembered 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.

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

Diameter wire, 05-08|1-14|16-2|25-3
mm
Release wire, 7-10 | 7-14 | 14-20|16-20 '

++|+]+

+ |+ [+ ]+ [+

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

]+ [+ +]+

[+ [+]+]+

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

mm

Consumption
. 5-8 | 8-16 [15-20[20-30
gas, r/ min 'ﬂ

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
40 120 200

TN 27ZARNN 3RS IS sPERRRYN e ARy
U 705NN
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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.

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.

10
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Problem Possible reason Solution
Voltage too high Turn off the power source; Check
. . Volt too | the main food; Turn on the machine
Indicator is onfVoltage too low again when the voltage is normal.
1 |thermal protec- - -
tion Poor air flow Improve air flow
The_ thermal prot(_echon of the Let the device cool down
device has been triggered
Wire feed knob at minimum Adjust
2 INo wire feed Sticking current tip Replace tip
The feed rollers do not match .
S Put on the right roller
the wire diameter
The fan does not{Power bytton does not work Please contact the service center
3 |work or rotates|The fan is broken
slowly Poor fan connection Check the connection
Poor part contact Improve contact
Network cable too thin, power is Change the network cable
4 Unstable arc,|lost
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust |Clean the part
The bLIJrner Is not connected Connect the burner correctly
6 [No shielding gas correctly
Gas hose kinked or damaged |Check gas hose
Hose connections are loose Check hose connections
7 |Other Please contact the service center
Graphic symbols and technical data
uo....... V This symbol shows the secondary no-load voltage (in volts).
X This symbol shows the rated duty cycle.
l...... A This symbol shows the welding current in AMPS.
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.

D=
1 = 50Hz

This symbol shows the supply power phase and line frequency in
Hertz.

1"
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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, acces-
sories and waste packaging materials
mmm must be recycled and reused in an envi-
ronmentally friendly manner.
Do not throw power tools and accumulators /
batteries into general household waste!
Product serial number interpreta-

tion serial number

No.| 00000 000000 |

Product Code  Year
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

Month Quantity of order
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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
YKazaHusl No TexHUKe 6e3onacHoOCTU
O6uue ykasaHMsl No TexHUKe Ge3sonacHo-
CTU ANS 3MEeKTPOUHCTPYMEHTOB

NPEOYNPEXOEHUE

MpouTute BCe yka3aHUsi U UHCTPYK-

LMK MO TeXHUKe 6e30MacHoOCTH.
HecobntogeHune ykasaHuii 1 UHCTPYKLUIA MO
TexHuke 6e30MacHOCT MOXET cTaTb MpUYu-
HOW MopakeHWs! areKTPUYECKUM TOKOM, Moxa-
pa 1 TSKenbIX TpaBM.
CoxpaHsiiTe 3TM MHCTPYKUUU U yKa3aHuUs
Ans 6yaylero UCnosnb3oBaHUs.
Mcnonb3oBaHHOE B HACTOSALLMX UHCTPYKLMSX
N yKasaHusIX NOHSATUE «3NIEeKTPOUHCTPYMEHT»
pacnpocTpaHsieTcsl Ha 3NEKTPOUHCTPYMEHT C
nMTaHMeMm OT CeTU (C CETEBbIM LLUHYPOM) U Ha
aKKyMYynSATOPHbIA 3NEKTPOUHCTPYMEHT (6e3
CETEeBOrO LUHYypa).
Be3onacHocTb paﬁoqero MecCTa
» Copepxute pabovee MeCTo B YACTOTE U
XOPOLWO OoCBeLeHHbIM. Becropsgok unum
HeoCBelLLeHHble y4acTkn paboyero mecTa
MOTYT MPUBECTU K HECYACTHbLIM CIy4asiM.
He pa6oTaiTe ¢ 3TUM 3NEeKTPOUHCTPY-
MEHTOM BO B3pPbIBOOMAacHOM nomelue-
HUU, B KOTOPOM HaxoasTCcs ropryue
XUAKOCTU, BOCMIaMeHsloWmnecs rasbl
UIU NbIfb. ONEKTPOUHCTPYMEHTbI UCKPST,
YTO MOXEeT MPUBECTU K BOCMIIaMEHEHUI0
NIV UMK NapoB.
Bo BpeMsi paboTbl C 3NIEKTPOUHCTPY-
MeHTOM He AonyckawuTte 6nusko k Ba-
wemy pabouyeMy MecTy AeTei M nocro-
POHHUX nuy. OTBNeKWUcb, Bl MoxeTe
noTepsiTb KOHTPONb Haf 3MEKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHOCTb
» lliTencenbHas BUMKa 3NeKTPOUHCTPY-
MeHTa JOoKHa NoAXoAUTb K WTencernb-
Hou po3eTke. Hu B koem cnyyae He
M3MeHsINTe WTencenbHy BUnky. He
npUMeHsINTe NepexoaHble WTeKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aLyuT-
HbIM 3a3eMiieHMeM. HensmeHeHHble
WwTencenbHble BUNKM U NoaxoAsalime
LUTenceribHble PO3ETKU CHUXKAaKT PUCK Mo-
PaXXeHUs1 ANIeKTPOTOKOM.
MpenoTBpawanTe TenecHbIW KOHTAKT
C 3a3eMJIeHHbIMU NOBEPXHOCTAAMM, KakK
TO: ¢ TPy6amu, anemMeHTaMu1 OTONMEHUS,
KYXOHHbIMU NAIUTAMU U XONOAUNbHUKA-
Mu. MNpu 3azemneHnn Baluero Tena nosbi-
LLIAETCA PUCK NOPaKEHNs 3MEKTPOTOKOM.
» 3awuiante anNeKTPOMHCTPYMEHT OT Ao-

XAA U cbipocTu. [poHMKHOBEHME BOAbI
B 9NEKTPOMHCTPYMEHT MOBbIIAET PUCK
NOpa)eHUs 3NEKTPOTOKOM.

He paspelsaetcs ucnonb3oBaThb LWHYP
He Mo Ha3HayYeHU, HanpuMmep, Ans
TPaHCMOPTUPOBKU UMW NMOABECKMN 3dreK-
TPOMHCTPYMEHTa, MU ANA BbITArMBa-
HUS BUNKW U3 LUTENCeNIbHOW PO3eTKMU.
3awmuwanTte WHyp oT BO3AeNCTBUSA
BbICOKUX TemnepaTyp, Macna, ocTpbix
KPOMOK MIU MOABWXHbIX YacTel anek-
TpouHcTpyMmeHTa.lloBpexXaeHHbIn nnu
CMyTaHHbI LWUHYP NOBbLILLAET PUCK Nopaxe-
HWSI ANEKTPOTOKOM.

Mpu pa6oTte ¢ 3NEKTPOUHCTPYMEHTOM
noa OTKPbLITbLIM HEGOM NpuUMeHsAWTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNMpumMeHeHne NPUroaHOro Ans
paboTbl Nog OTKPbITEIM HEGOM kabens
YANUHUTENS CHUXAeT PUCK NopaxeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb Npume-
HEHUA 3NeKTPOUHCTPYMEHTa B CbIPOM
nomeLleH1u, NoakmoyanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLMUTHOro
OoTKMoYeHus. pumeHeHne ycTpoiicTea
3aLUUTHOTO OTKITIOYEHUS CHUXaeT pUck
3MEKTPUYECKOrO NMOPaXKEHNS!.
Be3onacHocTb nioaen

» ByabTe BHUMaTenbHbIMU, cneauTe 3a
TeM, YTo Bbl AenaeTe, n NnpoayMaHHoO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B yCTafioM COCTOSIHUM
unu ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTUYECKOro MU anKorofbHOro
OMNbsSHEHUA UMK Nof BO3JeUCTBUEM fe-
kapctB. OgMH MOMEHT HEBHUMATENbHO-
CTV Npu paboTe C 3NEeKTPOUHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HBIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYaANb-
HOW 3aWUTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs UHAMBUAYaNbHOW
3alWnThl, KaK TO: 3alMTHON Macku, oByBu
Ha Heckosb3sille noAoLBe, 3aWMUTHOMO
lwrnemMa Unu cpeacTs 3alWuTbl OpraHoB
cnyxa, — B 3aBUCUMMOCTM OT Buaa paboTbl
C 3M1EeKTPOUHCTPYMEHTOM CHUXAeT pUck
nony4yeHns TpaBM.

MpepoTBpalyaniTe HenpeagHamepeHHoe
BKJIlOMeHUEe 3NIeKTPOUHCTPYMEHTA.
Mepen noaknwYeHUEM 3NEKTPOUH-
CTPYMEHTa K 3feKTPONUTaHUIo u/unm K
aKKyMynsiTopy y6eautech B BbIKIHO4eH-
HOM COCTOSIHUMU 3NEKTPOUHCTPYMEHTa.
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YaepxaHue nanbla Ha Bbiknodartene npu-
TPaHCMOPTMPOBKE U NOAKMIOYEHNE K CEeTH
NUTaHUS BKIIOYEHHOTO 3MEeKTPOUHCTPY-
MeHTa YpeBaTo HECHACTHLIMU Crly4asmu.
Y6upaiTte ycTaHOBOYHbIA UHCTPYMEHT
MNKW raeyHble KNOYN A0 BKIIOYEHUSA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnu
KINIoY, HaxoAsaLWmMNes BO BpallatoLwencs
YaCTU 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 noaxoaswyt pabouyto ope-
xpay. He HocuTe wWupokyto ogexay u
yKpalweHus. [lepxute BoOnockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
cten. lWnpokas opexaa, ykpaweHus mnu
ONVIHHBIE BOMOCHI MOTYT ObITb 3aTSAHYTHI
BpaLLALWMMUCA YacTAMM.

Mpn HanM4YMM BO3MOXHOCTU YCTaHOBKM
nbinieoTcachIBaloWMX U NbiNecOopHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe U NpaBUIlbHOEe UCMNoJib30BaHue.
MpnMeHeHWe nblneoTcoca MOXET CHU3UTb
ONacHOCTb, CO34aBaemyto MblfbHo.
Xopoluee 3HaHUE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHoOe B pe3yrnkLTaTe 4acToro
MX MCMONb30BaHWA, He AOMKHO NPUBO-
AUTb K CAMOYBEPEHHOCTU U UTHOPUPO-
BaHMIO TeXHUMKKU Ge3onacHocTHU obpa-
LeHUA C neKTpouHcTpymeHTamu. OgHo
HebpexxHoe AelCcTBUE 3a [OM0 CEeKyHAbI
MOXET MPUBECTU K CEPbE3HbIM TpaBMaM.
BHUMAHMUE! B cnyyae BO3HWKHOBEHUS
nepe6os B paboTe aneKTPOMHCTPyMeHTa
BCNeACcTBME MOMHOIO MU YacTUYHOTO
npekpalieHns aHeprocHabxeHus unu
NOBPEXAEHUS Lienu ynpaBlieHns aHepro-
cHabXeHneMm ycTaHOBWTE BblKkMovaTenb
B nonoxexue Bbikn., ybeamslimncek, 4To
OH He 3abnokMpoBaH (Npv ero Hanmu4yuu).
OTKNIOYMTE CETEeBYI0 BUIKY OT PO3eTKu
UM OTCOEAUHUTE CbEMHBIN akKyMynsTop.
OTuM npepoTBpaLLaeTcs HEKOHTponvpye-
MbIVi MOBTOPHbIV 3anyck.

