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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 PMIG165-C2
Rated voltage 190-250V~ / 50Hz
Rated power 4800 W
Output current range 40-165A
Wire diameter (MIG) 0.6-1.0mm
Electrode diameter 2.5-4.0mm
(MMA)

Duty cycle (DC) 60%
Weight 11 kg
Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Electrod weldio 10 pcs
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 (1001 position, and the current regulator to

the extreme left position.

Prepare for work:

[1 Prepare the parts to be welded;

[] 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;

[1 Check all connections to the product; they
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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
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1. Welding mode indicator 2T. In 2T mode, pressing the torch control button starts the welding
process, releasing it aborts.

2. Button for switching modes 2T/4T

3. 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.

4. Button for switching modes unified (automatic) / partial (manual adjustments.

5. 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)

6. Current regulator

7. VRD mode status indicator: shock protection mode, when the indicator is on, it is in shock
protection mode, and the output voltage is reduced to a safe

8. VRD Mode Activation / Cancellation Button

9. CO2 welding mode indicator light using 0.8mm welding wire

10. Indicator light for mixed gas welding using 0.8mm welding wire

11. Voltage / inductance regulator (in MIG, MAG modes)

12. MMA welding mode indicator

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

14. Operating mode indicator with 0.8 mm flux-cored welding wire

15. Button for switching types of welding MIG, MAG, MMA

16. Wire feeder activation button (wire feed)

17. Voltmeter display

18. Power indicator

19. Thermal protection indicator

20. Ammeter display
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Welding machine connection dia-

gram
Welding with solid wire (fig. 1)

Welding with flux-cored wire (Figure 2)
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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.

1 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 (L1+(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 (L-[] terminal).

[1 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.

[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.

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
front panel (/1-[] terminal).

Fix the grounding terminal on the work
piece to be welded, connect the connector
on the other end of the cable to the left
connector on the front panel (' 1+[ terminal).
Check the markings on the feed roll ac-
cording to the wire diameter being used.

[l Insert the spool of wire into the slot.

[I Feed the wire into the torch by folding
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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.

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

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

Replaceable polarity operation
Initially, the power contact of the welding torch
is connected to [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 [1-[1. 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:

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

[l 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;

[1 Move the switch to the “off” position - off

Manual arc welding mode (mma)

1. Connect the electrode holder to the [1-1]
terminal of the device, the grounding cable to
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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!] polarity (electrode - [Iplus(!, part

- [Iminus(!) 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.
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:
[l By touching the electrode back to back
and pulling it up;
[l 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
Diameter wire, 05-08 1-14]16-2]25-3 -
mm
Release wire, | ;| 7_14 | 14_20 16-20
o 7
Consumption

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

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

++ |+ ]+

++ |+ [+]|+

+ |+ [+]+]+

+ |+ |+ |+ |+

+l+ |+ +]+]+

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

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:

TN 277NN 377N IR sPEARRN 6PN
7 P72

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.

1"
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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
Damaged power tools, batteries, ac-

E cessories and waste packaging mate-

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

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

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

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

The warranty period:

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

The warranty does not include:

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

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

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

The above accessories are replaced with paid
services during the warranty period;
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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
BK/IOYEeHUE 3NeKTPOUHCTPYMeHTa.
Mepen noaknovYeHMEM 3NMEKTPOUH-
CTPYMEeHTa K 3MeKTPonuTaHuio u/unm k
aKKymynsiTopy y6eauTech B BbIKITHO4YEH-
HOM COCTOSIHUW 3NEKTPOUHCTPYMEHTa.
YoepxaHnve nanbla Ha BblknodaTene npu-
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TPaHCMNOPTUPOBKE U MOAKIIOYEHNE K CEeTh
NUTaAHUSA BKIMIOYEHHOIO 3MEKTPOUMHCTPY-
MeHTa YpeBaTo HECHACTHLIMM CyYasmu.
Y6upante ycTaHOBOYHbLIN MHCTPYMEHT
WUIIN raeyHble KN4 A0 BKNIOYEHUA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnmn
KIoY, HaxogsLwmica BO BpaljatwLencs
4acTW 3NEKTPOMHCTPYMEHTa, MOXeT npu-
BECTM K TpaBmMaMm.

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.
KBanudununpoBaHHbIi NnepcoHan B co-
OTBETCTBMM C HACTOSILLIMM PYKOBOACTBOM
noapasymMeBaeT nuL, KOTOopble 3HAKOMbI
C perynupoBKOW, MOHTaXXOM, BBOAOM 3KC-
nayarauunio 06CnyXMBaHMem 3NeKTPOUH-
CTPyMeHTa.

K paboTte c anekTpoOMHCTPYyMEHTOM Aony-
ckatoTcsa nuua He monoxe 18 nert, nsyums-

LIME TEXHUYECKOE OMUCaHUE, UHCTPYKLMIO
no akcnnyatauum n npasuna 6esonacHo-
cTu.

» agenve He npegHasHavyeHo Ans UCMorb-
30BaHWsA NuLamu (BKoYvas AeTen) C NoHu-
KEHHbIMU (PU3NYECKMMU, YYBCTBEHHBLIMU
UINN YMCTBEHHBIMWU CMOCOBGHOCTAMU UMK
Npu OTCYTCTBUM Y HUX XKM3HEHHOIO OMbITa
VI 3HAHWI, ECNN OHWU He HaxoasaTcsa nof
KOHTPONEM WIN He MPOUHCTPYKTUPOBAHbI
00 1MCnonb30BaHWUM 3NEKTPOUHCTPYMEHTA
TNMLIOM,0TBETCTBEHHbLIM 3a UX Gesonac-
HOCTb.

MpruMmeHeHUe ANEeKTPOUHCTPYMEH-

Ta 1 obpalyeHue ¢ HUM

» He neperpyxanTte 3NeKTPOUHCTPYMEHT.
Ucnonb3ynte ana Bawewn paboThbl
npeAHa3Ha4YeHHbIA ANsl 3TOro 3NeKTpo-
MHCTPYMeHT. C noaxoasalmnm 3MeKkTpo-
MHCTpYMeHTOM Bbl paboTtaete nyywe u
HagexHee B ykazaHHOM [uana3oHe MOLL-
HOCTMW.

» He pabGoTanTe C 31eKTPOUHCTPYMEHTOM
npu HeMcnpaBHOM BbikntoyaTene. Onek-
TPOVHCTPYMEHT, KOTOPbIN He noapaeTcs
BKITIOYEHWIO UM BbIKIIOYEHWIO, ONaceH 1
[OOIMKeH OblTb OTPEMOHTVPOBAH.

» XpaHuTe 3NeKTPOUHCTPYMEHTbI B Hepo-
cTynHom gns geten mecte. He paspe-
WwanTe NoNbL30BaTbCs 3NEeKTPOUHCTPY-
MEHTOM nuLaM, KOTOpble He 3HaKOMbI
C HUM WUNIM He YMTanu HacTOALMX WH-
CTPYKUUNA. ONEeKTPOUHCTPYMEHTbLI ONacHbl
B pyKax HEOMbITHbIX JNL.

» TwaTtenbHO yXxaXuBauTe 3a 3INEKTPO-
MHCTpyMeHTOM. lpoBepsanTe 6e3y-
NpeyHyto hyHKLUIO U XOA4 ABUKYLUMXCS
yacTen INeKTPOMHCTPYMEHTa, OTCyT-
CTBUE MONMOMOK UMY NOBpPeXAEHUN,
oTpuLaTenbLHO BNUAIOWMNX HA (PYHKLMIO
3NEeKTPOUHCTpYMeHTa. MoBpexaeHHbIe
YacTU AOMKHbI OGbITb OTPEMOHTUPO-
BaHbl 4O UCNONb30BaHUS 3NEKTPOUH-
cTpymeHTa. [noxoe obcnyxneaHve anek-
TPOUHCTPYMEHTOB SIBMAETCH MPUYUHOW
60nbLUOro YMcna HeCYacTHbIX Cry4yaes.

» [epxute pexylwmn UHCTPYMEHT B 3a-
TOYEHHOM M YUCTOM COCTOSHUMU. 3aboT-
JIMBO YXOXEHHbIE PEeXyLLMe UHCTPYMEHTI
C OCTPbIMW PEXYLUMMU KPOMKaMU pexe
3aKIMHUBAIOTCS U KX flerye BecCTy.

» [MpuMeHANTe 3NeKTPOUHCTPYMEHT, NpU-
HaAnexHocTu,paboyne MHCTPYMEHTbI
M T. N. B COOTBETCTBUU C HaCTOALMNMM
WHCTPYKUUAMU. YUUTbIBANUTE NMPU ITOM
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paboume yCcnoBuUs U BbINOJIHAEMYO
paborty. Vicnonb3oBaHue 3neKkTPOUHCTPY-
MEHTOB Ansi HEMPEeAYyCMOTPEHHbIX paboT
MOXET MPUBECTU K OMACHBLIM CUTYaLUSIM.
OepxuTe pyykM U NOBEPXHOCTU 3a-
XBaTa CyXMMWU U YUCTbIMU, crieguTe
YTOObl HAa HUX YTOObI HA HUX He OblNo
XXUAOKOW UMMM KOHCUCTEHTHOW CMa3KM.
Ckonb3kue pyyku 1 MOBEPXHOCTU 3axBaTa
npensaTcTBytoT 6e3onacHomy obpatllyeHunio
C MHCTPYMEHTOM M He JalT HagexXHo
KOHTPONMMPOBAaTb €ro B HenpeaBuaEHHbIX
cUTyaumsix.

