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Vézeny zakazniku,

NeZ poprvé uvedete zafizeni do provozu, proctéte si prosim pozorné tento navod k pouziti. Obsahuje
dalezité informace pro bezpecéné a spravné pouziti a udrzbu polyflzni svarecky.

Pouzivejte polyfuzni svarfeCku pouze pro
svafovani plastového potrubi v prostfedi
bez agresivnich plynud, hoflavin a vybusnin.

Chrarite svafeCku pfed otfesy a narazy, ty
vedou k poSkozeni regulatoru atim
i celého pristroje.

SvareCku odkladejte do pevné ustavené
upinaci svérky nebo polozte stojankem na
rovnou nehoflavou podlozku.

Je-li svafeCka s horkym topnym télesem
odloZena, nesmi se topné téleso dotykat
Zadného jiného materialu.

Topné téleso se nesmi dotykat pfivodni
Sndry.

Do otvord v tepelné-izolaénim kosiku se

nesmi zasunovat jakékoliv pfedméty ani
nesmi byt zakryty.

Vyména natavovacich nastavcl se smi
provadét pouze pfi vypnuté svarecce.

Nedotykejte se holyma rukama topného
télesa a natavovacich nastavcl; pfi
vymeéné nastavcl doporu€ujeme pouzivat
ochranné teploté odolné rukavice.

Polyfuzni svarecCky jsou zafazeny dle EN
60 335-1 do ru¢nich naradi tfidy I., proto
je z bezpe€nostnich duvodl pro praci
v normalnim prostifedi nutné tyto svarecky
pfipojovat pouze do zasuvky s fadnym
uzemnénim (totéz plati
i pro pfipojeni pomoci prodluz. $idr, které
musi byt tfizilové a zapojené dle platnych
norem). Zasuvka musi byt chranéna
proudovym chrani¢em.

Skladovaci podminky:
teplota -10 — +60°C, relativni vihkost

<75% bez kondenzace

Provozni podminky:
teplota -5 — 40°C, relativni vihkost

<90% bez kondenzace

Nahfaté nastavce po pouziti odlozte jen
do kuffiku svafeci soupravy nebo na
nehoflavou podlozku.

Po skon€eni prace vypnéte svafecku
odpojenim sitové $nlry ze zasuvky.

Pfistroj nerozebirejte, jakékoli
svéfte autorizovanému servisu.

opravy

Jestlize je napajeci pfivod spotiebice
poskozen, musi byt pfivod nahrazen
vyrobcem nebo jeho servisnim technikem.

Pro praci ve venkovnim prostfedi je nutné
pouzit jako ochranu oddélovaci
transformator.

Nepouzivejte prodluzovaci sndry
poSkozené, neodborné opravované nebo
neznamého  plOvodu, které  nebyly
revidovany.

V zajmu bezpecnosti prace doporucujeme
pred zapojenim svareciho zafizeni do sité
zkontrolovat spravné zapojeni zasuvky
a v pfipadé pouziti prodluzovaciho kabelu
téZ koncovou zasuvku.

Dojde-li k mechanickému poSkozeni svafecky
nebo pfivodniho kabelu, vytahnéte privodni
kabel ze zasuvky a svarecku dale nepouzivejte
a predeijte ji k opravé autorizovanému servisu

Tento spotfebi€ neni uren pro pouZivani
osobami (vCetn& déti), jimz fyzicka, smyslova
nebo mentalni neschopnost ¢i nedostatek
zkuSenosti aznalosti zabrariuje v bezpetném
pouzivani spotfebi¢e, pokud na né nebude
dohlizeno nebo pokud nebyly instruovany
ohledné pouziti spotiebice osobou
zodpovédnou za jejich bezpecnost. Na déti by
se mélo dohliZet, aby se zajistilo, Ze si nebudou
se spotiebicem hrat.

POLYFUZNi SVARECKA SE NESMi:

dostat do kontaktu s vodou
pouzivat ve vihkém prostfedi

pouzivat k Cinnostem, ke kterym neni
uréena

zavésovat za pfivodni kabel
nechavat zapnuta bez dozoru



SE 22

Tato svarecCka je idealni pro pozi¢ni svafovani, obzvlasté v tézko pfistupnych mistech. Jeji konstrukéni
provedeni spojuje originalni &esky napad - valcové topné téleso a patentové chranéné fedeni
natavovacich nastavcu. Vyhodou této svarecky je moznost upnuti 2 az 3 nastavcu v rdznych polohach
soucasné. Nastavce se i za tepla snadno vymeénuiji.