MHCTpYMeHTOM Bbl paboTtaeTte nydwe u
HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTW.
He paGotaiiTe ¢ 3MeKTPOUHCTPYMEHTOM
npu HeUcrnpaBHOM BbIKIo4YaTene. dnek-
TPOMHCTPYMEHT, KOTOPbLIA He nogaaeTcs
BKITHOYEHMWIO UMW BbIKIHOYEHWIO, OnaceH U
JOIKeH GbiTb OTPEMOHTMPOBAH.
XpaHuTe aNeKTPOMHCTPYMEHTbI B Hefo-
cTynHoMm ans aeteit mecte. He paspe-
WwanTe NoNb30BaTbCs 3NEKTPOUHCTPY-
MEHTOM NuuaMm, KOTopbie He 3HaKOMblI
C HAM WUNM He YUTanu HacTOSLUX UH-
CTPYKUUIA. DNEKTPOUHCTPYMEHTbI OnacHb!
B pyKax HEOMbITHbIX JINL.
TwaTtenbHO yxaxuBanTe 3a 3NeKTPoO-
MHCTpyMeHTOM. lpoBepsAnTe Gesy-
npeyHyto pyHKUUIO U XOA4 ABWXKYLINXCS
yacTen 3NEKTPOUHCTPYMEHTa, OTCYT-
CTBME MOJSIOMOK UMW NOBpPeXAeHUN,
oTpuuaTenbHO BNUSAIOWNX Ha PYHKLUIO
3NeKTPOUHCTPyMeHTa. MoBpexaeHHble
4acTU AONXHbl GbITb OTPEMOHTUPO-
BaHbl 40 UCMNOJSIb30BaHUS 3NEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSIETCS NMPUYUHON
6OnbLUOro YKCna HecHacTHbIX CryYaes.
» [lepXute pexyLmin UHCTPYMEHT B 3a-
TOYEHHOM U YUCTOM COCTOSIHUM. 3a6oT-
FIMBO YXOXXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMu pexe
3aKMUMHMBAIOTCA U UX flerye BeCTU.
MpuMeHsiiTe 3NEKTPOUHCTPYMEHT, Npu-
HagnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBUM C HACTOSALMNMMU
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
pa6oume ycrnoBusi U BbINONHSAEMY O
pa6oTy. Vicnonb3oBaHve aneKkTPOUHCTPY-
MEHTOB ANA HENpPeayCMOTPEHHbIX paboT
MOXET MPUBECTU K ONACHbIM CUTYaLMsIM.
» [lepXuTe PyYKM U NOBEPXHOCTU 3a-
XBaTa CyXMMU U YUCTbIMU, crieauTe
YTOObl HA HAUX YTOGbI HAa HUX He Gblno
XUOKOW UNU KOHCUCTEHTHOM CMa3KMu.
CKonb3Kkne pyyku 1 NMoBepxXHOCTU 3axsata
npensTcTBYOT Ge3onacHoMy obpalleHunto
C UHCTPYMEHTOM U He [JaloT HagexHo
KOHTPONMMPOBAaTh €ro B HenpeaBuOeHHbIX
cUTyaumsx.

MpumMeHeHNe 3NEKTPOUHCTPYMEH-

Taun oGpau.l,el-me C HUM
» He neperpyxaiiTe 35eKTPOUHCTPYMEHT.

CepBuc
» PeMoOHT ANEeKTPOUHCTPYMeHTa OO0NXXeH
BbINOJTHATLCA TOJNIbKO KBaﬂMd)VILIVIpO-

Ucnonb3yiTe ana Bawen paboThbl
npeAHa3HavyeHHbIW AN 3TOro 3MeKTPo-
MHCTPYMEHT. C noaxoasum anekTpo-

BaHHbIM NEePCOHArNIoOM U TONbLKO C Npu-
MeHeHUeM OpUrMHanbHbIX 3anacHbIX
yacTen. OTM obecneunBaeTcs 6esonac-
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HOCTb 3J1EKTPOMHCTPYMEHTA.
MHCprKLIMVI no TexHuke Gesonac-
HOCTU ANA 3IJIeKTPpoCBapoO4yHOro

annapaTta

» O6GsizaTenbHO yaoCTOBepbTeCb, YTO
aneKTpuyeckasa poseTka, K KOTOpom
NoAkKmnYaeTcA UHBEPTOp 3a3eMieHa.
3anpewaeTcsi NpuKacaTbCA K OrosieH-
HbIM 3JIeKTPUYECKMM YacTAM U INeKT-
poAy OTKPbITbLIMUA YacTAMMU Tena, Mo-
KPbIMU NepyaTkamu Unuv oaexnon.

He HaunHanTe paboTy noka He y6eamu-
TeCb B TOM, 4YTO Bbl U30NIMPOBaHbI OT
3eMJI1 U OT 3aroTOBKM.

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

He BAbixanTe rasbl, o6pasyrumecs
npu cBapKe, OHU BpeAHbl Ans 340po-
BbSl.

Heo6xoauMo obecneuynTtb gocTtaTou-
HYl0 BEHTUNALUMIO paboyero mecrta unm
MUCnonb30BaTh crneuunanbHble BbITSXKU
Ans yaaneHus rasoB, obpa3ylolmnxcs
B npouecce NpoBeAeHUs1 CBAPOYHbIX
pa6or.

[ns 3awuTbl rNas v Tena ucnonb3ynte
noaxopsillyo 3alUTHYH MacKy, CBeTo-
cunbTp U 3awuTHYO oaexay. Ogexaa
[ormkHa ObITb NMOMHOCTbLIO 3acTerHyTa, 4To-
Obl MCKPbI 1 BpbI3rK HE Nonagany Ha Teno.
MpuroToBLTE NoAXoAALLYH 3aLUTHYIO
MacKy UINU 3aHaBecKy ANA 3aWUThbl
cMoTpswero. [Ina 3awmTsl apyrnx nogen
OT U3MyYeHus Oyrv U ropsiumx mMeTanmnos
Heobxoaumo orpaanTb pabouyto 30Hy or-
HeyrnopHbIM OrpaxxaeHnem.

Bce cTeHbl n non B pabo4yen 30He
LONXKHbI ObITb 3aliULLEeHbl OT BO3MOX-~
HOro nonagaHusi UCKP M packKarieHHoro
MeTanna, YTobbl n3bexartb THNEeHUA U
BO3ropaHusi

He ponyckaiTe HaxoxAeHusi Ha pabo-
YyeM MecTe FropH4ux mMaTepuanoB (ae-
peBo, 6ymara, TPAANKU U T.A4.).

Mpu npoBeaeHUN cBapku HeobxoaUMO
obecneuntbL pabo4yee mecTo cpeacTBa-
MU MOXapoTYLUEeHUS.

3AMPELLUAETCA:

Vcnonb3oBaTb cBapOYHbIM MonyaBTOMaT B
ChIpbIX MOMELLEeHUAX UMW NOA AOXKAEM;
VMcnonb3oBaTtb anekTpuyeckme kabenu c
NOBPEXOEHHON M30NALMEN MU NNIOXUMN
coeaHUTENbHBbIMU KOHTaKTamu;
[MpoBoAnTbL cBapoOYHble paboTbl HA KOH-
TeriHepax, EMKOCTSX Unmn Tpybax, kKoTopble

>

copepxanu xuakue nnu razoobpasHble
ornacHble BELLEeCTBa;

MpoBoanTb cBapoyHble paboTebl Ha pe-
3epByapax nop AaBrneHneM;

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

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

Ecnu Bo BpemsA yCTaHOBKWU U 3Kcnny-
aTauMu BO3HUKHYT npob6nembl, noxa-
nywcTa, crneayuTe 3TOM UHCTPYKUMU No
3KcnnyaTauumn AnsA npoBepKu.

Ecnu Bbl He A0 KOHLLa NOHMMaeTe py-
KOBOACTBO WUIIM He MOXeTe pelnTb
npo6nemy ¢ MHCTPYKUMen, Bam cnegyeT
o6paTUTbCA K NocTaBLUMKaM Unu B cep-
BUCHbIN LEHTP 3a npod)eccmoHanbHomn
NoMOLLbHO.

MawmwuHa gomkHa akcnnyaTupoBaTbCcs B
CYXUX YCNOBUSIX C YPOBHEM BIaXXHOCTH
He 6onee 90%.

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

N3beranTe cBapku Ha COfHLe Unu nopj
kannsamu BoAabl. He fgonyckarnte nonaga-
HWSt BOAbBI BHYTPb MaLUWHbI.

MN3beranTe cBapku B MbllIbHbIX MecTax
WNnKu B cpefie C arpecCUBHbLIM ra3om.
W3beranTte rasoBon cBapku B cpege C
CUNbHbLIM BO3AYLIHbIM MOTOKOM.
Pa6ouui, y koToporo yctaHOBMEH Kap-
AVNOCTUMYNIATOP, AOMMKEH NMPOKOHCYMb-
TUPOBaTLCSA C BPa4yoM nepep cBapKow.
lMoTomMy 4TO aneKkTpoMarHMTHoe none
MOXeT HapyLluTb HOpManbHy paboTy
KapanocTumynsTopa.

OnucaHue npoaykKra u ycnyr
MpouTuTe BCe yka3aHUsi U UHCTPYK-
LMK No TexHUKe 6e30MacHOCTU.
YnyLweHus B OTHOLLEHUWN yKa3aHuin n
VHCTPYKLWIA MO TexHuke 6e3onacHocTv mMoryT
CTaTb NPUYMHOW MOPaKEHUS BNEKTPUYECKUM
TOKOM, Noxapa 1 TshKernblX TpaBM.

anMEHeHMe Mo Ha3Ha4YeHUr

CBapoyHbIi NonyaBToMaT MHBEPTOPHOTO TUNa
NMOCTOSIHHOTO TOKa (Aanee — usgenvie) npea-
HasHavyeH Ans CBapoyHbIX paboT meTogamu
MIG/MAG (cBapka aneKkTpOAHON NpOBOIOKOM
B cpeae 3awwuTHoro rasa) n MMA (pydHas
3MeKTpoayroBas cBapka LUTYYHbIMW MiaBKu-
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MW NMOKPbITbIMU SJ'IeKTpOp,aMVI).
M3penne MoxeT NpUMeEHATLCA ANSA CBapku
pPasnn4HbIX BUOOB MeTarnsos.