CepBuc

|

PeMOHT 3MeKTPOMHCTPYMEHTa AOIKEeH
BbIMOJIHATLCA TONbKO KBanuduuumpo-
BaHHbIM NMEePCOHANIoOM U TONbLKO C Npu-
MEeHEeHUEeM OpPUrMHanNbHbIX 3anacHbIX
yacte. OTum obecneuvmBaeTcs 6esonac-
HOCTb 3MEKTPOUHCTPYMEHTA.

MHcTpyKuMm no TexHuke 6e3onac-
HOCTU ANA 3NEeKTPOCBapOYHOro
annapara

>

>

O6s3aTenbHO yooCcTOBEepbTECh, YTO
3NneKTpUYeckasa po3eTka, K KOTopon
NnoaKIioyaeTcsl UHBEPTOpP 3a3eMrieHa.
3anpelwaeTca npukacaTbCsl K OroneH-
HbIM 3NIEKTPUYECKUM YacTAM U 3MeKT-
poay OTKPbLITLIMU YAacTAMM Terna, Mo-
KPbIMU Nep4YyaTKamMmu Unu OAeXaoun.

He HauuHanTe paboTy noka He y6eau-
TeCb B TOM, YTO Bbl U30NIMPOBaHbI OT
3eMIIM U OT 3aroTOBKM.

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

He BabixanTe rasbl, o6pa3sylowmecs
npu cBapke, OHU BpeAHbl AN 300pO-
BbAl.

Heobxoaumo obGecneuyntb gocTaTou-
HYH BEHTUNSALUMIO paboyero mecrta unu
MCMoNb30BaTh crneuuanbHble BbITSXKA
Ons yaaneHus rasoB, obpasyrowmxcs
B npouecce NpoBefeHusi CBapOUYHbIX
pabor.

Ona 3awuTbl rma3 U Tena UCNonb3ynTe
noAaxoAsiLylo 3alUTHYK MacKy, CBeTo-
cdunbTp 1 3awmTHYO opgexay. Opexaa
[O0IkHa ObITb MOMHOCTBIO 3acTerHyTa, YTo-
Obl MCKPbI 1 OpbI3TK HE MoNagany Ha Teno.
MpuroToBbTEe NoAXoAsALYHO 3aALUTHYHO
MacKy MIM 3aHaBecKy ANA 3aWuThbl
cmoTpsLero. [Ins 3awmTel Apyrux niogen
OT W3MNyYeHUs1 Ayrv U ropsynx mMeTasnsioB
Heobxooumo orpaguTb pabouyyto 30HY or-

O

HeyrnopHbIM OrpaxaeHNeM.
Bce cteHbl 1 non B pa6boyen 30He
AOJKHBbI ObITb 3alULLEeHbI OT BO3MOX-
HOro nonagaHusA UCKpP U packaneHHoro
MeTanna, YToobl nsbexarb THNeHuUs u
BO3ropaHus

He ponyckante HaxoxpgeHus Ha pabo-
Yyem MecTe ropr4ymMx matepuanos (Ae-
peBo, bymara, TpAnku u 1.4.).

Mpu npoBeaeHUn cBapkn Heob6xoauMmo
obecneuntb paboyee mecTo cpeacTBa-
MM NOXapoTyLUEeHUS.

3AMPELLAETCA:

Mcnonb3oBaTb CBapOYHbIA NOnyaBTOMaT B
CbIpbIX MOMELLEHUAX UMW MOA AOXKAEM;
Mcnonb3oBaTtb anekTpuyeckme kabenu c
NOBPEXAEHHOW M30NsUMENn Unu noxXnumm
COeAMHUTENbHBIMU KOHTaKTamu;
lMpoBoaMTb cBapoYHble paboTbl Ha KOH-
TenHepax, EMKOCTAX unu Tpybax, koTopble
copepxanu xuakue unu razoobpasHble
onacHble BELLecTBa;

lMpoBoaMTb cBapoyHble paboTbl Ha pe-
3epByapax nof AaBneHveM;

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

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

Ecnu Bo Bpems yCTaHOBKMU M 3KCMNy-
aTauMu BO3HUKHYT Npob6nemsl, noxa-
nyuncTa, cneaymte 3TOM MHCTPYKUUM NO
3KcnyaTauum Ans NpoBepKu.

Ecnu Bbl He A0 KOHLA NOHMMaeTe py-
KOBOACTBO UMW HE MOXeTe pelunTb
npo6nemMy ¢ MHCTPyKUuen, BaM criegyeTt
06paTUTLCA K NOCTaBLMKaM UK B cep-
BUCHbIN LIEHTP 3a npodeccuoHanbHOn
NoMoLLb1O.

MawwuHa gomkHa akcnnyaTupoBaTbcs B
CYXUX YCIIOBUSAX C YPOBHEM BIaXXHOCTU
He 6onee 90%.

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

U3berante cBapkyM Ha CONHLUE MNuU nop
KannsasMmm 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
CUJbHBLIM BO3AYLUHbIM MOTOKOM.
Pa6ouun, y KoToporo yctaHOBMEH Kap-
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ONOCTUMYNATOP, AOMKEH NPOKOHCYIb-
TUPOBaTLCA C BPayoM nepen CBapKoOW.
MoToMy 4TO anekTpoOMarHMTHoe none
MOXeT HapylWuTb HopMarnbHyl pa6oTy
KapavocTuMynsaTopa.

OnucaHue npogykra v ycnyr
MpouTuTe BCe yKkaszaHWUs U MHCTPYK-
UMM NO TexHUKe Ge3omacHOCTU.
YnyLeH1s B OTHOLLEHUWN yKa3aHui n
MHCTPYKUMI NO TexHuke 6e3onacHoOCTn MoryT
cTaTb NPUYNHOW MOPAKEHUS SMEKTPUYECKUM
TOKOM, NoXapa 1 TSXEemNbIX TPaBM.

MpumMeHeHMe NO Ha3Ha4YeHUo
CBapoyHbI NonyaBToOMaT MHBEPTOPHOIO TuNa
NOCTOSIHHOTO TOKa (Janee — usgenve) npea-
Ha3HayeH Ans CBapo4HblX paboT meToaamu
MIG/MAG (cBapka aneKkTpoAgHOI NPOBOIOKON
B cpede 3awuTHoro rasa) n MMA (pyyHas
3neKTpoayroBasi cBapka LUTYYHbIMW MiaBKu-
MW MOKPbITEIMW 3MEKTPOAaMM).

M3pnenve moxeT NpUMEHATHCA ANSA CBapKu
pasnuyHbIX BUAOB METasoB.

N3o6paxxeHHble cCOCTaBHbIe YacTu
Hymepauus npeactaBneHHbIX KOMMOHEHTOB
BbINOSIHEHA MO U306paXeHWio Ha CTpaHuLe ¢
unncTpaumuaIMm.

. Kabenb nepeknioyeHns nonsgpHocT#

. Pazbem nopkntoyeHus ropenku

. CunoBoii pasbem «+»

. CnnoBoli pasbem «-»

. Bentunatop

. Knonka nutaHus

. lTyuep Ans NoaknioYeHUs 3awmMTHOrO rasa
. Bxon kabens nutaHus

TexHMYeCKMe XapaKTepUCTUKN

O NGO~ WN =

Mogenb PMIG165-C2
HomMnHanbHOE Ha- 190-250 B / 50 I'y
npshkeHune / yacToTa

HomMunHanbHasa mMoul- 4800 Bt
HOCTb

[lnanasoH BbIXOZHOMO 40-165A
TOKa

[OuameTp NnpoBOMOKK 0.6-1.0mm
(MIG)

[vnameTp anekTpopaa 2.5-4.0mm
(MMA)

MpooomxuTenbHOCTb 60%
BkntodeHus (MB)

Bec 11 kr
KomnnekTt noctaBku

CBapou4HbIli nonyasToMaTt 1wt
Kabenb c anektpopgofepxarenem 1wt
Kabernb c knemmon 3asemneHns 1wr

CBapo4HbIV aneKTpoa 10 wr
PykoBoacTBo no akcnnyatauum 1wr
MpumeyaHue

B TekcTte n undposBbix 0603HAYEHUAX WH-
CTPYKLUMM MOTYT ObITb AONYLLEHblI TEXHUYE-
CK1e OLLUMBKM 1 oneyaTku.

Tak kak MHCTpyMeHT P.I.T. nocTosHHO coBep-
LLIEHCTBYETCH, KOMMNaHUsi OCTaBnseT 3a cobon
npaBoO BHOCUTb U3MEHEHUS B yKal3aHHble
30eCb TEXHUYECKNE XapaKTEPUCTUKN U KOM-
nnekTauuio 6e3 npegBapuTENbHOTO YBE4OM-
neHus.

MoaroToBka K pabote
YcTaHaBnuBanTe annapaTt Ha POBHOWN NOBEPX-
HocTW. Paboyee MecTo AOMKHO ObITb XOPOLLO
BEHTUNMPYEMbIM, CBApPOYHbIN annapaT He
[OOMXeH noABepraTbCs BO3AEWCTBUIO MbINn,
rpsisan, Brarm n akTmBHoro napa. [ns obecne-
YeHNs1 HOPMaribHOWM BEHTUNSLUM paccTosiHUE
OT annapara A0 APYr1x nNpeaMeToB AOMMKHO
ObITb He MeHee 50cMm.

