NHCTPYKLMA NONb3OBATENA

P1.1.

PMIG220-C1

CBAPOQYHbI MONMYABTOMAT

7500W E&ccn

Please read the instruction manual carefully before use!

MoxanyiicTa, BHUMaTENbLHOMPOUYTUTEUHCTPYKLMIONEPeaNCnonb3oBaHnem!

ROIENCHEICE



Automatic Welding Machine

P.I.T.




P.I1.T.

Automatic Welding Machine

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 seri-

ous injury.

Save all warnings and instructions for fu-

ture reference.

The term “power tool” in the warnings refers

to your mainsoperated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

» Keep work area clean and well lit.Clut-
tered or dark areas invile 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 a way
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.

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
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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.

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

instructions. Failure to follow the

warnings and instructions may result

in electric shock, fire and/or serious
injury.

Intended use

Semiautomatic inverter type direct current

welding machine (hereinafter referred to as

the product) is designed for welding using the

MIG / MAG methods (welding with electrode

wire in a shielded gas) and MMA (manual arc

welding with stick fusible covered electrodes).

The product can be used for welding various

types of metals.

Product features

The numbering of the components shown re-

fers to the representation of the power tool on

the graphic pages.

1. Polarity reversing cable

2. Torch connection socket

3. Power connector “+”

4. Power connector “-”

5. Fan

6. Power button

7. Connection for shielding gas

8. Power cable inlet

Technical Data

Model PMIG220-C1
Rated voltage 190-250 V~ /50 Hz
Rated power 7500 W
Output current range 10-220 A
Wire diameter (MIG) 0.8-1.0 mm
Electrode diameter

(MMA) 1.6-5.0 mm
Duty cycle (DC) 25 °C 60%
Weight 10.5 kg
Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc

Cable with grounding terminal 1pc

Torch cable 1pc
Welding shield 1pc
Hammer brush 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
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1.Gas test function indicator: used to check and adjust the shielding gas flow on the regulator of
the gas regulator before starting the welding process.

2.Welding mode indicator 2T. In 2T mode, pressing the torch trigger starts the welding process,
releasing it interrupts.

3.2T / 4T mode switch button.

4.Welding mode indicator 4T. In 4T mode, welding starts after a short pressing the control button
on the burner and turns off after pressing it again. This function allows you to not hold down the
torch trigger when welding long seams.

5. Unified adjustment (automatic)/partial (manual) adjustment mode switch button

6. Unified adjustment (automatic)/partial (manual) adjustment mode indicator: the indicator lights
up when in the partial adjustment mode. The unified adjustment means that the welding current
and the welding voltage are adjusted synchronously (automatically) to match each other, and
the partial adjustment means that the welding current and Separate adjustment of welding volt-
age (manual adjustment, for professional use)

7.PerynaTop cunbl ToKa.

8.MHankaTop pexuma npeaBapuTenbHON NMpoAyBKM ra3oM: cHavana nogaetcs ras, 3aTem
OCyLLeCTBNsAeTCA cBapka. [103BONSAET BbITECHUTL BO3AYX M3 FOPEnkX U CO3AaTb 3aLLUTHYIO cpedy
B MecCTe CBapkw 40 3a)XUraHus gyru.

9.VRD status indicator: Anti-shock mode, when the indicator light 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 gas flow to cool the electrode and ensure
high-quality crystallization of the welded joint in the protective shell.

11.VRD status activation/cancel button: anti-shock function activation/deactivation

12. Gas front blowing/back blowing mode switch button: gas front blowing and back blowing
function selection

13. Carbon dioxide gas indicator light, using 0.8mm welding wire

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

15. Voltage adjustment: Welding voltage adjustment (valid under partial adjustment mode)

16. MMA function indicator light: the light is on, the welder is working in manual welding (MMA)
mode

17. Flux-cored wire 1.0 indicator

18.MMA, MIG function switch button

19. 0.8 indicator light for flux-cored welding wire

20. Wire inspection function: Check whether the welding wire is well connected to the machine,

5
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and the gun can'’t get out of the wire.
21. Voltmeter

22. Power on indicator

23. Thermal protection indicator

24. Ammeter

Welding machine connection dia-

gram
Welding with solid wire (fig. 1)

Welding with flux-cored wire (Figure 2)

Welding with an electrode (Figure 3)

Assembllng the weldlng shield

r’/

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




P.I1.T.

Automatic Welding Machine

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.

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.
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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
Consumpti.on 5-8 | 8-16 |15-20|20-30
gas, r/ min
mirycx
Parameters of current strength and vhen 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:
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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

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

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 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 burner is not connected Connect the burner correctly
6 |No shieldi correctly
0 ShIeIdIiNG 935 535 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....... Vv 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.

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, ac-

cessories and waste packaging materials
must be recycled and reused in an environ-
mentally friendly manner.

Do not throw power tools and accumulators /
batteries into general household waste!
Product serial number interpreta-

tion serial number

No. @ 0395

Year month day

The first and second digits of the product seri-
al number from left to right

Year of production, the third and fourth digits
indicate the month of production.

The fifth and sixth digits indicate the produc-
tion day.

TERMS OF WARRANTY SERVICE
1. This Warranty Certificate is the only docu-
ment that confirms your right to free warranty
service. Without presenting this certificate, no
claims are accepted. In case of loss or dam-
age, the warranty certificate is not restored.

2. The warranty period for the electric ma-
chine is 12 months from the date of sale,
during the warranty period the service depart-
ment eliminates manufacturing defects and
replaces parts that have failed due to the fault
of the manufacturer free of charge. In the war-
ranty repair, an equivalent operable product
is not provided. Replaceable parts become
property of service providers.

P.1.T is not liable for any damage that may be
caused by operation of the electric machine.
3. Only clean tool accompanied with the
following duly executed documents: this War-
ranty Certificate, Warranty Card, with all fields
filled out, bearing the stamp of the trade orga-
nization and the signature of the buyer, shall
be accepted for warranty repair.

4. Warranty repair is not performed in the fol-
lowing cases:

- in the absence of a Warranty Certificate and
a Warranty Card or their incorrect execution;

- with failure of both a rotor and a stator of the
electric engine, charring or melting of primary
winding of the welding machine transformer,
charging or starting-charging device, with in-
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ternal parts melting, burn down of electronic
circuit boards;

- if a Warranty Certificate or a Warranty Card
does not correspond to this electric machine
or to the form established by the supplier;

- upon expiration of the warranty period;

- at attempts of opening or repair of the elec-
tric machine outside the warranty workshop;
making constructive changes and lubrication
of the tool during the warranty period, as ev-
idenced, for example, by the creases on the
spline parts of the fasteners of non-rotational
parts.

- when using electric tools for production or
other purposes connected with making a prof-
it, as well as in case of malfunctions related
to instability of the power network parameters
exceeding the norms established by GOST;

- in the events of improper operation (use the
electric machine for other than intended pur-
poses, attachments to the electric machine of
attachments, accessories, etc. not provided
by the manufacturer);

- with mechanical damage to the case, pow-
er cord and in case of damages caused by
aggressive agents and high and low tempera-
tures, ingress of foreign objects in the ven-
tilation grids of the electric machine, as well
as in case of damage resulting from improper
storage (corrosion of metal parts);

- natural wear and tear on the parts of the
electric machine, as a result of long-term op-
eration (determined on the basis of the signs
of full or partial depletion of the specified
mean life, great contamination, presence of
rust outside and inside the electric machine,
waste lubricant in the gearbox);

- use of the tool the purposes for other than
specified in the operating instructions.

- mechanical damages to the tool;

- in the event of damages due to non-obser-
vance of the operating conditions specified in
the instruction (see chapter “Safety Precau-
tions” of the Manual).

- damage to the product due to non-obser-
vance of the rules of storage and transporta-
tion.

- in case of strong internal contamination of
the tool.

Preventive maintenance of electric machines
(cleaning, washing, lubrication, replacement
of anthers, piston and sealing rings) during
the warranty period is a paid service.

The service life of the product is 3 years. Shelf
life is 2 years. It is not recommended for oper-
ation after 2 years of storage from the date of

manufacture, which is indicated in the serial
number on the label of the instrument, without
preliminary verification (for the definition of the
date of manufacture, see the User’'s Manual
earlier).

The owner is notified of any possible viola-
tions of the above terms of wa rranty service
upon completion of diagnostics in the service
center.

The owner of the tool entrusts the diagnostic
procedure to be conducted in the service cen-
ter in his absence.

Do not operate the electric machine when
there are signs of excessive heat, sparking, or
noise in the gearbox. To determine the cause
of the malfunction, the buyer should contact
the warranty service center.

Malfunctions caused by late replacement of
carbon brushes of the engine are eliminated
at the expense of the buyer.

5. The warranty does not cover:

- replacement accessories (accessories and
components), for example: batteries, discs,
blades, drill bits, borers, chucks, chains,
sprockets, collet clamps, guide rails, tension
and fastening elements, trimming device
heads, base of grinding and belt sander ma-
chines, hexagonal heads, etc.,

- fast wearing parts, for example: carbon
brushes, drive belts, seals, protective covers,
guiding rollers, guides, rubber seals, bear-
ings, toothed belts and wheels, shanks, brake
belts, starter ratchets and ropes, piston rings,
etc. Their replacement during the warranty
period is a paid service;

- power cords, in case of damage to the insu-
lation, power cords are subject to mandatory
replacement without the consent of the owner
(paid service);

- tool case.
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Pycckun
YKazaHus No TexHUKe 6e3onacHoCTU
O6uue ykasaHMs No TexHUKe Ge3onacHo-
CTU ANS 3MEeKTPOUHCTPYMEHTOB

