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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 seri-

ous injury.

Save all warnings and instructions for fu-

ture reference.

The term “power tool” in the warnings refers

to your main soperated (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-
nile 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 the
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.

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 on and off. Any power tool
that cannot be controlled with the switch is
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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.

vy

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.

Warn bystanders that noise is harmful
to hearing.

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

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

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

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




P.I1.T.

Three-function Welding Machine

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

» Avoid welding in dusty or corrosive gas
environments.

» Avoid gas welding in a strong air flow
environment.

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

Product Description and Specifi-

cations

Read all safety warnings and all
instructions.

Failure to follow the warnings and instructions
may result in electric shock, fire and/or seri-
ous 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

Technical Data

Model

Rated voltage

Rated power

Output current range
Wire diameter (MIG)
Electrode diameter

PN WN

PMAG200-C
190-250V~ /50 Hz
5800 W

10-200 A

@0 .8-1.0mm

@ 1.6-4.0 mm

(MMA) (1/16" - 5/32")
Electrode diameter

(TIG) @ 1.2/1.6/ 2.0mm
Duty cycle (DC) 25 °C 60%
Weight 13 kg

Contents of delivery

Automatic welding machine 1pc
Cable with electrode holder 1pc
Cable with grounding terminal 1pc
Torch cable 1pc
Welding shield 1pc
Hammer brush 1pc
Instruction manual 1pc
Note

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

Since the product is constantly being im-
proved, P.I.T. reserves the right to make
changes to the specifications and product
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
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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1. Gas check function: check whether the gas is connected to the machine and whether there is
gas out of the welding torch

2.2T function indicator: 2T function means to press the gun switch to work, release the gun
switch to stop working

3.2T/4T function switch button: 2T/4T selection function button

4.4T function indicator light: 4T function means to press the gun switch to work, release the gun
switch and still work, press the gun switch again to continue working, release the gun switch to
stop working

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

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

7. Current regulation

8. Gas pre-blowing mode indicator: first connect the gas, then well

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

10. Gas blow mode indicator light: continue to blow up the cooling gun head after stopping weld-
ing

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

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

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

14. TIG function indicator

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

16. Voltage adjustment: Welding voltage adjustment (valid under partial adjustment mode

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

18. Flux-cored wire 1.0 indicator

19. MMA, MIG, TIG function switch button

20. 0.8 indicator light for flux-cored welding wire

21. Wire inspection function: Check whether the welding wire is well connected to the machine,
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and the gun can’t get out of the wire
22. Voltmeter

23. Power on indicator

24. Thermal protection indicator

25. Ammeter

Welding machine connection dia-

gram
Welding with solid wire (fig. 1)
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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 installs 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
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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
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
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,
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as this can damage it and further complicate the ignition of the arc.

6. As soon as the arc strikes, the electrode must be held at such a distance from the workpiece
that corresponds to the diameter of the electrode. To obtain a uniform seam, it is further neces-
sary to maintain this distance as constant as possible. It should also be remembered that the
inclination of the electrode axis should be approximately 20-30 degrees, for better visual control
of the welding seam guidance.

7. When finishing the weld, pull the electrode back a little to fill the welding crater, and then lift it
up sharply until the arc disappears.

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

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

Thickness
metal,mm

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

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

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

Gas flow settings for MIG, MAG welding

++]|+]+

+ |+ |+ [+ [+

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

|+ [+ +]+

+ [+ +]+

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

Diameter wire, 05-08[1-14]16-2]25-3
e .
Release wire, 7-10 | 7-14 |14-20|16-20
o "
Consumption
. 5-8 | 8-16 | 15-20|20-30
gas, r/ min ([ ]

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

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

Weld seam characteristics
Depending on the amperage and speed of the electrode, you can get the following results:

VTN 277N 37N PZIRSS sPEARN 6PN
7 PZARY

1.too slow movement of the electrode
2.a very short arc
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3.Very low welding current

4. too fast electrode movement

5.very long arc

6.Very high welding current

7.normal seam

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

Turning off the welding machine.

Thermal protection

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

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

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

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

ATTENTION! In order to avoid breakdowns or
premature failure of the welding machine (es-
pecially with frequent tripping of the thermal
switch), before continuing to work, 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.

10
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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 not{Power 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 bLIJrner s not connected Connect the burner correctly
6 [No shielding gas correctly
Gas hose kinked or damaged |Check gas hose
Hose connections are loose Check hose connections
7 |Other Please contact the service center
Graphic symbols and technical data
uo....... Vv 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.

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
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-

Xcessories and waste packaging ma-
1 terials 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
BN

Year month day
The first 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 fifth and sixth digits indicate the produc-
tion day.

TERMS OF WARRANTY SERVICE
1. This Warranty Certificate is the only docu-
ment that confirms your right to free warranty
service. Without presenting this certificate, no
claims are accepted. In case of loss or dam-
age, the warranty certificate 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.1.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 Certificate, Warranty Card, with all fields
filled 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 Certificate 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
circuit boards;

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

- upon expiration of the warranty period;

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

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

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

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

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

- use of the tool the purposes for other than
specified in the operating instructions.

- mechanical damages to the tool;

- in the event of damages due to non-obser-
vance of the operating conditions specified in
the instruction (see chapter “Safety Precau-
tions” of the Manual).

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

- in case of strong internal contamination of
the tool.

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

The service life of the product is 3 years. Shelf
life is 2 years. It is not recommended for oper-
ation after 2 years of storage from the date of
manufacture, which is indicated in the serial
number on the label of the instrument, without
preliminary verification (for the definition of the

date of manufacture, see the User’'s Manual
earlier).

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

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

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

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

5. The warranty does not cover:

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

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

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

- tool case.
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Pycckun

YKazaHus No TeXxHUKe 6e3onacHoOCTU
O6uue ykasaHMs No TexHUKe Ge3sonacHo-
CTU ANS 3NEeKTPOUHCTPYMEHTOB

NPEAYNPEXOEHUE
Anpotn'wre BCe yKa3aHWUsi U UHCTPYK-

LMK No TeXHUKe Ge3onacHoCcTMU.
HecobntogeHune ykasaHuii U UHCTPYKUUIA MO
TexHuke 6e30nacHOCTU MOXeT CTaTb Npu4un-
HOW NMopa)eHUs aNeKTPU4ECKNM TOKOM, Noxa-
pa v TAXKEenbIX TPaBM.
CoxpaHsiiTe 3TU MHCTPYKUUU U yKa3aHus
AnA 6yayliero UCNonb3oBaHUA.
Mcnonb3oBaHHOE B HACTOSALLMX UHCTPYKLMAX
N yKa3aHWsIX NOHATUE «3NEKTPOUHCTPYMEHT»
pacnpocTpaHsaeTcs Ha ANeKTPOUHCTPYMEHT C
nMTaHMem OT CeTU (C CETeBbIM LUHYPOM) U Ha
aKKYMYNATOPHbIA 3NEKTPOMHCTPYMEHT (6e3
CEeTeBOro LUHYpa).
Be3onacHocTb paﬁoqero MecCTa
» CopepxuTe paboyee MecTo B 4ACTOTE U
XopoLo ocBelleHHbIM. becnopsagok nnm
HeocBelLeHHble y4acTku pabovero mecta
MOTYT MPUBECTU K HECHACTHbLIM CIy4asiM.
He pa6oTante ¢ 3TUM 3NEKTPOUHCTPY-
MEHTOM BO B3pbIBOOMAacHOM nometye-
HMWKU, B KOTOPOM HaxoAATCA ropryune
XWAKOCTU, BOCNaMeHsAoWmMecs rasbl
WIU NbiNb. ONEeKTPOMHCTPYMEHTbI UCKPAT,
4YTO MOXET NPMBECTU K BOCMNAMEHEHMIO
MbIAX MW NapoB.
Bo Bpemsi paboTbl C 3NeKTPOUHCTPY-
MeHTOM He AonyckauTte 6nusko k Ba-
wemy paboyeMy MecTy AeTen M NocTo-
poHHux nuu. OTBnekwnch, Bel Moxete
noTepsATb KOHTPOMb Haj 3MEeKTPOUHCTPY-
MEHTOM.
AnekTpobe3onacHOCTb
» lliTencenbHaa BUNKa 3NMeKTPONHCTPY-
MeHTa [0oMKHa NOAXOAUTL K WTencenb-
Hon po3eTke. Hu B koem cnyyae He
M3MeHANTe WTencenbHy BUnky. He
npuMMeHsANWTe NepexoaHble WTeKepbl
ANA 3NeKTPOMHCTPYMEHTOB C 3aluunT-
HbIM 3a3emneHueM. HenameHeHHble
wrencenbHble BUNKW U NOAXOAALMNE
LiTencenbHble PO3eTKM CHUXAaKT PUCK MO-
paXeHUs ANEKTPOTOKOM.
MNpenoTBpalwaniTe TeNecHbIN KOHTAKT
C 3a3eMNeHHbIMMN 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. [TpoHMKHOBEHME BOAbI
B 9NEKTPOMHCTPYMEHT MOBbIWAET PUCK
Nopa)xeHUs 3NEKTPOTOKOM.

He paspelaetcs ucnonb3oBaThb LWHYP
He Mo Ha3HayYeHUl, Hanpumep, Ans
TPaHCMOPTUPOBKU UMW NMOABECKMN 3rieK-
TPOMHCTPYMEHTA, MU ANA BbITArMBa-
HUSI BUNKW U3 LUTENCEeNbHOW PO3eTKU.
3awumuwanTte WHyp oT BO3AeNCTBUSA
BbICOKUX TemMnepaTyp, Macna, ocTpbix
KPOMOK MIU NMOABWXHbIX YacTel anek-
TpouHcTpyMmeHTa.lloBpexXaeHHbIn nnu
CMyTaHHbIN LWHYP NOBbLILLIAET PUCK Nopaxe-
HWSI ANEKTPOTOKOM.

Mpu pa6oTte ¢ 3NEKTPOUHCTPYMEHTOM
noa OTKPbLITbLIM HEGOM NpuUMeHsWTe
npurogHble Ans 3Toro kabenu yanu-
HUTenu. MNMpumMeHeHne NPUroaHOro Ans
paboTbl Nog OTKPbITEIM HEGOM kabens
YANUHUTENS CHUXAeT PUCK Nopa)xeHus
3MEKTPOTOKOM.

Ecnu HeBO3MOXHO u3bexaTb npume-
HEHUA 3NEeKTPOUHCTPYMEHTA B CbIPOM
nomeLleH1u, NoaKsoyanTe NeKTPOUH-
CTPYMEHT Yepe3 YCTPOMCTBO 3aLMTHOrO
OoTKNouYeHus. MpumeHeHne ycTpoiicTea
3aLUUTHOTO OTKITIOYEHUS CHUXaeT pUck
3MEKTPUYECKOrO NMOPaXKEHNS.
Be3onacHocThb nioaen

» ByabTe BHUMaTenbHbIMWU, cneauTe 3a
TeM, 4YTo Bbl Aenaete, n npoaymaHHoO
HauyuHanTe paboTy C INEKTPOUHCTPY-
MeHTOM. He nonb3yntecb 3MeKTPOUH-
CTPYMEHTOM B yCTafloM COCTOSIHUM
unu ecnu Bbl HaxoaUTeCb B COCTOSIHUM
HapKOTUYECKOro MU anKorofbHOro
OMNbsIHEHUSA UMK Nof BO3JeUCcTBUEM ne-
kapctB. OgMH MOMEHT HEBHUMATENbHO-
CTV Npu paboTe C 3NEeKTPOUHCTPYMEHTOM
MOXET MPUBECTU K CEPbE3HBIM TPaBMaM.
MpumeHsTe cpeacTBa UHAMBUAYaATNb-
HOW 3aWMTbI U BCeraa 3alMUTHbIE OYKU.
Vcnonb3oBaHwe cpeacTs UHAMBUAYaNbHOWM
3alWMThI, KaK TO: 3alMTHON Macku, oByBu
Ha Heckonb3silien NoAoLBe, 3aWMUTHOMO
WwnemMa unu cpeacTs 3alWuTbl OpraHoB
cnyxa, — B 3aBUCUMMOCTM OT Buaa paboTbl
C 3NEKTPOMHCTPYMEHTOM CHUXAeT pPUCK
nony4YeHns TpaBMm.

