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ABOUT THE COMPANY

OUR PARTNERS

TECHNOLOGICAL CENTER

We develop and supply contact  welding 

equipment for the construction industry, taking 

into account the latest achievements of science 

and technology in the field of mechanical 

engineering,   welding equipment and 

control systems.

TECHNOLOGICAL CENTER

Tehnosvar is an up-to-date enterprise specializing 

in the development and production of electric 

welding equipment for the construction industry 

since 2005:

butt welding

spot welding

relief welding

arc welding under a layer of flux

automation of the welding process using 

a robotic machine
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RESISTANCE SPOT 
WELDING MACHINES

МТ-1930 МТ-1930-1 МТI-2103-2МТ-2103-1

MT/ MTI series machines are designed for resistance spot welding of parts made 
from low-carbon and corrosion-resistant steels, as well as for cross-wire 
welding of reinforcing steel bars.
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2785х1234х2736

To ensure a balanced three-phase load on the supply network, 
any model can be equipped with an inverter-based power source  

MTI SERIES:
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Parameters

Joint Type

Value

Ranges of Welded Diameters

Class A240,B1, Bp1 mm

mmClass A400 С,(25Г2С и 35Г2С), А500 С

Power supply voltage: 50 Hz, single-phase V

Maximum secondary current kA

Rate long-term secondary current kA

kVAMaximum power at short circuit

kVAPower at duty cycle=50%

Long-term primary current

Compression force of the electrodes:

-the highest at a compressed air pressure of 0,5 MPa

-the lowest at a compressed air pressure of 0,1 MPa

Technical Specifications

When welding parts of different diameters, the welding parameters are set based on the smallest diameter.

mm

mm

mm

mm

Maximum opening

Maximum outreach

Stroke of the upper electrode:

-full (working+additional)

-working

Mutual displacement of the electrodes

at nominal compression force, max

Secondary current control Step and Phase-Angle Step and Phase-Angle Step and Phase-Angle Step and Phase-Angle

Number of secondary voltage 

adjustment steps of welding transformer
pcs

Limits of phase control
Сalculated flow rate of free air at the nominal 
compression force and oper. stroke of 10 mm.

3m /100

strokes

Estimated cooling water consumption, max l/h

Type of control

Overall dimensions mm

Weight, max kg

The main components and assemblies are manufactured at our own facilities

Ensuring the rated strength of the welded joint for the specified range of welded 
diameters is in accordance with the requirements of GOST R 57997-2017

Controller
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МТI-4041

от 6+6 до 18+18 от 8+8 до 28+40

Контроллер

от 6+6 до 20+20
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When welding parts of different thicknesses, the welding mode is determined by the smallest thickness of the part.

The machines are equipped with microprocessor-based contact welding 
controllers with the ability to store up to 20 welding programs.

Value

Ranges of Welded Diameters

Technical Specifications

Step and Phase-AngleStep and Phase-AngleStep and Phase-AngleStep and Phase-Angle

TECHNOLOGICAL CENTER

от 6+6 до 18+18 от 6+6 до 20+20

ADVANTAGES OF WELDING MACHINES:

The machines are equipped with pneumatic devices that ensure high accuracy,
speed and reliability of the pneumatic compression drive of welding electrodes. 

от 8+8 до 28+40

RESISTANCE SPOT 
WELDING MACHINES



PORTABLE RESISTANCE 
SPOT WELDING MACHINES

MTP series machines are designed for AC resistance spot welding of cross-wire 
reinforced steel bar joints.
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4,5+4,5

RKS-810M RKS-810М RKS-810М
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155

3,2...6,3

500 800

3,55+3,55

720

450х520х955 820х450х825 800х650х1190

237 212 315

TECHNOLOGICAL CENTER

Jo
in

t 
T

y
p

e

Parameters
Value

Power supply voltage: 50 Hz, single-phase

Maximum secondary current

Rate long-term secondary current

V

kA

kA

kVA

kVA

V

Maximum power at short circuit

Power at 50% Duty Cycle

Long-term primary current

Secondary no-load voltage

Tong compression force drive

Controller type:  microprocessor-based, with welding

mode memory, reprogrammable

Secondary current control

pneumatic pneumatic pneumatic

Step and Phase-Angle Step and Phase-Angle Step and Phase-Angle

Number of stages of the welding transformer

secondary voltage control
pcs

Estimated cooling water consumption, max l/h

Overall dimensions mm

Weight, max

MTP-type suspended welding machines are equipped with radial or linear travel 
welding guns and current-carrying cooled cables.