NPEOYNPEXOEHUE

MpouTuTe BCe yKa3aHWUsi U UHCTPYK-

LMK MO TeXHUKe 6e30MacHoOCTH.
HecobntogeHue ykasaHuii U UHCTPYKUUIA MO
TexHuke 6e30MacHOCT MOXET cTaTb MpUYm-
HOW MopakeHUs! areKTPUYECKUM TOKOM, Moxa-
pa 1 TSKenbIX TpaBM.
CoxpaHsiiTe 3TU MHCTPYKUUU U yKa3aHuUs
Ans 6yayliero UCnosib3oBaHus.
Mcnonb3oBaHHOE B HACTOALMX UHCTPYKLMAX
N yKasaHusIX NOHSATUE «3NIEKTPOUHCTPYMEHT»
pacnpocTpaHsieTcsl Ha 3MEKTPOUHCTPYMEHT C
nMTaHMeMm OT CETU (C CETEBbIM LLUHYPOM) U Ha
aKKyMYynSTOPHbIA 3NEKTPOUHCTPYMEHT (6e3
CETEeBOrO LUHYpa).
Be3onacHocTb paﬁoqero MecTa
» Copepxute pabovee MeCTo B YACTOTE U
XOPOLWO OCBeLeHHbIM. Becrnopsigok unum
HeocCBelLeHHble yyacTku paboyero mecta
MOTYT MPUBECTU K HECYACTHbLIM CIy4asiM.
He pa6oTaiTe ¢ 3TUM 3NEeKTPOUHCTPY-
MEHTOM BO B3pbIBOOMAacHOM nomelye-
HUMU, B KOTOPOM HaxoasTcs ropryue
XUAKOCTU, BOCMIaMeHsloWmnecs rasbl
UIK Nbifb. ONEKTPOUHCTPYMEHTbI UCKPST,
YTO MOXEeT MPUBECTU K BOCMIIaMEHEHUIO
NIV UMK NapoB..
Bo BpeMsi paboTbl C 3NIEKTPOUHCTPY-
MEeHTOM He AonyckauTte 6nusko k Ba-
wemy paboyeMy MecTy AeTtei M nocro-
POHHUX nuy. OTBNEKWUCb, Bl MoxeTe
noTepsiTb KOHTPONb Hak 3MEKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHOCTb
» LliTencenbHas BUMKa 3MeKTPOUHCTPY-
MeHTa JOoIKHa NoAXoAUTb K WTencernb-
Hou po3eTke. Hu B Koem cnyyae He
U3MeHsANTe WTencenbHy BUnky. He
npUMeHsiNTe NepexoaHble WTeKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aLyuT-
HbIM 3a3eMJieHMeM. HensmeHeHHble
WwTencenbHble BUNKU U Noaxoasauime
LUTencerbHble PO3ETKN CHUXAaKT PUCK Mo-
PaXXeHUs1 ANIeKTPOTOKOM.
MpepnoTBpawanTe TenecHbIW KOHTAKT
C 3a3eMJIeHHbIMM NOBEPXHOCTAMMU, KakK
TO: ¢ Tpy6amu, aneMeHTaMu1 OTONMEeHUs,
KYXOHHbIMU NAIUTAMU U XONoAUNbHUKA-
Mu. MNpu 3asemneHnn Balero Tena nosbi-
LLIAETCA PUCK NOpPaKeHNs 3MEKTPOTOKOM.
» 3awumiwante anNeKTPOMHCTPYMEHT OT Ao-

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

He paspelaetcs ucnonb3oBaThb LWHYP
He Mo Ha3HayYeHUl, Hanpumep, Ans
TPaHCMOPTUPOBKU UMW NMOABECKMN 3reK-
TPOMHCTPYMEHTA, UNU AN BbITArMBa-
HUS BUNKW U3 LUTENCeNIbHOW PO3eTKU.
3awmuwanTte WHyp oT Bo3AeNCTBUSA
BbICOKUX TemnepaTyp, Macna, ocTpbix
KPOMOK MIM NMOABWXHbIX YacTel anek-
TpouHcTpyMeHTa.lloBpexXaeHHbIn nnu
CMYyTaHHbIM LWHYP NOBbLILLAET PUCK Nopaxe-
HWSI ANEKTPOTOKOM.

Mpu pa6oTte c 3NEKTPOUHCTPYMEHTOM
noa OTKPbLITbLIM HEGOM NpuMeHsANTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNMpumMeHeHne NPUroAHOro ANs
paboTbl Nog OTKPbITEIM HEGOM kabens
YANUHUTENS CHUXAeT PUCK Nopa)xeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb Npume-
HEHUA 3NEeKTPOUHCTPYMEHTA B CbIPOM
nomeLleH1u, NoakmoyanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLUTHOro
oTKMtouYeHus. MpumeHeHne ycTpoiicTea
3aLUUTHOrO OTKITIOYEHUS CHUXaeT pUck
3MEKTPUYECKOrO NMOPaXKEHUS.
Be3onacHocTb nioaen

» ByabTe BHUMaTenbHbIMU, cneauTe 3a
TeM, 4YTo Bbl Aenaete, n NnpoayMaHHO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B yCTafioM COCTOSIHUM
unu ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTUYECKOro MU anKorosbHOro
OMNbsIHEHUA UMK Nog Bo3JeNcTBUEM ne-
kapcTtB. OgMH MOMEHT HEBHUMAaTENbHO-
CTV Npu paboTe C 3NEeKTPOUHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HLIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYaATNb-
HOW 3aWMTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs UHAMBUAYaNbHOWM
3alWWThl, KaK TO: 3alUTHON Macku, oByBu
Ha Heckosb3silien NoAoLBe, 3aWMUTHOMO
lwrnemMa unu cpeacTs 3aluTbl OpraHoB
cnyxa, — B 3aBUCMMOCTM OT BuAa paboTbl
C 3MEKTPOMHCTPYMEHTOM CHUXAeT pUCK
nony4yeHns TpaBMm.

MpepoTBpalyaniTe HenpeagHamMmepeHHoOe
BKJIlOMeHUEe 3NIeKTPOUHCTPYMEHTA.
Mepen noaknYeHUEM 3NEKTPOUH-
CTPYMEeHTa K 3MeKTPONUTaHuIo u/unm K
aKKyMynsiTopy y6eautech B BbIKIHO4€EH-
HOM COCTOSIHUM 3NEKTPOUHCTPYMEHTa.
YnepxaHue nanbla Ha Bblkniyatene npu-
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TPaHCMOPTUPOBKE U NOAKMIOYEHNE K CEeTH
NUTaHUS BKIIOYEHHOTO 3MEeKTPOUHCTPY-
MeHTa YpeBaTo HeCHACTHLIMU Cry4asamm.
Y6upaiTe ycTaHOBOYHbIA UHCTPYMEHT
MUNKW raeyHble KNOYN A0 BKIIOYEHUNA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT unu
KINIoY, HaxoAalWmMNes Bo BpallatoLencs
4YaCTU 3NEKTPOUHCTPYMEHTA, MOXET npu-
BECTU K TpaBMam.

He npuHumanTe HeecTecTBEHHOE Nosno-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTON4MBOE NMOJIOXKEHNE U COXPaHSN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe nyudlle KOHTPONMpoBaThb ANEKTPO-
WHCTPYMEHT B HEOXMAAHHbLIX CUTYaLMAX.
Hocute nogxoaswyt pabouyto ope-
xpy. He HocuTe wWupokyto opgexay u
yKpalweHus. [lepxute BoOnockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
cten. lnpokas opexaa, ykpaweHusa mnu
ONVIHHBIE BOMOCHI MOTYT ObITb 3aTSAHYTHI
BpaLLALWMMUCA YacTAMMU.

Mpn HanM4YMn BO3MOXHOCTU YCTaHOBKMN
nbifnieoTcachIBaloWMX U NbiNecOoopHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe U NpaBUilbHOE UCMNOosib30BaHue.
MpuMeHeHWe nblneoTcoca MOXET CHU3UTb
ONacHOCTb, CO34aBaeMmyto MbifbHo.
Xopolee 3HaHWE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHOe B pe3yrkTaTe 4acToro
MX MCMONb30BaHWA, He AOMKHO NPUBO-
AUTb K CAMOYBEPEHHOCTU U UTHOPUPO-
BaHMIO TeXHMKKU Ge3onacHocTu obpa-
LEeHUS C NeKTpouHcTpyMmeHTamu. OgHo
HebpexxHoe AelcTBUE 3a [OM0 CeKyHAbI
MOXeT MPUBECTU K CEPbE3HbIM TpaBMaM.
BHUMAHMWE! B cnyyae BO3HWKHOBEHUS
nepebosi B paboTe aneKTPOMHCTPYMEHTa
BCMeACTBME MOSTHOrO UMM YaCcTUYHOrO
npekpalweHns aHeprocHabxeHns unu
NOBPEeXAeHUS Lenn ynpasBneHns aHepro-
cHabXeHueMm ycTaHOBWTE BblKMovaTenb
B rnonoxexve Bbikn., y6eanBLwmnCh, 4TO
OH He 3abnokMpoBaH (Npv ero Hanmu4yuu).
OTKNIOYMTE CETEeBYI0 BUNKY OT PO3eTKU
UM OTCOEANHUTE CBEMHBIA aKKyMymnsaTop.
OTuM npepoTBpaLLaeTcs HEKOHTponmpye-
MbIVi MOBTOPHbIV 3anyck.

MpumMeHeHNe 3NEKTPOUHCTPYMEH-

Taun oGpau.l,eHMe C HUM
» He neperpyxaiiTe 3feKTPOUHCTPYMEHT.

Ucnonb3yiTe ana Bawen pa6oThbl
npeAHa3Ha4yeHHbIVW ANA 3TOro 3NeKTPo-
MHCTPYMEHT. C noaxoasilium anekTpo-
MHCTPYMEHTOM Bbl paboTaeTe nydie u

HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTW.

» He pa6oTtaiiTe C 3M1€KTPOUHCTPYMEHTOM
npu HeUcCrnpaBHOM BbIKMo4YaTene. dnek-
TPOMHCTPYMEHT, KOTOPbLIA He nogaaeTcst
BKITHOYEHMWIO UMW BbIKMHOYEHWIO, OnaceH 1
OOIMKEH BbITb OTPEMOHTUPOBaH.

» XpaHuTe 3NeKTPOUHCTPYMEHTLI B Hefo-
cTynHoMm ansa aeteit mecte. He paspe-
WwanTe NoNb30BaTbCs 3NEKTPOUHCTPY-
MEHTOM Nnuuam, KOTopbie He 3HaKOMblI
C HAM WUIM He YUTanu HacTOSILUX UH-
CTPYKUUIA. DNEKTPOUHCTPYMEHTLI OnacHbl
B pyKax HEOMbITHbIX JIUL.

» TwatenbHO yxaxuBauTe 3a 3nekTpo-
MHCTpyMeHTOM. lNpoBepsanTe Gesy-
npeyHyto pyHKLUUIO U XOA4 ABWXKYLINXCS
yacTen 3NMEKTPOUHCTPYMEHTa, OTCYT-
CTBME NMONIOMOK UMW NOBpPeXAeHUMN,
oTpuuaTenbHO BAUSAIOWNX Ha PYHKLUIO
3rneKTPOUHCTpyMeHTa. MoBpexaeHHble
4acTU AONXHbl GbITb OTPEMOHTUPO-
BaHbl 40 UCMNOJSIb30BaHUS 3NEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSI€TCS NMPUYUHOWN
6OnbLUOro YKCNa HeCHacTHLIX CryYaes.

» [lepxute pexyLmin UHCTPYMEHT B 3a-
TOYEHHOM U YUCTOM COCTOSIHUM. 3a60T-
FIMBO YXOXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMu pexe
3aKMMHMBAIOTCA U UX flerye BECTU.

» [puMeHsTe 3NeKTPOUHCTPYMEHT, Npu-
HapgnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBUM C HACTOSALUMMU
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
pa6oume ycrnoBusi U BbINONHSAEMY O
pa6oTy. icnonb3oBaHve 3neKkTPOUHCTPY-
MEHTOB [NA HEMPeayCMOTPEHHbIX paboT
MOXET MPUBECTU K ONacHbIM CUTyaLMsIM.

» [lepXuTe py4YKM U NOBEPXHOCTU 3a-
XBaTa CyXMMU U YUCTbIMU, crieauTe
YTOObl HAa HUX YTOGbI HAa HUX He GbIno
XUOKOW UNU KOHCUCTEHTHON CMa3KMu.
CKonb3Kkne pyyku U NMoBepxXHOCTU 3axsaTa
npensTcTBYOT Ge3onacHoMy obpalleHuto
C UHCTPYMEHTOM U He JalT HagexHo
KOHTPONMMPOBAaTh €ro B HenpeaBuaeHHbIX
cuTyauusx.

