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YBAXAEMbI/A TIOKYMATENb!

Bnaronapum Bac 3a Bbi6op HaLwuei npoaykumum!

Mbl papbl Npennoxutb Bam n3penus, paspaboTaHHble u
1N3rOTOBNEHHbIE B COOTBETCTBUMN C BbICOKMMM TPEBOBAHNAMM
K Ka4ecTBy, QYHKLMOHANbHOCTI 1 n3aitHy. Mepen Havanom
3KCMTyaTaumn npubopa BHUMATENbHO MPOYNTANTE [aHHOE
PYKOBOACTBO, B KOTOPOM COLEPXMUTCS BaXHas MHDOpPMALS,
KacatoLLasics Baluei be3onacHoCTy, a Takxe pekoMeHaaLmum
N0 NPaBWAbHOMY MCMONb30BaHMI0 MPMBOpa 1 YXOMy 33 HUM.
Mo3aboTbTeCb 0 COXPaHHOCTM HacTosllero PykoBOACTBa,
1CMONb3yiTe €ro B Ka4YeCTBE CMPaBOYHOTO MaTepuana npu
[anbHeMLLEM NCNONb30BaHNV MpUbpa.

OCHOBHbIE CBEIEHUS

B uCTOYHMKax TOKa AaHHOW CEpuM MCnonb3yeTtcs
HBEPTOPHad TexHonorus IGBT. 3Ta cuctema ynpasneHus
Ccnonb3yeT UMGPOBOA CUTHAN, KOTOpbIA obecneynBaeT
04YeHb ObICTPbIA OTKMMK W peakunio Ha M3MEHEHUS
napameTpoB 3AEKTPUYECKON Jyru NS 0YEHb TOYHOrO
KOHTPONS CBApOYHOrO MPOLECCa M NOMyyYeHns CBAPOYHbIX
LLBOB HauBbICLLEro kayecTsa. MHBepTopHas cuctema IGBT
YNyyLiaeT BbICTPOTY W ANHAMUKY OTKAWKE M 3HAYMTENbHO
YMEHbLUAET pasMepbl 1 Maccy annapara. 3amkHyTas Lienb
KOHTPONg C 06paTHOI CBA3bl0 06ECMEYMBAET BbICOKYIO
cTabunbHOCTb NapamMeTpoB fiyru Aaxe npu konebaHuax
CeTeBOr0 Hampspkenus, obecrneunBas NpeBOCXOAHbBIN
pesynbrar CBapku.

HA3HAYEHWE NYCNOBUS 3KCMTYATALMK

Annapat aproHoayroBoil CBapky NpeaHasHaueH fins aproHa-

[lyroBoV CBapki MocTosHHbIM (DC) M nepemeHHbIM TOKOM

(AC). MpOCTOi M MHTYUTUBHO MOHATHbIA MHTEPGENC 06rer-

YaeT HaCTPOiiKy W PEerynmpoBKy CBAapOYHbIX NapamMeTpos.

MHOXeCTBO (YHKUMIA 1 OCOBEHHOCTEN, MO3BONSKOT COK-

paTWTb BpeMs Ha NOATOTOBKY U YyBENWYUTH

NpOM3BOANTENBHOCTL CBApKM. JIErkMi BEC W ManeHbkue

rabapuTbl 06eC-NeYnBaloT MOBUNBHOCTb MPU MOHTAXHBIX 1

BbIE3[IHbIX PaboTax.

[JlaHHbIii annapaT npeaHasHayeH Ans 6bIToBoro v npodec-

CMOHaNbHOMO MCMONb30BaHMs M 061afaeT CnefyloLmMm

npenMyLIecTBaMm:

« (CBapka YrnepoaucToN, NermpoBaHHON, HEpPXaBetoLL el
CTanu, anloMUHIS 1 ero CNaBOB.

«  CBapka TOHKONWCTOBOO MeTanna.

e /MNynbCHbII pexmM.

«  CBapkanoKpbITbIM 3NEKTPOLOM.

= Perynupyemoe BpeMs npoayBKy rasoM nocie CBapku.

DEAR CUSTOMER!

Thank you for choosing our products!

We are pleased to offer you products designed and
manufactured in accordance with high guality, functionality
and design requirements.Before using the tool, please read
this manual carefully as it contains important information
regarding your safety, as well as recommendations for the
correct use and care of the tool. Take care to save this
manual, use itas areference for future use of the tool.

BASICINFORMATION

The power sources in this series use IGBT inverter
technology. This control system uses a digital signal that
provides a very fast response and reaction to changes in the
arc parameters for very precise control of the welding
process and the highest quality welds. The IGBT inverter
system improves the responsiveness and dynamics and
significantly reduces the size and weight of the machine.
Closed-loop feedback contral circuitry ensures high arc
stability even with line voltage fluctuations, providing
excellentwelding results.

PURPOSE AND OPERATING CONDITIONS

The argon arc welding machine is designed for argon arc

welding with direct current (DC) and alternating current

[AC). Simple and intuitive interface makes it easy to set and

adjust welding parameters. Many functions and features,

reduce preparation time and increase welding productivity.

Light weight and small dimensions provide mobility for

installation and field work.

This machine is designed for domestic and professional use

and has the following advantages:

« Welding of carbon, alloyed and stainless steel,
aluminumandits alloys.

»  Welding of thin-sheet metal.

»  Pulsemade.

»  Covered electrode welding.

»  Adjustable time of gas purging after welding.



OCOBEHHOCTK

MepeHOCHOIt annapat Ang UMMYIbCHOM aproHoayroBoit

11 DYYHOI [lyrOBOW CBapKU.

CoBpEMEHHbIN AN3aliH, BbICOKAS MOLWHOCTb Y
NpOM3BOAUTENBHOCT.

\HBepTOpHas TexHonorus Ha 6a3e Hoselwwx IGBT
TPaH3NCTOPOB.

CBapouHble npoueccsl TIG, PULSE TIG, MMA.
OnTuManbHO MOAXOAMT ANS CBapKM YrNEpPOAMCTbIX,
HU3KONErMpoBaHHDBIX U HEPXaBEHOLLMX CTane.
lo3BonseT perynnposatb Becb Npouecc TIG cBapku.
Bpems npopyBKu.

Perynupyemblii CTapTOBbIiA, paboumnii 1 TOK 3aBapku
Kpatepa.

Perynupyembiii n1koBblit 1 6a30BbIi Tok npu TIG PULSE.
PerynupoBka yacToTbl uMAynbCa.

Perynuposka 6anatca umnynbca.

Bbi6op Tna nomxura ayri TIG LIFT / TIG HE

WNHavkaTop ceTu.

BcTpoeHHas TepmanbHas 3aLuuTa.

MHavkaTop neperpesa.

BcTpoeHHas 3aLLMTa 0T CKauKoB HanpshkeHus.
Oxnax[eHue C NOMOLLbI0 BCTDOEHHOMO BEHTUNSTOPA.
Heb0nbLLOW BEC 1 KOMMAKTHbIE Pa3Mepbl.
B03MOXHOCTb NOAKNIOYEHNS Neaani

FEATURES

» Portable machine for pulsed argon arc welding and
manual arc welding.

»  Moderndesign, high power and performance.

« Inverter technology based on the latest IGBT
transistors.

e TIG, PULSETIG and MMA welding processes.

» |dealforwelding carbon, low-alloy and stainless steels.

» Allowsyou toregulate the entire process of TIG welding.

e Purgetime.

» Adjustable start, operation and crater welding current.

» Adjustable peak and base current during TIG PULSE.

» Adjustable pulse frequency.

«  Adjustment of pulse balance.

«  Selectable arcignition type TIG LIFT / TIG HF.

» Mainsindicator.

«  Built-inthermal protection.

»  Overtemperatureindicator.

»  Built-insurge protection.

»  Coolingwith built-infan.

» Lowweightand compactsize.

»  Footpedal connection available

TEXHWYECKWE XAPAKTEPUCTMKM / TECHNICAL SPECIFICATIONS

Mogens  Model MIG220A-PRO
Hanpsxenue  Voltage 220B £15%
MoTpebneHne MakcManbHoe — Maximum consumption 8,6 kVA
Hanpsxenue xonoctoro xopa  Idle voltage 65V
CBapouHbiii Tok MMA - MMA welding current 20-200A
Ceapouhbii ToK TIG TG welding current 10-220A
[inametp anektpoga  Electrode diameter 16-4 mm
[lnametp anexktpopa TIG  Electrode diameter TIG 16-4 mm
Knacc usongummn  Isolation class F
CreneHb 3awutel  Protection class Ip21S
KOMMNNEKTALIMS PACKAGE CONTENTS

AproHoyrosoil CBApOYHbIN NoyasTOMar
Kabenb ¢ knemMMoil 3a3eMneHins, 2 M
Kabenb ¢ anektponoaepxatenem, 2 M
fopenka TIG-26,4 M

Komnnekt 31Nk ropenke

3almMTHag Macka (nnacTukosasl)
MpoBONOYHAS LLETKA

MHCTPYKUMS

[apaHTUIHbIA TaNoH

Argon arc welding semiautomatic machine
Cable with grounding clamp,2m

Cable with electrode holder,2m

TIG-26 burner,4m

SPTA kit for the burner

Protective mask (plastic)

Wire brush

Manual

Warranty card



BHELLIHMIA BWZ NAHENW YNPAB/IEHUS

Puc.1
1. Beibop pexuma TIG. 16. HacTpoitka 6anaHca NonspHOCTY.
2. Bbibop pexxrma MMA. 17, HacTpolika 4acToTbl MMnynbea.
3. Bbibop pexyMa CBapku Ha NOCTOSAHHOM TOKe. 18. HacTpoiika LWpHHLI MMNymbea.
4. BbIBOp pexuMa CBapKu Ha NEpPeMEeHHOM TOKe. 19. MHankaTop neperpesa annapara.
5. HacTpovika NpeanpoiyBku rasom. 20. VIHankaTop 0TOBPaXeHNs NPOLEHTHOTO 3HaYeHMs.
B. BbIK/toueHe MMMybCHOo pexuma. 21. HavkaTop oTo6paxeHns 3HaveHus B L.
7. BK7io4eH1e MMNynbCHOro pexiMa. 22. VIHOmKaTop oTo6paxeHns Cumbl Toka.
8. HacTpoiika CTapToBOro Toka. 23. VHaVKaTop 0TO6PaXEHWs 3HAYEHNS B CEKYHAAX.
9. HacTpoiika YacToTbl MMMyNbCa. 24. HacTpoika nykoBOro Toka.
10. HacTpoiika 6a3oBoro Toka. 25. HacTpoiika BpeMeHi NoBbILWEHUS CO CTaPTOBOO TOKa.
11. HacTpolika BpeMeH cnafa Toka. 26. Pasbém "-".
12. HacTpolika ToKa 3aBapKu Kpatepa. 27 LWTyLep NoAKMYeHns ra3oBoro pasbema.
13. Beibop pexyima paboTbl ropenku 4T 28. Pa3béM noakntayeHms kabens ynpasneHus ropenkon.
14. Beibop pexwma pabortbl ropenku 2T 29. PazbéM NoaK/IOYEHUS AUCTAHLVOHHON PErynvpoBKiu.
15. HacTpoiika NocTnpOoayBKM ra3oM. 30. Pasbém "+".

