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GENERAL SAFETY PRECAUTIONS
Welding is dangerous and can cause harm to you and others, so take proper welding
precautions. For details, refer to the operator's safety instructions in accordance with the
manufacturer's accident prevention requirements.
Before you start working with this tool, you need professional training.
- Use safe welding consumables approved by the national occupational safety and health
organization.
- The operator must be qualified and have a valid certificate for work "metal welding " (OFC-
oxyfuel gas cutting)
- Disconnect power before servicing and repair
Electrocution-can lead to severe injury or even death.
- Install the grounding device according to the operating criteria.
- Never touch parts under stress with exposed skin or while wearing wet gloves / clothing.
- Make sure you are insulated from the ground and parts.
- Make sure that your position at work is safe.
Smoke and gas-can be harmful for health.
- Keep your head away from smoke to avoid inhaling the gas generated during welding.
- Ensure good ventilation of the work area during welding with exhaust or
ventilation equipment
Arc radiation - may damage eyes or burn the skin
- Wear appropriate welders helmet and protective clothing for your eyes and
body
- Apply appropriate masks or screens to protect others from harm.
Improper operation can cause a fire or explosion.
- Sparks from welding can cause a fire, so make sure there are no combustible
materials nearby and pay attention to the risk of fire.
- Have a fire extinguisher nearby and a person trained to use it.
- Welding of sealed containers is prohibited.
- Do not use these units for pipe thawing.
Hot work piece can cause severe burn.
- Do not touch the hot part with your bare hands.
- With the constant use of the welding blow-pipe cooling is necessary.
Magnetic fields act on the pacemaker
- Persons using a pacemaker should not be at the welding site until medical advice is obtained.
Moving parts can cause injury.
- Stay away from moving parts such as fan.
- All doors, panels, covers and other protective devices must be closed during operation.
If the machine fails, contact an authorized technical service center for assistanc
- Read the relevant sections of this manual if you encounter any difficulties during i
operation.
- Contact your supplier's technical service center for professional assistance if
you still haven't fully figured out after reading the manual, or you still can't
solve the problem according to the manual.
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INTENDED USE AND OPERATION PRINCIPLE
- This welding machine can perform MIG (inert-gas arc welding), MMA (covered-electrode
welding) and gas-free welding with self-protection (flux-cored or powder electrode wire)
- Power supply source IGBT (insulated gate bipolar transistor) with a unique control mode
improves the reliability of the welding machine.
- Compliance with the operational cycle ensures welding for a long time.
- Control with closed-loop feedback, DC output, can operate under voltage fluctuations-15%.
- Adjustable voltage and arc welding current excellent welding characteristics.
- Unique control scheme for the dynamic characteristics for the welding in MIG mode, stable
arc, little sputtering, beautiful weld bead, high welding efficiency.
- Removal of the final ball after welding, high no-load voltage, adjustable wire feed, high speed
sequential arc ignition.
- Stable arc welding current in MMA mode, excellent arc ignition, the use of different electrodes.
- High purity inverter significantly reduces the volume and weight of the welding machine.
- Great reduction in magnetic and resistance loss obviously enhances the welding give the effect

of energy economy.

DECRYPTING THE DATE OF PRODUCTION OF THE PRODUCT

Date of manufacture of the product is encrypted in the serial number printed on the No. ’ @ @l 0395 |

tool body. The first 2 digits indicate the year of manufacture, the next 2 digits -

month and the following two digits — day.

PRODUCT SPECIFICATIONS
Input voltage

Rated input voltage

Rated power supply

Arc welding current range MMA
Arc welding current range MIG
Rated output voltage

No load voltage

Diameter of the applied electrode, wire
Nominal operating cycle
Efficiency

Power factor

Protection index (IP)

Insulation class

Box size

Weight

1]

Year month day

PMIG145-C

170-260 V

13A (MIG);  16A (MMA)
3.6kw (MIG); 4.4kw (MMA)
10-145A

10-145A

20V (MIG); 24.8V(MMA)
6545V

0.6-1.0 (MIG); 2.5-4.0(MMA)
60%; 40° C

85%

0.8

IP21S

F

410x220x320mm

8.8kg
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PRODUCT SPECIFICATIONS
Input voltage

Rated input voltage

Rated power supply

Arc welding current range MMA
Arc welding current range MIG
Rated output voltage

No load voltage

Diameter of the applied electrode, wire
Nominal operating cycle
Efficiency

Power factor

Protection index (IP)

Insulation class

Box size

Weight

PRODUCT SPECIFICATIONS
Input voltage

Rated input voltage

Rated power supply

Arc welding current range MMA
Arc welding current range MIG
Rated output voltage

No load voltage

Diameter of the applied electrode, wire
Nominal operating cycle
Efficiency

Power factor

Protection index (IP)

Insulation class

Box size

Weight

PMIG165-C

170-260 V

15.7A (MIG); 19A (MMA)
43kw (MIG); 5.2kw (MMA)
10-165A

10-165A

21V(MIG); 25.6V(MMA)
6545V

0.6-1.0 (MIG); 2.5-4.0(MMA)
60%; 40°C

85%

0.8

IP21S

F

520x320x345mm

11.8kg

PMIG205-C

170-260 V

18.8A (MIG); 22.6 A (MMA)
5.4kw (MIG); 6.8kw (MMA)
10-205A

10-205A

22V(MIG); 26.2V(MMA)
65+£5V

0.6-1.0 (MIG); 2.5-5.0 (MMA)
60%; 40°C

85%

0.8

1P21S

F

520x340x345mm

15kg
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BLOCK SCHEME

PANEL DESCRIPTION

Indicator: MMA mode enabled

2T/4T mode selection button

Indicator: 2T mode enabled

Indicator: 4T mode enabled

Indicator: gas supply

Button check the gas passing

Indicator: nonprocess wire run
Nonprocess wire run button

9. Overload indicator.

10. Indicator of overheating.

11. Indi : VRD mode enabled

12. VRD mode on button

13. Indicator: gas blocked.

14. Indicator: slide the wire out when the 4T
15. Gas/wire feed mode on button

16. The mode switch button wire/gas

17. Indicator: gas supply

18. Parameter value selection knob

19. Dlgltal dlsplay shows amps, speed, and time delay

R A S o

20.1 dication of the digital indi of arc welding
current

21. Indicator: indication of the digital indicator of the wire feed
speed

22. Indicator: digital display indication time delay

23. Digital indicator: voltmeter

24. Indi indication of the digital indi -voltage

25. MMA/ MlG -MAG welding mode selection button

26. Indi : MIG-MAG ing mode

27. Parameter value selection knob
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INSTALLATION AND OPERATION

Connecting the input cable

1) Check with the multimeter power supply, whether the voltage is within acceptable limits.

2) This welding machine has a power cable. Connect the power cable to the rated input power source. (For safety
reasons, grounding is required.)

3) The cable must be firmly plugged into a socket.

MMA adjustment

1) This welding machine has two high-speed plugs. Insert the quick-release plugs into the quick-release sockets on
the front of the machine and tighten them to ensure good contact. Otherwise, plugs and sockets will burn when
working long and high working current.

2) Insert the cable plug with the electrode arm into the + socket on the front of the machine and tighten clockwise.
Insert the cable plug with the workpiece clip into the — socket on the front of the machine and tighten clockwise.

3) Usually in MMA mode, DCEP (positive DC electrode) and DCEN (negative DC electrode) connections are used.
DCEP: connect the clip of the electrode to the output connector + and the workpiece clip to the output connector.
DCEN: connect the electrode clip to the output connector — and the workpiece clip to the output connector.
Operators can choose the connection mode depending on the workpiece and electrode application requirements. If
you select the wrong connection mode will occur phenomena such as unstable arc, excessive spray, electrode
adhesion. To resolve the problem, change the connection by swapping the high-speed plugs.

4) When operating, if power is supplied through an extension cord, choose a large-section extension cable to reduce
voltage drop.

Mode of operation

1) After installing according to the above method and turning on the air supply power on the rear panel, the unit
starts, the power led lights up and the fan is running.

2) Switch the MMA/MIG switch to the MMA position and adjust the arc welding current with the current control
knob according to the workpiece thickness.

3) In general, depending on the diameter of the electrode, the arc welding current should be as follows.

2.5:55-80 A; 3.2:70-120 A; 4.0:130-160 A; 5.0:180-210A.

MIG adjustment

1) Check with the multimeter power supply, whether the voltage is within acceptable limits.

2) Connect the welding blow-pipe to the adapter connector on the front panel of the semiautomatic welding
machine. Insert the cable plug with the workpiece clip into the socket — on the front panel of the machine and tighten
it clockwise.

3) Flip the cover of the semiautomatic welding machine. Install the wire reel on the reel table. Turn the reel by hand.
To prevent unwinding of the wire, it should be turned with little effort.

4) Release the hold-down roller clip on the feeder. Insert the wire through the feeder receiver tube into the spiral
guide of the adapter. Make sure that the wire gets into the groove of the driving roller, fix it with a hold-down roller.
The driving roller has two grooves: 0.8 mm and 1.0 mm. Check that the groove size matches the diameter of the
wire used.

5) Remove the nozzle from the blow-pipe, unscrew the copper current collector tip.

6) Connect the plug of the semiautomatic welding machine power cord to 220V / 50Hz. If the socket is without a
grounding pin, ground the semiautomatic welding machine case with a separate cable to the grounding pin on the
back of the machine. Then turn the switch on at the rear panel to the on position.

7) By briefly pressing the "MODE SELECTION" button switch, set the semiautomatic welding machine to the
desired "2T" or "4T" mode (only the corresponding led will be lit).

8) Connect the wire feeder with the gas hose to the gas bottle feed regulator.
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Arc welding current setting
Set the arc welding current after the above preparations. Short-time short-circuit is mainly suitable for wire with a
diameter of 1.0-1.6 mm, and this phenomenon occurs in the conditions of lite-gage electrodes, low voltage and low
current. At this time, it is possible to ensure stable welding, small sputtering and beautiful weld bead. Set the arc
welding current according to the picture below. For different operating conditions, see the welding parameters table
section of this manual.

Short-time short-circuit current

'Wire diameter (mm) Applied current (A) Optimum current(A)
0.8 50-120 70-100
1.0 70-180 80-120
1.2 80-350 100-200
1.6 140-500 140-350

Welding speed selection

When selecting the welding speed, the quality and performance of the welding should be taken into account. With
the increase of speed of welding weakens the protection effect and accelerates the cooling. As a result, this does not
contribute to the formation of the weld bead. If the speed is too low, the workpiece will be burnt, and a beautiful
weld bead cannot be obtained. In practical work, the welding speed should not exceed 50 cm/min.

Increasing the CTWD can improve performance, but too much overhang can lead to excessive sputtering, wire
breakage, and unstable welding. In general, the CTWD should be 10 times the wire diameter.

The main factor in the protective effect. In addition, the shielding effect when welding inner corners is better than
when welding outer corners, so the gas flow rate when welding inner corners should be less in FCAW mode (flux-
cored welding) requires less shielding gas, or it is not required at all. See figure below to select a specific gas flow
rate.

Gas flowrate selection

Welding mode Welding Welding Welding
with lite-gage wire |with heavy-gage wire|with heavy-gage wire
at high current

Gas flowrate (I/min) 5~15 15~20 20~25
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SAFETY PRECAUTIONS

Operating environment

1) Welding must be carried out in a dry environment at a humidity of 90% or less.

2) The temperature of the operating environment should be between -10°C and 40°C.

3) Avoid outdoor welding, if there is no protection from sunlight and rain. Welding all the time should be
dry, do not put it on the wet ground or in puddles.

4) Avoid welding in dusty places or places with corrosive chemical gas.

5) Welding in a protective environment should be carried out in places where there is no strong air
movement.

