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Introduction

First of all, thank you for choosing an IWELD welding or cutting machine!

Our mission is to support your work with the most up-to-date and reliable tools both for
DIY and industrial application.

We develop and manufacture our tools and machines in this spirit.

All of our welding and cutting machines are based on advanced inverter technolo-
gy, reducing the weight and dimensions of the main transformer.

Compared to traditional fransformer welding machines the efficiency is increased by
more than 30%.

As aresult of the technology used and the use of quality parts, our welding and
cutting machines are characterized by stable operation, impressive performance,
energy efficient and environmentally friendly operation.

By activating the microprocessor confrol and welding support functions, it continuous-
ly helps maintain the optimum character of welding or cutting.

Read and use the manual instructions before using the machine please!

The user's manual describes the possible sources of danger during welding, includes
technical parameters, functions, and provides support for handling and adjustment
but keep in mind it doesn’t contain the welding knowledge!

If the user's manual doesn’t provide you with sufficient information, contact your dis-
tributor for more information!

In the event of any defect or other warranty event, please observe the ,,General
Warranty Terms”.

The user manual and related documents are also available on our website atf the
product data sheet.

IWELD Kft.

2314 Haldsztelek

Il. R&kdczi Ferenc street 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. o

* After welding always disconnect the electrode holder l ey
cable from the equipment. \:_,_:_}. by

» Always connect the machine to a protected and kLR
safe electric network! —

* Welding tools and cables used with must be perfect.

e Operator must be qualified!

ELECTRIC SHOCK: may be fatal r

e Connect the earth cable according to standard L

regulation.

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

¢ The operator should keep the working piece insulated F

from himself/herself.
Smoke and gas generated while welding or cutting can
be harmful to health. - B
¢ Avoid breathing the welding smoke and gases! £
* Always keep the working area good ventilated!
Arc light-emission is harmful to eyes and skin. A
* Wear proper welding helmet, anfi-radiation glass (1
and work clothes while the welding operation is per-
formed! !
* Measures also should be taken to protect othersin the "*Q'%‘_J
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! s
Noise can be harmful for your hearing -—'7-‘%\1

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

Malfunctions e
¢ Check this manual first for FAQs. 78 —

e Contact your local dealer or supplier for further ad- ' |L_’
vice.




1. The main parameter

FUNCTIONS

PARAMETERS

Art. Nr.
Inverter type
Water Cooling System
Digital Control

GENERAL

Number of Programs
EMC

Synergic Control

Pulse

Double Pulse

Cool Pulse

Reverse Polarity - FCAW
21/47

S21

SPOT

Portable Wire Feeder Unit

MIG

Compact Design
Number of Wire Feeder Rolls
Accessories MIG Torch
Optional MIG Torch
Phase number
Rated input Voltage
Max./eff. input Current
Power Factor (cos ¢)

Efficiency
Duty Cycle (10 min/40 °C)

Welding Current Range
Output Voltage
No-Load Voltage
Insulation

Protection Class
Welding Wire Diameter
Size of Coil

Weight

Dimensions (LxWxH)

‘ MIG 320 ‘ MIG 360
SYNERGIC LCD SYNERGIC LCD
800MIG320LCD 800MIG360LCD
IGBT IGBT
X X
OLED OLED
20 20
v v
v v
X X
X X
X X
v v
v v
v v
v v
X X
v v
4 4
IGrip 360 IGrip 360
8 )
400V AC £10%, 50/60 Hz 400V AC +10%, 50/60 Hz
17A/ 12A 22A [ 17A
0.9 0.9
80 % 80 %
300A/29V @ 60% 350A/31.5V @ 60%
271A/25.6V @ 100% 271A/27.6V @ 100%
60A-300A 50A-350A
15V-29V 16.5V-31.5V
55V 64V
H H
IP21S IP21S
@0.8-1.6 mm @0.8-1.6 mm
@ 270 mm, 15kg @ 270 mm, 15kg
42 kg 42 kg
875x420x807mm 875x420x807mm



2. Installation

2-1. Input wire connection

1. Each machine is equipped with primary power wire, according to the input voltage,
please connect the primary wire to the suitable voltage class.

2. The primary wire should be connected to the corresponding socket to avoid oxidization.

3. Use multi-meter to see whether the voltage value varies in the given range.
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)2
heating gas gauge )
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Ea,

Q***h‘ gas tube —
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power cable
[AC380V)

~ S
earth clamp
‘__#1_;'-=Eﬂ-m..

