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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 mains-operated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

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

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

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

Electrical safety

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

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

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

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

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

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

Personal safety
» Stay alert, watch what you are doing

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

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

Prevent unintentional starting. Ensure
the switch is in the off-position before
connecting to power source and/or
battery pack, picking up or carrying the
tool.Carrying power tools with your finger
on the switch or energising power tools
that have the switch on invites accidents.
Remove any adjusting key or wrench
before turning the power tool on. A
wrench or a key left attached to a rotating
part of the power tool may result in person-
al injury.

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

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

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

Do not let familiarity gained from fre-
quent use of tools allow you to become
complacent and ignore tool safety prin-
ciples. A careless action can cause severe
injury within a fraction of a second.
Qualified personnel in accordance with this
manual means persons who are familiar
with the adjustment, installation, commis-
sioning and maintenance of power tools.
Only persons over 18 years of age who
have read the technical description, op-
erating instructions and safety rules are
allowed to work with power tools.

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

Power tool use and care

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

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

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

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

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

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

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

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

Service

» Have your power tool serviced by a

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

Safety instructions for electric
welding machine

>

vy

>

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

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

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

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

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

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

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

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

» Keep flammable materials (wood, paper,

rags, etc.) away from the workplace.
When welding, it is necessary to pro-
vide the workplace with fire extinguish-
ing means.

IT IS FORBIDDEN:

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

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

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

Carry out welding work on pressure ves-
sels;

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

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

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

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

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

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

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

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

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

Product Description and Specifi-

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

ONOUAWN

Technical Data

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

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

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Torch cable 1pc
Gloves 1 set
Electrod weldio 10 pcs
Welding mask Chameleon 1 pc
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 (101 position, and the current regulator to

the extreme left position.

Prepare for work:

[1 Prepare the parts to be welded;

[1 Provide adequate ventilation in the work-
place;

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

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

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

[l The power supply must be equipped with protective systems.

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

Controls and Indicators

IG/ M220A
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1. Gas test function: used to check and adjust the shielding gas flow on the regulator of the gas
reducer before starting the welding process.

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

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

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

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

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

7. Current regulator

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

9. VRD status indicator: anti-shock mode, when the indicator is on, it is in anti-shock mode, and
the output voltage is lower than the safe voltage.

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

11.VRD mode activation/cancellation button

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

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

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

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

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

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

18. MMA, MIG function switch button

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

5
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20.Button for turning on the wire feed mecha-
nism (wire broaching)

21.Voltmeter display

22.Indicator of inclusion.

23.Indicator of thermal protection.

24 Ammeter display

Welding machine connection dia-

gram
Welding with solid wire (fig. 1)

Welding with flux-cored wire (Figure 2)

%\

Welding with an electrode (Figure 3)

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

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

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

Burner

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

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

Coil installation

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

er

Loosen and lower the adjuster towards you.

Raise the pinch roller;

Cut off the bent end of the wire and thread the

wire into the wire liner of the feeder, align it

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

Place the wire in the welding torch connector

bore, release the pinch roller, and return the

adjuster to the vertical position.

Adjust the pressure of the pinch roller.

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

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

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

Wire feed into the welding arm
Unscrew the welding tip on the torch.

To feed the wire into the torch sleeve, tem-
porarily turn on the power by switching the
switch 6 and press the button 16 (wire feed)
until it fills the channel of the welding sleeve
and leaves the torch. Disconnect the power
supply. Note! For free passage of the wire in

the cable, straighten it along its entire length.
When feeding the wire, make sure it moves
freely in the drive roll channel and that the
feed speed is uniform. If the feed rate is un-
even, adjust the pressure of the pinch roller.
Match and screw in a contact tip that matches
the wire diameter and install the nozzle.
Semi-automatic welding modes
This machine can work with two types of
welding wires: solid copper-coated wire in a
shielding gas environment, and self-shielded
flux-cored wire, in which case a gas cylinder
is not required.

Different types of filler wire require a different
wiring diagram.

Gas welding (GAS) with solid cop-

per-plated wire:

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

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

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

1 Insert the spool of wire into the slot.

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

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

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

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

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

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

[1 Set the required welding mode using the
controls.

[l Begin welding.

Welding without gas (NO GAS)

with self-shielded flux-cored wire:

[l Connect the short cable with the connector
located at the bottom of the front panel of
the device to the right connector on the
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front panel (11-[] terminal).

[l Fix the grounding terminal on the work
piece to be welded, connect the connector
on the other end of the cable to the left
connector on the front panel ([ 1+ terminal).

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

[ Insert the spool of wire into the slot.

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

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

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

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

[l Set the required welding mode using the
controls.

Welding process

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

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

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

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

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

Manual mode

In manual mode, the regulator (6) regulates
the wire feed speed with the current strength.
The regulator (11) regulates the arc voltage.
As the welding current increases, the wire
speed increases. As the arc voltage increas-
es, the melting rate of the wire increases. If
you set a high current value and a low volt-
age value, then the speed of the wire will be
high, but it will not have time to melt. If you
do the opposite, then the wire will begin to
melt, almost without leaving the copper insert.
Therefore, when setting the values of current
and voltage of the welding arc, be careful. For
training, contact specialized educational insti-

tutions.

Inductance adjustment

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

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

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

Adjustment pre and post gas

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

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

The length of the arc and the speed of move-
ment of the electrode affect the shape of the
weld.
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Replaceable polarity operation
Initially, the power contact of the welding torch

is connected to [1+[] on the polarity reversal

module. This is REVERSE POLARITY. It is
used for welding thin sheet steel to stainless
steels, alloy steels and high carbon steels,
which are very sensitive to overheating.

During DIRECT POLARITY welding, most of
the heat is concentrated on the product itself,
which causes the root of the weld to deepen.
To change the polarity from reverse to direct,
it is necessary to switch the output of the

2. Set the mode switch to MMA position.

3. Set the welding current according to the
type and diameter of the electrode and start
welding.

4. The welding current is regulated by the cur-
rent regulator, the actual value of the current
during operation is displayed on the ammeter
display.

5. Excitation of the arc is carried out by brief-
ly touching the end of the electrode to the
product and withdrawing it to the required dis-
tance. Technically, this process can be done

power wire on the module from (+(] to [J-L1. Andin two ways:

in this case, connect the cable with the earth
clamp to the workpiece by inserting the pow-

er cable lug into the [+ terminal on the front

panel.

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

up less.

At the end of welding:

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

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

[ Disconnect the gas supply by shutting off

the gas supply valve from the cylinder re-

ducer;

Move the switch to the “off” position - off

Manual arc welding mode (mma)

1. Connect the electrode holder to the [1-11

terminal of the device, the grounding cable to

the [+

terminal of the device (direct polarity), or vice

versa, if required by the welding conditions

and / or the brand of electrodes:

In manual arc welding, two types of connec-

tion are distinguished: direct polarity and

reverse. Connection [Idirect] polarity: elec

trode - ['minus(, welded part - [Iplus(l. Such

a connection and a straight polarity current
are appropriate for cutting metal and welding
large thicknesses that require a large amount
of heat to warm them up.

[IReverse!ll polarity (electrode - [Iplus(l, part

- [minus() is used when welding small thiek
nesses and thin-walled structures. The fact

is that at the negative pole (cathode) of an

electric arc, the temperature is always lower

than at the positive (anode), due to which the

electrode melts faster, and the heating of the

part decreases - and the danger of its burnout

is also reduced.

[ By touching the electrode back to back
and pulling it up;
[ By striking the end of the electrode like a
match on the surface of the product.
Attention! Do not knock the electrode on the
working surface when trying to ignite the arc,
as this can damage it and further complicate
the ignition of the arc.
6. As soon as the arc strikes, the electrode
must be held at such a distance from the
workpiece that corresponds to the diameter
of the electrode. To obtain a uniform seam, it
is further necessary to maintain this distance
as constant as possible. It should also be re-
membered that the inclination of the electrode
axis should be approximately 20-30 degrees,
for better visual control of the welding seam
guidance.
7. When finishing the weld, pull the electrode
back a little to fill the welding crater, and then
lift it up sharply until the arc disappears.
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Welding parameter tables (for reference only)

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

Thickness
metal,mm

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

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

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

Gas flow settings for MIG, MAG welding

++ |+ ]+

++ |+ [+]|+

+ |+ [+]+]+

+ |+ |+ ]|+ |+

+l+ |+ +]+]+

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

Diameter wire,
mm

Release wire,
mm

Consumption

05-08/1-14[16-2]25-3

7-10 | 7-14 | 14-20( 16-20

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

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

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

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

1NN 17NN P77 4PZZRSSS  sPIARRN  spzZRNSy
W72

1.too slow movement of the electrode

2.a very short arc

3.Very low welding current

4 too fast electrode movement

5.very long arc

6.Very high welding current

7.normal seam

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

10
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Turning off the welding machine.

Thermal protection

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

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

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

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

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

Possible malfunctions and meth-

ods of their elimination

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

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

In the case of an apparent or suspected mal-
function, refer to the section [1Possible mal
functions and methods of their elimination(]. If
there is no malfunction in the list or.

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

All other work (including repair) should be car-
ried out only by specialists of service centers.
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Problem Possible reason Solution
Voltage too high Turn off the power source; Check
) ) Volt t00 | the main food; Turn on the machine
Indicator is onfVoltage too low again when the voltage is normal.
1 |thermal protec- - -
tion Poor air flow Improve air flow
The_ thermal protgctlon of the Let the device cool down
device has been triggered
Wire feed knob at minimum Adjust
2 |No wire feed Sticking current tip Replace tip
The feed rollers do not match .
. . Put on the right roller
the wire diameter
The fan does notjPower b.utton does not work Please contact the service center
3 |work or rotates|The fan is broken
slowly Poor fan connection Check the connection
Poor part contact Improve contact
Network cable too thin, power is
Change the network cable
Unstable arc,|lost
4 - -
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust [Clean the part
The burner is not connected Connect the burner correctly
6 |No shieldi correctly
0 Shielding 935 (555 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.
ly..... A This symbol shows the welding current in AMPS.
U,...... V This symbol shows the welding voltage in VOLTS.
U, This symbol shows the rated supply voltage.
This symbol shows the welding unit's maximum absorbed current
Limax- - <A .
in AMP.
This symbol shows the welding unit's maximum absorbed current
L - -A .
in AMP.
IP21S This symbol shows the welding unit’s protection class.
This symbol shows that the welding unit is suitable for use in envi-
ronments where there is a high risk of electric shocks.
ﬁ @ This symbol shows read the operating instructions carefully before
operation.
= % ‘l’ : This symbol shows the welding unit is a single phased D.C. welder.
:]j = This symbol shows the supply power phase and line frequency in
1 = 50Hz Hertz.
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Maintenance and Service
Maintenance and Cleaning
» Pull the plug out of the socket before
carrying out any work on the power
tool.
Remove dust by dry and clean com-
pressed air regularly. If welding machine
is operated in environment where strong
smoke and polluted air is present, the ma-
chine needs to be cleaned at least once a
month.
Pressure of compressed air must be
within reasonable range in order to
prevent damage to small and sensitive
components in the machine.
Check internal circuit of welding ma-
chine regularly and make sure the
circuit connections are connected
correctly and tightly (especially plug-
in connector and components). If scale
and rust are found, please clean it, and
connect again tightly.
Prevent water and steam from enter-
ing into the machine. If that happens,
please blow it dry and check insulation
of machine.
If welding machine will not be used for
long time, it must be put into the pack-
ing box and stored in dry and clean
environment.
In order to avoid safety hazards, if the power
supply cord needs to be replaced, this must
be done by P.I.T. or by an after-sales service
centre that is authorised to repair P.I.T. power
tools.
Service
» Have your power tool repaired only by
qualified personnel and only with origi-
nal replacement parts. This ensures the
safety of the power tool.
The list of authorized service centers can be
viewed on the official website of P.I.T. by the
link: https://pittools.ru/servises/
Storage and transportation
The welding machine should be stored in
closed rooms with natural ventilation at tem-
peratures from 0 to + 40 ° C and relative
humidity up to + 80%. The presence of acid
vapors, alkalis and other aggressive impuri-
ties in the air is not allowed.
Products can be transported by any type of
closed transport in the manufactureris pack
aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

>

Dispose of waste

E Damaged power tools, batteries, ac-

cessories and waste packaging mate-
mmm rials must be recycled and reused in

an environmentally friendly manner.

Do not throw power tools and accumulators /

batteries into general household waste!

Product serial number interpreta-

tion serial number

No.| 00000 000000 |
|

Product Code Year Month Quantity of order

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

month.