Ventilation

This machine can create a powerful arc welding current with strict cooling requirements that cannot be provided by
natural ventilation. Therefore, the built-in fan is very important to enable the machine to operate stably with efficient
cooling. The operator must ensure that the cooling air baffles are open and not blocked. Minimum distance between
machine and surrounding objects should be 30 cm. Good ventilation is critical for normal operation and service life
of the machine.

Over-voltage is forbidden

For the supply voltage range of the machine, refer to the Product specifications table. This machine has automatic
voltage compensation, which allows you to maintain the voltage within the specified range. If the input voltage
exceeds the specified value, it can damage the components of the machine.
Overloading is forbidden

Remember to observe the maximum load current at all times (see the corresponding operating cycle). Ensure that the
arc welding current does not exceed the maximum load current. Overloading is sure to shorten the machine service
life, or even damage it.

Overheating protection

An abrupt halt can occur when the front panel overheating led is lit and the machine is in an overload condition.
Under these circumstances, the machine does not need to be restarted. Continue operation of the built-in fan to
reduce the temperature inside the machine. Welding can be continued when the internal temperature drops to the
standard range and the overheating led goes out.

MAINTENANCE

'WARNING: The following operation requires sufficient professional knowledge of electrics and a comprehensive knowledge
of safety. Operators must have valid qualification certificates proving their skills and knowledge. Male sure the input cable of
the machine is disconnected from the power source before opening the welding machine.

1) Check periodically whether the internal scheme connection is in good condition (especially the plugs). Tighten
loose connections. If corrosion is present, remove it with abrasive paper and then reconnect.

2) Keep your hands, hair and tools away from moving parts such as the fan to avoid injury or damage to the
machine.

3) Periodically remove dust with dry and clean compressed air. If the operating environment contains a lot of smoke
and dirt, the machine should be cleaned daily. The compressed air pressure must be at the appropriate level to avoid
damage to small parts inside the machine.

4) Avoid getting rain, water and vapors inside the machine. If they get inside the machine, dry it and check the
machine insulation (including the points between the connections and between the connection and the case). The
machine can be used only in the absence of abnormal phenomena.

5) Check periodically whether the insulation of all cables is in good condition. In case of any wear, repair or replace.
6) Check periodically whether the gas hoses is in good condition. Replace it in the presence of any cracks.

7) If the machine is not used for a long time, store it in a dry place in the original packaging.
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TROUBLESHOOTING
Analysis and troubleshooting of common faults
1) Welding must be carried out in a dry environment at a humidity of 90% or less.
2) The temperature of the operating environment should be between -10°C and 40°C.

3) Avoid outdoor welding, if there is no protection from sunlight and rain. Welding all the time should be

dry, do not put it on the wet ground or in puddles.
4) Avoid welding in dusty places or places with corrosive chemical gas.

5) Welding in a protective environment should be carried out in places where there is no strong air

movement.

Faults

Solution

Overheat LED is on

1. Check arc welding current and welding time. See
manual and work as required.

2. Check the condition of the fan rotation during welding.
If the fan does not work, check that the power of the fan is
220V; if power is ok check fan; if the power is out of]
order, check the power cable.

No reaction when pressing the blow-pipe button

1. Check whether the power LED and digital meters are lit.
2. Check the contact of the blow-pipe button and the
connection of the welding blow-pipe.
3. Check the wire feeder connection.

The wire feeder feeds the wire when the blow-pipe
button is pressed to supply gas, but there is no
output current, and the protection LED does not
light up.

1. Check the contact of the power cable connected to the
workpiece.

2. Check that the quick release plug is connected to the
correct quick release socket.

3. Check the wire feeder connection.

4. Check for damage in the welding blow-pipe.

5. Failure of the RC-94 (PK-94) control board inside the
machine.

When you press the blow-pipe button for gas
supply, there is an output current, but the wire
feeder does not feed the wire.

1. Check the wire feeder for blockage or damage.

2. Check the contact tip of the welding blow-pipe for
blockage or damage.

3. Failure of wire fee RC-93 (PK-93).

You can weld by pressing the blow-pipe buttons,
but the voltage is not adjustable. No load voltage
too high.

1. Verity that the wire feeder control cable is working.
2. Failure of the control board inside the machine.

Arc welding current unstable

1. Check for proper pressure on the press lever of the wire
feeder.

2. Check if the driving roller matches the size of wire used.
3. Check for wear on the contact tip of the welding blow-
pipe. Replace and tighten if necessary.

4. Check the quality of the welding wire.

5. Check that the blow-pipe cable is not too bent.

6. Check if the quick release plug is loosely inserted.




®
@ I)o I OTQ AUTOMATIC WELDING MACHINE

Progressive Innovational Technology

Weld bead is poorly protected 1. Do not remove the welding blow-pipe immediately after
welding so that the shielding gas can continue to protect the
weld bead.

2. Increase the time of shielding gas supply after finishing
work and contact our company.

Large craters remain after welding 1. Select 4T mode and weld at low current.

2. Change the operating mode.

WELDING PARAMETERS TABLE (FOR REFERENCE ONLY)

Parameters of butt welding wi

Arc welding current and voltage directly affect to the welding stability, its quality and performance. In
order to obtain a good welding performance, it is necessary to optimally set the arc welding current and
voltage. In general, according to the electrode diameter, the metal transfers mode and production
requirements. Set the arc welding current and voltage according to the following tables.

N

A £ —— L

Plate cleg:l:we Electrode Welding Welding Welding Gas
thickness g diameter current voltage speed flow rate Layer
t (mm) (mm) (mm) A) W) (cm/min.)|  (I/min)
1.2 0 10 70-80 17-18 45-55 10 1
1.6 0 1.0 80-100 18-19 45-55 10-15 1
2.0 0-0.5 1.0 100-110 19-20 40-55 10-15 1
23 0.5-1.0 1.0or1.2 110-130 19-20 50-55 10-15 1
32 1.0-1.2 1.0or 1.2 130-150 19-21 40-50 10-15 1
4.5 1.2-1.5 1.2 150-170 21-23 40-50 10-15 1
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Parameters of the normal fillet weld

Fa
J
o~
21T
A

J [}
L 1 -
Z | \

?late Angle size El‘ectrode Welding Welding Welding speed Gas
thickness I diameter current voltage (cm/min.) flow rate
t (mm) (mm) (mm) (A) (\%) : (I/min)
12 2.5-3.0 1.0 70-100 18-19 50-60 10-15
1.6 2.5-3.0 1.0-1.2 90-120 18-20 50-60 10-15
2.0 3.0-3.5 1.0-1.2 100-130 19-20 50-60 10-20
2.3 2.5-3.0 1.0-1.2 120-140 19-21 50-60 10-20
32 3.0-4.0 1.0-1.2 130-170 19-21 45-55 10-20
4.5 4.0-4.5 1.2 190-230 22-24 45-55 10-20

Parameters of the fillet weld in the vertical position

I
/
= s
x P
’ /
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A Y '
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Plate Anglesize | Electrode Welding Welding Welding %as

. . ow
thickness 1 diameter current voltage speed rate
t (mm) (mm) (mm) (A) (\%) (cm/min.) (Vmin)
1.2 2.5-3.0 1.0 70-100 18-19 50-60 10-15

1.6 2.5-3.0 1.0-1.2 90-120 18-20 50-60 10-15
2.0 3.0-3.5 1.0-1.2 100-130 19-20 50-60 10-20
2.3 3.0-3.5 1.0-1.2 120-140 19-21 50-60 10-20
3.2 3.0-4.0 1.0-1.2 130-170 22-22 45-55 10-20
4.5 4.0-4.5 1.2 200-250 23-26 45-55 10-20

Parameters of the overlap welding

A sy B
S e
—_—
) b F
L I:/ -\___ﬁ ] "\7 a?a\\q{o
{ T e p 3 - r 1 — 1
l _:t. /\ i M 'f
Plate Angle size | Electrode | Welding Welding Welding Gas
thickness 1 diameter current voltage speed flow rate
t (mm) (mm) (mm) A) (\%) (cm/min.) (1/min)
1.2 2530 10 70-100 1819 5060 10-15
16 2530 1012 90-120 1820 5060 10-15
20 3035 10-12 100130 1920 5060 1020
23 3035 10-12 120140 1921 5060 1020
32 3040 10-12 130-170 22 4555 1020
45 4045 12 200250 2326 4555 1020
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MAG options
Material: carbon steel
Gas: gas mixture of Ar+CO0,

Plate Electrode degrz;[:l " Welding conditions
Joint type thickness diameter
(mm) (mm) (m)
Current Voltage Welding speed
A) (\%)] (cm / min)
1.0 1.0 0 50-55 13-15 40-55
I 1.2 1.0 0 60-70 14-16 30-50
1.6 1.0 0 100-110 16-17 40-60
2.3 1.0or1.2 0-1.0 110-120 17-18 30-40
32 1.0or1.2 1.0-1.5 120-140 17-19 25-30
4.0 12 1.5-2.0 150-170 18-21 35-40

‘We continue to improve this welding machine, so some of its parts can be changed to achieve better
quality, but its main functions and operations will not change. We will be very grateful for your
understanding.
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TERMS OF WARRANTY SERVICE

1. This Warranty Certificate is the only document that confirms your right to free warranty service. Without
presenting this certificate, no claims are accepted. In case of loss or damage, the warranty certificate is not restored.
2. The warranty period for the power tool is 12 months from the date of sale, during the warranty period the service
department eliminates manufacturing defects and replaces parts that have failed due to the fault of the manufacturer
free of charge. In the warranty repair, an equivalent operable product is not provided. Replaceable parts become
property of service providers.

P.L.T is not liable for any damage that may be caused by operation of the electric machine.

3. Only clean tool accompanied with the following duly executed documents: this Warranty Certificate, Warranty
Card, with all fields filled out, bearing the stamp of the trade organization and the signature of the buyer, shall be
accepted for warranty repair.

4. Warranty repair is not performed in the following 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 internal parts melting, burn down of
electronic circuit boards;

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

- upon expiration of the warranty period;

- at attempts of opening or repair of the electric machine outside the warranty workshop; making constructive
changes and lubrication of the tool during the warranty period, as evidenced, 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 profit, 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 purposes, attachments to the
electric machine of attachments, accessories, etc. not provided by the manufacturer);

- with mechanical damage to the case, power cord and in case of damages caused by aggressive agents and high and
low temperatures, ingress of foreign objects in the ventilation 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 operation (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-observance of the operating conditions specified in the instruction (see chapter
“Safety Precautions” of the Manual).

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

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

The service life of the product is determined by the manufacturer and is 2 years from the date of manufacture.

The owner is notified of any possible violations of the above terms of warranty service upon completion of
diagnostics in the service center.

The owner of the tool entrusts the diagnostic procedure to be conducted in the service center 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 of parts (accessories and furniture), for example: accumulators, disks, knives, drills, bores, cartridges,
chains, sprockets, collet clamps, buses, tensioning elements and fasteners, trim tabs, pads of grinders and tape
machines, etc.

- quick-wear parts, for example: carbon brushes, drive belts, glands, protective covers, guide rollers, guides/rails,
rubber seals, bearings, timing belts and wheels, shafts, brake band, ratchet wheels and starter cables, piston rings,
etc. Replacing them during the warranty period is a paid service.

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

- casing of machine.
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P.I.T. WARRANTY CERTIFICATE

Product Name

Product Number cOOOOOOOOOO

Serial Number 0000000000000 Place of Seal
Sale Date

Trade Organization Name
Dear customer!

Thank you for purchasing the P.LT tool, and we hope that you will be satisfied

with your choice. In the process of manufacturing the P.L.T tools pass multilevel
quality control, if nevertheless your product will need maintenance, please contact
the authorized P.L.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, both in the product itself and in its constituent components.
In the event any of the above defects are detected during the warranty period, the
specialized P.L.T. service centers shall repair the product and replace the defective
spare parts free of charge.