I/I306pa)|<e|-|Hb|e COCTaBHbIe YaCcTu
Hymepauwns npegctaBneHHbIX KOMMNOHEHTOB
BbIMOSHEHA MO M300paXeHWo Ha CTpaHuLe ¢
UNCTpaumsMu.

. Kabenb nepekntoyeHns nonspHocTm

. PasabeM nogkntoueHust ropernku

. Cunoeoii pasbem «+»

. Cunoeoii pasbem «-»

. Bentunatop

. KHonka nutanus

. LTyuep Ans nogknoYeHns 3almuTHOro rasa
. Bxoa kabens nutaHua

TexHU4eckne XapakKTepucTukun

O NO O WN -

Mopgenb PMAG200-C1
HoMMHanbHOE Ha- 190-250 B~ /50 Ty
npsxeHve / YacToTa

HomuHanbHasa MoLL- 5800 BT
HOCTb

[vanasoH BbIxogHOro 10-200 A
TOKa

[nameTp npoBonoku -

MIG) @0.8-1.0 mm
[nameTtp aneKtpopga @1.6-4.0 Mm
(MMA) (1/16" - 5/32")
Anametp snekTpoaa @1.2/1.6/ 2.0mm
(TIG)

MpoaonXknTenbHOCTb 25C 60%
BkntoYeHust (MB)

Bec 14 kr

KomnnekT noctaBku

TpexpexuMHbIi CBapoyHbin Annapatr 1 wr
Kabenb c anektpogoaepxartenem 1wt
Kabenb ¢ knemMMon 3a3eMreHus 1wr
Mepuatkn 1wt
CBapOoYHbIf anekTpos, 10 wr
CapoyHasi Macka XameneoH 1wr
PykoBoacTBO no akcnnyatauum 1wt

MpumeyaHue

B TekcTte U unMdppoBbIX 00603HAYEHUAX UH-
CTPYKLMU MOTyT OblTb AOMYLLEHbl TEXHUYE-
CKue oLMBKM 1 onevaTku.

Tak kak MHcTpymeHT P.L.T. nocTosHHO coBsep-
LLIEHCTBYETCS, KOMMNaHWsA ocTaBnseT 3a cobon
npaBO BHOCUTb U3MEHEHUS B yKa3aHHble
30€eCb TEXHWYECKNE XapaKTEPUCTUKN N KOM-
nnekTauymio 6e3 npegBapuTENbLHOIO YBEAOM-
neHus.

MoaroToBKa K paboTe
YcTaHaBnuBaviTe annapaT Ha pOBHOW NOBEPX-

HocTu. Paboyee MecTo AOMKHO GbiTb XOPOLLO
BEHTUMMPYEMbIM, CBApPOYHbIA annapaTt He
[OMXKeH noaBepraTbCsl BO3OENCTBUIO Mbinn,
rpsiav, Brarv u aktueBHoro napa. [Ans obecne-
YeHUsi HOpMaribHON BEHTUNSALUM PacCTOsiHME
OT annaparta Ao ApYrux npeaMeToB OOMKHO
6bITb He MeHee 50cMm.

BHUMAHUWE! Bo usbexaHune nopaxeHus
3NEKTPUYECKMM TOKOM MCMONb3YNTE TONbKO
3MEKTPUYECKYHO CETh C 3aLUUTHBLIM 3a3eMIsito-
MM NPOBOAOM W PO3ETKM C 3a3eMMAOLLMMU
koHTakTamu. 3AMNPELLAETCSH nepegensiBatb
BUIKY, €CNM OHa He NOAXOAUT K po3eTke.
BmecTo 3TOro KBannuUMpoBaHHbIN 3rek-
TPUK OOMKEH YCTAaHOBUTH COOTBETCTBYIOLLYIO
PO3ETKY.

O6ecnevyeHne 6e3onacHoOCTM nog-

FOTOBKMU K pa60Te

lMepen BkNOYEHWEM M3[ENUs YyCTaHOBUTE
BbIKMOYaTerNb B nonoxeHune «0», a perynatop
TOKa B KpaliHee NneBoe NoroXeHue.
MogroToBkTECH K paboTe:

NoAroTOBLTE CBapMBaeMble AeTanu;
obecneybTe JOCTATOYHYH BEHTUNALUIO
paboyero mecTa;

ybeauTechb B OTCYTCTBUM B BO34yXe MapoB
pacTBopuTEenen, NerkoBocniaMeHsoLWwmnx-
cs1,B3pbIBYaTbIX M XJlOpcodepKalinux Be-
LLeCTB;

npoBepbLTe BCe MOAKMIOYEHUS K U3LAENUIO.
[omkHbl OblTb BbINOMHEHbI NPaBUbHO U
HaAEXHo;

npoBepbTe CBapOYHbIN kabenb, B crnyyvae
NOBPEXOEHUS OH JOMKEH OblTb 3aMEHEH;
MNCTOYHUK NUTaHWSA AOSMKEH OblTb OCHALLEH
3alUMTHBIMU CUCTEMAMMU.

Ecnu Bbl cTONKHynuch ¢ npobnemamu, ¢ KoTo-
pbIMKU He MOXeTe cnpaBuTbCs,06paLLanTech
B CEPBUCHbIN LEHTP.

17



R I .T. TpexpexumHbin CBapo4HbIi Annapat

AneMeHTbI ynpaBneHna u MUHOUKaTopbl

1 25 24 10 23 ?
MIG/MMA/TIG-2007

cunnsniimm voLTH
I

819 ]110[11]12]113][14]115]16]17 18

1. HarkaTop dyHKUMN NPOBEPKM ra3a: UCMOoMb3yeTcs ANs NPOBEPKM 1 PEryNMPOBKN Ha peryns-
TOpe rasoBOro peAykTopa noToka 3alMTHOrO ra3a 4o Havana cBapO4YHOro npouecca.

2. Nnpukatop pexuma ceapku 2T. B pexume 2T HaxaTvie KHOMKW ynpaBneHns ropenikov 3any-
CKaeT NnpoLiecc cBapku, OTMyCcKaHWe — NpepbIBaeT.

3. KHonka nepekntodenns pexumos 2T / 4T

4. Nnpukatop pexuma ceapku 4T. B pexvme 4T, cBapka Ha4MHaeTcsi nocre KpaTkoBPEMEHHOro
HaXxaTusi KHOMKW yNpaBneHns Ha roperke 1 OTKIIIYaeTcsa nocrie NOBTOPHOro Haxatus. [laHHas
YHKLIMSA NO3BONSAET He AepXaTb HAaXaTol KHOMKY Ha roperke Npu cBapke ANMHHbIX LLBOB.

5. KHonka nepeknioyeHust pexnma yHUULMPOBaHHOM (aBTOMATUYECKOW) / YaCTUYHOM (Py4YHON)
perynMpoBku.

6. Nhgukatop pexuma. ABTOMaTM4eckou / py4HON HaCTPOWKW: MHAMKATOP 3aropaeTcsi B pexunmMe
PYYHOW HacCTponku. ABToMaTn4eckas perynmpoBka O3Ha4aeT, YTO CBAPOYHbIN TOK 1 CBApOYHOE
HanpsikeHne perynupyroTcs CUHXPOHHO (aBTOMAaTUYeCKn), a pyyHas perynnpoBka 03Ha4aeT, YTo
CBapOYHbIN TOK ¥ HaMpsPKeHWe yCTaHaBMMBAETCA BPYYHYHO (pyvHas perynmposka, Ans npodec-
CVOHAsIbHOTO MCMONb30BaHMS)

7. Perynatop cunbl Toka

8. NHgukatop pexvma npeaBapuTenbHON NPOAYBKM rasoM: cHavana nofaercs ras, 3ateM ocy-
LecTBnseTcs cBapka. [103BONsieT BbITECHUTL BO3AYX M3 FOPENKN 1 co3aaTb 3alUMTHYIO cpeay B
MecCTe CBapKu A0 3aXuraHus gyru.

9. Minamnkatop pexunma VRD: pexum 3almTbl OT yaapoB TOKOM, KOrAa MHAUKaTOp roput, OH
HaxoaMTCs B PEXUME 3aLWTbl OT YAapoB TOKOM, @ BbIXOQHOE HaMpsiKeHne CHkaeTcsa Ao 6e3o-
nacHoro.

10. CBeTOBOWN UHAMUKATOP pexuma NpoAyBKM ra3om: MPOAOIDKAET Nofady rasa Ans oxnaxaeHns
anekTpoAa n obecnevyeHnss Ka4eCTBEHHOW KPUCTannmu3aumMm CBapo4YHOro COEAUHEHUS B 3aLUMT-
Hol oborouke.

11. KHonka nepekntoveHns pexuma. KHonka aktuBaumm / geaktmeauum gyHkumm VRD

12. KHonka nepekntoveHust pexuma. Nogaya 3awmTHOro rasa no BpeMeHu A0 Hayamna u nocne
3aBepLUEHUst CBapKW — AN YNyYLEeHUs 3aliMTHOW ra3oBov cpeabl

13. CBeTOBOW MHAMKATOP YIMEKMCIIOro ras3a C NCnonb30BaHMeM CBapo4HON Nposonoku 0.8 Mm
14. npukatop pexuma. BkntodeHve dyHkumm TIG

15. MHgnkaTop cMmeLlaHHoro rasa, ¢ UCnorb30BaHNEM CBAapO4YHON NPoBosfokn 0.8 Mm

16. Perynatop. PerynupoBka CBapO4HOro HanpshkeHus: (OeVCTBYET B peXUMeE PYyYHOWN perynu-
POBKM)
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17. ingukatop pexuma. BknioyeHve dyHk-
uum pyyHon cesapku MMA

18. NHpunkatop pexuma. [ns nopoLuKOBOW
npoBoroku 1.0 Mm

19. KHonka nepekntoveHus pexumos. Nepe-
knoyeHue pyHkuni MMA, MIG/MAG, TIG

20. NHpukatop pexuma. [ns nopoLuKOBOW
cBapo4yHou nposonoku 0.8 mm

21. KHonka ynpaBnenus. BknioyeHne mexa-
HM3Ma NPOTSXKKM MPOBOSIOKN

22.BonbtmeTp

23. VlngnkaTop BKMYeHns annapara

24. lngvikaTtop TEMMOBON 3aluUThbI.

