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Einleitung

Danke, dass Sie sich fur eine iIWELD SchweiBmaschine oder Plasmaschneidanlage
entschieden haben!

Unser Ziel ist, Innen die aktuellsten und zuverlassigsten Werkzeuge zur Verfugung zu
stellen, um lhre Arbeit zu unterstUtzen, sei es hausgemacht, handwerklich oder indust-
riell.

Wir entwickeln und fertigen unsere Gerdte und Maschinen in diesem Sinne.

Alle unsere SchweiBgerate basieren auf einer fortschrittlichen Inverter-Technologie,
bei der der Hochfrequenz-IGBT den Strom gleichrichtet.

Dank der modernen Technologie sind das Gewicht und die GréBe des Haupttransfor-
mators viel geringer, damit ist es viel ergonomischer und seine Effizienz im Vergleich zu
herkdmmlichen TransformatorschweiBmaschinen um 30% héher.

Durch die eingesetzte Technologie und den Einsatz von Qualitatsbauteilen zeichnen
sich unsere SchweiB- und Plasmaschneidmaschinen durch einen stabilen Betrieb, eine
beeindruckende Leistung, einen energieeffizienten und umweltfreundlichen Betrieb
aus.

Durch die Aktivierung von Mikroprozessor-Steuerungsfunktionen hilft es kontinuierlich,
den optimalen Charakter des SchweiBens oder Schneidens beizubehalten.

Bitte lesen und befolgen Sie die Anweisungen in diesem Handbuch sorgfdltig, bevor
Sie das Gerat benutzen.

Das Benutzerhandbuch beschreibt die beim Schweien auftretenden Gefahren,
einschlieBlich der Maschinenparameter und -funktionen, und bietet Unterstitzung
bei der Handhabung und Anpassung, beinhaltet jedoch nicht oder nurin geringem
Umfang das umfassende Fachwissen Uber das Schneiden von Schweindhten.

Wenn der Leitfaden keine ausreichenden Informationen enthdélt, wenden Sie sich an
Inren Handler, um weitere Informationen zu erhalten.
Im Falle eines Fehlers oder einer anderen Garantie beachten Sie bitte die ,,Allgemei-
nen Garantiebedingungen fUr Garantieanspriche*.

Das Benutzerhandbuch und die zugehdrigen Dokumente sind ebenfalls auf unserer
Produktseite verfigbar.

Wir winschen lhnen gute Arbeit!

IWELD Kft.

2314 Haldsztelek

Il. Rdkdcezi Ferenc Ut 90/B
Tel: +36 24 532 625
info@iweld.hu
www.iweld.hu




WARNING!

Welding is a dangerous process! The operator and other persons in the working
area must follow the safety instructions and are obliged to wear proper Personal
Protection Items. Always follow the local safety regulations! Please read and

understand this instruction manual carefully before the installation and operation!

* The switching of the machine under operation can
damage the equipment.

* After welding always disconnect the electrode holder
cable from the equipment.

* Always connect the machine to a protected and
safe electric network!

* Welding tools and cables used with must be perfect.

¢ Operator must be qualified!

ELECTRIC SHOCK: may be fatal

e Connect the earth cable according to standard

regulation.

¢ Avoid bare hand contact with all live components of
the welding circuit, electrodes and wires. It is neces-
sary for the operator to wear dry welding gloves while
he performs the welding tasks.

¢ The operator should keep the working piece insulated
from himself/herself.

Smoke and gas generated while welding or cutting can
be harmful to health.

¢ Avoid breathing the welding smoke and gases!

¢ Always keep the working area good ventilated!

Arc light-emission is harmful to eyes and skin.

e Wear proper welding helmet, anti-radiation glass
and work clothes while the welding operation is per-
formed!

* Measures also should be taken to protect others in the
working area.

FIRE HAZARD

¢ The welding spatter may cause fire, thus remove flam-
mable materials from the working area.

¢ Have a fire extinguisher nearby in your reach!

Noise can be harmful for your hearing

¢ Surface noise generated by welding can be disturb-
ing and harmful. Protect your ears if needed!

Malfunctions

e Check this manual first for FAQs.

* Contact your local dealer or supplier for further ad-
vice.

PRECAUTIONS TO ELECTROMAGNETIC COMPATIBILITY

1 General

Welding may cause electromagnetic interference.

The interference emission of arc welding equipment can be minimized by adopting proper installa-
fion method and correct use method.