TECHNICKE UDAJE
Druh svarovani Polyfuzni
Dimenze svarovanych trubek 16 — 63 mm
Druh nastavci Celistové
Piikon 650 W
Napéti 230V, 50 Hz
Regulace teploty Elektronicky regulator
Teplotni stabilita +15°C
SE 22 PROFI SET SE 22 MINI SET
Svarecka trnova elektronicka SE 22 650 W Svarecka trnova elektronicka SE 22 650 W
Nastavec Celistovy, ¢erny: Nastavec Celistovy, ¢erny:
@ 20 mm @ 20 mm
@ 25 mm @ 25 mm
@ 32 mm @ 32 mm
@ 40 mm
@ 50 mm
@ 63 mm
NOzky 16—42 mm Ndzky 16-42 mm
Stabiliza¢ni stojanek Stabilizacni stojanek
Ocelovy kufr Ocelovy kufr




SE 42

Na nozové topné téleso je mozné upnuti az 2 nastavcli najednou. Svarfecka ma velmi dobry prenos
teploty z topného télesa na nastavec a zvySenou tepelnou kapacitu. Z toho ddvodu neni u této
svarecky potfeba korigovat teplotu pfi pouziti vétSich nastavcu.

TECHNICKE UDAJE
Druh svarovani Polyfazni
Dimenze svarovanych trubek 16 — 75 mm
Druh nastavci Parové
Prikon 850 W
Napéti 230V, 50 Hz
Regulace teploty Elektronicky regulator
Teplotni stabilita +15°C
SE 42 PROFI SET SE 42 MINI SET
Svarecka plocha elektronicka SE 42 850 W Svarecka plocha elektronicka SE 42 850 W
Nastavec parovy, ¢erny: Nastavec parovy, ¢erny:
@ 20 mm @ 20 mm
@ 25 mm @25 mm
@ 32 mm @ 32 mm
@ 40 mm @40 mm
@ 50 mm
@ 63 mm
Ndzky 16—42 mm Ndzky 16—42 mm
Stabiliza¢ni stojanek Stabiliza¢ni stojanek
Ocelovy kufr Ocelovy kufr




Elektronicka regulace svarecéek SE 22 a SE 42

1 |Regulaéni knoflik pro nastaveni teploty

2 Cervena dioda (indikace zapnuti) signalizuje zapojeni svarecky do sité

220 240
\\J //,
200 ~ —’—;g@ Zelena dioda (indikace nahfivani) informuje o stavu nahrati svarecky
= {\ Sviti-li trvale: svafeCka ma nizSi teplotu nez je nastaveng;
D nepouzivejte svaredku do doby, neZ zelena dioda zaéne blikat

Blika-li: teplota svarecky je shodna s nastavenou teplotou a pfipravena
/Q G\ k pouziti

©) (3) Nesviti-li: teplota topného télesa je vysoka. Vyckejte do doby, nez

zacne zelena dioda blikat

Pracovni postup pfi svarovani

Tento pracovni postup obsahuje pouze popis principu polyfuzniho svafovani. Nenahrazuje platné
predpisy a odborné proskoleni pracovnika.

Polyfuzni svafovani spociva v nataveni vnéjSiho povrchu konce plastové trubky a vnitfniho povrchu
hrdla tvarovky. Obé &asti se po nataveni do sebe vzajemné nasunou. Tim vznikne dokonaly
nerozebiratelny spoj.

Pred zapojenim svarecky do sité se na topné téleso upnou nastavce pozadovaného priméru.
Svéretka se zapoji do sité a nastavi se poZzadovana teplota. Svafecku je mozné mezitim odkladat na
nehoflavou podloZzku, nebo mit upnutou ve svérce.

Zatimco svarecka nabiha na teplotu, je vhodné vyuzit Eas pro pfipravu trubek a tvarovek pro
svarovani, jejich odmasténi a odstranéni zoxidované vrstvy z povrchu pro svafovani.

Po nabéhu na teplotu je tfeba pockat hlavné u vétsich nastavcu jesté asi 10 min. Tim se zajisti
rovhomérné rozloZeni teploty na nastavci.

Po ustaleni teploty se na €ep nahfivaciho nastavce nasouva tvarovka a do dutiny nastavce trubka. Po
prohrati trubky i tvarovky se obé sejmou z nastavc(l a tvarovka se nasune na trubku.

