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English
Safety Notes
General Power Tool Safety Warnings

WARNING Read all safety warn-
ings and all instructions.
Failure to follow the warnings and instructions
may result in electric shock, ‘re and/or seri-
ous injury.

Save all warnings and instructions for fu-
ture reference.

The term [ipower tool(! in the warnings refers

to your mainsoperated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

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

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

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

Electrical safety

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

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

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

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

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

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

Personal safety

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

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

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

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

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

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

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

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

Power tool use and care

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

» Do not use the power tool if the switch
does not turn it on and off. Any power
tool that cannot be controlled with the
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switch is dangerous and must be repaired.
Disconnect the plug from the power
source and/or the battery pack from the
power tool before making any adjust-
ments ,changing accessories, or stor-
ing power tools. Such preventive safety
measures reduce the risk of starting the
power tool accidentally .

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

Maintain power tools. Check for mis-
alignment or binding of moving parts,
breakage of parts and any other con-
dition that may affect the power 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
quali’ed 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

| 2

| 2

| 2

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.

>

v

>

O
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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
[reproof fence.

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

Keep [lammable materials (wood, paper,
rags, etc.) away from the workplace.
When welding, it is necessary to pro-
vide the workplace with [re 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 lammable liquids.

Use headphones or other ear protec-
tion.

Warn bystanders that noise is harmful
to hearing.

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

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

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

The ambient temperature should be be-
tween -10 and 40 degrees Celsius.
Avoid welding in the sun or under water




P.I.T.

Automatic Welding Machine

droplets. Do not allow water to enter the
inside of the machine.

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

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

Product Description and Specifi-

cations

Read all safety warnings and all

instructions. Failure to follow the

warnings and instructions may result

in electric shock, fire and/or serious
injury.

Intended use

Semiautomatic inverter type direct current

welding machine (hereinafter referred to as

the product) is designed for welding using the

MIG / MAG methods (welding with electrode

wire in a shielded gas) and MMA (manual arc

welding with stick fusible covered electrodes).

The product can be used for welding various

types of metals.

Product features

The numbering of the components shown re-
fers to the representation of the power tool on
the graphic pages.

1. Polarity reversing cable

2. Torch connection socket

3. Power connector [+

4. Power connector [1-[]

5. Fan

6. Power button

7. Connection for shielding gas

8. Power cable inlet

Technical Data

Model PMIG220-C1
Rated voltage 190-250 V~ /50 Hz
Rated power 7500 W
Output current range 40-220A
Wire diameter (MIG) 0.8-1.0 mm
Electrode diameter

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

Automatic welding machine 1pc
Cable with electrode holder 1pc

Cable with grounding terminal 1pc

Torch cable 1pc
Welding shield 1pc
Hammer brush 1pc
Instruction manual 1pc
Note

The text and numbers of the instructions may
contain technical errors and typographical er-
rors.

Since the product is constantly being im-
proved, P.I.T. reserves the right to make
changes to the specifications and product
speci’cations speciled 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 [t into the out-

let. Instead, a qualiled electrician must install

an appropriate outlet.

Ensuring the safety of preparation

for work

Before turning on the product, set the switch

to the 1101 position, and the current regulator to

the extreme left position.

Prepare for work:

[l Prepare the parts to be welded;

[l Provide adequate ventilation in the work-
place;

[l Make sure that there are no solvent
vapors, flammable, explosive and chlo-
rine-containing substances in the air;

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

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

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

If you encounter problems that you cannot

cope with, contact the service center.
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Controls and Indicators
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1.Gas test function indicator: used to check and adjust the shielding gas [ow on the regulator of
the gas regulator before starting the welding process.

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

3.2T / 4T mode switch button.

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

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

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

7.PerynsaTop cunbl Toka.

8.MlHaukaTop pexuma npeaBapuTenbHOM NPOAYBKM rasoMm: CHavyana nopgaeTcs ras, 3aTem
OCyLLEeCTBMAETCA CBapka. [103BONSAET BLITECHNTL BO3AYX U3 FOPENKM 1 CO3AATh 3alLMTHYO cpeay
B MECTe CBapKu [0 3aXuraHus gyrv.

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

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

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

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

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

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

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

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

17. Flux-cored wire 1.0 indicator

18.MMA, MIG function switch button

19. 0.8 indicator light for [ux-cored welding wire

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

5
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and the gun can!t get out of the wire.
21. Voltmeter

22. Power on indicator

23. Thermal protection indicator

24. Ammeter

Welding machine connection dia-

gram
Welding with solid wire ((/g. 1)

Welding with [lux-cored wire (Figure 2)

WL@,
"‘{: =5

Welding with an electrode (Figure 3)

Assembling the welding shield

—

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 [rst 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
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[x 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 dif(+
cult to turn, loosen the screw.

Inserting the wire into the wire lin-

er

Loosen and lower the adjuster towards you.

Raise the pinch roller;

Cut off the bent end of the wire and thread the

wire into the wire liner of the feeder, align it

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

Place the wire in the welding torch connector

bore, release the pinch roller, and return the

adjuster to the vertical position.

Adjust the pressure of the pinch roller.

[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 [lls 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
[ux-cored wire, in which case a gas cylinder
is not required.

Different types of Lller wire require a different
wiring diagram.

Gas welding (GAS) with solid cop-

per-plated wire:

[l Connect the short cable with the connector
located at the bottom of the front panel of
the device to the left connector on the front
panel (L1+[] terminal).

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

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

[l Insert the spool of wire into the slot.

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

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

[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 [tting on the back of the device.

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

[1 Set the required welding mode using the
controls.

[1 Begin welding.
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Welding without gas (NO GAS)

with self-shielded Jux-cored wire:
Connect the short cable with the connector
located at the bottom of the front panel of
the device to the right connector on the
front panel (11-[] terminal).

[l Fix the grounding terminal on the work
piece to be welded, connect the connector
on the other end of the cable to the left

connector on the front panel ([1+[1 terminal).

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

[ Insert the spool of wire into the slot.

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

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

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

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

[l Set the required welding mode using the
controls.

Welding process

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
Cow of shielding gas set by the reducer.

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

Replaceable polarity operation
Initially, the power contact of the welding torch

is connected to [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

power wire on the module from [+ to [I-[]. And

in this case, connect the cable with the earth
clamp to the workpiece by inserting the pow-
er cable lug into the [1+[] terminal on the front
panel.

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

At the end of welding:

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

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

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

1 Move the switch to the [Ioff(] position - off

Manual arc welding mode (mma)

1. Connect the electrode holder to the [1-1
terminal of the device, the grounding cable to
the [1+[]

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 - [Uminus(J, welded part - [iplusll. 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!] polarity (electrode - [Iplus(i, part

- [Iminus’) is used when welding small thick-
nesses and thin-walled structures. The fact
is that at the negative pole (cathode) of an
electric arc, the temperature is always lower
than at the positive (anode), due to which the
electrode melts faster, and the heating of the
part decreases - and the danger of its burnout
is also reduced.

2. Set the mode switch to MMA position.

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

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

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

in two ways:




:P. I .T. Automatic Welding Machine
[l By touching the electrode back to back and pulling it up;

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

Welding parameter tables (for reference only)
Recommended wire diameter, mm

Solid wire Flux wire
0,6 0,8 0,9 1,0 0,8 0,9 1,2

Thickness
metal,mm

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

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

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

Gas flow settings for MIG, MAG welding

+ |+ +]+

++ |+ [+]+

+++[+[+]+

+ |+ |+ |+ |+

++ ]|+ +]+]+

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

Diameter wire,

05-08| 1-14] 16-2]25-3
oo -
Release wire, | . ;| ; 14|14 20| 16-20 ; 7

mm
Consumption

5-8 | 8-16 [15-20 20-30 [ swimper]

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:
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2.a very short arc
3.Very low welding current
4 .too fast electrode movement
5.very long arc
6.Very high welding current
7.normal seam
We recommend that you carry out a few test
welds to gain some practical skills.
Turning off the welding machine.

Thermal protection

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

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

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

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

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

Possible malfunctions and meth-

ods of their elimination

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

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

In the case of an apparent or suspected mal-
function, refer to the section [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.

10
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Problem Possible reason Solution
Voltage too high Turn off the power source; Check
) ) Volt t0o | the main food; Turn on the machine
Indicator is onfVoltage too low again when the voltage is normal.
1 |thermal protec- - -
tion Poor air low Improve air [ow
The_ thermal prot_ectlon of the Let the device cool down
device has been triggered
Wire feed knob at minimum Adjust
2 [No wire feed Sticking current tip Replace tip
The feed rollers do not match .
. . Put on the right roller
the wire diameter
The fan does not{Power b.utton does not work Please contact the service center
3 |work or rotates|The fan is broken
slowly Poor fan connection Check the connection
Poor part contact Improve contact
Network cable too thin, power is Change the network cable
Unstable arc,|lost
4 - -
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust |Clean the part
The burner is not connected Connect the burner correctly
6 [No shielding gas correctly
Gas hose kinked or damaged |Check gas hose
Hose connections are loose Check hose connections
7 |Other Please contact the service center
Graphic symbols and technical data
uo....... V This symbol shows the secondary no-load voltage (in volts).
X This symbol shows the rated duty cycle.
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.

operation.

This symbol shows read the operating instructions carefully before

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

Hertz.

This symbol shows the supply power phase and line frequency in

11
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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
quali’ed 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 of(cial website of P.I.T. by the
link: https://pittools.ru/servises/
Storage and transportation
The welding machine should be stored in
closed rooms with natural ventilation at tem-
peratures from 0 to + 40 ° C and relative
humidity up to + 80%. The presence of acid
vapors, alkalis and other aggressive impuri-
ties in the air is not allowed.

Products can be transported by any type of

closed transport in the manufacturer(ls pack-

aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

Dispose of waste

.%| Damaged power tools, batteries, ac-

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

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

tion serial number

No. @@0395
N

Year month day

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

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

The [fth and sixth digits indicate the produc-
tion day.

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

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

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

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

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

- with failure of both a rotor and a stator of the
electric engine, charring or melting of primary
winding of the welding machine transformer,
charging or starting-charging device, with in-

12
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Automatic Welding Machine

ternal parts melting, burn down of electronic
circuit boards;

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

- upon expiration of the warranty period;

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

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

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

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

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

- use of the tool the purposes for other than
speci’_ed in the operating instructions.

- mechanical damages to the tool;

- in the event of damages due to non-obser-
vance of the operating conditions speciled in
the instruction (see chapter [ISafety Precau-
tions(! of the Manual).

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

- in case of strong internal contamination of
the tool.

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

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

manufacture, which is indicated in the serial
number on the label of the instrument, without
preliminary veril cation (for the delnition of the
date of manufacture, see the Userlls Manual
earlier).

