
Weldy AG
Galileo-Strasse 10
CH-6056 Kaegiswil
Switzerland

miniwelder geo2
miniwelder tex2
Automatic Welder

Operating Manual

GB CN



2

Please read operating instructions carefully before use 

and keep for further reference.

Operating instructions (Original operating instructions)

WELDY miniwelder

Automatic Welder

GB

DANGER! 

Danger when opening up the tool, as components and connections are ex-

posed. Therefore, before opening it, unplug the tool to ensure disconnection 

from the mains. 

Danger of fire and explosion! Incorrect use of the automatic welder (e.g. 

overheating of the material) can present a fire and explosion hazard, especially near 

combustible materials and explosive gases.

Danger – can cause burns! Do not touch bare metal parts and emerging 

material while hot. Allow the device to cool down.

Warning

The tool must be operated under supervision. Heat can ignite flammable 

materials which are not in view. The machine may only be used by qualified 

specialists or under their supervision. Children are not authorized to use 

this machine. 

For personal protection on building sites we strongly recommend the tool be 

connected to a RCCB (Residual Current Circuit Breaker).

Protect tool from damp and wet.

FI

Caution

The voltage rating stated on the tool must correspond to the mains voltage.

In case of a power loss, the potentiometer drive speed (12) and potentiometer 

heating (15) had to be set to 0.

230

400

Only connect the tool to a receptacle with protective earth conductor. Any dis-

connection of the protective earth conductor, in or outside the tool is dangerous!

Use line/mains extension cables with protective earth /ground conductor 

and adequate cross sectional area only!

While working on the open system avoid wearing garments such as shawls, 

scarves and ties. Long hair must be tied or protected by headgear.

Moving parts may not be touched. The danger exists of inadvertently becoming 
caught and being pulled in.
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Application miniwelder geo2

Application miniwelder tex2

Note: For welding materials made of PVC a special machine 
with a steel wedge must be used.

Intended use:
The miniwelder geo2 is designed for overlap welding of thinner 
geo membranes made from: LDPE, HDPE, PP, PVC, EVA.
Any use other than or beyond that described above is deemed 
non-intended.

Areas of use:
Civil engineering, landfills, expressways, water-proofing 
works, reservoirs, artificial lake and pond construction, 
production of covers, fish farms, agriculture, biogas reta-
ining  bags, etc.

Options: 
Steel pressure rollers with test channel, wedge type GEO, hold-
down rollers, outdoor travel rollers, pressure spring brown.

Note: For welding materials made of PVC a special machine 
with a steel wedge must be used.

Intended use:
The miniwelder tex2 is designed for overlap welding of materi-
als made from; textiles and coated textiles and thinner syn-
thetics from 100 microns up made from PE, PP, PVC, EVA.
Any use other than or beyond that described above is deemed 
non-intended.

Areas of use:  
Production of sealing barriers and covers in agriculture, ponds, 
greenhouses, tarpaulins, architecture.

Options:  
Silicon rollers without test channel, wedge type TEX, hold 
down bar, indoor travel rollers, pressure spring yellow.

Technical data

Voltage V~ 230

Power consumption W 800

Frequency Hz 50/60

Wedge temperature max. °C 480

Emission level  LpA (dB) 60

Weight kg 3.5 (tex2), 3.9 (geo2)

Speed m/min 0.2–8.0

Material thickness mm 0.1–1.5 (depending upon material type)

max. 1.0 HDPE

Max. overlap mm 100

Mark of conformity

Protection class I 1

Technical data and specifications are subjected to change without prior notice.

12/12/12 mm

30 mm
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Device description

1. Power cord

2. Housing

3. Control box

4. Carry/guide handle 

5. Pressure spring 

6. Tension lever

7. Travel rollers

8. Pressure rollers
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User Interface 
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12. Potentiometer drive speed 

13. Status LED drive 

14. Drive On/Off button

15. Potentiometer heating

16. Status LED

17. Heating On/Off button

9. Wedge

10. Hold down rollers

11. Drive motor
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Adjustments

Fine adjustment Pressure

Turn adjusting screw (23) anticlockwise to reduce the 

pressure down to 30 % of the maximum welding pressure. 

For thinner or softer materials reduce the pressure.

Pressure roller alignment (Drive rollers)

Loosen screw (19). By turning screws (18) you can adjust 

the angle of the upper pressure roller. This adjusts the posi-

tion to the lower pressure roller. Carry out a test weld to 

check the position is correct. The weld pressure should be 

the same from the left side to the right side. Attention in the 

relaxed position the rollers are not parallel. Adjustment is 

necessary for HDPE > 0.5 mm. Tighten screw (19) to lock 

the position.

Wedge position adjustment

Loosen screws (24). Place 2 pieces of the material to be 

welded between the pressure rollers and close the tension 

lever (6). Move the wedge with light pressure between the 

material towards the pressure rollers. Wedge should be at 

right angle to pressure rollers. Tighten screw (24).