TERMS OF WARRANTY SERVICE
To customers (users) of warranty service:

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

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

The warranty period:

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

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

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

1. In the absence of any valid legal docu-
ments (invoices) such as warranty certificates
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and warranty cards to prove the date of pur-
chase.

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

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

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

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

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

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

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

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

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

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

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

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

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

The warranty does not include:

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

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

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

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

Yka3aHuA no TexHuke 6e3onacHocTu
OOLwWwue ykasaHUs NO TeXHUKe Ge3onacHo-
CTU OANs 3NeKTPOUHCTPYMEHTOB

NPEAYNPEXOEHUE
A MpouTuTe BCe yka3aHUSA U UHCTPYK-

LM No TeXHUKe 6e30MacHOCTU.
HecobniogeHne ykazaHui U MHCTPYKUMIA NO
TexHUke 6e30MacHOCTU MOXeT cTaTb Npuyu-
HOW MOpaXeHWs aNeKTPUYECKMM TOKOM, Noxa-
pa v TSXenbIX TPaBM.
CoxpaHAinTe 3TU MHCTPYKLMU U yKa3aHusi
Ansa 6yayuero UCNonb3oBaHUA.
Mcnonb3oBaHHOE B HACTOSILLUX UHCTPYKLIMSIX
N yKa3aHWsIX MOHSATNE «3INEKTPOUHCTPYMEHT»
pacnpocTpaHsieTcsl Ha ANEKTPOUHCTPYMEHT C
nUTaHWEM OT CeTu (C CETEBLIM LLUHYPOM) U Ha
aKKYMYMATOPHbIN 3NEKTPOUHCTPYMEHT (6e3
CeTeBOro LWHypa).
Be3onacHocTb paboyero mecrta
» CopepxuTte paboyee MeCTO B YNCTOTE U
XopoLlo ocBelleHHbIM. becnopsgok nnu
HeocBeLLeHHble y4yacTku paboyero mecTa
MOTyYT NMPUBECTU K HECYACTHBIM Cry4asM.
He paGoTtainTte ¢ 3TUM 3NEKTPOUHCTPY-
MEeHTOM BO B3pPbIBOOMNAcCHOM MomeLle-
HUKN, B KOTOPOM HaXoAsTCS roployune
XNAKOCTU, BOCMNIaMeHsloWMecs rasbl
VN NbIb. ONEeKTPOUHCTPYMEHTbI UCKPSIT,
YTO MOXET NPUBECTU K BOCMIIAMEHEHWIO
MbIN U NapoB.
Bo Bpems paboTbl C 3NIEKTPOUHCTPY-
MEHTOM He gonyckauTte 6nusko k Ba-
wemy paboyemy MecTy AeTel U Nocro-
poHHux nuu. OTBReKkwucb, Bel MoxeTe
noTepsTb KOHTPONb Haj 3MeKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHoOCTb
» llitencenbHas BUMKa 3NMeKTPOUHCTPY-
MeHTa [0IMKHa NOAXOAUTH K LiTencenb-
HoMn po3eTke. Hn B koem cnyyae He
W3MeHsANTe wTencenbHyo Bunky. He
npMMeHAWTe NepexoAHble WTeKepbl
ANA 3NeKTPOUHCTPYMEHTOB C 3aLUMUT-
HbIM 3a3emneHueM. HensameHeHHble
wTencenbHble BUNKW U NOAXOASALME
LuTencenbHble PO3ETKMU CHUXAKT PUCK Mo-
paKeHUsi ANEeKTPOTOKOM.
MpepnoTBpawanTe TenecHbIN KOHTaKT
C 3a3eMJIeHHbIMM NOBEPXHOCTAMM, Kak
TO: ¢ Tpy6amu, anemMeHTaMu1 OTOMNJIEHMS,
KYXOHHbIMM NAUTaMU U XONOAUNbHUKA-
mu. Npu 3a3emnennn Bawero Tena nosbi-
LLIAETCSt PUCK NOPAKEHNS ANEKTPOTOKOM.
» 3awmwante aNeKTPOMHCTPYMEHT OT A0~

XAA U CbIPOCTU. [POHNKHOBEHNE BOAbI
B 9NEeKTPOMHCTPYMEHT MOBbIWAET PUCK
NMOopaXKeHUs1 AMEKTPOTOKOM.

He paspewaetcs ucnonb3oBaThb LIHYP
He No Ha3Ha4YyeHUIo, Hanpumep, ANs
TPaHCMOPTUPOBKN UMW NOABECKMN 3MeK-
TPOMHCTPYMEHTa, UNN ANA BbITATUBa-
HWSl BUNIKA U3 LUTENCeNbHOW PO3eTKU.
3awuwante WHYp OoT BO3JeNCTBUA
BbICOKUX TemnepaTyp, Macna, ocTpbix
KPOMOK MU NOABUXHLIX YacTel anek-
TPOUHCTPyMeHTa.l[loBpexaeHHbI nnu
CNyTaHHbIN LLUHYP NOBbILLIAET PUCK NOpaxe-
HUS1 ANIEKTPOTOKOM.

Mpu paboTe ¢ 3NeKTPOUHCTPYMEHTOM
nopa OTKPbITbIM HEGOM NMPUMeEHANTE
npuroAHble Ans aToro kabenu yanu-
HUTenu. MNMpumeHeHne NpUrogHoro Ans
paboTbl nog OoTKpbITbIM HEGOM kabens
YANVHWUTENS CHWXaeT PUCK NopaxeHus
3MEKTPOTOKOM.

Ecnun HeBO3MOXHO M36exaTb npume-
HEHUSA 3MeKTPOUHCTPYMEHTa B CbIpOM
noMeLLeHUU, NoAKIToYahTe INEeKTPOUH-
CTPYMEHT Yepe3 YCTPOWCTBO 3aLYUTHOTO
OTKNIoYeHuA. [pumeHeHne ycTponcraa
3aLUNTHOrO OTKITIOYEHUS CHUXaeT PUcK
3MEKTPUYECKOTO MOPaXeHWs.
Be3onacHocTb ntoaen

» ByabTe BHUMaTenbHbLIMU, crieauTe 3a
Tem, uyto BbI AenaeTe, n npogymaHHO
HauyuMHanTe paboTy C 3NEeKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3NeKTPOUH-
CTPYMEHTOM B YyCTarloM COCTOSIHUM
unu ecnu Bbl HaxoauTecb B COCTOSIHUMN
HapKOTUYECKOro UMK ankKorofibHOro
OMNbSAHEHUSA UNKW NOA BO34eNCTBUEM re-
kapcTB. OAMH MOMEHT HEeBHUMATENbHO-
CTV Npu paboTe C INeKTPOUHCTPYMEHTOM
MOXET NPUBECTU K CEPbE3HBIM TPaBMaM.
MpumeHsanTe cpeacTBa MHAMBUAYaTb-
HOM 3alMThl U BCeraa 3alUTHbIE OYKM.
Vcnonb3oBaHve cpeacTs MHAMBUAYarNbHOM
3alUnThI, KaK TO: 3alMTHOW Macku, obyBun
Ha Heckonb3sillen nodoLwwBse, 3alnTHOro
lwnemMa unu cpefcTs 3alMTbl OpPraHoB
cnyxa, — B 3aBUCMMOCTM OT BMAa paboTbl
C 3NIEKTPOUHCTPYMEHTOM CHUXaeT pUck
nony4yeHus: TpaBMm.

MpepoTBpallanTe HenpeaHaMmepeHHoe
BKIIlOYeHUE 3NeKTPOUHCTPYMEHTa.
Mepen noaknovYeHMEM 3NMEKTPOUH-
CTPYMEHTa K 3NeKTponuTaHuoo u/unm K
aKKyMynsiTopy y6eautech B BbIKITHOYEH-
HOM COCTOSIHUW 3NEKTPOUHCTPYMEHTa.
YoepxaHnve nanbla Ha BblknodaTene npu-
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TPaHCMOPTMPOBKE U NOAKIMIOYEHME K CEeTU
NUTaAHUSA BKIMIOYEHHOIO 3MEKTPOUMHCTPY-
MeHTa 4YpeBaTo HECHACTHLIMM CryYasimu.
Y6upante ycTaHOBOYHbLIN MHCTPYMEHT
WUNY raeyHblie KNOYN A0 BKIHOYEHUSA
3NEKTPOUHCTPYMEHTA. VIHCTpYMEHT nunu
KIoY, HaxogsLwmica BO BpaljatwLencs
YacTW 3NEKTPOUHCTPYMEHTA, MOXET Npu-
BECTU K TpaBMaM.

He npuHumanTe HeecTecTBEHHOE MOSO-
XeHue kopnyca Tena. Bcerga 3aHumanm-
Te YCTONYMBOE MOSIOXKEeHUEe U COXPaHAN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe fyylle KOHTPONMPOBaThb 3N1eKTPO-
WHCTPYMEHT B HEOXMAAHHbBIX CUTYaLUsIX.
Hocute noaxopswyto pabouyto oge-
xAy. He HocuTe wupokyto oaexpy m
yKpaweHus. [lepxute Bonockl, oaexay
M pyKaBULibl BAANW OT ABUXYLLMXCA Ya-
cten. LlLnpokasa ogexaa, ykpawleHus unm
ANVIHHbIE BOMOCHI MOTYT ObITb 3aTAHYTHI
BpaLLaLLMMUCS YacTAMM.

Mpy¥ HanM4YMM BO3MOXHOCTU YCTaHOBKM
nbineoTcachIBaloLWMX U NMblNECGOPHbIX
YCTPOWCTB NpoBepsANTe UX npucoenu-
HEeHWe M NpaBUIlbHOe UCNONb30BaHUe.
[MprvMeHeHWe nbineoTcoca MOXeT CHU3UTb
OMacHOCTb, CO34aBaeMyHo MNbisbHo.
Xopoluee 3HaHUE 3NEKTPOUHCTPYMEH-
TOB, Nony4YeHHoe B pe3ynkTaTe 4acToro
MX UCMONb30BaHUs, He AOMKHO NPUBO-
AUTb K CaMOYBEPEHHOCTU U UTHOPUPO-
BaHUIO TEXHUKKU Ge3onacHocTu obpa-
LeHMsA € 3NeKTPOUHcTpymeHTamu. OgHo
HebpexHoe AencTBmMe 3a AOM0 CeKyHAOb
MOXET NPUBECTU K CEPbE3HBIM TPaBMaM.
BHUMAHME! B cnyyae BO3HWKHOBEHUSA
nepebos B paboTe aNeKTPOMHCTPyMeEHTa
BCMeACTBUE MOMHOrO UM YacTUYHOrO
npekpalweHns aHeprocHabxeHns unu
NOBPEXAEHUS Lienu ynpaBrieHnst aHepro-
cHabXeHneMm ycTaHOBWTE BbIKMOYaTenNb
B nomnoxeHue Bobikn., ybegmewmnce, 4to
OH He 3abnokupoBaH (Npu ero Hamuuuu).
OTKNIOYMTE CETEBYIO BUIKY OT PO3ETKU
NN OTCOEAUHUTE CbLEMHbIV aKKyMymnsTop.
OTUM NpeaoTBpaLLAEeTCa HEKOHTPOnupye-
MbIVi MOBTOPHbIV 3aryck.

HagexHee B ykazaHHOM [uana3oHe MOLL-
HOCTMW.

He paboTanTe ¢ aneKTPOUHCTPYMEHTOM
npy HeMcnpaBHOM BbIKioYaTene. Onek-
TPOVHCTPYMEHT, KOTOPbIN He noapaeTcs
BKITIOYEHWIO UM BbIKIIOYEHWIO, ONaceH 1
[OMKeH OblTb OTPEMOHTVPOBAH.

XpaHuUTe aNeKTPOMHCTPYMEHTbI B HEA0-
cTynHom gns geten mecte. He paspe-
WwanTe NONbL30BaTbCS 3MEeKTPOUHCTPY-
MEHTOM NULaM, KOTOpble He 3HaKOMbI
C HUM WUNM He YUTanu HacTOALWMX WH-
CTPYKUUNA. ONEeKTPOUHCTPYMEHTbLI ONacHb!
B pPyKax HEOMbITHbIX L.