BHuMaHue! BHeWHWA BUO, TeXHWYECKNe OaHHble W KOMMEKTauus M3Lenns Moryt BbITb M3MEHEHbI npomssoanTenem bes
[JOMOHUTENBHOIO U3BELLIEHMS. [TPETEH3MN, OCHOBAHHbIE Haﬂ,aHHOI;IMHCTDYKLLI/II/I,MOFyTﬁbITbOTKﬂOHEHbI.
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EXTERIOR VIEW OF THE CONTROL PANEL

1. TIG mode selection.

2. Selects the MMA mode.

3. DC welding mode selection.

4. Selection of AC welding mode.
5. Gas purge setting.

6. Switching off the pulse mode.
7 Switching on the pulse mode.
8. Setting the starting current.
9. Setting the pulse frequency.
10. Setting the base current.

11. Setting the current decay time.

12. Setting the crater welding current.

13. Selection of 4T torch operation mode.

14. Selection of 2T torch operation mode.

15. Setting the post-purging gas.

Warning! Appearance, technical data and equipment of the product are subject to change by the manufacturer without prior

Fig. 1

notice. Claims based on these instructions may be rejected.

16. Setting the polarity balance.

17. Setting the pulse frequency.

18. Adjustment of pulse width.

19. Overheat indicator on the machine.

20. Percentage display indicator.

21. Display indicator for displaying the value in Hz.
22. Current display indicator.

23. Display value indicator in seconds.

24. Peak current setting.

25. Setting of boost time from the starting current.
26. Connector ™"

27. Gas connector plug.

28. Connector for burner control cable connection.
29. Connector for connection of remate control.

30. Connector "+



MPABWNA 0 TEXHUKE BE30MACHOCTH

BHUMAHUE! Obpatute ocoboe BHMMaHME Ha npaBuna
TEXHWKM BE30MacHOCTH 1 CRedyiiTe UM HEYKOCHUTENbHO BO
136exaHve TpaBM UV NOBPEXAEHVS 060pyA0BaHNS.

«  CBapouHblit annapat MOXET BbITb NCMONb30BAH TOMBKO
10 NPSMOMY Ha3HauYEHUHO.

< lcnonb3oBaHve annapata Ang ApYrux Lene 1 npy He-
c06/0aeHNN NpaBuN 3KCMTyaTaLyy CYNTaeTCs MCMonb-
30BaHVEM He N0 Ha3HauYEeHWH0. 3a NOBPEXAEHNS 11 BbIXOL
113 CTPOS annapata npy 1CMob30BaHWUM He MO HasHaye-
HVI0 POV3BOANTENb OTBETCTBEHHOCTM HE HECET.

e 06s3aTenbHO 03HAKOMbTECH C NpaBunamn Hes-
0MacHoCTV Nepeq Hayanom pabatbl. Bce cBeToBbIE CHr-
Hanbl annapara A0/KHbI HOpManbHO paboTarh 1 He 6biTb
3aK/eeHbl, 3aKPaLLEHbI UK 38KPbITbI.

< [onb3oBatenb 0693aH NPOXOAUTL MHCTPYKTaX MO Tex-
HUKe 6e30MacHOCTN B YCTAHOBNEHHbIE CPOKM.
PekomeHayeTcs kaxuble 3-6 MecsueB NpoBOaKTb pery-
NSPHOE TEXHUYECKOE 0BCAYXBaHNE annaparta.

CBapoyHbIe ra3bl M a3p030/ib ONACHbI

e [lpu cBapke nosBnsercs ras u
a3po30/b, BAbIXaHWE KOTOPbIX
0nacHo ANs 30pOBbS.

= [lpn cBapKe He [epXuTe ronosy B
NoTOKe AbIMa.

< (becneybte 4OCTATOUHYID BEHTH-
NAUMI0 30HbI CBApKM NGO MCNONb3yiTE CBAapOYHYIO
Macky ¢ NPUHYAUTENbHOI NOAAYe CBEXEro BO3ayXa.

e 3alUMTHBIA ra3 U CBApOYHbI a3p030Mb BbITECHAIOT
Kucnopoa u3 Bo3fyxa. poBepsiiTe BEHTUAALNIO
yyacTka CBapku nepef HayanoM pabotsl npu pabote B
3aMKHYTbIX IPOCTPaHCTBAX.

«  KacaHue 0roneHHoro aneKTponpoBoLa MOXeT NPUBECTH
K ymapy TokoM. CBapOuHbli 3NneKTpon W 06paTHbIi
kabenb HaxoadTcs MoA HanpsxeHueM, Korna annapar
BK/M0YEH. CeTeBOM KOHTYP BbICOKOTO HaMpshKeHWs Takxe
HaXOASTCA N0 HANPSXKEHNEM, KOTZia annapart BKIKOYEH.

« He Kacaittecb fieTanei Noa HanpsKEHMEM ronoil KoxXeit
JNW B MOKPOV OAEXLE.

« Bo Bpems cBapku Ha CBapLUMKE LOMKHbI BbITb Cyxue
3alLWUTHbIE NepyaTky 6e3 AbIPOK 1 3aLLMTHas OAEXAA.

Ynap aneKTpUyecKM TOKOM MOXET NPUBECTM K rnbenu
N »  Kopnyc annapaTa [i0/XeH BbiTb
3a3eM/IeH, Bce TOKONPOBOAALLME
[eTanu AOMXHbl BbITb M301M-
DPOBAHbI.
 [loacoeauHnTe ceTeBol kabenb
COTMACHO WHCTPYKUMM MO 3KC-
nnyataumn. Mpu cbopke 1 MoH-
Taxe annapar [OMKEH BbiTb

SAFETY INSTRUCTIONS

WARNING! Pay special attention to safety regulations and
follow them rigorously to avoid personal injury or damage to
the equipment.

«  The welding machine may only be used for its intended
purpose.

»  Using the machine for ather purposes and not following
the operating instructions is considered improper use.
The manufacturer will not be held liable for any damage
or malfunction of the machine if it is not used for its
intended purpose.

»  Besure to read the safety instructions before starting
work. All lights on the machine must be working
properly and must not be taped, covered or covered
over.

« It is the user's responsibility to be trained in safety
procedures within the prescribed time frame. It is
recommended that the machine be serviced regularly
every 3-6 months.

Welding gases and aerosols are dangerous

«  Welding produces gas and
aerosols that are hazardous to
your healthif inhaled.

«  Donothold your head in the fumes
while welding.

« Ventilate the welding area
sufficiently or use a welding mask with a forced supply
of freshair.

» The shielding gas and welding aerosol displace oxygen
from the air. Check the ventilation of the welding area
before working in confined spaces.

« Touching a bare wire can cause an electric shock. The
welding electrode and return cable are live when the
machine is on. The high voltage mains circuit is also live
when the machineis on.

»  Donoattouch live parts with bare skin or wet clothing.

«  The welder must wear dry, hole-free protective gloves
and protective clothing when welding.

Electrocution canresult in fatalities
" « The housing of the unit must be
grounded and all conductive parts
must be insulated.

« Connect the mains cable
according to the operating
manual. The machine must be
unplugged during assembly and
installation.



OTK/THOYEH OT CETH.

« [lpu cBapKe B OMaCHbIX YCnoBUAX (3aMKHYyTOe
NPOCTPAHCTBO, MOBbILEHHAS BAAXHOCTb,
3aMblNEHHOCTb, CTECHEHHOE MONOXEHNE CBApLUNKa U
op.) cnenyer npuMeHaTb 06opynoBaHue C
NOBbILUEHHbIMU TPebOBaHNIMYU 6E30MaCHOCTH:
nonyasTomatel MIG cBapku, annapatbl TIG cBapku u
annapatbl MMA capky ¢ GyHKumeit VRD.

e [lopcoeanHeHe 3neKTpOLOAepXaTens, 3axuma
3a3EMJIEHS Y KNEMM CBAPOUHbIX kabenel npousBoanTb
[0 BKWYeHWs annapata. loBpexaeHHble fetany
CBAPOYHON LNV OMKHbI 6bITb HEMEANEHHO 3aMEHEHbI.

JNeKTPOMarHuTHbIE MO MOTYT 6bITb ONACHBI

3NeKTPOMarHUTHbIE NONS MOTyT

# Bbl3BaTb CHOM B paboTe cnepyloLlen
TEXHUKM:

e [ATYMKNM W CUCTEMbI Mepeaay

'1| [aHHbIX.

= ©  VHTEpHET M TeNeHaBuraums.

©  V3MepuTesbHbIE U KanMBpoBOYHbIE MPUBOPBI.

«  C/IyXOBblE annapatbl U KapANOCTUMYNSTOPbI.

Mepbl N0 NPeaOTBPALLEHMIO:

« MpaBUNbHOE NOAKIOYEHNe K ceTu. MpoBepbTe
MpaBUIbHOCTb NOAKIOYEHIS 060PYI0BAHMS K CETU.

e CBApOYHbIA Kabenb u kabenb 3azemaeHus no
BO3MOXHOCTM [IOMKHbI BbITb MAKCUMANbHO KOPOTKUMMU.
lMoacoeanHaiTe kabenb 3a3eMneHus K CBapyUBaeMol
[eTanu no BO3MOXHOCTW GnMXKEe K 30HE CBApKM.
CBapoyHble Kabenu [OMKHbI HaXOANTHCA MaKCUManbHO
[aneKo OT iPYruX NPOBOAOB.

N3nyyeHue gyrv MoxeT 06xeub

e WsnyyeHwe myru MoXeT 06Xeub

i rnasa v Koxy.
f »  CBapKy BbINOMHATL B CBAPOYHOI
-'ll_ ____.-", Macke 1 CreunanbHol 3aLuTHOM
i onexne BO n3bexaHne 0Xoros
TNas iy Koxy.

- (QropaxwBaiiTe MecTo CBapki Neperopoakami u
cneunanbHbIMY CBETOHENPOHMLAEMbIMI LUTOpPaMU 13
Heropioyero Matepuana [ns 3alluTbl NOCTOPOHHErO
nepcoHana 0T BO3AENCTBHUA U3Ny4YeHs fyru.

