
 
 

 

Пред прва употреба на вашиот апарат за заварување, прочитајте го упатството и следете ги препораките



Го задржуваме правото за технички промени, 
гречки, печатни грешки и отстапувања.
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(EN) DANGER OF ELECTRIC SHOCK

(EN) DANGER OF EXPLOSION

(DE) 



(EN) DANGER OF NON-IONISING RADIATION
(DE) GEFAHR NICHT IONISIERENDER STRAHLUNGEN

(EN) GENERAL HAZARD
(DE) GEFAHR 

(EN) MIND YOUR HANDS, MOVING PARTS
(DE) AUF DIE HÄNDE ACHTEN, 

(DE) DAS TRAGEN EINER SCHUTZBRILLE 

(EN) NO ENTRY FOR UNAUTHORISED PERSONNEL

(DE) DER GEBRAUCH 

(EN) USERS OF VITAL ELECTRICAL AND ELECTRONIC APPARATUS MUST NEVER USE THE MACHINE
(DE) TRÄGERN LEBENSERHALTENDER ELEKTRISCHER UND ELEKTRONISCHER GERÄTE IST DER 

GEBRAUCH DER MASCHINE UNTERSAGT

DE) TRÄGERN 

( ) ZABRANJENA UPOTREBA STROJA OSOBAMA KOJE NOSE METALNE PROTEZE



(EN) Symbol indicating separation of electrical and electronic appliances for refuse collection. 
The user is not allowed to dispose of these appliances as solid, mixed urban refuse, and must do 

it through authorised refuse collection centres.
(DE) 

(DE) 

(EN) NOT TO BE USED BY UNAUTHORISED PERSONNEL
(DE) DER GEBRAUCH DURCH UNBEFUGTE PERSONEN IST VERBOTEN





INSTRUCTION MANUAL CAREFULLY.

PROFESSIONAL USE.

used.

The operator should be properly trained to use the welding
machine safely and should be informed about the risks related
to arc welding procedures, the associated protection measures 
and emergency procedures.

voltage supplied by the welding machine can be dangerous
under certain circumstances.

and repairs are carried out the welding machine should be
switched off and disconnected from the power supply outlet.

- Switch off the welding machine and disconnect it from the
power supply outlet before replacing consumable torch parts.

- Make the electrical connections and installation according to 
the safety rules and legislation in force.

- The welding machine should be connected only and
exclusively to a power source with the neutral lead connected 
to earth.

- Make sure that the power supply plug is correctly connected
to the earth protection outlet.

- Do not use the welding machine in damp or wet places and do 
not weld in the rain.

- Do not use cables with worn insulation or loose connections.

- Do not weld on containers or piping that contains or has

- Do not operate on materials cleaned with chlorinated solvents 
or near such substances.

- Do not weld on containers under pressure.

from the working area.
- Provide adequate ventilation or facilities for the removal of

welding fumes near the arc; a systematic approach is needed 
in evaluating the exposure limits for the welding fumes, which 
will depend on their composition, concentration and the
length of exposure itself.

- Keep the gas bottle (if used) away from heat sources,
including direct sunlight. 

- Use electric insulation that is suitable for the torch, the
workpiece and any metal parts that may be placed on the
ground and nearby (accessible).
This can normally be done by wearing gloves, footwear, head 
protection and clothing that are suitable for the purpose and
by using insulating boards or mats.

comply with UNI EN 169 or UNI EN 379, mounted on masks or 
use helmets that comply with UNI EN 175.

EN 11611) and welding gloves (compliant with UNI EN 12477) 
without exposing the skin to the ultraviolet and infrared
rays produced by the arc; the protection must extend to
other people who are near the arc by way of screens or non-

to or higher than 85 dB(A) because of particularly intensive
welding operations, suitable personal protective means must 
be used (Tab. 1).

equipment (e.g. Pace-makers, respiratory equipment, metallic 
prostheses etc.). 
Adequate protective measures must be adopted for persons 
with these types of medical apparatus. For example, they must 
be forbidden access to the area in which welding machines are 
in operation.
This welding machine conforms to technical product standards 
for exclusive use in an industrial environment for professional 
purposes. It does not assure compliance with the basic limits 

domestic environment.

The operator must adopt the following procedures in order to 

- Fasten the two welding cables as close together as possible.
- Keep head and trunk as far away as possible from the welding 

circuit.
- Never wind welding cables around the body.
- Avoid welding with the body within the welding circuit. Keep

both cables on the same side of the body.
- Connect the welding current return cable to the piece being

- Do not weld while close to, sitting on or leaning against the
welding machine (keep at least 50 cm away from it).

-
the welding circuit. 

- Minimum distance d= 20 cm (Fig. ).  

This welding machine conforms to technical product standards 
for exclusive use in an industrial environment and for
professional purposes. It does not assure compliance with
electromagnetic compatibility in domestic dwellings and in
premises directly connected to a low-voltage power supply
system feeding buildings for domestic use.

EXTRA PRECAUTIONS

- In environments with increased riskof electric shock;

and must always be carried out in the presence of other
people trained to intervene in emergencies.
All protective technical measures MUST be taken as
provided in 7.10; A.8; A.10 of the applicable standard EN

feeder is supported by the operator (e.g. using belts).

positions unless safety platforms are used.

working with more than one welding machine on a single piece 
or on pieces that are connected electrically may generate a
dangerous accumulation of no-load voltage between two
different electrode holders or torches, the value of which may 
reach double the allowed limit.
An expert coordinator must be designated to measuring
the apparatus to determine if any risks subsist and suitable
protection measures can be adopted, as foreseen by section



RESIDUAL RISKS

for any work other than that for which it was designed (e.g.
de-icing mains water pipes).

bottle, taking suitable precautions so that it cannot fall
accidentally (if used).

- Do not use the handle to hang the welding machine.

The safety guards and moving parts of the covering of the 
welding machine and of the wire feeder should be in their proper 
positions before connecting the welding machine to the power 
supply.