Svafujte pouze potrubi ze stejného materialu a se stejnym indexem toku. Pfi zasouvani tvarovky na
trubku se s nimi nesmi pootacet.

e Spoj se necha vychladnout. Technologické ¢asy a teplotu uvadi vyrobce potrubi.
e Svarecka se vypina vytazenim pfivodni Siury ze sité.

e Vyména natavovacich nastavc(i se smi provadét pouze pfi vypnuté svarecce.

e Pfi vyméné natavovacich nastavcl doporuujeme pouzivat ochranné rukavice.

e Nahfaté nastavce po pouziti odkladejte pouze do kuffiku svareci soupravy anebo na nehoflavou
podlozku.

Po skonceni prace vypnéte svarecku odpojenim sitové Sndry ze zasuvky. Pristroj nerozebirejte. Pro
svarovani trubek vétsich dimenzi nez 50 mm je nezbytné pouzivat vhodny svareci pfipravek.



Udrzba

Natavovaci plochy nastavcu je tfeba udrzovat v Cistoté. K Cisténi nastavcu je mozné pouzit dfevénou
stérku nebo suchy hadfik z nesyntetického materialu. Kovovymi pfedméty se nesmi nastavec distit,
poskodila by se vrchni antiadhezni vrstva.

Svarecku udrzuijte v Cistoté, zvlasté pak dotykové plochy pro nastavce. Svarecka nevyzaduje zadnou
zvlastni udrzbu.

Jakékoliv zasahy a opravy svareCky mohou provadét pouze pracovnici autorizovaného servisu.

VYKON REVIZI

Vychozi revize vyrobku je provedena u vyrobce. Uzivatel je povinen dle Eetnost
CSN 33 1600 provadét ve stanovenych IhGtach revize ruéniho naradi € n_o’s

- revizi
tridy 1.
A | pracuje jen obCas (do 100 provoznich hodin/rok) 6 mésicu
B | pracuje Casto kratkodobé (100 az 250 provoznich hodin/rok) 3 mésice
C | pracuje ¢asto delSi dobu (vice nez 250 provoznich hodin/rok) 2 mésice

Minimalné jednou za rok je nutné provést ovéreni regulace teploty svarfecky. Na zafizeni je pak trvale
vyznacena doba platnosti ovéfeni (mésic, rok). POZOR! Pokud je pouzita pro pfipojeni svarecky
prodluZovaci $filira, je z bezpednostnich diivodd nutné provadét revizi této $idry dle CSN 33 1600

spole€né se svareckou.
Veskery zaru€ni a pozaruéni servis provadi firma DYTRON EUROPE s.r.o0., Touzimska 943/24 a,

197 00 Praha 9 — Kbely.
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Dear customer,

Before putting the equipment into operation for the first time, please read these Operating Instructions
carefully. They provide you with important information on safe and correct operation and maintenance
of your socket welder.

Use socket welder for welding of plastic

pipes in the environment free from
aggressive  gases, combustibles and
explosives.

Protect your welder from shocks that could
result in controller damage, or damage to the
welder as a whole.

Put aside your welder into a fixed clamp or
lay it with its stand upon a flat incombustible
pad.

If the welder is put aside with its heating
element still hot, it should not touch other
materials.

The heating element must not touch the
power cord.

Do not insert any objects into the openings
of perforated cover, the thermal-insulating
basket may not be covered.

Adapters may be replaced with the welder
switched off only.

Do not touch the heating element or the
welding adapters with bare hands.
Wear protective gloves when
welding adapters.

According to EN 60 335-1, poly-fusion
welders are classified as hand-held tools of
Class I; for safety reasons, for work in
normal environment, it is therefore
necessary to connect them only to a socket
that is properly grounded (this also applies to
connecting with extension cords, which must
be three-cored and connected according to
standards in force). The socket must be
protected by a current protector.

replacing

Storage conditions:

Temperature: -10 to +60°C
relative humidity: <75 %, no condensation

Operating conditions:

Temperature: -5 to +40°C
relative humidity: <90 %, no condensation

Socket welder may not:

Store hot adapters in the welding set case or
on an incombustible pad after use.

When you have finished your work, switch
off the welder by pulling the power cord from
main socket.

Do not disassemble the welder.

