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@ ABOUT THE COMPANY I

T

Tehnosvar is an up-to-date enterprise specializing
in the development and production of electric
welding equipment for the construction industry
since 2005:

v butt welding

v spot welding

v relief welding

v arc welding under a layer of flux

v’ automation of the welding process using

a robotic machine

We develop and supply contact welding
. equipment for the construction industry, taking
| into account the latest achievements of science
and technology in the field of mechanical
engineering, welding equipment and

control systems.
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RESISTANCE SPOT
WELDING MACHINES

MT/ MTI series machines are designed for resistance spot welding of parts made
from low-carbon and corrosion-resistant steels, as well as for cross-wire

welding of reinforcing steel bars.

Joint Type | mm930

Value

MT-1930-1

MT-2103-1 MTI-2103-2

l

Ranges of Welded Diameters

oT 4+4 po 16+16 ot 4+4 no 16+16
oT 4+4 no 14+14 | o1 4+4 po 14+14 | ot 6+6 no 20+20 o1 6+6 no 20+20

Class A240,B1, Bp1
Class A400 C,(25r2C n 35r2C), A500 C

mm
mm

When welding parts of different diameters, the welding parameters are set based on the smallest diameter.

Technical Specifications

oT 646 A0 22+22  oT 6+6 oo 22+22

Power supply voltage: 50 Hz, single-phase \Y 380 380 380 380
Maximum secondary current kA 16 19 21 21
Rate long-term secondary current kA 9 7,1 11 10
Maximum power at short circuit kVA 101 198 200 120
Power at duty cycle=50% kVA 78 105 148 57
Long-term primary current A 155 195 302 105
Compression force of the electrodes:
-the highest at a compressed air pressure of 0,5 MPa 750 750 2500 2500
-the lowest at a compressed air pressure of 0,1 MPa 200 200 550 550
Maximum outreach mm 500 750 1235 1200
Maximum opening mm 220 220 220 245
Stroke of the upper electrode:
-full (working+additional) mm 70 70 95 270
-working ot 5 go 30 ot 5 go 30 ot 10 oo 30 ot 10 go 30
Mutual'dlsplacement'of the electrodes mm 0,7 0,7 1,2 1,2
at nominal compression force, max
Secondary current control Step and Phase-Angle | Step and Phase-Angle | Step and Phase-Angle | Step and Phase-Angle
Number of dary volt;
adjumstrenreit Ssizgz oafr\fveIZi:s iransformer [es 4 4 6 6
Limits of phase control % 25-100 25-100 25-100 25-100
Calculated flow rate of free air at the nominal m*/100
compression force and oper. stroke of 10 mm. strékes 0,6 0,6 2,5 1,7
Estimated cooling water consumption, max I/h 800 800 2250 2700
Type of control PKC-810M PKC-810M PKC-810M Controller
Overall dimensions mm 1400x780x2000 1650x780x2000 | 2410x610x2350 | 2785x1234x2736
Weight, max kg 506 500 1480 1351

/ The main components and assemblies are manufactured at our own facilities /MTI SERIES:

/ Ensuring the rated strength of the welded joint for the specified range of welded
diameters is in accordance with the requirements of GOST R 57997-2017
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To ensure a balanced three-phase load on the supply network,
any model can be equipped with an inverter-based power source



I RESISTANCE SPOT

WELDING MACHINES

The machines are equipped with microprocessor-based contact welding
controllers with the ability to store up to 20 welding programs.

MT- 2104-1

oT 6+6 g0 28+28
oT 6+6 go 25+25

il

Value

!

1

oT 6+6 0o 18+18
oT 6+6 0o 18+18

oT 6+6 oo 20+20
oT 6+6 go 20+20

1-4041 MT-4240
a

-}

Ranges of Welded Diameters

oT 8+8 no 28+40
ot 8+8 no 28+40

When welding parts of different thicknesses, the welding mode is determined by the smallest thickness of the part.

Technical Specifications

380
21
11,0
200
148
302

2500
550
1235
220

95
ot 10 go 30

1,2

Step and Phase-Angle
6
25-100
2,5
2250
PKC-811M

2410x610x2350

1480

ADVANTAGES OF WELDING MACHINES:

380
30
7,1

312
105
195

1415
280
500
210

80
ot 5 no 30

0,7

Step and Phase-Angle
4
25-100
1,6
800
PKC-810M

1521x730x2254

650

380
40
10

400

140

260

1900
450
500
150

100
ot 5 no 30

2,0

Step and Phase-Angle
8
25-100
3
700
KoHTponnep
2000x800x2500
900

/The machines are equipped with pneumatic devices that ensure high accuracy,
speed and reliability of the pneumatic compression drive of welding electrodes.

