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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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1.0 TECHNICAL DESCRIPTION

1.1 DESCRIPTION

The system consists of a modern direct current generator for the welding of
metals, developed via application of the inverter. This special technology allows
for the construction of compact light weight generators with high performance.
l’ts adjust ability, effeciency and energy consumption make it an excellent work
tool suitable for coated electrode and GTAW (TIG) welding. 

1.2 TECHNICAL DATA
DATA PLATE

1.3 DUTY CYCLE AND OVERHEATING

Duty cycle is the percentage of 10 minutes at 40°C ambient temperature that the
unit can weld at its rated output without overheating. If the unit overheats, the out-
put stops and the over temperature light comes On. To correct the situation, wait
fifteen minutes for unit to cool. Reduce amperage, voltage or duty cycle before
starting to weld again (See page III).

1.4 VOLT - AMPERE CURVES
Volt-ampere curves show the maximum voltage and amperage output capa-
bilities of the welding power source. Curves of other settings fall under
curves shown (See page III).

2.0 INSTALLATION

IMPORTANT: Before connecting, preparing or using equipment.
Read SAFETY PRECAUTIONS.

2.1 CONNECTING THE POWER SOURCE TO THE MAINS ELECTRICITY SUP-
PLY.

Serious damage to the equipment may result if the power
source is switched off during welding operations.

Check that the power socket is equipped with the fuse indicated in the features
label on the power source. All power source models are designed to compensate
power supply variations. For variations of +-20%, a welding current variation of +-
0.2% is created.

ON - OFF SWITCH: 
This switch has two positions: ON = I and OFF = O.

The welder is designed to be worked from a generator.

Before connecting the welder to the generator it is important to establish that the
generator has the following technical requirement:

a. the 230V 50/60 Hz socket can supply sufficient power required for welding,
see label on welder.

b. the socket supplies undistorted voltage RMS between 180 and 280 V.

c. the socket supplies peak voltage between 230 and 420 V.

d. the socket supplies alternate voltage with a frequency between 50 and 60
Hz.

It is advisable to follow the above instructions otherwise the welder could be
damaged.

2.2 HANDLING AND TRANSPORTING THE POWER SOURCE

OPERATOR SAFETY:
Welder’s helmet - Glowes - Shoes with high insteps.

The welding power source do not weight more than 25 Kg and
can be handled by the operator. Read well the following precautions.

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

1. The operations mentioned above can be operated by the handle on the
power source.

2. Always disconnect the power source and accessories from main supply
before lifting or handling operations.

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

2.3 SELECTING A LOCATION

Special installation may be required where gasoline or volatile
liquids are present. 
When locating equipment, ensure that the following guidelines are followed:

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

2. Use rating plate to determine input power needs.

3. Do not position equipment in confined, closed places. Ventilation of the
power source is extremely important. Avoid dusty or dirty locations, where
dust or other objects could be aspirated by the system.

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

5. Position the power source securely to avoid falling or overturning. Bear in
mind the risk of falling of equipment situated in overhead positions. 

2.4 CONNECTION AND PREPARATION OF EQUIPMENT FOR STICK WELDING.
• TURN OFF WELDER BEFORE MAKING CONNECTIONS.
Connect all welding accessories securely to prevent power loss. Care-
fully follow safety precautions.

PRIMARY
MMA TIG

Single phase supply 230 V (+/- 20%)

Frequency 50 Hz / 60 Hz

Effective consuption 24 A 16 A

Maximum consuption 30 A 20 A

SECONDARY
MMA TIG

Open circuit voltage 86 V

Welding current 5 A ÷ 160 A

Duty cycle 60% 160 A 

Duty cycle100% 130A

Protection class IP 23

Insulation class H

Weight Kg. 11

Dimensions mm 180 x 300 x 400

European Standards EN 60974.1 / EN 60974.10

BEFORE INSERTING THE MAINS PLUG, IN OR-
DER TO AVOID THE FAIL OF POWER SOURCE,
CHECK IF THE MAINS CORRESPONDS TO THE
WISHED MAIN SUPPLY.

Heruntergeladen von manualslib.de Handbücher-Suchmachiene 
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1. Fit the selected electrode to the electrode clamp.

2. Connect the ground cable quick connection to the negative (-) receptacle
and locate the clamp near the welding zone.

3. Connect the electrode cable quick connection to the positive (+) receptacle.

4. Use the above connection for straight polarity welding; for reverse polarity
turn the connection.

5. On the unit preset for coated electrode welding.

6. Adjust welding current with ampere selector (Rif.6 - Fig. 1 page 3) .

7. Turn on the power source.

2.5 CONNECTION AND PREPARATION OF EQUIPMENT FOR GAS TUNGSTEN
ARC WELDING (TIG) LIFT.
• TURN OFF WELDER BEFORE MAKING CONNECTIONS.