BHUMAHWE! Bo nsbexaHne nopaxeHus
3MEeKTPUYECKMM TOKOM MCMOMb3yNTe TOMbKO
3MEKTPUYECKYIO CETb C 3aLUMTHBIM 3a3eMrisiio-
LLMM MPOBOAOM U PO3ETKM C 3a3eMNSOLWUMN
koHTakTamu. SAMNPELWAETCA nepenensieatb
BUIKY, €CNM OHa He NoAXOAWUT K po3eTke.
BmecTo aToro kBannduunpoBaHHbIN anek-
TPUK OOMKEH YCTaHOBUTb COOTBETCTBYIOLLYIO
pO3EeTKY.

O6ecneyeHue 6e3onacHocTn noa-

FOTOBKU K pa60Te

Mepen BKMNOYEHWEM U3LENUa yCTaHOBUTE

BbIKINto4aTenb B nonoxeHue «0», a perynarop

TOKa B KpaliHee feBoe MOoJIoKeHUE.

MoaroToBbTeCh K paboTe:

[l MOAroTOBbLTE CBapuBaemble AeTanu;

[ obecneybTe AOCTATOYHYI BEHTUMALMIO
paboyero mecTa;

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

[l npoBepbTe BCE MOAKIOYEHNS K U3OEMUIO.
[omxHbl GbITb BbIMOMIHEHbI NPABUIBEHO U
HaOéXHo;

[ npoBepbTe CBapoOYHbI kabenb, B criyvyae
NMOBPEXAEHUSI OH [OIMKEH ObITb 3aMEHEH;

[l MCTOYHUK NMUTaHMS JOSKEH ObiTb OCHAaLLEH
3alNUTHBIMY CUCTEMaMMU.

Ecnu Bbl cTONKHYNMCh ¢ npobriemamu, ¢ KOTo-

pbIMU HEe MOXeTe crnpaBuTbcs,06pallanTech

B CEPBVCHbII LIEHTP.
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AnemeHTbI ynpaBneHusa U UHOUKaTOpPbI
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CURRENT METER VOLTMETER

:; ¢

.~ MIG/MMA-165A

4T C.S(MAG/0.8)

’ FLUX
CS(C008) ‘g casis)

FLUX
N0 GASIT)

10 X 11 12113

1. Mhpukatop pexvma ceapku 2T. B pexume 2T HaxaTne KHOMKWU ynpasreHus ropenkon 3any-
cKaeT rnpoLiecc cBapku, OTnyckaHne — npepbIBaeT.

2. KHonka nepekntoyeHns pexumos 2T/4T

3. MHamkaTop pexuma ceapku 4T. B pexume 4T, cBapka HauMHaeTcs nocrne KpaTkoBpeMEHHOro
HaXaTus KHOMKW yNpaBneHns Ha roperike v OTKMIoYaeTcs Mocne NOBTOPHOro HaxaTus. [laHHas
YHKLMS NO3BONSET HE AepXaTb HAXATON KHOMKY Ha ropenke npu cBapke ANUHHbIX LUBOB.

4. KHornka nepekmioyeHns pexnMoB YHUULIMPOBaAHHON (aBTOMaTUYECKOW) / HaCTUYHOW (py4HON)
peryrnvmpoBKu.

5. lHamkaTop pexvma aBToMaTu4eckown / py4HON HaCTPOWKN: MHAMKATOP 3aropaeTcsi B pexvmMe
PYYHOW HacTpowku. ABTOMaTnveckas perynmpoBka 03Ha4aeT, YTO CBAPOYHbIN TOK U CBApOYHOE
HanpshxeHne perynupytoTcst CUHXPOHHO (aBTOMAaTUYECKW), a pyYHast perynvMpoBka o3Havaert, 4YTo
CBapOYHbI TOK 1 HaNpsXkeHVe ycTaHaBNMBaETCS BPYYHYIO (Py4YHas perynvpoBka - Ans npodec-
CMOHarbHOTO MCNOMNb30BaHNSA)

6. PerynaTop cunbl Toka

7. NHankatop cocTtosHua pexnva VRD: pexum 3awmutbl OT ygapoB TOKOM, KOrAa MHAUKaToOp
FOPWT, OH HaXOAWTCH B PEXMME 3aLUMTbl OT yAapOB TOKOM, @ BbIXOQHOE HaMpsKeHWe CHUKaeTcs
o 6esonacHoro

8. KHonka aktuBaumu / otmeHbl pexuma VRD

9. CBETOBOM MHAUKATOP pexuma CBapKu C YrNEeKUCrbIM ra3oM C UCMOfb30BaHWEM CBapOYHOW
npososnokun 0,8 mm

10. CBeTOBON MHAMKATOP peXnMa CBapKn CO CMELLaHHbIM ra3om C UCNornb30BaHWEM CBapO4HOMN
nposonokun 0,8 mm

11. PerynsaTop HanpskeHus / ntHgyKTuBHocTU(B pexumax MIG, MAG)

12. NnpukaTtop pexvma py4Hon ceapkn MMA

13. MiHgukaTop pexuma paboTbl C MOPOLLKOBOW CBApOYHOM NpoBornokor 1,0 Mm

14. IhgukaTop pexuma paboTbl C MOPOLLKOBOW CBApOYHOW NpoBornokor 0,8 Mm

15. KHonka nepekntoveHus Bugos ceapku MIG, MAG, MMA

16. KHonka BKMOYEHNs MexaHn3ma nogadun npoBOSioky (MpOTSXKa NPOBOMOKM)

17. Oucnnen BonsTMeTpa

18. Haukatop nutaHus

19. lngukaTop TennoBou 3awuThbl

20. Avcnnen amnepmeTpa
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Cxema nogknyYeHUs CBapoO4YHOro
annapara
CBapka cnrnolwHoun nposornokou(puc 1)

CBapka anektpogom(puc 3)

O) Y

MoaroTtoBka K cBapke B pexume
MIG/MAG

Bbibepute He06X0AMMBIN BUA CBApKu C MOMO-

Lwblo kHonkn 15. Takke ycTaHOBUTE Mpu Mno-
MOLLY NepekntoyaTens 2 pexum BKITYeHNUs/
BbIKIIOYEHMSA CBapo4YHoro Toka (2T — cBapka
BEAETCs NpW HaxaTow KHonke ropenku, 4T —
nepBOe HaXaTne Ha KHOMKY ropenku — Havyano
CBapKu, BTOPOE HaxaTue — KOHEL, CBapku).
dyHkums VRD oTBevaeT 3a MOHMXEHUN Ha-
NPSKEHUsA XONoCcTOoro xoAa UCTOYHUKA A0
6e3onacHbix gnsa dyenoseka 12-24 BonbT,
T.€. CHWXaeTCsl HanpshxeHue, korga annapat
BKIIOYEH,HO cBapka He npoussoautcs. Kak
TONBbKO HaYMHAETCSA NpoLecc CBapKM, YyCTPOW-
ctBo VRD BoccTaHaBnueaeT paboune napa-
METpPbl HANPSHKEHNS.

Onumnsa VRD akTyanbHa B Takvx cryvasx:
Annapart aKcnnyaTupyeTcsl B YCIOBUSIX NMOBbI-
LLIEHHON BNaXXHOCTW BO3AyXa; BbICOKNe Tpebo-
BaHMA K TexHMKe Ge3onacHoCT Ha obbekTe;
1CMNoNb30BaHNe CBapoO4YHOro obopyaoBaHust
Ha HebonbLUMX NnoLaaKax.

MNopenka

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

[MOKPbITBIN HENNOHOM HanpaBnALNA KaHan
noMeLleH B LIeHTp nonoro kabens. BHyTpeH-
HSIA YacTb kaHamna npefgHasHadyeHa Ans no-
Aadn nposornokun. CBob6oaHOe NPOCTPaHCTBO
Mexay kaHanom v nonbiM kabenem npegHa-
3Ha4yeHo Ans nogadyu 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

Mopbepute HeobxoaMMy0 NPOBOSIOKY B CO-
OTBETCTBMM C TEXHOMOrnen ceapku. Quamerp
NPOBOOKN AOMXEeH COOTBETCTBOBATbL Npu-
BOLHOMY POMWKY, HanpaensoLwemy kaHany u
KOHTaKTHOMY HaKOHEYHWKY.

OTkponTe 60OKOBYIO KpbILIKY annaparta Ans
YCTaHOBKU KaTyLLKM C NpoBornokon. OTkpyTuTe
perynupoBOYHbIA BUHT KaTyLUKOAepxaTens,
HajeHbTe KaTyLKy Ha KaTylukodepxaTernb n
3aduKcMpynTe ee aTuM xe BUHTOM. KoHel
NPOBONOKN AOMKEH HaxoamTbea nop Gapa-
6aHOM, HanNpoTMB MOAatoLLEero yCTponuCcTBa.
C nomoLLbio PErynupoBOYHOro BUHTA OTpe-
rynupynte cuny dukcauumn katywku. Katyw-
Ka gormkHa cBob60AHO BpallatbCs, HO Mpu
paboTe He OomkHO obpa3oBbiBaTbCA NeTenb
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nposonoku. Ecnn obpasytotca netnu, Heob-
XOOMMO CUIbHEE 3aTSHYTb PErynupoBOYHbIi
BMHT. Ecnun kaTywwka BpawiaeTcsi ¢ TPyAoM,
ocnabsre BUHT.

