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1- OBO3HAYEHME U3IEJINA
PRODUCT IDENTIFICATION

Kommepueckoe HammenoBanwue: RIVSTS0-MHCTpyMEHT 111 TpUBapKH
wmunek Commercial name: RIVSTS0-AS-CD Studwelding Tool
[Tocrasmuk/IIpogaserr:

Supplier/Reseller:

Via Marconi, 20 — loc. Ponte Rizzoli

40064 Ozzano dell’Emilia (Bologna) - Italy

&:++39 051417 11 11 @& ++39 051417 11 29

WWW.rivit.it -- rivit@rivit.it

2 - BBEJEHHUE
INTRODUCTION

RIVSTS80 — anmmapar /1 AyroBoH CBapKH, pabOTAIOIIMA B COOTBETCTBHH C CHCTEMOU pa3psiaa KOHICHCATOPOB 110
crangaptam DVS 0901/0903 u DIN1910.

Bce ycTpolicTBO — KOMITAKTHOE U JIETKOE TI0 BECY, YTO COOTBETCTBEHHO TOIXOMUT JIJIS BBITOTHEHUS Pa3IMIHBIX
BHJIOB pa0bOT. Bylyuu MOJHOCTBIO ANIEKTPOHHBIM, OHO HE MOABEPKEHO M3HOCY U aBTOMATHYECKU CTAOMIIU3UPYET
anekTpokonebanns. CBapouyHas IeNb NPEPHIBACTCS THPUCTOPOM. PeryimpoBka HampsKEHHS paspsaa
KOHJICHCATOPOB MOXKET BBITIOJHATHCS TPHU MOMOIIM MOTEHIIMOMETpa. 3allUTHOE YCTPONCTBO JOITyCKAeT CBApKy
TOJIBKO TOT/Ia, KOTJa IIMIIbKA IPUKACACTCS K TOBEPXHOCTH MECTa YCTAHOBKH.

[MucToner, ¢ MEeTpHBIM KOPIYCOM M IMPOTECTHPOBAHHBIMH MEXAaHUYECKHMHU COCTaBISIOUINMHE, OOECIIEYHBACT
paboty KoHTakTHOW cBapku (cM. M4 “TEXHOJIOTUYECKAS CXEMA”). COOTBETCTBEHHO, IICHTPOBKA IIITHICK
MOJKET OBITh BBITIOJIHEHA, Iyl 110 BHIMIOJIHEHHOMY paHee HaOpPOCKY, WITH JKe TIPOCTO Ha MaJioi Touke (cMm. 1. 13
“IIPAKTUYECKHUE COBETBI”), 1100 MOCPEACTBOM LIa0IOHA.

UT0OBI HCIONBE30BaTh WHCTPYMEHT HAWIYUIINM CIIOCOOOM, cBepsiTech ¢ «MHCTPYKITMEH IONB30BaHUS» U €€
COJIEP)KUMBIM. B cilydae nanpbHEWIIMX BOMPOCOB IO MCIONB30BAHUIO WHCTPYMEHTA, WIH ONpPEIEICHHBIM
CBapOYHBIM paboTam, [TokymnaTenb MOKET 0OpaTUTHCS 32 TOMOIIBIO K KBATH(UIIMPOBAHHOMY TEXHUKY.

RIVSTS80 works according to the arc welding capacitor discharge system, as per DVS 0901/0903 and DIN 1910.

The whole structure is compact and light weight, consequently it suits the most different uses. Being completely
electronic it is not subject to wear and tear, and it automatically stabilizes the electric oscillation. The welding
circuit is broken by a thyristor. Regulation of the capacitor charge voltage can be done using the potentiometer. A
safety device allows welding only when the stud touches the work piece where it has to be settled.

The gun, extremely solid and provided with tested mechanics, works according to the contact welding system (see
para. 4 “Operation diagram”). Consequently, the centring of the studs can be done following an outline, or just
on a small point, (see para. 13 “Practical advices”) or even by means of a centring template.

In order to use the tool in the best possible way, make always reference to this “Instruction & Service Manual”
and to its contents. In case of further questions on the use of the tool, or on particular weldings, Customer can be
assisted by a qualified technician.

3 - CUCTEMA CBAPKH
WELDING SYSTEM

JlyroBasi cBapka CHCTEMOH paspsjga KOHIeHcaTopoB, aaiee umenyemas JIC, oObIYHO HCHONB3YyeTCA CO
mmtbkaMu DIN 32501 ceuenuem ot 1 mo 5. bonbire nadopmariny Bel Haiigere B 1. 15 “CraHmapTHBIE IITFITEKH
¥ COOTBETCTBYHOIIUE JiepkaTenn”. KOHTaKTHas OBEPXHOCTD, KEJIATSIBHO KPYTJias, YCTAaHABIUBAEMOW IITTUIEKH
He JOoJDKHA mpeBbmaTh 10MM B auameTpe. PaGouee mone MHCTpyMeHTa ompenensercs B Tabiuie CBapOYHBIX
napameTpoB.

Y XOJIOMHOKATaHHBIX CBApHBIX NETajei ecTh (UIaHel W «Todka 3akuranusy» (urHairep). dmaner; hopmupyercs
BO BpeMsl IITAMIIOBAaHUs, YTOOBI CO3/1aTh TOUKY 3aKuTaHus. Bo BpeMs cBapku ¢uiaHel| He 1aeT Jyre JOCTUTHYTH
MWIAHPUYECKOW YacTH IIMUIBKU, ¥ TEM BPpeMEHEM, 30Ha cBapku pacmmpsiercs. JIC uneanpHa JUis CBapKu CTaJH,
Hepkasetomieit ctamm (AISI 304), TaTYHHBIX W aTIOMHUHHUEBBIX IIITIJICK HA TOHKHX JINCTAaX, KOTOPHIE ,JKeIaTelIbHO,
TOJDKHBI OBITH TOTO K€ MaTepraia, 4To U MIWIbKH (cM. 1.5 “KOMBUHAIINS MATEPHUAJIOB™).

Hu 3ammtHas cpena HUKakue Ipyrue npelocTOPOKHOCTH HE TPEOYIOTCA.

KpatkoBpeMeHHbIH cpok cBapku (2-3 MIJUTUCEKYH) © MUHMMAaNbHAs rTyOrHa npoBapa (mpuonu3utensHo 0,2MM.),
MIPEAOTBPAIIAlOT U3MEHECHHE 1BETa W BBHITOpaHHUE JaK€ HA CaMOM TOHKOM Ce€deHHH MeTamia (= wim > 0.8mm)

ivit
N/



MHcTpyK1us 1o SKCIUTyaTaluu WHCcTpyMeHT A1l IPUBAPKY LIIHUIIEK

Instruction Manual Studwelding Tool RIVST80

B HCKIIIOUNTENBHBIX ClTydasX, HAa YpPE3BbIUAHO TOHKMX WJIH OYEHb SPKUX MOBEPXHOCTIX, MOXET MOSBUTHCS
OUYeHb JIerKas naedopmaiusi, efie BHUAHAS HEBOOPY)KEHHOMY riazy. CBapka Ha KpalleHBIX MOBEPXHOCTSIX H
MMOBEPXHOCTSIX TOKPBITHIX BHUHHUJIOM MOXKET BBIIONHATHCS 0€3 HaHECeHHs KakKoro-mubo Bpelda camoi
noBepxHOCTH. [IoKpbITHE OKHO OBITH CHATO TOJNBKO C 30HBI CBAPKU M C OOPAaTHOI CTOPOHBI, €Cli Ha paboueid
MTOBEPXHOCTH MOKPHITUE TIPUCYTCTBYET C 00EUX CTOPOH.

Arc welding capacitor discharge system, hereinafter referred to as “AS-CD”, is normally used with studs
according to DIN 32501 sections 1 to 5. For further information please refer also to para. 15 ‘Standard studs and
relevant chucks’. The contact area, preferably circular, of the stud to be settled, should not overcome 10mm of
diameter. The operational field of the tool is defined in the welding parameters table.
Cold formed welding parts have a flange and an “ignition tip” (ignitor). Flange gets out during forming in order
to create the ignition tip. During welding the flange prevents the arc to reach the cylindrical part of the stud and
in the meanwhile the welded area results widened. AS-CD welding is ideal to weld steel, stainless steel (AISI 304),
brass and aluminium studs on thin sheets, which are preferably to be of the same material of the stud (see para. 5
“COMBINATION OF MATERIALS”).
Neither protective atmosphere, nor other kind of precautions, are required.
The very short welding time (0,002-0,003 sec.) and the minimum weld penetration (approx. 0.2mm), prevent
discoloration and burn-thru even on very thin metal sections (= or > 0.8mm). Unusually, on extremely thin or
very bright surfaces, a very light deformation can appear, hardly visible to the naked eye. Welding on painted or
vinyl coated surfaces can be easily carried out without damaging the surface itself- Coating must be removed only
from the welding area and from the ground contact area if both sides of the work piece are coated.