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

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

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

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

5. The warranty does not cover:

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

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

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

- tool case.
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Pycckumn
Yka3aHus No TexHuke 6e3onacHocTr
OOLwWue ykasaHUs NO TexXHUKe Ge3onacHo-
CTU ANS 3NeKTPOUHCTPYMEHTOB

NPEAYNPEXOEHUE

MpouTuTe BCe yKa3zaHWUsl U UHCTPYK-

LMK NO TeXHUKe 6e30MacHOCTU.
HecobniogeHne ykazaHui U MHCTPYKUMIA NO
TexHUke 6e30MacHOCTU MOXeT cTaTb Npuym-
HOW NMOpaXXeHWs ANEKTPUYECKMM TOKOM, Noxa-
pa v TSXenbIX TPaBM.
CoxpaHAinTe 3TU UHCTPYKLMU U yKa3aHUs
Ansa 6yayuero UCNonbL30BaHUA.
Mcnonb3oBaHHOE B HACTOSILLUX UHCTPYKLIMSIX
N YKa3aHUSIX NMOHATUE «3MNEKTPOUHCTPYMEHT»
pacnpocTpaHseTcs Ha 3MNEKTPOUHCTPYMEHT C
nUTaHWEM OT CeTu (C CETEBLIM LLUHYPOM) U Ha
aKKYMYIATOPHbIN 3NEKTPOUHCTPYMEHT (6e3
CEeTeBOro LWHypa).
Be3onacHocTb paboyero mecrta
» Copepxute paboyee MecTo B YACTOTE U
XopoLlo ocBelleHHbIM. becnopsgok nnu
HeocBeLLeHHble y4YacTku paboyero mecTa
MOTyYT MPUBECTU K HECYACTHBIM Cry4asM.
He paGoTtainTte ¢ 3TUM 3NEKTPOUHCTPY-
MEeHTOM BO B3pbIBOOMNACHOM MoMmeLle-
HWUKN, B KOTOPOM HaXoAATCS roproyune
XNAKOCTU, BOCNaMeHsloWMUecs rasbl
VN NbIb. ONEKTPOUHCTPYMEHTbI UCKPSIT,
YTO MOXET NPMBECTU K BOCMIIAMEHEHUIO
MbIX U NapoB.
Bo Bpems paboTbl C 3NIEKTPOUHCTPY-
MEHTOM He gonyckauTte 6nusko k Ba-
wemy paboyemy MecTy AeTel U NocTo-
poHHux nuu. OTBReKwucb, Bol MoxeTe
noTepsiTb KOHTPONb Haj 3MeKTPOUHCTPY-
MEHTOM.
AnekTpobe30nacHoOCTb
» llltencenbHas BUIKa 3NMEeKTPOUHCTPY-
MeHTa [0MKHa NOAXOAUTH K LiTencenb-
HoMn po3eTke. Hn B koem cnyyae He
M3MeHAWTe wTencenbHyo Bunky. He
npMMeHAWTe NepexoAHble WTeKepbl
ANA 3NeKTPOUHCTPYMEHTOB C 3alUMUT-
HbIM 3a3emneHueM. HensameHeHHble
WwTencenbHble BUNKW M NOoAXOoAsALME
LuTencenbHble PO3ETKU CHUXAKT PUCK Mo-
paXKeHUsi ANEeKTPOTOKOM.
MpepnoTBpawanTe TenecHbIN KOHTaKT
C 3a3eMJIeHHbIMU NOBEPXHOCTAMMU, Kak
TO: ¢ Tpy6amu, anemMmeHTaM1 OTOMNMEHMS,
KYXOHHbIMM NAWTaMU U XONOAUNbHUKA-
mu. [Npu 3a3emnennn Bawero Tena nosbi-
LLIAETCSt PUCK NOPAKEHNST ANEKTPOTOKOM.
» 3awmwante aNeKTPOUHCTPYMEHT OT A0-

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

He paspewaetcs ucnonb3oBaThb LIHYP
He No Ha3HayeHUIo, Hanpumep, ANs
TPaHCMOPTUPOBKN UMW NOABECKMN 3MeK-
TPOMHCTPYMEHTa, UNn ANA BbITATUBa-
HUSl BUNKA U3 LUTENCeNbHOW PO3eTKU.
3awuwante WHyp oT BO3JencTBUA
BbICOKUX TemnepaTyp, Macna, ocTpbIx
KPOMOK MIU NOABUXHLIX YacTel anek-
TPOUHCTpPyMeHTa.l[ToBpexaeHHbI nnu
CNyTaHHbIN LLUHYP NOBbILLIAET PUCK NOpaxe-
HUS1 ANIEKTPOTOKOM.

Mpwu pabote ¢ 3NEKTPOUHCTPYMEHTOM
nopa OTKPbITbLIM HEGOM NMPUMEHANTe
npuroAHble Ans aToro kabenu yanu-
HUTenwu. MNMpumeHeHne NpurogHoro Ans
paboTbl nog OTKPbITbIM HEGOM kabens
YANVHWUTENS CHWXaeT PUCK NopaxeHus
3MEKTPOTOKOM.

Ecnun HeBO3MOXHO M36exaTb npume-
HEHUA 3MeKTPOUHCTPYMEHTa B CbIpOM
noMeLLeHUU, NoAKIToYahTe INEeKTPOUH-
CTPYMEHT Yepe3 YCTPOWCTBO 3aLYUTHOTO
OTKNIoYeHUA. [pumeHeHne ycTponcraa
3aLUNTHOrO OTKITIOYEHUS CHUXaeT pPUcK
3MEKTPUYECKOTO MOPaXEHNS.
Be3sonacHocTb noaen

» ByabTe BHUMaTenbHbLIMU, creauTe 3a
Tem, uyTto BhI AenaeTe, n npogymaHHoO
HauyuMHanTe paboTy C 3NEeKTPOUHCTPY-
MeHTOM. He nonb3ynTecb 3NeKTPOUH-
CTPYMEHTOM B yCTarloM COCTOSIHUU
unu ecnu Bbl HaxoauTecb B COCTOSIHUM
HapKOTUYECKOro UMK ankKorofibHOro
ONbSAHEHUS UNKW NoA BO34eNCTBUEM re-
kapcTB. OAMH MOMEHT HEeBHUMATENbHO-
CTVU Npu paboTe C INeKTPOUHCTPYMEHTOM
MOXET NPUBECTU K CEPbE3HBIM TPaBMaM.
NMpumeHanTe cpeacTBa MHAMBUAYanNb-
HOM 3alMTbI U BCeraa 3aliUTHbIE OYKMU.
Vcnonb3oBaHve cpeacTs MHAMBUAYaNbHOM
3alUnThI, KaK TO: 3alMTHON Macku, obyBun
Ha Heckonb3sien nodoLwwBse, 3alWnTHOIO
lwnemMa unu cpeacTsB 3alMTbl OPraHoB
cnyxa, [/ B 3aBUCMMOCTM OT BMAa paboThbl
C 3NEKTPOUHCTPYMEHTOM CHUXAEeT pUCK
Nony4yeHus TpaBMm.

MpepoTBpawanTe HenpegHaMmepeHHoe
BKIIlOYeHUEe 3INeKTPOUHCTPYMeHTa.
Mepen noaknYeHUEM 3NEKTPOUH-
CTPYMeHTa K 3NeKTpPonuTaHuio uunm k
aKKyMynsiTopy y6eautech B BbIKITHOYEH-
HOM COCTOSIHUU 3NEKTPOUHCTPYMEHTa.
YoepxaHvie nanbla Ha BblknovaTene npu-

>
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TPaHCMOPTMPOBKE U MOAKIMIOYEHME K CeTU
NMUTaAHUSA BKMIOYEHHOIO 3MEKTPOUHCTPY-
MeHTa 4YpeBaTo HECHACTHLIMM CryYasimu.
Y6upante ycTaHOBOYHbLIN MHCTPYMEHT
WUNY raeyHble KNOYN A0 BKIHOYEHUNA
3NEKTPOUHCTPYMEHTA. VIHCTpYMEHT unu
KIoY, HaxogsLwmicsa BO Bpalatwolencs
YacTW 3NEKTPOUHCTPYMEHTa, MOXET Npu-
BECTU K TpaBMaM.

He npuHumanTe HeecTeCcTBEHHOE MOSO-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTOWYMBOE MONIOXKEeHMEe U COXPaHAN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe fyylle KOHTPONUPOBaTb 3N1eKTPO-
WHCTPYMEHT B HEOXMAAHHbBIX CUTYaLUSsIX.
Hocute noaxopgswyto pabouyto oge-
xAy. He HocuTe wupokyto oaexay m
yKpaweHus. [lepxute Bonochl, oaexay
M pyKaBULibl BAANW OT ABUXYLLMXCA Ya-
cten. LLupokasa ogexaa, ykpawleHus unm
ANNHHBbIE BOMOCHI MOTYT ObITb 3aTAHYThI
BpaLLaLLMMUCS YacTAMM.

Mpy¥ HanM4YMM BO3MOXHOCTU YCTaHOBKM
nbineoTcachIBalOWMX U NMblNECGOPHbIX
YCTPOWCTB NpoBepsANTe UX npucoenu-
HEeHWe M NpaBUIlbHOe UCNONb30BaHUe.
[MprvMeHeHWe nbineoTcoca MOXeT CHU3UTb
OMacHOCTb, CO34aBaeMyHo MNbisbo.
Xopoluee 3HaHUE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHOe B pe3ynkTaTe 4acToro
MX UCMONb30BaHUsA, He AOMKHO NPUBO-
AUTb K CaMOYBEPEHHOCTU U UTHOPUpPO-
BaHUIO TEXHUKKU Ge3onacHocTu obpa-
LeHMA € INeKTPouHcTpymeHTamu. OgHo
HebpexHoe AencTBmMe 3a AOMK CEeKyHAb
MOXET NPUBECTU K CEPbE3HBIM TPaBMaM.
BHUMAHME! B cnyyae BO3HWKHOBEHUSA
nepebos B paboTe aNeKTPOMHCTPyMeEHTa
BCMeACTBUE MOMTHOrO MU YacTUYHOrO
npekpaweHns aHeprocHabxeHus unu
NOBPEXAEHUS Lienu ynpasrieHnst aHepro-
cHabXeHneMm ycTaHOBWTE BbIKMOYaTenb
B nonoxeHue Bobikn., ybegmewmnce, 4To
OH He 3abnokunpoBaH (Npu ero Hamuuuu).
OTKNOYMTE CETEBYIO BUIKY OT PO3EeTKMN
NN OTCOEAUHUTE CbLEMHbIV aKKyMyrsTop.
OTUM NpeaoTBpaLLAEeTCa HEKOHTPOnupye-
MbIVi MOBTOPHbIV 3aryck.

HagexHee B ykazaHHOM [uana3oHe MOLL-
HOCTMW.

He pabGoTanTe ¢ aneKTPOUHCTPYMEHTOM
npy HeMcnpaBHOM BhIKMIoYaTene. Onek-
TPOVMHCTPYMEHT, KOTOPbIN He noapaeTcs
BKITIOYEHWIO UM BbIKIIOYEHWIO, ONaceH 1
[OMKeH BblTb OTPEMOHTVPOBAH.

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

TwaTenbHO yxaxXuBauTe 3a 3NeKTpo-
MHCTpyMeHTOM. lpoBepanTe 6e3y-
NpeyHyto hyHKLUIO U XOA4 ABUKYLUNXCS
yacTen INEeKTPOMHCTPYMeHTa, OTCyT-
CTBUE MONOMOK UMY NOBpPEeXAEHUN,
oTpuLaTenbLHO BAUAIOWMNX Ha (PYHKLMIO
3NEeKTPOUHCTPYMeHTa. MoBpexaeHHbIe
YacTU AOMKHbI ObITb OTPEMOHTUPO-
BaHbl 4O UCNONMb30BaHUS 3NEKTPOUH-
cTpyMeHTa. [1noxoe o6cnyxuBaHue anek-
TPOUHCTPYMEHTOB SIBMSAETCS MPUYUHOW
6OnbLLOro YNcna HecHacTHbIX Cryvaes.
OepxuTe pexyLmuin UHCTPYMEHT B 3a-
TOYEHHOM M YUCTOM COCTOAHUMU. 3aboT-
JIMBO YXOXEHHbIE PEeXyLLMe UHCTPYMEHTI
C OCTPLIMW PEXYLUMMU KPOMKaMU pexe
3aKIMHUBAIOTCS U KX Nlerye BeCTy.
MpumeHANTe 3NEKTPOMHCTPYMEHT, NpU-
HaAanexHocTu,paboyne MHCTPYMEHTbI
M T. N. B COOTBETCTBUU C HaCTOALMUMM
WHCTPYKUUAMU. YUUTbIBANUTE NMPU ITOM
paGoyume ycrnoBusi U BbINONHAEMY O
paborty. Vicnonb3oBaHue 3NeKTPOUHCTPY-
MEHTOB ANs HenpeayCMOTPEeHHbIX paboT
MOXET NPUBECTU K ONACHLIM CUTYaLMSIM.
HdepxuTe pyyku U NOBEPXHOCTMU 3a-
XBaTa CyXMMWU U YUCTbIMU, creauTe
YTOObl Ha HUX YTOObI HA HUX He Oblno
XUOKOWU UMM KOHCUCTEHTHOW CMa3KM.
Ckomnb3kne py4ku 1 NOBEPXHOCTM 3axBaTa
npenaTcTBytoT 6e3onacHoMy obpalleHuio
C WHCTPYMEHTOM U He [atoT HafexXHo
KOHTpPONMpOBaTb €ro B HenpeaBUAEHHbIX
CUTyaumsX.

