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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 [power tooll] 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 nger
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 tooll 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
quali’ed repair person using only iden-
tical replacement parts. This will ensure
that the safety of the power tool is main-
tained.

Safety instructions for electric
welding machine

>

>

>

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.

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

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

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

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

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

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

IT IS FORBIDDEN:

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

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

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

Carry out welding work on pressure ves-
sels;

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

Use headphones or other ear protec-
tion.

Warn bystanders that noise is harmful
to hearing.

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

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

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

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

‘| safety warnings and all

ions. Failure to follow the warnings

‘uctions may result in electric shock,
Tire dnasor 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.

Polarity reversing cable

Torch connection socket

Power connector “+”

Power connector “-”

Fan

Power button

Connection for shielding gas

Power cable inlet

Technlcal data

ONoOr®ON =

Model PMIG145-C1

Ratedvoltage 190-250 V~ /50 Hz
Ratedpower 4000 W
Output current range 40-145 A
Wire diameter (MIG) 0.8-1.0 mm

Electrode diameter

(MMA) 1.6-3.2 mm

Duty cycle (DC) 60%

Weight 7 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 improved,
P.L.T. reserves the right to make changes to
the specifications and product specifi cations
specifi ed here without prior notice.

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 indicato

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 adi-
usted synchronously (automatically) to match each other, and partial adiustment means that the
welding current and separate adiustment of the weldina voltage (manual adjustment, for profes-
sional use)

Current requlator
VRD mode status indicator
VRD Mode Activation / Cancellation Buttor
Carbon dioxide indicator light using 0.8mm welding wire

Mixed gas indicator using 0.8 mm welding wire
Voltage regulator

Indicator of the type of welding MMA

Work indicator with 1.0 mm fl ux cored wire
Work indicator with 0.8 mm fl ux cored wire
Button for switching types of welding MIG, MAG, MMA
Wire feeder activation button (wire feed)
Voltmeter display

Thermal protection indicator

Power indicator

Ammeter displar
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Welding machine connection dia-

gram
Welding with solid wire (fi g. 1)

P~
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Welding with fl ux-cored wire (Figure 2)

Welding with an electrode (Figure 3)

Assembling the welding shield

1)

4L

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 spool. Unscrew the reel seat adjusting

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 To feed the wire into the torch sleeve, tem-
should be under the drum, opposite the wire porarily turn on the power by switching the
feeder. Use the adjusting screw to adjust the switch 6 and press the button 16 (wire feed)
retention force of the spool. The coil should until it fi lls the channel of the welding sleeve and

retatesftbelio tult. izisevanecp thehpondsform
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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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.

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 power
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
connection are distinguished: direct
polarity and reverse. Connection “direct”
polarity: electrode - “minus”, welded part -
“plus”. Such aconnection 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
thicknesses 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

R R,

anger of fts no&ﬁ% re .ed.
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start welding.

2. Thewelding currentis regulated by the cur-
rent regulator, the actual value of the
current during operation is displayed on
the ammeter display.

3. Excitation of the arc is carried out by
briefly touching the end of the electrode to
the product and withdrawing it to the
required distance. 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
of the 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 Solid wire Flux wire
metal,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 + +
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,

05-08 1-14| 16-2| 25-3
e .
Release wire, | ; o | 7 14 |14_20|16-20

mm

Consumption
. 5-8 | 8-16 | 15-20 [ 2030
gas, r/ min ([ mred]

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

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

Weld seam characteristics
Depending on the amperage and speed of the electrode, you can get the following results:
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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 service center.
6.Very high welding current All other work (including repair) should be car-

7. normal seam ried out only by specialists of service centers.

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 thermal
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 protection.
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 operation
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.

If you could not fix it, contact a specialized

10
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Problem Possible reason Solution

Voltage too high Turn off the power source; Check
the main food; Turn on the machine
again when the voltage is normal.
Poor air fl ow Improve air fl ow

The thermal protection of the
device has been triggered
Wire feed knob at minimum Adjust
Sticking current tip Replace tip
The feed rollers do not match

Indicator is on  |Voltage too low
1 |thermal protec-
tion

Let the device cool down

2 [No wire feed

the wire diameter Put on the right roller

The fan does not Power button does not work
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

Please contact the service center

Unstable arc, lost Change the network cable

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¢lean the part
The burner is not connected Connect the burner correctly
correctly

6  [No shielding gas Gas hose kinked or damaged |Check gas hose

Hose connections are loose Check hose connections

7 |Other Please contact the service center
Graphic symbols and technical data

uo....... V This symbol shows the secondary no-load voltage (in volts).

X This symbol shows the rated duty cycle.

l...... 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

Lo -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.

A @ This symbol shows read the operating instructions carefully before
operation.

= % ‘l’ : This symbol shows the welding unit is a single phased D.C. welder.
]] = This symbol shows the supply power phase and line frequency in
1 = 50Hz Hertz.

1"
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Maintenance and Service

Maintenance and Cleaning

» Pull the plug out of the socket before
carrying out any work on the power
tool.

» Remove dust by dry and clean com-
pressed air regularly. If welding machine
is operated in environment where strong
smoke and polluted air is present, the ma-
chine needs to be cleaned at least once a
month.

» Pressure of compressed air must be
within reasonable range in order to
prevent damage to small and sensitive
components in the machine.

» Check internal circuit of welding ma-
chine regularly and make sure the
circuit connections are connected
correctly and tightly (especially plug-
in connector and components). If scale
and rust are found, please clean it, and
connect again tightly.

» Prevent water and steam from enter-
ing into the machine. If that happens,
please blow it dry and check insulation
of machine.

» If welding machine will not be used for
long time, it must be put into the pack-
ing box and stored in dry and clean
environment.

In order to avoid safety hazards, if the power

supply cord needs to be replaced, this must

be done by P.L.T. or by an after-sales service
centre that is authorised to repair P.I.T. power
tools.

Service

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

Products can be transported by any type of

closed transport in the manufacturer_s pack-

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

Dispose of waste
'gl Damaged 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
L

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
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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

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

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

tedhe 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

diyervance 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
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.
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Pycckumn
YKa3aHus No TexHUKe 6e3onacHocTn
O6LWwme yka3aHUs No TeXxHUKe 6e3onacHo-
CTU ANSA 3NEKTPOUHCTPYMEHTOB
MPEXXOEHUE
e BCce yKa3aHUsi U UHCTPYKLMU NO
B, 6e30nacHOCTM.
HecobniogeHne ykazaHuin 1 MHCTPYKLMIA N0
TexHuke 6e30nacHOCTN MOXET cTaTb NpUYn-
HOW NMOpaXeHUs1 ANeKTPUYECKUM TOKOM, NoXa-
pa U TSHKENbIX TPaBM.
CoxpaHsinTe 3TU UHCTPYKLMU U yKa3aHuUs
Ans 6yayuero UCnonb30BaHUS.
Wcnonb3oBaHHOE B HACTOSALLMX UHCTPYKLMSIX
N yKa3aHUsIX MOHSITUE «3MEKTPOUHCTPYMEHT»
pacnpocTpaHsAeTcs Ha SNEKTPOVHCTPYMEHT C
NUTaHWEM OT CETU (C CETEBbIM LLUHYPOM) 1 Ha
aKKyMYNATOPHbIN 3NEKTPOUHCTPYMEHT (6e3
CeTeBOro LWHypa).

Bes3onacHocTb pa60-1ero MecTa

» CopnepxuTe paboyee MecTo B YUCTOTE U
XOpoLUOo ocBeLeHHbIM. becnopsiaok nnm
HeoCBeLLEeHHble y4acTkv paboyero mecTta
MOTyYT NMPUBECTU K HECYACTHBIM Cry4asiM.

» He paGoTaiTe c 3TUM 3NEKTPOUHCTPY-
MEHTOM BO B3PbIBOOMAaCHOM MOMeLLEeHUH,
B KOTOPOM HaxoAATCs roproymne XuaKocTu,
BOCMNJIaMeHSAILWMNECA ra3bl UMK Nbib.
OneKTPOUHCTPYMEHTbI UCKPSIT, YTO MOXET
NPWBECTU K BOCMNIAMEHEHMWIO MbINv Unn
napos.

» Bo BpeMsl paboThbl C aNEKTPOMHCTPY-
MEHTOM He gionyckanTe 6nm3ko k Bawemy
paboyemy mecTy AeTel U MOCTOPOHHUX
nuu,. OTBRekwmch, Bbl MoxeTe notepsitb
KOHTPOMb Haf, 3NeKTPOMHCTPYMEHTOM.
AnekTpobe3onacHOCTb

» LlitencenbHan BUMKa aneKTPOMHCTPY-
MeHTa [OoMKHa NoAXoAUTb K LTencerbHON
po3etke. Hu B koeM cny4yae He u3MeHsANTe
wiTencenbHyto BUNKy. He npumeHsinte
nepexofHble WTEKEPbl AN
3MNEeKTPOUHCTPYMEHTOB C 3aLYUTHbLIM
3a3emrneHneM. HensmeHeHHble
LuTencenbHbIe BUIKN U NOAXOASALLME
LuTencenbHbIe PO3ETKN CHUDKAIOT PUCK NO-
paXeHUsi ANEKTPOTOKOM.

» [pepoTBpallanTe TeNeCHbIN KOHTaKT C
3a3eMIIeHHbIMU NMOBEPXHOCTAMU, KaK TO: C
Tpy6amu, anemeHTaMu OTOMNNEHUs,
KYXOHHbIMM NANTaMU M XONoAUNbHUKaMU.
Mpwn 3azemneHnn Baluero Tena nosbillaeTcs
PVCK MOPaXXeHWS SNEKTPOTOKOM.

» 3awmanTte aNEeKTPOMHCTPYMEHT OT A0-

XAA u cbipocTh. MNPoHNKHOBEHVE BOAbLI B
3MEKTPOUHCTPYMEHT MOBLILLAET PUCK
NopaKeHUs! AMEKTPOTOKOM.

» He paspeluaercsa ucnonb3oBaThb WHYP
He No Ha3Ha4yeHuto, Hanpumep, Ans
TPaHCNOPTUPOBKU MU NOABECKN nek-
TPOMHCTPYMEHTA, NN ANA BbITATMBaHUA
BUJIKM U3 LUTENCENbHOW PO3ETKMU.
3awmianTe WHYp OT BO3AEUCTBUS
BbICOKUX TemMnepaTtyp, Macna, ocTpbIX
KPOMOK UNU NOABWXKHbIX YacTeun 3nek-
TpPOUHCTPyMeHTa.[loBpexXaeHHbIN unm
CNyTaHHbIN LIHYP NOBbILLIAET PUCK NOPAKEHNS
3MEKTPOTOKOM.

» pu paboTte ¢ aNEKTPOMHCTPYMEHTOM
nop OTKPbITLIM HEGOM NPUMeHANTe
npuropHsie Ans 3Toro kabenu yanuHUTenu.
MpumeHeHue npurogHoro Ans  paboTbl Nog
OTKpbITbIM HeGOM Kabens  yanuHuTens
CHVDKAET PUCK MOPaXKEHUS1 3NEeKTPOTOKOM.
» Ecnv HeBO3MOXHO n3bexaTb npume-
HEHWs1 ANeKTPOMHCTPYMEHTa B CbIPOM
noMeLleHum, NoAKNoYaNTe INEeKTPOUH-
CTPYMEHT Yepe3 yCTPOMCTBO 3aLUTHOIO
oTKInoYeHus. [pyMeHeHne ycTpoincTaea
3aLLMTHOTO OTKIIOYEHUSI CHUXAaET pUCK
3MEKTPUYECKOrO MOPaXeHWs.