4 - TEXHOJIOI'MYECKAS CXEMA

OPERATION DIAGRAM
Tpaucdopmarop
3apana T
Perynsrop 3apsna HpUCTOp
Charge transformer Chayrge ré)gulgtor Thyristor
BrImpsMuTess barapes
Main rectifier KOHJCHCATOPOB

Capacitor battery

M

CapouHas cucTeMa CO3/IaeT HeOOXOJUMYI0 SHEPTHIO [T PUBAPKH IITHJICK, BBITPSIMIISS JIEKTPOKOIcOaHUS
CETH U 3apshKasi 0aTapero KOHJCHCATOPOB MPSMBIM TOKOM, PErYIHPYEeMbBIM Mpuoau3uTensHo oT 50 10 200V,

The welding system makes the necessary energy available for stud welding, rectifying the electric oscillation of
the net and recharging a battery of the condensers with direct current adjustable from approx. 50 to 200V.

@
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[IpmxmuTe ucToeT K padoueit moBepxHocTH (1). IImuipka, BEICTyHArOMas OKOJIO 3 MM. M3 ITUCTOJIETa, JOJKHA
OBITh MIPMKATA C COMPOTHBIICHUEM CHIIC CIKATHS TIPYXKHHBI, TIOKa HOXKKH HE KOCHYTCSI paboueil MOBEPXHOCTH.

B nauane mporiecca cBapku, TUPUCTOP 3aMBIKAaeT IICMb, 3alyckas B pa0oTy OaTapero KOHICHCATOPOB. 3aTeM,
MOCPEJICTBOM BCTIBIIIIKH, TOYKA 3KUTaHUSI HOHU3UPYETCS M BO3YX MEXTy IIIIIBLKOW U JrcToM (2) ucmapsiercs,
co3/laBas IyTy, KOTOpasl HarpeBaeT COeINHICMbIE TIOBEPXHOCTH (¥ IIMTUIIBEKH U JUCTa) (3).

[IpyxuHa BAaBIUBACcT INMWIBKY B pacKaJCHHBIM METal W 3aBepliaeT cBapouHbld mporecc (4). OcraBmiascs
SHeprus OaTaped KOHJIEHCATOPOB HAKOPOTKO 3aMBIKACTCSI MEXKIy IIMHIBKOH u pabodell TOBEPXHOCTHIO.
PacnaBieHHBII MeTa1 3aTBEpICBACT U IIIIIbKA TENEePh YacTh JIUCTA.

Bpewmst cBapku: OT co37iaHus IyTH 10 3aTBEpACBaHUS METaJUIa, IPUMEPHO 2-3 MUJITUCEKYH/IBL.

Press gun against the work piece (1). The stud, which protrudes approx 3mm, must be pressed against spring
force, until the legs are in contact with the work piece.

First, the thyristor closes, running the battery of the condensers down. Then, by means of a sort of explosion, the
ignition tip ionizes and the air between the stud and the sheet (2) evaporates, creating an arch that heats the
surfaces to be joined (both the end of the stud and the surface of the sheet) (3).

The spring presses the stud into the molten metal and completes the welding process. (4). The remaining power of
the battery of the condensers is now run down into short circuit between the stud and the work piece. The melted
metal solidifies and the stud is now part of the sheet.

Welding time: from the creation of the arc to the solidification of the material approx. 0,002-0,003sec.

®
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5- KOMBUHAIIUS MATEPHUAJIOB
COMBINATION OF MATERIALS
MATEPUAJI IUITTWJIbKW/STUD MATERIAL
MATEPUAI
OCHOBBI/ Cranb 37.3 Cranb 1.4301
CuZn 37 Al 99,5 AlMg 3
BASE MATERIAL 37.3 steel 1.4301 steel ue £
Crans g0 C35
Steel up to C35 ! ! ! 0 0
Cranb g0 C60
Steel up to C60 0 2 0 0 0
O1HKOBaHHAs CTaJIb
Zinc coated steel 2 2 ! 0 0
HepskaBeromas craib
Stainless steel 2 1 2 0 0
CuZn 37-30
CuZn 37-30 2 2 1 0 0
Mene 2 2 1 0 0
Copper
A199,5 0 0 0 0 2
AlMg 1-5 0 0 0 0 2
AlMgSi 0.5 0 0 0 0 2

CoBMeCTHUMOCTG I CBapku: 1=xoporo, 2=mgoctaTouHo, 0=n306eraTs.

Bce 3HaueHus B TAOHIIE — MPUMEPHBIC; TIO3TOMY MBI ITPEJIaraecM BBIMOHATH TPOOHBIC TECTHI HA PAb0YEM JIUCTE
(taxxke cm. DVS 0905, wacts 2, . 5.1.2).

B maboparopuu MOryT OBITh TPOBEAEHBI UCTIHITAHNUS HAJ JATbHEHIIMMHA KOMOWHAIMSIMHE: PE3YIBTAThl ITUX TECTOB
OJTHAKO HE yKa3aHbI B TAaOJIHUIIE BHIIIIE.

Suitability to welding: 1=good, 2=sufficient, 0=to be avoided.

All values stated in the table are indicative; consequently we suggest you carry out some trial tests on the working
sheet (see also DVS 0905, part 2, section 5.1.2).

In the proper welding laboratory further combinations may be under evaluation: the results of these tests are not
vet indicated in the above table.

®
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6 - CTAHIAPTHOE

OCHAULIEHHUE
STANDARD FITTINGS
Koxa/CobE KOJIMYECTBO ONUCAHME
RIVIT QUANTITY DESCRIPTIO

RIVST80-Capounstii anmapat/RIVSTS0-Studweldingunit

27337 1 Csapounsrii uctonet 1802/1802-Studwelding-gun
3azemistomumii kabenb ¢ 3akuMamu 2.5 / 2x25 / 2x77/Ground cable with clamps 2.5 /
2x25/ 2x7”
JTenxarens nusg M3 a M8/Chuck for M3 to M8

15553 1 Jeprxarens aist Hape3HbIX mnuiek M3 u HenapesHsix wnuiek 1.3/Chuck for threaded
studs M3 and unthreaded studs d.3

15554 1 Jeprxatens aist Hape3HbIX mnuiek M4 u HenapesHsIx wnuiek 1.4/Chuck for threaded
studs M4 and unthreaded studs d.4

15555 1 Hepxarenp ams Hape3HBIX mmmiek MS u HeHapes3Hsix mmwiek 1.5/ Chuck for threaded
studs M5, unthreaded studs d.5, tapped studs M3

15556 1 Jeprkatens 1yt HApe3HbIX MITIIEK M6, HeHape3HBIX IMIIEK 1.6, IIITHWICK ¢ BHYTP.
pe3sboit M4/Chuck for threaded studs M6, unthreaded studs d.6, tapped studs M4

01035 1 Jeprxarens aist Hape3HbIX mnuiek M8 u HeHapesHsIx wnuiek 1.8/ Chuck for threaded
studs M8 and unthreaded studs D8

1 Kitou mecturpannsiii SW 17/Hex-wrench, SW 17
1 Wucerpykuus 1o uctons3oBanuto/ Instruction manual
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7- TEXHUYECKHUE JAHHBIE
TECHNICAL DATA

CBAPOYHBINA ANINAPAT/STUDWELDINGUNIT

MoaEias/MODEL: RIVSTS80 _%
Hanpsoxenne/ Voltage: 220V 5,
[penoxpanutens/Fuse: 6,3 A
Yacrora/Frequency: 50/60 T'y
Pabouee nosne/Operational field: Cwm. 1. 12 “CBAPOUYHBIE [IAPAMETPLI”/See para. 12

“WELDING PARAMETERS”’
Csapounsle Marepuaisl/ Welding materials: ~ Cu. 1. 12 “CBAPOUYHBIE IIAPAMETPLI/See para. 12