- Inserting wire in the rollers;
- Loading the wire reel;
- Cleaning the rollers, the gears and the area underneath them;
- Lubricating the gears.

2. INTRODUCTION AND GENERAL DESCRIPTION
This welding machine is a source of current for arc welding, made

2

2 mixes, using full or core electrode wires.

producer.

aluminium.

MAIN FEATURES

STANDARD ACCESSORIES

3. TECHNICAL DATA
DATA PLATE
The most important data regarding use and performance of
the

Description Specification 
Model WMEm MIG 180
Mains Voltage V 230±15%

Frequency Hz 50/60

Primary current Imax 32 A 

No-load voltage  V 54 

Rated working voltage  V 15.5-23 

MIG welding current  A 30 180 

Permissible loads 
Duty cycle 25%
Duty cycle 60%
Duty cycle 100%

180A / 23.0V 
116A / 19.8V

90A / 18.5V

Efficiency 85%

Power factor at maximum 
current

0.7 

Insulation class H 

Enclosure protection
IP

21S

Cooling type Fan cooled

Dimensions cm
L×W×H 50 x 22 x 38 

Weight kg 14.4

OPTIONAL ACCESSORIES



of arc welding machines.

3~ : 3-phase alternating voltage.
Protection rating of the covering.

- U1

- I1 max
- I1eff : effective current supplied.
Performance of the welding circuit:
- U0
- I2 2 : current and corresponding normalised voltage that the

- X

.

-  : shows the range of adjustment for the welding

power line.

the data plate of the welding machine itself.

OTHER TECHNICAL DATA

The welding machine weight is shown in table 1 (TAB. 1).

N.B. Polarity inversion for FLUX welding (no gas).

Fig. A 5. INSTALLATION

THE ELECTRIC CONNECTIONS MUST ONLY BE CARRIED OUT 
BY EXPERT OR QUALIFIED TECHNICIANS.

Return cable-clamp assembly
Fig. D

be tipped over or shift dangerously.

- To guarantee protection against indirect contact use the following

standard we recommend connecting the welding machine to the

machine.
If the welding machine is connected to an electrical grid, the

Plug and outlet

the maximum rated current output from the welding machine, and to 

with resulting serious risks to people (e.g. electric shock) and 

SUPPLY.
(TAB. 1)

2



Connecting to the gas bottle (if used)

2 mixture is used. 
Connect the gas input hose to the reducer and tighten the clamp.

product.

Connecting the welding current return cable

Torch

Polarity change Fig. B

- Close the door of the reel space.

Position the wire reel on the spindle, holding the end of the wire

seated in its hole (1a).

(2a-b)
(2c).

the wire into the wire-guide infeed, pushing it 50-100mm into the
(2d).

(3)
(4a).

of the wire to pass through the whole of the wire guide hose and

are not taken the wire could cause hazardous 
electric shock, 

(4b).

does not slide in the groove and when feed is halted the loops of

Close the reel compartment door.

SHORT ARC

mm.

SHIELDING GAS





. MAINTENANCE 

ROUTINE MAINTENANCE OPERATIONS CAN BE CARRIED OUT 
BY THE OPERATOR.

Torch

EXTRAORDINARY MAINTENANCE
EXTRAORDINARY MAINTENANCE MUST ONLY BE CARRIED 

THE ELECTRIC-MECHANICAL FIELD, AND IN FULL RESPECT 

If checks are made inside the welding machine while it is live, 
this may cause serious electric shock due to direct contact with 

on use and the dustiness of the environment, and remove the dust 

welding machine and screw the fastening screws right down.

is open.

not come into contact with moving parts or parts that can reach high 



. TROUBLESHOOTING

No. Fault Analysis Solutions

1 
Yellow 
Indicator is 
on

Voltage is too high Switch off power source; Check the main supply; 
Restart welder when power recovers to normal 
state.Voltage is too low 

Bad power 
ventilation lead to 
over-heat protection

Improve the ventilation condition.

Circumstance 
temperature is too 
high.

It will automatically recover when the temperature 
low down.

Using over the 
rated duty-cycle. 

It will automatically recover when the temperature 
low down.

2 Wire feeding 
motor don’t 
work

Potentiometer not in 
the proper status Change potentiometer

Nozzle is blocked 
up Change nozzle

Feed roller is 
loosen Firm the bolts

3 

Cooling Fan 
not working 
or turning 
very slowly

Switch broken Replace the switch

Fan broken Replace or repair the fan
Wire broken or 
falling off Check the connection

4 

Arc is not 
stable and 
splash is  
large

Too large contact 
tip makes the 
current unsteady

Change the proper contact tip or roller

Too thin power 
cable makes the 
power astaticism

Change the power cable

Too low input 
voltage Enhance the input voltage

Wire feeding 
resistance is too 
large

Clean or replace the liner and the torch cable had 
better in the line direction.

5 pilot no strike

Earth cable break Connect earth cable
Work piece has 
much greasy dirty 
or rusty stain

Clean greasy dirty or rusty stain

6 No shielded 
gas

Torch is not 
connected well Connect the torch again

Gas pipe is pressed 
or blocked up Check gas system

Gas system rubber 
pipe break Connect gas system and bind firmly

7 Others Please connect with our company
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- in Anwesenheit entflammbarer oder explosionsgefährlicher 
Stoffe;
MUSS ein ”verantwortlicher Fachmann” eine Abwägung der 
Umstände vornehmen. Diese Arbeiten dürfen nur in 
Anwesenheit weiterer Personen durchgeführt werden, die 
im Notfall eingreifen können.
Es MÜSSEN die technischen Schutzmittel verwendet 
werden, die in 7.10; A.8; A.10 der Norm „EN 60974-9: 
Lichtbogenschweißeinrichtungen. Teil 9: Errichten und 
Betreiben” genannt sind.

RESTRISIKEN

waagerechten Fläche aufzustellen, die das Gewicht tragen

Untergrund etc) besteht Kippgefahr.

