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English
Safety Notes
General Power Tool Safety Warnings

WARNING Read all safety warn-
A ings and all instructions.
Failure to follow the warnings and instructions
may result in electric shock, ‘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 tool’s
operation. If damaged, have the power
tool repaired before use. Many accidents
are caused by poorly maintained power
tools.

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

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

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

Service

» Have your power tool serviced by a
qualifi 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

» 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
fi reproof fence.

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

» Keep fl ammable materials (wood, paper,
rags, etc.) away from the workplace.

» When welding, it is necessary to pro-
vide the workplace with fi 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 fl ammable liquids.

» Use headphones or other ear protec-
tion.

» Warn bystanders that noise is harmful
to hearing.

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

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

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

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

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

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

» A worker who has a pacemaker installed
should consult a doctor before welding.
Because the electromagnetic field can
interfere with the normal operation of the
pacemaker.

Product description and specifi-

catlons

-~ '| safety warnings and all
ions. Failure to follow the warnings
‘uctions may result in electric shock,
11u/0r serious injury.
Intended use
Semiautomatic inverter type direct current
welding machine (hereinafter referred to as
the product) is designed for welding using the
MIG / MAG methods (welding with electrode
wire in a shielded gas) and MMA (manual arc
welding with stick fusible covered electrodes).
The product can be used for welding various
types of metals.

Product features

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

1. Polarity reversing cable

2. Torch connection socket
3. Power connector “+”
4. Power connector “-”
5. Fan

6. Power button
7

8

T

me

Connection for shielding gas
Power cable inlet

échnical data

Model PMIG165-C1
Rated voltage 190-250 V~ /50 Hz
Rated power 4800 W
Output current range 40-165 A
Wire diameter (MIG) 0.8-1.0 mm
Electrode diameter

(MMA) 1.6-4.0 mm
Duty cycle (DC) 60%
Weight 9.5 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
specifi cations specifi ed here without prior no-
tice.

Preparation for work

Place the machine on a flat surface. The
workplace must be well ventilated, the welding
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 fi t into the out-
let. Instead, a qualifi ed electrician must install
an appropriate outlet.

Ensuring the safety of preparation
for work

Before turning on the product, set the switch
to the “0” position, and the current regulator to
the extreme left position.

Prepare for work:

— Prepare the parts to be welded;

— Provide adequate ventilation in the work-
place;

— Make sure that there are no solvent vapors,
flammable, explosive and chlorine-containing
substances in the air;

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

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

— The power supply must be equipped with
protective systems.

If you encounter problems that you cannot
cope with, contact the service center.
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Controls and Indicators
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2T welding mode indicator.

Button for switching modes 2T / 4T.
4T welding mode indicator.

Button for switching modes unifi ed (automatic) / partial (manual) adjustments.

Unifi ed (Auto) / Partial (Manual) Tuning Mode Indicator: The indicator will light up in Partial
Tuning mode. Single adjustment means that the welding current and welding voltage are adjust-
ed synchronously (automatically) to match each other, and partial adjustment means that the
welding current and separate adjustment of the welding voltage (manual adjustment, for profes-
sional use).

6. Current regulator.

7.  VRD mode status indicator.

8. VRD Mode Activation / Cancellation Button.

9. Carbon dioxide indicator light using 0.8mm welding wire.

10. Mixed gas indicator using 0.8 mm welding wire.

11.  Voltage regulator.

12. Indicator of the type of welding MMA.

13.  Work indicator with 1.0 mm fl ux cored wire.

14. Work indicator with 0.8 mm fl ux cored wire.

15. Button for switching types of welding MIG, MAG, MMA.
16. Wire feeder activation button (wire feed).

17. Voltmeter display.

18. Thermal protection indicator.

19. Power indicator.

20. Ammeter display.

RN
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Welding machine connection dia-

gram
Welding with solid wire (fi g. 1)

Welding with an electrode (Figure 3)

Assembling the welding shield

—

[

L

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 fi 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 supply the shielding gas, while the
hollow cable itself is used to supply the
current.

ATTENTION! Before assembling and
disassembling the burner or before
replacing components, 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 Qpnnl Unscrew the reel seat leil |Qﬁng

6 screw, put the spool on the reel seat and
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fi 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 diffi cult
toturn, loosen the screw.

Inserting the wire into the wire lin-

er

Loosen and lower the adjuster towards you.
Raise the pinch roller;

Cut off the bent end of the wire and thread the
wire into the wire liner of the feeder, align it in
the channel of the drive roll. Make sure the
bore of the roller matches the diameter of the
wire;

Place the wire in the welding torch connector
bore, release the pinch roller, and return the
adjuster to the vertical position.

Adjust the pressure of the pinch roller.

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

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

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

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

To feed the wire into the torch sleeve, tem-
porarily turn on the power by switching the
switch 6 and press the button 16 (wire feed)
until it fi 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 fl
ux-cored wire, in which case a gas cylinder is
not required.

Different types of fi ller wire require a different
wiring diagram.

Gas welding (GAS) with solid cop-

per-plated wire:

— Connect the short cable with the connector
located at the bottom of the front panel of the
device to the left connector on the front panel
(“+” terminal).

— Fix the grounding terminal on the work piece
to be welded, connect the connector on the
other end of the cable to the right connector
on the front panel (“-” terminal).

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

— Insert the spool of wire into the slot.

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

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

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

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

— Connect the hose from the gas regulator to
the fi tting on the back of the device.

— Open the valve on the shielding gas cylinder,
press the torch trigger and adjust the gas fl ow
with the reducer (usually the gas fl ow is set
as follows: gas fl ow (I / min) = Wire diameter
(mm) x 10.

— Set the required welding mode using the
controls.

— Begin welding.
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Welding without gas (NO GAS)

with self-shielded fl ux-cored wire:

— Connect the short cable with the connector
located at the bottom of the front panel of
the device to the right connector on the
front panel (*-” terminal).

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

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

— Insert the spool of wire into the slot.

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

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

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

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

— Set the required welding mode using the
controls.

Welding process

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

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

Replaceable polarity operation
Initially, the power contact of the welding torch
is connected to “+” on the polarity reversal
module. This is REVERSE POLARITY. Itis
used for welding thin sheet steel to stainless
steels, alloy steels and high carbon steels,
which are very sensitive to overheating.
During DIRECT POLARITY welding, most of
the heat is concentrated on the product itself,
which causes the root of the weld to deepen.
To change the polarity from reverse to direct,
it is necessary to switch the output of the
power wire on the module from “+” to “-”. And

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

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

At the end of welding:

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

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

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

— Move the switch to the “off” position - off

Manual arc welding mode (mma)
1. Connect the electrode holder to the “-”
terminal of the device, the grounding cable to
the “+”

terminal of the device (direct polarity), or vice
versa, if required by the welding conditions
and / or the brand of electrodes:

In manual arc welding, two types of connec-
tion are distinguished: direct polarity and
reverse. Connection “direct” polarity: elec-
trode - “minus”, welded part - “plus”. Such

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

“Reverse” polarity (electrode - “plus”, part

- “minus”) is used when welding small thick-
nesses and thin-walled structures. The fact

is that at the negative pole (cathode) of an
electric arc, the temperature is always lower
than at the positive (anode), due to which the
electrode melts faster, and the heating of the
part decreases - and the danger of its burnout
is also reduced.

2. Set the mode switch to MMA position.

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

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

5. Excitation of the arc is carried out by brief-
ly touching the end of the electrode to the
product and withdrawing it to the required dis-
tance. Technically, this process can be done
in two ways:
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—By touching the electrode back to back and pulling it up;

—By striking the end of the electrode like a match on the surface of the product.
Attention! Do not knock the electrode on the working surface when trying to ignite the arc, as
this can damage it and further complicate the ignition of the arc.

1. 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

ofthe welding seam guidance.

2. When fi nishing the weld, pull the electrode back a little to fi Il the welding crater, and then lift
it up sharply until the arc disappears.
Welding parameter tables (for reference only)

. Recommended wire diameter, mm
Thickness - - -
metal,mm Solid wire Flux wire
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 + +

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 fl ow settings for MIG, MAG welding

Diameter wire, 05-081-14|16-2|25-3 .
mm
Release wire, | ;o | ;14|14 2| 16-20
oo 7
Consumption | . .| o o145 20| 20-30 [ erree]
gas, r/ min
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
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If you could not fix it, contact a specialized

1.too slow movement of the electrode service center.
2.a very short arc All other work (including repair) should be car-
3.Very low welding current ried out only by specialists of service centers.

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 thermal
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, fi 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 malfunctions
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 fi 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 by
the user independently.

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

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 on oltage oo low again when the voltage is normal.
1 |thermal protec- - -
tion Poor air fl ow Improve air fl ow
The_ thermal protegtlon 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 button 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 rustClean the part
The burner is not connected Connect the burner correctly
6 |No shieldi correctly
0 Shielding 93S (545 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.

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
XDamaged power tools, batteries, acces-

sories and waste packaging materials 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. @@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 certil 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-
ternal parts melting, burn down of electronic

12
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circuit boards;

if a Warranty Certifi 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 electric
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, power
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 lubricantin the gearbox);

use of the tool the purposes for other than
specifi ed in the operating instructions.
mechanical damages to the tool;

in the event of damages due to non-
observance of the operating conditions specifi
ed in the instruction (see chapter “Safety
Precautions” of the Manual).

damage to the product due to non-
observance of the rules of storage and
transportation.

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 operation 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 verifi cation (for the defi nition of

the date of manufacture, see the User’s

Manual earlier).

The owner is notified of any possible violations

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.

1. The warranty does not cover:

2. 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 machines, hexagonal
heads, etc.,

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

3. 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);

4. tool case.

13
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Pycckum
Yka3aHusi no TexHuke 6e3onacHoCTU
O6wue ykazaHus no TexHUke 6e3onacHo-
CTW ANS 3NeKTPOUHCTPYMEHTOB

MPEXXOEHUE

Me BCce yKka3aHUsi U UHCTPYKLMM MO
B 6e30MacHOCTM.
HecobniogeHve ykasaHuii U UHCTPYKLMIA Mo
TexHVKke 6e30MacHOCTV MOXET cTaTb NpuyK-
HOW MOpaXeHUs aNeKTPUYECKM TOKOM, Noxa-
pa v TSXenblX TpaBMm.
CoxpaHsTe 3TU MHCTPYKUMU M yKa3aHUsA
Ana 6yayuwero UCnonb3oBaHus.
Vcnonb3oBaHHOE B HACTOSALLMX MHCTPYKLMSX
N yKa3aHUSIX MOHATUE «INEKTPOUHCTPYMEHT»
pacnpoCTpPaHAETCsA Ha ANEKTPOMHCTPYMEHT C
NMUTaHNeM OT CeTU (C CETeBbIM LLHYPOM) U Ha
AKKYMYNATOPHbIN 3NEKTPOUHCTPYMEHT (6e3
CETEBOrO LWHypa).
Be3onacHocTb paboyero mecTta
» Copepxute paboyee MecTo B YACTOTE U
XopoLlo ocBelleHHbIM. becnopsaok nnm
HeoCBeLLieHHble y4acTku paboyero mecrta
MOTyYT MPUBECTU K HECHACTHbLIM Cy4YasM.
» He pabortanTe c 3TUM 3N€KTPOUHCTPY-
MEHTOM BO B3PbIBOOMACHOM NMOMeLLeHUH,
B KOTOPOM HaxoAATCH roploymne XuaKkocTu,
BOCMNJIaMeHsoWMecs rasbl UNu Nblib.
OneKTPONHCTPYMEHTbI UCKPSAT, YTO MOXET
NPVYBECTU K BOCMIIAMEHEHWIO NbINn 1nn
napos.
» Bo Bpemsi paboTbl C 3NIEKTPOUHCTPY-
MEHTOM He AonyckanTte 6nu3ko k Bawemy
pabouemMy MecTy geTen U NOCTOPOHHUX
nuu. OTBnekwunch, Bel MoxeTe notepsatb
KOHTPOMb Haf, ANeKTPOUHCTPYMEHTOM.