“WELDING PARAMETERS”

Caapounas cucrema/ Welding system:

MMuranue/ Capacity:

EmxocTs: 66000 pF
Hanpsokenue 3apsiga: 50-200 V
Kabens: 3.0m.
Bec/Weight: 13xkr.
CBAPOYHBIN MACTOJIET/STUDWELDING-GUN
MoaEas/MODEL: 1802

Juamerp mmunbku/Stud

diameter:

Jltnaa sk /Stud length:

Cucrema paspsina Konaencaropos/Capacitor
discharge system
Konneuncarop/Capacitor

Owmenn. crans M3-M8/Coppered steel M3-M8
Hepx. crane M3-M8/Stainless steel M3-M8

Jlatyup M3-M8/Brass M3-M8

Anromuanii M3 u M4/Aluminium M3 and M4

Jia amomunust MSu M6 Mbl pekoMeHAyeM
ucnons3oBanue Monenb 1801—Iloxanyiicra,
CBSDKUTECH € TeXH. otaenoM/ With aluminium M5 and
M6 we strongly recommend the use of gun Mod.
1801—Please contact out technical dept

Cranpapt: 6-40 mm./Standard: 6-40mm

|

je— 185

- 10 55 MM. ¢ pa3eNnHuTeIbHBIM KOJIBLOM/up to 55mm

with spacer ring

- 110 3a1pocCy €O CHell. MOAAEPKKOH (cM.11. 14
“JIETAJIU IO 3AKA3Y”) on request with special

support (see para

®Dopma mmmnsku /Stud shape:

14 “ITEMS ONREQUEST”)

Cranpapt: wwmmsapudeckas/Standard: cylindrical

- 10 3aIIPOCYy CO CIIeN. JepikarenieM/on request with

special cuck

Marepuan mnunbku/Stud material:

Cwm. 1. 12 “CBAPOYHBIE [IAPAMETPLI”/See para 12

“INDICATIVE WELDING PARAMETERS "

Caapounslii kabens/Welding cable: 6,5 M.

Bec/Weight: 0,7xr. 6e3 Kabens

@
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8 - HOPMbI BE3OITACHOCTH
SAFETY RULES

[Ipu HanMUMM KUAKOCTH WM TIOCTOPOHHUX MPEIMETOB B alnapare, HEMEJIEHHO BBIKIIOUUTE MHCTPYMEHT.
[lepen MOBTOPHBIM HUCIIOIB30BAaHIEM HEOOXOIMM OCMOTP

[lepen Hauanom pabOTHl yAOCTOBEPHTECH B OTIMYHOM COCTOSIHUH KaOelisi: eclii He00X0IUMO, 3aMEHHTE €ro.
Bo Bpems cBapku, Mob3yHTECH 3aIIUTON I71a3 U YIIEH.

[Ipu BemeHny cBapKu Ha MOBEPXHOCTSAX C IOBEPXHOCTHIO MOTYT 0Opa30BBIBATHCS Ta3bl M IBIM. Y TOCTOBEPHTECH B
MIPOBETPUBAEMOCTH ITOMEILICHHSL.

He ocramsiiTe roproune BemecTsa psaaoM ¢ padodei CTaHITUEH.

Bceraa ncnonp3yiite MeTOBI IPEAOTBpAIIEHHUS ToKapa. Bo Bpemst cBapku (pa3psiia) HUKOT/Ia HE KacaiTech
JleprKaTesieil N IIIMWIBKH, TaK KaK OHU HaXOSATCS IOl HATPSHKEHUEM.

Bcerna cobmonaiite npaBuia 6€30macHOCTH A7l pabOTHI C TyTOBOH U pa3psiIHON

CBAapOYHBIMHU CHCTEMaMHU.

[lepen oGcmyXxnuBaHUEM WIIM OCMOTPOM MHCTPYMEHTA, OTCOETUHUTE HHCTPYMEHT OT

JEKTPOCETH.

PeMonTHBIE pabOTHI TOMKHBI BBIIOIHATHECS 00yUYEHHBIM TEXHUYECKUM MEPCOHATIOM.

In presence of liquids or foreign bodies, turn immediately the tool off. Servicing is necessary before using it again.
Before starting the job, make sure that the connecting cable is in perfect conditions; if not, it must be replaced.
During welding, properly protect your eyes and your ears.

Gases and fumes can be generated when welding on coated surfaces. Make preventively sure that you are
working in airy conditions.

Do not leave inflammables nearby the working station.

Always act according to fire-prevention methods. Do not touch chucks or studs during welding (discharge), as
they are under charge.

Always respect the security rules defined for the arc and capacitor discharge welding systems.

Before any servicing operation, disconnect the tool from the electrical supply line.

Reparations must be carried out by trained technicians.

9 - UHCTPYIIMH 11O NOAKJJIIOYEHUIO
TOOL SETTING

1. CBapouHBIi anmnapaT JOJKEH OBITh YCTAHOBJICH Ha O€30MaCHOM MeECTe, C
JOCTYIIOM BO3.lyXa, AJIsl n30€KaHusl Ieperpesa, y1apos 1 MonalaHus IbUIH.

The studwelding unit must be placed in an airy and safe location, as to
avoid overheating, hits and dust.
2. Ecnii OCHOBHOM BBIKITIOYATEIh HE B MOJOKCHUHU «BBIKII.», HAKMHUTE
KpacHYIO ITyCKOBYIO KHOMTY (A) B Ha yka3aHue «0».

If the main switch of the unit is not yet in the ‘off” position, press the red starting
button (A) on “0”

3. IIpoBeprTe, COOTBETCTBYET JIM HANpPSKEHUE Ballel
3NIEKTPOCETH, YKa3aHHOMY Ha ammapare .

Now check whether voltage of your electrical net corresponds to that indicated on the
label

4. BcTapTe BUIKY B 3a3eMJICHHYIO PO3ETKY.

Put the plug in a ground-socket.

5. Nogxnrounte Buiiky DINSE 3azemsitomiiero kadens (IoJI0kK. TOIOC) K
CBAapOYHOMY amrapary u IOBEPHUTE HANpaBo, YTOObI 3akpenuts ee. Co
BpEMEHEM COCJIMHEHHUE OCTa0HEeT; TIepe]l HCIIOb30BAHUEM amapara
MPOBEPANTE MOJKIIOYEHHE.

Connect DINSE plug of the ground-cable (positive pole) to the studweldingunit
and turn it strongly rightward in order to fasten it tightly. The plugging in
connection can loosen with time, it must be checked periodically, before using the
tool

. ey o
B o@
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6. CoenuHnTe 32)KMMBI 3a3eMJISIIOILETO Kabemsi C 30HOM CBapKH. Y JOCTOBEPHTECH, YTO
KOHTAaKT XOPOIIMHA W 3aKUMBI YCTaHOBJICHBI CUMMETPUYHO, YTOOBI MPEAOTBPATUTH
pa3peiB ayru (cM. 1. 13 “IIPAKTUYECKUE COBETLI”). Ymanute cielnbl pKaBUWHBI,
[[BeTa, Maciia Wi J0oro apyroro marepuana. CBapka JODKHA HPOU3BOIUTHCS
MEXIY 3aKUMaMHu.

Connect the two ground-cable clamps directly to the weld-area. Make sure that the

contact is good and that the clamps are symmetrical positioned in order to prevent

arc blow (see para. 13 “PRACTICAL ADVICES”). Remove any trace of colour, rust, oil or any other material.
Welding must take place between the two ground-cable clamps.

7. Toaxmrounte Buiky DINSE kabenst cBapodHOTo mcronera (OTPHIIL. MOJTOC)
U TIOBEPHUTE HAIpPaBO, YTOOBI 3akpenuTh ee. CO BpPEeMEHEM COCAMHEHHUE
ociabHeT; mepe]] NCTIOJIb30BaHUEM alllapaTa HpOBEPSITE MOAKIIOYCHHUE.
Connect DINSE plug of the gun welding cable (negative pole) and turn it

stronglyrightward in order to fasten it tightly. Before using the tool, check

periodically that the connection did not get loosened.

8. Iloxkmounte Buiky BINZEL koHTponbHOr0 Kabemst IUCTOeTaM K IUTY
yIpaBlieHHs annapara v 3aKpernuTe COeTUHEHUE PE3b00BBIM KOIBLIOM.

Connect BINZEL plug of the gun controlcable to the power unit panel and lock it with the threaded ring.