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

“The warranty maintenance terms acknowledged and accepted. The
operability and completeness of the product are checked in my presence. No

claims on quality and appearance.”

Buyer’s Signature Surname (legibly)

Phone
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OBLLUWE MEPbI BE3OMACHOCTH

(BapKa onacHa v MOXET NPUYMHUTL BPEL BAM W OKDYXAIOLLMM, NOITOMY NPUHMMANTE JOMKHBIE MePbl NPEAOCTOPOXHOCTM NP CBAPKe. [lnst nonyyeHus
N0APOOHBIX CBEAEHNI CM. yKa3aHns no GE30MACHOCTI ONepaTopa B COOTBETCTBUM C TPeBOBAHMAMY NPOU3BOAMTENS MO NPEAYNPEXIEHMIO HECUACTHBIX
CIyyaes.

MNepen Ha4anom paboTbl ¢ AaHHOI YCTAHOBKOH HEO6XOAUMO NPOHECCHOHANbHOE 06Y4EHue.

- Vcnonbayiite 6e30nacHble CBAPOYHbIE MATEPHanbl, ROMYLLIEHHbIE HALMOHANBHOM Opran3aLved no oXpaxe Tpyaa.

— Oneparop NOMKEH OTHOCUTBCS K KBANMCDMLMPOBAHHOMY NEpCOHANY M MMETb AETICTBUTENbHbIN CepTHCIMKAT HA pABOTY "CBAPKA METANNO
(OFC - KMCTIOPOAHO-TONNKBHAS ra30Bas Peaka)". L X
- OTCOBAMHSITE NUTAHVE NEPEn 0OCTYXUBAHNEM UM PEMOHTOM.

TopaxeHue INEKTPOTOKOM — MOXET IPUBECTH K TAKENOMY PAHEHUIO UMK AXKE CMEPTH.

- YcTaHaBnvBaiTe 3a3eMnsioLLee YCTPOWCTBO COrNAcHO aKCMNyataLMOHHbIM KpUTEPUAM.
- Hwkorpate [10TPAr1BainTeCh 0 AeTanei nof HaNPSXEHVEM y4acTkamu OroneHHOM KOXK v Oyy4u B MOKPbIX nepuaTKax/ ofexne.

~YbeauTecs, YT0 Bbl H30AMPOBAHbI OT 3EMIN U JETANM.

- Y6enuTech, 4To BaLLle NONOXeHHe Npu pabote 6e3onacHo.

IIbIM ¥ ra3 — MoryT 6bITb BpEAHbI ANS 300POBbSA.

- [lepxwTe ronoBy nopanbLLe T AbIMa i ra3a, uToBbl M30exaTb BbIXaHws rasa, 06pasyoLLEroCs NPy CBAPKE.

— 0BecneybTe BO BPEMS CBapKH XOPOLLIYHD BEHTUASILIMIO PABOYEro MeCTa G NOMOLLIbHO BbITSIKHOMO UMW BEHTUASILMOHHOTO 060PYA0BAHUS. @ .

Pagnaums gyrv — MOXeT NOBPEAUTD FNa3a Uk 06Kedb KOXY.

—HocwTe COOTBETCTBYHOLLIME CBAPOUHBIE MACKM M 3ALLMTHYHO OEXAY ANS 3ALLMTbI BALLVX FNa3 v Tena. :

— [PpuMeHsITe COOTBETCTBYIOLLIAE MACKM MM 3KDAHbI ANA 3ALLMTHI OKPYXAIOLLMX OT BPEAa.

HenpaeunbHas paota MOXeET BbI3BaTb N0OXap UAN B3PbIB.

~ cKkpbl 0T CBAPKK MOTYT BbI3BATH NOXAP, N03TOMY YOEAUTECH B OTCYTCTBUM NOBAM3OCTH FOPHYMX

Marepuanos 1 0GpaTuTe BHVMAHVE Ha ONacHOCTb NOXapa.

— meitte noBAK30CTH OTHETYLLMTENb U UL, 00Y4YEHHOE Er0 MPUMEHEHNUIO.

— CBapKA repMeTiyHbIX eMKOCTEN 3anpeLLiena.

—He npumensiiTe aTi yCTaHOBKM AN OTTauBaHws Tpyo.

T'opsayas 06pabaTbiBaemas feTanb MOXET BbI3BaTb CUIIbHbIA OXOT.

- He kacaittech ropsyei 4eTany ronbIM1 pykamu.

— p¥ MOCTOSAHHOM MCNIONB30BAHNYN CBAPOYHON MOPENKI HEOBXOAMMO OXTIAKIEHUE.

MarxuTHbIE noNA REACTBYIOT HA KAPANOCTUMYNATOP.

- Iuua, ucnonbayioLLye kKapaMoCTUMYNSTOP, He JOMKHbI HAXOWTBCA HA MECTE CBAPKM [0 NOMYYEHNS MELULMHCKON

KOHCybTaumu.

[IBMXYLLMECS AETANU MOTYT NPUYUHUTD PaHEHHE.

- [lepxwTech noanbLLe OT ABIKYLLUXCH AETaned, TakuX, kak BEHTUNATOP.

- Bce nBepu, naenw, KpbILLKK M NPOYME 3aLLUTHBIE YCTPONCTBA JOMKHBI ObITb 3aKPBITHI N0 BPEMS PAOOTbI.

Mpu HencnpaBHOCTM annapaTa 06paTHTECH 3@ NOMOLLbHO B aBTOPU3NPOBAHHbI CEPBUCHDIN LLEHTD.

~ 03HaKOMMTECH C COOTBETCTBYIOLLMMM Pa3fienamy JaHHOM MHCTPYKLMK, ECTN Bbl CTONKHYAUCH C NIK0OBIM 3aTPYIHEHVEM NPU YCTAHOBKE W
3KCnnyaraumm. R

- 00paruTech B CEPBUC—LEHTD BALLIEr0 NOCTABLLVKA NSt NONYYEHUS NOMOLLIM NPOCECCHOHANA, ECMIW BCE ELLIE HE NONHOCTBI0 PA300pPanich

MOCNE YTEHNS UHCTPYKLIMM, U BCE ELLIE HE MOXETE PA3PELLIMTb NPOBAEMY COrNaCcHO MHCTPYKLMM.
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HA3HAYEHWE U NPUHLWN PABOTbI

— [aHHbIi arperar Moxer BbInonHsT MIG (ayrosast ceapka B uhepTHO cpene), MMA (CBapka NoKpbITbIM 3NeKTPOAOM) 1 Oe3ra-—
30BYH0 CBAPKY C CaMO3ALLMTOM(CDMIOCOBY0 MM NOPOLLIKOBYH) CBAPOYHYIO MPOBONOKY

- WcTounnk nutanng BTI3 (BunonsipHbiit TPAH3UCTOP C M30MMPOBAHHBIM 3aTBOPOM) C YHUKANbHbIM PEXAMOM YnpaBneHus
yNyYLLIAET HAEXHOCTb CBADOYHOrO arperara.

- CobniopeHue paboyero Lmkna 06ecneynBagT CBapKy B TeUYEHNE NONTOr0 BPEMEHH.

-1anaBneHme C 3aMKHYTON 00paTHOM CBS3bH, BLIBOA NOCTOSHHOTO TOKA, MOXET paboTaTb Mpu KoNneBaHusx HanpsKeHs CeTn
—15%.

— Perynupyemoe HanpsKeHue 1 TOK CBapKM, OTNIYHbIE CBAPOYHbIE XaPAKTEPUCTUKY.

~ YHVKanbHast CxeMa KOHTPONS IMHAMUYECKKX XapaKTepUCTUK CBapky B pexume MIG, cTabunbHas ayra, HebonbLoe pasbpbl3ri-
BaHWe, KaCHBbIi CBAPHOM BANWK, BbICOKAS 3(DDEKTMBHOCTb CBAPKY.

~ Cbem KOHeUHOr 0 LIAPHKa NoCne CBapKH, BBICOKOE HANPSIKEHME XONOCTOr0 X0fa, perynupyemas nofaada npoBonokH, BbiCOKas
CKOPOCTb NOCNEN0BATENbHOI 0 3aXNUraHng fyri.

— CrabunbHbIi Tok cBapKK B pexume MMA, 0TINYHOE 3aXNraHue yry, NPUMEHEHNE PA3NNYHbIX 3NEKTDOOB.

— Bbicokas YacToTa MHBEPTOPA 3HAUMTENBHO YMEHbBLLIAET 0ObEM 1 BEC arperara.

— BONbLLOE CHIXKEHWME MArHUTHBIX 1 OMUYECKNX MOTEPb ABHO YNyyLLAET AD(EKTMBHOCTb CBAPKM W [AIOT ADXDEKT SKOHOMMUN
3Heprim.

PACLUN®POBKA ATbI U3rOTOBJIEHNA U3AENNA
[laTa W3roToBNEHNS U3ENNA 3aLLUGIPOBAHA B CEPUIHOM HOMEPE, No. 0395 |
1T 1

Hane4aTaHHOM Ha Kopnyce WHCTpYMeHTa. MepBble 2 undpbl
0603Ha4atoT rof BbIMyCKa, Cneaytowme 2 Lndpbl — Mecsiy u

rop meca €Hb
cneayioLme 2 uudpbl — AeHb A Mecau A

TEXHUHECKWUE XAPAKTEPUCTUKK

PMIG145-C
BxopaHoe Hanpsxenue 170-260 B
HomuHanbHblit BXOAHOWM TOK 13A(MIG); 16 (MMA)
HomuHanbHas MOLLHOCTb NUTAHKS 3,6KBT (MIG); 4,4 kBT (MMA)
Nlwanasou cBapo4Horo Toka MMA 10~145A
[nana3oH cBapoyHoro Toka MIG 10~145A
HoMuHanbHoe BbIXOAHOE HanpAXeHHe 20B (MIG); 24.8B (MMA)
Hanpsixenue xonocToro xoaa 6558
JlnameTp npUMEHSEMOro 3NeKTPOAA, NPOBONOKHU 0,6-1,0 (MIG); 2,5-4,0(MMA)
HomunanbHblit uuKkn pa6oTbl 60%; 40°C
JthchexTuBHOCTD 85%
KoaththuumeHT mowHocTH 038
Knacc sawutbi IP21S
Knace u3onsumum F
Pa3mep Kopo6ku 410x220x320 Mm

Bec 8,8kr
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TEXHUHECKUE XAPAKTEPUCTUKK

BxopnHoe Hanpsxenue

HoMuHanbHbIi BXOAHON TOK
HomunanbHas MOWHOCTb NUTaHKA
[Ilnanason ceapo4Horo Toka MMA
[nana3oH cBapoyHoro Toka MIG
HomuHanbHoe BbIXORHOE HanNpsXeHue
HanpsxeHue xonocToro xopa
[lnameTp NPUMEHAEMOro 3NeKTPoa, NPOBOJIOKK
HomunanbHblit WHKN paboTbl
JthchexTuBHOCTD

KoaththuumeHT mowyHocTH

Knacc 3awutb

Knacc usonsuuu

Pa3amep kopobku

Bec

TEXHWYECKUE XAPAKTEPUCTUKU

BxopaHoe Hanpsxenue

HomuHanbHbIi BXOAHOM TOK
HomuHanbHas MOLHOCTb NUTaHKA
[nana3on cBapo4Horo Toka MMA
[nana3oH cBapoyHoro Toka MIG
HomuHanbHoe BbIXOAHOE HaNpsXeHue
Hanpsixenve xonoctoro xopa
[lvameTp NPUMEHSEMOr0 3NEKTPOAA, NPOBONIOKM
HomuHanbHbIi LMKn paboTb!
JthchexkTuBHOCTD

KoadhdpuumeHT mowHocTH

Knacc 3awutbl

Knacc usonsuum

Pa3amep Kopobku

Bec

PMIG165-C
170-260 B
15,7 A (MIG); 19 (MMA)
4,3kBr (MIG); 5,2 kBT (MMA)
10~165A
10~165A
21B (MIG); 25,6 B (MMA)
65:5B
0,6-1,0 (MIG); 2,5-4,0(MMA)
60%; 40°C
85%
08
IP218
F
520x320x345 Mm
11,8kr

PMIG205-C
170-260 B
18,8 A (MIG); 22,6 (MMA)
5,4 kBt (MIG); 6,8 kBT (MMA)
10~205A
10~205A
228 (MIG); 26,2 B (MMA)
65+5B
0,6-1,0 (MIG); 2,5-5,0 (MMA)
60%; 40°C
85%
038
IP218
F
520x340x345 MM
15kr
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OMUCAHUE NAHENHN

Pexum MMA

@ mwa

1.HaxmuTe KHONKY BbI6OPA pexnma, 4To6bl BbIGpaTb He06XoAMMbIiA pexum (MMA nnn MIG). ® movas
AKTUBMPOBAH TOT PEXWUM, HANPOTUB KOTOPOTO FOPUT CBETOAUOL.