AnekTpobe3onacHoOCTb

» LLitencenbHas BUIKa 3reKTPOUHCTPY-
MeHTa AOKHa NoAXOAUTD K LITEeNnceribHON
po3eTke. Hu B koeM cny4yae He M3MeHsANTe
wTencenbHyto BUrNKy. He npumensinTte
nepexofHble WTeKepbl ANA
3NEKTPOUHCTPYMEHTOB C 3alUUTHbLIM
3asemMrneHneM. HenameHeHHble
LUTencernbHbIe BUIIKU 1 MOAXOAsLLNe
LUTenceribHble PO3ETKM CHUXKAKOT PUCK No-
paKeHUs ANEKTPOTOKOM.

» MpenoTBpaLlaniiTe TeNECHbIN KOHTaKT C
3a3eMIeHHbIMM NMOBEPXHOCTAMM, KaK TO: C
Tpy6amu, anemeHTaMu OTOMNNEHNUS,
KYXOHHbIMMW NIUTaMM U XONnoAuNbHUKaMMU.
Mpn 3a3emneHun Bawero Tena nosbiaercs
PVCK MOPaXXeHWs 3NIEKTPOTOKOM.

» 3awmianTe INeKTPOUHCTPYMEHT OT A0~

XAA U CbIPOCTU. [POHNKHOBEHVE BOAbI B
3NEeKTPONHCTPYMEHT MOBBILLAET PUCK
NOpaxeHUs ANEKTPOTOKOM.

» He pa3speluaetcs ucnonb3oBaTh LWHYP
He No Ha3Ha4yeHuto, Hanpumep, Ansa
TPaHCNOPTUPOBKA UNKN NOABECKM 3NeK-
TPOVHCTPYMEHTA, UMK ANA BbITArMBaHUA
BUJIKM U3 LUTENCENbHOW PO3eTKMU.
3awmwanTe WHyp OT BO3AEACTBUSA
BbICOKUX TeMnepartyp, Macna, ocTpbIX
KPOMOK WMIW NOABWKHbIX YacTen anek-
TPOUHCTPYMeHTa.[ToBpeXAEeHHbIN 1
CMyTaHHbIN LUHYP NOBBILLAET PUCK NOPAKEHUS
3EKTPOTOKOM.

» Mpu paboTe ¢ 3NeKTPOUHCTPYMEHTOM
nop, oTKPbITbIM HEGOM NpUMeHANTe
npurogHblie Ans 3atoro kabenu yanu-
HuTenu. MNprvmMeHeHne NpurogHoro Ang
paboTbl NoA oTKpbITEIM HEBOM kabens
YOTMHUTENSI CHUXXAET PUCK NOPaXKeHUs
3MEKTPOTOKOM.

» Ecnv HeBO3MOXHO n3bexaTtb npume-
HEHWA ANEKTPOMHCTPYMEHTa B CbIPOM
nomeLleHnm, NOAKIMIYaNTe ANEKTPOUH-
CTPYMEHT Yepe3 yCTPONCTBO 3aLyUTHOIO
oTKNntoYeHus. [NpMmeHeHne ycTporicTa
3aLLUMTHOTO OTKIMKOYEHUSI CHUXAET pUck
3NEeKTPUYECKOrO MopaxXeHusl.

Bes3onacHocTb nogen

» ByabTe BHUMaTenbHbIMK, cnieauTe 3a
TeMm, yTo Bl lenaeTe, n npoaymaHHo
HauuHamnTe paboTy C ANEeKTPOUHCTPY-
MeHTOM.He nonb3ynTechb 3NeKTPOUH-
CTPYMEHTOM B YCTarioM COCTOAHUN UNU
ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTU4eCKOro UMM ankorosibHOro
ONbSAHEHWS1 UMW NOA BO3AEUCTBUEM Jie-
kapcTB. OMH MOMEHT HEBHMMATENBHOCTU
npu paboTte € 3NEeKTPONHCTPYMEHTOM MOXET
NpUBECTU K CEPbE3HBIM TPaBMaM.

» MpuMeHsTe cpeacTBa MHAUBUAYaNb-
HOM 3alMThI U BCErAa 3alUUTHbIE OYKMU.
Mcnonb3oBaHne cpeacTs UHAMBUAYaNLHON
3aLWMThI, KaK TO: 3aLMUTHON Macku, obyBn Ha
HecKonb3sLlen NoAoLLUBe, 3alMUTHOrO wema
UM cpeacTB 3aluTbl OPraHoB cryxa, — B
3aBMCUMOCTY OT BMAa paboTbl ¢
3NEeKTPONHCTPYMEHTOM CHUXAET pUCK
nony4yeHns TpaBM.

» MpenorBpalyanTe HenpegHaMepeHHoe
BKITIOYEHMWE 3TEKTPOMHCTPYMEHTA.

Mepen noakniovYeHMEM INEKTPOUH-
CTPYMEHTA K 3NEeKTPONUTaHUIo u/Mnm K
aKKyMynsTopy y6eantech B BbIKITHOYEHHOM
COCTOSIHMM 3NEKTPOMHCTPYMEHTA.
YaepxaHue nanbla Ha BblkNoYaTene npu-
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TPaHCNOPTMPOBKE W MOAKIMIOYEHNE K CETU
MUTaHUS BKIIOYEHHOTO 3M1EKTPOMHCTPYMEHTa
YpeBaTo HeCYaCTHbIMU CryYasimu.

» Y6upaiTe yCTaHOBOYHbIA UHCTPYMEHT
WIN raeyHble KIo4u A0 BKIOYEHUA
3NeKTPOUHCTPYMeEHTA. IHCTpYMEHT nnu
KIHOY, HaxXo4sALWMIACS BO BpaLLaloLWEencst vYacTu
3MEKTPOUHCTPYMEHTA, MOXET NPUBECTU K
TpaBmam.

» He npuHumaiTe HeecTecTBEHHOE Moo~
XeHue kopnyca Tena. Bcerga saHumante
YCTOM4YMBOE MOJIOXKEHUE U COXPaHAUTE
paBHoBecwue. bnarogapsi atomy Bbl MoxeTe
nyyLle KOHTPONMPOBATb 3IEKTPOVHCTPYMEHT
B HEOXMAAHHbIX CUTYaLUsIX.

» Hocute noaxopsiuyto pabouyto oaexay.
He HocuTe wnMpokyto oaexay u
yKpauweHus. [lepxxuTe Bonockl, oaexay u
pykaBuLbl BAANU OT ABUXYLUMXCA YacTen.
LLnpokas opgexaa, ykpalleHust unu AnuHHbIe
BOIMOCbI MOTyT ObITb 3aTSHYThI
BpaLLaLLMMUCS YacTAMM.

» lMpun HaNM4YUN BO3MOXHOCTU YCTaHOBKU
NbineoTcachIBalOLWNX U NbINec6opHbIX
YCTPOMCTB NpoBepsiiTe UX NpucoeauHeHue
M NpaBUITIbHOE UCMNONb30BaHuUe.
MprMMeHeHWe NbineoTcoca MOXeT CHU3NTb
OMacHOCTb, CO34aBaEMYH0 MNbifbHO.

» Xopoluee 3HaHNE INEeKTPOUHCTPYMEH-
TOB, Norny4yeHHOe B pe3yfnkLTaTe YacToro ux
MCMONb30BaHMUsA, He AOMKHO NPUBOAUTD K
camMoyBepPeHHOCTU U UTHOPUPOBaHUIO
TEXHMKN 6e3onacHOCTU o6paLleHus ¢
ANeKTPOUHCTPYMeHTaMu. OgHo HebpexHoe
AeVicTBYE 3a [0S0 CeKyHAbl MOXET NPUBECTM
K cepbe3HbIM TpaBMaM.

» BHUMAHMUE! B crnyyae BO3HUKHOBEHUS
nepebos B paboTe anNeKkTpOMHCTPYMEeHTa
BCIeACTBUE MOMHOMO UM YacTUYHOTO
npekpaLLeHnst 3HeprocHabxeHns nnm
NOBPEXAEHMS Lienn ynpaBneHnst aHepro-
CHabXeHneM ycTaHOBWTE BblKNiovaTens B
nonoxexue Bbikn., y6eanBLUNCL, YTO OH He
3abnoknpoBaH (Mpu ero HanuM4uw).
OTKIoUMTE CETEBYIO BUIIKY OT PO3ETKU WUnn
OTCOEANHUTE CbEMHBIV akKyMynsiTop.

3TMM nNpegoTBpaLLaeTcs HEKOHTPONMPYEMbIN
NMOBTOPHbIV 3anyck.

MpuMeHeHne 3NeKTPOUHCTPYMEH-

Ta 1 obpallyeHue ¢ HUM

» He neperpyxaiTte aneKTPOUHCTPYMEHT.
Ucnonb3ynTe ana Bawen pa6oThbl
npeAHa3HavyeHHbIW ANsi 3TOro 3MeKTpo-
MHCTPYMeHT. C noaXxoAslmM 3neKkTpo-
MHCTpyMeHTOM Bbl paboTaete nyyiue n

HaJexHee B yka3aHHOM [uanasoHe MOLL-
HOCTMW.

» He pa6oTaiiTe C aNeKTPOUHCTPYMEHTOM
npu HemcnpaBHOM BbiKntoyaTene. Onek-
TPOUHCTPYMEHT, KOTOPbIN He NoaaaeTcs
BKJTIOYEHWIO UM BBIKITIOYEHMIO, OMaceH 1
AOIMKeH BbITb OTPEMOHTMPOBAH.