(falls verwendet) immer so absichern, dass sie nicht
versehentlich Umfallen kann.

Es ist untersagt, den Griff als Mittel zum Aufhängen der

Die Schutzvorrichtungen und beweglichen Teile des 

Versorgungsnetz an Ort und Stelle angebracht sein.

AUSGESCHALTET UND VON DER STROMVERSORGUNG 

- Austausch Rollen oder Drahtführung;
- Einsetzen des Drahtes in die Rollen;
- Zuführen der Drahtspule;
- Reinigung der Rollen, der Zahnräder und der darunter

liegenden Bereiche
- Schmieren der Zahnräder

2. EINFÜHRUNG UND ALLGEMEINE BESCHREIBUNG

2 2

HAUPTMERKMALE

GRUNDZUBEHÖR

SONDERZUBEHÖR

 Spe  
Model WMEm MIG 180

V 230±15%

Hz 50/60

 Imax 32 A 

V 54 

 V 15.5-23 

MIG A 30 180 

 
25%

 60% 
100%

180A / 23.0V 
116A / 19.8V

90A / 18.5V

Effi 85%

0.7 

H 

IP 21S

cm
L×W×H 50 x 22 x 38 

kg 14.4

Bediener getragen werden (etwa an Riemen).

über Bodenhöhe tätig wird, es sei denn, er benutzt eine
Sicherheitsplattform.

sich die Leerlaufspannungen zwischen zwei verschiedenen
Elektrodenklemmen oder Brennern gefährlich aufsummieren
bis hin zum Doppelten des zulässigen Grenzwertes.
Ein Fachkoordinator hat eine Instrumentenmessung
vorzunehmen, um festzustellen, ob ein Risiko besteht und



3. TECHNISCHE DATEN TYPENSCHILD

Abb. A

- U1 

- I 1 max 
- I 1 eff 

8-
- U0

- I 2 2 

- X 

(TAB. 1).

ANSCHLUSS
VORRICHTUNGEN.

(ohne Schutzgas).

5. INSTALLATION

UND VORNAHME DER STROMANSCHLÜSSE MUSS DAS 

VERSORGUNGSNETZ GETRENNT SEIN.
DIE ELEKTROANSCHLÜSSE DÜRFEN AUSSCHLIESSLICH VON 

Zusammensetzen des Stromrückleitungskabels mit 
Masseklemme

Abb. D

einer ebenen Fläche auf, die stark genug ist, um das Gewicht 

gefährlichen Verrutschen vorgebeugt.

ANSCHLUSS AN DAS STROMVERSORGUNGSNETZ

werden.

Stecker und Steckdose

1 (TAB.1)

das vom Hersteller vorgesehene Sicherheitssystem (Klasse I) 
unwirksam, was schwere Folgerisiken für Personen (z. B. durch 
Stromschlag) und Sachwerte (z. B. Brandgefahren) nach sich 
zieht.

VERSORGUNGSNETZ GENOMMEN IST.
2



2

 (Abb. F)

Brenner

Umpolen Abb. B

EINLEGEN DER DRAHTSPULE (Abb. )

VERSORGUNGSNETZ GETRENNT IST.

(1a).

entfernen (2a-b).

(2c).

(2d).

(4a).

Elektrodendraht unter Strom und unterliegt mechanischen 
Kräften. Bei Nichtanwendung der entsprechenden 

Verletzungen und der unerwünschten Zündung von elektrischen 
Lichtbögen. 

montiert werden (4b).





AUSGESCHALTET UND VOM VERSORGUNGSNETZ GETRENNT 
IST.

Drahtzufuhr

Brenner

TÄTIGKEITEN DÜRFEN AUSSCHLIESSLICH VON FACHLEUTEN 
IM BEREICH DER ELEKTROMECHANIK UND NACH DER 

INNERES ZUZUGREIFEN, IST SICHERZUSTELLEN, DASS SIE 
ABGESCHALTET UND VOM VERSORGUNGSNETZ GETRENNT 
IST.

eines schweren Stromschlages bei direktem Kontakt mit 
spannungsführenden Teilen oder von Verletzungen beim 
direkten Kontakt mit Bewegungselementen.

1.

g

2.

 

g

Punktschweißanweisungen

1. Wählen Sie den Drahtdurchmesser, den Schweißstrom und die 
Drahtgeschwindigkeit entsprechend der 
Punktschweißmethode die Sie verwenden wollen.

2. Wählen Sie die Drahtgeschwindigkeit als ob Sie eine 
gleichmäßige Schweißnaht erzeugen wollen.

3. alten Sie die Düse senkrecht etwa 5 mm über dem Werckstück.
4. Lassen Sie den Abzug des Brenners los wenn die gewünschte 

Durchdringung erreicht worden ist.
5.

6.

sind.

gehalten werden. 
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INDUSTRIJSKO IN PROFESIONALNO UPORABO.

varilnega aparata in o nevarnostih, povezanih s procesom

varnostnih normativih in zakonih.

kablov.

- Ne varite na posodah pod pritiskom.

materiale (kot so les, papir, krpe itd.).

skladne s predpisom UNI EN 175.

s predpisom UNI EN 11611) in varilske rokavice (skladne

(EMF), lokaliziranih okoli varilnega tokokroga.

varilnega aparata.

varilnega tokokroga. 

in v zgradbah, neposredno povezanih v nizkonapetostno

DODATNI VARNOSTNI UKREPI 

- V tesnih prostorih;

za poseg v sili.

- NAPETOST MED NOSILCEM ELEKTROD IN ELEKTRODNIM

DRUGE NEVARNOSTI 



SE LAHKO IZVAJAJO SAMO, KO JE VARILNI APARAT

2 2

POGLAVITNE LASTNOSTI

SERIJSKA OPREMA

Model WMEm MIG 180
 V 230±15%

Fre Hz 50/60

 Imax 32 A 

V 54 

V 15.5-23 

MIG A 30 180 

 
 25% 
 60% 
100%

180A / 23.0V 
116A / 19.8V

90A / 18.5V

85%

0.7 

H 

 IP 21S

cm
× × 50 x 22 x 38 

kg 14.4

Slika A

- U1 

- I1 max 
- I1eff 

8- 
- U0 
- I2 2 

varjenju. 
- X 

-



9- 

10-  

11- 

4. OPIS VARILNEGA APARATA
KONTROLNI SISTEM, URAVNAVANJE IN POVEZAVA.

Varilni aparat (SLIKA B)

5. NAMESTITEV

OSEBJE.