NMpumeHeHWe 3NeKTPOUHCTPYMEH-

Ta 1 obpallyeHue ¢ HUM
» He neperpyxanTte 3NeKTPOUHCTPYMEHT.

CepBuc
» PeMOHT 3MeKTPOMHCTPYMEHTa AOMXKeH
BbIMOJIHATBLCA TOJIbKO KBanmbm.mpo-

Ucnonb3ynte ana Bawewn paboTthl
npeaHa3Ha4YeHHbIA ANsi 3TOro 3MeKTpo-
MHCTPYMeHT. C noaxoaslmm 3neKTpo-
MHCTPYMeHTOM Bbl paboTaeTe nydwe u

BaHHbIM MEePCOHArNIoOM U TONIbKO C Npu-
MEHEeHUEeM OpPUrMHaNbHbIX 3anacHbIX
yacten. OTum obecnevmBaeTtcsa 6esonac-
HOCTb 3NIEKTPOUHCTPYMEHTA.
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MHcTpyKuMmn no TexHuke Gesonac-
HOCTU ANA 3NeKTPOCBapPOYHOro

annaparta

» O6s3aTenbHO yAoOCTOBEpPbTECh, YTO
anekTpuyeckas po3eTka, K KOTOpou
nopakmnoYaeTcs MIHBEPTOP 3a3emrieHa.
3anpeujaeTcs npuMkKacaTbCA K OrosieH-
HbIM 3MIeKTPUYECKUM YacTAM U INEKT-
poAy OTKPbITbIMUA YacTAMU Tena, Mo-
KPbLIMU NepyaTkamMn UNu oaexaon.

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

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

He BabixanTte rasbl, o6pa3sytowmecs
npu cBapke, OHM BpeAHbl ANA 3[40pO-
BbSl.

Heobxoaumo obGecneuyntb gocTaTtou-
HYI0 BEHTUNsILMIO paboyero mecrta unu
Mcnonb3oBaTh cneuuanbHbie BbITSXKU
ANA ypaneHuWs ras3oB, obpasylowmxcs
B npouecce NpoBeAeHUs CBapOUHbIX
pabor.

0OnAa 3awuTbl rma3 u Tena UCMNosnb3ynTe
noaxoAsillyto 3alUTHY0 Macky, CBeTo-
cdunbTp 1 3awmTHYO ogexay. Oaexaa
[OMKHa OblTb MOMHOCTLIO 3aCTErHyTa, YTo-
Obl MCKPbI 1 OpbI3TK HE NoNaganu Ha Teno.
MpuroToBLTE NOAXOASALLYIO 3aLMUTHYHO
MacKy MW 3aHaBeCcKy Ans 3awWuTbl
cmoTpsLero. [Ins 3awmTel Apyrux niogen
OT U3NYyYeHUs Ayru u ropsynx Metannos
Heobxooumo orpaguTb pabouyyto 30HY or-
HeynopHbIM OrpaxaeHNeM.

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

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

Mpu npoBegeHun cBapku Heob6xoauMo
obecneuntb paboyee mecTo cpeaAcTBa-
MU NOXapoTyLUEHUSA.

SANPELLAETCA:

Mcnonb3oBaTtb CBapOYHbIV NonyasToMaT B
CbIPbIX MOMELLEHUAX UKW MOA AOXKAEM;
Mcnonb3oBaTb anekTpuyeckue kabenu ¢
NOBPEXAEHHOW M30MsiLMen Unu nNoxXnumm
COeaVHUTENbHBIMU KOHTaKTamu;
[MpoBoanTb cBapoyHble paboTbl HA KOH-
TenHepax, EMKOCTSIX unu Tpybax, KoTopble
coaepxanu Xxvakue unu razoobpasHble

>

onacHble BELLeCTBa;
lMpoBoaMTbL cBapoyHble paboTbl Ha pe-
3epByapax nop AaBneHveM;

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

Ucnonb3ynTe HaywWHWUKU UnNun gpyrue
cpeAcTBa ANA 3aWUThI YILEH.
Mpenynpeaute HabniogaTens, YTo WyM
BpeAeH AnA crnyxa.

Ecnu Bo Bpems yCTaHOBKMU M 3KCMNy-
aTauMu BO3HUKHYT Npob6nemsl, noxa-
nyucTa, crnegymute 3TOM MHCTPYKUUM NO
aKcnnyaTauum AnsA NpoBepKu.

Ecnu Bbl He A0 KOHLA NMOHMMaeTe py-
KOBOACTBO UMW HE MOXeTe pelunTb
npo6nemMy ¢ MHCTPyKUMen, BaM criegyeTt
o6paTUTbLCA K NoCTaBLMKaM UK B cep-
BUCHbIN LIEHTP 3a npodeccruoHanbHoOn
NOMOLLbIO.

MalwmHa aomkHa akcnnyaTupoBaTbcs B
CYXUX YCIIOBUSIX C YPOBHEM BIaXXHOCTU
He 6onee 90%.

TemnepaTypa okpyxarlen cpeabl
pomkHa 6biTb ot -10 Ao 40 rpagycoB no
Lenbcuio.

N36eranTe cBapku Ha cornHue unu noa
KannaMmu BoAabl. He gonyckante nonaga-
HWS BOAB! BHYTPb MaLUVHbI.

W3beranTe cBapku B NbifbHbIX MecTax
WY B cpefe C arpecCUBHbIM ra3om.
N36erante rasoBon cBapku B cpeae C
CUINbHBLIM BO3AYLUHbIM MOTOKOM.
Pa6ouun, y KoToporo yctaHOBIMEH Kap-
AVNOCTUMYNATOP, AOMKEH NPOKOHCYIb-
TUpOBaTLCA C BPa4yoM nepen CBapKoWn.
lMoToMy 4TO anMeKkTpoMarHMTHoe norne
MOXET HapyWwuTb HOpManbHyl paboTy
KapavmoctTumynsTopa.

OnucaHue npoayKta u ycnyr
MpouTute BCe ykasaHWUs U MHCTPYK-
UMM No TexHUKe Ge3onacHOCTHU.
YnyuweHns B OTHOLLEHUN yKa3aHui n
MHCTPYKUMIA NO TexHUke 6esonacHoCcTn mMoryT
cTaTb NPUYMHOW NOPaXeHUs 3NEeKTPUYECKUM
TOKOM, NoXapa 1 TSXKemnbIX TPaBM.

MpumMeHeHMe No Ha3Ha4YeHUO
CBapoyHbIN NonyaBTOMaT MHBEPTOPHOIO TNa
NOCTOSIHHOIO ToKa (ganee [ u3genve) npea-
Ha3HayeH Ans CBapo4HblX paboT meToaamu
MIG/MAG (cBapka anekTpofHOIN MPOBOSIOKON
B cpefe 3awuTtHoro rasa) n MMA (pyyHas
anekTpoayroBasi cBapka LUTYYHbIMW MNaBKu-
MW NOKPbITEIMW 3MEKTpoAaMM).

M3genve mMoxeT MPUMEHATHCA AN CBapKW
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pa3nnyHbIX BUOOB METarsoB.

MN306paxeHHble COCTaBHbIe YacTu
Hymepauus npeactaBneHHbIX KOMMOHEHTOB
BblIMOMHEHa no V|306pa>Keano Ha CTpaHuue C
nnncTpaymnamn.

1. Kabenb nepekntoveHns nonspHocTu

2. Pasbem noaknoyeHust ropenkum

3. CunoBsoii pasbem «+»

4. Cunosoi pasbemM «-»

5. BeHtunatop

6. KHonka nutaHus

7. Wtyuep ons noaknioYeHns 3amuTHOro rasa
8. Bxog kabensa nutaHus

TexHu4YecKkne xapakTepucTuKm
Mogenb PMIG220-C1
HoMunHanbHOE Ha- 190-250 B / 50 'y
npshKeHue / yacToTa

HoMunHanbHasa mou- 7500 BT
HOCTb

[nana3oH BbIXOOHOTO 40-220A
TOKa

OuameTp NnpoBOMNOKK 20,8-1,0mm
(MIG)

[dvnameTp anekTpopaa @1,6-5,0mm
(MMA)

[MpoaomKnTEnbHOCTL 60%
BktoveHus (MB)

Bec 10,5 kr
KomnnekTt noctaBku

CBapoYHbIi nonyasToMat 1wt
Kabenb c anektpopgoaepxartenem 1w
Kabenb c knemmon 3asemneHns 1w
Kabenb ¢ ropenkow 1wt
LLInTok cBapO4HbIi 1wt
LLleTka-monoTok 1w
PykoBogcTBO no akcnnyartauum 1w

MpumeyaHue

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

Tak kak MHcTpymeHT P.I.T. nocTosiHHO coBep-
LLEHCTBYETCS, KOMMNaHWs ocTaBnsieT 3a cobon
npaBo BHOCUTb U3MEHEHUS B YKa3aHHble
30€eCb TEXHUYECKNE XapaKTepUCTUKU U KOM-
nnekTauuio 6e3 npegBapuTENbHOTO YBe4OM-
neHus.

MoproToBka K pabore

YcTaHaBnuBanTe annapaT Ha POBHOWN NOBEPX-
HocTu. Paboyee MecTo AOMKHO ObITb XOPOLLO
BEHTUNMPYEMbIM, CBApOYHbIN annapaT He
OOIMXeH noABepraTbcs BO34EWCTBUIO MbIN,
rpsi3n, Bnarm n akTuBHoro napa. [ns obecne-
YeHWs HopMasnbHOW BEHTUNSAUMM paccTosHUe

OT annapaTa [0 APYrux npegmeToB AOMKHO
6bITb He MeHee 50cMm.

BHUMAHUWUE! Bo nsbexaHune nopaxeHus
3MEeKTPUYECKUM TOKOM WCMOMb3yinTe TOMbKO
3NEeKTPUYECKYHO CETb C 3aLUUTHBIM 3a3eMnsito-
LM MPOBOAOM U PO3ETKW C 3a3eMINsoLLUMM
koHTakTamu. SAMNPELWAETCA nepenensiBatb
BUIIKY, €CNIN OHa He MOAXOAMUT K po3eTke.
BmecTo aTOro kBanupuuMpoBaHHbIA drek-
TPVIK AOMKEH YCTaHOBUTb COOTBETCTBYHOLLYIO
pO3ETKY.

O6GecneyeHue 6e3onacHocTu noa-

roToBKM K pabore

Mepen BkNYEHWEM U3LOENUS yCTaHOBUTE
BbIKIo4aTenb B nonoxeHue «0», a perynstop
TOKa B KpaliHee NeBoe MONIoKeEHUE.
MogroToBbTech k paboTe:

[l MoAroToBbTE CBapUBaeMble AeTanu;

[l obecneybTe AOCTATOYHYI BEHTUMSLUIO
pabouero mecTa;

ybeamTech B OTCYTCTBMM B BO34yXe MapoB
pacTBOpUTENEN, NErkoBOCNNaMEHSIOLLMX-
Cs1,B3pbIBYATLIX M XJlOpcoAepKaliux Be-
LLECTB;

npoBepLTe BCE MOAKMOYEHMUS K U3OENUIO.
[omkHbl OblTb BbINOMHEHbI NPABUIBLHO U
HaAEXHo;

npoBepbTe CBapOYHbIN Kabenb, B criyyae
NOBPEXAEHNS OH OOMKEH ObITb 3aMEHEH;
VUCTOMHUK NUTAHUSA OOMKEH OblTb OCHALLEH
3aLUMTHBIMU CUCTEMAMN.