YcTaHOBKa NPOBONIOKM B Hanpas-

nsAoWMn KaHan

OcnabbTte 1 onycTuTe Ha cebsi perynaTop.
[MogHUMUTE NPWXUMHOW PONKK;

OTpexbTe N30rHYThIN KOHYMK MPOBOMOKK U 3a-
npaBbTe NPOBOMIOKY B HanpaensoWwmin kaHan
nojaloLLero ycTpoicTea, BbIpOBHSINTE ee B
KaHane npvBoAHoro ponwuka. Ybegutecb, 4To
KaHan ponvka CoOTBETCTBYeT AMaMeTpy npo-
BOIOKY;

[MomecTuTe NPOBONOKY B kaHamn pasbemMa cBa-
POYHON FrOpenku, OTNyCTUTE NPUXKMMHON Po-
NVK, ¥ BEPHUTE B BEPTUKAIIbHOE MOMOXeHWe
perynsitop.

OTperynupyiite AaBrneHue npwKUMHOIO ponu-
Ka.

[Mpu cBapke cTanbHOW NMPOBOMOKON HEOb-
XOAUMO ucronb3oBaTb V-06pasHyto kaHaBs-
Ky NMPUBOLHOIO POnuKa;

[Mpn ncnonb3oBaHnM NCOBON MPOBOSIO-
KM HeobxoaMMOo MCnonb3oBaTh LIECTEPEH-
YaTylo KaHaBKy NpUBOLHOIO ponuka (Hanw-
yve 3aBUCUT OT MOZENMU W KOMMNIeKTaLuum
annapara).

[Mpu ncnonb3oBaHWM antOMUHUEBON
NpOBOJSIOKM HEo6X0AMMO MCMonb3oBaTh
U-ob6pasHyto kaHaBKy MPUBOLHOrO pomnu-
ka(Hanuyne 3aBUCUT OT MOAENW U KOM-

nnekTauuu annapara).
NMopgaya NpPoBOSOKM B CBapOYHbIN
pykas

OTKpyTUTE CBapOYHbI HAKOHEYHMK Ha roper-
Ke.

[ns npoTArMBaHWs NPOBOMOKN B pyKas roper-
KM HeobxoOAMMO BpPEMEHHO nofdaTb nuTaHue
nepeknioYeHnemM BbikMoYaTens 6 1 HaxuMaTb
KHOMNKy 16(npoTsixXka MPOBONOKKN) OO Tex
nop,noka OHa He 3anonHUT KaHan CBapOYHOro
pykaBa 1 He BblgeT u3 ropenku. OTknounTe
nutanue. MNpumevanne! Onsa ceobogHoro npo-
XOXAEHUSA NPOBONOKKU B kabene, pacnpsmute
ero no Bceun gnuHe. Npu nogaye NpoBONOKK
ybeauTechb, 4TO oHa cBOGOAHO OBMXETCS B
KaHane NpWBOAHOIO Ponvka U CKOPOCTb Mo-
Aaun paBHomepHasi. Ecnn ckopocTb nogayn
HepaBHOMepHa,oTperynupyinTe gaBnexHve
NPWXVMHOIO posmka.

[Mopbepute 1 3aKpyTUTE KOHTAKTHbBIA HaKo-
HEeYHWK, COOTBETCTBYIOLLMIA AMAMETPY MPOBO-
FIOKM U YCTaHOBWTE COMIIO.

PexxuMbl nonyaBTOMaTU4eCKOM

cBapKu

[aHHas ycTaHOBKa MOXET paboTaTb C AByMS
TUNamu CBapOYHOW MPOMOBOKN: CMIIOLUHOWN
OMeHEHHOWN NPOBOMOKOW B cpeae 3aLiMTHOro
rasa, a Takke camMO3alMTHON NOPOLUKOBOM
NPOBOSIOKON, B 9TOM criydae 6annoH ¢ rasom
He TpebyeTcs.

[Mpun pasHbiXx TMNax CBapoO4YHOW MPOBOMOKMN
TpebyeTcs pas3Has cxema NoaKYeH s,
CBapka c rasom (GAS) cnnowHom
OoMeaHEeHHOM NPOBOJIOKON:

[l KopoTkun kabenb ¢ pasbemMoM, Haxoas-
LUMIACA BHU3Y Ha nepefHen naHenu anna-
paTa,noakmnyunTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenute knemmy 3asemiieHus Ha cBa-
pvBaeMoW AeTanu, coeauHuUTenb Ha apy-
rom KoHLe kabens nogknounte K npaBomMy
pa3beMy Ha nepegHen naHenu (knemma
«-»).

MpoBepbTe MapKMPOBKY MOAAIOLLETO POMnn-
Ka B COOTBETCTBUW C AMaMETPOM WCMOrb-
3yeMOoli NPOBOSIOKU.

BcTaBbTe kaTyLLUKy ¢ NPOBOOKON B rHE3A0.
3anpaBbTe NPOBOIOKY B FOPENKY, OTKUHYB
NPWXUM ponuka v BBEAS MPOBOMOKY B Ka-
Han Yyepes yrnybneHve B ponuke.
3aKkponTe NpwKUM ponuka, crierka noaTsi-
HYB 32)XKVMMHOW BUHT.

Ybenutecb B COOTBETCTBUM AuameTpa
OTBEPCTUSI HAKOHEYHUKA FOpPenku 1 auame-
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Tpa NPOBOMOKY.
BknounTe annapart U NporoHnTe MpoBo-
oKy [0 BbIXOAA M3 HAaKOHEYHWKa, Haxas
KHOMKY Ha roperke.

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

OTkporiTe BeHTUINb Ha GannoHe C 3awuT-
HbIM ra3oM, HXMUTE Ha KHOMKY ropenku u
oTperynupyinte nogayy rasa peaykTopom
(obblYHO pacxop rasa yctaHasnmBaeTcs
cnepgyowmnm obpasom: pacxopg rasa (n/
MUH.) = [lnametp nposonoku (Mm) x 10.
YctaHoBuTe TpebyeMblli pexum CBapku
npy NOMOLLM PerynsiTopos.

Haunnavite cBapky.

CBapka 6e3 rasa (NO GAS) camo-
3aWMTHOWN NOPOLLKOBOW MPOBOJO-
KOM:

(1 KopoTkun kabenb ¢ pasbemMoM, Haxoas-
LIMIACA BHU3Y Ha NepeaHen naHenu anna-
paTa,noAKnioynTe K NpaBoMy pasbeMy Ha
nepegHen naHenu (Knemma «-»).
3akpenuTe Knemmy 3a3emIieHusi Ha cBa-
pvBaeMoW aeTanu, coeauHuUTenb Ha apy-
rom KoHLUe kabens nogknoouute K nesomy
pa3beMy Ha nepegHen naHenu (knemma
«+»).

[MpoBepbTe MapKMpoBKY NOAALLErO Ponu-
Ka B COOTBETCTBUW C AUAMETPOM WUCMOSb-
3yemoW NPOBOSIOKU.

BcTaBbTe kaTyLIKy ¢ NPOBOMOKOW B rHE3A0.
3anpaBbTe NPOBOMOKY B roperky, OTKUHYB
NpWXUM ponuka v BBeAs NPOBONOKY B Ka-
Han Yyepes yrnybneHue B ponuke.
3akpouTe NpXxMMm pornuka, crnerka noaTs-
HYB 3@)KVMHOW BUHT.

Y6eontecb B COOTBETCTBUU AnameTpa
OTBEPCTUSI HAKOHEYHWUKA ropenku 1 aname-
Tpa NPOBOMOKY.

BknounTe annapat U NporoHnTe MpoBo-
1NOKY [0 BbIXOAA M3 HAaKOHEYHWKa, Haxas
KHOMKY Ha roperke.

YctaHoBuTe TpebyeMblli pexum CBapku
npu NOMOLLN PErYNATOPOB.

Mpouecc cBapku

[aHHbIN cBapOYHbIA annapaT nMeeT aBToMa-
TUYECKYIO U PYYHYIO HACTPOWKY ToKa 1 Hanpsi-
XeHusi. Pexum HacTpovku nepekntovaercs
KHOMKOW (4).

ABTOMaTUYECKUN PEXUM

B aBTOMaTM4eckoM pexume HacTpowka ocy-
LLEeCTBNSAETCS C MOMOLLbIO NIEBOrO perynstopa
(6). Mpu ero BpaleHUn B 0OaHY UK B ApYryto

CTOPOHY MapameTpbl ToKa ¥ HanpskeHust n3-
MEHSIOTCH CUHXPOHHO B COOTBETCTBUM C Npak-
TUKOW MCMOMb30BaHWUSA A4AHHOMO BMAA CBapKK.
CkopocTb nogavn NpoBOSIOKN CBA3aHa C Cu-
1O CBapOYHOro TOKa W perynupyetcs ofHo-
BPEMEHHO C HeW.