Be3onacHocTb nogen

» ByakTe BHMMaTenbHbIMU, crieguTe 3a
Tem, yto Bbl genaete, u npogymaHHoO
HayMHaunTe paboTy C INEKTPOUHCTPY-
MeHTOoM.He nonb3ynTechb 3NeKTPOUH-
CTPYMEHTOM B YCTarioM COCTOSIHUM WU
ecnu Bbl HaxoauTeCcb B COCTOAHUU
HapPKOTU4YeCKOro unu ankoronbHoro
onbsAHeHnA Unu noa BO3F|eI7ICTBI/IeM ne-
KapcTB. O,EI,I/IH MOMEHT HEBHUMATESIbHOCTU
npu paboTte C 3NeKTPOUHCTPYMEHTOM MOXET
NPUBECTU K Cepbe3HbIM TPaBMaM.

» MpumeHsANTe cpeacTBa MHAUBUAYaNbHOW
3alnThbl U BCcerga 3alllUTHbIEe OYKWU.
Vcnonb3oBaHune cpeacTs MHANBMAYyarnbHON
3aLUMThI, KaK TO: 3aLUUTHOM Macku, obyBn Ha
Heckonb3siLel nogoLuBe, 3alMTHOro LwremMa
WV CPeaCTB 3alUuThbl OpraHoB crnyxa, — B
3aBMCMMOCTM OT BuAa paboTbl C
ANEKTPOUHCTPYMEHTOM CHUMXKaeT PUCK
nony4vyeHuna Tpasm.

» [MpepnoTBpallanTe HenpegHaMepeHHoe
BKIoYeHUe 3NeKTPOUHCTPYMEHTa.

Mepen nogknoYeHMEM INIEKTPOUH-
CTPyMeHTa K 3NeKTPOoNUTaHulo u/unm K
aKKyMmynsiTopy y6eautecb B BbIKITHOYEHHOM
COCTOSAAHUW 3NEKTPOUHCTPYMEHTA.
yLlep»(aHme nanbuUa Ha BblKIo4vaTerne npu-
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TPaHCMOPTMPOBKE M NOAKMIOYEHNE K CETU
NUTaHNS BKITKOYEHHOTO 3MEKTPOUHCTPYMEHTa
YpeBaTo HeCYaCTHBIMU CryYasMu.

» Y6upanTe yCTaHOBOYHbIA MHCTPYMEHT
VI raeyHble KIo4M 40 BKITOYEHUs
NEeKTPOUHCTPYMEHTA. VIHCTPpYMEHT nnu
KoY, HaxoasALLMINCa BO BpaLLaloLLenca vacTu
3MEKTPOUHCTPYMEHTA, MOXET MPUBECTY K
TpaBMam.

» He npuHumanTe HeecTecTBEHHOE MoOrO-
)XeHue kopnyca Tena. Bcerga saHumanre
yCTOMNYMBOE MOSIOXEHNE U COXPaHANTE
paBHoBecwue. bnarogaps aTomy Bbl moxeTe
NyyLle KOHTPONMPOBaTb 3NEKTPONHCTPYMEHT
B HEOXMAAHHBIX CUTyaLMsX.

» Hocute noaxopsilyto pabouyto oaexay.
He HocuTe WMpoKyto ogexay u
yKpalueHus. [lepxute Bonockl, ogexay u
pyKaBULibl BAANU OT ABWXYLLMXCA YacTen.
LLnpokas ogexaa, yKpalleHns unu AnuHHble
BOMOCHI MOTYT ObITb 3aTAHYThI
BpaLLalLLMMUCS YacTAMMU.

» [py HaNM4YMM BO3MOXHOCTU YCTaHOBKHU
nblfeoTcacbIiBaloWMX U NbINECOOPHbIX
YCTPOWCTB NpoBepsnTe UX NpUucoeanmHeHne
1 NpaBuribHOE UCMNONb30BaHMe.
MpuMeHeHWe nblineoTcoca MOXeT CHU3UTb
0MnacHOCTb, CO3jaBaeMyH0 MNbiMbHo.

» Xopoluee 3HaHNe INEeKTPOUHCTPYMEH-
TOB, MOJNy4YeHHOEe B pe3ynbraTte 4YacToro ux
MCMNONb30BaHUsA, He AOMKHO NPUBOAUTD K
CamMoyBePEHHOCTU U UTHOPUPOBaHUIO
TeXHUKM 6e3onacHOCTU obpaLlueHus ¢
anekTpouHcTpymeHTamun. OgHo HebpexHoe
OeNCTBYe 3a [OM0 CEKYHAbl MOXET NPMBECTN
K Cepbe3HbIM TpaBMaMm.

» BHUMAHME! B criyyae BO3HUKHOBEHMS
nepeb6os B paboTe 311eKTPOUHCTPYMEHTA
BCeACTBUE MOMHOMO UMW YaCTUYHOTO
npekpaLleHns aHeprocHabxeHuns nnu
NOBPEXAEHUS Lienu yrnpaBneHns SHepro-
CcHabXeHnem ycTaHOBUTE BbIKMoYaTenb B
nonoxexue Bbikn., ybeamBLUMCh, 4TO OH He
3abnoknpoBaH (Npu ero HanM4un).
OTKMoYMTE CETEBYIO BUIIKY OT PO3ETKU WNn
OTCOEANHUTE CbEMHbIV aKKyMynsiTop.

OTuM NpefoTBpaLLaeTCs HEKOHTPONUPYeMbIi
NMOBTOPHbIV 3amyck.

MpumeHeHWe 3NeKTPOMHCTPYMEH-

Taun oGpameHMe C HUM

» He neperpyxanTte 3reKTPOMHCTPYMEHT.
Wcnonb3ynTte ana Bawen paboThbl
npeAHa3Ha4YeHHbIV ANsi 3TOro 3NeKTpo-
MHCTPYMeHT. C NoaxoasiLLmm anekTpo-
WHCTpyMeHTOM Bbl paboTaeTe nyulue un

HafeXxxHee B yKazaHHOM Auana3oHe MOoLL-
HOCTMW.

» He paboTanTe ¢ aN€KTPOUHCTPYMEHTOM
Npu HeMcnpaBHOM BblKItovaTene. Onek-
TPOUHCTPYMEHT, KOTOPLIN He nogaaeTcs
BKITFOUEHMIO UNW BBIKIIOYEHWIO, OMaceH 1
[OIMKeH BbITb OTPEMOHTMPOBAH.

» XpaHuUTe 3NMeKTPOMHCTPYMEHTbI B Hefo-
CTYNnHOM Ans geten mecte. He paspewainTte
NonbL30BaTbCA ANEKTPOUHCTPYMEHTOM
nuuam, KoTopbie He 3HaKOMbl C HUM UIK
He YUTarnu HaCTOSALMX UHCTPYKLUNA.
OnEeKTPOMHCTPYMEHTbI OMacHbl B pykax
HEOMbITHbLIX MWL,

» TwaTenbHO yxaxuBauTe 3a 3MeKTpPo-
WHCTPyMeHTOM. [poBepsinTe 6e3ynpeyHyro
(PpyHKLMIO U XOA4 ABMXKYLLUUXCA 4YacTewn
3NEKTPOUHCTPYMEHTA, OTCYyTCTBUE
MONIOMOK UIN NOBpPEXAEeHUN,
oTpuuaTenbHO BIUSKOLWMUX Ha (PYHKLUIO
3neKTpPouHcTpyMeHTa. MoBpexaeHHbIe
YacTu AOMKHbI 6bITb OTPEMOHTUPOBaHbI
A0 UCNONb30BaHUSA 3MEeKTPOUHCTPYMEHTA.
Mnoxoe obcnyxunBaHne anek-
TPOUHCTPYMEHTOB SIBMSIETCS NMPUYUHON
60MbLUIOro YMcna HecYacTHbIX Cry4aes.

» [epxuTe pexyLimi MHCTPYMEHT B 3a-
TOYE€HHOM M YUCTOM COCTOSIHMU. 3a60TNNBO
YXOXXEHHbIE PEXYLLME MHCTPYMEHTbI C
OCTPbIMU PEXYLLMMU KPOMKaMU pexe
3aKIMHUBAIOTCS U UX Nlerye BeCTy.

» MpuMeHANnTe 3NeKTPOMHCTPYMEHT, NpU-
HaAneXHoCTU,paboyme UHCTPYMEHTbI U T.
N. B COOTBETCTBMMU C HAaCTOALUMM
VHCTPYKUMAMU. YUUTbIBAUTE NpU 3TOM
paboumne ycrnoBus U BbINOSHAEMYHO
paborty. Vicnonb3oBaHye aNeKTPOUHCTPY-
MEHTOB /1151 HENPeayCMOTPEHHbIX paboT
MOXET NPUBECTU K ONACHBLIM CUTYaLUsIM.

» [epxuTe py4yku v NoBepXHOCTM 3axBaTa
CYXMMMW U YUCTbIMMU, crieauTe YTOGbI Ha
HUX YTOObI Ha HUX He GbINO XUAKOW UNKn
KOHCUCTEHTHOW CMa3kKu.

CKornb3Kne py4yku 1 MOBEPXHOCTM 3axBaTta
npensaTcTBytoT 6esonacHoMy obpalleHuio ¢
WHCTPYMEHTOM W HE AT HAaAEXHO
KOHTPONUPOBATb €ro B HeENpeaBUAEHHbIX
CUTyaumsiX.

CepBuc

» PeMOHT 351eKTPOMHCTPYMEHTa AOIKEH
BbINOSIHATLCS TONILKO KBanuduuympo-
BaHHbLIM NMEepPCOHanoM 1 TofnbKO C Npu-
MeHEeHUeM OpUrMHarbHbIX 3anacHbIX
yacTten. 3TMM obecnednBaetcsi 6e3onacHoOCTb
3MEKTPOUHCTPYMEHTA.
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MHCTpyKUuMM No TexHuKe Ge3onac-
HOCTU ANA 3MEeKTPOCBapO4HOro

annapara

» OGsA3aTenbHO yAOCTOBEpPLTECH, YTO
3neKTpuyeckas poseTka, K KOTOpoW
noaKnyaeTcss MHBEPTOp 3a3eMreHa.

» 3anpeLyaeTcsi NnpMKacaTbCA K OrorneH-
HbIM 3MEKTPUYECKMM HacTAM U INeKTpoay
OTKPbITLIMU YacTAMU Terna, MOKPbIMU
nepyaTkamMv Unu ogexaoun.

» He HauuHaiTe paboTy noka He yoeau-
Tecb B TOM, YTO Bbl U30NTUPOBaHbI OT
3eMInU U OT 3aroToBKMK.

» Y6epuTechb, 4TO Bbl HaxoAauTechb B 6e30-
MacHOM MONOXEHUW.

» He BObixanTe rasbl, o6pasyrowmecs
npu cBapkKe, OHU BpeAHbl AN 300POBbS.
» HeoGxogumo oGecneynTb 4OCTaTOUYHYHO
BeHTUNsAUMIO paboyero mecrta unm
Mcnonb3oBaTh chneuuanbHble BbITAXKU
AN yaaneHus raso., obpasyrowmxcs

B npoLiecce NpoBeAeHNs1 CBapOYHbIX
pabor.

» [nsa 3awuThl rNas3 u Tena Ucnonb3ymnrte
noaxopsillyto 3alMTHYO MacKy, CBeTo-
cunbTp 1 3awmTHYO odexay. Opexaa
[orkHa ObITb MOMHOCTBIO 3acTerHyTa, YTobbl
MCKpbI 1 BpbI3r He Monaaanu Ha Terno.

