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The weight of welded, lightweight structures necessary for the production of industrial technology,
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o

and maintenance and repair has been widely applied in the field.

Structures utilizing steel and nonferrous metals production, the basic technology as the primary shipbuilding, automobiles,
airplanes, bridges, buildings, pressure vessels, pipes, machinery, electrical products, as well as nuclear reactors in the I'T industry,
ranging from almost all products, and structures utilized in are being applied in the field is broader. Therefore, part of welding
the nation's major industries at the same time based on welding technology, industrial development, national and major driving
force of competitiveness can be called. Welding industry is now changing perceptions and ideas, so moving into a new paradigm
of global competition for world-wide increase of insight for the development of new technology R&D investment, [ think that's
when we should widen. Given these important lighting manufacturer and provider awareness of the four people responsible for
penetrating also large.

"Pro-Tech Industries Co., Ltd." The staff’ "of craftsmanship and technology meeting" under the slogan,

Pro-Tech Industries Co., Ltd X .
President Park Gi Ho W ?m/t

better welding industry will work hard to advance.
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TIG ArRc WELDING MACHI!

(= DUTY /TRIPLE/
MICROTIG Series

= TIG ARC (14 714240 Y41 13 0}2)80lzh
AYIIAS SEGIAL OI220|L BFES ARSI RE 35
A9l 0| a2 Y Yo R THARL A2 AFEMO zo 2

1= T - = |

8714 Hlojg2|0[o] F2 BHO|L 214 gl BHO| AFSHCL

B TIG Welding (Tungsten electrode Arc Welding with an inert gas shielding).
TIG welding can be welded precision to the automatic and manual welding to all metals
using inert gas (argon, helium, etc.) Components be composed constant current, drooping
characteristics a good DC power, torch for welding, gas for shield, the control device, Use to
be thin plate welding mainly.




INVERTER D.C TIG Arc Welding Machine

DUTY Series

EFAC|ZISEA|30-04796532

e This model is multi—functional, 0 -
as follows; %:o"‘%" to"

Heavy Duty

ferfomer

D.C TIG arc welding

D.C low frequency
pulsed TIG arc welding

D.C medium frequency
pulsed TIG arc welding

D.C TIG arc spot welding

D.C manual metal arc
welding

e Pulse functions are available for
D.C manual metal arc welding

AN AL

- ggg’g ggg Integrated water cooling system
05% = . i
1. 4AIZH BYMEXE Sh=0ll & + Q= CIXIY ClaE20] 7|5 - DUTY-600D ng_ggggg
2.57t] O|Af2| st HE|7 52 2H& HTHS| 2 LHE - AARE(Duty cycle) ;
3. T80l B AIAY, Bl MMy, MM E2 DEE 2EAIR SOBAH 00% 00|S8IIE
4. ETAU0| FONELR| e =2 ASEU UTY BER E5HCARISE
5.0 345} LYol 25t ABS HE S ALE510] ARl2A S X, G ;1||30?0479|65OB%

@ HEst0 NEE CIXIIS FASHH
@ 20| B0[8t HE HSY HIFTI AUE.
6.50m 0|A} AE QX AIZA|L =03 L

W A AR (Standard Specification)

Inverter TIG Arc Welding Power Srce

7. HUEEHE S0| 28 & + UEE SSHAE S YHEHOZN £ del) 5 -
W2tETIE 3r)8fsi0l A28 S 71512, (DUTY- 600D B Ylveting ntiod TIG & WA
UMt (rated input Voltage) v 1~3¢ 220V or 380 or 440 +10%
© Features HAZ0lZ (rated frequency) Hz 50~60
(Al i TG 11.8 (9.0KW) 17.7 (14.9KW) 21.3 (18.0KW)
£ Dugl dlgltgi c.iispla‘y windows X249/2 (raled inpul power) KA
which exhibit setting values and outcome values MVA 138 (11.0kW) 193 (16.9kW) 24.0 (21.0kW)
simultaneously. HARHHEHS| TiG R 5~350 5~500 5~600
2. It is equipped with the state of the art circuits with more {rated welding current range) MMA 10~300 20~400 20~480
than A&7 HRH
5 kinds of multiple function {rated initial current range) A 5~350 5~500 5~600
3. Uparaded system, economic design and reliable high HAIR0[EHFES - - ~
: : (rated crater current range) & i Sl Sl
quality equipment
ol apois ?a?e%ﬁfﬁﬁem range) A il 2300 il
5. @ It is made of oxidation-resistant ABS material, which T
p i SOARLI o : -
is also impact-proof & heat-proof el S Hz 05~15 05~15 05~15
(@) Simple & nice looking design T
et FUABAZIS Hz 15~500 15~500 15~500
(3 Excellent mobility with two handles and wheels. {medium pulse frequency)
6. Makes nice initial arc even with over 50m long torches HAZ(0ulse range) % 20~80 20~80 20~80
7. Specially designed water circulate type of Hit S_ink, to 227170 Haller flow lime) Sec 0125 01-25 01~25
Idcnw\c;lrI 1hef Ze?ts forl be(sg Jﬁdlgg 5:8}ndmon and increased 255 L(rated oad vollage) v 2 0 3
e A Ho{2A (control method) 1.GB.T Inverter contral
H2Al2E(rated duly cycle) % 60 60 500A/100%
QJ&x|4 (WD *H) dimensions mm | 330%700%630 330%700%630 330%800%630
Z% (weight) ka =47 =53 =59
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Awarded a good gesign prize by the Korea Industry Department ° ;

(Detachable cover panel)
)

DUTY-503M2E E DUTY-603M
e = HHAY (Standard Specification)
= = - = s n 35 tandard Specification,
1.C. P.US EITSt 0l0|# H|O12 253 =2 730f 2J8t CIRIEH O &3 InverterTIG Arc Welding Power Source

2. CIKIECIAZ0] 7150 210f S 012 SHHB(AIE HHGHH £X12 CAZ0|
592 Brt BUs HE AE0| 158,

25414 (welding method) = TIG & MMA

3. = h2l E% (A) ﬁft _,Evmz}fé_ol WP El(ﬁﬂAEM)mLuf ?Q%:-%EMI-S;OI %Olg' HAUBHY (rated input Yoltage) v 1~3¢ 220V or 380 or 440 £10%

4. 32 0lEf#2], CIREE, HASH, X7| A, 7}_1{!55, ERIIARAS2 JIEUI_.JE. PP —— = o

5. Zio| 2} o] LY LR = =2ARET MREISIEHE, WHA, FMA, HEAL e P T
22 TE w27 512 20 50m 0|4 REQA| ALZA| EOMs0| BRE. X2 (rated input power) kVA — —

6. AHBA SAH CIRIIE SUNARUHHS AIRO| Hal5a Bal7} 415, Lo IS | A0

7. 31} LYl ZBHABS AT ALRSI0] A}, £AI0| 2 AIZHH CIRIQI0] HASHHAYS LI ol el
}E!'g'ﬁl'j- k" g% (rated welding current range) MMA 20~400 20~480

Chrlichiin A 5500 5~600
© Features {rated inifial current range) & %
1. Micom control CPU equipped with a complete program realized by BEEL WS A 52500 5600

the digital control {rated crater current range)

HALAHZEY

2 Dlglt_al display features a more precise because the current setting is {ried ks ek gl A 5~500 5~600

possible. T
: Te=Ti

3. Easy to check the currents as set current values are displayed on the it ,,;Juency) Hz 05~15 05~15
eane! FUEAZIS

4. To be functions the crater treatment, down slope, pulse welding, gas {medium pulse frequency) Hz 15~500 15500
check, self-diagnosis, etc HAZ(pylse range) % 20~80 20~80

5. High duty cycle by industry type. Petrochemical plants, power plants, 22 2{ANHafter flow time) = 0.1~25 0.1~75
shipyards, steel mills, including a wide range of workplace location H2 53R rated load voliage) v 0 2
(50m higher) performa.mce is rnalntalr.neci even when uglng g long torch. PR —— (R i S0b0