380
42
18,0
410
239
470

3100
600
500
175

90
ot 5 no 30

2,0

Step and Phase-Angle
8
25-100
3
2250
PKC-811M
1640x820x2330
1100
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PORTABLE RESISTANCE

e
SPOT WELDING MACHINES

MTP series machines are designed for AC resistance spot welding of cross-wire
reinforced steel bar joints.
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Parameters

MTP-01 MTP-02 MTP-04
Power supply voltage: 50 Hz, single-phase Y 380 380 380
Maximum secondary current kA 11 11 15
Rate long-term secondary current kA 4,5+4,5 3,55+3,55 4,55
Maximum power at short circuit kVA 72 114,5 437
Power at 50% Duty Cycle kVA 80 105 188
Long-term primary current A 155 195 349
Secondary no-load voltage \ 3,2...6,3 7,0...10,0 9,6...14
Tong compression force drive pneumatic pneumatic pneumatic
Controller type: microprocessor-based, with welding RKS-810M RKS-810M RKS-810M

mode memory, reprogfammable

Secondary current control

Number of stages of the welding transformer

Step and Phase-Angle | Step and Phase-Angle

Step and Phase-Angle

secondary voltage control pes 4 4 4
Estimated cooling water consumption, max I/h 500 800 720
Overall dimensions mm | 450x520x955 820x450x825 800x650x1190
Weight, max Kr 237 212 315

MTP-type suspended welding machines are equipped with radial or linear travel
welding guns and current-carrying cooled cables.

Tongs compression drive pneumatic pneumatic
@ Electrode stroke radial or straight-line straight-line
o
E=ll Maximum electrode compression force
[}
é at 0.5 MPa compressed air pressure 260 daN 400 daN 320 daN 1000 daN
O
g Nominal reach 205 mm 30 mm 35 mm 33 mm
bl Nominal throat opening 130 mm 35 mm 20 mm 56 mm
[}
u .
= Stanc.iard length of flexible cooled 2000 mm 2000 mm 2000 mm 2000 mm
S welding cable
Bl Cross-sectional area of flexible cooled cable 200 mm? 200 mm? 200 mm? 200 mm?
Number of hoses 2 pcs 2 pcs 2 pcs 2 pcs
Weight of welding tongs, max 16 kg 11.5 kg 6 kg 24 kg

MTP-01, MTP-02 MTP-04

KTP-8-1

KTP-8-6 KTP-8-7 KTG-16-M
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e EMBEDDED PARTS
WELDING STATIONS

ADFS series installations are designed for automatic submerged arc welding of
rebar to embedded parts.

Joint Type

Value
Parameters _
Power supply voltage: 50 Hz, three-phase 380 380 380
Limits of welding current control A 200-1250 200-1250 300-2000 300-2000
Rod diameter mm 8-20 8-20 12-32 12-32
Length of rod mm 90-1000 60 90-1500 200-3000
Arc burning time sec. 0,1-9,9 0,1-9,9 0,1-9,9 0,1-9,9
Operating air pressure in the circuit MPa 0,5 0,5 0,5 0,5
Minimum distance from the edge of the plate 1 714 16 30 ot 10 210 30 oT 17 10 30 oT 17 10 30
(depending on its diameter)
Minimum clearance between rods mm 35 25 55 55
. - 1000x1400x1640  580x760x1500 |1000x1400x1640 1000x1400x2000
O ” d L W H -of the uni
verall dimensions (LWxH)ormeunt e | ™ 765x355x910 | 765x355x910 | 1000x1350x1600 | 1000x1350x1600
. -of the unit 200 100 200 310
Welght, max -of welding current source kg 1 17 117 800 800

Comparative table of time expenditure for operations by connection type:
«T1-MF" vs. "T11-Mz/T12-Rz" on 10mm and 20mm rebar diameters.

Time Expenditure, sec
Operation name 10 mm diameter rebar 20 mm diameter rebar

|
U-I I
1

Plasma Drilling - 10 -
Counterboring 15 - 40 -
Assembly 10 - 12 =
Backing run - - 15 -
Weld 30 = 100 o
Grinding 20 - 40 -

g g g ; ; 80 217
Total Cycle Tl.me (including rod installation + Non-Productive 20-25 +Non-Productive 30-40
+ plate/welding + product removal) Time Time

Time savings on 10 mm diameter rebar are threefold. On 20 mm diameter rebar, the difference
is even more significant (6-7 times).

Besides the difference in productivity, another critical factor is that welding using the
"T1-Mz/T12-Rz" method must be performed by a certified welder. In contrast, any operator
who has completed a brief training and is familiar with the design and operating principle

of our unit within 2-3 days can work as an operator on our equipment.