» lpurotoBbTE NOAXOAALLYIO 3ALUTHYHO
MacKy Unuv 3aHaBecKy Al 3aluThbl
cmMmoTpsLero. [1nsa 3awmTbl gpyrvx nogen ot
N3My4YeHuss Oyrv 1 ropsiymx MeTansios
HeobxoAMMo orpaamnTb pabouyyto 30Hy or-
HEYMNOpHbIM OrpaXxaeHUeM.

» Bce cTeHbl 1 non B pabouen 30He
OOJIKHbI ObITb 3aLMLIEHbI OT BO3MOXHOIO
nonagaHus UCKP U pacKaneHHoro
MeTanna, YTobbl u36exarb TNeHUs u
BO3ropaHusi

» He ponyckaiTe HaxoxaeHus Ha pabo-
YyeMm MecTe ropr4Mx MaTepuanoB (AepeBo,
Oymara, TpANKu U T.4.).

» [Npu npoBegeHMn cBapkn Heo6xoaMmMo
obecneunTb paboyee MecTo cpeacTBaMu
NoXXapoTyLUeHUS.

» 3AMPELLAETCA:

— Vcnonb3oBaTb CBapOYHbI NonyasToMar B
ChIpbIX NMOMELLEHUAX UMW NoA AOKAEM;

— Wcnonb3oBatb anekTpuyeckme kabenu ¢
NOBPEXAEHHOW U30MALMEN UK NAOXMMU
COEAVHUTENbHLIMU KOHTaKTamu;

— MpoBoanTb cBapoYHble paboThbl Ha KOH-
TeliHepax, EMKOCTSAX unu Tpybax, kotopble
cogepXanu xuakue unv rasoobpasHbie

onacHble BelLecTBa;

— MpoBoauTb cBapoYHble paboThbl Ha pe-
3epByapax nop AaBneHvemM;

— PabotaTb B ogexae ¢ naTHamu macna,
Xupa, 6eH3nHa 1N ApYrvx roproYnx XUAKOCTEN.
» Mcnonb3ynte HayLWHUKN UNK apyrue
cpeAcTBa Ans 3alUThl YLIWeWn.

» MpepynpenuTe HabnoaaTens, 4YTo WyM
BpeAeH Ans cnyxa.

» Ecnu Bo BpeMsi yCTaHOBKU U 3KCNIy-
aTauumn BO3HUKHYT Npobrnembl, noxa-
nywcTa, creayuTe 3TOM MHCTPYKLMU MO
3KcnnyaTauum Ans NpoBepKu.

» Ecnu Bbl He 40 KOHLA NOHUMAaeTe py-
KOBOACTBO UMW He MOXeTe PelunTb
npooénemy ¢ UHCTPyKLUMEN, BaM crieayeT
0b6paTUTbLCA K NOCTaBLMKaM UNu B cep-
BUCHbIW LIeHTP 3a npodeccuoHanbHomn
MOMOLLbHO.

» MalumHa gomkHa 3KcniyaTupoBaTbCs B
CYXMX YCINOBUAX C YPOBHEM BIIaXXHOCTU He
6onee 90%.

» TemnepaTypa oKkpyxaloLien cpeabl
porkHa 6bITk oT -10 go 40 rpagycoB no
Llenbcuto.

» U3GeranTe cBapKku Ha CONHLE Unu noa
Kannsamu BoAabl. He gonyckavite nonagaHus
BOAb! BHYTPb MaLUUHbI.

» M36eranTe cBapku B NbiNbHbIX MecTax
Wnu B cpefe C arpecCUBHbIM Fra3oM.

» U3berante razoBor CBapku B cpeae C
CUITbHbIM BO34YLIHbIM MOTOKOM.

» Pabouui, y KOTOpOro ycTaHOBJIEH Kap-
AVNOCTUMYNATOP, AOMKEH NPOKOHCYNb-
TUPOBAaTLCA C BPa4yoM nepen CBapKo.
[MoToMy YTO 3MEKTPOMArHUTHOE MNofie MOXeT
HapyLNTb HOpMaribHyto paboTy
KapavocTumynsTopa.

OnucaHuve npoayKra u ycnyr
MpoyTuTe BCe yKazaHUA U UHCTPYKLMKM NO
iz~ 6e30MacHOCTU.

151 B OTHOLLEHMM yKa3aHui n

1A NO TexHUKe B6e3onacHoOCTU MoryT
»\WMHMHOW NOpaXeHUs1 AneKTPUYeCKUm
TOKOM, MoXapa U TSKEMbIX TPaBM.

anMeHeHMe Mo Ha3Ha4YeHUr
CBapo4HbIil NonyaBToMaT MHBEPTOPHOrO TWNa
NOCTOSIHHOTO TOKa (fanee — usgenve) npea-
HasHayeH Ans cBapoyHbIX paboT meTogamu
MIG/MAG (cBapka aneKTpogHO NpOBOMOKOM
B cpefe 3awuTHoro rasa) u MMA (pyyHas
3MeKTpodyroBasi cBapka LUTYYHbIMW MNaBKMuy
NOKPbITLIMU 31EKTPOAAMMU).

M3nenve MoXeT NpUMeHsTbCst st CBapKu
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pPasnnYHbIX BUOOB MEeTarnsos.

V|306pa)KeHHble COCTaBHbIe YacTu
Hymepaumsi npeacTaBneHHbIX KOMMOHEHTOB
BbINOMHEHA MO N300paXxeHunto Ha CTpaHuLe ¢
UNNICTPaUnsMu.

Kabenb nepeknto4eHns nonsipHOCTH
Pasbem nogkntoyeHns ropenkm
CunoBoli pasbem «+»

CunnoBoli pasbem «-»

BeHTungartop

KHonka nutaHusa

LTyuep Ans noaknoYeHUs 3aLmnTHOrO
rasa

8.Bxop kabensa nutaHus

TexHU4eckune XapaKTepucTuku

NoohwN =

Mogenb PMIG145-C1
HomuHanbHoeHa- 190-250 B / 50 I'y
npshkeHve/yacToTa

HoMmuHanbHaaMoL- 4000 BT
HOCTb

[nanasoH BbIXOOHOIO 40-145 Al
TOKa

[OunameTp NpoBOOKU )

(MIG) 0,8-1,0 mm
[OvnameTpanekTpoga .

MMA 1,6-3,2 Mm
MpopomkuTensHOCTL o
BkntoveHus (MB) 60%
Bec 7 Kr
KomMmnnekt noctaBku

CBapo4HbIn nonyasTomat 1wt
KabGenb c anektpogoaepxartenem 1 WwT
Kabenb ¢ ropenkomn 1wt
Kabenb ¢ kneMMoi 3a3eMneHus 1wt
LLnToK cBaApOUHBbIii 1wt
LLleTka-monoTok 1wt
PykoBogcTBo Mo akcnnyatauum 1 W

MpumeyaHue
B TekcTe 1 umdpoBbiX 0603HAYEHNAX UH-

CTPYKUUN MOTYT ObITb aonyuweHbl TeEXHU4ecKne

oLmMBKM 1 oneyaTku.

Tak kak nHcTpymeHT P.I.T. nocTosiHHO coBep-
LIEHCTBYETCS, KOMMaHWs ocTaBnseT 3a cobon
npaBo BHOCUTb U3MEHEHUS B YKa3aHHbIe
30€eCb TEXHUYECKME XapaKTEPUCTUKN U KOM-
nnektaumto 6e3 npeaBapuTENbLHOTO YBEAOM-
neHus.

MoaroToBka Kk paboTe
YcTaHaBnvBanTe annapaT Ha POBHOWM NOBEPX-
HocTu. Pabovee MecTo JOMKHO BbITb XOPOLLIO
BEHTUNMPYEMbIM, CBapOYHbIi annapar He
[OMKeH NofaBepraTbCs BO3OENCTBUIO MbIN,
rpsiaun, BNarn 1 akTMBHoro napa. [ns obecne-
YeHUs1 HOPMaribHOW BEHTUNSILUN pacCcTosiHME

OT annapata 4o ApYyr1x NpeaMeToB AOMKHO
6bITb He MeHee 50cMm.

BHUMAHMUE! Bo n3bexaHne nopaxeHus
3MEKTPUYECKUM TOKOM UCMONb3YyNTE TOMBKO
3MNEKTPUYECKYHO CETb C 3aLLUUTHLIM 3a3eMIsiHo-
LLIMM NPOBOZAOM 1 PO3ETKM C 3a3eMISIOLLUMU
koHTakTamu. 3AMNPELWAETCAH nepenensiBatb
BWIIKY, €CINM OHa He MoaXoauT K po3eTKe.
BmecTo aTOro kBanmuumMpoBaHHbIN 3MeKTPUK
[OIMKEH YCTaHOBUTbL COOTBETCTBYHOLLYIO
PO3ETKY.

O6GecneyeHue 6e3onacHoOCTK noa-

FOTOBKMU K paGOTe

[Mepen BkMtOYEHMEM U3OENUSA YCTAHOBUTE
BbIKItoYaTenb B nonoxeHve «0», a perynatop
TOKa B KpaniHee NneBoe NonoxeHue.
[MogroTtoBbTECH K paboTe:

— NOAroToBbLTE CBapuBaeMble AeTany;

— obecneybTe 4OCTATOYHYIO BEHTUMNALMIO
paboyero mecTa;

— ybegutechb B OTCYTCTBUM B BO34yXe MNapoB
pacTBopuTEneW, NErkOBOCMNNaMEHSIHOLLIMX-
Cs1,B3pbIBYATBLIX 1 XNOPCOAEPKALLUX BELLECTB;
— NpoBepbTE BCE NOAKMIOYEHNS K U3AENMI0.
[omkHbl 6bITb BbINOMHEHbLI NPaBUIBHO U
HaOE&XHo;

— NpoBepbTE CBapOYHbI Kabernb, B cryyae
NOBPEXAEHNS OH JOMKEH ObITb 3aMEHEH;

— UCTOYHUK NUTaHUS A0MKeH ObITb OCHALLEH
3aWUTHBIMU CUCTEMAMMU.

Ecnu Bbl cTONKHYNUCh ¢ Npobnemamu, ¢ KoTo-
pbIMM HE MOXeTe CnpaBuUTbCs,0bpalLanTecb
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MHaukaTop pexxuma ceapku 2T

KHonka nepekntoveHust pexxumos 2T/4T

MHavkaTop pexuma ceapku 4T

KHomMka nepeknioveHnst peXnMoB YHUPULIMPOBaHHOW (aBTOMATUYECKON) / YaCTUYHOW
(Py4HOI) perynmpoBKu.