6. Integrated water cooling system designed for user friendliness, easy =

HZME22(rated duty cycle) % 80 500A/100%

of use and easy to manage - - _

7. To be made of oxidation-resistance ABS material, which is also Sl i SRAGDE | SXE0ReY
impact-proof & heat-proof, with simple & good design. 2 (weight k9 =53 =58




INVERTER AC/DC/MIXED TIG Arc Welding Machine

TRIPLE Series

5512 CAASFA[30-04796532

W &l 27| H 287K TiEl | s

MULTI-FUNCTION TRIPLE-352AD

s This series is multifunctional
as follows:

- 2UREEIOIS B S HIR

Hitoz R4i0| 20[&HC
- Good mobility with handles

- COX[ECiAEe] ol €

I ACTIG arc welding
- Digital display window

e D.C TIG arc welding

A.C/D.C low frequency

and wheels

-
A7 pulsed TIG arc welding
M /| A.(llfﬁé%gedium flrgquancy ® MEIAY
pulse arc welding = ;
Opt | t
{f ACID.C Mixed TIG arc welding . Bl C el
R
116 2 wering (Detachable cover panel)
Wd  D.CTIG arc spot welding
peel

— D.C manual metal arc

n‘;-‘.i. et welding

[ I &2

éf‘ ® Pulse functions are available for g 12_';“3 THRE Elzcll:w?iﬂilﬂ'.-ﬂ

/ / D.C manual metal arc welding e 4 Remote control box

) 15 TG 8«
acme (AC TIG Welding/ MIXED TIG Welding)

- UYIPEE, HY AKIS 2SEASE KISHSEYTE 0|4S Hogich
+ This lamp warns of high input current, high input voltage and excessive
temperature surge of terminals

053
- YR0lE 433 010U s 85 S 84 25y

- AHR0IM HEE 0128 £2HLW6I0 WEE 0502 OFED 0iR2|E £ 3.

- HO Ml e 32 dE 0 32U F0I8 2] HE £ US.

- Best for welding aluminum, light alloy, magnesium, and brass

+ With instant arc start at the low current, it welds well thin workpiece at very high speed
- Easy to adjust the cleaning widih and the penetration depth

| 23HTIG 88 <
“umere (Mixed TIG Welding)

MIXED TIG welding is the one that D.C wave is
multi-controlled periodically while in A.C wave.

By this, highly efficient welding method comes true,
with the merits of both A.C and D.C TIG welding.

MIXED TIG 8EH2 uF i &0l
FINH22 AR Ik S SEHOA
7l SdHo=s mRet AR &S
HulE 1= SHH

0583 © Features
- YEQlE 0j2{EhH|=9) 72 8 M - Realization of high gloss, deep penetration L
- AEMO| Ho{L o] AE QI ofF A and fancy bead.
. 271 Al20| MEn M24g7p e - Realization of ideal arc with outstanding A4
concentration. <Inl ox
- Filler metal is easy to use (i _rl_"_n_ PULSE TIG o IJ -

02k
- U20|ES 250 2ME 8
EENI LR Y 5

© Usage

* To weld corners and edges of
Aluminum work pieces, and to weld
different thickness of plates

— X2 TIG& (DC TIG Welding) «

DeTE

S

Ez|
=]

- A4 PWMHOOf 2o FHRELL
2ER0| 213l0] HYE O13E /A
ol AHRME 233t 013 8 L0|=
20| 7 AEIET| 75510 Ui
7= SIS L g

AHA Z SE3L LRESY,
ElEsZ, MEiZd 62 5 SHl HHY.

© Features

+ It keeps stable arc regardless of
surrounding temperatures and hand
trembling by ulira high speeds P.W.M
conirol. And it welds thin materials
temporarily very well at the very low
current without noise

Fieme. (PULSE TIG Welding)

WFELLERTIG EHA TEHE HRSH 2o2H 254}
& SEXIR 20| IHYo| 10 JUBHHIEE HE S US
When welding in AC or DC TIG method, it cantrols the

Ol K|ZH o2 s 148N
g492

- Medium pulse{15~500Hz)
with outstanding arc, it is
possible to weld thin plates at
the very high speeds

Ygez Alzk
A2 |

A

T
AElE HA

T
Ho|AMs  S#0lEt

pulses very easily enabling beginners to get smooth =R HR (2HMB) HE
! and equal beads as experts do.
- S7FEA(15~500Hz ) - Ot - S2™A05~15) - YEHE NFIE

ZEG0 B5l2 EYol tiSE =+ AUS.

- Low pulse (0.5~15Hz)
A variety of welding method could be done by
adjusting heat input.




MRS MASE Good Design B3 &
Awarded a good gesign prize by the Korea Industry Department

T‘ TRIPLE-502AD |
TRIPLE-602AD = |
| peuzaany

Integrated water cooling system

* TRIPLE-502ADS
TRIPLE-602ADS

eo|587tE

S3i3CRRISE
H|30-0545074%

xrdEx, 0|38 FIE,
2|2 22 MEARR

- Foot pedal control A/%|(28p &31)
- Control switch(See p.e8)

= Ezl
1. AAIZ2H HERIE ,3_-:3—01| 229 |XgCjAS 0] 7] B A HA¥ (Standard Specification)
2. 871X 0]Ake] qg;as YE|7|S gé_zl,_c_ HCI3|2 L&} [ InverterTIG Arc Welding Power Source
3 REHE. BAHE AEIERE. F00/EHIEE 27| SEHoE TY T ) TRIPLE-3524D TRIPLE-5024D TRIPLE-602AD |
4, W2 XISHO A|AHS HYEQS 52 H N6 XISHA], TIG EQA[A 254t (welding method) - AC/D.C/MIEXD TIG & MMA
QEA EELH EHEE & 52ENEN XISHAE, MMA REH M= MY HHQAHO (rated input Voltage) v 1~3¢220V or 380 or 440 +10%
SN a4y REE HAZDA (raled frequency) Hz 50~60

b gsmﬁzraz HIZE BE 252 8H0| 7ts# i e oo TG |y T4(I05KW) | 19.016KW) | 228 (19.1KkW)

5 g;g_ﬂl%}. flfﬁ?f' Ti;mﬂ% IAIB- SE LS R S MMA || TAB(ITAKW | 21018KW) | 25.2(216KW)
EJ\.EL on :'E: K o; E A o ol "

7 HOIEIC 20| A8 A QT2 EAMNE AUAl HOIHO 2 UZIETIE HARHHZUY TIG ’ 5~350 5~500 5~500
coEdC BVl oEE T aTEAT ToT oEuL— & = {rated welding current range) MMA 10~290 20~400 20~480
=SHEfelo] A2 &S it o}ﬂg (TRIPLE-602AD)

- °== = HARIHEHS

© Features (rated initial current range) A 5350 S50 S~600

1. Digital display windows exhibiting the setting value and the outcome ?jﬂg{;‘?ﬁfﬁmm A 5350 5500 5600
value simultaneously

2. State of the art multifunction circuit Ejﬁﬁjﬁﬁem e A | 530 5500 5-600

3. Welding current, Pulse current, start current and crater current are e
independently controlled ;ﬁ;mﬁ;‘r‘;u o W | 0515 05~15 05~15

4. Automatic cooling fan control system: T

1) It stops automatically 5 seconds after power is on ("fn;;m-ﬁ;m; o) He 15~500 15~500 15~500
2) It operates after the TIG torch is on. =

3) It stops 5 seconds after welding is finished - gy o i S
4) It works whenever the power is on in the MMA mode. FR72AWafter flow fime) s | 035 0.1~25 0.1~25

5. It could weld almost every metals including Aluminum alloy metals. H2 25|22 rated load voltage) v 2 30 34

6. It is very efficient for robot welding and automatic welding with Hlo{E4! (control method) |GB.T Inverter control
terminals of the crater signal and current detecting signal. HANER(aled duly cyol) % 60 P S00M/100%

7. Specially designed water circulate type of Hit Sink, to lower the heats = : e : =
for best welding condition and increased double of duty circle. SRt MR e on e RGN R U IR
(TRIPLE-602AD) 52 (welght) kg =53 =59 =68
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INVERTER D.C TIG Arc Welding Machine

MICRO TIG Series

: §'Ib —

DEE

. CP.US B2 njo|ZH0|2 23t T2 J240) )3 C|A|EHO| M

2. CIRIEC|A 20| 7150| Yo SHH 0j2| EHHFE HFatH 2712 C2S20|
5|92 Hr} YUs HRAH0| 7tsE

3. A8 2YSIZ 05T HAI7H BOI5HT 80| H2 HAYE MS0I7} 58

4. FF0[EIHE] CI2EE. BARH. A|HEE JIAHA. S571A NS 7501

5. 5234 AHS, HEE, ElEk, AHR|AZ, S813Y, 54T, 42s.