Perynatopom (11) MOXHO M3MEHUTb 3Ha4YeHne
WUHOYKTUBHOCTU, YTOObI NONYUYNTb HYXHYIO
)KECTKOCTb Ayru.

[Nocne npeaBapuTenbHOM YCTAHOBKU HEOOXO-
AMMO NPOBECTU NPOBHY0 CBapKy.

PyuHou pexum

B py4HOoMm pexume perynsitopom (6) perynu-
pyeTcsi CKOPOCTb MOAAaYM NPOBOSIOKW C CUMOM
Toka. Perynatopom (11) perynupyertcst Hanpsi-
XeHue ayru.

Mpn yBennyeHnn cBapo4yHOro Toka, CKOPOCTb
ABWXEHNUs npoBonoku yeenuuunsaetcs. Mpu
yBENUYEHUN HanpsXKeHus Oyru, yBenuiu-
BAeTCsl CKOPOCTb NNaBfeHUs NMPOBOMOKU.
Ecnun ycTtaHOBWTb BbICOKOE 3HaYeHue Toka u
HMU3KOE 3HaYeHWe HampsPKEHWs, TO CKOPOCTb
OBWKEHNS NPOBOMOKM ByaeT BbICOKOW, HO OHa
He OygeT ycnesatb nnaBuTbcA. Ecnu coenatb
HaobopoT, TO NPOBONOKA HaYHET MNaBUTb-
Csl, NPaKTUYeCcKkn elle He BbINAa U3 MeaHou
BCTaBKkW. [103TOMY, yCTaHaBnNMBas 3HavyeHus
TOKa W HanpsikeHus cBapodHou Ayru, byaste
BHMMaTenbHbl. 3a obyyeHnem obpatuTtech B
cneuvannanpoBaHHble yyebHble 3aBeeHus.
PerynvpoBka MHAYKTUBHOCTHU

[na ymeHblleHusa pa3bpbi3rMBaHms nonyye-
Hve Gornee rmagkoro u YACTOro WBa B anna-
patax gobasneHa yHKUMS perynmpyemMmon
WNHOYKTUBHOCTMU.

MHOYKTMBHOCTb — 3aBUCMMOCTb MeXay LUu-
PUHON W BLICOTOW LWBA, rMybuHoON nponnas-
NeHnsa 1 Konn4ectsoM 6pbI3r. Yem MeHblue
3HaYeHWe MHOYKTUBHOCTU, TEM XecT4ye ayra v
HaobopoT.

Onsa perynMpoBku UHOYKTUBHOCTU MUCMOMb3Y-
€TCs1 NpaBbIi perynaTop.

Mpumeyanune! MIHOYKTUBHOCTb HE UMeEET ean-
HUL, U3MEepEeHWsi MO3TOMY Ha MaHenu HaHece-
Hbl YCINOBHbIE eaVHULbI.

YcTaHoBWTE BENWYUHY CBAapPOYHOrO TOKa MCXO-
A8 13 TOMLWMHbI CBapyBaeMoro matepuana v
AvameTpa MCrnonb3yeMon 3neKTPOAHOW Npo-
BONokn. CKOpoCTb MOAayYn NPOBOMOKK aBTo-
MaTUYECKN CUHXPOHM3NPYETCA C BENUYUHOMN
cBapoyHoro Toka. NoaBeanTe ropenky K 3a-
roToBke Tak, 4Tobbl NPOBONOKa He Kacanach
3aroToBKM, a HaxoAunacb Ha paccTOAHUU
HECKOMNbKMX MUMNMMETPOB OT Heé. Haxas Ha
KNnaBuLy ropenku, 3axrute Ayry u npucry-
namTe Kk cBapke. HaxaTasa knasuwa obecne-
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YuMBaeT nodadvy 3MeKTPOAHON MPOBOMOKM U
YCTaHOBIEHHbIN PEOYKTOPOM MOTOK 3aLLMTHO-
ro rasa.

[OnvHa gyrn 1 ckopocTb ABWKEHUS 3MekTpoaa
BNUSIIOT HA hOPMY CBapOYHOrO LUBA.

Pab6ota co cMeHHOW nonsipHO-

CTbHO

M3Ha4yanbHO CMNOBOW KOHTaKT CBapOYHOM
ropesnku MoakmioYéH K «+» Ha moayne cme-
Hbl nongpHoctu. 310 OBPATHAA MONAP-
HOCTb. OHa npumeHseTcs npu cBapke
130enuin n3 TOHKONMMCTOBOWM CTamnu C Hepxa-
BELLMMU, NErMPOBAHHBIMU 1 BbICOKOYTTepo-
ANCTBIMU CTansiMu,KOTOpble O4EHb YyBCTBU-
TenbHbI K Neperpesy.

Bo Bpems ceapku Ha NMPAMOW MONAPHO-
CTW 6onbluas yacTb Tenna KOHLEHTpupyeTcs
Ha caMOM W3[enuu, 1n3-3a Yero NPoOUCXoauT
yrny6nexHve KopHs wea. Ona cmeHbl nonsip-
HOCTW C OGpaTHOW Ha NpAMYI0 HeobxoaMmMo
nepeknoynTbL Ha MoAyne BbIBOA CUIOBOrO
npoBoda € «+» Ha «-». A kabenb ¢ 3aXMMOM
Macchbl B JaHHOM crlyyae noacoeavH1Tb K ae-
Tanu, BCTaBMB CUINOBOW HAaKOHEYHUK kabensi B
KNemmy «+» Ha nepegHen naHenu.

[nsa cBapku ¢nioCoOBON (MOPOLLUKOBOW) Npo-
BOOKOWN 6e3 3alMTHOro rasa Ucnonb3yeTcs
MPAMAA NONTAPHOCTb. Mpu atom 6onb-
LM HarpeB MAET Ha usgenue, a NPoBOMokKa
N KaHan CBapO4YHOW ropenku HarpesakTcs
MeHbLUE.

Mo okoH4YaHuM cBapKu:

71 OTBECTM CONJo roperku oT LWBa, Npepeas
CBapo4Hyto Ayry;

OTNycTUTL KNaBWLLY roperku Ans npekpa-
LLIEeHMsI MoJayn SNEeKTPOAHON NPOBOIOKU U
rasa;

OTKNOYMTL Nogady rasa, nepekpbiB KpaH
rnogayu rasa ot pegyktopa 6annoxa;
[MepeBecTu BbIkNtOYaTENDb B MOMOXEHUE
«off» - BbIKNtOYEHO

Pexum py4yHou AyroBowm cBapKu
(Mmma)

1. NoacoegnHnTe anekTpodoAepXaTenb K «-»
Knemme annapara, kabenb 3a3eMneHunst K «+»
Knemme annapata (npsMasi NnonspHOCTb),
unu HaobopoT, ecnu aToro TpebyloT ycnosus
CBapKu U/1nn Mapka aneKTpoaoB:

[Mpu py4HON OyroBow cBapke pasnuuatoT ABa
BVAa NOAKIMOYEHUS: NPSIMON MOMSAPHOCTU 1
obpaTHow. MNoaknioyeHne «npsimasiy nonsp-
HOCTb: 3NEKTPOA - KMUHYC», CBapuBaemasi
Je Tanb -«nncy. Takoe NOAKMYeHne 1 ToK
NPSMON NONSAPHOCTU LernecoobpasHbl Ans

pesku meTanna u csapku 60nbLUMX TOMLUMH,
TpebyoLmx 6oMbLLIOro konuyecTea Tenna Ans
UX nporpesa.
«ObpaTHasi» NONAPHOCTb (danekTposa -
«NOCY, AeTanb - «KMUHYC») UCMNOMb3yeTcst
npu cBapke HebOonbLUNX TOMNLMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, 4YTO Ha OTpwu-
LatenbHOM nontoce (KaToae) anekTpuyeckon
Ayrv TemnepaTtypa Bcerga MeHblue, YeM Ha
NOMNOXMTENbHOM (aHOAE),3a CYET Yero anek-
TpoA pacnnaensetcsa 6bicTpee, a Harpes Ae-
Tanu yMeHbLLAETCS - CHUXKaETCS M ONacHOCTb
eé npoxora.
2. YcTaHOBUTE NepeknioyaTtens pexuma B no-
noxenne MMA
3. YcTaHoBUTE CBAPOYHbIV TOK COMMACHO TUMY
1 AnameTpy 3NeKTpoaa, U HauvHamTe cBapky.
4. Tok cBapku perynupyercsa perynsatopom
Cunbl TOKa, hakTU4eckoe 3HaveHne Toka npu
paboTe oTobpaxaeTcst Ha gucnnee amnepme-
Tpa.
5. BosbyxxaeHne ayrn ocywecTBnseTcs npu
KpaTKOBpPEMEHHOM MPUKOCHOBEHUW KOHLA
3MeKTPOoAa K U3OENUI0O N OTBEAEHUIO ero Ha
Tpebyemoe paccTtosiHue. TeXHU4eckn aToT
npoLecc MOXHO OCYLLECTBNATb ABYMS npue-
mMamu:
[l KacaHvem anekTtpopa BNpuUTbIK U OTBede-
HVWEeM ero BBEpX;
[ YupkaHuem KOHLOM 3MeKTpoAa, Kak Crmy-
KOV O MOBEPXHOCTb U3aenus.
BHumaHue! He cTyunte anektpogom no pa-
60o4elrt NOBEPXHOCTM MpW MOMbITKAX 3axeyb
Ayry,Tak Kak 3To MOXeT NpuBecTU K ero no-
BPEXAEHUIO 1 B JanbHeNLIeM TOMbKO 3aTpya-
HWT 3a)uraHue ayru.
6. Kak Tonbko NnpounsonaéTr 3axuraHve ayru,
3MNEKTPOA, HYXXHO AepxaTb Ha TakoM paccTo-
AHUKN OT obpabaTbiBaemMoro marepuana, Ko-
TOpoe COOTBETCTBYET AMaMeTpy aMeKTpoaa.
[na nony4yeHvs paBHOMEpPHOro WBa Aanee
Heobxoammo cobnpaTh 3Ty AUCTaHUMIO MO
BO3MOXHOCTM NOCTOSAHHOW. Takxe Heobxo-
AVMO MOMHUTb, YTO HakKIIOH OCK 3nekTpoaa
OomkeH 6bITb npumepHo 20-30 rpagycos, Ans
nyylero BU3yanbHOro KOHTPONsa BeAeHus
CBapOYHOrO LUBA.
7. 3akaHuMBasa CBapOYHbIN LIOB, OTBEAUTE
3MEKTPOA HEMHOIO Ha3ag, Y4Tobbl 3anonHUNIcs
CBapOYHbI KpaTep, a 3aTeM pe3ko NoaHUMU-
Te ero 40 UCHE3HOBEHUS OyTW.
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Tabnuubl napaMeTpPoOB CBapKuU (TONMbKO ANA CrpaBKu)
TonwuHa PekomeHayeMbI auamMmeTp NpOBONOKU, 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 CHMMAaTh acky ¢
TOPLIEBOW KPOMKM AleTarnen B MecTe MX CTbIKOBKM UMM NPOMU3BOAWTL CBAPKY B HECKOMBbKO MPOXO-
[0B.

