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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, fire
and/or serious injury.

Save all warnings and instructions for fu-

ture reference.

The term “power tool” in the warnings refers

to your mains-operated (corded) power tool or

battery-operated (cordless) power tool.

Work area safety

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

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

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

Electrical safety

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

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

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

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

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

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

Personal safety

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

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

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

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

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

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

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

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

» Qualified personnel in accordance with this
manual means persons who are familiar
with the adjustment, installation, commis-
sioning and maintenance of power tools.

» Only persons over 18 years of age who
have read the technical description, op-
erating instructions and safety rules are
allowed to work with power tools.

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

Power tool use and care

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

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

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

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

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

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

Safety instructions for electric

welding machine

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

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

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

» Make sure you are in a safe position.

» Do not inhale welding fumes, they are
harmful to health.

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

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

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

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

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

» When welding, it is necessary to pro-
vide the workplace with fire extinguish-
ing means.

» IT IS FORBIDDEN:

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

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

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

— Carry out welding work on pressure ves-
sels;

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

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

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

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

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

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

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

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

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

Product Description and Specifi-

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

ONOTAWN

Technical Data

Model PMIG165-C2
Rated voltage 190-250V~ / 50Hz
Rated power 4800 W
Output current range 10-165 A
Wire diameter (MIG) f&g;j_gg};
Electrode diameter @2.5-4.0mm
(MMA) (3/32"-5/32")
Duty cycle (DC) 25 °C 60%
Weight 11 kg
Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Electrod weldio 10 pcs
Instruction manual 1pc
Note

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

Since the product is constantly being im-
proved, P.I.T. reserves the right to make
changes to the specifications and product
specifications specified here without prior no-
tice.

Preparation for work

Place the machine on a flat surface. The
workplace must be well ventilated, the weld-
ing machine must not be exposed to dust,
dirt, moisture and active steam. To ensure
adequate ventilation, the distance from the
apparatus to other objects must be at least 50
cm.

ATTENTION! To avoid electric shock, use
only electrical mains with a protective earth
conductor and grounded receptacles. DO
NOT alter the plug if it does not fit into the out-
let. Instead, a qualified electrician must install
an appropriate outlet.

Ensuring the safety of preparation

for work

Before turning on the product, set the switch

to the “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 chlo-
rine-containing substances in the air;

— Check all connections to the product; they
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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.

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

2. Button for switching modes 2T/4T

3. 4T welding mode indicator. In 4T mode, welding starts after a short press of the control button
on the torch and stops after a second press. This function allows you not to hold down the but-
ton on the torch when welding long seams.

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

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

6. Current regulator

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

8. VRD Mode Activation / Cancellation Button

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

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

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

12. MMA welding mode indicator

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

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

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

16. Wire feeder activation button (wire feed)

17. Voltmeter display

18. Power indicator

19. Thermal protection indicator

20. Ammeter display
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Welding machine connection dia-

gram
Welding with solid wire (fig. 1)

Welding with flux-cored wire (Figure 2)
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Welding with an electrode (Figure 3)

Preparing for MIG / MAG Welding

Select the required type of welding using the
button 15. Also, use the switch 2 to set the
welding current on / off mode (2T - welding is
carried out with the torch trigger pressed, 4T -

the first press of the torch trigger - the start of
welding, the second press - the end of weld-
ing).

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

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

Burner

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

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

Coil installation

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

er

Loosen and lower the adjuster towards you.

Raise the pinch roller;

Cut off the bent end of the wire and thread the

wire into the wire liner of the feeder, align it

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

Place the wire in the welding torch connector

bore, release the pinch roller, and return the

adjuster to the vertical position.

Adjust the pressure of the pinch roller.

— 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 fills the channel of the welding sleeve
and leaves the torch. Disconnect the power
supply. Note! For free passage of the wire in
the cable, straighten it along its entire length.
When feeding the wire, make sure it moves
freely in the drive roll channel and that the
feed speed is uniform. If the feed rate is un-
even, adjust the pressure of the pinch roller.
Match and screw in a contact tip that matches
the wire diameter and install the nozzle.

Semi-automatic welding modes
This machine can work with two types of

welding wires: solid copper-coated wire in a
shielding gas environment, and self-shielded
flux-cored wire, in which case a gas cylinder
is not required.

Different types of filler wire require a different
wiring diagram.

Gas welding (GAS) with solid cop-

per-plated wire:

— 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 fitting on the back of the device.

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

— Set the required welding mode using the
controls.

Begin welding.

Welding without gas (NO GAS)

with self-shielded flux-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
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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

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

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

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

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

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

Manual mode

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

Inductance adjustment

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

arc and vice versa.

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

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

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

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

Replaceable polarity operation
Initially, the power contact of the welding torch
is connected to “+” on the polarity reversal
module. This is REVERSE POLARITY. It is
used for welding thin sheet steel to stainless
steels, alloy steels and high carbon steels,
which are very sensitive to overheating.
During DIRECT POLARITY welding, most of
the heat is concentrated on the product itself,
which causes the root of the weld to deepen.
To change the polarity from reverse to direct,
it is necessary to switch the output of the
power wire on the module from “+” to “-”. 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
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the “+”
terminal of the device (direct polarity), or vice
versa, if required by the welding conditions
and / or the brand of electrodes:
In manual arc welding, two types of connec-
tion are distinguished: direct polarity and
reverse. Connection “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:
— By touching the electrode back to back
and pulling it up;
— By striking the end of the electrode like a
match on the surface of the product.
Attention! Do not knock the electrode on the
working surface when trying to ignite the arc,
as this can damage it and further complicate
the ignition of the arc.
6. As soon as the arc strikes, the electrode
must be held at such a distance from the
workpiece that corresponds to the diameter
of the electrode. To obtain a uniform seam, it
is further necessary to maintain this distance
as constant as possible. It should also be re-
membered that the inclination of the electrode
axis should be approximately 20-30 degrees,
for better visual control of the welding seam
guidance.
7. When finishing the weld, pull the electrode
back a little to fill the welding crater, and then
lift it up sharply until the arc disappears.
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Welding parameter tables (for reference only)

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

Thickness
metal,mm

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

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

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

Gas flow settings for MIG, MAG welding
Diameter wire, 05-08]1-14|16-2]25-3 -
mm
Release wire, 7-10 | 7-14 [14-20|16-20
- .,
Consumption

. 5-8 [ 8-16 |15-20|20-30
gas, r/ min Iﬂ

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:

RN 7RSS 377N 177 sPEARRN ePZZRY
7 PZZRSSY

1.too slow movement of the electrode

2.a very short arc

3.Very low welding current

4 too fast electrode movement

5.very long arc

6.Very high welding current

7.normal seam

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

10
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Turning off the welding machine.

Thermal protection

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

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

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

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

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

Possible malfunctions and meth-

ods of their elimination

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

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

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

All other work (including repair) should be car-
ried out only by specialists of service centers.

1"
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Problem

Possible reason Solution

Indicator is on
thermal protec-
tion

Voltage too high Turn off the power source; Check

the main food; Turn on the machine

Voltage too low again when the voltage is normal.

Poor air flow Improve air flow

The thermal protection of the

device has been triggered Let the device cool down

Wire feed knob at minimum Adjust
2 INo wire feed Sticking current tip Replace tip
The feed rollers do not match .
S Put on the right roller
the wire diameter
The fan does notjPower bytton 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
4 Unstable arc,|lost
large spatter Increase the input voltage with a
Input voltage too low
regulator
Burner parts worn out Replace burner parts
5 The arc does not|Broken welding cable Check the cable
strike The part is dirty, in paint, in rust |Clean the part
The burner is not connected Connect the burner correctly
6 |No shieldi correctly
© ShIEIING 935 1555 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.
Us...... 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
l1max. .. A )
in AMP.
This symbol shows the welding unit's maximum absorbed current
lres. .. 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.

This symbol shows read the operating instructions carefully before
operation.

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

This symbol shows the supply power phase and line frequency in
Hertz.
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Maintenance and Service
Maintenance and Cleaning
» Pull the plug out of the socket before
carrying out any work on the power
tool.
Remove dust by dry and clean com-
pressed air regularly. If welding machine
is operated in environment where strong
smoke and polluted air is present, the ma-
chine needs to be cleaned at least once a
month.
Pressure of compressed air must be
within reasonable range in order to
prevent damage to small and sensitive
components in the machine.
Check internal circuit of welding ma-
chine regularly and make sure the
circuit connections are connected
correctly and tightly (especially plug-
in connector and components). If scale
and rust are found, please clean it, and
connect again tightly.
Prevent water and steam from enter-
ing into the machine. If that happens,
please blow it dry and check insulation
of machine.
If welding machine will not be used for
long time, it must be put into the pack-
ing box and stored in dry and clean
environment.
In order to avoid safety hazards, if the power
supply cord needs to be replaced, this must
be done by P.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
qualified personnel and only with origi-
nal replacement parts. This ensures the
safety of the power tool.
The list of authorized service centers can be
viewed on the official website of P.I.T. by the
link: https://pittools.ru/servises/
Storage and transportation
The welding machine should be stored in
closed rooms with natural ventilation at tem-
peratures from 0 to + 40 ° C and relative
humidity up to + 80%. The presence of acid
vapors, alkalis and other aggressive impuri-
ties in the air is not allowed.
Products can be transported by any type of
closed transport in the manufacturer’s pack-
aging or without it, while preserving the prod-
uct from mechanical damage, atmospheric
precipitation.

>

Dispose of waste
Damaged power tools, batteries, ac-
cessories and waste packaging mate-
= 'ials must be recycled and reused in
an environmentally friendly manner.
Do not throw power tools and accumulators /
batteries into general household waste!
Product serial number interpreta-

tion serial number

No.| 00000 000000 |

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

TERMS OF WARRANTY SERVICE

To customers (users) of warranty service:

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

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

The warranty period:

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

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

The warranty does not include:

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

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

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

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

YKazaHusl No TexHUKe 6e3onacHoOCTU
O6uue ykasaHMsl No TexHUKe Ge3sonacHo-
CTU ANS 3MEeKTPOUHCTPYMEHTOB

NPEOYNPEXOAEHUE
A MpouTuTe BCe yKa3aHUsl U UHCTPYK-

LMK No TeXHUKe Ge3onacHoCcTM.
HecobntogeHune ykasaHuii 1 UHCTPYKLUIA MO
TexHuke 6e30nacHOCTU MOXET cTaTb NpuU4mn-
HOW NMOpa)XeHUs ANeKTPUYECKNM TOKOM, Noxa-
pa v TAXenbIX TPaBM.
CoxpaHsiiTe 3TU MHCTPYKUUU U yKa3aHus
AnsA 6yayliero UCnonb3oBaHUA.
Mcnonb3oBaHHOE B HACTOALLMX UHCTPYKLMAX
N yKa3aHWsIX NOHATUE «3NEKTPOUHCTPYMEHT»
pacnpocTpaHsAeTcs Ha ANeKTPOUHCTPYMEHT C
nMTaHMem OT CeTU (C CETEeBbIM LLUHYPOM) U Ha
aKKYMYNATOPHbBIA 3NEKTPOMHCTPYMeEHT (6e3
CEeTeBOro LUHYpa).
Be3onacHocTb paﬁoqero MecCcTa
» CopepxuTte paboyee MecTo B 4ACTOTE U
XopoLlo ocBelleHHbIM. becnopsgok nnm
HeocBelLleHHble y4acTkn paboyero mecTa
MOTYT MPUBECTU K HECHACTHbLIM CIy4asiM.
He pa6oTaiTe ¢ 3TUM 3NEKTPOUHCTPY-
MEHTOM BO B3pbIBOOMAacHOM nometye-
HMUWU, B KOTOPOM HaxoAATCA ropryune
XWAKOCTU, BOCNaMeHsAoWmMecs rasbl
UIK Nbinb. ONEKTPOUHCTPYMEHTbI UCKPAT,
4TO MOXET NPMBECTU K BOCMNAMEHEHUIO
MbIX MW NapoB.
Bo Bpemsi paboTbl C 3NeKTPOUHCTPY-
MEeHTOM He AonyckauTte 6nusko Kk Ba-
wemy paboyeMy MecTy AeTen M NocTo-
poHHux nuu. OTBnekwncs, Bel Moxete
noTepsATb KOHTPONb Haf 3MEeKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHOCTb
» lliTencenbHaa BUNKa 3NMeKTPOUHCTPY-
MeHTa [oMKHa NOAXOAUTL K WTencenb-
Hon po3eTke. Hu B koem cnyvae He
M3MeHANTe WTencenbHy BUnky. He
npumMeHsWTe NepexoaHble WTeKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aliuT-
HbIM 3a3emneHueM. HenameHeHHble
wrencenbHble BUNKW U NOAXOASALLMNE
LTencenbHble PO3eTKM CHUXAaT PUCK MO-
paXKeHUs ANEKTPOTOKOM.
MNpenoTBpalwaniTe TeNnecHbIN KOHTAKT
C 3a3eMNIeHHbIMMN NMOBEPXHOCTAMM, Kak
TO: ¢ Tpy6amu, anemMeHTaMm1 OTONNEHUSA,
KYXOHHbIMW NIIUTAMWU N XONOAUNbHUKA-
mu. Mpu 3a3emnexun Balero Tena noebl-
LLIAETCH PUCK NOPaXKEHUSI ANEKTPOTOKOM.
» 3awmiante aNeKTPOMHCTPYMEHT OT Ao-

XAA U cbipocTu. [poHMKHOBEHME BOAbI
B 9NEKTPOMHCTPYMEHT MOBbILIAET PUCK
NopaxeHUs 3NEKTPOTOKOM.