Slika D

UMESTITEV VARILNEGA APARATA

pare, vlaga itd.

naprava.

(TAB 1)

napajalne napetosti.

POVEZAVE VARILNEGA TOKOKROGA

(TAB. 1)
2

2.

Sprememba polaritete
Slika B



pri varjenju.

(1a).
(2a-b).

(2c).

(2d).

- (4b).

vretena.

SHORT ARC (KRATKI OBLOK)

2 2

2 2





plin.

NAPRAVE IN DOSTOPATE DO NJENE NOTRANJOSTI, SE 



.

1 

; ;

.

. .

.

2 
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4 

.

5 

6 
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.  ISKANJE OKVAR





PROFESIONALNU UPOTREBU.

zakonima za zaštitu na radu.

prostorima ili na kiši.

kloriranim rastvornim sredstvima ili u blizini navedenih tvari.

krpe, itd.).

pregradama ili zaslonima.

individualna zaštitna oprema (Tab. 1).

50cm).

DODATNE MJERE OPREZA 

- U zatvorenim prostorima;

OSTALI RIZICI



blokirati plinsku bocu prikladnom opremom kako bi se

GLAVNE OSOBINE

SERIJSKA OPREMA

. A
1-

2-
3- 
4-
5- 

 Imax

 



6-
7-

U1 

I1 max 
I1eff 

8- 
U0 
I2 2 

X 

9-

10-  

11-

4. OPIS STROJA ZA VARENJE

STROJ ZA VARENJE (Fig. B)

5. POSTAVLJANJE STROJA

ISKUSNO ILI KVALIFICIRANO OSOBLJE.

. D

(TAB.1)

SPAJANJA KRUGA VARENJA

IZ STRUJE.
(TAB. 1)



Plamenik

. B

IZ STRUJE.

(1a)

(2a-b)

(2c)

(2d)

(3)
(4a)

(4b)

SHORT ARC (KRATKI LUK)





.  SERVISIRANJE

SERVISIRANJA, POTREBNO JE PROVJERITI DA JE STROJ ZA 

REDOVNO SERVISIRANJE

OPERATER.

Plamenik

IZVANREDNO SERVISIRANJE



No. Fault Analysis Solutions

1 

2 

3 

4 

5 

6 

7 

.  POTRAGA ZA KVAROVIMA
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WMEm MIG 180

 V 230±15%

50/60

 Imax 32 A 

V 54

 V 15.5-23 

A 30 180 

 
180A / 23.0V 
116A / 19.8V

90A / 18.5V

85%

 
0.7 

H 

IP
21S

Fan cooled

cm
L×W×H 50 x 22 x 38 

kg 14.4
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галванизирани  
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- U1

- I1 max
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- U0
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X
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Fig. A 5.
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не користете метални парчиња кои не 
се  

 

(2a-b)
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 валчето

3  
оштетен

 вентилаторот

4 

Промени со соодветни дизни

кабел
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D EU Konformitäts Erklärung
EN EU declaration of Conformity
FR Déclaration EU de Conformité
IT Dichiarazione EU di Conformità
NL EU verklaring van overeenstemming
SE EU försäkran om överensstämmelse

SI EU izjava o skladnosti
HR EU izjava o sukladnosti
SRB EU izjava o usaglašenosti
MK EU 
RO EU Declaratie de Conformitate
BG EU

HU EU megfelelöségis nyilatkozat
CZ EU
SK EU Vyhlásenie o zhode
PL
TR EU Uygunluk Beyani
ES EU Declaración de Conformidad

Rheinland Elektro maschinen Group d.o.o.
PC Komenda, Pod lipami 10
SI – 1218 Komenda – EU

D erklärt folgende Konformität gemäß EU-Direktiven und Normen für Artikel EN declares the following conformity according to EU directives and 
norms for the product FR déclare la conformité suivante selon la directive EU et les normes concernant l’article IT dichiara la seguente conformità 
secondo la direttiva EU e le norme per l’articolo NL verklaart de volgende overeenstemming conform EU richtlijn en normen voor het product SE
förklarar följande överensstämmelse enl. EU-direktiv och standarder för artikeln SI potrjuje skladnost z EU direktivami in standardi za izdelek HR

SRB
artikal MK - RO

BG HU a
cikkekhez az EU-irányvonal és Normák szeri CZ
norem pro výrobek SK PL

TR
ES declara la siguiente conformidad a tenor de la directiva y normas de la EU para el artículo

Inverter-Schweißgerät- Welding Inverter - Soudage Inverter - Inverter per saldatura - Lassen Inverter - Svetsning Inverter - Varilni inverter
Inverter za zavarivanje - - - Invertor de sudura - 

Hegesztés Inverter - - Zvárací invertor - Prostownik spawalniczy - Kaynak Inverter

Typ - Type - Type - Modelo - Type - Typ - Tip - Tip - Tip - - Type - - Típus - Typ - Typ - Typ – Tip - Tipo: 

WMEm MIG 180
(2014/35/EU) (2014/30/EU) 

(EN 60974-10) (EN 60974-1) 

CE-Kennzeichnung wurde angebracht - CE marking was affixed - Le marquage CE a été apposé - Marcatura CE è stata apposta - de CE-markering 
is aangebracht - CE-märkningen anbringats - CE oznaka je pritrjena - CE oznaka je stavljena - CE oznaka je postavljena - - 

Marcajul CE a fost aplicat - - CE-jelölést elhelyezték - CE- - CE-
pripevnené - Przyznano oznakowanie CE - Marcado CE se colocará: 