Tongs compression drive pneumatic pneumatic

Electrode stroke radial or straight-line straight-line

260 daN 400 daN 320 daN 1000 daN
Maximum electrode compression force 

at 0.5 MPa compressed air pressure

Nominal reach

Nominal throat opening

Standard length of flexible cooled 

welding cable

Te
ch

n
ic

a
l 
S

p
e

ci
fi

ca
ti

o
n

s

205 mm 30 mm 35 mm 33 mm

130 mm 35 mm 20 mm 56 mm

2000 mm 2000 mm 2000 mm 2000 mm

Сross-sectional area of flexible cooled cable 2200 mm 2200 mm 2200 mm 2200 mm

Number of hoses 2 pcs 2 pcs 2 pcs 2 pcs

Weight of welding tongs, max 16 kg 11.5 kg 6 kg 24 kg

МТP-01МТP-01 МТP-02 МТP-04

МТP-01, MTP-02 MTP-04

KTP-8-1 KTP-8-6 KTG-16-MKTP-8-7



ADFS series installations are designed for automatic submerged arc welding of 
rebar to embedded parts.

7

Comparative table of time expenditure for operations by connection type: 
«T1-MF" vs. "T11-Mz/T12-Rz" on 10mm and 20mm rebar diameters.

Plasma Drilling
Counterboring

Backing run

Weld
Grinding

Assembly

Total Cycle Time (including rod installation 

+ plate/welding + product removal)

Time Expenditure, sec

10 mm diameter rebar

Т11-Мz/Т12-Rz Т1-Мf

15
5

10
-

30
20

80
+Non-Productive 

Time

-

-
-
-
-
-

20-25

Т11-Мz/Т12-Мf Т1-Мf

40

10

12

15

100

40

217
+Non-Productive 

Time

-

-
-
-
-

30-40

-

Time savings on 10 mm diameter rebar are threefold. On 20 mm diameter rebar, the difference 
is even more significant (6-7 times).

1000х1400х1640
765х355х910

200
117

580х760х1500
765х355х910

1000х1400х1640
1000х1350х1600

200
800

1000х1400х2000
1000х1350х1600
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Joint Type

Parameters
ADFS-2001 ADFS-2002 ADFS-3001 ADFS-3002

Power supply voltage: 50 Hz, three-phase

Value

Limits of welding current control A

Rod diameter mm

Length of rod

Arc burning time sec.

Operating air pressure in the circuit

Minimum distance from the edge of the plate
to the axis of the rod

МРа

(depending on its diameter)

Minimum clearance between rods 

Overall dimensions (LxWxH)-of the unit
                                                                           -of welding current source

Weight, max
-of the unit

-of welding current source

Operation name 10 mm diameter rebar 20 mm diameter rebar

Besides the difference in productivity, another critical factor is that welding using the 
"T11-Mz/T12-Rz" method must be performed by a certified welder. In contrast, any operator 
who has completed a brief training and is familiar with the design and operating principle 
of our unit within 2-3 days can work as an operator on our equipment.

ADVANTAGES
Semi-automatic welding mode without hole countersinking
High quality and consistent reproduction of the specified welding regime

Productivity: up to 200 welds per hour

EMBEDDED PARTS 
WELDING STATIONS

V

mm

mm

mm

mm

kg



МSS-0501R
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MCC AND MSO SERIES MACHINES 
FOR RESISTANCE BUTT WELDING

МSS-1903R

1,0-2,6

724х778х1145

90

МSО-402

MCC and MSO series machines are designed for resistance butt welding of 
various rolled steel sections using both resistance and flash butt 
welding methods.

7...113*

7...113*

400

150

1,4

7,2

1

1

3,5

724х778х1145

330

ADVANTAGES OF MSO SERIES WELDING MACHINES:

10...253...12*2...8*

*The range of weldable diameters is specified for 
MCC series machines using Vr1 wire.  