MHavkaTop pexvma yHuuLmMpoBaHHON (aBTOMaTUYECKON) / YaCTUYHON (PYYHOI) HAaCTPOWKK:
VHAVKATOP 3aropaeTcs B pexnme YacTUYHON HacTponku. EanHas perynnpoBka o3Havaer, 4To
CBapO4HbI TOK M CBapOYHOE HaMpsKeHne perynmpyroTcs CUHXPOHHO (aBTOMaTUYeCcku) Ans co-
rmacoBaHusi Apyr C APYroM, a YacTU4yHas perynMpoBKa O3HAYaeT,yTO CBapOYHbIA TOK U
pasgenbHas perynupoBka CBapOYHOro HamnpshkeHus (pyvyHasi perynupoBka, Ans
npodeccroHanbHOro  UCMoNb30BaHUS)

Perynatop cunbl Toka
MHavkaTop coctosHus pexuma VRD
KHonka akTtuBauum / otmeHbl pexxuma VRD
CBeTOBOW MHAMKATOP YINEKMCNOoro ra3a ¢ UCnonb3oBaHWeM CBapo4yHow nposoroku 0,8 Mm

MHavkaTop cMellaHHOoro rasa ¢ UCrnosfib30BaHMEM CBapO4HOW NpoBornokmn 0,8 Mm
Perynatop HanpsbkeHus

MuaukaTop Buaa ceapku MMA

WHamkaTop paboTbl C MOPOLLKOBOW CBApOYHOM NpoBonokon 1,0 Mm
WHamkaTop paboTbl ¢ NOPOLLKOBOW CBapOYHOM NpoBonokoi 0,8 Mm
KHonka nepekntoveHns BugoB ceapku MIG, MAG, MMA

KHonka BKMoYeHns mexaHnamMa nogayv MpoBOnoKy (MPOTsSXKa NPOBOMOKM)
Oucnnen BonstmeTpa

MHgukaTop TennoBon 3awuThbl

WHavkaTop nutanus

Oucnnen amnepmetpa
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1). I .T. CBapoyHblin MonyasTomar

Cxema nogkrnoyYeHUA cBapo4yHOro  Co6opka cBapo4yHOro wuTka
annapara a @
CBapka cnnoluHoun npososiokon(puc 1)

(¥

MNoaroToBka k cBapke B peXxume
MIG/MAG

BribeprTe HeobxoauMbIi BUA CBapKX C MOMO-
bt KHOMKM 15. Takke ycTaHOBUTE MpK Mo-
MOLUM NepekntoyaTenst 2 pexumM BKoveHus/
BbIKITIOYEHUST CBAPOYHOTO Toka (2T — cBapka
BeAETCSA NMPWU HaXaTou KHomke ropenku, 4T —
NnepBOe HaXxaTue Ha KHOMKY ropenku — Ha4arno
CBapKu, BTOPOE HaxaTune — KOHeL, CBapKu).
dyHKuma VRD oTBevaeT 3a NOHMKEHUN Ha-
NPSPKEHMST XONOCTOro Xo4a UCTOYHUKA 0
Ges3onacHbix Ansa yenoseka 12-24 BonbT, T.€.
CHWDKaETCs HanpsbkeHre, Korga annapar
BKITHOYEH,HO CBapka He npounssoauTtcs. Kak
TOMbKO HA4YMHAETCsi MPOLECC CBaPKU, YCTPOIA-
ctBo VRD BoccTaHaBnmBaeT paboyve napa-
METpPbl HaMpPsHKEeHWSI.

Onuust VRD akTyanbHa B Takux criyyasx:
Annapat akcnnyaTtupyercs B yCroOBUSIX NOBbI-
LLIEHHOWN BNaXXHOCTW BO3adyxa; BbiCOkMe Tpebo-
BaHWS K TEXHUKE BE30MacHOCTN Ha OObEKTE;
Csapka anekTpopom(puc 3) MCMOSb30BaHNE CBApO4HOro 060pya0BaHMS
Ha HebonbLUMX NnoLaakax.

Fopenka

CeapoyHasi ropenka MIG/MAG cocTtouT 13
OCHOBbI, COEAUHUTENBHOIO Kabens u pyyku.
OcHOBa COeMHSIET CBAPOYHYO FOPErKy 1
YCTPOWCTBO nogauun nposonoku. CoeanHu-
TEnbHbIN kKabenb:

[MOKpPbITHIN HEMNOHOM HaNpaBNALWWIA KaHan
NnoMeLLeH B LieHTp nororo kabens. BHyTpeH-
HSIS YacTb KaHana npefHasHadveHa Ans nogayv
npoBornok1. CBo6oaHOE NPOCTPaAHCTBO
MeXAy KaHarnom u nonbiM kabenem npegHa-
3Ha4YeHo Ans nogayu 3alwmTHoro rasa.Cam
nonbln kabenb NpefHasHayveH Ans nogayn
TOKa.

BHUMAHMUE! Mepep cbopkowt n pasbopkor
ropernkn unu nepes 3ameHor KOMMOHEHTOB
HeobX0AMMO OTKIMHUNUTL Nodavy SMeKTponu-
TaHus.
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CBapouyHblin MonyasTomat

YcTtaHoBKa KaTyLKu

Mon6epute HeobxoaMMYO NPOBOMOKY B CO-
OTBETCTBUM C TEXHOMOMMEN CBapkn. [inametp
NPOBOOKN JOSMKEH COOTBETCTBOBATL NpU-
BOZAHOMY POMUKY, HanpaBnsoLLeMy KaHany 1
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoiTe BOKOBYIO KpbILLKY annapara Ans
YCTaHOBKM KaTyLLKW C MpoBosiokor. OTkpyTuTe
perynMpoBOYHbI BUHT KaTyLLKOAepXaTens,
HaJeHbTe KaTyLLKy Ha KaTyllkoaepxXaTernb 1
3adpmKkenpyinTe ee aTUM xe BUHTOM. KoHel,
NMPOBOMOKN JOIMKEH HAaXOAMTbCS nod Gapa-
6aHOM, HanNpPoOTUB MOAAIOLLEro YCTPOUCTBA.
C noMoLLpblo perynmpoBOYHOro BUHTa OTpe-
rynupymnTe cuny dgukcaumm katywky. Kartyika
[ormkHa cBoboAHO BpaLlaTbCs, HO Mpu
paboTe He JOMKHO 06pa3oBLIBaTLCA NeTenb
nposornoku. Ecnn obpasytotcst netnu, Heob-
XOOMMO CUIbHEE 3aTsHYyTb PEryNMPOBOYHbIN
BUHT. Ecnu kaTyLuka BpallaeTcs ¢ Tpyaom,
ocnabbTe BUHT.

ge)

YcTaHOBKa NpoOBONIOKU B Harnpas-

nALWMA KaHan

Ocnabbte 1 onycTuTe Ha cebs perynaTop.
MogHMMUTE NPYKMMHOWN POIKK;

OTpexbTe N30rHYThI KOHYMK NPOBOSIOKM U 3a-
npaebTe NPOBOSIOKY B HANpaBnsAoLLMiA kKaHan
roJatoLLEero yCTpPOCTBa, BbIPOBHANTE ee B
KaHane npMBOAHOro ponvka. YéeanTecs, 4To
KaHan ponvika CooTBeTCTBYET AnameTpy npo-
BOMOKY;

MomecTuTe NPOBOMOKY B KaHan pasbema caa-

POYHOW ropernku, OTNYCTUTE NPVXXMMHOW po-
VK, U BEPHUTE B BEPTUKAINbHOE MOMOXEHWE
perynsitop.

OTperynupyinte faBneHne npuxuMHOro ponu-
Ka.

— [MNpwn cBapke cTanbHOM NPOBOSIOKOW HEOO-
X0AMMO MCrosnb3oBaTh V-06pasHyto kKaHaBKy
NPVUBOAHOIO PONKKa;

— [MNpwn ncnonb3oBaHUKM OOCOBO NMPOBOSOKN
HeobXxoAMMO MCMoNb30BaTh LECTEPEHYaTYIo
KaHaBKy NMPUBOAHOrO ponvka (Hanumune
3aBUCWT OT MOAENMN ¥ KOMMMEeKTauum
annapara).

— Npwn ncnonb3oBaHUN antOMUHUEBOW
NPOBOMOKM HeobxoAMMO ucnonb3oBaTth U-
06pasHyto kaHaBKy NMPUBOLHOIO POsu-
Ka(Hanuyve 3aBUCUT OT MOAENU U KOM-
nnekTauuu annapata).

Mogayva NPOBONIOKU B CBAPOU4HbIiA

pykaB

OTKpYyTUTE CBAPOYHbI HAKOHEYHWK Ha ropern-
Ke.

[ns npoTsirmBaHWs NPOBOSOKM B pyKaB roper-
K/ He0BX04MMO BPEMEHHO noaaTh nuTaHue
nepekstoYeHMeM BbiknodaTens 6 n HaxumaTtb
KHOMKY 16(NpoTsikka NPOBOSIOKM) A0 TeX
rop,noka oHa He 3anofIHUT KaHar CBapO4YHOro
pykaBa 1 He BbINAeT 3 ropenku. OTkmounTe
nutaxue. NpumevanHne! [ins ceobogHoro npo-
XOX[EHWs1 NPOBOMOKM B kabene, pacnpsimute
ero no Bcew gnuvHe. Mpu nogaye NpoOBOSIOKU
ybeauTech, 4To OHa CBOGOAHO ABUXKETCS B
KaHane NpyYBOAHOrO PornuKa 1 CKOPOCTb Mo-
[a4n paBHomepHas. Ecnu ckopocTe nogayn
HepaBHOMEpHa,oTperynupynTe aaBneHne
NPUKMMHOIO porvKa.

MonGepuTte 1 3aKpyTUTE KOHTAKTHBIN HaKO-
HEYHWK, COOTBETCTBYHOLLNIA ANUAMETPY NPOBO-
TIOKM U yCTaHOBWTE COMIIO.

PexxMMbl nonyaBTOMaTU4Y€CKOM

cBapKu
[aHHas ycTaHOBKa MOXET paboTtaTb ¢ AByMS
TMNamMun CBapOYHOW NPONIOBOKM: CMSIOLLHON
OMe[JHEHHOW MPOBOIOKON B Cpeae 3aLUUTHOro
rasa, a TaKke CaMo3aLLMTHOW NOPOLLKOBOW
NPOBOMOKOW, B 3TOM Criyyae 6ansioH ¢ rasom
He TpebyeTcs.

Mpu pasHbIx TUNAx CBapOYHOM NPOBOMOKU
TpebyeTcsa pa3Has cxema NoaKIoYeHUs.
CBapka c raszom (GAS) cnnowHom

oMeAHEHHOM NPOBOJIOKON:

— KopoTkuit kabenb ¢ pasbeMoM, Haxoas-
LL|VII;1C$| BHN3Y Ha nepe/J,HeVl naHenn anna-
paTa,nogKn4ynTe K NeBoMy pasbemMy Ha




P.I1.T.
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nepegHen naHenu (knemma «+»).

— BakpenuTe knemmy 3a3emneHns Ha caa-
pviBaemoli getanu, CoeauHUTENb Ha APYrom
KOHLe kabensa noaknoymTe k NnpaBomy
pas3beMy Ha nepegHel naHenu (Knemma «-»).
— MNpoBepbTe MapKMPOBKY MOAAIOLLEro ponvka
B COOTBETCTBUM C AMAMETPOM UCMONb3yeMom
NPOBOOKN.

— BcTaBbTe KaTyLUKy C MPOBOMOKOW B rHE3A0.
— BanpaBbTe NPOBOSIOKY B roperky, OTKUHYB
NPWX1M ponunka 1 BBeas NPOBOSIOKY B kKaHan
Yepes yrnybneHve B ponuke.

— 3akponTe NpwXnM ponwuka, crierka noaTsHyB
32KNUMHOW BUHT.

— Ybegutecb B COOTBETCTBUN AMaMETPaA
OTBEPCTUSI HAKOHEYHWKa roperkv 1 gunameTpa
NPOBOOKM.

— BkntounTe annapat 1 NnporoHnTe NPOBOMOKY
[0 BbIXOAa U3 HaKOHEYHMKa, HaXkaB KHOMKY Ha
roperke.