ADVANTAGES

¥’ Semi-automatic welding mode without hole countersinking
Ve High quality and consistent reproduction of the specified welding regime
¥’ Productivity: up to 200 welds per hour

F— 5 WA 4 47 ]
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MCC AND MSO SERIES MACHINES e
FOR RESISTANCE BUTT WELDING

MCC and MSO series machines are designed for resistance butt welding of
various rolled steel sections using both resistance and flash butt
welding methods.

Joint Type

RGBSR, N ™

s AT 2 S
Power supply voltage: 50 Hz \% 380 380 380
Weld cross-section, mm?
Made from low-carbon steel mm? 3,2...50* 7...113% 78,5...490
Made from low-alloy steel mm? 3,2...50%* 7...113% 113...380
Range of weldable diameters
A 400C (A3), A 500C mm 2...8% 3...12% 10...25
Type of welding resistance welding resistance welding flash butt welding
single-phase single-phase single-phase
Power source type transformer transformer transformer
Workpieces clamping drive type lever-spring eccentric Ievﬁ;horgi';?cmd
" Nominal clamping force daN 75 400 8000
.S Upset drive type Spring Spring hydraulic
=y
§ Nominal upset force daN 20 150 4000
=
é Hydraulic system pressure control = = automatic
Wl Deburring capability includes includes includes
§ Continuous secondary current kA 1,3 1,4 8
c
E5ll Power at 50% Duty Cycle kVA 14,7 7,2 67
(7}
[
Number of welding transformer tap steps 5 1 8
Rated tap 5 1 7
Secondary voltage regulation range Vv 1,0-2,6 3,5 3,4...6,8
Overall dimensions of the machine mm | 724x778x1145 = 724x778x1145 = 1220x950x1400
Weight, max kg 90 330 750
Overall dimensions of the hydroelectric power station mm - - 900x550x800
Weight of the hydroelectric station kg = - 250
Overall dimensions of control cabinet mm - - -
Control cabinet weight, kg = - -

ADVANTAGES OF MSO SERIES WELDING MACHINES:

¥ Tolerance control of the welding process
4 Storage of up to 20 welding programs in memory

TECHNOSAD
P TECHNOLOGICAL CENTER E

*The range of weldable diameters is specified for
MCC series machines using Vr1 wire.



e ISO SERIES RESISTANCE
BUTT WELDING MACHINES

Control system of the MS0O-402/MS0O-750.02.1/MS0O-750.3 and MSO-10.02/
MSO-10.03 series machines allows setting the clamping and upset
force values directly on the operator panel, which reduces changeover

time for welding.

Weld cross-section, mm?2

113...2000 113...2000 113...2400 113...2400
113...1017 113...1017 113...1250 113...1250
Range of weldable diameters
12...40 12...40 12...40 12...40

flash butt welding

single-phase
transformer

lever-operated

flash butt welding

three-phase inverter

lever-operated

flash butt welding

single-phase
transformer

lever-operated

flash butt welding

three-phase inverter

lever-operated

hydraulic hydraulic hydraulic hydraulic
15300 15300 20 000 20 000
hydraulic hydraulic hydraulic hydraulic
7000 7000 10 000 10 000
automatic automatic automatic automatic
includes includes includes includes
9 9 9 9
97 97 97 97
4 4 4 4
4 4 4 4
4,05 - 8,1 4,05-8,1 4,05 - 8,1 4,05 - 8,1
2100x1200x1630 2100x1200x1630 2100x1200x1630 1570x1200x1630
2200 2200 2200 2200
1150x710x1190 1150x710x1190 1150x710x1190 1150x710x1190
700 700 700 700
600x600x1700 600x600x1700 600x600x1700 600x600x1700
100 100 100 100
ADVANTAGES OF MSO SERIES WELDING MACHINES:
v Automatic debrring
¥ Welding is fully automatic
\ TETEIANNCI/AD
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SEM I AU T OM AT | R B A R
PROCESSING LINES

LSA-01 machines are designed for flash-butt welding and subsequent shearing
and stacking of reinforcement bars with diameters from 12 to 40 mm and lengths
from 3 to 24 m*

Parameters Value

Power supply voltage: 50 Hz, three-phase \ 380
Nominal pressure in pneumatic system Mpa 0,6
Base material of the workpieces to be welded A400 and A500C grade reinforcement
Diameters of the rebar to be welded mm 12-40
Maximum length of the rebar to be welded mm 24000%*
Minimum length of the rebar to be welded mm 3000
Measuring device drive unit electromechanical
Reset device drive pneumatic
Welding machine drive hidraulic
Welding machine centering device drive hidraulic
Rebar cutting machine electromechanical
BElsuifas Automatic, built-it into
welding machine
Longitudinal movement of reinforcement electromechanical
Overall dimensions of the unit, max(LxWxH) mm 40616x4200x1850

*The line can be customized to customer requirements depending on the length of the finished rebar.
¥ The receiving section length is a multiple of 3 meters

W= Wi i 78
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- RESISTANCE
PROJECTION WELDING

The MP-4001 series machines are designed
for projection welding of embedded MR-4001

elements.