» XpaHuTe 3NeKTPOMHCTPYMEHTbI B HeA0-
CTynHOM Ans geten mecte. He paspewante
nonbL30BaTbCA NEKTPOUHCTPYMEHTOM
nvuam, KoTopbie He 3HaKOMbl C HUM UNU
He YNTanu HaCcTOALMX UHCTPYKLIUNA.
OneKTPOMHCTPYMEHTbI OMacHbl B pykax
HEOMbITHBIX NNLI.

» TwaTenbHO yXaXuBanTe 3a 3NeKTpo-
MHcTpyMeHTOM. MpoBepsAiTe 6e3ynpeyHyto
byHKLMIO 1 XOA ABNXKYLUMXCA YacTen
3MNEeKTPOUHCTPYMEHTA, OTCYyTCTBUE
MOSIOMOK UJN NOBPEXAEHUMN,
oTpuvLaTeNbHO BNUAKLWNX HA (PYHKLNIO
aneKkTpouHcTpymeHTa. lMoBpexaeHHbIe
4YacTU AOMKHbI ObITb OTPEMOHTUPOBAHbI
A0 UCNoNb30BaHUSA 3NEKTPOMHCTPYMEHTa.
Mnoxoe obcnyxuvBaHue anek-
TPOUHCTPYMEHTOB SBMAETCSA NPUYNHOW
60MbLUIOro Yncna HecyacTHbIX CryYaes.

» [lepXuTe pexyLimMi MHCTPYMEHT B 3a-
TOYEHHOM M YNCTOM COCTOAHUMU. 3a60TNNBO
YXOXEHHbIE PEXYLLUME UHCTPYMEHTbI C
OCTPbIMU PEXYLLMMU KPOMKaMK pexe
3aKMNMHUBAKOTCA W WX Nerye BecCTu.

» MpumeHANTe 3NEeKTPOMHCTPYMEHT, Npu-
HapAneXHoOCTH,paboune NHCTPYMEHTbI U T.
n. B COOTBETCTBUM C HAaCTOALLMUMM
MHCTPYKUUAMU. YUUTbIBANTE NPU 3TOM
paboune ycrnoBusi n BbINONHAEMYO
paboTy. Vicnonb3oBaHne aneKTPONHCTPY-
MEHTOB AN151 HENPEAYCMOTPEHHbIX paboT
MOXeT MPUBECTU K ONACHbIM CUTyaLMSM.

» [lepuTe pyyku n NoBEpXHOCTU 3axBaTa
CYXVMMMW U YNCTbIMMU, CrieanuTe 4YTOObI Ha
HUX YTOObI Ha HUX He BbINO0 XWAKOWU Unun
KOHCUCTEHTHOMW CMa3Ku.

Ckonb3Kkue pyyku 1 NOBEPXHOCTM 3axBaTta
npenaTcTBytOT 6e3onacHoMy obpalleHnio ¢
WMHCTPYMEHTOM U He [aloT HafEeXHO
KOHTPONMpOBATb €ro B HeNpeaBUAEHHbIX
cUTyaumsx.

CepBuc

» PeMOHT 3aneKTPOMHCTPYMEHTa AOIKEH
BbIMONHATLCA TONbLKO KBanuduumpo-
BaHHbIM NMEePCOHarnoM 1 TorNbKO C Npu-
MeHEeHUEM OpPUrMHanbHbIX 3anacHbIX
yacTten. OTum obecneunBaeTca 6e3onacHOCTb
3MEeKTPOUHCTPYMEHTA.
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MHcTpyKuMM no TexHuKe 6e3onac-
HOCTU AN 3NEeKTPOCBapO4YHOro

annaparta

» O6GsA3aTenbLHO yAOCTOBEPLTECH, YTO
3aneKTpUyeckKas poseTka, K KOTOpow
noAKnYaeTcs MHBEPTOpP 3a3eMreHa.

» 3anpelyjaeTcs npMKacaTbCA K OroneH-
HbIM 3M1IeKTPUYECKMM HaCTAM U 3NeKT-
poay OTKPbITbIMU YacTAMMU Tena, Mo-
KPbIMU NepyaTKkamMmun Unv oaexaoun.

» He HaunHanTe paboTy noka He ybeam-
Tecb B TOM, YTO Bbl U30NIMPOBaHbI OT
3eMIn U OT 3aroToBKMU.

» Y6eputechb, 4TO Bbl HaxoAuTeCch B 6€30-
MacHOM MOJIOXKEeHUN.

» He BObixanTe rasbl, o6pasyrowmecs
npu cBapkKe, OHU BpeAHbl A4NA 340po-
BbSl.

» Heobxoaumo obecneuntb AocTaToy-
HYI0 BEHTUNALMIO paboyero mecta unm
MCnonb30BaTh CneunanbHble BbITAXKA
AN yaaneHus rasos, obpasylowmxcs
B npotiecce nNpoBeAeHUs CBapOYHbIX
pabor.

» [nsa 3awmThl rNas u Tena ucnonb3ymre
noaxopsilyto 3alMTHYO MacKy, CBeTo-
cunbTp 1 3awmTHYO oaexay. Ogexaa
[0MKHa OblTb NMOMHOCTLIO 3acTerHyTa, 4YTo-
Obl MCKPbI 1 OpbI3TK HE Monagany Ha Teno.

» lMpuroroBbTE NOAXOAALLYIO 3ALMTHYIO
MacKy Mnu 3aHaBecKy Ans 3awmThbl
cmoTpsLero. [1nsa 3awmTel gpyrux nogen
OT M3MYYeHUs Jyrv 1 ropsymx MeTansos
HeobXoaMmo orpaauTb paboyyto 30Hy Or-
HeynopHbIM OrpaxaeHeM.

» Bce cTeHbl u non B paboyei 30He
AOJMKHbI ObITh 3aLMLIEHbI OT BO3MOX-
HOro nomnagaHusa UCKP U pacKkaneHHoro
MeTanna, 4Tobbl n3bexatb TNeHus n
BO3ropaHus

» He ponyckante HaxoxaeHus Ha pabo-
YyeMm MecTe ropro4Mx MaTepuanos (ae-
peBo, Oymara, TPANKU u T.4.).

» pu npoBegeHUn cBapku Heo6xo4UMO
obecneunTb pabouyee mecto cpeacTea-
MU MOXapOoTyLUEeHUS.

» 3AMNPELLAETCA:

— Wcnonb3oBaTtb cBapOYHbI NonyaBToMar B
CbIPbIX MOMELLEHUAX UKW MOA AOXKAEM;

— Wcnonb3oBaTtb anekTpuyeckue kabenu ¢
NOBPEXAEHHOW U30oMNALMEN N NAOXMMU
COoeaVHUTENbHBIMU KOHTaKTamu;

— [NpoBoauTb cBapo4Hble paboThbl Ha KOH-
TenHepax, EMKOCTAX unu Tpybax, KoTopble
cofepxanw xuakue unv rasoobpasHole

onacHble BELLeCTBa;

— NpoBoguTb cBapoYHbIe paboThl Ha pe-
3epByapax nof AaBneHveM;

— Pabotatb B ogexae ¢ naTHaMmn macna,
Xupa, 6eH3nHa 1 ApYrux ropoYmnx Xuako-
cTen.

» Wcnonb3ynte HayLWHUKN Unu apyrue
cpeAcTBa AnNs 3aWuThbl yLLen.

» MpeaynpenuTte HabnogaTens, YTO WyM
BpeAeH Ans cnyxa.

» Ecnu Bo Bpemsl yCTaHOBKM U 3KCNIy-
aTauumn BO3HUKHYT Npobnemsbl, noxa-
nywucTa, crneayute 3ToM MHCTPYKUUU MO
IKcnnyaTaumMm Ans NpoBepKu.

» Ecnu Bbl He A0 KOHL,a MOHUMaeTe py-
KOBOACTBO UIN He MOXeTe pelunuTb
npobnemMy ¢ MHCTPyKUMeNn, Bam crieqyeT
obpaTuUTbCA K NocTaBLyMKaM Unm B cep-
BUCHbIW LIEHTP 3a npodeccuoHanbHomn
NoMoLLbIO.

» MalwmnHa formkHa 3KCniyaTupoBaTbCA B
CYXMX YCINOBUSAX C YPOBHEM BMaXXHOCTU
He 6onee 90%.

» Temnepartypa okpy»xatoLlen cpeabl
pomkHa 6bI1Tb oT -10 go 40 rpagycosB no
Lenbcuto.

» U3beranTte cBapku Ha COnHuUe unu noa
Kannamu Boabl. He gonyckarnTte nonaga-
HWS1 BOAB! BHYTPb MaLUWHBbI.

» WU3bGeraiTe cBapKku B NblNIbHbIX MecTax
N B cpefe C arpecCUBHbIM ra3oMm.

» U3beranTe rasoBon cBapku B cpeae c
CUINbHbLIM BO3YLIHbLIM MOTOKOM.

» Pabouuii, y KOTOPOro ycTaHOBINEH Kap-
ANOCTUMYINATOP, AOIMKEH MPOKOHCY b=
TUpOBAaTbLCA C BPauoMm nepen CBapKou.
MoToMy YTO anekTpoMarHMTHoe nosne
MOXeT HapyLUUTb HopMarbHyto paboTy
KapavoctTumynsTopa.

OnucaHue npoayKta u ycnyr
MpouTuTe BCe yKasaHUA U UHCTPYK-
LMK MO TEXHUKe 6e30MacHoOCTH.
YnyLeHus B OTHOLLIEHWM yKa3aHui n
VHCTPYKUWIA N0 TexHUke 6esonacHo-

CTV MOTYT CTaTb NPUYMHOW NOPaXXeHUs anek-

TPUYECKMM TOKOM, NoXapa 1 TSXKerbIX TPaBM.

MpumMeHeHMe No Ha3Ha4YeHUO
CBapoyHbIN NonyaBTOMaT MHBEPTOPHOIO TuNa
NOCTOSIHHOIO TOKa (Janee — usgenve) npea-
HasHayeH [ns cBapoyHbIX paboT meTogamu
MIG/MAG (cBapka anekTpoAHON NPOBOMIOKON
B cpege 3awuTHoro ra3a) u MMA (pydHas
3neKkTpoayroBasi cBapka LUTYYHbIMW MnaBKu-
MW NOKPbITEIMW 3MEKTpoAaMu).

V3nenve MoxeT NPUMEHSATHLCS ANs CBapKU
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pa3nnyHbIX BUOOB METarsoB.
M3o06paxeHHble COCTaBHbIe YacTu
Hymepauvm npeactaBrieHHbIX KOMMNOHEHTOB
BbIMNOJTHEHa No |/|306pa>KeHvuo Ha CTpaHuue C
nnncTpaymnamn.

