
Beratung ▪ Ersatzteile ▪ Kundenservice

Bedienungsanleitung

Elektroden-Schweißgerät

Air Liquide

Saxo 1300















Al
le

 A
ng

eb
ot

e 
si

nd
 fr

ei
bl

ei
be

nd
, g

el
te

n 
ab

 L
ag

er
, b

as
ie

re
nd

 a
uf

 u
ns

er
en

 L
ie

fe
r- 

un
d 

Za
hl

un
gs

be
di

ng
un

ge
n,

 z
zg

l. 
M

w
St

. T
ec

hn
. Ä

nd
er

un
ge

n 
vo

rb
eh

al
te

n.
 

Böhler StabelektrodenBöhler Stabelektroden
Böhler Stabelektroden Q E 6013 RC, 
EN ISO 2560-A = E 42 0 RC 1 1

Böhler Stabelektroden Q E 6013 RT, 
EN ISO 2560-A =E 42 0 RR 1 2

Rutil-zellulose umhüllte Stabelektrode 
mit sehr guter Verschweißbarkeit 
in allen Positionen, auch senkrecht 
fallend. 
Sehr gute Spaltüberbrückbarkeit und 
Zündeigenschaften. 

Geringe Spritzerbildung; selbstabhebende 
Schlacke; feinschuppige, glatte Nähte 
mit kerbfreien Übergängen zum Grund-
werkstoff. Problemloses Schweißen 
allgemeiner Baustähle; hervorragende 
Zünd- und Wiederzündfähigkeit. 
Problemlos an Kleintransformatoren 
42 V zu verschweißen.

Geeignet für Reparatur- und Auftragsschweißungen an lamellarem Grauguss EN GJL 100 bis EN GJL 400, an 
Gusseisen mit Kugelgraphit (Sphäroguss) EN GJS 400 bis EN GJS 700, an Temperagusssorten EN GJMB 350 
bis EN GJMB 650 sowie für die Verbindung dieser Werkstoffe untereinander oder mit Stahl und Stahlguss. 
Universell für Reparatur-, Fertigungs-, und Konstruktionsschweißungen geeignet. Sie hat einen ruhigen 
Lichtbogen und ergibt eine außerst flache Nahtausbildung ohne Einbrandkerben. Die Strombelastbarkeit 
und Abschmelzleistung sind durch den Bimetall-Kerndraht ausgezeichnet. Die Nahtoberfläche ist glatt. 
Das Schweißgut ist äußerst risssicher und gut spanabhebend bearbeitbar.

*Alle Preise zzgl. aktuellem Legierungszuschlag 

*Alle Preise zzgl. aktuellem Legierungszuschlag 

Hochlegierte Böhler Stabelektroden Q E 308L-17, WSt. 1.4316, V2A, 
AWS A5.4 = E 308 L-17

Stabelektroden UTP 86 FN, EN ISO 1071 = E C NiFe-13

Niedriggekohlte, kerndrahtlegierte, austenitische Stabelektrode mit rutilbasischer Umhüllung. Anwendung in 
allen Industriezweigen, wo artgleiche Stähle, auch höhergekohlte sowie verritische 13%-Chromstähle 
verschweißt werden. Besondere Schönschweißeigenschaften, exzellente Wechselstromverschweißbarkeit 
und hohe Heißrisssicherheit des Schweißgutes.

Diese Elektroden werden nur in geschlossenen Paketen abgegeben.

Diese Elektroden werden nur in geschlossenen Paketen abgegeben.

| Diese Elektroden werden nur in geschlossenen Paketen abgegeben.

| Diese Elektroden werden nur in geschlossenen Paketen abgegeben.

www.merkle-shop.de

www.merkle-shop.de

www.merkle-shop.de

Abmessung Gewicht Menge Paket Paketpreis 
2,0 x 300 mm 4,1 kg 390 St. 36,90 € /Paket
2,5 x 350 mm 5,0 kg 275 St. 30,50 € /Paket
3,2 x 350 mm 5,0 kg 173 St. 26,00 €/Paket
4,0 x 350 mm 5,0 kg 113 St. 25,50 €/Paket 
5,0 x 450 mm 6,9 kg 80 St. 34,00 €/Paket

Abmessung Gewicht Menge Paket Paketpreis 
2,5 x 300 mm 1,0 kg 57 St. 13,80 € /Paket
3,2 x 350 mm 1,0 kg 31 St. 12,30 € /Paket

München
Tel. (089) 89 77 17 - 0
info@merkle-muenchen.de
www.merkle-muenchen.de

Stand = 15. April 2025

Rosenheim
Tel. (0 80 31) 28 54 - 0
info@merkle-rosenheim.de
www.merkle-rosenheim.de

Landshut
Tel. (08 71) 9 33 17 - 0
info@merkle-landshut.de
www.merkle-landshut.de

Abmessung Gewicht Menge Paket Paketpreis
2,5 x 300 mm 3,9 kg 220 St. 67,10 €/Paket*
3,2 x 350 mm 4,4 kg 130 St. 72,10 €/Paket*
4,0 x 350 mm 4,6 kg 90 St. 75,10 €/Paket*