© Features

1. Micom control CPU equipped with a complete program realized by the
digital control

2. Digital display features a more precise because the current setting is possible.

3. Easy to compact, lightweight, instsllation, moving & also possible to use
low-power.

4. To be functions the crater treatment, down slope, pulse welding, gas check,
self-diagnosis, etc

5. Applicable metal: nickel alloy, low-alloy steel, titanium, stainless steel,
Copper Alloysteel, Cast Steel, steel, etc.

10

& MICRO-352XD

B A2 AFY (Standard Specification)
® Inverter TIG ARC Welding Power Source

244 (welding meihod) = TIG & MMA
HAUHM (rated input Voltage) V| 16220410% 220}&3? 0%
HAZ4: (rated frequency) Hz 50~60

TIG 6.0 {4.7KW) 12.0 {9.2KW)
HAUH (rated input power) kVA

MMA 6.6 (53kW) | 13.0 (10.0kW)
HHEHHEY TIG ) 5~200 5~350
{rated welding current range) MMA 10~180 90~280
HZ 2515 Ylrated load voltage) v 18 24
Hof¥ Al (control method) .GB.T Inverter control
HAZ &lrated duty cycle) % 40 50
9|8 x|4 (WxDxH) dimensions mm | 260x480x370 | 260x480%370
£% (weight) ko =24 =25




0= Cutting Machine Series
| *AIRFREE-815 * PORTA-505 * JET-CUT 907

* PAN-75 PU+ * FLASH-Series

B PLASMAZELe| 32|

(The Principle of Plasma Cutting)

HEF 6 {Cutting Current - )

53 (Electrade)

t_mh

LE
—————  (Nole)
PILOT ER =

{Pilot Current) (Shield Au)

(1awog 31083 BN
-+ drioe |

SHETF
=)=
(Cutting Current +) (Cumnn Object)

r “‘EL (Shield Cap)
o S uBESHO
A0 {For Cutting Air)

Alﬂi

ZELED OIS
(Plasma Arc)

m Z220peR

H=M T DIPALOO M 7] 4 Of S BHA|Z

37|15 33518 37|17t 0f37|F AtO|E S5IM 2

2520] 9J5 H0|Eg}51 YAt Y0|222 F|2 3
120 HEH 7|2 7tEICt ol2{St HEH 7|HEES Bt
2t150{ 0| 242 0| 85H210] Zat=0pHT7|o[Ct,

B What is Plasma?

If compressed air is pushed into between the tip of

electrode and the working metal, the air becomes

eonized and jet gas of high speed and high temperature
by chemical reaction. We call this gas plasma.

ot

tn

r

=
=5y

ol _>,-_ ol
i3

ks 8k

Jp o

r

[N

Of

[12]



INVERTER Air Plasma Cutting Machine

AIR FREE-815 =Z=z=#|M 423 (Built-in compressor)

Air Free - Two way system

E AlARIS HO201201 U2 27'S AHOR sFstE 75 Aol ‘92Tl
£ 7|ZUZ Ar2ote FHA| 7152 431 Qlon ArRatA 2 Al et S8 7|52
}dEﬁHE!—QEM-'%E}hEiDH ng ol A AE{IOIL‘E}

o= T A

Two methods to provide “compressed air”

Method one : To provide compressed air from inside the

machine Method two : To provide compressed air from outside the
machine The user can choase one of two methods proper for individual
welding conditions

® Uiz TN
(Built-in compressar)

=]
=3

1. 4x1Y 71=0] Halg,
2. B3| 71591 0154,

3. HOIZELS} h82E EQA B2 EQK| |74 UZ 4 G E5|% CIAIRISE A[10-0614832%
4, 3% E= H|IHE FEA of 2 240] 2o ) L0|=" Wio| M. £33 9HSE A0373069=
51045 M AE - ZR2E YHE - RUS S AR
HOYSTAMEE U B
© Features
1. Simple to set up and operate
2. High mobility
3. Excellent durability of the torch with improved air filter and
upgraded specifications
4. Less noise and better arc generation in the contact cutting and in
the non-contacting cutting method
5. Improved duty cycle and cutting capability with application of high W HZ AL (Standard Specification)
quality compressor and better quality parts @ Inverter Plasma Power Source
SISl ST Hchats (cutting method) - Air plasma
b(Clo‘:\\.rae:l—i\al'_rltl_cartl_hanar;_ f:r mobility) il ! [ 0%
i i HZFale{rated frequency) Hz 50 ~ 60
HAU=(rated input power) kVA 66/73
SHHEHS (welding current range) | A 10~ 50
HAL5/H Y{rated load voltage) v 125
A2H ISR (cutting capacity) mm 10
H 044l (control method) 1.GB.T Inverter conirol
HZAAE 2 rated duty cycle) % 35
Y& x| (W= DxH) dmensions mm 260 %490 500
201 0| Al 121 0| ZAl HXl 0ISAl .
23 (weight) kg =34

12



INVERTER Air Plasma Cutting Machine

H Y (Portable Type)

S ETcutoor |
#3 ¢ 3B0VE FEAIUY
(3 380V is optional)

053
1. A8 ZZ8I2 0|53 HA7} S0l3t
2 WML} 50| JFSIUS ASFHUNE NSNS
5 St A0} 2ote] 244102 4201 %2 Hei520) ol
M3 o FE AR} HE,
& XPITE 150Kl 3 298 e Al % oS e
(RISRI)7I501 0] chofst 80l X240 E2.
5. CIRIE CIAZ20] 7150] 20} MAIZ} HEHES Szl & 4

(PORTA-505, JET-CUT 907)

=g
o>

© Features

1. easy to compact lightweight, installation, moving

2. The excellent energy savings can be used for residential power.

3. Inverter contol and reactor performance, less noise and cutting
capacity by improving the electrode and the nozzle is highly
consuming less.

4. As self-diagnosis function to prevent failures in advance and
non-contact, non-contact self-hold function applied to a highly
versatile good.

5. Cutting current can be easily checked through digital display
simulianeously.

e

AR

B 28732 (External Connection Sketch)

| “0| §E P52
s = (Red color shows basic components)

[Switch board)

Compressor

EELE R

In-Put Cable {3;? ;

ax
(Earthing)

TER0 HHEX
(Plasma Cutting Torch)

2l 30/ 8(5u) (Base Metal Cable 5m) . 21 (Base Matal}
-

W A AL (Standard Specification)
® Inverter Plasma Power Source

B (cutting method) = Air Plasma
HAUHH N rated input voltage) v 1~3¢ 220V
H2AFT12:{rated frequency) Hz

&A= (rated input power) kVA 9.4/14
SHHFHS/(welding current range) A 10~75
HAH5HY{rated load voltage) v 130
AZHCIEH (cutting capacity) mm 15
H{o{4Al{control method)

HAMES(rated duty cycle) % 50
QB4 (W <D H) dimensions mm 260 %480 370
2 (weight) kg =29

13



INVERTER Air Plasma Cutting Machine

FLASH Series 423 (Heavy Duty Perfomer)

C FLASH-1500W(4 Al

© FLASH-1500

& FLASH-1000,1200

| 4= Water cooler
(optional)

w 0|ZEFIE
(optional)

= W ZAL (Standard Specification)