CBapoyHble BpbI3rit M UCKPbI MOTYT BbI3BATb N0Xap

e Korma cBapka He Mpov3BOANTCS,

:& ybenuTeck, YTo KOHYMK 3NeKTpoaa
He KacaeTtcsl TOKOMPOBOASLUMX
nogepxHocTen. CnyyanHblil

KOHTaKT MOXET BbI3BaTb MCKPb,

Meperpes Unn BO3ropaHue.

« (Bapka B 3aMKHYTbIX MPOCTPAHCTBAX (KOHTEMHEp,

6akn) MOXET Bbl3BaTb BO3rOPAHME MW B3PbIB.

«  Whenwelding in hazardous conditions (confined space,
high humidity, dust, cramped pasition of the welder,
etc.) use equipment with higher safety requirements:
TIG welding machines and MMA welding machines with
VRD function.

» Connect the electrode holder, grounding clamp and
terminals of the welding cables before turning on the
machine. Damaged parts of the welding circuit must be
replaced immediately.

Electromagnetic fields can be hazardous
Electromagnetic fields can cause
malfunctions in the following

# equipment:
» sensors and data transmission
'1| systems.
- « internet and television navigation
systems.

» measuringand calibration equipment.

« hearingaids and pacemakers.

Prevention measures:

« proper connection to the network. Check that the
equipment s properly connected to the mains.

» keep the welding and ground cables as short as
possible. Connect the ground cable to the work piece to
be welded as close to the welding area as possible.
Keep the welding cables as far away from other wires
aspossible.

Arcradiation can burn
» Arc radiation can burn eyes and
skin.

e
K. i »  Wear a welding mask and special
= e = protective clothing to avoid burns
Ll toeyesand skin.

« Enclose the welding area with
partitions and opaque curtains made of non-flammable
material to protect bystanders from the arc's radiation.

«  When not welding, make sure that

:E the electrode tip does not touch
overheating or fire.

« Welding in confined spaces

Welding spatter and sparks can cause a fire
conductive surfaces. Accidental
contact can cause sparks,
(containers, tanks) can cause fire or explosion. Follow
fire safety precautions carefully.



TwaTenbHO BbINONHANTE TpeboBaHMS MOXaApPHOM
be30macHoCTH.

«  [lpwn myroBoW CTPOXKE NPUHNMANTE CneuuanbHble Mepbl
noXapHow 6e30MacHOCTY.

» HapeBailTe He3aMaCNeHHY 3aLIMTHYIO OAEXAY:
KOXaHble MepyaTky, 3alWTHYIO KYpTKY, LUTaHbl
CBAPLLVMKA, 3aLLMTHbIE BOTUHKM U NOALLNEMHUK.

» B 30He cBapku He [JOMKHO BbiTb Nerkosocnna-
MEHSIOLLIMXCS MaTep1arnos.

e YyacToK CBapKM AOMKEH ObiTb OCHALLEH OrHeTyLu-
TeNEeM 1 NepBNYHbIMM CPEACTBAMY NOXKAPOTYLUEHMS.

« Ypangiite orapok MMA anektpoaa W3 3nekTposo-
[epXaTens nocne 3aBepLUeHs CBapKU.

TMoaBMXHbIE YaCTV MOTYT BbI3BaTb TPABMbI
DONUKM.
3aKpbiBaiTe BCe ABEPLIbl, MaHenM,

e 3beraiiTe KOHTaKTa C MOABUX-

HbIMU YaCTAMM, TaKUMU KaK BeH-

TUNSTOPbI.
3aLLNTHBIE PELIETKM U KOXYXM.

»  CepBucHoe 06CnyxmBaHWe [OMKEH BbINOMHATD TOMbKO

LOMNYyLLIEHHbI NepcoHan.

3berailTe KOHTaKTa C MecTamu

33XKMMOB, TaKUMI KaK nopatoLLme

» CepeiCHOE 0BCNYXMBAHNE BbIMOMHATL TOMBKO MpU
BbIK/TIOYEHHOM 13 CeTI annapare.

Oxoru ot ropﬂquxneTaneﬁ

j « He kacanTtecb ropsumx fetanein

rONOM KOXEl U pykaMmi.
[lng paboTbl ¢ ropgunMn feTansmm
JleTawas cTpy>XKa Unm Nbisib MOFYT NOBPEAUTH FNasa
e [lpn 3ayucTke bonrapkow unu

VICI'IOI'Ib3yl7ITe cneunanbHble
LeTKOW NeTuT MbiAb M MeTan-

3aXMMbl, NaccaTXxn Unn ToNncTble
JIn4yecKas CTPyXKa, Kotopasd MoXeT
LIJyM MOXET BbI3BaTb NOBPeXAeHNe Cnyxa

nepyaTku.
NoBPeaNTL rnasa.
i + BbicokMit ypoBeHb WyMa oOT

Mpu 3a4MCTKE U OTOMBAHUK LLINAKa
JCMONb3YIATE 3aLLMTHBIN LWAEM Un
QUK.

HEKOTOPbIX MPOLECCOB MOXET
BbI3BaTb MOBPEXAEHME CyXa.
Mpn BbICOKOM YpOBHE WYyMa

MCNONb3yiiTe HaYWHUKN UK
bepywm.

»  Takespecial fire precautions when arc welding.

« Wear non-oily protective clothing: leather gloves,
protective jacket, welder's pants, safety boots and hard
hat.

«  There should be no flammable materials in the welding
area.

« The welding area must be equipped with a fire
extinguisher and primary fire extinguishing equipment.

»  Remove the MMA electrode shard from the electrode
holder after welding is complete.

Moving parts can cause injuries

» Avoid contact with moving parts
suchasfans.

»  Avoid contact with clamping points
suchasfeedrollers.

»  Close all doors, panels, guards and
covers.

«  Only authorized service personnel
should perform service work.

« Perform service work only when the machine is
unplugged.

Burns from hot parts

« Do not touch hot parts with bare
skin or hands.

« Use the special clamps, pliers or
thick gloves to handle hot parts.

Chipsor dust flying into the air could injure your eyes.

»  Dust and metal shavings fly when
you grind with a grinder or brush
and caninjure your eyes.

«  Wear a helmet or goggles when
grinding or chipping.

Noise can cause hearing damage

» High levels of noise from some
processes can cause hearing
damage.

Use headphones or earplugs when
noise levels are high.

®



['a30BbIii 6an0H MOXET B30pBaThCsl

« [a30Bblil 6anaoH COAEPXUT ra3s
noa AasnexueM. MoBpexaeHHbIi
bannoH MoxeT B3opBaTbcs. He
[LONyCKaiiTe Harpesa Unn noBpex-
[eHNs bannoHoB.

« [Ins TPaHCNOPTMPOBKM ra3oBbiX
HannoHoB NCnonb3yiiTe cneumans-
Hble HOCWNKM UNW TeNeXKM, YTo6bI UCKNOYNTL NafeHne
Vynapbl 6annoHoB.

e [lpu pabote 3akpennsite 6annoHbl B CNEUMAbHON
CTO/iKe WM pamne B BEPTUKANbHOM MONOXEHUU BO
n36exaHue nafeHus unn ynapa 6annoHos.

e He kacaliTecb ra3oBblx 6annoHOB CBApPOYHbIM
9M1eKTPOAOM, 3NeKTPOAOAEpXaTENeM, 3aXNUMOM
3a3eMMeHNa N ApYrMMU YacTaMu NOL HanpskKeHueM.
Pacnonaraiite cBapoyHble kabenu no BO3MOXHOCTK
[ianbLue oT 6annoHoB.

«  lcnonb3yiiTe ra3oBble PefykTopbl, NOAXOASLLME MO
MapKe v [laBNeHuto rasa.

e Bce rasoBble HannoHbl, PeayKTOpbI, LWNaHM, GUTUHIY
[LOMKHbI BbITb B UCIPABHOM COCTOAHMM.

«  [lpn XpaHeHn ¥ TPaHCNOPTMPOBKE HaLeBailTe 3alnT-
Hble KONNaky Ha BEHTWNY BannoHoB.

MNpesbiweHue uukna B Bbi3biBaeT neperpes

iy T Wcnonb3yiiTe annapaT B COOT-
L | BETCTBUM C LLMKNOM [1B.
| [laBaiiTe annapaty OCTbITb.

e » He nepekpbiBaliTe MOTOK OXnax-

3 oy [1a101LIer0 BO3MyXa K annapary.
p ﬁl 06opyaoBaHue ¢ Mapkuposkoi EAC
MOMHOCTbIO COOTBETCTBYET Tpeboa-
HIMGM BNEKTPOBE30NACHOCTI TEeXHMYECKOro pernaMeqTa
TaMOXeHHOr0 COK3a.

Gas cylinder may explode

- The gas cylinder contains
pressurized gas. A damaged
cylinder may explode. Do not allow
cylinders to become hot or
damaged.

« Use a stretcher or cart to
transport gas cylinders to prevent
the cylinders from falling or being bumped.

« When working, secure cylinders in a special rack or
ramp in an upright position to prevent the cylinders
from falling or striking.

« Do not touch gas cylinders with a welding electrode,
electrode holder, grounding clamp or other live parts.
Keep welding cables as far away from cylinders as

possible.

»  Use gas reducers that are suitable for gas grade and
pressure.

»  Keep all gas cylinders, regulators, hoses and fittings in
goad condition.

»  Wear protective caps on cylinder valves when storing
and transporting.

Exceeding the SP cycle causes overheating

ry T Use the machine in accordance
L Bty ) with the SP cycle.
| » Letthe machine cool down.

P, Do not block the flow of cooling air

_' g tothe machine.
'l ﬁl EAC labeled equipment is fully
compliant with the electrical safety
requirements of the Customs Union technical regulations.



TMPABWIIA 3KCNNYATALIUK

BHUMAHME! HenpaBunbHas aKcniyaTauus 060pynoBaHus
MOXET NPUBECTU K TpaBMaM MepcoHana wnm noBpexaeHmio
0bopyfoBaHns. BHUMATENbHO MpOYMTaiiTE MHCTPYKLMIO
nepeq 1Cnonb3oBaH1eM 060pyaoBaHuS.

3AMPET UCMNONb30BAHUA HE MO HASHAYEHUHO
CBapouHbIii annapat MOXeT MCMonb30BaThCs TOMbKO [Ist
CBapKM, CMOCOGOM, YKasaHHbIM B [@HHOM PYKOBOACTBE.
Vicnonb3oBaHue annapata AN APYrUX Liefieid Win Apyrum
CMOCO6OM CUUTAeTCS MCTONb30BAHUEM HE MO HasHaueHuio.
Mpou3BOAMTENb HE HeceT OTBETCTBEHHOCTM 3a
CMONb30BaHME annapata He Mo HasHayeHuto. MoHTax,
9KCMyaTalms 1 CepBUC AOMKHbI BbIMOMHSTLCS CTPOTO B
COOTBETCTBUY C TPEHOBAHUAMM IaHHON MHCTPYKLMM.