25. AmMnepmeTtp

Cxema nogKrno4eHUs CBapo4yHOro
annapara
CgBapka cnolwHon nposornokou(puc 1)

CBapka NopoLLKOBOM NPOBOOKOW(puUc 2)
Ha Bce BuAabl paboT, BbIMONHAEMbIE MpK
nepruoanYeckom TEeXHUYECKOM 0bCnyxu-
BaHUW (pPerynmpoBKu, YNCTKe, 3aMeHe pac-
XOAHbIX MaTepuanos v Ap.);

Ha HeucnpaBHOCTW, BO3HUKLLNE B pe3yrb-
TaTe HapylweHua TpeboBaHui 1 npasus
aKcnnyaTtaunm, yCTaHOBIEHHbIM macnop-
TOM M3Aenus.

Ha BHeluHNe 1 BHYTPEeHHWE 3arpsa3HeHus,
LapanuHbl, TpeLunHbl, NOBPEXAEHUS, BO3-
HUKWKWEe B Mpouecce aKcnnyatauumn unm
TPaHCMOPTVPOBKM.

CBapka anektpogom(puc 3)

NMoaroToBKa K cBapke B pexume
MIG/MAG

BbibepuTe HeoOX0aMMbIV BUA CBApKK C MOMO-
Wbl KHOMKM 19. Takke yCcTaHOBUTE Mpu Mo-
MOLLM NepekstoyaTenst 3 pexum BKIHOYeHus/
BbIKITIOYEHWS1 CBapoYHOro Toka (2T — cBapka
BELETCs NpY HaXaTow KHomnke ropernku, 4T —
NnepBOe HaXxxaTue Ha KHOMKY ropesikn — Hayano
CBapKu, BTOPOE HaXaTne — KOHeL, CBapKu).
®yHkums VRD oTBevaeT 3a NMOHMXEHWUU Ha-
NpsHKeHUs1 XONOCTOro xo4a UCTOYHUKA [0
6e3onacHbix Ans yenoseka 12-24 BonbT,
T.€. CHWXKAETCs HanpshkeHue, koraa annapat
BKITIOUEH,HO CBapka He npoussoautcs. Kak
TONbKO Ha4YMHAETCs1 NPOLIeCC CBapKU, YCTPOU-
ctBo VRD BoccTaHaBnueaeT paboune napa-
METPbI HANPSPKEHWS.

Onuus VRD akTyanbHa B Takvx cryyasx:
Annapar aKcnnyaTupyeTcsi B yCIIOBUSIX MOBbI-
LLIEHHOW BNaXXHOCTU BO34yXa; BbICOKMNE Tpebo-
BaHUS K TexHUKe 6e30nmacHOCTV Ha ODObekTe;
MCMONb30BaHMe CBapo4yHOro obopyanoBaHust
Ha HebonbLIMX nnoLaakax.

Mopenka

CeapouHas ropenka MIG/MAG coctouT 13
OCHOBbI, COEAUHUTENBHOrO Kabensa v py4ku.
OcHoBa coefuHAET CBapOYHYl0 ropesnky u
YCTPOWCTBO nogayu nposonoku. CoeanHm-
TenbHbIN kKabernb:

[MOKPBITBIN HEMMOHOM HaMPaBMSAKOLMIA KaHan
noMeLleH B LeHTp nororo kabens. BHyTpeH-
HAS YacTb KaHana npegHasHaveHa ansg no-
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Aauun nposonoku. CBo6oAHOE NPOCTPaHCTBO
Mexay kaHanom v nonbiM kabenem npegHa-
3Ha4YeHo Ans nodayu 3awuTHoro rasa.Cam
nonblii kabenb NpegHasHayeH Ans nogayvu
TOKa.

BHUMAHME! lMepeg cbopkoli n pasbopkon
ropenku unu nepeg 3aMeHol KOMMNOHEHTOB
HeobX0AMMO OTKIIYUTL Nogady dnekTponu-
TaHus.

YcTtaHoBKa KaTyLKun

MonbepuTte HeobxoauMyO NMPOBOMOKY B CO-
OTBETCTBMM C TEXHomorven ceapku. Quametp
NPOBOSIOKN [OSXEeH COOTBETCTBOBATbL MpW-
BOAHOMY POMMKY, HanpasnsoLeMy kaHany 1
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoWiTe BOKOBYIO KpbILLIKY annaparta Ans
YCTaHOBKU KaTyLLKM C NPOBONoKon. OTKpyTUTE
pPEerynmpoBOYHbIA BUHT KaTyllkogepKaTens,
HaJeHbTe KaTyLKy Ha KaTyllkodepxaTenb 1
3adukcupynTe ee aTuM xe BUHTOM. KoHel
NPOBOJIOKM [OIMXeH HaxoauTbcs nop Gapa-
6aHoOM, HanpoTUB noJatLwero yCcTponcTaa.
C noMoLLbl0 PerynmpoBOYHOro BMHTa OTpe-
rynupynte cuny dukcauumn kaTtylwku. Karyw-
Ka AormkHa cBob6OAHO BpalaTbCsl, HO Mpu
paboTe He gomxHO 06pa3oBbIBaTbCS NETenb
nposonoku. Ecnn obpasytotca netnu, Heob-
XOOUMO CUNbHee 3aTsHYTb PerynmpoBOYHbIi
BUHT. Ecnun kaTylika BpalwaeTcs ¢ Tpyaom,
ocnabbTe BUHT.

———

YcTtaHOBKa NpOBOSIOKU B HanpaB-

nNAOWMA KaHan

OcnabbTte 1 onycTtuTe Ha cebs perynaTop.
lMogHMMUTE NPYKUMHOW POSKK;

OTpexbTe N30rHYTHIN KOHYMK MPOBOIOKU 1 3a-
npaBbTe MPOBOJSIOKY B HaMnpasAsoWNA KaHarn
nogarLiero yCTponcTea, BbIpOBHAWTE ee B
KaHane npuBOAHOro ponwuka. Ybéegmtecs, 4To
KaHan pornunka CooTBETCTBYeT AMaMeTpy npo-
BOJIOKY;

[MomecTnTe NPOBOMOKY B KaHaN pasbema cBa-
POYHOWN FrOPEnku, OTNYCTUTE MPWKMMHOWN po-
NVK, N BEPHUTE B BEpPTUKANlbHOE MOMNOXeHne
perynsrop.

OTperynupynte gaBneHne npyxumMHOro ponm-
Ka.
— T[lpu cBapke cTanbHOM NMPOBOOKON HEOO-
XOAMMO ncnonb3oBaTh V-06pasHyto kaHaB-
Ky NPVBOAHOIO PONVKa;

[Mpy ucnonb3oBaHnM COBON MPOBOSO-
KM HeobXOAUMO MCMOMb30BaTh LWeCTepeH-
YaTyto KaHaBKy MPVBOAHOIO Poruka (Hanm-
4yre 3aBMCUT OT MOAENM U KOMMeKTaumm
annapara).

[Mpn ncnonb3oBaHWM antOMUHUEBON
NpOBOMOKN HeobxoAMMO ncnonbL3oBaTb
U-ob6pasHyto kaHaBKy MPUBOLHOrO ponu-
Ka(Hanuyne 3aBMCUT OT MOAENMN U KOM-
nnekTauuy annapara).

Mopaya NpoBONOKN B CBapOYHbLIN

pykaB

OTKpyTUTE CBAPOYHbIV HAKOHEYHMK Ha ropern-
Ke.

[Ina npoTarneaHnsa NPOBOMOKM B pyKaB ropert-
KN HeobxoaMmMo BpeMEeHHO nopaTb nuTaHune
KHOMKOW NMUTaHusa annapaTta u Haxumartb
KHOMKY 21(npoTsXKa NpoOBOMOKM) A0 Tex
nop,Moka OHa He 3amnofIHUT KaHan CBapO4HOro
pykaBa 1 He BbInAeT u3 ropenku. OTknoumTe
nutanue. MNMpumedanne! na ceobogHoro npo-
XOXJEHWs NpoBOMOKM B kabene, pacnpsamuTe
ero no Bcen anvHe. MNpn nogaye NpoBOMOKK
ybeanTtechb, 4TO OHa CBOOOAHO ABWXETCS B
KaHarne npuBOAHOrO pornvka u CKOpOCTb Mo-
Aayv paBHoMmepHas. Ecnu ckopocTb nogaumn
HepaBHOMEpPHa,oTperynupynTe AaBneHue
NPWXMMHOIO ponuKka.

[MopnGepnTe 1 3akpyTUTE KOHTAKTHbIA HaKO-
HEYHWK, COOTBETCTBYIOLLUNIA ANamMeTpy NpoBO-
NOKM 1 YCTaHOBUTE COMIIO.

Pexumbl nonyaBToMaTu4eckom
cBapKu

[aHHasa ycTaHoBKa MOXeT paboTtaTtb C AByMS
TMnamu CBapO4HON NPOSIOBOKWU: CMIOLWHOW
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OMeJHEHHOW NPOBOSIOKOW B Cpeae 3aLLUMTHOro
rasa, a Takke camMo3alLMTHOM MOPOLUKOBOM
NPOBOIOKON, B 9TOM criyyae 6annoH ¢ rasom
He TpebyeTcs.

[Mpn pasHbIX TMNax CBapO4YHOM MPOBOSIOKMN
TpebyeTcs pasHas cxema NoAKIoYEeHUS.

Cgapka c rasom (GAS) cnnowHon

OMeAHEHHOM NPOBOJIOKON:
KopoTkuit kabenb ¢ pasbemMoMm, Haxoas-
LMIACS BHW3Y Ha nepefHeln naHenu anna-
paTa,nogkloynTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenute knemmy 3asemiieHus Ha cBa-
pvBaeMoW AeTanu, coeauHuUTeNb Ha Apy-
rom KoHuUe kabensi nogkmnounTe K npaBomy
pasbeMy Ha nepefHen naHenu (knemma
«-»).

MpoBepsTe MapKMPOBKY NOAAILLETO PONU-

Ka B COOTBETCTBUW C AMAMETPOM UCMOIb-

3yeMOW NPOBOSIOKM.

BcraBbTe KaTyLLUKy C MPOBOSIOKON B rHE30.

3anpaBbTe NPOBOMOKY B rOpesiky, OTKUHYB

NPW>KMM pornvika v BBeAsi NPOBOJIOKY B Ka-

Han yepes yrrnybneHve B pornuke.

3akpoiiTe NpWXMM ponuka, crnerka noaTs-

HYB 32)KVUMHOW BUHT.

Y6eputecb B COOTBETCTBUM guameTpa

OTBEPCTUSI HAKOHEYHUKA TOPEnKK 1 Aname-

Tpa NpOBOIIOKM.

Bkntounte annapat 1M nNporoHWTe NpPoBO-

NOKy A0 BblXxoAa U3 HakOHeYHuKa, Haxas

KHOTKY Ha roperke.

MoakntounTe WnaHr oT ra3oBoro peaykTo-

pa K WTyLepy Ha 3agHeln naHenu annapa-

Ta.