MpepoTBpalyaniTe HenpegHamepeHHoOe
BKJIlOMeHUE 3NIeKTPOUHCTPYMEHTA.
Mepen noaknYeHUEM 3MEKTPOUH-
CTPyMEeHTa K 3MeKTPONUTaHuIo u/unm K
aKKyMynsiTopy y6eautech B BbIKIHOYEH-
HOM COCTOSIHUMW 3NEKTPOUHCTPYMEHTa.
YnepxaHue nanbla Ha Bblkniyatene npu-

14



P.I1.T.

Tpex PexxumHbin CBapoyHbii Annapar

TPaHCMOPTUPOBKE U NOAKMIOYEHNE K CETU
NUTaHUS BKIIOYEHHOTO 3MEeKTPOUHCTPY-
MeHTa YpeBaTo HEeCYACTHbIMU Crly4asMu.
Y6upaiTte ycTaHOBOYHbIA UHCTPYMEHT
MUNKW raeyHble KNOYN A0 BKIIOYEHUNA
3NEeKTPOUHCTPYMEHTA. VIHCTPYMEHT nnu
KINIoY, HaxoAslWmMNes BO BpallaloLencs
YaCTN 3NEKTPOUHCTPYMEHTA, MOXET npu-
BECTU K TpaBMam.

He npuHumaiTe HeecTecTBEHHOE nosno-
XeHue kopnyca Tena. Bcerga 3aHuman-
Te YCTON4MBOE NMOJIOXKEHNE M COXPaHSN-
Te paBHoBecue. bnarogaps atomy Bbl
MOXeTe nyudlle KOHTPONMpoBaTb ANEKTPO-
WHCTPYMEHT B HEOXMAAHHbIX CUTYaLMAX.
Hocute nogxoasuwyt pabouyto ope-
xpy. He HocuTe wWupokyto opgexay u
yKpaweHus. [lepxute BoOnockl, oaexany
M pyKaBuLibl BAANWN OT ABUXYLLMXCA Ya-
cten. lnpokas opexaa, ykpaweHus mnu
ONVIHHBIE BOMOCHI MOTYT ObITb 3aTSAHYThI
BpaLLaLWMMUCA YacTAMM.

Mpn HanM4YMM BO3MOXHOCTU YCTaHOBKMN
nbiNeoTcachIBaloWMX U NbiNecOopHbIX
YCTPONCTB NpoBepsinTe UX npucoenm-
HeHWe U NpaBUilbHOE UCMNOoNib30BaHue.
MNpnMeHeHWe NblneoTcoca MOXET CHU3UTb
ONacHOCTb, CO34aBaemyto Nblbto.
Xopoluee 3HaHWE INEKTPOUHCTPYMEH-
TOB, NONy4YeHHoOe B pe3yrnbLTaTe 4acToro
MX MCMONb30BaHWA, He AOMKHO NPUBO-
AUTb K CAMOYBEPEHHOCTU U UTHOPUPO-
BaHMIO TeXHMKKU Ge3onacHocTu obpa-
LLeHUA C INeKTPouHCcTpyMmeHTamu. OgHo
HebpexxHoe AelcTBUE 3a [0 CeKyHAb!
MOXeT MPUBECTU K CEPbE3HbIM TpaBMaM.
BHUMAHMUE! B cnyyae BO3HWKHOBEHUS
nepe6os B paboTe aneKTPOMHCTPyMeHTa
BCNeACcTBME MOMHOI0 MU YaCTUYHOTO
npekpalieHns aHeprocHabxeHus unu
NOBPEXAEHUS Lienu ynpaslieHns aHepro-
cHabXeHneMm ycTaHOBWTE BblKMoYaTenb
B nonoxexue Bbikn., ybeamslimnce, 4To
OH He 3abnokMpoBaH (Npv ero Hanmu4yuu).
OTKNOYMTE CETEeBYI0 BUIKY OT PO3eTKU
UM OTCOEAUHUTE CbEMHBIN akKyMynsTop.
OTUM NpepoTBpaLLaeTcs HEKOHTponvpye-
MbIVi MOBTOPHbIV 3anyck.

MpumMeHeHNe 3NEeKTPOUHCTPYMEH-

Taun oGpau.l,el-me C HUM
» He neperpyxaiiTe 35IeKTPOMHCTPYMEHT.

Ucnonb3yinTe ana Bawen pa6oThbl
npeAHa3Ha4yeHHbIVW ANA 3TOro 3MeKTPo-
MHCTPYMEHT. C noaxoasiium anekTpo-
MHCTPYMeHTOM Bbl paGoTtaeTe nyyiie u

HaJexHee B ykasaHHOM AuanasoHe MOLL-
HOCTW.

» He pa6oTaiiTe C 311€KTPOUHCTPYMEHTOM
npu HeUcCrnpaBHOM BbIKIo4YaTene. dnek-
TPOMHCTPYMEHT, KOTOPbLIN He nogaaeTcst
BKITHOYEHMWIO UMW BbIKMHOYEHWIO, ONaceH U
JOIKeH GbiTb OTPEMOHTMPOBAH.

» XpaHuTe 3NeKTPOUHCTPYMEHTLI B HeAo-
cTynHoMm ansa aeteit mecte. He paspe-
WwanTe NoNb30BaTbCs 3NEKTPOUHCTPY-
MEHTOM NuuaMm, KOTopbie He 3HaKOMblI
C HAM WUIM He YUTamnu HacTOSLUX UH-
CTPYKUUIA. DNEeKTPOUHCTPYMEHTbI OnacHbl
B pyKax HEOMbITHbIX JIUL.

» TwatenbHO yxaXuBauTe 3a 3nekTpo-
MHCTpyMeHTOM. lpoBepAnTe Gesy-
npeyHyto pyHKUUIO U XOA ABWXKYLINXCS
yacTen 3NEKTPOUHCTPYMEHTa, OTCYT-
CTBME NMOJNIOMOK UMW NOBpPeXAeHUMN,
oTpuuaTenbHO BAUSAIOWNX Ha DYHKLUIO
3neKTPOUHCTpPyMeHTa. MoBpexaeHHble
4acTU AONXHbl GbITb OTPEMOHTUPO-
BaHbl 40 UCMNOJSIb30BaHUS 3NEKTPOUH-
cTpymeHTa. [noxoe obcnyxuBaHve anek-
TPOVMHCTPYMEHTOB SIBMSIETCS NMPUYUHON
6OnbLUOro YKCcna HecHacTHbIX CryYaes.

» [lepXute pexyLmin UHCTPYMEHT B 3a-
TOYEHHOM M YUCTOM COCTOSIHUM. 3a60oT-
FIMBO YXOXEHHbIE PEXYLUNE UHCTPYMEHTbI
C OCTPbIMU PEXYLUMMU KPOMKaMU pexe
3aKMMHMBAIOTCA U UX flerye BeCTU.

» [puUMeHsTe 3NeKTPOUHCTPYMEHT, Npu-
HagnexHocTu,paboune MHCTPYMEHTbI
M T. N. B COOTBETCTBUM C HACTOSALMUMMU
MHCTPYKUMAMU. YUUTbIBANTE Npu 3TOM
pa6oune ycrnoBusi U BbIMONHAEMY O
pa6oty. icnonb3oBaHve aneKkTPOUHCTPY-
MEHTOB [ANA HENPeAyCMOTPEHHbIX paboT
MOXET MPUBECTU K ONAcHbIM CUTyaLMsIM.

» [lepXuTe pPy4YKM U NOBEPXHOCTU 3a-
XxBaTa CyXMMU U YUCTbIMU, crieauTe
YTOObl HA HUX YTOGbI HAa HUX He GbIno
XUOKOW UNU KOHCUCTEHTHOMW CMa3KMu.
CKonb3Kkne pyyku 1 NMoBepxXHOCTU 3axsaTa
npensTcTBYOT Ge3onacHoMy obpalleHunto
C UHCTPYMEHTOM U He JalT HafexHo
KOHTPONMMPOBAaTh €ro B HenpeaBuOEHHbIX
cuTyaumsx.

CepBuc

» PeMOHT 311eKTPOMHCTPYMEHTA AOSKeH
BbIMOJIHATLCSA TOMbKO KBanuduuupo-
BaHHbIM NEePCOHANIoOM U TOMbLKO C Npu-
MeHeHUeM OpUrMHanbHbIX 3anacHbIX
yacTeln. OTM obecneynBaeTcs HGesonac-
HOCTb 3/1EKTPOVMHCTPYMEHTA.
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MHCprKLIMVI no TexHuke 6esonac-
HOCTU ANnA 3JIeKTPpoCcBapo4yHOro

annaparta

» O6GsizaTenbHO yaoCTOBepbTeCb, YTO
3neKTpuUyeckasa poseTka, K KOTOpom
NoAkKnYaeTcA UHBEPTOpP 3a3eMiieHa.
3anpewaeTcsi NpukacaTbCA K OrosieH-
HbIM 3JIeKTPUYECKMM YacTAM U INeKT-
poAy OTKPbITbIMWA YacTAMMU Tena, Mo-
KPbIMU nepyaTkamMmu Unuv oaexnon.

He HaunHanTe paboTy noka He y6eamu-
TeCb B TOM, 4YTO Bbl U30NIMPOBaHbI OT
3eMJI1 U OT 3aroTOBKM.

Y6eputech, UTo Bbl HaxoauTechb B 6e30-
NacHOM MOJIoXKeHUWN.

He BAbixanTe rasbl, obpasyruumecs
npu cBapkKe, OHM BpeAHbl Ansi 340po-
BbSl.

Heo6xoaumMo ob6ecneuynTtb gocTtaTtou-
HYH0 BEHTUNALUMIO paboyero mecrta unm
MUCnonb30BaTh crneuunanbHble BbITSXKN
ANns yganeHus rasoB, obpa3sylolmnxcs
B npouecce NpoBeAeHUs1 CBAPOYHbIX
pa6or.

[ns 3awuTbl rNas v Tena ucnonb3ynre
noaxopsillyo 3alUTHYH MacKy, CBeTo-
cunbTp U 3awuTHYO oadexay. Ogexaa
OormkHa ObITb NMOMHOCTbLIO 3acTerHyTa, 4To-
Obl MCKPbI 1 BpbI3rK HE Nonaganv Ha Teno.
MpuroToBLTE NOAXOAALLYH 3aLUTHYIO
MacKy MU 3aHaBecKy ANA 3aWUThbl
cMoTpswero. [Ina 3awmTel gpyrnx nogen
OT U3MyYeHUs AyrM U ropsunmx mMeTannos
Heobxoaumo orpaguTb pabouyto 30Hy or-
HeyMNOopHbIM OrpaxxaeHnem.

Bce cTeHbl n non B pabo4yel 30He
OONMXHbI ObITb 3alULLEeHbl OT BO3MOX-
HOro nonagaHusl UCKP U pacKarieHHoro
MeTanna, YTobbl n3bexaTtb THNEeHUA U
BO3ropaHusi

He ponyckaiTe HaxoxaeHusi Ha pabo-
YyeM MecTe ropr4ux mMatepuanoB (ae-
peBo, 6ymara, TPAANKuU U T.4.).