1. Kabenb nepeknioyeHnss NoNspHOCTH

2. PasbeMm NogkrnoveHns ropenkm

3. CwuroBoli pasbem «+»

4. CwunoBoW pasbem «-»

5. BeHtunsrtop

6. KHonka nutaHus

7. WTyuep Ans nogknioyeHns 3awmUTHOro

rasa

8. Bxopg kabens nutaHus

TexHU4eckue XapPakKTepUuCcTuku

Mopgenb PMIG165-C1

HomuHanbHoe 190-250 B / 50 'y

HanpsbkeHne/yacToTa

HomuHanbHas 4800 Bt

MOLLIHOCTb

[nanasoH BbIXOQHOTO 10-165 A

TOKa

[nameTtp NpoBOMoku

(MIG) 0,8-1,0 mm

[dnameTp anekTpopa

(MMA) 1,6-4,0 mm

MpoaomKnTensHOCTL o
60%

BkntodeHus (MB)

Bec 9,5 kr

KomnnekT noctaBku

CBapoYHbIi nonyasToMat 1wt

Kabenb c anektpopgoaepxarenem 1wt

Ka6enb ¢ ropenkoit 1w

Kabenb ¢ knemmolt 3asemneHms 1 wr

LLInToK cBapO4HbIi 1wt

LLleTka-mMonoTOK 1wt

PykoBoacTBO no akcnnyartauum 1wt

MpumeyvaHue
B TekcTe n umdpoBbix 0603HaYEHUAX UH-

CTPYKUMU MOTyT 6bITb ponyuweHbl TEXHU4eCcKkue

OLLINOKM 1 oneyaTKu.

Tak kak nHcTpymeHT P.I.T. nocTosiHHO coBep-
LLIEHCTBYETCS, KOMNaHUS OCTaBnseT 3a cobon
npaBo BHOCWTb U3MEHEHUS B yKa3aHHbIe
30eCb TEXHWYECKNE XapaKTEPUCTUKN N KOM-
nnekTauuto 6e3 npeaBapuTENbHOTO YBEAOM-
nexus.

MoproToBka Kk pabore
YcTaHaBnvBawiTe annapaT Ha POBHOW NOBEPX-
HocTu. Paboyee MecTo JOMKHO ObITb XOPOLLO
BEHTUMMPYEMbIM, CBapPOYHbI annapart He
[OMMKeH noaBepraTbcs BO3AENCTBUIO NbINK,
rpsisv, BNarv 1 akTmBHoro napa. [ins obecne-
YeHUst HopManbHOW BEHTUNALUM pacCcTosiHNE

OT annapara Ao APYrvx NpeaMeToB JOIMKHO
6bITb He MeHee 50cm.

BHUMAHME! Bo n3bexaHve nopaxeHusi
3NeKTPUYECKNM TOKOM MCMOMb3YNTe TOMNbKO
3NEeKTPUYECKYIO CETb C 3aLLUMTHBIM 3a3eMnsto-
LLIMM MPOBOAOM ¥ PO3ETKM C 3a3eMNFoLWnMmn
koHTakTamu. SAMNPELLAETCA nepenensiBatb
BUJIKY, €CIN OHA He MOAXOAUT K po3eTke.
BmecTo aToro kBannuumMpoBaHHbIA 3NEKTPUK
[OMKEeH YCTaHOBWTbL COOTBETCTBYHOLLYIO
pO3eTKy.

O6GecneyeHne 6e3onacHOCTU Noa-

roToBKM K pabote

Mepen BkNtoYeHNEM U3genusi yctaHoBuTe

BbIKMto4aTenb B nonoxeHue «0», a perynatop

TOKa B KpaliHee neBoe NosioXeHue.

MogroTtoBbTech k paboTe:

— NOAroTOBLTE CBapUBaeMble AeTanu;

— obecneybTe 4OCTAaTOYHYO BEHTUNALMIO
pabouero mecTa;

— ybenutechb B OTCYTCTBUM B BO3AlyXe NapoB
pacTBopuTenen, NerkoBoCnIaMeHsLLMX-
CA1,B3pbIBYATHIX U XMOPCOAEPKALLMUX BE-
LecTs;

— NpoBepbTe BCE MOAKMIOYEHUS K U3AENNIO.
[omxHbl ObITb BbINOMHEHbI NPABUBHO 1
HaOE&XHo;

— NpoBepbTE CBApOYHbIN Kabenb, B criydae
NOBPEXAEHNS OH JOIKEH OblTb 3aMEHEH;

— UCTOYHUK NUTaHWS OSKEH ObiTb OCHALLEH
3aLUMTHBIMK CUCTEMAMM.

Ecnu Bbl CTONKHYNMCb ¢ Npobnemamu, ¢ KOoTo-

pbIMU HE MOXeTe CnpaBuTbCs, 0bpaLLanTecs
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i

o

AnemMeHTbI ynpaBneHnua U UHOUKaTOpPbI

[CURRENT METER VOLTMETER

&

C.5(C02/0.8)

) FLUX“
. MIG/MMA-165A i

0 GAS/1.0)

C.S(MAG/0.8)

MHavkaTop pexuma ceapku 2T.

KHonka nepekntoveHns pexxumon 2T/4T.

MHoukaTop pexuma ceapku 4T.

KHoMka nepeknio4eHns pexxnMoB YHUULIMPOBaHHOW (aBTOMATUYECKON) / YaCTUYHOWM
(py4HOI) perynmpoBKu.

MHavkaTop pexunmMa yHUhULMpOBaHHON (aBTOMATUYECKON) / HaCTUYHON (Py4HOWN) HACTPOMKK:
VHAMKATOP 3aropaeTcs B peXxnmme YacTUYHOW HacTporikn. EguHas perynupoBka o3Havaert, YTo
CBapOYHbIN TOK U CBApPOYHOE HanpshXeHne perynmpyroTcs CUHXPOHHO (aBTOMAaTUYeCKn) Ans co-
rnmacoBaHus ApYr ¢ APYroM, @ YaCcTUYHas perynvmpoBka 03Ha4aeT,4To CBApPOYHbIVi TOK U pasaenb-
Has perynmpoBka CBapOYHOrO HanpsbkeHWs (pyvHast perynmupoBka, Ans NpodeccMoHansHoro
MCMOMNb30BaHMs).

Perynatop cunbl Toka.

MHaukaTop coctosHus pexvma VRD.

KHonka aktusauum / oTmeHbl pexuma VRD.

CBeTOBOW MHANKATOP YIMEKMCIIOro rasa C UCnonb3oBaHWeM CBapO4YHOI nposonoku 0,8 Mm
MHamkaTop cMeLlaHHOro rasa ¢ Mcnonb3oBaHWeM CBapoYHo nposornoku 0,8 mm.
Perynatop HanpsbkeHus.

WHaunkaTop Buaa ceapku MMA.

MHavkaTtop paboTbl ¢ MOPOLLKOBOW CBapo4Hom npososiokorn 1,0 Mm.
WHpmkaTop paboThbl C MOPOLLKOBOW CBAPO4HONM NpoBosiokoi 0,8 Mm.
KHonka nepekntodeHus BuaoB ceapku MIG, MAG, MMA.

KHonka BkntoveHns MexaHn3ma nogaduu npoBonoku (MpoTsiKka NPOBOIOKN).
[Owucnnen BonbTMeTpa.

MHamkaTop Tennoson 3aLuThl.

WHaunkaTop nuTtaHus.

Oucnnen amnepmetpa.
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Cxema noAKINK4YeHUA cBapo4yHoOro C6opka cBapo4HOro WuTKa

annapara G
CBapka cnrnolHou npoBornokou(puc 1)

)

paLx

MNoaroToBKa k cBapKe B pexume
MIG/MAG

BbiGepuTe HeobxoanMblii BUA CBapPKM C NOMO-
b0 KHOMKM 15. Takke ycTaHOBUTE Mpw no-
MOLLM NepekroyaTens 2 pexvM BKIoYeHus/
BbIKIMOYEHNsT CBAapOYHOro Toka (2T — cBapka
BeOETCS NpW HaXKaTou KHomMKe ropenku, 4T —
nepBoe HaxxaTue Ha KHOMKY ropernikm — Havarno
CBapKu, BTOPOE HaxaTue — KOHeL, CBapKu).
dyHkuma VRD oTBevaeT 3a NOHWXEHUN Ha-
NPSPKEHUSI XONOCTOro XoAa UCTOYHUKa 40
6e3onacHbIX AN Yenoseka 12-24 BonbT, T.e.
CHWXKAETCs1 HanpsbkeHue, korga annapar
BKITHOYEH,HO CBapka He npousBoguTtcs. Kak
TONbKO HAYMHAETCS NPOLLECC CBapKM, yCTPOn-
ctBo VRD BoccTaHaBnueaet pabouve napa-
METPbI HANPSKEHUS.

Onuust VRD akTyanbHa B Takux cny4vasx:
Annapart aKcnnyaTupyeTcs B yCroBUsiX NOBbI-
LLIEHHOWN BNAXHOCTM BO34yxa; BbiCOkMe Tpebo-
BaHUsI K TEXHMKEe 6e30MacHOCTM Ha 06beKTE;

Csapka anektpopom(puc 3) MCIONb30BaHe CBapOYHOro 060PYA0BaHNS
Ha HeBOoNbLUNX NMOLWAAKaX.
MNopenka
@s CsapouyHas ropenka MIG/MAG cocTtouT u3

OCHOBBbI, COeAMHNTENBHOTO Kabens n pyyku.
OcHoBa coefiMHAET CBapOYHYIO ropernky v
YCTPOWCTBO Nofdaun nposonokun. CoeanHn-
TenbHbIN Kabenb:

[MOKpBITbIV HENNIOHOM HanpaBnSOLWMIA KaHan
noMeLLieH B LIeHTp nonoro kabens. BHyTpeH-
HSA YacTb KaHana npegHasHaveHa Ans no-
Aauv nposornoku. CBob6ogHOe NpoCcTPaHCTBO
Mexay KaHanom 1 noneiM kabenem npegHa-
3Ha4YeHo Ans Nofaym 3almTHoro rasa.Cam
nonbIn kabenb NpeaHas3HaveH Ans noaaqn
ToKa.

BHUMAHME! lMNMepen cbopkoit 1 pazbopkoi
ropesnku Unun nepes 3ameHon KOMMOHEHTOB
HeobX0AMMO OTKITIYNTL Nodavy aneKkTponu-
TaHus.

19




P.I.T.

CBapoyHbii [NonyasTromar

YcTaHOBKa KaTyLKN

Mon6epute HeobxoaVMYH NPOBOMOKY B CO-
OTBETCTBUM C TEXHOMOrMen ceapku. Auametp
MPOBOMOKN AOMMKEH COOTBETCTBOBATL MpU-
BOAHOMY POIVKY, HanpaBnsatoLeMy KaHany v
KOHTaKTHOMY HaKOHEYHWKY.