Connect all welding accessories securely to prevent power loss. Carefully fol-
low safety precautions.

1.On the unit preset Lift TIG weldin (Rif.4 - Fig. 1 page 3) .

2.Fit the required electrode and nozzle to the electrode holder
(Check the protrusion and state of the electrode tip).

3. Connect the ground cable quick connection to the positive (+) receptacle
and the clamp near the welding zone.

4. Connect the torch power cable connector to the negative receptacle. (-) .

5. Connect the gas hose to the regulator located on the gas cylinder.

6. Check that there are no gas leaks.

7. Adjust welding current with ampere selector Réf. 6 - Fig. 1 page 3) .

Check gas delivery; turn gas cylinder knob to regulate flow.

NB: The electric welding arc is struck by lightly touching the workpiece with
the electrode (Scratch start).

CAUTION: When working outdoors or in windy conditions protect the flow
of shielding gas or it may be dispersed with resulting lack of protection for
the weld. 

3.0 CONTROLS: POSITION AND FUNCTIONS

3.1 FRONT PANEL

Figure 1.

1. SOCKET REMOTE CONTROL (Rif.1 - Fig. 1 page 3)  Remote control device.
This is supplied on request and, when connected, allows for remote varia-
tion of the amount of current necessary so that the operator does not have
to interrupt welding or abandon the work area.

2. FAULT LED (Yellow) (Rif.2 - Fig. 1 page 3) : Illumination of the yellow LED
on the front panel indicates a overheating caused by an excessively intense
duty cycle. In this case, stop the welding and leave the power source
switched on until the LED switches off indicating normalisation of the tem-
perature. In case of line voltage problems, the power switch inside the
machine will be disconnected in order to avoid problems in the power area.

3. ARC FORCE CONTROL (Rif.3 - Fig. 1 page 3) : modified the generator cha-
racteristics during the deposit of material on the work piece: to means the
use of this function during short circuits it is possible to total an adjustable
current value from 0 to 100% of the set current, in order to accelerate the

material depositing process. This potentiometer is only enabled with the
process selector in selection: 

4. PROCESS SELECTOR (Rif.4 - Fig. 1 page 3) :   In this position
welding can be used with rutile, basic electrodes, and specially coated
electrodes in particular: cellulosic (Including citoflex siderotermica), citoba-
sics and all other brands. Because of the excellent dynamics, welding with
all special electrodes produces exceptional result. 

LIFT TIG PROCE-
DURE
In this position the
TIG welding pro-
cess with lift mode

ignition can be selected, as
described previously.:
To ignite the arc, when TIG wel-
ding,proceed as fo lows: Touch
the welding piece with the
electrode; this will cause a
shortcircuit between the piece
(2) and the electrode (1). Lift
off the electrode; 
the arc will ignite. The integrity
of the electrode tip is guaran-
teed by the low ignition current
during short-circuiting between
the weld ing piece and the
electrode ignition is guaranteed
even at minimum welding cur-
rent settings; the operator can
therefore work without contaminating the ambient with electromagnetic
disturbance, normally caused by high frequency discharges.

The advantages can be this summarised:

l no need for high-frequency startups;

l no damage to the electrode tip during start-ups, regardless of ampere set-
ting, thereby avoiding the presence of tungsten in the welding piece, com-
mon during scratch starting.

5. ARC LED ILLUMINATED (Green) (Rif.5 - Fig. 1 page 3) : this led lights when
the welding current is present.

6. CURRENT REGULATION (Rif.6 - Fig. 1 page 3) : this potentiometer adjust
the welding current range.

NB: the power source is fitted with an anti-sticking device that disables power if
output short circuiting occurs or if the electrode sticks, allowing it to be easily
detached from the workpiece. This device enters into operation when power is
supplied to the generator, even during the initial checking period, therefore any
load input or short circuit that occurs during this phase is treated as a fault and
will cause the output power to be disabled.

4.0 MAINTENANCE

IMPORTANT: Disconnect the power plug  and wait at least 5 minutes
before carrying out any maintenance. Maintenance must be carried out more fre-
quently in heavy operating conditions.

Carry out the following operations every three (3) months:

a. Replace any illegible labels.

b. Clean and tighten the welding terminals.

c. Replace damaged gas tubing.

d. Repair or replace damaged welding cables.

e. Have specialized personnel replace the power cable if damaged.

Carry out the following operations every six (6) months:

a. Remove any dust inside the generator using a jet of dry air.
Carry out this operation more frequently when working in very dusty places.

4 2 5 6

3 1
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