MPABWNAYCTAHOBKW AMMAPATA
Knacc 3awyutbl annapata IP21. OaHaKo rnaBHbIE BHYTPEHHNE
KOMMOHEHTbI 3aLLMLLIEHbI AOMOHUTENBHO.

BHUMAHWE! Annapat He 6pocaTb 4 He KaHTOBaTb, 3TO
onacHo. PasmellaTb annapar Ha HaAexHOW POBHOW
MOBEPXHOCT, IPEOXPAHAT OT MafieHNIA.

BeHTunsuus annapata OyeHb BaxHa g HesonacHoi
pabaTbl. lpu yCTaHOBKEe annapara npoBepbTe AOCTYN
OXNaxpaloLLero Bo3fyxa K BeHTUngGTopaM annapata. 1o
BO3MOXHOCTM HE [OMyCKaTb MomagaHus mbiiu v
METaNMYECKON CTPYXXKI C OXNaXAAI0LLIAM BO3LYXOM BHYTPb
annapara.

NOAKNHOYEHNE UCTOYHUKATOKA

*  WcToyHuk TOKa paccuuTaH Ha paboty OT CeTeBoro
HaNPSXeHNs, 3a9BNEHHOTO B UHCTPYKLIMA.

+  Certesble kaben 1 pO3ETKM OMXKHbI NOACOEANHATLCS B
COOTBETCTBYUI C TPEBOBAHMAMY 3NEKTDOBE30MNACHOCTH.

BHWMAHWE! HenpasuibHoe NOAKIIOYEHUE MCTOYHNKA TOKA
MOXET NpuBECTN K nonomke. CeTeBoi kabenb u
NpeaoxpaHuTenu [OMKHbI NoAbUpaTbes B COOTBETCTBIM C
CETEBbIM Hanpsxennem. CTporo cnepoBaTb TpeboBaHMSM
[aHHOW MHCTPYKLIAM.

CBAPOYHBIE KABENN

Mpu cBapKe 06paTiTe BHUMaHWE Ha ClefyoLLee:

a. CBapoyHble kabenu AonXHbI 6bITb MakCUManbHo
KOpOTKUMMY;

b. Mpu ncnonbaoBaHUM LAMHHBIX Kabener pyKOBOACTBYMTECH
CXEMaMU HUXE.
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OPERATING RULES

WARNING! Improper use of the equipment can result in
personal injury or damage to the equipment. Read the
instructions carefully before using the equipment.

PROHIBITION OF IMPROPER USE

The welding machine may only be used for welding in the
manner described in this manual. Using the machine for any
other purpose or in any other way is considered improper
use. The manufacturer is not responsible for improper use.
Installation, operation and service must be carried out
strictlyaccording to the requirements of this manual.

INSTRUCTIONS FOR THE INSTALLATION OF THE MACHINE
The machine has degree of protection IP21S. However, the
basicinternal components are additionally protected.

DANGER! Do not drop or knock the machine, it is dangerous.
Place the machine on a safe, level surface and protect it
from being dropped.

Ventilation of the machine is very important for safe
operation. When installing the machine, check the access of
cooling air to the machine's fans. If possible, do not allow
dust or metal shavings with the cooling air to enter the
machine.

WIRING THE POWER SUPPLY

«  The power supply is designed to operate with the mains
voltage as specified in the manual.

» The mains cables and sockets must be connected in
accordance with electrical safety instructions.

WARNING! Incorrect connection of the power supply can
cause damage. The mains cable and fuses must be adapted
to the mains voltage. Strictly follow the instructions in this
manual.

WELDING CABLES

When welding, pay attention to the following:

a.Keep welding cables as short as possible;

b.Iflong cables are used, refer to the diagrams below.



HEMPABW/bHO
CBapQYHbIil 1 06PATHbII Kabenu CBEPHYTbI B OHY KaTYLLKY.

WRONG
Welding cable and return cable are cailed into one coil.

NPABWIIbHO
PacnpsMuTb CBAPOYHbIN ¥ 0BpaTHbIA kabens 1 pacnonoXuTb ux
10 BO3MOXHOCTM BNvKe Apyr K Apyry.

CORRECT

Straighten the welding and return cables and place them as close burcer

together as possible.

NPABUJIbHO

Ecnn cBapauHble kabenn HeobX0aMMO CBEPHYTh, CBEPHUTE CBAPOYHbIN

Kabenb 1 kabenb 3a3eMNeHus B TAENbHbIE BYXTbI C PasHbIM

HanpaBNeHWEM BITKOB. l
KonuuecTeo BUTKOB B 06emx ByxTax I0MKHO BbiTb 0MHAKOBOE. H

XpaHuTe CBAPOUHbIA Kabenb 1 Kabenb 3a3eMNEHNs TeM Xe A
BbILLEYKa3aHHbIM CNOCOBOM.

CORRECT
If the welding cables must be coiled, coil the welding cable and
the ground cable into separate coils with different winding directions. l

The number of turns in both coils should be the same.

Store the welding cable and ground cable in the same manner as %
above.

Puc. 2 / Fig. 2

n



NCNONb30BAHME AMMAPATA

BHUMAHME! CBapouHblil annapaT CHabXeH YCTPOWCTBOM
3aLUNTbI 1 6e30MaCHOCTY, HAa3bIBAEMbIM TEMOBOW 3aLLMTON.
370 YCTPOICTBO BK/TIOYaETCS aBTOMATUYECKM NP Neperpese
CBApOYHOr0 annaparta, OTKMYas SAeKTPOMuUTaHue, He
[0nycKas AanbHeNLIEero NOBPEXAEHNS NAaThl U 3NEMEHTOB.
Mpn cpabaTbiBaHUM TENNOBOW 3aWMTHI 3aropaeTcs
VHAMKATOP Ha NMLEBOV NaHenu.

Unkn nponomkutensHocTy Bkiouernd (MB) paccuntbisaeTcs
N0 BPEMEHN ropeHns ayru B TeueHne 10-MUHYTHOO LKKAa,
npv KOTOPOM anmapaT MOXeT BapuTb 6e3 meperpesa. lpu
NeperpeBe BKMKYAETCS 3aliuTa OT Meperpesa, cBapka
OCTaHOBUTCH, BEHTUNATOP Mpojonxaet paboTarts.
MomoxanTe 15 MUHYT, MOKa BEHTUAMTOP OXNafuT annapar.
Mocne neperpesa PEKOMEHAYETCS CHU3WTL CUAY TOKa Wiu
YBENUYUTb BpEMS OTAbIXa annapara.

BHWMAHMWE! YacToe npeBbilerue Lukna B MoXeT BbIBECTH
113 CTPOS aNnapar ¥ 3HaYMTENbHO CHXXAET CPOK CyXObl.

PYYHAS IYTOBAS CBAPKA (MMA):

1. MpoBepbTe, YTOBbI BLIKMIOYATE/b HAXOMWICA B NOOKEH!N
BbiknioyeHo (OFF).

2. BcTasbre Kabenb ¢ anexkTpoaonepxarenem (3/) 8 cunosoe
rHesno (-) wnw (+), pacnonoXeHHblit Ha nepeaHei naHenv
annapara 1 MoBepHuTE [0 YNopa no 4acosoil cTpenke. B
[Ipyroit pasbem BCTaBbTe Kabesb C KIeMMOl 3a3eMieHus
(K3). Y6enntech B HaneXHOCTH NOACOSAVHEHMSA CBAPOYHbIX
kabeneit K CWNOBbIM rHesdaM, uHadye 6GymyT BbIropaTb
KaBebHbIE LUTEKEPbI ! CUIOBbIE THE3AA.

Mpgmas nongpHocTb /Forward polarity

e res

OPERATING AWELDING MACHINE

WARNING! The welding machine is equipped with a
protection and safety device called thermal protection. This
device turns on automatically when the welding machine
overheats, cutting off the power supply and preventing
further damage to the board and components. When the
thermal protection is activated, the indicator on the front
panel lights up.

The duty cycle (DC) is calculated from the arc burn time
during a 10 minute cycle at which the machine can weld
without overheating. If overheating occurs, the overheat
protection will activate, welding will stop, and the fan will
continue to run. Wait 15 minutes for the fan to cool the
machine. After overheating it is recommended to reduce
the amperage or increase the machine's rest time.

WARNING! Frequently exceeding the SP cycle can damage
the machine and significantly reduce the service life.

HANDHELD ARC WELDING (MMAJ:

1.Check that the switchis in the OFF position.

2. Insert the electrode lead (EL) into the (-) or (+) power
connector on the front of the machine and turn it clockwise
as far as it will go. Insert the cable with the grounding
terminal (GT) into the other connector. Make sure the
welding cables are securely connected to the power jacks,
otherwise cable plugs and power jacks will burn out.

£ Puc.3 /Fig.3

* PacnonoxeHue pasbeMoB + 1 -

Ha CBAPOYHOM UHBEPTOPE MOXET

OTANYATLCS OT NPEACTABNEHHBIX
Ea F o bl b Ha PUCYHKE

*The position of the + and - terminals
on the welding inverter may differ
from those shown in the illustration.



3. WUcnonb3yitTe npsmyio u 06paTHYlD MONSPHOCTb
noaKNoYeHns kabens B 3aBUCUMOCTM OT yKasaHuii
NpOV3BOAUTENS 3NEKTPOAOB 1 B COOTBETCTBIM C NPOLECCOM
cBapKi feTanu. HenpaBunbHbIA BbIBOP MOAKMIYEHMS
BbI30BET HECTABUNBHOCTb fiyry, BonbLUee pa3bpbi3riBaHme 1
npununaxue snNeKTposa.

BOMBLUMHCTBO CBAPOYHbIX 3M1EKTPOAO0B MCMONb3YKTC MpU
paboTax Ha NPAMoil NONSPHOCTH (-], XOTS HEKOTOpbIE TUMb
371eKTPOAO0BR TpebyloT NOAKIYEHNS Ha 06paTHOM
MoNSPHOCTY (+).

BaXHO MCMONb30BaTh MHCTPYKUMM QUPMbI-NPOU3BOANTENS
3NEKTPOLLA, Tak Kak OH YKa3bIBaIT NPaBubHYH0 NONAPHOCTb
LUTYYHOrO CBAPOYHOrO 3NEKTPOLA, a Takxe Haubonee
NOAXOAALLMIA CBAPOUHbIA TOK.

3. Use the forward and reverse polarity of the cable
depending on the electrode manufacturer's instructions
and in accordance with the welding process of the
workpiece. Incorrect connection will cause an unstable arc,
more spatter and sticking of the electrode.