Hold down rollers (only for geo2)

Loosen screw (21), place 2 pieces of the material to be 

welded between the pressure rollers and upper and lower 

hold down rollers. Close the tension lever (6).  By turning 

screw (20) position the upper hold down roller (21) so 

that there is light pressure on the wedge from the upper 

and lower hold down rollers (25). 

Attention: For optimal welding results the material should 

have maximum contact to the upper and lower side of the 

wedge during the welding process.

Replacing pressure rollers (8)

Depending on welding material choose the right pressu-

re rollers (8) steel or silicone (both in combination also 

possible). Unscrew locking screw-pin (26). Replace upper 

and/or lower pressure rollers (8) and reinsert locking 

screw-pin (26).

Attention: 

Square-end of flexible wire (27) must be inserted carefully.

1820
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Before adjusting components, pull plug from power supply.



6

• The power voltage must correspond with the value given on the nameplate. Extension cords must have a 

conductor cross section of minimum 3 x 1.5 mm2 with capacity not less than 10A. Confirm that external lines 

have been well connected, check that the power switch is in the OFF position. Turn all temperature and speed 

controls to the 0 position, open tension lever (6) to disengage pressure roller, then insert the plug.

• Turn on the power and select temperature and speed, take 2 narrow pieces of material for welding trials. 

Temperature selection can be different for the same material at different ambient temperature and material 

thickness. To determine the best welding result, adjust the speed to approximately 2 m/min, and then make 

different trial welds while slowly adjusting the temperature from low to high. (approximately 300 – 380 °C).

• Evaluate welding parameters by carrying out tensile testing.

• After temperature and speed have been determined, insert material to be welded between the two pressure 

rollers, and engage the tension lever to start the welding process

• Check the welded seam (welded bead/weld path). If required, correct the speed with potentiometer drive (12).

• When welding is completed, disengage tension lever to prevent damage to the pressure rollers. Pressure rollers 

should never run against each other without material between them.

• Push On/Off-button for heating and drive.

• Allow device to cool-down.

• Disconnect the mains voltage plug.

    Perform a test welding according to the welding instructions of the material manufacturer and the 

national standards or guidelines. Check the test welding.

Putting into operation

Switching off

Test weld

Error messages

Error Cause Solving

Drive no function Motor blocked (>3 sec) After 5 sec. automatic motor restart

Motor overheated (> 85 °C) Cool down motor for 20 min then start again

Flexible drive shaft defect Change flexible drive shaft

No or not enough heating 

power
Heating cartridge defect Change heating cartridge

Temperature-probe defect Change temperature probe

Under voltage Use Extension cable with bigger load capacity.

Contact Weldy service center
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Transport and storage

Maintenance, service and repairs

• The complete machine should be cleaned, greased and placed in a dry place if it is not used.

• For PVC welding, the adhesions on hot wedge should be cleaned off after each weld.

• Attention: for welding of material such as PVC that produces corrosive gas we recommend to use a 

stainless steel hot wedge (optional accessory) 

• Repairs should only be carried out by Weldy partners. Restricted to use with original Weldy accessories 

and spare parts.

Warranty

• For this tool, the guarantee or warranty rights granted by the relevant distributor/seller shall apply. In case of 

guarantee or warranty claims any manufacturing or workmanship defects will either be repaired or replaced 

by the distributor at its discretion. Warranty or guarantee rights have to be verified by an invoice or a delivery 

document. Hot wedge shall be excluded from warranty or guarantee.

• Additional guarantee or warranty claims shall be excluded, subject to mandatory provisions of law.

• Warranty or guarantee shall not apply to defects caused by normal wear and tear, overload or improper handling. 

• Warranty or guarantee claims will be rejected for tools that have been altered or changed by the purchaser.

Weldy AG, Galileo-Strasse 10, CH-6056 Kaegiswil/Switzerland confirms that this product, in the version as 

brought into circulation through us, fulfils the requirements of the following EC directives

Directives: 2006/42

 2004/108 (until 19.04.2016), 2014/30 (starting 20.04.2016)

 2006/95 (until 19.04.2016), 2014/35 (starting 20.04.2016)

 2011/65   

Harmonised standards: EN 12100, EN 55014-1, EN 55014-2, EN 6100-6-2, EN 61000-3-2,  

 EN 61000-3-3, EN 62233, EN 60335-1, EN 60335-2-45, EN 50581

Kaegiswil, 03.02.2016

 Bruno von Wyl, CTO Andreas Kathriner, GM

Electrical equipment, accessories and packaging should be recycled in an environmentally friendly 

way. For EU countries only: Do not dispose of electrical equipment with household refuse!

To protect the device from damage, dirt, dust and moisture, always store and transport unit in the original box.

Conformity

Disposal

The welding wedge (5) must be 

cooled down for transport.

Do not store any flammable materials in 

the transport box
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