Perynstop crannapTHON JUIMHBI AJI JUIMHHBIX MIMAIEK A0 25 MM.

fm——

Standard length regulator for long studs up to 25mm

[MepecraBisist peryiaTop CTaHIAPTHON JUTMHBI BB MOXKETE

UCIIOJIb30BaTh JJIMHHBIE INIIBKY OT 20 10 40 MMm.

Reversing the standard length regulator you can use long studs from 20 to
40mm

~~~~~

il 'uuu.“llllll]llllllllll!lﬂllﬂlﬂ\ll||'

Perynarop mnuHe! 1Jisi IINKWJIEK ¢ BHYTPeHHeil pe3s0oii (cMm. . 14
“JIETAJIU TIO 3AKA3Y”): @ SMM, & 6MM, ¢ 7,1MM.

Length regulator for internal threaded tapped studs (see para 14 “ITEMS ON
REQUEST”): @ Smm, o 6mm, o 7,1mm.

9. BriOupaiite nepxateib B COOTBETCTBUHU C yCTaHABIMBACMOM MIMUIBKOM.
Choose the right chuck according to the stud to be welded. I l] { !

10. Perynupyiite BBICTYIUIEHHE IIHIBKA U3 JepKaTens KaK Al \ S ;
rokaszaHo Ha pucynke (50-50,5 mm.). Konerr mmmibku ‘ :

JIOJIKEH OBITh 110 KpaiiHel Mepe 2 MM. OT KOHIIA
JiepKaTens.

Adjust stud protrusion from chuck as illustrated (50-50,5mm).
The end of the stud must be at least 2mm distant from the end
of the chuck.

Tpebyemoe
paccTosiHue: He
MEHBIIIE 2 MM.
Distance required.:
at least 2mm

11. 3akpenuTe KOHTp-TalKy.
Fasten the lock nut.

12. IIpoTONKHUTE AepKaTeNb B MIUCTOJIET 10 OCTAHOBA U
3aKpenuTe MIECTUTpaHHBIM kimouoM SWI17. B
ciayyae HeNPaBWIBHOIO 3aKpemieHHusi KOHTP-
raiika OyaeT BIUIaBJIEHA B IITOK JepsKaTeJsIs.

Push chuck into the gun until it stops and fasten with
SW17 hex-wrench. In case of fastening failure, the

2N\
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lock nut will be molten with the chuck holder piston.

13. Crepbrech ¢ Tabnurei “CBAPOUYHBIE IAPAMETPBI” (11. 12) 9T0OBI ONIpeNeNTuTh YCTAHOBUTH 3HAUYCHNE

CHITy YIPYTOCTH MPYKHHBI IMCTOJIETA ¥ HANIPSDKEHHUE 3apsia B COOTBETCTBUH C yCTaHABIMBAEMOM
IIITUIBKOM.

Read table “WELDING parameters” (para. 12) to determine the indicative value of gun spring force
and charge voltage in accordance with the stud to be welded.

14. HacTtpoiite cuity ynpyrocTy Npy>KUHbI (MBI IpeiaraeM MO3UIUH 2-

3). HactpoiiTe mOTEHIIMOMETP Ha HAMPsDKEHUE 3aps/ia B
COOTBETCTBUU C yCTAaHABIMBAEMOU IIMMIHKOH.

Adjust gun spring force as per illustration (we suggest position 2-
3). Adjust the potentiometer on the charge voltage corresponding
to the stud to be welded.

10 - HAYAJIO PABOTHBI

STARTING AND USE

1. Haxxmute KHOMKY BKIOUeHHs. BKiItoueH cBeToBOM

4. YcTaHOBHTE ITUCTOJICT HA PabOUyIO MMOBEPXHOCTE. BKITIOUNTCST CBETOBOM

uHaukatop. O003HAUCHIE HHINKATOPA:

- Ha 3apsine = KPACHBIM et

- TOTOBBIH K Hcronb3oBanmio = SEJIEHBIN 1Bet ¢ HU3KUM 3apsiIoM, TTOBEPH-
WTE MOTSHIIMOMETP HAJIEBO, 3€JICHBIH IIBET MTOTACHET IT0Ka HE JOCTUTHYTO HEOO-
XOJUMOE HarpsKeHHE.

Press the power switch. The light is

on. Index of the warning lights:

- under charge = RED LED on

- ready to be used = GREEN LED onto lower the charge voltage, turn the
potentiometer leftward, the green LED TURNS OFF until the requested
charge voltage is reached.

. Hacrpolite HanpspbkeHue 3apsiia, HCIONIB3YyS KHOMKY moTteHmuomerpa (cm. 1. 12 “ CBAPOYHBIE
[TAPAMETPLI”). JInst CHIDKCHHSI HANpsDKCHHS 3apsjia, MOBEPHUTE PETYIATOp HaleBo. He moBTopsiiTe 3Ty
OTICpAIUIO CIIMIIKOM YacTO, TaK KaK HAIPsDKCHUE BIUSCT Ha CONPOTUBIICHHS, HArpeBas ammapar, ¥ TeM
CaMBbIM, HAHOCSI €My TIOBPEXKICHUSI.

Adjust the charge voltage using the potentiometer knob (see para. 12 “Welding parameters”). To lower the
charg voltage turn the knob leftiward. Do not repeat this operation too much frequently as the charge
voltage acts on the resistances, generating heat which could damage the weldingunit.

3. Haxwmwute Ha KypOK, HE TIPUKACASACH K pabOUei MOBEPXHOCTH: €CITH
COEMHEHUE aNlapaT-MUcTOoNIET Xopollee, MHANKATOp OyJaeT TopeTh
3€JICHBIM I[BETOM.
Press the gun trigger without touching the workpiece: if the gun-unit connection
is good, the led turns on.

WHIMKATOP KOHTaKTa. HaxkmuTe KypoK U cBapka HAYHETCS; ICPIKUTE
MUCTOJIET YCTONYMBO ¥ MEPIICHINKYIISIPHO IO OTHOIIIEHHUIO K paboueit
MTOBEPXHOCTH.

Place gun on the workpiece. The contact LED turns on. Press the gun trigger
and welding will start; keep the gun steady and perpendicularly to the
workpiece.

. Tocne cBapku MHIUKATOP TPOJIOIDKUT FOPETh U MOTACHET KOT/Ia IMMUCTOJIET CBET C TPUBAPEHHOM
bk, Bo Bpemst 3Toro nepuoja 6atapesi KOHIEHCATOPOB HE 3apsKacTCsl.
After welding the LED turns on and it turns off only when the gun is removed from welded stud. During this

N\
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CHHUMUTE UCTOJICT CO IIIUIBKHA U pa60qeﬁ IMOBCPXHOCTH, n30erast MOJIOMKHU JACPIKATCIIA. I/IHI[I/IKaTop IIOTaCHECT.
Tenepb KOHACHCATOPBI 3apAKAIOTCA

Remove gun from stud and workpiece upward, avoiding to damage the chuck. The LED turns off. The
condensers are now charging.

11 - KOHTPOJIb KAYECTBA CBAPKH
WELDING QUALITY CONTROL

1. BuzyanbHBII KOHTPOJIH MPUBAPEHHON IITTAIBKHA:
CBapka BBIIIOTHEHA XOPOIIIO KOT/Ia TPaHUIIA .
At sight control of welded stud: o
Welding is well done when the border of the flange is completely welded and the
welding ring around the flange itself protrudes of approx. Imm.

2. XoyogHas cBapKa:
CBapodHasi OCHOBa HE TMOJHOCTBIO paciuiaBiieHa. [IpuunHa: KOHIEHCATOPHI ObUIN
HEJOCTAaTOYHO 3apsDKEHBbI, ObUIA CIIMIIKOM BBICOKOE CHJIA CXKATHS TPYXKHUHBI,
HeuyucTas pabodas MOBEPXHOCTH (pXKaBUYMHA H T.11.)

Cold welding:

The weld base is incompletely melted or anyhow irregular. Reasons: condensers
were not charged enough, spring force was too high, presence of impurities on the
workpiece (rust, etc.).

3. T'opsrgast cBapka:
draHer] MOJTHOCTHIO PACIUIABJICH U OKPYKEH 3aCTBHIBIIMMHE OpBI3raMu CBapKHU.
[TpuunHa: CITUIIKOM BBICOKUH 3aps]l KOHIEHCATOPOB, CIUIIIKOM HU3Kas
CHUJIa CXKATHS TIPYKHUHBI,

Hot welding:
Flange is completely melted and surrounded by weld splatters.
Reasons: condensers too much charged, spring force too low.

4. YactuyHas cBapka:
10T AeddHEKT — pe3yabTaT ONTMOKH YCTAHOBKH MHICTOJIETa Ha pabodyro
MoBepXHOCTh. [ToNoXkeHue MIcToIeTa Mo OTHOUICHHUIO K paboueii MOBEpXHOCTH HE
OBLIO CTPOTO MIEPIICHIUKYJIISIPHO, TAKIKE Ha PE3yJIbTAT ITOBIHSIN IBUKCHIEC
MUCTOJIETa BO BPEMSI CBAPKH.

Cold plunge welding:

Questo difetto ¢ dovuto ad wun errato posizionamento delle masse, al
posizionamento non ortogonale della pistola o a movimenti della pistola durante la
saldatura.

5. TlpoBepka npuBapeHHOMN IIMUIBKH.
[IpuBapeHHBIC TIMTMIBKHA OOBIYHO TIPOBEPSIOTCS HA 15°U3rnb B pa3IMIHBIX HAIIPABIICHUSX,
CHENHANTbHBIM HHCTpYMEHTOM. [111s1 O0mbIieit nHpOpMauu 00 3TOM U IPYTHUX TECTaX,
noxanyicra, cMm. DVS 0905, vacts 2, 1.5.1.2.

Tests on welded stud.

Welded studs are usually 15° bend tested, in different directions, with a proper instrument.
For further information on this and on other tests, please refer to DVS 0905, part 2, para
5.1.2.
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12 -UHANKALIMOHHBIE CBAPOYHBIE IIAPAMETPbBI C IIMCTOJIETOM 1802

INDICATIVE WELDING PARAMETERS (WITH RIV1802
GUN)

Jliist peryTupoBKH CHITBI COKATHS TIPYKUHBI UCTIONB3YHTE MOHETY, KaK MMOKa3aHO HA PUCYHKE.
Use a coin to adjust spring force, as per hereunder figure.

7654321
\ o/
-

PerynupoBka BUHTa
Adjusting screw

[ToBepHHTE MOHETY 1O YacOBOU CTpeNKe, YTOOBI YBEIMUYUTH CHIIy CXKATHS, IIIMHJIbKA TOTPYXKAeTCsl B 30HY
TUTABJICHUSI W Jiyra JIUTCS Oojiee KOpOTKoe Bpems. Hwske Tabnuma TOYHO ONpeaeriseT WHIAWKAIMOHHEBIC
MapaMeTpel, KOTOPbIE HEOOXOMUMO MPOBEPUTh U MOIU(MUIUPOBATH B COOTBETCTBUU C HCIIOJIB3YEMBIM
MatepuaioM (cM. Take DVS 0905, gacts 2, . 5.1.2 kacaemMo TECTOB).

Turn the coin clockwise to increase the spring force, stud plunges faster in the fusion zone and the arc will last a
shorter time. Hereunder table specifies indicative parameters, which are to be verified and modified according
to the used materials (please refer also to DVS 0905, part 2, para 5.1.2 about tests).

Marepuan Marepuai Jduamerp H Cuiia CRaTHS
OCHOBBI (JIHCT) IWNHIBKA IWNHIBKA aNpsiKeHne sapsia NPY/KHHBI
Base material (sheet) Stud material Stud diameter Charge voltage Spring force

TpaBienas

IIacTHHa St 37,3 M3 2 3
Pickled plate

TpaBienas

IUIaCTHHA St 37,3 M4 3-4 3
Pickled plate

TpaBienas

I1acTuHa St 37,3 M5 5 3
Pickled plate

TpaBienas

IIacTHHa St 37,3 M6 7 3
Pickled plate

TpaBienas

NJIaCTHHA St 37,3 M8 8-9 3
Pickled plate

OunuHKoOBaHHAS

ILIaCTHHA St 37,3 M3 4-5 3
Zinc coated plate

OunuHKoBaHHAs

ILTaCTHHA St 37,3 M4 6 3
Zinc coated plate

OunuHKoOBaHHAS

ILIaCTHHA St 37,3 M5 7-8 3
Zinc coated plate

OunuHKoBaHHAS

ILIaCTHHA St 37,3 M6 10 3
Zinc coated plate

Hep:kaBeromast

cTajb 1.4301 M3 2 3
Stainless steel

(

&)



I/IHCTPYKLII/I}I 10 SKCILUTyaTallun I/IHCTp}’MeHT JJI1 IpUBapKy HIMAJICK RIVSTS0

Instruction Manual Studwelding Tool
Hep:xaBeromas
CTajlb 1.4301 M4 3 3
Stainless steel
Hep:xaBeromas
CTajlb 1.4301 M5 4 3
Stainless steel
Hep:xaBeromas
CTajlb 1.4301 Mo 5-6 3
Stainless steel
Hep:xaBeromasn
CTajlb 1.4301 M8 7 3
Stainless steel
Jnst mpuBapKy aFOMMHHEBBIX LIIUJIEK MBI PEKOMEHAyeM Hcioib3oBanne GAP-mucronera
AlMg 3 (HA 3AKA3).
To weld aluminium studs, we recommend the use of a GAP-gun (ON REQUEST).

13 - TIPAKTUYECKHUE COBETbBI
PRACTICAL ADVICES

13.1 CBapka ¢ HeHTPHPYIOIINM yKa3aTeJieM

Welding with centring pointer
[Ipu npuBapke TONBKO HECKOJBKUX IIMWIEK INMHIbKA MOXET ObITh BBICTABICHA MPH MOMOIIH IICHTPUPYIOIIETO
yKazaTeJsl.
Tak kak JIC HaumHAaeTCs TOYKOW 3aKHTaHWS, IICHTPUPYIOIIUN yKa3aTelb MOXET OBITh OYEHb MaJCHBKHM.
Hukakas snexktpudeckas 1yra He MOXET BOSHUKHYTh TIPU CIIHUIIKOM OOJBIION TOYKE 3aKUTaHUs, TaK Kak (praHerr
IIMAJIBKA JIOXKHUTCS PSIMO Ha TUTACTUHY.
When welding only few studs, the stud can be adjusted directly with the centring pointer.
As the AS-CD welding is started by an ignition tip, the centring pointer must be very little. No electrical arc can
be created if you have a too big centring pointer, as the stud flange leans directly on the plate.

PucyHku HIbKe WILTIOCTPUPYIOT XOPOIIIYIO0 CUTYaIuio. coib3ylTe 0OueHb OCTPhIN IIEHTPUPYIONTUN yKa3aTelb.
MaxkcumanbHas riyouna: 0,2-0,3 MM.

Hereunder drawings illustrate a good situation. Use a very sharp centring pointer. MAX depth: 0,2-0,3mm.

13.2 Capka ¢ HeHTPUPYIOIIHM A0T0HOM

Welding with centring template
HenTpupyromue mabIOHB JODKHEI OBITH ATIOMUHUCBBIMU, OAKEIUTOBBIMH, WU JPYrOro CHHTETUYCCKOTO
MarepHuaa (TUTaCTHK).
[ITabmoH momKeH OBITH TPUOIU3UTEIHLHO Ha PACCTOSHAN 2-3 MM. OT pabodeil MOBEpXHOCTH, IS MTPOXOKICHHUS
ra3oB cBapku. CyIIECTBYIOT YCTPOUCTBA PA3IUYHBIX THAMETPOB, YTOOBI OTIIEHTPOBATH MUCTOJIET HA MAa0IOHE.

Centring templates must be in aluminium, bakelite, or in other synthetic materials (plastic).
Template must be approx. 2-3mm distant from the workpiece, as to allow the discharge of welding gases.
Some devices are available, in different diameters, to centre the gun on the template.
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14 — IETAJIAN 110 3AKA3Y
ITEMS ON REQUEST
OIMUCAHUE Koxn/CopE HNCIIOJb30BAHUE
DESCRIPTION RIvIT USE
Illa6z1on ¢ oTsepernem 30mm. B ramerpe Vcnonp3yercst co CBapOYHBIM MIabI0HOM
Template positioned with 30mm hole diameter Y P ’
WHAaYe Bbl HE  yBHUIHWTE YCTAHOBKY
16788 LIMHJIBKH.