OTKpoONTE BEHTUNb Ha GannoHe c 3aWwmnT-

HbIM ra30M, HaXXMUTE Ha KHOMKY ropenku u

oTperynupyvTte nogady rasa pefykTopom

(obbI4HO pacxop rasa yctaHaBrvMBaeTcs

cnepytowmm obpasom: pacxop rasa (n/

MUH.) = [JnameTp npoBonoku (Mm) x 10.

YcTaHoBUTe TpebyeMbll pexuM cBapku

npv MOMOLLY PErynsiTopoB.

HauunHaiTe cBapky.

CBapKa 6e3 rasa (NO GAS) camo-

3aLLl,VITHOVI I'IOpOLIJKOBOVI npoBoJio-

KOM:

— KopoTkui kabenb ¢ pasbeMoM, Haxoas-
LMIACS BHWU3Y Ha nepefHeln naHenu anna-
paTta,nogKkmnioynTe K NpaBoMy pasbemy Ha
nepegHen NnaHenu (Knemma «-»).

— 3akpenuTte kneMMy 3a3eMreHus Ha cBa-
pvBaeMoW AeTanu, coeauHUTENb Ha Apy-
rOM KOHLe kabensi noakmnounTe K neBomy

pasbemy Ha nepefHein naHenu (knemma
«+»).

MpoBepbTe Mapk1POBKY NofatoLLero ponu-
Ka B COOTBETCTBUM C AUAMETPOM WCTOSb-
3yeMOoW NPOBOSTOKN.

BcTaBbTe KaTyLLKy C NPOBOIIOKOW B FHE3A0.
3anpaBbTe NPOBOMOKY B rOpesiky, OTKUHYB
NpW>XMM ponvka v BBeast NPOBOJIOKY B Ka-
Han 4yepes yrnybneHue B ponuike.
3akpoiiTe NpwXMM ponuka, cnerka noaTs-
HYB 32>KVMHOW BUHT.

Y6eantecb B COOTBETCTBUM AnameTpa
OTBEPCTUSI HAKOHEYHWKA rOpernku n aname-
Tpa NpOBOJIOKM.

Bkntounte annapart M nNporoHUTe MpoBO-
NOKy [0 BblXOAA M3 HaKOHEYHWKa, HaXkaB
KHOMKY Ha roperke.

YcTaHoBUTe TpebyeMbli pexuM CBapKku
npvi NOMOLLW PerynsTopos.

Mpouecc cBapku

YcTaHoBWTe BEMUYMHY CBAPOYHOTO TOKa UCXO-
A U3 TOMLWMHBI CBapVYBaeMoro mMatepuana u
AvameTtpa 1cnonb3yemMomn 3neKTPOoAHOM Mpo-
BOMoku. CKOpoCTb Mofayn NpoBOSIOKW aBTo-
MaTWUYeCKN CUHXPOHU3UPYETCS C BENUYUHOW
cBapoyHoro Toka. [oaBeanTe ropenky K 3a-
roTOBKe Tak, YToObl MPOBOMOKa He kacanacb
3aroToBKM, @ HaxoAWnacb Ha paccTOSHUU
HECKOSIbKMX MUIMUMETPOB OT Heé. Haxas Ha
KNaBuWLLY ropesiku, 3axrute Jyry u npucty-
nanTe Kk cBapke. Haxaras knaBuwa obecne-
YuBaeT rnopady aneKTPOAHON MPOBOMOKK U
YCTaHOBIIEHHbIN PeayKTOPOM MOTOK 3aLUUTHO-
ro rasa.

[invHa gyrn n ckopocTb ABWKEHUS anekTpoda
BNUAOT Ha (hOPMY CBapOYHOrO LUBA.

Pabota co cMeHHOM NONsApHO-

CTbIO

M3HayanbHO CMMOBOW KOHTaKT CBapO4HOMN
ropenku NoakYéH K «+» Ha mMoayne cMme-
Hbl nonsipHocTu. 3Tto OBPATHAA MOJNAP-
HOCTb. OHa npumeHsieTcs nNpu cBapke
n3aenuii 3 TOHKONMMCTOBOW CTanu C Hepxa-
BEIOLLMMU, NErMpoBaHHbIMU 1 BbICOKOYTNepo-
ONCTBIMU CTansMu,KoTopble O4eHb YyBCTBU-
TemnbHbI K Neperpesy.

Bo Bpems ceapku Ha MPAMOW MONAPHO-
CTW 6onbluas YacTb Tenna KOHLEHTpUpyeTcst
Ha caMOM M3Jenuu, 13-3a Yero NpoucxoauT
yrnybneHve kopHs wea. [Ing cMeHbl nonsp-
HOCTW C obpaTHOM Ha NpsmMyl Heobxoanmo
nepeknioyYnTb Ha MoAyne BbIBOA CUITOBOTO
npoeoga ¢ «+» Ha «-». A kabenb c 3ax1MoM
Maccbl B JaHHOM Cryyae NoAcoeAnHUTb K Ae-
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Tanu, BCTaBMB CUIIOBOW HAKOHEYHUK Kabens B
KINeMMy «+» Ha nepegHen naHenu.

[insa cBapku crtocoBor (MOPOLLKOBOW) Npo-
BOIOKOW 6e3 3alMTHOro rasa Mcnonb3yeTcst
MPAMAA NONAPHOCTb. Mpu atom 6ornb-
LM HarpeB UAET Ha u3genue, a NPOBOIoKa
M KaHan CBapO4YHOW ropenku HarpeBakwTCs
MEHbLLE.

Mo okoH4YaHun CBapKu:

OTBeCTU COMMO ropenkX oOT LBa, NpepBaB
CBapOYHyto Oyry;

OTnyCcTWTb KNaBuLLY ropenku Ans npekpa-
LLIEHUSI MOAAYM 3NEKTPOAHON NMPOBOOKMN 1
rasa;

OTKMYMTbL Nodady rasa, nepekpbiB KpaH
nodayu rasa ot pegyktopa 6annoHa;
[MepeBecTu BbIkNtOYaTENb B MOMOXEHNE
«off» - BbIKMOYEHO

Pexum py4yHOM AyroBon cBapku
(Mma)

1. NoacoeanHWTe anekTpofoAepX)KaTenb K «-»
Knemme annapata, kabernb 3a3eMneHus K «+»
KrnemMmme annaparta (npsiMas NonspHOCTb),
unu HaobopoT, ecnu aToro TpebyloT ycnosusi
CBapK1 U/MNW Mapka 3reKTpoaoB:

[Mpn py4yHOM OyroBOW CBapke pasnuyatoT Asa
BMAa NOAKMYEHUSA: NPSMON NOMNSIPHOCTU U
obpatHoii. MNogkntoyeHne «npsMasy nonsp-
HOCTb: 9NEeKTPOA - «KMUHYC», CBapuBaemasi
e Tanb -«nnocy». Takoe NOAKIYEHNE N TOK
NpsIMON NONAPHOCTM LenecoobpasHbl Ans
pesku MeTanna u cBapku 60mMbLINX TOMLLMH,
TpebytoLmx 6onbLIOro KonM4ecTsa Tenna Ans
1X Nporpesa.

«ObpaTHasaA» NONSPHOCTb (3nekTpon -
«MCcy, AeTanb - «MUHYC») UCMONb3yeTcs
npu ceapke HebOonbLUNX TOMLLMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, YTO Ha OTpu-
LaTenbHOM norntce (katode) aneKTpuyYeckom
Oyry TemnepaTtypa Bcerga MeHblle, YeM Ha
NONOXWUTENBHOM (aHOAE),3a CYET Yero anek-
Tpoa pacnnasnseTcs 6bicTpee, a Harpes Je-
Tanu yMeHbLUAETCS - CHUXKaETCSt U OMaCHOCTb
€€ npoxora.

2. YcTaHoBUTE NepeknovaTtenb pexuma B rno-
noxenne MMA

3. YcTaHoBUTE CBApPOYHbIN TOK COrMacHo Tuny
1 AMaMeTpy 3MeKTpoaa, ¥ Ha4YuHawmTe CBapky.
4. Tok cBapku perynupyeTcs perynsatopom
cunbl Toka, hakTUYeckoe 3Ha4yeHue Toka npu
paboTe oTobpaxaeTcst Ha Aucnnee amnepmMe-
Tpa.

5. BosbyxaeHne ayru ocyLlecTBsieTCs nNpu
KpaTKOBPEMEHHOM MPUKOCHOBEHUWN KOHLA

ANeKTpoAa K M3Oenuio 1 OTBEAEHMUIO ero Ha
Tpebyemoe pacctosiHue. TeXHUYecku 3ToT
NpoLEecc MOXHO OCYLLUEeCTBNSATb ABYMS npuve-
Mamu:
KacaHvneMm anekTpoga BNpUTbIK U OoTBefe-
HMeM ero BBepX;
— YupkaHneM KOHLOM 3rieKkTpoda, Kak crnmy-
KOV O MOBEPXHOCTb U3genusi.
BHumaHue! He cTyunTte anektpogom no pa-
604eit NOBEPXHOCTM NMpPU MOMNbITKAX 3a)eyb
Oyry,Tak Kak 3To MOXeT NpuBECTU K ero no-
BPEXAEHUIO U B AanbHeNWeM TonbKo 3aTpya-
HWUT 3aXuraHue ayru.
6. Kak Tonbko NpousonaéT 3axuraHve Aayru,
3MEKTPOA HYXXHO AepaTb Ha TakoM paccTo-
siHUM OoT obpabaTbiBaemMoro matepuana, Ko-
TOpOe COOTBETCTBYET AMAMETPY 3nekTpoaa.
[na nonyyeHus paBHOMEPHOTO LIBa fanee
HeobxoauMo cobnopaTtb 3Ty AUCTaHUMIO MO
BO3MOXHOCTW NOCTOSIHHOW. Takke Heobxo-
OUMO NMOMHUTb, YTO HAKIOH OCW 3nekTpoaa
normkeH 6biTb npumepHo 20-30 rpaaycos, Ans
nyylero BM3yanbHOro KOHTPONS BeAeHUs
CBapOYHOro LUBA.
7. 3akaH4yMBasi CBapOYHbI LIOB, OTBEAUTE
aneKTpoa HeMHOro Hasag, YTobbl 3anonHuIcs
CBapOYHbIN KpaTep, a 3aTem Pe3ko MNogHUMU-
TEe ero 40 UCYE3HOBEHUS Ayrn.
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Tabnuubl napaMeTpoOB CBapKu (TONbKO AJisi CpaBKM)

TonuwuHa PekoMeHayeMbIi AuameTp NPOBOJIOKU, MM
mMeTanna, lMpoBornoka cnnoLwWwHOro 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 HeobxoaMMOo CHUMaTb dhacky ¢

TOPLIEBOI KPOMKY AeTaseli B MeCTe UX CTbIKOBKM MM NMPOU3BOAUTL CBAPKY B HECKOSBLKO MPOXO-
[0B.