16

Bevollmächtigter, die technische Dokumentation zu erstellen - Authorized to compile the technical documentation - Représentant autorisé et en 
charge des éditions de documentation technqiues - Rappresentante autorizzato e competente per la compilazione della documentazione tecnica - 

Gemachtigde van de fabrikant en in staat om de technische documentatie samen te stellen - Auktoriserad representant och ska kunna 
sammanställa teknisk dokumentationen – tacijo - Ovlašteni predstavnik i osoba za 

– - 
 - Reprezentant autorizat i abilitat s  - 

 - és képes összeállítani a – 
Zplnomocn kumentace - - 

dokumentacji technicznej - Teknik dosyay
temsilci - Volitatud esindaja, kes on pädev täitma tehnilist dokumentatsiooni

Darko Adžijev Rheinland Elektro Maschinen SEE Londonska 9a, 1000 Skopje Macedonia

Hersteller – manufacturer – fabricant – fabbricante – producent – tillverkare – proizvajalec –  – –  – 
 –  – gyártó – výrobce – výrobca – producent – Üreticiler – fabricante: 

Rheinland Elektro Maschinen Group d.o.o.
PC Komenda, Pod lipami 10
SI – 1218 Komenda - EU
exp@rem-maschinen.com

Boštjan Prebil

Komenda, 25.05.2016

Subjekt to change without notice 

Geschäftsführer - Deputy director - Conseiller 
délégué - Consigliere delegato - Gemachtigd 

lid van de Raad van Bestuur - Juridiskt 
ombud - Zastopnik - Zastupnik - Zastupnik - 

-Consilier delegat - 
- A vállalat tanácsosa - 

poradce - Poverený Poradca – –



�
�
�
�
�
��
�	



�
��

�

�
�
��
�
�
	


�
��

��


�
�
�
�
��

�

�
�
�
�
		

�

�
�
�
��

�
��

�
���

�
��
�
��

���
��

��
��
��
 !

"�
#$�
�

�

�
��
#�
��

��
�
��
��

�
"�

��


#�
 #
!"

��%
�$
��
#�
�&
� 

��
'�
#!
"�

��
�(

��
��
��

&�
�)
�&
�*

+"
���

# 
��
���

�
�
��
#�
��
�
%�
%�

�#�
�&
��

+,
��
��
�

�
� 

��
'&

�-
��

&�
��

 �
�
�%
%�
� 

��
� 

��
%�

��
"%

$��
��
.
("

�(
���

 �
��

 �
�
��

��
�)
�%
-�

��#
��
%�
��
��
�+

���
��
$/
��

�
#�
��

 �
��

 �
0%

"�
)��

#��
�
�$
%�

&�
1(

�
��

%�
��

��
� 

��
#�
2%

�$
� 

��
� 

��
��#
2�

� 
� 
�#
��
� 

��
� 

��
��

2+
�$
��
 3
�

�
#�
��

��
�#2
%�
��
� 

��
%�
%�

�#�
 !

"�
#�
 �
*
#��

��
#!
"�
�%
� 

&�
 �
��
��3
�

�

��

���
�

��
�

��

�
�

�
�

�
#�
 �

��
%�
%�

�#�
�&
#��
�$
/�
� 
+�

��#
!"

��
%�

$��
��
��

��
��

%�
��
#%
���

��
��
%-

�#2
%�
#(
� 

$�
"�
��
3�

�
�

�
% 

��
��
+�
�*

#��
��%

��
��(

 �
$�
�2

�#(
�#
��
��

)�*
��

��
 #
��
� 

�#�
 �
��
2�
#(
� 

&�
�
+,

��
��

�$/
�� 

�#
��

��


��
 �
��
��
�&

 '
*
�!

2�
&�

-�
%�

!"
��

3�
�
�

�
% 

��
��
+�
)�*

��
!"

� 
�$/

��

(-

-4
�-
'*

3�

%�

 -
��

%�
$�-

� 
�#�

�
��#
 �
)��

%�
$��

#!
"�
�$/

��
&�

*
��
-�
#!
"�

�5
-�

��
$�#
!"

��
��

�-
�%
�!

"�
-�

��
�'
��*

��
��

�3
�

�
�

0�
&�
#!
"�

��
!"

+�
��

��
��

��
�$
�2

��
�-
�#
�
��

(�
�
%�
&�

-�
%�

!"
)��

#�
�#�

��
��
��

%�
%�

�#�
'�

#��
%�

$��
��
��

)�
*
��
��

��
#�
��

�"
%�
-�
�%

!"
��
��

�6�
*
�#
� 
�&
/�
�#&

��
�&
� 

��
'�
#!
"�

��


� 

�#�
�
��

&�
�

�-
�"

(-
��

3�
�
�

7
�(
��

2�
�)
��
#�
�#�

��
%!

"�
��

��
6�
*
�#
� 
�&
/�
�#&

��
�&
� 

��
'�
#!
"�

��


� 

�#�
�
��

&�
��
�#
!"

���
��

%�
#�
���
*
��
��

�)
�

��
 �

�'
��

�*
#��
�
#��
��

��
��
(�

��
��
� 
�%
���

��
#"
��

��
��

��
1(

���
��
�
%�

$�
��
#,
�'
��
/!

23
�

�
�

.
��

��
�#
��
�
��

%�
%�
��
�#�

��
��
��

%�
%�

�#�
'�

#��
�+
�&

��
�%
� 
�8
��
%&

��
%�

��
�)�
1�

��+
�&

��
��
*
#��
#"
��

��
�#
� 

��
$/
��

�#
��
�
%�

��
��
��
��
��

%�
%�
��
3�

�
�

�
#�
��

%�
%�

�#�
$�#
 �
�-
�&

#�
��
�%
�
��
%&

��
� 

��
%�

$�
 )
�*
% 

� 
#�
��

#��
&/

��#
&�

�
��

%�
%�

�#�
 !