?
1 A =o A28 BE ® Inverter Plasma Power Source
2. 13 H:\}Ulag IiY= 3T HSHOS 22 M 29 (Model) FLASH-1000 FLASH-1200 FLASH-1500 Lot
0| {2 Hok i
3. Tj0| = ?-|E|O|L}%_H'H-*‘|x“ﬁ = ECIA ALY HCH (cutting method) - Air plasma
1L _—
.:‘RA_IEFQEF e grgf - & YR Slrated input volage) |V 1~38 220 or 380 or 440V +10%
=20 =2 oo =T = T
A20| RERAHES QHSLET} 7S RHEk|T E'H-rﬂh-(rateg frequency) Hz 50 ~ 60
HATIA MBE THsE! HH=A(rated input power) kVA 19 23 285 285
5, AAIFLASH-1500W)2 EQA| U M3, =ZEAQ7} SHHEH(welding current range) | A 10~100 10~100 10~150 10~150
M HCHsE Ol M0| B O oL B2 =51H0Hrated load voltage) v 140 140 140 140
6. SA1} LIG0| 45t ABS ATHE ALE2G10] AEHEAl MEHCIE (cutting capacity) mm 25 30 40 40
WA= E2 AZE CIRI0I0] S5l HIHE, Ho{EtAl control method) |.G.B.T Inverter control
HZAI2 2 (rated duty cycle) o 60 80 80 100
98i|2 (WD H) dimensions mm | 330%800%630 | 330x800%630 | 330x800%630 | 365x950%760
0 [atures Z2 (weight) k 63 66.5 67 %
= i WEl = =h6. = =
1. High duty cycle by industry type. g &
2. Superior cyclon power.
3. Efficient when working with automatic cutting 401
system. Q 35 sead
4. Built in Airunit removes moisture inside the machine o dzn|Esa
automatically and nitrogen gas are also available. g - 30 AEIEAZ &
5. Water-cooling(Flash-1500W) torch, eletrode, <3
nozzle make it use less consumables. E ol 28
6. Case made of oxidation-resistance ABS material, Ol 20l
which is also impact-proof & heat-proof, with g I_".EJ
simple & good design. = s
o
e 1 0 [~
'_
FLASH-1000 FLASH-1200 FLASH-1500
(100A) (120A) (150A)
B el (Model)

14



INVERTER D.C ARC Welding Machine

ECONO Series

23, 248, 23, DEY, DSENQIESY!
Power saving, Compact, Light, High-Quality power source

€ Econo-160

€ Econo-160 | [E AHgorolE

» ZEHH 7Y 8HY ZHEMN E2{IAME 7t

» =48 HEOR 207} 0[Y

» SHE260~ J20A27s

> ENSIT ZYHENTUH Nt

» It can be used in the home power
source

» Portable and easy to carry directly
to the job

» 26@~3.2¢ welding rods can be
used

» Ideal welding machine for light
industrial shop

S Econo-425

P EE MRS 2RSS ClA
2712 EA|5/0f HRAZ0| S0[3t
b2 TEY, 22088 BY

DRSNS S2EHE AB0| &

PEM, HE, S, BUEYH A

»EHE50~60 QEFULLAFR ks

PEHLR| YADTE 80| 274 2N S 9
S200| 01 SEue] wAE A4 B2 471E
Pt AN AIS 80| 1S 2.

bel2 2 JIS9lBEIRET|S2 MeAY)

» 8FE2(0lY HE DSBOZ XY,

» Easy to check the currents as set current
values are displayed on the panel even in
the no load mode

»High duty cycle & efficient output

P Proper for heavy industry welding

» Special welding red

» 5@ ~6¢ welding rod

It has such a nice cooling efficiency that
it has high duty cycle. The vertical cooling
system prevents moisture.

Z#0] Eof

This characteristic minimizes parts oxidation.

» Remote control function(Remote controlling
function is optional)

» IS AEE R
p =2 F0j (100khz) E20|H=
457} 0fFHCH ALZE0| M2

P 2HE 320 Full AB7IS
»3E0UE2(0f, &S, HE ASYH HE

» Elegant& simple design with impact-resistant
and heat-resistant ABS material

P It uses much less power in th high
frequencies, and it has
high duty cycle

» Verg light(4.2kg) and
compact

P 3.2¢ size welding rod

» Good for light industrial shop

S Econo-230

b 1ds E2 ABE

> 2HE4. Uw FULLAIE 75

> |, B2 HESA0 Het

»High duty cycle and quality output
» 4% welding rod can be used

» Good for pipe welding

% ECONO-300| cjz|gc|A 20| (Digital display type)
P MHYE HES TG C|AS0|H =AI2
EAIE0] HE7S0| 20[3,

P STHA FHO AS w3

P HEAAL DERUEHE ME Tt

b SHEL00-500HEAR 7K

» EYEH0|LHE nSBOE FHHY,

» Easy to check the currents as set current values are displayed
on the panel even in the no load made

» Appropriate for medium & thick plate welding

p High tension weldign rod

»4.0¢~5.0¢ welding rod can be used

» Optimem welding machine for the welding education centers.

WAZHAr (Standard Specification)
@ Inverter D.C Arc Welding Power Source

2 & (Model) ECONO-160 ECONO-180 ECONO-230 ECONO-300 ECONO-452V
EZ{0J2 M (rated input voltage) v 19220 14220 19220 1~3¢ 220 or 440 | 1~3¢ 220/380/440
H2F0i4:(raled fraquency) Hz 50 ~ 80 50 ~ 60 50 ~ 60 50 ~ 60 50 ~ 60
H2 U (raled Input) kVA 42 50 66 12 265
K& 2(rated output current) A 20~130 20~160 20~200 20~300 20~ 500
B L0518 rated load voltage) v 25 26 28 32 40
HHL B35 M rated unload voltage) y 80 B0 85 85 85
HHAZE(rated duty cycle) % 50 50 40 40 75
Q& R|(W L H) dimensions mm | 140%385x210 | 140%420%230 | 175x430x260 | 260x490%370 3152600600

22 (weight) kg P =12 =1y =0 =48

15



m EMTLA ol 3 28Y| W Features

(CO2 ARC Welding Machine)t? Using CO2 shielding gas only as a way to use the automatic

2 7IA S ERMTIADES AFRSHE At L BIALE Ol3 RS2 and semi-automatic arc welding, basic components to be (DC

B AHRAE HHYUEHO| 1203 EH M8 - 90| 52  arc welding power) wire feeding treatment, welding torch, for

2| EHEER2| - HEETIA - X|0{ 2|0 £2|E 2t0|of shielding gas, the control treatment. Solid wire is subjected to use
SHATL 20|01F 7HHES| 240|0 S5H2|E 018510 a variable in the wire feeding treatment, you can welding at plate
al

(e Tt

TS WET #0 8EE 4 s 7YY easily and quickly

=
= &

=]
o




CO2/MAG/MIG
MIGWEL Series (c}23A8x5)

053y

1.CPUE ETHat DJ0JZRIONZ 2kt T2 IR0 O/t CIA|E HopaEe!

2. CINEICIAZ0] 7152 MAIRH SHHE(R) HU(V) A50| S0J2t

3. R7IZIE, SAOIEIH, SAELE, 715 50| U

4 HHUCVIZ 2 251 S42 T2 24 01320] MBI 013 F20] 0|
T ETEE)

5. O|FAEIEBA3|Z HEIOR uolT2H0| F5

6. O12A12LES £37150] 20f HESHA HIES, 20| 52| HAE KRS
ZX0| k5,

7. ST LN LBABSATHE ALSBI0] AlaiAlel WRl= 2B ALK
Cixelo] AlEotn AiRig.

© Features

1. MICOM control system complete with CPU in the program is realized
by a digital control.

2. igital Display function features real-time welding current (A),
voltage (V) measurement is easy.

3. To be function the Self-Diagnosis, Crater, Hot-Start, etc

4. Even if the change in arc length, arc maintained without cutting by
Constant voltage (CV), Drooping characteristics

5. Hot start Arc is excellent by start arc-compensation circuit.

6. Thin sheet welding bid width, height, shape can operate freely When
working with thin sheet welding Because character arc adjustment.