He paspelsaetcs ucnonb3oBaTh LWHYP
He Mo Ha3HayYeHU, Hanpumep, Ans
TPaHCMOPTUPOBKU UNWN NMOABECKMN reK-
TPOMHCTPYMEHTa, MU ANA BbITArMBa-
HUA BUNKW U3 LUTENCeNIbHOW PO3eTKU.
3awmuwanTte WHyp oT BO3AeNCTBUSA
BbICOKUX TemnepaTyp, Macna, ocTpbix
KPOMOK MIU MOABWXHbIX YacTel anek-
TpouHcTpyMeHTa.lloBpexXaeHHbIn nnu
CMNyTaHHbI LWHYP NOBbLILLAET PUCK Nopaxe-
HUSI ANEKTPOTOKOM.

Mpu pa6oTte ¢ 3NEKTPOUHCTPYMEHTOM
nopa OTKPbLITbLIM HEGOM NMpuUMeHsAWTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNMpumMeHeHre NPUrogHOro Ans
paboTbl Nog OTKPbITEIM HEGOM kabens
YANUHUTENS CHUXAEeT PUCK NMopaxeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb npume-
HEHUA 3NEeKTPOUHCTPYMEHTA B CbIPOM
nomeLleH1u, NoakoyanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLMUTHOrO
OoTKMoYeHus. MpumeHeHne ycTpoiicTea
3aLUUTHOTO OTKITIOYEHUS CHUXaeT pUck
3MEKTPUYECKOrO NMOPaXKEHNS.
Be3onacHocTb nioaen

» ByabTe BHUMaTenbHbIMU, cneauTe 3a
TeM, 4YTo Bbl AenaeTe, n NnpoayMaHHoO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B yCTafioM COCTOSIHUM
unu ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTUYECKOro MUMU anKorofbHOro
OMNbsIHEHUSA UMK Nog BO3JeUCTBUEM ne-
kapctB. OgMH MOMEHT HEBHUMATENbHO-
CTV Npu paboTe C 3NEeKTPOUHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HLIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYaANb-
HOW 3aWMTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs UHAMBUAYaNbHOW
3alWWThl, KaK TO: 3alUTHON Macku, oByBu
Ha Heckosb3silien NoAoLBe, 3aWUTHOMO
lwrnemMa unu cpeacTs 3aluTbl OpraHoB
cnyxa, — B 3aBUCUMMOCTM OT Buaa paboTbl
C 3NEKTPOUHCTPYMEHTOM CHUXAeT pUck
nony4yeHns TpaBMm.

MpepoTBpalyaniTe HenpeagHaMmepeHHoe
BKIIlOMeHUEe 3NIeKTPOUHCTPYMEHTA.
Mepen noaknwYeHUEeM 3NEKTPOUH-
CTPYMEHTa K 3MeKTPONUTaHUIo u/unm K
aKKyMynsiTopy y6eautech B BbIKITHO4EH-
HOM COCTOSIHUU 3NEKTPOUHCTPYMEHTa.
YnepxaHue nanbla Ha BblknodaTtene npu-
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TPaHCMOPTMPOBKE WU NOAKMIOYEHNE K CETH
NUTaHUS BKIIOYEHHOTO 3MEeKTPOUNHCTPY-
MeHTa YpeBaTo HECYACTHLIMU Crly4asmu.
Y6upaiTe ycTaHOBOYHbIA UHCTPYMEHT
MUNKW raeyHble KNOYN A0 BKIIOYEHUNA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnu
KINIoY, HaxoAsalWmMNes BO BpallaloLwencs
YaCTU 3NEKTPOUHCTPYMEHTA, MOXET npu-
BECTU K TpaBMam.

He npuHumaiTe HeecTecTBEHHOE Nosno-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTON4MBOE NMOJIOXEHNE M COXPaHSAN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe nyulle KOHTPONMpoBaThb ANEKTPO-
WHCTPYMEHT B HEOXMAAHHbIX CUTYaLMAX.
Hocute nopgxoaswyt pabouyto ope-
xpay. He HocuTe wWupokyto opgexay u
yKpaweHus. [lepxute Bomnockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
cten. lnpokas opexaa, ykpawleHus mnu
ONVIHHBIE BOMOCHI MOTYT ObITb 3aTSAHYThI
BpaLLALWMMUCA YacTAMU.

Mpn HanM4YMM BO3MOXHOCTU YCTaHOBKMN
nbineoTcachIBaloWMX U NbiNecOopHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe U NpaBUilbHOEe UCMNoJib30BaHue.
lNpuMeHeHWe nblneoTcoca MOXET CHU3UTb
OMNacHOCTb, CO34aBaemyto MbifbHo.
Xopolee 3HaHWE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHOe B pe3yrnkLTaTe 4acToro
MX MCMONb30BaHMWA, He AOMKHO NPUBO-
AUTb K CAaMOYyBEPEHHOCTU U UTHOPUPO-
BaHMIO TeXHMKKU Ge3onacHocTu obpa-
LeHUs C IneKTpouHcTpymeHTamu. OgHo
HebpexxHoe AelcTBUE 3a [OM0 CEeKYHAbI
MOXET MPUBECTU K CEPbE3HbIM TpaBMaM.
BHUMAHMUE! B cnyyae BO3HWKHOBEHUS
nepe6os B paboTe anMeKTPOMHCTPyMeHTa
BCNeACTBME MOMHOr0 MU YaCTUYHOTO
npekpalieHns aHeprocHabxeHus unu
NOBPEXAEHUS Lienn ynpaBlieHns aHepro-
cHabXeHneMm ycTaHOBWTE BblKMovaTenb
B nonoxexue Bbikn., ybeamslimncek, 4To
OH He 3abnokMpoBaH (Npv ero Hanmu4yuu).
OTKNOYMTE CETEeBYI0 BUIKY OT PO3eTKU
UM OTCOEAUHUTE CbEMHBIN akKyMynsTop.
OTuM npepoTBpaLLaeTcs HEKOHTponvpye-
MbIVi MOBTOPHbIV 3anyck.
KBanudpunymnpoBaHHbIN nepcoHan B co-
OTBETCTBMM C HACTOSLLMM PYKOBOACTBOM
nogpasymeBaeT L, KOTOpble 3HAaKOMbI
C PerynupoBKOW, MOHTaXXOM, BBOJOM 3KC-
nnyatauuto obcnyxmuBaHMeM SneKTPOUH-
CTpyMeHTa.

K paboTte ¢ anekTpoMHCTPYMEHTOM Aomny-
cKkaloTcsa nvua He monoxe 18 net, nayyms-

LUMe TEXHUYECKOe OnucaHue, UHCTPYKLMIO
Mo 9Kcnnyataumy v npasuna 6esonacHo-
cTu.

» W3anenuve He npeaHasHa4yeHo Ans UCMOofb-
30BaHUSA NMLAMK (BKIoYas AeTei) C NoHu-
KEHHBIMU (DU3NYECKUMM, YYBCTBEHHBIMM
UMM YMCTBEHHbIMU CMOCOBHOCTAMU UMK
MPY OTCYTCTBUW Y HUX KMU3HEHHOTO OMbiTa
UMK 3HAHUIN, €CNIN OHW He HaxodaTcst Nnop
KOHTPOMEM MM HE MPOUHCTPYKTMPOBaHbI
06 MCMonb3oBaHUM 3IIEKTPOUHCTPYMEHTa
NWLOM,0TBETCTBEHHbLIM 3a UX 6esonac-
HOCTb.

MpumMeHeHNe 3NEKTPOUHCTPYMEH-

Tau 06pau.|.eHV|e C HUM

» He neperpyxante 3MeKTPOUHCTPYMEHT.
Ucnonb3yiTe ana Bawen pa6oThbl
npeAHa3Ha4YeHHbIW Afisi 3TOro 3MeKTpo-
MHCTPYMeHT. C Noaxoasawmm anekTpo-
MHCTPYMeHTOM Bbl paboTtaeTte nydiwe u
HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTM.

» He pa6oTaiiTe C 3M1€KTPOUHCTPYMEHTOM
npu HeMcnpaBHOM BbiKmntoyaTene. dnek-
TPOMHCTPYMEHT, KOTOPbLIN He nogaaeTcs
BKIIIOYEHMWIO UM BbIKIIOYEHWIO, OMaceH u
[OMKeH GblTb OTPEMOHTUPOBAH.

» XpaHuTe 3NeKTPOUHCTPYMEHTLI B Hefo-
cTynHoMm ansa aeteit mecte. He paspe-
WwanTe NoNb30BaTbCs 3NeKTPOUHCTPY-
MEHTOM nuuaM, KoTopble He 3HaKOMbI
C HUM UMM He YUTanM HaCTOSALMUX WUH-
CTPYKUUIA. DNEKTPOUHCTPYMEHTbI OnacHbl
B pyKax HEOMbITHbIX JINL.

» TwatenbHO yxaxuBauTe 3a 3nekTpo-
MHCTpyMeHTOM. lpoBepAnTe Ge3y-
npeyHyto pyHKUUIO U XOA4 ABWXKYLINXCS
yacTel 3NEKTPOUHCTPYMEHTa, OTCYT-
CTBUE MOJIOMOK UMM NMOBPEeXAEHUN,
oTpuuaTenbHO BAUSAIOWNX Ha PYHKLUIO
3neKTPOUHCTPyMeHTa. MoBpexaeHHble
YacTU AONXHblI GbITb OTPEMOHTUPO-
BaHbl 4O MCMNOSNb30BaHUS 3MNEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSI€TCS NMPUYUHOWN
6OnbLUOro YKCna HecHacTHbIX CryYaes.

» [lepXute pexyLmuin UHCTPYMEHT B 3a-
TOYEHHOM U YUCTOM COCTOSIHUU. 3a60T-
FIMBO YXOXXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMu pexe
3aKIVHMBAIOTCS U UX Nlerye BECTU.

» [puUMeHsTe 3NeKTPOUHCTPYMEHT, Npu-
HagnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBMU C HAacCTOALMUMM
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
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>

pabouyme ycrnoBusi U BbINOJNHSAEMY O
pa6oTy. Vicnonb3oBaHve anNeKkTPOUHCTPY-
MEHTOB A HEMPEAYCMOTPEHHbIX paboT
MOXET MPUBECTU K ONacHbIM CUTYaLUSIM.
[Oepxute py4ykun U NOoBepXHOCTMU 3a-
XBaTa CyXMMU U YUCTbIMU, crieauTe
YTOObl Ha HUX YTOObI HAa HUX He Oblno
XUOKOW UM KOHCUCTEHTHON CMa3KMu.
CKonb3kue pyyku U NoBEpPXHOCTU 3axBaTa
npensTcTBYOT 6e3onacHoMy obpalleHuto
C UHCTPYMEHTOM U He JalT HagexHo
KOHTPONMpPOBaThb €ro B HenpeaBUOEHHbIX
cUTyauusx.

CepBuc

>

PeMOHT 3M1eKTPOMHCTPYMEHTa AOSKEeH
BbIMOJHATLCSA TOMbLKO KBanuduuupo-
BaHHbIM NEepPCOHaNoM U TONbLKO C Npu-
MeHeHUeM OpUrMHanbHbIX 3anacHbIX
yacTten. OTMM obecnednBaeTcs 6esonac-
HOCTb 9/1EKTPOMHCTPYMEHTAa.