++ |+ [+ +

|+ [+]+]+

+ |+ |+ |+ |+

+l+ |+ +|+]+

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

HacTtpoiku 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 I
n/MuH

MapameTpkl cunbl TOKa U AnameTpa aneTpoaos rnpu cesapke MMA

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

XapaKTepuCcTUKM CBapHOro LiBa
B 3aBMCMMOCTW OT CuIbl TOKa U CKOPOCTU OBWXEHUA 3neKTpoaa Bbl MOXETE NMonyynTb cnenyro-
e pesynbratbl:

TN 2PN 3 PARSY RS  sPEARRN 6 PRy
U7 AN

. CIULLIKOM MeneHHoe OBUXXeHUe anekTpoaa
. O4eHb KOpOoTKasa ayra

. O4YEeHb HU3KWI TOK CBapKU

. CIULLKOM 6bICTpoe OBUXEeHUe aneKkTpoaa

. O4eHb ANHHaAa ayra

. O4YeHb BbICOKUI TOK CBapKu

DU WN =
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7. HOpMarnbHbIN LWOB

Pekomenayem npoBecT HECKONbKO MPOBHbIX
CBapOK s NONyYeHnst HEKOTOpPbIX MpaKkTuye-
CKWX HaBbIKOB.

OTKnIoYeHne cBapoYHOro annapa-

Ta. Tennosas 3awwmTa

Ha Bawem cBapoyHOM annapaTte ycTaHoBne-
Ha Tennosas 3awuTa AN npefoTBpalleHust
neperpeBa 3MeKTPOHHbIX YacTel annapara.
Mpu npeBbiWeHUn TemnepaTypbl TEPMOBbI-
kntoyatenb oTknount annapat. O cpabatbl-
BaHWW TENMOBOW 3aliWTbl CBUAETENbCTBYET
CBeYeHue nHamkaTopa.

BHUMAHMUE! MNpun BO3BpalleHun Temnepa-
Typbl K HOpMarbHOW paboyen, HanpsxeHne K
anekTpogy OyaeT nogaHo aBTomartuydecku. He
ocTaBnsnTe Ha 3TO Bpems usgenue 6e3 npu-
CMOTpa, a Aepxarenb aMneKkTpoaa, nexatium
Ha 3eMre Unu Ha ceapvBaembIX AeTansx.
PekomeHpyem Ha 3TO BpeMs BblkntoyaTth an-
napar BblkntovaTenem.

HarpeB n3genus Bo Bpems paboTbl sBnsercs
HOpMarbHbIM.

BHUMAHMUE! Bo u3bexxaHne nonomMok unu
npexaeBpeMeHHOro Bbixofa CBapoOYyHOro
annaparta u3 cTposi (0cobeHHO npu YacToMm
cpabaTbiBaHUM TEPMOBbLIKIIOYATENS), Npexae
Yem npopomkatb paboTy, BbIICHUTE NPUYUHY
cpabaTbiBaHWUsi TeNnoBoKW 3awwmThl. [ns aToro
OTKMOYMTE annapar oT ceTu n obpaTuTech K
pasneny «Bo3moxHble HeMcnpaBHOCTM U Me-
TOAbl UX yCTpaHeHusi» HacToswero PykoBoa-
cTBa.

Bo3MoOXHble HEUCNPAaBHOCTU U

MeToAbl UX YCTPaHeHUs

Cnegute 3a ucnpaBHbIM COCTOSTHUEM W3fe-
nus. B cnyyae nosiBneHvs nogo3puTenbHbIX
3anaxoB, AibIMa, OTHsl, UCKP crneayeT BbIKMo-
YUTb annapart, OTKIOYUTL ero OT CceTu 1 obpa-
TUTbCA B CNELManM3MpoBaHHbIi CEPBUCHbIN
LIeHTp.

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

B cuny TexHn4eckom CrnoXHOCTW usgenus,
KpUTEpUM 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 NepevHe He
oKasanoch Unu.

Bbl He cmornu ycTpanuTb ee, obpatutech B

crneunann3npoBaHHbIi CEPBUCHBIN LIEHTP.
Bce gpyrue pabotbl (B TOM 4MCre peMOHT-
Hble) [OMKHbI NPOBOAMTLCS TOMbKO creuna-
NINCTaMu CepPBUCHbIX LLIEHTPOB.
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Mpobnema Bo3moxHas npuynHa PeweHune
HanpsixeHune cnuwkom BbICO-|Bblkniounte NCTOYHKK dHepruu; Mpo
Koe BepbTe rMaBHoe nuTtaHune; MoBTopHO
r HaNDSKEHINE CHLIKOM HU3KOE BKITIOUUTE annapar, Koraa Hanpsbke
1 |'OoPUT MHAMKATOP P HWe GyaeT HopMarnbHOE
Tepmo3aLLmnTbl =
[noxon npuToK BO3AyXxa YnyywmTe nputok Bosgyxa
CpaboTana TepmosawmTa an-| .
[arite annapaTy OCTbITb
napara
Perynatop nogayv npoBOMoku .
Y p noa P OTperynupyiite
Ha MUHUMYyMe
HeT nogayv npo- =
2 BONOKI 3anun TOKOBbIN HAKOHEYHMK 3amMeHnTe HaKoOHEYHMK
Ponukn nogaym He cooTBeT- .
[MocTaBbTe NpaBUIbHbIA PONUK
CTBYIOT AMaMETPY NPOBOMOKM
KHormka BkntoYeHusi He paboTa- .
BeHTunsatop He|g; MoxanywicTa, obpaTuTteck B cepBuC-
aboTaeT unun HbIV LLeHT,|
3 [P BeHTtunstop cnomaH P
BpallaeTcs Mea- -
[Noxon KOHTaKT coeguHeHust ¢
NEeHHO MposepbTe coeanHeHve
BEHTUIATOPOM
[noxow KOHTaKT C AeTanbto YnyylimTe KOHTaKT
He ycTtonumneas CIVILIKOM TOHKMIA CETEeBO Ka- [MomeHsinTe ceTeBow kabenb
Y 6enb, TepseTcs MOLLHOCTb
4 |[pyra, 6onbwoe
Da3BpbI3rMBaHMe CnuLKOM HU3KOoEe BXOAHOE Ha-|YBenuybTe BXOAHOE HanpsikeHue
npshkeHne nocpeacTBoM ctabunmaartopa
M3Hocunuch aetanu ropenku  [3ameHuTe getanu ropenku
O6pbIB cBapoYHOro kabens MpoBepbTe kKabenb
[yra He 3axwvra-
5 [eTtanb 3arpsidHeHa, B Kpacke,
ercsa MpoBeauTe ouncTky getanm
B pXKaBuMHe
[openka nogknitoyeHa He npa-
[MogkntounTe NpaBuUnbHO ropernky
BUITbHO
HeT 3awmTHOro|l@30BkIN WnaHr nepexar unm o
6 .. [MpoBepbTe rasoBbIv LNaHT
rasa NoBpEXaEH
MecTa coeauHeHus wnaHros|llpoBepbTe MecTa coegUHEHUs
NoxXo 3aTsaHyThI LUNaHroB
MoxanyicTta, obpaTuTeck B cepBuC-
7 |Bpyrve Kany P P
HbIN LEeHTP

Mpadnyueckme CUMMBOSbI U TEXHUYECKUE AAHHbIE

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 CMMBON MNokasbiBaeT, YTO nepen Hayanom paboTbl BHUMa-
TENbHO NPOYUTaTE MHCTPYKLMIO MO JKCMTyaTaLuu.