Abmessung Gewicht Menge Paket Paketpreis 
2,5 x 300 mm 1,2 kg 68 St. 164,70 € /Paket*
3,2 x 350 mm 1,3 kg 40 St. 166,30 € /Paket*
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MIG/MAG-Schweißhandschuh MAX-FIRE-MAG

WIG-Schweißhandschuh MAX-FIRE-WIG

Handrücken und Stulpe aus Spaltleder, Handinnenflächen Rindnarbenleder, 
mit Kevlargarn vernäht, somit auch für den Pulse-Arc-Lichtbogen geeignet, 
Gummizug auf dem Handrücken. In Größe 8, 9, 10, 11 und 12 erhältlich.

WIG-Schweißerhandschuh mit Stulpe und Pulsschutz in Merkle Farben, 
aus weichem Chromnappaleder. In Größe 8, 9, 10, 11 und 12 erhältlich.

Sach-Nr. n354.0.0337

11,90 €/Paar
  9,50 €/Paar
  8,25 €/Paar

12,50 €/Paar
10,30 €/Paar
  8,90 €/Paar

  5,50 €/Paar
  4,20 €/Paar
  3,60 €/Paar

  2,95 €/Paar
  2,60 €/Paar
  

Montagehandschuhe MAX-GRIP
Montagehandschuh aus atmungsaktiven wasserbasiertem PU-Nitrilschaum, 
inkl. Oeko-Tex®-Standard 100. In Größe 8, 9, 10 und 11 erhältlich.

Dieser MIG/MAG-Schweißerhandschuh erfüllt alle Kriterien für einen guten 
Tragekomfort und Sicherheit zu einem sehr günstigen Preis. Handrücken 
und Stulpe aus Spaltleder, Handinnenflächen aus Rindnarbenleder 
mit Kevlargarn vernäht. In Größe 9, 10 und 11 erhältlich.

MIG/MAG-Schweißhandschuh MAX-FIRE-Basic

ab   1 Paar
ab 12 Paar
 ab 36 Paar

ab   1 Paar
ab   6 Paar

 ab 36 Paar

ab   1 Paar
ab   6 Paar

 ab 36 Paar

ab   1 Paar
ab 12 Paar

 

Zubehör

Sach-Nr. n354.0.4412

Sach-Nr. n354.0.4415

Sach-Nr. n354.0.1449

München
Tel. (089) 89 77 17 - 0
info@merkle-muenchen.de
www.merkle-muenchen.de

Rosenheim
Tel. (0 80 31) 28 54 - 0
info@merkle-rosenheim.de
www.merkle-rosenheim.de

Landshut
Tel. (08 71) 9 33 17 - 0
info@merkle-landshut.de
www.merkle-landshut.de

bis 350 mm Länge passend, 4 Kammern, 
wasserdicht, inkl. Verschlusskappe, ca. 85 mm Durchmesser

Köcher für Stabelektroden

ohne Inhalt

11,85 € / St.
Sach-Nr. n672.1.0101

www.merkle-shop.de
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IMPORTANT

THIS MANUAL HAS BEEN WRITTEN FOR EXPERT OPER-
ATORS AND MUST BE READ ENTIRELY BEFORE OPER-
ATING THE EQUIPMENT. PERSONS NOT CONVERSANT
WITH METHODS AND OPERATIONS OF THE EQUIP-
MENT SHOULD CONSULT THE MANUFACTURER. 

DO NOT ATTEMPT TO SET UP, OPERATE OR SERVICE
EQUIPMENT IF NOT QUALIFIED TO DO SO OR IF THIS
MANUAL HAS NOT BEEN READ AND UNDERSTOOD. IF
IN DOUBT REGARDING EQUIPMENT INSTALLATION
AND USE, CONSULT THE MANUFACTURER (TECHNICAL
ASSISTANCE DEPARTMENT).

1.0 SAFETY REGULATIONS 

The use of welding equipment and welding operations
entail hazards for the operator and third persons. The
reading, comprehension and respect of the safety regu-
lations below are compulsory. Remember that a sensi-
ble operator who is well aware and respectful of his
duties is the best guarantee against accidents. Read
and comply with the following regulations prior to con-
necting, preparing, using or transporting welding
equipment.

1.1 INSTALLATION OF EQUIPMENT 

Compliance with the following regulations is fun-
damental to safety:

1. Installation and maintenance of equipment
must be performed in compliance with local
safety standards. 

2. Pay attention to the state of wear of
socket and plug wiring; renew if necessary.
Service the equipment periodically. Use ade-
quately sized wiring. 

3. Connect the ground lead as near as possible
to the operating area. Earth connections to
structural parts of the building or to other
places distant from the operating area will
reduce their effectiveness and increase the
danger of electric shock. Do not pass equip-
ment cables through or near lifting chains,
crane cables or electrical lines. 