MHCprKLIMVI no TexHuke 6e3sonac-
HOCTU ANA 3IJIeKTPpoCcBapoO4yHOro
annapaTta

>

>

O6A3aTeNbHO yAOCTOBEpPbTECh, YTO
3neKTpuyeckasa po3eTka, K KOTOpoW
noaKIvYaeTcsi UHBEPTOp 3a3eMrieHa.
3anpewaeTcsa npukKacaTbCs K OrosneH-
HbIM 3JIeKTPUYECKUM 4acTsM U 3eKT-
poAay OTKPbITLIMU YacTAMU Tena, Mo-
KPbIMM NepyaTkamu Unu oaexmnon.

He HaunHanTe paboTy noka He y6eau-
Tecb B TOM, YTO Bbl U30NIMPOBaHbI OT
3eMIU U OT 3aroTOBKU.

Y6eautechb, 4TO Bbl HaxoguTechb B Ge3o-
NacHOM MOSOXeHUN.

He BAbIxanTe rasbl, o6pasyrumecs
npu cBapke, OHU BpeAHbl Ans 300pO-
BbSl.

Heo6xoauMmMo obecneuynTtb gocTtaTtou-
Hyl0 BEHTUNsILMIO paboyero mecrta unum
MCnonb30BaTh crneuuanbHbie BbITSXXKA
ANA yaaneHusa rasos, obpasyrowmxcs
B npouecce NpoBefeHUs CBAPOUHbIX
pabor.

[nA 3awuTbl rNas u Tena ucnonb3ynte
noAXoAsilyto 3alUTHYO Macky, CBeTo-
dunbTp U 3awmTHY0O odexay. Ogexaa
[0SkHa BbITb NOMIHOCTLIO 3aCTErHyTa, YTo-
Gbl UCKPbI 1 BPbI3rY He Nonagany Ha Terno.
MpuroToBbLTE NOAXOASLLYIO 3ALUUTHYHO
MacKy MNu 3aHaBecKy Ans 3awWwuTbl
cmoTpswero. [na 3awuTsl Apyrux nogen
OT M3MNyYeHUst Oyrv U ropsiunx MeTasnsios
HeobxoauMo orpaguTb pabouyio 30HYy Or-

HeyrNopHbIM OrpaxxaeHneMm.
Bce cTeHbl n non B pa6boyen 30He
AOMXHbI ObITb 3awWMLEeHbl OT BO3MOX-
HOro nonagaHusl UCKP M pacKareHHOoro
MeTanna, 4Ytobbl u3bexaTb THNeHUs u
BO3ropaHus

He ponyckaiTte HaxoxaeHuUs Ha pa6o-
YyeM MecTe ropr4ux matepuanoB (ae-
peBo, 6ymara, TPANKU u T.4.).

Mpu npoBegeHUn cBapkn Heo6xoAUMO
obecneunTb paboyee mecTo cpeacTBa-
MU MOXapoTyLUEeHUS.

3AMNPELLAETCA:

Vcnonb3oBaTb CBapOYHbIV MonyaBTOMaT B
CbIpbIX MOMELLEHUSIX UNW Noa AOXAEM;
Mcnonb3oBaTb anekTpuyeckue kabenu c
NOBPEXOEHHON M30NALMEN UN NNIOXUMN
COEANHUTENbHBIMU KOHTaKTamu;
[MpoBoanTb cBapoYHble paboTbl Ha KOH-
TeriHepax, EMKOCTSX Unm Tpybax, KoTopble
cofepXanu xugkue unu razoobpasHbie
onacHble BELLEeCTBa;

[MpoBoanTbL cBapoyHble paboTbl Ha pe-
3epByapax Mnof AaBneHneM;

PaboTtaTb B ogexae c naTHamMu macna,
Xupa, 6eH3nMHa 1 ApYrux roprYunx XuoKo-
cTen.

Wcnonb3yinTe HayWHUKN UNKU apyrue
cpencTBa Ans 3aWuUThbl YWWeWn.
MpepynpenuTte Habnopartens, YTo WyMm
BpeAeH Ans cnyxa.

Ecnu Bo BpeMA yCTaHOBKM U 3KCMy-
aTauun BO3HMKHYT NpoGnembl, noxa-
nywcTa, crneayuTe 3TOM UHCTPYKUMU No
3Kcnnyatauuu Ans NpoBepKu.

Ecnu Bbl He A0 KOHUa NOHMMaeTe py-
KOBOACTBO UJIM HEe MOXeTe peluTb
npobnemMy c UHCTPYKLUMen, BaM cneayeTt
obpaTMTbCA K NOCTaBLMKaM Unu B cep-
BUCHbIN LEHTpP 3a npodeccuoHanbHom
nomMouybHo.

MalwumHa gomxHa aKkcnnyaTupoBaThCs B
CYXMX YCIOBUSIX C YPOBHEM BaXHOCTU
He 6onee 90%.

TemnepaTypa okpyxawlwwen cpeabl
AormkHa 6bI1Tb ot -10 Ao 40 rpagycoB no
Lenbcuto.

W3GeranTe cBapky Ha ComnHuUe UnNu noa
kannsamMu Boabl. He gonyckainTe nonaga-
HVS BOAbl BHYTPb MalUUHbI.

U36eranTe cBapky B NblNbHbIX MecTax
Mnu B cpefe C arpecCMBHbIM ra3oMm.
W3beranTte rasoBon cCBapku B cpege C
CUINbHbIM BO34YLWHbLIM MOTOKOM.
Pa6ouuit, y KoTOporo yctaHoBNneH Kap-
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ANOCTUMYMATOP, AOMKEH NMPOKOHCYIb-
TUPOBaTbLCS C BPa4yoMm nepen CBapKow.
MoToMy 4YTO 3nekTpoMarHuTHoe none
MOXEeT HapywuTb HopMasbHyl paboTy
KapavocTumynsaTopa.

OnucaHuve npogyKta u ycnyr
MpouTuTe BCe yKa3aHUsA U MHCTPYK-
LMK No TexHUKe Ge3omacHOCTHU.
YnyuweHns B OTHOLLEHUWN YKasaHui 1
WHCTPYKLMIA NO TexHuke 6e3onacHocTv mMoryT
cTaTb MPUYMHON NOPAKEHUS ANEKTPUYECKUM
TOKOM, Noxapa 1 TsHKerbIX TpaBM.

anMeHEHVIe Mo Ha3Ha4YeHUr
CBapoyHbIii NonyaBToMaT MHBEPTOPHOTO TUNa
NOCTOSIHHOIO TOKa (Janee — vu3genve) npea-
HasHayeH AN CBapoyHbIX paboT meTopamu
MIG/MAG (cBapka ameKTpOAHON NPOBOMOKON
B cpefe 3awuTHoro rasa) u MMA (py4dHas
anekTpoadyroBasi cBapka LUTYYHbIMW MnaBKu-
MW NOKPbITEIMY 3NEKTPOAAMM).

M3penve mMoxeT NpUMeEHATLCA ONs CBapKu
pasnuyHbIX BUAOB METaIOB.
I/I306pa)|<e|-|Hb|e COCTaBHbIe YaCTu
Hymepaunsa npeactaBneHHbIX KOMMNOHEHTOB
BbINOSIHEHA MO M300paXKeHWo Ha CTpaHuLe ¢
UNMICTpaLUaMK.

1. Kabenb nepekntoveHns NonsipHOCTH

2. PazbeM NoaknoYeHns ropenkum

3. CunoBoii pasbem «+»

4. CnoBoOK pasbem «-»

5. BeHTUnsTop

6. KHonka nutaHusa

7. WTyuep Ans NoAKMYeHNs 3aLmUTHOrO rasa
8. Bxop kabensa nutaHus

TexHn4eckune XapakKTepucTukun
Mopgenb PMIG165-C2
HoMnHanbHOe Ha- 190-250 B / 50 'y
npshkeHune / yactoTa

HomMrHanbHasa MoLL- 4800 BT
HOCTb

[nanasoH BbIXOAHOrO 10-165 Al
TOKa

[OuameTp NpoOBOMOKM @0.6-1.0mm
(MIG) (.023" - .035")
[vameTp aneKkTpopga @2.5-4.0mm
(MMA) (3/32"-5/32")
[MpogonXxnuTenbHOCTb 25C 60%
BkntoveHus (MB)

Bec 11 kr
KomnnekTt noctaBku

CBapou4HbIil nonyasTomat 1wt
Kabenb c anektpogoaepxartenem 1wt
Kabenb c knemMmMon 3a3emreHus 1wt

CBapOoYHbIli anekTpos 10 wrt
PykoBopcTBo no akcnnyaraumm 1wr
MpumeyaHue

B TekcTe n undpoBbIX 0603HAYEHNSAX WH-
CTPYKLUMMN MOTYT ObITb AONYLIEHbl TEXHUYE-
ckne owmnbku 1 onevaTku.

Tak kak MHcTpymeHT P.L.T. nocTosHHO coBsep-
LLUEHCTBYeTCS, KOMMaHUa ocTaBnsieT 3a cobon
npaBo BHOCUTb U3MEHEHUS B yKa3aHHble
30€eCb TEXHUYECKNe XapaKkTepUCTUKN U KOM-
nnektaumio 6e3 npeaBapuTENbHOrO yBEAOM-
nexus.

MoaroToBKa K paboTe
YcTaHaenuBavite annapar Ha pOBHOW NMOBEpPX-
HocTn. Pabovee MecCTo AOMKHO ObITb XOPOLLO
BEHTUMMPYEMbIM, CBapOYHbI annapaTt He
[OMmKeH noaBepraTbCsl BO3AENCTBUIO NbINu,
rpsisv, Brarm n aktmueBHoro napa. [na obecne-
YeHWst HOpMarbHOW BEHTUIALMN paccTosiHue
OT annapara Ao APYrMx NpeaMeToB AOMKHO
6bITb He MeHee 50cMm.

BHUMAHME! Bo n3bexaHne nopaxeHus
3MNeKTPUYECKUM TOKOM WCMOMb3yNTe TONbKO
3MEKTPUYECKYIO CETb C 3aLLUMTHBIM 3a3eMnsito-
LM NPOBOLOM U PO3ETKM C 3a3eMMsoLLUMm
koHTaktammn. SAMPELWAETCA nepegenbiBath
BUIIKY, €CNIU OHa He MOAXOAUT K po3eTke.
BmecTo aToro kBannuuMpoBaHHbIN 3MeK-
TPVIK JOMKEH YCTAHOBWUTb COOTBETCTBYHOLLYIO
pOo3eTKy.

Ob6ecneyeHne 6e3onacHoOCcTM noa-

roToBKM K pabote

Mepen BkIIOYEHVWEM M3OENUS YCTaHOBUTE

BbIKIOYaTeNb B nonoxeHue «0», a perynstop

TOKa B KpaliHee neBoe MonoXeHue.

MogroTtoBkTECH K paboTe:

— MOAroTOBLTE CBApUBaeMble AeTanu;

— obecneybTe 4OCTATOYHYO BEHTUMALMUIO
pabouero mecTa;

— ybeauTtechb B OTCYTCTBMW B BO34yXe MapoB
pacTBopuTENen, NerkoBoCnnaMeHsoLWmnxX-
CS1,B3pbIBYATLIX U XIOpCoAepXalinx Be-
LLIEeCTB;

— npoBepbTe BCe MOAKMYEHUS K U3OENL0.
[omkHbl GbITb BbIMNOSIHEHbI NPABUSTBEHO U
HaOEéXHo;

— npoBepbTe CBapOYHbIN kabenb, B criyyae
NOBPEXOEHUSI OH JOSKEH ObiTb 3aMEHEH;

—  UCTOYHUK NUTAHWUS OOMKEH OblTb OCHALLEH
3aUTHLIMY CUCTEMaMW.

Ecnu Bbl cTONKHYNMCh ¢ npobnemamu, ¢ KoTo-

pbIMW HE MOXeTe CnpaBuTbCs,06paLLanTech

B CEPBWCHBIN LIEHTP.
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ICURRENT METER VOLTMETER

! oohfe

2T C.5(C0:/0.8)

FLUX
{NO GASIE)
CS(MAGIDS)

MIG/MMA-165A

a1

10 A 11 12113

1. MhaukaTop pexuma ceapku 2T. B pexume 2T HaxaTue KHOMKW ynpaBneHus ropenkon sany-
CKaeT npoLecc cBapku, OTnyckaHne — npepbIBaeT.