"�
#�
��
��

�
�
�#&

#�
%�
2%

�$
-�

��
&�
-�

 �
+�
#&
��

3�
�
�

.
#��
/-

��
��

"�
��

�2
�#
��

�9
��
%�

�*
(�
��
�&

�$/
���

!"
+�

��
�:7

�(
$#�
1�

���
 �
)��

%�
��
#�
���

��
!"

+�
��

;)�
�#
��
-�

#�
�
�-

�%
�!

"�
(�

��
��

# 
 -

�%
�!

"�
��

 �
�
��
+�
� 

�%
�$
���

��
�3
�

�
�

�
��
+�
�)
��
#�
�'
��
��
��

%�
%�
��
�&
�-

�%
!"

��*
��
��

�)
��

/ 
 �

��
 %

�-
��
� 
�#
�)
�%
� 

(�
 �
��

�1
��
��
!"

��
��
*
#��

#"
��

��
�#
��
�
�#
�#
&�

�&
 2
( 

��
�3
�

�
�

�
���

��
� 
%�
'�
�#
��
�*

��
��

��
��
%!

"�
��

��
6�
*
�#
� 
�&
/�
�#&

��
�&
� 

��
'�
#!
"�

��


� 

�#�
�
��

&�
��
%�

&�
-(

��
�3
�

�
�

��
 (

$�
��
� 
#!
"�
�#
��
�(
2%

��
��
9(

� 
!"

�#$
��
��
1(

��
��

��
(-

��
�&
��

%�
��
��

��
��
��
 !

"�
#�
��

)�*
��
��

��
�#
��

�(
2%

��
��
9
(�
 !

"�
#$�
��

�-
�$
(�
&�
3�

�
�

��

���
��

��
��

��
��

��
� �
#�
� �

%�
%�

�#�
�# 

���
�&

/�
�#&

��
� �
�

.
��

��
�%

 �
�
��
+�
��
#!
"�
�-
� 

�#�
�
��

& 
<�(

��
��#
� 

���
2�
#(
� 

&�
�
+,

�&
�-

�%
�!

"�
�*
#��

�
�
�

.
��

��
�%

 �
�
��
+�
�$/

��&
�*

��
-�
#!
"�

�5
-�

��
$�#
!"

��
��

�-
�%
�!

"�
-�

��
�'
��*

#��
�

�
�

.
��

��
�!

"+
��

��
-�

#�
��
�%
� 

�(
���
��

 �
7�
(�

�2
��
 �
%�

$��
��
��

�
�
�


�
#�=

-�
��%

 �
��

&�
��

�
�

.
��

��
��

-�
$�
&�
��
7
��
 (

��
��
�%

 �
�
��
+�
�-
��

��
'�

��
�
�



�#
��

�!
"%

�#
 !

"�
��
(�

��
��
"4

 #
 !

"�
��
�!

"+
��

��
�
�

��
$&
��
��

�$%
"�
�+
  

#&
��
�(
��

���
� 

%!
"&

��
+,

��
��
�-
�#
��

�
�

.
��

��
��

���
%�
%�

�#�
 !

"�
#�
��
#!
"�
�-
� 

�+
�#&

��#
 �
��
��

5(
��

��2
�#
��
�
�#&

#�
%�
2%

�$
-�

��
&�
-�

#&
��
�&

��*
#��

��
�
�

�/
��9

��
 !

"�
�#
,�
�#
��
�

��
��

�
�
�
��

�
�
�
�

�

��

��
��


�
��

�

�
�
��
�
	�

���

�
�
�
�
	�
��

�
�
��

��
��
7
�
�
�


�
�
�
���

�
�%
�
��
%�

��
 #
&�

%�
��
��
($
��"

��
 �

���
���

�
%!

"#
��

� 
��
#%
���

��
-�

���
�

�
�&

%�
��
� 

 �
($
� 
�%
��
�(
�4
��
�>

�#
��
�
��

� 
)��

"�
#�
�%
��

��
��
2�
�(
��

% 
!"

#�
��

��
�
�
�
7
��
�(

1#
��

 �
*
%�
�%
��
4�
#�
�

%!
!(

��
%�

!�
�*

#�"
��"

��
��
&#
 �
%�
#(
��
($
��"

��
!�

 �
(�

��
? 
�(
*
��
!(

��
��4

�(
$��
� 

#�
��

!�
�-
��
�#�

�%
���
!%

 �
 �
$(
��
%�

�
#�
#�

��
�(
$�

�4
�%

�)�
!(

�
�
��

!#
�&

�$�
(�

��"
��
��

��
� 

��
��
�(
��

!�
��
��
!"

% 
��
�%

��
3�

�
��

�#!
%�
� 

�(
$��
"�

�*
%�
�%
��
4�
!�

��#
$#!

%�
� 

�!
%�

�(
��-

��
# 
 �

��
@�

�
�


�
��
��
��
��
��

��
���

�
�

.
%�
�%
��
4�
*
#��
�-
��
��
!(

&�
#'
��

�$(
��$
%#
��
��
 �
#�
��

%�
��
#%
��%

��
�$%

#��
��
 �
#�
��
�(
��

!�
#(
�3
�

�
�

�"
��
�
%!

"#
��

�*
#��
�(
��

�%
��
��
�(
��

��4
�(
��
4�
#�
�!
% 

��
($
��
 �

�%
!!

(�
�#
�&

��(
��"

��
#�
 �
��
!�
#(
� 

��
%�

�%
�3�

�
�

�
%!

"#
��

 �
#�
��
��

��
�$(

���
(�

� 
�#!

�:"
(-

-4
;��

 �
)� 

"(
��
��
�(

��-
��
� 

��
�$(

���
�(
$�
  

#(
�%

��(
��

�%
�#(

� 
3�

�
�

.
%�
�%
��
4�
��
�%

�%
�#(

� 
�(
$��

%�
%&

� 
�%
��

��
�$
�!

� 
)�!