TwaTenbHO yxaxXuBauTe 3a 3NeKTpo-
MHCTpyMeHTOM. lMpoBepsanTe 6e3y-
NpeyYHyto hyHKLUIO U XOA4 ABUKYLUNXCS
yacTel INeKTPOMHCTPYMEeHTa, OTCyT-
CTBUE MONMOMOK UMY NOBpPeXAEHUN,
oTpuLaTenbHO BNUAIOWMNX HA (PYHKLMIO
3NEeKTPOUHCTpYMeHTa. MoBpexaeHHbIe
YacTU AOMKHbLI GbITb OTPEMOHTUPO-
BaHbl 4O UCNONb30BaHUS 3NEKTPOUH-
cTpymeHTa. [noxoe obcnyxneaHve anek-
TPOUHCTPYMEHTOB SIBMAETCH MPUYUHOW
60nbLUOro YMcna HeCYacTHbIX Cryyaes.
Oepxute pexylmuin UHCTPYMEHT B 3a-
TOYEHHOM M YUCTOM COCTOSIHMMU. 3aboT-
JIMBO YXOXEHHbIE PEXYyLLMEe UHCTPYMEHTI
C OCTPbLIMW PEXYLUMMU KPOMKaMU pexe
3aKINMHUBAIOTCS U KX Jlerye BecCTy.
MpumMeHsANTE 3NEKTPOUHCTPYMEHT, Npu-
HaAnexHocTu,paboyne MHCTPYMEHTbI
M T. N. B COOTBETCTBUU C HaCTOALMNMM
WHCTPYKUUAMU. YUUTbIBANUTE NMPU ITOM
paGoyune ycrnoBusi U BbINONHAEMYO
paboTy. Vcnonb3oBaHne aneKTPONHCTPY-
MEHTOB ANs HenpeayCMOTPEeHHbIX paboT
MOXET NMPMBECTU K ONACHLIM CUTYaLMsIM.
[depxuTte pyyku U NOBEPXHOCTMU 3a-
XBaTa CyXMMWU U YUCTbIMU, creauTe
4TOObl Ha HUX YTOObI HA HUX He Oblno
XXUAKOWU UMM KOHCUCTEHTHOW CMa3KM.
Ckomnb3kne py4ku 1 NOBEPXHOCTM 3axBaTa
npensaTcTBytoT 6e3onacHomy obpatllyeHunto
C WHCTPYMEHTOM U He [atoT HafexXHo
KOHTPONMpOBaTb €ro B HemnpeaBUAEHHbIX
CUTyaumsix.

MpumeHeHne 3aNeKTPOUHCTPYMEH-

Ta 1 obpallyeHue ¢ HUM
» He neperpyxanTte 3NeKTPOUHCTPYMEHT.

CepBuc
» PeMOHT 3MeKTPOMHCTPYMEHTa AOMXKeH
BbIMOJIHATBLCA TOJIbKO KBaanmuwpo-

Ucnonb3ynte ana Bawewn paboTthl
npeaHa3Ha4YeHHbIW ANsi 3TOro 3NeKTpo-
MHCTpYMeHT. C noaxoaslmm 3neKkTpo-
MHCTpyMeHTOM Bbl paboTaeTte nyvwe u

BaHHbIM NMEePCOHArNIoM U TOSIbKO C Npu-
MeHeHUEeM OPUTMHalNbHbIX 3anacHbIX
yacten. OTum obecneyvmBaeTtcsa 6esonac-
HOCTb 3NIEKTPOUHCTPYMEHTA.
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MHcTpyKuMn no TexHuke G6e3onac-
HOCTU ANA 3NEeKTPOCBapPOYHOro

annaparta

» O6s3aTenbHO yAOCTOBEPbTECH, YTO
anekTpuyeckas po3eTka, K KOTopou
nopakmnoYaeTcsi MUHBEPTOP 3a3eMrieHa.
3anpeujaetcsa npuMkKacaTbCs K OrosieH-
HbIM 3NIeKTPUYECKUM YacTAM U INEeKT-
poAy OTKPbITbIMUA YacTAMU Tena, Mo-
KPbIMU NepyaTkamMn UNu oaexaon.

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

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

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

Heobxoaumo obGecneuyntb gocTaTou-
HYIO BEHTUNSLUMIO paboyero mecTta unu
Mcnonb3oBaTh cneuuanbHbie BbITSXKY
ANA ypaneHuWs ra3os, obpasylowmxcsa
B npouecce NpoBeAeHUs CBapOUHbIX
pabor.

Ona 3awuTbl rMa3 u Tena UCNonb3ynTe
NoaXoAsillyo 3alWUTHY0 Macky, CBeTo-
cdunbTp M 3awmTHYO opgexay. Oaexaa
[OMKHa BblTb MOMHOCTLIO 3aCTErHyTa, YTo-
Obl MCKPbI 1 OpbI3TK HE Monagany Ha Teno.
MpuroToBLTE NOAXOASALLYIO 3aLUTHYHO
MacKy Mnu 3aHaBeCcKy ANs 3awWuTbl
cmoTpsLero. [Ins 3awmTel Apyrux niogen
OT U3NyYeHUs Oyrv u ropsynx MeTannos
Heobxooumo orpaguTb pabouyyto 30HY or-
HeynopHbIM OrpaxaeHeM.

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

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

Mpu npoBegeHUn cBapku Heob6xooUMO
obecneuntb paboyee mecTo cpeacTBa-
MU NOXapoTyLUEHUA.

SANPELLAETCA:

VMcnonb3oBaTtb CBapOYHbIV nonyaBToMaT B
CbIPbIX MOMELLEHUAX NN NOA AOXKAEM;
VMcnonb3oBaTb anekTpuyeckne kabenu ¢
NOBPEXAEHHOW M30MsiLMen Unu nnoxmmm
CoeaMHUTENbHBIMU KOHTaKTamu;
[MpoBoanTb cBapoyHble paboTbl HA KOH-
TenHepax, EMKOCTSIX unu Tpybax, KoTopble
copepxanu Xxvakue unu razoobpasHble

>

onacHble BELLecTBa;
lMpoBoaMTb cBapoyHble paboTbl Ha pe-
3epByapax nof AaBneHveM;

PaboTtaTb B ogexae ¢ naTHaMmu macna,
Xupa, 6eH3nHa 1 Opyrux roprovnx Xuako-
cTen.

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

Ecnu Bo Bpems yCTaHOBKMU M 3KCMNy-
aTauMn BO3HUKHYT Npobnemsl, noxa-
nyuncTa, crnegymte 3TOM MHCTPYKUUM NO
aKcnyaTauum Ans NpoBepKu.

Ecnu Bbl He A0 KOHLA NMOHMMaeTe py-
KOBOACTBO UMW HE MOXeTe pelnTb
npo6nemMy ¢ MHCTPyKLUMen, BaM criegyeTt
06paTUTLCA K NoCTaBLMKaM Unu B cep-
BUCHbIN LIEHTP 3a npodeccuoHanbHOn
NoMoLLbHo.

MalwmHa aomkHa akcnnyaTupoBaTbCcs B
CYXUX YCIIOBUSX C YPOBHEM BIaXXHOCTU
He 6onee 90%.

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

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

U3berante cBapky B NblfIbHbIX MecTax
WU B cpefe C arpecCUBHbIM ra3om.
U3beranTte razoBon cBapku B cpeae C
CUIbHBLIM BO3AYLUHbIM MOTOKOM.
Pa6ouun, y KoToporo yctaHOBIMEH Kap-
AVNOCTUMYNATOP, AOMKEH NPOKOHCYIb-
TUpOBaTLCA C BPauyoM nepep CBapKoW.
[MoToMy 4TO anMeKkTpoMarHMTHoOe norne
MOXET HapyWwuTb HOpMarnbHyt paboTy
KapamocTumynsTopa.

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

HVIN M MHCTPYKLUMIA MO TexHuke BesonacHocTn

MOryT CTaTb MPUYMHOW MOPAKEHNUS SMEKTPU-

YeCKVM TOKOM, NoXapa 1 TSXKenbIX TpaBM.

MprumMeHeHMe NO Ha3Ha4YeHUO
CBapoyHbIN NonyaBToMaT MHBEPTOPHOIO TuNa
NMOCTOSIHHOTO TOKa (Aanee — usgenve) npea-
Ha3HayeH ANs CBapo4yHblX paboT meTopamu
MIG/MAG (cBapka anekTpofHOI MPOBOSIOKOMN
B cpefe 3awuTtHoro rasa) n MMA (pyyHas
anekTpoayroBas cBapka LUTYYHbIMW MNaBKu-
MW MOKPbITEIMW 3MEKTpoAaMu).

M3pgenve moxeT NpUMEHATBCA ANSA CBapKu
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pa3nnyHbIX BUOOB METarsoB.

N3o6paxeHHble COCTaBHbIe YacTun
Hymepauus npeactaBneHHbIX KOMMOHEHTOB
BblIMOMHEHa no M306pa)KBHVIPO Ha CTpaHuue C
NNNCTpaymnamn.

1. Kabenb nepekntoyeHns nonspHocTu

2. Pasbem noaknoyeHust ropenkm

3. CvnoBoii pasbeM «+»

4. Cunosoii pasbeM «-»

5. BeHtunatop

6. KHonka nutaHus

7. Wryuep onsa nogknioyYeHns 3awmuTHOro rasa
8. Bxog kabensa nutaHus

TexHu4Yeckne xapakTepucTuUKm
Mopenb PMIG220-C2
HomMnHanbHOE Ha- 190-250 B / 50 I'y
npshkeHune / yacToTa

HomunHanbHasa mMoul- 7500 Bt
HOCTb

[nanasoH BbIXO4HOMO 40-220A
TOKa

OuameTp NnpoBOMOKK 0.6-1.0mm
(MIG)

[nameTp anekTpopaa 2.5-5.0mm
(MMA)

MpoaomxMTenbHOCTb 60%
BkntodeHus (MB)

Bec 14,5 kr
Komnnekrt noctaBku

CBapo4HbIli nonyasToMaTt 1wt
Kabenb c anektpopgofepxarenem 1wt
Kabernb c knemmon 3asemneHuns 1wr
Kabenb ¢ ropenkou 1wt
nepyartku 1wt
CBapOo4HbIf ANeKkTpos 10 wt
CaapoyHas Macka XameneoH 1wt
PykoBoacTBO no akcnnyartauum 1wt

MpumeyaHue

B TekcTte n umdpoBbIXx 0603HAYEHUAX WH-
CTPYKLUMM MOTYT ObITb AONYLLEHbI TEXHUYE-
CKue OLIMBKK 1 onevaTku.

Tak kak nHcTpymeHT P.I.T. nocTosiHHO coBep-
LLIEHCTBYETCS, KOMMNaHWs OcTaBnsieT 3a cobon
npaBoO BHOCUTb U3MEHEHUS B YKa3aHHble
30€eCb TEXHUYECKME XapaKTepUCTUKU U KOM-
nnekTauuto 6e3 npegBapuTENbHOTO yBE4OM-
neHus.

MoproToBka Kk pa6ore

YcTaHaBnuBanTe annapaT Ha POBHOW NOBEPX-
HocTu. Paboyee MecTo JOMKHO ObITb XOPOLLO
BEHTUNMPYEMbIM, CBAPOYHbIN annapaT He
[JOMXeH noaBepraTbCsl BO3AEWCTBUIO MbINu,
rpsisn, Bnarn u akTMBHoro napa. [ns obecne-

YeHNs1 HOPMaribHOWM BEHTUNSLUM paccTosiHUE
OT annaparta A0 APYrnx nNpeaMeToB AOMKHO
ObITb He MeHee 50cMm.

BHUMAHWE! Bo nsbexaHne nopaxeHus
3MEeKTPUYECKMM TOKOM MCMOMb3yNTe TOMbKO
3MEKTPUYECKYIO CETb C 3aLUMTHBIM 3a3eMrisito-
LLMM MPOBOAOM U PO3ETKM C 3a3eMNSOLWNMN
koHTakTamu. SAMNPELWAETCA nepenensieaTtb
BUIKY, €CNIM OHa He NOAXOAWUT K po3eTke.
BmecTo aToro kBannuunpoBaHHbIN anek-
TPUK OOMKEH YCTaHOBUTb COOTBETCTBYIOLLYIO
pO3EeTKY.