+ |+ [+ ]+[+

++|+[+]+]|+

]+ [+ +]+

+l [+ [+]+]+

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

HacTtpowkun pacxoga rasa npu cBapke MIG, MAG

OuameTp
npPOBOMOKK, [05-08[1-14|16-2[25-3
MM
Bbinyck
NPOBOMOKK, | 7-10 [ 7-14 [14-20(16-20
MM
Pacxop

rasa, 5-8 | 8-16 | 15-20|20-30 || swnye]

n/MuH

MapameTpbl cunbl TOKa U guameTpa aneTpoaos npu ceapke MMA

OuameTp 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

XapaKkTepucTUKU CBapHOro LBa
B 3aBMCUMOCTM OT cusnbl TOKa n CKOPOCTU ABMXEHUA 3NeKTpoaa Bbl MOXETe Nony4nTb crneayro-
wmne pesynbratbl:

RN 17NN /RS SN sEZARRN vz
7 P2

. CNMULWLKOM MeaNieHHOoe ABMXKeHne anekTpoga

. O4eHb KOpOoTKaa ayra

. O4€Hb HU3KUI TOK CBapKu

. CINULLKOM 6b|CTpOe ABWXeHune anekTpoaa

. O4eHb OJNIMHHaa ayra

. 04€eHb BbICOKWUI TOK CBapKu

OO WON -
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7. HOpMarnbHbIN LWOB

PekomeHayeM npoBecTV HECKONbKO MPOGHbIX
CBapoK 41151 NMOSyYeHUs1 HEKOTOPbIX NMpakTuye-
CKWX HaBbIKOB.

OTKnoYeHne cBapo4HOro annapa-

Ta. TennoBas 3aluTta

Ha Bawem cBapo4yHOM annapare ycTaHoBre-
Ha Tennosas 3aluTa Ans NpefoTBpaLleHnst
neperpeBa 3MEKTPOHHbIX YacTel annapara.
Mpu npeBbiWeHUN TemnepaTypbl TEPMOBbI-
KntoyaTtene oTknounT annapat. O cpabatbl-
BaHMUN TEMNMOBOM 3alMTbl CBUAETENbCTBYET
CBeYeHne NHanKaTopa.

BHUMAHME! lMpwn Bo3BpalleHUn temnepa-
TYpbl K HOpMarnbHOW paboyei, HanpsbkeHne K
anekTpogy 6yneT nogaHo aBTomatuyecku. He
OCTaBMnsAWTE Ha 3TO BpeMsl usgenue 6e3 npu-
CMOTpa, a AepxaTtenb 3MeKTpoAa, nexaiium
Ha 3emIe uUnv Ha cBapuBaemblx AeTansix.
PekomeHaoyem Ha 3To BpeMs BbikMo4vaTh an-
napat BblKMo4aTenem.

HarpeB n3genusi Bo Bpems paboTbl SBRsieTcs
HOpMarbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unm
npexneBpeMEHHOro BbiXxo4a CBapoOYHOro
annapaTta 13 cTpost (0COGEHHO MpY YacToM
cpabaTbiBaHUM TEPMOBbIKMOYATENS), Npexae
4YeM npogomkaTtb paboTy, BbISCHUTE NPUYUHY
cpabaTbiBaH/s TeNnoBow 3almTbl. Ons atoro
OTKMIOYMTE annapaTt oT CeTU n obpaTuTech K
pasgeny «Bo3moxHble HeucrnpaBHOCTU U Me-
TOAbl UX yCTpaHeHusi» HacTtosilero Pykosoa-
cTBa.

Bo3MOXHble HeuncnpaBHOCTU U

MeTodbl UX yCTpaHeHusA

Cnegute 3a McnpaBHbIM COCTOSIHUEM U3ae-
nus. B cnyyae nosiBneHus Nogo3puTenbHbIX
3anaxoB, AblMa, OrHS, UCKP CrielyeT BblKMto-
YnTb annapar, OTKMYUTL ero oT ceTn u obpa-
TUTbCS B CMeLManmM3mpoBaHHbIi CEPBUCHbIN
LLEeHTp.

Ecnn Bam 4T0-TO nokasanocb HeHopmarb-
HbIM B paboTe n3genus, HeMeaneHHo npekpa-
TUTE ero aKcnnyaTauuto.

B cuny TexHU4eckowm CroXHOCTU U3aenus,
KpUTEPUUN MpeaenbHbIX COCTOSHUIA He MOoryT
ObITb OnpeneneHbl nonb3oBaTerieM caMoCcTo-
SATENbHO.

B cny4ae siBHOM vnn npegnonaraeMon Heuc-
npaBHOCTU obpaTuTechb k pasgeny «Boamox-
Hble HEUCNPaBHOCTU U MeToAbl UX yCTpaHe-
Hua». Ecnn HeucnpaBHOCTM B nepeyHe He
oKasanoch Unu.

Bbl He cmornu ycTpaHuTb ee, obpatuTech B

CrneunanuanpoBaHHbIii CEPBUCHbIN LIEHTP.
Bce apyrvie pa6oTbl (B TOM YMCrie PEMOHT-
Hble) OOSIKHbI MPOBOAMTLCS TOMbLKO crieuuna-
NIUCTaMM CEPBUCHBIX LIEHTPOB.
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MNpobnema Bo3moxHas npuynHa PewueHune
HanpskeHue cnuwkom BbICO-|BbikntounTe NCTOYHMK 3Hepruu; Mpo
Koe BepbTe MMaBHoe nutaHue; MNoBTopHO
r HanDsHKEHNE CANLIKOM HUSKOE BKIIOMUTE annapart, Korga Hanpsbxe
1 OpuT MHANKATOP P Hue ByaeT HopmanbHoe
TepMo3aLuThbl =
[noxow NpuUTOK BO3ayxa YnyylwimTe npuTtok Bo3ayxa
CpaboTana TepmosawuTa an-|_.
[ante annapary ocTbITb
naparta
PerynsTtop nogayv npoBOfoku .
Y P noa P OTperynupywTe
Ha MUHUMYyME
Het nogauun npo- =
2 BONOKM 3anuvn TOKOBbIN HAKOHEYHUK 3aMeHNTe HaKOHEeYHMK
Ponukn nogaym He cooTBeT- .
MocTaBkTe NpaBUIbHbIA PONMK
CTBYIOT AVAMETPY MPOBOJIOKM
KHonka BknoveHust He pabora- .
BeHTunatop He p MoxanywicTa, obpaTutech B cepBuC-
paboTaeT unu HbIW LEHTP
3 BeHTunatop cnomax
BpallaeTca men- —
[MNoXoN KOHTaKT COeanHEHUst ¢
NEHHO MpoBepbTe coeanHeHne
BEHTUNATOPOM
[noxoun KOHTaKT C AeTarnbto YRydlmnTe KOHTaKkT
He yctonuuBas CrMLIKOM TOHKWiA CETEBON Ka- [MomeHsnTe ceTeBow kabenb
y 6enb, TepsieTcs MOLLHOCTb
4 |gyra, 6onbwoe
pa3BpLI3rMBaHIe CrMLIKOM HU3KOE BXOAHOE Ha-|YBenunybTe BXOAHOE HanpsixeHue
npshkeHve nocpencTsomM crabunusatopa
M3HocMnnchb getanu ropenku 3ameHnTe getanu ropenku
O6pbIB cBapo4Horo Kkabens lMpoBepbTe Kabenb
[yra He 3axwra-
5 [etanb 3arpssHeHa, B Kpacke,
eTcsl [MpoBeanTe o4UMCTKY AeTanu
B pXKaBymHe
lopenka nogkntoyeHa He npa-
[MopkntounTe NpaBUbHO ropernky
BUMbHO
HeT 3awmnTHOro|la3oBbIN WNaHr nepexar unu .
6 .. [MpoBepbTe ra3oBbIn LWaHr
rasa NOBPEXAEH
MecTa coeauHeHus wnaHros|[lpoBepbTe MecTa coegUHEHUs
NroXo 3aTaHyTh LU1aHroB
MoxanyvicTta, obpaTuTechk B cEpBUC-
7 |Opyrve Kany P P
HbIA LEHTP

Mpachmyeckne cMMBOIbI U TEXHUYECKUE AaHHbIe

OTOT CMMBOIN NokasbiBaeT BTOPUYHOE Hanps>XeHne XonocToro xoaa

uo.
(B BOMbTax).
X OTOT CMMBOIN NoKa3biBaeT HOMUHATbHbIA PAOOYNA LK.
oo, A OTOT CMMBOI NoKa3blBaeT CBAPOYHbIN TOK B aMmrnepax.
Us...... V OTOT CMMBOI MoOKa3biBAeT CBAPOYHOE HaNpsPKeHWe B BOJbTaX.
U, OTOT CMMBOI NokasbiBaeT HOMUHANbHOE HanpshKeHWe NUTaHus.
Lo A OTOT CMMBOS NOKa3bIBAET MakCUMarsbHbIA NMOrMoLLaeMblil TOK cBa-

POYHOro arperata B amnepax.

HOro arperara B amnepax.

3TOT CMMBOM MoOKa3sbiBaeT MakCUMaribHbIN CBapo‘-IHbII;I TOK CBapou-

OTOT CMMBOJ1 NOKa3bIBAET Kracc 3aluThbl CBapO4HOro arperara.

OTOT CMMBOI MOKa3bIBAET, YTO CBAapOYHOE YCTPOWCTBO MOAXOAUT
071 UCMONb30BaHUS B YCIIOBUSIX, IO€ CYLLEeCTBYET BbICOKUA PUCK
NMOPAXKEHNS MNEKTPUYECKMM TOKOM.
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A OTOT CMMBO MOKa3bIBaEeT, YTO Nnepen Ha4yanom paboTbl BHUMa-
TENbHO NPOYUTANTE MHCTPYKLMIO MO JKCMNyaTauum.

= % "’ m OTOT CYMBOI MOKa3bIBAET, YTO CBAPOYHbIV arperart npeacTaBnsier

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

TexobcnyxuBaHue u cepBuUC

Texo6cnyXuBaHue U o4UCTKA

» Bce paboTkbl N0 TEXHUYECKOMY OGCNYKMBaHUIO AOMKHBI NPOBOAUTLCA NMPU OTKITHOYEH-
HOM OT ceTu kabene.

» lepepn BbINONHEHMEM NOGLIX PaboT C INEKTPOUHCTPYMEHTOM BbITalLMTe BUIKY U3 pPoO-
3eTKU.