Most welding electrodes are used when working in forward
() polarity, although some types of electrodes require a
reverse (+) polarity connection.

It is important to use the electrode manufacturer's
instructions as they indicate the correct polarity of the
piece welding electrode as well as the most appropriate
welding current.

Puc. 4 Mpsmag nongpHocTs / Fig. 4 Forward polarity

4. BcTaBbTe BUNKY B CETEBYIO PO3ETKY, BCTABbTE 3MEKTPOA B
3[1, sakpenute cTpybunHy (K3) Ha 3aroToBKe, BKMIOYMTE
nnTaH1e v BbIbepuTe pexmuM ceapkn MMA,

5. OTperynupyiTe CBapOYHbli TOK, B 3aBUCUMOCTM OT
[A1aMeTpa UCnonb3yemMoro 3NeKTpoaa v 0T TMNa CBApOYHOro
LwBa. Peryn1poBka NPOMCXOANT METOAOM MOBOPOTa PyyKy
PEryanpoBKM CUAbl CBApOYHOrQ TOKA, MO 4aCcOBOW
(yBenuyexue TOKa) UM NpoOTUB YaCOBOWM CTPEKM
(ymeHbLueHue Toka).

Mpn BbINONHEHNM CBapKN KaYeCTBEHHbIMU 3MEKTPOAaMM
Cuny TOKa CNemyeT ycTaHaBnuBaTb B COOTBETCTBUM C
[aHHbIMY, yKa3aHHbIMM B MacmopTax uau ceptudukatax Ha
3T anekTpoabl. [luameTp 3nekTpopa BbibUpawT B
33BMCUMOCTU OT TOMLUMHBI CBApMBAEMOrO MeTanna, Tvna
CBapHOr0 COEMMHEHMS, MONOXEHUS LUBa B MPOCTPAHCTBE,
pa3MepoB [ieTanu, cocTaBa CBapuBaeMoro meranna. pu
CBapke BCTbIK MeTanna TOMLMHOA [0 4 MM MPUMEHSIOT
3MeKTPOabl MaMeTpoM, PaBHbIM TOMLLMHE CBApWUBAEMOrO
MeTanna.

(06paTtnTe BHMMaHMe Ha TO, YTO, B 3aBUCMMOCTY OT ANaMeTpa
3N1eKTPOoAa, bonee BbICOKME 3HAYEHWS CBAPOYHOrO TOKA
VCMONb3YOTCS AN CBAPKM B HIXKHEM MONOXEHWUN, TOTAa Kak
BepTMKanbHas ceapka (1M cBapka B BEPTUKANbHOM
MONOXEHUM, Tak HasblBaeMas NoTonoYHad ceapka) Tpedyer
Bonee HU3KKX 3HaYEHM CBAPOYHOTO TOKA.
MexaHuyeckne xapakTepuCTUKVM CBApPOYHOr0 LIBa
ONPefensioTCs NOMUMO CWMbl CBAPOYHOMO TOKA, APYrMM
napameTpami, Cpean KOTOpbIX: AWAaMEeTp W KayecTso
3NeKTPOa, [/IMHA [y, CKOPOCTb M MONOXKEHNE BbINOAHEHNS
CBApKM, NPaBIbHOE XPAHeHWe SNeKTPOROB (OHM [OMXKHbI
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4. Insert the plug into the mains socket, insert the electrode
into the EL, fix the clamp (GT) on the workpiece, turn on the
power.

5. Adjust the welding current, depending on the diameter of
the electrode used and the type of weld. Adjustmentis made
by turning the welding current control knab, clockwise
(increasing current) or counterclockwise (decreasing
current).

When welding with quality electrodes, the amperage should
be set in accordance with the data specified in the
passports or certificates for these electrodes. The diameter
of the electrode shall be selected depending on the
thickness of the welded metal, type of weld, position of the
weld in space, size of the part, composition of the welded
metal. When butt welding metal up to 4 mm thick,
electrodes with a diameter equal to the thickness of the
welded metal are used.

Note that, depending on the diameter of the electrode,
higher welding current values are used for welding in the
bottom position, while vertical welding (or welding in the
vertical position, so called ceiling welding) requires lower
welding currentvalues.

Mechanical characteristics of the welding seam are
determined, in addition to the welding current, by other
parameters, including: diameter and quality of the
electrode, arc length, speed and position of welding, proper
storage of electrodes (they must be protected from
moisture, and stored in a special package).

6. Wear protective clothing and a welding mask with



BbITb 3alLMLLEHbI OT BO3MENCTBUS BMarW, U XPaHWTbCS B
cheLnanbHo yrakoBke).

6. OpeHbTe CBAapOYHYD MacKy C COOTBETCTBYHLLMMY
3/1eMeHTaMi ANS 3alluTbl a3 OT CWAbHOMO CBETOBOMO
13M1yYeHns, NPOM3BOAMMOrO 3MEKTPUYecKol ayroi. Macka
MO3BO/ISIET CAEAMTb 33 MPOLECCOM CBapKM, OHOBPEMEHHO
3alLMLLAs BaC.

7. MpuKoCHUTECH K MECTYy CBapKM KOHLOM 31eKTpofa,
OBWKEHME BaLLEW PyKn A0MKHO BbITb MOXOXE Ha TO, KaK1M Bbl
3aXxuraere CNuyky. 370 M eCTb NMPaBUbHbIA METOA
3aKUraHms oyry. Kak Tonbko NoSBUTCS 3NeKTpruyeckas ayra,
nonbITanTeCh YAepKMBaTb PACCTOSHME A0 LUBA PaBHbIM
AVaMeTpy MCMob3yeMoro 3nekTpoaa. B npouecce ceapku
YOEPXKMBAiTE 3T0 PacCTOSHWE MOCTOSIHHO AN MOMydYeHus
PaBHOMEPHOTO LUBA. MTOMHITE, YTO HAKOH OCK 3NeKTPoaa B
Hanpaenexun [BWXeHUs [O/KEH cOCTaengTb okono 20-30
rpadycoB. 3akaHuuMBas LUOB, OTBEAMTE 3MEKTPOA HEMHOMO
Ha3afd, MO OTHOLUEHMIO K HampaBAeHMd CBapKM, YTOOb
3aMOMHUNCS CBAPOYHbIA KpaTep, @ 3aTeM pesko NogHuMUTe
3M1EeKTPOA, W3 BaHHbl pacnnaBNeHHOro Metana Ans
ICYE3HOBEHWS iy U.

o6Maska / wrap

3aLLNTHBIA a3 /
protective gas

T

nyra / arc

cBapoyHas BaHHa / welding bath

appropriate elements to protect your eyes from the strong
light radiation produced by the electric arc. The mask allows
you to watch the welding process while protecting you.

7 Touch the welding spot with the end of the electrode, the
movement of your hand should be similar to the way you
light a match. This is the correct method of igniting the arc.
As soon as the arc appears, try to keep the distance to the
weld equal to the diameter of the electrode you are using.
Keep this distance at all times during the welding process to
obtain an even weld. Remember that the tilt of the electrode
axis in the direction of travel should be about 20-30 degrees.
When finishing the weld, move the electrode slightly
backward with respect to the welding direction to fill the
welding crater, and then raise the electrode sharply out of
the molten metal bath to disappear the welding batharc.

cepaeyHuk anextpona / electrode core

kanns meranna / metal drop

3aCTbIBLNI LWNaK /
welding bath

UKW Lnak /
hardened slag

csapusaeMblit Matepuan / welding material

Puc.5 / Fig.5

1%



Buabl CBapHbIX LLIBOB

YacTo Mo BMAy CBAPHOMO LB MOXHO CYAUTb O KAyecTse
CBapOYHbIX PaboT. CTapaiiTech KaYeCTBEHHO OTPErynnpoBaTh
CUNy TOKa, Mof nofady M [BWXKeHWe SnekTpofa. Buael
CBAPOYHbIX LUBOB C OMVCAHNEM NPECTABNEHbI Ha PUCYHKE:

s mhdw bk
* r r

|-

I

Types of welding seams

Often you can judge the quality of a weld by the type of seam.
Try to adjust the amperage, the electrode feed and the
movement of the electrode properly. Types of welds with
descriptions are shown in the figure:

-

Puc. 6/ Fig. 6

1. CMLLKOM Me/IeHHOE NPO/BVXEHIE 3N1EKTPOAA.
2.04eHb KOpOTKas yra.

3. 0YeHb HIU3KII TOK CBAPKIA.

4. cnMLLKOM BbICTPOE NPOABIKEHNE 3NEKTPOfA.

5. 04eHb [/IMHHAS ayra.

6. 04eHb BbICOKMIA TOK CBAPKM.

7 HOpManbHbIN LOB.

1. the advance of the electrode is too slow.
2.very shortarc.

3.very lowwelding current.

4.1to0 fast electrode advance.
5.verylongarc.

6.very highwelding current.

7 proper weld.

APrOHOJYrOBASl CBAPKA HEMNABSALLMMCS 3NEKTPOAOM B CPEAE 3ALLWTHOrO TA3A (TIG)
ARGON ARC WELDING WITH A NON-MELTING ELECTRODE IN A PROTECTIVE GAS ENVIRONMENT (TIG)

[F
O

Puc.7 / Fig.7

* PacnonoxeHue pasbeMos + 1 -
Ha CBAaPOYHOM UHBEPTOPE MOXET
0T/IM4aTbCA OT NPEACTaBNEeHHbIX

Ha pUCyHKe

*The position of the + and - terminals
on the welding inverter may differ
from those shown in the illustration.



CEOPKA M HACTPOVKA ATITTAPATA

e JIN9 NOLKIIYEHUS CBAPOUYHOWM FOPENKK W KNEeMMb .
333eM/IEHUS MCMONb3YNTE TOMbKO COOTBETCTBYIOLLME
CunoBble rHesaa. .

[opkniounTe kabenb Macchl K pasbeMy «+» 1 3aKpennte
CTDyﬁLlMH)/ Ha cBapvBaemoM usgenuu. [pucoemmnHuTe
LUNAHT 38LLUMTHOrO rasa CBapOYHOV MOpenkm K LwTyLepy
Ha nepeaHel NaHeny annapara. .

+ BcraBbre wrekep kabens YNpaBNeHus CBapoyHON
rOpenky B rHe3no Ans Kabens YNpaBneHnd n 3akpytnte
ero.

C6opka ropenku

L1 e @ 9

ASSEMBLY AND ADJUSTMENT OF THE MACHINE

Use only the appropriate power sockets to connect the
welding torch and ground terminal.

Connect the ground cable to the "+" socket and secure
the clamp to the workpiece to be welded. - Connect the
welding torch shielding gas hose to the connector onthe
frant of the machine.

Insert the connector of the welding torch control cable
into the control cable socket and screw it on.