Ob6ecnevyeHne 6e3onacHoOCcTU noa-

FOTOBKU K pa60Te

Mepen BKNOYEHWEM U3LENUa yCTaHOBUTE
BbIKNtoYaTenb B nonoxeHue «0», a perynarop
TOKa B KpaliHee feBoe MNOoJIoKeHUeE.
MoaroToBbTeCh K paboTe:

[l MOAroToBbLTE CBapuBaemble AeTanu;

[ obecneybTe AOCTATOYHYI BEHTUMALMIO
paboyero mecta;

ybeanTeck B OTCYTCTBUM B BO3AyXe NapoB
pacTBOpUTENEN, NerkoBocniamMeHsIoLLIMX-
CS1,B3pbIBYATLIX M XIOpcoAepKalux Be-
LLIeCTB;

npoBepLTe BCE MOAKMOYEHMS K U3OENNIO.
[omxkHbl GbITb BbIMOMIHEHbI NPABUIBEHO U
HaOéXHo;

npoBepbTE CBapOYHbI kabenb, B cryyae
NMOBPEXAEHMUS OH [OIMKEH ObITb 3aMEHEH;
WNCTOYHMK NUTAHUS OOMMKEH ObITb OCHALLEH
3aLUTHBIMY CUCTEMaMMU.

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

O

O

O
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AnemMeHTbI ynpaBneHM;l 7] MHAMKaTOpr

IGI M220A
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1.®yHKUMSA NPOBEPKY rasa: NCNonb3yeTcsa Ans NPOBEPKN U PErynMpPOBKY Ha perynaTtope ra3oBo-
ro peagykTopa NoToka 3aliMTHOrO ra3a 4o Havana cBapo4yHOro npotecca.

2. Nngmkatop pexuma cBapku 2T. B pexvme 2T HaxaTue KHOMKU yrnpaBfieHUs ropenkon 3any-
cKaeT npoLiecc cBapKu, OTNyckaHne — npepbIBaeT.

3. KHonka nepekntoyeHust pexxumos 2T / 4T.

4. Vingnkatop pexvma ceapkv 4T. B pexvme 4T, cBapka HauMHaeTcs nocrne KpaTkoBPeMEHHOro
HaXxaTus KHOMKW ynpaBrieHNsi Ha roperke 1 OTKIYaeTcs Nocrne NoBTOPHOrO HaxaTus. JaHHas
byHKLMSI NO3BONSIET HE AepXaTb HAXaTOW KHOMKY Ha ropernke npu cBapke AMUHHBIX LUBOB.

5. KHomka nepeknioyeHns pexvma yHUuLmMpoBaHHOW (aBTOMaTtny4eckom) / YaCTUYHOW (PyYHOW)
perynupoBKu.

6.MHovkaTop pexrMa aBTOMaTUYeCcKOon / py4YHOW HaCTPOMKW: MHAMKATOP 3aropaeTcs B pexvume
PYYHOI HacTponku. ABTOMaTUyeckas perynmpoBka 03Ha4aeT, YTO CBapOYHbIN TOK U CBapO4yHOe
HanpshxeHne perynupytoTcst CUHXPOHHO (aBTOMAaTUYECKW), a py4YHast perynvMpoBka o3Havaert, 4YTo
CBapOYHbIV TOK U HanpshKeHne ycTaHaBnmMBaeTCs BPYUHYIO (Py4Has perynmpoBka - Ans npodec-
CUOHAaINbHOro NUCMOSb30BaHWS)

7.Peryngarop cunbl Toka

8./HavikaTop pexuma npeaBapuTenbHON NPOAYBKW rasoM: CHavana nopaeTcs ras, 3aTem ocy-
LlecTBnsieTcs ceapka. [103BONSET BbITECHUTL BO34yX U3 FOPEnky 1 co3daTb 3aliMTHYIO cpedy B
MecTe CBapKu [0 3aXuUraHus ayru.

9.MHgukaTop coctosHua VRD: pexum 3awmTbl OT yaapoB, Korga MHANKATOP ropuT, OH HaxoamT-
€S B peXume 3almThbl OT yAapoB, a BbIXOAHOE HanpshkeHne Huke 6e30nacHoro HanpspKeHus.
10.CBeTOBOV MHAMKATOP pexuma NpoAyBKW ra3om: NpoJosikaeT nogady rasa Ans oxnaxaeHuns
anekTpoga u obecnevyeHnss Ka4eCTBEHHOW KpUcTannmaaunm CBapo4YHOro COEAMHEHWS B 3aLWT-
HoI obornoyke.

11.KHonka aktmBauum / otMmeHbl pexxuma VRD

12.KHonka Bblbopa HacTpOWKM NpeaBapuUTENbHOM U (OUHULLIHOW 064YBKU rasom.

13.CBETOBOW MHOUKATOP pexmma CBapKX C YrTEKUCIbIM ra3om C UCMOMb30BaHWEM CBapOYHON
npososnoku 0,8 mm.

14.CBeTOBO UHAMKATOP pexuMa CBapku CO CMeLLaHHbIM ra3oM, cBapoyHas npososnoka 0,8 mwm.
15.PerynupoBka HanpspkeHns / uHayKTuBHoOCcTU(B pexumax MIG, MAG)

16.UHgvkaTtop yHkumm MMA: npu BKINIOYEHHOM MHAMKaTOpE , CBapLuMk paboTaeT B pexume
py4Hou cBapku (MMA).

17.NHpankaTop pexunma paboTbl ¢ NOPOLLKOBOW CBapo4Hou npososiokor 1,0 MM

18.KHonka nepekntovatens dpyHkumnn MMA, MIG

19.MHankaTop paboTbl C MOPOLLKOBOV CBApOYHOI NpoBornokoi 0,8 mm

20.KHonka BKIoYeHNs MexaHn3Ma nogayv NpoBOoKK (MPOTsHKka NMPOBOMOKN)

21.Oncnnew BonsTMeTpa

22.\HankaTop BKIOYEHWS.

23.MHankaTop TeNnOBON 3aLUUTLI.

24 ncnnen amnepmeTpa
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Cxema noAKNMK4YeHUA CBapo4yHOro
annaparta
CBapka cnrnoLHoun npoBornokou(puc 1)

CBapka anektpoaom(puc 3)

O) Y

MoarotoBKka K cBapke B pexume
MIG/MAG

BbibepuTe HeobxoanMbIi BUA CBapKu C MOMO-
Lblo kHonkn 15. Takke ycTaHOBUTE Mpu Mno-
MOLLY NepekntoyaTens 2 pexum BKITYeHNUs/
BbIKIIOYEHMSA CBapoYHoro Toka (2T — cBapka
BEAEeTCsl NpY HaXaTow KHonke ropenku, 4T —
nepBOe HaXaTne Ha KHOMKY ropenku — Ha4yano
CBapKu, BTOPOE HaxaTue — KOHEL, CBapkw).
dyHkums VRD oTBevaeT 3a MOHMXEHUN Ha-
NPSKEHUsA XONoCcTOro xoAa UCTOYHUKA A0
6e3onacHbix gnsa vyenoseka 12-24 BonbT,
T.€. CHWXaeTCsl HanpshxkeHue, korga annapat
BKIIOYEH,HO cBapka He npoussoautcs. Kak
TOMBbKO HaYMHAETCSA NpoLecc CBapKM, YCTPOW-
ctBo VRD BoccTaHaBnueaeT paboune napa-
METpPbl HANPSHKEHNS.

Onumnsa VRD akTyanbHa B Takvx cryvasx:
Annapart aKcnnyaTupyeTcsl B YCIIOBUSIX NMOBbI-
LLIEHHOWN BMaXXHOCTW BO3AyXa; BblCOKMe Tpebo-
BaHMA K TexHMKe Ge3onacHoOCT Ha obbekTe;
ncnonb3oBaHWe CBapo4YHOro 0bopyaoBaHns
Ha HebonbLUMX NnoLaaKax.

MNopenka

CeapoyHas ropenka MIG/MAG coctout mn3
OCHOBbI, COEMHUTENBHOrO Kabens u pyyku.
OcHoBa coefiNHsiIeT CBAapOYHY ropenky u
yCTpOWCTBO nopa4vu nposonoku. CoegnHu-
TenbHbIN Kabernb:

[MOKPbITBIN HENNOHOM HanpaBnALNA KaHan
noMeLleH B LIeHTp nonoro kabens. BHyTpeH-
HSI YacTb kaHamna npefgHasHavyeHa Ans no-
Aadn nposornokun. CBob6oaHOe NPOCTpaHCTBO
Mexay kaHanom v nonbiM kabenem npegHa-
3Ha4yeHoO Ans nodayu 3awuTHoro rasa.Cam
nonbin Kabenb npegHasHavyeH Ans nogayu
TOKa.

BHUMAHME! lMepep cbopkon n pasbopkon
ropenku unu nepep 3aMeHon KOMMNOHEHTOB
HeobXoAMMO OTKMYMTL Mogady dnekTponu-
TaHus.

YcTaHOBKa KaTyLKN

[MopGepuTte HeobxoaMMyO NPOBOMOKY B CO-
OTBETCTBMM C TEXHOMOrnen ceapku. Quamerp
NPOBOOKN AOMXEeH COOTBETCTBOBATbL Npu-
BOLHOMY POMWKY, HanpaensoLwemy kaHany u
KOHTaKTHOMY HaKOHEYHWKY.

OTkponTe 60OKOBYIO KpbILWIKY annaparta Ans
YCTaHOBKU KaTyLLKM C NpoBornokon. OTkpyTuTe
pPerynupoBOYHbIN BUHT KaTyLUKOAepxaTens,
HajeHbTe KaTyLKy Ha KaTylukodepxaTenb u
3admkcnpyinTe ee 3TUM xe BMHTOM. KoHel
NPOBONIOKN [OMKEH HaxoamTbea nop Gapa-
6aHOM, HanNpoTMB MOAatoLLEero yCTponucTBa.
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C noMOLLbIO PerynmpoBOYHOrO BUHTA OTpe-
rynupynte cuny dukcaummn katywku. Katyuw-
Ka fomkHa cBo60AHO BpallaTbCs, HO Npu
paboTe He AomMKHO obpasoBbiBaTbLCS NeTenb
nposonokun. Ecnn obpasytotca netnu, Heob-
XOAUMO CuIbHEe 3aTAHYTb PEerynnmpoBOYHbIN
BUHT. Ecnn kaTylika Bpalaetca ¢ Tpyaom,
ocnabbre BUHT.

YcTtaHOBKa NPOBOJSIOKU B HanpaB-

NAOLWMA KaHan

OcnabbTte 1 onycTuTe Ha cebsi perynaTop.
[MogHNMUTE NPWKUMHOWM POKK;

OTpexbTe N30rHYThIN KOHYMK NMPOBOSOKN U 3a-
npasbTe NPOBOSIOKY B HaMpaBnAOLWMIA KaHan
nofatoLLero ycTponcTea, BbIPOBHSANTE ee B
KaHane npuBOAHOro ponuka. Ybegutech, 4to
KaHan ponvka COOTBETCTBYET AMaMeTpy npo-
BOIOKY;

[MomecTuTe NPOBOMOKY B KaHan pasbema cBa-
POYHOW rOpenku, oTNyCcTUTE MPUXMUMHOW po-
NVK, N BEPHUTE B BEPTUKANbHOE MOMOXeHWe
perynaTop.

OTperynupyinte gaBneHne NpuxMMHOro ponu-
Ka.
[ MNpwn cBapke cTanbHON MNPOBOMOKOW HEO6-
XOAMMO MCMnonb3oBaTh V-06pasHyto kaHas-
Ky NPVBOLHOIO PONUKa;

[Mpn ncnonb3oBaHnM COBON MPOBOSIO-
KM HeobxoanMO Mcnonb3oBaTh LUEeCTEpPeH-
YaTyto KaHaBKy MPYBOAHOMO ponmka (Hamu-
4yne 3aBMCUT OT MOAENN U KoMMneKTauum

annapara).

Mpn ncnonb3oBaHUN antOMUHUEBOWN
NPOBOMOKN HEOBXOAMMO MCMONb30BaTb
U-obpasHyto kaHaBKy NpPUBOAHOIO poru-
Ka(Hanuyme 3aBWCUT OT MOAEMM U KOM-
nnekTauuu annapara).

Mopaya NPoOBOMOKM B CBapOYHbIiA

pykaB

OTKpyTUTE CBapOYHbI HAKOHEYHVK Ha ropern-
Ke.

[Ins npoTsrMBaHWs NPOBOIOKM B pyKaB roper-
K1 HeobxoaMMO BpeMeHHO nopaTb nuTaHue
nepeksYeHneM BbiknodaTens 6 n Haxumarb
KHOMKy 16(npoTshkka NpoBOMOKM) A0 Tex
nop,noka oHa He 3anoJIHUT KaHarn CBapOYHOro
pykaBa 1 He BbliaeT u3 ropenku. OTkno4nTe
nutaxue. MNMpumevanue! Ons ceobogHoro npo-
XOX[eHWs NpoBorokn B kabene, pacnpsmuTe
ero no Bcen AnviHe. Mpu nogave nNpoBOMNOKK
ybeauTech, 4To OHa cBOOOAHO ABUXETCS B
KaHane npuBOAHOIO pornMKa U CKOPOCTb Mo-
Aadn paBHoMepHas. Ecnv ckopocTb nogaun
HepaBHOMeEpPHa,oTperynupynTe gasneHue
NPWKMMHOTO pornuKa.