In the event that the power supply cord of
this appliance is damaged, it should be
replaced by the manufacturer or an
authorised service engineer or other
adequately qualified person in order to avoid
the occurrence of an accident.

For safety reasons, use power sockets with
properly grounded pins only. The socket
should be protected with a ground fault
interrupter.

An isolation transformer must be used for

protection when working in  outdoor
environment.
Avoid wusing damaged, unprofessionally

repaired extension cables or cables of
unknown origin.

For work safety purposes, we recommend to
check the correct connection of the power
socket before connecting the power cord to
the welding equipment, and in case of using
a cable extension to check the extension as
well.

If any mechanical damage to the welder or
the power feeding cable occurs, disconnect
the power cord from the socket and do not
use the welder anymore and hand it over to
the authorised service for repair.

get into contact with water

be used in damp environment
be used in works not designed to
be suspended on the power cord
be left switched on unattended



SE 22

This welder is ideal for welding in less accessible places. It is designed to combine the cylindrical heating element with
the patented solution of attaching fusion adapters. The advantage of this welder lies in the possibility to clamp 2 to 3
adapters to the heating rod in different positions at the same time. The adapters are replaceable easily even when hot.

TECHNICAL DATA

Type of welding

Socket welding

Welding diameter

16 — 63 mm

Type of adaptors

Jaw adaptors

Power demand

650 W

Voltage

230V, 50 Hz

Temperature control

Electronic regulator

Thermal stability

+15°C

SE 22 PROFI SET

SE 22 MINI SET

Welder electronic SE 22 650 W

Welder electronic SE 22 650 W

Jaw adaptors, black:

Jaw adaptors, black:

@20 mm @20 mm
@25 mm @25 mm
@ 32 mm @ 32 mm
&40 mm -
@ 50 mm -
@ 63 mm -

Shears 16-42 mm

Shears 16—42 mm

Workbench stand

Workbench stand

Sheet metal case

Sheet metal case




SE 42

Up to 2 adapters simultaneously can be clamped on the knife-shaped heating element. The welder features very good
temperature transfer from the heating element to the adapter and the increased thermal capacity. For this reason, it is
not necessary to make any temperature correction when using larger adapters.

TECHNICAL DATA

Type of welding

Socket welding

Welding diameter

16 — 75 mm

Type of adaptors

Pair adaptors

Power demand

850 W

Voltage

230V, 50 Hz

Temperature control

Electronic regulator

Thermal stability

+15°C

SE 42 PROFI SET

SE 42 MINI SET

Welder electronic SE 42 850 W

Welder electronic SE 42 850 W

Pair adaptors, black:

Pair adaptors, black:

@20 mm @ 20 mm
@25 mm @ 25 mm
@32 mm @ 32 mm
@40 mm & 40 mm
@ 50 mm -
63 mm -

Shears 16—-42 mm

Shears 16—42 mm

Workbench stand

Workbench stand

Sheet metal case

Sheet metal case




Electronic temperature control for welders SE 22 and SE 42
1 Temperature adjustment control comb
220 240 2 Red LED (switch-on indication)
\\\J 4
/A - ) 3 o
200 = =260 Green LED (temperature indication)
= 3 Permanently lit: the temperature of the welder is lower than the set
180 280
(O temperature.
Do not use the welder before the green LED starts flashing.
/@ Q\ Flashing: the temperature of the welder is identical with the set
©) G temperature the welder is ready for use. Off: the temperature of the
heating element is too high. Wait till the moment the green LED starts
flashing.

Welding Procedure

This working procedure covers only the description of socket welding principle. It does not substitute applicable
regulations and professional training of workers.

Socket welding process consists in melting the outer surfaces of plastic pipe ends and the inner surfaces of pipe
fittings. Both parts are fitted into each other after having been heated up, resulting in a perfect permanent joint.

Fusion adapters of required diameters should be clamped to the heating element before the welder is connected to
power supply. Welder can be laid aside or be fixed in a clamp.

Welder is connected to mains with required temperature set. While the welder is being heated up, time can be spent in
preparing pipes and fittings for welding, degreasing them and in cleaning oxidised surfaces to be welded.

After the required temperature is reached, wait for an additional period of 10 minutes to allow heat to distribute evenly,
particularly when using adapters of larger diameters.

After that, the fitting is put on the fusion adapter rod and the pipe end inserted into the adapter hollow. When both
ends are heated up, they are removed from the adapter and pressed together.