CepBuc

» PeMOHT 311eKTPOMHCTPYMEHTa AOSKeH
BbIMOJTHATLCSA TOMbKO KBanuduuupo-
BaHHbIM NEePCOHANoM U TONMbLKO C Npu-
MeHeHUeM OpUrMHanbHbIX 3anacHbIX
yacTen. OTM obecnednBaeTcs Hesonac-
HOCTb 3/1EKTPOMHCTPYMEHTA.

15



P.I1.T.

CBapouyHbIn MonyasTomar

MHCprKLIMVI no TexHuke 6esonac-
HOCTU ANnA 3JIeKTPpoCcBapo4YHOro

annapaTta

» O6GsizaTenbHO yaoCTOBepbTeCb, YTO
aneKTpuyeckasa poseTka, K KOTOpom
NoAkKmnYaeTcA UHBEPTOpP 3a3eMieHa.
3anpewaeTcsi NpukacaTbCA K OrosieH-
HbIM 31IeKTPUYECKMM YacTAM U INeKT-
poAy OTKPbITbIMWA 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 HaxXoauTeChHL B 6e30-
NacHOM MOJIoXXeHUMN.

He BAbixanTe rasbl, o6pasyrwumecs
npu cBapKe, OHM BpeAHbl Ansi 340po-
BbSl.

Heo6xoaumo obecneuynTtb gocTtaTou-
HYI0 BEHTUNALUMIO paGoyero mecrta unm
MUcnonb30BaTh crneuunarnbHble BbITSXKU
Ans yaaneHus rasoB, obpa3sylolmnxcs
B npouecce NpoBeAeHUs1 CBApPOYHbIX
pa6or.

[ns 3awuTbl rMas v Tena ucnonb3ynre
noaxopsillyo 3alUTHYH MacKy, CBeTo-
cunbTp U 3awuTHYO oaexay. Ogexaa
[ormkHa ObITb NMOMHOCTbLIO 3acTerHyTa, YTo-
Obl MCKPbI 1 BpbI3rK HEe Nonagany Ha Teno.
MpuroToBLTE NOAXOAALLYH 3aLUTHYIO
MacKy MU 3aHaBecKy ANA 3aWuThbl
cMoTpsAwero. [Ina 3awmTsl gpyrnx nogen
OT M3MyYeHUs Oyrv U ropsynx meTannos
Heobxoaumo orpaguTb pabouyto 30Hy or-
HeyMNOpHbIM OrpaxxaeHneMm.

Bce cTeHbl n non B pa6o4yen 30He
LONMXHbI ObITb 3aliULLEeHbl OT BO3MOX-~
HOro nonagaHusi UCKP U pacKarieHHoro
MeTanna, Yto6bl n3bexartb TNEeHUs 1
BO3ropaHusi

He ponyckaiTe HaxoxaeHust Ha pabo-
YyeM MecTe roprH4ux MaTepuanoB (ge-
peBo, 6ymara, TPSAANKU U T.A4.).

Mpu npoBeaeHUN cBapku HeobxoauMO
obecneuntbL pabo4yee mecTo cpeacTBa-
MU MOXapoTyLUEeHUS.

3AMPELLUAETCA:

Vcnonb3oBaTb cBapOYHbIM MonyaBToOMaT B
CbIpbIX MOMELLEHNAX UMW Nog AOXKAEM;
VMcnonb3oBaTtb anekTpuyeckue kabenu c
NOBPEXAEHHOW M30MSAUMEN NN NITOXUMU
coeaMHUTENbHbIMU KOHTaKTamu;
[MpoBoanTbL cBapoOYHble paboTbl HA KOH-
TeriHepax, EMKOCTAX Unmn Tpybax, KoTopble
cogepxxanu xugkue unu razoobpasHble

>

ornacHble BELLeCTBa;
MpoBoanTb cBapoyHble paboTekl Ha pe-
3epByapax nopj AaBneHneM;

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

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

Ecnu Bo Bpems yCTaHOBKWU U 3Kcnny-
aTauMu BO3HWUKHYT npob6nembl, noxa-
nywcTa, crneayute 3TOM UHCTPYKUMU No
3KcnnyaTauumn aAnsA npoBepKu.

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

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

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

MN3beranTe cBapku Ha COmnHLUe Unu nopj
kannsamu BoAabl. He pgonyckarnte nonaga-
HWSt BOAbI BHYTPb MaLUWHbI.

MN3beranTe cBapku B MblfbHbIX MecTax
WInu B cpefie C arpecCUBHbLIM ra3om.
W3beranTte rasoBo cBapku B cpege C
CUNbHbLIM BO3AYLIHBLIM MOTOKOM.
Pa6ouui, y koToporo yctaHOBMEH Kap-
AVNOCTUMYNATOP, AOMMKEH MPOKOHCYMb-
TUPOBaTLCSA C BPa4yoM nepep cBapKow.
lMoTomy 4TO anekTpoMarHMTHoe none
MOXeT HapyLWuTb HOpManbHyl paboTy
KapauoctTuMmynsTopa.

OnucaHuve npoayKta u ycnyr
MpouTuTe BCe yka3aHUs U UHCTPYK-
LMK No TexHUKe Ge3onacHOCTHU.
YnyLweH1s B OTHOLLEHUWN yKa3aHuin n
VHCTPYKLMWIA NO TexHuke 6e3onacHocTv mMoryT
CTaTb NPUYMHOW MOPaKEHNS NEKTPUYECKUM
TOKOM, Nnoxapa 1 TshKernblX TpaBM.

I'IpumeHel-me Mo Ha3Ha4YeHUrw
CBapoyHbIi nonyaBToMaT MHBEPTOPHOTO TUNa
NOCTOSIHHOTO TOKa (Aanee — usgenvie) npea-
HasHaveH AnsA CBapoyHbIX paboT meTogamu
MIG/MAG (cBapka 3neKkTpOAHOI NPOBOIOKON
B cpefe 3awwuTHoro rasa) u MMA (py4dHas
3MeKTpoAyroBas cBapka LUTYYHbIMW MnaBKu-
MV MOKPbITEIMW aneKkTpoAamu).

M3penve MoxeT NPUMEHATHLCA ANSA CBapKM
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pPasnn4HbIX BUOOB MEeTansnos.

I/I306pa)|<e|-|Hb|e COCTaBHbIe 4YaCcTun
Hymepauns npegctaBneHHbIX KOMMNOHEHTOB
BbIMOSIHEHA MO U3006paXeHWto Ha CcTpaHuLe ¢
nnncTpaunamn.

1. Kabenb nepekntoyeHms NonsipHOCTU

2. PazbeM NoaknoveHns ropenkm

3. CunoBoii pasbeM «+»

4. CnoBOK pasbem «-»

5. BeHTUnsTop

6. KHonka nuTtaHua

7. WTyuep ANs NoAKMoYeHUs 3aLLUTHOrO rasa
8. Bxop kabensa nutaHus

TexHn4eckune XapakKTepucTukun
Mopgenb PMIG220-C1
HoMnHanbHOe Ha- 190-250 B / 50 'y
npshkeHune / yactoTa

HomMrHanbHas MoLL- 7500 BT
HOCTb

[nana3oH BbIXOAHOrO 10-220 Al
TOKa

[OuameTp NpoBOMOKM

(MIG) 0,8-1,0 Mm
[nameTp 3nekTpopaa .

(MMA) 1,6-5,0 Mm
MpogonXxnTenbHOCTb 25C 60%
BkntoveHus (MB)

Bec 10,5 kr
KomnnekTt noctaBku

CBapo4HbIn nonyasTomar 1wt
Kabenb c anektpogoaepxarenem 1wt
Kabenb c kneMMon 3a3emMreHus 1wt
Kabenb c ropenkom 1wt
LLinTok cBapOYHbIf 1wt
LLleTka-monoTok 1wt
PykoBoacTBo Mo akcnnyatauum 1 WwT.

MpumeyaHue

B TekcTte M unMdpoBbiX 0O603HAYEHUAX WH-
CTPYKUMM MOTYT ObiTb AONYLLEHbl TEXHNYe-
CKue oLmbKM 1 onevaTtku.

Tak kak nHcTpymeHT P.L.T. nocTosHHO cosep-
LIEHCTBYETCS, KOMMaHWsa ocTaBnseT 3a cobon
npaBoO BHOCUTb U3MEHEHWS B YKa3aHHble
30€Cb TEXHNYECKNE XapaKTEPUCTUKN N KOM-
nnekTaumio 6e3 npegBapuTENbLHOIO YBEAOM-
neHus.

MoaroToBka K paboTe

YcTaHaenuBaviTe annapaT Ha pOBHOW NOBEPX-
HOCTW. Paboyee MecTo JOMKHO BbITb XOPOLLO
BEHTUMMPYEMbIM, CBapOYHbI annapart He
[OOIKeH noasepraTbCsl BO3LENCTBUIO Nbinu,
rpssu, Brarm n aktmeBHoro napa. [na obecne-
YeHWs1 HOPMarnbHOW BEHTUALMN PacCTOsiHUE

OT annaparta Ao ApYrux npeaMeToB OOMKHO
6bITb He MeHee 50cMm.

BHUMAHUWE! Bo nsbexaHune nopaxeHus
3NEKTPUYECKMM TOKOM MCMONb3YNTE TONbKO
3MNEKTPUYECKYHO CETh C 3aLUUTHBLIM 3a3eMrisito-
MM NPOBOAOM W PO3ETKM C 3a3eMMAOLLMMM
koHTakTamu. 3AMNMPELLAETCSH nepegenbiBaTtb
BUIIKY, €CNIN OHa He MOAXOAUT K po3eTKe.
BmecTo 3TOro KBannuUMpoBaHHbIN 3nek-
TPUK OOIMKEH YCTAaHOBUTH COOTBETCTBYIOLLYIO
PO3ETKY.

O6ecnevyeHne 6e3onacHOCTM noa-

FOTOBKMU K pa60Te

lMepen BkNOYEHMEM M3OENUs yCTaHOBUTE
BbIKMOYaTesNb B nonoxeHune «0», a perynatop
TOKa B KpaliHee NneBoe NofoXeHue.
MogroToBkTECH K paboTe:

— MOAroTOBLTE CBapuBaeMble AeTanu;
obecneybTe OOCTATOYHYH BEHTUNALUIO
paboyero mecTa;

ybeauTechb B OTCYTCTBUM B BO34yXe MapoB
pacTBopuTenen, NerkoBocniaMeHsoLWwmnx-
cs1,B3pbIBYaTbIX M XNopcoaepKalnx Be-
LLeCTB;

npoBepbLTe BCE MOAKIIOYEHUS K U3AENUIO.
[omkHbl OblTb BbINOMHEHbI NPaBUbHO U
HaAEXHo;

npoBepbTe CBapOYHbIA kabenb, B cnydvae
NMOBPEXAEHMS OH JOMKEH ObITb 3aMEHEH;
NCTOYHUK NUTaHWSA AOSMKEH OblTb OCHALLEH
3alUMTHBIMKU CUCTEMAMMU.