— NogkntioynTe WnaHr oT ra3oBOro peaykropa
K LUTYLepy Ha 3afiHel naHenu annapara.

— OTKpoWTe BEHTUIb Ha BannoHe C 3aLMTHbIM
rasoM, HaXXMWUTE Ha KHOMKY ropesnkv 1
oTperynupyinTe nogavy rasa peaykropom
(oBbI4HO pacxopf rasa yctaHaBnvMBaeTcs
cnegyowmm obpasom: pacxoq rasa (n/ MyH.)
= Ouametp nposonoku (Mm) x 10.

— YcTaHoBUTE TPEGYEMbIN PEXUM CBapKU MNpu
NMOMOLL PerynsTopos.

— Haunnawnte cBapky.

CBapka 6e3 rasa (NO GAS) camo-
3aWMUTHOM NOPOLLKOBOM NPOBOJSIO-
KOW:

— Kopotkuit kabenb ¢ pasbemoMm, Haxoas-
LMIACS BHW3Y Ha nepedHen naHenu anna-
paTta,noAkIoynTe K NpaBoMy pasbemMy Ha
nepegHen naHenu (knemma «-»).

— 3akpenvTe Knemmy 3a3eMneHns Ha cBa-
pviBaemoli aetanu, CoeauHUTENb Ha APYrom
KOHLe kabens noaknoymTe Kk neBomy
pas3beMy Ha nepegHel naHenu (Knemma «+»).
— MNpoBepbTe MapkMPOBKY MOAAIOLLEro ponvka
B COOTBETCTBUMU C AIMAMETPOM UCMOMNb3yeMom
NPOBOOKK.

— BcTaBbTe KaTyLUKy C MPOBOMOKOW B rHE3AO.
— BanpaBbTe NPOBOSIOKY B roperky, OTKUHYB
NpWX1M pornuka 1 BBeast NPOBOSIOKY B KaHan
Yepes yrnybneHve B ponuke.

— BakponTe NpuxmnM ponuka, crnerka noaTsHyB
32XXMMHOWN BUHT.

— Ybegutecb B COOTBETCTBUN AMAMETPA
OTBEPCTUSI HAKOHEYHMKa roperkv 1 guameTpa

NPOBOOKN.
— BknounTe annapat 1 NnporoHMTe NPOBOMOKY
[0 BbIXOJa U3 HAaKOHEYHVKA, HaXXaB KHOMKY Ha
roperie.

— YcTaHoBUTe TpebyeMblil pexunmM cBapku npu
MOMOLL PerynsTopos.

Mpouecc cBapku

YcTaHoBUTE BENMYMHY CBapO4HOro TOKa UCXO-
A5 13 TOMLLMHBI CBapyBaeMoro matepuana u
AnameTpa 1cnonb3yeMon anekTPoAHON Npo-
BOMoku. CKOpOCTb NoAayun NPoBOMOKN aBTO-
MaTU4ECKN CUHXPOHU3NPYETCS C BENUYMHOMN
cBapo4yHoro Toka. lNoaseanTe ropersnky K 3a-
roToBKe Tak, YToObl MPOBOMIOKa He Kacanacb
3aroToBKU, @ Haxo4Mnack Ha PacCTOSIHUN
HeCKOMbKMX MUNMMMETPOB OT Heé. HaxaB Ha
KnaBWLLIy FOperku, 3aXriTe ayry u npucTy-
navite k ceapke. Haxatasi knaeuwia obecne-
YMBaeT Nofavy AMNeKTPOLHOW NPOBOOKU 1
YCTaHOBMEHHbIN PEAYKTOPOM MOTOK 3aLLUTHOTO
rasa.

[nuHa gyrn n ckopocTb ABUXEHNS anekTpoaa
BNUSAOT Ha hOPMY CBapO4HOrO LUBA.

Pa6ota co cMeHHOM NONSIPHOCTLIO
V3HayanbHO CMMOBOI KOHTAKT CBapO4HOM
ropenkn NoAKIMoYEH K «+» Ha Moayne CMeHbI
nonspHoctn. 3to OBPATHAA MNOJIAPHOCTb.
OHa npumeHsieTcs Npy CBapke u3genun ns
TOHKOMUCTOBOW CTanu C HepPXKaBetoLLMMU,
NEermpoBaHHbIMU 1 BbICOKOYTTEPOANCTBIMMU
CTansiMun,KOTOpble O4eHb YyBCTBUTEMbHbI K
neperpesy.

Bo Bpewms capky Ha NMPAMOW MOMAPHO-
CTW 6onbluas yacTb Tenna KoHLUEHTpUpyeTcs
Ha camoM M3Aenuu, U3-3a Yero NPONCXOANT
yrnybneHune kopHs Wwea. [ina cMeHbl nonsp-
HOCTM C 0BpaTHOW Ha NpsMYto HeobxoAMMOo
NepeksoYnTb Ha MoAyNe BbIBOA CUITOBOIO
npoBofa € «+» Ha «-». A kabenb ¢ 3aXVMom
Macchl B JaHHOM Cryyae NoACcoeanHNUTb K fe-
Tanu, BCTaBMB CUMOBOW HAaKOHEYHWK kabens B
KNeMMy «+» Ha nepegHen naHenu.

[Ins cBapku dntocoBor (MOPOLLKOBOW) Npo-
BOMOKOW 6e3 3aLUMTHOro rasa ucnosnb3yercs
MPAMAA MONAPHOCTb. MNpu atom 6onbLunii
HarpeB WMAET Ha U3Aenue, a NpoBoroka 1
KaHan CBapOYHOI ropernku HarpeBarTCst
MeHbLUe.

Mo okoH4YaHUM cBapKu:

— OTBeCTV Conmno roperku oT LWBa, Npepsas

CBapOYHYto Ayry;
— OTNyCTUTb KNaBWLLY roperkv Ans npekpa-
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OTnyCTWTb KNaBuWLLYy ropenku Ans npekpa-
LLIEHUS MoAAaYN 3NEKTPOAHON NMPOBOIOKMN 1
rasa;
[l OTknounTb Nofavy rasa, nepekpbiB KpaH
nodayu rasa ot pegyktopa 6anmnoHa;
[l MNepeBecTu BbIKNOYaTENb B MONOXEHNE
«offy - BbIKIHOYEHO
Pexum py4yHoOM AyroBon cBapku
(mma)
1. NMoacoennHWTe anekTpofoaepKaTenb K «-»
Knemme annapata, kabernb 3a3eMneHns K «+»
Krnemme annaparta (npsiMas nonspHoOCTb),
unu HaobopoT, ecnu aToro TpebyloT ycnosusi
CBapK1 WM Mmapka 3rneKTpoaoB:
[Mpu py4HOM OyroBOW CBapke pasnuyaroT Asa
BMAa NOAKMYEHUNA: NPSAMON NOMSIPHOCTU U
obpaTHow. MogknioyeHne «npsmasy nonsap-
HOCTb: 3NEKTPOL - «MUHYC», CBapuBaemasi
e Tanb -«nnocy». Takoe NOAKIYeHNe N TOK
NpsMON NONAPHOCTM LenecoobpasHbl Ans
pesku MeTanna u cBapku 60mMbLIMX TOMLLMH,
TpebytoLmx 6onbLIoro KonMyecTsa Tenna Ans
MX Nporpesa.
«ObpaTHasA» NONSPHOCTb (3nekTpon -
«Mcy, Aetanb - «KMUHYC») UCMONb3yeTcs
npu ceapke HebOonbLUNX TOMLLMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, YTO Ha OTpu-
LaTenbHOM norntoce (katode) aneKTpuYeckomn
Oyrv TemnepaTtypa Bcerga MeHblue, YeM Ha
NONoXWTENbHOM (aHOAE),3a CYET Yero anek-
Tpoa pacnnaenseTtcs 6bicTpee, a HarpeB Je-
Tanu yMeHbLUAEeTCs - CHUXKaEeTCst U OMacHOCTb
eé npoxora.
2. YcTaHOBUTE NepeknovaTtenb pexuma B no-
noxenne MMA
3. YcTaHoBUTE CBAPOYHbIN TOK COrMacHo Tuny
1 AMaMeTpy aneKTpoaa, ¥ Ha4YuHawTe CBapky.
4. Tok cBapku perynupyeTcs perynsTopom
cunbl Toka, hakTUYeckoe 3Ha4eHue Toka npu
paboTe oTobpaxaeTcs Ha Aucnnee amnepmMe-
Tpa.
5. BosbyxaeHne ayrv ocyLlecTBnsieTcs npu
KpaTKOBPEMEHHOM MPUKOCHOBEHUWN KOHLA
3MNeKTpoAa K U3LEenvio U OTBEAEHWIO ero Ha
Tpebyemoe pacctosiHne. TexHU4Yecku aToT
npoLecc MOXHO OCYLLECTBNSATb ABYMS npue-
Mamu:
[l KacaHvem anekTtpoga BNpuTbIK U OTBede-
HWEeM ero BBepX;
[1 YmpkaHMeM KOHLIOM 3rekTpoAa, Kak crmy-
KO O MOBEPXHOCTb U3Jenus.
BHumaHue! He cTyynte anektpogom no pa-
6o4ell NOBEpPXHOCTU MpK NOMbITKaxX 3axeyb
Oyry,Tak Kak 3To MOXeT NPUBECTM K ero rno-
BPEXAEHWIO U B AanbHeNWweM TonbKo 3aTpya-

HWUT 3aXuraHve gyru.
6. Kak Tonbko npou3onaéT 3axuraHve gyru,
3MEeKTPOA HYXXHO AepXaTb Ha TakoM paccTo-
siHUM oT obpabaTbiBaemMoro matepuana, Ko-
TOpOe COOTBETCTBYET AMaMETPY anekTpoaa.
[ina nonyyeHus paBHOMeEpPHOrO LIBa Aanee
Heobxoaumo cobnopaTtb 3Ty AUCTaHUMIO MO
BO3MOXHOCTN NOCTOSIHHOW. Takke Heobxo-
OUMO NMOMHUTb, YTO HAKIOH OCK 3nekTpoaa
normkeH 6biTb npumepHo 20-30 rpagycos, Ans
nyyliero BM3yanbHOro KOHTPONs BeAeHUs
CBapPOYHOroO LUBa.

7. 3akaHuyMBasi CBapOYHbIi LLIOB, OTBEAUTE
3NeKTpoa HeMHOro Hasag, YTobbl 3anonHucs
CBapOYHbIN KpaTep, a 3aTeM Pe3ko MogHUMMU-
TEe ero 40 UCYE3HOBEHUS Ayrn.




1). I .T. CBapoyHblin MonyasTomar
Tabnuubl napaMeTpoB CBapKu (TONbKO OIS CNpaBKM)

TonwwmHa PekoMeHayeMbI AuaMeTp NPOBOJIOKU, MM

meTtanna, lMpoBoroka cnnoLwwHOro ce4yeHus MpoBonoka ¢ dnrocom
MM 0,6 0,8 0,9 1,0 0,8 0,9 1,2
0,6 +
0,75 + + +
0,9 + +
1,0 + + + + +
1,2 ++ +++
1,9 ++++++
3,0 + + + + +
5,0 ++ ++
6,0 + + +
8,0 + +
10,0 + +
12,0 + +

[Ins kayecTBEHHOW CBapKM MeTanna TonwuHom 5 mm 1 6onee HeobxoauMo cHUMaTh dacky ¢
TOPLIEBOIN KPOMKM AeTanein B MECTE UX CTbIKOBKM UM NMPOU3BOAUTL CBAPKY B HECKOIbKO
NpoXoJoB.