3,2...50*

3,2...50*

78,5...490

14,7

--
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Joint Type
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Power supply voltage: 50 Hz

Weld cross-section, mm²

Made from low-carbon steel

Made from low-alloy steel

2mm

2mm

380 380 380

Range of weldable diameters

А 400С (А3), А 500С mm

Type of welding resistance welding flash butt welding

Power source type
single-phase 
transformer

single-phase 
transformer

single-phase 
transformer

Workpieces clamping drive type lever-spring eccentric
lever-operated 

hydraulic

Nominal clamping force daN 75

113...380

20

8000

Upset drive type

Nominal upset force daN

Spring Spring hydraulic

4000

Hydraulic system pressure control automatic

Deburring capability includes includes includes

Continuous secondary current kA

Power at 50% Duty Cycle kVA 67

8

Number of welding transformer tap steps 

Rated tap

Secondary voltage regulation range

V

3,4...6,8

1220x950x1400

750

Overall dimensions of the machine mm

Weight, max kg

Overall dimensions of the hydroelectric power station mm

kg

mm

Weight of the hydroelectric station

kg

Overall dimensions of control cabinet

Control cabinet weight, 

Tolerance control of the welding process
Storage of up to 20 welding programs in memory

250

V

900x550x800

1,3

resistance welding
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Control system of the MSO-402/MSO-750.02.1/MSO-750.3 and MSO-10.02/
MSO-10.03 series machines allows setting the clamping and upset 
force values directly on the operator panel, which reduces changeover 
time for welding.

МSО-750.02.1 МSО-750.03 МSО-10.02 МSО-10.03

MSO SERIES RESISTANCE 
BUTT WELDING MACHINES

4

4

4

4

4

4

4

4

2100х1200х1630 2100х1200х1630

2200 2200

600х600х1700 600х600х1700

2100х1200х1630

600х600х1700 600х600х1700

Weld cross-section, mm²

380 380 380 380

Range of weldable diameters

flash butt welding flash butt welding flash butt welding flash butt welding

single-phase 
transformer

three-phase inverter single-phase 
transformer

three-phase inverter

lever-operated 
hydraulic

lever-operated 
hydraulic

lever-operated 
hydraulic

lever-operated 
hydraulic

hydraulic hydraulic hydraulic

automatic automatic

hydraulic

automatic automatic

includes includes includes includes

ADVANTAGES OF MSO SERIES WELDING MACHINES:
Automatic debrring
Welding is fully automatic

TECHNOLOGICAL CENTER
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Parameters Value

Power supply voltage: 50 Hz, three-phase V

Nominal pressure in pneumatic system

Base material of the workpieces to be welded

V

Mpa

A400 and A500C grade reinforcement

Diameters of the rebar to be welded

Maximum length of the rebar to be welded

Minimum length of the rebar to be welded

Measuring device drive unit

mm

mm

mm

Reset device drive

electromechanical

Welding machine drive

pneumatic

hidraulic

hidraulicWelding machine centering device drive

Rebar cutting machine electromechanical

Deburrer Automatic, built-it into 

welding machine

Longitudinal movement of reinforcement electromechanical

Overall dimensions of the unit, max(LxWxH) mm

SEMI-AUTOMATIC REBAR 
PROCESSING LINES

The receiving section length is a multiple of 3 meters

LSA-01 machines are designed for flash-butt welding and subsequent shearing 
and stacking of reinforcement bars with diameters from 12 to 40 mm and lengths 
from 3 to 24 m*
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RESISTANCE 
PROJECTION WELDING

МR-4001
The MP-4001 series machines are designed 
for projection welding of embedded 
elements.

475

380

RKS-810М
1500х800х2300

TECHNOLOGICAL CENTER

the machine has a pneumatic drive

the operation cycle is controlled by 
a cycle controller, which ensures 
separate activation of compression
of electrodes, as well as interlock
of switching on current in case of 
a sudden pressure drop in the pneu-
matic system

smooth control of opening

high perfomance

сapability to weld parts of varying thick-
ness and cross-section

Parameters Value

Joint Type

Power supply voltage: 50 Hz, single-phase V

Maximum power at shot  circuit kVA

Maximum secondary current kA
Power at duty cycle=50% kVA
Rated long-term secondary current, at least

Compression force of the electrodes:
- the highest at a compressed air pressure of 0.5 Mpa
- the lowest at a compressed air pressure of 0.1 Mpa

daN

Maximum overhang

Maximum stroke

mm

mm

Stroke of the upper electrodes:
full

working

Secondary current control step and phase-angle

Number of stages of the welding transformer secondary voltage control pcs.