OTkpoliTe GOKOBYHO KpbILLKY annaparta ans
YCTaHOBKM KaTyLLKu ¢ npoBoniokor. OTKpyTuTe
perynupoBOYHbIA BUHT KaTyLLKoAepaTens,
HaJeHbTe KaTyLLKy Ha kaTyLlkogepxaTesb 1
3admKeupymnTe ee aTUM xe BUHTOM. KoHel|
NPOBOMOKN JOIMKEH HaxoanTbes nog bapa-
6aHOM, HanpPOTMB NOAAKOLLEro YCTPOMCTBa.
C NoMOLLbI0 PerynmpoBOYHOrO BUHTA OTpe-
rynupymnTe cuny dukcaumm katywkv. Katywka
AomkHa cBoboAHO BpaLlaTbecs, HO Npu
paboTe He JOMKHO 06pa3oBbIBATLCS NETENb
nposonoku. Ecnu obpasytotca netnu, Heob-
XOAMMO CuIlbHEEe 3aTSHYTb PErynmpoBOYHbIN
BUHT. Ecnu kaTyLuka BpallaeTcs ¢ TpyaoM,
ocnabbre BUHT.

ge

YcTtaHOBKa NPOBOJIOKU B Hanpas-

nALWUA KaHan

OcnabbTte 1 onycTute Ha cebs perynsTop.
[ogHMMUTE NPUMKUMHON PONKK;

OTpexbTe N30rHYThIA KOHYMK NPOBOMOKMN U 3a-
npaBbTe NMPOBOIOKY B HANPaBNSOLWMIA KaHan
noAaloLLEero yCTpocTBa, BbIPOBHSINTE ee B
KaHane NpMBOAHOro ponuka. Yoeamtech, 4To
KaHan ponvka CoOOTBETCTBYET AUaAMETpPY Mpo-
BOJIOKM;

[MomecTute NPOBOMOKY B KaHan pasbema cBa-
POYHOW ropenku, OTMYCTUTE NMPUXKUMHOW po-
TVIK, U BEPHUTE B BEPTMKAIbHOE MOMOXeHne
perynaTop.

OTperynupyinte gaBrneHne NpuXMMHOIO ponu-
Ka.

— [Npu cBapke cTanbHON NPOBOMOKOW HEOO-
XOAMMO MCnonb3oBaTh V-06pa3Hyto kaHaBKy
NPVYBOLAHOIO PONKUKa;

— lNpu ncnonb3oBaHMK NOCOBON NPOBOSIOKU
HeobXoAMMO MCMOoMNb30BaTh LeCcTepeHYaTyo
KaHaBKy NMpPVWBOAHOrO ponwuka (Hanuune
3aBMCUT OT MOZENW N KOMMMeKTauum
annapara).

— lMpu ncnonb3oBaHNK antoOMUHUEBOM
NPOBOIOKN HeobxoanMo mcnonb3oBatb U-
obpasHyto KaHaBKy NMPUBOLHOMO POnu-
Ka(Hanu4me 3aBNCUT OT MOAENU U KOM-
nnekTauuun annapara).

NMopmaya NPoOBOSIOKM B CBapOYHbLIN

pykas

OTKpYTUTE CBApOYHbI HAKOHEYHUK Ha ropen-
Ke.

[Ins npoTarvBaHWs NPOBOMOKM B pyKaB roper-
KM HeobXoAMMO BPEMEHHO noaaTh nuTaHue
nepeksYeHneM BbikNnodaTens 6 n HaxumaTb
KHOMKy 16(MpOoTshKka NPOBOIOKM) A0 TeX
nop,noka oHa He 3anoNHWUT KaHan CBapO4HOro
pyKkaBa 1 He BbINAET 13 ropenku. OTknounte
nutaxue. Npumevanue! [ins ceobogHoro npo-
XOXAEeHWs NpoBONOKK B kaberne, pacnpammute
ero no Bcew gnuHe. MNMpu nogade NpoBOIOKU
ybeautecsb, 4TO OHa cBOOOAHO ABMXKETCS B
KaHane NpMBOAHOIO Poruka U CKOPOCTb Mo-
Aauun paBHomMepHasi. Ecnv ckopocTb nogayn
HepaBHOMEPHa,0TPErynNUpynTe AaBrneHne
NPWKUMHOTO pornuKa.

Monbepute 1 3aKpyTUTE KOHTAKTHbINA HaKO-
HEYHVK, COOTBETCTBYHOLLUIA AnameTpy NpoBO-
TIOKM U YCTaHOBWTE COMIIO.

PexuMbl nonyaBToMaTn4eckom

cBapKu
[aHHas ycTaHoBKa MOXET paboTtaTb C AByMS
TMNamy CBapOYHON NPOSIOBOKM: CMOLLHOW
OMeHEHHON MPOBOOKOM B cpeae 3aluTHOro
rasa, a TaKkke camo3aLLMTHON NOPOLLKOBOMN
NMPOBOIIOKOWA, B 3TOM crly4ae 6annoH ¢ razom
He TpebyeTcs.

[Mpu pasHbIX TUNax cBapOYHONM NMPOBOSOKN
TpebyeTcs pas3Has cxema NoaKHYeHus.

CBapka c rasom (GAS) cnnoLuHown
OMeAHEeHHOM NPOBOJIOKON:

— KopoTtkuit kabernb ¢ pasbeMoM, Haxoas-
IJ.lI/II7ICFI BHU3Y Ha nepe,D,HeVl naHenu anna-
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paTa,noakroynTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).

— 3akpenuTe Knemmy 3a3emreHus Ha cBa-
pvBaemoi aeTanu, CoeavHUTENb Ha ApYrom
KOHLe kabensi NoaknyMTe K NpaBomMy
pasbeMy Ha nepegHen naHenu (Knemma «-»).
— lNpoBepbTe MapKMPOBKY NOAAIOLLEro ponuka
B COOTBETCTBUM C ANAMETPOM UCMONb3yeMom
MPOBOMOKM.

— BcTaBbTe KaTyLUKy € MPOBOMOKON B rHE3a0.
— 3anpaBbTe NPOBOSIOKY B rOPENKY, OTKUHYB
MPW>XMM ponunka v BBeAs NPOBOSIOKY B KaHan
Yepes yrnybneHue B ponuke.

— 3akpoinTe NpUXUM ponuka, crerka rnoaTsHyB
32XMMHOW BUHT.

— Y6eamTecb B COOTBETCTBUM AvaMeTpa
OTBEPCTUSI HAKOHEYHMKA FoOperkv 1 AuameTpa
MPOBOMOKM.

— BkntounTte annapat 1 NporoHMTe NPOBOSOKY
[0 BbIXO[a U3 HAaKOHEYHVKA, HaXaB KHOMKY Ha
roperke.

— lMopknioumnTe LWNaHr oT ra3oBoro peaykTopa
K LWTYLepy Ha 3agHei naHenu annapara.

— OTKpoONTE BEHTUMb Ha BannoHe ¢ 3awmT-
HbIM ra30M, H&XXMUTE Ha KHOMKY ropenku n
oTperynupyiTe nogavy rasa peaykTopom
(0bbI4HO pacxop rasa ycTaHaBnMBaeTcs
cneayowmm obpasom: pacxof rasa (n/ MuH.)
= OunameTp npoBonoku (Mm) x 10.

— YcTaHoBuTe TpebyeMmblii pexum cBapku npu
MOMOLLW PerynsiTopos.

— Hauunavite csapky.

CBapka 6e3 rasa (NO GAS) camo-
3alMTHOM NOPOLLUKOBOM NPOBOJSIO-
KOW:

— KopoTkuin kabenb ¢ pasbeMoMm, Haxoas-
LMIACS BHWU3Y Ha NepeHen naHenu anna-
paTa,noakKroyMTe K NpaBoMy pasbemy Ha
nepegHen naHenu (knemma «-»).

— 3akpenwuTe knemmy 3a3emneHus Ha cBa-
pvBaemol aetanu, CoeavHUTENb Ha APYrom
KOHLie kabens nogknoymTe K nesomy
pa3beMy Ha nepefHew NaHenu (knemma «+»).
— NpoBepkTe MapkMPOBKY NOAALLEro ponuka
B COOTBETCTBUM C AUAMETPOM UCMONb3yeMon
MPOBOOKM.

— BcTaBbTe KaTyLUKy C MPOBOMOKON B rHe3a0.
— 3anpaBbkTe NPOBOSIOKY B rOPErkKy, OTKUHYB
NPW>KMM PonuKa 1 BBeAS NPOBOSIOKY B KaHan
Yepes yrnybrneHne B ponuke.

— 3aKpouTe NPWXUM pornuka, crnerka NnoaTsaHyB
32XKMMHOW BUHT.

— Y6eamTecb B COOTBETCTBUM AvaMeTpa

OTBEPCTUSI HAKOHEYHWKa roperkv 1 gunameTpa
NPOBOMOKM.

— BkntounTe annapat 1 NnporoHnTe NPoBOIOKY
[0 BbIXOAa U3 HAaKOHEYHVKa, HaXXaB KHOMKY Ha
roperke.

— YctaHoBuTe TpebyeMblii pexvm cBapku npwu
NOMOLLIN PErynsTopoB.

Mpouecc cBapku

YcTaHOBWTE BENUYUHY CBapOYHOIO TOKa UCXO-
A5 U3 TOMLLMHBI CBapyvBaeMoro Matepuana v
AnameTpa Mcnornb3yeMon aneKTPoaHON npo-
BOmoku. CKopoCTb NoAayun NpoBOMOKN aBTo-
MaTU4eCK/ CUHXPOHWU3NPYETCS C BENUYNHOMN
cBapoyHoro Toka. lNoaseawnTe ropernky K 3a-
roToBKe Tak, YTOObl MPOBOMNOKAa He kacanach
3aroToBKW, @ Haxo4MNack Ha PacCTOSHUA
HeCKOMbKMX MUNMMMETPOB OT Heé. Haxas Ha
KnaBuLLY rOPenku, 3axrute Ayry U npucty-
navite k ceapke. Haxatas knasuwa obecne-
YmBaeT rnoaadvy 3neKkTPOAHON MPOBOMOKU U
YCTaHOBMEHHbIN PEAYKTOPOM MOTOK 3aLLUMTHO-
ro rasa.

[nvHa gyrm n ckopocTb ABUXEHWS anekTpoaa
BMNUSAOT Ha hOPMY CBapOYHOTO LUBA.

PaboTta co cMeHHOM NONSAPHOCTbIO
M3Ha4anbHO CUMNOBOW KOHTAKT CBapO4HOWM
rOperku NOAKMIYEH K «+» Ha MoZyrne CMeHbI
nonsipHocTn. 3to OBPATHAA MOJIAP-
HOCTb. OHa npumMmeHsieTcsi Npu cBapke
N3[enuii 3 TOHKONUCTOBOW CTanu C Hepxa-
BEIOLLMMMU, NIEMMPOBaHHLIMU 1 BbICOKOYTIEPO-
OVCTBIMW CTarnsiM1,KOTopble OYeHb YyBCTBU-
TenbHbI K NEperpesy.