» PerynsipHo ygansinte Nbiflb CYXMM M YACTbLIM CXaTbiM Bo3gyxoMm. Ecnu cBapoyuHbIn
annapar 3KcnnyaTupyeTcsi B cpefie C CUIbHbIM 3aAbIMIeHUEM U 3arpsi3HEHHbIM BO3-
AYXOM, €0 He0O6XOAMMO YMCTUTbL He pexe O4HOro pasa B Mecsu. [laBneHne cxaToro
BO34yXxa AOMKHO ObiTb B pa3yMHbIX Npeaenax, 4tobbl NpeaoTBpaTUTh NOBPEXAEHNEe MENnKMX
1 YyBCTBWTENMbHbBIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsiiTe BHYTPEHHIOO LieNb CBapoOYHOro annaparta u yoeautecb, 4To
coeiINHEHMWs Lienu NOoAKMoYeHbl NPaBUIIbHO U NIIOTHO (0COGEeHHO pa3beM M KOMMo-
HeHTbI). [py 0BHapPYXEHUN OKanMHbl 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 XPaHUTb B CYXOM U 4u-
CTOM MecTe.

Ecnun TpebyeTcst NOMeHsITh LUHYpP, BO U3bexaHne onacHocTu obpalanteck Ha pupmy P.LT. unu

B aBTOPM30BaHHYIO CEPBUCHYIO MACTEPCKYHO NS aNeKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero aneKTPOMHCTPYMEHTa nopy4vyanTe TornbKo kBanuduumpoBaHHOMY nep-
COHary U ToNnbKO C NPMMEHEeHNEM OPUrMHaNbHbIX 3anacHbIX YacTen. ATUM obecneyn-
BaeTcsl 6€30NacHOCTb 3NEKTPOUHCTPYMEHTA.

Cnuncok aBTOPM30BaHHbIX CEPBUCHbBIX LIEHTPOB MOXHO MOCMOTPETL Ha oduumansHom cante P.I.T.

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

XpaHeHMe U TPAHCMNMOPTUPOBKaA

CBapou4HbIn annapar crnegyeT XpaHuTb B 3aKpbITbIX MOMELLEHNSX C eCTECTBEHHON BEHTUNSALMEN

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

BO3[yXe MapoB KWCIOT, LenoYer 1 Apyrux arpeccuBHbIX NPUMecen He JonycKaeTcs.

TpaHcnopTMpoBaTb NPOAYKLMIO MOXHO Mo6GbIM BUAOM 3aKpbITOroO TpaHCrNopTa B yrnakoBKe Mpo-

n3soauTenst unu 6e3 Hee, C COXpPaHEHWEM U3AENUS OT MeXaHUYeCKUX NOBPEXAEHWUN, aTMOC-

epHbIX 0CaOKOB.
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YTunusauus
OTCJ'Iy)KVIBLLIVIe cBOW CPOK 3JTEKTPOUH-
CTPYMEHTbI, NPUHAANIEXHOCTUN N yNaKoB-
mmm Ky CrieflyeT cOaBaTb Ha 3KOJIOrM4Yecku
HYUCTYHO nepepa60TKy OTXO0A0B.
YTmnmampyVlTe QNIEKTPOMHCTPYMEHT OTAENbHO
ot 6bITOoBOrO Mycopa!
PacwudgpoBka Jatbl U3roTtoBne-

Hus Uspenusn

No.| 00000 000000 |

Kop npopykta Top Mecay  Homep Bnaptum
[ata n3rotoBneHns nsgenus 3awmdposaHa B
CEpPUNHOM HOMepe, HaneyaTtaHHOM Ha Kopny-
ce MHcTpymeHTa. lNepBble 2 undpbl 0603Ha-
YaloT rog Bblnycka, cnegyowme 2 undpbl —
mecsil.

YCNoBUSA TFAPAHTUMHOIO OB-
CNYXXUBAHUA

1.HacTtosiwee rapaHTuinHoe CBUOETENLCTBO
ABMAETCA €ANHCTBEHHbIM JOKYMEHTOM, MOA-
TBEpXAaKLWMM Balle nNpaBo Ha GecnnaTtHoe
rapaHTuinHoe obcnyxusaHue. bes npeabss-
NeHNst AaHHOTo CBUAETENbCTBA NPETeH3nn
He npuHMMmatoTces. B crnyyae ytepu unum nopum
rapaHTUNHOE CBUOETENbCTBO HE BOCCTaHaB-
nvBaeTcs.

2. [apaHTUHBIN CPOK yKasaH B rapaHTUHOM
ceptudukarte. B TeyeHvne rapaHTUHOIO Cpo-
Ka cepBucHasi cnyxba 6ecnnaTHo ycTpaHseT
NPON3BOACTBEHHbIE AeeKTbl U NPOU3BOAUT
3aMeHy geTanein, BbileAWwmnx n3 cTpos no
BMHE U3roToBUTENS. Ha nepmoa rapaHTUHOrO
PEMOHTA 3KBUBAMNEHTHbIV UCMPaBHbIN HCTPY-
MeHT He npepocTaBnsetcs. 3ameHsieMble
netanv nepexofsT B COGCTBEHHOCTb Cryx6
cepsuca.

KomnaHnusa P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpep, KOTOPbIN MOXET ObITb MPUYMHEH MpK
paboTe C aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUiHbIA PEMOHT UHCTPYMEHT npwu-
HMMaeTcs B YMCTOM BuAe, Npu obssaTensHoOM
HanMuuu Hagnexawmum obpa3om oopMIeH-
HbIX JOKYMEHTOB: HACTOSILLIEr0 rapaHTUINHOIO
CBUAETENbCTBA, rapaHTUMHOIO TanoHa, ¢ nor-
HOCTbIO 3aNOSIHEHHLIMU MOMAMM, LUITAMMOM
TOProBOW OpraHv3auuu 1 NoanuChbio Nokyna-
Tens.

4.MapaHTUNHbBIA PEMOHT HEe NPOW3BOAUTCS B
cregyoLmx crnyyasx:

- MpU OTCYTCTBMU rapaHTUAHOTO CBUAETENb-
CTBa ¥ rapaHTUIHOIO TaroHa Ui HenpaBuIb-
HOM UX ochopmneHny;

- cTeneHb M3HOCa AMameTpa Komnnekropa

poTopa Asuratens npesbiwaet 0,4 MM (3a mc-
KIOYEHNEM MHCTPYMEHTOB C GeCLLeTOYHbIM
asuratenem);

- NPV COBMECTHOM BbIXOAE U3 CTPOS SKOPS U
cTaTopa anekTpoasurartens, npy obyrnmBaHum
VNN OMNaBneHnn NepBMYHON OBMOTKN TpaHC-
dopmaTopa cBapoyHOro annapara, 3apsag-
HOrO UNK MycKo-3apsiAHOro YCTPOWCTBa, Npu
ONnaBneHnn BHYTPEHHUX AeTanen, npoxure
3MEKTPOHHBIX NNaT 1 APYruX Criyvasx;

- ecnu rapaHTUHOe CBUAETEeNbCTBO UMK
TanoH He NpuHaanexart 4aHHOMY 3NeKTPOUH-
CTPYMEHTY WIN He COOTBETCTBYET YCTaHOB-
NeHHOMY nocTaBLUMKOM 0bpasLly;

- MO UCTEYEHNUWN CPOKa rapaHTuu;

- NPV NOMbITKax CAMOCTOATENBHOIO BCKPbLITUSA
WUINN PEMOHTa 3NEKTPONHCTPYMEHTa BHE ra-
PaHTUMHON MacTepCKOW;

- BHECEHWSI KOHCTPYKTUBHbIX U3MEHEHUIN U
CMa3Kn UHCTPYMEHTa B rapaHTUHbIA Nepuoa,
0 YeM CBWAETENbCTBYIOT, HANpUMep, 3anombl
Ha LWMLEeBbIX YacTsaX Kpenexa KOpnyCHbIX
netanen;

- MPY UCMNONb30BaHNN ANEKTPONHCTPYMEHTa
B NPOV3BOACTBEHHBIX UMM UHbIX Liensx, CBs-
3aHHbIX C NONyyYeHneM NpubbInK, a Takke npu
BO3HWKHOBEHWMN HEUCTIPABHOCTEN CBSI3aHHbIX
C HecTabunbHOCTbLIO MapameTpPoB AreKTpoce-
TV, NpeBbILIALWNX HOPMbI, YCTAHOBMEHHbIE
OCT;

- NPU HenpaBWMNbHOW dKCNyaTauum, Mcnornb-
30BaHMIO ANEKTPOMHCTPYMEHTa He Mo HasHa-
YeHWIo, YKa3aHHOMY B UHCTPYKLIMW NO IKCMy-
aTtaumm, yCTaHOBKW Ha 3NIEKTPOUHCTPYMEHT He
npefHasHaYeHHbIX 3aBOLAOM-U3roToBUTENEM
HacafoK, AOMOMHUTENbHbIX NPUCNOCObneHuii
nT.N.;

- MPU MeXaHUYeCKX MOBPEXAEHUSAX Kopny-
ca, CEeTeBOro LUHypa 1 Npu NoBpeXAeHUsIX,
BbI3BaHHbIX BO34EVICTBUAMMN arpecCcuBHbIX
CPEACTB U BbICOKUX M HU3KUX TemnepaTyp,
nonagaHnn MHOPOAHbIX NPeAMETOB B BEHTU-
NAUMOHHbIE PEeLLETKN INEeKTPOUHCTPYMEHTA,
a TakKke npu NoBpeXAeHUsX, HaCTYNMBLUNX B
pesynbTate HenpaBUIbHOIO XpaHeHus (Kop-
po3ns MeTanmnmM4yecknx YyacTten);

- NpU eCTeCTBEHHOM M3HOCe [eTarnen anek-
TPOMHCTPYMEHTA, B pesynbTaTte ANuUTenbHON
aKcnnyaTaummn (onpepensieTcs no npusHakam
MOMHON WU YacTUYHOWN BbIpaboTKM pecypca,
CUIMbHOTO 3arpsi3HEHS!, PXXaBYUHbI CHAPYXKU 1
BHYTPV 3NEKTPOUHCTPYMEHTA, OTpaboTaHHOM
CcMaskv B peayKTope);

- NPW BO3HUKHOBEHUV MOBPEXAEHU B CBA3N
C HecobniogeHneM nNpeaycMOTPEHHbIX UH-
CTPYKLMEN YCNOBUIA aKcryaTauun (CM. rmasy
«YKkasaHue no TexHuke 6e30nacHoOCTU» B WH-
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CTPyKLUN).