Maximum number of projections welded simultaneously on low-carbon steel parts with a thickness of:

mm

mm

mm

pcs.

Air consumption at nominal clamping force and 10 mm working stroke
3m /100

strokes
Cooling water flow, max

Regulator type

l/h

Overall dimensions of the machine (LxWxH), max

Machine weight, max

mm
kg



ADVANTAGES OF CONTACT WELDING
COMPARED TO ARC PROCESSES
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No. Operation Joint type according to GOST 14098-2014 Welding cycle time

Butt joint of reinforcement
with a diameter of 32+32mm

Cruciform joint of 
reinforcement with
a diameter of 32+32mm

T-joint of reinforcement
with a diameter of 32mm to 
a sheet with a thickness 
of 30mm

30-40 sec.

200-240 sec.

20-25 sec.

90-120 sec.

6-8 sec.

90-120 sec. with need
of countersinking the hole

WELDING IS CARRIED OUT AUTOMATICALLY
ACCORDING TO A PRE-SELECTED PROGRAM

STABILITY AND REPEATABILITY OF THE WELDING
PROCESS

THE HUMAN FACTOR IN THE WELDING PROCESS
IS MINIMIZED AS MUCH AS POSSIBLE

INCREASED PRODUCTIVITY, WHILE USING A MINIMUM
OF TIME AND EFFORT OF THE OPERATOR-WELDER

STABILITY AND REPEATABILITY OF THE WELDING
PROCESS



AUTOMATION OF THE WELDING 
PROCESS USING A ROBOTIC COMPLEX

Automation of the welding process for bridge pile heads using a robotic cell.
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Roboric welding can be used both in serial production and in enterprises
that manufacture products in small batches.

Enterprises interested in improving quality of products upgrade their produ-
tion using a robotic welding machine.

ADVANTAGES OF USE:
CONSISTENTLY HIGH QUALITY SEAMS

MORE PRODUCTIVE AND CHEAPER THAN HUMAN LABOR

REDUCING THE COST OF CONSUMABLES BY UP TO 20%



ТВК-75/75.1

TRANSFORMATOR

ТVК-75/ТК-80/ТК-80.04

POWER AT DUTY CYCLE=50%  
81 kVA

TRANSFORMERS

ТВК-75/75.1

TKE-140

POWER AT DUTY CYCLE=50%
 240 kVA

ТВК-75/75.1ТК-14.08/ТК-11.09/ТК-10.10

POWER AT DUTY CYCLE=50% 
156 kVA/ 144 kVA/ 145 kVA

ТВК-75/75.1ТК-80/80.04ТВК-75/75.1 ТК-16.13

POWER AT DUTY CYCLE=50%
 300 kVA

ТВК-75/75.1 ТК-70.10

POWER AT DUTY CYCLE=50%
 1000 kVA
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ТК-301/ТК-302/ТК-401/ТК-501

POWER AT DUTY CYCLE=50% 
40 kVA/63 kVA/100 kVA/180 kVA

ТВК-75/75.1 ТК-08.07

POWER AT DUTY CYCLE=50%
61 kVA

ТВК-75/75.1ТК-80/80.04ТВК-75/75.1МS-20.08/ТК-20.08

POWER AT DUTY CYCLE=50%
 146 kVA

ТВК-75/75.1

TRANSFORMATOR

ТК-12.08

POWER AT DUTY CYCLE=50%
 120 kVA

Equivalent TECNA АНАЛОГ ELREXEquivalent ELREX

Transformers of the TK, TVK, MS series and others are used as power 
sources in various types of resistance welding equipment, including standard 
spot welding machines, multi-electrode systems, production lines, 
and portable welding guns. 