Bo Bpemsi cBapku Ha MPAMOW MONAPHO-
CTW 6onbluas 4acTb Tenna KOHUEeHTpupyeTcst
Ha camMOM M3[enuu, U3-3a Yero NPoOUCXoanT
yrnybneHue kopHsi Wwea. [Ins cMeHbl nonsip-
HOCTM ¢ oBpaTHOW Ha NpsiMyto HeobxoaNMOo
NepeksYnTb Ha MoAyINe BbIBOA CUMOBOIO
npoBoAa ¢ «+» Ha «-». A kabernb C 3aXK1UMoM
Maccbl B JaHHOM Crly4ae nogcoeauHnUTb K ae-
Tanu, BCTaBMB CUIOBOW HAaKOHEYHUK kabens B
KNeMMy «+» Ha nepegHen naHenwu.

[nsi cBapku ¢hritocoBoi (MOPOLLKOBOI) Npo-
BOJIOKOM 63 3alLMTHOro rasa Ucrnonb3yeTcst
MPAMAA MOJNTAPHOCTb. Mpu atom Gonb-
LM HarpeB MAET Ha n3genuve, a NpoBosioka U
KaHan cBapO4HOW roperku HarpeBaroTcs
MEHbLLE.

Mo okoH4YaHun CBapKu:

— OTBeCT CONo roperky oT LUBa, NpepBaB
CBapOYHYIo Ayry;
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PLT.

T OTnycTuTb KNaBwLLy ropernku Ans npekpa-
LLIEHNS MoAa4n dNeKTPOAHON NPOBOMOKN U
rasa;

T OTkno4MTb Nopady rasa, nepekpbiB KpaH
nogayv rasa ot pegykTopa 6annoHa;

T lMepeBecTu BblkMoYaTenb B MOMOXeHUe
«off» - BbIKIIOYEHO

Pexum pyyHon AyroBou cBapku

(mma)

1. NoacoegnHnTe anekTpoaoaepaTenb K «-»

Knemme annapara, kabenb 3a3eMneHnst K «+»

Knemme annapata (npsMasi NonspHOCTb),

unu HaobopoT, ecnu aToro TpebyloT ycnosus

CBapKu U/vnm mapka aneKkTpoaoBs:

[Mpn py4HOM AyroBon cBapke pasnuyaroT Asa

BMAA NOAKIMIOYEHUS: NPSMON MONSIPHOCTU U

obpaTHow. MNogknioyeHne «npsmasa» nonsp-

HOCTb: 3NEKTPOA - KMUHYC», CBapuBaemasi

Ae Tanb -«nnocy». Takoe MNOoAKMioYeHne N Tok

NPSMON NONSAPHOCTM LienecoobpasHbl Ans

pe3ku MeTanna u cBapku 60MbLUNX TOMLLUH,

TpebyoLmx 6onbLLIOro konuyecTea Tenna ans

WX nporpesa.

«ObpaTHasi» NonNApHOCTb (dnekTpoa -

«MACy, AeTanb - «MUHYC») UCMOMNb3yeTcs

npu cBapke HeGOMbLUMX TOMLWMH U TOHKOCTEH-

HbIX KOHCTPYKUMIA. [leno B TOM, 4YTO Ha OTpu-

LatenbHOM nosntoce (KaToae) anekTpuyeckon

Ayrn TemnepaTtypa Bcerga MeHblle, YeM Ha

NONOXMTENbHOM (aHOAE),3a CYET Yero anek-

Tpoa pacnnaensietcs bbicTpee, a Harpes Je-

Tanu yMeHbLLAETCS - CHUXaEeTCS M ONacHOCTb

eé npoxora.

2. YcTaHOBUTE NepeknioyaTens pexuma B no-

noxexne MMA

3. YcTaHOBUTE CBAPOYHbIN TOK COMMACHO TUMy

1 AnameTpy 3NeKTPoAa, Y HauvMHawTe cBapky.

4. Tok cBapKku perynupyercsa perynsatopom

CuUnbl Toka, akTUYeckoe 3HayeHne Toka npu

paboTe oTobpaxaeTcs Ha gucnnee amnepme-

Tpa.

5. Bo3byxxaeHne ayrn ocylecTBnseTcs npu

KpaTKOBPEMEHHOM MPUKOCHOBEHUW KOHLa

3MNeKTpoAa K U3AENUI0 U OTBELEHWIO ero Ha

Tpebyemoe paccTtosiHne. TexHU4eckun aToT

npoLecc MOXHO OCYLLECTBNATb ABYMS npue-

mMamu:
KacaHnem anektpoga BNpuTbIK U oTBEAe-
HMWEM ero BBEpX;
YnpkaHMem KOHLIOM 3MeKTpoAa, Kak Crmy-
KO O MOBEPXHOCTb U3genus.

BHumaHue! He ctyuute anektpogom no pa-

6o4elrt NOBEPXHOCTU MpU MOMbITKaX 3axeyb

Ayry,TaKk Kak 9T0 MOXeT NMpUBECTN K ero no-

BPEXAEHUIO 1 B JanbHeNLeM TonbKo 3aTpya-

HUT 3aXKnUraHve ayru.
6. Kak Tonbko Nnpoun3onaéT 3axuraHue ayru,
3MNEKTPOA HYXXHO JepXaTb Ha TakoM paccTo-
SHUKM OoT obpabaTbiBaemMoro marepuana, Ko-
TOpPOe COOTBETCTBYET AMAMETPY 3reKkTpoaa.
[ns nony4yeHusi paBHOMEpPHOrO LIBa Aanee
Heobxoammo cobngaTb 3Ty AUCTaAHLUMIO MO
BO3MOXHOCTU NMOCTOSIHHOW. Takxe Heobxo-
OUMO NMOMHUTb, YTO HAKMOH OCW 3arekTpoaa
[omkeH 6bITb npumepHo 20-30 rpagycos, Ans
nyylero BU3yanbHOro KOHTpons BegeHus
CBapoO4YHOro LWBa.

7. 3akaHuMBasa CBapOYHbIN LIOB, OTBEAUTE
3MeKTPoa HEMHOrO Ha3ap, YToObl 3anonHuncs
CBapOYHbIN KpaTep, a 3aTemM pe3ko NOAHVUMU-
Te ero 40 UCYE3HOBEHMWS OyTW.
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Tabnuubl napaMeTpPoOB CBapKu (TONMbLKO ANA CripaBKW)

TonwuHa PekomMeHAyeMbI aMamMmeTp NpoBONOKU, MM

MeTanna, lMpoBonoka CNoLWHOro ce4eHuns MpoBonoka c 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 +4+++++
3,0 + + + + +
5,0 ++ ++
6,0 + + +
8,0 + +
10,0 + +
12,0 + +

npoxoaos.

[Ina kayecTBEHHON CBapKM MeTanna TonwyHon 5 mm 1 6onee HeobxoanMo cHUMaTL acky ¢
TOPLIEBOW KPOMKM [ieTanen B MecTe Mx CTbIKOBKW UV MPOU3BOANTL CBapKy B HECKOMbKO

HacTtpowku pacxoga rasa npu cBapke MIG, MAG

OuameTp
NMPOBOSIOKM,
MM

05-08[1-14

25-3

Bbinyck
NPOBOJIOKM,
MM

7-10 | 7-14

14 -20

16 -20

Pacxop
rasa,
n/MuH

8-16

15-20

20-30

MapameTpbl cUnbl TOKa U AnameTpa IneTpoaoB npu ceapke MMA

OuameTp anekTpoga, Mm

Tok cBapku, A

MuUHUManNbHbLIN

MakcumanbHbIN

1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200

XapaKTepucTUKU CBapHOro LWBa
B 3aBMCMMOCTM OT CUMbl TOKa U CKOPOCTU OBUXXEHUA 3M1eKTpoaa Bbl MOXETEe Nony4vnTb crieqyto-

e pesynsTaThl:

IR 177N sPZZRSY RSN sPEARRN  6PZ RS

U P42 AN

O4eHb KOpOoTKada ayra

O4eHb ANHHaA ayra

ourwh=

OYeHb HU3KMIA TOK CBapKu
CIULLKOM ObICTPOE [ABWDKEHWNE 3NeKTPoAa

O4eHb BbICOKMI TOK CBapKu

CITMLLKOM MeaneHHoe ABMXEeHUEe anekTpoaa
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7. HOpMarnbHbIN LWOB

PekomeHayem npoBecTM HECKOMbKO MPOBHBLIX
CBapOK Ansi NOMy4YeHNs1 HEKOTOPbIX NpaKTuye-
CKVX HaBbIKOB.

OTKrlouYeHne CBapo4YHOro anmnapa-

Ta. TennoBas 3awumTa

Ha Baluem cBapo4HOM annapate ycTaHoBre-
Ha Tennosas 3alyMTa Ans NpefoTBpaLleHns
neperpesa aNekTPOHHbIX YacTel annapara.
Mpw npeBbIWeHUN TemnepaTypbl TEPMOBbI-
KntovaTens oTknounT annapart. O cpabatbl-
BaHWM TENOBOW 3aLLNTbl CBUAETENLCTBYET
CBeYeHNe nHauKaTopa.

BHUMAHME! lNMpu Bo3BpaLleHun Temnepa-
Typbl K HOpMarnbHoin paboyel, HanpspKeHue K
anekTpogy byaet nogaHo aBTomaTuyecku. He
ocTaBnsiNTe Ha 3To BpeMs usgenve 6e3 npu-
CMOTpa, a AepKaTernb 3MeKTpoaa, Nexalimm
Ha 3emsle UnNu Ha cBapMBaeMbIX AeTansx.
PekomeHayem Ha 370 Bpemsi BbIKMO4aTh an-
napart BblKno4aTenem.

HarpeB n3genuvs Bo BpemMsi paboTbl SBnsieTcst
HOpMarbHbIM.

BHUMAHME! Bo n3bexaHve nosomMok unm
npexaeBpeMeHHOro BbiXo4a CBapOYHOro
annapata 13 cTposi (0CO6eHHO Mpu YacTom
cpabaTbiBaHUM TEPMOBbLIKIOYATENST), Npexae
YeM npogomkaTte paboTy, BbISCHATE NPUYNHY
cpabatbiBaHWsl TENNOBON 3awWwuThl. [Ina atoro
OTKIOYMTE annapar OT ceTu 1 obpaTuTech K
pasgeny «Bo3aMoxHble HencnpaBHOCTY U Me-
TOAbl MX YyCTPaHEeHUs» HacToswero PykoBof-
cTBa.

Bo3MoXHble Hencn PaBHOCTU U

MeToAbl UX YCTPaHeHUs

CnepuTe 3a UcnpaBHbIM COCTOSIHUEM U3fae-
nus. B cnyyae nosiBneHns nogo3puTenbHbIX
3anaxoB, AblMa, OTHsl, UCKP CrieayeT BbIKHo-
YUTb annapart, OTKIHUYUTb ero OT CeTu u obpa-
TUTBCA B CNeLMann3mpoBaHHbI CEPBUCHbIV
LiEHTp.