Ecnu BbI cTonkHynucb ¢ npobnemamu, ¢ KOTo-
pbIMW HE MOXeTe CnpaBuTbCs,0bpaLantTecb
B CEPBUCHbIN LEHTP.

O

O

O
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3neme|-|Tb| ynpaBneva n VIH,CWIKaTOpr

1G/ M220A
o =

FLUX
2T PRE-FLOW, C.S(C0./0.8) m
a 47 POSyEAS C.S(MAG/0.8) FLUX
4

QGASIT0)

UNITARY
PAI

W W WW

1.MHavKkaTop oyHKLMM NpOBEPKM rasa: UCnosb3yeTcs AN NPOBEPKU U PEryrnMpoBKW Ha peryns-
TOpe ra3oBOro pegykTopa NoToka 3alyMTHOrO rasa 40 Havana cBapo4HOro npoLecca.

2 .ViHgukaTop pexuma ceapku 2T. B pexume 2T HaxaTue KHOMKW yrnpaBreHus ropenkon 3any-
cKaeT npoLiecc cBapKu, oTnyckaHve (| npepbiBaeT.

3.KHonka nepekntoueHusi pexxumon 2T / 4T

4 Mnpmkatop pexuma ceapkv 4T. B pexume 4T, cBapka HauMHaeTCs nocrne KpaTkoBpeMEHHOro
HaXkaTusi KHOMKW ynpaBrieHUsi Ha ropernke 1 OTKMYaeTcsl Nocrne NoBTOPHOro HaxaTus. [JaHHas
PYHKLMS NO3BONSIET HE AepXaTb HAXATON KHOMKY Ha ropenke npu cBapke ANUHHbLIX LUBOB.

5. KHomka nepeknioyeHns pexvma yHUuLmMpoBaHHOM (aBTOMaTUYeCKomn) / YaCTUYHOW (PyYHOW)
perynvpoBKu.

6.MHavkaTop pexrmMa yHMhLMpoBaHHON (aBTOMAaTUYECKON) / YaCTUYHOW (PYYHOI) HACTPOMKM:
WHAVKATOP 3aropaeTcs B peXvWMe 4acTUYHOW HacTpolku. EauHas perynmposka o3HayaeT, vTo
CBApOYHbIA TOK U CBAapOYHOE HamMpshKeHWe perynupyloTcst CUHXPOHHO (aBTOMAaTU4eckun) Ans
COrnacoBaHns Apyr ¢ APYrom, a YacTW4Has perynmpoBka O3HayvaeT, YTO CBapOYHbIA TOK U pas-
[OernbHas perynupoBka CBapO4HOrO HanpshxeHus (pyyHasi perynmpoBka, Anst npoeccmoHansHo-
ro ucnonb3oBaHns)

7.Perynsartop cunbl Toka

8.MHavkaTop pexvma npeaBapuTENbHOW NPOAYBKM ra3oM: CHavarna nofaeTcs ras, 3atem ocy-
LecTBnaeTcsa ceapka. [103BONsAeT BbITECHUTb BO3AYX U3 ropesiku 1 co3aaTh 3alluTHY0 cpeady B
MecTe CBapKu 40 3aXuUraHus gyru.

9.MnamkaTop cocTosiHMA VRD: pexum 3awwmThl OT yaapoBs, Koraa UHAMKATOP rOpUT, OH HAaXoAauT-
CSl B peXxume 3aLUuTbl OT yAAPOB, @ BbIXOAHOE HanpshkeHve Hibke 6e30nacHoro HanpskeHus.
10.CBeTOBON MHAMKATOP peXxyMa NpoAyBKM rasoM: NPOJOIHKaeT Nofady rasa Ans oxnaxpeHus
anekTpoaa v obecneyeHnst Ka4eCcTBEHHOW KpycTannmaauuy CBapovHOro COeMHEHUs B 3aLLuT-
HoM obornoyke.

11.KHonka aktnBauum / otMeHbl ctatyca VRD: akTuBaums / geakTvBaums aHTULLOKOBON (OyHK-
umn

12.KHonka nepekntoyaTens pexumoB nepegHero / 3agHero obayea: BbIOOp yHKLMM NPSMOro 1
obpaTtHoro obayBa rasom.

13.CBETOBON MHAMKATOP YINEKMCIIOro rasa ¢ UCMOMb30BaHNeM cBapoyHou nposonoku 0,8 mm.
14.\HouKaTop cMeLlaHHoro rasa, ceapodHas npososoka 0,8 mm.

15.PerynupoBka HanpsbkeHUs: perynmpoBka CBapOYHOro HanpsikeHus (AencTBYET B pexunme Yva-
CTUYHOW PerynupoBkKu).

16.UHgmkatop dyHkumm MMA: npy BKIIOYEHHOM MHAMKATOPE , CBapluMk paboTaeT B pexumve
pyuHow ceapku (MMA).

17 .Mngukatop nopoLukosor npososnoku 1.0.

18.KHonka nepekntovarens dpyHkumnn MMA, MIG

19.MHaukatop 0,8 A4Nst NOPOLLKOBOW CBapOYHOW MPOBOSOKM

20.®yHKUMSA NPOBEPKM MPOBOSOKU: MPOBEPSIET, HAAEXKHO N CBAPOYHAs NPOBOSIOKa NOACOeam-
HEHa K annapaTty v He BbIXOAMWT I roperika U3 NpoBOSTOKU.
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21.BonbTmMeTp 22.HOMKATOP BKIKOYEHUS.
23.MHankaTop TennoBon 3awmTbl. 24.Amnep-

MeTp.

Cxema noaKnr4YeHUsa cBapo4yHoro
annapara

CBapka cnrnoLHoun npoBorokou(puc 1)

CBapka NopoLLKOBOW NPOBOMNOKOW(puUc 2)

CBapka anektpogom(puc 3)

@w

Cb6opka CBapO4YHOro WUTKa

o

paLx

nO,CI,I'OTOBKa K CBapKe B pexume
MIG/MAG

BbibepuTe HeobxoaMMBbIN BUA CBapku C NOMO-
LWblo kKHonku 15. Takke yctaHoBUTE Mpu Mno-
MOLLM NepeknoyaTtens 2 pexumM BKYeHus/
BbIKMIOYEHMS cBapo4Horo Toka (2T [|cBapka
BEAETCS NPWU HaxaTon KHonke ropenku, 4T [
nepBoe HaxkaTue Ha KHOMKY ropernku [|Havano
CBapku, BTOPOE HaxaTue [ |KOHeL, CBapKMu).
dyHkumMs VRD oTBevaeT 3a MOHMXEHUUN Ha-
NPs>)KeHUs1 XONOCTOro Xxoda UCTOYHMKA [0
6e3onacHbix AN Yyenoseka 12-24 BonbT,
T.e. CHUXaeTCsi HanpsikeHue, Kkorga annapat
BKIMIOYEH,HO cBapka He npowussoanTtcs. Kak
TOMbKO Ha4YMHaETCs1 NPOLIECC CBapKU, YCTPOW-
ctBo VRD BoccTaHaBnuBaet paboune napa-
METPbI HaNPSXKEHUS.

Onums VRD akTyanbHa B Takvx criyvasix:
Annapat akcnnyaTupyeTcs B YCrOBUSIX MOBbI-
LLIEHHOWN BMNaXHOCTW BO34yxa; Bblcokue Tpebo-
BaHWs K TexHuKe 6e3onacHOCT Ha 0ObeKTe;
1cnonb3oBaHWe CBapo4HOro 06opyaoBaHus
Ha HebonbLUMX NnoLaakax.

Fopenka

CeapouyHas ropenka MIG/MAG coctouT 13
OCHOBbI, COeQUHUTENBHOTO Kabens u pyyku.
OcHoBa coefuHsIeT CBapOYHYyH ropenky u
yCTPOWCTBO noaa4vu nposonoku. CoegnHu-
TenbHbIN kabenb:

[OKPbITBI HENNOHOM HaNpPaBNALWMIN KaHan
noMeLleH B LEHTp nonoro kabensi. BHyTpeH-
HSS YacTb KaHana npegHasHayeHa Aans no-
Aadm nposonoku. CBoboaHoe NpocTpaHCTBO
MeXay KaHanom v nonbiM kabenem npegHa-
3Ha4yeHo Ana nojayu 3awuTHoro rasa.Cam
nonel kabenb npegHasHayeH Ans nogayun
TOKa.

BHUMAHME! lMepep cbopkoii n pasbopkon
ropenku unu nepep 3ameHow KOMMNOHEHTOB
HeobXoAMMO OTKMYMTL nogady dnekTponu-
TaHus.
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YcTaHOBKa KaTyLKN
[Mopn6epuTte HeobxoaMMYO NPOBOMOKY B CO-
OTBETCTBMM C TEXHOMornen ceapku. Quamerp
NPOBOMOKN AOIMKEH COOTBETCTBOBATL MpU-
BOAHOMY POMUKY, HanpasnsawoLWweMy KaHany n
KOHTaKTHOMY HaKOHEYHUKY.

OTkpoinTe 60OKOBYIO KpbILKY annaparta Ans
YCTaHOBKM KaTyLLKW C MpoBoriokon. OTkpyTute
perynupoBOYHbIN BUHT KaTylukodepxaTens,
HafeHbTe KaTyLlKy Ha KaTyluKogepxaTens 1
3aduKcMpynTe ee aTUM Xe BUHTOM. KoHel
NPOBOMOKN AOMKEH HaxoauTbesa nop 6apa-
6aHoM, HaNpoTUB NoJawLWero ycTponcTea.
C NoMOLLbIO PerynmpoBOYHOrO BUHTa OTpe-
rynupynte cuny dumkcaummn katywku. Katyuw-
Ka fomkHa cBo60AHO BpallaTbCH, HO Npu
paboTe He AOMKHO 0bpa3oBbIBaTLCS NeTenb
nposonokun. Ecnn obpasytotca netnu, Heob-
XOAUMO CUIbHEe 3aTAHYTb PerynmnpoBOYHbIN
BUHT. Ecnn kaTylika Bpalaetca ¢ Tpyaom,
ocnabbre BUHT.

g0

YcTtaHOBKa NpPOBOSIOKU B HanpaBs-

nNALWMNA KaHan

Ocnabbte 1 onyctute Ha cebs perynsartop.
[MoaHNMUTE NPWXUMHOW PONKK;

OTpexbTe N30rHYThIN KOHYMK NMPOBOSTOKU U 3a-
npaBbTE NPOBOSIOKY B HaMpaBnAOLMIA KaHan
nofatoLLero ycTponcTea, BLIPOBHSNTE ee B
KaHane npuvBOQHOro ponvka. Yoeautech, 4To
KaHamn ponvka COOTBETCTBYET AMamMeTpy npo-

BOJIOKM;
[MomecTuTe NPOBOMNOKY B KaHan pasbema cBa-
POYHOW ropernku, oTNycTUTE MPUXMMHOW po-
NVK, U BEPHUTE B BEpPTUKallbHOE MONoXeHne
perynsTop.