- NPV NOBPEXAEHUN U3OEenus BCrieacTBUE He-
cobnoaeHns NpaBui XpaHeHns 1 TpaHcnop-
TUPOBKY;

- NPV CUNMBHOM BHYTPEHHEM 3arpsi3HeHUN UH-
CTPYMEHTa;

- npu paboTte ¢ neperpyskon 6EH30UHCTPY-
MEeHTa, U3BMEHEHNN LBeTa Yalwku u MydTbl
cuenneHus B pesynesraTte neperpesa;

- Npv obpbiBe LWHYpa cTapTepa npu yCroBun
MCMpaBHOCTY OCTalbHbIX AeTanein MyckoBoro
YCTPOWNCTBA;

- Ha Bce BMAbI paboT, BbiNonHAemble npu ne-
pYOANYECKOM TEXHUYECKOM OBCHyXMBaHUW
(perynupoBku, YncTke, 3aMeHe pacxodHbIX
Matepuarnos u ap.);

- Ha HeucnpaBHOCTMW, BO3HUKLUME B pe3yrb-
TaTe HapyweHus TpeboBaHUN 1 npaBun
aKcnnyartaummn, ycTaHOBMEHHbIM NacnopToM
n3genus. Hanpumep, neperpes nagenus,
HecobnogeHne TpeboBaHUIM K COCTaBy U Ka-
YeCTBY TOMMMBHOW CMECHU, MOBMEKLIMX BbIXOZ
13 CTPOS MOPLUHEBON rpynnbl (6e3yCrnoBHbIM
NPU3HaKoM 3TOrO ABMSAETCS 3aneraHvie nopLu-
HEeBOro KonbLa U/Mnu Hanuune LapanuH u
noTepTocTen Ha BHYTPEHHEN MOBEPXHOCTU
uMnuHapa v NoBEpPXHOCTU MOPLUHS, paspyLue-
HVe U1 onnasfieHVe OMOPHbIX NOALIMMHUKOB
LaTyHa 1 NopLUHEeBOro nanbLa);

- Ha BHELUHWe N BHYTPEHHWEe 3arpsisHeHus,
LapanuHbl, TPeLMHbI, NMOBPEXAEHNS, BO3HUK-
luMe B npouecce aKcnayaTauuv unu TpaHc-
NOPTUPOBKMK.

- npv paboTe 3NeKTPOMHCTPYMEHTOM C nepe-
rPYy3KON W 3aKMMHUBAHWEM OCHAaCTKW, O 4YeM
CBWAETENbCTBYIOT 3aAMphl, U3MEHeHne LiBeTa
OT TemnepaTypbl YNOPHbIX U NPUXUMHbIX
Lwanb, 3aX1MHOro nNaTpoHa, BbIXOAa W3 CTPOst
pegykTopa.

MpodunakTnyeckoe obCnyXMBaHNE INEKTPO-
WHCTpYMeHTa (4McTKa, NpoMbIBKa, cMaska,
3aMeHa MbINbHUKOB, MOPLUHEBbLIX W YNNoT-
HUTENbHbIX KOmew) B rapaHTUiHbIA Nepuog,
SIBMSIETCHA NNaTHOW YCIyrom.

Cpok cnyx6bl n3genus coctasnseT 3 roga.
Cpok xpaHeHusi — 2 roga. He pekomeHayeTcst
K 9KCnnyaTauum no UctedeHnn 2 net xpaHe-
HWS C JaTbl U3rOTOBMEHMS, KOTOpasi ykasaHa B
CepUHOM HOMepe Ha 3TUKETKE UHCTPYMEHTa,
6e3 npegBapuTenbHOM NPOBEPKM (onpeaene-
HVe [athbl BbiNycka cMOTpuUTe paHee B Pyko-
BOJCTBE MOMb3oBaTens).

O BO3MOXHbIX HapyLIEHUSIX, N3MOXEHHbIX
BbILLIE YCMNOBWI rapaHTUNHOMO 0BCnyXnBaHus,
BragenbLy coobLliaeTcsi nocne npoBeaeHust
OVarHoCTUKN B CEPBUCHOM LeHTpe. Bnage-
neLl MHCTpYMeHTa JoBepsieT npoBefeHue

ONArHoCTUKM B CEPBUCHOM LIEHTpe B CBOE
oTCyTCTBYE.

3anpelyaeTcst aKkcnnyaTaumsi aNeKTPONHCTPY-
MEeHTa Npu NposBMEeHUN NMPU3HaKOB NOBbI-
LLIEHHOrO HarpeBa, UCKPEeHUs, a Takke LymMma B
peaykTopHOW YacTu. [ins BbIACHEHWNS NPUYUH
HencnpaBHOCTK NokynaTento crnegyeT obpa-
TUTBCS B rapaHTUHYIO MacTepCKyio.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOWM 3aMEHOWN YronbHbIX LWEeTOK ABuraTens,
YCTPaHSIIOTCA 3a CHET MoKynaTens.
5.l'apaHTus He pacnpocTpaHseTcs Ha:

- CMeHHble NpUHaANexXHocTn (akceccyapbl U
ocHacTKa), HanpumMep: akKyMynsaTopbl, AUCKK,
HOXW, cBepna, bypbl, NAaTPOHBbI, Lenu, 3Be3-
[OYKN, L@HTOBble 3aXUMbI, LUWHbI, 3MTEMEHThbI
HaTSXKEHUS U KPEeMnneHUs, ronoBku TpUmme-
poB, NOAOLLBbLI LNNGOBANBHBIX Y MEHTOYHbBIX
MaLnH, UMLTPbI, FONOBKN WECTUrpaHHbIe
CMEHHble Hacagku u T.n.

- BbiCTpOM3HaLLMBaOLMECA AeTanu, Hanpu-
Mep: YrofibHble LWEeTKN, NPUBOAHbIE PEMHU,
CanbHUKM, 3aLUNTHbIE KOXYXW, Hanpasnsio-
Lme ponuku, Hanpaenswline, pe3anHoBble
YNNOTHEHUS, NOALMNMHUKK, 3ybyaTbie peMHu
1 Koneca, CTBOfbI, NEHTbI TOPMO3a, XpanoBu-
KM U TPOChI CTapTepOB, NOPLUHEBbIE KOMbLA U
T.n.

3amMeHa nx B TeYeHue rapaHTUMHOrO Cpoka
SABMSIETCH NNATHOW YCryrou.

- WHYpbl MUTaHUA, B criy4ae NoBpexaeHus
n3onsaumn. B gaHHom cnyyae notpebutens
[OMmKeH ObITb YBEAOMMEH U PEMOHT (ycnyra
nnaTtHasi) JOrMKeH ObITb BbIMOMHEH nocrne co-
rnacvsa notpebutensa. Ecnu notpebutens He
cornaceH Ha 3ameHy, TO B No6OM pemoHTe
3TOro MHCTpyMeHTa byaeT oTkasaHo. PakT
oTKasa [osmkeH bbITb 3aduKcMpoBaH B rapaH-
TUAHOM TarnoHe WNu KBUTaHLUW CEPBUCHOTO
LeHTpa 1 noanuncaH BnagernbsLem.
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R I .T. Three-function Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number O OO0 0000 Place of seal
Charger Serial Number OO0 0OO0O0OO0O00
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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FAPAHTUMHOE CBUOETEJIbCTBO HA MUHCTPYMEHT P.LT.

HavmeHosaHve nsaenus
CepuiiHbit Homep nsgenva OO0 00000000

CepuiiHbIn HOMep 3apaaHoro ycTponcTea (OO0 OO0 0000 M.IL.

[ata npogaxu « »
HanmeHoBaHve TOproBov opraHnsaLmm
YBaxkaembln nokynatens!

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

Mpu HeobxoaumocTy obecnyxuBaHusa Balero nsgenus obpalyaitecb B aBTOPU3VPOBaHHbIE Cep-
BUCHbIE LeHTpbl P.I.T. Bce cepBucHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

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

[apaHTuA

Ha ocHoBaHWM faHHOro rapaHTMIHOrO cBuaeTenbcTBa komnaHus P.I.T. rapaHTUpyeT oTcyTCcTBUe
0edeKToB NPOM3BOACTBEHHOIO XapaKkTepa.

Ecnun B Te4eHune rapaHTuinHoro cpoka B Bawem usgenum obHapyxatcst ykasaHHble AedeKTbl, TO
cneumanuaMpoBaHHble cepBucHble LeHTpbl PI.T. 6ecnnaTHoO OTPEMOHTUPYIOT U3denve u 3ame-
HST AedeKTHbIe 3anacHble YacTu.

[apaHTUNHBIN CPOK Ha aneKTPoUHCTPYyMeHTbl P.I.T. cocTtaBnseT 12 mecsueB co AHA NPOAaXM.

«C ycrnoBusiIMU rapaHTUAHOTO 06CnyXMBaHUsi 03HakoMreH(a). PaboTocnocobHOCTb U KOMMMEKT-
HOCTb U3[enusi NpoBepeHbl B MOeM NpUCyTCTBUM. [peTeHs3Ni k kadecTBy ¥ BHELLHEMY BUAY He
UMEIo».

Moanucb nokynatens
BO)
TenedoH

damunua(paszbopum-
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P.1.T.

Three-function 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
: (The Order shall be performed in a Service Center) (Signature)
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FAPAHTUUHBLIA TAJOH P.L.T.

HanmeHoBaHve

CepuiiHbI Homep

Oata npogaxw { » 20__ MecTo neyatu
(8anonHseTcs npogasLOM) unu wramna

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

20

20

WNHbIN HOMEP

[ata nony4vyeHns ot peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu

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

|

o
HaumeHoBaHwe |
CepuliiHbii HoMep : )
Hata npogaxw » 20__ MecTo nevatu
(8anonHsieTcst npogasLOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 {
3asiBka Ha PeMOHT :
3akasumk
TenedhoH (agpec)
MprymHa obpalueHms
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT npoBepeH B MOEM NPUCYTCTBUM
(3akas sanonusetca B CepsucHom LleHtpe) (Mognues) @ T O oL

|

HaumeroBsaHue O|
CepuiHbI HOMEpP : I3 )
[Nata npogaxu { ) 20 MecTo neyaTu :
(3anonHsaeTca npogaBLoOM) unu wramna

KAPTA TAPAHTUAHOMO PEMOHA :
[Nata npuema pemMoHT 20 {
3asBKa Ha pemMOHT :
3akasuuk
TenedoH (agpec)
MpunynHa obpalyeHns
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT NpoBepeH B MOEM NPUCYTCTBUU

(3akas 3anonHsetca B CepsucHom LieHTpe) (Moanuck)

32

MHbIN HOMEP

HanmeHoBaHne

Cepu
[ata npogaxu

NHbIA HOMEpP

HanmeHoBaHne

Cepu
[aTta nony4eHusi oT peMoHTa

[ata npogaxu




Media account

[E) pit_global [ PIT Global [ YouTube PIT Global

B2 bod@pit-tools.com www.pit-tools.com