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

Pexumbl HOﬂyaBTOMaTVI‘-IeCKOﬁ

CBapKu

[JaHHas yctaHoBka MoxeT paboTaTb C ABYMs
TMNamy CBapOYHOW MPONOBOKMN: CMOLLIHON
OMEAHEHHOI NPOBOIIOKON B Cpefe 3allUTHOro
rasa, a Takke caMo3alUTHON MOPOLUKOBOW
MPOBOJIOKON, B 3TOM crly4ae 6asnnoH ¢ rasom
He TpebyeTcs.

Mpu pasHbIX TUNax CBapOYHOWN MPOBOMOKK
TpebyeTcs pasHasi cxema NoAKMHYEHNS.

CBapka c rasom (GAS) cnnowHon

OMegHEHHOM NPOBOJIOKON:

[ KopoTkuin kabenb ¢ pasbemoM, Haxoas-
LMIACA BHWU3Y Ha NnepeaHew naHenu anna-
paTa,nogKnio4nMTe K NeBomMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenuTe knemmy 3a3emneHusi Ha cBa-
puBaemon getanu, cCoeauHuTeNb Ha Apy-
rom KoHLe kabens nogkniounte K npasomy
pasbemy Ha nepefHei naHenu (knemma
«-»).

MpoBepbTe MapkMPOBKY MOAAIOLLErO PONnn-
Ka B COOTBETCTBUW C AMAMETPOM UCMOSb-
3yeMOW NPOBOOKN.

BcTtaBbTe KaTyLLKy C MPOBOMOKON B rHE3[0.
3anpaBbTe NPOBOMOKY B roperky, OTKUHYB
NPpWXnUM pornnka u Beeds NpPOBONOKY B Ka-

21



P.I.T.

CBapoyHbii [NonyasTromar

Han Yyepes yrny6rneHue B ponuke.
3akpoiiTe NpUXMM poruvka, crierka noars-
HYB 32)KVMHOW BUHT.

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

Bkntounte annapaTt v NporoHMTe MpoBO-
NIOKY [0 BbIXOAA M3 HakOHEeYHWKa, Haxas
KHOTKY Ha roperke.

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

OTKpoWiTE BEHTUMNb Ha GannoHe C 3almnT-
HbIM ra3oM, HaXXMUTE Ha KHOMKY ropenku u
OTperynupyinTe nogavy rasa peaykTopom
(o6bl4HO pacxof rasa ycTtaHaBnvMBaeTcs
cnegyowmum obpasom: pacxopg rasa (n/
MWH.) = [lnameTp nposonoku (Mm) x 10.
YcTtaHoBuTe TpebyeMblii pexum cBapku
npy NOMOLLW PerynsiTopos.

[l HauymHainTe cBapky.

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

KopoTkuin kabenb ¢ pasbemMoMm, Haxoas-
LMIACA BHWU3Y Ha nepegHei naHenu anna-
paTa,noAKnioYMTe K NpaBoMy pasbeMy Ha
nepegHen naHenu (knemma «-»).
3akpenuTe Knemmy 3a3eMmiieHust Ha cBa-
pvBaeMoii aeTanu, coeauHUTens Ha apy-
roM KoHUe kabens nogkniounte K nesomy
pasbemy Ha nepepHei naHenu (knemma
«+»).

MpoBepbTe MapKMpPOBKY NMOAAtOLLErO POru-
Ka B COOTBETCTBUM C AVaMETPOM WCMOSb-
3yeMol NPOBOSIOKU.

BcTaBbTe KaTyLLUKy C NPOBOMOKON B THE3A0.
3anpaBbTe NPOBOMOKY B ropesiky, OTKUHYB
NPWXUM ponuka v BBeas NPOBOMOKY B Ka-
Han Yyepes yrny6rneHue B ponuke.
B3akpoiiTe NpUXMUM poruvka, crierka noarts-
HYB 32)KVMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AMameTpa
OTBEpPCTUSI HAKOHEYHMKa ropenky 1 guame-
Tpa NpPOBOSOKK.

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

YcTtaHoBuTe TpebyeMblii pexum cBapku
npy NOMOLLW PerynsiTopos.

Mpouecc cBapku

[aHHbIN cBapO4YHbIN annapat MMeeT aBToma-
TUYECKYIO U PYYHYHO HACTPOWKY ToKa U Hanpsi-
XKeHus. Pexnm HacTponky nepekntoyaercs

KHOMKoM (4).

ABTOMaTUYECKUI PEXUM

B aBTOMaTuyeckoM pexume HacTpoiika ocy-
LLIeCTBMSIETCS C MOMOLLIbKO JIEBOTO perynsropa
(6). Mpw ero BpalleHUn B OOHY UNK B ApYryto
CTOpPOHY NapameTpbl TOKa U HanpsKEHUs 13-
MEHSIOTCS CUHXPOHHO B COOTBETCTBUM C Mpak-
TWKOW MCMONb30BaHUSI AaHHOTO BUAA CBapKM.
CKkopocCTb nofavu NpoBOJIOKU CBSA3aHa C CU-
1O CBApOYHOro TOKa W perynupyeTtcs ogHo-
BPEMEHHO C HEeWn.

Perynatopom (11) MOXHO U3MEHUTL 3HaYEHNEe
WHOYKTUBHOCTU, YTOObI NONYYUTb HYXHYIO
YKECTKOCTb Ayru.

[Mocne npenBapuTEnbHON YCTaHOBKU HEODXO-
OVIMO NPOBECTU NPOGHYIO CBapKYy.

Pyu4Hou pexum

B pyyHom pexwume perynsitopom (6) perynu-
pyeTcsi CKOpPOCTb MoAayun NpPOBOMOKM C CUION
Toka. Perynsitopom (11) perynupyetcs Hanps-
XeHue oyru.

[Mpu yBenu4eHWn cBapo4Horo Toka, CKOpoCTb
OBUXEHWUsI NPOBOroKM yBenu4yusaetcs. Mpu
YBEMUYEHUN HaNpPsSKEHUS OYyru, yBenu4iu-
BaeTCs CKOPOCTb NraBneHus NpoBOMOKMU.
Ecnu yctaHOBUTb BbICOKOE 3HA4YeHWe Toka 1
HU3KOe 3HaYeHue HanpsKeHUsi, TO CKOPOCTb
[OBWXEHWS NPOBOOKM ByaeT BbICOKOW, HO OHa
He ByneT ycnesaTb nNnaBuTbes. Ecnu coenatb
HaobopoT, TO NPOBONOKA HaAYHET MNaBUTb-
Csl, MpaKkTUYecKn elle He BbINAs U3 MegHoW
BCTaBkW. [0o3TOMy, ycTaHaBnNMBasi 3Ha4YeHusi
TOKa W HanpshkeHusi cBapodHoun ayru, byaste
BHUMMaTemNbHbI. 3a obyyeHnem obpatuTtech B
cneunannampoBaHHble y4ebHble 3aBeeHus .
PerynupoBKka MHAYKTUBHOCTU

[ns ymeHblUeHMs pa3bpbl3ruBaHmsa nonyde-
Hue Gornee rmagkoro M YMCTOro LWBa B anna-
patax gobaBneHa yHKUMUS perynmpyemMmon
WNHAYKTUBHOCTW.

VMHAYKTUBHOCTb — 3aBUCMMOCTb MEXAY Lin-
PUHOIN W BbICOTOW LWBa, rMybuHon nponnas-
NeHUs 1 KoNn4ecTBoM 6pbI3r. Yem MeHbLue
3HaYeHne MHAOYKTUBHOCTU, TEM XEecT4ye ayra u
Hao6opoT.

[ns perynupoBkyM UHAYKTUBHOCTU UCMONb3Y-
eTcs npaBbli perynsaTop.

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

PerynupoBka npef 1 noct rasa

Pexum PRE FLOW - npeaBaputenbHas
NpoAyBKa 30Hbl CBapKU 3aLUMTHBLIM Fra3oM, ak-
TMBMPYETCSA A0 MOMEHTa po3xura ayru. bna-
rogapsi aToMy npouecc Bo3byxaeHus ayru
OCYLLECTBMSIETCS B ra3oBOW 3aLLMTHOW Cpeae.
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B pesynbrate Havano cdopmupoBaHus wwBea u
PO3XMUI Oyrn BbINONHSAETCA 6e3 Bo3aencTeus
KMCropoaa, UCKIIOYaETCsl OKUCTEHME CBapOY-
HOW BaHHbI, YBENMUYMBAETCS PECYPC pacxod-
HbIX MaTepuraroB ropernku.

Pexxum POST GAS — cduHuwHas npoayska
30HbI CBApKM 3alUTHbLIM ra3om, KoTopas ak-
TUBUPYETCS MOCIEe OTKIYEHUS CBapOYHOW
ayru. bnarogaps aToMy CBapOYHbIN LIOB
NMOSNTIHOCTLIO 3aCTbIBAET B ra30BOW 3aLLUUTHOWN
cpefe, Ucknyasi BNUsSHUE aTMocdepbl, YTo
0COBEHHO BaXKHO ANA antOMUHUSA U Hepxa-
BEWKM.

Hanuuve dyHkumn Pre n Post Gas nossons-
0T UCKIMKOUYNTb OKUCIEHME LUBa, 0bpa3oBaHme
MyCcTOT U TPELIMH B Ha4arne u KOoHLEe CBapou-
HOro umkna. JnutensHocTb npogyBkun Pre n
Post Gas MOXHO HacTpoOuUTb OTAENbHO C Mo-
MOLLbIO perynsitopa.

YcTaHoBUTE BEMNUYMHY CBAapOYHOrO TOKa UCXO-
[ U3 TOMLMHbI CBApMBAEMOro Matepuvana u
AvameTpa UCnonb3yeMon 3MeKTPoAHOW Npo-
Bonoku. CKopocTb nogayn npoBOSIOKN aBToO-
MaTUYECKN CUHXPOHU3NPYETCS C BEMUYNHOMN
cBapoyHoro Toka. MNoaBeauTe ropernky K 3a-
roToBKe Tak, YTOoObl NPOBOIIOKa He Kacanacb
3aroToBKM, a Haxogunacb Ha paccTosiHUY
HECKOMNbKMX MUMNNMMETPOB OT He€. Haxas Ha
KNnaBuLy FOPenku, 3axrute ayry v npucty-
navite kK ceapke. Haxaras knasuwa obecne-
YynBaeT nogayvy SMeKTpPoAHON NPOBOMOKK U
YCTaHOBIEHHbIN PEAYKTOPOM MOTOK 3aLLUTHO-
ro rasa.

[nuHa oyrvu n ckopocTb ABWKEHUS 3MeKTpoaa
BMMSOT Ha hOpPMYy CBapOYHOrO LLBA.

Pab6ota co cMeHHOW nonsipHO-

CTbHO

M3Ha4yanbHO CMNOBOW KOHTaKT CBapOYHOM
ropenky noakmyéH K «+» Ha mMoayrne cme-
Hbl nongpHoctu. 310 OBPATHAA MONAP-
HOCTb. OHa npumeHseTcs npu cBapke
13Jenuin n3 TOHKONMMCTOBOWM CTamnu C Hepxa-
BEOLLMMU, NErMPOBAHHBIMU 1 BbICOKOYTTepo-
ANCTBIMW CTansiMu,KOTOpble O4EHb YyBCTBU-
TenbHbI K Neperpesy.

Bo Bpems ceapku Ha NMPAMOW MONAPHO-
CTW 6onbluas yacTb Tenna KOHLEHTpUpyeTcs
Ha caMOM W3[enuu, n3-3a Yero NPoOUCXoauT
yrny6nexHve KopHs wea. Ona cmeHbl nonsip-
HOCTW C O6paTHOW Ha NpAMY0 HeobxoammMo
nepeknoynTb Ha MoAyne BbIBOA4 CUIOBOrO
npoBoda € «+» Ha «-». A kabenb ¢ 3aXMMOM
Macchbl B JaHHOM crlyyae noacoeauHuTb K ae-
Tanu, BCTaBMB CMIIOBON HAaKOHEYHUK kabens B
KneMMmy «+» Ha nepegHen naHenu.