2. KHonka nepekntoyeHns pexumon 2T/4T

3. ViHgukaTop pexuma ceapku 4T. B pexume 4T, cBapka HauMHaeTCcs nocrne KpaTkoBPeMEHHOro
HaXKaTUsi KHOMKWU yrpaBrieHnsl Ha ropernke 1 oTKMovaeTcst nocne NoBTOPHOro HaxaTtus. [JaHHas
(DYHKLMSA NO3BOMSAET HE AepXKaTb HaXaTOW KHOMKY Ha ropernke Npu cBapke AMUHHBIX LUBOB.

4. KHomMKa NepeKntoyeHnst peXxXuMoB YHUULMPOBaHHOW (aBTOMAaTUYECKOW) / YaCTUYHON (py4HOI)
perynmpoBKy.

5. Vinankatop pexuma aBToMaTn4eckon / py4HOM HaCTPOMKN: MHAMKATOP 3aropaeTcs B pexvme
PYYHOWN HacTpPOMKU. ABTOMaTUYeckas perynvpoBKka O3Ha4aeT, YTO CBapOYHbIN TOK 1 CBapOYHOE
HanpskeHne perynmupyoTcst CUHXPOHHO (aBTOMAaTUYeCKW), a pyYHasi perynnpoBKa 03Ha4yaeT, YTo
CBapOYHbIN TOK U HanpsbkeHne yCcTaHaBMUBaEeTCA BPYUHYIO (pyYHast perynvpoBka - Ans npodec-
CMOHanNbLHOro UCMOMNb30BaHNS)

6. Perynstop cunbl Toka

7. VInankaTop cocTtosiHna pexuma VRD: pexuM 3awutbl OT yAapoB TOKOM, KOrAa MHAMKaTop
FOPUT, OH HAXOAUTCS B PeXMMeE 3allWThbl OT yAapOB TOKOM, @ BbIXOAHOE HaMpsKeHUe CHUXaeTcs
no 6esonacHoro

8. KHonka akTvBaumm / otmeHbl pexxumva VRD

9. CBeTOBOWN MHAMKATOP peXuMa CBapku C YrneKkWCrbiM ra3omM C UCMonb3oBaHMEM CBapO4HOW
nposoriokn 0,8 MM

10. CBeTOBOW MHAMKATOP peXmnMa CBapkn CO CMeLLaHHbIM ra3oM C UCMONb30BaHWEM CBAPOYHON
nposorioku 0,8 MM

11. Perynsitop HanpsikeHust / nHOyKTUBHOCTU(B pexumax MIG, MAG)

12. NHgukaTop pexvma pyyHoun csapkm MMA

13. MiHaukaTtop pexvma paboTbl C MOPOLLKOBOW CBapOYHOI NpoBonokoi 1,0 Mm

14. ingukaTtop pexvma paboTbl C MOPOLLKOBOW CBApOYHOI NpoBonokoit 0,8 Mm

15. KHonka nepekntoyeHus BuaoB ceapku MIG, MAG, MMA

16. KHonka BkIoYeHWss MexaHn3Ma nogayv NpoBOSOKY (MPOTsHKKa NPOBOMOKN)

17. Oucnnen BonbTMeTpa

18. NHgvkaTop nutaHus

19. MHavkaTop TennoBON 3aLUnThbI

20. Oncnnen amnepmeTpa
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Cxema noAakKnr4yYeHnsA cBapo4yHoOro
annapaTta
CBapka cnnoluHoun nposornokoun(puc 1)

CBapka NopoLLKOBOW NPOBONOKoW(puc 2)

@

ﬁé/

CBapka anektpogom(puc 3)

@

NoarotoBKa K cBapke B pexume
MIG/MAG

Bbibepute HEOGXOANUMBIN BUA CBAPKX C NMOMO-

Wbt KHOMKM 15. Takke ycTaHOBUTE MpuU Mo-
MOLLM nepekmnoyaTens 2 pexuM BKoYeHus/
BbIKIMOYEHMS cBapo4yHOro Toka (2T — cBapka
BEOETCS NPU HaXaToW KHOmMKe ropenku, 4T —
nepBoe HaxaTue Ha KHOMKY ropernku — Havarno
CBapKu, BTOPOE HaxaTue — KOHeL, CBapKu).
dyHkuma VRD oTBevaeT 3a NOHWXKEHUN Ha-
NPs)KEHWUs1 XONOCTOro xoda UCTOYHMKA A0
6esonacHbIXx ANng yenoseka 12-24 BonbT,
T.€. CHUXaeTCs HanpshkeHue, Kkorga annapar
BKJIOYEH,HO cBapka He npowussoauTtcs. Kak
TOMbKO HaYMHAETCs NPOLIeCC CBapKu, yCTPOW-
ctBo VRD BoccTaHaBnuaeTt paboyne napa-
METPbI HaNPsHXEHUS.

Onuust VRD akTyanbHa B Takux cryyasx:
Annapat aKcnryaTupyeTcs B yCNOBUSIX MOBbI-
LLIEHHON BNaXHOCTU BO34yXa; BblCOKMe Tpebo-
BaHWs K TEXHWKE 6e30MacHOCTU Ha OOBbEKTE;
1cnornb3oBaHWe cBapoYHoro obopynoBaHust
Ha HebomnbLUMX MnowaaKax.

Fopenka

CeapoyHas ropenka MIG/MAG coctouT 13
OCHOBbI, COEAUHUTENBHOIO Kabens u py4ku.
OcHoBa coefuHAET CBapOYHYH ropenky u
YyCTPOWCTBO nogayu nposonoku. CoegnHu-
TEnbHbIN kKabenb:

[MOKPbITEIN HENNTOHOM HanpaBNALWMUA KaHan
nomMeLleH B LEHTp nornoro kabens. BHyTpeH-
HSIS YacTb KaHamna npegHasHaveHa Aans no-
nadv nposonoku. CBobogHoe NpocTpaHCTBO
Mexay KaHanom u nonblM kabenem npegHa-
3Ha4yeHo Ans nodayu 3awuTHoro rasa.Cam
nonelii kabenb NpegHasHavyeH Ans nogayvu
TOKa.

BHUMAHME! lMepeg cbopkoli n pasbopkoi
ropenku unv nepes 3aMeHow KOMMOHEHTOB
HEeobXOAMMO OTKIYUTL MOoAAaYy 3NeKkTponu-
TaHus.

YcTaHOBKa KaTyLlKun

MonbepnTte HeobxoAMMYIO MPOBOMOKY B CO-
OTBETCTBWW C TexHororven ceapku. [inametp
NPOBOMOKN AOMXEeH COOTBETCTBOBATbL Mpu-
BOZJHOMY POMUKY, Hanpaensowemy kaHany u
KOHTaKTHOMY HaKOHEYHWKY.

OTkponTe GOKOBYIO KpbILIKY annaparta Ans
YCTaHOBKM KaTYLLKN C NPOBOMOKon. OTKpyTUTe
perynmpoBOYHbIN BUHT KaTyLUKoAepx)aTens,
HafeHbTe KaTyLIKy Ha KaTylukogepxaTenb u
3adukcupynTe ee aTuM xe BUHTOM. KoHel,
NPOBONOKN AOMXKeH HaxoauTbcs noa Gapa-
6aHOM, HanpoTUB NofatoLwero yCTponcTea.
C nomMolLLblo perynmpoBOYHOro BUHTa OTpe-
rynmpynte cuny dukcaummn katywku. Karyw-
Ka [AoImKHa cBOOOAHO BpalatbCs, HO Npu
paboTe He OOMKHO 06pa3oBbLIBATLCS MeTenb
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nposonoku. Ecnu obpasytotcs neTnu, Heob-
XOOMMO CUSbHEE 3aTAHYTb PErynuMpoBOYHbIi
BMHT. Ecnun kaTylwka BpaljaeTcs ¢ TpyaoM,
ocrnabbTe BUHT.

———

YcTtaHoBKa NPOBOJIOKX B HanpaB-

NAOLWKNIA KaHan

OcnabbTe 1 onycTuTe Ha cebs perynsTop.
[MogHMMUTE NPWKUMHON PONKK;

OTpexbTe N30rHyThbIN KOHYMK NPOBOSIOKM U 3a-
npaBbTe NPOBOMOKY B HANpaensWWIA kaHan
nogatollero ycTponucTBa, BbIPOBHSANTE €€ B
KaHane npuvBOAHOro ponuka. Yoeautech, 4To
KaHan ponvka cooTBETCTBYeT AuaMeTpy npo-
BOIOKY;

MomecTuTe NPOBOMOKY B kKaHan pasbema cBa-
POYHOW ropenku, oTAyCTUTE MPUXMMHON Po-
TNVK, U BEPHWTE B BEPTUKAIlbHOE MOMOXeHue
perynsiTop.

OTperynupyiTe gaBneHve NpukrMHOro ponu-
Ka.
— Tpw cBapke cTanbHOW NPOBOMOKON HEOO-
XOAMMO Mcronb3oBaTh V-06pasHyto kaHaBs-
Ky NPUBOZAHOIO POMNUKa;

[Mpu ncnonb3oBaHMK rOCOBON NPOBOJIO-
KM HEOOXOAMMO MCMoNnb30BaTh LUEeCTEPEH-
YaTylo KaHaBKy NPUBOAHOTO ponuka (Hanw-
Yne 3aBUCMT OT MOZENU W KOMMneKTaumm
annapara).

[Mpn ncnonb3oBaHUN anOMUHUEBOW
NPOBOMOKM HEOOXOAMMO MCMOoNb30oBaTh
U-o6pasHyto kaHaBKy MPUBOLHOMO PONn-
Ka(Hanuyne 3aBUCUT OT MOAENN U KOM-

nnekTauuun annapara).
Moaaya NPOBOSIOKM B CBapOYHbIN

pykaB
OTKpYTUTE CBApPOYHbI HAKOHEYHUK Ha ropen-
Ke.

[Ins npoTsirMBaHWs NPOBOMOKM B pykaB roper-
KN HEOBXoAMMO BpeMeHHO nofaTtb nutaHue
nepeksoyeHneM BolkmovaTens 6 n HaxunumaTb
KHOMKY 16(npoTsiKka NpoOBOMOKM) OO Tex
nop,noka oHa He 3anofHUT kaHarn CBapo4YHOro
pykaBa 1 He BblRAeT U3 ropenku. OTknoumTe
nutanue. MNMpumedanune! Ons ceobogHoro npo-
XOXOEHWs1 NPOBOMOKM B kabene, pacnpsMuTe
ero no Bcew anvHe. NMpu nogaye NpoBONOKK
ybeanTtechb, 4To OHa cBOOGOAHO ABUXETCS B
KaHane NpMBOAHOIO pofivMka U CKOPOCTb MNo-
[ayn paBHomepHasi. Ecrnv ckopocTb nogaym
HepaBHOMEpPHa,0TperynupynTe gaBneHue
NPWXMMHOIO poruka.

MonGepute 1 3aKpyTUTE KOHTAKTHbIA HaKO-
HEYHWK, COOTBETCTBYHOLLMIA ANaMeTpy NpoBo-
MOKM 1 YCTaHOBUTE COMIIO.

PeXxXumbl HonyaBTOMaTVI‘-IECKOIZ

CBapKu
[aHHas ycTaHoBka MoxeT paboTtaTb ¢ AByMs
TMNamy CBapOYHOW NPONOBOKU: CMMOLIHON
OME[HEHHON NPOBOOKOW B Cpefe 3alluTHOro
rasa, a Takke camMo3alLUTHON MOPOLLKOBOW
NPOBOOKOW, B 3TOM criyyae GannoH ¢ rasom
He TpebyeTcs.

Mpy pasHbIX TUNax CBapOYHON MPOBOMOKU
TpebyeTcs pasHas cxema NoaKMOYEHMs.

Ceapka c rasom (GAS) cnnowHomn

OMe,D,HeHHOM I1pOBOJ10KOVI

KopoTkuit kabenb ¢ paabeMom, Haxoas-
LMIACS BHWU3Y Ha nepegHeln naHenu anna-
paTa,noaknounTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).
3akpenute Knemmy 3a3emIleHust Ha cBa-
pvBaeMow AeTanu, coeavHuTeNb Ha Apy-
rom KoHLUe kabens nogknounTe K npaBomy
pasbeMy Ha nepegHen naHenu (knemma
«-»).

MpoBepbTe MapKkMPOBKY NOAAIOLLErO POnu-
Ka B COOTBETCTBUM C ANAMETPOM WCMOSb-
3yeMOoW NPOBOSTOKN.