OTperynupyinTe AaBrneHne npuXMMHOro pornu-
Ka.
[ TMpwn cBapke cTanbHON NPOBOSIOKON HEOO-
X0AMMO Mcnosnb3oBaTh V-06pasHyto kKaHaB-
Ky NPVBOAHOIO PONuKa;

Mpu ncnone3oBaHuK hritoCOBOWM NPOBONO-
KM HeobXoAMMO UCMOoNb30BaTh LLECTEPEH-
YyaTyto KaHaBKy NMPUBOLHOMO ponmka (Hamu-
yne 3aBUCUT OT MOAENU U KoMMneKkTauum
annapara).

Mpn ncnonb3oBaHUN anOMUHUEBOW
NPOBOMOKN HEOBXOAMMO MCNONb30BaTh
U-obpa3Hyto kaHaBKy NpPMBOAHOIO ponu-
Ka(Hanuyme 3aBWCUT OT MOAENM U KOM-

nnekrauun annapaTa).
Mopaya NPoOBONOKM B CBapOYHbIiA

pykaB

OTKpyTUTE CBAPOYHbIN HAKOHEYHVK Ha ropen-
Ke.

[lns npoTArMBaHWsA NPOBOMOKN B PyKas roper-
KM HeobxoaAnMO BPEMEeHHO noaaTb NuTaHue
nepeknioveHremM BbikMoYaTens 6 n HaxumaTb
KHOMKy 16(npoTskka NpoBOMOKM) A0 Tex
nop,noKa OHa He 3anonHNT KaHan CBapOYHOro
pykaBa n He BbIngeT u3 ropenku. OTkNunUTE
nutaxue. MNMpumevanue! Ons ceobogHoro npo-
XOXOEHWs1 MPOBOMNOKY B kabene, pacnpsmuTe
ero no scen anvHe. MNpu nogaye NPoBOMNOKK
ybeanTtech, 4To OHa cBOGOAHO ABMXETCA B
KaHane NpvBOAHOIO PofvKa U CKOPOCTb Mo-
Aaun paBHOMepHas. Ecnn ckopocTb nogayn
HepaBHOMepHa,oTperynupynte gasnexHve
MPWXVMHOIO posnmka.

Monbepute n 3aKpyTUTE KOHTaKTHbIA HaKO-
HEYHMK, COOTBETCTBYIOLMIA AMaMETPy NPOBO-
FOKM 1 yCTaHOBUTE CONJO.

Pexumbl nonyaBTomaTuqecxoﬁ
CBapKu

[aHHas yctaHoBKa MoxeT paboTtaTb € AByMS
TMNamy CBapOYHOWM MPOSIOBOKMW: CMIOLLUHOW
OMeJHEeHHOI NPOBOJIOKOW B Cpeae 3aLUMTHOro
rasa, a Takxe CaMO3alUMTHOW NOPOLLKOBOMN
NPOBOMOKOW, B 3TOM Cryyae 6anfioH ¢ rasom
He TpebyeTcs.

[Mpn pasHbIX TMNax cBapO4YHOM NPOBOMOKM
TpebyeTca pa3Has cxema NoaKIoYeHns.

CBapka c rasom (GAS) cnnowHon

OMeAHEHHOM NPOBOJIOKOM:
[| KopoTkun kabenb ¢ pazbeMoMm, Haxoas-
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LMIACA BHWU3Y Ha MepedHei naHenu anna-
paTa,noAknyMTe K NIeBOMYy pasbemy Ha
nepegHen naHenu (knemMma «+»).
3akpenuTe KneMmy 3aseMneHust Ha cBa-
pvBaemoii fetanu, CoOeauHUTENb Ha Apy-
rom KoHLe kabernsi nogkniounTe K npaBomy
pa3beMy Ha nepefHeil naHenu (knemma
«-»).

MpoBepbTe MapKNPOBKY NofdatoLLero ponu-
Ka B COOTBETCTBMW C AVAMETPOM UCMOSb-
3yeMol NPOBOMOKM.

BcTaBbTe KaTyLUKy C NPOBOMNOKON B rHE3A0.
3anpaBbTe NPOBOMIOKY B rOpesiky, OTKUHYB
MPWXXUM porvka 1 BBeas MPOBOJIOKY B Ka-
Han yepes yrnybneHue B ponuke.
3akpoinTe NpWXUM pornuvka, crerka noars-
HYB 32XVMHOWN BUHT.

Y6enntecb B COOTBETCTBUU AMameTpa
OTBEPCTUSI HAKOHEYHWKA FOPEnku 1 Aname-
Tpa NpoBOMNOKU.

BkniouynTe annapaTt 1 NpOroHuUTE MpoBoO-
MoKy [0 BbIXOAa M3 HaKOHEYHWKa, HaxaB
KHOMKY Ha roperike.

MopkntoynTe LWNaHr OT ra3oBOro PeaykTo-
pa K WTyuepy Ha 3agHel naHenu annapa-
Ta.

OTKpONTE BEHTUMb Ha GannoHe C 3alwuT-
HbIM ra3oM, HaXXMUTE Ha KHOTKY Fopenku u
oTperynupyiite nogady rasa pefyktopom
(o6bI4HO pacxop rasa yctaHaBnuBaeTtcs
cnegyowmum obpasom: pacxopg rasa (n/
MUH.) = [InameTtp npoBonoku (Mm) x 10.
YctaHoBuTe TpebyeMmblil pexum cBapku
MpY NOMOLLY PErynsiToOpoB.

[l HauuHainTe cBapky.

Ceapka 6e3 rasa (NO GAS) camo-
3alMTHOWN NMOPOLLUKOBOM NMPOBOJSIO-
KOW:

KopoTkuit kabernb ¢ pasbemMoM, Haxoas-
LMIACA BHWU3Y Ha MepedHei naHenu anna-
paTta,noAKnoYnTe K NpaBoMy pasbemy Ha
nepegHen naHenu (knemma «-»).
3akpenuTe KnemMmy 3aseMneHuns Ha cBa-
pvBaemoii fetanu, CoOeauHUTENb Ha Apy-
roM KOHLe kaGerns nofkniovuTe K rieBomy
pa3beMy Ha nepefHeil naHenu (knemma
«+»).

MpoBepbTe MapKUPOBKY NofdatoLLero ponu-
Ka B COOTBETCTBMW C AUAMETPOM UCMOSb-
3yeMol NPOBOMOKM.

BcTaBbTe KaTyLUKy C NPOBOMOKOW B rHE3A0.
3anpaBbTe NPOBOMIOKY B rOpesiky, OTKUHYB
MPWXXUM ponMka 1 BBeas MPOBOSIOKY B Ka-
Han yepes yrnybneHue B ponuke.
3aKponTe NPWXUM porvKa, crerka nogrs-

HYB 32)XKUMHOWN BUHT.

Y6eanTtecb B COOTBETCTBUM AuameTpa
OTBEPCTUSI HAKOHEYHWKA FrOPenku 1 amame-
Tpa NpOBOSIOKM.

BkntoynTe annapaTt U NpOroHuWTe MpoBo-
TIOKY 4O BblXO4a M3 HaKOHEYHVKa, Haxas
KHOMKY Ha ropersike.

YctaHoBuTe TpebyeMmblit pexum cBapku
Mpwv NOMOLLY PEryrsSTOPOB.

Mpouecc cBapku

YcTaHoBUTE BEMNWUYMHY CBAapOYHOro TOKa UCXO-
Os1 U3 TOMLWMHbI CBApMBaeMOoro matepvana u
AvameTpa MCrnonb3yeMOon 3MeKTPOAHOW Npo-
Bonoku. CKoOpoCTb MoAayn NpoBOMOKN aBTo-
MaTUYECKN CUHXPOHU3UPYETCS C BENUYMHOMN
cBapoyHoro Toka. NoaBeauTe ropenky K 3a-
roToBke Tak, 4ToObl MPOBOOKa He Kacanach
3aroToBKkW, a Haxogmnacb Ha paccTosiHUK
HECKONbKMX MUMNMMETPOB OT Heé. HaxaB Ha
KnaBuLy FOpPenku, 3axrute gyry v npucty-
nanTe Kk cBapke. HaxaTas knaBuwwa obecne-
YnBaeT nofady 3MeKTPOLHOW MPOBOMOKU U
YCTaHOBMEHHbIN PegyKTOPOM MOTOK 3aLUUTHO-
ro rasa.

[nvHa gyrmM u ckopocTb ABWXEHUS ANeKTpoaa
BMUSIIOT Ha ()OPMY CBApPOYHOIO LLUBA.
Pa6oTta co cMeHHOW NonsipHO-
CTbHO

M3Ha4yanbHO CUNOBON KOHTAKT CBapOYHOMN
ropenky NnoakmyéH K «+» Ha moayne cme-
Hbl nonsipHocTn. 3to OBPATHAA MOJIAP-
HOCTb. OHa npumeHsieTcs npu cBapke
N3aenuii 3 TOHKONMMUCTOBOW CTanu C Hepxxa-
BeoLLVMU, NErMPOBaHHBIMU U BbICOKOYTNepo-
ONUCTbIMW CTansiMu,KOTOpble O4eHb YYBCTBU-
TenbHbI K NEperpesy.

Bo Bpems cBapku Ha MMPAMOW MONAPHO-
CTW Bonbluas yacTb Tenna KOHLEHTpUpyeTcs
Ha caMOM u3fenuu, M3-3a Yero NPoOUCXoauT
yrny6neHue kopHs wea. [ns cMeHbl nonsip-
HOCTW C 0GpaTHOW Ha NpsiIMyl Heobxoanmo
nepeknoyYnTb Ha MoAyrne BbIBOA CUIIOBOrO
npoBofa C «+» Ha «-». A kabenb C 3aXUMOM
Macchl B J@aHHOM cryyae noAcoeiuHuTb K ae-
Tanu, BCTaBMB CUIIOBOW HAKOHEYHUK Kabens B
KNeMMY «+» Ha nepegHeln naHenu.

[ns ceapku crocoBoit (MOPOLLKOBOW) Mpo-
BOIOKON 6e3 3aluMTHOro rasa Mcrnonb3yeTcsi
NMPAMAA MOJIAPHOCTD. lMpu atom Gonb-
LM HarpeB UAOET Ha u3genue, a NPOBOIOKa
N KaHan CBapO4YHOW ropenku HarpeBawTCs
MEHbLLE.