[na cBapku ¢noCcoBON (MOPOLLUKOBOW) Mpo-
BOMOKOWN 6e3 3alMTHOro rasa Mcnonb3yeTcs
NMPAMAA MOJIAPHOCTb. lMpwn atom 6onb-
LM HarpeB MAET Ha u3genue, a NPoOBOMokKa
1 KaHan CBapO4YHOW ropenku HarpeBawTcs
MEHbLUE.

Mo okoH4YaHuUM cBapKu:

[1 OTBECTM CONMo ropenku OT LBa, NpepBas
CBapoYHylo Ayry;

OTnyCcTUTb KNaBuLLYy ropenkun Ans npekpa-
LleHUst modadn 9NeKTPO4HON MPOBOMOKN U
rasa;

OTkniounTb Nogady rasa, nepekpbiB KpaH
nofauu rasa ot peaykrtopa 6annoHa;
I'IepeBecm BbIKNto4YaTersrnb B NOJOXeHne
«off» - BbIKNOYEHO

Pexum py4yHou AyroBom cBapKu
(mma)

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

Mpn py4HOM OyroBon cBapke pasnuyaroT ABa
BMAA MOAKIMIOYEHUS: NMPSIMON MOMSIPHOCTU 1
obpartHow. MopknioyeHne «npsMas» nonsp-
HOCTb: 9NEKTPOA - «MUHYC», CBapMBaemasi
[e Tanb -«nnoc». Takoe MOoAKMioYeHne N Tok
NpPSAMON NONAPHOCTM LierniecoobpasHbl Ans
pe3kn MeTanna u ceapkv 60MnbLUNX TOMLLUH,
TpebytoLmx 6onbLIoro KonuyecTsa Tenna ans
UX nporpesa.

«ObpaTHaa» NONAPHOCTb (3mekTpoj -
«MCy», AeTanb - «MUHYC») UCMNOMb3yeTcs
npu cBapke HeGOMbLIMX TOMLWMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, 4TO Ha OTpu-
LaTenbHOM Mnortoce (katofe) aneKTpuYecKomn
Ayrv TemnepaTtypa Bcerfa MeHblue, YeM Ha
NOMNOXMTENbHOM (aHOLE),3a CYET Yero anek-
Tpoa pacnnaensietcs ObicTpee, a Harpes Je-
Tanu yMeHbLLAETCs - CHMXKaETCS U ONacHOCTb
eé npoxora.

2. YcTaHOBWTE NepekniovaTterlb pexumMa B rno-
noxenne MMA

3. YcTaHoBUTE CBAPOYHbIV TOK COMMTACHO TUMY
1 AnameTpy 3NeKTpoaa, U HauMHamTe cBapky.
4. Tok cBapku perynupyetcs perynstopom
CUIbl TOKa, haKTUYeckoe 3HayeHve Toka npu
paboTe oTobpaxaeTcs Ha gucnree amnepme-
Tpa.

5. Bo3byxxaeHune gyru ocyLiecTBnseTca npu
KpaTKOBpPeMEHHOM MPUKOCHOBEHUW KOHLa
3MeKTpPoAa K U3Oenuio U OTBEAEHUI0 ero Ha
Tpebyemoe paccTosiHue. TexHU4eckn aToT
npoLecc MOXHO OCYLLECTBNSATb ABYMS npue-

O

O

23



R I .T. CBapou4HbIli [MonyasTomar
mMamu:

Kacanunem anektpona BNpuTbIK U OTBEAEHWEM €0 BBEPX;

YnpkaHMeMm KOHLIOM 3MeKTPOoAa, Kak CYKON O NOBEPXHOCTb U3AENUS.
BHumaHue! He cTyuute anektpogom no paboyert NOBEPXHOCTM MPU MOMbITKaX 3axeyb Ayry,Tak
Kak 97O MOXET MPVBECTU K ro NMOBPEXAEHWUIO U B AarnbHeNLeM TONbKO 3aTPyAHUT 3axuraHne

ayru.
6YKaK TONbKO NPOU3OMAET 3aXKMUraHue Oyru, SMeKTPOA HYXXHO AepXaTb Ha TaKoOM PacCTOSIHUM OT
obpabaTtbiBaeMoro Matepuana, KoTopoe COOTBETCTBYET AMaMeETPy anekTpoaa. Onsa nonyyeHus
paBHOMEPHOrO LWBa Janee Heobxoaumo cobniogatb 3Ty AUCTAHLMIO MO BO3MOXHOCTU MOCTOSIH-
HoW. Takke HEOOXOAMMO MOMHUTL, YTO HAKIMOH OCWU 3MeKTpoda AOMKeH ObiTb npumepHo 20-30
rpagycoB, Ans fyyLlero B13yasnbHOro KOHTPOMs BEAEHWS CBAPOYHOTO LUBa.
7. 3akaH4MBas CBApOYHbIN LLOB, OTBEAUTE ANEKTPOS HEMHOIO Hasas, YToObl 3anonHuncst
CBapO4HbI KpaTep, a 3aTeM pe3Kko NOAHUMUTE ero [0 NCHE3HOBEHUS AyIn.
Tabnuubl napaMeTpPoOB CBapKuU (TONbKO ANA CrpaBKW)
TonwuHa PekomeHAayeMbI auamMeTp NpPOBONIOKK, MM
meTanna, lMpoBonoka CnnowHoOro ce4eHus MpoBonoka ¢ dntocom
MM 0,6 0,8 0,9 1,0 0,8 0,9 1,2
0,6 +
0,75 +
0,9 +
1,0 +
1,2
1,9
3,0
5,0
6,0
8,0
10,0
12,0 + +
[Ina kayecTBEHHOW CBapKu meTanna TonwyHon 5 MM 1 6onee HeobxoaMMO CHMMAaThL acky ¢
TOPLEBOW KPOMKW AeTanei B MeCTe UX CTbIKOBKW UM NPOU3BOANTL CBAPKY B HECKOMBKO MPOXO-
[0B.

++ |+ [+ +

|+ [+]+]+

+ |+ |+ |+ |+

+l+ |+ +|+]+

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

HacTtpowku pacxoga rasa npu cBapke MIG, MAG

OunameTtp
NMPOBOSIOKMU, |05-08| 1-1,4[16-2]25-3
MM

Bbinyck

NpPoBOMOKK, | 7-10 [ 7-14 |14-20|16-20
Pacxopn

rasa, 5-8 | 8-16 [15-20| 20-30 l

n/MuH
MapameTpkl cunbl TOKa U AnameTpa aneTpoaos npu cesapke MMA

OunameTp anekTpoaa, Mm Tok ceapku, A
’ MuUHUManNbHbIN MakcumanbHbIN
1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200
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XapaKTepuCTUKM CBapHOroO LUBa
B 3aBMCMMOCTU OT CuIbl TOKa U CKOPOCTU OABWXEHNA arnekTpoaa Bbl MOXeTe Mony4nTb cneayro-
LMe pesynbTaThl:

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

. CIULLIKOM MeAJIeHHOoe [BUXKEHUEe anekTpoaa

. 04eHb KopoTKasi ayra

. O4YEHb HWU3KWIA TOK CBapPKU

. CNULLIKOM BbICTpOE ABUXEHWE 3nekTpoaa

. O4eHb ANVHHasA ayra

. O4eHb BbICOKUIA TOK CBapKu

. HOpMarbHbIN LWOB

PekomeHayem npoBecTW HeCKONbKO NMPOGHbBIX CBAPOK AMs NOyYeHUst HEKOTOPbIX NPaKTUYECKMX
HaBbIKOB.

OTknoveHne cBapoYHOro annapara. TenmnoBas 3awura

Ha Balem cBapoyHOM annaparte ycTaHOBReHa Tennosas 3aliuTa Ans npegoTBpalleHust nepe-
rpeBa SnekTPOHHbIX YacTen annapata. Npu npeBbleHnn TemnepaTypbl TEPMOBbIKIOYATEND
oTkntoumnT annapat. O cpabaTbiBaHUM TENMOBON 3aLUMTbI CBUOETENBCTBYET CBEYEHWNE MHANKATO-
pa.

BHUMAHME! lNMpwn Bo3BpalleHnn TemnepaTypbl K HopmManbHoOW paboyen, HanpsXkeHne K anekT-
poay Gyamet nogaHo aBTomatuvecku. He octaBnsimTe Ha 3710 Bpems uagenue 6e3 npucmoTpa, a
fAepxaTenb aNeKTpoAa, NexallymM Ha 3emsie Unv Ha CBapuBaeMblx AeTansx.

PekomeHnyem Ha 3To Bpemsi BblKntodaTh annapar Bblkmiodartenem.

HarpeB n3genvsa Bo Bpems paboTbl ABNSETCS HOpMasbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unu npexaeBpeMeHHOro BbIxoga CBapOYHOro annapara
13 cTpos (0coBeHHO npu YyacTom cpabaTbiBaHMM TEPMOBBIKIOYATENS), Npexae YemMm npoaon-
XaTb paboTy, BbIACHUTE NPUYMHY cpabaTbiBaHUSA TENMOBOW 3alMTbl. [na 3Toro oTknoumTe
annapar OT ceTu 1 obpaTutech K pasaeny «Bo3mMoxHble HencnpaBHOCTV U MeTOAbI X yCTpaHe-
Hus» HacToswero PykosoacTea.

Bo3moxHble HeucnpaBHOCTU U MeTOObl UX YCTPAHEeHUA

Cnepgute 3a UcnpaBHbIM COCTOSAHUMEM M3fenus. B cnyyae nosiBneHns nogo3puTenbHbIX 3ana-
XOB, [bIMa, OTHsl, UCKP CriedyeT BbIKMIOYMTL annapart, OTKIUYUTE ero oT CeTu 1 obpaTuTbes B
crneunannavpoBaHHbIi CEPBUCHBIN LIEHTP.

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

B cuny TexHWYECKON CrOXHOCTU U3AEnus, KpUTepun npeaernbHbIX COCTOSTHUIA He MOryT ObiTb
onpeaeneHbl Nonb3oBaTeneM CaMoCTOATENBHO.

B cnyyae siBHOM Unn npegnonaraemMon HencnpaBHOCTU obpaTuTech K pasaeny «Bo3amoxHble He-
MCNPaBHOCTU U METOAbI UX YCTpaHeHusi». Ecnu HencnpaBHOCTM B NepeyHe He okasanoch Unu.
Bbl He cmornn ycTpaHuTb ee, obpaTtuTech B CNeLmManu3mpoBaHHbIN CEPBUCHbBIN LEHTP.

Bce apyrue paboTbl (B TOM Yncrie peMOHTHbIE) OOMKHbI NMPOBOAUTLCS TOMbKO creunanuctamm
CEepBUCHbIX LIEHTPOB.

NO OO~ WOWN =
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Mpo6nema

Bo3moxHas npuynHa

PewweHue

[opuUT MHaMKaTop
TepMo3aLnTbI

HanpshkeHue cnuwkom BbICO-
Koe

Bblkntounte UCTOYHKK aHepruu; Mpo
BepbTe rnaBHoe nutaHue; MNoBTopHO

HanpﬂmeHme CIIULLKOM HU3KOoe

BKIMIOUNTE annapart, Korga Hanpsxe
Hue 6yqu HopmarlbHoe

[noxon NpUTOK BO3Ayxa

y.l'ly‘-lLLll/ITe NPUTOK BO3ayXa

Cpabotana Tepmo3aluuTa an-
naparta

[ante annapaTy OCTbITb

HeTt nogauu npo-

Perynsitop nogayv npoBonioku
Ha MUHUMYMe

OtperynupyiTte

2 BONOK 3anunn TOKOBbI HAKOHEYHMK 3aMeHNTEe HAKOHEYHUK
Ponukn nogaym He cooTBeT- .
[MocTaBbTe NpaBUIbHbIV PONUK
CTBYIOT AVAMETPY MPOBOMOKK
KHonka BkntoyeHusi He paboTa- .
BeHTunatop He et MoxanywcTa, obpaTtuteck B cepBuC-
paboTaeT unu HbI LLEHTP
3 BeHnTungartop cnomaH
BpaljaeTcs mMea- -
[r1oxoN KOHTaKT coeguHeHUs ¢
TIeHHO [NpoBepbTe coeanHeHne
BEHTUMATOPOM
[1noxon KOHTaKT ¢ AeTanbto YryylmTe KOHTaKT
He ycTtonuusas CTIVILIKOM TOHKMI CETeBOW Ka- [NomeHsiTe ceTeBon kabenb
y 6enb, TepseTcs MOLHOCTb
4 |pyra, 6onbwoe
Pa3BpbI3TMBaHME CrnuLIKOM HU3KOE BXOAHOE Ha-|YBenuybTe BXOAHOE HamnpsikeHue
npshkeHne nocpeacTsom ctabunmsaropa
VM3Hocunuch aetanu ropenku  [3ameHuTe getanu ropenku
O6pbIB cBapO4HOro kabens MpoBepkTe kabenb
[yra He 3axwra-
5 [eTtanb 3arpsisHeHa, B Kpacke,
erca [MpoBeauTe ouncTKy Aetanm
B pXKaB4ynHE
[openka noakntoyeHa He npa-
MoakntounTe NpaBubHO roOperky
BUIbHO
HeT 3awwmTHOro|l@3oBbIN WnaHr nepexar unu .
6 .. [MpoBepbTe rasoBbIv LUAAHT
rasa noBpexaéH
MecTa coeauHeHusa wnaHros|[lpoBepbTe MecTa coegUHEHUs
MroXo 3aTsHyThI LUMaHroB
Moxanywcrta, obpaTuTech B cepBuC-
7 |Opyrve Y P P

HbI LEHTP

Fpa(*wltlecme CUMBOIJIbl U TeEXHUYEeCKUe AaHHble

OTOT cMBON NokasbiBaeT BTOPUYHOE Hanpsa>XeHne XonocToro xoga

uo....... \
(B BonbTax).
Xl,...... A OTOT CYMBOST NOKa3bIBAET HOMUHAIBHbIV PaboYMiA LIMKIT.
U,...... \% OTOT CMBOS NOKa3bIBAET CBAPOYHbIN TOK B amnepax.
U OTOT CMMBON MOKa3blBAET CBAPOYHOE HAMNPSHKEHNE B BOMbTAX.