Burner assembly

e o @ &

| i ——

_ﬁ-—-—-

Puc. 8 / Fig. 8

1. BonbhpamoBbIi a7eKTpoa.
2.Conno.

3. [lepxatenb LiaHrv.

4. Te(noHOBas NPOKNaKa.

5. Tycak.

6. llaHra.

7 Pe3nHOBOE yNNoTHEHNE.

8. Konmauok AnvHHbIN (XBoCTOBHK).

1. Tungsten electrode.
2.Nozzle.

3. Colletholder.

4. Teflon gasket.

5. Nozzle.

6.Collet.

7.Rubber seal.
8.Long cap (shank).

TNoaKnoyeHne 3alnTHOro rasa Connecting the protective gas

BeHTunb ra3oBoro bannoxa /

PenykTop pasnesius / Gas cylinder valve

Pressure reducer

LWTyuep noakioyeHs rasosoro Lwnatra /
Gas connector plug

Puc. 9/ Fig. 9
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YIPO3A! Henapnexalluee obpauleHne ¢ 6annoHamu
3aLLMTHOrO rasa MOXeT MPYBECTV K TKENbIM TPaBMaM Co
CMEpTENbHbIM MCXOA0M.

e CnenyiTe MHCTPYKUMSM NPOW3BOAMTENS rasa w
NPennVCaHnaM, PerNaMeHTUPYHOLLAM PaboTy CO CXaTbIM
rasoM.

e YcTaHoBMTE 6annoH C 33lWUTHbIM F330M Ha
NPeLyCMOTPEHHYI0 ANt HErO NNaThopMy 1 3aKpenuTe ero
CTPax0BOYHOM Lienbio!

« He monyckalite Harpesa 6annoxa ¢ 3aLUUTHbIM rasom!

e Bce coemvHeHus B CUCTEME MOAAuM 3aLLMTHOMO rasa
LOMKHbI BbITb repMETUYHbIMM!

o [epMeTMYHO NPUBMHTUTE PEdYKTOP Ha BEHTWMb ra30B0ro
bannoHa.

e [loacoeaunuTe OOMH KOHEL ras3oBOro lnaHra K
PEAyKTOpY, ApYroit K COEAMHWTENbHOMY LWTYUepy,
KOTOPbI PacnoNOXeH Ha 3a[Hell NaHenu CBapOuHOro
annapara.

lpouecc cBapku

e YCTaHOBWTE BBIKIIOYATENb HA 3a[Hel naHenn B
nonoxenue “ON', 3aroputcs MHAMKATOP BKIHYEHNS
nuTaHNS.

e YcTaHOBWTE NepeknioyaTenb PEXMMOB CBapki B
nonoxexme TIG.

o OtkpoiiTe BeHTUb Ha BannoHe 1 OTperynupyiTe cuny
Hanopa rasa, yCTaHOBYB HYXHbll YDOBEHb.

e YcTaHOBMTE BENMYMHY TOKA CBApKW B 3aBUCMMOCTH OT
TONLMHBI 06pabaTbiBaEMOr0 U3AEANS 1 AMaMeTpa
3MeKTpoaa.

e HaXmute KHOMKY Ha DYKOSITKE TOpenku. Bbl AOMKHbI
YCAbILWATL «TPeCK» PaboTaloLlero BbICOKOYaCTOTHOMO
pa3psna. /13 conna ropenku NOMmKeH HadyaTb NOCTynaTh
33LUMTHbBIV ras.

BHUMAHUE! Ecnu csapka npouCXoanMT B Mepeblid pas,
noXanyicra, NofepXnTe KHOMKY B TEYEHWE HECKOMbKNX
CEKyHO Mepeq CBApKOW, HE HaulMHas CBapwBaTh, NOKa BECH
BO3OyX HE BbIAMET 13 ropenku. locne OKOHYaHWs CBapku B
TEUEHNE HECKOMbKUX CEKYH BCE eLle BYOET BbIXONTD ras.
370 He06X0aMMO, YTOBbI 3aLLUTVTH MECTO CBAPKM, NOSTOMY B
TEYEHIE HECKOMbKIX CEKYHIL, HE YOVpaiTe Toperky.

«  Pacnonoxute CBApOYHYI0 rOpenky Haj [eransio
[paccTosHme Mexay KOHLOM 3NeKTpoda v AeTansio
MPUMEPHO 2-3 MM).

+  BECKOHTAKTHbIM CTIOCOBOM 3aXTWTe Myry, Haxas Ha
KHOTIKY, DACTIONOXEHHYIO Ha PY4Ke TOPesKy.

«[ln9 3aBepLIeHAd NPOLIECCa CBAPKM OTNYCTUTE KHOMKY
rOpeski.
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DANGER! Improper handling of cylinders of shielding gas can
lead to serious and fatal injuries.

«  Follow the instructions of the gas manufacturer and the
regulations governing the handling of compressed gas.

» Place the protective gas cylinder on the platform
provided foritand secure it with a safety chain!

«  Donotexpose the protective gas cylinder to heat!

» Allconnectionsin the protective gas supply system must
be leak tight!

«  Screw the pressure reducer onto the gas cylinder valve
airtight.

» Connect one end of the gas hose to the pressure
reducer and the other end to the connection fitting on
the rear of the welding machine.

Welding Process

»  Set the switch on the rear panel to the "ON" position and
the power indicator lights up.

»  Setthe Welding Mode Switch to the TIG position.

« Open the valve on the cylinder and adjust the gas
pressure to the desired level.

»  Set the welding current according to the thickness of
the work piece and electrode diameter.

«  Press the button on the tarch handle. You should hear
the "crackling” of the high frequency discharge.
Protective gas should start flowing from the torch
nozzle.

WARNING! If you are welding for the first time, please hold
the button for a few seconds before welding without starting
to weld until all air is out of the torch. After welding is
complete, there will still be gas coming out for a few seconds.
This is necessary to protect the welding spot, so do not
remove the torch for a few seconds.

«  Position the welding torch over the workpiece (the
distance between the end of the electrode and the
workpiece is about 2-3 mm).

« Start the arc by pressing the button on the handle of the
torchwithout touching it.

» Release the torch button to complete the welding
process.



HuKHMiA Wwos /
Bottom seam

TOPU3OHTANbHbIIA LLIOB /
Horizontal seam

BepTukanbHbli 1wos /
Vertical seam

Puc. 10/ Fig. 10

TEXHWYECKOE OBCNYXUBAHUE

BHUMAHWE! Mepen npoBefeHneM onepaunit tex-
06CnyXuBaHus NPOBEPUTb, YTO CBAPOYHbLIA annapat
OTK/KOYEH 11 OTCOBAMHEH OT CETU NUTAHNS.

KOHTpONbHbIA 0CMOTP HEOBXOAMMO MPOBOAKTb 0 U NOCne
CMONb30BAHNA M3AENMS N0 HA3HAYEHWIO U nocne ero
TPAHCNOPTVPOBKM, NPY STOM HYXHO NPOBEPUTb HAAEXHOCTb
KpenneHus pasbeMoB, 0TCYTCTBIE NOBPEXAEHUI Kopnyca, a
TaK Xe 130NN CETEBOrO M CBAPOYHOTO Kabens.

Nio6oi [pyroit PEMOHT NPONU3BOANTCS TONBKO B CEPBUCHOM
LieHTpe. HapylueHne pykoBOfCTBa Mo aKcnnyaTaumu, noboe
He aBTOPKU30BAHHOE BMELLATENbCTBO B M3AENME YrpoXaeT
Balemy 3/10poBbl0 M, B NOBOM Cnyyae, NpUBOAUT K
HEBO3MOXHOCTI NPE/bsBEHNA FapaHTUIHBIX NPETEH3NN.
Mepen cHATUEM NaHenei annapara A9 BbINOAHEHMs Kakux-
b0 onepaunit BHYTPU Hero, 0683aTenbHO BbITALLUTL
LUTENCENbHYID BIIKY M3 PO3ETKM NUTAHWS, NOCKObKY Npu
BbINOMHEHMM pabOT BHYTPM annapaTa, cyllecTByer
0MacHOCTb NOPAXEHNS ANEKTPUYECKIM TOKOM MpH NpsSMOM
KOHTaKTe C 4aCTaMM N0/ HanPSKEHNEM.

PerynapHo, B 3aBUCUMOCTU OT YacTOTbl WCMOJb30BaAHUS
CBApPOYHOr0 annapara M 3anbleHHOCTU NOMeLeHus,
BbINO/HANTE NPOLYBKY BHYTPEHHEI YacTyh annapata CxatbiM
BO3MyXOM Npu AaBneHuu He Bonee 2 bap. [ng atoro
OTK/KOYMTE annapat oT SNEKTPOCETH, OTBUHTUTE BMHTbI Ha
KpbilKe annapata, CHUMUTE KpbILKY. Mocne npomyBku
YCTaHOBMTE KPbILLIKY HA MECTO M NPUKPYTUATE BUHTAMM.
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MAINTENANCE SERVICE

WARNING! Check that the welding machine is disconnected
and unplugged before carrying out any maintenance
operations.

The inspection should be carried out before and after using
the product for its intended purpose and after transporting
it, checking that the connectors are securely fastened and
that there is no damage to the housing, as well as to the
insulation of the mains and welding cables.

Any other repairs should only be made in the service center.
Violation of the operating manual, any unauthorized
interference with the product endangers your health and in
any case leads to the impossibility of making a warranty
claim.

Before removing the panels of the machine to perform any
operations inside it, be sure to pull the plug out of the power
socket, because when you work inside the machine, there is
a danger of electric shock from direct contact with live
parts.

Depending on the frequency of use of the machine and the
dustiness of the room, blow out the inside of the machine
with compressed air at a pressure of no more than 2 bar. To
do this, disconnect the machine from the mains, unscrew
the screws on the cover of the machine and remave the
cover. After blowing, replace the cover and screw it back on.



BO3MOXHbIE HEUCMPABHOCTU U AEMEKTbI

Mpu HeucnpaBHoi pabote CBApPOYHOrO annapata, npexnae
yeM 06paTUTbCS B CEPBUCHbIA LEHTP 3@ TeXHMYecKoi
MOMOLLbIO, CAMOCTOSTENBHO BBINONHUTE CRedyloLLne
NpOBEPKM:

1. Y6equTecs, 4To CBapOYHbIt TOK COOTBETCTBYET ANAMETRY U
TVNY UCNONb3YEMOr0 ANEKTPOfA.

2. VIHOMKaTop CeTU NuTaHMs BbIKMKOYAETCS MPW HanMuuu
HEMCNPaBHOCTI 3MEKTPONUTaHud (Kabenu, BbIBOABI,
MpenoXpaHuTenv ).

3. BKkNioyeHWe WMHAMKATOpa neperpesa ykasbiBaeT Ha
neperpes, KOPOTKOE 3aMblkaHWe, CAWLUKOM HU3KOe Wnu
BbICOKOE HanpsXeHue.