4. Never use welding equipment near water.
Ensure that the surrounding area, including
any objects therein and the equipment, is dry.
Repair water leakages immediately. Do not
spray water or other liquids on the machine. 

5. Avoid all direct contact between the skin or
wet garments with live metal parts.
Check that gloves and protections are dry! 

6. Always wear gloves and rubber soled shoes
when working in wet areas or standing on
metal surfaces. 

7. Always turn off equipment when not being
used or in the event of power failure. Acciden-
tal earth discharges may cause overheating
and fire hazards. Do not leave powered equip-
ment unattended. 

1.2 PERSONAL PROTECTION AND PROTECTION OF
OTHERS

Welding operations are a source of radiation,
noise, heat and noxious fumes; for this reason,
the protection of the operator and of third per-
sons must be guaranteed with suitable safety
devices and precautions. Never approach arc
rays or hot metal without protection. Failure to
observe these regulations during operation
could lead to serious health risks. 

1. Wear fire-resistant work gloves, a heavy duty
long-sleeved shirt, trousers without turn-ups
and shoes with high uppers or boots to pro-
tect the skin from arc rays and metal sparks
and a welder’s helmet or cap to protect the
hair. 

2. Use a protective mask with suitable
glass filter (at least NR10) to protect eyes.
Take measures to protect face, ears and neck.
Advise other persons in the vicinity to look
away and stand clear of arc rays and hot
metal.

3. Wear ear protectors; welding opera-
tions are often noisy and may disturb other
persons in the work area. 

4. Always wear safety glasses with side shield,
particularly during manual or mechanical
removal of slag. High temperature slag may be
projected to great distances. Pay attention to
fellow workers in the vicinity.

5. Position a fire-resistant screen around the
welding area to protect persons in the vicinity
from arc rays, sparks and slag. 

6. Compressed gas cylin-
ders are potentially dangerous; consult the
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supplier for correct handling procedures.
Always protect cylinders from direct sunlight,
flames, sudden temperature changes and low
temperatures.

1.3 FIRE AND EXPLOSION PREVENTION

Hot slag and sparks can
cause fire outbreaks. Explosions and fires can
be prevented by following the procedure
described below: Clear away or protect inflam-
mable objects and substances (wood, saw dust,
clothing, paints, solvents, petrol, kerosene,
natural gas, acetylene, propane, etc.) with fire-
proof material.
1. Keep extinguishing means, such as fire extin-

guishers, water and sand, within easy reach. 
2. Never weld or cut closed containers or pipes. 
3. Never weld or cut containers or pipes (even

open) containing or which have contained
substances that could give rise to explosions
or other dangerous reactions when exposed to
humidity or heat sources. 

4. Tubes and containers must be opened, emp-
tied and thoroughly cleaned before welding.
Welding operations on these parts must be
performed with the utmost caution.

1.4 METAL FUME HAZARDS

Welding fumes and gases may be haz-
ardous if inhaled for long periods of time. Fol-
low the procedure below: 
1. Install a natural or forced-air ventilation sys-

tem in the work area. 
2. Use a forced-air ventilation system when

welding lead, beryllium, cadmium, zinc, zinc-
coated or painted materials; wear a protective
mask.

3. If the ventilation system is inadequate, use an
air respirator. 

4. Beware of gas leaks. Shield gases such as
argon are denser than air, and when used in
confined spaces will replace it. 

5. In the event of welding operations in confined
places (e.g. inside boilers, trenches), the
welder should be externally accompanied by

another person. Always observe accident-pre-
vention procedures.

6. Keep gas cylinders in a well-ventilated area. 
7. Close the main valve when gas cylinder is not

in use.
8. Do not perform welding operations near chlo-

rinated hydrocarbon vapours produced by
degreasing or painting; the heat generated by
arc rays can react to form phosgene, a highly
toxic gas. 

9. Irritation of the eyes, nose and throat are
symptoms of inadequate ventilation. Take
immediate steps to improve ventilation. Do
not continue welding if symptoms persist. 

1.5 POSITIONING THE POWER SOURCE

Position equipment in compliance with the fol-
lowing indications: 

1. The operator must have unobstructed access
to controls and equipment connections. 

2. Do not position equipment in confined, closed
places. Ventilation of the power source is
extremely important. Avoid dusty or dirty loca-
tions, where dust or other debris could be
aspirated by the system. 

3. Equipment (including connecting leads) must
not obstruct corridors or work activities of
other personnel. 

4. Position the power source securely to avoid fall-
ing or overturning. 

5. Bear in mind the risk of falling of equipment
situated in overhead positions. 

1.6 TRANSPORTING THE POWER SOURCE

The machine is easy to lift, transport and han-
dle, though the following procedures must
always be observed: 

1. The machine may be carried by the power
source handle or svitably sized nylon webbing. 

2. Always disconnect the power source and acces-
sories from mains supply before lifting or han-
dling operations. 

3. Do not drag, pull or lift equipment by the
cables.