MIG torch

2-2. Connection of output wires

1. Connect the terminal of the earth clamp with the negative output, another side is
clamped on the workpeace

2. Connect the MIG torch with the output terminal on the wire feeding machine, insert
the welding wire through the MIG torch manually.

3. Connect the control cable socket to the wire feeder by control cable.

4. Connect the wire feeding machine input cable with the positive terminal of power
source. The control cable of wire feeding machine should be connected with the
control connector of power source.
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2-3. Welding wire reel installation

1.

2

Install the wire reel on the holder of wire feeding machine, the hole of wire reel should
align with fixed pin on the holder

. Choose different wire feeding groove according to the wire dimension.

Note: aluminum welding choose U-shape groove, other welding wire choose the
V-shape groove.

. Loose the nut of wire pressing roller, thread the welding wire from the spool through

the input guide tube, through the roller groove and into the outlet guide tube. Note:
adjust the wire pressing roller and impact the wire, to make sure the wire will not slide.
Avoid the wire deformation due to the oversize pressure

. Release the wire by rotating the wire reel anticlockwise. In order to avoid wire loose,

the new wire reel will fix the top of wire on the edge of wire reel. Please cut off this
top of wire.

. Choose different wire feeding groove position according to the wire diameter.
. Press "wire check” button to lead out the wire.

2-4. Connection of Shielding Gas Bottle

Connect the CO, hose, which come from the wire feeder to the copper nozzle of gas

bofttle. The gas supply system includes the gas bottle, the air regulator and the gas
hose.

The heater cable should be plug info the socket of machine’s back side, and use

the hose clamp to tighten it to prevent leaking or air-in, so that the welding spot is
protected.

Please note:

1.
2.

Leakage of shielding gas affects the performance of arc welding.
Avoid the sun shine on the gas cylinder to eliminate the possible explosion of gas
cylinder due to the increasing pressure of gas resultfed from the heat.

. It is extremely forbidden to knock at gas cylinder and lay the cylinder horizontally.
. Ensure no person is up against the regulator, before the gas release or shut the gas

output.

. The gas output volume meter should be installed vertically to ensure the precisely

measuring.

. Before the installation of gas regulator, release and shut the gas for several time in

order to remove the possible dust on the sieve to avail the gas output.

Note: Since the arc of MIG welding is much strong than that of MMA welding, please
wear welding helmet and protective clothing.
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3. Operation

3-1. Control Panel

A |Wire Check

B |Gas Check

(8] weio QuICKsILVER | { ] C |Mode and Voltage adjustment

WiRe
CHECK

Mode selection interface,
Enter button

E |Function button

Function adjustment knob:

- Current adjustment

- Inductance adjustment

- Wire diameter adjustment

- 2T/4T adjustment

- Post-flow adjustment

- Slow wire-feeding adjustment
- Hot start adjustment

- ARC force adjustment

- VRD adjustment

PN A PanN
u (\.’/) " @l = (\Q./) W

MIG 320 SYNERGIC LCD

PRESS THE KNOE TO SELECT. - MOOESELECT

i

STEEL CO= 100945
| SYNERGY

N

MODE SELECTION INTERFACE

Rotate the knob to select the mode, then press the knob to confirm.



3-1 Parameter adjustment in MIG/MAG welding mode.

0.5s
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B 40 '8 40

start - m/min

- Inductance

- Wire diameter

- 2T/47

- Post-flow time

- Slow wire-feeding
- Welding current

- Welding voltage

3-2 Parameter adjustment in MMA welding mode.
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- Welding current
- Hot start

- ARC force

- VRD



3-2 Parameter adjustment in TIG welding mode.

- Welding current adjustment

OVER

TEMPERATURE

- Alerts: OVER TEMPERATURE!




4. Operation instructions

1. Turn the machine ON using the main switch. Open the valve of the gas boftle and
adjust the gas flow

2. Select the diameter of MIG torch nozzle according to the welding wire diameter.
Select the parameters the welding mode (*H") and the cooling mode (“I"). - If you
choose MMA welding mode(with or without VRD function) adjust the MMA welding
parameters (“F").

- If you choose TIG welding mode, adjust the welding parameters.