Ecnu Bam 4T0-TO nokasanocb HEHOPMarnbHbIM
B paboTe u3aenusi, HeMearneHHoO npekpaTuTe
€ro aKcnyataumio.

B cuny TexHu4eckol CrnoxHoCTV usgenus,
KpUTEpUN NpeaenbHbIX COCTOSHUIA He MOryT
ObITb OnpeaeneHsbl Nonb3oBaTenemM camocTo-
ATENbHO.

B cny4yae siBHOM nnu npegnonaraeMon Heuc-
npaBHOCTW obpaTtuTech k pasgeny «Bosmox-
Hble HEMCMPaBHOCTM 1 MeToAbI UX yCTpaHe-
Hus». Ecnn HencnpaBHOCTY B NepeYHe He
okasanocb Unu.

Bbl He cmornu ycTpaHuTb ee, obpaTuTech B

crneunann3vpoBaHHbIi CEPBUCHBIN LIEHTP.
Bce apyrue paboTbl (B TOM YMCrie peMOHT-
Hble) JOIKHbI MPOBOAUTLCS TOMbLKO creyuna-
NINCTaMu 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

Fpa(bwqecxue CUMBOJIbl 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
01151 UICMONb30BaHWSA B YCNOBUSX, A€ CYLLECTBYET BbICOKUMA PUCK
nopaxeHusa anekTpu4eCKkMmM TOKOM.
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OTOT cMMBON NoOKasbIBaET, YTO Nepes Hayanom paboTbl BHUMa-
TENbHO NPOYNTANTE UHCTPYKLIMIO MO IKCMyaTauumn.

OTOT CMMBON NOKa3bIBAET, YTO CBAPOYHbIN arperat npeacTaBnser
cobol ogHogasHbIN CBApOYHbIV annapaT NOCTOSIHHOMO TOKa.

OTOT CMMBONN MoKasblBaeT asy NUTaHUsA 1 YacToTy NNHUK B rep-
uax.

TexobcnyXnBaHue u cepBuUcC

Texo6cnyxMBaHUe U oYUCTKa

» Bce paboTbl N0 TEXHUYECKOMY OOCNYXXUBaHUIO AOIMKHbI MPOBOAUTHLCA NMPU OTKIIOYEH-
HOM OT ceTu kabene.

» MNepepn BbINONHEHMEM NOGLIX PaboT C INEKTPOUHCTPYMEHTOM BbITalyMTe BUIKY U3 PO-
3eTKu.

» PerynsipHo yaansinTe Nbiflb CyXUM U YUCTbIM CXaTbiM Bo3ayxom. Ecnu cBapouHbIi
annapar 3KcnyaTupyeTcs B cpefie C CUIbHbIM 3aAbIMIEHNEM 1 3arpsA3HeHHbIM BO3-
AYXOM, ero Heo6xoAMMO YMCTUTL HE pexe OQHOro pa3a B Mecsl,. [laBrneHve cxaToro
BO3AyXa AOMMKHO ObITb B pasyMHbIX Npefenax, YTobbl NpeaoTBpatuTb NOBPEXAEHNE MENKUX U
YyBCTBUTESbHbIX KOMNOHEHTOB annapara.

» PerynspHo npoBepsAnTe BHYTPEHHIO LieMb CBapOYHOro annapara u yéeauTechb, 4To
coeAiMHEeHUSs Lieny NoAKoYeHbl NPaBUbHO U NOTHO (0COGEHHO pa3bem U KOMMo-
HeHTbI). [pn 06Hapy>XeHUM OKanuHbl N PXaBUYKHbI O4UCTUTE €ro N CHOBA NIMOTHO NOACOEAN-
HuTe.

» He ponyckainTe nonagaHuA Boabl U Nnapa B MHBepTOp. Ecnu 310 npon3oiaeT, npocywmTe
€ro 1 NpoBepbTe M3OMALMIO annapara.

» Ecnu cBapoyHbIv annapat He 6yAeT ucnonb3oBaTbCs B TeYeHUEe ANUTENBHOIO Bpe-
MEeHM, ero Heo6xoANMO NOMECTUTb B YNaKOBOYHYHO KOPOOKY U XPaHUTb B CYXOM M YMCTOM
MmecrTe.

Ecnu TpebyeTtca nomeHATb WHYpP, BO n3bexaHne onacHocTu obpaliantecb Ha oupmy P.I.T. nnun
B aBTOPM30BAHHYI0 CEPBUCHYIO MacTepCKyto ANs aneKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Balliero anekTPOMHCTPYMeHTa nopy4yanTe TonbKo KBanudguunposaHHoOMy nep-
COHany 1 ToNbKO C NPUMEHeHWeM OpUrMHanbHbIX 3anacHbIX YacTen. ATUM obecneyun-
BaeTcsi 6e30MacHOCTb 3MEKTPOMHCTPYMEHTA.

CnmMcok aBTOPM30BaHHbIX CEPBUCHBIX LEHTPOB MOXHO NMOCMOTPETL Ha ouumMansHOM canTe
P.LT.

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

XpaHeHMe U TPaHCNOPTUPOBKaA

CBapoyHbIil annapar cregyeT XpaHuTb B 3aKpbITbIX MOMELLEHUSIX C €CTECTBEHHOW BEHTUNALMEN
npu Temnepatype ot 0 Ao +40°C 1 oTHOCMTENbHOW BraxxHoCcTu Bo3ayxa Ao +80%. Hanvuve B
BO34yXe MapoB KWCIOT, Lerove n Apyrux arpeccuBHbIX NPUMeECeN He [oMyCcKaeTcs.
TpaHcnopTUpoBaTh NPOAYKLMIO MOXHO N0OLIM BUAOM 3aKpbITOrO TpaHCNopTa B yNakoBKe Npo-
n3soauTens unu 6e3 Hee, ¢ COXpaHeHNEM U3ENUSa OT MeXaHUYECKNX MOBPEXAEHNIA, aTMOC-
depHbIX OCaAKOB.
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YTunusauusa

OTCnyXumBLUME CBOWN CPOK 3MEKTPOUHCTPYMEH-
Tbl, NPUHAANEXHOCTU U YNaKoBKy cnepyeT
cAaBaTb Ha 3KOMOTMYECKN YUCTYI0 nepepa-
6OTKY OTXO0B.

E YTUNnsnpymTe anekTpouHCTPYMEHT -

j—
OTAENbHO OT BbITOBOrO Mycopal!

PacwudpoBka gatbl M3rotoBne-
HUA usgenus

No. 1707300395 .

roa mecsau AeHb -
[lata nsrotoeneHus nsgenus sawmdposaHa
BCEPUNHOM HOMEepe, HaneyaTaHHOM Ha Kop-
nyce nHcTpymeHTa. [MepBble 2 umdpbl 060- -
3HavaloT rog Bbinycka, criegyrowme 2 undpbl
—Mecsy 1 crneayowme 2 undpbl - AeHb.

YCNOBUA TAPAHTUAHOIO OB-
CNY>XUBAHUA

1.HacToswee rapaHTUiiHOE CBUAETENBCTBO
ABMSAETCA €AUHCTBEHHbIM JOKYMEHTOM, NOA4-
TBEpPXXAaLWMM Balle npaBo Ha becnnaTtHoe
rapaHTuiiHoe obcnyxveaHve. bes npeabss-
NeHVs JaHHOTO CBMAETENLCTBA NPETEH3UN He
npuHumatotcs. B cnyyae ytepu unu nopym
rapaHTUinHOe CBUAETENbCTBO HE BOCCTAHaB-
nuBaetcs.

2.lapaHTUIHBIN CPOK Ha 3NEKTPOUHCTPYMEHT,
a Takke 3apsigHble YCTPOWCTBA U aKKyMynsi-
TopHble 6baTapeun cepun OnePower coctaens-
eT 12 MecsLeB CO HS NPOAaxM, B TEYEHNEe
rapaHTUIHOIO cpoka cepBucHas crnyxba
6ecnnaTtHo ycTpaHsieT MPON3BOACTBEHHbIE
OedekTbl U MPOU3BOANT 3aMeHy AeTaren,
BblLLEALINX U3 CTPOS MO BUHE U3rOTOBUTENS.
Ha nepuopg rapaHTUAHOrO peMOHTa 9KBUBaA-
TNEHTHBIN UCNPaBHbIA MHCTPYMEHT He npeao-
cTaBnsieTcsl. 3ameHsieMble AeTanu nepexoasT
B cobcTBEHHOCTL cny6 cepsuca.

Komnanwus P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpen, KOTOpbIA MOXET ObITb MPUYUHEH MPK
paboTe ¢ aNeKTPOMHCTPYMEHTOM.

3.B rapaHTuiHbIN PEMOHT UHCTPYMEHT npu-
HVYMaeTCcs B YACTOM BuAeE, Npu 0ba3aTensHOM
HanMumMn Hagnexawmm o6pasom opopmIeH-
HbIX [JOKYMEHTOB: HaCTOSLLErO rapaHTUNHOIO
CBUAOETENbLCTBA, rAapaHTUAHOIO TanoHa, ¢ nos-
HOCTbIO 3aMOfIHEHHbLIMW NMOMAMMU, LUTAMIMOM
TOProBOW OpraHU3aLMun 1 NOANUCHID NOKyna-

Tens.
4.[apaHTUHbIA PEMOHT HE NPOM3BOAUTCA B
crepyoLmx cnyyasx:

npv OTCYTCTBUM rapaHTUAHOMO CBUAETENLCTBA
1 rapaHTWHOrO TanoHa UM HenpaBWbHOM
nx ocpopmneHuny;

npu COBMECTHOM BbIXO4E W3 CTPOS AKOPSA U
cTaTopa anekTpoasuratens, npu obyrnuBaHum
Unu onnasfeHy NepBUYHON OBMOTKM TpaHC-
dopmaTopa cBapo4HOro annaparta, 3apsaHOro
UNuM NycKo-3apsafgHOro ycTponcTsa, npu
ONNaBneHUn BHYTPEHHWX AeTarnen, npoxwure
3MEKTPOHHbIX NAaT;

€Cnun rapaHTUNHOE CBUAETENbCTBO UMN  TanoH
He npuHagnexat JaHHOMY 3NeKTPOUH-
CTPYMEHTY W He COOTBETCTBYeT YCTaHOB-
NeHHoMy nocTaBLLyKom obpasLy;

Mo UCTEYEHUM CpoKa rapaHTuu;

npwv NOMbITKax CaMOCTOSITENbHOIO BCKPbITUSA
UM PEMOHTA 3NIEeKTPONHCTPYMEHTA BHE ra-
paHTUHOWM MacTepCKoW;

BHECEHWNSA KOHCTPYKTUBHbIX W3MEHEHWUA "
CMa3Ku MHCTPyMEHTa B rapaHTuUiHbIA Nepuog,
0 YeM CBMAETENbCTBYIOT, HanpuMmep, 3arnombl
Ha LWNULEBbIX 4acTsaX Kpenexa KOpMyCHbIX
netanemn.