OTOT CMMBON MOKa3bIBaeT, YTO CBapOYHbIN arperaT npeacTasnser
cobon ogHodasHbIN CBAPOYHbIV annapat NOCTOSAHHOIO TOKa.

OTOT CMMBON Moka3sbiBaeT a3y NUTaHWS 1 YacToTy NUHUK B rep-
Lax.

TeXOGCHy)KVIBaHVIe n cepBuc

Texo6cnyxuBaHue U OYUCTKA

» Bce paGoTbl N0 TEXHU4YECKOMY OGCIY>XMBaHUIO AOMKHbI NPOBOAUTHLCS NPU OTKIIOYEH-
HOM OT ceTu kabene.

» lMepea BbiNnonHeHNEM nO6bIX PaGoT C INEKTPOMHCTPYMEHTOM BbITaluTe BUNKY U3 PO-
3eTKU.

» PerynspHo ypansiite nbifib CYXUM M YUCTbIM CXaTbiM Bo3gyxoM. Ecnu cBapo4HbIi
annapar 3KcnnyaTupyeTcsi B cpefie C CUIbHbIM 3aAbIMIIEHUEM U 3arpPA3HEHHbIM BO3-
OYXOM, ero Heo6XxoAMMO YMCTUTb He pexe O4HOro pasa B mecsu. [laBrneHune cxartoro
BO34yXa AOIMKHO ObITb B pasyMHbIX npefenax, Ytobbl NpeaoTBpaTUTh NOBPEXAEHUE MENKUX
1 YyBCTBUTENbHbLIX KOMMOHEHTOB annapaTa.

» PerynsipHo npoBepsiiTe BHYTPEHHIOIO LieNb CBapO4YHOro annaparta u ybeautecb, 4To
coeAUHEHUA Lienu NoaKIYeHbl NPaBUNIbHO U NIOTHO (OCOGEHHO pa3bem M KOMMo-
HeHTbI). [1pn oBHapy>XeHUN oKanuHbl 1 PXKaB4YMHbI OYUCTUTE €ro 1 CHOBA NIIOTHO NoAcOoeau-
HUTE.

» He ponyckanTte nonagaHusa BoAbl U Napa B MHBepTop. Ecnn aTto npousonaeT, npocylumnte
€ro v NpoBepbTe U30MALMIO annapara.

» Ecnu cBapoy4HbI annapaT He GyaeT ucnonb3oBaTbCA B Te4YeHUe AnuUTenbHOro Bpe-
MeHU, ero Heo6xoA4MMO NOMeCTUTb B YNaKOBOYHYH KOPOOKY U XpaHUTb B CYXOM U Yu-
CTOM MecTe.

Ecnu TpebyeTcst noMeHsATb LWHYp, BO u3bexaHne onacHocTu obpalianteck Ha compmy P.ILT. unu

B aBTOPM30BaHHYIO CEPBUCHYIO MaCTEPCKYHO AT1s1 ANeKTPouHCTpyMeHToB P.L.T.

CepBuc

» PeMOHT Bawlero aneKTPOMHCTPYMeHTa nopyyanTe TONbKO KBanudguunpoBaHHOMY nep-
COHarny U TONbKO C MPUMeHEeHUeM OpPUrMHarbHbIX 3anacHbIX YacTen. ATUM obecneym-
BaeTcsl 6e30MacHOCTb INEKTPOUHCTPYMEHTA.

Cnncok aBTOPU30BaHHbIX CEPBUCHBIX LIEHTPOB MOXHO MOCMOTPETb Ha oduLmansHom carnTte P..T.

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

XpaHeHue u TpaHCNoOpPTUPOBKa

CBapoyHbIil annapar cregyeT XpaHUTb B 3aKpPbITbIX MOMELLEHNSX C €CTECTBEHHON BEHTUNSLMEN

npu Temnepatype ot 0 go +40°C 1 oTHOCKTENbHON BrnaxHocTn Bo3ayxa Ao +80%. Hanuuve B

BO34yXe MapoB KWCIOT, LLeNoYen U ApyrMx arpeccuBHbIX NPUMECEN He [oMyCcKaeTcs.

TpaHcnopT1poBaTh NPOAYKLMIO MOXHO NOObIM BUAOM 3aKpbITOrO TpaHcnopTa B ynakoBKe Mpo-

n3BoauTens unu 6e3 Hee, C COXpaHeHWeM U3Oenus OT MeXaHUYeCKMUX NMOBPEXAEHUA, aTMOC-

depHbIX OCaKOB.
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YTunusauusa
OTCcnyXuBLUME CBOW CPOK 3MEKTPOUH-
CTPYMEHTbI, NPUHaANexHoCTn n yna-
mmm KOBKY Cnefyert caBaTb Ha 3Kosfornye-
CKU YUCTYHO nepepa60TKy OTXOOO0B.
YTMHMSMpyVITe QNIEKTPOUHCTPYMEHT OTAENIbHO
ot 6bIToBOrO Mycopal!
Pacwudgposka Oatbl U3rotoBne-

Hus Uspenus

No.| 00000 000000 |

Kopgnpogykta Top Mecay  HomepBnaptum
[ata narotoBneHusi nsgenus sawwmdposaHa B
CEpPUNHOM HOMepe, HamevyaTaHHOM Ha Kopny-
ce uHcTpymeHTa. lMNepBble 2 undpbl 0603Ha-
YaloT rof Bbinycka, cnegytowme 2 undpbl —
mMecsL,.

YCNoBuUsA TrAPAHTUAHOIO OB-
CINYXXUBAHUA

1.HacToslwee rapaHTMiHOe CBMAETENbLCTBO
SABNSAETCA eAVHCTBEHHbIM JOKYMEHTOM, NOA-
TBEpXAalLyMm Balle npaBo Ha GecnnaTHoe
rapaHTuinHoe obcnyxuBaHune. bes npegbas-
NeHns AaHHOro CBUAETENbCTBA NpeTeH3un
He npuHMMatoTcs. B cnyyae yTtepu unv nopym
rapaHTMiHOe CBMAETENbCTBO HE BOCCTaHaB-
nmBaetcs.

2. MapaHTUMNHBIN CPOK yKa3aH B rapaHTUNHOM
cepTudukate. B TeyeHne rapaHTUNHOIO Cpo-
ka cepBucHasi cnyxba b6ecnnatHo ycTpaHseT
NpPoV3BOACTBEHHbIE AedeKTbl U NPON3BOAUT
3aMeHy feTanen, BblWeAWNX U3 CTPos Mo
BMHe nsrotoButens. Ha nepuog rapaHTUNHOIO
pEMOHTa 3KBUBANEHTHbIA UCNPaBHbIA UHCTPY-
MEHT He npefocTasnsieTca. 3ameHsieMble
AeTtanu nepexodsit B CO6CTBEHHOCTb Cryx6
cepBuca.

Komnanusa P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpef, KOTOPbI MOXET ObITb NPUYMHEH NpU
paboTe C aNeKTPOUHCTPYMEHTOM.

3.B rapaHTUiHbIN PEMOHT UHCTPYMEHT npu-
HMMaeTcsa B YMCTOM BuAe, npy obs3aTensHom
Hanuyun Hagnexawmum obpasom oopmner-
HbIX JOKYMEHTOB: HACTOSLLEro rapaHTUNHOIO
CBMAeTenbCTBa, rapaHTUNHOIO TanoHa, ¢ non-
HOCTbIO 3aMOfHEHHbIMY NOMASMU, LUITAMMIOM
TOProBOW OpraHU3aumn U NOANMUCbIo Mokyna-
Tens.

4.MapaHTUNHbIA PEMOHT He MPOU3BOAUTCS B
crepyLmnxX crnyyasx:

- NpV OTCYTCTBWM rapaHTUIHOTO cBUAeTesNb-
CTBa U rapaHTUNHOIO TarioHa Unn HenpaewIb-
HOM 1Xx ochopmneHuu;

- 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 NpuHaanexat JaHHOMY 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;

- NPV UCMNONb30BaHNN 3NEKTPOUHCTPYMEHTA
B MPOW3BOACTBEHHbIX UMW MHbIX LEnsx, CBs-
3aHHbIX C Norny4YeHneM Npubbinu, a TaKke npu
BO3HVKHOBEHWN HEUCMPABHOCTEN CBSI3aHHbIX
C HecTabunbHOCTbIO NapameTpoB dMeKTpoce-
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
npefHasHayYeHHbIX 3aBOLOM-U3roToBUTENEM
HacadokK, AOMOMHUTENbHbLIX NPUCNOCObneHnn
nT.n,;

- MPY MEXaHUYEeCKUX NOBPEXAEHUSIX KOPMy-
ca, CeTeBOro LHypa 1 Npu NOBPeXAeHUsIX,
Bbl3BaHHbIX BO34ENCTBUAMW arpeCcCcuBHbIX
CPEeACTB M BbICOKMX W HU3KUX Temnepatyp,
nonagaHvn MHOPOAHbIX NPeaMeTOB B BEHTU-
NALUMOHHBIE PeLUeTKN 3NEeKTPOUHCTPYMEHTa,
a TaKke npu NOBPeXAEHNsAX, HAaCTYMUBLLUKX B
pesynbrate HenpaBUIIBHOrO XpaHeHus (Kop-
po31s MEeTanInMYeckmx YacTtemn);

- NPV eCTeCTBEHHOM M3HOCe deTanen anek-
TPOVHCTPYMEHTA, B pesynbraTe AnNuTenbHOM
3Kcnnyatauun (onpeaensieTcs no npusHakam
NOMHOW MM YacTU4HoW BblpaboTkM pecypca,
CUITbHOTO 3arpsi3HEHNS, PXXaB4YMHBI CHApPYXu 1
BHYTPY 9N1EKTPOMHCTPYMEHTa, oTpaboTaHHoM
CMaskv B peayKTope);

- NPV BO3HUKHOBEHUW MOBPEXAEHUV B CBA3N
C HecobmnogeHeM NpeayCMOTPEHHbIX UH-
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CBapoyHbii [NonyasTromar

CTPYKLMEW YCNOBUIA 3KCnyaTauum (CM. rmasy
«YKasaHve no TexHuke 6e3onacHoCcTU» B WH-
CTPYKUMK).