- If you choose MIG/MAG welding mode, adjust the welding parameters on the control
panel of wire feeder.

3. According to thickness and process of workpiece, adjust the voltage and the current.
Select the “synergy"” or *manual” function by pressing the "K” button on the control
panel of wire feeder.

4. Inductance adjustment can change the ARC strenght.

5. Begin to weld by pressing.

4.1 Setting the welding current

The selection of welding current ,voltage and ARC will influence the stability, welding
quality and the productivity during the welding process. In order to keep a good weld-
ing quality, the welding current should match the voltage and the ARC well. Select the
wire diameter according to the globular transfer and the production requirement.

Refer to the below list, choose the common welding current, ARC and voltage.

-The option of the welding speed

The welding quality and productivity should be taken into consideration for the option
of welding speed. In case that the welding speed increases, it weakens the protection
efficiency and speeds up the cooling process. As a consequence, it is not optimal for
the seaming. In the event that the speed is too slow, the work piece will be easily dam-
aged, and the seaming is not ideal. In practical operation, the welding speed should
not exceed 30m/hour.

-The length of wire stretching out

The length of wire stretching out the nozzle should be appropriate. The increase of the
length of wire stretching out of the nozzle can improve the productivity, but if it is foo
long, excessive spatter will occur in the welding process. Generally, the length of wire
stretching out the nozzle should be 10 times as the welding wire diameter.

-The setting of the C0, flow volume

The protection efficiency is the primary consideration. Besides, inner-angle welding has
better protection efficiency than external-angel welding. For the main parameter, refer
to the following figure.

Welding mode Thin wire Thick wire Thick wire, big current CO,
CO0, welding C0, welding welding
CO,(I/min) 5-15 15-25 25-50
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5. Welding parameters table

The option of the welding current and welding voltage directly influences the welding
stability, welding quality and productivity. In order to obtain the good welding quality,
the welding current and welding voltage should be set optimally. Generally, the set-
ting of weld condition should be according to the welding diameter and the melting
form as well as the production requirement.

The following parameter is available for reference.

5.1. Parameter for butt-welding (Please refer to the following figure.)

\

| v

]

>

A

&

Plate Gap Wire Welding Welding Welding Gas
thickness g %) current voltage speed volume
t (mm) (mm) (mm) (A) (V) (cm/min) (I/min)

0.8 0 0.8~0.9 60~70 6~16.5 50~60 10

.0 0 0.8~0.9 75~85 7~17.5 50~60 10~15

2 0 1.0 70~80 17~18 45~55 10

1.6 0 1.0 80~100 18~19 45~55 10~15
2.0 0~0.5 1.0 00~110 9~20 40~55 0~15
2.3 0.5~1.0 Oorl1.2 10~130 9~20 50~55 0~15
3.2 .0~1.2 Oorl1.2 30~150 9~21 40~50 0~15
4.5 2~1.5 1.2 50~170 21~23 40~50 0~15

5.2. Parameter for flat fillet welding (Please refer to the following figure.)
( ™
il
I

Plate Gap Wire Welding Welding Welding Gas
thickness g (%) current voltage speed volume
t (mm) (mm) (mm) (A) (V) (cm/min) (I/min)
.0 2.5~3.0 0.8~0.9 70~80 7~18 50~60 0~15

2 2.5~3.0 1.0 70~100 8~19 50~60 0~15

1.6 2.5~3.0 1.0~1.2 90~120 18~20 50~60 10~15
2.0 3.0~3.5 0~1.2 00~130 9~20 50~60 0~20
2.3 2.5~3.0 0~1.2 20~140 9~2 50~60 0~20
3.2 3.0~4.0 0~1.2 30~170 9~2 45~55 0~20
4.5 4.0~4.5 1.2 20~230 22~24 45~55 0~20
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5.3 Parameter for fillet welding in the vertical position (Please refer to the following

figure.)
Plate Gap Wire Welding Welding Welding Gas
thickness g %] current voltage speed volume
t (mm) (mm) (mm) (A) (V) (cm/min) (I/min)
1.6 2.5~3.0 1.0~1.2 90~120 18~20 50~60 10~15
2.0 3.0~3.5 0~1.2 00~130 9~20 50~60 0~20
2.3 3.0~3.5 0~1.2 20~140 9~21 50~60 0~20
3.2 3.0~4.0 0~1.2 30~170 22~22 45~55 0~20
4.5 4.0~4.5 1.2 200~250 23~26 45~55 0~20
3.2 1.0~1.2 1.00r1.2 130~150 19~21 40~50 0~15
4.5 1.2~1.5 1.2 150~170 21~23 40~50 10~15
,, B
29
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5.4 Parameter for Lap Welding (Please refer to the following figure.)