Equivalent EXPERT

TECHNOLOGICAL CENTER

TRANSFORMATOR TRANSFORMATOR

TRANSFORMATOR TRANSFORMATOR TRANSFORMATOR

TRANSFORMATOR TRANSFORMATOR



CONTROL EQUIPMENT
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RKS-810М RKS-811М RKS-812М

380 380 380

TECHNOLOGICAL CENTER

RKS series controllers for resistance spot welding are 
designed to control the operating sequence of 
single-phase AC resistance welding machines 
equipped with a thyristor contactor and a 
DC solenoid valve.

Parameters
Value

Power supply voltage: 50 Hz, single-phase

Operation mode single cycle single cycle single cycle

Number of welding process programs

V

W

kg

Power consumption, max

Weight, max

PK series resistance welding сontactors provide AC control in the primary circuit and for electromagnetic 
pneumatic valves of the clamping drive of resistance welding machines.

Parameters

Parameters

Value

Value

PK-200 PK-1200

Power supply voltage: 50 Hz, single-phase V

Rated current at duty cycle=50%

Rated current at duty cycle=20%

Overall dimensions (LxWxH)

Weight, max

KTM series thyristor contactors are designed for switching and controlling single-phase industrial frequency 
current for spot and projection welding machines. 

air cooling air cooling water cooling

Power supply voltage: 50 Hz, single-phase

Rated current at 50% duty cycle and 0.5 s 

current pulse duration

Rated current at 20% duty cycle and 0.5 s 

current pulse duration

Weight, max

Overall dimensions (LxWxH)

Rated current at 5% duty cycle and 0.2 s 

current pulse duration

mm

kg

kg

mm
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COOLING UNIT

SPARE PARTS FOR RESISTANCE 
WELDING EQUIPMENT

Flexible busbars are used for current 
supply and enable the movement of 
movable parts of welding heads and 
the upper console of spot, projection, 
and seam welding machines, as well 
as the movable platen during upset 
butt welding. 

Welding jaws are designed to ensure reliable 
electrical contact between the parts being 
welded and the welding current source. 
They are made from special alloys that can 
withstand high pressures and temperatures. 
The jaws can be manufactured according to 
the customer's drawings. 

Electrodes for spot welding machines 
are manufactured in various sizes 
depending on the shape of the 
welded joints. They can be manufac-
tured according to customer drawings.

Current-carrying cables with forced water 
cooling, designed to supply current from the 
source to the welding clamps of suspended 
contact machines.

The BO series cooling unit is designed for autonomous cooling of contact welding machines.

50 Hz supply voltage V

Parameters
Value

BO-4.5

Nominal fluid flow rate l/h

Cooling capacity at nominal 

liquid flow and ambient air 

temperature of 20°C
kW

Inlet and outlet connection

Coolant tank capacity L

Overall dimensions (LxWxH) mm

Weight, max kg



GEOGRAPHY OF DELIVERIES
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Over the past 20 years, 
our company has successfully supplied 
welding equipment for reinforcement 

production facilities to more 
than 200 enterprises.

TECHNOLOGICAL CENTER

Hanhikivi-1 Nuclear
Power Plant, Finland LiderProm Spb

Kursk
NPP

Belarus NPP

AKKUYU NPP,
Turkey

Rostov-on-Don Construction
Materials Plant - Reinforced concrete

Miass plant of
large-panel housing
construction

Slavyansk-on-Kuban Plant for
Reinforced Concrete Products

BUSHEHR NPP,
Iran ROOPPUR NPP,

Bangladesh

Blagoveshchensk
DV-SPK

Plant for Reinforced Concrete Products-1,
Plant for Reinforced Concrete Products-2

Baranaul

Irkutsk
Rus Ir

Krasnoyarsk
Reinforced Concrete
Plant KZZHBI-1

JSC Seversk
Concern Titan-2

PTZHB Reinforced
Concrete Plant, Perm



EQUIPMENT CERTIFIED 
TO NAKS REQUIREMENTS
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REVIEWS
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2025

Yubileynaya St., 5Zh
Neyelovo-1, Logozovskaya Volost
Pskovsky District, Pskov Oblast, 180502
RUSSIA

+7 (8112) 72-52-13

info@tehnosvar.ru

https://tehnosvar.ru/
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