npy MCMNOMNb30BaHUN JNEKTPOMHCTPYMEHTa B
NPOV3BOACTBEHHbIX WM WHbIX LIeNsAx, CBS-
3aHHbIX C MonyyYeHVeM Npubbinu, a Takke npu
BO3HUKHOBEHWN HEMCNPABHOCTEN CBSI3aHHBIX C
HecTabunbHOCTLIO MapaMeTpPoB JMEKTPOCETH,
npeBbllaloWwmMx HOPMbl, YyCTaHOBMNEHHbIe
[OCT;

npu HenpaBWMbHOW 3KcnnyaTauum (MCrosnb-
30BaHWe 3MEKTPOMHCTPYMEHTa He MO HasHa-
YEHWI0, YCTAHOBKM Ha 3NEKTPOVHCTPYMEHT He
npefHasHa4YeHHbIX 3aBOAOM-U3roToBUTENEM
HacagokK, AOMNOSHUTENbHBIX MPUCNOCOBneHuni
nT.n.;

npu MexaHU4ecKMX MOBPEXAEHUAX Kopnyca,
CeTeBOro wHypa ¥ npu MOBPeXAEeHUSX,
BbI3BaHHbIX BO34ENCTBUSMU arpeccuBHbIX
CPEACTB M BBICOKMX W HU3KUX Temneparyp,
nonagaHnn WHOPOAHbBIX NMPeAMETOB B BEHTU-
NALNOHHbIE peLleTKV aNeKTPOMHCTPYMeHTa, a
TaKKe MNpU NOBPEXAEHUSAX, HacCTyMUBLLMX B
pesynbTaTe HenpaBWUIbHOTO XpaHeHus (Kop-
pO3vs METaNMYeCcKnx YacTen);

npu ecTecTBEHHOM W3HOCe AeTanen anek-
TPOUHCTPYMeHTa, B pesynbrate AnuTenbHON
aKcnnyatauum (onpegensieTcs no npuaHakam
MOMHOWM MM YacTUYHOW BbIpaboTKM pecypca,
CUIbHOTO 3arpsA3HEHNs!, PXKaBYUHbI CHapYXu U
BHYTPU 3MEKTPOMHCTPYMeHTa, oTpaboTaHHOW
CMa3ku B pegyKkTope);

UCMOMb30BaHNe NHCTPYMEHTa He Mo Ha3Ha-
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YEHWI0, yKa3aHHOMY B MHCTPYKLMK MO SKCMIy-

aTaumu.

- MNPV MEXaHWYECKUX MOBPEXAEHUSIX UHCTPY-
MeHTa;

- NPV BO3HWKHOBEHUM NOBPEXAEHUN B CBSA3N C
HecobnogeHVeM NpeaycMOTPEHHbIX WH-

CTPYKUMEN YCMOBWUIA 3KcnnyaTauum (cm
rnasy
6e30MacHOCTU» B UHCTPYKLUN).

- NoBpexAeHue n3genvs BcrneacTeme Heco-
GnogeHns NpaBun XpaHeHUs 1
TPaHCMOPTUPOBKM.

- Npuv CUITbHOM BHYTPEHHEM 3arpA3HeHun NH-

CTpyMeHTa.
MpodunakTnyeckoe obenyxmBaHme
AMEKTPOUHCTPYMEHTa (YMCTKa, MPOMbIBKA,
cMasKa, 3ameHa MblfIbHUKOB, MOPLUHEBbLIX U
YMNOTHUTENbBHBIX KOreL,) B rapaHTUIAHBbI
nepvos SBNSIETCS MNaTHOWM YCIyroun.

Cpok cnyx6bl usgenusa coctaenseT 3 roga.
Cpok xpaHeHus — 2 roga. He
pekoMeHayeTcs K aKcniyaTaumm no
ncTeYeHUN 2 NeT XpaHeHus ¢ Jathbl
N3roTOBIEHUS, KOTOpas ykasaHa B
CEepUNHOM HOMEepe Ha 3TUKETKe
MHCTpyMeHTa, 6e3 npeaBapuTenbHOW
npoBepku (onpegeneHne Aatbl Bbinycka
cMmoTpuTe paHee B PykoBoacTtse
nonb3oBarensl).

O BO3MOXHbIX HapYLUEHUSAX, U3MNOXEHHbIX
BblLLIE YCOBUI rapaHTUNHOIO
obcnyxuBaHusi, Bnagenbly coobliaercs
nocrne npoBefAeHNs AWarHOCTUKN B
CEepBWCHOM LIEHTpe.

Bnapeneu uHctpymeHTa gosepsiet
npoBefeHne ANarHoCTUKN B CEPBUCHOM
LileHTpe B CBOE OTCYTCTBME.

«YKaszaHue NOo TexXxHuke

3anpelyaertcs akcnnyaTauus
3MEKTPOUHCTPYMEHTA NpW NPOSIBNEHUN
NPU3HaKOB MOBLILLIEHHOIO Harpeea,
WCKPEHWS, @ TakkKe Lyma B peayKTOpPHOM
yactu. [Ins BIACHEHNUS MPUYNH
HencnpaBHOCTU MOKyNaTento cregyeT obpa-
TUTBCS B rapaHTUMHYO MaCTEPCKYHO.
HewucnpaBHoCTU, BbI3BaHHbIE
HECBOEBPEMEHHOI 3aMEHON YromnbHbIX
LLIeTOK ABUraTens, yCTPaHsItoTCS 3a cHeT
nokynarensi.

5.lapaHTusa He pacnpocTpaHseTcs Ha:
CMEHHbIe MpUHaANEeXHoCTH (akceccyaphbl U
OCHacTKa), HanpuMep: akkyMynsiTopsl,
OWCKM, HOXW, cBepria, Bypbl, NaTPOHBI,
Lienu, 3Be3f04KK, LlaHroBble 3aXMMbl,
LUMHbI, 3NIEMEHTbI HaTSHKEHUS U KPenneHus,
roroBKN TPUMMEPOB, NMOJOLLBbI
LWNMOBAnbHbIX Y IEHTOYHbIX MaLUvH,
UNBTPbI, FOMNOBKM LLUECTUrPAHHbIE
CMEHHble Hacagku 1 T.n.
GbicTpOM3HaLLMBaOLLMECS AeTanu, Hanpu-
Mep: YromnbHble LUETKW, NPUBOAHLIE PEMHY,
canbHVIKW, 3alMUTHbIE KOXYXW, Hanpasnsio-

LLYe PONUKK, HanpaBensoLne, pe3avHoBbIe
YMMOTHEHWS, NOALWNMHMKN, 3ybyaTble peMHu
1 Koreca, CTBOSbI, MeHTbl TOPMO3a, Xpanosu-
KM 1 TPOCbI CTapTepoB, NOPLUHEBbIE KOSbLia U
T.n.

3ameHa 1X B Te4eHVe rapaHTUMHOIO cpoka
ABAETCH NNATHON YCIyron.

-LUHYpPbI MUTaHKUS, B Criy4ae noBpexaeHus
N30MALMK, LIHYPbI NUTaHWSA Noanexar obs-
3aTenbHol 3ameHe 6e3 cornacusi Bnagensua
(ycnyra nnaTtHas), B T.4. Koprnyca MHCTPyMeH-
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. CBapoyHblIli [MonyaBTomar

FAPAHTUUHBLIN TAJIOH P.I.T.

P.1.T. TanoH Ne 1

HavmeHoBaHue

CepuinHbI Homep

[ata npogaxu ) 20 Place of Seal
(8anonHsaeTcs npogaBLOM)

KAPTA TAPAHTUMHOIO PEMOHA :
[ata npuema pemMoHT 20 Y
3asaBKa Ha peMOHT :
3akasuuk
TenedoH (agpec)
MpuynHa obpatleHns
[lata nony4yeHusi oT peMoHTa 20
MHCTpYMEHT NpoBepeH B MOEM NPUCYTCTBUN
(3akas 3anonHsetcs B CepsucHom LieHTpe) (Mognucek) :

HanmeHoBaHue

NHBIN HOMep

Cepu

20

[ata npogaxwu

Hata nony4eHns ot peMoHTa

20

HavmeHoBaHune

CepuiiHbIi HoMep

[ata npogaxu » 20 Place of Seal
(8anonHseTcs npogaBLOM)

KAPTA FTAPAHTUAHOMO PEMOHA :
[lata npriema peMoHT 20 Y
3asBKa Ha peMOHT :
3akasuuk
TenedoH (agpec)
MpuunHa obpalleHuns
[lata nony4yeHusi oT peMoHTa 20
MHCTpYyMeHT npoBepeH B MOEM MPUCYTCTBUM

(3akas 3anonHsetcs B CepsucHom LieHTtpe) (Mognucek)

HanmeHoBaHue

MNHbIN HOMEpP

Cepu

20

Oata npogaxu

Hata nony4eHns ot peMoHTa

20

HavmeHoBaHue

CepuiiHbIi HOMep

[Nata npogaxu » 20 Place of Seal
(8anonHsaetcs npogasLOM)

KAPTA TAPAHTUMHOIO PEMOHA :
[aTa npuema pemMoHT 20 (
3asaBKa Ha peMOHT :
3akasuuk
TenedoH (agpec)
MpuunHa obpalleHus
[ata nonyyeHusi oT peMoHTa 20
MIHCTpYyMeHT NnpoBepeH B MOEM MPUCYTCTBUM
(Bakas 3anonHsietcs B CepsurcHoM LleHTpe) (Mognuce)

HanmeHoBaHue

MHbIA HOMEpP

Cepu

20

[ata npopaxu

Data nony4vyeHns ot peMoHTa

20

32



www.pit-tools.com

MocTaBwmk / npousBoguTenb:Xinjiang Longbo Industrial Co., Ltd./CuHbL3sH /loHr6o
WHpactpuan Ko., /174,

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

And Technological Development Zone, Urumgj, Xinjiang, China / 0.602, 6 aTax, Ne531,
BelwuHr Poag, SkoHOMUK SHA TexHonomxmKan [leBenonMeHT 3oH, Ypymun, CUHbL3SH,
Kutaii

MmnopTep/ opraHusauus, ynonHoMo4YeHHas NpuHMMaTh npeTtensumn: 000 «Typ6o-Tync»
Opuguueckuii appec:117246, r. MockBa, yn. XepcoHckasi, 43 - 670

Bonpocbl U NpeAnoXXeHUs HanpasnsnTe no agpecy: 614058, r. Mepmb, yn. PoMuHcKas, 36
Fopsiyast AMHMSA NO CEPBUCHOMY 06CNY)XKMBaHUIO:

3BOHOK C MOBUIbHOTO g e
@ *2445 ¢ info@pittools.ru

CpenaHo B KHP / Made in China [H[ c €