BcTaBbTe KaTyLLKy C NPOBOIOKOW B rHE3A0.
3anpaBbTe NPOBOMOKY B ropersiky, OTKUHYB
NPWXMUM pornka U BBeAsS NPOBOMOKY B Ka-
Han 4yepes yrnybneHue B ponuke.
3akpoviTe NpWXUM ponuka, cnerka noaTs-
HYB 32>KVMHOW BUHT.

Y6eauTtecb B COOTBETCTBUM AnameTpa
OTBEPCTUS HAKOHEYHWKa ropernku n anave-
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Tpa NpoBOJIOKY.
BkntounTe annapat U NporoHWTe NpoBo-
NOKY [0 BbIXOAA U3 HaKOHEYHMKa, HaxaB
KHOMKY Ha roperike.

lMofkrounTe WNaHr OT rasoBOro peaykTo-
pa K WTyuepy Ha 3agHel naHenu annapa-
Ta.

OTKpoiTe BEHTUMb Ha BannoHe ¢ 3awuT-
HbIM ra30M, H&XXMUTE Ha KHOTKY ropenku 1
oTperynupyiTe nogavy rasa pefyktopom
(o6bl4HO pacxop rasa ycTaHaBnuBaeTcs
cnegywowum obpasom: pacxopd rasa (n/
MWH.) = [JuameTp npoBornoku (Mm) x 10.
YctaHoBUTE TpebyeMmblil pexumM cBapku
MpW NOMOLLM PErymnsiTopoB.

HaunHanTe cBapky.

CBapKa 6e3 rasa (NO GAS) camo-
3aI.IJMTHOM I'IOpOLIJKOBOVI npoBoOJiO-
KOW:

KopoTkuit kabenb ¢ pasbemMom, Haxonsi-
LMIACA BHWU3Y Ha nepefHei naHenu anna-
paTta,nofKniounTe K NpaBoMy pasbemy Ha
nepegHen NnaHenu (knemma «-»).
3akpenuTe knemmy 3aseMneHus Ha cBa-
pviBaemoii Aetanu, coeauHUTENb Ha apy-
roM KOHLe kabensi NoAKMiounTe K neBomy
pasbeMy Ha nepefHel naHenu (knemma
«»).

MpoBepkTe MapKMPOBKY NoAatoLLEero ponu-
Ka B COOTBETCTBUW C ANAMETPOM MCMOSb-
3yemoWi MPOBOMOKM.

BcTaBbTe KaTyLLKy C MPOBOIIOKON B rHE3o.
3anpaBbTe NPOBOMOKY B rOperiky, OTKUHYB
MPWXUM poriMka v BBeas MPOBOMOKY B Ka-
Han Yepes yrnybreHve B ponuke.
3akponTe NpUXUM poruka, crerka noaTs-
HYB 3aXVIMHOW BUHT.

Y6epnntecb B COOTBETCTBUM AnameTpa
OTBEPCTMSI HAKOHEYHWKA FOPEnKU U Aname-
Tpa NpoBOJIOKY.

BkntounTe annapat U NPOroHWTe NpoBo-
NOKY [0 BbIXOfA U3 HaKOHEYHMKa, HaxaB
KHOMKY Ha roperike.

YctaHoBUTE TpebyeMmblil pexumM cBapku
MpW NOMOLLM PErymnsiTOpoB.

Mpouecc cBapku

[aHHbIN cBapOYHbIA annapaTt UMeEET aBToMa-
TUYECKYIO U PYYHYIO HACTPOWKY TOKa U Hanpsi-
KeHUs. PeXxnm HacTpoWKn nepekrioyaercs
KHOMKOW (4).

ABTOMaTUYECKUN PEeXUM

B aBTOMaTM4eCcKOM pexume HacTpolika ocy-
LLIeCTBISIETCS C MOMOLLbIO NEBOTO perynstopa
(6). Mpw ero BpalleHUV B OOHY UNn B ApYryto

CTOPOHY MapaMeTpbl TOKa U HanpshKeHus n3-
MEHSIIOTCSH CUHXPOHHO B COOTBETCTBUM C Mpak-
TUKOW MUCMOMb30BaHWNs AaHHOO BUAa CBapKu.
CKkopoCTb Nnofayun NpoBOMOKK CBsi3aHa C CU-
MO CBapOYHOro TOKa W pPerynupyetcsl ogHo-
BPEMEHHO C HEN.

PerynsaTopom (11) MOXHO M3MEHUTb 3HaYeHVe
WHAYKTUBHOCTU, YTOObI MNOMYYUTb HYXHYIO
YKECTKOCTb OYru.

[Mocne npepBapuTenbHOW yCTaHOBKM HEobXo-
OVMMO NPOBECTM NPOGHYH CBapKY.

Pyu4Hou pexum

B pyyHOoM pexume perynsitopom (6) perynu-
pyeTcsl CKOpOCTb Modaqn NPOBOSIOKM C CUIOW
Toka. Perynsitopom (11) perynupyertcs Hanpsi-
XEHue ayru.

Mpy yBENMYeHUN CBapOYHOro TOKa, CKOPOCTb
[OBVXEHWUsI NPOBOSIOKM yBenuunBaetcs. [Mpu
yBEMNMUYEHUN HaNpPsKEHUS OYyru, yBenumyu-
BaeTCsl CKOPOCTb MnaBfieHUsi MPOBOMOKMU.
Ecnn ycTaHOBUTL BbICOKOE 3HA4YeHue Toka U
HU3KOE 3HaYeHue HanpsKeHusl, TO CKOPOCTb
[OBWXEHWs1 NPOBONOKM ByAeT BbICOKOW, HO OHa
He Gynet ycnesaTb nnaeuTbes. Ecnu coenatb
HaobopoT, TO NPOBOIOKa HaYyHeT NNaBUTb-
Csl, MPaKTUYECKN eLle He BbIas U3 MegHom
BCTaBku. [10aTOMy, ycTaHaBnuBasi 3Ha4eHusi
TOKa W HanpsikeHusi cBapodHow ayru, byaste
BHUMaTenNbHbI. 3a 0by4yeHnem obpaTuTech B
cneunanusnpoBaHHble y4ebHble 3aBefeHus.
PerynupoBka MHOYKTUBHOCTHU

[ns ymeHblueHns pa3bpbli3ruBaHus nony4e-
Hue Gornee rmagkoro v YMCTOro LBa B anna-
paTtax gobaBrneHa yHKUUS perynvpyemon
VNHAYKTUBHOCTW.

MHOYKTUBHOCTb — 3aBMCMMOCTb MeXAy LUu-
PUHOI U BbICOTOW LWBa, rMybuHon nponna.-
NeHus 1 KonnyecTBom 6pbI3r. Yem MeHbLue
3Ha4YeHue MHOYKTMBHOCTU, TEM XeCcTye ayra un
Hao6opoT.

[ns perynupoBKku MHAYKTUBHOCTU MUCMOMb3Y-
eTCs NpaBblii PerynaTop.

[MpumeyaHune! MIHOYKTUBHOCTbL HE UMeeT ean-
HUL, U3MEPEHUSI MOITOMY Ha MaHenu HaHece-
Hbl YCINOBHbIE €AVHULbI.

YcTaHoBWTE BEMNMYMHY CBapOYHOro TOKa UCXO-
051 U3 TONWMHBbI CBapMBaeMOoro martepuana u
OnameTpa MCronb3yemMon 3eKTpoaHOW npo-
BOnoku. CKopoCTb Nofayun npoBOSIOKU aBTo-
MaTU4YeCKN CUHXPOHU3UPYETCSt C BENNYUHOMN
cBapoyHoro Toka. MNoaBeauTe ropernky K 3a-
roToBKe Tak, YTobbl MPOBONOKa He kacanach
3aroToBKW, @ HaxoAgunacb Ha paccTosHUK
HECKOMbKMX MUMIUMETPOB OT Heé. HaxaB Ha
KnaBuLy FOPErku, 3axrute Ayry u npucry-
nanTe k cBapke. Haxaras knaBuwwa obecne-
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YmBaeT nopady 3MeKTPOLHON MPOBOMNOKN U
YCTaHOBIEHHbIN PEAYKTOPOM MOTOK 3aLUMUTHO-
ro rasa.

[InvHa gyrm n ckopocTb ABWMXKEHWUS drekTpoaa
BMUSIIOT Ha (DOPMY CBAPOYHOIO LLBA.
Pab6ota co cMeHHOW NOnsipHO-
CTbIO

M3Ha4yanbHO CMIOBOW KOHTAKT CBapOYHOM
ropernky NOAKMIYEH K «+» Ha Moayne cme-
Hbl nonsipHoctTu. 3Tto OBPATHAA MONAP-
HOCTb. OHa npumeHsieTcs Npu cBapke
n3aenuii 3 TOHKONMMUCTOBOW CTanu € Hepxa-
BelLLMMU, NErMpoBaHHbIMU 1 BbICOKOYTNEpO-
OUCTBIMW CTansiMu,KOTOpble O4eHb YyBCTBU-
TenbHbI K Neperpesy.

Bo Bpems capku Ha MPAMOW MOJIAPHO-
CTW 6onbluas YacTb Tenna KOHLEHTpUpyeTcst
Ha caMOM M3[enuu, U3-3a Yero NpoucxoauT
yrnybneHue kopHs wea. [ns cMeHbl nonsp-
HOCTW C oBGpaTHOW Ha NpsIMyt Heobxoanmo
nepeknioyYnTb Ha MoAyrne BbIBOA CUITOBOrO
npoBoda C «+» Ha «-». A kabenb C 3aXVMoM
Macchl B JaHHOM Cryyae noAcoeauHUTb K Ae-
Tanu, BCTaBMB CUIIOBOW HAKOHEYHUK Kabens B
KNeMMy «+» Ha nepegHen naHenu.

[insa cBapku ¢ritocoBor (MOPOLLKOBOW) Npo-
BOIOKOW 6e3 3alMTHOro rasa Mcnonb3yeTcsi
MPAMAA NONAPHOCTb. Mpu atom 6onb-
LIWIA HarpeB UAET Ha u3genue, a NPOBOIoKa
M KaHan CBapO4YHOW ropenku HarpeBawTCs
MEHbLLE.

Mo okoH4YaHuK CBapKu:

OTBecTn Cono ropenku oT LBa, Npepeas
CBapOYHYIO Ayry;

OTnycTVTb KNaBwWLLYy ropenkv Ans npekpa-
LLEHVSA NoAaYmn 3NeKTPOLHON MPOBOMOKK U
rasa;

OTknNioYnTb NoAady rasa, nepekpbiB KpaH
nofayu rasa oT pegykropa 6annoHa;
MepeBecTn BbikNtoYaTenb B NOMOXeHWe
«off» - BbIKNO4EeHO

Pexum py4yHOM AyroBon cBapku
(mma)

1. MNopcoeanHnTe anekTpofoaepxartenb K «-»
KremMme annaparta, kabenb 3a3eMneHns K «+»
knemmMe annaparta (NpsiMasi NONAPHOCTb),
U1 HaoBopoT, ecnu aToro TpebytoT ycrnoBumst
CBapKu WV mapka anekTpoaoB:

Mpy py4HOW AyroBOW CBapke pasnuyaroT ABa
BMAA MOAKMIOYEHUS: NPSMON NOMSIPHOCTU U
obpatHow. MNogkntoyeHne «npamas» nonsp-
HOCTb: 3NEKTPOA - «MUHYC», CBapuBaemas
e Tanb -«nnoc». Takoe MOAKMIoYeHne N ToK
NpPAMON NONAPHOCTM LenecoobpasHbl Ans

pesku MeTanna u cBapku G60mbLUMX TOMLMH,
TpebytoLmx BonbLUIoro KonM4yecTsa Tenna Ans
MX nporpesa.
«ObpaTHaa» NONSPHOCTb (3anekTpon -
«Ncy, AeTanb - «KMUHYC») UCMONb3yeTcs
npv cBapke HeGONbLUMX TOMLUMH N TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B ToM, Y4TO Ha OTpu-
LaTenbHOM norntce (katode) aneKTpuyeckom
Oyru TemnepaTtypa Bcerga MeHblle, YeM Ha
NONOXWUTENBHOM (aHOAE),3a CYET Yero arnek-
Tpoa pacnnaensietcs bbicTpee, a HarpeB Ae-
Tanu yMeHbLUIAETCS - CHUXKAETCSl U OMacHOCTb
eé npoxora.
2. YcTaHOBUTE MepekrnoyaTtenb pexuma B no-
noxexve MMA
3. YcTaHoBUTE CBApPOYHbIN TOK COrIacHO Tuny
1 AMaMeTpy 3NneKTpoaa, ¥ Ha4YuHamTe CBapky.
4. Tok cBapku perynupyetcs perynsatopom
cunbl ToKa, (hakTU4Yeckoe 3Ha4YeHne Toka npu
paboTe oToGpaxaeTcs Ha Aucniee amnepme-
Tpa.
5. Bos3byxaeHue Oyru ocyLlecTBnsieTcst npu
KpaTKOBPEMEHHOM MPUKOCHOBEHUWN KOHULa
ANeKTpoAa K M3Oenuio 1 OTBEAEHUIO ero Ha
Tpebyemoe pacctosiHue. TeXHUYecku 3ToT
NpoLEecC MOXHO OCYLLUECTBNSATb ABYMS npue-
Mamu:
KacaHveMm anekTpoga BNpUTbIK U OoTBeAe-
HMeM ero BBepX;
— YupkaHneM KOHLOM 3rieKkTpoda, Kak crnmy-
KOV O MOBEPXHOCTb U3genusi.
BHumaHue! He cTyunTte anektpogom no pa-
604eit NOBEPXHOCTM NMpPU MOMNbITKAX 3a)eyb
Oyry,Tak Kak 3To MOXeT NpuBECTU K ero no-
BPEXAEHWIO U B AanbHeNWeM TonbKo 3aTpya-
HUT 3aXuraHue ayru.
6. Kak Tonbko NpousonaéT 3axuraHve Aayru,
3MEeKTPOA HYXXHO AepaTb Ha TakoM paccTo-
siHUM OoT obpabaTbiBaeMoro matepuana, Ko-
TOpoe COOTBETCTBYET AUAMETPY 3nekTpoaa.
[na nonyyeHus paBHOMEPHOrO LIBa fanee
HeobxoaMMo cobnopaTtb 3Ty AUCTaHUMIO MO
BO3MOXHOCTMN NOCTOSIHHOW. Takxe Heobxo-
OUMO NMOMHUTb, YTO HAKIOH OCKW 3nekTpoaa
normkeH 6biTb npumepHo 20-30 rpaaycos, Ans
ny4yliero BM3yanbHOro KOHTPONS BeAeHUs
CBapOYHOro LUBA.
7. 3akaH4YMBasi CBapOYHbIi LLIOB, OTBEAUTE
aneKTpoa HeMHOro Hasag, YTobbl 3amnonHuIcs
CBapOYHbIN KpaTep, a 3aTem Pes3ko MogHUMU-
Te ero 40 UCHE3HOBEHUS AyrL.
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Tabnuubl napaMeTpoOB CBapKu (TONbKO AJisi CpaBKM)

TonuwuHa PekoMeHayeMbIi AuameTp NPOBOJIOKU, MM
mMeTanna, lMpoBornoka cnnoLwWwHOro 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 + +
[ns ka4yecTBEHHOWN CBapky MeTanna TonwuHon 5 Mm 1 6onee HeobxoaMMOo CHUMaTb dhacky ¢

TOPLIEBOI KPOMKY AeTaseli B MeCTe UX CTbIKOBKM MM NMPOU3BOAUTL CBAPKY B HECKOSBLKO MPOXO-
[0B.

+ |+ [+ ]+[+

++|+[+]+]|+

]+ [+ +]+

+l [+ [+]+]+

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

Hactpoikn pacxoaa rasa npu ceapke MIG, MAG

OuameTtp
nNpoBOMoKu, [05-08|1-14|16-2]25-3
MM
Bbinyck
NpoBOSOKK, | 7-10 | 7-14 [ 14-20|16-20
MM
Pacxop

rasa, 5-8 | 8-16 [15-20|20-30 I
n/MuH

MapameTpbl cunbl TOKa U guameTpa 3neTpoaoB npu ceapke MMA

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

XapaKTepuCcTMKM CBapHOro wBa
B 3aBMCUMOCTI OT CuUIbl TOKa U CKOPOCTU OBMXEHWUA 3neKTpoaa Bbl MOXeTe Nony4vnTb crenyro-
Lne pesynsraTtbl:

VTN 277N 37NN PZZRSSY sPEARN 6PN
772N

. CIIMLLKOM MeOneHHoe ABMXKeHWe anekTpoaa
. O4eHb KOpOTKasa ayra

. O4Y€Hb HU3KMI TOK CBapKu

. CITULLKOM 6bICTpOB OBWXeHue anektpoaa

. OYeHb ANWHHaga ayra

. O4€Hb BbICOKUI TOK CBapKu

OO WN -~
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7. HOpMarnbHbIN LWOB

PekomeHayeM npoBecTV HECKONbKO MPOGHbIX
CBapoK 41151 NMOSyYeHUs1 HEKOTOPbIX NMpakTuye-
CKWX HaBbIKOB.

OTKnoYeHne cBapo4HOro annapa-

Ta. TennoBas 3aluTta

Ha Bawem cBapo4yHOM annapare ycTaHoBre-
Ha Tennosas 3aluTa Ans NpefoTBpaLleHnst
neperpeBa 3MEKTPOHHbIX YacTel annapara.
Mpu npeBbiWeHUN TemnepaTypbl TEPMOBbI-
KntoyaTtene oTknounT annapat. O cpabatbl-
BaHMUN TEMNMOBOM 3alMTbl CBUAETENbCTBYET
CBeYeHne NHanKaTopa.

BHUMAHME! lMpwn Bo3BpalleHUn temnepa-
TYpbl K HOpMarnbHOW paboyei, HanpsbkeHne K
anekTpogy 6yneT nogaHo aBTomatuyecku. He
OCTaBMnsAWTE Ha 3TO BpeMsl usgenue 6e3 npu-
CMOTpa, a AepxaTtenb 3MeKTpoAa, nexaiium
Ha 3emIe uUnv Ha cBapuBaemblx AeTansix.
PekomeHaoyem Ha 3To BpeMs BbikMo4vaTh an-
napat BblKMo4aTenem.

HarpeB n3genusi Bo Bpems paboTbl SBRsieTcs
HOpMarbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unm
npexneBpeMEHHOro BbiXxo4a CBapoOYHOro
annapaTta 13 cTpost (0COGEHHO MpY YacToM
cpabaTbiBaHUM TEPMOBbIKMOYATENS), Npexae
4YeM npogomkaTtb paboTy, BbISCHUTE NPUYUHY
cpabaTbiBaH/s TeNnoBow 3almTbl. Ons atoro
OTKMIOYMTE annapaTt oT CeTU n obpaTuTech K
pasgeny «Bo3moxHble HeucrnpaBHOCTU U Me-
TOAbl UX yCTpaHeHusi» HacTtosilero Pykosoa-
cTBa.

Bo3MOXHble HeuncnpaBHOCTU U

MeTodbl UX yCTpaHeHusA

Cnegute 3a McnpaBHbIM COCTOSIHUEM U3ae-
nus. B cnyyae nosiBneHus Nogo3puTenbHbIX
3anaxoB, AblMa, OrHS, UCKP CrielyeT BblKMto-
YnTb annapar, OTKMYUTL ero oT ceTn u obpa-
TUTbCS B CMeLManmM3mpoBaHHbIi CEPBUCHbIN
LLEeHTp.

Ecnn Bam 4T0-TO nokasanocb HeHopmarb-
HbIM B paboTe n3genus, HeMeaneHHo npekpa-
TUTE ero aKcnnyaTauuto.

B cuny TexHU4eckowm CroXHOCTU U3aenus,
KpUTEPUUN MpeaenbHbIX COCTOSHUIA He MOoryT
ObITb OnpeneneHbl nonb3oBaTerieM caMoCcTo-
SATENbHO.

B cny4ae siBHOM vnn npegnonaraeMon Heuc-
npaBHOCTU obpaTuTechb k pasgeny «Boamox-
Hble HEUCNPaBHOCTU U MeToAbl UX yCTpaHe-
Hua». Ecnn HeucnpaBHOCTM B nepeyHe He
oKasanoch Unu.

Bbl He cmornu ycTpaHuTb ee, obpatuTech B

CrneunanuanpoBaHHbIii CEPBUCHbIN LIEHTP.
Bce apyrvie pa6oTbl (B TOM YMCrie PEMOHT-
Hble) OOSIKHbI MPOBOAMTLCS TOMbLKO crieuuna-
NIUCTaMM CEPBUCHBIX LIEHTPOB.
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MpoGnema

Bo3moxHas npuyunHa

PeweHue

FopuT nHaMKaTop
Tepmo3aLLuThl

HanpshkeHne CNULLKOM BbICO-
Koe

BbikntounTe UCTOYHMK aHepruu; Mpo
BepbTe rnaBHoe nutaHue; MNoBTopHO

Hal'lpﬂ)l(eHl/Ie CITULLKOM HU3KOE

BKIKOYNTE annapart, Koraa Hanpsxe
Hue 6y,1:|eT HopmalibHoe

[noxow NpuUTOK BO3Ayxa

YryywmTe NpuMToK Bo3ayxa

CpaboTana Tepmo3salyuTa arn-
naparta

[avite annapaty ocTbiTb

HeT nogaun npo-

PerynaTtop nogayu npoBonoku
Ha MYHUMYyMe

Otperynupywnte

2 BOMOKN 3anun TOKOBbI HAKOHEYHUK 3aMeHNTe HaKOHEYHUK
Ponunkn nogaym He cooTBeT- .
[MocTaBbTe NpaBUSbHbBINA PONUK
CTBYIOT AMaMeTpy NPOBOIOKN
KHonka BkrnoyeHunss He paboTa- .
BeHTunatop He - MoxanywcTta, obpaTutech B cepBuUC-
pa6GoTaeT unu HbIW LEHTP
3 BeHTungarop cnomaH
BpallaeTcsa mea- -
Mnoxon KOHTaKT COEAUHEHUSs C
JIEHHO [MpoBepbTe coeanHeHne
BEHTUNSATOPOM
[noxoi KOHTakKT C AeTanbio YRyylmnTe KOHTaKT
He vcToitumsas CnuwiKkOM TOHKUIM CEeTEBON Ka- MoMeHsiiTe ceTesol Kabers
y 6enb, TepseTcs MOLLHOCTb
4 |pyra, Gonbuwoe CnuwwKom HM3Koe BXOOHOE Ha-|YBenuubTe BXOLAHOE HamnpsikeHue
pa3bpbi3ruBaHmne A A P
npshkeHne nocpeacTBom crabunusaropa
M3Hocunuck getanu ropenkn  [3ameHuTe getanu ropenku
O6pbIB cBApOYHOro kabens MposepkTe kabenb
llyra He 3axura-
5 [etanb 3arpsA3HeHa, B Kpacke,
erca MpoBegnTe o4ncTKy AeTanu
B pXXaBynHe
lopenka nogkntoyeHa He npa-
MoaknounTe NpaBMbHO roperky
BUIbHO
HeT 3awmTHOro|l[@30BbIN WNaHr nepexar nnu .
6 .. [MpoBepbTe ra3oBbIN LUMAHD
rasa NoBpeXaEH
MecTa coeguHeHns wnaHros|[lpoBepbTe MecTa COeAUHEHUSs
Ny0X0 3aTAHyThI LMaHTOB
MoxanywcTa, obpaTutech B CepBuUC-
7 |Bpyrne Y P P

HbIN LEEHTP

I'paquecme CMMBOIJIbl U TeEXHUYEeCKune AaHHble

OTOT cMBON NokasbiBaeT BTOPUYHOE HanpsaXXeHne XonocToro xoga

uo.
(B BOMbTax).

X OTOT CMBOJT MOKa3bIBAET HOMUHANbHBIA PABOYNIA LIMKTT.

l...... A OTOT CYMBOJS1 NOKa3blBAET CBAPOUHbIN TOK B amnepax.

Us...... V OTOT CYMBOS1 NOKa3blBAET CBAPOYHOE HaMPSHKEHWNE B BOMbTAX.

U, OTOT CYMBOS NOKa3bIBAET HOMUHANBbHOE HaMPsXKEHNe MUTaHUS.

Lo A OTOT CMMBOJ MOKa3bIBAET MaKCMMarbHbIN NOrMOLLaeMbIi TOK CBa-
POYHOrO arperaTta B amnepax.

s A OTOT CMMBOI NoKa3biBaeT MakCUMarbHbI CBapPOYHbI TOK CBapoY-
HOro arperaTa B amnepax.