Mo okoH4YaHun CBapKu:
[1 OTBecTM Cconso ropernku oT LBa, NpepBas

O
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CBapOYHYto Ayry;
T OTnycTuTb KNaBwLLy ropernku Ans npekpa-
LLIEeHNS MoAayn dNeKTPOAHON NPOBOMOKN U
rasa;
T OTknto4MTb Nopady rasa, nepekpbiB KpaH
nogayu rasa ot pegyktopa 6annoHa;
T lMepeBecTu BblkMoYaTenb B MOMOXeHUe
«off» - BbIKIIOYEHO
Pexum pyyHon AyroBou cBapku
(mma)
1. NoacoegnHuTe anekTpogoaepaTenb K «-»
Knemme annapara, kabenb 3a3eMneHns K «+»
Knemme annapata (npsMasi NoONsPHOCTb),
unu HaobopoT, ecnu aToro TpebyloT ycnosuns
CBapKu U/1nm mMmapka aneKkTpoaoBs:
[Mpn py4HOM AyroBon cBapke pasnuyaroT ABa
BMAA MOAKIMIOYEHUS: NPSIMON MONSIPHOCTU 1
obpaTHow. MNogknioyeHne «npsmasa» nonsp-
HOCTb: 3NEKTPOA - «KMUHYC», CBapuBaemMas
Ae Tanb -«nnocy». Takoe MOAKMioYeHne N Tok
NPsSMON NONAPHOCTM LienecoobpasHbl Ans
pe3ku MeTanna u cBapku G0MnbLUNX TOMLLUH,
TpebyoLmx 6onbLLIOro konuyecTea Tenna ans
WX nporpesa.
«ObpaTHasi» NonNApHOCTb (dnekTpoa -
«MACy, AeTanb - «MUHYC») UCMONb3yeTcs
npy cBapke HeGOMbLUMX TOMLWMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [1eno B TOM, 4YTO Ha OTpu-
LatenbHOM nosntoce (KaToae) anekTpuyeckon
Ayrn TemnepaTtypa Bcerga MeHblue, YeM Ha
NONOXMTENbHOM (aHOAE),3a CYET Yero anek-
Tpoa pacnnaensietcs bbicTpee, a Harpes Je-
Tanu yMeHbLLAETCS - CHMXaETCS U ONacHOCTb
eé npoxora.
2. YcTaHOBUTE NepeknioyaTens pexuma B no-
noxexne MMA
3. YcTaHOBUTE CBAPOYHbIN TOK COMMACHO TUMy
1 AnameTpy 3NeKTPoAa, Y HauvMHawmTe cBapky.
4. Tok cBapku perynupyercs perynsatopom
CUnbl TOoka, akTuyeckoe 3HayeHne Toka npwu
paboTe oTobpaxaeTcs Ha gucnnee amnepme-
Tpa.
5. BosbyxxaeHne ayrn ocywecTBnseTcs npu
KpaTKOBPEMEHHOM MPUKOCHOBEHUW KOHLa
3MNeKTpoAa K U3AENUI0 U OTBELEHWI0 ero Ha
Tpebyemoe pacctosiHne. TeXHU4eckn aToT
npoLecc MOXHO OCYLLECTBNATb ABYMSI npue-
mMamu:
[ KacaHvem anekTpoga BMpUTbIK U OTBede-
HMWEM ero BBEpX;
YnpkaHMem KOHLIOM 3MeKTpoAa, Kak Crmy-
KO O MOBEPXHOCTb U3genus.
BHumaHue! He ctyuute anektpogom no pa-
604elrt NOBEPXHOCTU MpU MOMbITKaX 3axeyb
Ayry,Tak Kak 9T0 MOXeT NMpUBECTN K ero mno-

BPEXAEHWUIO U B AarnbHeNWeM TonbKo 3aTpys-
HUT 3aXKnUraHve ayru.

6. Kak Tonbko NnpounsongéT 3axuraHve ayru,
3MNEKTPOA HYXXHO AepXaTb Ha TakoM paccTo-
SAHUKN OT obpabaTbiBaemMoro marepuana, Ko-
TOpPOe COOTBETCTBYET AMAMETPY 3reKkTpoaa.
[ns nony4yeHusi paBHOMEpPHOrO LIBa Aanee
Heobxoammo cobnpaTb 3Ty AUCTaAHLUMIO MO
BO3MOXHOCTU MOCTOSIHHOW. Takxxe Heobxo-
OUMO NMOMHUTb, YTO HAKMOH OCW 3arekTpoaa
[ormkeH 6bITb npumepHo 20-30 rpagycos, Ans
nyylero BU3yanbHOro KOHTpons BegeHus
CBapoO4YHOro LUBa.

7. 3akaHuMBasa CBapOYHbINA LIOB, OTBEAUTE
3MeKTPoa4 HEMHOrO Hasaj, YToObl 3anonHuncs
CBapOYHbIN KpaTep, a 3aTemM pe3ko NOAHVUMU-
Te ero 40 UCYE3HOBEHMS OYTW.




R I .T. CapouyHbii [NonyasTromar
Tabnuubl napameTpoB CBapKM (TOMBLKO ANl CrpaBKK)
TonwuHa PekomMeHAayeMbI aMamMmeTp NpoOBONOKU, MM
meTanna, lMpoBonoka CnnowHOro ce4eHus MpoBonoka ¢ dntocom
MM 0,6 0,8 0,9 1,0 0,8 0,9 1,2
0,6 +
0,75 +
0,9 +
1,0 +
1,2
1,9
3,0
5,0
6,0
8,0
10,0
12,0 + +
[Ina kayecTBEHHOW CBapKu meTanna TonwmHon 5 MM 1 6onee HeobxoaMMO CHMMaTL acky ¢
TOPLIEBOW KPOMKM AieTarnen B MecTe X CTbIKOBKM UMM NPOV3BOAWTL CBAPKY B HECKOMNBbKO MPOXO-
[0B.

+ |+ |+ [+ +

+++[+[+]+

+ |+ |+ |+ |+ ]+

++ |+ +]+]+

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

HacTtpowku pacxoga rasa npu cBapke MIG, MAG

OuameTp
NMPOBONOKMU, |05-08| 1-14[16-2]25-3
MM

Bbinyck
NpPOBOMOKK, | 7-10 [ 7-14 |14-20|16-20
MM

Pacxop

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

n/MuH

MapameTpbl cUnbl TOKa U AnameTpa aneTpoaos npu ceapke MMA

OunameTp anekTpoaa, Mm Tok ceapkn, A
’ MuUHUManNbHbIN MakcumanbHbIN
1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200

XapaKTepuCcTUKM CBapHOro LUBa
B 3aBMCMMOCTW OT Cunbl TOKa 1 CKOPOCTU OBWXEHUA 3neKkTpoaa Bbl MOXeETe Nnony4nTb cnenyro-
e pesynbratbl:

7N I 77 AN R 1770 N R 772 NN R 772 SN R 222NN
U770 \N|

. CIULWKOM MeneHHoe OBUMXXeHUe anekTpoaa
. O4eHb KOpOoTKasa ayra

. O4YEeHb HU3KMI TOK CBapKK

. CIULLKOM 6bICTpOe OBWXEeHUe aneKkTpoaa

. O4eHb ANnHHagA ayra

. O4YeHb BbICOKUI TOK CBapKu

DU WN =
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7. HOpMarnbHbIN LWOB

PekomeHayem npoBecT HECKONbKO MPOBHbLIX
CBapOK NS NONyYeHWst HEKOTOPbIX NpaKTuye-
CKVX HaBbIKOB.

OTKnloYeHne cBapoYHOro annapa-

Ta. TennoBsas 3awwmTa

Ha Bawem cBapoyHOM annapaTte ycTaHoBne-
Ha Tennosas 3awuTa Ans npefoTBpalleHust
neperpeBa aMeKTPOHHbIX YacTel annaparTa.
Mpu npeBbiWeHUn TemnepaTypbl TEPMOBbI-
kntoyatenb oTknount annapat. O cpabatbl-
BaHWW TENMOBOM 3aliWTbl CBUAETENbCTBYET
CBeYeHue nHamkatopa.

BHUMAHME! MNMpun Bo3BpalleHun Temnepa-
Typbl K HOpMarbHOW paboyen, HanpsxeHne K
anekTpogy OyaeT nogaHo aBTomartuydecku. He
ocTaBnsnTe Ha 3TO Bpems usgenue 6e3 npu-
CMOTpa, a Aepxarenb aNeKkTpoaa, nexalum
Ha 3eMre Unu Ha ceapvBaembIX AeTansx.
PekomeHpyem Ha 3TO BpeMs BblkntovaTth an-
napar BblkntodaTenem.

HarpeB n3genusi Bo Bpems paboTbl sBnsercs
HOpMarbHbIM.

BHUMAHWE! Bo unsbexaHne nonomok unum
npexaeBpeMeHHOro Bbixoda CBapoO4YyHOro
annaparta u3 cTposi (0cobeHHO npu YacToM
cpabaTbiBaHUM TEPMOBbLIKIIOHATENS), Npexae
YeMm npopomkatb paboTy, BbIICHUTE NPUYUHY
cpabaTbiBaHWUsi TeNnoBoun 3awwmThl. [Ons aToro
OTKMOYMTE annapar oT ceTu u obpaTuTech K
pasgeny «Bo3MoxHble HeMcnpaBHOCTM U Me-
TOAB! UX yCTpaHeHusi» HacTtosiwero PykoBoa-
cTBa.

Bo3MoOXHble HEUCNPAaBHOCTU U

MeToAbl UX YCTPaHeHUs

Cnegute 3a ucnpaBHbIM COCTOSTHUEM W3fe-
nus. B cnyyae nosiBneHvs nogo3puTenbHbIX
3anaxoB, AibiIMa, OTHsi, UCKP crneayeT BbIKMo-
YWTb annapar, OTKMIOYUTL ero oT ceTu u obpa-
TUTBCS B CMELNanmM3npoBaHHbIN CEPBUCHBIN
LieHTp.

Ecnn Bam 4To-TO nMokasanocb HeHopMarb-
HbIM B paboTe n3genus, HemeaneHHo npekpa-
TUTE ero aKCnyaTaumio.

B cuny TexHn4eckom CrnoXHOCTW nsgenus,
KpUTEpUU npeaenbHbIX COCTOSHUIA He MOryT
ObITb onpeeneHsl Nonb3oBaTenemMm caMmocTo-
ATENbHO.

B cnyyae siBHOWM Unu npegnonaraemMon Hewc-
npaBHOCTU obpaTuTech K pasgeny «Boamox-
Hble HEeMCrnpaBHOCTU U MeTOAbl UX ycTpaHe-
Husi». Ecnu HemcnpaBHOCTU B NMepeyHe He
oKasanocb unu.

Bbl He cmornu ycTpanuTb ee, obpatutech B

crneunann3vpoBaHHbIi CEPBUCHBIN LIEHTP.
Bce gpyrue pabotbl (B TOM 4MCre peMOHT-
Hble) [OMKHbI NPOBOAMTLCS TONbKO crneuna-
NIMCTaMu CePBUCHbIX LIEHTPOB.
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Mpo6nema

Bo3moxHas npuynHa

PewweHue

[opuT nHamKaTop
TepMo3aLnTbI

HanpshkeHue cnuwkom BbICO-
Koe

Bblkntounte NCTOYHKK aHepruu; Mpo
BepbTe rnaBHoe nutaHue; MoBTopHO

HanpﬂmeHme CIIULLKOM HU3KOoe

BKIMIOUNTE annapar, Korga Hanpsxe
Hue 6y,ueT HOopmarlbHoe

[noxon NpUTOK BO3AYyxa

y.l'ly‘-lLLll/ITe NPUTOK BO34yXa

Cpabotana Tepmo3aluuTa an-
naparta

[anTte annapaTy OCTbITb

Het nogauu npo-

Perynsitop nogayv npoBofioku
Ha MUHUMYMe

OTtperynupyiite

2 BONOK 3anun TOKOBbIN HAKOHEYHMK 3amMeHnTe HaKOHEYHMK
Ponwukn nogaym He cooTBeT- .
[MocTaBbTe NpaBUNbHbIA PONUK
CTBYIOT AVAMETPY MPOBOOKU
KHonka BkntoyeHust He paboTa- .
BeHTunatop He et MoxanywcTa, obpaTtuteck B cepBuC-
paboTaeT unu HbI LLEHTP
3 BeHTungartop cnomaH
BpallaeTcs mMea- -
[r10oxo KOHTaKT coeauHeHUs ¢
TIeHHO [NpoBepbTe coeanHeHne
BEHTUMATOPOM
['1noxon KOHTaKT ¢ AeTanbto YryylmTe KOHTaKT
He yctonumeas Cruikom ToHKWiA CeTeBOl Ka- MNomeHsaTe ceTeBon kabenb
y 6enb, TepsaeTcs MOLHOCTb
4 |pyra, 6onbuwoe
Pa3BpbI3TMBaHME CrnuLLIKOM HU3KOE BXOAHOE Ha-|YBenuybTe BXOAHOE HamnpsikeHue
npshkeHne nocpeacTsom ctabunmsaropa
M3Hocunuch getanu ropenku  [3ameHuTe geranu ropenku
O6pbIB cBapO4HOro kabens MpoBepkTe kabenb
[yra He 3axwra-
5 [eTtanb 3arpsisHeHa, B Kpacke,
erca MpoBeauTe ouncTKy AeTanm
B pXXaB4nHe
[openka noaknioyeHa He npa-
MoakntoynTe NpaBunbHO ropernky
BUIbHO
HeT 3awmTHOro|l@3oBbIN WnaHr nepexar nnu .
6 .. [MpoBepbTe rasoBbIv LUAAHT
rasa noBpexaéH
MecTa coeauHeHus wnaHros|[lpoBepbTe MecTa coegUHEHUS
Mroxo 3aTsHyTh LUMaHroB
Moxanywcrta, obpaTnTech B cepBuC-
7 |Opyrve y P P

HbI LEHTP

Fpaqmtlecme CUMBOIJIbl U TEXHUYEeCKUe 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
01151 UICMONb30BaHWSA B YCNOBUSX, A€ CYLLECTBYET BbICOKUMA PUCK
nopaxeHusa anekTpu4eCKkMmM TOKOM.
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ﬁ OTOT cumBON MoKasblBaeT, YTO nepes Havanom paboTbl BHUMA-
TENbHO NPOYUTANTE NHCTPYKLIMIO MO JKCnyaTaumm.