The products described in this manual belong to the limit of class A equipment (applies to all occo-
sions except the residential areas powered by public low-voltage power system).

Warning: Class A equipment does not apply to the residential areas powered by public low-voltage
power system. Because the electromagnetic compatibility cannot be guaranteed in these areas
owing to conducted and radiated disturbances.

2 Environmental assessment suggestions
Before installing the arc welding equipment, user shall assess the potential electromagnetic distur-
bance problems in the surrounding environment. The following matters shall be considered:

- Whether there are other service cables, control cables, signal and telephone wires, etc. above,
under or around the welding equipment;

- Whether there are radio and television transmitting and receiving devices;

- Whether there are computers and other control equipment;

- Whether there are high-security level equipment, such as industrial protective equipment;

- Consider the health of staff af the site, for example, where there are workers wearing hearing aid or
pacemaker;

- Whether there are equipment used for calibration or inspection;

- Pay attention to the noise immunity of other equipment around. The user should ensure that the
equipment is compatible with the surrounding equipment, which may require extra protective
measures;

- Time for welding or other activities;

The range of environment shall be determined according to the building structure and other possible
activities, which may exceed the boundary of building.

3 Methods to reduce emission
- Public power supply system
The arc welding equipment shall be connected to the public power supply system according to
the method recommended by the manufacturer. If there is interference, additional preventive
measures shall be taken, such as access with filter in the public power supply system. For fixed arc
welding equipment, the service cables shall be shielded by metal pipe or other equivalent meth-
ods. However, the shield shall ensure electrical continuity and shall be connected with the case of
welding source to ensure the good electrical contact between them.

- Maintenance of arc welding equipment

The arc welding equipment must be regularly maintained according to the method recommend-
ed by the manufacturer. When the welding equipment is running, all entrances, auxiliary doors

and cover plates shall be closed and properly tightened. The arc welding equipment shall not be
modified in any form, unless the change and adjustment are permitted in the manual. Particularly,
the spark gap of arc striker and arc stabilizer shall be adjusted and maintained according to the
manufacturer’s suggestions.

- Welding cable

The welding cable shall be as short as possible and close to each other and to the ground line.

- Equipotential bonding

Pay attention to the bonding of all metal objects in surrounding environment. The overlapping of
metal object and workpiece can increase the risk of work, as operators may suffer from electric
shock when touch the metal object and electrode simultaneously. Operators shall be insulated from
all these metal objects.

- Grounding of the workpiece

For electrical safety or workpiece location, size and other reasons, the workpiece may not be
grounded, such as the hull or structural steelwork. Grounding of workpieces sometimes can reduce
the emission, but it is not always the case. So be sure to prevent the increasing risk of electric shock
or damage of other electrical equipment caused by grounded workpieces. When necessary, the
workpiece should be directly connected with the ground. But direct grounding is forbidden in some
countries. In such case, use appropriate capacitor in accordance with regulations of the country.

- Shielding

Selectively shield the surrounding equipment and other cables to reduce the electromagnetic inter-
ference. For special applications, the whole welding area can be shielded.

5




1. The main parameter

FUNCTIONS

PARAMETERS

Art. Nr.
Inverter Type

Arc Ignition

THC - Torch Height Conftrol

DUAL AIR SYSTEM -
Built-In - Air Compressor

Digital LED Display
CNC Compatibility
2T/4T

Accessories Plasma Torch
Max. cutting thickness (Scarp cutting)

Carbon Steel
Carbon Steel

Stainless Steel

Aluminum

thickness (quality
surface cutting)

Optimal cuttin

Copper
Phase Number

Rated Input Voltage
Max./eff. Input Voltage
Power Factor (cos @)

Efficiency

Duty Cycle (10 min/40 °C)

Cutting Current Range
Cutting Voltage Range
No-load Voltage
Insulation

Protection Class
Weight

Dimensions (LxWxH)

800CUTS50PT
IGBT
PILOT

X X X

X
PT40
18 mm
14 mm
14 mm
10 mm
8 mm

1

230V AC+10%
50/60Hz

33A / 14.7A
0.7
85%
40A@20% 20A@80%
20A - 40A
88V - 96V
375V
H
IP1S
6.4 kg
430 x 155 x 300 mm

2. Installation

Be sure to use this welding machine with the specified cutting gun, earth clamp
together; otherwise, it will affect the welding performance and may damage the
machine.