Hactpownku pacxoga rasa npu ceapke MIG, MAG

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

Bbinyck
NpPOBOMIOKM, | 710 | 7-14 | 14-20 | 16-20
MM

Pacxopn

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

n/MUH

MapameTpbl cunbl TOKa U guameTpa aneTpoaos npu ceapke MMA

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

XapakTepucTuku cBapHoro wsa
B 3aBMCUMOCTM OT CUnbl TOKa U CKOPOCTW OBWXEHUA 3reKTpoaa Bbl MOXETEe MonyynTb cregyro-
wne pesynbratbl:

VTZAONY 277NN 377N 1PZZRSSS  sPEARSN  srr NSy
777NN

CNULLIKOM MeAJIeHHOoe [ABMXKEHUe anekTpoda
O4YeHb KopoTKasi ayra

OYeHb HU3KUIA TOK CBapKU

CNULLKOM BbICTpOE ABWXEHWe anekTpoda
OYeHb ANvMHHasA ayra

OYeHb BbICOKMI TOK CBapKM

OORWN =
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7. HOpManbHbIN

B®&MeHayeM NpoBeCTU HECKOMNbKO MPOBHbIX
CBapOK Ans NONy4YeHNsi HEKOTOPbIX MpakTuye-
CKUX HaBbIKOB.

OTKno4YeHne cBapoOYHOro annapa-

Ta. TennoBas 3awuTa

cneLnanu3npoBaHHbI CEPBUCHBIN LIEHTP.
Bce ppyrue paboTbl (B TOM YMCrne peMOHT-
Hble) AOSMKHbI MPOBOANUTLCS TOMbKO CreLna-
NIMCTaMM CePBUCHbIX LIEHTPOB.

Ha Bawem cBapo4yHoM annapate yCTaHOoBIeHa

Tennosas 3awuTta AN NnpefoTepaLleHus
neperpesa aMeKTPOHHbIX YacTel annapara.
[Mpun NpeBbILEHUN TemnepaTypbl TEPMOBbI-
KntoyaTens oTknounT annapart. O cpabatbl-
BaHWW TEMNJIOBON 3alUUThl CBUAETENLCTBYET
CBeYeHne nHankaTopa.

BHUMAHMUE! NMpwn Bo3BpaLLeHnn Temnepa-
TYpbl K HOPMarnbHOW paboyen, HanpskeHne K
anekTpoay byneTt nogaHo aBToMatuyecku. He
OCTaBnsAnTe Ha 3To BpeMsi usgenve 6e3 npu-
CMOTpa, a Aepxarernb aNneKTpoaa, nexalumm
Ha 3emIie Unu Ha cBapuBaembix AeTansix.
PekomeHayeM Ha 3To Bpemsi BbIKIo4aTh ar-
napat BblKMo4aTenem.

Harpes n3genvs Bo Bpemsl paboTbl ABMsieTcs
HOpMarbHbIM.

BHUMAHMUE! Bo nsbexaHne nonomok nnm
NpexaeBpeMEHHOr0 BbIXo4a CBAPOYHOrO
annapara u3 cTposi (0co6eHHO Npu YacTom
cpabaTbiBaHUN TEPMOBBIKMIOYATENS), Npexae
YeM npoaomkaTe paboTy, BbISCHATE NPUYNHY
cpabaTbiBaHMsA TENOBON 3awWwuThl. [Ins atoro
OTKMIOYUTE annapar oT CeTU 1 obpaTuTecsh K
pasgeny «Bo3MoxHble HENCNpPaBHOCTU N Me-
TOAbl UX YCTPaHeHus» HacTosiwero PykoBoa-
cTBa.

Bo3mMoXxHble Hencn paBHOCTU U

MeToAbl UX YyCTPaHeHUsA

CneauTe 3a UCNpaBHbIM COCTOSIHUEM U3ae-
nvs. B cnyyae nosiBneHusi nogo3puTenbHbIX
3anaxoB, AblMa, OrHsl, UCKP criedyeT BbIKto-
4YWTb annapar, OTKMIOYUTb ero oT ceTu 1 obpa-
TUTLCA B CreumanvavpoBaHHbI CEPBUCHbIN
LEHTP.

Ecnu Bam 4T0-TO nokasanocb HeHopMmarbHbIM

B paboTe nsaenusi, HeMeasieHHo npekpaTuTe
€ero aKcnayataumio.

B cuny TexHn4yeckon CNoXHOCTU n3genus,
KpUTEPUN NpeaerbHbIX COCTOSHWUIA He MOTyT
ObITb OnpeaeneHsbl Nonb3oBaTenieM camocTo-
ATENbHO.

B cny4yae sBHOM unu npegnonaraemon Heuc-
npaBHOCTV obpaTtuTech k pasgeny «Bosmox-
Hbl€ HEVCMNPaBHOCTU N METOAbI UX YCTpaHe-
Hus». Ecnn HencnpaBHOCTU B NepeyvHe He
oKasarnocb unu.

Bbl He cmornu ycTpaHuTb ee, obpaTuTech B
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MNpobnema Bo3moxHas npuynHa PeweHune
HanpseHne CnuLIKOM BbICO-|BbIkMounTE NCTOYHMK 3Hepruu; MNpo
Koe BepbTe rMaBHoe nuTaHue; MoBTOpHO
r HaNDSKEHIE CHMLIKOM HU3KOE BKIIOYMTE annapart, Koraa Hanpsixe
1 |'OPUT MHAMKATOD P HWe BygeT HopmarbHoe
TepMo3aLnThI =
Mnoxon NpuToK Bo3ayxa Yny4ylwmTe npuToK Bo3gyxa
CpaboTana TepmosawuTa an-|_.
[ante annapary ocTbITb
napara
Perynstop nogayv npoBonoku .
Y P noA P OTperynupywre
Ha MUHUMYME
HeT nogauun npo- =
2 BONOKY 3anun TOKOBbIV HAKOHEYHUK 3amMeHNTe HaKOHEYHMK
Ponukn nogayn He cooTBeT- .
MocTaBbTe NpaBuIIbHbLIA PONMK
CTBYIOT AVAMETPY MPOBOMNOKM
KHonka BknoyeHust He paboTa- .
BeHTunstop He|g, MoxanyvicTa, obpatntecs B cepBuc-
aboTtaeT nnn HbIV LEeHT
3 |P BeHTunsatop cnomaH P
BpaLjaeTtca mea- -
Mnoxon KOHTaKT COeANHEHNs C
TNeHHo lMpoBepbTe coeanHeHne
BEHTUNSITOPOM
Inoxon KOHTaKT C AeTarnbio YnyywmTe KoHTakT
He ycton4yusas CrMLIKOM TOHKWIA CETEBOH Ka- MomeHsinTe ceteBol kabenb
M 6ernb, TepsaeTcst MOLLHOCTb
4 |gyra, 6onbwoe
pa3BpLIArMBaHIe CnuwKOM HWU3KOe BXOAHOE Ha-|YBenuybTe BXOAHOE HanpsikeHue
npshKeHne nocpefcTBoM cTabunusatopa
WN3Hocunucb getanu ropenku  |3ameHuTe getanuv ropenku
O6pbIB cBapo4HOro kabens MpoBepkTe kKabenb
[yra He 3axwura-
5 [etanb 3arps3HeHa, B Kpacke,
ercs MpoBeawnTe ouncTky Aetanu
B pXXaBYyMHE
lopenka mopgknioyeHa He npa-
MopkniounTe NpaBuIbHO ropenky
BUJIbHO
HeTt 3awmTHoro|l@30BbIN WNaHr nepexar unu .
6 .. lMpoBepbTe rasoBbIN WNaHT
rasa NOBPEeXAEH
MecTa coeauHeHuns wnaHros|llpoBepbTe MecTa CoeAUHEHUSA
N0X0 3aTAHYThI LLNaHroB
MoxanywicTa, obpaTutech B cepBuC-
7 |Dpyrve Kany P P
HbIVi LLEHTP

I'pa(tmqecme CNMBOIJIbl U TeEXHUYeCKune AaHHble

OTOT CMMBON NoKasbiBaeT BTOPUYHOE HanpsaXeHne XonocToro xoaa

POYHOrO arperarta B amnepax.

uo....... V
(B BombTax).
Xl,...... A OTOT CYMBOJS1 NOKa3bIBAET HOMUHAIBbHBIV PAGOYMIA LK.
U,...... V OTOT CMMBOIT MOKa3bIBAET CBAPOYHbIA TOK B aMnepax.
U OTOT CYMBOI NoKa3biBaeT CBApO4HOE HaMpsPKeHNe B BOMbTaXx.
; OTOT CYMBOS NOKa3bIBAET HOMUHANBbHOE HaMpPsHXKeHe MUTaHUS.
| A OTOT CYMBOI NOKa3bIBAET MakCUManbHbIV MOMNIOLLAEMbIV TOK CBa-

HOro arperata B amnepax.

OTOT CMMBOI MOKa3blBaeT MakCUMarbHbIV CBAPOYHbIA TOK CBapOY-

OTOT CMMBOI MOKa3blBaeT Knacc 3alnTbl CBapOY4HOro arperarta.

OJTOT CMMBOIT NOKa3bIBaET, YTO CBAapO4YHOE YCTPONCTBO NOOXOOUT
Ana ncnonb3oBaHWA B YCNoBUAX, rae cyllectBsyeTt BbICOKUI puck
nopaxeHua areKTpu4eCckMmM TOKOM.
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ﬁ @ OTOT CMMBOI MOKa3bIBAET, YTO Nepea Ha4anom paboTbl BHMA-
TEeNbHO NPOYUTANTE MHCTPYKLMIO MO AKCMNyaTauum.

OTOT CMMBOS NOKa3bIBAET, YTO CBAPOYHbIV arperaT npeacraBnser

coboi ogHobasHbI CBAapOYHbIV annapaT NOCTOSIHHOTO TOKa.

OTOT CMMBOI NokasbiBaeT cbaay NMUTaHUA U 4acToTy JNTIMHUN B rep-
1~ 50Hz Lax.

Texo6cnyxuBaHue u cepBuc

Texo6cnyxvMBaHWe U oYUCTKa

» Bce paboTbl N0 TeXHUYECKOMY OBCIYXMBaHUIO AOMKHbI MPOBOAUTLCSA NMPU OTKIHOYEH-
HOM OT ceTu Kabene.

» MNepepn BbINONHEHMEM MOOLIX PAGOT C 3NMEKTPOMHCTPYMEHTOM BbITalMTE BUIIKY U3 PO-
3eTKU.

» PerynsipHo yaansinTe Nbifib CYXMM U YACTbIM CXKaTbIM Bo3agyxoM. Ecnu cBapouHbIn
annapar 3KcnnyaTupyeTcsl B cpefie C CUNbHbIM 3aAbIMIIeHMEM 1 3arpA3HeHHbIM BO3-
AYyXOM, ero Heo6XoANMO YMCTUTL He pexe OAHOro pasa B MecsL,. [JaBneHne cxaToro
BO37yXa AOMKHO ObITb B pasyMHbIX Npeaenax, YTobbl NpeaoTBpPaTUTL NOBPEXAEHNE MENKUX U
YyBCTBUTESbHbIX KOMNOHEHTOB annapara.

» PerynsipHo npoBepsiiiTe BHYTPEHHIOO LieNb CBapOYHOro annapara u yéeautechb, 4To
coeAMHEHUs Leny NoAKIoYeHbl NPaBUNbHO U NIIOTHO (0COGEHHO pa3beM U KOMMOHEHTbI).
Mpn o6HapyXeHUn oKanmHbl N PXKaBYMHbI OYUCTUTE €ro N CHOBA NIOTHO MOACOEANHUTE.