Ecnu Bbl cTONKHYnuch ¢ npobnemamu, ¢ KoTo-
pbIMKU He MOXeTe cnpaBuTbCs,06palLanTech
B CEPBUCHbIN LEHTP.
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3]19MeHTbI ynpaBneva n VIH,CWIKaTOpr

IG/ M220A

PRE-FLOW, €.5(C0:/0.8)

8-

FLUX
{NOGASI0g)
Posy/hs C-S(MAGI0.8) 2‘:§1 0

L €W WW

1.MHavkaTop yHKUMM NPOBEPKM ra3a: UCMOorb3yeTcst Ans MPOBEPKU U PErynMpoBKU Ha perynsi-
TOpe rasoBOro pedykTopa noToka 3aLMTHOrO ra3a 4o Havana cBapO4HOro npouecca.
2.MHgukatop pexuma ceapku 2T. B pexvme 2T HaxaTue KHOMKW ynpasneHus ropenkomn 3any-
CKaeT NpoLecc cBapku, OTNyCcKaHWe — NpepbIBaeT.

3.KHonka nepekntoyeHus pexumos 2T / 4T

4.NHpmkatop pexuma ceapku 4T. B pexxume 4T, cBapka Ha4MHaeTCsi Nocne KpaTkoBPEMEHHOIO
HaXxaTusi KHOMKW yrpaBneHns Ha roperike 1 OTKITHYaeTca nocre NMOBTOPHOro Haxatus. [laHHas
PYHKLIMS NO3BONSET He AepXKaTb HAaXaTol KHOMKY Ha roperike Npu cBapke AfMHHbIX LUBOB.

5. KHomka nepeknoveHrs pexmma yHUOULMPOBaHHOW (aBTOMaTUYECKON) / YaCTUYHOW (py4HOW)
perynMpoBku.

6.MlHaukaTop pexuma yHUULMPOBaHHON (aBTOMAaTU4eCKOM) / YaCTUYHON (Py4HOW) HACTPOMKK:
VHAMKaTOp 3aropaeTcs B PeXUMe 4acTUYHOW HacTponku. EanHas perynvpoBka o3HavaeT, 4To
CBapOYHbIi TOK U CBAPOYHOE HamnpsiKeHUe perynmnpyTcs CUHXPOHHO (aBTOMaTU4ecku) Ans
cornacoBaHust Apyr C ApYroMm, a YacTU4yHas perynmpoBKa O3HA4aeT, YTO CBAPOYHbIN TOK U pas-
OenbHas perynupoBka CBapOYHOro HanpsKeHus (pyyHasi perynvmpoBka, Ans npodeccrMoHasnsHo-
ro UCMoMb30BaHs)

7.PerynsaTtop cunbl Toka

8.MHavkaTop pexvnma npegsapuTenbHOM NPoAyBKM ra3oM: cHadvana nogaertcs ras, 3atem ocy-
LlecTBNsieTcs cBapka. [103BoNsieT BbITECHUTbL BO3AYX M3 FOPENKN 1 Cco3aaTh 3alUMTHYIO cpeay B
MeCTe CBapKu 0 3aXuUraHus ayru.

9.MHamkaTop coctosHnsa VRD: pexum 3awuTsl OT yAapoB, Koraa MHAMKATOP ropuUT, OH HaxoamT-
Cs1 B peXxvme 3aluThl OT YAAPOB, @ BbIXOAHOE HanpsikeHne Huke 6e30nacHOro HanpshkeHust.
10.CBeTOBOM MHAMKATOP pexuma NpodyBKWM ra3oMm: NPOAOHKaeT nogady rasa Anst OXNaxaeHus
anekTpoAa n obecneyeHnss Ka4eCTBEHHOW KPUCTannu3aumMm CBapo4HOro COEANHEHUS B 3aLLmT-
HoI oBornouke.

11.KHonka aktuBauum / oTMeHbl ctatyca VRD: aktuBaums / geakTMBauusi aHTULLOKOBOW (PyHK-
uum

12.KHonka nepekntoyaTens pexxumoB nepegHero / 3agHero obaysa: BbIGOp hyHKLMM NpSIMOro u
obpaTtHoro obayBa rasom.

13.CBeTOBOM UHAMKATOP YINEKNCIIOro ra3a ¢ UCMoNb30BaHMEM CBapOvHOW NpoBonoku 0,8 mm.
14 MlngukaTop cMeLLaHHOro rasa, ceapodHasi nposorioka 0,8 Mm.

15.PerynvpoBka HanpspkKeHUs: perynupoBka CBapOYHOro HamnpsixeHus (DencTBYET B pexunmMe ya-
CTUYHOW perynupoBku).

16.NHavkaTtop dyHkummn MMA: npu BKINIOYEHHOM MHAMKATOpe , CBapLUMK paboTaeT B pexunme
py4Hown cBapku (MMA).

17 .NHpukatop nopolukoBow nposoroku 1.0.

18.KHonka nepekntoyatenst pyHkumin MMA, MIG

19.NHaukaTop 0,8 ANs NOPOLLKOBOI CBAPOYHOW NMPOBOIOKK

20.PyHKUMS MPOBEPKM MPOBOSIOKU: NMPOBEPSIET, HAAEXHO NN CBapOYHasi NpoBosioka nogcoeau-
HeHa K annapary v He BbIXOAWT M1 ropenka 13 NpoOBOOKM.
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21.BonbTmeTp 22.HANKATOP BKIIOYEHUS.
23.M\HankaTop Tennoson 3awuTbl. 24.Amnep-
MeTp.

Cxema nogKro4eHUss CBapo4yHOro

annaparta
CgBapka cnnowHon nposonokou(puc 1)

CBapka anektpogom(puc 3)

@w

C6opka CBapoO4YHOro LWUTKa

MoaroToBKa K cBapke B pexume
MIG/MAG

BbibeprTe He06XOAMMBIN BUA CBApKW C MOMO-
Wwbto KHoMkn 15. Takke ycTaHOBMTE Npw No-
MOLLM NepekmoyaTens 2 pexuM BKoYeHns/
BbIKITIOYEHNS1 CBapoYHOro Toka (2T — cBapka
BELETCS NPY HaXaTow KHomke ropenku, 4T —
nepBoOe HaXaTue Ha KHOMKY roperku — Havano
CBapKu, BTOPOe HaxkaTne — KOHeL, CBapKu).
®yHkums VRD oTBevaeT 3a NMOHMXEHWUW Ha-
NPS>XXEHWUsT XONMOCTOro xoAa UCTOYHMKA A0
6es3onacHbIx ons 4Yenoseka 12-24 BonbT,
T.e. CHWXKaeTcs HanpshkeHue, Korga annapart
BKJIOYEH,HO cBapka He npowussoautcd. Kak
TOMbKO HaYMHAeTCs NPOoLLEeCcC CBapKu, yCTPoW-
ctBo VRD BoccTaHaBnueaet pabouune napa-
METPbI HANPSXKEHUS.

Onuus VRD akTyanbHa B Takux crnyyasx:
Annapat akcnnyaTMpyeTcsa B yCNoOBUSX MOBbI-
LLEHHOW BNaXXHOCTN BO3AyXa; BblCOKune Tpebo-
BaHNSA K TeXHWKe 6e30MacHOCTU Ha OObekTe;
1cnornb3oBaHWe CBapo4YHOro obopyaoBaHns
Ha HebonbLUMX MnoLwaaKax.

Mopenka

CeapouHas ropenka MIG/MAG cocTouT 13
OCHOBbI, COEAUHUTENBHOrO Kabensa v py4ku.
OcHoBa coefuHAET CBapO4YHYl ropenky u
YCTPOWCTBO nogayu nposonoku. CoeanHu-
TenbHbIN kKabernb:

[MOKPBITBIN HEMNMOHOM HaMPaBMSALMIA KaHan
noMeLleH B LeHTp nornoro kabens. BHyTpeH-
HAS YacTb KaHamna npefHasHaveHa ang no-
nauun nposonoku. CeobogHoe NMpoCTPaHCTBO
MeXay KaHanom u nonblM kabenem npegHa-
3Ha4yeHo ANs nogayu 3awmTHoro rasa.Cam
noneli kabenb NpefHasHaveH ANs nogayu
TOKa.

BHUMAHME! lMepen cbopkori n pasbopkon
ropenku unv nepen 3aMeHoW KOMMOHEHTOB
HeobXoAMMO OTKIMYMTb MOAAYY dNeKTponu-
TaHus.
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YcTtaHOBKa KaTyLKu

MonbepuTte HeobxoouMyo NMPOBOMOKY B CO-
OTBETCTBUM C TEXHOmorven ceapku. Quametp
NPOBOSOKN [OSXEeH COOTBETCTBOBATbL MpW-
BOAHOMY POSMKY, HanpaensoLeMy kaHany 1
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoWiTe BOKOBYIO KpbILLIKY annaparta Ansi
YCTaHOBKU KaTYyLLKM C NPOBONoKon. OTKpyTUTe
PErynmnpoBOYHbIN BUHT KaTyllkogepKaTens,
HaJeHbTe KaTyLKy Ha KaTylukodepxaTenb 1
3adukcupynTe ee aTuM xe BUHTOM. KoHel
NPOBOIOKM [OIMXeH HaxoauTbes nop Gapa-
6aHoM, HanpoTUB noJatLero ycTponcTaa.
C noMoLLbl0 PerynmpoBOYHOro BUHTa OTpe-
rynupynte cuny dukcauumn kaTtylwku. Karyw-
Ka AormkHa cBob6oAHO BpalaTbCs, HO Mpu
paboTe He gomkHO 06pa3oBbIBaTbCS NETENb
npoonoku. Ecnn obpasytotca netnu, Heob-
XOOUMO CUIbHee 3aTsiHYTb PerynmpoBOYHbI
BUHT. Ecnun kaTylika BpalwaeTcs ¢ Tpyaom,
ocnabbTe BUHT.

ge)

YcTaHOBKa NMPOBOJIOKMN B HanpaB-

NALWWA KaHan

OcnabbTe 1 onycTute Ha cebsa perynsartop.
[MogHMMUTE NPWKUMHON PONWK;

OTpexbTe N30rHYThI KOHYMK MPOBOMNOKK U 3a-
npaBbTe NPOBOMOKY B HANpPaBnsAWMIA kaHarn
nopaloLlero ycTponcTaa, BbIPOBHANTE ee B
KaHane npuvBOAHOro ponuka. Yoeamtech, 4To
KaHan ponvika cooTBETCTBYeT AuamMeTpy npo-

BOIOKY;

lMomecTnTe NPOBOMOKY B KaHaN pasbema cBa-
POYHOWN rOpernku, OTNYCTUTE MPUKMMHOW po-
JNIMK, N BEPHUTE B BepTUKalribHOE MOoJioXeHne
perynsitop.

OTperynupynte gaBneHne nNpyxumMHOro ponm-
Ka.
— T[lpu cBapke cTanbHOW NPOBOMOKON HEOO-
XOAMMO rcnonb3oBaTh V-06pa3sHyto kaHaB-
Ky NPYBOLHOIO PONnuKa;

[Mpy ucnonb3oBaHUM OCOBON MPOBOSO-
Kn HeobxoaMMo UCNonb3oBaTh LLUECTEPEH-
YaTyto KaHaBKy MPVBOAHOIO PoruKa (Hanm-
4yme 3aBUCUT OT MoAenn n KoMmnnekrtauuun
annapara).