To be used with welding templates, as
otherwise you cannot see stud positioning.

YrioBas onopa JUisi MACTOJIETA
Angular support for gun

Hcnonp3yercst KoTIa TIPOUCXOTUT
YCTaHOBKA B YTy WK OJHM3KO K CTCHE.

161 . .
6160 To be used when placing the stud in a
corner or very close to a wall.
Jep:kaTesb A5 1-HO WIM 2-X KOHTAKTHBIX KJIeMM
Chuck for 1 or 2 contact FASTON
Hcnonp3yeTcs npu yCTaHOBKE KJIEMM IS
JIEKTPOKOHTAKTOB MJIM 3a3€MJICHHUSI.
N 16604 P
2SN, 61 To be used when placing fastons for
K%\\llii J electric contact or grounding.
\\;/
JepaxaTenas A5 HeHAPe3HBIX WINKJIeK 07,1 1 IIWIeK ¢
BHYTpeHHeii pe3ndoii M5
Chuck for unthreaded studs o 7.1 and tapped studs M5 I/ICHOHBByeTCH IIpu MpUBapKe HeHapCSHBIZ(
mmnuiaek 97,1 ¥ Imuiek ¢ BHYTpeHHeH
e3p00i1 MS5.
03260 | P

To be used when placing unthreaded studs
with 7.1 external o and tapped studs MS5.
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15 - CTAHAAPTHBIE LIITUJIBKHU N
COOTBETCTBYIOIIUE JEPKATEJIN
STANDARD STUDS AND RELEVANT CHUCKS
Hape3nas mnuibka Jauna JepxaTtenn
Threaded stud 0 Length Chuck
e M3 6-30mm 1555300
] M4 6-40
N’ 11m 1555400
N’
— M5 8-45mm 1555500
N4
Ny
w M6 8-55mm 1555600
M8 10-55mm 0103500
Henape3nas mnuiabka Jnuna JepxaTteanb
Unthreaded stud 0 Length Chuck
a3 6-25mm 1555300
a4 6-35mm 1555400
a5 6-40mm 1555500
36 8-50mm 1555600
a7,1 10-55mm 0326000
IInuibka co BHYTP. pe3booii Jauna JepxaTtesn Pe3nba
Internal threaded tapped stud 0 Length Chuck Thread
o5 6-30 mm 15555 M3
26 8-55 mm 15556 M3
g6 8-50 mm 15556 M4
07,1 10-55 mm M5

Martepuan mis Bcex mapamerpon: Ct. 37K — 1.4301 — CuZn37 — AIMg3. [pyrue marepuaist (Hamp. All99,9,
AISI12, 1.4401, 1.4571, v T.1.) o 3aKa3 AJ1s1 OOJBITHUX KOJTUIECTR.

Material for all measures: St 37K — 1.4301 — CuZn37 — AIMg3. Other materials (e.g. Al199,9, AISI12, 1.4401,

1.4571, ecc.) on request for big quantities.

H3on1s111n0HHBIi IBO31B Juametp Lunghezza Pinza
Insulation nail Diameter Length Chuck

02 20-100mm A richiesta

On request

03 30-150mm A richiesta

On request

MaTCpI/IaJ'II OMCIHCHHAas CTaJlb U HEPIKAB. CTaJlb IJIA & 2; OMCIHCHHAasA CTallb OJId O 3.

Material: coppered steel and stainless steel for o 2; coppered steel for o 3.
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Cko0a Jlns reo3ast
Clip For nail
g2

93
Marepuai: OUMHKOBaHHAs TUIACTHHA.
Material: zinc coated plate.
H3oasiuuoHHas CKOGA MOKPBITASI CHHTETHYECKHM JList rBo3A
. . MaTepI/la.]I.OM (HJIaC'l.'I/IK) . . For nail
| Insulation clin. coated with svnthetic material (plastic)
Q“-‘;) o3

Knemma Pa3mep Jep:xaresnn
Faston Size Chuck
.63
1660400
a.6,3

MaTepHan: OMCIHCHHAad CTaJlb, HCPIXKABCIOIIAasA CTaJIb, JIATYHb.

Material: coppered steel, stainless steel, brass.
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16 - OBCJIY’KUBAHUE U DKCIUIYATAIUA
SERVICING AND MAINTENANCE

Ecm Bo Bpemst Hawanma paOOTHI BBIKIIIOYATENh HE BKIIOYAETCS (KpacHBIM CBET), NMPOBEPHTE HCIPABHOCTH
npenoxpanuteis (cM. .17 «CBOPOUYHBIN YEPTEX: RIVST80», mo3. 28).

[lepen mpoBeneHneM 00CTyKUBaHUS HHCTPYMEHTA, YOSIUTECh, YTO anmapaT He MOAKII0YEH K CeTH.

JIto6b1e paboThl 1O OOCITYKHBAaHWIO, OCOOCHHO B OTHOIIEHHWH JJIEKTPUYECKUX U DIIEKTPOHHBIX KOMITOHEHTOB,
JOJDKHBI BBITIOJHSTHCS. 00YYEHHBIM MIEPCOHANOM (3JIEKTPUKAMH WK dJIeKTpoTexHuKamu) i Ciyx0oii Kiuenra.
YroOpl obecrieunTs IOATYI0 paboTy KOHAEHCATOPOB, Aa)K€ B Cllydyae OTCYTCTBHs palboT 3a JOJITHH TEpHOA
BpPEMEHH, PETYIAPHO moa3apsbkaiite 6atapen (oauH pas B 4-6 Henenb g0 200V npubnuzurensHo 30 MuH.).
Ileprogmueckn BBITMpalTe THUIb BHYTPH HHCTpyMeHTa (pa3 B rox). OTKIIOYNTE BWIKY, CHIMHTE BEPXHIOIO
MaHeNb CBAapOYHOTO ammapara W MPOYHCTUTE OCTOPOKHO HHCTPYMEHT (PHIBTPOBAHHBIM M CYXHM BO3IyXOM.
Wcnonp3yiiTe 3amuTHEIE OYKH BO Bpems 3Tol paboTel. CHOBa YCTaHOBHUTE MaHENb M 3aTSHHUTE 3aKPEIUISIOIINe
BUHTBI.

Jns nonydeHus: uaeanbHBIX Pe3ysbTaTOB CBapKH, MOCTOSIHHO TpoBepsiTe mucrtosieT. LITok, yaep:kuBaromuii
JepKarenb, IOJDKEH JIEKO CKOJB3UTh Mo BeAymuled netanu. Ha nepkarerne, MbUIEBOM HIMTKE, KOHLAX M
LHEHTPHUPYIOIIEeH TPyOKe HE TOHKHO OCTABAThCsl CBAPOYHBIX OPBI3T.

JeprkaTtens T0MHKEH 3aKpeIUIATh [IHIBKY, YTOOB TOMOYb MPOTEKATh TOKY pa3psiza.

If during starting, the switch does not turn on (red light), check if the fuse is oxidized or burnt (refer to para 17
"RIVSTS0: exploded drawing" item # 28).

Before servicing the tool, always make sure that the plug is not connected.

Any maintenance operation, particularly those related to the electric and electronic components, must be
performed by trained personnel (electricians or electro-technicians) or by Customer Service.

To secure a long-life to the capacitor-bank, even in case of lack of use of the welder for long periods, recharge
batteries regularly (4-6 weeks to 200 Vs for approx. 30 minutes.)

Dust the internal part of the tool periodically (once a year). Unplug the tool, take away the top panel of the
studweldingunit and clean carefully the tool with filtered and dry air. Wear protective glasses during this
operation. Assemble the top panel again and fasten it with its proper screws.

To get perfect weldings, check the gun every now and then. The chuck holding piston has to slide easily over its
guide. The chuck, the dust shield, tips and the centring pipe must have no weld splatters.

Chuck must fasten the stud in order to help discharge current to go through.

Pacmmpennsie nepkateny HE TAPAaHTHPYIOT XOPOIIMKA KOHTAKT, YTO MOXKET OBITh Pe3yJIbTaTOM IUTABICHHS MEXITY
Jiep>KaTesieM U IMUIBKOH.

Widened chucks do not guarantee a good contact and can cause melting between chuck and stud.