¢ Connect the compressor's pressurized pipe to the air inlet of the pressure regulator.

¢ Connect the copper nut on the cutting gun with the output terminal on the front of
this machine, and tighten this nut clockwise (to prevent gas leakage); connect the
rapid socket on the earth clamp with the positive output terminal on the front panel
of the cutter and tighten the socket.

¢ Connect the switch plug on the cutting gun with the switch connector of the cut-
ting gun on the panel. Screw the electrode into the cutting torch to the end, slightly
tighten them with force and then properly install the nozzle and protection coverin
a proper order.

Important to set the correct air pressure before cutting. At low pressures the arc con-
fident but the molten material of the cutting gap is therefore more difficult to leave
the cut surface will not be smooth. At high air pressure in the ignition more difficult,
but at the cutting surface is smoother.

Use the machine parameter table given pressure setting!

3. Operation Instruction
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Cutting gun connector: connected to the cutting machine

Positive connector: connected to the workpiece

Main cable: connected to the appreciate power supply

Power switch: turn on or off the power source

Air inlet connector - Pressure regulator with manometer

Fan

Cutting current regulator: it is used to regulate the current when cutting.
Power pilot lamp

NV 00 N O 0 O —

Alarm pilot lamp (over-heat, over-current): This pilot lamp on, when the pro-
tection of the machine has been activated.

10 READY (DC indicator): indicator is ON when DC output circuit is active.

11 RUN/SET: when cutting the workpiece, turn to the “RUN"; when doing gas
test, turn to the “SET".
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3-2. Operation steps of cutting

e After checking all connections, turn on the plasma cutting machine.

e Adjust the power to the thickness you intend to cut.

e Press the cutting switch on the torch, you shall have compressed air coming out of
the nozzle: within 2 seconds the pilot arc will be ignited.

e Get closer to the material, then the pilot arc will be switched automatically to cut-
fing arc.

e As you pull away the torch from the metal sheet, the cutting arc will be switched
back to pilot arc again.

e Now the machine is ready to use for cutting.

e When you release the cutting switch the arc will be shut down immediately.

e After the arc stopped for about 30 sec you will still have air flow from the nozzle to
cool the hot system elements.
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3-4. Notices to Cutting

* When preparing for cutting, hold the cutting gun (the cutting gun does not contact
the workpiece for a model of non-contact arc striking) and press the gun switch; at
this time, plasma arc will eject from the nozzle hole, indicating the electrode, noz-
Zle, etc., are installed correctly. If there is no plasma arc or only weak plasma arc
ejected from the nozzle hole, it indicates the electrode and nozzle are installed im-
properly, so reinstallation is necessary after power-on.

* When cutting starts, the outer edge of the nozzle hole should be aligned fo the edge
of the workpiece. Press the cutting torch switch to strike the arc; if the arc is not
struck, release the switch and press it again. After successful arc striking, move the
cutting torch at a constant speed to conduct normal cutting (the moving speed
should vary from different plate thicknesses; if the sparks upturn, it indicates the mov-
ing speed is too fast and the workpiece is not cut through, and the moving speed
should be slower. If the sparks splash vertically to the workpiece, it indicates the mov-
ing speed is foo slow and the adhering slags may increase, and the speed should
be improved properly.

¢ At the end of the cutfting, when the workpiece will be cut off, the cutting speed
should be slowed down, release the cutting forch switch to complete the cutting.

* Splashes adhering to the nozzle surface will affect the cooling effect of the nozzle,
so they should be removed in time, and dust and splashes on the cutting gun head
should be removed regularly so as to maintain a good heat emission effect.

* The cutting torch rack ensures the distance from the nozzle to the plate. Never re-
move the cutting torch rack during cutting; otherwise the normal distance from the
nozzle to the plate can not be guaranteed, thus causing the nozzle to touch the
plate so as to lead to the gun burned.

* Replace the electrode and nozzle. In case of the following cases, be sure o replace
the electrode and nozzle in time.

1) above 1.5 mm electrode consumption depth;

2) iregularly deformed nozzle aperture;

3) obviously slower cutting speed and green flames occurring for arc

4) difficult arc striking;

5) Slanting kerf or widening kerf




About the CUT voltage divider

The CUT power supplies are equipped with an optional, factory-installed, four-position voltage divider that is
designed fo be safely connected without tools. The built-in voltage divider provides a scaled down arc volt-
age of 20:1, 30:1, 40:1, and 50:1 (maximum output of 18 V). An optional receptacle on the rear of the power
supply provides access to the scaled down arc voltage and signals for arc transfer and plasma start.