2. Perynatop Toka cBapku

a) PerynupoBka ToKa oCyLLecTBASETCA NOBOPOTOM Py4KHM.
6) Koraa py4ka 0cTaeTcs HaxaTon BO BpeMs ee BpaLLeHus, Bbl MOXeTe 60nee ya06HO perynnpoBath TOK B Anana3oxe
ot + 10A go -10A.

3. dyHkynsa VRD

®yHKUMa VRD CHMKAET Hanpsi>KeHne MeXAy 3N1eKTPOAOM 1 3emIieii 4o 6630MacHOr0 YPOBHS, KOrAa CBapOYHbIA annapar
He pa6oTaeT, HO 0CTAeTCs BO BKITOYEHHOM COCTOSIHUN. B Ha4Yane cBapku CHOBa aBTOMATU4YeCKM YBENMYNBAET HAaNpsKeHNe
0 HopmanbHoro. Cuctema VRD o6ecneynBaeT cBapLUMKy AOMOAHUTENbHYIO 3aLLMTY OT NOPAXKEHNN INEKTPUYECKUM TOKOM,
0COGEHHO B YCNOBUAX BbICOKO BEPOSTHOCTI MOPAXKEHUS 3NEKTPUYECKIM TOKOM, Hanpumep xapkas 1 BnaxHsas Cpepa.

Pexum MIG

1.Haxmute kHONKy Ans Boi6opa pexuma pa6otel (MMA unu MIG). Ecnu roput atoT MHAMKaTOp, m
TO akTuBMpyeTcs pexum MIG

2.Mopava npoBONOKK
HaxXmnTe Ha KHONKY ANS NPOTSXKU NPOBOMOKM B LUMAHT FTOPENIKI NOC/e 3anpaBku NPOBOMOKY.

3. Hactpoika napameTpos MIG

a) BbixoflHOE HanpsXeHne u CKOpOCTb NoJayu 6yAyT perynupoBaTbCcs BMecTe ¢
MOMOLLbIO 3TON PYKOATKM.
6) Korpa pyuka ocTaeTcsl HaXKaToi BO BpeMs ee BpaLleHns, Bbl MoXxeTe 6onee yA06HO perynnposath ToK B AUana3oHe
ot + 10A no -10A.

4. KHONKa TOYHOI HACTPOMKM
9Ta KHONKa NpeHa3HaveHa Ans PerynupoBKI BbIXOJHOMO HANPSXXEHUS, Koraa Tpedyemoe .]

BbIXOJJHOE HANPSXKEHWE He COOTBETCTBYET YCTAHOBNEHHOI CKOPOCTU Nofia4mn. HanpsxxeHne Moxet
6bITb CKOPPEKTUPOBAHO B Anana3oHe oT - 20% A0 + 20%. [1ns BO3BpaLLEHNS UCXOAHbIX NapaMeTpoB nocne
OKOHYaHMs CBAPKN HEOBXOAUMO BEPHYTb PETYNATOP B HYNEBOE NONOXEHME.

5. Perynatop nHAYKTMBHOCTK

470661 yMEHbLINTH 6PbI3TM M NOAYHYNTb NY4LLMIA CBAPOYHON WOB B pexxume MIG, onepatop moxert
OTPerynunpoBathb pyyky MHAYKTOPA ANs AOCTUXKEHUA 3TON Lienun. A 6narofaps perynuposke
VHAYKTUBHOCTY CBAPOYHbIil annapar MOXeT NOA0ATY ANA 60NbLUIEr0 KONMYECTBA TUMOB NPOBOAOKM.
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MEPbI MPE[JOCTOPOXHOCTU

Pab6ouvas cpepa

(CBapKa BOMKHA BLINOMHATLCS B CYXOi CPELe Npv BNAXHOCTH 90% vnu MeHee.

Temneparypa pabouen cpeas! omkHa Obits 01-10°C 10 40°C.

W3beraitte npoBe/eHns CBAPKN HA OTKPLITOM BO3AYXe, ECNN HET 3aLLNUTbI OT COMHEYHOr0 CBETa U A0XASA. CBapKa sc] Bpems A0mkHa BbiTb cyxoﬂ, He
a[INTe ee Ha CbIPYH0 3EMTH0 NN B Ny XK.

W3beraitre NpoBeeHNs CBAPKM B Mbl/ibHbIM MECTAX W MECTAX C KOPPO3UOHHBLIM XUMUYECKUM Fa30M.

CBapKa B 3aLLMTHOM Cpefe N0MKHA NPOBOANTLCS B MECTAX, 1€ HET CUMbHOT0 ABUXEHNS BO3AyXa.

BeHtunauus

0T arperar MOXET CO3/aBaTb MOLLIHbIA CBAPOUHbI TOK, UMEIOLLIWi CTPOTUE TPEGOBAHNS N0 OXMAXAEHMIO, KOTOPbIE HeNb3st 00ECTIEYMTb ECTECTBEHHON
HTUNsUMeR. M0STOMY BCTPOBHHBIA BEHTUNSTOD OYeHb BaXeH ANs OOECTIEYEHUS BOSMOXHOCTH arperara CTabunbHO paboTarb npu acDCDEKTUBHOM
naxnenun. Oneparop [OMKeH 06ecneunts, urobbl Xanoau Gbini OTKPbITH M He 3a6NOKMPOBAHbI. MUHUMANBHOE PACCTOSHME MEXMy arperarom v
PYXatOLLMMY 0GbEKTaMM JOMKHO ObiTb 30 CM. XOPOLLIAS BEHTUNALIMS KDUTHUECKY BaXHA NSt HODMANbHOM PaBOTbl v CPOKa CyXObl arperara.

MpesbileHne HaNPAXEHNs 3anpeLLeHo

OTHOLUEHMN auana3oHa HanpsXeHus NUTaHus arperara CM. raﬁnmuy OCHOBHble napameTpbl . JTOT arperar umeet ABTOMATMYECKYH0 KOMMNEHCALNK
NPSKEHNS, 4TO NO3BONSET NOAAEPXKMBATL HANPSKEHME B 3aAHHOM vana3oHe. ECnu BXOAHOE HanpskeHue NpesbIcuT YKa3aHHOe 3Ha4eHue, 310 MOXET
BPEAUTb KOMNOHEHTbI arperara.

Meperpy3ka 3anpewyexa

MHUTE O HEOBXOAMMOCTU COBMIOAATL MAKCUManbHbIA TOK Harpy3ku B Mo6Oi MOMEHT (CM. COOTBETCTBYlOLLMi pabounit uukn). OBecneybTe, YToGbI
APOYHbIA TOK HE NPEBBICKN MAKCUMANbHBIA TOK HArpy3ku. eperpy3ka 0053arenbHO COKPATUT CPOK CRyXObl arperara, uiv 4axe NOBPeauT ero.

3awura ot neperpesa

€3anHas 0CTAaHOBKA MOXET NPOU30MTH, KOT 1 CBETOANOA NEPErpeBa Ha NepesHei Naen ropuT, a arperar HaxoAuTCs B COCTOSHMN Neperpyski. B atux
CTOATENbCTBAX Arperar He HyXHO nepesanyckarb. MpogomxaiTe paboty BCTPOEHHOTO BEHTUNATOPA AN MOHWKEHNS TEMNEPATYPbl BHYTPU arperara.
aPKy MOXHO MPOAOMKUTB, KOraia BHYTDEHHSAS TeMneparypa ynaaet 0 CTaHAapTHOr 0 Anana3oHa, a CBETOAMON NeperpeBa noracHert.
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YCTAHOBKA W 3KCIJTYATALIUA

MoproToBka k paéote

YcTaHOBKa BanuKa CBapoYHOii NPOBONOKM U HaNPaBNSAIOLEro Bannka.

1. MpefBapuTeNbHO OTKNKOYUTE annapar oT 3NeKTPUYECKON CETH
2. OTKPOWTE KPbILLIKY
3. YctaHoBuTE KaTywwKM 1 unm 5 Kr (B 3aBUCUMOCTI OT MOAENM).

py 3ameHe KaTyLKn CHUMITE CTApyto KATYLLKY 1 0CTAaTKW MPOBOMOKU. LY
3aTeM ycTaHOBMTE HOBYIO KaTyLUKY Ha 0Cb KaTyLLUKI 1t COBMECTUTE PONVK C _—
(hNUKCaATOPOM KaTyLIKM. 3aTAHUTE NPVXKUMHYIO Wanby.

Mpumeyanue. Ecnu KkaTywwka BpaLlaeTcs CBOGOAHO, TO €€ CNeAYeT 3aTAHYTh
NIyYLLe, TaK KaK 3T0 MOXET NPUBECTY K PACNyThIBAHIUIO CBAPOYHOI NPOBONOKM,
4TO NPUBEAET K NP0oGIEMam ¢ noJayeil NpoBONOKY.

4. TpoBONOKA LOMKHA NOLABATLCA B 3TOM HanpaBieHum

5. VIHCTPYKLUUS K HANPaBASIOWEMY PONUKY

MoBepHUTE PY4Ky HATSHKUTENS NOAAYM NPOTUB YACOBOI CTPENKM, YTOGLI 0CNAGUTL ee,
1 MOTAHUTE BHU3, YTOGLI CHSATL HanpsxeHue. MOANPYXNUHEHHAs pyyKa NepemMeLLaeTcs
BBEPX, KaK NOKa3aHO Ha PUCYHKE.

5.1 MoBepHUTE PyyKy HaNPaBASIOLLEr0 POANKA NPOTUB YACOBOIA CTPENKU.

5.2 CHUMUNTE pyyKy HanpaBnfIoLLero ponnka, Y4To6bl HANTN PONMK NOJAYN.

5.3 Mpn HE06X0AMMOCTY MOBEPHIUTE MAN 3aMEHIUTE HAMPABAAOLNIA PONTMK 1 y6eAMTECH, 4TO OH NOAXOANT AN
CNONb3yeMOro TUNa CBAPOYHOIA NPOBONOKN W YTO YKa3aHHbIi AMAMETp COBNAAAET C [MAMETPOM CBAPOYHON NPOBOOKM.
5.4 CHOBa BBEPHUTE PYYKY HANPaABAAIOLLErO PONNKa, YTOObI 3aKPENUTH €ee.

6. OTpexXbTe N30TrHYTYI0 M CKPYHEHHYH NpOoBONOKY. Ha 06pe3aHHOM KOHLLE HE AOSKHO 6bITb YrAy6NeHNiA UAn 0CTPbIX
Kpaes; COKPATUTb CHOBA, ECAN 3TO HEOOXOAMMO.

7.TlofnepKNBaNTE HATAXKEHNE NPOBONOKM 1 0CTaBbTe He MeHee 30 cm
NPOBONOKN BO BMYCKHOM BKNaAblLIe U HANPaBAAIOLLEN NoAaym.