Plate Gap Wire Welding Welding Welding Gas
thickness g %] current voltage speed volume
t (mm) (mm) (mm) (A) (V) (cm/min) (I/min)
2 A 1.0 80~100 8~19 45~55 0~15

.6 A 1.0~1.2 100~120 8~20 45~55 0~15

2.0 AorB 1.0~1.2 100~130 18~20 45~55 15~20
2.3 B 1.0~1.2 20~140 9~21 45~50 5~20
3.2 B 1.0~1.2 30~160 9~22 45~50 5~20
4.5 B 2 50~200 21~24 40~45 5~20
4.5 1.2~1.5 2 50~170 21~23 40~50 0~15
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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 o 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 furn 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.

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

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

w

N O

. 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 time, in the original packaging in a dry place.
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CERTIFICATE OF EUROPEAN STANDARD

Manufacturer: IWELD Ltd.
2314 Halasztelek
Il. Rakocz Ferenc street S0/B
Tel: +34 24 532-625
info@nweld. hu
whana iweld hu

[tem: MIG 320 SYNERGIC LCD
MIG 360 SYNERGIC LCD
MIG/MAG IGBT Inverter Technology
Synergic Control Welding Power Source

Applied Rules [1): EM &0204-1:2005
EM &0774-10:2014,
EM &0974-1:2015

(1) References to laws, rules and regulations are to be understood as related to 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 requirernents as specified by the
Directives 2014/35/EU, 2014/30/EU, 2004/42/EU and 2071/43/EU

Sernal Mo.:
Haldnrtalal {Hy oo 14020790
alasztelek [Hungary) AJ03L20 N )
f ]
| Do |l
\
Managing Drsctor:
Andras Bodi
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ALTALANOS GARANCIALIS FELTETELEK A JOTALLASI ES SIAVATOSSAGI IGENYEK ESETEN

1. 12 hénap kételezd jétdllas

A jotdllas idStartama 12 hdnap. A jotdlldsi hatdridé a fogyasztdsi cikk fogyasztd részére torténé dtaddsa, vagy ha az izembe
helyezést a vdllalkozds vagy annak megbizottja végzi, az Uzembe helyezés napjdval kezdddik.

Nem tartozik j6tdllds ald a hiba, ha annak oka a termék fogyasztd részére vald dtaddsdt kdvetden lépett fel, igy példdul, ha a
hib&t

- szakszerUtlen Uzembe helyezés (kivéve, ha az izembe helyezést a vdllalkozds, vagy annak megbizottja végezte el, iletve ha a
szakszer(Gtlen Uzembe helyezés a haszndlati-kezelési Gtmutatd hibdjdra vezethetd vissza)

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

- helytelen tdrolds, helytelen kezelés, rongdlds,

- elemi kdr, természeti csapds okozta.

Jotallds keretébe tartozd hiba esetén a fogyaszto - elsésorban - vdlasztdsa szerint — kijavitdst vagy kicserélést kdvetelhet, kivéve,
ha a vdlasztott jotdlidsi igény teljesitése lehetetlen, vagy ha az a vdllalkozdsnak a mdsik jotdlldsi igény teljesitésével dsszeha-
sonlitva ardnytalan tobbletkdltiséget eredményezne, figyelembe véve a szolgdltatds hibdtlan dllapotban képviselt értékét, a
szerz8désszegés sulyat és a jotdlidsi igény teljesitésével a fogyasztonak okozott érdeksérelmet.

- ha a vdllalkozds a kijavitast vagy a kicserélést nem vdllalta, e kdtelezettségének megfeleld hatdridén belll, a fogyasztd érde-
keit kimélve nem tud eleget tenni, vagy ha a fogyaszténak a kijavitdshoz vagy a kicseréléshez fiz6dé érdeke megszint, a
fogyasztd eldlihat a szerzédéstdl. Jelentéktelen hiba miatt eldlidsnak nincs helye.