Mpn ncnonb3oBaHWM antOMUHUEBON
NPOBOJIOKU HeO6XOLLI/IMO ncnonb3oBaTthb
U-ob6pasHyto kaHaBKy MPUBOAHOrO ponu-
Ka(HaﬂI/I‘-IVIe 3aBUCUT OT MoAesni U KoOM-
nnekTauuy annapara).

Mopaya NpoBONOKN B CBapOYHbLIN

pykaB

OTKpyTUTE CBAPOYHbIVi HAKOHEYHMK Ha ropern-
Ke.

[Ina npoTarneaHnsa NPOBOMOKM B pyKaB ropert-
KN HeobxoamMmMo BpeMEeHHO nofaTb nNuTaHune
nepeksito4eHneM BblKodaTens 6 n Haxvumarb
KHOMKY 16(npoTsXKka NpoBOMOKM) A0 Tex
nop,NoKa OHa He 3amnofiHUT KaHan CBapO4HOro
pykaBa 1 He BbInAeT u3 ropenku. OTknoumTe
nutanue. MNMpumedanne! na ceobogHoro npo-
XOXJEHVs NpoBOMOKM B kabene, pacnpsamuTte
ero no Bcen AnviHe. MNpn nogaye NpoBOMOKK
ybeanTtechb, 4TO OHa cBOOOAHO ABUXETCS B
KaHarne npuBOAHOrO pornvka u CKOpOCTb Mo-
Aayn paBHoMmepHas. Ecnu ckopocTb nogaun
HepaBHOMEpPHa,oTperynupynTe AaBneHue
NPWXMMHOIO pornuka.

[MopnGepnTe 1 3aKkpyTUTE KOHTAKTHbIA HaKO-
HEYHWK, COOTBETCTBYIOLLMIA ANamMeTpy NpoBO-
NOKM 1 yCTaHOBUTE COMIIO.

PexXnmbl nonyaBToMaTtuyeckomn
cBapKu

[aHHasa ycTaHoBKa MOXeT paboTtaTtb C AByMS
TMnamu CBapoO4HON NPOSIOBOKU: CMIOLWHOW
OME[HEHHOW NPOBOMOKON B cpeae 3aLiMTHOro
rasa, a Takke CamMo3alUNTHON MOPOLLUKOBOM
NpPOBOOKON, B 3TOM cfyyae 6anmoH ¢ rasom
He TpebyerTcs.

[Mpn pasHbIX TMNax CBapOYHOW MPOBONOKM
TpebyeTcsa pasHas cxema NoAKIIoYeHUS.

Cgapka ¢ rasom (GAS) cnnowHoun

OMeaHEeHHOW NPOBONIOKOW:
KopoTkuin kabenb ¢ pasbeMoM, Haxoas-
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LMIACS BHW3Y Ha nepefHeln naHenu anna-
paTa,noaknioynTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).

— 3akpenuTte kneMMy 3a3eMreHUs Ha cBa-
puBaemow getanu, COeaUHUTENb Ha Opy-
rom KoHue kabens noaknounTe K npaBoMy
pasbemy Ha nepefHen naHenu (knemma
«-»).

— T[poBepbTe MapKMpoBKy MOAAOLLEro posu-
Ka B COOTBETCTBMW C ANaMETPOM WCMOMb-
3yeMOW NPOBOSOKM.

— BcraBbTe KaTyLLKy C MPOBOSIOKON B rHE30.

— 3anpaBbTe NMPOBOMOKY B rOpPesiKy, OTKUHYB
MPWXMUM porunka 1 BBEAS NPOBOMOKY B Ka-
Han yepes yrrybneHve B pornuke.

— 3akponte NpwxUM pornuka, crnerka noaTs-
HYB 32)KVUMHOW BUHT.

— Y6egutecb B COOTBETCTBUM AuMameTpa
OTBEPCTUS HAaKOHEYHMKa roperku n amamMe-
Tpa NPOBOIIOKM.

— Bknounte annapart v NporoHUTE NPoBO-
NOKY [0 BbIXO4a M3 HAKOHEYHWUKa, HaxaBs
KHOTMKY Ha roperke.

— T[MoakntoynTe WNaHr OT ra3oBOro peaykTo-
pa K WTyLepy Ha 3agHeln naHenu annapa-
Ta.

— OTKpoKnTe BEHTUNb Ha GannoHe c 3aWwmnT-
HbIM Fra30M, HaXXMUTE Ha KHOMKY ropernku un
oTperynupyvTte nogady rasa pefykTopom
(obbI4HO pacxop rasa yctaHaBrvMBaeTcs
cnepytowmm obpasom: pacxon rasa (n/
MWH.) = [JnameTp npoBonoku (Mm) x 10.

— YcTtaHoBUTE TpebyeMmblil pexum cBapku
npy NOMOLLU PErynsiTOpOB.

HauunHanTe cBapky.

CBapKa 6e3 rasa (NO GAS) camo-

3aLLl,VITHOVI I10pOLIJKOBOVI npoBoIJio-

KOM:

— KopoTkun kabenb ¢ pasbeMoM, Haxoas-
LMIACS BHWU3Y Ha nepefHeln naHenu anna-
paTa,noaKMioynTe K NPaBoMy pa3bemMy Ha
nepegHen NaHenu (knemma «-»).

— 3akpenuTte kneMMy 3a3eMreHus Ha cBa-
puBaemow geTtanu, COeaUHUTENb Ha Opy-
roM KOHLie kabens noakn4nTe K neBoMy
pasbeMy Ha nepefHen naHenu (knemma
«+»).

— T[poBepbTe MapKMpOBKY MOAAOLLEro posu-
Ka B COOTBETCTBUW C ANaMETPOM WCMOSb-
3yeMOW NPOBOSOKM.

— BcraBbTe KaTyLLKy C MPOBOSIOKON B rHE30.

— 3anpaBbTe NMPOBOMNOKY B rOPesiKy, OTKUHYB
MPUXMM poruka U BBEAS NPOBOMOKY B Ka-
Han yepes yrrybneHve B pornuke.

— 3akponte NpwxuM pornuka, crnerka noaTs-

HYB 32>KVMHOW BUHT.

— Y0eautecb B COOTBETCTBUM guMameTpa
OTBEPCTUSI HAKOHEYHWKA rOpenku 1 aname-
Tpa NpPOBOIIOKM.

— Bknounte annapat v NporoHuTe NpoBO-
NOKY [0 BbIXO4a M3 HaKOHEYHUKa, HaxaBs
KHONMKY Ha ropersike.

— YcTaHoBUTE TpebyeMmblil pexum cBapku
npvi NOMOLLW PerynsTopos.

Mpouecc cBapku

YcTaHoBWTe BEMUYMHY CBAPOYHOTO TOKa UCXO-
A U3 TOMLWMHBI CBapMBaeMoro marepuana u
AvameTtpa 1cnonb3yemMon 3neKTpoAHON Mpo-
BOMokN. CKOPOCTb MOAaYM NpOBOSIOKW aBToO-
MaTWUYeCKN CUHXPOHU3UPYETCS C BENUYUHOW
cBapoyHoro Toka. [MoaBeanTe ropenky K 3a-
roTOBKe Tak, YToObl MPOBOMOKa He Kacanacb
3aroToBKW, @ HaxoAWnacb Ha paccTOSHUU
HECKOSIbKMX MUINMUMETPOB OT Heé. Haxas Ha
KNaBuLLY 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 ABWXKEHUS anekTpoda
BNUAOT Ha (hOPMY CBapOYHOrO LUBA.

Pabota co cmMeHHOM NONsApPHO-

CTbIO

M3HayanbHO CMMOBOW KOHTAKT CBAapO4YHOMN
ropernky NOAKMYEH K «+» Ha Moayne cme-
Hbl nonspHocTn. 3to OBPATHAA MONAP-
HOCTb. OHa npumeHsieTcs nNpu cBapke
n3aenuii 3 TOHKONMMCTOBOW CTanu C Hepxa-
BEIOLLMMU, NIErMPOBaHHBLIMU 1 BbICOKOYEpPO-
OVCTBIMU CTansIMu,KOTOPblE OYEHb YYBCTBU-
TenbHbl K Neperpesy.

Bo Bpems ceapku Ha NMPAMOW MONAPHO-
CTW 6onbluasi 4acTb Tenna KOHLEHTPUPYeTCst
Ha cCaMOM M3[enuu, 13-3a Yero NpoucxoauT
yrnybneHve kopHs wea. [Ans cMeHbl nonsp-
HOCTW C obpaTHOM Ha NpsMyl Heobxoanmo
nepeknioyYnTb Ha MoAyne BbIBOA CUITOBOTO
NpoBoAa C «+» Ha «-». A Kabernb C 3aXMMOM
Maccbl B JaHHOM Cryyae NoAcoeAnHUTb K Ae-
Tanu, BCTaBMB CUITOBON HAKOHEYHUK kabens B
KNeMMy «+» Ha NnepefgHen naHenu.

[na ceapku ¢nocoBoin (MOPOLUKOBON) Npo-
BOIOKOW 6e3 3alMTHOro ra3a Mcnonb3yeTcs
NPAMASA MONAPHOCTb. Mpu aTomM Gonb-
LUNA HarpeB WAET Ha v3gdenue, a NPOBOSIOKa
M KaHan cBapO4YHOW ropenku HarpeBalTCs
MeHbLUe.