Mpu npoBeaeHUN cBapku HeobxoaUMO
obecneuntbL pabo4yee mecTo cpeacTBa-
MU NMOXapoTYLUEeHUS.

3AMPELLUAETCA:

Vcnonb3oBaTb cBapOYHbIM MonyaBTOMaT B
ChIPbIX MOMELLEHNAX UMW NOA AOXKAEM;
VMcnonb3oBaTtb anekTpuyeckme kabenu c
NOBPEXOEHHON M30NALMEN MU NNIOXMMHN
coeaMHUTENbHBbIMU KOHTaKTamu;
[MpoBoAnTbL cBapoOYHble paboTbl HA KOH-
TeriHepax, EMKOCTSX Unmn Tpybax, koTopble
cogepxxanu xugkue unu razoobpasHble

>

ornacHble BELLeCTBa;
MpoBoanTb cBapoyHble paboTebl Ha pe-
3epByapax nop AaBneHneM;

PaboTaTtb B ogexpae ¢ nATHaMu macna,
Xupa, 6eH3nHa 1 APYrnX roproymX XuaKo-
cTen.

Wcnonb3yinTe HayWHUKN UNu apyrue
cpeacTBa AnA 3aWUThbl YILEN.
MNpenynpeaute Habnioparens, 4To Wym
BpeAeH AnA cnyxa.

Ecnu Bo Bpems yCTaHOBKWU U 3Kcnny-
aTauMu BO3HWUKHYT npob6nembl, noxa-
nywucTa, crneayuTe 3TOM UHCTPYKUMU NO
3KcnnyaTauumn AnsA npoBepKu.

Ecnu Bbl He A0 KOHLLa NOHMMaeTe py-
KOBOACTBO WIIM HE MOXeTe pelnTb
npo6nemy c MHCTPyKUMen, Bam cnegyeT
o6paTUTbCA K NocTaBLUMKaM Unu B cep-
BUCHbIN LEHTP 3a npod)eccmoHanbHomn
NoMoLLbHO.

MawwuHa gomkHa akcnnyaTupoBaTbCcs B
CYXWUX YCINOBUSIX C YPOBHEM BIaXXHOCTH
He 6onee 90%.

TemnepaTypa okpyxatwuwen cpeabl
AormkHa 6bI1Tb oT -10 Ao 40 rpagycoB no
LUenbcuto.

W3beranTe cBapku Ha COfHLEe Unu nopj
kannsamu BoAabl. He pgonyckarnte nonaga-
HWSt BOAbI BHYTPb MaLUWHbI.

WN3beranTe cBapku B MblfIbHbIX MecTax
WInu B cpefie C arpecCUBHbLIM ra3om.
U3beranTte rasoBon CBapku B cpege C
CUNbHbLIM BO3AYLIHbLIM MOTOKOM.
Pa6ouui, y koToporo yctaHOBMEH Kap-
AVNOCTUMYNATOP, AOMMKEH MPOKOHCYb-
TUPOBaTLCA C BPAa4yoM nepep cBapKow.
lMoTomy 4TO anekTpoMarHMTHoe none
MOXeT HapyLluTb HopManbHyl paboTy
KapanocTuMmynsTopa.

OnucaHue npoaykTa u ycnyr
npO‘ITVITe BCe yKa3aHusa U UH-
CTPYKUMU NO TEXHUKe 6e3onacHo-
CTWU.

yI'IyLIJ,eHVIFI B OTHOLUEHUA yKa3aHl/Il7I N UHCTPYK-

LlI/117I no TexHuke Ge3onacHocTU MOryT CTaTb

I'IpVILWIHOVI nopaxeHusa arnekTpn4yecknm ToKom,

noxapa n TsaXenblX TpaBM.

anMEHeHMe Mo Ha3HaA4YeHUr
CBapoyHbIil NonyaBToMaT MHBEPTOPHOTO TUNa
NOCTOSIHHOTO TOKa (Aanee — usgenvie) npea-
HasHaveH AN CBapoyHbIX paboT meTopamu
MIG/MAG (cBapka aneKkTpoAHON NPOBOIOKON
B cpefe 3awwuTHoro rasa) n MMA (py4dHas
3MeKkTpoayroBas cBapka LUTYYHbIMW MnaBKu-
MV MOKPbITHIMW 3MEKTPOAaMW).
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M3penne MoxXeT NpUMEHATbLCA ANA CBapku
pPas3nn4HbIX BUOOB METarnsos.

I/I306pa)|<e|-|Hb|e COCTaBHbI€e YaCcTun
Hymepauwns npegctaBneHHbIX KOMMNOHEHTOB
BbIMOSIHEHA MO U300paXeHuto Ha CTpaHuLe ¢
UnCcTpaumsiMm.

1. Kabenb nepekntoyeHms NonsipHOCTU

. PaabeM nogkntoueHusi ropenku

. Cunoeoii pasbem «+»

. Cunoeoii pasbem «-»

. Bentunatop

. KHonka nuTtanus

. lTyuep Ans nogknoYeHns 3almTHOro rasa
. Bxoa kabens nutaHua

TexHU4eckune XapakKTepucTukun

O NO O~ WN

Mopenb PMAG200-C
HomuHanbHoe Ha-| o0 550 B~ /50 'y
npshKkeHune / yacToTa

HomMnHanbHasa MoLL- 5800 BT
HOCTb

[nana3oH BbIXOAHOrO 10-200 Al
TOKa

[NvnameTp npoBonokn )

(MIG) @0.8-1.0 mm
[nameTtp 3nekTpopa 1.6-4.0 mm
(MMA) (1/16" - 5/32")
[nameTp 3nexkTpopaa @1.2/1.6/ 2.0mm
(TIG)

MpoponknMTensHOCTb 25C 60%
BkntoveHus (MB)

Bec 13 kr
KomMmnnekT noctaBku

CBapoyHbIil nonyasTomat 1wr
Kabenb c anektpogoaepxartenem 1wt
Kabenb c knemmon 3asemneHust 1wr
Kabenb c ropenkom 1wr
LLinTok cBapOYHbIv 1wr
LLleTka-monoTok 1wr
PykoBoAcTBO Mo akcniyartauum 1wr

MpumeyaHue

B TekcTe M unMdppoBbIX 0003HAYEHUAX WH-
CTPYKUMM MOTYT BGbITb AONYyLLEHbl TEXHUYE-
CKMe OLIMOKM 1 onevaTku.

Tak kak nHcTpymeHT P.L.T. nocTosiHHO coBsep-
LLIEHCTBYETCS, KOMMaHWs ocTaBnseT 3a cobon
npaBoO BHOCUTb U3MEHEHUS B yKa3aHHble
30€eCb TEXHWYECKMNE XapaKTEPUCTUKN N KOM-
nnekTauymio 6e3 npegBapuTENbLHOIO YBEAOM-
neHus.

MoaroToBka K paboTe

YcTaHaenuBaviTe annapaT Ha pOBHOW NOBEPX-
HOCTW. Paboyee MecTo JOMKHO BbITb XOPOLLO

BEHTUNMMPYEMbIM, CBApPOYHbIA annapaT He
OOMXKeH noaBepraTbCsl BO3AENCTBUIO Mbinn,
rpsiav, Braru u aktueBHoro napa. [ns obecne-
YEHUsi HOpMaribHON BEHTUNSALUM PacCTOsiHME
OT annaparta Ao ApYrux npeamMeToB OOMKHO
6bITb He MeHee 50cMm.

BHUMAHUE! Bo usbexaHue nopaxeHus
3NEKTPUYECKMM TOKOM MCMONb3YNTE TONbKO
3MEKTPUYECKYHO CETh C 3aLUUTHbLIM 3a3eMIIsito-
MM NPOBOAOM W PO3ETKM C 3a3eMMAOLLMMU
koHTakTtamu. 3AMNMPELLAETCAH nepegenbiBaTtb
BUIKY, €CNM OHa He NMOAXOAUT K po3eTke.
BmecTo 3TOro KBannuUMpoBaHHbIN 3nek-
TPUK OOIMKEH YCTAaHOBUTH COOTBETCTBYIOLLYIO
PO3ETKY.

O6ecnevyeHne 6e3onacHOCTM Nog-

FOTOBKMU K pa60Te

lMepen BkNOYEHMEM M3OEnNUs yCTaHOBUTE
BbIKMOYaTerNb B nonoxeHune «0», a perynatop
TOKa B KpariHee NneBoe NofoXeHue.
MogroToBkTECH K paboTe:

NoAroTOBLTE CBapMBaeMble AeTanu;
obecneybTe OOCTATOYHYH BEHTUNALUIO
paboyero mecTa;

ybeauTechb B OTCYTCTBUM B BO34yXe MapoB
pacTBopuTenen, NerkoBocniaMeHsoLWwmnx-
cs1,B3pbIBYaTbIX M XNopcoaepKalnx Be-
LLeCTB;

npoBepbLTe BCe MOAKMIOYEHUS K U3AENUIO.
[ormkHbl OblTb BbINOMHEHbI NPaBUNbHO U
HaAEXHo;

npoBepbTe CBapOYHbIN kabenb, B cnydvae
NOBPEXAEHWS OH AOMKEH OblTb 3aMEHEH;
NCTOYHUK NUTaHWSA LOMMKEH OblTb OCHALLEH
3aLLMTHBIMU CUCTEMAMMU.

Ecnu Bbl cTONKHYNuch ¢ npobnemamu, ¢ KoTo-
pbIMU He MOXeTe cnpaBuTbCsi,06palLanTech
B CEPBUCHbIN LEHTP.
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I). I .T. Tpex PexxumHbin CBapoyHbii Annapar

AnemMeHTbI ynpaBneHna U UHOUKaTopbl

M IMM G-200

cumtsni, METER
A

819]10 12113114]115]16117 118

1. OyHKUMA NPOBEPKM rasa: OCyLLUECTBMSET NPOBEPKY, MOAKIMIOYEHMS ra3a K annapaTty U HeT fu
rasa n3 cBapoyHon ropenkmHgukaTop yHKLMK

2.2T: Pexum 21, B pexxume 2T HaxaTue KHOMKW ynpaBreHusi ropernkown 3anyckaeT npoLecc cBap-
KW, OTryckaHne — npepbiBaeT. KHonka nepekntoveHust pyHKUmI

3.2T/4T: kHonka Bbi6opa pexuma 2T/ 4T NHgukaTop pexuma

4.4T: Pexum 4T. B pexume 4T. cBapka HauMHaETCst NOCMe KPaTKOBPEMEHHOIO HaxaTus KHOMKK
ynpaBneHust Ha roperke 1 OTKIoYaeTCst Mocrie MOBTOPHOIO HaxaTus. [laHHas yHKUMA no3so-
NSIET HE iepXaTb HAXaTOMN KHOMKY Ha ropernke npu cBapku NpoAOKMUTENbHbIX LLIBOB

5. KHonka nepekntoyeHus pexuma yHuuLmMpoBaHHOM (aBTOMaTUYeCKOI) / YacTUYHOW (pyYHOW)
perynupoBku.

6. NHgukaTop pexuma yHUUUMPOBaHHON (aBTOMaTU4ecKon) 1 YacTu4HOW (py4HOI) HacTpoi-
KW: UHAVKaTOP 3aropaeTtcsl B peXuMe YacTUYHOW HacTpounku. EamHas perynvmpoBka o3Havaer,
4YTO CBaPOYHbI/A TOK U CBApPOYHOE HaMpshkeHUe PerynmpyroTcs CUHXPOHHO (aBTOMaTUYeCKW) Ans
cornacoBaHust Apyr ¢ ApYroM, a YacTU4Has perynmpoBKka 03Ha4aeT, YTO CBApPOYHbIA TOK U pas-
OenbHas perynupoBka CBapOYHOro HanpsKeHWs (pyyHasi perynupoBka, Ans npodeccrMoHansHo-
ro UCMomnb30BaHusl)

7. Tekyllee perynupoBaHue

8. NHgukaTop pexvma npeaBapuTenbHON NPOAYBKM ra3oM: cHayarna nogkniyaeTcs ras, 3atem
OCYLLEECTBMSIETCA CBapKa.

9. Nnpukatop coctosiHna VRD: pexum 3awuTbl OT yAapoB, Korga MHAUKATOP FOpUT, OH HAXoaUT-
Cs1 B peXxvme 3aluThl OT yAAPOB, @ BbIXOAHOE HanpsiKeHUe Huke 6e30nacHOro HamnpsikeHust.