8. MoTAHNUTE N NOBEPHUTE COMNO, YTOObI CHATD €rO0.

9. OTKPYTUTE KOHTAKTHYI0 HacaKy NPOTUB 4aCOBOI CTPESIKM U CHUMUTE €e.
10. BcTaBbTe kabenb WnaHra no npsMoi NUHUK, 4T06bI CBAPOYHARA NPOBONOKA
Nerko npoxoaunna yepesa Hero. OcTaBbTe BEAPO OTKPbITHIM, 4TOObI Bbl MOTIN KOHTPONNPOBATL MEXAHU3M NOJAYN.

Ycrtanoska MMA

1) NaHHbIit CBAPOYHbIA arperar uMeeT e GbICTPOAEVICTBYIOLLMX BINKW. BCTaBbTe BbICTPOAEYICTBYIOLLVME BINKK B BbICTDOAGNCTBYHOLLIME FHE3AA HA NepeaHei
MAHENN arperara i 3aTsHuTe U Anst 06ecneyeHs XOpOLLUEro KOHTaKTa. B npoTvBHOM CRyyae BUNKM i rHeaga ByayT ropetb Npy Aonroi pabote i 6obLLOM
paboyem Toke.

2) BerasbTe BUnky kabenst C fepxarenem anekTpoaa B rHe3f0 —+  HanepeHei NaHenu arperara v 3atsHuTe no Yacosov cTpenke. BerasbTe Bunky kabens ¢
3AKMMOM [iNS 3arOTOBKM B THE3N0 —  HA MEPEAHEN MAHENV arperara u 3aTAHuTe N0 YaCOBOM CTPENKE.

3) 06bluro B pexume MMA ucnonbaytorcst coeanrenus DCEP (monoxwTensHblit anektpoa noctosHHoro Toka) u DCEN (oTpuuatenbHbiit anekTpoa
NOCTOSHHOM0 TOKA).

DCEP: MoacoeauHuTe MM 3NEKTPOAA K BLIXOMHOMY Pa3beMy -, @ 3a)KWM 3arOTOBKY K BbIXOAHOMY PasbeMy — .

DCEN: lMoacoeavHute 3axvM aNeKTPOAA K BbIXOAHOMY PasbeMy — ,a3aXWM 3aroTOBKY K BbIXOAHOMY Pa3bemy.

(Oneparopbl MOYT BbIBMPaTb PEXUMM COBAMHEHNS B 3aBUCHMOCTM OT 3ar0TOBKM v TPEBOBAHHI N0 MPUMEHeHNI0 anekTpoza. Mpu BbIGope HEenpaBubHOMo
PeXMMA COBAUHEHNS NPOU3OMAYT Takve ABNEHNS, KaK HECTabunbHas fyra, U3NULUHKE BPbI3ry, NpUMNaxve anexTpoaa. [Ins paspeLueHus npobnembl
V3MEHNTE COBLMHEHVE, NOMEHSB MeCTamy ObICTDOLENCTBYIOLLIME BUNK.

4) Mpv pabore , €CAM NUTAHE NOABOANTCS YePe3 yANMHUTENL HEOBXOAMMO BbIOMPaiTE kabenb yANMHUTENS C OONbLLMM CEYEHUEM NS YMEHbLLEHNS NafeHs
HaNPSKEHUS.
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Cnoco6 pa6otbl

1) Mocne NpoBeaeHus yCTaHOBKM NO ONUCAHHOMY BbILLIE METOAY, M BKIOYEHNS BbIKMIOYaTeNs nofayn BO3AyXa Ha 3aaHei naHenw, arperar 3anyckaercs,
CBETOAWIOL NUTAHHS 3arOPAETCS, M BEHTUNSTOP paboraer.

2) Mepexnioumte Bbikntoyarens MMA/MIG B nonoxene MMA v oTperynmpyitTe CBapOUHbIN TOK PyUKOi YNpaBReHyst TOKOM COrnacHO TONLLMHE 3arTOBKM.
3) B ofLLiem, B 3aBUCHMOCTY OT AMAMETPA 3NEKTPOAA CBAPOYHBIM TOK AOMKEH ObiTb TAKIM, KaK YKa3aHO HUXE.

2.5:55-80A; 3.2:70-120A; 4.0:130-160A; 5.0:180-210A.

1. MoaknoyuTe WHYP NUTaHNA. (3a3emneHune TpebyeTcs Ans Balwen 6e30NaCHOCTH).

2. BcTaBbTe WHYpP NNUTAHWS B THE3L0 «+» HA NepeHeN NaHenu CBApO4YHOro annapara v 3aTsHUTE ero no 4acoBOI CTPENKe.

3. BcTaBbTe 6bICTPOPA3bEMHbI 3KUM ANS Kabens B rHe3A40 Ha NepeSHel NaHenn cBapo4HOro annapara i 3aTaHuTe ero no
4acOoBOM CTPenKe.

4.YCcTaHOBMTE CBAPOYHbINA LWNAHT U YCTAHOBIUTE NPOBOMOYHbIN PONUK WNWHAENS, YOEANBLUNCH, 4TO pa3Mep nasa
NPMBOAHOTO PONMKA COOTBETCTBYET Pa3Mepy COMMA CBAPOYHOTO LAHTa M pa3Mepy UCMNONb3yeMoii TpoBONOKN. BeTaBbTe
BO3YLUHYI0 3arNyLLUKy YCTPOMCTBA NOAAYM B BOSAYLLHYIO PO3ETKY Ha NEepeHei 4acTn MALLMHBI U HAXXMUTE Ha NPOBONOYHYIO
BCTaBKY, YTO6bI CHATb €€ C FON0BKM LUNaHra.

5.TofcoefnHINTE LPOCCENbHbIA KNanaH ra30Boro 6anioHa K ra30BoMY LUNAHTY.

6. InekTpnyeckas cxema

7.Tlocne ycTaHOBKM B COOTBETCTBUI C NPUBEAEHHON BbILLIE CXEMOIA U BKIHOYEHUS
BO3AYLIHOIO BbIKN0YATENA HA 3aHe NaHenn MalwnHa 3anyckaercs. OTKpOMTe KnanaH Ha
6annoHe 1 NOBEPHNUTE [POCCENbHBIA BbIKN0YaTeNb B nonoxeHune «FA3 IPOBEPKA».
Bbixoa rasa 6ynet owywarbes. OTperynupyiiTe Knanas knanaxa, 4To6bl noay4uTh
NpaBubHbINA NOTOK rasa.

8. MpasunbHan gyra 6yaer nony4YeHa nyTem perynupoBKn py4kn ynpasaeHus UHLYKTOPOM.
[ToBepHNUTE py4KY NPOTUB 4ACOBOW CTPENKM, 4TOObI NONYYUTb MEHbLUYIO UHAYKTUBHOCTb U
60ree XeCTKyto fyry; NOBEPHIUTE ero Mo 4acoBO CTPEJIKe, YTO6bI MOAY4UTh 60/1EE BLICOKYIO MHAYKTUBHOCTL U 60/1E€ MATKYI0
nyry. Kak npasuno, BbloupaiTe 6051ee XeCcTKy Ayry ¢ 601ee HU3KUM TOKOM Unu 60nee MATKYH Jyry ¢ 6051ee BbICOKMM TOKOM.
9. BbibepuTe npaBuibHOE CBAPOYHOE HANPAXKEHNE N CBAPOYHbIN TOK, OTPEryIMPOBAB PYYKY yNpaBneHus MOLHOCTbIO 1
PY4KY YNpaBneHus HanpsXKeHMeM Ha yCTpONCTBE NOJAYY.

10. Yepe3 1 cekyHAy nocne OCTAaHOBKW Ayru nofjaya rasa 6yaeT npepsaHa.

YcTaHoBKa cBap0O4HOro ToKa

YCTaHaBMBAliTe CBAPOUHBII TOK MOCTIE YKagaHHbIX BbILLIE NPUTOTOBNEHHi. KDaTkOCPOUHOE KOPOTKOE 3aMblKaHie B OCHOBHOM MPUTOAHO AN MPOBOMOKY C
mamerpo 1.0~1.6 MM, Y 3T0 SIBNIEHUE MPOVCXOMT B YCTIOBMSIX TOHKUX SNEKTPOTOB, HU3KOO HAMPSXKEHHS U HU3KOT0 TOKa. B 310 Bpemst MoXHO 0becneunTs
CTaBUNbHYIO CBADKY, Manoe PasbpbI3riuBaHme 1 KDACHBbII CBAPHON BAVK. 3a7aBaiTe CBAPOYHbII TOK COTMIACHO PUCYHKY HIKe. LIns pasnuuHbIx pabouix
YCIIOBMI CM. PA3 1N ¢ TabNMLeit NapameTpoB CBAPKH AAHHOM UHCTPYKLMM.

Tok npu KPaTKOCPOUHOM KOPOTKOM 3aMbIKaHUN

Ouametp nposonoku (MM) Mpumensiembli Tok (A) OnTUmanbHbIi TOK (A)
0,8 50~120 70~100
10 70~180 80~120
1.2 80~350 100~200
16 140~500 140~350
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Bbi6op ckopocTH cBapKu

Ipv BbIGOPE CKOPOCTY CBAPKY CNIEAlyeT NPUHMMATH BO BHUMAHYE KAYeCTBO M NPOU3BOANTENLHOCTL CBAPKU. [PH YBENMUYEHIM CKOPOCTH CBAPKK Ocnabnsetcs
3thcheKT 3aLwThI 1 yCKOpSeTCs OxnaxaeHue. Kak cneactaue, a1o He Cnoco0CTByeT DOPMUPOBAHHMIO CBAPHOTO Banuka. ECM CKOPOCTL CMLLKOM Mana,
3aroToBka Oy/eT NPOXXEHa, v KPaCyBblii CBAPHOM BANWK HeNb3s OyaeT nonyyuts. B npakTuyeckoi pabote CKOPOCTb CBAPKM He AOMKHA NpesbiLath 50
CM/MUH.

Bui6op Bbinera

YBenuyeHve Bblneta npoBONOKM MOXET YNyULUMTb NPOU3BOAUTENBHOCTb, HO CAMLUKOM BONbLIOM BINET MOXET MPUBECTM K U3NULLHEMY Pagbpbi3ruBaniio,
NONOMKE NPOBONOKM 1 He CTabunbHOM cBapke. B obLLem, BbineT npoBONOKK 40MKeH ObiTb B 10 pa3 60nbLLe AnaMeTpa npoBONOKM.

Bbi6op pacxofja 3aWMTHOrO rasa

OCHOBHOM (hakTOp  3aLLINTHOE feiicTBMe. KpOMe TOT0, 3aLLMTHO AEHCTBUE MDH CBAPKE BHYTDEHHYX YI/IOB NYYLLE, YEM NDH CBAPKE HADYXHBIX YTTIOB,
1I03TOMy PacxoAl rasa MpH CBADKE BHYTPEHHYX YIMOB MOMKeH ObiTb MeHblue. B pexume FCAW (cBapka TpyGuatbiM anekTpofom) Tpeoyercst MeHblue
3ALLYTHOTO ra3a, Wk OH He TPeOYETCS BOOBLLIE. CM. PUCYHOK HibXe Anst BbIDOPa KOHKDETHO O 3HaueHust Pacxoaa rasa.

Bbi6op pacxopa rasa

Pexum caapku CBapka TOHKOit CBapKa TONCTOM | Csapka Toncroii nposonokoii
NpoBONOKOi NPOBONOKOI Np¥ BbICOKOM ToKE
Pacxop rasa 5~15 15~20 20~25

(n/Mun)

TEXHWYECKOE OBCJTYXXUBAHUE

NPEAYNPEXAEHUE: Cnepytowue onepauun TpebytoT AOCTATOYHbIX NPOECCHOHANbHBIX 3HAHUA ANEKTPUKKU U UCHEPNbIBAOLLMX 3HAHMI
TexHuku 6ezonacHocTH. OnepaTopbl AOMKHBI UMETb AEACTBUTENbHbIE KBaNU(UKALMOHHbIE CEPTUCNKATbI, AOKA3bIBAOLNE UX HABbIKK U
3HaHus. Y6epuTech, YT0 BXOAHOI kabenb arperata 0TKNHYEH OT UCTOYHMKA ANEKTPUYECTBA Nepe/l TEM, Kak OTKPbIBaTb CBAPOYHbIA arperar.