OTOT cMMBON MoKa3blBaeT, YTO CBApPOYHbIN arperat npeactaBnsieT
coboll ogHogasHbIN CBapOYHbIV annapaT NOCTOSIHHOMO TOoKa.

OTOT CMMBOS MokasbiBaeT (asy NUTaHNs U 4acToTy NNHWUK B rep-
uax.

TexobcnyXnBaHue u cepBuUcC

Texob6cnyxMBaHue U oYnCTKa

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

» [lepea BbINOSIHEHUEM JHOGbLIX PAbOT C INEKTPOUHCTPYMEHTOM BbiTaluuTe BUIIKY U3 PO-
3eTKWN.

» PerynsipHo ygansiute Mbiflb CyXMM M YACTbIM CXaTbIM Bo3oyxoMm. Ecnu cBapouHbIn
annapar 3KcnJyaTMpyeTcsi B cpefie C CUJIbHbIM 3aAbIMJIeHUEeM U 3arpsi3HeHHbIM BO3-
OYyXOM, ero Heob6xoAMMO YUCTUTb He pexe OAHOro pasa B Mecsl. [JaBrneHue cxatoro
BO34yxa OOMKHO ObITb B padyMHbIX Npefenax, Ytobbl NpefoTBpaTuTb NOBPEXAEHNE MEMKNX
1 YyBCTBUTENbHBLIX KOMMOHEHTOB annapara.

» PerynspHo npoBepsiiTe BHYTPEHHIOO LieNb CBapOYHOro annapara u yéegutecb, 4To
coeAVHEHUs Lienu NoaKIiYeHbl NPaBUIIbHO U NMIOTHO (0OCO6EHHO pa3beM U KOMMNo-
HeHTbl). [1py 0BHapYXEHUN OKamnuHbl U PXKaBYMHbI OYUCTUTE €ro U CHOBA MIOTHO NOACOoean-
HUTE.

» He ponyckanTte nonagaHusi Bogbl U Napa B MHBepTop. Ecnu 310 nponsongert, npocyunte
€ro 1 nNpoBepbLTe U30NSALMIO annapara.

» Ecnu cBapou4HbIM annapaTt He 6yAeT Ucnonb3oBaTbLCA B TeYeHue ANUTENIbHOro Bpe-
MeHU, ero Heo6xoAUMO NOMECTUTb B YNaKOBOYHYH KOPOOKY U XPaHUTb B CYyXOM U Yu-
CTOM MecTe.

Ecnu TpebyeTcsi noMeHsATb LWHYpP, BO n3bexxaHue onacHoCcTn obpaluantecb Ha upmy P.L.T. unm

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

CepBuc

» PeMOHT Ballero 3fIeKTPOMHCTPYMEHTa NopyyvyanTe TONbKo KBanuduunpoBaHHOMY nep-
COHany U TOJIbKO C NPUMeHeHMEM OpPUrMHaNbHbIX 3anacHbIX YacTen. ATMM obecneyu-
BaeTcsi 6e30MacHOCTb 3MIEKTPOUHCTPYMEHTa.

Cnm1cok aBTOPU30BaAHHbIX CEPBUCHBIX LIEHTPOB MOXHO NMOCMOTPEThL Ha ocuumansHom cante P.I.T.

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

XpaHeHUe u TpaHCNopTUpPOBKa

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

npu Temnepatype ot 0 go +40°C 1 OTHOCKTENBLHOW BNaxHoOCTU Bo3ayxa Ao +80%. Hannune B

BO3JyXe MapoB KMCMOT, Lenoyen u Apyrmx arpeccuBHbIX NpUMeCe He IonycKaeTcs.

TpaHcnopTUpoBaTh MPOAYKLMIO MOXHO MOObIM BUAOM 3aKpbITOTO TpaHCMoOpTa B YNakoBKe Npo-

n3poauTens unu 6e3 Hee, C COXpaHEHUEM U3Oenus OT MeXaHWYEeCKMX NOBPEXOEHUA, aTMOC-

PepHbIX OCaAKOB.
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YTunusauusa

OTCcnyXuMBLUME CBOW CPOK 3MEKTPOUHCTPYMEH-
Thbl, MPUHAANEXHOCTU U yNaKkoBKy crneayet
cAaBaTb Ha 3KOMOTMYEecKM YUCTYI0 nepepa-
00TKy 0TXOA0B.

YTUNuanpynTe anekTpouHCTPYMEHT

j—
OTAENbHO OT BbITOBOrO Mycopal!

PacwudgpoBka gatbl usrorosne-
HUA usgenus

No.[17/07B300395

rog mecsal AeHb
[aTa n3roToBneHust usgenus 3awmdgpoBaHa
BCEPUAHOM HOMEpe, HaneyaTaHHOM Ha Kop-
nyce uHcTpymeHTa. MepBble 2 undpbl 060-
3HavaloT rog Bblinycka, cnegytowme 2 unudpbl
[Mecsl 1 cneayowme 2 Lll/l(bebl - A€Hb.
ycnoBuAa rAPAHTUMHOIO OB-

CNY>XUBAHUA

1.HacTtosuwee rapaHTUnHOE CBUOETENLCTBO
SIBNAETCA eANHCTBEHHbIM [OKYMEHTOM, Mnoa-
TBEpXAatLwmnm Balle npaBo Ha GecnnatHoe
rapaHTuiiHoe obcnyxunsaHue. be3 npegbse-
NeHus 4aHHOro cBuaeTenbcTBa NpeTeH3nn
He npuHumatoTcs. B cnyvae ytepu nnu nopym
rapaHTUinHoe CBUAETENbCTBO HE BOCCTaHaB-
nuBaetcs.

2.lapaHTUNHBIN CPOK Ha 3MEeKTPOUHCTPYMEHT,
a Takke 3apsiiHble YCTPOWCTBA U akKyMyns-
TopHble B6aTtapeun cepun OnePower coctaensi-
eT 12 MecsiLeB CO AHS MPOAaXK, B TeYeHue
rapaHTUAHOIO cpoka cepBUCHas cnyxba
6ecnnaTtHO ycTpaHseT NpOuU3BOACTBEHHbIE
AedekTbl 1 NPOU3BOANT 3aMeHy AeTanew,
BbllUeLWMX U3 CTPOS1 MO BUHE U3rOTOBUTENS.
Ha nepuop rapaHTUIAHONO peMoHTa 3KBUBaA-
NEHTHbIN UCNPaBHbIA UHCTPYMEHT He npeao-
cTaBnsieTcsl. 3ameHsieMble AeTanu nepexogat
B cobcTBEHHOCTL Cny6 cepsuca.

KomnaHusa P.I.T. He HeceT OTBETCTBEHHOCTHU
3a Bpes, KOTOPbIN MOXET BbITb MPUYMHEH NP
paboTe C 3NeKTPOMHCTPYMEHTOM.

3.B rapaHTUIHbIA PEMOHT MHCTPYMEHT Npu-
HUMaeTcs B YUCTOM Buae, npu 06s13aternbHOM
HanMuMM Hagnexatwimm obpasoMm odopmIieH-
HbIX JOKYMEHTOB: HACTOSILLEro rapaHTUMHOIO
CBUAOETENbCTBA, rapaHTUMHOMO TanoHa, ¢ nos-
HOCTbIO 3aMOSIHEHHbIMW MOMSIMU, LWITaMMOM
TOProBOW opraHM3aumyM U Noanuchbi Nokyna-

Tens.
4.MapaHTUNHbBIN PEMOHT He NPOU3BOAUTCS B
crepyLmx cryyasx:

- NpY OTCYTCTBUW rapaHTUMHOIO CBUAETEeNb-
CTBa U rapaHTWIHOIO TanoHa Unn Henpaewsb-
HOM MX ochopmneHuu;

- NpY COBMECTHOM BbIXOAE U3 CTPOS IKOpS U
cTaTopa anekTpoasuratens, npu obyrnmeaHum
WY ONnaeneHun NepBUYHON OBMOTKM TpaHC-
chopmaTopa cBapoyHOro annapara, 3apsa-
HOro UNK MycKO-3apsAHOro YCTpoNcTBa, npu
ONmnaBfieHNN BHYTPEHHUX AeTanen, npoxure
3MEeKTPOHHbIX Nnar;

- eCNnu rapaHTMHOe CBMAETENbCTBO WUMU
TanoH He npuHaanexar 4aHHOMY 3MEKTPOUH-
CTPYMEHTY WM He COOTBETCTBYET yCTaHOB-
NleHHOMY NoCTaBLLMKOM 06pasLly;

- N0 NCTEYEHUN CPOKa rapaHTum;

- NPV NOMbITKAX CaMOCTOSATENBHOTO BCKPbITUS
UNY pEMOHTa 3NEKTPOUHCTPYMEHTa BHE ra-
pPaHTUAHOW MacTepPCKOW;

- BHECEHWSI KOHCTPYKTUBHbIX U3MEHEHUN U
CMa3ku MHCTPYMEHTA B rapaHTUMHbIA Nepuoa,
0 YeM CBMAETENbCTBYIOT, HANpUMep, 3anombl
Ha WNMUEeBbIX 4YacTaX Kpenexa KOpmnyCcHbIX
netanemn.

- MPU UCMOMNb30BaHUN 3MNEKTPOUHCTPYMEHTa
B MPOW3BOACTBEHHbIX UMW MHbIX LEnsx, CBs-
3aHHbIX C Norny4YeHnemM npubbinu, a Takke npu
BO3HVKHOBEHWU HEUCMPABHOCTEN CBSI3aHHbIX
C HecTabunbHOCTbIO NapameTpoB 3neKkTpoce-
TW, NPEBbIALWNX HOPMbI, YCTAHOBMNEHHbIE
[OCT;

- NPV HenpaBWUMbHOW 3KcnnyaTauyun (Mcnosnb-
30BaHWe 3NEeKTPOMHCTPYMEHTa He Mo Ha3Ha-
YeHWI0, YCTaHOBKW Ha 3NEKTPOUHCTPYMEHT He
npefHasHayYeHHbIX 3aBOAOM-U3roToBUTENEM
HacaaokK, AOMOMHUTENbHbLIX NPUCNOCObneHnn
nT.n,;

- MPY MEXaHUYeCKUX NOBPEXAEHUSX KOpMy-
ca, CeTeBOro LHypa 1 Npu NOBPeXAeHUsIX,
Bbl3BaHHbIX BO34ENCTBUSMWU arpeCcCUBHbIX
CpeacTB M BbICOKMX M HU3KUX TemnepaTtyp,
nonagaHvn MHOPOAHbIX NPeaMeTOB B BEHTU-
NSALNOHHbIE PEeLLETKN 3NEKTPOUHCTPYMEHTA,
a TaKke npu NoBPeXAEHNsX, HAaCTYMUBLLKX B
pe3ynbTaTte HenpaBWUMbHOTO XpaHeHus (Kop-
po3u1s MeTannIMYeckmx YacTtemn);

- NPV eCTeCTBEHHOM M3HOCe AeTanen anek-
TPOVHCTPYMEHTA, B pe3ynbraTte AnuTenbHOW
aKcnnyaTaumn (onpegensieTcs no npusHakam
NOMHOW MM YacTU4HoW BblpaboTkM pecypca,
CUITbHOTO 3arpsi3HEHNS], PXXaBYMHBI CHApPYXKu U
BHYTPU 3NEKTPOMHCTPYMEHTA, OTpaboTaHHOM
CMa3ku B peaykTope);

- UCMonb30BaHWe MHCTPYMEHTa He No HasHa-
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CBapouyHbii [NonyasTromar

YeHWIo, yKa3aHHOMY B MHCTPYKLMUM MO 3KCMy-
atauuu.