7. Case made of oxidation-resistance ABS material, which is also
impact-proof & heat-proof, with simple & good design.

Cix|gc|aZaol &
(Digital display window)
A

B EZA[2(Rated Specifications)
@ Inverter CO2/MAG/MIG Power Source

2 & (Model) MIGWEL-353D MIGWEL-503D MIGWEL-603D

2544 (welding method) = 00:/ MAG / MIG

AU rated input voltage) | V 1~3 ¢ 220V or 380V or 440V
HAHZT4:(rated frequency) Hz 50 ~ 60

H2Ql2](rated input power) kVA 175 294 30
HAZH2(oulput current) A 40 ~ 350 40 ~500 40 ~ 600
HZE51M 2 raled load voltage) | V 32 39 44
Ho{tA control method) |GB.T Inverter control

HZALE E(rated duty cycle) % 80 80 80
Al (W<DxH) dimensions | mm | 330x700x630 | 330x700x630 | 330x800x630
£ (welght) kg =45 =50 =58

17



INVERTER ORIGINAL °

PULSEMIG

ARC WELDING MACHINE

AL-350(W), AL-500WS Series

m MIGEE7|(EEE7I2AHE£0t388)E?
ATIAS SBAIIAQ OI2R0|LIUE’ S2 A5H0]
2|.E al H};(].E_; B_Zt-li%l-_/': ol 0|.3_‘a7dtl-i i 7|§2~|
THRA2E (02827|9 B3 AT20] 030] 53]
= |7~+E O[30 A QIHO|HE|D2 Y20l OaLE
SOl a3, Adeay P23, LIR30 2US
SO BAHEE A2 AT20|0[2'S £5| 83
(tojof MEtO RS BRE|0| D2 Of5HE A234
YE OYAPID 2E AHBHO| Jts3int 3| TGO
HI30] TEEH0|L 22 3mmT 0|4 &, $T S0
O|gEict

18

B MIG welding machine

(Inert-gas shielded metal arc spot welding)
This product, automatic, semi-automatic arc welding methods that
can be welded, and inert gas (argon, helium, etc.) by using Basic
components are similar to the CO2 welder,
Spray does not fulfill the critical current is below the transition
because the invasive light alloy (aluminum, magnesium), stainless
steel, copper alloys, nickel alloy welding using a pulsed current to
perform welding through the "spray Implementation”.
Especially compared to TIG welding mainly because of its good
efficiency of more than 3mm Plates are used for welding.




ORIGINAL PULSE MIG ARC Welding Machine

AL-MIG Series

| A2 ASHO 7Is

(Optimum Automatic Controlling)

nfolZ(A) XiSHol= 2fojofe] WA - Hig), S50 2t

HAMZO| YSEE CIRER AT AlSZAHY m2t £ XK 01 giich

(It controls in accordance with the wire matreials, the wire diameters and the speed of the feeder.
Up slope and down slope of pulse current is controlled by Artificial Intelligence)

* AELEE0| ZE0610 AIE LM0| OfF H2
BHAISEO|FAEIE AH

AN STIAZCE Fhat AUR BHEZY
MZ2 CDM H|0{2 mEXS0| gt 28

*Quick arc start with less spatter generation

*CDM ( Current Detect Masking ) method
provides extremely stable and quick arc starts
by precisely controlling the wire feed motor at

AMild Steel A2

the moment of ignition
o2 AZ0|E 20[0{(A4043, 1.20) Z2 Y20/ 5 240[0{(A5356, 1.2¢) | - R DR A TV
(Soft aluminium wires) (Hard aluminium wires) e — Z=filet 23
22 Y=nE SHAME 9 20 20| 9E 2R S| nizh EtS Ats22 HO{RiLIC e =
(It automatically controls the parameters of soft aluminum and hard aluminum shown upper side.) ™ .
S AL-350W / AL-500WS

S . . B EA WO R olEf3
1 P S o1o] WLi MRS HIERY,
(Make shiny nice beads without
- L undercuts through dip pulse method)
‘ !_DIP 1 P !_ DIP P AlRHT) 2|2o| DAY WA
f ] I 9|3
o EREEET) i b
S-St A-0A B-BI0IA MS P-BAMS ARO[ gt 182 1=2(drop)
(Sho_n‘J (Arc) {Ease_cur;gnir (F'n.llsear\l@n-;—)Y X‘"(HQ.I Oiﬂgolgl '?_‘ﬂ-fr E¢E}E
B2 BISOR oIy £85I SHE A

— P—

i

Precise pulse waveform control
optimizes the welding arc to achieve
one pulse-one drop transfer, and
instantaneous response to changes
inarc length.

AZEHULEA SERLEE
J— SRS HAU L20|&(1.2mme)E
ASUS/ZEfillet 4 AMild Steel/ZSfillet 38 mueio| REHA £FEH|Ct,

(Twin feeding drivers to supply
mild aluminum wires)
O1E & E (Inter tube)

|
B
i

f L
p a 1
L PN '
; ‘l I‘ T
i 'l \‘ ¥
AT ——
(Gas nozzle) i
HEE| it 2H01 O (Wire)
(Contact tip)

MZ2 C.DM Ao 2 100%0 717k

&7+ O|AEIE 2 B(TIP)0f| 210|017}
BAE|= HS si2s1ASLICE

(New C.D.M Method with quick arc starts prevent
the TIP from sticking to the wires.)
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ORIGINAL PULSE MIG ARC Welding Machine

AL -MIG Series

I%’é“.':.‘oll 22M 71 F2 0137} YofzIct,

(Optimum Arc suitable for various welding methods)

Eta o3 MIG, MAG2H
(short) — —— (arc)——
” g2 | oLy T o SiStrong)----m———- NESEMA AHHSE
No pulse welding (Cﬁgﬂ ’ S(St‘rnng] Hasia as e (Lessspatier)
- YHIEO IS 27 (Semi-Automatic
Waveform control * STD'(Slandard) i
,,,,,,,,, A= 0IL (Semi-Automatic
w k =) o (Semi t
AZHT) fwasg o8 82 J9 or vertical welding)
- PULSE,MIG, MAG2H
SR | 1E oA S(Strong) --------- B4 10} o 30% 50} (30% more pulse
(current) + (pulse) » (base) frequency)
T A0S SFLE  (Adjust it suitable for
* ' i STD(Standard)------ SEMAEH Dt wire materials and
¥ . HHEE HFMHR welding postures)
[ e
i i Wiweak)--------- EA Z104- 9 30% 244:(30% less pulse
Fine Adjustment e frequency)

I HEHSR LH0| 7k58 2B Al S CojE YA 2t EA| YAt SHZ 20| 40| 7ts!

(Easy setting up mode programmed by Artifical Intelligence Data Selection : 4 kinds of material, 3 sizes of wire diameter, 2 welding modes)

[ 4EBo|yE
(4 Kinds of material)

Mild Steel :

Har

| s2azel w3e Halsta e gy

o=

(3352 9fojof

(3 Sizes of wire diameter)

@@
| QTNIT))

(Simple operation set up method)

L2IE 7|THY0]| M5 2428 3 3l
CPU7|t2| DIP-SWITCH

O YN HE @ 210|0 &2 x| Mt

@ HAZHY DEIME @ OI3AEIE Mo Mt

5 =25 E2(AFIONZSHM AFHI = =5 =0 QUCH
(H4240.8%, T2/1.5%)

® Z2|ZE2(PFIONSUH M ZIAPFRI] = £5 =0 QICk
(A20.8%, J91.5%)

Switching in the CPU DIP-SWITCH

@ Simple switching method/individualswitching method

() Switching to the wire feeding mode

3 Switching to the pulse welding mode

@ Switching to the arc start

(5 Switching to the after—flow gas. (MILD STEEL 0.8sec, The others 1.5sec)

(8 Switching to the pre-flow gas. (MILD STEEL 0.8sec, The others 1.5sec)

U2 B2 288 8H|2E I
(Suitable for the semi-automatic as
well as Robot welding)




MAXIHE T MET Good Design 013 &5
Awarded a good gesign prize by the Korea Industry Department @

] R B 2 AH2KStandard Specification (W)-Water cooling

Hag 220\?1 é:f‘:;%o or 440 2 ° (Model) | AL-350  AL-350W  AL-500W
#4012 H8 (rafed input power) 3220V or 380 or 440 £10%
kit AT DA A OIES M2 (rated input ) KVA 2 20 30