Mo okoH4YaHuU cBapKu:
— OTBecTu conno ropesnku ot LWBea, NpepBaB
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CBapO4Hyto Oyry;
— OTnycTuTb KNaBuLLYy ropenku Ans npekpa-
LLIEHUSI MOAAYN 3NEKTPOAHON NMPOBOOKMN 1
rasa;
— OTknounTb Nogadvy rasa, nepekpbiB KpaH
nodayu rasa ot pegyktopa 6annoHa;
— T[lepeBecTu BbIkNtOYaTENb B MONOXEHNE
«off» - BbIKMOYEHO
Pexum py4yHoOu AyroBon cBapku
(Mma)
1. NMoacoeanHWTe anekTpofoAepX)aTenb K «-»
Knemme annapata, kabernb 3a3eMneHuns K «+»
KrnemMme annaparta (npsiMas NonspHOCTb),
unu HaobopoT, ecnu aToro TpebytoT ycnosusi
CBapK1 U/UNn Mapka 3reKTpoaoB:
[Mpu py4HOM OyroBOW CBapke pasnuyaroT ABa
BMAa NOAKMYEHUSA: NPSMON NOMSIPHOCTU U
obpatHoii. [NogkntoyeHne «npsMasy nonsp-
HOCTb: 3NEeKTPOA - «KMUHYC», CBapuBaemasi
e Tanb -«nmnocy». Takoe NOAKIYEHNE N TOK
NpsIMON NONAPHOCTM UenecoobpasHbl Ans
pesku MeTanna u cBapku G0MbLINX TOMLLMH,
TpebytoLimx 6onbLIOro KonM4yecTsa Tenna Ans
MX Nporpesa.
«ObBpaTHasA» NONSPHOCTb (3nekTpon -
«MMcy, AeTanb - «KMUHYC») UCMONb3yeTcs
npu ceapke HebOonbLUNX TOMLLMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, 4TO Ha OTpu-
LaTenbHOM norntce (katode) aneKTpUYeckomn
Oyrv TemnepaTtypa Bcerga MeHblue, YeM Ha
NONOXWUTENLHOM (aHOAE),3a CYET Yero arnek-
Tpopa pacnnaensietcs GbicTpee, a Harpes Je-
Tanu yMeHbLUAETCS - CHUXKaETCst U OMACHOCTb
€€ npoxora.
2. YcTaHOBUTE NepeknovaTenb pexuma B Mno-
noxenne MMA
3. YcTaHoBUTE CBApPOYHbIN TOK COrMacHo Tuny
1 AMaMeTpy 3MeKTpoaa, ¥ HauYuHawTe CBapky.
4. Tok cBapku perynupyeTcs perynsatopom
cunbl Toka, hakTUYeckoe 3Ha4yeHue Toka npu
paboTe oTobpaxaeTcst Ha Aucnnee amnepmMe-
Tpa.
5. BosbyxaeHne ayrv ocyLlecTBnsieTcst npu
KpaTKOBPEMEHHOM MPUKOCHOBEHUWN KOHLA
3MeKTpoAa K U3LENVI0O U OTBEAEHWIO €ro Ha
Tpebyemoe pacctosiHue. TeXHUYecku 3ToT
npoLecc MOXHO OCYLLECTBNSATb ABYMS npue-
MaMu:
— KacaHuem anekTpoga BNpuTbIK U OTBEde-
HVEM ero BBepX;
— YupkaHrMeM KOHLIOM 3neKTpoAa, Kak crmvy-
KOW O MOBEPXHOCTb U3Aenusi.
BHumaHue! He cTyynte anektpogom no pa-
6o4yell NOBEPXHOCTU MpK NOMbITKax 3axeyb
Oyry,Tak Kak 3To MOXeT NPUBECTM K €ro no-

BPEXAEHUIO U B AanbHeNWeM TonbKo 3aTpya-
HWUT 3aXuraHue ayru.

6. Kak Tonbko NpousongéTr 3axuraHve Ayru,
3MEKTPOA HYXXHO AepxaTb Ha TakoM paccTo-
sSiHUM OoT obpabaTbiBaeMoro matepuana, Ko-
TOpOe COOTBETCTBYET AMAMETPY anekTpoaa.
[nsa nonyyeHus paBHOMEpPHOrO LWBa ganee
HeobxoanMo cobnopatb 3Ty AUCTaHUMIO MO
BO3MOXHOCTUW NOCTOSIHHOW. Takxe Heobxo-
OUMO NMOMHUTb, YTO HAKMOH OCU 3nekTpoaa
normkeH 6biTb npumepHo 20-30 rpagycos, Ans
nyyliero BM3yanbHOro KOHTPONs BeAeHUs
CBapOYHOro LUBa.

7. 3akaH4yMBasi CBapOYHbIii LIOB, OTBEAUTE
AneKTpoa HeMHOro Hasag, YTobbl 3anonHucs
CBapOYHbIN KpaTep, a 3aTeM Pes3ko MNogHUMU-
TEe ero 40 UCHE3HOBEHUS Ayru.
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Tabnuubl napaMeTpoOB CBapKu (TONbKO AJsi CpaBKu)

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 ka4yecTBEHHON CBapky MeTanna TonwuHon 5 Mm u 6onee HeobxoaMMoO CHUMaTbL dhacky ¢

TOPLIEBOI KPOMKY AeTarnei B MecTe UX CTbIKOBKM MM NMPOU3BOAUTL CBAPKY B HECKOSILKO MPOXO-
[0B.

++|+]+ |+

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

|+ [+ +]+

|+ [+[+]+

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

HacTtpoiikn pacxoaa rasa npu ceapke MIG, MAG

OuameTtp
nNpoBOMOKK, [05-08|1-14[16-2|25-3
MM

Bbinyck
NpPoOBOMIOKK, | 7-10 | 7-14 [14-20 | 16-20

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

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

XapaKTepuCcTMKM CBapHOro wBa
B 3aBMCUMOCTU OT CuUIbl TOKa U CKOPOCTU OBMXEHWUA 3neKTpoaa Bbl MOXeTe Nony4vnTb creayto-
Lne pesynsraTtbl:

TN 177NN 3RS SN sEEARRYN sy
7 P72

. CITMLLKOM MeAneHHoe ABWXEeHWe anekTpoada
. OYeHb KopoTkas ayra

. OYEHb HU3KUI TOK CBapKu

. CITMLLKOM ObICTPOE ABWKEHWNE dneKkTpoaa

. OYeHb ANVHHas gyra

. OYEHb BbICOKMI TOK CBapKM

OO WN -~
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7. HOpMarnbHbIN LWOB

PekomeHayeM npoBecTV HECKOMNbKO MPOGHbIX
CBapoK A5 NMOMNyYeHUs1 HEKOTOPbIX NMpaKkTuye-
CKWUX HaBbIKOB.

OTKnoYeHne cBapo4YHOro annapa-

Ta. TennoBas 3awuTta

Ha Bawem cBapo4yHOM annapare ycTaHoBne-
Ha TennoBas 3aluTa Ans NpPefoTBpaLLeHNst
neperpeBa 3NeKTPOHHbLIX YacTel annapara.
Mpun npeBbiWeHUN TemnepaTypbl TEPMOBbI-
Knoyatene oTknounT annapat. O cpabatbl-
BaHMN TENMOBOM 3alMTbl CBUAETENbCTBYET
CBeYeHne NHAnKaTopa.

BHUMAHME! lMpwn Bo3BpalleHUn temnepa-
TYpbl K HOpMarnbHOW paboyeit, HanpsbkeHue K
anekTpogy 6yneT nogaHo aBTomatuyecku. He
OCTaBMnsAWTE Ha 3TO BpeMsl usgenue 6e3 npu-
CMOTpa, a AepxaTtenb 3MeKTpoAa, nexaiium
Ha 3emIe unv Ha cBapuBaembix AeTansix.
PekomeHaoyem Ha 3To BpeMsl BblkMo4vaTb an-
napat BblKMo4aTenem.

HarpeB n3genusi Bo Bpems paboTbl SBRsieTcs
HOpMarbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unm
npexaeBpeMeHHOro BbiXxoga CBapoO4YHOro
annapaTta 13 cTposi (0cCOGEHHO NpY YacToM
cpabaTbiBaHUM TEPMOBbIKMOYATENST), Npexae
4YeM npogomkaTtb paboTy, BbISCHATE NPUYUHY
cpabaTbiBaHWs TennoBow 3awwmTbl. Ons atoro
OTKMIYMTE annapart oT CeTU U obpaTuTech K
pasgeny «Bo3moxHble HeucrnpaBHOCTU U Me-
TOAbl UX yCTpaHeHusi» HacTtosilero Pykosoa-
cTBa.

Bo3MOXHble HeuncnpaBHOCTU M

MeToAbl UX yCTpaHeHusA

Cnegute 3a McnpaBHbIM COCTOSIHUEM U3ae-
nus. B cnyyae nosiBneHust Nogo3puTenbHbIX
3anaxoB, AblMa, OrHSl, UCKP CrieyeT BblKMto-
YnTb annapart, OTKMYUTL ero oT ceT u obpa-
TUTbCS B CMeLManmM3npoBaHHbIi CEPBUCHbI
LEeHTp.

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

B cuny TexHu4eckowm CroXHOCTWU U3aenus,
KpUTEPUUN MpeaenbHbIX COCTOSHUIA He MOoryT
ObITb OnpeneneHbl Nnonb3oBaTerieM caMoCTo-
SATENbHO.

B cny4ae siBHOM vnv npegnonaraeMon Heuc-
npaBHOCTU obpaTuTechb k pasgeny «Boamox-
Hble HEUCNpPaBHOCTU U MeToAdbl UX yCTpaHe-
Hua». Ecnn HeumcnpaBHOCTM B NepeyHe He
oKasanocb Unu.

Bbl He cmornu ycTpaHuTb ee, obpatuTech B

CrneuuannanpoBaHHbIii CEPBUCHbIN LIEHTP.
Bce apyrvie pa6oTbl (B TOM YMcrie PEMOHT-
Hble) OOSHKHbI MPOBOAMTLCS TOMbLKO crieuuna-
NIMCTaMM CEPBUCHBIX LIEHTPOB.
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MNpobnema

Bo3moxHas npuynHa

PelwweHue

[opuT nHamkaTop
Tepmo3saLnThl

Hanpﬂ)KeHMe CJTULLUKOM BbICO-
Koe

BbikntounTe NCTOYHMK SHEepPruu; I'Ipo
BepbTe rnaBHoOe NUTaHue; rlOBTOpHO

HanpsikeHune cnvwikom Hu3koe

BKIIIOYMTE annapar, Korga Hanpsbke
Hue ByaeT HopmanbHoe

Mnoxo npuToK BO3ayxa

YnyywmTe nputok Bo3ayxa

CpaboTana TepmosawuTa an-
napara

[avite annapaty ocTbITb

Het nogaun npo-

PerynﬂTop noga4yn nNpoBOJSIOKU
Ha MUHUMYyME

OTperynupywTe

2 BOnOKN 3anun TOKOBbIN HAKOHEYHWK 3aMeHNTe HaKOHEYHUK
Ponukun nogayn He cooTBeT- .
MocTaBbTe NpaBUIbHbIA PONMK
CTBYHOT AVAMETPY NPOBOJIOKM
KHonka BknoveHust He paboTa- .
BeHTunatop He P MoxanywicTa, obpaTutech B cepBuC-
paboTaeT unu HbIW LEHTP
3 BeHTunsatop cnomax
BpallaeTca men- —
IMNoXoN KOHTaKT COeauHEHUsI C
NEeHHO [MpoBepbTe coeanHeHne
BEHTUNATOPOM
[noxomn KOHTaKT C AeTarnbto YRydlmnTe KOHTaKT
He ycTtonuymneas CrMLIKOM TOHKMiA CETEBOM Ka- MomeHsnTe ceTeBow kabenb
y 6enb, TepsieTcs MOLLHOCTb
4 |gyra, 6onbwoe
pa3BpLI3rMBaHIe CrMLIKOM HU3KOE BXOAHOE Ha-|YBenuuybTe BXOAHOE HanpsixeHue
npsikeHve nocpencTeoM crabunusatopa
M3HocMnncb getanu ropenku 3ameHuTe getanu ropenku
O6pbIB cBapo4HOro kabens lMpoBepbTe Kabenb
[yra He 3axwura-
5 [etanb 3arpssHeHa, B Kpacke,
eTcsl [MpoBeanTe O4UMCTKY AeTanu
B PXXaBYMHE
lopenka nogkntoyeHa He npa-
[MopkntounTe NpaBUbHO rOpernky
BUMbHO
HeT 3awmnTHOro|la3oBbIN WNaHr nepexar unu .
6 .. [MpoBepbTe ra3oBbIn LWaHr
rasa NOBPEXAEH
MecTa coeaunHeHus wnaHros|[lpoBepbTe MecTa CoegUHEeHUs
Nroxo 3aTaHyTbl LUfaHroB
MoxanyiicTta, obpaTuTechk B cepBuC-
7 |Opyrve Y P P

HbIW LEHTP

Ipacdhnyeckne cMmBoOIbI U TEXHUYECKUE AaHHble

OTOT CMMBOIN NokasbiBaeT BTOPUYHOE Hanps>XeHne XonocToro xoaa

uo.
(B BOMbTax).
X OTOT CMMBOI NoKa3biBaeT HOMUHAIbHbIA PABOYNA LK.
oo, A OTOT CMMBOI NoKa3biBaeT CBAPOYHbIN TOK B aMrnepax.
Us...... V OTOT CMMBOI MoOKa3biBaeT CBAPOYHOE HaNpsPKeHWe B BOSbTaXx.
U, OTOT CMMBOI NokasbiBaeT HOMUHANbHOE HanpshKeHWe NUTaHus.
Lo A OTOT CMMBOS NOKa3bIBAET MakCUMarsibHbIN NOrMoLaeMblil TOK cBa-

POYHOro arperarta B amnepax.