A fogyaszté a vdlasztott jogdrdl masikra térhet at. Az &ttéréssel okozott koltséget kdteles a vdllalkozdsnak megdfizetni, kivéve, ha
az attérésre a vdllalkozds adott okot, vagy az dttérés egyébként indokolt volt.

A kijavitast vagy kicserélést — a termék tulajdonségaira és a fogyaszté dltal elvérhatéd 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 belll elvégezze.

A kijavitds soran a termékbe csak Uj alkatrész kerUlhet beépitésre.

Nem szadmit bele a jotdlldsi idébe a kijavitdsi idének az a része, amely alatt a fogyaszté a terméket nem tudja rendeltetésszerien
haszndlni. A jotdllési idé a terméknek vagy a termék részének kicserélése (kijavitdsa) esetén a kicserélt (kijavitott) termékre
(termékrészre), valamint a kijavitas kdvetkezményeként jelentkezd hiba tekintetében Ujbdl kezdddik.

A jotdllasi kotelezettség teljesitésével kapcsolatos kdltségek a vallalkozdst terhelik.

A jotdllds nem érinti a fogyasztd jogszabdlybdl eredd - igy kulondsen kellék- és termékszavatossagi, illetve kdrtéritési — jogainak
érvényesitését.

Fogyasztdi jogvita esetén a fogyaszté a megyei (févdrosi) kereskedelmi és iparkamardk mellett mikodd békéltetd testilet
eljdrdsat is kezdeményezheti. A jotdlidsi igény a jotdlidsi jeggyel érvényesithetd. Jotalldsi jegy fogyasztd rendelkezésére bocsd-
tdsdnak eimaraddsa esetén a szerz6dés megkdtését bizonyitottnak kell tekinteni, ha az ellenérték megfizetését igazold bizony-
latot - az dltaldnos forgalmi addrdl szold térvény alapjdn kibocsdtott szamldt vagy nyugtdt - a fogyasztd bemutatja. Ebben az
esetben a j6tdlldsbdl eredd jogok az ellenérték medfizetését igazold bizonylattal érvényesithetéek.

A fogyaszté jotalldsi igényét a vallalkozdsndl érvényesitheti.

2. Kiterjesztett garancia

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

minden GORILLA® hegeszt6gép, ARC 160 MINI, HEAVY DUTY 250 IGBT, HEAVY DUTY 315 IGBT

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

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

feltételekkel.

A kiterjesztett garancia feltételei fent felsorolt hegesztégépek esetében:

- Sz&rmazds igazoldsa (eredeti szédmla, tulajdonos vdltozds esetén adds-vételi szerz6dés) A végfelhaszndlonak meg kell rizni a
kiterjesztett garancia ideje alatt végig a vasarldst igazold szamlat!

- Kitoltétt garancia jegy

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

- Karbantartdst igazold szamldk és karbantartdsi jegyzékonyv
A szdmldknak és egyéb dokumentumoknak mindenképpen tartaimaznia kell a berendezés tipusdt (tipusszdm, modell) és
szériaszéamat (Serial no.)!

A kiterjesztett garancia tartalma:

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

A kiterjesztett garancia sem tartalmazza a berendezés postdzdasat, orszadgon belUli szallitasat! A termék forgalmazdja, szUksége
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. Radkdczi Ferenc Ut 90/B
Tel.: +36 24 532 625
szerviz@iweld.hu



IWELD
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7 ’ 7 Forgalmazé:
JOTALLASI JEGY o ko
2314 Haldasztelek

Il. Rdkdczi Ferenc Ut 90/B
Szerviz: Tel: +36 24 532 706
mobil: +36 70 335 5300

Sorszém:

tipusu gydri szadmu
termékre a vdasdrldstdl szamitott 12 hdnapig kdtelezd jotdlidst vallalunk a jogszabdly szerint. A jotdllds lejarta utdn 3 évig bizto-
sitiuk az alkatrész utdnpotidst.
Vdasarlaskor kérje a termék prébdjat!