1) Nepuoauyecky NpoBEPSIiTe, HAXORMTCS MY COBAMHEHHE BHYTDEHHEN CXEMbI B XOPOLLIEM COCTOAHMM (0COGEHHO BINKW). 3atsrusaiie ocnabLuve coeguHenns. Mpn Hanuumm
OKHUCTIEHYS! YANsiATe ero HaXAAYHOM ByMaroi M 3aTeM NOBTOPHO COBAMHSITE.

2) [lepXuTe pykw, BONIOCHI 1 MHCTPYMEHTbI NOAANbLLE OT ABUKYLLIMXCS ETaned, Takix Kak BEHTUNSTOP, BO U3BEXaHHE PaHEHNS Wi NOBPEXAEHNS arperara.

3) Mepuoamnyeckm yaansiTe Mbib CYXUM 1 YUCTbIM CXaTbIM BO3AYXOM. ECnM paboyas cpeaa CoRepXuT MHOTO [bIMA U 3arPA3HEHIi, arperar CMeayer YiCTUTb eXeaHEBHO.
[lasnetvie CXatoro Bo3Ayxa AOMKHO BbITb HA COOTBETCTBYIOLLIEM YPOBHE, YTOBbI M3BeXaTb MOBPEXAEHHS HEBONbLLIIX AeTanel BHYTPY arperara.

4) VsberaiTe nonasanys BHYTPb arperara I0XAs, BOAb! M NapoB. B Cnyyae ux nonajanus BHYTPb arperara npoCyLLTE ero 1 NPOBEPbTE M30NALMI0 000PYA0BaHNS (BKMI0Yas
TOUKY MEXTIY COBAMHEHMSIMY 1 MEXTIY COBAMHEHHEM 1 KOPMYCOM). ArperaT MOXHO HCronb30BaTh TONKO NPH OTCYTCTBHM HEHOPMATbHbIX IBAEHM.

5) Mepoauuecky NpoBepsiTe, HAXOMTCA 1M M30NALMS BOEX KaBenei B XOPOLLEM COCTOAHMM. B cnyyae nioBoro M3HOCa OTPEMOHTUDYITE WM 3aMeHHTe.

6) Mepoauyeckv NPoBepSiiTe, HAXOAUTCS N ra30BbIii LLNAH B XOPOLLIEM COCTOSHYM. 3aMEHSIITE ro npy HanuuMu NOGbIX TPELLMH.

7) Ecnnarperar He ucnonb3yetcs B TeueHHe ANUTENbHOMO BPEMEHH, NOMECTUTE Bro Ha XDAHEHHE B CYXOM MECTE B OPUTHANBHON yNaKOBKe.
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MONCK HEMCNPABHOCTEN

AHanu3 u ycTpaHeHne 06bI4HbIX HEUCNPaBHOCTEN

1) CBapka fomKHa BbINOMHSATLCS B CyX0# cpefe Npu BRaxHocTH 90% vam MeHee.
2) Temneparypa paboyen cpeabl fomkHa bimb 01-10°C 10 40°C.
3) W3beraite NpoBeaeHs CBAPKM Ha OTKDLITOM BO3YXE, ECMN HET 3ALLMTBI OT COMHEYHOMO CBETa v foXAd. CBapka BCL] BpEMS JOMKHA ObiTb CYXOM, He

KNajnTe ee Ha CbIPYto 3eMINHD NN B NyXK.

4) 3beraite NPOBEeHNsI CBAPKM B MblMbHbIM MECTAX UMM MECTAX C KOPPO3NOHHbLIM XUMUYECKIM ra30M.
5) CBapKa B 3aLLNTHOI CPefie A0MXHa NPOBOAMTLCA B MECTAX, /ie HET CUNBHOTO IBUXEHNS BO3TyXa.

TposiBneHne HencnpaBHOCTH

Pewwenue

["opwT cBETOAMOA Neperpesa

1. MpoBepbTE CBAPOUHBIA TOK ¥ BPEMS CBAPKM. CM. MHCTRYKLMIO M paboTaiTe
COrfnacHo TpeGoBaHmsM

2. [poBEPbTE COCTOSAHME BPALLIGHUS BEHTUNATOPA BO BPEMS CBapKK. Ecnm
BEHTUNSTOP He paboTaer, NpoBepbTe YTO0LI NUTaHe BeHTUNSTOPA ObIn0 220B: ecu
MUTaHe B NOPSAIKE NPOBEPbLTE BEHTUNATOP; ECAY MUTAHVE He B NOPSAKE, NPOBEPLTE
kabenb nuTaHmg.

HeT peaKLy NPy HaXaTun Ha KHOMKY
ropenku

1.TIpoBepbTE, FOPUT MW CBETOMMOM NUTAHNS 1 UMCDPOBBIE HBMEPHTENbHbIE MPUBOPI.
2. TpoBEPbTE KOHTAKT KHOMKM FOPENKY  COBAMHEHNE CBAPOYHONM FOPENKH.
3. MpoBEPbTE COBAMHEHME MEXAHU3MA NOAAUY NPOBOMOKY.

MexaHu3am nofiaun NpoBONOKK NoJAET
MPOBONOKY MpPU  HAXaTWW  KHOMKM
TOPENKM ANs MOJaun rasa, Ho Her
BbLIXOAHOTO TOK3, W CBETOAMOA
3aLLUTBI HE FOPHT.

1.TpoBepbTE KOHTAKT kaDenst MUTaHMS, NOACOBAMHEHHONO K 3arOTOBKE.

2.poBepbTe, MOZKMIOYEHA MM ObICTPOMENCTBYIOLIAA BUIKA K MPABUALHOMY
0bICTPOAEVICTBYIOLLIEMY THE3LY.

3. MpoBepbTe COBAMHERNE MEXaHI3Ma NOSAYN NPOBONOKM.

4.TlpoBepbTe, HET N NOBPEX/EHH B CBADOYHOM FOPESKE.

5. Okas nnatbl ynpaenexns PK-94 sHyTpu arperara.

[pU HAXATM KHOMKM rOpenku Aans
nojayv ra3a ectb BbIXOAHOM TOK, HO
MEXaHW3M nofa4n NpPOBONOKM HE
N0JAET NPOBONOKY.

1. TlpoBepbTe MexaHuam NOJaYn MPOBOMOKM HA MpenMer 3abusaHnd wunu
MOBPEXBHNS.

2. TIpoBePbTE KOHTAKTHBIA KOHUMK CBAPOYHOA FOPENkKY HA NpeaMeT 3a0uBaHus Ui
NOBPEXAEHNS.

3. Orka3 nnatbl nogayv npoBonoku PK-93.

MOXHO NpOM3BOANTL CBApKY,
HaXuMas KHOMKM TOPEnku, HO
HanpsXeHne He pPerynupyercs.
HanpsxeHnue X0nocToro xopa
CMLLKOM BBICOKO.

1. MpoBepbTE HCNPABHOCTb KAOENS YNPaBNEHUS MEXaHN3MA NOAa4M NDOBONOKM.
2. 0TKa3 nnatbl ynpasnexns BHyTpu arperara.

(CBapOyYHbIit TOK HecTabunex

1. TlpoBepbTe NPaBUALHOCTL [ABNEHUS HA MDWKMMHOM Pbluare MexaHuama nofaum

MPOBONOKM.

2. MpoBepbTe, COOTBETCTBYET W BEAYLLIMA DONMK PA3MEDY UCTIONb3YEMOIt IPOBOMOKM.

3. MpOBEPBTE M3HOC KOHTAKTHOTO KOHYYMKA CBAPOYHOM rOPEnKM. Mpi HeobxoaumocT
3AMEHUTE 1 3ATAHUTE ErO.

4. MpoBepbTE KAYECTBO CBAPOUHOI NPOBONOKH.

5. Mp0BEPbTE, He CULLKOM v U30rHYT Kabenb ropenki.

6. lpoBepbTe, He cniabo v BCTaBMeHa ObICTPOAEACTBYHOLLIAS BUNKA.
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CBapHOI BAMMK NNOXO 3aLLIMLLIEH 1. He ybupaiite CBAPOUHYIO rOPENKy Cpasy Mocne OKOHYAHMA CBAPKM, YTOObI
3LLMTHBIA Fa3 MOT NPOJOMXATh 3aLLMLLATL CBAPHOV BANK.

2. YBENMYbTE BPEMS 110Ja4H 3aLLIMTHOTO ra3a ocie OKOHYaHHS paBoThl i CBAXNTECH C
HalLLIEi KOMNAHMUEN.

locne cBapku ocTatoTcs 6onbLLMe 1. BoibepuTe pexum 4T w npoBoanTe CBAPKY NPY HUSKOM TOKE.
Kpareps! 2. /13menuTe pexum paborei.

TABJINLIA MTAPAMETPOB CBAPKHU (TOJIbKO [171 CITPABKM)

TOK M HANPSXeHve CBAPKM HANPSAMYIO BIMSIOT Ha CTABUNLHOCTL CBApKH, €6 KAYeCTBO ¥ MPOU3BOANTENLHOCT. YT0BLI NONyYMTh
XOPOLLYI0 MPOU3BOAMTENLHOCTL CBAPKH, CREMYET ONTUMANLHO 3aaTb TOK W HANPSIKEHUE CBAPKM, B OBLLIEM COMMACHO AMaMeTpy
3NeKTPOAa, PEXVIMY NePeHoca MeTanna v peBoBaHIsaM NPOU3BOLCTBA.

3a/1aBaiTe TOK 1 HAMPSPKEHNE CBAPKM COrNACHO CREYI0LLIMM TabnuLiam.

SN T T

TonwwuHa CkopocTb Pacxon

macrwws | 322000 |banexthona Toxcaaper| HanOmKEMe | ooy’ | raza | Gk
(mm) p (cm/muH) (n/mun)
12 0 1,0 70~80 17-18 45~55 10 1
1,6 0 1,0 80~100 18~19 45~55 10~15 1
2,0 0~0,5 1,0 100~110 19~20 40~55 10~15 1
2,3 0,5~1,0 1,0wm12 | 110~130 19~20 50~55 10~15 1
32 1,0~1,2 1,0uwm12 | 130~150 19-21 40~50 10~15 1
45 12-15 12 150~170 21~23 40~50 10~15 1
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MapameTpbl HOpPManbHOro YrOBOro LBA

nﬁgg::m?t Pa3amep | anektpopa | Tok cBapku | Hanpsxenue c::g;:;" P?:::"
(M) yrnal (mm) (mm) (A) cBapkm (B) (CM/MMH) (/)
12 2,5~3,0 1,0 70~100 18-19 50~60 10~15
16 2,5~30 1,0-1.2 90~120 18~20 50~60 10~15
2,0 3,0~35 1,0-1.2 100~130 19~20 50~60 10~20
23 2,530 1,0~1,2 120~140 19-21 50~60 10~20
32 3,040 1,0-1,2 130~170 19-21 45-55 10~20
45 4,0~45 12 190~230 22~24 45~55 10~20