Weld only pipes made out of the same material and from the same manufacturer. Avoid rotating pipes and fittings
when joining them together.

¢ Allow the joint to cool down. Technological time limits and temperatures are specified by pipe manufacturers.

e Switch off the welder by pulling its power cord from mains.

e Fusion adapters may be replaced with the welder switched off only.

e Wear protective gloves when replacing fusion adapters.

e Store hot adapters in the welding set case or on an incombustible pad after use.

When you have finished your work, switch off the welder by pulling the power cord from mains socket. Do not
disassemble the welder.

For welding of the pipes with the diameter exceeding 50mm, it is necessary to use a suitable fixing device.

Maintenance
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Fusion surfaces of adapters should be kept clean. Wooden spatula or a dry rag of non-synthetic material can be used
for cleaning. It is not permitted to clean the welding adapter with metal objects, as this would damage the top anti-
adhesive layer.

Keep the welder clean, particularly the contact areas for the adapters. The welder does not require any special
maintenance.

All repairs of the welder can be performed by authorised service stations.

PERFORMING OF REVISIONS

The initial product revision is done by the manufacturer. The user is obliged to carry out

revisions (hand welders are hand-held tools of the Class I) according to the Recommended
requirements of statutory instruments of the country of the user. If there are no frequency of
legislative rules of this kind, the manufacturer recommends to carry our revisions in the revisions

below mentioned periods.

A | Welder used it is operated only occasionally (up to 100 operating hours / year) 6 months

Welder used it is operated often, for short periods (100 to 250 operating hours / year) 3 months

C | Welder used it is operated often, for long periods (over 250 operating hours / year) 2 months

The revisions can be made by a service organisation authorised by Dytron s.r.0. or a service organisation with a similar
authorisation in compliance with the rules of law of the country of the user.

At least once a yeatr, it is necessary to carry out verification of the welder temperature control. The period of validity of
this verification is then indicated on the welder (month and year). ATTENTION! If an extension cable is used for
connecting the welder to power socket, it is necessary for safety reasons to subject this extension cable to the
verification according to EN 66 335-1 together with the welder.

All warranty and post-warranty service is provided by DYTRON EUROPE s.r.o0., Touzimska 943/24 a, 197 00
Prague 9 - Kbely.
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RU

1 BBepeHue
YBaxaemsbli [lokynaTtens,

6narogapum Bac 3a nokynky Hawero cBapoyHoro annapata. Mbl yBepeHbl, 4yTo Bbl Oygete yooBneTBOPEHbI
Ka4eCTBOM W HaAEXHOCTbIO NpeanaraeMon NpoayKLuu.

MNoxanyincta, BHUMaTENbHO MpoyMTanTe HacToswyt WMHcTpykuuto lNMonb3oBatend nepen Hadanom akcnmyaTtaumm
aTtoro obopygoBaHusa. OHa COOEpPXUT BaXKHYHO MHopmauuio no 6e3onacHon 1 NpaBUIbHOM 3KCMyaTaumun, a Takke
no obcnyxmeaHmio Bawwero obopynoBaHusi.

CBapoyHble annapartbl C 3/IEKTPOHHOMU perynauuven
CBapouHbIv annapatbl SE 22 n SE 42 no3BonAKT NiaBHYK HAaCTPOMKY TeMnepaTypbl B AuanasoHe
180-280°C. TemnepaTtypa HacTpaMBaeTCsl C NOMOLL LI MOBOPOTHOM KHOMKMU.

0
Puc.Ne 1. NaHenb ynpaBneHus 220 om0

|
MY

1 - [ToesopomHasi KHorka 0511 HacmpoUKu memrnepamypbl 200 ._*&—/—"—__ oo 3O)
. - =~
2 - KpacHbili ceemoduod (UHOUKayusi cemu rnumadusi) 180" S o

. D
3 - 3enéHbilt ceemoduod (UHOUKayusi memnepamypbl) ¢

CBeToBas curHanusauus: /@ @\
@ ®

KpaCHblﬁ cBeToauoAa CIy>XUT UHOUKATOPOM BKITKOUEHUA INEKTPONMUTaHUA.