OTOT CMMBOI NOKa3bIBAET HOMUHAMbHOE Hanps>XxeHne nnuTaHus.

POYHOro arperata B amnepax.

OTOT CMMBOJ NOKa3blBaeT MaKCUManbHbIW MNOrNoLLaeMbln TOK CBa-

HOrO arperara B amrepax.

OTOT CMMBON NOKa3blBaeT MaKCUMaInbHbIN CBapO4HbIN TOK CBapo4-

OTOT CMMBOIT NOKa3bIBaeT Kracc 3auThbl CBapo4HOro arperarta.

JTOT CMMBON MOKa3bIBAET, YTO CBAPOYHOE YCTPOMCTBO NOAXOAUT
AOnA UCNonb30BaHUA B YCIOBUAX, Iae CyLlecTByeT BbICOKWUIN PUCK
nopaxeHusa anekTpu4eCKkMmM TOKOM.
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OTOT cumBON MokasblBaeT, YTO nepes Havanom paboTbl BHUMA-
TENbHO NPOYUTANTE NHCTPYKLIMIO MO JKCNyaTaumm.

OTOT cMMBON MokKa3sblBaeT, YTO CBApPOYHbINA arperat npeactaBnsieT
coboll ogHogasHbIN CBapOYHbIV annapaT NOCTOSIHHOMO ToKa.

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

TexobcnyXnBaHue u cepBuUcC

Texo6cnyxMBaHUe U oYUCTKa

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

» [lepea BbINOSIHEHUEM JHOObLIX PAbOT C INEKTPOUHCTPYMEHTOM BbiTaluuTe BUIKY U3 PO-
3eTKWN.

» PerynsipHo ygansiite Mbiflb CYXMM M YACTbLIM CXaTbIM Bo3gyxoMm. Ecnu cBapouHbIn
annapar 3KcnJyaTMpyeTcsi B cpefie C CUJIbHbIM 3aAbIMIIeHUEeM U 3arpsi3HeHHbIM BO3-
OYyXOM, ero Heob6xoAMMO YUCTUTb He pexe OQHOro pasa B Mecsl. [JaBneHue cxatoro
BO34yxa OOMKHO OblTb B padyMHbIX Npefenax, Ytobbl NpeaoTBpaTuTb NOBPEXAEHNE MEMKNX
1 YyBCTBUTENbHBLIX KOMNOHEHTOB annapara.

» PerynsipHo npoBepsiiTe BHYTPEHHIOIO LieNb CBapOYHOro annapara u yéegurecb, 4To
coeAVHEHUs Lienu NnoakKveHbl NPaBUIIbHO U NMIOTHO (0COGEHHO pa3beM U KOMNo-
HeHTbl). [1py 0BHapY>XEHUN OKamnuHbI U PXKaBYMHbI OYUCTUTE €r0 U CHOBA MIIOTHO NOACOoean-
HUTE.

» He ponyckainTte nonagaHusi Bogbl U Napa B MHBepTop. Ecnu 310 nponsongert, npocyunte
€ro 1 nNpoBepbLTe U30NALMIO annapara.

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

Ecnun TpebyeTcsa nomeHATh WHYp, BO n3bexaHne onacHocTu obpalianteck Ha dvpmy P.I.T. unn

B aBTOPM30BAHHYI0 CEPBUCHYIO MacTePCKYH0 NS aneKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero 3fIeKTPOUHCTPYMEHTa NopyyanTe ToNbKo KBanuduunpoBaHHOMY nep-
COHany U TOJIbKO C NPUMeHeHUEeM OpUrMHaNbHbIX 3anacHbIX YacTen. ATMM obecneyun-
BaeTcsi 6e30MacHOCTb 3MIEKTPOUHCTPYMEHTA.

Cn1cok aBTOPU30BaHHbIX CEPBUCHbBIX LIEHTPOB MOXHO NMOCMOTPETL Ha ocuumansHom cante P.I.T.

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

XpaHeHUe u TpaHCNoOpPTUPOBKa

CBapo4HbIV annapar crnegyeT XpaHUTb B 3aKPbITbIX MOMELLEHUSIX C €CTECTBEHHOW BEHTUNSALMEN
npu Temnepatype ot 0 o +40°C 1 OTHOCUTENBLHOW BNaxHOCTU Bo3ayxa Ao +80%. Hannune B
BO3AyXe MapoB KWCIOT, LefoYen n Apyrmx arpecCuBHbIX NPUMeCcen He [oMyCKaeTcs.
TpaHcnopTupoBaTb NPOAYKLMIO MOXHO NOObIM BUAOM 3aKpbITOrO TpaHcnopTa B ynakoBKe Mpo-
n3BoauTens unu 6es Hee, C COXpaHeHNeM U3LEenusa OT MeXaHUYecKUX NMOBpPexXAeHU, aTMocC-
hepHbIX OCafKoB.
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YTunusauus
OTCJ‘Iy)KMBLIJVIe CcBOW CPOK 3MeKTpOUH-
CTPYMEHTbI, NPpUHaANEeXHOCTU U yna-
mmm KOBKY crieayeT caaBaTb Ha 3Kosoru-
YeCKM YUCTYI0 NepepaboTKy OTXO4OB.
YTUnusunpymnte anekTpoVHCTPYMEHT OTAENbHO
oT 6bITOBOrO Mycopa!
PacwudpoBka Jatbl U3roTtoBrne-

Hus Uspenuna

No.| 00000 000000 |

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

YCNoBUSA FrAPAHTUUHOIO OB-
CNYXXUBAHUA

1.HacTosuee rapaHTuiniHoe CBUAETENbCTBO
ABNAETCH €AVHCTBEHHbIM JOKYMEHTOM, noa-
TBepXxaawLyM Balle npaBo Ha GecnnaTHoe
rapaHTunHoe obcnyxuBaHve. bes npeabsas-
NeHVs [aHHOro CBMUAETENbCTBa NPeTeH3un
He npuHumatoTcs. B cnyvae ytepu nnm nopymn
rapaHTUiHOEe CBUAETENbCTBO HE BOCCTaHaB-
nvBaeTcs.

2. [apaHTUHbIN CPOK yKasaH B rapaHTUAHOM
ceptudukarte. B TeyeHne rapaHTUNHOrO cpo-
Ka cepBucHas cnyxba becnnaTtHo ycTpaHsieT
NPOU3BOACTBEHHbIE AedeKTbl 1 NPOn3BOAUT
3aMeHy feTaneW, BbllWeAWnX U3 CTpPos no
BVHe n3rotoButens. Ha nepuog rapaHTUNHOIO
PEMOHTa 3KBMBANEHTHbINA UCMPaBHbIN MHCTPY-
MeHT He npepocTaBnsgeTcd. 3ameHseMble
AeTtanu nepexofaT B COOCTBEHHOCTb Cryx6
cepsuca.

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

3.B rapaHTUIHBIN PEMOHT WHCTPYMEHT Mpu-
HVYMaeTcs B YUCTOM BuAe, Npu obs3aTensHOM
HanmuMuuy Hagnexawmum obpasom odopmeH-
HbIX JOKYMEHTOB: HACTOSLLEro rapaHTUNHOTO
CBUAETENbCTBA, rapaHTUINHOIO TanoHa, ¢ nor-
HOCTbIO 3aMOMHEHHBbIMW MONAMM, LITAMMNOM
TOProBOW OpraHM3auMn 1 NOAMUCHLI0 MOKymna-
Tens.

4.l'apaHTUHbI PEMOHT HEe NMPOU3BOAMTCH B
crneayLmx cnyyasx:

- MpU OTCYTCTBUW rapaHTUAHOIO CBUAETENb-
CTBa M rapaHTUHOIO TaroHa Ui HenpasuIb-
HOM MX ochopMeHuy;

lfog Mecay  Homepsnaptum

- CTeneHb M3HOCa AMameTpa KonnekTopa
poTopa asuratens npesbiwaet 0,4 mm (3a uc-
KIMOYEHNEM UHCTPYMEHTOB C GeCLLeTOYHbIM
asuratenem);

- NPy COBMECTHOM BbIXOAE U3 CTPOS SIKOpS U
cTaTopa anekTpoasuratens, npu obyrnmeaHum
WAV ONnaBneHun NepBUYHON 0BMOTKM TpaHC-
chopmaTopa cBapoyHOro annapara, 3apsa-
HOro UNK MycKO-3apsAHOro YCTpocTBa, Npu
ONmnaBfieHNN BHYTPEHHUX AeTanen, npoxure
3MEKTPOHHBIX NNAaT ¥ APYrux cryyasx;

- eCNnu rapaHTMiHoe CBUAETEeNbCTBO UMK
TanoH He npuHaanexar 4aHHOMY 3MeKTPOUH-
CTPYMEHTY WIN He COOTBETCTBYET yCTaHOB-
FNIeHHOMY MocTaBLUMKOM 0bpasLy;

- N0 VCTEYEHUN CPOKa rapaHTum;

- NPV NOMbITKAX CaMOCTOSTENILHOTO BCKPbITUS
UNY peMOHTa 3NEKTPOUHCTPYMEHTa BHE ra-
pPaHTUAHOW MacTepPCKOW;

- BHECEHWSI KOHCTPYKTUBHbIX U3MEHEHUN U
CMa3ku MHCTPYMEHTA B rapaHTUMHbIVA Nepuoa,
0 YeM CBMAETENbCTBYIOT, HANpUMep, 3anombl
Ha WNMUEeBbIX YacTaXx Kpenexa KOpMnyCcHbIX
netanen;

- MPU UCMOMNb30BaHUN 3MEKTPOUHCTPYMEHTa
B MPOW3BOACTBEHHbIX UMW MHbIX LEnsx, CBs-
3aHHbIX C Norny4YeHneM Npubbinu, a TaKke npu
BO3HWUKHOBEHUW HEVNCNPABHOCTEN CBSA3AHHbIX
C HeCcTaburnbHOCTbIO MapamMeTpOB 3MeKTpoce-
TW, NPEBbILIALWNX HOPMbI, YCTAHOBINEHHbIE
[OCT;

- NPU HenpaBuWIbHOW JKCMyaTaummu, Ucnosb-
30BaHUIO 3NEKTPONHCTPYMEHTA He MO Ha3Ha-
YeHUI0, yKa3aHHOMY B UHCTPYKLIK MO JKCMny-
atauuu, yCTaHOBKM Ha 3NEKTPOMHCTPYMEHT He
npeAHasHa4YeHHbIX 3aBOAOM-U3roTOBUTENEM
HacadokK, AOMOMHUTENbHbLIX NPUCNOCObneHnn
nT.n,;

- MPY MEXaHUYEeCKUX NOBPEXAEHUSIX KOPMy-
ca, CeTeBOro LUHypa 1 Npu NOBPeXAeHUsiX,
BbI3BaHHbIX BO34ENCTBUAMU arpeccuBHbIX
CpeAcTB M BbICOKMX M HU3KUX Temneparyp,
nonagaHvn MHOPOAHbIX NPeAMETOB B BEHTU-
NAUMOHHbIE PeLUeTKN 3NEeKTPOUHCTPYMEHTa,
a TaKke npu NOBPEeXAEHNsAX, HaCTYNMBLLUKX B
pesynsrate HenpaBUIIBHOTO XpPaHeHus (Kop-
po3unsi MeTannn4yecknx Yacten);

- MpU eCTeCTBEHHOM M3HOCe AeTarnen anek-
TPOVHCTPYMEHTA, B peaynbraTte AnuTenbHOWM
aKcnnyaTaumn (onpegenserca no npusHakam
NOMHOW MM YacTU4HOW BblpaboTkM pecypca,
CUITbHOTO 3arpsi3HEHVS, PXXaBYMHBI CHapYXu U
BHYTPUW 3N1EKTPOVHCTPYMEHTA, oTpaboTaHHOMN
CMa3ku B pefykTope);

- NPU BO3HUKHOBEHWUW MOBPEXAEHUI B CBA3N
¢ HecobniogeHneM NpeaycMOTPEHHbIX UH-
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CTPYKLMEW YCNOBUI 3KCyaTauum (CM. rmasy
«YKasaHve no TexHuke 6e3onacHocTU» B WH-
CTPYKLMK).