HAEZMR{rated output current) A 40~350 40~350 40~500

. H=aiHellaed oad volage) |V 12+36 12~36 1245 1
HAHZF0}x(rated frequency) Hz 50 ~ 60 k‘\\ |
HAAZE{rated duty cycle) % 60 60 0 .
98314 (WxDxH) cimensions mm | 455%B10X770 | 455XTT6XTI0 | 415%776%860
52 (weighl) kg -93 =118 124

X = H| 0] =
(Extend canta}.u_\{,i

A

o] A= AtRS| B1200] 98 4 AULICH
ovement of products)

FE L TR
% «/sa‘gir ] 2 © (Model) | AL-350,350
iy i L Q28 (npu vollage) 36220V 0% 36220V 10%

. Em\?gf@/ ' 412 rated input power) 25KVA 40KVA
Gz metah £52%{fuse power) 754 1004
U&7 0l2(input cable) 14mm2 22mm?2

S22 0| Zoutput cable) 60mm2 80mm2

0| I|C 2 i
2|- IOI I -I & EIE‘- (Optlonal) HxIA 0l S{earth cable) 14mm2 14mm2

(Wire feeder & Remote control(Optional)

2 & (Model) PMWF-4Roll

2|2 2Box(Optional) 240/01Z(dia. of wire) mm 09,10,12.14,16
AjzILE ) .
(speed of wire feeding) i il
E2{0| {54l (driving method) 4Driver
QB E|2(W > D % H)(dimensions) mm 200460310
Z2Hweight) kg 10

| EHEER| A'ssy

(Welding torch)
 BANES{raled duly cyce) [ % 80 60
E2a(H{0[220l(torch cable length) m 3 3
ZaHweight) kg 28 37

B ORIGINAL PULSE MIG AL-MIG Series 2292 (Original pulse MIG, marched with AL Series

5 (Mo o= (A T 3} (Mild STEE
Wire Dia{g) 01 1.2 1.6 0.8 1.0 1.2 1.6 08 1.0 1.2 1.4 1.6
AL-350 A L] [ A A A X A A A X X
AL-350W A @ [ ] A A A X A A A X X
AL-500W A L [ ] X A A A X X A A A

® (2 ZHEHExcllent) A (H3H/Good) X (FHF/ No Acceptable)

2]



N sl Q= oL | TNT Series - BOLT-STUD
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INVERTER PLASMA/ TIG/MMA

TNT Series ( € 2= 0443613-01

‘_Féi" SREGHHA MEshLiehy ™
It's really, simple; co ummact*a.m@mwmfxtw/

=

B
A SNNNNNN

-

66 -

OIHE{TIG & D.C O}22%7|
(Inverter TIG & D.C Arc Welding Machine)
p =B 0.2~dmm POITEL 6~3.2¢
Z2F: 11.5kg P IFI} Start 24l
PHEEN I4 LA g2 A AL HESE A
» Applicable thickness : 0.2~4mm
»Welding rod : 1.6¢~3.2¢
» Weight : 11.5kg
p Applicable metal : nickel alloy, stainless steel,
low-alloy steel, etc.

OIL{E{0]|0J =2} R OFAHCTH| W HEAIY(Rated Specifications) .

(Inverter Air Plasma Cutting Machine) ® Inverter Prasma/TIG/MMA Arc Welding Power Source

> ;ag ?EngnkT olat 2§ (Model) T(irgg’égl nc('g:g_&"é:rl

PEAS g%gi}i Sr)7} 20[8 f&%‘ﬁ.‘iﬂ(raled input voltage) v 19220V £10%

p =0} Start WAl HAZI{rated frequency) Hz 50~ 60 50 ~ 60

P HEIHC} 24 | |HET A AZL H2{9/4(rated Input) kVA 66 55 /66

» Applicable thickness is under 8mm HZEZHZ(rated output current) A 10~50 5~ 200

P Weight : 12.5kg HA &4 (rated output range) A 10~50 10~ 200

PEasytocarry _ B2 rated load voltage) v 120 2

> éaril;ﬁ)balestn;;t,aé% nickel alloy, stainless steel, 32 evared wioad varwe) | ¥ o "
HAAN 22 rated duly cycle) % 40 40
H|A(Wx LxH) dimensions mm 175465280 175%430% 280
2t (weight) kg ={55 =14

23



PORTABLE
BOLT-STUD Welding Machine

WEZAI%(Rated Specifiations) "

A (welding method) TYPE CDTYPE
= (input vattage) KVA AC 220V 1.2
20 M 22 (condenser capacity) uF 200,000
&880 (rechargeable voltage) v 160
EH7I5EE 2 (weldable bolt size) $ 3~10
25 (welding capacily) per minute 12~30
QUEZ|(W XL % H) dimensions mm 290485420
Z2 (weight) kg =36
b\
0&3 © Features
1S AIZl Lo BELL DS Do A2 4 Q0] 7FEZE MAA Sk 1. It can weld lots of bolts and pins into workpiece in a very short time
2.8 AHIYA LR EEE LA E 2452 1~10mm T A4 %S 2. Welding depth : 1mm~10mm
3002z =25 S, drHe| 20| 8% Xy 3. Appropriate for welding into thin metal plate within 0.02 second
4, 243 DHSIMHY R 2 QHF0| gon B 5o =2 X9 4. There is no change on the other side of workpiece lie distortion,
ZAkelo] mxgt transformation, harm to painting & coating after finishing weld
5. AEEHS A8 A2 0|22 ®Xto| 20| 74H 5. Small & light studgun is convenient to handle
6. FHET| LIAILYZ|, HAISO| &H0i0| BT 6. Preparation process (pre- punching, pre-drilling)is not necessary
7.5 HE2 JIH2HY 220V Y. 2KAVAE, IS5 7. Rechargeable power can be home power source (220V)

Al

S
djm

[=]
P HEZH0| A4H0|T DAZE 7ts
ptiT STj0| 2 K3t WEFEAIY(Rated Specifications)
»OIF2| HYOR HAUSE BY 2 (Model) &9 etz Ngg
»IUS HE HAUOE LI, LHSH B4t (Output power)  (nput voltage)  (Duty cycle)
ARC 100AP 35KW 220/440V 30%
ARC 120AP BKW 2207440V 30%
© Fea;ures ] ARC 180AP 75KW 2207440V 30%
» Continuous current control for easy fine ARC 240AP oW 220400V 5%
Huning ) . . ARC 300AP 1260 220/440V 35%
P Appropriate for thick plate welding T = B =
» Stable arc makes the work more efficient
» Better heat-resistance and moisture- JIRU S00F 20K 220/440v S
resistance ARC 720AP 30KW 220/440V 60%

24



W /W - 25013 847

A-C/A-C &D-C Arc Welding Machine

A.C Arc Welding Machine

= ACA-300AP
DR

£33 Ag Aot
4120-0447124%

=
=

122 Hl" L =x0j28H7|2 8Hxte Mo
2t AC( &2 DC(EIF) 2 71K| H7| 7ts.
2. MH0| 2= sieso AC/D.C et AII7H YU

D ZYP HHY o 2ol TXo| €1 EAE
3.DC 8HA FRE AR HES flof L2 2
MEIS ALBSI0] 0137t HEE T 2 HYE,
4. DCHRT| MOl #21s 2lof 1200 0|42 W2
HE SA5I 5 MR SFH0| 2 1z,
5. HAIZt Y MEXIE Bzl &+ U= TR

CAB20]" 7150] A=

6. ZEE M tix|7| (Mo AT H= Tl 0

THEHR =T O = =

EE 7t 87| AHojA FH L5 =0

.0} 0] RF0lo} HEFHO| A4EO

| Yol 7ks.

8. Z X M2 60A O[5S YIEA AHYH O

23| Thsiolcd, 2

HOZY" B Al2siH, "
HO'O2 U, Lh, U740l B3

12 BEAME £301 262 08401 52 8
RIAIE HS3H AR Y3 B9 HE s 01y

A% HEE S 0[F01E.