» He ponyckaiTe nonagaHus BoAbl M Napa B MHBepTOp. Ecnu 310 nponsoiiaeT, npocywmTe
€ro 1 NpoBepbTe U3OMALMIO annapara.

» Ecnu cBapoyHbIi annapat He 6yaeT Ucnonb30BaThbCA B TeYeHUe AnUTenbLHOro Bpe-
MeHMU, ero Heo6XoANMO NOMECTUTb B YNAKOBOYHYIO KOPOGKY U XpaHUTb B CYXOM M YACTOM
MecTe.

Ecnun TpebyeTcs noMeHaTb LIHYpP, BO n3bexaHne onacHocTu obpallantecs Ha dupmy P.I.T. unm
B aBTOPV30BAHHYIO CEPBUICHYIO MacTepCKyto Ans aneKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero 3nekTPOUHCTPYMEHTa NopyyanTe ToNbKO KBanuduumMpoBaHHOMY nep-
COHary Y TONbKO C NPMMeHEeHMEM OpPUrMHanbHbIX 3anacHbIX YacTen. ATUM obecneyu-
BaeTcs 6€30MaCHOCTbL 3NEKTPOUHCTPYMEHTA.

Cnuncok aBTOPU30BaHHbIX CEPBUCHBIX LIEHTPOB MOXHO MOCMOTPETL Ha odrLUMansHOM caiite
P.ILT.

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

XpaHeHue N TpaHCNOPTUPOBKA

CBapoyHbIii annapat criegyeTt XpaHUTb B 3aKPbITbIX NMOMELLEHUSX C eCTECTBEHHOW BEHTUNALMEN
npu Temnepatype ot 0 oo +40°C 1 oTHOCUTENbHOM BNaXHOCTU Bo3ayxa Ao +80%. Hannune B
BO34yXe MapoB KWCOT, LLEeNoYe 1 ApyrMx arpecCUBHbIX NPUMECEN He [OMyCcKaeTcs.
TpaHcrnopTMpoBaTb NPOAYKLMIO MOXHO MobbIM BUAOM 3aKpbITOro TpaHcnopTa B yNakoBKe Mpo-
n3soauTens unm 6e3 Hee, ¢ COXpaHeHWEM U3AENUSI OT MEXaHNYECKMX NOBPEXOEHNIA, aTMOC-
depHbIX OCaZKOB.
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YTunusauus

OTCnyXMBLUNE CBOW CPOK 3MEKTPOUHCTPYMEH-
Tbl, NPUHAONEXHOCTU N YNAKOBKY crneayet
cOaBaTb Ha 3KOMNOrMYecky YMCTYLo nepepa-
60TKy OTXOAOB.

E YTUnNuanpyiite anekTpOUHCTPYMEHT

—
OTAEenbHO OT 6bIToBOrO Mycopa!l

PacwundpoBka gatbl
M3roToBNEHUA usgenus

No.[17007B300395

roa mecsaul AeHb
[ara n3rotoBneHus nsgenus sawmndposaHa
BCEPUINHOM HOMEpe, HaneyaTaHHOM Ha Kop-
nyce MHcTpymeHTa. MNepsble 2 unudpbl 060-
3HavaloT rof Bbinycka, criegyrowme 2 uudpbl
—Mecay v cnegyowme 2 umdpsbl - AeHb.

YCNOBWUSA TAPAHTUMHOIO OB-
CNYXXUBAHUA

1.HacTosilee rapaHTuiiHOEe CBUAETENbCTBO
ABNSETCH €ANHCTBEHHBIM JOKYMEHTOM, Noa-
TBEpXXAALWMM Balle NpaBo Ha GecrnnaTHoe
rapaHTuinHoe obcnyxusaHue. bes npegbsis-

NeHna JaHHOro cBmaeTenbCcTBa NpeTeH3nn He

npuHumatotes. B cnyyae ytepu unm nopum
rapaHTUNHOE CBUOETENbCTBO HE BOCCTAHaB-
nBaeTcs.

2.l'apaHTUNHBIN CPOK Ha 3NEKTPOUHCTPYMEHT,
a Takke 3apsiaHble YCTPOCTBA U akKyMynsi-
TopHble 6aTapeun cepumn OnePower coctaens-
eT 12 MecsiLeB CO OHSA NPOAaXU, B TeYEHME
rapaHTUMHOIO Cpoka cepBuUcHas cnyxba
6ecnnaTHo yCTpaHseT NPOV3BOACTBEHHbIE
nedeKkTbl 1 NPON3BOANUT 3aMeHy AeTanen,
BbILLEALLNX N3 CTPOS MO BUHE U3rOTOBUTENS.
Ha nepwuopg rapaHTUIAHOTO peMoHTa 3KBVBa-
TIEHTHBbIN NCNPABHBIN MHCTPYMEHT He Npefo-
cTaBrnsieTcsl. 3ameHsieMble AeTanu nepexoasit
B COOCTBEHHOCTb Cryx0 cepBuca.

Komnanus P.I.T. He HeceT OTBETCTBEHHOCTH
3a Bpef, KOTOPbIi MOXET ObITb MPUYUHEH MpK
paboTe ¢ aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUHbIN PEMOHT MHCTPYMEHT Npu-
HUMaEeTCs B YUACTOM Buae, npu obssatensHoOm
HanMuMM Hagnexawmm o6pasom oopmIeH-
HbIX [JOKYMEHTOB: HACTOSALLErNO rapaHTUNHOroO
CBUAETENBLCTBA, FapaHTUNHOIO TanoHa, ¢ nor-
HOCTbIO 3amnofHEHHbIMY MOMSAMM, LUITAMMIOM
TOProBOW OpraHn3aLmMn 1 NOAMNMCHIO MOKyna-

Tens.
4.[apaHTUHBIN PEMOHT He NPOU3BOAUTCA B
crneayoLmx crnyyasx:

npu OTCYTCTBWWN rapaHTUNHOTO CBUAETEMb-
CTBa M rapaHTUMHOrO TanoHa unu
HenpaBUbHOM UX OPOPMMEHUN;

npy COBMECTHOM BbIXOAE U3 CTPOS SKOpS U
cTaTtopa anekTtpoasurartens, npu
obyrnrBaHMM 1Ny onnaeBneHny NepPBUYHON
00OMOTKM TpaHcdhopmMaTopa CBapO4YHOro
annaparta, 3apsAHOro Unu MycKo-3apsiaHoro
YyCTPOMCTBA, NPU  ONMaBfeHUN BHYTPEHHUX
aetanen, NpoXure 3MeKTPOHHbLIX Nnar;

€Cnun rapaHTUiiHoOe CBUAETENbCTBO WK
TanoH He nNpuHagnexaT AaHHOMY
3MEeKTPOUHCTPYMEHTY UM HE COOTBETCTBYET
yCTaHOBIIEHHOMY NOCTaBLLUKOM 06pasLly;

Mo NCTEYEHUN CpoKa rapaHTuu;

npu NonbITKax CaMOCTOSTENIbHOTO BCKPbITUSA
UM peMOHTa 3MNEeKTPOMHCTPYMEHTA BHE ra-
pPaHTUHOW MacTepCKOW;

BHECEHUS KOHCTPYKTUBHbLIX WU3MEHEHUN ©
CMas3Ku WMHCTPYMEHTa B rapaHTUMNHbLIN
nepuvon, O YeM CBUAETEeNbCTBYIOT,
Hanpumep, 3anombl Ha LNMLEBBIX YacTAX
Kpenexa KopnyCHbIX AeTanei.

MpW UCMONb30BaHNN 3NEKTPOUHCTPYMEHTa B
NMPOWU3BOACTBEHHBIX WINWN WHbIX LEnsx, CBs-
3aHHbIX C MonyvyeHnem npubbinu, a Takke
npu BO3HWKHOBEHWUW HeucrnpasBHOCTEW
CBA3aHHBIX C HecTabWNbHOCTHIO
napaMeTpoB 3NEKTPOCETU, MPEBbILLAKLLMX
HOpMbI, ycTaHoBrneHHble TOCT;

npu HenpasuUIbHOW aKcnnyaTauum (Mcnonb-
30BaHWe 3MEKTPOUHCTPYMEHTA He Mo HasHa-
YEHWI0, YCTaHOBKM Ha 3NEKTPOUHCTPYMEHT
He TnpeAHa3Ha4YeHHbIX 3aBOOM-
N3roToBuTENEeM HacafoK, AOMOMHUTENbHbIX
npucnocobneHnn nT.n.;

Npy MexaHN4YecKnx NoBpeXAeHNaX Kopnyca,
CEeTeBOro LUHypa 1 Npu NOBPEXAEHUSX,
BbI3BaHHbIX BO3AENCTBUAMU arpeCcCUBHbIX
CPEACTB U BbICOKUX U HU3KMX Temrneparyp,
nonagaHuy MHOPOAHbIX MPEAMETOB B BEHTU-
NAUMOHHbIE PELLETKN SNEKTPONHCTPYMEHTa,
a TaKkKe npu NoBpexaeHUsX, HaCTyMUBLLUX
B pesynbTate HenpaBWUbHOMO XpaHeHus
(Koppo3usa MeTanIMyecknx Yacten);

npu ecTecTBEHHOM W3HOCe [eTarnen arnek-
TPOMHCTPYMEHTA, B pe3ynbrate ANUTENbHON
akcnnyatauumn (onpepenseTcsa no
npuv3Hakam MNOMHOW MMM YacCTUYHOW
BblpaboTku pecypca, CUMNbHOTO
3arpsA3HeHns], PXXaB4nHbI CHAPYXWU U BHYTPU
3NMeKTPOUHCTPYMeHTa, oTpaboTaHHOM
CMa3ku B pefyKkTope);

MEAOAB3OBaHne MHCTPYyMEHTa HE RO Ha3Ha

27



P.I1.T.

CBapouyHblin MonyasTomat

YeHWIo, yKa3aHHOMY B MHCTPYKLMMW MO SKCMy-
aTauumu.

Npy MexaHUYeCKMX NOBPEXOEHNSX UHCTPY-
MEHTa;

npy BO3HUKHOBEHWMN NOBPEXAEHUI B CBA3N
C HecobntogeHneM npeayCcMOTPEHHbIX UH-
CTPYKLMEN yCroBWI aKcnyaTaumum (Cm.
rmaBy «YKa3aHue Mo TeXHUKe
6e30nacHOCTU» B UHCTPYKLIMN).
rnoBpexaeHne N3Aenus BCneacTBMe Heco-
GroAeHNs NpaBun XpaHeHust n
TPaHCMOPTMPOBKMU.

Npy CUNBHOM BHYTPEHHEM 3arpsi3HEHVN WH-
CTPyMeHTa.

MpodunakTuyeckoe obenyxmBaHne
3MEKTPOUHCTPYMEHTa (YNCTKA, MPOMBbIBKA,
cMaska, 3ameHa MblIbHUKOB, MOPLUHEBBIX U
YAAOTHUTENbHbIX KOMew) B rapaHTUAHbIN
nepvog SBMSETCS NNaTHON YCnyron.

Cpok cnyx6bl n3genusa coctaenseT 3 roaa.
Cpok xpaHeHusi — 2 roga. He
peKkoMeHAyeTCs K aKCrnnyaTtaumm no
NCTEYEHWUMN 2 NET XpaHeHWs ¢ Aatbl
N3roTOBMEHNS, KOTOpas yka3aHa B
CepuiHOM HoMepe Ha 3TUKeTKe
MHCTpyMeHTa, 6e3 npeaBapuTenbHON
npoBepku (onpeaeneHve AaTbl Bbinycka
cMoTpuTe paHee B PykoBoacTee
nonb3oBartens).