Note:
The factory presets the voltage divider fo 20:1. To change the voltage divider to a different setting, refer to the
section on the next page.

The factory-installed internal voltage divider provides a maximum of 18V under open circuit
conditions. This is an impedance-protected functional extra low voltage (ELV)output to prevent
shock, energy, and fire under normal conditions at the machine interface receptacle and
under single fault conditions with the machine interface wiring. The voltage divider is not fault
tolerant and ELV outputs do not comply with safety extra low voltage (SELV) requirements for
direct connection to computer products.

Note:

The cover on the machine interface receptacle prevents dust and moisture from damaging the receptacle
when not in use. This cover should be replaced if damaged or lost.

Installation of the machine interface cable must be performed by a qualified service technician. To install a
machine interface cable:

1. Turn OFF the power and disconnect the power cord.

2. Remove the machine interface receptacle’s cover from the rear of the power supply.

3. Connect the machine interface cable to the power supply.

Divider output

The smalll arc signal
connection

The large arc signal
connection

Refer to the following table when connecting the CUT system to a torch height controller or CNC controller
with a machine interface cable.

Gun switch signal connection

Signal Type Instruction Pinnr. | Cable end
Normally open.
Start Input | 18V DC open circuit voltage at START terminals. 8,9 8 [yellow)
(start plasma) . . 9 (green)
Requires dry contact closure to activate.
Transfer f
(start machine Normally open. Dry contact closure ‘wh<v—3n the arc transfers. 13 (blge)
N Output [ 120V AC/1A maximum at the machine interface relay or 13, 14 14 (white)
motion) o . :
switching device (supplied by the customer).
Ground Ground
. CUT: Divided arc signal of 20:1,30:1, 40:1, 50:1 (provides a : 6(red)
Voltage divider| Output maximurm of 18 V). 6(+). 7(-) 7(black)
Setting the five-position voltage divider on the CUT
The factory presets the voltage divider fo 20:1. To change the voltage divider to a different setfting:
1. Turn OFF the power supply and disconnect the power cord.
2. Remove the power supply cover.
3. Locate the voltage divider DIP switches on the left side of the power supply.
Note: the table below for the shift and scale selection
i Scale
Dial number
20:1 30:1 40:1 50:1
1 ON 1 1 1
2 2 ON 2
3 3 3 ON 3
4 4 4 4 ON
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Precautions

Workspace

1. Welding equipment free of dust, corrosive gas, non-flammable materials, up to 90% humidity
for usel

2. Avoid welding outdoors unless protected from direct sunlight, rain, snow, work area tempera-
ture must be between -10 °C and +40°C.

3. Wall to position the device at least 30 inches away.

4. Well-ventilated area to perform welding.

Safety requirements

Welding provides protection against overvoltage / overcurrent / overheating. If any of the
above events occurs, the machine stops automatically. However, over- stress damage to the
machine , keep the following guidelines :

1. Ventilation . When welding a strong current going through the machine , so the machine is
not enough natural ventilation for cooling . The need to ensure adequate cooling, so the
distance between the plane and any object around it at least 30 cm . Good ventilation is
important to normal function and service life of the machine.

2. Continuously , the welding current does not exceed the maximum allowable value. Current
overload may shorten its life or damage to the machine .

3. Surge banned | Observance of tension range follow the main parameter table . Welding ma-
chine automatically compensates for voltage , allowing the voltage within permissible limits
of law. If input voltages exceed the specified value , damaged parts of the machine .

4. The machine must be grounded! If you are operating in a standard, grounded AC pipeline in
the event of grounding is provided automatically . If you have a generator or foreign , unfo-
miliar , non-grounded power supply using the machine , the machine is required for ground-
ing connection point earth to protect against electric shock .

5. Suddenly stopping may be during welding when an overload occurs or the machine over-
heats . In this case, do noft restart the computer, do noft fry to work with it right away, but do
not turn off the power switch , so you can leave in accordance with the built-in fan to cool
the welding machines .

WARNING!

If the welding equipment is used with the welding parameters above 180 amperes, the standard
230V electrical socket and plug for 16 amp circuit breaker is not sufficient for the required cur-
rent consumption, it is necessary to use the welding equipment with 20A, 25A or even to the 32A
industrial fuses! In this case, both the plug and the plug socket fork have to be replaced to 32A
single phase fuse socket in compliance with all applicable rules. This work may only be carried
out by specialists!