- NpV NOBPEXAEHUN U3[enust BCrieacTBue He-
cobnogeHns NpaBun XpaHeHUss U TpaHcmnop-
TUPOBKY;

- NPU CUNBbHOM BHYTPEHHEM 3arpsi3HEHUN UH-
CTPYMeHTa;

- npu paboTe ¢ neperpyskon 6EH30MHCTPY-
MEHTa, U3MEHEHMN LBeTa Yalku U MydTbl
cuenneHns B peaynbsrate neperpesa;

- npu obpbiBe LWHYpa cTapTepa npu ycrnosun
MCNPaBHOCTM OCTanbHbIX AeTanei nyckoBoro
YCTPONCTBA;

- Ha BCe BMAblI paboT, BbINOMHAEMbIE MpY ne-
proaNYECKOM TEXHUYECKOM 06CnyXUBaHWUM
(perynupoBku, YncTke, 3aMeHe pacxodHbIX
mMaTepvanos u ap.);

- Ha HeucrnpaBHOCTU, BO3HMKLUNE B pe3ylb-
TaTe HapyweHusa TpeboBaHun n npasun
aKcnnyarauun, yCTaHOBMEHHbIM NacnopToM
nsgenus. Hanpumep, neperpes m3genus,
HecobntogeHve TpeboBaHU Kk COCTaBy U Ka-
4YecTBY TOMIMBHOW CMECH, NMOBMEKLLINX BbIXOA,
13 CTPOS MOPLUHEBOW rpynnbl (6e3ycnoBHbIM
Npy3HaKOM 3TOro SIBMSETCS 3aneraHve nopLu-
HeBOro Konbla W/vunu Hanuuue uapanuH u
noTepToCcTeN Ha BHYTPEHHEN MOBEPXHOCTU
LMNuUHAPa 1 NOBEPXHOCTY MOPLUHS, paspyLue-
HWe UK onnaseHne OMoPHbIX NOALLIMMHUKOB
LIaTyHa 1 NopLUHEeBOro nanbLa);

- Ha BHELUHWE N BHYTPEHHWE 3arpsi3HeHus,
LiapanuHbl, TPELLWHbI, MOBPEXAEHNS, BO3HUK-
lMe B npouecce aKcnnyatauun unm TpaHc-
NOPTUPOBKMU.

- Npy paboTe 3NeKTPOMHCTPYMEHTOM C nepe-
TPY3KOM W 3aKNMHMBaHWEM OCHACTKW, O YeMm
CBWAETENbCTBYIOT 3aAMpbl, U3MEHeHWe LBeTa
OT TemnepaTypbl YNOPHbIX U NPUNKUMHbIX
LWanb, 3aXMMHOro NaTpoHa, Bbixoda U3 CTposi
penykTopa.

[MpodmnakTuyeckoe obCnyxmMBaHMe 3NeKTPO-
WHCTPYMeHTa (4MCcTKa, NpoMbIBKa, cMaska,
3aMeHa MbIfIbHUKOB, NMOPLUHEBbLIX W YNoT-
HUTENbHbIX KOMew) B rapaHTUIHbIA nepuog
SIBNSAETCA NNaTHOW YCryrou.

Cpok cnyx6bl nsgenusa coctasnseT 3 roga.
Cpok xpaHeHus — 2 roga. He pekomeHgyetcs
K aKcnnyaTaumu no uctedeHun 2 net xpaHe-
HWSI C AaTbl M3rOTOBIIEHUS], KOTOpas yka3aHa B
CEpPUNHOM HOMEpE Ha 3TUKETKE MHCTPYMEHTa,
6e3 npegBapuTenbHOWM NpoBepkn (onpeaene-
HWe AaThbl BblMycka CMOTpUTE paHee B Pyko-
BOACTBE Mosnb3oBatens).

O BO3MOXHbIX HapyLlUEHUSAX, N3NO0XEHHbIX
BbILLE YCNOBUI rapaHTUHOro o6cnyxmBaHus,

BrnagenbLy coobliaetca nocrne npoBeaeHns
AVarHoCTUKN B CEPBUCHOM LieHTpe. Bnapge-
newl UMHCTpyMeHTa JoBepsieT npoBefeHue
AWAarHoCTUKM B CEPBUCHOM LiEHTpEe B CBOE
OTCyTCTBME.

Banpelyaetcsa sKcnnyataums anNeKTpouHCTPY-
MEeHTa Npu NPoSsIBNEHUN NPU3HAKOB MOBbI-
LLUEHHOrO HarpeBa, UCKPeHUsi, a Takke Liyma B
peaykTopHOM YacTu. [nsa BbIACHEHUSA NPUYUH
HeuncnpaBHOCTW MokynaTtento cnegyet obpa-
TUTBLCS B rapaHTUIHYO MacTePCKYIO.
HewvcnpaBHOCTW, Bbl3BaHHbIE HECBOEBPEMEH-
HOW 3aMEeHOW YronbHbIX LWETOK ABuraTens,
YCTPaHSIIOTCA 3a CHET nokynartensi.
5.lapaHTusa He pacnpocTpaHsaeTcs Ha:

- CMEeHHble NpUHaANexXHocTn (akceccyapbl U
ocHacTKa), Hanpumep: akkyMynsTopbl, AUCKU,
HOXW, cBepna, bypbl, NaTPoHbI, Lenu, 3Be3-
AOYKW, LL@HIOBbIE 3aXKMMbI, LUWHBI, 3NIEMEHTbI
HaTSHXKEHUS U KPENIeHUs, TonoBKku TpUMMe-
poOB, NOAOLLBbI LNNGOBAnNbHBLIX Y NEHTOYHbBIX
MalUuH, OUNBTPbI, FONOBKU LWECTUrpaHHbIe
CMEHHbIE Hacafku 1 T.n.

- BbicTpOM3HaLLMBalOLWMECA feTanu, Hanpu-
Mep: yrofbHble LWEeTKU, NPUBOAHbIE PEMHM,
CanbHUKKW, 3alUUTHbIE KOXYXM, Hanpaensio-
LMe ponuku, HanpaenswLine, pe3nHoBble
YNNOTHEHWSI, MOALUNMHKKK, 3yByaTble peMHu
1 Koneca, CTBOMbI, IEHTbI TOPMO3a, XpanoBu-
KW 1 TPOCbl CTapTEPOB, NMOPLUHEBbLIE KOMbLA 1
T.0.

3ameHa ux B TeYyeHue rapaHTUMHOro cpoka
SABMSETCHA NNATHOW YCIyrou.

- WHYpbI MMTaHUs, 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 3admKCnpoBaH B rapaH-
TUAHOM TarnoHe Win KBUTaHLUKU CEPBUCHOIO
LieHTpa 1 nognucax 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
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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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R I .T. CBapouyHblIli [MonyasTomar

FTAPAHTUUHbBLIA TAJOH P.LT.

P.1.T. TanoH Ne 1

HaumeHoBaHue

CepuiHbin Homep

[ara npogaxw » 20 MecTo neuaty
(3anonHsaeTtcsa npoaasLOM) 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)

HaumeHoBaHue
CepuiHbin Homep
[ara npogaxm { ) 20 MecTo nevatu
(3anonHsaeTca npogaBuoMm) unu wramna
KAPTA TAPAHTUHOMO PEMOHA

[ata npvema peMoHT 20

3asaBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpatleHns
[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

[ata npogaxu { > 20 MecTo nevaty
(8anonHsaeTcs npogaBLoOM) mnn Wwramna
KAPTA TAPAHTUAHOMO PEMOHA

[aTa npuema pemMoHT 20

3asaBKa Ha peMOHT
3akasuuk
TenedoH (agpec)
MpuunHa obpatleHus
[ata nonyyeHnsi ot peMoHTa 20
VIHCTpYyMeHT NnpoBepeH B MOEM MPUCYTCTBUM
(3akas 3anonHsaetcs B CepsuicHom LieHTtpe) (Mognumchk)
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20_

20

NHBIN HOMep

HavnmeHoBaHue
[ata npogaxu
[laTa nony4eHunsi ot peMoHTa

Cepu

20

20

MHBIN HOMep

HanmeHoBaHue
[ata npopaxu
[aTa nony4eHnsi ot peMoHTa

Cepu

20

20

MHbIA HOMEpP

HanmeHoBaHune
[ata npopaxu
[laTta nonyyeHusi ot pemMoHTa

Cepu
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