O BO3MOXHbIX HapyLUEHWSIX, N3MOXEHHbIX
BblLLE YCNOBUIN rapaHTUNHOIO
obcnyxuBaHus, BnagensLy coobLiaercs
rocrne npoBeAeHNs ANarHoCTUKW B
CEepBUCHOM LIEHTpe.

Bnageneu uHcTpymeHTa foBepsieT
npoBefieHne ANarHoCTUKM B CEPBUCHOM
LieHTpe B CBOE OTCYTCTBMUE.

3anpeLlyaertcs akcnnyaTaums
3MEeKTPOUHCTPYMEHTa MpW NPOSIBNEHUN
NPU3HaKOB MOBbILLEHHOIO HarpeBsa,
VCKPEHWS, a Takke Lyma B peAyKTOPHON
YacTu. [Ins BbIACHEHUS NPUYUH
HeuncnpaBHOCTY NOKynaTento crneayet obpa-
TUTLCA B rapaHTUIHYIO MacTEPCKYH0.
HewvcnpaBHOCTH, Bbi3BaHHbIE
HeCcBOEBPEMEHHON 3aMeHON YronbHbIX
LLIETOK ABUraTens, yCTPaHSITCH 3a cHeT
nokynarens.

5.lapaHTusa He pacnpocTpaHsaeTcs Ha:
CMEHHbIe NPUHAANEXHOCTH (aKkceccyaphbl 1
OCHacTKa), HanpumMep: akKyMynsaTopel,
OWCKW, HOXMW, cBepria, 6ypbl, NaTpPOHBI,
Lenu, 38e3404KM1, LIaHroBble 3aXUMbI,
LUMHBI, 3NIEMEHTbl HaTSXEHUS U KpenneHus,
roOnoBKM TPUMMEPOB, MOAOLLBbI
LWNNAOBAarnbHbIX Y IEHTOYHbLIX MaLUvH,
UMLTPbI, FOMOBKM LLECTUrPAHHBbIE
CMEeHHbIe Hacagku v T.n.
ObICTpOU3HaLLMBAOLLMECS AeTanu, Hanpu-
Mep: YrofbHbI€ WETKN, MPUBOAHbIE PEMHWY,
CanbHVIKK, 3aLLUTHbIE KOXYXW, HAanpaBnsio-
LMe poruKK, HanpasnswLwme, pesnHoBbIe
YNINOTHEHWS!, NOALWMMHYKK, 3ybyaTble peMHu
1 Koreca, CTBOSbI, NeHTbl TOPMO3a,
Xpanosu-

KM 1 TPOCbI CTapTepOB, NOPLUHEBbIE KoMbLia
n TN

3ameHa 1x B Te4eHne rapaHTUNHOIo Cpoka
SABMSIETCHA NNATHOW YCIyron.

-LUHYpbI MUTaHUSA, B Cryvae noBpexaeHns
N30MALMK, LUHYPbI NUTaHUS noanexar obs-
3aTenbHON 3ameHe 6e3 cornacus
Bragenbua (ycnyra nnatHas), B T.4.
Kopryca MHCTPyMeHTa.
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:P. I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name
Product Serial Number Charger Serial Number

ooooOoooOoood Place of seal
OoOOooOoooooooon

Sale Date
Trade Organization Name

Dear customer!

Thank you for purchasing the P.I.T tool, and we hope that you will be satisfi ed 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 fi Il out the
Warranty Certifi cate, the Warranty Card (the boxes shall be fi lled out by a seller) and to affi x
the seal of the trade organization in the Guarantee Certifi cate and the Warranty Card.
Warranty

By this Warranty Certifi 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.L.T. service centers shall repair the product and replace the defective spare parts free of
charge.

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

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

Buyer’s Signature Surname (legibly)

Phone
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:P. I .T. _ CBapouyHbin MonyasTomat
FAPAHTUMHOE CBUOETEJNIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuiHbin Homep n3genva OO0 00000000

CepuiiHbili Homep 3apsiaHoro ycTpoitctsa (OO0 000000 M.IL

[ata npogaxu « »
HanmeHoBaHve TOproBov opraHnsaLum
YBaxaembln nokynatens!

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

Mpw HeobxoaumocTn obecnyxunBaHusa Balero nsgenus obpalyaitecb B aBTOPU3NPOBaHHbIE Cep-
BUCHbIE LeHTpbl P.I.T. Bce cepBuCHbIE LEHTPbI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke TpebywTe y npogasLa nNpoBepkn paboTocnocobHOCTM UHCTPYMEHTA U €ro Kom-
NIEKTHOCTH, a TakKe 3arnofHeHNs rapaHTUAHOIO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCS NpoAaBLOM») U MPOCTAaHOBKM NevaTy TOProBOW OpraHusauuu B rapaHTUAHOM
CBUOETENbLCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHuM faHHOro rapaHTMIHOrO cBuaeTenbcTBa komnaHus P.l.T. rapaHTUpyeT oTcyTcTBUe
[edeKToB NPOM3BOACTBEHHOIO XapaKkTepa.

Ecnun B TedeHune rapaHTuinHoro cpoka B Balwem nsgenum obHapyxatcs ykasaHHble AedeKTbl, TO
cneumannaMpoBaHHble cepBucHble LeHTpbl PI.T. 6ecnnaTHO OTPEMOHTUPYIOT U3genve v 3ame-
HST AedeKTHbIe 3anacHble YacTu.

[apaHTUNHBIN CPOK Ha aNeKTPoUHCTPYyMeHThl P.I.T. cocTtaBnseT 12 mecaues co AHA NPOAAXM.

«C ycrnoBusMU rapaHTUAHOTO 06CnyXmBaHUsi o3HakomMreH(a). PabotocnocobHOCTb U KOMMMEKT-
HOCTb U3[enusi NpoBepeHbl B MOeM NpucyTcTBUM. [peTeHsnin k kKadecTBy W BHELLHEMY BUAY He
nveto».

Moanucb nokynatens
BO)
TenedoH

Pamunua(paszbopumn-
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R I .T. Automatic Welding Machine

P.I.T. WARRANTY CARD

RP.I.T. Ne 1

o
N I Name
| ‘ iSeriaI Number
o'« !Sale Date 20 Place of Seal
NS 1(Filled out by a Seller)
& | WARRANTY REPAIR CARD
€ )i Date of Acceptance for Repair 20
et ! Application for Repair
5 B | Customer
2 |8 |Phone (Address)
g 2 &’ ECause of Application
o z 8 G ! Date of Receipt from Repair 20
% -% % % 1 The Tool is checked in my presence
Z & » O (The Order shall be performed in a Service Center) (Signature)
o
N 'Name
| ‘ iSeriaI Number
o = :Sale Date 20 Place of Seal
N/ & 1(Filled out by a Seller)
& !WARRANTY REPAIR CARD
€ ): Date of Acceptance for Repair 20
‘ 2 iAppIication for Repair
' |2 | Customer
2 |8 Phone (Address)
€ o & !Cause of Application
o z 8 ks EDate of Receipt from Repair 20
% -% 2 % ! The Tool is checked in my presence
Z » » A |(The Order shall be performed in a Service Center) (Signature)
o
N 'Name
| ‘ ESeriaI Number
o = 1Sale Date 20 Place of Seal
SIS i(Filled out by a Seller)
& 'WARRANTY REPAIR CARD
€ ): Date of Acceptance for Repair 20
‘ et i Application for Repair
5 8 1 Customer
£ § ! Phone (Address)
5 @ o 1 Cause of Application
© Z 8 G EDate of Receipt from Repair 20
% -% % % ! The Tool is checked in my presence
Z » v O |(The Order shall be performed in a Service Center) (Signature)
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R I .T. CBapouyHbin MonyasTomar

FAPAHTUUHBLIU TAJIOH P.I.T.

20

20

20

HaumeHoBaHue i
1 o

CepuiiHblii HoOMep ! N
DNata npogaxu { ) 20 Place of Seal ' ©
(3anonHseTca NnpoaasLOM) ! 3
KAPTA TAPAHTUMHOIO PEMOHA i 5
[ata npuema pemoHT 20 K E‘
3asiBka Ha peMOHT ! o g
3akasunk 12 g s =
TenedoH (agpec) E TIXO
MpuunHa obpalLeHust 1 83 8¢

p pay 1 2285
[arta nonyyeHus ot peMoHTa 20 ! o S CC
WNHCTpYMeHT NpoBepeH B MOEM NPUCYTCTBUU 'Sapfg®
(Bakas 3anonHsetca B CepsucHoMm LieHTpe) (Mognuce) i £ 8 l(:“[ |(:“[

TanoH Ne 2
HaumeHosaHue i o|
CepuiiHbI HoOMep i N
DNata npogaxu { ) 20 Place of Seal ' ©
(3anonHsieTca NnpoaasLOM) ! 3
KAPTA TAPAHTUMHOIO PEMOHA i s
[ata npuema pemoHT 20 K E‘
3asiBka Ha PEMOHT ! o g
3akasuuk 22532
TenedoH (agpec) E §; 30
MpunynHa obpalyeHns 123 g_g‘
[aTa nonyyeHunsi ot peMoHTa 20 ! 0 ,E CC
WNHCTpYMeHT NpoBepeH B MOEM NPUCYTCTBUU 'Sapfg®
_(3akas sanonHsetcs B Cepaucrom Lenpe) (Toanmce) _____________ =14
TanoH Ne 3

HaumeHoBaHue H C>|
CepuitHbIi HOMep i N
JNata npogaxu » 20 Place of Seal ! ©
(3anonHseTcs npogasLOM) ! 5
KAPTA TAPAHTUMHOIO PEMOHA i 3
[aTa npviema peMoHT 20 K -y
3asiBKa Ha PEMOHT A
3akasunk 122532
TenecboH (anpec) PE220
MprymHa obpalleHns E § 3 § (E;
[Jata nonyyeHns ot peMoHTa 20 P2 ’% ==
WHCTpYyMEHT NpoBepeH B MOEM MpUCyTCTBUM 'S ap@p
(3akas 3anonHsetcs B CepeucHom LieHTpe) (Moanwuchk) ' T 8 l(:U[ |‘:°[
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www.pit-tools.com

MocTaBwumK / npousBoguTenb:Xinjiang Longbo Industrial Co., Ltd./CuHbL3sH J/IoHr60
WHpactpuan Ko., /lTg,.

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

And Technological Development Zone, Urumgi, Xinjiang, China / Och.602, 6 3Tax, N531,
BeliwwmHr Poag, IkoHOMUK IHA TexHonomkvkan [leBenonmeHT 30H, Ypymun, CUHbL3SH,
KvTaii

NMnopTep/ opraHusaums, ynosiHoMo4eHHas NnpuHumMaTthb npetensun: 000 «Typ6o-Tync»
tOpuamnyeckuin appec:117246, r. MockBa, yn. XepcoHckas, 43 - 670

Bonpocbl U NpeAIoXeHUs HanpaBnsiTe No agpecy: 614058, r. Mepmb, yn. doMmUHcKasl, 36
FopsiYas NAMHUSA NO CepBUCHOMY 06CNyXKUBAHUIO:

3BOHOK C MOBUNBHOTO . .
® *2445 ¢t info@pittools.ru

CpenaHo B KHP / Made in China [H[ c E