HOro arperarta B amnepax.

OTOT CMMBOM NOKa3bIBaeT MakCMMarbHbIN CBAPOYHbIN TOK CBapOY-

OTOT CMMBOJ NOKa3bIBAET Kracc 3aluTbl CBapO4HOro arperara.

OTOT CMMBOI MOKa3bIBAET, YTO CBAapOYHOE YCTPOWCTBO MOAXOAUT
071 UCMONb30BaHUS B YCIIOBUSIX, A€ CYLLEeCTBYET BbICOKUA PUCK
NMOPAXKEHWNS ANEKTPUYECKMM TOKOM.
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0 @ OTOT CMMBON MoKa3bIBaEeT, YTO Nnepeq Havyanom paboTbl BHUMa-
TENbHO NPOYUTANTE MHCTPYKLMIO MO SKCMNnyaTauum.

= % ". : OTOT CYMBOI MOKa3bIBAET, YTO CBAPOYHbIV arperat npeacTaBnsier

cobon ogHOodasHbIN CBApOYHbIV annapart NOCTOSHHOIO TOKa.
]]!:E OTOT cYMBON MokasbiBaeT ady NUTaHUS U YacTOTy JIMHUU B rep-
1 =50Hz uax.

TexobcnyxuBaHue u cepBuc

Texo6cnyXuBaHue U o4UCTKA

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

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

» PerynsipHo ygansinte nbiflb CYXMM M YACTbIM CXaTbiM Bo3gyxoMm. Ecnu cBapoyHbIn
annapar 3KCnnyaTupyeTcsi B cpefie C CUIIbHbIM 3aAbIMIEeHUEM U 3arpsi3HEHHbIM BO3-
AYXOM, €0 He0O6XOAMMO YMCTUTbL He pexe OAHOro pasa B Mecsu. [laBneHue cxaToro
BO34yXxa AOMKHO ObITb B pa3yMHbIX Npeaenax, 4tobbl NpeaoTBpaTUTh NOBPEXAEHNE MENKMX
1 YyBCTBWTENbHbBIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsinTe BHYTPEHHIOO LieNb CBapOYHOro annaparta u yéeautecb, 4To
CoeiINHEHMWS Lenu NoAKMoYeHbl NPaBubHO U NNOTHO (0COGEHHO pa3beM M KOMMo-
HeHTbI). [py 0BHapPYXEHUN OKanWHbl U PXXaB4MHBI OYUCTUTE Ero U CHOBA MITOTHO MOACOEAU-
HUTE.

» He pmonyckainTe nonagaHus BoAbl M Napa B UHBepTOp. Ecnun 310 npon3ongert, npocylumTe
€ro 1 NpoBepLTE M3OMNALMIO annapara.

» Ecnu cBapou4HbIV annapaTt He 6GyAeT ucnonb3oBaTbCA B TeYeHUe ANUTENbHOro Bpe-
MeHWU, ero Heo6xoAMMO NOMECTUTb B YNAaKOBOYHYIO KOPOOKY M XPaHUTb B CYXOM U 4u-
CTOM MecTe.

Ecnu TpebyeTcst NoMeHsTh LUHYpP, BO U3bexaHne onacHocTu obpallanteck Ha pupmy P.LT. unu

B aBTOPM30BAHHYI0 CEPBUCHYIO MACTEPCKYHO NS aNeKTponHcTpymeHTos P.1.T.

CepBuc

» PeMOHT Ballero aneKTPOMHCTPYMEHTa nopy4vyante TonbKo kBanuduumpoBaHHOMYy nep-
COHarny U ToNnbKO C NPMMEHEeHNEM OPUrMHaNbHbIX 3anacHbIX YacTen. ATUM obecneyn-
BaeTcsl 6€30NacHOCTb INEKTPOUHCTPYMEHTA.

Cnncok aBTOPU30BaHHbIX CEPBUCHBIX LIEHTPOB MOXHO NMOCMOTPETL Ha oduumansHom cante P.I.T.

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

XpaHeHMe U TPAHCMNMOPTUPOBKaA

CBapou4HbIn annapar crnegyeT XpaHuTb B 3aKpbITbIX MOMELLEHNSIX C eCTECTBEHHON BEHTUNSALMEN

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

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

TpaHcnopTMpoBaTb NPOAYKLMIO MOXHO Mo6GbIM BUAOM 3aKpbITOrO TPaHCrNopTa B yNakoBKe Mpo-

n3soauTenst unu 6e3 Hee, C COXpPaHEHWEM U3AENUS OT MEXaHUYeCKUX NOBPEXAEHU, aTMOC-

epHbIX 0CAOKOB.
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YTunusauus

OTCnyX1BLUME CBOW CPOK 3MEKTPOUHCTPYMEH-
Tbl, MPUHAANEXHOCTU M YNakoBKy creayeT
ciaBaTb Ha 3KOMOrMYeckn YUCTyo nepepa-
60TKY 0TXOA0B.

YTUNn3npyinTe aneKkTPOMHCTPYMEHT

_—
OTAENbHO OT BbITOBOrO Mycopa!

PacwudpoBka gaTbl usroroBne-
HUA u3genusa

No.[Z7007B00395

roa mecsau aeHb
[ata n3rotoBneHus nsgenus 3awmndpoBaHa
BCEPUNHOM HOMepe, HaneyaTtaHHOM Ha Kop-
nyce MHcTpymeHTa. NepBble 2 undpbl 060-
3Ha4aloT rof BbiNycka, crieqyrowme 2 undpbl
—Mecsu 1 cregyrowme 2 Lndpbl - AeHb.

yCnoBus rAPAHTUAHOIO OB-
CNYXUBAHUA

1.HacTtosiwee rapaHTuinHOe CBUOETENLCTBO
SIBNSIETCA €0UHCTBEHHbIM IOKYMEHTOM, Moa-
TBEpXAalLLMM Balle nNpaBo Ha GecnnaTtHoe
rapaHTuinHoe obcnyxmBaHve. bes npeabsas-
TNeHUs OaHHOro CBUAETENbCTBA NPEeTeH3un
He npuHuMatoTcs. B cnyyae ytepu nnm nopum
rapaHTUNHOE CBUOETENbCTBO HE BOCCTaHaB-
nnBaeTcs.

2.lapaHTUNHBINA CPOK Ha 3MEeKTPOUHCTPYMEHT,
a Takke 3apsiiHble YCTPOWCTBA U aKKymyrns-
TopHble 6aTapeun cepum OnePower coctaens-
eT 12 mMecsiLueB CO OHSI NPOAaXM, B TeYeHne
rapaHTUWHOrO cpoka cepBuCHas cnyxba
6ecnnaTHO ycTpaHsaeT NPOU3BOACTBEHHbIE
nedekTbl 1 NPOM3BOAUT 3aMeHy aeTarnewn,
BbILIEALWMX M3 CTPOS MO BUHE M3rOTOBUTENS.
Ha nepuop rapaHTMNHOIO peMOHTa 3KBUBA-
TIEHTHbI UCMPaBHbIN UHCTPYMEHT HEe Nnpeno-
cTaBrnsieTcsl. 3aMeHsiemMble AeTanv nepexoaat
B COBCTBEHHOCTb Cry»0 cepsuca.

KomnaHus P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpef, KOTOpbI MOXET OblTb NPUYMHEH NpuU
paboTe C aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUiHbIA PEMOHT UHCTPYMEHT npu-
HUMaEeTCsl B YNCTOM Buae, Npu 06s13aTenbHOM
HanMuuu Hagnexawmum obpa3om odopMIeH-
HbIX JOKYMEHTOB: HACTOSILLEro rapaHTUAHOIo
CBUAETENbLCTBA, rapaHTUMHOIO TanoHa, ¢ nor-
HOCTbIO 3aMOfTHEHHLIMY MOMSIMU, LUITAMMNOM
TOProBOW OpraHn3aumv 1 NoA4NUChbI Mokyna-

Tens.
4.MapaHTUNHBLIA PEMOHT HE NPOM3BOAMUTCS B
creayoLwmx cnyyasx:

- MpU OTCYTCTBUU rapaHTUAHOIO CBUAETENb-
CTBa M rapaHTUAHOIO TaroHa Unu Henpasuilb-
HOM UX ocpopMneHuy;

- PV COBMECTHOM BbIXOAE U3 CTPOSi SKOPS U
cTaTopa anekTpoasuratensi, npy obyrnmBaHum
UV ONnaeneHUn NepBUYHON 0BMOTKM TpaHC-
dopmaTopa cBapoyYHOro annapara, 3apsg-
HOro MMM MyCKO-3apsifHOro YCTPOWMCTBaA, Npu
OonnaBfeHUN BHYTPEHHUX AeTanemn, npoxure
3MEKTPOHHbIX Nnar;

- ecnu rapaHTuMiHOe CBMOETEeNbCTBO MU
TaroH He npuHagnexaTt 4aHHOMY 3MeKTPOUH-
CTPYMEHTY UNN HEe COOTBETCTBYET YCTaHOB-
neHHoMy nocTaBLyukoM obpasuy;

- M0 UCTEYEHUN CPOKa rapaHTUu;

- NPW NoMbITKax CaMOCTOSATENBHOIO BCKPbLITUS
UM PEMOHTa 3NEKTPOUHCTPYMEHTa BHE ra-
PaHTUAHON MaCTEPCKOW;

- BHECEHUS KOHCTPYKTUBHBIX U3MEHEHUN U
CMa3kv MHCTPYMEHTA B rapaHTUIHbIV Nepuoa,
0 YeM CBUAETENbCTBYIOT, HANpMMep, 3anoMbl
Ha LWMMLUEBbIX YacTsIX Kpenexa KOpnyCHbIX
netanemn.