13, "E2|Y BAY" {20 "&lH RHE0| 0]
HR ZEHS ZHN Y FYE 7

ek 01:0
e F
nio

H
A0

z

=
=2

A4 USTHE2 T4 'S ABSID

=2 33 A

12 AZ3i0) £ Yrlstn 2

O A

=2

= ADA-300AP
DZHBYY

14, S5HXe S8 #j0j5 B452 40 AH
5t #sho| 2o(3t"
%\

1 LEHTIR YHA0IE
20|

y
=]
15. 8%

o I
oI

1= 0
o

=

284,
ALEl
7|
%E}

E'i‘

04
|
0]
Ak

~l> %OI- 1

i HIXICH7} % "ﬁ’—.“ﬂﬁ‘;
_o#am:l ;:;_1; }IHXIO| 9.;&17}0;0

16. 9\0‘-?‘ "2lRe| S ’Joh‘l s
nA'I Uf "0[11 “2H-]0|Jg0| =gy igiel
& A3} A Z5tH sho Ol%% FE
HF7} QU

17. 887|c "ISHSEH|"ZM A2t
S5l HEY.

(XM 3M = ACA-300AP ZH T X E)

I3

m‘H

© Features
1.00000

N 0%
ot Mo
o
9 1%

B A2 AF¥ (Standard Specification)

2 &l (Model) ADA-300AP  ACA-300AP
KA (rated input Voliage) v 19,220
A2 (rated input power) KVAKW 24/ 12
HHEHE AC 55-300
?j&%;&fﬂm current) A De 35-280 Lk
M2 Z0}4: (rated frequency) Hz 60
HANESlraled duty cycle) % 40
D561 (rated unload voltage) v 850/3}
Q& x|4: (WxDxH) dimensions mm | =425+505+645 | -425:595+645
Z2 (weight) kg =115 =155
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AIR ARC7}22/71Z=TIG/S.C.R CO2 Welder

GROOVE PROCESS HOLE PROCESS

ojlof o} 7}2! oj4l
(Gouging & Blasting)

c} Eh 07|, HEHHS K27}
éﬂil me } 2 L))
2. 7128 HCiH0| 1 2sl0 HEHAl S&0| HE
3. 239 M, MM Qe Al2E
L 2ofEl 222 20 M Heitele Y ! :
! i S 2 & (Model) PT-800 PT-1000  PT-1500
PT—1nn 0 ﬁ EONEED HHQI=HRlrated inpul voltage) 3220V or 3 BOV or 440V

e ‘- i 2T {rated ff&ﬂuenc}') 50 ~ 60
3 [ HAUH rated Input power) ] 40 50 76

TEee || | ore Al HABAHE outout current] 10~1000

| H2 =515 (raled load voltage) 40 40 45

,JT,_ T 'i HHF251H2(rated no load voltage) B0 B0 80
Ground l Gouging Torch J_é% Carbon HANEE rated duty cycle) o 60 80 100

Gouging s Blasting

> Electrode
o | QI-[EW L < H) dimensions 500700900 | 650 % 9701050 | 75010701150

Base Metal | (weight) =230 =350 =550

7}1&'. El.ol TIG 0|-3 B.z-l;l
(Reactor Controlled D.C TIG ARC Welder)

(R=F-! © Features
2H5IA HEAH 7} AL g2 1. Little power consumption without load
2. AAH2|(150mMME MEE AL20| £10 731} 2. Instantaneous arc start even in the long distance(150 away)with low
Lll0| Z0HH|HE YUAEIETL £ currents generating high frequencies
3. 21513 B|0|E] 7|5 4RO 2 2XF £ E= 3. Excellent welding results by a prefect crater function
SHEBA 2451 2’;1 ANE UE £ 92 4, Nomax coil application gives good insulation, high dust-resistance and
4. LHATY Al202 HOMO0| ZojL EXT} high moisture-resistance.
7| S0 i ° zjo £ 5. Mainly used in the petroleum-chemical plants and in the pipe welding

5. HZHH| ARSIEIZUE B HEY,

B HEAI2H(Rated Specifications
@ HELALRF (Optional spec.) e 3 )

@Components 2o (Model) DELTA-600T

ot Switch ﬁ ‘ HAQAM S (rated input voltage) | V| 3¢ 220V or 380V or 440V
E—— HEZ0}4(rated frequency) Hz 50 ~ 60
Reactor Controlled | HZ U= (rated input power) kVA 40
D.CTIG ARC Welder (=
S8 HS(output current) A 10-600
Gas HA5|H0Hrated load voltage) | V 40
Torch 2| 25515 Hrated no load votage) |V 85
ARemote control box HZ A2 L rated duly cycle) % 80
|
- SJEHAWxLH dmensins. | mm | 460750620
S.C.R Type CO2 ARC WELDING MACHINE | =% ol i altl
Multi-Full auto CO2/MAG /MMA/ GOUGING
p= e BEZAY(Rated Specifications)
05% © Features 2 & (Model) KR-350  KR-500  KR-650
;' Eﬁﬁ{ OBE;:,EJ? ol & k ixcelletnt'atfc HAZAHS(Rated oulput current) | A 350 500 600
HoL BAEE G B characteristics HHUZHY(nput Vol v 3 2201/380/440V £5%
3, 985} Hejzia 2. Excellent welding S iy .
4 BC2S AElE speed and efficiency H A X012 (rated frequency) Hz 80
5. 0001749 3. power saving without S (rated input power) oy | 1808) 30(26) 5043)
6.0 0137|s LF(B50A)  load B2 HEH3(Ouiput Cument Range) | A | 50-350 5-500 §0-650
g' ii?fgrgtajgu - E2HYES (Output Voltage) v 15-36 1542 15-55
.Functior? ond H 552 Max, No-load Voltage) | V 55 68 85
6. Manual arc A0/ 4! (Control Method) THYRISTOR CONTORL
Function(650A) HHAZE(rated duty cycle) % 50 60 100
B L«H) (External size) mm | 355595 %640 | 485 675 %900 | 495% 715950
28 (weight) kg =105 =200 =260




€ MIG-600DS | "

0 &Y © Features

1. CPUE B! Djo|ZMI0|2 it =2 0y 2/t ORI HR0] ASE. E

2. CIXIE CIAEY 0| 7|52 HAIZH SEEF (A), HEHV) HS0| 80[&.

3. KIZ}EE 380/ &Mz], StAELE, 7|s50] Q0{0F & 2,

4, HHAUCV)Z B 01542 1= 245 013 20| BHEA| = 0|3E20]
10| YHet 0137t RX| =00} &,

5 0|3AEIE A3 2 HECR W03 L40| Z0j0t &

6. HAHOIE AZH AL A Y20|E SF0 2%l 458 YE 5i0i5H &

7.2 s 12 o8 oYy 7% ZAHM Xehsln £41) Lo 25t
ABSATHE AFSSIH MEIRAL| UiR|= S8 A2 CIRRI0| AESID
Mz &,

8. 2 H|= 0|3 EFIEN B =D FIE YSHH AEHAH IS R
HAAOIEE E = U= AXUIHER = /S,

9.2 Hulofl MMHE & 7|5 T& RLIE= HE AHHIL Y
HSE| 0} 6l 1EY,

o0&
M
g
18

S5

=3

B BEEAtY¥(Rated Specifications)

2 © (Model) MIG-600DS

25414 (welding method) - | CO2/SPOOLMIG
MU= (rated input power) V | 3¢, 220/380/440
AU 2(rated input power) kVA 30
HAEZMFES (output current) A 50-600
HZALZ &{rated duty cycle) % 80

M2 251 Het 9| (rated no load voltage) v 50

Q& 4:W L xH) dimensions mm | 680x790%830
2 (weight) kg 80
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Other Products

Water Cooling System
(TIG/MIG/CO2/PLASMA) 52+

BEZA2H(Rated Specifications)

2 e (Model) 23| (Cooling System)

@ Coolant Recirculator

#Al(model) PW-301P
2401 2iH e} rated input Voltage) 16220V (Single phase)
H#AZ0}4:(raled frequency) 50/60Hz
&2 (output) 60w
P e
EFU=(rated input) 2 8kaf/em?2
W22 (caoling capacity) 250KJ/MIN
421k (cooling system) forced water cooling
3 g2Hlank capacity) 118
&I <L H) dimensions 350%520%330
F (weight) =20kg
053 © Features
1. MOl T AAE AEY ERIE 4 US 1. It can be easily mounted on the top of welding
EE51T QHE 1= M| machine as it is light and compact
2. A2 IM=ain|oE 2 Yzks ) 23 2. High quality radiator maximize cooling efficiency

3. Adopted high efficiency ROTARY VANE PUMP

4. The coolant tank is oxidation-resistant

5. Water supply Hole - Fliter - Flowmeter, which is
on the front panel, make it easy to maintain

# Caution : Anti-freeze must be used to prevent
the frozen to burst

3. B28 930] IHSROTARY VANEIEE 8
4, Y2ABAE NS 20| X QU HTAIE
247, R 3 WElS Mol 27| 5380

CHT SEE X
* SIIYK|IE 21o10f HEA RFUES AIZHHAIL.