¥’ the machine has a pneumatic drive

v’ the operation cycle is controlled by
a cycle controller, which ensures
separate activation of compression
of electrodes, as well as interlock
of switching on current in case of
a sudden pressure drop in the pneu-
matic system

¥ smooth control of opening
v high perfomance

v’ capability to weld parts of varying thick-
ness and cross-section

Parameters Value
Power supply voltage: 50 Hz, single-phase \Y 380
Maximum power at shot circuit kVA 475
Maximum secondary current kA 40
Power at duty cycle=50% kVA 149
Rated long-term secondary current, at least KA 10
Compression force of the electrodes:
- the highest at a compressed air pressure of 0.5 Mpa daN 1900
- the lowest at a compressed air pressure of 0.1 Mpa 100
Maximum overhang mm 450
Maximum stroke 380
Stroke of the upper electrodes:
- full 100
- working mm 5 to 30
Secondary current control step and phase-angle
Number of stages of the welding transformer secondary voltage control pcs. 8

Maximum number of projections welded simultaneously on low-carbon steel parts with a thickness of:

0,5+0,5 mm 10

1,0+1,0 mm pcs. 5

2,0+2,0 mm 3

Air consumption at nominal clamping force and 10 mm working stroke m?/100 1,15
strokes !

Cooling water flow, max I/h 800

Regulator type RKS-810M

Overall dimensions of the machine (LxWxH), max mm 1500x800x2300

Machine weight, max kg 1150

TECUNOSYAD
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@ ADVANTAGES OF CONTACT WELDING -

COMPARED TO ARC PROCESSES

m Joint type according to GOST 14098-2014 Welding cycle time

1

C1-Ko 30-40 sec.
Butt joint of reinforcement
with a diameter of 32+32mm C21-PH 200-240 sec.
Cruciform joint of K1-Kr 20-25 sec.
reinforcement with
a diameter of 32+32mm K3-Pn wnu K3-Mn 90-120 sec.
T1-Md 6-8 sec.
T-joint of reinforcement
with a diameter of 32mm to .
a sheet with a thickness T11-M3 vnu T12-P3 90-120 sec. with need
of 30mm of countersinking the hole

v/ WELDING IS CARRIED OUT AUTOMATICALLY

ACCORDING TO A PRE-SELECTED PROGRAM

v STABILITY AND REPEATABILITY OF THE WELDING

PROCESS

v THE HUMAN FACTOR IN THE WELDING PROCESS

IS MINIMIZED AS MUCH AS POSSIBLE

v INCREASED PRODUCTIVITY, WHILE USING A MINIMUM

OF TIME AND EFFORT OF THE OPERATOR-WELDER

TECHNOSYAR
: TECI-NOLOGI&L-CEN TER



————] AUTOMATION OF THE WELDING @
PROCESS USING A ROBOTIC COMPLEX
Roboric welding can be used both in serial production and in enterprises

that manufacture products in small batches.

Enterprises interested in improving quality of products upgrade their produ-
tion using a robotic welding machine.

N
NS

vyt JEETETHMIMIIRR A

ADVANTAGES OF USE:
¥’ CONSISTENTLY HIGH QUALITY SEAMS

v MORE PRODUCTIVE AND CHEAPER THAN HUMAN LABOR

v REDUCING THE COST OF CONSUMABLES BY UP TO 20%

Automation of the welding process for bridge pile heads using a robotic cell.

TECUNOSYAD
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TRANSFORMERS

Transformers of the TK, TVK, MS series and others are used as power
sources in various types of resistance welding equipment, including standard
spot welding machines, multi-electrode systems, production lines,

and portable welding guns.

TRANSFORMATOR TRANSFORMATOR

TVK-75/TK-80/TK-80.04 TK-301/TK-302/TK-401/TK-501

POWER AT DUTY CYCLE=50% POWER AT DUTY CYCLE=50%
81kVA 40 kVA/63 kVA/100 kVA/180 kVA

TRANSFORMATOR TRANSFORMATOR

TK-08.07

POWER AT DUTY CYCLE=50% POWER AT DUTY CYCLE=50%
240 kVA 61kVA

TRANSFORMATOR TRANSFORMATOR

POWER AT DUTY CYCLE=50% POWER AT DUTY CYCLE=50%
120 kVA 300 kVA

NG ccivorent e [ N couivaient Lrex [

TECLIANCI/AD
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TRANSFORMATOR

TK-14.08/TK-11.09/TK-10.10

POWER AT DUTY CYCLE=50%
156 kVA/ 144 KVA/ 145 kVA

TRANSFORMATOR

MS-20.08/TK-20.08

POWER AT DUTY CYCLE=50%
146 kVA

TRANSFORMATOR

POWER AT DUTY CYCLE=50%

1000 kVA

-Equivalent EXPERT-




I  CONTROL EQUIPMENT

RKS series controllers for resistance spot welding are
designed to control the operating sequence of
single-phase AC resistance welding machines
equipped with a thyristor contactor and a
DC solenoid valve.