4. Mpw BKNIOYEHUN 3aLLUMTBI OT Neperpesa, NoAoKauTe, Noka
He NpoM30IAET OXNaxaeHne annapara.

5. Yéeantecb B ucnpaBHOW paboTe BeHTUNATOpa
NPUHYANTENBHOMO OXNIAXAEHMS.

6. MpoBepbTe napameTpbl CETW MUTAHWUS, OHW AOMXKHbI
COOTBETCTBOBATb TEXHMYECKMM AaHHbBIM, YKa3aHHbIM Ha
CBApOYHOM annapare. Annapar He 6yeT paboTatb Npyu 04YeHb
HW3KOM WAW OYEHb BbICOKOM HamnpshkeHuu, Noporu
HanpsXeHnit ykazaHbl B TaBNNLLE TEXHUYECKMX AAHHBIX.
7.Y6ennTech B TOM, 4T0 Ha BbIXOZaxX CBAPOYHOTO annapara Het
KOpOTKOTO 3aMblkaHus. B NpoTMBHOM Crydae, ycTpaHute
HencnpaBHOCTb.

8. Bce coemMHeHMs CBApOYHOrO KOHTYpa AOMKHBI BbiTh
NCMPaBHbIMY, Pabounit 3axuM (cTpybUMHa) JOMKEH BbiTb
MPOYHO MPUKPENTIEH K CBapNBAEMOMY M3LIE/NI0 (3aroToBKe).

Bo3MoXHble AeeKTbl CBapHOro LUBa
Bo3MOXHble iedeKTbl CBApHOTO LWBA W WX YCTPaHeHue
OnMCaHbl B TabrnLe:
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POSSIBLE FAULTS AND DEFECTS

If the welding machine is faulty, perform the following checks
by yourself before contacting a service center for technical
assistance:

1. Make sure that the welding current corresponds to the
diameter and type of electrode used.

2. The mains indicator is off if there is a problem with the
power supply (cables, leads, fuses, etc.).

3. The overheat indicator turns on to indicate overheating,
short circuit, too low or too high voltage.

4. When the overheat protection is on, wait for the welder to
cool down.

5. Check that the forced cooling fan is operating properly.

8. Check the mains power supply to be sure it corresponds to
the technical data on the welder. The machine will not
operate at very low or very high voltages, refer to the voltage
thresholdsin the data table.

7. Make sure that the outputs of the welding machine are not
short-circuited. If not, repair the fault.

8. All connections to the welding circuit must be in good
condition, and the working clamp (jaws) must be firmly
attached to the workpiece (workpiece) to be welded.

Possible weld defects
Possible seam defects and their elimination are described in
the table below:



Bo3MoXHas NpuynHa Cnocob yctpaHeHus

MOPUCTOCTb
Mnoxas 04ncTKa AeTanm MoAroTOBIUTL MOBEPXHOCTb K CBAPKE
CBapKa Ha ANMHHON ayre YMEHBLUMTb AIMHY yrv MY CBapKe
HekayecTBeHHbIe 3M18KTPO/b! 3aMEHWTb 3M1BKTPOMbI Ha 971BKTPOMbI 6018 BbICOKOMO

KavecTsa. Ecnv 3n1ekTpo/bl OTCHIPEM WX HYXHO NPOKanTb

HENO/HOE CMNABNEHVE AETANEN

HecoBepLueHHas TexHIKa paboTbl YAy4LUNTb HaBbIKM B paboTe

CAMLLKOM HU3KIA TOK [106aB!Tb TOK CBapPKK

CnyLKOM BbICOKast CKOPOCTb CBAPKY CHW3WTb CKOPOCTb CBAPKM

bonbluve noTepu Ha 3aroToBke MakcuManbHO YMEHbLIUTb PACCTOSHME MeX/y CBApHbIM

MECTOM ¥ CTPYBLMHON (3anMOM)

HEMO/NHOE MPOTMNABNEHNE

CAMLLKOM HU3KIA TOK [106aB!TH TOK CBapPKK
CnyLKOM BbICOKas CKOPOCTb CBAPKY CHW3WTb CKOPOCTb CBAPKM
CBapyBaeMble fieTanu CMLIKOM TONCTble lpeaycMoTpeTb CBapOYHbI 3a30p WM Pa3enky KpOMOK

VI3bbITOYHOE MPOMNABNEHNE

CAUMLLIKOM BbICOKMIA TOK CHW3NTb TOK CBapKK
CAVLLIKOM HW3Kast CKOPOCTb CBAPKM YBEAMYUTL CKOPOCTb CBAPKM
CBapuBaeMble AeTanu CANLLKOM TOHKME [po3BOAUTL CBAPKY C OTPLIBOM

OBPA3YHOTCH NMOJPE3bI

CAMLLUKOM BbICOKMIA TOK CHW3NTb TOK CBapKK
HecoBepLUeHHas TexHika paboTbl YAy4LLIMTL HaBblkK B paboTe
OBPA3YHOTCY TPELLIHbI
HenpaBunbHbIi BbIGOP 3NeKTPOAa N0 OTHOLEHMIO K MonobpaTb 31eKTPOA COrNacHo CBapuBaeMoMy MeTany
CcBapKBaeMoMy MeTanny
/136bITOYHOE TeNNoBOe BO3AeCTBIE CHM3WTb TOK CBAPKM, CMONb30BATb 3NEKTPO/b! MEHbLLErD
anameTpa
[psi3Hast NOBEPXHOCTb [oAroToBMTb NOBEPXHOCTb K CBapKe
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Possible cause

Solution

POROSITY

Poor part cleaning
Long arc welding

Poor quality electrodes

Prepare the surface for welding
Decrease the length of the arc when welding

Replace the electrodes with higher quality electrodes. If the
electrodes are damp, heat them up

INCOMPLETE M

ELTING OF PARTS

Imperfect working technique
Current too low
Welding speed too high

Excessive losses on the workpiece

Improve your working skills
Add welding current
Reduce welding speed

Reduce the distance between the welding spot with a clamp
as much as possible

INCOMPLETE PENETRATION

Current too low
Welding speed too high

Parts to be welded are too thick

Add welding current
Reduce welding speed

Provide welding gap or edge separation

EXCESSIVE PENETRATION

Current too high
Welding speed too low

Parts to be welded too thin

Reduce welding currentincrease welding speed

Make a tear-off weld

UNDERCUTS

ARE FORMED

Current too high

Imperfect working technique

Reduce welding current

Improve your working skills

CRACKS ARE FORMED

Incorrect choice of electrode in relation to the metal
to be welded

Excessive heat exposure

Dirty surface

Select the electrode according to the metal to be welded
Reduce welding current, use smaller diameter electrodes

Prepare the surface for welding
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MPABWIA XPAHEHWUA N TPAHCMIOPTUPOBKH

XpaHWTb CBAPOYHBIA annapar HeobxoauMo B 3aKPbiTbiX
NOMELLEHMSX C eCTECTBEHHON BEHTUAALMEN, T KonebaHus
TEMNEepaTypbl ¥ BA@XHOCTb BO3AYyXa CYLLIECTBEHHO MEHbLLE,
YeM Ha OTKPbITOM BO3yXe, NPW Temnepatype He Boie +40°C
11 He Hike -50°C, oTHOCKTENBHON BRaxHOCTH He Bonee 80%
npu +25°C.

[py AAMTENBHOM XPaHEHUW M3AeNNS He0bX0aMMO OH pa3 B
6 MecsduUeB NpOM3BOAUTb NMPOBEPKY COCTOAHNS
3aKOHCEePBUPOBAHHbIX MOBEPXHOCTEN W AeTtanelt. [pu
0BHapyXeHnn nedekToB NOBEPXHOCTM AW HapYLIEHWS
yNaKoBKM HE0BX0AMMO NPOM3BECTY NEPEKOHCEPBaLMIO.

CpoK xpaHeHus uanenuit - He bonee 3 net.

CBapouHble annapaTbl MOXHO TPaHCMOPTMPOBATb H06BIM
BMAOM 3aKPbITOMO TPAHCNOPTa B YNakoBKe MPOW3BOANTENS
uAn 6e3 Hee, C 3aWIMTON W3OENNS OT MeXaHMyeckux
NOBPEXAEHWI, aTMOCHEPHbIX 0CaAKOB, BO3AENCTBUS
XMMWUYECKNX aKTUBHbIX BEUIECTB M 0693aTeNbHbIM
cobniofeHeM Mep NPeaoCcTOPOXHOCTM NpYU NepeBo3ke
XPYNKWX FPY30B, YTO COOTBETCTBYET YCNOBMSM NEPeBO3KM No
F0CT15150-69.

YTUNU3ALUS

Mpu nonHoit BbIpaBoTke pecypca annapaT HeoBXomnMo
YTNM3MPOBATL C COBMIOABHUEM BCEX HOPM W npasun. [ng
3T0r0 HeoBxoauMo 06paTUTHCd B CMEUManisnpoBaHHyio
KOMMaHuio, KoTopas, cobnoaas BCe 3aKOHOAATesbHbIE
TpeBOBaHNg, 3aHNMaTbCA NPODECCHOHANbHON YTUNM3aUVeit
3N18KTPO0BOPYN0BAHMS.
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STORAGE AND TRANSPORTATION RULES

[tis necessary to store the welding machine in closed rooms
with natural ventilation, where temperature fluctuations
and air humidity are much lower than in the open air, at
temperatures not higher than +40°C and not lower than -
50°C, relative humidity not more than 80%at +25°C.

During long-term storage of the product it is necessary to
check the condition of preserved surfaces and parts once in
6 months. If any surface defects or package damage are
detected, itis necessary to make re-conservation.

The storage period of the products - no more than 3 years.
Welding machines can be transported by any kind of closed
transport in the manufacturer's package or without it, with
protection of the product from mechanical damage,
atmospheric precipitation, influence of chemical active
substances and obligatory observance of safety
precautions for transportation of fragile loads that
complies with the conditions of transportation according to
All-Union State Standard 15150-69.