- MPY NOBPEXAEHWUN U3LENNa BCNeacTBue He-
cobnogeHns NpaBun XpaHeHUss U TpaHcmnop-
TUPOBKY;

- NPV CUINbHOM BHYTPEHHEM 3arpsi3HEHUN UH-
CTPYMEHTa;

- Npu paboTe ¢ neperpyskon 6eH30UHCTPY-
MeHTa, U3MEHEHMMN LBeTa Yalku U MydTbl
cUenneHns B pesynesrate neperpesa;

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

- Ha Bce BuAbl paboT, BbINONHsAeMble Npu ne-
pYoaNYECKOM TEXHUYECKOM 06CnyXMBaHWUM
(perynupoBku, 4nctke, 3aMeHe pacxofHblX
mMatepvanos u ap.);

- Ha HeWcnpaBHOCTW, BO3HMKLIVE B pe3ynb-
TaTe HapyweHusa TpeboBaHun n npasun
aKcnnyaTtaumm, yCTaHOBMEHHbIM NacnopToMm
nsgenus. Hanpumep, neperpes m3genus,
HecobntogeHne TpeboBaHUI Kk COCTaBy U Ka-
YecTBY TOMSIMBHOW CMEeCH, NMOBMEKLLINX BbIXOA,
13 CTPOs MOPLUHEBON rpynnbl (6e3ycrnoBHbIM
NpMU3HaKOM 3TOro SIBMSIETCS 3aneraHve nopu-
HeBOro Kornbla W/unu Hanuuue uapanuH u
noTepToCcTeN Ha BHYTPEHHEN NOBEPXHOCTU
LMnNuHApa 1 NOBEPXHOCTY MOPLUHS, paspyLue-
HVe UK onnasreHne OMoPHbIX NOALUMMHUKOB
LiaTyHa 1 NopLUHeBOro nansua);

- Ha BHELUHVEe U BHYTPEHHWE 3arpsi3HeHus,
LiapanuHbl, TPeLWHbI, NOBPEXAEHNS, BO3HUK-
LuMe B NpoLecce aKcnnyatauun unm TpaHc-
NMOPTUPOBKMU.

- npu paboTe 3NeKTPOMHCTPYMEHTOM C nepe-
rPY3KOM W 3aKMVHWBAHWEM OCHACTKW, O YeM
CBWAETENbCTBYIOT 3aAMpbl, U3MEHeHWe LBeTa
OT TemnepaTypbl YNOPHbIX U NPUNKUMHBIX
Lwanb, 3aXMMHOro NaTpoHa, Bblxoda M3 CTPos
penykTopa.

[MpodunakTuyeckoe obcnyxmMBaHMe 3neKTPo-
WHCTPYMeHTa (4YMcTKa, NpoMbIBKa, cMaska,
3amMeHa MbiNbHUKOB, MOPLUHEBBLIX W YNNOT-
HUTENbHbIX KOMew) B rapaHTUMHbLIA nepuog
SABMNSIETCS NIaTHOW YCMyrow.

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

O BO3MOXHbIX HapyLUEHNAX, N3NOXEHHbIX
BbILLE YCNOBUI rapaHTUAHOro 06CnyxmBaHus,

BrnagenbLy coobliaetca nocrne npoBeaeHns
AVarHoCTUKN B CEPBUCHOM LieHTpe. Bnapge-
new UMHCTpyMeHTa AoBepsieT npoBefeHune
AWarHoCTUKM B CEPBUCHOM LIEHTpE B CBOE
OTCyTCTBME.

B3anpelyaetcsa aKcnnyataums anNeKTpouHCTPY-
MEeHTa Npu NpPosIBNEHUN NPU3HAKOB MOBbI-
LLEHHOrO HarpeBa, UCKPeHUsi, a Takke Liyma B
peaykTopHOM YacTu. [nsa BbIACHEHUS NPUYUH
HeuncnpaBHOCTY MokynaTtento cnegyet obpa-
TUTBLCS B rapaHTUIHYO MacTEPCKYIO.
HewvcnpaBHOCTW, Bbl3BaHHbIE HECBOEBPEMEH-
HOW 3aMEHOW YronbHbIX WETOK ABuratens,
YCTPaHSIIOTCA 3a CHET nokynartensi.
5.MapaHTusa He pacnpocTpaHsaeTcs Ha:

- CMEeHHble NpUHaANexXHocTn (akceccyapbl U
ocHacTKa), Hanpumep: akkyMynsTopbl, AUCKU,
HOXW, cBepna, bypbl, NaTPoOHbI, Lenu, 3Be3-
AOYKW, LL@HIOBbIE 3aXKMMbI, LUWHBI, 3NIEMEHTbI
HaTSHXKEHUS U KPENIEeHUs, TonoBKN TpUMMe-
poB, NOAOLLBbI LNNGOBANbHBLIX Y NEHTOYHbBIX
MalUuH, OUNBTPbI, FTONOBKU LWECTUrpaHHbIe
CMEHHbIE Hacafku 1 T.n.

- BbicTpOM3HaLLMBalOWMECA feTanu, Hanpu-
Mep: yrofbHble LWEeTKU, NPUBOAHbIE PEMHM,
CanbHUKKW, 3alUUTHbIE KOXYXMW, Hanpaensio-
LMe ponuku, HanpaenswLine, pe3nHoBble
YNNOTHEHUSI, MOALUNMHKKK, 3yByaTble peMHu
1 Korneca, CTBOMbI, EHTbI TOPMO3a, XpanoBu-
KW 1 TPOCbI CTapTEPOB, NMOPLUHEBbIE KOMbLA 1
T.0.

3ameHa ux B TeYyeHue rapaHTUMHOro cpoka
SABMSAETCHA NNATHON YCIyrou.

- WHYpbI MUTaHUs, B cryvyae noBpexaeHus
nsonauuun. B gaHHom cnyyae notpebutennb
OOMKeH ObITb YBEAOMMEH U PEMOHT (ycnyra
nnatHas) AormkeH ObiTb BbIMOMHEH nocne co-
rnacusa notpebutens. Ecnn notpebutens He
corfnaceH Ha 3ameHy, To B Nio6OM pemMoHTe
3TOro MHCTpyMeHTa bygeTt oTkasaHo. dakT
oTKasa AosmkeH ObiTb 3admKCHpoBaH B rapaH-
TUAHOM TarnoHe Win KBUTaHLUKN CEPBUCHOIO
LieHTpa 1 nognucaH BnagesnbLem.
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number O OOQOOOOOOO Place of seal
Charger Serial Number OOQOQOOOO0O0OOOOO
Sale Date

Trade Organization Name

Dear customer!

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

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

Warranty

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

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

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

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

Buyer(ls Signature Surname (legibly)

Phone

30



R I .T. CBapouyHblIli [MonyasTomar
FAPAHTUMHOE CBUOETENLCTBO HA MHCTPYMEHT P.L.T.

HavnmeHoBaHue nsgenus
CepuiHbii Homep n3genus O 000000000

CepuitHbIn HoMep 3apaaHoro ycTpoicTea (OO O000OIO OO0 M.IL

[ata npogaxu « »
HavnmeHoBaHWe Toprosov opraHusauum
YBaxkaembil nokynartens!

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

Mpn HeobxoammocTn obenyxunsaHnsa Baluero nsgenuns obpallantecb B aBTOPU3NPOBAHHbIE Cep-
BUCHble LieHTpbl P.L.T. Bce cepBucHbIe LIEHTPbI NpeAcTaBneHbl Ha cante www.pittools.ru

BHumanue!

[Mpu nokynke TpebyiTe y npofasLa npoBepkn paboTocnocobHOCTU UHCTPYMEHTA U ero KoMm-
NNEeKTHOCTY, a TakkKe 3anorfHeHWs rapaHTUNHOIO CBMAETENbCTBA, rAapaHTUHOIO TanoHa (rpadebl
«3anonHaTCca NpoaaBLOM») U MPOCTAHOBKM NevaTyt TOProBOW opraHM3auun B rapaHTUNHOM
CBUAETENLCTBE M rapaHTUNHBIX TanoHax.

[apaHTna

Ha ocHoBaHUM faHHOro rapaHTUMHOTO cBMAETeNbCTBa KoMnaHusa P.LT. rapaHTupyeT oTcyTcTBME
AedeKToB NpOn3BOACTBEHHOIO Xapakrepa.

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

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

«C ycnosusMu rapaHTUnHOro o6cnyxmBaHns o3HakomneH(a). PabotocnocobHOCTb 1 KOMMNMEKT-
HOCTb M3AEenus NPOBEPEHbl B MOEM MPUCYTCTBUM. [TpETEH3MI K Ka4eCTBY MU BHELLHEMY BUAY He
nme».

Mognuce nokynaTens
BO)
TenedoH

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

P.I.T. WARRANTY CARD

Serial Number
Sale Date

:Name
: Serial Number

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

& §WARRANTY REPAIR CARD

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

ir__ 2

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

§The Tool is checked in my presence

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

Name
Serial Number

Serial Number

20 Sale Date

Sale Date

|

:Name
: Serial Number

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

& :WARRANTY REPAIR CARD

£ ) Date of Acceptance for Repair 20
£ : Application for Repair
S :Customer
(0]
(&
[0
x
G
(V)
®
a

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

: The Tool is checked in my presence

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

| Ne 3

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

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

Date of Receipt from Repair
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FTAPAHTUUHbBLIA TAJOH P.LT.

P.1.T. TanoH Ne 1

HaumeHoBaHue

CepuiHbin Homep

DNata npogaxu » 20 MecTo nevatu
(3anonHsaeTca npoaaBLoMm) unu wramna
KAPTA TAPAHTUHOMO PEMOHA

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

HavmeHoBaHune
CepuiHbin Homep
[ara npogaxm { ) 20 MecTo neyatu
(3anonHsaeTca npogaBuoMm) unu wTamna
KAPTA TAPAHTUHOMO PEMOHA

[ata npvema peMoHT 20

3asaBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpaleHns
[aTta nonyyeHusi oT peMoHTa 20
MHCTpYMEHT NpoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetca B CepsucHom LieHTpe) (Mognuck)

P.1.T. TanoH Ne 3

HavmeHoBaHue
CepuiiHbIi Homep

[Nata npogaxu { » 20 MecTo neyatu
(8anonHsaeTcs npogaBLoOM) unu witamna
KAPTA TAPAHTUMHOIMO PEMOHA

[aTa npuema pemMoHT 20

3asBka Ha PeMOHT
3akasuuk
TenedoH (agpec)
MpuynHa obpalleHus
[ata nonyyeHnsi ot peMoHTa 20
MHCTpYMeHT npoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsaetcs B CepsuicHom LieHTtpe) (Mognumchk)
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20_

20

NHBIN HOMep

HanmeHoBaHve
[ata npogaxu
[laTa nony4eHunsi ot peMoHTa

Cepu

20

20

MHBIN HOMep

HanmeHoBaHve
[ata npopaxu
[aTa nony4eHnsi ot peMoHTa

Cepu

20

20

MHbIA HOMEpP

HavmeHoBaHue
[ata npopaxu
[laTta nonyyeHusi ot pemMoHTa

Cepu
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