- NPV UCMOMb30BaHUN 3NEKTPOUHCTPYMEHTA
B NPOW3BOACTBEHHbIX UMW UHbIX LIeNsiX, CBS-
3aHHbIX C MOMy4YeHVeM NpubbINK, a Takke npu
BO3HWKHOBEHWWN HEWUCMPABHOCTEN CBSA3aHHbIX
C HeCTabunbHOCTbI MapamMeTpPOB 3reKTpoce-
TW, NpeBbILIALWNX HOPMbI, YCTAHOBMEHHbIE
[OCT;

- MpY HenpaBUIbHOW 3KcnnyaTaummn (Mcnonb-
30BaHWeE 3MEKTPONHCTPYMEHTa He Mo Ha3Ha-
YEHUI0, YCTaHOBKW Ha 3NIEKTPOMHCTPYMEHT He
npefHasHaYyeHHbIX 3aBOAOM-U3roTOBUTENEM
HacafoK, AOMNOMHUTENbHbBIX NPUCNocobneHni
nTn,;

- NpU MeXaHWYeCKMX NOBPEXAEHUAX Kopny-
ca, CEeTEeBOro LWHypa ¥ Npu NoBpeXaeHuUsX,
Bbl3BaHHbIX BO34ENCTBUSMU arpeccuBHbIX
CPeACTB U BbICOKUX U HU3KUX TemnepaTyp,
nonagaHnmM UHOPOAHbLIX NPEAMETOB B BEHTU-
NSILMOHHbIE PELLETKN 3NEKTPOUHCTPYMEHTa,
a Takxke npu NoBPEXOEHWUSX, HACTYNMBLUNX B
pesynbTaTe HenpaBUIIbHOTO XpaHeHust (Kkop-
po3ns MeTanIM4yecknx YyacTten);

- NpU eCTECTBEHHOM M3HOCE [eTanen anek-
TPOMHCTPYMEHTa, B pesynbrate AnuUTenbHOWN
3KcnnyaTauun (onpeaensieTcst no npusHakam
MOMHON MW YacTUYHON BbIpaboTKM pecypca,
CUINBbHOTO 3arpsi3HEHNS!, PXKaBYMHbI CHAPYXU 1
BHYTPW 3NEKTPOUHCTPYMEHTa, oTpaboTaHHOM
CMa3sku B peayKTope);

- UCMOMNb30BaHWe MHCTPYMEHTa He Mo HasHa-
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YeHWI0, YKa3aHHOMY B UHCTPYKLIMK NO 3KCMy-
atauyum.

- NPU MeXaHNYeCKNX NMOBPEXAEHUAX UHCTPY-
MeHTa;

- NPV BO3HUKHOBEHWUW MOBPEXAEHUA B CBA3N
¢ HecobnogeHVeM NpeayCMOTPEHHbIX UH-
CTPyKLUWMeW YCnoBuiA aKcnnyaTauum (CMm. rnasy
«YKa3aHue no TexHuke 6e30MacHOCTU» B WH-
CTPyKLUUN).

- NoBpexAeHne U3aenus BCneacTBUe Heco-
GnofeHnst NpaBu XpaHeHs U TpaHCNopTu-
POBKM.

- NPY CUNBbHOM BHYTPEHHEM 3arpsi3HeHUN UH-
CTPyMeHTa.

MpodunakTuyeckoe obCnyxmnBaHNe aneKTpo-
WHCTPYMeHTa (4McTka, NpoMbIBKa, CMaska,
3aMeHa MbINIbHUKOB, MOPLUHEBbLIX W YNNoT-
HUTENbHbIX KOomew) B rapaHTUHbIA Nepuog,
SABMSIETCH NNaTHOW YCryrou.

Cpok cnyx6bl n3genusa coctasnsiet 3 roaa.
Cpok xpaHeHust — 2 roga. He pekomenayetcst
K 9KcrnyaTaumum no uctedeHun 2 net xpaHe-
HWS C AaTbl U3roTOBIEHUS], KOTOpasi ykasaHa B
CepUHOM HOMepe Ha 3TUKETKE UHCTPYMEHTa,
6e3 npeaBapuTenbHoOW NpoBepku (onpeaene-
HVe Aathbl BbiNycka CMOTpUTe paHee B Pyko-
BO/CTBE Monb30BaTens).

O BO3MOXHbIX HapyLleHUAX, N3NOXEHHbIX
BbILLIE YCMOBWI rapaHTUNHOMO 06CnyXnBaHus,
BrnagenbLy coobliaeTcst nocne npoBeaeHust
ANarHOCTUKV B CEPBVCHOM LiEHTPE.
Bnageneu MHCTpymeHTa foBepsieT npoBefe-
HVe ANarHoCTUKN B CEPBUCHOM LIEHTPe B CBOE
OTCyTCTBYE.

3anpeluaeTcs akcnnyaTaunsi aNeKTPONHCTPY-
MeHTa Npu NPosIBNEHUN NPU3HAKOB MOBbI-
LLEHHOrO HarpeBa, UCKPeHUsi, a Takxke Lyma B
peayKTOpHOW YacTu. [ns BbIACHEHWUS NPUYUH
HencnpaBHOCTW NokynaTtento cnegyet obpa-
TUTBCS B rapaHTUHYO MacTepCKyHo.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOW 3aMeHOW YrofbHbIX LWEeToK ABuratens,
YCTPaHSIOTCA 3a CHET NoKynatens.
5.lapaHTus He pacnpocTpaHsieTcs Ha:

- CMeHHble NpuHaANexXHocTn (akceccyapbl U
ocHacTKa), HanpumMep: akKyMmynsaTopbl, AUCKK,
HOXW, cBepna, Oypbl, NaTPOHbI, Lenu, 3Bes-
[0YKM, LIaHroBble 3aXXWMbl, LUKHbI, 3NeMEHTbI
HaTSHXKEHWSA W KpenneHus, ronoBkn TprMme-
poB, NOAOLLBbI LWNNGOBANbHBIX U MEHTOYHbBIX
MaLLVH, OUNBTPbI, FTONIOBKM LLECTUrPaHHbIe
CMEHHbIe Hacafku u T.n.

- BbicTpOM3HaLLMBalOWMECH AeTanu, Hanpu-
Mep: yronbHble LEeTKU, NPUBOAHbLIE PEMHMU,
CanbHUKW, 3alUTHbIE KOXYXM, Hanpaensto-
LMe ponuku, HanpaenswLine, pe3nHoBblie

YNNOTHEHUS, NOALWMNMHUKN, 3ybyaTbie pemMHu
1 Koneca, CTBOfbI, NMEHTbI TOPMO3a, XpanoBu-
KM 1 TPOChI CTapTepoB, NOpLUHEBbIE KOfMbLa U
..

3ameHa X B TeyeHue rapaHTUNHOrO cpoka
SIBNSAETCH NNaTHOW YCryrou.

-WHYpPbI MUTaHWA, B Criyyae NoBpexaeHus
n3onAuMK, WHYpLI NUTaHWA noanexar obs-
3aTenbHON 3aMeHe 6e3 cornacusa Bnagenbua
(ycnyra nnaTtHas), B T.4. KOprnyca UHCTPyMeH-
Ta.
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R I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number OO0 O0O00000 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 MonyaBTomar
rAPAHTUMHOE CBUOETEJIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuiiHbIn Homep nsgenva OO0 00000000

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

[ata npogaxu « »
HanmeHoBaHve TOproBov opraHnsaLmm
YBaxkaembln nokynatens!

Bnarogapum Bac 3a nokynky nHctpymeHta P.I.T. n Hageemcs, 4To Bbl ocTaHeTecb A0BOSbHbI
CBOVM BbIGOPOM.

Mpw HeobxoaumocTn obecnyxuBaHus Ballero nsgenus obpaliaitecb B aBTOPU3NPOBaHHbIE Cep-
BUCHbIE LeHTpbl PI.T. Bce cepBucCHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke Tpeby¥Te y npogasLa nNpoBepkn paboTocnocobHOCTM UHCTPYMEHTA U €ro KoM-
NIEKTHOCTY, a TakKe 3arnonHeHNs rapaHTUAHOTO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCs NpoAaBLOM») U MPOCTAaHOBKM MevyaTy TOProBOW opraHusauuu B rapaHTUAHOM
CBUOETENbCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHuM faHHOro rapaHTUIHOrO cBuaeTenbcTBa komnanus P.I.T. rapaHTUpyeT oTcyTCcTBUe
0edeKToB NPOM3BOACTBEHHOIO XapaKTepa.

Ecnu B Te4eHune rapaHTuinHoro cpoka B Bawem nsgenum obHapyxatcs ykasaHHble AedeKTbl, TO
cneumanuaMpoBaHHble cepBucHble LeHTpbl P T. 6ecnnaTHO OTPEMOHTUPYIOT U3genve un 3ame-
HST AedpeKTHbIe 3amnacHble YacTu.

[apaHTUNHBIN CPOK Ha aNeKTPoUHCTPYMeHThl P.I.T. cocTtaBnseT 12 mecsueB co AHA NPOAAXM.

«C ycnoBusiMy rapaHTMIHOrO 0GCNyXMBaHWS 03HaKoMMeH(a). PaboTocnocobHOCTb 1 KOMMNIIEKT-
HOCTb U3Aenusi NpoBepeHbl B MOEM NpUCyTCTBUMN. [peTeHs3N k ka4ecTBy ¥ BHELLHEMY BUAY He
UMEIo».

Moanucb nokynatens
BO)
TenedoH

damunua(pasbopuu-
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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
: (The Order shall be performed in a Service Center) (Signature)
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I’. I .T. CBapouyHbIn MonyaBTomar

FAPAHTUUHbIA TAJOH P.L.T.

HanmeHoBaHve

CepuiiHbI Homep

Jata npogaxu { » 20 Place of Seal
(3anonHseTcs npogasLOM)

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

20

20

WNHbIN HOMEP

[ata nony4vyeHns ot peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu

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

|

HanmeHoBaHve

CepuiiHbIi HoMep

Jata npogaxu { ) 20 Place of Seal
(8anonHsieTcst npogasLOM)

KAPTA TAPAHTUMHOIO PEMOHA :
[ata npuema pemoHT 20 {
3asnBKka Ha peMOHT :
3akazumk
TenedoH (agpec)
MpuynHa obpalyeHus
[arta nonyyeHus ot peMoHTa 20
MHCTpYyMEeHT NnpoBepeH B MOEM MPUCYTCTBUM

(3akas 3anonHsietcs B CepBrcHoM LleHTpe) (Moanumce)

20

20

MHbIN HOMEP

HanmeHoBaHne

Cepu
[aTta npogaxu

|

HavnmeHoBaHue : o
CepuitHbIn HOMep : N )
DNata npogaxu { ) 20 Place of Seal
(3anonHsaeTcs npogasLOM)

KAPTA TAPAHTUAHOMO PEMOHA :
[aTa npuema pemoHT 20 Y
3asBKa Ha pemMOHT :
3akasuuk
TenecboH (agpec)
MpunynHa obpalyeHns
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT NpoBepeH B MOEM NPUCYTCTBUU

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

Hata nosiy4YyeHnsa oT peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu




www.pit-tools.com

TpMan Mo,
Mpe-: npoussopcTBa; Rm.
And Technolog

HOpuanyeckwil agpec:1172
BDJ'IpDCH W NpeanoxeHWA nanpaenawre no appec
F'opA4an TMHUA N0 CEPBMCHOMY OBCTYMHEAHHIO:

() #2445 Zmmsis™  info@pittools.ru

Caenaxo g KHP [ Made in China [H[ c €