DISPOSAL

When the welding machine has reached the end of its
service life, it must be disposed of in accordance with all
regulations. To do this, contact a specialist company which
will, in compliance with all legal requirements, take care of
professional disposal of electrical equipment.
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COTMALLIEHWE O FAPAHTUHOM CEPBWCE

HacToquwlas rapaHtuq He OrpaHUYMBAET 3aKOHHbIX NpaB I'IOTpeﬁVITeJ'IeVI, npeaocTaBeHHbIX eMy ﬂeVICTBleLLlVIM
3aKOHOAATE/IbCTBOM.

lapaHTMpyeTCs cTabunbHas paboTa MHCTPYMEHTa NPpY COBMIOAEHIY NOKYNaTeneM BCex NpaBui SKCMTyaTalyi, TDaHCNOpTUPOBKM
W XpaHeHHs, YCTaHOBNEHHbIX MHCTPYKLMEIA 110 SKCTnyaTaLmi.

lpeTeH3nn o KOMMIEKTHOCTY W BHELLHEMY BUAY MPUHIMAKOTCS TOIbKO B MarasuHe npu noKynke U3aesnus.

rapaHTMI;IHbIE NPETeH3nn paccMaTpuBatOTCA TOIbKO MPWU Hann4yuu NpaBuibHO 3amnoIHEHHOrO OPUrKHaNbHOro FapaHTVII;IHDI'O
TanoHa M T0BapHOro Yeka.

TapaHTUIHbIA CPOK COCTABNSET 12 MECALEB CO IHS MPOAAXN S7IEKTPOUHCTPYMEHTA.
B TeyeHwe rapaHTUItHOrO CpOKa YCTpaHseTcs 6ecnnaTHo:

loBpeXAeHNs, BO3HUKLLME M3-33 MPUMEHEHNS HEKAYEeCTBEHHOro MaTtepuarna, J]ECDGKTbI CﬁODKM, [0nylleHHble Nno BuHE
N3roToBuTENd.

TapaHTs He pacnpocTpaHaeTcs:

Ha MexaHudyeckine NoBPeXAeHUs (TPeLnHbl, CKOMbl W T.A.) W MOBPEXAEH!d, NonadaHne MHOPOAHbIX MPEeAMeToB B
BEHTUNALUMOHHbIE PELUETKI 3NEKTPOUHCTPYMEHTA, @ TakKe MOBPEXAEHNS, HACTYNMUBLUME BCAEACTBUE HEMPABUIbHOMO XPaHEHMS!
(KOPPO3S METANNYECKHX YaCTEIA).

Ha WHCTPYMEHTbI C HEUCNpPaBHOCTAMM, BO3HWKLUMMW BCNELCTBUE MEPerpyskn wim Hel'lpaBVlJ'IbHOVI KCnyataunu, ecnu
OHOBPEMEHHO BbILLITN U3 CTPOA AKOPb M CTATOP, Ha NPUMEHEHNE UHCTPYMEHTa He M0 HA3HaYEHMIO, HECTaBUNBHOCTY napameTpoB
9NIeKTpOCeTH.

MoBpeXAeHHbIe B pesyrnbTate HENPaBUIbHO! TPAHCMOPTUPOBKM, HEBPEXHOrO 0GPALLIEHHS, aBapWH, AEACTBHUS TRETbIX UL UK
HEenpeononMMoi cuibl (Moxap, rpo3a, HaBOAHEHNE U TAL).

Ha 6bICTpO M3HallBaeMble 4acTu [yl’O)’Ibele LLETKK, I'yﬁanble PEMHK, PE3NHOBbLIE YTIOTHEHMS, CallbHWUKK, 3aLLNTHBIE KOXYXW,
CMasky n T.I'L], a TaKXXe Ha CMeHHble NPUHaANexXHOoCTH [I'IaTDOHbI, aAKKYMYNaTopHble 68T8DBVI, 3apaaHoe yCTDOVICTBO] 1 CMEHHbIE
6bICTp0 M3HallBaeMble I'IDVICI'IOCoﬁl'IEHVIﬂ.

ECTECTBEHHbIN M3HOC MHCTPYMeHTa (NonHag BbipaboTka pecypca, BHELLHEE 1 BHYTDEHHEE CUITbHOE 3aCOPEHIe WK BHYTPEHHEe
BETOHHOI, KUPMIYHOIA, KEPaMIYECKOHA, KAMEHHO Mblbio).

Ha uHCTpyMeHT, BCKDbIBaBUJVIVIC?I nnu peMOHTMpOBaBLUI/IVICFI BTE4eHue I'apaHTI/IVIHOI'O CpOKa CaMOCTOATENbHO.

Ha 371eKTPONHCTPYMEHTbI, UCTONb3YeMble AR ﬂpeﬂl’lpMHMMaTeJ’leKOl;lﬂeﬂTeJ’leOCTM nn s I'IpOdJECCVIOHaJ'IbeIX uengx.
rapaHTMI;IHDE 0693aTe1bCTBO HE npefycMaTpmBaet nepmoan4eckoe TexHnyeckoe OﬁCJ'Iy)KI/IBaHVIE.

PeMOHT, yCTpaHeHns Hel0CTaTKOB B 3/1EKTPOMHCTPYMEHTE OCYLLIECTBNSETCS B TeUeHne 45 [CODOKG I'IﬂTl/I] KaJ'IeHD,aDHbIXJlHBVI.

03HaKOMNEH C TEXHUYECKUMN BO3MOXHOCTAMM u3penus. Cornacen C yCnosusiMi COMNaLLEHNs O rapaHTUM U KayecTsa.
TNoaTBEpXAat NONYYEHNE U3AENNS: UCTIPABHOTO, NOSHOCTHIO KOMMNEKTHOTO, NPOBEPEHHOT0 B MOEM NPUCYTCTBUN.

TpeTeH3nii K BHEeLIHEMY BIAY HE UMel0.

Moanuch nokynatens
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WARRANTY SERVICE CONTRACT
This warranty does not limit the legitimate rights of consumers granted to him by the currentlegislation.

The stable operation of the tool is guaranteed if the buyer complies with all the rules of operation, transportation and storage
established by the operatinginstructions.

Claims on completeness and appearance are accepted only in the store when buying the product.

Warranty claims are considered only if the original warranty card and product receipt are correctly filled out.
The warranty period is 12 months from the date of sale of the electronictool.

During the warranty period, itis eliminated free of charge:

Damage caused by the use of low-quality material, assembly defects caused by the fault of the manufacturer.
The warranty does not cover:

For mechanical damage (cracks, chips, etc.) and damage, penetration of foreign objects into the ventilation grilles of the
electronictool, as well as damage resulting from improper storage (corrosion of metal parts).

To tools with derangements resulting from overload or improper operation, if the armature and stator fail at the same time, to
the use of the tool for other purposes, instability of the power supply parameters.

Damaged as a result of improper transportation, careless handling, accidents, actions of third parties or force majeure (fire,
thunderstorm, flood, etc.).

For quick-wear parts (carbon brushes, toothed belts, rubber seals, oil seals, protective covers, grease, etc.), as well as for
replaceable accessories (cartridges, batteries, charger) and replaceable quick-wear tools.

Natural wear of the tool (complete depletion of the resource, external and internal severe clogging or internal concrete, brick,
ceramic, stone dust).

For atool that has been opened or repaired independently during the warranty period.

For power tools used for business or professional purposes.

The warranty does not provide for periodic maintenance.

Repair, elimination of deficiencies in the power tool is carried out within 45 (forty-five) calendar days.

Familiarized with the technical capabilities of the product. | agree with the terms of the warranty and quality agreement. |
confirmreceipt of the product: serviceable, fully complete, tested in my presence.

I have no complaints about the appearance.

Buyer's signature
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CEPBWCHbII TANIOH

HanmeHoBaHwe nsgenus

3aB0OACKON HOMep.

Toproas opraHu3aums

lopoa .

Ten.

[lata npogaxv

Mopnueb npoaasLa [Ltamn
Cpok rapaHTiu MeCSILieB CO iHS NPOAAXHN.

B TeUeHMe rapaHTHItHOro CpoKa BCe, NOSBUBLUMECS N0 BUHE M3roTOBUTENS AEdEKTbI, yCTpaHsIoTCS BecnnatHo.
[insi 06paLLeHns B CEPBUCHYI0 MAacTEPCKYH HE06XOANMO NPeabABUTD:

e CepBUCHbIN TanoH

«  OpurvHan ToBapHOro UM KaccoBOT0 YeKa C AaTOM NOKYMKM

< [lacnoptusgenus

Moanuch nokynatens

BHumaHue!
Mpu npogaxe aneKTPOMHCTPYMEHTa A0MKHbI 3aN0JHATLCS BCE NO/S FapaHTMITHOIO TasoHa. HenonHoe unn HenpaBuabHoe
3an0/HeHWE rapaHTUITHOTO Ta/loHa MOXKET NOCAYXKUTb IPUYMHON K OTKA3Y OT BbINOIHEHNS FapaHTUIHbIX 06513aTeNbCTB.

Tpon3BoauTenb-aKenopTep:

WBY N1Y04 TP3AL Ka., Nma,

Anpec npou3BsopacTBa:

BN0K 2-501, cTp. 9, loHrdysxait 2, yn. DyTsH, Usy, YxauasH, Kutaii
Wmnoprep:

000 «Punaibn Nayap Tync»,

Apnpec:r.Mocksa, yn. bytnepoga, 17, koM. 216.

3n. noyta: reliable.tools@mail.ru
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SERVICE CARD

Product name

Factory number

Trade ordanization

City street

Tel:

Date of sale

Seller's signature Stamp
Warranty period months from the date of sale.

During the warranty period, all defects caused by the manufacturer are eliminated free of charge.
To contact the service workshop, you must present:

« Servicecard

« Theoriginal of the product or cash receipt with the date of purchase

« Datasheetofaproduct

Buyer's signature.

Attention!
When selling power tools, all fields of the warranty card must be filled in. Incomplete or incorrect filling of the warranty card
may cause the refusal to fulfill warranty obligations.

Manufacturer-exporter:

YIWU LUOYATRADE CO., Ltd.

Manufacturer address:

UNIT 2-501, Building 9, Dongfuzhai 2, Futian street, Yiwu, ZHEJIANG, CHINA
Importer:

000 «Reliable Power Tools»,

Address: Moscow, 17 Butlerova, apartm. 216.

E-mail: reliable.tools@mail.ru
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INDUSTRIAL

SERIES \

Mpou3ssogutenb-akcnoprep: MBY YOS TP3NL Ko., /lta.
Anpec npon3BoacTea:
BJIOK 2-501, cTp. 9, loHrdyxait 2, yn. Qyau, sy, YxaussaH, Kutai

Wmnoptep: 000 «Punaitbn Mayap Tync»,
Anpec: r. MockBa, yn. bytneposa, 17, koM. 216.
3n. noyta: reliable.tools@mail.ru

Manufacturer-exporter: YIWU LUOYA TRADE CO., Ltd.
Manufacturer address: UNIT 2-501, Building 9, Dongfuzhai 2, Futian street,
Yiwu, ZHEJIANG, CHINA
Importer: 000 «Reliable Power Tools»,

Address: Moscow, 17 Butlerova, apartm. 216.

E-mail: reliable.tools@mail.ru