10. CBeTOBOM MHAMKATOP pexurMa NPoAyBKM ra3om: NPOAOSKaeT NpoAyBaTb rOfIOBKY oxnaxaa-
tOLLiEl FOperky Nnocre OCTaHOBKM CBapKW.

11. KHonka aktuBauum / oTMeHbl ctaTyca VRD: akTvBauus / geakTuBaums aHTULLOKOBOW (OyHK-
uum

12. KHonka nepekntoyaTensi pexxumoB nepegHero / 3agHero obaysa: BblGop dyHKLUMe NpsiMOro
1 obpatHoro obayBa rasom.

13. CBeTOBOW MHAMKATOP YIMEKMCIIOro ra3a C UCnornb3oBaHWEM CBapOoYHOI nNpoBoroku 0.8 Mm
14. ngukatop pexuma Tlc

15. IHOQnkaTop CMeLLaHHOro rasa, ceapoyvHas npososioka 0.8 mm.

16. PerynupoBka HanpsieHus: perynvpoBKka CBapOYHOrO HamnpshKeHWUs (OencTByeT B pexumMe
YaCTUYHOW PErynvpoBKu).

17. Nnpukatop dyHkumm MMA: npu BKMOYEHHOM MHAMKATOpE, CBapLUMK paboTaeT B pexume
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py4Hon cBapku (MMA).

18. Minankartop nopotukosow nposonoku 1.0.
19. KHonka nepekntodatens dyHkumin MMA,
MIG, TIG

20. Nnaukatop 0.8 Anst NOPOLLKOBOWN CBapoOY-
HOV NPOBOOKMN

21. PyHKUMSA NMPOBEPKU MPOBOMOKMN: NpoOBe-
pseT, HaAexXHo N cBapoYyHas NpoBOSOKa
NnoAcoeAnHEeHa K annapaTy U He BbIXOAWT 1
roperka vn3 npoBOJIOKM.

22.BonbtmeTp

23. lnavkaTop BKMOYEHUS.

24. \ngnkatop TEMNMOBON 3aLUMThI.
25.AMnepMerp.

Cxema nogKrno4eHUs CBapovyHOro
annaparta
CBapka cnolwHon nposonokou(puc 1)

CBapka NopoLLUKOBOM NPOBOJTOKOW(puUC 2)

Ceapka anektpogom(puc 3)

C6opka CBapoO4YHOro LWUTKa

1)

nOArOTOBKa K CBapKe B pexume
MIG/MAG

BbibepriTe HEOBXOAMMBIN BUA CBApKW C MOMO-
Wbt KHOMKM 15. Takke ycTaHOBUTE Mpu Mno-
MOLLM nepekmnoyaTens 2 pexuM BKYeHus/
BbIKIMOYEHMS cBapo4HOro Toka (2T — cBapka
BEOETCS NPU HaXaToW KHOmMKe ropenku, 4T —
nepBoOe HaxaTue Ha KHOMKY ropernku — Havarno
CBapku, BTOPOE HaxaTue — KOHeL, CBapKu).
®dyHkuma VRD oTBevaeT 3a NOHWXKEHUN Ha-
NPs>)KEHWsI XONOCTOro xoda UCTOYHMKA A0
6esonacHbIXx ANns yenoseka 12-24 BonbT,
T.€. CHUXaeTCs HanpshkeHue, Korga annapat
BKJIIOYEH,HO cBapka He npowussoauTtcs. Kak
TOMbKO HaYMHAETCs NPOLIeCC CBapKu, yCTPOW-
ctBo VRD BoccTaHaBnuaeTt paboune napa-
METPbI HaNPsHKEHUSI.

Onuust VRD akTyanbHa B Takux cryyasx:
Annapat aKkcnnyaTMpyeTcs B yCNOBUSIX MOBbI-
LLUEHHON BNaXHOCTU BO3AyXa; BblCOKue Tpebo-
BaHWs K TeXHWKE 6e30MacHOCTU Ha 0ObEKTE;
ncnornb3oBaHWe cBapoYHOro obopynoBaHust
Ha HebonbLUMX NnoLwazKax.

Fopenka

CeapoyHas ropenka MIG/MAG coctouT 13
OCHOBbI, COEAUHUTENBHOIO Kabens u py4ku.
OcHoBa coefuHAET CBapOYHYl FOpenky u
YyCTPOWCTBO nogayu npoBonoku. CoegnHu-
TEMbHbIN kKabenb:

[MOKPbITEIN HENTOHOM HanpaBNALWWA KaHan
nomMeLleH B LEHTp nomnoro kabens. BHyTpeH-
HSIS YacTb KaHamna npegHasHaveHa Aans no-
nadv nposonoku. CBobogHOe NpocTpaHCTBO
Mexay KaHanom u nonelM kabenem npegHa-
3Ha4yeHo Ans nodayun 3awuTHoro rasa.Cam
nonbli kabenb NpegHasHavyeH Ans nogayvu
TOKa.

BHUMAHME! lMepeg cbopkoii n pasbopkoi
ropenku unv nepef 3aMeHow KOMMOHEHTOB
HeobXOAMMO OTKIYUTL MOoAAaYy 3neKkTponu-
TaHus.
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YcTtaHoBKa KaTyLWKu

MonbepuTte HeobxoauMYyO NMPOBOMOKY B CO-
OTBETCTBMM C TEXHOMorven ceapku. Quametp
NPOBOSIOKN [OSXEeH COOTBETCTBOBATbL Mpw-
BOAHOMY POSMKY, HanpasnswoLweMy kaHany u
KOHTaKTHOMY HaKOHEYHMKY.

OTkpoWiTe BOKOBYIO KpbILIKY annaparta Ansi
YCTaHOBKU KaTYyLLKM C NPOBOMoKon. OTkpyTUTe
pPEerynmpoBOYHBIN BUHT KaTyllkogepKaTens,
HaJeHbTe KaTyLUKy Ha KaTylukodepxaTenb 1
3admkcupynTe ee aTuM xe BUHTOM. KoHel
NPOBOJIOKM [OIMXeH HaxoauTbcs nop Gapa-
6aHoM, HanpoTUB noJatLero ycTponcTaa.
C noMOLLbI0 PerynmpoBOYHOro BUHTa OTpe-
rynupynte cuny dukcauumn kaTtywku. Karyw-
Ka formkHa cBob6oAHO BpalaTbCs, HO Mpu
paboTe He gomkHO obpa3oBbIBaTbCS NETeNb
npoBonoku. Ecnn obpasytotca netnum, Heob-
XOOUMO CUNbHee 3aTsHYTb PerynnpoBOYHbI
BUHT. Ecnu kaTyllka BpalwaeTcsi ¢ Tpyaom,
ocnabbTe BUHT.

ge

YcTaHOBKa NMPOBOJIOKM B HanpaB-

NALWUK KaHan

OcnabbTe 1 onycTuTe Ha cebs perynsaTop.
MogHUMUTE NPUKUMHOWN PONKK;

OTpexbTe U30THYTHIN KOHYMK MPOBOIIOKN U 3a-
npaBbTe NPOBOJIOKY B HaNpaBnsOLWNIA KaHarn
noJarLlero ycTponcTea, BbIPOBHSANTE ee B
KaHane npuBogHoro ponwvika. Y6egutech, 4To
KaHan pornuka CooTBETCTBYeT AUaMETPy MNpo-
BOJIOKY;

[MomecTnTe NPOBOMOKY B KaHaN pasbema cBa-
POYHON rOpernku, OTNYCTUTE MPWKUMHOWN po-
NUK, 1 BEPHUTE B BEPTUKAIIbHOE MOMOXEHNe
perynsrop.

OTperynupynte gaBneHne npyxumMHOro ponm-
Ka.
— [lpu cBapke cTanbHOM NPOBOMOKON HEOO-
XOAMMO rcnonb3oBaTh V-06pasHyto kaHaB-
Ky NPYBOLHOIO PONnuKa;

[Mpu ucnonb3oBaHMM COBON MPOBOSIO-
KM HeoOXOAMMO MCMOMb30BaTh LWeCTepeH-
4YaTyto KaHaBKy MPVBOAHOIO Poruka (Hanm-
yne 3aBMCUT OT MOAENMU W KOMMNIeKTauum
annapara).

[Mpn ncnonb3oBaHWM antOMUHUEBON
NpOBOMOKN HeobxoAMMO ncnonbL3oBaTb
U-ob6pasHyto kaHaBKy MPUBOAHOrO ponu-
Ka(Hanuyne 3aBUCUT OT MOAENMN N KOM-
nnekTauuy annapara).

Mopaya NpoBONOKM B CBapO4HbLIN

pykaB

OTKpyTUTE CBAPOYHbIVi HAKOHEYHMK Ha ropern-
Ke.

[Ina npoTarneaHnsa NPOBOMOKM B pyKaB ropern-
KN HeobxoamMmMo BpeMEeHHO nopaTb nuTaHune
nepeksito4YeHneM BblKoyaTens 6 n Haxvumarb
KHOMKY 16(npoTsaXKka NpoBOMOKM) A0 Tex
nop,Moka OHa He 3amnoJSIHUT KaHan CBapO4HOro
pykaBa 1 He BbInAeT ua ropenku. OTknoumTe
nutanue. MNMpumedanne! Ona ceobogHoro npo-
XOXJEHVs NpoBOMOKM B kabene, pacnpsmuTte
ero no scen AnvHe. MNpn nogaye NpoBOMOKK
ybeanTtechb, 4TO OHa CBOOOAHO ABUXETCS B
KaHarne npuBOAHOrO pornvka u CKOpOCTb Mo-
Aayn paBHoMmepHas. Ecnu ckopocTb nopgaumn
HepaBHOMEpHa,oTperynupynTe AaBneHue
NPWXMMHOrO pornuKka.

[MopGepnTe 1 3aKpyTUTE KOHTAKTHbIA HaKo-
HEYHWK, COOTBETCTBYIOLLUNIA AUaMeETPy NpPOBO-
NOKM 1 YCTaHOBUTE COMIIO.

PexXnmbl nonyaBToMaTuyeckomn
cBapKu

[aHHasa ycTaHoBKa MOXeT paboTtaTtb C AByMS
TMnamu CBapoO4YHON NPOSIOBOKU: CMIOLWHOW
OME[HEHHOW NPOBOMOKON B cpeae 3aLyMTHOro
rasa, a Takke CamMo3alUNTHON MOPOLLUKOBOM
NpOBOIOKON, B 3TOM cfyyae 6anmoH ¢ rasom
He TpebyerTcs.