Elado tolti ki:

A vdésdrld neve:

Lakhelye:

Vésarlds napja: EV HO NAP

Eladd bélyegzéje és aldirdsa:

Jotallasi szelvények a kotelezd jétdllasi idére

Bejelentés idépontja:

Hiba megszintetésének idépontja:

Bejelentett hiba:

A j6tallds Uj hatdrideje:

A szerviz neve: Munkaszém:

Ev HO NAP

aldirds

Figyelem!
A garancia jegyet vasarldskor érvényesiteni kell a készUlék gydri szamdnak feltintetésévell A garancia kizdrélag
azonos napon, kidllitott gydri szdmmal ellétott szdmldval egyUtt érvényes, ezért a szamidt &rizze meg!



IWELD

RO . . Distribuitor:
Certificat de garantle IWELD KFT.
2314 Haldasztelek

Str. I.lRAkSczi Ferenc 90/B

Ungaria

Service: Tel: +36 24 532 706

mobil: +36 70 335 5300

Numar:

tipul ..numdar de serie
necesare sunt garantate timp de 12 luni de la data de produse de cumpadrare, in conformitate cu legea. La trei ani dupd
expirarea garantiei oferim piese de aprovizionare.
La cumparaturi incercati produsul!

Completat de catre Vénzator:

Numele clientului:

Adresa:

Data de cumpdrare: An Lund Zi

Stampila si semndatura vénzatorului:

Sectiuni de garantie a perioadei de garantie

Data raportului:

Data incetdrii:

Descriere defect:

Noul termen de garantie:

Numele serviciului: Cod de locuri de munca:

An Luna Zi

semndtura
Data raportului:
Data incetdrii:
Descriere defect:
Noul termen de garantie:
Numele serviciului: Cod de locuri de munca:
An Luna Zi
semndatura
Atentiel

Garantia trebuie sa fie validate la timp de cumpdrare a biletului fabrica numarul! Garantie numai pe aceeasi
zi, cu o facturd poartd numarul de eliberat este valabil pentru o fabrica, deci proiectul de lege sa- pdstratil



IWELD

DistribUtor:

K ZARUCNY LIST

IWELD KFT.

2314 Haldasztelek

Il. Rdkdczi Ferenc Ut 90/B
Service: Tel: +36 24 532 706
mobil: +36 70 335 5300

Poradové cislo:

Vyrobok: Typ: Vyrobné ¢islo: ..
Na tento vyrobok plati zaruka 12 mesiacov od kipy podla platnej legislativy. Na uplatnenie zdruky je nutné predlofit origindl-
ny ndkupny doklad! Po uplynuti zaruénej doby 3 roky Vam zabezpeé&ime prisun ndhradnych dielov.

Pri kipe tovaru poZiadajte o rozbalenie a kontrolu vyrobku!

Vyplni predajca:

Meno kupujiuceho:

Bydlisko:

Dd&tum zakUpenia: den: mesiac: rok:

Peciatka a podpis predajcu:

ZARUCNE KUPONY

Dd&tum nahldsenia:

Dd&tum odstrdnenia vady:

Nahldsend vada:

Nova zdruénd doba:

Ndavoz servisu: Cislo préce:

(D11 o L mesiac: rok:

Podpis
Da&tum nahlésenia:
Ddatum odstrdnenia vady:
Nahldsend vada:
Novd zdruénd doba:
Nd&voz servisu: Cislo prace:
. mesiac: rok:
Podpis
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Ve - s Distributor:
ZARUCNI LIST WELD KFT.
2314 Haldsztelek

Il. R&kdczi Ferenc Ut 90/B
Tel: +36 24 532-625

Fax: +36 24 532-626

Poradové Cislo:

Vyrobek: Typ: VYrobni Eislo: ...
Na tento vyrobek plati zaruka 12 mésicu od koupé dle platné legislativy. Na uplatnéni zaruky je nutné predlozit origindlni
nékupni doklad! Po uplynuti zaruéni doby 3 roky Vam zajistime pfisun ndhradnich dilo.

Pii koupi zboZi poZddejte o rozbaleni a kontrolu vyrobku!

Vyplni predejce:

Jméno kupujiciho:

Bydlisté:

Datum zakoupeni: den: mésic: rok:

Razitko a podpis prodejce:

ZARUKA

Datum nahléseni:

Datum odstranéni vady:

Nahl&send vada:

Novd zéruéni doba:

Nd&voz servisu: Cislo prace:

Den: mésic: rok:

Podpis

Datum nahléseni:

Datum odstranéni vady:

Nahldsend vada

Novd zdruéni doba:

Nd&voz servisu: Cislo prace:

Den: mésic: rok:

Podpis
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