Parameters Value
RKSB1M | RKS312M |

Power supply voltage: 50 Hz, single-phase \ 380 380 380
Operation mode single cycle single cycle single cycle
Number of welding process programs 20 20 20
Power consumption, max W 17 17 17
Weight, max kg 1,3 2 1,3

PK series resistance welding contactors provide AC control in the primary circuit and for electromagnetic
pneumatic valves of the clamping drive of resistance welding machines.

Parameters
PK-1200
Power supply voltage: 50 Hz, single-phase \% 380 380
Rated current at duty cycle=50% A 330 1500
Rated current at duty cycle=20% A 480 1750
Overall dimensions (LxWxH) mm 600x400x200 600x400x200
Weight, max kg 16 16

KTM series thyristor contactors are designed for switching and controlling single-phase industrial frequency
current for spot and projection welding machines.

Value
Parameters KTM-07 KTM -630 KTM -12
air cooling air cooling water cooling
Power supply voltage: 50 Hz, single-phase B 380 380 380
Rated t at 50% dut le and 0.5
ated current at 50% duty cycle an s A 330 800 1500
current pulse duration
[o)
Rated current at ZO.Aa duty cycle and 0.5 s A 480 1000 1750
current pulse duration
o)
Rated current at 5@ duty cycle and 0.2 s A 580 1300 2200
current pulse duration
Overall dimensions (LxWxH) mm 270%x230x150 270%x230x150 180x230x100
Weight, max kg 6 6 5

1 | .' calll ‘ii

KTM - 07 KTM - 630 KTM - 12

TECHANCI/AD
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@ SPARE PARTS FOR RESISTANCE e
WELDING EQUIPMENT

Flexible busbars are used for current
supply and enable the movement of
movable parts of welding heads and
the upper console of spot, projection,
and seam welding machines, as well
as the movable platen during upset
butt welding.

Welding jaws are designed to ensure reliable
electrical contact between the parts being
welded and the welding current source.
They are made from special alloys that can
withstand high pressures and temperatures.
The jaws can be manufactured according to
the customer's drawings.

Electrodes for spot welding machines
are manufactured in various sizes
depending on the shape of the
welded joints. They can be manufac-
tured according to customer drawings.

Current-carrying cables with forced water
cooling, designed to supply current from the
source to the welding clamps of suspended
contact machines.

I cooLING UNIT I

The BO series cooling unit is designed for autonomous cooling of contact welding machines.

\ \ Value

Parameters ‘ \—BO-4 5
50 Hz supply voltage \ 220
Nominal fluid flow rate I/h 20

Cooling capacity at nominal
liquid flow and ambient air kW 4,5
temperature of 20°C

Inlet and outlet connection G3/4"°
Coolant tank capacity L 90
Overall dimensions (LxWxH) mm 1023x543x1255
Weight, max kg 150

TECLIANCI/AD
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I GEOGRAPHY OF DELIVERIES @

Over the past 20 years,
our company has successfully supplied
welding equipment for reinforcement
production facilities to more
than 200 enterprises.

TETLINNCVAD
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HOMep yerpoiicrn Homep yerpoiicts
c4 MCO-750.02 ¥XJI4 54121 KCO K Alb ALLDC-2001 YXTT4 3121 ABICT K
O p - nemrrameli Ne ATICO-88-06110 ot 23.09.2021 1 * CORMEETIIO € ATTECTOBANNLIM HETONNHKOM NNTANIS,
Haumenopanue u wopuanyeckuii anpec AICO-88: 000 "Pernonansunii Cenepo-3anamubii 2
M it . o p aTTec wembranwii No AICO-88-05821 o7 19.04.2021 1.
A;:;rp-w:wu AT 1300 Copen CanerTTercpfype, Tcowull ppComery) Haumenosanne u opugnyecknii anpec AIICO-88: 000 "Pernonansnrii Cesepo-3ananmsiil
MewoTpacnesofi Arrecraunonneri Llentp”, 195009, ropon Cankr-TlerepBypr, Jlecwo# npocniexT,
aoM 9
JMara ssipaun 27.09.2021 r, CBHAETENLCTBO MeficTBRTENEHO 10 27.09.2024 1. Jlara eeipaun 21,04,2021 r, CBRIeTeaLCTBO AeHCTBHTENLHO 10 21.04.2024 1,