[Mpn pasHbIX TMNax CBapOYHOW MPOBOMOKM
TpebyeTcsa pasHas cxema NnoAKIioYeHUS.
CBapka c rasom (GAS) cnnowHom
OMeaHEHHOW NPOBONIOKOW:

— KopoTkuii kabenb ¢ pa3beMoM, Haxoas-
LNACA BHU3Y HA NepefHen naHenu anna-
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paTa,noakioynTe K NeBoMy pasbemy Ha
nepegHen naHenu (knemma «+»).

— 3akpenuTte kneMMy 3a3eMreHus Ha cBa-
puBaemow geTtanu, COeaUHUTENb Ha Opy-
rom KoHue kabens nogkntounTe Kk npaBoMy
pasbeMy Ha nepefHen naHenu (knemma
«-»).

— T[poBepbTe MapKMpoBKY MOAAOLLEro posnu-
Ka B COOTBETCTBMW C ANaMETPOM WCMOb-
3yeMOW NPOBOSOKM.

— BcraBbTe KaTyLLUKy C MPOBOSIOKON B rHE3[0.

— 3anpaBbTe NMPOBOMOKY B rOpPersiKy, OTKUHYB
MPWXMM poruka U BBeAS NPOBOMOKY B Ka-
Han yepes yrny6neHve B pornuke.

— 3akponTte NpwxuM pornuka, crnerka noaTs-
HYB 32)KVUMHOW BUHT.

— Y6egutecb B COOTBETCTBUM AuMameTpa
OTBEPCTUS HAaKOHEYHMKa roperku 1 amamMe-
Tpa NPOBOJIOKM.

— Bknounte annapat v NporoHuTEe NpoBO-
NOKY [0 BbIXOA4a U3 HAKOHEYHUKa, HaxaBs
KHOTMKY Ha roperke.

— TMogkntoynTe LWNaHr OT ra3oBOro peaykTo-
pa K WTyLepy Ha 3agHeln naHenu annapa-
Ta.

— OTKpoKrTe BEHTUNb Ha BannoHe c 3aWwunT-
HbIM ra3oM, HaXXMUTE Ha KHOMKY ropernku 1
oTperynupyvTte nogady rasa pefykTopom
(obbI4HO pacxop rasa yctaHaBrvMBaeTcs
cnepytowmm obpasom: pacxon rasa (n/
MUH.) = [JnameTp npoBonoku (Mm) x 10.

— YcTtaHoBUTE Tpebyemblil pexum cBapku
npy NOMOLLU PEryNsSTOPOB.

HauunHanTe cBapky.

CBapKa 6e3 rasa (NO GAS) camo-

3aLLl,VITHOVI nOpOLIJKOBOVI npoBoJio-

KOM:

— KopoTkui kabenb ¢ pasbeMoMm, Haxoas-
LMIACS BHWU3Y Ha nepefHeln naHenu anna-
paTa,noKMioYnTe K NPaBoMy pasbemMy Ha
nepegHew NaHenu (knemma «-»).

— 3akpenuTte kneMMy 3a3eMreHus Ha cBa-
puBaemow getanu, COeaUHUTENb Ha Opy-
roM KOHLie kabens noakn4uTe K neBoMy
pasbeMy Ha nepefHen naHenu (knemma
«+»).

— T[poBepbTe MapKMpoBKY MOAAOLLEro posu-
Ka B COOTBETCTBMW C ANaMETPOM WCMOMb-
3yeMOoW NPOBOSOKM.

— BcraBbTe KaTyLLKy C MPOBOSIOKON B rHE3[0.

— 3anpaBbTe MPOBOMOKY B rOPersiKy, OTKUHYB
MPWXMUM poruka U BBEAS NPOBOMOKY B Ka-
Han yepes yrny6neHve B pornuke.

— 3akponTte NpwxUM pornuka, crnerka noaTs-
HYB 32)KVMHOW BUHT.

— Y06eautecb B COOTBETCTBUM AuMameTpa
OTBEPCTUSI HAKOHEYHWKA rOpenku 1 Aname-
Tpa NpPOBOIIOKM.

— Bkniounte annapat v NporoHuTe NpoBO-
NOKY [0 BbIXO4a M3 HaKOHEYHUKa, HaxaBs
KHONMKY Ha roperske.

— YcTaHoBUTE TpebyeMmblil pexum cBapku
npvi NOMOLLW PerynsTopos.

Mpouecc cBapku

YcTaHoBWTe BENUYMHY CBAPOYHOTO TOKa UCXO-
A U3 TOMLWMHBI CBapYBaeMoro mMatepuana u
AvameTtpa 1cnonb3yemMon 3neKTPOAHOM Mpo-
BOMokn. CKOpoCTb Mofayn NpoBOMOKW aBTo-
MaTWUYeCKN CUHXPOHU3UPYETCS C BENUYUHOW
cBapoyHoro Toka. [MoaBeanTe ropenky K 3a-
roTOBKe TaK, YToObl MPOBOMOKa He Kacanacb
3aroToBKM, @ HaxoAWnacb Ha PaccTOSHUU
HECKOSIbKMX MUINMUMETPOB OT Heé. Haxas Ha
KNaBuLLY ropesiku, 3aXrute Ayry u npucty-
nanTe kK cBapke. Haxaras knasuwa obecne-
YuBaeT nopady aneKTPOAHON MPOBOMOKK U
YCTaHOBIIEHHbIN PeayKTOPOM MOTOK 3aLUUTHO-
ro rasa.

[invHa gyrn n ckopocTb ABWXKEHUS anekTpoada
BNUAOT HA (hOPMY CBapOYHOrO LUBA.

Pabota co cmMeHHOMN NONsApHO-

CTblO

M3HayanbHO CMMOBOW KOHTaKT CBAapO4YHOMN
ropenku NoakYéH K «+» Ha moayne cMme-
Hbl nonspHocTn. 3to OBPATHAA MONAP-
HOCTb. OHa npumeHsieTcs nNpu cBapke
n3aenuii 3 TOHKONMMCTOBOW CTanu C Hepxa-
BEIOLLMMU, NIErMpoBaHHbLIMU 1 BbICOKOYNEpPO-
OWCTBIMU CTansIMK,KOTOPblE OYEHb YYBCTBU-
TenbHbl K Neperpesy.

Bo Bpems ceapku Ha MPAMOW MONAPHO-
CTW Gonbluasi 4acTb Tenna KOHLEHTPUPYeTCst
Ha caMOM M3Jenuu, 13-3a Yero NpoucxoauT
yrny6neHne KopHs wea. [na cMeHbl nonsip-
HOCTW C obpaTHOM Ha NpsMyl Heobxoanmo
nepeknioynTb Ha Moayne BbIBOL CUIOBOMO
npoBoAa C «+» Ha «-». A Kabenb C 3aXMMOM
macchl B JaHHOM cry4ae NoACOeaVNHUTb K fie-
Tanu, BCTaBMB CUITOBON HAKOHEYHUK kabens B
KNeMMmy «+» Ha nepefgHen naHenu.

[na ceapku ¢nocoBoi (MOPOLUKOBOK) Npo-
BOIOKOW 6e3 3alMTHOro ra3a Mcnonb3yeTcs
NPAMASA MONAPHOCTb. MNpu aToM 6onb-
LN HarpeB WAET Ha v3denue, a NPoOBOJIOKa
N KaHan CBapO4YHOWN ropenku HarpeBatoTcs
MeHbLUe.

Mo okoH4YaHun cBapKu:

— OTBeCTM CoMmno ropenku oT LWBa, Npepsas
CBapOYHyto ayry;
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OTnyCTWTb KNaBuWLLY ropenku Ans npekpa-
LLEHUSI MOAAaYM 3NEKTPOAHON NMPOBOOKMN 1
rasa;
— OTknounTb Nogadvy rasa, nepekpbiB KpaH
nodayu rasa ot pegyktopa 6annoHa;
— T[lepeBecTu BbIkNtOYaTENb B MONOXEHNE
«off» - BbIKMOYEHO
PeXxum py4yHoOW AyroBon cBapku
(Mma)
1. MoacoeanHWTe anekTpofodep)aTenb K «-»
Knemme annapata, kabernb 3a3eMneHus K «+»
KrnemMmme annaparta (npsiMas nonsipHoOCTb),
unu HaobopoT, ecnu aToro TpebyloT ycnosusi
CBapKu1 U/MNM Mapka 3reKTpoaoB:
[Mpn py4yHOM OyroBOW CBapke pasnuyatoTt gsa
BMAa NOAKMYEHUSA: NPSMON NOMSIPHOCTU U
obpatHoii. [NogkntoyeHne «npsMasy nonsip-
HOCTb: 3NEKTPOA - «KMUHYC», CBapuBaemasi
e Tanb -«nmnocy». Takoe NOAKIYEHNE N TOK
NpsIMON NONAPHOCTM UenecoobpasHbl Ans
pesku MeTanna u cBapku G0nbLINX TOMLLMH,
TpebytoLmx 6onbLIOro KonM4ecTsa Tenna Ans
MX Nporpesa.
«ObpaTHasA» NONSPHOCTb (3neKkTpon -
«MCcy, AeTanb - «MUHYC») UCMONb3yeTcs
npu ceapke HebOonbLUNX TOMLMH U TOHKOCTEH-
HbIX KOHCTPYKUMIA. [leno B TOM, YTO Ha OTpu-
LaTenbHOM norntce (katode) aneKTpUYeckomn
Oyrv TemnepaTtypa Bcerga MeHblle, YeM Ha
NONOXWUTENBHOM (aHOAE),3a CYET Yero arnek-
Tpopa pacnnaensieTcs GbicTpee, a Harpes Ae-
Tanu yMeHbLUAETCS - CHUXKaETCst U OMaCHOCTb
€€ npoxora.
2. YcTaHOBUTE NepeknovaTtenb pexuma B no-
noxenne MMA
3. YcTaHoBUTE CBApPOYHbIN TOK COrMacHo Tuny
1 AMaMeTpy 3neKTpoaa, ¥ Ha4YuHawTe CBapky.
4. Tok cBapku perynupyeTcs perynstopom
cunbl Toka, hakTUYecKoe 3Ha4yeHue Toka npu
paboTe oTobpaxaeTcst Ha Aucnnee amnepmMe-
Tpa.
5. Bo3byxaeHne ayru ocyLlecTBnsieTcst npu
KpaTKOBPEMEHHOM MPUKOCHOBEHUWN KOHLA
3MeKTpoAa K U3OENWI0O U OTBEAEHWIO €ro Ha
Tpebyemoe pacctosiHue. TeXHU4Yecku 3ToT
NpoLEecC MOXHO OCYLLUECTBNSATb ABYMS npue-
MaMu:
— KacaHuem anekTpoga BnNpuTbIK U OoTBEde-
HVEM ero BBepX;
— YupkaHrMeM KOHLIOM 3neKTpofa, Kak crvy-
KOW O MOBEPXHOCTb U3aenusi.
BHumaHue! He cTyunte anektpogom no pa-
6o4ell NOBEPXHOCTU MpK NOMbITKax 3axeyb
Oyry,Tak Kak 3To MOXeT NPUBECTM K ero rno-
BPEXAEHWIO U B AanbHeNWeM TonbKo 3aTpya-

HUT 3aXuraHue ayru.

6. Kak Tonbko NpousongéTt 3axuraHve Ayru,
3MEKTPOA HYXXHO AepxaTb Ha TakoM paccTo-
sSiHMM OT obpabaTbiBaeMoro matepuana, Ko-
TOpOe COOTBETCTBYET AMAMETPY anekTpoaa.
[nsa nonyyeHus paBHOMEpPHOrO LWIBa ganee
HeobxoauMo cobnopatb 3Ty AUCTaHUMIO MO
BO3MOXHOCTW NOCTOSIHHOW. Takxe Heobxo-
OUMO NMOMHUTb, YTO HAKMOH OCK 3nekTpoaa
normkeH 6biTb npumepHo 20-30 rpagycos, Ans
nyyliero BM3yanbHOro KOHTPONs BeAeHUs
CBapOYHOro LUBa.