3eneHbI cBETOAMUOA CIYXXMT NMHAMKATOPOM MNpoLecca Harpesa annapara:

e [locTofHHOE CBeyeHMe 3erneHoro ceBeToamModa O3HayaeT, 4YTo pakTuyeckas TemnepaTypa annapaTta Huxke
yCcTaHoBreHHon. He ncnonb3ynte annapar, Noka 3eneHbI CBeTOAMOA He HaYHeT MuraTthb!

e Mwuratowun 3eneHbii cBETOANOL O3HAYaeT, YTO (hakTnyeckasa TemnepaTtypa annapaTa paBHa yCTaHOBIEHHON.

e OTkMoYeHVe 3efeHoro cBeToAuoda O3HayaeT, YTo TemnepaTypa annapata CAuWWwKOM Bbicoka. Cnegyet
nogoXaaTthb, Noka 3ereHbli CBETOAMOA HAaYHET MUraThb.

2 Pa3snuune cBapo4HbIX annapaTtoB MO MOLWHOCTU U chopme
HarpeBaTesSIbHOro 3fiIeMeHTa

2.1 Annapatbl SE 22 co cTepXHeBbIM HarpeBaTtesfibHbIM 35ieMeHTOM 650 BT
An CBapoO4yHble annapartbl wuaealnHbl A4 CBapkKn B TAXENO
JOCTYMHbIX MecTax. Wx KoHcTpykuus obbeouHseT B cebe |
opurnHanbHoe peweHne KOHCTPYKTOpPOB  — LI,I/IJ'II/IH,EI,pW-IeCKI/IIZ
HarpeBaTenbHbIN 3NEMEHT U KONoAoYHbIe Hacaaku. YAobCcTBO Takon
KOHCTPYKUMMN — B BO3MOXHOCTU 3aKpenutb Ha HarpeBaTeslbHOM
rneMeHTe OJHOBpeMeHHO n[OBe Wi Tpu Hacagkn B pPa3HbIX
MONOXXEeHUAX. Hacap,KM TaKkke MOXHO T[IpOCTO MEHATb bes
OTKITHOYEHUA annapaTta OT CETU.

TEXHUWYECKUE XAPAKTEPUCTUKA

Tun cBapku pacTtpybHas
OunameTp 16-63 Mm
Tun Hacagok KOnogo4Hble
MoLwHocTb 650 BT
HanpsikeHue 230 B, 50y
TepmMoOCTabUNBLHOCTb +15°C
Bec 1,6 kr

SE 22 PROFI SET SE 22 MINI SET
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cBapoyHbIN annapat 650 BT ¢ TepmocTaTuyeckon perynsumein temneparypbi

YEPHblE HacaakmM KoNodo4Hble

YEPHbIE Hacaakmn KoNoao4YHbIe

@3 20 mm @3 20 mm
3 25 Mm 25 Mm
32 Mm @ 32 Mm
3 40 mm R
@ 50 Mm -
J 63 Mm -

HOXHULbI 16-42 MM

HOXHULbI 16-42 MM

noacTaBka

noacTaBka

cTanbHom YyemoaaH PROFI

cTanbHom YemoaaH MINI

2.2 Annapatbl SE 42 ¢ MeyeBUAHbIM HarpeBaTesibHbIM anemMeHTom 850 BT

Ha meyeBngHom HarpeBaTesibHOM 3Jf1ieMeHTEe MOXXHO 3aKpennTb 40
OBYyX HacaaoK O4HOBPEMEHHO. AnrlapaT MMEET OYEeHb XOpOLIJVIVI
nepeHocC Ternsia Ha Hacagkn 1 NOBbILLUEHHYO TEMNJI0EMKOCTb. I'Io:aTomy
BO3MOXXHaA KOPPEKTUPOBKA TeMnepaTypbl B Cliyd4ae npuMeHeHunsa

Hacagok 6onbLioro gnameTpa.

TEXHUWYECKUE XAPAKTEPUCTUKHN

Tun cBapku pacTpybHas
OnameTp 16-63 (75) Mmm
Twun Hacapok napHbole
MowHocTb 850 BT
HanpsxeHune 230 B, 50y
TepmocTabuNbLHOCTb +15°C
Bec 2 kr

SE 42 PROFI SET SE 42 MINI SET

CBapoYHbIN annapaT 850 BT ¢ TepMocTaTMyeckomn perynsaumen temnepaTypbl

l-IéprIe Hacaaku napHbie

l-lépH ble HacagKn napHbie

20 Mmm @20 mm
& 25 mm 3 25 Mmm
@ 32 Mm 32 mm
40 Mmm @ 40 mm
@ 50 mm -
J 63 MM -

HOXHULbI 16-42 MM

HOXHULbI 16-42 MM

noacraBka

noacTaBeka

cTanbHon YyemogaH PROFI

ctanbHon YyemogaH MINI
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3 Mpasuna akcnnyaTtauum

OTOT PA3JEJT H/A B KOEM CIMYYAE HE SAMEHAET HEOBEXOOMMOIO KYPCA OBYYEHWA CBAPKE
MOJIMMEPHbIX TPYB. 3T0T pasgen — TONbKO onucaHve npuHuuna pactpybHom ceapku.