Maintenance

1. Remove power unit before maintenance or repair!

2. Ensure that proper grounding!

3. Make sure that the internal gas and electricity connections are perfect and tighten, adjust if
necessary, if there is oxidation, remove it with sandpaper and then reconnect the cable.

4. Hands, hair, loose clothing should be kept away under electric parts, such as wires, fan.

5. Regularly dust from the machine clean, dry compressed air, a lot of smoke and polluted air to
clean the machine every day!

6. The gas pressure is correct not to damage components of the machine.

7. If water would be, for example. rain, dry it in the machine and check the insulation properly!
Only if everything is all right, go after the welding!

8 When not in use for a long fime, in the original packaging in a dry place.
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CERTIFICATE OF EUROPEAN STANDARD

®
Y — U_ CUTTING EDGE WELDING
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Manufacturer: IWELD Ltd.
2314 Haldsztelek
Il. Rakdcezi Ferenc street 90/B
Tel: +36 24 532-625
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ltem: CUT 50 PILOT
IGBT inverter technology
plasma cutting power source

EN 60204-1:2005
EN 60974-10:2014,
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Applied Rules (1):

(1) References to laws, rules and regulations are to be understood as related fo laws, rules
and regulations in force at present.

Manufacturer declares that the above specified product is complying with all of the above
specified rules and it also complying with the essential requirements as specified by the
Directives 2014/35/EU, 2014/30/EU, 2006/42/EU and 2011/65/EU

Serial No.:

Haldsztelek (Hungary), 14/03/20
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Managing Director:
Andrds Bodi
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ALTALANOS GARANCIALIS FELTETELEK A JOTALLASI ES SZAVATOSSAGI IGENYEK ESETEN

1. 12 hénap kotelezd jotdllas
helyezést a vdllalkozds vagy annak megbizottja végzi, az Uzembe helyezés napjdval kezdddik.

Nem tartozik j6tdlids ald a hiba, ha annak oka a termék fogyasztd részére vald ataddsdt kdvetben Iépett fel, igy példdul, ha a
hib&t

- szakszerUtlen Uzembe helyezés (kivéve, ha az Uzembe helyezést a vdilalkozds, vagy annak megbizottja végezte el, illetve ha a
szakszerGtlen Uzembe helyezés a haszndlati-kezelési Utmutatd hibdjara vezethetd vissza)

- rendeltetés-ellenes haszndlat, a haszndlati-kezelési Utmutatéban foglaltak figyelmen kivil hagydsa,

- helytelen tdrolds, helytelen kezelés, rongdilds,

- elemi kdr, természeti csapds okozta.

Jotdllas keretébe tartozd hiba esetén a fogyasztod - elsésorban - vdlasztdsa szerint — kijavitast vagy kicserélést kdvetelhet, kivéve,
ha a vdlasztott jotdlidsi igény teliesitése lehetetlen, vagy ha az a vdllalkozdsnak a mdsik jotdlidsi igény teljesitésével dsszeha-
sonlitva ardnytalan tobbletkdltséget eredményezne, figyelembe véve a szolgditatds hibdtlan dllapotban képviselt értékét, a
szerz6désszegés sulyat és a jotdalldsi igény teljesitésével a fogyaszténak okozott érdeksérelmet.

- ha a vdllalkozds a kijavitdst vagy a kicserélést nem vdllalta, e kotelezettségének megfeleld hatdridén belul, a fogyasztéd érde-
keit kimélve nem tud eleget tenni, vagy ha a fogyaszténak a kijavitdshoz vagy a kicseréléshez fiiz6dé érdeke megszint, a
fogyaszto eldlihat a szerz8déstdl. Jelentéktelen hiba miatt eldlidsnak nincs helye.

A fogyasztd a vdlasztott jogdrdl masikra térhet at. Az Gttéréssel okozott koltséget kdteles a vdllalkozdsnak megfizetni, kivéve, ha
az &ttérésre a vdllalkozds adott okot, vagy az attérés egyébként indokolt volt.

A kijavitdst vagy kicserélést — a termék tulajdonsdgaira és a fogyasztd dltal elvarnatd rendeltetésére figyelemmel - megfeleld
hatdridén belll, a fogyaszté érdekeit kimélve kell elvégezni. A vdllalkozdsnak térekednie kell arra, hogy a kijavitdst vagy kicse-
rélést legfeliebb tizendt napon beldl elvégezze.