7. 3akaH4yMBasi CBapOYHbI LIOB, OTBEAUTE
aneKTpoa HeMHOro Hasag, YTobbl 3anonHuIcs
CBapOYHbIN KpaTep, a 3aTem Pes3ko MNoAHUMU-
TEe ero 40 UCHE3HOBEHUS Ayrn.
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Tabnuubl napaMeTpoOB CBapKu (TONbKO AJisi CpaBKM)

TonuwuHa PekoMeHayeMbIi AuaMeTp NPOBOJIOKU, MM
MeTanna, 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 u 6onee HeobxoaMMO CHUMaTb dhacky ¢

TOPLIEBOI KPOMKY AeTasel B MECTe UX CTbIKOBKM WS NMPOU3BOAUTL CBAPKY B HECKOSILKO MPOXO-
[0B.

++|+]+ |+

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

]+ [+ +]+

|+ [+[+]+

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

HacTtpowkun pacxoga rasa npu cBapke MIG, MAG

OuameTp
npPOBOMOKK, [05-08[1-14|16-225-3
MM
Bbinyck
NPOBOMOKK, | 7-10 [ 7-14 [14-20(16-20
MM
Pacxop

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

n/MuH

MapameTpbl cunbl TOKa U guameTpa aneTpoaoB npu ceapke MMA

OuameTp anekTpoaa, MM Tok ceapku, A
’ MuHUManbHbIN MakcumanbHbIN
1,6 20 50
2,0 40 80
2,5 60 110
3,2 80 160
4,0 120 200

XapaKkTepucTUKU CBapHOro LBa
B 3aBMCUMOCTM OT Cusbl TOKa U CKOPOCTU ABMXEHUA 3NeKTpoaa Bbl MOXETe Nony4nTb crneayro-
Line pesvnbraTtbl:

VTN 277N 37N PZIRSS sPEARN 6PN
7 PZARY

. CIIULLKOM MeaneHHoe ABUXXeHUe areKkTpoaa
. O4eHb KOpOoTKada ayra

. O4€Hb HM3KMIN TOK CBapKu

. CITALLKOM 6bICTp06 AOBWXeHue anekTpoaa

. O4eHb ONIMHHaa ayra

. O4eHb BbICOKMI TOK CBapKu

DU WN =
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7. HOpMarnbHbIN LWOB

PekomeHayeM NpoBecTV HECKONbKO MPOGHbIX
CBapoK A1 NMONyYeHUs1 HEKOTOPbIX NMpakTuye-
CKWUX HaBbIKOB.

OTKno4veHne cBapo4YHOro annapa-

Ta. TennoBas 3awuTta

Ha Bawem cBapo4yHOM annapare ycTaHoBre-
Ha TennoBas 3aluTa Ans NpefoTBpaLleHnst
neperpeBa 3NEKTPOHHbLIX YacTel annapara.
Mpu npeBbiWeHUN TemnepaTypbl TEPMOBbI-
Kntoyatene oTknounT annapat. O cpabatbl-
BaHMN TEMNMOBOM 3alUTbl CBUAETENbCTBYET
CBeYeHne NHAanKaTopa.

BHUMAHME! lMpwn Bo3BpaLleHUn temnepa-
TYpbl K HOpMarbHOW paboyeit, HanpsbkeHue K
anekTpogy 6yneT nogaHo aBTomatuyecku. He
OCTaBMnsAWTEe Ha 3TO BpeMsl ugenue 6e3 npu-
CMOTpa, a AepxaTtenb 3MeKTpoAa, nexaiium
Ha 3emIe unv Ha cBapuBaembix AeTansix.
PekomeHaoyem Ha 3To BpeMs BbikMo4vaThb an-
napat BblKMo4aTenem.

HarpeB n3nenusi Bo Bpems paboTbl SBRsieTcs
HOpMarbHbIM.

BHUMAHME! Bo nsbexaHne nonomok unm
npexaeBpeMeHHOro BbiXxoga CBapoO4HOro
annapaTta 13 cTposi (0cCOGEHHO NpY YacToM
cpabaTblBaHUM TEPMOBbIKMOYATENS), Npexae
4YeM npofomkaTtb paboTy, BbISCHATE NPUYUHY
cpabatbiBaHWs TeNnoBow 3awmTbl. Ons atoro
OTKMIYMTE annapaTt oT CeTU U obpaTuTech K
pasgeny «Bo3moxHble HeucrnpaBHOCTU U Me-
TOAbl UX yCTpaHeHUsi» HacTtosilero Pykosoa-
cTBa.

Bo3MOXHble HeuncnpaBHOCTU M

MeToAbl UX yCTpaHeHUusA

Cnegute 3a McnpaBHbIM COCTOSIHUEM U3de-
nus. B cnyyae nosiBneHust Nogo3puTenbHbIX
3anaxoB, AblMa, OrHS, UCKP CriefyeT BblKMto-
YNTb annapar, OTKMYUTb ero oT ceTn n obpa-
TUTbCS B CMeLManmM3mpoBaHHbIi CEPBUCHbIN
LEeHTp.

Ecnn Bam 4T0-TO nokasanocb HeHopMmarb-
HbIM B paboTe nagenus, HeMeaneHHo npekpa-
TUTE ero aKcnnyaTauumto.

B cuny TexHu4eckowm CroXHOCTWU U3aenus,
KpUTEPUUN MpeaenbHbIX COCTOSHUIA He MOoryT
ObITb OnpeneneHbl Nnonb3oBaTerieM caMoCcTo-
SATEnNbHO.

B cny4ae siBHOM vnn npegnonaraeMon Heuc-
npaBHOCTU obpaTuTech k pasgeny «Boamox-
Hble HEUCNPaBHOCTU U MeToAdbl UX yCTpaHe-
Hua». Ecnn HeumcnpaBHOCTM B NepeyHe He
oKasanochb Unu.

Bbl He cmornu ycTpaHuTb ee, obpatuTech B

CrneuuannanpoBaHHblil CEPBUCHbIN LIEHTP.
Bce apyrve pa6oTbl (B TOM YMCrie PEMOHT-
Hble) OOSKHbI MPOBOAMTLCS TONMbLKO crieuuna-
NIMCTaMM CEPBUCHBIX LIEHTPOB.
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MNpobnema

Bo3moxHas npuynHa

PelwweHue

lopuT nHamkaTop
Tepmo3saLnThl

Hanpﬂ)KeHMe CJTULLUKOM BbICO-
Koe

BbikntounTe NCTOYHMK QHEepPruun; I'Ipo
BepbTe rnaBHoe NUTaHue; rlOBTOpHO

HanpﬂmeHme CJTULLKOM HU3KOE

BKITIOYMTE annapart, Korga Hanpsbke
Hue ByaeT HopmarnbHoe

Mnoxo NnpuToK Bo3ayxa

YnyywmTe nputok Bo3ayxa

CpaboTana TepmosawuTa an-
napara

[avite annapaty oCTbITb

Het nogauun npo-

PerynﬂTop noga4yn nNpoBOJIOKU
Ha MUHUMYyME

OTperynupywTe

2 BONOKN 3anun TOKOBbIN HAKOHEYHWK 3aMeHNTe HaKOHEYHUK
Ponukn nogaym He cooTBeT- .
MocTaBbTe NpaBUIbHbIA PONMK
CTBYIOT AVAMETPY MPOBOJIOKM
KHonka BknoveHusi He paboTa- .
BeHTuUnatop He et MoxanywicTa, obpaTutech B cepBuC-
paboTaeT unu HbIW LEHTP
3 BeHTunsatop cnomax
BpallaeTca mea- —
IMNoXoN KOHTaKT COeauHEHUs ¢
NEHHO [MpoBepbTe coeanHeHne
BEHTUNATOPOM
Mnoxoun KOHTaKT C AeTanbto YRydlmTe KOHTaKT
He ycTtonuymneas CrMLIKOM TOHKMiA CETEBOM Ka- MomeHsnTe ceTeBow kabenb
y 6enb, TepsieTcs MOLLHOCTb
4 |gyra, 6onbwoe
Da3BpLIArMBaHIe Cr1LIKOM HU3KOE BXOAHOE Ha-|YBenuuybTe BXOAHOE HanpsixeHue
npshkeHve nocpencTeoM crabunusatopa
M3Hocmnmnch getanu ropenku 3amMeHuTe getanu ropenku
O6pbIB cBapo4Horo kabens lMpoBepbTe Kabenb
[yra He 3axwra-
5 [etanb 3arpssHeHa, B Kpacke,
eTcsl [MpoBeanTe O4UMCTKY AeTanu
B PXXaBYMHE
lopenka nogkntoyeHa He npa-
MopkntounTe NpaBUIbHO rOpernky
BUMbHO
HeT 3awmnTHOro|la3oBbIN WNaHr nepexar nunu .
6 .. [MpoBepbTe ra3oBbIN LWNaHr
rasa NOBPEXAEH
MecTa coeaunHeHus wnaHros|[lpoBepbTe MecTa CoegUHEHUs
Nroxo 3aTaHyTbl LUaHroB
MoxanyiicTa, obpaTuTechb B cepBuUC-
7 |Opyrve Y P P

HbIW LEHTP

Ipacdhnyeckne cMmBOIbI U TEXHUYECKME AaHHble

OTOT CMMBOI NokasbiBaeT BTOPUYHOE Hanps>XeHne XonocToro xoaa

uo.
(B BOMbTax).
X OTOT CMMBOI NoKa3biBaeT HOMUHAbHbIA PAOOYNIA LMK,
..., A OTOT CMMBOIN NoKa3biBaeT CBAPOYHbIN TOK B aMnepax.
Us...... V OTOT CMMBOI MoOKa3biBAeT CBAPOYHOE HaNpsiKeHWe B BOJbTaXx.
U, OTOT CMMBOI NokasblBaeT HOMUHANbHOE HaMpshKeHWe NUTaHus.
Lo A OTOT CMMBOS NMOKa3bIBAET MakCUMarsibHbIN NOrMoLaemMblil TOK cBa-

POYHOro arperarta B amnepax.

HOro arperara B amnepax.

OTOT CUMBOM NOKa3bIBaeT MakCMMarbHbIN CBAPOYHbIN TOK CBapOY-

OTOT CMMBOJ NOKa3bIBAET Kracc 3aluTbl CBapO4HOro arperara.

OTOT CMMBOI MOKa3bIBAaET, YTO CBAapOYHOE YCTPOWCTBO MOAXOAUT
0N UCMONb30BaHUS B YCIOBUSIX, A€ CYLLEeCTBYET BbICOKUA PUCK
NMOPAXKEHWNS ANEKTPUYECKMM TOKOM.
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A OTOT CMMBOM MOKa3bIBaET, YTO Nepes Ha4yanom paboTbl BHUMa-
TENbHO NPOYUTANTE MHCTPYKLMIO MO JKCMyaTaLuu.

= % "’ : OTOT CYMBOI MOKa3bIBAET, YTO CBAPOYHbIV arperart nNpeacTaBnsieT

cobo ogHOMasHbIN CBApOYHbIV annapart NOCTOSHHOIO TOKa.
]]!:E OTOT cUMBON MokasbiBaeT asdy NUTaHUS U YacTOTy JIMHUU B rep-
1 =50Hz uax.

TexobcnyxuBaHue u cepBuUC

Texo6cnykuBaHue U o4UCTKA

» Bce paboThbl N0 TEXHUYECKOMY OGCNYXKMBaHUIO AOMKHBI NPOBOAUTLCA MPU OTKITHOYEH-
HOM OT ceTu kabene.