MpuHUMN pacTpybHOIM CBapku 3akrnoyaeTcs B TOM, YTO HA OOHOW CTOPOHE MI1aBUTCSt BHELLHAS MOBEPXHOCTL TPYOLI, a
Ha OpYyron CTOPOHE — BHYTPEHHSSt NOBEPXHOCTb huTuHra. MNocne HarpeBa Tpyba u puTUHI coeamHATCA, nocne
OCTbIBaHWS NonyyYyaem nx HepasbopHoe coeguHeHue.

Mepen noaknoveHnem CBapOYHOro annapaTta K CeTU Ha HarpeBaTerbHOM 3riemMeHTe KpenuTcsa Hacagka Tpebyemoro
AvameTpa. AnnapaT nodknioyaeTcs K ceTu U HacTpavBaeTcs Tpebyemas TemnepaTtypa. Bo Bpems HapacTaHus
TemnepaTypbl MOXHO O4YMCTUTL U 00e3XMpUT KoHUbI. lNocne pasorpesa annaparta 40 YCTaHOBIEHHON TemnepaTypbl
pekomeHayeTca nogoxaaTs ewe 10 MUHYT, Noka TeMnepaTypa paBHOMEPHO pacrnpocTpaHUTCA No BCEW Hacake.
[Mocne aToro BTYNKy Hacaaku BrOXUTb B COUTUHT, a TPyBy BNOXMTL B OTBEPCTUE Hacadku. NMocne nogorpesa Tpybbl 1
UTMHra CoeauHNTL NX Mexay CoBoMn.

3amevaHue: CBapuBaeMbie Tpyba 1 UTUHT AOMKHbI ObITb M3rOTOBMEHbI U3 OAHOrO Matepuana!

3a¢)VIKCI/IDOBaHHOG coegnHeHne OOJHKHO OXNnagnTbCA. TeMHepaTypa 1N BpeEMA pa3orpesa, Kak h BpemMa oxnaxKaeHuA,
onpenenarTcAd CﬂeLI,VI(bVIKaU,I/IFIMI/I npon3sogunTend pr6b| n (bVITI/IHI'OB.

4 TpaBuna 6e3onacHocTun
M3pennsi 6esonacHbl B NPUMEHEHNN.

HesaBncumo ot aToro, npegnaraem BaLuemy BHUMaHWNIKO MHCTPYKUUN 6esonacHocTu:
VICI'IOJ'Ib3yIZTe annapart TOJIbKO AJ1d CBapKWU Ni1aCTUKOBbIX pr6 B YCITOBUAX OTCYTCTBUA arpeCCrBHbIX ra3oB.
Henonyctumo:

KOHTaKT arnnaparta ¢ Bogou,

ncrnonb3oBaHWe annaparta B YCIOBUSIX BbICOKON BMNaXXHOCTW,

ncronb3oBaHWe annaparta He No Ha3Ha4YeHuio,

nogHMMaTb/NepeHoCuTs annaparT 3a LWHYP NUTaHus,

OCTaBMATb annapar BO BKIMOYEHHOM COCTOsAHMM 6e3 npucmoTpa,

He noABepranTe annapar yaapam u/unu sndpaumm! 310 MOXET NpUBECTU K cO0AM paboTbl perynsitopa, T.e. K

HapyLLueHuo paboTocnocobHOCTK BCero annapara,

e annapar criegyeT ycTaHaBnMBaTb Ha €ro NOACTaBKY Ha MIOCKYH HEroproyyro MOBEPXHOCTb UM KpenuTb B
3axumve,

o ecnun annapaTt CTOUT B peXXnme oXxXnaaHua B pa3orpetomMm CoCToAHUN, HarpeBaTeanbM ANeMEeHT N CBapoO4Hble

Hacagakm He OO0JTKHbl HMYero KacaTbCo,

He pekomMeHayeTca LWHYPOM NUTaHUSA KacaTbCa HarpesaTens,

ONsl 3aMeHbl CBapOYHOWM Hacaaku pekoMeHayeTcs HaaeTb paboyne nepyaTku,

He pa3bupanTe annapat!