A kijavitds sordn a termékbe csak Uj alkatrész kerUlhet beépitésre.

Nem szdmit bele a jotdlidsi idSbe a kijavitasi idének az a része, amely alatt a fogyasztd a terméket nem tudja rendeltetésszerlen
haszndlni. A jotdlidsi idé a terméknek vagy a termék részének kicserélése (kijavitasa) esetén a kicserélt (kijavitott) termékre
(termékrészre), valamint a kijavitas kdvetkezményeként jelentkezd hiba tekintetében Ujodl kezdbdik.

A jotdlldsi kotelezettség teliesitésével kapcsolatos koltségek a vdllalkozdst terhelik.

A jotdlias nem érinti a fogyasztd jogszabdlybdl eredd - igy kUlondsen kellék- és termékszavatossdgi, illetve kartéritési — jogainak
érvényesitését.

Fogyasztdi jogvita esetén a fogyaszté a megyei (févdarosi) kereskedelmi és iparkamardk mellett mikddé békéltetd testilet
elidrdsat is kezdeményezheti. A jotdlidsi igény a jotdlldsi jeggyel érvényesithetd. Jotalldsi jegy fogyaszté rendelkezésére bocsd-
tasénak elmaraddsa esetén a szerz6dés megkdtését bizonyitottnak kell tekinteni, ha az ellenérték megfizetését igazold bizony-
latot - az dltaldnos forgalmi adorél szold térvény alapjdn kibocsatott szamldt vagy nyugtdt - a fogyasztdé bemutatja. Ebben az
esetben a j6tallasbdl eredd jogok az ellenérték megdfizetését igazold bizonylattal érvényesithetéek.

A fogyaszté jotdlldsi igényét a vdllalkozdsndl érvényesitheti.

2. Kiterjesztett garancia

Az IWELD Kft. a Forgalmazokkal egyUttmikddve, az 1 éves kellékszavatossdgi kotelezettségét +1 évvel kiterjeszti (2 évre) a kdvet-
kezbkben felsorolt hegesztégépekre az aldbbi feltételekkel:

minden GORILLA® hegesztégép, ARC 160 MINI, HEAVY DUTY 250 IGBT, HEAVY DUTY 315 IGBT

A garanciavdllalds sordn a Polgdri Torvénykonyv 6:159. § (hibds teljesitési vélelem) nem alkalmazhatd, és a kiterjesztett garan-

ciavdllalds a Polgdri Torvénykonyv 6:159. § - 6:167. § meghatdrozott kellékszavatossagi jellegu felelésségvallaldst jelent az aldbbi

feltételekkel.

A kiterjesztett garancia feltételei fent felsorolt hegesztégépek esetében:

- Szdrmazds igazoldsa (eredeti szamla, tulajdonos vdltozds esetén adds-vételi szerzédés) A végfelhaszndldonak meg kell rizni a
kiterjesztett garancia ideje alatt végig a vasdarldst igazold szamldat!

- Kitéltétt garancia jegy

- Maximum 12 havonta szakszerviz dltal elvégzett karbantartds, ami az atvizsgdldson és érintésvédelmi ellendrzésen tUl a teljes
burkolat eltdvolitdsa utdni szakszer( takaritésbdl kell, hogy dljon!

- Karbantartdst igazold szamldk és karbantartdsi jegyzékényv
A sz&dmldknak és egyéb dokumentumoknak mindenképpen tartalmaznia kell a berendezés tipusdt (tipusszam, modell) és
szériaszdmat (Serial no.)!

A kiterjesztett garancia tartalma:

A kiterjesztett garancidt alkatrész, tényleges javitds, vagy csere formdjdban biztositjuk. Amennyiben a javitds nem lehetséges,
Ugy a hibds eszkdz cseréjét biztositjuk.

A kiterjesztett garancia sem tartalmazza a berendezés postdzdasat, orszagon bellli szdllitdsat! A termék forgalmazdja, sz0ksége
estén, (kotelezettség nélkll) segitséget nyUjt a berendezés szakszervizbe vald eljuttatdsdban!

A kiterjesztett garancidilis javitdsokat sajat szakszervizinkben a cég telephelyén végezzik:

IWELD Kft. 2314 Haldsztelek Il. Rdkoczi Ferenc Ut 90/B

Tel.: +36 24 532 625
szerviz@iweld.hu
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