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18 — CHMCOK 3AIIACHBIX YACTEM RIVSTS0
RIVSTS80: SPARE PARTS LIST
1103. | K-BO ONVCAHUE Kojx
Pos. | Q.Ty | DESCRIPTION CODE

Caapounslii anmapat RIVST80/RIVSTS0 Studwelder

[epennsist nanens RIVST80/Front panel

I'naBHBIN BeIKIIOYATENb/Main switch

Pyuxa norennmmomerpa/Potentiometer knob

Bwka muist cBapounoro kabensi/Male plug for welding cable

Po3eTka Ju1s KOHTPOJIBHOTO Kabesst, inacTuk/Female plug for control cable, plastic material

Poserka juis cBapounoro kabeuns /Female plug for welding cable

Marepunckas miara/Main pc-board

Yronok kpemienns nuona/Diode angle

BuHTOBOI1 HabOp JUIs yrosika KperieHus quoaa /Screw-set for diode angle

Juon/Diode

Kab6enws/Cable

[Tnanka kperutenus kounencaropos ST80/Capacitor bar

VYronok kpertenns kouaeHncaropoB ST80/Capacitor angle

BunTOBOI1 Habop 115 BepxHeil yactu puonal/Screw-set for diode top

BunToBOi1 Habop [uIst KOHAEHCaTopa /Screw-set for capacitor

BunTtoBoit Habop aist 6arapen/Screw-set for battery

ITnanka xkpemenus Tupucropa/ Thyristor clamp

Tupucrop/Thyristor

el Rl el Rl Bl el el Bl Ml M
@OO\]O\(J]-BM[\J»—AO\OOO\]O\U]-BWNHO

BuHTOBOI1 Habop 115 THpHCTOpA/Screw-set for thyristor

el B el el oY e el N A Y e e e e e e e e el e N D el e e

20 BunToBoit Habop juist kabenst Tupucropal/Screw-set for thyristor cable

21 JleBast manens/Left side panel

22 Bepxusis nanens/Top panel

23 Pyuxa/Handle

24 12 Buntsl auist kapkaca/Screw-set for cabinet

25 1 Dnekrpuueckuit kabens/Electric cable

26 1 Tpanchopmarop/Transformer

27 1 3anuss nanens/Back panel

28 1 Jepxatens nperoxpanutens (npepoxpanutens 1. 6,3 — 250V)/ Fuse holder (fuse T. 6,3 —
2507)

29 1 [Tnata pene/Relay pc-board

30 1 Pewerka Bentwisitopa/Fan grating

31 1 Knemmuast xopooka/Connector block

32 1 Bentunstop/Fan

33 1 Kab6ens/Cable

34 4 Coennnenne xopmnyca/Cabinet butt

35 2 CuoBoii pesuctop/Power resistor

36 1 Cxo0a pesuctopa/Resistor clamp

37 1 I'maBHBIH BRIIpSIMUTENL/ Main rectifier

38 2 Jlepxxarens 6atapewn/Battery clamp

39 1 Ornenenue 6arapen/Battery cabinet

40 1 Hwxuss nanens/Bottom panel

41 2 Konpnexcartopsr /Condensers
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MAIN PC-BOARD (Para 18, pos. 7)

"

-
r
-
-
'
-
&
S
3
«
—

®



WHCTPYKITUS MO SKCIUTyaTalin WHCTpyMEHT 1Sl IPUBAPKY LITTHIICK RIVSTSO
Instruction Manual Studwelding Tool

20 - COPOYHBIN YEPTEX NUCTOJIETA 1802
RIV 1802: GUN EXPLODED DRAWING
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21 — CIIMCOK 3AITACHBIX YACTEM IMMUCTOJIETA 1802
RIV 1802: GUN SPARE PARTS LIST
o3. | K-BO Kon OINUCAHUE
Pos. | O.Ty ITEM COD. DESCRIPTION
1 1 180-40-040 laiika muist coequaennii/ Nipple
2 1 180-20-013 3axumuas raiika/Clamping nut
3 1 180-40-041 WM3omupyromas raiika/Insulating ring
4 1 180-20-049 Pykositka/Handle
5 1 180-40-042 Hanpagstiromias Brynka/Fairlead bush
6 2 180-10-025 HImmneka npsimas 3x8 DIN 6325/Streight pin 3x8 DIN 6325
7 1 180-40-055 Tox (koHTakTHBIN)/ Piston (contact)
8 1 180-10-164 Konrakrnas npyxuna/Contact spring
9 1 180-90-113 Bunt M5x8 DIN 913/Screw M5x8 DIN 913
10 1 180-10-032 CronopHoe koiblo 3erepal/Seeger circlip ring
11 1 180-10-029 [pyxuna nactpoiiku/Adjustment spring
12 1 180-70-022 CoenunurensHblil kabens/ Connecting cable
13 1 180-40-045 [pyxunnas maii6a/Spring plate
14 1 180-90-121 ait6a 4 mm. DIN 127/Washer 4mm DIN 127
15 1 180-90-110 Bunt M4x8 DIN 916/Screw M4x8 DIN 916
16 1 180-40-056 [pyxuna cxarus/ Compression spring
17 1 180-40-047 YcranoBouHas raika/Adjusting nut
18 1 180-90-106 Buat M3x12 DIN 913/Screw M3x12 DIN 913
19 1 180-40-048 Y cTaHOBOYHBIH BUHT/Adjusting screw
20 1 180-20-015 3anopHoe koablo/Locking collar
21 5 180-90-111 Bunt M5x4 DIN 913/Screw M5x4 DIN 913
22 3 180-40-049 Base CD/CD foot
23 1 180-40-050 Humuanp base CD/CD foot ring
24 2 180-90-102 Bunt M2x10 DIN 84/Screw M2x10 DIN 84
25 2 180-90-120 lait6a 2mm DIN 125/Washer 2mm DIN 125
26 1 180-10-180 Hanpasnsromas mmonka/Feather key
27 1 180-50-014 MuxkpoBsikitouatens/Micro switch
28 1 180-40-052 [TeineBoit murox/Dust shield
29 1 180-50-015 5-TH TOJIIOCHBIH pa3beM KOHTPOJIBHOTO Kabeust/S-pol controlcable connector
30 1 180-50-012 Pazwem cBapounoro xabens/ Weldcable connector
31 1 180-70-029 CapouHsbIit kabens, monHbIi/ Complete welding cable
32 1 180-70-025 KouTpoawsHbIi Kabenb, monusiit /Complete control cable
33 5 180-10-021 Xowmyrt kabeunsi/Cable clip
34 1 180-10-019 HecMuHaemsblii Koxxyx KOHTposibHOTO Kadenst/Control cable crease-proof bush
35 1 180-10-020 HecMuHaemslil Koxxyx cBapouHoro kabenst /Weld cable crease-proof bush
36 1 180-40-053 Brynxa/Sleeve
37 1 180-40-054 Hanpasnsromas Bryska/Plunger
38 1 180-10-031 [psamas mmwieka 3x24 DIN 6325/Straight pin 3x24 DIN 6325
39 3 180-90-100 Bunr 3,5x13 DIN 7973/Screw 3,5x13 DIN 7973
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22 - CIIUCOK JETAJIEN

PARTS LIST
Conportusienue/ Jdmoawi/Diodes Tpau3uctopwl/ Transistors
Resistance
R1 = 6,8k D1 = 1N4005 Tl = BC557B
R2 = 22k D2 = 1N4005 T2 = 2N2646
R3 = 1,0k D3 = BZX5V6 T3 = BC547B
R4 = 10k D4 = BZX5V6 T4 = C203A
R5 = 47k D5 = BZX5V6 TS5 = BC547B
R6 = 620 D6 = BZXI12 T6 = C203A
R7 = 47k D7 = BZX22 T7 = BC547B
R8 = 560 D8 = BZXI12 T8 = BC547B
R9 = 22k D9 = BZX3 IC1 = TAA764
R10 = 22k D10 = BZX5V6 T4 eq. 2N5062
R11 = 10k D11 = 1N4005 T6 eq. 2N5062
R12 = 1,0k D12 = 1N4005
R13 = 1,0M D13 = 1N4005 IIpenoxpanutens/Fuse
R14 = 22k D14 = BZX47 Sil = 1,0 AT
R15 = 220k D15 = 1N4005 Si2 = 0,16 AFF
R16 = 22k
R17 = 1,0k Kounnencaropwl/Capacitor Horenunomertp/Potentiomete
R18 = 47k Cl = 470puF P1 = 47 k/s
R19 = 1,0k C2 = 1,0nF P2 = 10 k/20w
R20 = 15 C3 = 33pF
R21 = 150k C4 = 1,0nF Pene/Relais
R22 = 22k C5 = 47pF dl1 = HP2-DC24V
R23 = 150k C6 = 1,0pF Z = HS-24V
R24 = 62k C7 = 33pF M = RS-24V
R25 = 10k C8 = 0,1puF S = RS-24V
R26 = 10k C9 = 1,0pF U =  RS-24V
R27 = 120k C10 = 1,0pF
R28 = 1,0k Cll = 33pF Csert. unguxkarop/LED
R29 = 910 Cl2 = 47puF B = LED 3enensiii
R30 = 1,0k LED = LED xentoiii
R31 = 220 ST = LED kpacHsIit
R32 = 12k MA = LED xpacHbrit
R33 = 10k SI = LED 3enensit
R34 = 22k
KoHTakThl pa3bema
@ Pin description of the receptable
@2 3 l',o 1 =0V DC (nocrostasbiii Tok)/0 VDC

2=+24V DC/+ 24 VDC
1 3 = Kypok nucronera/Gun trigger
o S @ 4 = KoHTaKT HOpMabHO 3aKpBITHI/NC
5=DC — mmtoc 24V nna maraura/ DC-Plus24V for magnet
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23 - JIEKTPUYECKAS CTPYKTYPA RIVSTS80
RIVSTS80: ELECTRICAL STRUCTURE
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“7Z” = IlyckoBoe pene/Starting relay

“M” = MarnutHoe pene/Magnetorelay
“S” = 3ammurtHoe pene/Protection relay
“U* = 3amurnoe pene/Protection relay

6)
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KonTakTsl pazbema
Pin description of the receptable

2=+24V DC/+ 24 VDC

3 = Kypok nucronera/Gun trigger
4 = KoHTaKT HOpMabHO 3aKpBITHI/NC
5=DC — mmtoc 24V nna maraura/ DC-Plus24V for magnet

1 =0V DC (nocrostanbiii Tok)/0 VDC

220 VAC

220 V nepeMeHHBbIN TOK
220V alternate current

c::::::L:cb

110 VAC

TPAHC®OPMATOP

MAIN

TRANSFORMER

¥

TPAHC®OPMATOP
MAIN
TRANSFORMER

COEJMHEHUA HA TPAHC®OPMATOPE
CONNECTIONS AT MAIN TRANSFORMER
a:220/230 V AC 50-60 I'x
b: 110 V AC 50-60- I'y

®
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24 - BOBMOJKHBIE ITPOBJIEMbI 1 UX PEINIEHUSA
POSSIBLE FAULTS AND REMEDIES

ITPOBJIEMA PEIIEHUE TPOBJIEMbBI
SYMPTOM CAUSE/REMEDY

o

He pabotaet Bkirouarens [ToBpexIeHBI IPeIOXPaHNTENb N KaOemu.
The switch does not turn on Fuse or cables are damaged.

[IpoBepbTe U 3aMEHUTE MOBPEK/ICHHBIC JICTAIH.
Check and replace broken parts.

o

IToBpexmaercs pe3p0a MIMIITEKH HeynosneTBopuTelieH KOHTaKT JepkaTens (3axBar).
Stud thread is damaged Contact of the chuck is not good (grip).

OtperynupyiiTe 3axBaT JepiKaTellsl WM 3aMEHHUTE €To.
Adjust grip of the chuck or replace it.

o

HInmuibky He IPUBAPUBAIOTCS [IITok mucrosera MOBPEX/ICH WM HE CKOJIb3HT.

Studs are not regularly welded Piston of the gun is damaged or does not slide easily.

EsxenneBHO mpoBoauTe 0OCTYKMBaHUE HHCTPYMEHTA.

Duly service the tool.

®  OpauH wn 6oiee CBapOYHBIX ApaMETPOB (HANPSLKEHUE 3apsiia
KOHJICHCATOPOB MJIM CHJIA CKATHUS IIPYKHHBI) YCTAaHOBIICHBI
HEBEPHO.
One or more welding parameters (capacitors charge voltage or
spring force) are not correctly set

IIpoBeprTe mapamMeTpbl CBAPKH.
Check welding parameters.

[IpoBepbTe coeqUHEHUS PO3ETOK.
Check connection plugs.

[IpoBepbTe KOHTAKTHI 3a3EMIICHUSL.
Check ground contacts

[IpoBepbTe UIMHY TOYEK 38)KUT'aHUS IIITITBKH.
Check length of the stud ignition tips

25 -TAPAHTUA
WARRANTY

Cpoxk rapanTum — 6 MecsIeB, ¢ AaThl, YKa3aHHOW HA OTIPY30YHBIX JOKYMEHTAaX.
l"apanTHs MefCTBYET TONBKO Ha 3aMEHEHHBIE JeTajl, a He Pe3yabTaT TpyAa.

FapaHTnﬂ He Z[eﬁCTByeT Ha HMKEYKa3aHHOeE!

- TPAHCIIOPTUPOBKA U YXOJI;

- omuroOKa oneparopa;

- MOBPEXKICHUS, HE MPUCYIINE HHCTPYMEHTY;

- MOBPEXKICHHUS, BI3BAHHBIC H3HOCOM HIIM HEMPaBUILHOE 00CITYy)KUBaHUE, KaK YKa3aHO B HACTOSIIEH

WHCTPYKIIHH;

- MpeTHaMEPEHHO HAHECCHHBIC TTOBPEXKICHUSI.
B cirygae peMoHTa MPOBEACHHOTO HE aBTOPH3UPOBAHHBIM IIEPCOHATIOM, TApaHTHS MOXKET OBITh aHHYJIHPOBaHA
JTO KICTEUEHUS CpoKa 6 MECSAIIEB.
JlanbHelye npaBa Ha rapaHTHIO UCKITFOYAIOTCS, IPH 0COOOM OTHOIICHUH K TPaXKJaHCKOW OTBETCTBEHHOCTH MPU
HAaHECCHHH BPEJIa JIFOJIIM WIIK UMYIIIECTBY BO BPEMsl HCITOJIb30BaHUSI HHCTPYMEHTA.
Bunka SCHUCO He mojIe)KHUT 3aMEHE.
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Warranty has a validity of 6 months, as of the date indicated on the Delivery Note.
Warranty only covers replaced parts, labour and transportation are not included.
The following is not covered by warranty:

- transport and/or handling

- user’s mistakes

- faults and/or breakages that are not attributable to tool anomalies

-damages caused by regular wear and tear of the tool, and/or by non-fulfilment of the instructions given in the

present manual
- damages caused by tampering and incorrect use of the tool.

In case of reparations carried our by unauthorized people, warranty can be invalidated before the deadline of 6

months.

Further rights are excluded, with particular regard to civil responsibility for damages to people or to things

during the use of the tool.
SCHUCO plug CANNOT be replaced.

6)




JEKTIAPAIIHA

COOTBETCTBUA
La Ditta RIVIT S.r.L
Via Marconi, 20 - loc. Ponte Rizzoli
Ozzano Emilia (Bo) - Italy

3AABJIAET

6 1uye:
Manyine Aeanuonunu

(Omeemcmeennoe 1uuyo)
noo ceor UCKITIOUUME/IbHYI0O OmeemcCmeEeHHocmb umo,

yempoiicmeo RIVSTS80 - ceapounoe konmaxmmnoe
cepuiinwtii Ne:

nucmoaem 1802

cepuiinwii Ne

Komopbvle OMmHOCAMCA K OAHHOU 0eK1apayuu:
COOTBETCTBYET

CNeOYIOUUM HOPMAMUBAM, 3AKOHAM U NPEONRUCAHUAM:
- lupexmuea no mawmunocmpoenuro 2006/42/CE;
- /lupexkmuea Kacaemasn HU3K020 HANPANCEHU
2006/95/EC;
- Cmanoapm EN 292-1:1991 "be3onacnocms mawunocmpoenusn'’
- Cmanoapm EN 60974-1:1990 "Tpeoosanusn
0e3onacnocmu cpeocmae 011 0y2080ii ceapku'’
- Hopmamue no mexnuke 6ezonacnocmu VGB 15:1993
(Uucmumymy cmpaxoeanus om HecuacmHvix efAyufiee Ha

paoouem mecme) "Ceapka, Pesxa"’ Wﬂ,y/gé '

Ozzano, il Iloonuce
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