He MCnonb3ynTe NOBPEXOEHHbIN YONMHUTENb NMUTAHUS UK YOTTMHUTENb HEM3BECTHOTO NMPOUCXOXKAEHNS,

ans obecneyeHunss 6esonacHoOCcTM paboTbl peKOMEHOYETCH TaKke NPoBepnTb 6€30MacHOCTb M NapameTpbl

yYAnnHUTENAa NnTaHua.

5 O6cnyXxuBaHue

Copgepxute annapar B YuctoTe. YaansmuTe octaTky MaTepuarna C NoBepxHOCTeN CBapOYHbIX Hacagok,
NpeanoYTUTENBHO OEePEBSAHHBIM LUNATENeM U TKaHb N3 HaTyparbHbIX BOFOKOH.

Hwukakoro gpyroro obcnyxumeaHusi He TpebyeTcs.

C obopynoBaHuem Bo3MOXHO paboTaTb Npu cregyowmx ycnosusix: TemnepaTtypa ¢ -5°C go 50°C, BnaxHocTb —
MakcumarnbsHo 75% (6e3 koHaeH3auun)

Ycnosus xpaHeHus: Temnepatypa ¢ 0°C go 50°C, BnaxHOCTb — MakcumMarnbHo 70% (6e3 koHaeH3aummn)

Bcé rapaHTunHOe n nocnerapaHTunHoe oo6cnyxuBaHue ocyuecTensaeT komnaHma DYTRON EUROPE
s.r.o., Touzimska 943/24 a, 197 00 Praha 9 — Kbely.
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Servisni strediska Dytron ve svété/ Dytron Service centers in the world/
CepBucHbIe LeHTpbl Dytron:

Ceska republika — Czech republic — Yewckas Pecny6nuka

DYTRON EUROPE s.r.o.,

TouZimska 943/24 a, 197 00 Praha 9 — Kbely
tel. +420 266 190 030

e-mail: service@dytron.eu

Rusko — Russia - Poccumnckan ®epgepauums:

ADR-Technologia

Moskva, ul. Kotlyakovskaya 7/8
tel. (495) 925-6150

e-mail: service@adr-t.ru

Komnanus AP-TexHonorus

r. Mockea, yn.Kotnskosckas 7/8
Ten. (495) 925-6150

e-mail: service@adr-t.ru

Slovensko — Slovakia - CnoBaukas Pecny6nuka:

ant s.r.o.

Staré grunty 17

841 04 Bratislava
tel. (02) 60 10 37 15
ant@ant.sk

Madarsko — Hungary - BeHrpus:

INPIPE KFT

Kén utca 6

1097 Budapest

Tel: +361219-06-63
e-mail: info@inpipe.hu

Buharsko — Bulgaria - Bonrapus:

HYDROPLAST-10 EOOD
bul. N. Mushanov 74, bl. 239
Sofia

tel. 02 8221 201

mobil: 0879 263254

e-mail: hydroplast@mail.bg
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Servisni list (CZ) — Service record (EN) - CepBucHbii TanoH (RU)

Datum Zaruéni oprava | Pfevzal Popis zavady - Fault description - Datum pfedani | Pfedal
prevzeti | Warranty Received Onu1caHne HencnpaBHOCTU Data Prezekazat
Date of | repair przekazania Delivered
receipt rapaHTUHbIN Date of by

Jata PEMOHT delivery Mepepan
npuema Jata
nepenadu

Polyfuzni svarecka — typ; Polyfusion welder — type;
Monndy3noHHbIN CBapOYHbIM annapat — TUn

FV - Plast, a.s. Tel.: +420 326 706 711

Vyrobce — Manufacturer - lNpoussognTens Kozovazska 1049/3 Fax: +420 326 706 721
250 88 Celakovice fv-plast@fv-plast.cz
Czech Republic www.fv-plast.cz

Vyrobni islo — Production number - 3aBoackoi Homep

Rok vyroby — Year of manufacturing - Nog Bbinycka

Datum prodeje — Date of sale - [lata npogaxu

Razitko prodejce — Retailer stamp - Ne4aTtb npogasua
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