429l 2[4l SPOOL GUN

Foot Pedal Control
(Tungsten Sharpener)

053
2|REAEE 750| 8l /15 TIGEH 0l H&610d
ARZE == oo XISat otH|2o|E| S L2

AS0IHM EH S CIUBEIAHE FAE £ US

07s

1. EBON, OFF A%Ix7|5

2. 84 MR s

3. UP, DOWN SLOPE 7|s&3}

4. 32o[Eixz2]7|5

O Features

It can be connected to the existing TIG welders
which have remote control function, and it
operates like an accelerator in a car. Various
technigues can be applied while welding

© Functions

1. On-off switch

2. Current control function while welding

3. Quasi-UP SLOPE and DOWN SLOPE function
4. Crater dealing function

W SPCE AEC200-64

(The state of the art SPOOL GUN) Soloitre) e S B T

» 7121 OS2 ALRO| B2I51T ZT5101 ARl MO|Z(size) | EiQlltype) | HIB L azlojy

» U20|5240]0{0.6~1.60 7| AHZO| 364" (12mm) | ¥20|s | 641 | AEC200-84 | 11/16° | 3/64 (1.2mm)
ZEHE0|IMH ALRE0| =5 HHAIRS

b 2100f2() - A TSI0] DYHAO| HallS, e T

» 2lojo] Leto] 0|5t Y0jo] SEXE0| 2o|2t " 200mps TTEm N

b Light and compact design makes it easy to use 250Amps 50% Argon or Helium

» Wires of 0.6mm~1.6mm diameter can be used 275amps 0% A Sone i

» Wires are never entangled in the system s = =

» Easy to exchange wires and to adjust wire feeding speeds. it 0% AN

2}0|0] m|{ (Open Type)

(Wire feeder) (Wire feeder)

A 2Roll 2EEtY(Open type)
PMF - 2Roll

2 HEA

S

A 4Roll COz
MWEF - 4D

Ef2)(Box type)

A 4Roll 2ZE+Y(Open type)
PMF - 4Roll

28

2to|of I (Box Type)

o|=
ASE

H|30-0479652%

(> =i

A 4Roll MIGEHEA

PMWF - 4D

EI2(Box type)



NEW Option & Accessories

2 CUTT
nﬁ%ﬁ Ilff cou.scnow

TIG 350A&Spare parts
TIG 350A Torch A’ssy (Water Coolled / Air Coolled)

.'
|

© EQ2|A22|(Torch switch) @ 2Z(Long cap) \

(© 2 EHIC|(Collet body) I

@ %=74(Short cap)

@ 2 EH(Collet chuck) GN P

B #=9E

Tig torch assembl 3 s15C damaie=
® Tig torch assembly @ E22[5|= 350A {2t s (Head connector)
i 2 B i 5 5 (Torch head) (Ceramic nozzle)
Torchhead | Torch swilch Colist body Colet chuck |  Ceramic nozzle Long cap
T 8 9 10 1 12
Shortcap | Head connector | Swithc connector Gas line. Water cooling line Power f’fme
Water cooling line

TIG 500A&Spare parts
TIG 500A Torch A’ssy (Water Coolled / Air Coolled)

4 Nt =

© E22| 2912 (Torch switch) @ £74(Short cap)

HEHIC|(Collet body) Gmﬁ

@3 =24E
@ MErEEsS (Head connector)
(Ceramic nozzle)

|
;

® Tig torch assembly : @ EQ2J3S 5004 @ 2% (Long cap) o HAIHIE2 0/2.4/3.20)
: 5 3 3 5 (Torch head) (Tungsten electorde)
Torchhead | Torchswich |  Colltchuck C;;g‘z“‘;“ Long cap Short cap 1SET - 10EA
7 8 [ 10 1"
i S : Water caok P
can::éllor mnur‘wlzlcor Gas fine m:infom W.aleorw :;o‘miine

| COzIMIG Spare Parts

@
: m Pp—
-
m % B
il
L s
ACO2 insulator ACQO2 tipr ACO2 gas ACO2 gas ACQ2 liner spring
nozzle diffuser
2 y o
((( &= =
®—— - 5
O '\\‘___/
@ COz torch "
i £ : & 3 g ACO2 torch body AGrip ANozzle cream AFeeder roller
Grip Torch body Insulator GasNozzle | Swithc connactor (Gas hose

29



/AP'-80 Plasma Torch A’ssy / Spare Parts
- =)

() M= (Electrode)
© =Z(Nozzle)
il @ A= (Shield cap)

(@ P-80 Torch head “—

P-80 Torch A'ssy

® 10| =2 (Guide ring) ) D2ROIZ2mA
(Plasma compass)

ARRRRRRRRANI

M-BOOO Plasma Torch A’ssy / Spare Parts
‘i m
© A3 (Electrode)

© ==(Nozzle)

F

M-3000 Torch A'ssy g .

@ M-3000 EQAJ5|= @ M= (Shield cap)
(Torch head)

' §P-1 50 Plasma Torch A’ssy / Spare Parts

© H=2(Electrode) © ==(Nozzle)

SP-150 Torch A'ssy
Water Coolled / Air Coolled

@ Torch head @ A=24(Shield cap)

®LEEH
{(Nozzle holder)

30



\ ULV

b

MIGETORCH

{
BENZEL TORCH BENZEL TORCH PUSH-PULL TORCH
B-180A (3m/4m/5m) Water Coolled / Air Coolled

0| S-&CART ZtASH 2|l Boltstud gun A’ssy

SYCA2YE {222 (Earth clamp) Co9830l2
(Qutput connectar) (Extension cable)

IS0
regulator (Welding holder) (Face shield) (Gouging holder)

Argon gas CO2 regulator 83zH
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PRO-TECH INDUSTR
HEADQUARTER

JmeyN FAIR

D)) (xicp) ( ©) (D) (P

ISO 9001 QI=EISQA|
ISO 9001 & CE Certified

F A% 2 RSB (Major Products)

INVERTER TIG ARC WELDER @ INVERTER CO2 ARC WELDER
@ INVERTER PLASMA CUTTER
® AIR ARC GOUGING MACHINE

L
@ INVERTER PULSE MIG ARC WELDER
@ A.C ARC WELDER

@ INVERTER D.C ARC WELDER
@ 5.C.R CO2 ARC WELDER
® ACCESSORIES
e 3
\ Ty

® BOLT STUD WELDER

@ Head Office : PRO-TECH INDUSTRIAL CO., LTD

o 2Ab: MESYA S ZHE S0|2 i

312 32-15 (7 139-4) £) 05793 SongYiro-31St., #32-15, Mun Jung Dong
Song Pa Gu, Seoul, Korea 05793

TEL : 822- 421-0790~1

WELDING & CUTTING SYSTEM
o EAR|H AR
822-3401-0118~9

L
?;%}y PRO-TL'CH
TEL:(02) 421-0790~1

(02) 3401-0118~9

www.protechweld.co.net FAX:(02) 449-0785 FAX : 822~ 449-0785
® E-mail : protech1004@naver.com / webmaster @protechweld.co.kr

www.protechweld.co.kr
www.protech1004.en.ec21.com
\&LIC (Some specifications subject to change for improvements of the products without notice)

# HE2 d5TdE Flof 0| 2Rl0| L5 AMYC HE0| UE + A

% 7IC/E Bokey S5