MapameTpbl yrNoBOro WBa B BEPTHKANbHOM NONOXKEHUH
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nzgzﬁnm?t Pasmep |t anekTpopa | Tok cBapku | Hanpsxenue B::(ggolt(:;b P::;gn
yrnal (Mm) (Mm) (R) cBapku (B) p
(mMm) (cm/muH) (n/muH)
12 2,5~3,0 1,0 70~100 18~19 50~60 10~15
1,6 2,5~3,0 1,0~1.2 90~120 18~20 50~60 10~15
2,0 3,0-35 1,0~1.2 100~130 19~20 50~60 10~20
2,3 3,0~3,5 1,0~1,2 120~140 19-21 50~60 10~20
32 3,0~4,0 1,0~1,2 130~170 22~22 45~55 10~20
45 4,0~4,5 1.2 200~250 23~26 45~55 10~20
MapameTpbl CBapKK BHaXNECT
A ~ /
e 70\ B
) s
[ » S
) 'l \ | %
\/ N K‘ / , . J
\ + ) “ {
/ > | \ \
“};g’;:““'::ﬁt Pasmep |t anekTpopa | Tok cBapku | Hanpsxenue C::(:Eo:;b P?:::"
yrna | (Mm) (Mm) (R) cBapku (B) p
(mm) (cm/muH) (n/Mun)
12 2,5~3,0 1,0 70~100 18~19 50~60 10~15
1,6 2,5~3,0 1,0~1.2 90~120 18~20 50~60 10~15
2,0 3,0~3,5 1,0~1,2 100~130 19~20 50~60 10~20
2.3 3,0~3,5 1,0~1,2 120~140 19-21 50~60 10~20
32 3,0~4,0 1,0~1.2 130~170 22~22 45~55 10~20
45 4,0~45 12 200~250 23~26 45~55 10~20
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NapameTpbl MAG

Marepuan: yrnepoaucras cran
['a3: cmeck Ar+C0,

S— YcnoBus ceapku
e el el I o e Cacpocrs
(cm/MuH)
1,0 1,0 0 50~55 13~15 40~55
1.2 1,0 0 60~70 14-16 30~50
1,6 1,0 0 100~110 16~17 40~60
: 2,3 1,0um 1,2 0~1,0 110~120 17-18 30~40
32 1,0mm12 | 1015 | 120~140 17-19 25~30
40 1.2 15-20 | 150~170 18-21 35~40

Mbl npogomxaem yy4wath JaHHbIA CBAPOYHbIA arperar, No3ToMy HEKOTOpbIE ero JETanu MoryT GbiTb H3MEHEHbI
ANS LOCTHKEHMS NYYLLEro Ka4ecTBa, HO OCHOBHbIE ero (hyHKLMN M oniepaLu MeHsTbeA He GyayT. byem o4eHb
6narofiapHbl Bam 3a BaLle NOHMMaHHe.

Yctanoska MIG

1) MMpoBepbTE MyNLTUMETPOM UCTOUHVK NUTAHNS, HAXOAUTCS U HANPSDKEHWE B MPUEMNEMbIX PeAenax.

2) lMoaknioumTe CBAPOYHYIO FOPENKY k eBPOPa3bemy ajantepa Ha nepe/Hed naHenu nonyaetomara. ) BerasbTe BUnky kabens  3aXiMoM 3aroToBKM B rHe3a0
— Hanepe/Hei MaHeNN arperara v 3aTAHNTe ee N0 YacoBOM CTPENKe.

3) OTKuHbTE KPbILLKY NoMyaBTOMaTa. YCTaHOBMTE KaTyLUKy C MPOBONOKOM HA MOAKATYLLEYHHK. MPOBEPHUTE KaTYLLKY BPYYHyI0. [Inst NpenoTBpaLLeHus

PaaMOTK MPOBONOKY OHA A0MKHA NPOBOPAYMBATLCS C HEBONLLMM yCUIVE.

4) OTnycTUTe 3XUM NPWXMMHOMO PONMKA HA MOAAIOLLIEM MEXaHU3Me. BBeawTe NPOBONOKY Yepe3 NpHeMHyI0 TPYOKY MexaHu3ma nojayu B CvpanbHyio

HanpasnsIoLLLYI0 anantepa. lpocneaure, 4To6bl NPOBONOKA NONANA B KaHABKY BEAYLLIEro PONvKa, 3achMKCUpYHTe ee MPUXUMHbIM PONUKOM. BeayLuit ponvk

umeet Be karaskK: 0,8 M. v 1,0 mM. [poBEPbTE COOTBETCTBIE Pa3Mepa kaHaBky AMaMeTpy UCnonb3yemoi NpOBONOKA.

5) GHUMUTE CONNO C FOPENKY, OTKPYTHTE MEHbIZ TOKOCHEMHIi HAKOHEUHMK.

6) MoakniounTe BUNKY LLIHYPa NUTaHs nonyasTomara k cetn 220B / 507w, Ecnu po3etka 6e3 3a3eMNSIOLLEr0 KOHTAKTa — 3a3eMuTe KOpnyc nonyasToMara

0TAIENbHbIM KaBeneM Ha KOHTAKT 3a3eMNeHNs! Ha 3a1Helt NaHenw annapara. 3atem nepeseavTe B nonoxenue «BKIT» Bblkniouarens Ha 3aaHei naHenu.

7) TyTem KpaTkOBPEMeHHbIX Haxaruit KHonouHbIM nepeknioyarenem «BbIBOP PEXXMA- ycTaHoBiTe noNyaBTOMAT B HyXHbIi Bam pexiM paboTbl «2T» i

«AT> (npu a10M OyLeT rOPETH TONBKO COOTBETCTBYHOLLMI CBETOANON

8) CoenmHNTE MeXaH3m Noaayu NPOBONOKN ra30BbIM LLUAAHTOM C PErynsTOPOM N0AAYY Ha ra30BOM DannoHe.
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YCNOBUA FTAPAHTUIHOIO OBCNY)XWBAHUA

1. HacTosiLLee rapaHTuitHoe CBUAETENbCTBO SBNAETCS €AMHCTBEHHBIM JOKYMEHTOM, NOATBEPXAAOLLMM Balle npaso Ha OecnnatHoe rapanTuitHoe
00cnyXuBaHve. be3 npeabsBNenns JaHHOr0 CBUAETENLCTBA MPETEH3MM HE MPUHUMAIOTCS. B Cnyyae yTepy nnu nopyu rapaTuitHog CBIETENbCTBO He
BOCCTaHABNVBAETCS.

2. [apaHTiHbIA CPOK Ha 3NEKTDOMHCTPYMEHT COCTABNAET 12 MECSLEB CO AHA NPOAAXHK, B TEYEHWE rapaHTUIHOMO CPOKA CepByCHas cnyx0a becnnarHo
YCTPAHSIET NPOU3BOACTBEHHbIE JECEKTbI U NPOM3BOANT 3aMeHy JeTanei, BbILLEALLMX U3 CTPOS MO BUHE M3rOTOBUTENS. HA Mepnop rapaHTuiHoro
PEMOHTA 3KBUBANEHTHI/ UCTIPABHbIM MHCTPYMEHT He MPEOCTABNSETCS. 3aMeHsIeMeble AeTanv NepexoasT B COBCTBEHHOCTb CAYXO cepayca.

Komnaxns  P.L.T. He HeceT OTBETCTBEHHOCTH 3a BPEA, KOTOPbIA MOXET ObiTb MPUUMHEH NPK PabOTe C 3NEKTPONHCTDYMEHTOM.

3. B rapaHTuiiHblit PEMOHT MHCTYMEHT NPUHUMAETCS B YMCTOM BifE, NPY 00S13aTENBHOM HANuve Haanexalium 06pasoM 0OPMAEHHbIX AOKYMEHTOB:
HACTOSILLEr0 rapaHTUitHOr0 CBUAETENbCTBA, FapaHTUHOMO TanoHa, C MONHOCTLI0 3ANOMHEHHbIMM MONAMM, LUTAMIOM TOPrOBOI OPraH3aLmum 1
MOAMUCHIO NOKynaTens.

4. TapaHTUiHbI/ PEMOHT He MPOU3BOANTCS B CMIEMYIOLLIMX CNyyasiX:

~NPM OTCYTCTBIN FAPAHTUIHOIO CBUAETENCTBA M FAPAHTUAHOTO TANOHA WA HENPABUABHOM MX OCDOPMAEHNH;

~MPy COBMECTHOM BbIXOA€ U3 CTPOS AKOPS U CTATOPa NEKTDOABUraTeNs,, Npu 00YrMUBAHMA UMM OMNABNEHUN NEPBUYHOIM 0OMOTKY TPaHC(hopMaTopa
CBApOYHOrO annapara, 3apsaHoro A Nycko-3apaaHoro YCTPOVCTBA, NPK ONNABNEHMN BHYTPEHHX AETANEM, NPOXUTe dNEKTDOHHbIX Nnar;

~€C/N rapaHTUHOE CBIAETENbCTBO MW TANOH HE NPUHAZNEXAT AAHHOMY 3NEKTPOMHCTPYMEHTY UN He COOTBETCTBYET YCTAHOBAEHHOMY NOCTABLUMKOM
00pasuy;

110 MCTEYEHMUY CPOKA rapaHTu;

~MPY MONBITKAX CaMOCTOSITENLHOTO BCKPBITUS UMM PEMOHTA ANEKTPOMHCTPYMEHTA BHE FaPaHTUIHOM MACTEPCKOM; BHECEHUS: KOHCTDYKTUBHbIX M3MEHEHHT!
11 CMa3Ki MHCTPYMEHTA B FADAHTUVHbIA NEPUOL, O YEM CBITETENbCTBYHOT, HANPUMED, 3aNI0Mbl HA LLTMLEBLIX YACTAX KDENexXa KOPNYCHbIX AeTanei.
~MPM MCMONb30BAHMN 3NEKTDOMHCTPYMEHTA B MPOU3BOACTBEHHBIX WM MHBIX LIENSIX, CBA3AHHBIX C NONyYeHUeM NPuBbINK, @ TAKXE — MPU BOZHUKHOBEHUN
HEUCNPaBHOCTEN CBA3AHHbIX C HECTAOMMBLHOCTBIO NAPAMETPOB ANEKTPOCETH, NPEBBILLIAIOLLIX HOPMBI, yeTaHoBNeHHble [OCT;

~MPY HENPaBUNbHOM KCMNyaTauny (MCNONb30BaHHE 3NEKTPOUHCTPYMEHTA HE NO Ha3HAUEHMIO, YCTAHOBKM Ha 3NEKTDOMHCTPYMEHT HE MPEAHA3HAYEHHbIX
3aBOAOM-H3rOTOBHTENEM HACAMOK, AONOAHUTENbHbIX NPUCROCOBNEHNH 1 T.N,;

~MPY MEXaHNYeCKyX MOBPEXAEHNSX KOPMYCa, CETEBOrO LUHYPA M NPU MOBPEXAEHNSX, BbI3BHHbIX BO3AEVICTBUSMM arpecCHBHbIX CPEACTB U BBICOKUX M
HU3KIX TEMNEParyp, nonagaHi MHOPOAHBIX NPEAMETOB B BEHTUNALMOHHbIE PELLIETKM ANEKTDOMHCTDYMEHT, a TAKXE NPU MOBDEXAEHUSX, HACTYNMBLUMX
B PE3y/NbTaTe HENPaBUMbHOMO XPAHEHUS(KOPPO3US METANMMUECKUX YacTen);

MW ECTECTBEHHOM U3HOCE AETanei ANEKTPOMHCTPYMEHTA, B Pe3ynbTate AMMTENbHOM SkCnnyarauni(Onpeaensetcs no npuaxakam noaHom un
YaCTUYHO BbIPAOOTKM PECYPCa, CHABHOTO 3arPsi3HEHHS, PXaBUMHbI CHAPYXW U BHYTPU 3NEKTPOMHCTPYMEHTa, 0TPABOTaHHOM CMa3ku B PeayKTope);
~HCNONb30BaHVE MHCTPYMEHTA HE MO HA3HAYEHHIO, YKA3aHHOMY B MHCTPYKLMW NO 3KCRAyaTaumu.