» lepepn BbINONHEHMEM NMOGLIX PaboT C INEKTPOUHCTPYMEHTOM BbITalyMTe BUIKY U3 pPO-
3eTKU.

» PerynsipHo ygansinte nbiflb CYXMM M YACTbIM CXaTbiM Bo3gyxoMm. Ecnu cBapoyHbIv
annapar 3KCcnnyaTupyeTcsi B cpefie C CUIbHbIM 3aAbIMIeHUEM U 3arpsi3HEHHbIM BO3-
AYXOM, €ro HeoO6XOAMMO YUCTUTbL He pexe OA4HOro pasa B Mecsl. [laBneHue cxaToro
BO34yXxa AOMKHO ObiTb B pa3yMHbIX Npeaenax, Ytobbl NpeaoTBpaTUTh NOBPEXAEHNE MENKMX
1 YyBCTBWTENMbHbBIX KOMMOHEHTOB annapara.

» PerynsipHo npoBepsiiTe BHYTPEHHIO LieNb CBapOYHOro annaparta u yéeautechb, 4To
CoeINHEHMWS Lenu NOoAKIoYeHbl NPaBUbHO U NIOTHO (0COGEHHO pa3beM M KOMMo-
HeHTbI). [py 0BHaPYXEHUN OKanWHbI U PXXaBYMHBI OYUCTUTE €ro U CHOBA MITOTHO MOACOEAU-
HUTE.

» He ponyckainTe nonagaHus BoAbl M Napa B UHBepTOp. Ecnu 310 npon3onaeT, npocyLumTe
€ro 1 NpoBepLTE M3OMNALMIO annapara.

» Ecnu cBapou4HbIV annapart He GyAeT ucnonb3oBaTbCA B TeYeHMe ANUTENbHOro Bpe-
MeHWU, ero Heo6xoAMMO NOMECTUTb B YNAKOBOYHYIO KOPOOKY M XpPaHUTb B CYXOM U 4u-
CTOM MecTe.

Ecnun TpebyeTcst NOMeHsTh LUHYpP, BO U3bexaHne onacHocTu obpalanteck Ha pupmy P.LT. unu

B aBTOPM30BAHHYIO CEPBUCHYIO MACTEPCKYH NS 3NeKTponHcTpymeHToB P.I.T.

CepBuc

» PeMOHT Ballero aneKTPOMHCTPYMEHTa nopy4yante TornbKo kBanuduumpoBaHHOMY nep-
COHarny U ToNnbKO C NPMMEHEeHNEM OPUrMHaNbHbIX 3anacHbIX YacTen. ATUM obecneyn-
BaeTcsl 6€30NacHOCTb INEKTPOUHCTPYMEHTA.

Cnncok aBTOPM30BaHHbLIX CEPBUCHBIX LIEHTPOB MOXHO NMOCMOTPETL Ha ocduumansHom cante P.I.T.

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

XpaHeHMe U TPAHCMNMOPTUPOBKaA

CBapo4HbIv annapar crnegyeT XpaHuTb B 3aKpbITbIX MOMELLEHNSIX C eCTECTBEHHON BEHTUNSALMEN

npu Temneparype ot 0 go +40°C 1 oTHOCUTENbHONM BRaXHOCTM Bo3adyxa Ao +80%. Hanuuve B

BO3[yXe MapoB KWCIOT, LenoYer 1 Apyrux arpeccuBHbIX NPUMecei He JonycKaeTcs.

TpaHcnopTMpoBaTb NPOAYKLMIO MOXHO Mo6GbIM BUAOM 3aKpbITOrO TPaHCNopTa B yrnakoBKe Mpo-

n3soauTens unu 6e3 Hee, C COXpPaHEHWEM U3AENUS OT MeXaHUYeCKUX NOBPEXAEHU, aTMOC-

epHbIX 0CAOKOB.
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YTunusauus
OTCnyXuBLUME CBON CPOK AMEKTPOUH-

E CTPYMEHTbI, NPUHaONexHoCTn n yna-

mmm KOBKY crieflyeT caaBaTb Ha 3KOsoru-
YECKM HYUCTYIO nepepa60TKy OTXO0A0B.
YTmnmsmpyVlTe QNIEKTPOMHCTPYMEHT OTAENbHO
oT 6bITOBOrO Mycopa!
PacwudgpoBka Jatbl U3roTtoBne-

Husa Uspenusa

No.IL7/07B300395

rog mecsal AeHb
[ata n3roToBneHus nsgenust 3awmndpoBaHa
BCEPUNHOM HOMepe, HaneyaTaHHOM Ha Kop-
nyce uUHcTpymeHTa. MNepBble 2 undpbl 060-
3HavaloT rof Bbinycka, criegyrowme 2 undpbl
—Mecsy v cneagyowmne 2 undpsbl - AeHb.

yCNnoBuUsA rAPAHTUAHOIO OB-
CNY>XXUBAHUA

1.HacTtosuee rapaHTuiiHOe CBMOETENLCTBO
ABMNAETCH eAUHCTBEHHbIM [JOKYMEHTOM, NOA-
TBEpXZalLwWwmnm Balle npaBo Ha BecnnaTtHoe
rapaHTuiHoe obcnyxusaHue. bes npeabss-
NeHns AaHHOro CBUAETENbCTBA NpPeTeH3un
He npuHMMmatoTcs. B crniyyae ytepu nunu nopym
rapaHTUiHoOe CBUAETENbCTBO HE BOCCTaHaB-
nueaeTtcs.

2.l'apaHTUNHBIN CPOK Ha 3MEKTPOUHCTPYMEHT,
a Takke 3apsigHble YCTPOWCTBA U akKyMyrnsi-
TopHble 6aTapeun cepum OnePower cocTaens-
eT 12 mecsiLeB CO OHSI NPOAaxu, B Te4yeHune
rapaHTUHOrO cpoka cepBucCHas cnyxb6a
H6ecnnaTtHO ycTpaHsieT NPOM3BOACTBEHHbIE
nedekTbl 1 NPpOM3BOAUT 3aMeHy AeTanen,
BblLIEALMX M3 CTPOS MO BUHE M3rOTOBUTENS.
Ha nepuopf rapaHTUHOIO peMoHTa 3KBUBa-
TNEHTHbIA UCMPaBHbIA UHCTPYMEHT He npeno-
cTaBrnsieTcsl. 3aMeHsiemMble aeTanv nepexoaat
B COBCTBEHHOCTb Cry6 cepBuca.

KomnaHusa P.I.T. He HeceT OTBETCTBEHHOCTU
3a Bpef, KOTOpbI MOXET OblTb NPUYMHEH NpuU
paboTe ¢ aNeKTPOUHCTPYMEHTOM.

3.B rapaHTUNHbIA PEMOHT MHCTPYMEHT npu-
HUMaeTCcsi B YNCTOM Buae, Npu 06s13aTenbHOM
HanMuuM Hagnexawmm obpasom oopMieH-
HbIX JOKYMEHTOB: HACTOSILLEro rapaHTUNHOIO
CBUAOETENbCTBA, rapaHTUMHOMO TaroHa, ¢ nos-
HOCTbIO 3aMOfHEHHLIMY MOMSMU, LITAMNOM
TOProBOW OpraHv3auuu 1 NoanucCbio Nokyna-
Tens.

4.MapaHTUNHBLIA PEMOHT HE NPOM3BOAMUTCS B
creayoLwmx cnyyasx:

- MpU OTCYTCTBUU rapaHTUAHOrO CBUAETENb-
CTBa W rapaHTUAHOIO TaroHa Unu Henpasuslb-
HOM UX ocpopMneHuy;

- NPV COBMECTHOM BbIXOAE U3 CTPOSi SKOPS U
cTaTopa anekTpoasuratens, npy obyrnmBaHum
UV ONnaBneHUn NepBUYHON 0BMOTKM TpaHc-
dopmaTopa CBapoyHOro annapara, 3apsg-
HOro MMM MyCKO-3apsifHOro YCTPOWMCTBaA, Npu
onnaBfeHUN BHYTPEHHUX AeTanemn, npoxure
3MEKTPOHHbIX Nnar;

- ecnu rapaHTuUiHOe CBUAETEeNbCTBO MU
TarnoH He nNpuHagnexaTt 4aHHOMY 3MeKTPOUH-
CTPYMEHTY U He COOTBETCTBYET YCTaHOB-
neHHOMY nocTasLyukomM obpasuy;

- M0 MCTEYEHUN CPOKa rapaHTuu;

- NpW NonbITKax CaMOCTOATENBHOIO BCKPbLITUS
UM PEMOHTa 3NEKTPOUHCTPYMEHTa BHE ra-
PaHTUAHON MacCTEepPCKOW;

- BHECEHUS KOHCTPYKTUBHBIX U3MEHEHUN U
CMa3Kku MHCTPYMEHTA B rapaHTUHbIV Nepuoa,
0 YeM CBUAETENbLCTBYIOT, HANpMMep, 3anoMbl
Ha LWMMLUEBbIX YacTsX Kpenexa KOpnyCHbIX
netanemn.

- NPV UCMOMb30BaHUN 3NIEKTPOUHCTPYMEHTA
B NPOW3BOACTBEHHbIX UMW UHbIX LIENsiX, CBS-
3aHHbIX C MOMyYeHeM NpubbINK, a Takke npu
BO3HWKHOBEHMWN HEWCNPABHOCTEN CBSA3aHHbIX
C HecTabunbHOCTbI MapamMeTpPOoB 3reKTpoce-
TW, NpeBbILIALWNX HOPMbI, YCTAHOBMEHHbIE
[OCT;

- MpY HenpaBUIbHOW 3KcnnyaTaumn (Mcnonb-
30BaHMeE 3MEKTPOUHCTPYMEHTa He Mo Ha3Ha-
YEHUI0, YCTaHOBKW Ha 3NIEKTPOMHCTPYMEHT He
npefHasHaYyeHHbIX 3aBOAOM-U3roToOBUTENEM
HacafoK, AOMNOMHUTENbHbBIX NPUCNOCcCObneHni
nTn,;

- NpU MexXaHUYEeCKNX NMOBPEXAEHUSAX KOpPMy-
ca, CEeTEBOrO LWHypa ¥ Npu NOBpeXAEHUsX,
Bbl3BaHHbIX BO34ENCTBUAMU arpeccuBHbIX
CPeAcCTB U BbICOKUX U HU3KUX TemnepaTyp,
nonagaHnmM UHOPOAHbIX NPEAMETOB B BEHTU-
NSILMOHHbIE PELLETKN 3MEKTPOUHCTPYMEHTA,
a Takxe npu NoBPEXOEHWUSX, HACTYNMBLUNX B
pesynbTaTe HenpaBUIIbHOTO XpaHeHust (kop-
po3ns MeTansIM4yecknx YacTten);

- NPU eCTECTBEHHOM M3HOCE [eTanen anek-
TPOVMHCTPYMEHTa, B pesynbrate AnUTenbHOWM
aKcnnyaTauun (onpeaensieTcst No npusHakam
MOMHON WU YacTUYHOW BbIpaboTKM pecypca,
CUIbHOTO 3arpsi3HEHNS!, PXKaBYMHbI CHAPYXU 1
BHYTPW 3NEKTPOUHCTPYMEHTa, oTpaboTaHHOM
CMasku B pegyKTope);

- UCMOMNb30BaHWe MHCTPYMEHTa He MO HasHa-
YEeHUI, yKazaHHOMY B MHCTPYKLUM MO 3KCy-
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atayum.
- NPU MeXaHW4eCKNX NOBPEXAEHNAX UHCTPY-
MeHTa;

- NPV BO3HUKHOBEHWUW MOBPEXAEHU B CBA3N
C HecobniogeHVeM NpeayCMOTPEHHbIX UH-
CTPyKLUMeW YCnoBuiA aKennyaTauum (CM. rnasy
«YKa3aHue no TexHuke 6e30MacHOCTU» B WH-
CTPyKLUN).