%�
 �

��
-4

� 
�%
��

%�
��
� 

��
($
��"

��
�
%!

"#
��

��
��
#�
&�

�"
��
*
%�
�%
��
4�
��

�#(
�)
�*

#��
�-
��
��
(!

� 
 �

��
#�
�%
!!

(�
�%

�!
��
*
#�"

��"
��
%�

��
#!
%-

��
���

&%
���
�&

��
%�
#(
� 

3�
�
�

��
�!
% 

��
�"
��
�
%!

"#
��

�*
#��
��
(�
�-
��
��
�%

#��
��
#�
�%
!!

(�
�%

�!
��
*
#�"

��"
��
%�

��
#!
%-

��
���

&%
���
�&

��
%�
#(
� 

)��
"�

�
�
%!

"#
��

�*
#��
�-
��
��
��
%!

��
�*

#�"
�%
��
�*

�(
��

�(
���
"�

��
# 
��#
-�

�(
��*

#��
���

$�
��

��"
��
��

�!
"%

 #
�&

�!
( 

� 
3�

�
�

��
�!
% 

��
�"
%�
��"

��
��
�%

�%
�#(

��
��

�#�
&�
�"
��
*
%�
�%
��
4�
��

�#(
��
*
#��
��%

2�
��

(�
��
�"
%�

�%
��
%4

)��
"�

�*
%�
�%
��
4�

��
�#(

��
*
#��
�-
��
��
(�
(�

&�
��
$(
���
"�

��#
�
��
($
��"

��
��

�%
�#(

��
($
���

�%
�%
�#(

�3
�

�
�

�"
��
*
%�
�%
��
4�
��

�#(
��
-�

&#
� 

�*
#�"

��"
��
�%

4�
($
��
��
!"

% 
��
%�

��
�
� 

��-
��
��
(1

��
�*

#�"
��"

��
*
%�
�%
��
4�

!�
��#
$#!

%�
��
%�

��
(�
#&
#�
%�
�#�

1(
#!
�3
�

�
�

�"
��
�#
 �
�#-

��
(�
�# 

��
(�
���

 �
(�

 #
-�
��
$(
��%

�4
��
%�

%&
��
:�(

  
�(
$��

�(
$#�
)��

%�
%&

��
�#�
��

 ;
)�!

%�
 �

��
-4

�
� 

��
(�
�#�

%-
#�#
�4
�(
$��

 #
�&

��"
��
�
%!

"#
��

3�
�
�

�"
��
�
%!

"#
��

)�-
�(
�&

"�
��(

� 
��
1#
!�

��
� 

��-
��
!�
�%

�3
��$
��
(�
� 
()
��"

��
!�
�%

�#
�&

�!
( 

� 
�*

#��
�-
��
!"

%�
&�

��
�(
�

�"
��
!�

 �
(�

��
3�

�
�

�"
��
�#
 �
�#-

��
(�
�*

#��
��
�(
1#
��

� 
�%

��
��
%�
� 
�$(

���
"�

��
%!

"#
��

 �
$(
���
��
%!

!(
��
%�

!�
�*

#�"
��"

��
%�

��
#!
%-

��
�

��
&%

���
�&

��
%�
#(
� 

3�
�
�

��
�!
% 

��
�(
!%

���
�&

��
%�
#(
� 

�%
��
��
#$$
��
��

��$
�(
�
��"

��
(�

� 
��

��
�#(

��
��
%-

(1
�)
��"

��
�(
!%

���
�&

��
%�
#(
� 

�-
��

$(
��(

*
��

3�

�
�


�
��
��
 !

��
���
!�

��
�

.
%�
�%
��
4�
 "

%�
���

(�
�-
��
��
!(

&�
#'
��

�#�
��"

��
$(
��(

*
#�
&�
!%

 �
 �
��

� �
�

#�
�!
% 

��
�"
��
%�

��
#%
�!

��
# 
�(
��

�%
��
��
!(

��
�%
�4
��(

�#�
 �
��

��
( 

��
(�
�#�

 �
��
!�
#(
� 

�$(
���

 �
�

�
�

#�
�!
% 

��
�"
��
%�

��
#%
�!

��
# 
��
 �

��
#�
��
�(
$�
  

#(
�%

��%
��

�#!
%�
#(
� 

)�$
(�
�*

"#
!"

��
(�
�#�

��
��

��
�

�
�

#�
�!
% 

��
�"
��
�%

�
%&

��
*
% 

�!
%�

 �
��
��

�#�
&�
��%

� 
�(

��%
�#(

��
%$
��
���
"�

��
��
#1
��
4�

�
�

#�
�!
% 

��
�"
��
%�

��
#%
�!

��
*
% 

�(
1�

��(
%�

��
�

�
�

#�
�!
% 

��
($
�#�

��
�$�

��
�!

��
($
�%
��
��

%�
�"
(�
#'
��

��
��
 (

��
�
�

#�
�!
% 

��
($
��

�!
"%

�#
!%

��(
���

%�
��
%�
�$%

#��
��
 �

�
�

#�
�!
% 

��
($
��
��

�(
$�
  

#(
�%

��(
���

�&
�#&

��
��(

��
�%
�#�

&�
*
#�"

��"
��
%�

��
#%
�!

��
�
�

#�
�!
% 

��
�"
��
��
# 
��
(�
*
%�
�%
��
4�
!�

��#
$#!

%�
��
%�

��
(�
#&
#�
%�
�#�

1(
#!
��

�
�

$(
��!

(�
�(

��
��
 )
� 
�-

6�
!�
�(
$�!