Mpesngent CPY
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REVIEWS

| YponCubTpedd |
Ypan : 6Tpe 000 «KOMEHHAT CTPOHTETBHIX MATEPHATOB
KETE3OEETOR,

Tlowrasufi aapee: Poceis, 660004, Kpacuospexni xpal, r. Kpacrospex,a/s 2735 {000 (HU KETDORFTOM,)

Ten Sk (391) 228-64-63 (MHorokaHATLHMAY, e-mail: sale krk@sibirans net 344023, Pocmos-na-Tlony, yr.Cmpanm Cosemos, 7, non.204
HMHH 2466100692, KITTT 246201001, OKOHX 771100 HHH 6166122967 KITT 616601001 OFPH 1216100021862
Plc 40702810307000006483 b CuGupexow dhnkane AQ "PatibibaitsenGan” r. Kpaciospex
Kie 30101810300000000799, BHK 045004799

Ne 412 o1 163 cenTaGpa 2025 . Kommepeexomy anpekTopy BIATOZAPCTEEHHOE ITHCEMO or 11.09.2023r.
000 «Texnocnap KC»
Vaca st Eacmc Miccaliapsars? Doy Rottmosy 104 Yoamaewsii Konzexras 000 «Texnoesap KCn!

000 «¥purCnSTpelin — KPScHONPCKN WANATO CBOK) paboTy Ha peIFKe MPODAK HEPHORD S
MeTaRONpoKET & 2002 rony. 3a Gonee uem 20 e PABOTEN KOMNANKA YTBEPIAAACK B PETHOHC KAK HATCKHBI 000 «KCM JencsoGetomn ABINETCR ODNEM WS KpymiHIMX mpeampHaTit
KIHEHTOOPHENTHPOBANHINIE NIOCTABUIIK, KOTOPOMY NODEPAIOT THCAUH KNHEHTOB. CETOIHA B CTYKTYDY cBafl CIIONIHOFO KBAJDATHOTO CETCHHA B
KOMIAMH BXOAT HEGKOMKO OTIENOR: OTIGN METAUIOPOKNTA, OTICH METH30R W IPOMIBOLCTREINOE Poctosckoii oGnacti.

sason ceTon.

XoTenocs 61 OTMETHTL, WTO PEISHTHE HAIUEH KOMIGHIN, B NACTHOSTH PAIBHIMA CBAPOMHOTO TIpH OprammsauMi HANCTO NMPOMIBOICTEA KSE © HCTOKOR €O HATATA, TAE W NI
MPOHIBOLCTRA He Gb10 il BoIMOMHEIM GE3 YHBCTHA HALIMX KIKOMEBLIX APTHENOR, OOHHM HI KOTOPBIX XOTHM NOC/CAYIOUIEM CI0 DAIBHTHH M IR KOHTAKTHOH M
omuern lexoncroe npeanpratwe DOO «Texnocsap KCv. nyrouoil caapkH Geiio swGpaD npeanpHATIHE OO0 «TexHocsap KC».

Cotpyanniectso & 00O «Texsocsap KC» Hawanocs & 20210 O SHAKOMCTS © KoMepwecsing
AMPEXTOPON, ONPEACICHKEM BCKTOPS TATEHEHUIETO DASWHTHA W Nepedin meoSxomamoro OBOPYAORRHNS, ¢ Bcé npuoBperétnoe 3a nepuon ¢ 2020 no 2024r caapouoe [,ﬁuww,,,...,c 000
MOSICAYIOINM NPHOBPETERNEM NEpBofl NpOGHO MAIIHHEI KOKTAXTROR ToveHHOM caapki MT-1930, «Texnocsap  KCo cebn cropos

Ha TekyUni momer spescem (3a 4 rnn: P T He N .

— ‘ e IKEILIYATHEYETCR HAMH HA ocHome, B cnymx paGoTH

-5 MAUINH KOHTAKTHOR TOUEUHOR CBAPKH MI 1930 VXJI4 ¢ sninetom SO0, coapHBachble AHAMETPAI AOCTHTACT pesitya 24/7.

o7 4+4 10 14+ [

- 2 MAUIMHM KOWTEKTHOH Toueunofi caapkd MT-2103-1 YXJI4 ¢ mwnerom 1200mw, coapHuaembie B moGHX BHEMITATHLIX CHTYAIAAX, KoMMepueckiit aupextop 000 «Texnocaap KC» seeraa
AHaMETPBI OT 646 20 20+20mm; H& CBRIM, NIPH CCPLEIHLIX MONOMEAX OMCPATHEBHO TPHHEMAKT pellieHHe, B cay4ae HeoBXeAHMOCTH

- | nonyasTOMaTHECKE JMWHA ATA JAroromkn apMatypst JICA-01 8 wenonHermn 12 MeTpos oma HANDARIAIOT K HAM HA TDEANPHATHE CBOWX i
NONINH K 1§ METPOB 30HA NPHEMKH, B KOMITEKTE ¢ MALIWHOA KORTAKTHOM CTLIKOBOA cuapki MCO-750.02.1 JHATHOCTHEH H E 1 O
¥XIM, crapisacssie THaMETP oT 12 10 40My;

e KR I 2 ol Co caoch cropowsi roToss pexowenzosars 000 «Texnocsap KC» - xax
oo 200ms” A% YTOBOM CRAPKH IAKNANLIX JeTANe) - XJ14, CBApHBBCMEIE AHAMETPE OT iy X oo pemiin:

powe sToro B mpauecee P e a “W"‘m""“‘! SR o )
PACKOITS WCTH MokBOLCTSR 000 «Texnocsap KCn, ® Tom wmcre caaposble Tpancrvop\qumpu P = A CTLIKORON CBApKI CTEpHIEoi apuaTypel mameTpa oT 12 a0 40mm, MCO-750, a
i il it oo RYNIIE B COCTABE MOMYABTOMATHYECKON MHHHM 1A SATOTOBKH apMaType JICA-01;

000 anantSTp:m ~ Kpieoapsks - BMpascact GIArIRPHOCTE BCeMy mnnmm 000 - VIR TOMEHHOI CBAPKN HEGOMBIIH CETOMEK THAMETPAMHK 0T 4 10 14w, MT-1930;
«Texnocpap KO 38 KAHCCTRCHROE H HAABKHOE CBEPOMHOE BT - U1 AYroBO CEAPKH SAKTATHEIX HENCHTOR THAMCTPaMI OT § 20 20Mm, ATIDC-2001;
TIORIEPRKY W KAHEHTOOPHENTHPOBAHHOCT!

wTaen, uio uﬁumqunami(e 000 «Texsacsap KCn paseTes HaRRHbSM, MPOCTE B SKCMAYATAIH W 000 «KCM K - Bupamaer 000 "Texsioonap KC* 3a cro
He BisLBaeT . Kasccrao cBaApaNHEN R BEX SHHHILAX, TIOAXOR K JETY H BRICOKYIO KAINEHTGOPHEHTH]IORARROCTL!

coomaercayer Tp<Bosaminm FOCT-14095.2014 n FOCT.7997.2017.
oroau pomweigoums 000 «Temocsp KCo mix cfmuce compeucmse. mpeampumie ¢
Bax M OMBITHRIX

C Voamennes n nanesonoii na naasneiimee coTpysmecTsol C Yoamennem,

I'eHepansrit AupexTop ODO §¥parCusTpeiia-Kpachonpeks Wﬁ 11, B. Tewuyron

Q00 «YCT-Kpacnospeks
IODMHECKR BADAC: POCTMA, 660004, Kpa:
Ten /e (391) 228-64-63 ( a

Tenepantusiil aupexTop Lok A. ®.

st kpni, . Kpoewompex, npoes Sascnesed; 2
e-mall: Info ru; iE

AAMOCTOTPECT
ﬂwpexﬂ)py :?nr:\‘j'r;a:tv: « ;ﬂm).l KPYIHOMAHETLHODO J1OMOCTPOEHHS
MOCTOOTPALO-4 000 "TexHoceap Ki “

MOCKOBCKAR TEPPHTOPMANBHAR ©®WUPMA Leeaoey K.M. potyrl s L dsctod i s RO TS Ok
«MOCTOOTPAA-4» s
QANMAN NAD «MOCTOTPECT,
103004, r. Mocksa, yn. Jemnaoi Ban, 261, cTp.2 vox MT 5 B Mahirn
Ten fipane: +7 [495) 915-54-83 | 742-09-21 7
30 odTa med®mostia

T Tnperrapy
Hex. Ne_ &40 or09.062017r. 000 Te

exnoenap KC

Flo sonpocy Or3618 0 patoTe MawmHE Ty Wlsesony KM

KowTakrHofi ceapki MCO:

Vamaevsii Kupia Muait

Ysakaembiit Kupunn Muxaiinoemu! Compymmectso wexay 000 a0 \\1\1 . M Te Texon
CoTpyansecTso Mexay MT® "Mocrootpan 4" - unman OAQ "MOCTOTPECT” n A e i R
00O «Tex+ocaap KC» ycnewHo npoaonxaeTcs Gonee 7 ner. i
Havanom cotpyguwdectea cranc npeanomenne ot 00O "Texwoceap KC' o - 4 CTAINMOHAPHAIX  Mauik ouewnoll capkn- MT-2501
TH PelWweHua T ecKOl 33aRa4YM NO YBENWYEHWIO NPOU3BOAMTENBHOCTW NPHMEHAIOTCH JUIH Kp d kaacca ASOOC amametpom ot
12+12wm. Taswe MPT-4001 s ¢ ukep B.10,12um

KOHTAKTHOM CTLIKOBOR CBAPKW apMaTyphl B 3aroTOBUTENLHOM NpouasoacTse. [laHHan 3aaaua
6biNa YCNBLHO PEWSHA, COBMBCTHBIMU YCUMAMM crieumanicTos 000 "Texwocsap KC™ u

Tonmiaoi 6.8.10,12mm

| MOABCCHIN MOLIMHED KON

MT® "MO-4" nyTém COBMELLEHHS ONepaLIMA CBapKK W 3AMKCTKA TPaTa CPasy Nocne ocagkw, ¢ CMIK-56, npmensiore . ,':"IA\:jj"‘:"\l" o
waHoca r Teil TOKONOABOASLLINX ANEKTPOACE XSO0 [Eiasiioe i 512
,D.amn.m cnuwﬁ Gbin peanuaosan & ceapouHoil Mawmne MCO-750. eraoski AJIOC-200 HaMeTpEL
BaHo OTMETWTH, MalMHa MCO-750 OcHalleWwa HOBEMWER rwapo- W aneKTpo- sl 01 8 10 1 233 BuicoToit 01 90
aNNapaTypol, 3TO NOIBONAET ABTOMATHUECKA NPOMIBOANTE CMEHY PEXAMA CBARKA 1 XPaHNTE MTM-301 K2 HouCpeNI NpyTOK npowvicka BP1

namATH HeoBXxoaMMOe KONWYECTBO CBAPOMHLIX NPOTPaMM, YTO 3HEYMTENBHO YNPOCTMNO
oficnyxuBanMe W IKCNyaTaymio no cp 0 ¢ patee
KOHTAKTHOR CTBIKOBOR CBAPKN

Kpome Toro, B 2016 r., cneunansHo ana MT® "MO-4", Ha Gase cBApOMHON MAWMHOR
MCO-750 Gbinit paspaBoTaHbl, YCTAHOBNEHb, M NPOXONAT CTagUI0 BHEAPeHdR n@e

“OMBITHBIE?, MOMHOCTBIG ABTOMATWIMPOBAHHLIE NWHMM N0 GESCTXOAHOMY CTLIKOBAHMIO 000 "Jason KIL" r. Muace - swpasaer Grarozapocts 000
apmatypsl guametpom ot 12 go 40 mm (Mcnonsayem ot 18 go 36 mm) ¢ MakchMEﬂunﬂm 0ATOCPOUHOE  COTPYIHHUECTBO,  CHOE HYW0

AnuHon sarcToeku 4o 30 m. Mawmna Seina aono: KOMILIEKTYKOUIHN K HEMY.

© hyHKUMSIMM [ONYCKOBOTO KOWTPONS CBapH npouecca 1 p .men KaMAOTD o

warotomienioe 00 “Texioesap KC

CBAPEHHOTO CThIKA. 3TO MOIBONMNO NOBBICHTE KAWECTBO BIMOMHAEMbIX paGoT sa cuer
COKPELLEHWS BPEMEHW Ha CHATME [para W 3asmcTky ceapHoro  wea. OfGwas

NPOW3BOAMTENEHOCTE YBRNWMMNACE B HECKONLKO Pa3. YNyULnTL YONOBMA TPYAa nepcoHana. rpeGosaiay I'OC1-10922 w [OCT-14098

CunTaem, YTC MalMHa ANA KOHTAKTHOM CTHIKOBOW CBAPKM METOAOM Onnasnexua MCO- _
750 oTacuaeT BOSM s ” e nosars 000 «Texnocsap KC» x ¢
Bummnpﬂmmmmm“; i3 & HILIPOBANHER W OITEIT

B CBOW OMepefs roToBbI pi oBate OO0 «T, p KC», Kak or Moo o
w agexHoro MocTaswwka.

I Ha coTpya TaO! Textmueekinit mpex CKILL 7S -Masy kit A H
C ysamenuem T wexannk 000 “Jagoa KILL Risganon 10, A

e o Inextpomexamix uexa 000 "3asox KILL" iy BB
Inaexbiil nHxeHep MTO «MO-4» Z - Moranoe CB. I
UESLIL Hen.: U, cnapuists MT® sMO-45 Manaurkus C M. Ten.:8-985-723-33-74 \ /

TECHNOLOGICAL CENTER



+7 (8112) 72-52-13

info@tehnosvar.ru

https://tehnosvar.ru/
Yubileynaya St., 5Zh
Neyelovo-1, Logozovskaya Volost

Pskovsky District, Pskov Oblast, 180502
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