- NPU MEXaHUYEeCKUX NOBPEXAEHUSIX UHCTPY-
MEeHTa;

- NPU BO3HUKHOBEHWUW MOBPEXAEHUI B CBSA3N
C HecobniogeHneM NpeaycMOTPEHHbIX UH-
CTPYKUMEW YCNOBUI 3KCNyaTauum (CM. rmasy
«YKasaHve no TexHuke 6e3onacHoCcTU» B WH-
CTPYKUMK).

- MoBpexaeHe U3fennst BCneacTBne Heco-
6nogeHnsa npaBun XpaHeHUs U TpaHCnopTu-
POBKM.

- NPV CUNbHOM BHYTPEHHEM 3arpsi3HEHUN WH-
CTpyMeHTa.

Mpodunaktuyeckoe obcnyxmMBaHUe areKTpo-
MHCTpPYMeHTa (4MCcTKa, MpoMbIBKa, cMaska,
3amMeHa MbiNbHUKOB, MOPLUHEBBLIX W YNNOT-
HUTENbHbIX KOMew) B rapaHTUIHbLIA nepuog
SABMNSIETCA NIAaTHOW YCMyrow.

Cpok cnyx6bl nsgenusa coctaenset 3 roga.
Cpok xpaHeHus [ 2roga. He pekomeHgyetcs
K 3KCnayaTauum no UCTe4eHumn 2 neT xpaHe-
HWSI C [aTbl M3rOTOBIIEHUS], KOTOpasi yka3aHa B
CEpUNHOM HOMEpEe Ha 3TUKETKE MHCTPYMEHTA,
6e3 npefBapuTenbHOM NPOBEPKU (Onpeaene-
HWe AaThbl BblMycka cMOTpUTE paHee B Pyko-
BOACTBE Mosnb3oBarens).

O BO3MOXHbIX HapyLUEHNAX, U3NOXEHHbIX
BbILLE YCNOBWI rapaHTUNHOro 06CnyxmBaHus,
BragenbLy coobljaetca nocne npoBefeHns
ANarHoCTUKW B CEPBUCHOM LIEHTpe.
Bnageneu nHcTpymeHTa foBepsieT npoBefe-
HWe QMarHOCTUKN B CEPBVICHOM LIEHTpE B CBOE
OTCyTCTBME.

Banpelyaercsa sKcnnyataums aneKTpovHCTPY-
MeHTa Npu NposiBNeHNN NpU3HaKoB NOBbI-
LLEHHOrO HarpeBa, UCKPEHUs, a Takke Luyma B
peayKkTOpHOW YacTu. Ons BbIACHEHUS NPUYUH
HencnpaBHOCTM MoKynaTento cnegyet obpa-
TUTBLCS B rapaHTUIHYIO MacTePCKYIO.
HewncnpaBHOCTW, Bbi3BaHHbIE HECBOEBPEMEH-
HON 3aMEeHOW YronbHbIX WeToK ABuraTens,
YCTPaHSAIOTCS 3@ CHET NokynaTensi.
5.MapaHTns He pacnpocTpaHsaeTcs Ha:

- CMEeHHble NMPUHaANEeXHOCTH (akceccyapbl U
OCHacTKa), Hanpumep: akkyMynsTopbl, AUCKU,
HOXW, cBepna, 6ypbl, NaTpoHsbI, Lenu, 3Bes-
AOYKW, LL@HrOBbIE 3aXKMMbI, LUWHBI, 3NIEMEHTbI
HaTSHXKEHUS U KPENNEeHUs, TonoBKkN TpUMMe-
pOB, NMOAOLUBbI LLNNGOBANbHBLIX Y NEHTOYHbIX
MalLUWH, UNLTPbI, FONOBKM LIECTUrPaHHbIE
CMEHHbIE Hacafku 1 T.n.

- BbicTpoM3HalUMBalOLWMECa feTanu, Hanpu-
Mep: YrofbHble LWEeTKU, NPUBOAHbIE PEMHMU,
CanbHUKK, 3alUUTHbIE KOXYXMW, Hanpaensio-
LMe ponuku, Hanpaenswline, pe3nHoBble

YNNOTHEHUSI, MOALUNMHKKK, 3yByaTble peMHu
1 Koneca, CTBOSbI, TEHTbI TOPMO3a, Xpanosu-
KW 1 TPOCbl CTapTEPOB, NOPLUHEBbIE KOMbLA W
..

3ameHa ux B TeYeHWe rapaHTUNHOroO cpoka
SABMSETCHA NNATHOMW YCIyrou.

-WHYpbl MUTaHWA, B criyyae MOBPEeXAeHUs
M30MAUUN, WHYPLI NUTaHMA noanexar obs-
3aTenbHOM 3aMeHe 6e3 cornacus Bnagenbua
(ycnyra nnaTtHasi), B T.4. KOpnyca UHCTPYMEH-
Ta.
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number i OOOOOOoOoQoQog 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 satisled 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 Il out the
Warranty Certil cate, the Warranty Card (the boxes shall be [lled out by a seller) and to af(x the
seal of the trade organization in the Guarantee Certil cate and the Warranty Card.

Warranty

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

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

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

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

Buyer(ls Signature Surname (legibly)

Phone
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R I .T. CBapouyHblIi [MonyaBTomar
FAPAHTUMHOE CBUOETENLCTBO HA MHCTPYMEHT P.L.T.

HanmeHoBaHue nagenus
CepuiHbii Homep n3genvs O 000000000

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

[ata npogaxu « »
HavnmeHoBaHWe Toprosow opraHusauum
YBaxkaembli nokynatens!

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

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

BHumarue!

Mpu nokynke TpebyinTe y npogasLa NpoBepkn paboTocnocobHOCTM MHCTPYMEHTa U €ro KOM-
NNEeKTHOCTY, a Takke 3anonHeHNs rapaHTUNHOIO CBMAETENbCTBA, rapaHTUMHOIO TanoHa (rpadel
«3anonHaTCs NPoAaBLOMY») U MPOCTAHOBKWU MevyaTh TOProBoW OpraHv3auum B rapaHTUMHOM
CBMAETENbCTBE U rapaHTUMHBIX TaroHax.

[apaHTna

Ha ocHoBaHWUM JaHHOTO rapaHTUMHOIO CBUAETENbLCTBA koMnaHust P1.T. rapaHTupyeTt oTcyTCcTBUE
AedeKToB NpOn3BOACTBEHHOIO XapakTepa.

Ecnun B TeyeHne rapaHTuinHoro cpoka B Bawem nagenun obHapyxatcs ykasaHHble AedekTbl, TO
cneunannanpoBaHHble cepBUCHbIE LieHTpbl PI.T. 6ecnnatHo OTPEMOHTUPYIOT U3genve n 3ame-
HAT AedekTHbIe 3anacHble YacTu.

[apaHTWNHBIA CPOK Ha aNeKTPoMHCTPYMeHThI P.I.T. coctaBnseT 12 mecsues co AHA NPOAaXM.

«C ycnosusiMu rapaHTUnHOro o6cnyxmBaHnsa o3HakoMneH(a). PabotocnocobHOCTb 1 KOMMMEKT-
HOCTb M3AEenus NPOBEPEHbl B MOEM MPUCYTCTBUM. [TpeTeH3nIn K Ka4eCcTBY M BHELLHEMY BUAY He
nMeto».

Mogpnuce nokynaTens
BO)
TenedoH

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

P.I.T. WARRANTY CARD

Serial Number
Sale Date

EP.1.T. Ne 1

: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
©
)

: 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
B :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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R I .T. CBapouyHblIi [MonyaBTomar

FTAPAHTUUHbBLIA TAJTOH P.LT.

P.1.T. TanoH Ne 1

HaumeHoBaHue

CepuiiHbIi HoMep

Nata npogaxu > 20 Place of Seal
(8anonHsaetcs npogasLOM)

KAPTA TAPAHTUHOMO PEMOHA :
[Jata npuema peMoHT 20 Y
3asBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpatleHus
[arta nonyyeHusi oT peMoHTa 20
MHCTpYMEHT NpoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetcs B CepsucHom LeHTtpe) (Mognucek)

HaumeHoBaHue
CepuiiHbIi HoMep
Nata npogaxu » 20 Place of Seal
(8anonHsaetcs npogasLOM)

KAPTA FTAPAHTUAHOMO PEMOHA

[arta npvema pemoHT 20

3asaBKa Ha peMOHT
3akas4uk
TenedoH (agpec)
MpuunHa obpatleHns
[aTta nonyyeHusi oT peMoHTa 20
MHCTpYMEHT NpoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsertca B CepsucHom LieHTtpe) (Moanuck)

P.1.T. TanoH Ne 3

HavmeHoBaHue
CepuiiHbIi HoMep

[Nata npogaxu { > 20 Place of Seal
(8anonHsaetcs npogaBLOM)

KAPTA TAPAHTUAHOMO PEMOHA

[aTa npuema pemMoHT 20

3asaBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpatleHns
[ata nonyyeHnsi oT peMoHTa 20
MIHCTpYyMeHT NnpoBepeH B MOEM MPUCYTCTBUM
(3akas 3anonHsetcs B CepsurcHom LieHTtpe) (Mognumchk)
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20_

20

NHBIN HOMep

HanmeHoBaHue
[ata npogaxu
[laTa nony4eHunsi oT peMoHTa

Cepnu

20

20

MHBIX HOMep

HanmeHoBaHue
[ata npogaxu
[aTa nony4eHnsi ot peMoHTa

Cepu

20

20

MHbIA HOMEpP

HanmeHoBaHune
[ata npopaxu
[lata nonyyeHusi ot peMoHTa

Cepu




www.pit-tools.com

NocTaBwmk [ npowssogurens:Xinjiang Longbo Industrial Co., Ltd,/CuHbuzaH Noxro
WHpactpuan Ko., N,

Appec npowzsopcTea: Rm. 602, 6th Floor, No. 531, Weixing Road, Economic

And Technological Development Zone, Urumai, Xinjiang, China / Och.602, 6 sTam, Ne531,
BelilwmHr Poag, 3xoHomuk 34 TexHonogsakan flesenonmenT 20H, Ypymuu, CHHLLEAH,
Kutaid

WmMnopTep/ opraHW3auus, ynonHOMo4YeHHaA NPUHMMATL NpeTensun: 000 «TypGo-Tyncs
HOpuamyecknil agpec:117246, r. Mockea, yn. Xepcol 2,43-670

Bonpocki M NpepnoxeHua HanpaenaiTe no agpecy: 614058, r. MNepme, yn. PomuHckan, 36
Fopa4an NUHWA NO CePBMCHOMY 06CMYUBAHMIO!

3BOHOK C MOBMMBHOM s .
© i 2445 GecnnatHbii Info@plttools.m

CpenaHo B KHP [ Made in China [H[ c €