- noBpexAeHne U3aenus BCneacTBUe Heco-
6niofeHnst NpaBu XpaHeHs U TpaHCNopTu-
POBKM.

- NpY CUNBbHOM BHYTPEHHEM 3arpsi3HeHVUN UH-
CTPyMeHTa.

MpodunakTuyeckoe obCNyxunBaHNe aMNeKTpo-
WHCTPYMeHTa (4McTka, NpoMbIBKa, CMaska,
3aMeHa MbINIbHUKOB, MOPLUHEBbLIX M YNNOT-
HUTENbHbIX KOomew) B rapaHTUiHbIA Nepuog,
SABMSIETCHA NNaTHOW YCIyrou.

Cpok cnyx6bl n3genusa coctasnsiet 3 roaa.
Cpok xpaHeHust — 2 roga. He pekomenayetcst
K 9KcnnyaTaumum no uctedeHun 2 net xpaHe-
HWS C AaTbl U3rOTOBIEHMS], KOTOpasi ykasaHa B
CepUHOM HOMepe Ha 3TUKETKE UHCTPYMEHTa,
6e3 npeaBapuTenbHOW NpoBepky (onpeaene-
HVe Aathbl BbiNycka cMOTpUTe paHee B Pyko-
BO/CTBE MOnNb30BaTens).

O BO3MOXHbIX HapyLleHUAX, N3NOXEHHbIX
BbILLIE YCMNOBWI rapaHTUNHOrO 06CnyXnBaHus,
BrnagenbLy coobluaeTcsi nocne npoBeaeHUst
ANarHOCTUKV B CEPBVCHOM LiEHTPE.
Bnapeneu nHcTpymeHTa goBepsieT nposefe-
HVe ANarHoCTUKN B CEPBUCHOM LIEHTPE B CBOE
OTCyTCTBUE.

3anpeluaeTcs akcnnyaTaunsi aNeKTPONHCTPY-
MeHTa Npu NPosiIBNEHUN NPU3HAKOB NOBbI-
LLEHHOrO HarpeBa, UCKPeHUsi, a Takxke Lyma B
peayKTOpHOW YacTu. [ns BbIACHEHWUS NPUYUH
HeuncnpaBHOCTW NokynaTtento cnegyet obpa-
TUTBCS B rapaHTUHYO MacTepCKyHo.
HeuncnpaBHOCTW, BbI3BaHHbIE HECBOEBPEMEH-
HOW 3aMeHOW YrofbHbIX WEeToK ABurartens,
YCTPaHSIOTCA 3a CHET NoKynatens.
5.l'apaHTusi He pacnpocTpaHseTcs Ha:

- CMeHHble NpuHaANexXHocTn (akceccyapbl U
ocHacTKa), HanpumMep: akKyMynsaTopbl, AUCKK,
HOXW, cBepna, Oypbl, NaTPOHbI, Lenu, 3Bes-
[O0YKM, LIaHroBble 3aXXMMbl, LUWHbI, 3NEMEHTbI
HaTSHXKEHUS W KpenneHus, ronoBkn TprMMe-
poB, NOAOLLBbI LNNGOBANbHBIX U MEHTOYHbBIX
MaLLVH, OUNBTPbI, FTOIOBKN LUECTUrPaHHble
CMEHHbIe Hacafku v T.n.

- BbicTpOM3HaLLMBalOWMECH AeTanu, Hanpu-
Mep: yronbHble LETKU, NMPUBOAHbLIE PEMHMU,
CanbHUKW, 3alUTHbIE KOXYXM, Hanpaensto-
LMe ponukK, HanpasnswLine, pe3mHoBblie
YNNOTHEHWS, NOALMNMHUKK, 3ybyaTble peMHu

1 Koneca, CTBOfbI, EHTbI TOPMO3a, XpanoBu-
KM 1 TPOChbI CTapTepoB, NOpLUHEBbIE KOMbLa U
T.n.

3ameHa nx B TeyeHue rapaHTUNHOrO cpoka
SIBNSIETCH NNaTHOW YCryroun.

-WHYpPbI MUTaHWA, B Criyyae NoBpexaeHus
n3onAuMK, WHYpbl NUTaHWA noanexar obs-
3aTenbHON 3aMeHe 6e3 cornacusa Bnagenbla
(ycnyra nnaTtHas), B T.4. KOprnyca UHCTPyMeH-
Ta.
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R I .T. Argon / Arc Welding Machine

P.I.T. WARRANTY CERTIFICATE

Product Name

Product Serial Number OO0 O0O00000 Place of seal
Charger Serial Number OOOO0O0OO0O0OO0O00
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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R I .T. _ AproHogyrosas Ceapka
FrAPAHTUMHOE CBUOETEJIbCTBO HA UHCTPYMEHT P.L.T.

HavmeHosaHve nsaenus
CepuiiHbin Homep nsaenva OO0 00000000

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

[ata npogaxu « »
HanmeHoBaHvie TOproBow opraHnsaLumm
YBaxaembln nokynatens!

Bnarogapum Bac 3a nokynky nHctpymeHta P.I.T. n Hageemcs, 4To Bbl ocTaHeTecb A0BOfbHbI
CBOVM BbIGOPOM.

Mpw HeobxogumocTy obecnyxunBaHusa Balero nsgenus obpaliaitecb B aBTOPU3NPOBaHHbIE Cep-
BUCHbIE LeHTpbl P.I.T. Bce cepBuCHbIE LEHTPLI NpeacTaBneHbl Ha cante www.pittools.ru

BHumaHwme!

Mpu nokynke TpebyiTe y npogasLa npoBepku paboTocnocobHOCTM UHCTPYMEHTA U €ro KOM-
NIEKTHOCTY, a TakKe 3arnonHeHNs rapaHTUAHOTO CBMAETENbCTBA, rapaHTUAHOIO TanoHa (rpadbl
«3anonHsATCs NpoAaBLOM») U MPOCTAaHOBKM MevyaTy TOProBOW opraHu3auuu B rapaHTUAHOM
CBUOETENbCTBE U rapaHTUMHbIX TarloHax.

[apaHTuA

Ha ocHoBaHuMM faHHOroO rapaHTUMIHOrO cBuaeTenbcTBa komnaHus P..T. rapaHTUpyeT oTcyTCTBUe
[edeKToB NPOM3BOACTBEHHOIO XapaKTepa.

Ecnun B Te4eHune rapaHTuinHoro cpoka B Bawem usgenum obHapyxatcst ykasaHHble AedeKTbl, TO
cneumannaMpoBaHHble cepBucHble LeHTpbl PL.T. 6ecnnaTHO OTPEMOHTUPYIOT U3genve v 3ame-
HST AedpeKTHbIe 3amnacHble YacTu.

[apaHTUNHBIN CPOK Ha aNeKTPOUHCTPYMeHTbl P.I.T. cocTtaBnseT 12 mecsueB co AHSA NPOAaXM.

«C ycrnoBumsiIMM rapaHTUAHOTO 06CnyXMBaHUsi 03HakoMreH(a). PaboTocnocobHOCTb U KOMMMEKT-
HOCTb U3Aenusi NpoBepeHbl B MOEM NpUCYTCTBUMW. [peTeH3NI K kKayecTBy ¥ BHELLHEMY BUAY He
UMEIO».

Moanucb nokynatens
BO)
TenedoH

damunua(pasbopuu-
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:P. I .T. Three-function Welding Machine

Name

Serial Number
Sale Date

Serial Number

Serial Number

P.I.T. WARRANTY CARD

EP.1.T. Ne 1

:Name
: Serial Number

« :Sale Date 20 Place of Seal
8 i (Filled out by a Seller)

& :WARRANTY REPAIR CARD

€ } Date of Acceptance for Repair 20
2 : Application for Repair
8 :Customer
(0]
(8]
[0)
hd
©
[0)
©
[

:Phone (Address)
: Cause of Application

: Date of Receipt from Repair 20
: The Tool is checked in my presence
: (The Order shall be performed in a Service Center) (Signature)

: Serial Number.
~ :Sale Date 20__ Place of Seal
S i (Filled out by a Seller)

& :WARRANTY REPAIR CARD

€ } Date of Acceptance for Repair 20
et : Application for Repair
B :Customer
(0]
[S]
(0]
X
©
[0
©
o

‘ :Name

: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)

Sale Date

: 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

Date of Receipt from Repair

Sale Date
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:P. I .T. Tpex PexxumHbin CBapoyHbIi Annapat

FAPAHTUUHbIA TAJOH P.L.T.

P1.T. TanoH Ne 1

HanmeHoBaHve

CepuiiHbI HoMep

Jata npogaxu { » 20 Place of Seal
(3anonHseTcs npogasLoM)

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

20
~ 20

WHbIN HOMEP

[ata nony4vyeHns ot peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu

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

|

HanmeHoBaHve

CepuiiHbIi Homep

Jata npogaxu { ) 20 Place of Seal
(8anonHsieTcst npogasLoM)

KAPTA TAPAHTUMHOIO PEMOHA :
[ata npuema pemoHT 20 {
3asnBKka Ha peMOHT :
3akaszumk
TenedoH (agpec)
MpuynHa obpatyeHus
[arta nonyyeHus oT peMoHTa 20
MHCTpYyMeHT NnpoBepeH B MOEM MPUCYTCTBUM

(3akas 3anonHsietcs B CepBrcHoM LleHTpe) (Moanumce)

20

20

MHbIN HOMEP

HanmeHoBaHne

Cepu
[ata npogaxu

|

HavnmeHoBaHue : o
CepuitHbIn HOMeEp : N )
DNata npogaxu { ) 20 Place of Seal
(3anonHseTcs npogasLOM)

KAPTA TAPAHTUAHOIO PEMOHA :
[aTa npuema pemoHT 20 Y
3asBKka Ha pemMOHT :
3akasuuk
TenecboH (agpec)
MpunynHa obpalyeHns
[arta nonyyeHus oT peMoHTa 20
WNHCTpyMeHT NpoBepeH B MOEM NPUCYTCTBUU

(3akas 3anonHsaetca B CepsucHom LieHTpe) (Moanuchk)
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NHbIN HOMEP

Hata nosiy4YyeHnsa oT peMoHTa

HanmeHoBaHne

Cepu
[ata npogaxu




www.pit-tools.com

PI1.T.

MocTaBuwuk / npousBoauTensb:Xinjiang Longbo Industrial Co., Ltd./CvHbL3sH JToHr60
WHpactpuan Ko., /174,

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

And Technological Development Zone, Urumgi, Xinjiang, China / Oh.602, 6 sTax, Ne531,
BenwwmHr Poag, IkoHOMUK JHE, TexHonomkukan [leBenonMeHT 3oH, Ypymuu, CUHbL3sH,
Kutan

NmMnopTep/ opraHusauus, ynonHOMoYeHHas NPUHUMaTL npeTeH3un: 000 «Typ6o-Tync»
IOpuanyeckuii appec:117246, r. Mocksa, y/1. XepcoHckasi, 43 - 670

Bonpochbl 1 NpefIoXXeHns HanpaensiTe no agpecy: 614058, r. Mepmb, yi. PoMuHcKasi, 36
Fopsiuas NIMHUSA N0 CepBUCHOMY 06CNYXXUBaHMIO:

3BOHOK C MOBMLHOTO . q
@ *2445 i info@pittools.ru

CpenaHo B KHP / Made in China [H[