~MPY MEXaHNYECKVX MOBPEXAEHNSIX MHCTDYMEHTa;

MW BO3HUKHOBEHMU MOBPEXEHUT B CBS3M C HECOBNIOACHUEM MPEAYCMOTPEHHbIX MHCTPYKLMEN YCNOBWI 3KCnNyaTauMu(cm. rnasy  Ykasaxue no
TEXHVKE OE30MACHOCTY B MHCTPYKLIH).

~NOBPEXAEHHE U3ENUS BCNEACTBUE HECOONIOAEHNS NPABIN XDAHEHNUS 1 TDAHCMOPTUPOBKY.

[pochrnakTuyeckoe 00CTYXMBAHHUE ANEKTDOMHCTPYMEHTA (YMCTKA, MPOMbIBKA, CMA3Ka, 3aMEHa MbINbHIKOB, NOPLUHEBLIX M YINOTHUTENbHBIX KOMEL) B
rapaHTUIHbIA NEPUOA SBNSETCS NNATHOM YCAYTOM.

Cpok cnyxObl U3AENUS YCTAHOBMEH U3rOTOBUTENEM 1 COCTABNSET 2 FOAA CO AHS M3rOTOBNEHMS.

(0 BOBMOXHbIX HApYLLEHVSIX, H3NOXEHHBIX BbILLIE YCOBHI FapaHTUAHOMO 06CAYXVMBAHMS, BafenbLy COOOLLAETCS NOCNe NPOBEAEHNS AMarHOCTUKH B
CEPBICHOM LiEHTpe.

Bnagenew WHCTpyMeHTa 0BEPSIET NPOBE/EHIE AMArHOCTHK B CEPBYCHOM LIHTPE B CBOE OTCYTCTBHE.

3anpeLLaeTcs aKCnnyaTaUvs aNeKTPOMHCTPYMEHTA MY NPOSIBAEHUM NPU3HAKOB NOBBILLEHHOMO HArpesa, UCKPEHUS:, a TakKe LUyMa B PeAYKTOPHON
yacTi. [Inst BbISICHEHVS MPUYMH HEUCMPABHOCTM NOKYNATeNo Cneayet 00paTuTbCs B FapaHTUiHYI0 MACTEPCKYI0.

HevcnpaBHOCTH, BbI3BaHHbIE HECBOEBPEMEHHOM 3aMEHOM YTOMbHbIX LLETOK ABUTATENS, YCTPAHSIOTCS 32 CUeT MOKynaTens.

5. ['apaHTis He pacnpocTpaHseTcs Ha:

~CMeHHbIe MPUHAANEXHOCTH (AKCECCYapbl 1 OCHACTKA), HANPUMED: aKKYMYASTOPbI, AMCKM, HOXH, CBEPNA, Oypbl, MATPOHbI, LieNH, 3863A04KH, LAHTOBbIE
3AKMMbI, LLUINHbI, 3NEMEHTbI HATHKEHNS! 1 KDENNeHNs), FONOBK) TRUMMEPOB, NOAOLLBLI LLAMEDOBANLHBIX M NEHTOYHbIX MALLMH, (DUALTDbI U T.N.
~BbICTPON3HALLMBAIOLLIECS AETANM, HANPUMED: YrONbHbIE LLETKM, MPUBOAHBIE PEMHY, CaNbHUKH, 3aLLNTHBIE KOXYXH, HANPABASIOLLME POAMKH,
HanpaBNsHoLLYe, PE3NHOBbIE YNNOTHEHNS, NOALLMMHIKM, 3y0UaTble PEMHY 1t KONECA, CTBOMbI, NEHTBI TOPMO33, XPANOBMKY 1 TOCH! CTAPTENOB,
MOPLUHEBbIE KOMbLA W T.N. 3aMeHa WX B TEYEHNH FapaHTUAHOTO CPOKA ABASIETCS MAATHOM YCAYrof.

~LUHYPbI MUTaHKS, B CyYae MOBPEXAEHNS U30NUMH, LLIHYPbI NUTaHUS NOANEXaT 0093aTeNbHOi 3ameHe 0e3 Cornacks BnafenbLa (ycnyra nnarHas).
~KOpMyCa MHCTPYMEHTa.
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FAPAHTUIHOE CBULETENLCTBO HA UHCTPYMEHT P.LT.

HavmeHoBaHve n3nenws
Aptukyn u3nenus I O
Cepuitvblit HoMep OO0 OOOOOONO M.,
[ara npogaxu — «__»

HauMeHoBaHue TOProBOM OpraHu3aLmy

YBaxaemblit nokynarens!

brarogapum Bac 3a nokynky uHctpymenTa P.LT. u Hageemcs, 4To Bbl

OCTAHETECH 0BOMbHbI CBOMM BbIGOPOM. B npoLiecce Npou3BOACTBA MHCTRYMeHTBI P.1T.

NPOXOAAT MHOrOYPOBHEBI KOHTPOMb KAYECTBA, 6C/M Tem He MeHee Ballie u3nenvie OyaeT HyXaarbes
B 06CnyxvBaHuy, npockm Bac oBpaLwiarscs B aBTOPU3MPOBAHHBIE CEPBICHBIE LgHTPbI P.LT.

Buumanue!

Mpw nokynke Tpedyitte y NpoJaBLa NPOBEPKM KOMMAEKTHOCTH # paBoTocnocoBHOCTH
WHCTDYMEHTA, 3aMONHEHNE raPaHTUAHOMO CBUAETENbCTRA, FAPAHTUAHOMO TanoHa(rpachbl
3ANOMHSOTCS NPOLABLOM) Y NPOCTAHOBKM NEYarit TOProBOR OPraHu3auuy B rapaHTuitHoM
CBMAETENbCTBE ¥ FAPAHTUAHOM TANIOHE.

FapanTus

Ha 0CHOBaHWY AHHOrO rAPAHTUAHOTO CBIAETENbCTBA KOMMAHUA P.I.T. rapaHTupyer otcyTcTBue
NedeKTOB NPON3BOACTBEHHOrO XapaKTepa, Kak B CaMOM W3AEMMN, TaK ¥ B COCTABNSIOLLMX 6ro
KOMTMOHEHTX.

ECAu B TEUBHWM FrAPAHTUAHOMO CPOKA B BalLieM M3MENMM TeM He MeHee 0BHADYXATCA YkasaHHble
NIeCDEKTbI, CNELMANM3UPOBAHHbIE CEPBHUCHbIE LEHTPLI P.I.T. GecnnarHo OTPEMOHTUYIOT 3Menve i
3aMEHT NEDEKTHBIE 3aMACHbIE YaCTH.

[apaHTUIHBIA CPOK HA ANEKTPOMHCTPYMeHTbI  P.L.T. cocTagnger 12 Mecsles CO JH Npofaxy.

«C ycnoBusMN rapaHTHiiHOro 06CNyXNBaHUA 03HaKoMNEH(a). PaboTocnoco6HOCTL U KOMNNEKTHOCTb
M3[ENnA NPOBEPEHbI B MOEM NpucyTcTBUM. MIPETEH3NIA K KA4ECTBY U BHELUHEMY BUAE HE UMEHD».

Mopnuck nokynatens damunua(pas6opumso)

TenetpoH




®
I)o I OTQ CBAPOYHbIii MONYABTOMAT

Progressive Innovational Technology

P.I.T. WARRANTY CARD

Name
Serial number
Date of sale
(Filled by seller) Seal is here

m.

The date of receipt of the repair 20

< date of acceptance for repair 20
o .“?; Application for repair
22 Customer
% ; Telephone (address)
E = -qgj The reason for petition
E (})‘j ﬁ Tool checked in my presence Seal is here

(The order is filled in the service center) (signature)

T
1
I
I
!
I
|
I
!
¢>| WARRANTY REPAIR CARD
!
|
!
|
1
|
1
|

Name
Serial number.
Date of sale ""

(Filled by seller) Seal is here

WARRANTY REPAIR CARD

date of acceptance for repair 20
Application for repair

Customer
Telephone (address)
The reason for petition

Tool checked in my presence Seal is here
(The order is filled in the service center) (signature)

The date of receipt of the repair 20

Serial number
The date of sale 20

Name

Serial number
Date of sale ""
(Filled by seller) Seal is here

WARRANTY REPAIR CARD

date of acceptance for repair ___ 20
Application for repair

Customer
Telephone (address)
The reason for petition

The date of receipt of the repair 20

Serial number
The date of sale 20

Tool checked in my presence Seal is here
(The order is filled in the service center) (signature)
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Haumexosanve,

FTAPAHTUAHBIA TANOH P.LT.

Cepuithblit HoMep.

M.,

[lara npopaxn «__» 20
(3anonHsercs npoaasLOM)

KAPTA FAPAHTUAHOMO PEMOHTA __
[lara npviema B pemoHT __

3asBka Ha PEMOHT

3akazumk

_ T

TenedpoH(anpec)

[puymnHa obpalLeHns

M.

[lata nonyyeHus U3 peMoxta __

VIHCTPYMEHT NPOBEPEH B MOEM MPUCYTCTBUN

(BaKa3 3anonHsAeTcst B CEPBUCHOM LIEHTDE)

HaumeroBarne

(noanvch)

M.,

CepuitHblit HoMep.

[lara npogaxu «__» 20 _r.

(3anonHsercs npoaasLom)

KAPTA TAPAHTUIAHOTO PEMOHTA _
[lata npuema B peMOHT __

3asBKka Ha PEMOHT

3akazunk

TenecboH(anpec)

MpuymnHa obpatLieHns

M.

[lata nonyyexns u3 pemoHta __
VIHCTPYMEHT NPOBEPEH B MOEM MPUCYTCTBIN
(3aKa3 3anonHseTCcs B CEPBUCHOM LIEHTPE)

HaumerosaHue

(noanuce)

CepuitHblit HoMep.

M.,

[ara npogaxu «__» 20
(BanonHsieTcs NpoaasLOoM)

KAPTA TAPAHTWUIAHOT O PEMOHTA _
[lata npuema B peMOHT __

3asBKka Ha PEMOHT

3akasunk

TenedpoH(anpec)

MpuymnHa obpatLiexns

M.

[lara nonyyeHns u3 pemoxta __

VIHCTPYMEHT NPOBEPEH B MOEM MPUCYTCTBUM

(3aKa3 3anonHseTCcs B CEPBUCHOM LIEHTPE)

(noanuce)

»

»

[ara I'IO}'Iy‘-IeHI/IﬂI/I_S PEMOHTA «

HanmeHosaHue
CepuitHblit HOMeP,
[ata npogaxu «

r

20 _|

20

»

»

[ara NONYYEHN U3 PEMOHTA «

HanmeHosaHue,
| Cepuitnbiii Homep
[ara npofaxu «

r

r.
20 _|

20

»

»

[ara NONYYEHNs U3 PEMOHTA «

HanmeHosaHue,
| Cepuitribiit Homep
[ata npogaxu «
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P.L.T. WARRANTY SHEET / FTAPAHTUIAHBIN TAJNOH P.LT.
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PMIG145-C,PMIG165-C,PMIG205-C
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P1.T.

MocTaBwmk / npousBoauTens: Xinjiang Longbo Industrial Co., Ltd./CutasHb MoHr6o Vpactpuan Ko., Mo,
Anpec npoussoacTtea: Rm. 602, 6th Floor, No. 531, Weixing Road, Economic And Technological Development
Zone, Urumgi, Xinjiang, China / Och.602, 6 atax, Ne531, Beitumhr Poap, SkoHomuk SHa TexHonomxukan
[esenonmeHT 3oH, Ypymun, CuHasHb, Kutain

WmMnopTep/ opraHusauumsi, ynoriHoMo4eHHasi npuHuMaTh npeteHsumn: 000 «Typbo-Tync»
IOpuanyeckuin agpec: 614058, Mepmckuit kpait, r. Mepmb, yn. GomutHckas, 36

info@pittools.ru

Cpenaxo B KHP / Made in China

www.pit-tools.com
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