IP21S OTOT CMMBOIN NoKa3biBaET Kacc 3allmTbl CBAPOYHOro arperara.

OTOT CMMBON MoOKa3blBaeT, YTO CcBapo4Hoe ychOVICTBO nogoxoauT
ANna ucnonb3oBaHUA B yCINoBUAX, roe cyulecTByeTt BbICOKUIA PUCK
nopaxeHna anekKTpn4eCKMM TOKOM.
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0 OTOT cMMBON MoKasbIBaeT, YTO nepes Havanom paboTbl BHUMa-
TENMbHO NPOYUTANTE UHCTPYKLMIO MO AKCNIyaTaumun.
1~ % ‘.’ — OTOT CYMBON MOKa3bIBAET, YTO CBAPOYHbIV arperat npeacTaBnsieT
coboi1 ogHOMasHbIN CBapOYHbIV annapaTt NOCTOSIHHOIO TOKa.
]]{,"ZIZ OTOT cuMBON MokasbiBaeT a3y NUTaHUst K YacToTy MMHUU B rep-
1 = 50Hz uax.

TexobcnyXuBaHue u cepBuUC

TexobcnyxuBaHue U 0O4UCTKa

» Bce paboTbl N0 TEXHUYECKOMY OGCIYXKMBAHUIO AOIMKHbI NPOBOAUTLCS NPU OTKIHOYEH-
HOM OT ceTu Kabene.

» lMepepn BbiNONHEeHUEM NMOGLIX PaboT C 3NEKTPOMHCTPYMEHTOM BbITalUTe BUJKY U3 PO-
3eTKMU.

» PerynsipHo yaansiite nbifib CYXUMM M YUCTbIM CXaTbiM Bo3gyxoM. Ecnu cBapo4HbIn
annapart 3KcnryaTupyeTcsi B cpefie C CUIbHbIM 3aAbIMIIEHUEM U 3arpsA3HeHHbIM BO3-
AYXOM, €ro Heo6XOAMMO YUCTUTb He pexe OAHOro pasa B Mecsl. [laBneHue cxaToro
BO34yXa JOJHKHO ObiTb B pa3yMHbIX npegernax, YTobbl NpeaoTBpaTUTb NOBPEXOAEHNE MENKMX
1 YyBCTBUTESbHbLIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsiTe BHYTPEHHIOK LeNb CBapoO4YHOro annapara u ybegutecb, 4To
coeVHEHUA Lenu NoaKnoyYeHbl NPaBUITBHO U NIIOTHO (OCOGEHHO pa3bem U KOMIo-
HeHTbI). [pu 0GHapyKeHUN OKanuHbl U PXKaBYUHbI OYUCTUTE Ero 1 CHOBA NIIOTHO MOACOEAM-
HUTE.

» He gonyckaiiTe nonagaHus BoAbl U Napa B MHBepTop. Ecnn 3To NnponsonaeT, npocyLunTte
€ro 1 NpoBepLTE M3OMSALMIO annapara.

» Ecnu cBapouHbIi annapaT He OyaeT UCMoNb30BaTbLCA B TeYeHUe ANMTeNbHOro Bpe-
MEeHM, ero Heo6XxoAUMO NOMECTUTb B YNAaKOBOYHYIO KOPOOKY M XPaHUTbL B CYXOM U 4u-
CTOM MecTe.

Ecnun TpebyeTcsi nomeHATh LWHYp, BO U3bexaHne onacHocTn obpaliantece Ha dpupmy P.LLT. unu

B aBTOPM30BAHHYIO CEPBUCHYIO MACTEPCKYH AN aNeKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero areKTPOMHCTPYMEeHTa nopyvanTe TONbKO KBanuguunpoBaHHOMY nep-
COHarsny U TONbKO C MPUMEHEHWEM OPUrMHaNbHbIX 3anacHbIX YacTeld. ATUM obecneun-
BaeTcsl 6e30NacHOCTb INEKTPOUHCTPYMEHTA.

Cnncok aBTOPU30BaHHbLIX CEPBUCHbBIX LIEHTPOB MOXHO MOCMOTPETL Ha oduumansHom cante P.I.T.

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

XpaHeHue N TpaHCNOPTUPOBKA

CBapoyHbIil annapar creayeT XpaHUTb B 3aKpbITbIX NMOMELLEHNSX C €CTECTBEHHOW BEHTUNSLMEN

npu Temnepatype ot 0 4o +40°C 1 OTHOCUTENbLHON BNaxHocTh Bo3ayxa Ao +80%. Hanuune B

BO3lyXe MapOoB KWCIIOT, LESoYe U Apyrix arpecCcuBHbIX MPYMECEN He JoMyCcKaeTcs.

TpaHcnopTpoBaTb NPOAYKLUMIO MOXHO J0ObIM BUAOM 3aKpbITOrO TpaHCMopTa B yraKkoBKe Mpo-

n3BoauTens unu 6es Hee, C COXpPaHEHUEM U3AENUs OT MeXaHUYeCKMX NOBPEeXAEHWiA, aTMOC-

depHbIX OCaZKOB.
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YTunusauus
OTCJ‘Iy)KVIBLLIVIe cBOW CPOK 3J1EeKTPOUH-
CTPYMEHTbI, NPUHaAANIEXHOCTN U yna-
mmm KOBKY CrielyeT coaBaTb Ha akonorunye-
CKMN YMCTYt0 NepepaboTky OTXOO0B.
YTUnNusunpymnte aneKTPOUHCTPYMEHT OTAENbHO
oT 6bITOBOrO Mycopa!
Pacwudposka Oatbl U3roTtoBne-

Hua Uspenusa

No.| [00000 000000] |

Kop npopgykta Tlop Mecsay — Homep Bnaptum
[ara nsrotoBnexHus nsgenus 3awmdgposaHa B
CEepUNHOM HOMepe, HamnevyaTaHHOM Ha Kopry-
ce uHcTpymeHTa. lNMepBble 2 uudpbl 0603Ha-
YaloT rog Bblnycka, crnegywowme 2 ungpbl —
mMecsL,.

YCNnoBUA rAPAHTUNHOIO OB-
CNY>XXUBAHUA

1.HacTtosduwee rapaHTUNHOE CBUAETENLCTBO
SABMNAETCA eQUHCTBEHHbIM JOKYMEHTOM, noj-
TBepXAalLmMM Balle npaeo Ha becnnatHoe
rapaHTuiiHoe obcnyxuBaHue. bes npegbss-
NeHns AaHHOro CBMAETEeNbCTBa NpeTeH3un
He npuHMMatoTces. B cnyyae ytepu nnu nopum
rapaHTUHOe CBMAETENbCTBO HE BOCCTaHaB-
nvBaeTcs.

2. MapaHTUMHBIN CPOK yKa3aH B rapaHTUMHOM
ceptudukate. B TeyeHme rapaHTUIHOIO Cpo-
Ka cepBucHas criy6a 6ecnnatHo ycTpaHsieT
Npon3BOACTBEHHbIE AedEeKTbl U NPOM3BOAUT
3aMeHy AeTanen, BblleALWNX U3 CTPOS Mo
BVHe usrotoBuTens. Ha nepuopg rapaHTUHOro
pPEMOHTa 3KBUBATIEHTHbI MCNPaBHbIA UHCTPY-
MEHT He npepocTaBnseTcs. 3ameHseMble
aetanu nepexoasaTt B cobCTBEHHOCTb Cnyx6
cepsuca.

KomnaHusa P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpen, KOTOPbIi MOXET ObITb NPUYMHEH Mpu
paboTe ¢ aNeKTPOMHCTPYMEHTOM.

3.B rapaHTUHbIN PEMOHT UHCTPYMEHT Npwu-
HYMaeTCcs B YNCTOM Buae, npu obsasatensHom
HanMuun Hagnexawym obpasom oopmneH-
HbIX JOKYMEHTOB: HacTOSLLEro rapaHTUNHOIO
CBUAETENbCTBA, rapaHTUIMHOTO TanoHa, ¢ nor-
HOCTbIO 3aMOSNTHEHHBIMW MOMNAMMU, LWITAaMMNOM
TOProBOW OpraHu3auuv 1 NoANUCHI0 MoKymna-
Tens.

4.lapaHTUAHbBIA PEMOHT HE NPOU3BOAUTCA B
crnegyoLwmx crnyyasx:

- MPW OTCYTCTBWMW rapaHTUNHOIO CBMAETENb-
CTBa W rapaHTVIMHOTO TarnoHa U HenpasuIb-
HOM UX ochopmneHny;

- CcTeneHb M3HOCa AMameTpa Konnektopa
poTopa auratens npesbiwaet 0,4 mm (3a uc-
KIHOYEHNEM UHCTPYMEHTOB C 6ecLeToYHbIM
asurartenem);

- NPV COBMECTHOM BbIXOAE U3 CTPOSi SKOPS U
cTaTopa anekTpoasuratens, npy obyrnmBaHum
UNY ONnaBneHUn NepBuUYHON 0BMOTKM TpaHc-
dopmaTopa cBapo4YHOro annapara, 3apsg-
HOro MMM MyCKO-3apsifHOrO YCTPOWMCTBaA, Npu
onnaBfeHUN BHYTPEHHUX AeTaneun, npoxure
3MEKTPOHHbIX NnaT 1 Apyrux crnyyasx;

- ecnu rapaHTUHOe CBUAETEeNnbCTBO MMN
TaroH He nNpuHagnexart 4aHHOMY 3MeKTPOUH-
CTPYMEHTY UM HEe COOTBETCTBYET YCTaHOB-
neHHoMy nocTasLyukom obpasuy;

- M0 UCTEYEHUN CPOKa rapaHTuu;

- NpW NOMbITKax CaMOCTOSATENBHOIO BCKPbITUS
WU PEMOHTa 3NEKTPOMHCTPYMEHTa BHE ra-
PaHTUAHON MacCTEPCKOW;

- BHECEHUS KOHCTPYKTUBHBIX U3MEHEHUN U
CMa3ky MIHCTPYMEHTA B rapaHTUHbIV Nepuoa,
0 YeM CBUAETENbCTBYIOT, HANpMMep, 3anoMbl
Ha LWMMLUEBbIX YacTsX Kpenexa KOpnyCHbIX
netanemn;

- NPV UCMOMb30BaHUN 3NEKTPOUHCTPYMEHTA
B MPOW3BOACTBEHHbIX UMW UHbIX LIENsiX, CBS-
3aHHbIX C MOMyYeHeM NpubbINK, a Takke npu
BO3HWKHOBEHMWWN HEWCNPABHOCTEN CBA3aHHbIX
C HecTabunbHOCTbI MapamMeTpPOoB 3rlekTpoce-
TW, NpeBbILIALLNX HOPMbI, YCTAHOBMEHHbIE
[OCT;

- MpY HenpaBUIbHOW 3KCNIyaTauum, UCMorb-
30BaHMWI0 3NEKTPOUHCTPYMEHTA He MO Ha3Ha-
YEeHUI, yKa3aHHOMY B MHCTPYKLMM MO 3KCMy-
aTauum, yCTaHOBKW Ha 3NIEKTPOUHCTPYMEHT He
npefHasHaYyeHHbIX 3aBOAOM-U3roToBUTENEM
HacafoK, AOMNOMHUTENbHbBIX NpUcnocobneHunii
nTn,;

- NPpU MeXaHWYeCcKUX NMOBPEXOEHUAX Kopny-
ca, CeTeBOro LWHypa ¥ Npu NoBpexXaeHusX,
Bbl3BaHHbIX BO34ENCTBUSMU arpecCUBHbIX
CpPencTB U BbICOKUX M HU3KUX TemnepaTyp,
nonagaHuM UHOPOAHbIX NPEAMETOB B BEHTU-
NSILNOHHbIE PELUETKN ANEKTPOUHCTPYMEHTa,
a Takke npu NoBpeXAeHUsX, HAaCTYMNMBLUUX B
pesynbTaTe HenpaBUIbHOIO XpaHeHust (kop-
po3ns MeTansM4yecknx YacTten);

- NpU ecTeCTBEHHOM M3HOCe [eTarnen anek-
TPOMHCTPYMEHTA, B pe3ynbraTte ANUTeNnbHON
aKcnnyaTauuy (onpeaensieTcst no npusHakam
MOMHON WU YacTUYHON BbIpaboTKM pecypca,
CUIbHOTO 3arpsi3HEHNS, PXKaBYMHbI CHAPYXU 1
BHYTPY 3NEKTPOUHCTPYMEHTA, OTpaboTaHHOM
CMa3ku B peaykTope);

- MPY BO3HWUKHOBEHUU MOBPEXOEHUI B CBS3U
C HecobnoaeHneM NpefycMOTPEHHbIX WH-
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CTPYKUWMEW YCNoBWiA aKcnnyaTauum (CMm. rnasy
«YKasaHve no TexHvke 6e3onacHoOCTU» B WH-
CTPyKLUUK).

- NPV NOBPEXAEHNN U3OEenua BCreacTBue He-
cobnioAeHNs NpaBun XpaHeHWs 1 TpaHcnop-
TUPOBKY;

- NPV CUNBbHOM BHYTPEHHEM 3arpsi3HeHUN UH-
CTPYMEHTa;

- npu paboTte ¢ neperpysko 6EH30UHCTPY-
MEeHTa, U3BMEHEHMN LBeTa Yawkn u MydTbl
cuenneHns B pesynesraTte neperpesa;

- npu obpbiBe LWHYpa cTapTepa npu ycrnosun
MCNPaBHOCTN OCTasbHbIX AeTanel MyckoBoro
YCTPOWCTBA;

- Ha Bce BMAbl paboT, BbiNonHAemble Npu ne-
pMOANYECKOM TEXHUYECKOM 06CnyXnBaHUM
(perynupoBku, 4Ynctke, 3aMeHe pacxoAHblIX
maTepuanos 1 ap.);

- Ha HeucnpaBHOCTU, BO3HMKLINE B pe3yrb-
TaTe HapyweHus TpeboBaHUN 1 nNpasun
aKcnnyaTtaummn, yCTaHOBMEHHbIM NacnopToM
n3genusa. Hanpumep, neperpes nagenus,
HecobniogeHve TpeboBaHuWii K cocTaBy U Ka-
YeCTBY TOMSIMBHOW CMeCH, NOBMEKLINX BbIXOA,
13 CTPOS MOpLUHEBOW rpynnbl (6e3ycrnoBHbIM
NpU3HaKoM 3TOrO ABMSAETCS 3aneraHve nopLu-
HEeBOro Kofbla U/Mnu Hanuyme LapanuH u
NnoTepTocTel Ha BHYTPEHHEW NOBEPXHOCTH
LUMnuHAapa 1M NoBepXHOCTH MOPLUHS, paspyLue-
HVe Ny onnasneHne OnopHbIX NOALMMHMKOB
LiaTyHa 1 NopLUHEBOro nanbLua);

- Ha BHELUHVWEe N BHYTPEHHWE 3arpsisHeHus,
LapanuHbl, TPeLMHbI, MOBPEXAEHNS, BO3HUK-
luMe B npouecce 3KcnnyaTauuv unu TpaHc-
NMOPTMPOBKU.

- Npu paboTe 3NEeKTPONHCTPYMEHTOM C nepe-
rPY3KOM W 3aKNVHMBAHMEM OCHACTKW, O YeM
CBMAETENbCTBYIOT 3aAMpPbl, U3MEHeHWe LBeTa
OT TemnepaTypbl YNOPHbIX U NPUKXUMHbIX
Lwanb, 3aXMMHOro NaTpoHa, BbIXOAA M3 CTPOSt
peaykTopa.

MpodunakTuyeckoe obCnyxmnBaHne aneKkTpo-
WHCTPYMeHTa (4McTKa, NpoMbIBKa, cMaska,
3aMeHa NbINbHUKOB, MOPLUHEBbLIX W YNNOT-
HUTENbHbIX KOomnew) B rapaHTUHbIA Nepuog,
SABMSIETCHA NNATHOW YCIyrou.

Cpok cnyx6bl n3genusa coctaenseT 3 roaa.
Cpok xpaHeHust — 2 roga. He pekomenayetcs
K 9KcnnyaTauum no uctedeHun 2 net xpaHe-
HWS C AaTbl U3roTOBIIEHUS], KOTOpasi ykasaHa B
CepUHOM HOMepe Ha 3TUKETKEe MHCTPYMEHTa,
6e3 npenBapuTenbHONM NpoBepky (onpeaene-
HVe Aathbl BbiNycka cCMOTpUTe paHee B Pyko-
BOZICTBE MONb30BaTenNs).

O BO3MOXHbIX HapyLeHUAX, U3NOXEHHbIX
BbILLIE YCNOBWI rapaHTUNHOIO 0BCNyXNBaHWS,

BragenbLy coobLliaeTcs nocne npoBeaeHUst
AVMarHoCTUKN B CEPBUCHOM LeHTpe. Bnage-
newu MHCTpPyMeHTa [oBepsieT npoBefeHne
ANarHoCTUKM B CEPBUCHOM LIEHTpe B CBOE
oTCyTCTBYE.

3anpelyaeTcs akcnnyaTaunsi aneKTPONHCTPY-
MeHTa Npu NPOSIBIEHUN MPU3HAKOB MOBbI-
LLIEHHOro HarpeBa, UCKPeHUs, a Takxe Luyma B
peayKkTopHOW YacTu. [ns BbIACHEHWUS NPUYUH
HencnpaBHOCTK Nokynatento crnegyeT obpa-
TUTBCS B rapaHTUHYIO MacTepckKyio.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOW 3aMeHOW YronbHbIX LWEeTOoK ABUratens,
YCTPaHSAIOTCA 3a CHET NoKynarens.
5.MapaHTusi He pacnpocTpaHsieTcs Ha:

- CMeHHble NpUHaAnexHocTn (akceccyapbl
ocHacTKa), HanpumMep: akKyMynsaTopsbl, AUCKK,
HOXW, cBepna, Oypbl, NAaTPOHbI, Lienu, 3Be3-
04K, LIaHroBble 3aXWMbl, LUKHbI, 3NEeMEeHTbI
HaTSKEHNSA W KpenneHus, ronoBkn TprMme-
pOB, NOAOLLBbI LWNNGOBANBHBIX U MEHTOYHbIX
MaLnH, PUILTPbI, FONOBKN WEeCTUrpaHHbIe
CMEHHble Hacagku u T.n.

- BbiCcTpOM3HaLLMBAlOLMECH AeTanu, Hanpu-
Mep: YrofibHble LWEeTKW, NPUBOAHbIE PEMHMU,
CanbHUKKW, 3aLUUTHBIE KOXYXM, HanpaBnsito-
Lme ponukun, HanpaenswliMe, pe3nHoBble
YNNOTHEHUS, NOALWMNMHUKK, 3ybyaTbie peMHu
1 Koneca, CTBOfbI, TEHTbI TOPMO3a, XpanoBu-
KM 1 TPOCbI CTapTepoB, NOpLUHEBbIE KOMbLa U
..

3ameHa X B TeyeHue rapaHTUNHOro cpoka
SABNSIETCH NNaTHOW YCryrou.

- WHYpbl MUTaHUA, B criy4ae NoBpexaeHus
n3zonaumn. B gaHHom cnyyae notpebutens
[ormkeH 6blTb yBeAOMIEH U PEMOHT (ycnyra
nnartHasi) AokeH OblTb BbINOSHEH MocIe Co-
rnacus notpebutens. Ecnu notpebutens He
cornaceH Ha 3ameHy, TO B Nno6OM pemoHTe
3TOro MHCTpyMeHTa 6yaeT oTka3aHo. PakT
oTKasa [osmkeH ObITb 3aduKeMpoBaH B rapaH-
TUAHOM TanoHe WNW KBUTaHLUW CEPBUCHOTO
LieHTpa 1 noanucaH BnagenbLuem.
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R I .T. Automatic Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number O OO0 0000 Place of seal
Charger Serial Number OO0 0OO0O0OO0O00
Sale Date

Trade Organization Name

Dear customer!

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

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

Warranty

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

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

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

“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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FrAPAHTUMHOE CBUOETEJIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuiiHbit Homep nsgenva OO0 00000000

CepuiiHbIn HOMep 3apaaHoro ycTponcTea (OO0 OO0 0000 M.IL.

[ata npogaxu « »
HanmeHoBaHve TOproBov opraHnsaLmm
YBaxkaembln nokynatens!

Bnarogapum Bac 3a nokynky nHcTpymeHta P.I.T. n Hageemcs, 4To Bbl ocTaHeTecb A0BOMbHbI
CBOVM BbIGOPOM.

Mpu HeobxoaumocTy obecnyxuBaHusa Balero nsgenus obpalyaitecb B aBTOPU3VPOBaHHbIE Cep-
BUCHbIE LeHTpbl P.I.T. Bce cepBucHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke Tpeby¥Te y npogasLa NpoBepkn paboTocnocoBHOCTM UHCTPYMEHTA U €ro KOM-
NIEKTHOCTY, a TakKe 3arnonHeHNs rapaHTUAHOTO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCs NpoAaBLOM») U MPOCTAaHOBKM MevaTy TOProBOW opraHu3auuu B rapaHTUAHOM
CBUOETENLCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHWM faHHOro rapaHTMIHOrO cBuaeTenbcTBa komnaHus P.I.T. rapaHTUpyeT oTcyTCcTBUe
0edeKToB NPOM3BOACTBEHHOIO XapaKkTepa.

Ecnun B Te4eHune rapaHTuinHoro cpoka B Bawem usgenum obHapyxatcst ykasaHHble AedeKTbl, TO
cneumanuaMpoBaHHble cepBucHble LeHTpbl PI.T. 6ecnnaTHoO OTPEMOHTUPYIOT U3denve u 3ame-
HST AedeKTHbIe 3anacHble YacTu.

[apaHTUNHBIN CPOK Ha aneKTPoUHCTPYyMeHTbl P.I.T. cocTtaBnseT 12 mecsueB co AHA NPOAaXM.

«C ycrnoBusiIMU rapaHTUAHOTO 06CnyXMBaHUsi 03HakoMreH(a). PaboTocnocobHOCTb U KOMMMEKT-
HOCTb U3[enusi NpoBepeHbl B MOeM NpUCyTCTBUM. [peTeHs3Ni k kadecTBy ¥ BHELLHEMY BUAY He
UMEIo».

Moanucb nokynatens
BO)
TenedoH

damunua(paszbopum-
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P.1.T.

Automatic Welding Machine

Name

Serial Number
Sale Date

Serial Number

Serial Number

Sale Date

Sale Date

Date of Receipt from Repair

P.I.T. WARRANTY CARD

P.1.T. Ne 1

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

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

: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
: (The Order shall be performed in a Service Center) (Signature)
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FAPAHTUUHBLIA TAJOH P.L.T.

HanmeHoBaHve

CepuiiHbI Homep

Oata npogaxw { » 20__ MecTo neyatu
(8anonHseTcs npogasLOM) unu wramna

KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 (
3asiBka Ha peMOHT :
3akaszumk
TenedoH (agpec)
MpuynHa obpalyeHuns
[ata nonyyeHus ot peMoHTa 20
MHCTpyMeHT NnpoBepeH B MOEM MPUCYTCTBUM

20

20

WNHbIN HOMEP

[ata nony4vyeHns ot peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu

.....................................................................................................................................................................

|

o
HaumeHoBaHwe |
CepuliiHbii HoMep : )
Hata npogaxw » 20__ MecTo nevatu
(8anonHsieTcst npogasLOM) unu wramna
KAPTA TAPAHTUAHOIO PEMOHA :
[ata npuema pemoHT 20 {
3asiBka Ha PeMOHT :
3akasumk
TenedhoH (agpec)
MprymHa obpalueHms
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT npoBepeH B MOEM NPUCYTCTBUM
(3akas sanonusetca B CepsucHom LleHtpe) (Mognues) @ T O oL

|

HaumeroBsaHue O|
CepuiHbI HOMEpP : I3 )
[Nata npogaxu { ) 20 MecTo neyaTu :
(3anonHsaeTca npogaBLoOM) unu wramna

KAPTA TAPAHTUAHOMO PEMOHA :
[Nata npuema pemMoHT 20 {
3asBKa Ha pemMOHT :
3akasuuk
TenedoH (agpec)
MpunynHa obpalyeHns
[arta nonyyeHus ot peMoHTa 20
WNHCTpyMeHT NpoBepeH B MOEM NPUCYTCTBUU

(3akas 3anonHsetca B CepsucHom LieHTpe) (Moanuck)
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MHbIN HOMEP

HanmeHoBaHne

Cepu
[ata npogaxu

NHbIA HOMEpP

HanmeHoBaHne

Cepu
[aTta nony4eHusi oT peMoHTa

[ata npogaxu
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