(�
�#�

�(
� 

�*
%�
�3
�



Č

Ž
DI

LE
X 

d.
o.

o.
, P

C 
Ko

m
en

da
, P

od
 li

pa
m

i 1
0,

 1
21

8 
Ko

m
en

da
TE

L:
 0

8-
20

0-
09

-2
0 



��
��

�
�
�
�
�	


�
�
�

�
�
��

��
��
��

	

��


	
���
���
���
���
���
���
��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
� �


�
��

���
���
���
���
���
���
���
���
���
���
���
���
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
�

� �
��


�
�


��
�


���
��
��

��
�	


	
���
��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
� �
�	

��
��
��
��


�
��

��
���
���
���
���
���

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

� �
��

�	
�

��

	

�

��
��

��
�


��
��

�

	�
���
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

��
��

�
� ��

��
�	

��
��
��




��
�

��
��
��

��
�

�

�


�
��
��

��
��

��
	�




	�
�


�	
��

��
��

�

 �

��
�!
�

�
��

��
��

��
��
��
��

��
�

�
�
�

��
��

�"

�

�	
��
#�

��

�
�


��
��
�


$�
	�

��
%��


�

�

��
�

��

��
��

&
�


��

�
��

	�
�


��
�


	�

�


�
��




 �


�
�	

��
�


��
��

&
�


'�
�
�

(
��

��
	


	�
�


��
��


	
��

�

��

��
��


%
��

�


�
��

��

�
��


	
��

��
��

	�
��

�
�


��
��

�

�	

��

�
��


�

�

��

	


�
��

�	
�	

�

�

�

��
�


��
	�

��
��

��
�'
�

�
�

(
��

��
	�
�


���
��
��

��

�

��
� �

�)

�


�

�


�
�


��
&
��

��
�


	�
��

�%
��
��
��

��
��
��
��

��
�


	�
��

��
��
 �

��
�


$�
�



�
��

�

�

"�
�


'�
�
�

*
��
��

&
��
��

��
+
��
�


���
��

�	
�



	
��

�

%�#
��
��

��

�

�

�

�

��
 �

�

	�

	�
��

��
�+

��
��

��
�$

��
	


	�
%��




���

��
	�

��
��

��
�


�
�


��
��

��
��
��


	
��
�


��
��

��
	


	%
��
��
�


"�
��
,-

��
��

��

�

��
��


	
��
��
��


�
�


	�
��

��
��

��
	


	�
�


��
��

�

�


	'
�

�
�

(
��

��
	


	�
�


���
��

��
��

��

�

��
�


��
��

��
� �

�,
-�
��

��
%�#

��
�


��

�
 �

��
�


��
��

�
�


��

�


�
#�

��

�
�


��
��


�
��

	

��

�
	�


&

"


	
��
 �

��
��

��
�+

��
��

�

�	




	'
�

�
�

��
��

�	
�



	
��

�

��

�

��
��

��
��
	�

��
�

��
��

�

	�
��

��
�


��
�
��

	�
%��


�
��

��
��
�


��

�
	


��
�


���
�


�

�
��

�+
��
��

�
��

��
	�




	�
�


�	
�

�

�


�

��

��
��
��

�	
��

.$
��

	�
��

'�
�
�

*
��

�

�

��

��
��

� �
��
��

	�
��

	

�&

	�
	


�/�
��

�+
��
��

��

�


�
��

.�
�


$

	%
�

&
	�

	�
��

+
�0
%��




��
�



 
��

��
��

�	
�

��

��

	

��
��

��
+
��

�


�

�

��
��


 
�


�
�


�	
��
��

��
�


	�
��

��
�+

��
��

��
��

��
	


	'
�

�
�

(
��

��
	


	�
�


���
��

��
��


	
��

�
�


�

��
��
��

��

�

��

�

��
��

��

�

��
�


�	
'�1


�
��

�

	


��

�
��

��
��

��
�	

��
��

	�
	�


&

"


�
�


	�
��

�

� �

��
��


�

�
�


�	
�+

�'
�

�
�

2
��

 �
��

��
��

��
��

 �
��

�

��
��


�

�
�


�

��

��
3�
�


�

�


'�
�
�

1

�
��

��
��
��
��
��

��

�

��
�


	�
��
��

��
�	


�

�
�



�
��

�

�

��

�


�
��

�

��
��


�
��

�	

%
�#
��
�


��
	�
��

��
��


�
�


��
��


	
��

��
��

��
	


�

'�

�
��

��
��

��
��
��
��

��
�

��
��

��
��
��
��
��

��
��
��

��
��

��
��
��
��
� 
��

��
��
��

!�
��
�

� �
�

�

�


�
��

��
��

��
	


	�
��

��
�


	�
��

��
��
�


��
��


	

�

�

�	

�

��
��

�

��

	�
��
��

��
��

�


�
��

�	
�	

�

� �

��
�


	�
��

�'
�

�
�

1

�
��

��
��
��

�

��
��

��
�	


	
��
��
��


	
��

��
��

��
 �

��
�


$�
�



�
��

��
��
��

��
�%
��
�	

�
� �

�	
��

��
��
��
��

��
�


��
�'
�

�
�

(
�


��
�$

��
	


	�
��

�	
��

��
��
�


�	
��

��
�


�	
%��


�

�

�

��

��
'�

�
�

(
�


��
�$

��
	


	�
��

�	
��

��
�

��
��

�

�	


�
��

��

�

	�
��

��
��

��
	


	'
�

�
�

(
�


��

�
��

��
�	


	
��
��

��
��


�
��


�
��

��

�
�


"�
'�

�
�

(
�


��
�$

��
	


	�
��
��

	�
��

��
�

��
��

)�
�


��
��

�


�
$


 

��

��
�


��
��

�'
�

�
�

(
�


��
��

��
��


	
��
��

��
��

��
��

	�
��

�

�

�


��
��


�
��

�

��

�
��

��
�	


	
'�

�
�

(
�


��
��
��
��


�

�

��
��
��

��
	�

��
�


�	
�

�


�$

�

��
��

��
��

�	
��

.$
��

	�
��

'�
�
�

4�
��
��


�

�
�



�
��

�

 �


�
��


�
��

��

�

	

��
�


��
��

+
�'
�





 

Ul. Matije-Petra Katančića 30
10430 Samobor  

 
 

8 Indjikovo 24
4  

 
 



567'� 7 

%)�7(���#�%�




