USER’S MANUAL

MODEL: MIG series



Safety notices

For the sake of your and other’s safety, please read the manual carefully before
installation or operation of the equipment!
The people operating the equipment or nearby should fully know about safety measurcs.
The safety will be fulfilled through everyone’s common effort.
@ The complete equipment should be securely grounded.
All operations must be performed:
@ Tn accordance with the operating instructions
@ By the special operator
@ Tncorrect operation is likely to cause an accident, injure the operator, and damage the
equipment.
When operating the equipment, every operator must know about:
@ Control of the equipment
@ Operation of the equipment
®  All effective safety rules
For its convenient use, every selection switch, knob, button, amperemeter, and voltmeter
is marked. Its function and usage are described clearly.
Safety information:
® Be sure to use appropriate personal safety outfit, for example, protective goggle,
mask, and gloves. Do not wear a tie, bracelet, and loose clothing that are easy to twine the
equipment.
® Put the fire extinguishers in the specially marked position (the fire extinguishers shall
be provided by the user).
® Keep the arc-welding rectifier a certain distance away from flammable substances
such as waste oil and clothing.
® The splashing can cause a fire and burn your skin. The arc light would damage your
eyes and skin.
® Smoke and dust produced during the welding process are harmful to your body.
Please try to remove them or avoid inhaling them.
® Check the emergency and safety devices every day.
@ Be sure to cut the power off after finfish your work and/or when leave the welding
site temporarily.
® Be sure to check the arc-welding rectifier before and after use of it. Be sure to find
out the reason and correct the abnormality when any abnormality occurs. Do not use the
equipment before correct the abnormality.
® Be sure to cut the power off before check the welder. Do not open the case before cut

the power off to avoid an electric shock.

2. Normal operating conditions

® Environmental temperature
-10°C ~ 40°C

® Elevation
<1000 meters

® Relative humidity
At 40°C: relative humidity <50%
At 20°C: relative humidity <90%

® Power requirements
Power supply: three-phase, 415V, 50Hz
Imbalance rate of the three-phase voltage: <+0.5%
Voltage fluctuation of the power grid: <=10%
Frequency fluctuation: <=1%

®  Others

In the working site, there are no gas, vapor, chemical sediment, dust, dirt, mildew,

and other flammable/corrosive substance, which severely affect the use of the

arc-welding rectifier. In addition, avoid violent shake and jolt of it.

Put the equipment in a dry and ventilated place. Avoid direct exposure to sunlight

and rain,

1. Main purpeses and features

1.1 Main purposes

IGBT inverter gas=shielded welders of MIG series include Model 315, 500, and 630.
They are mainly applicable o COa-shielded welding, consumable electrode argon
arc-welding (MIG), and mixed gas-shielded welding (MAG). They conform io
GBI5579-2004 safety requirements of arc-wekling equipment and JB/T 8748 — 1998
technical requirements of the welder

The model description of the series conforms to GB/T 10249-1998 standards of model
description for the arc welder,

1.2 Features

4 IGBT high frequency inverter techaology is used. Up to 20KHz inverter froquency
provides fast dynamic response.

< Use of current control mode provides high quality and reliable performance.

<% Total digital presetting and display of welding current/voltage provides a visual and
convenient operation.

% Current self-adaptation within 30mm dry extension is applicable to all-position

welding.

% Pesfieet protection circuit and fanlt display function provides safety, reliability, and
convenience to locate a fault.
4% Metal transfer waveform control provides stable electric arc, little splashing, and
well-shaped welding lines.
< Arc-striking and ball removal circuit is added to guaramee the arc-striking success

Tate.

% Small dimension, low weight, high efficiency, energy saving, high duty cycle, and

no noise

4 Reasonable structure and concise layout provides convenient maintenance.

4 Applicable to CO, MIG/MAG welding with solidflux-cored welding wire of
i & +ficati

4 Stable welding process and strong immunity against power grid fluctuation { 280~

430V)

3. Main technical parameters

Table 1: Main technical parameters

P Model | y1g 3o | MIG -400 | MIG-300 | MIG-630
| Supply voltage (V) Three-phase 415V:15%
‘Frequency (HZ) 50/60 S50 5060 50760
Rasted iuput currens (A) 211 261 315 55
Ouiput urtent 50350 50400 #0500 100630
gumm é
|__Output yoltage (V) 16,532 16,534 1839 1945
Duly cyele 100% 100% 100% 0%
Power fasior 093 09 09 093
85 85 85 85
| Type of the wire feeder | Punasonic intecfhve | Panasonis inferfave | Pamisonio infecfice | Panasonic interfico |
Wire-feeding speed
(almin) 315 315 315 315
Post flow time (3) 1505 15405 18405 1505
Weldingewire diameter | o0 1.2 DRLL2 LUL2LE 1211416
Insulation prade [ F F F
| Case protection grade 121 121 121 P21
Applicable plate
ichness () 08 above 0.8 above 1.0 ahove 12above
O_ulmlaue!ﬂz) 35 shove 35 above 50 mbove 70 sbove
Weight of the
e 2 2 @ 45
‘External dimension of
the welder (mm)
Technical description:
© Air< is used in the ofthe of the series.

No-load power: no other lass except that of the control transformer and fan



4. Hoist and storage

®  There are two handles on the top of the i iffer for

®  The arc-welding rectifier and wire feeder are packed with the carton. [t can be
transforred manually ar with a forklifl. However, be sure to avoid its hit or fall.

® The aro-welding rectifier and wire fieder should be stored in a dry, ventilated, and
inproof place. The storage temperature is -25~55°C.

5. Installation and attention

5.1 Installation

First, please read the user’s manual carefully. Cheek if the product and accessorics are
complete and in good condition,

Put the acc-welding sectifier n a dey, dustproof, cainproof, and anticarrosive place, Make
the installation end connection in the following Ways {refer to Diagram 2). Put the
ore-welding reetifier In o well-venlated eavicoumen to facilitare het dissipation. Air outlet
opening should be not Jess than 800mm away from the wall, and ot less fian 100mm awny

feom the right and left wall.

The three-phase power cable must go 1o the arc-welding reciifier through the air switch.
Select the capacity of fhe air switch in accordznce with technical parameter requirements of

the welder.
Attention:

* The case of the arc-welling rectifier must be securely grounded (in the

place with

to avold an

* The arc-welding rectifier

must be securely conmected v the three-phase
function

power cable. .

of the Joint e eated and damaged.
* it iis strictly prohibited to pull fhe air switch when the lead is applied to

aveid the damage.

The “+” oulput of the arc-wekfing rectifier should be connected to the wire-feeder, and
ithe “-" output to the to-be-welded workpiece.
One end of the gas hose is comnected to the gas outlet opening of the gas adjuster, and

6. Function description

6.1 Function disgram of the front/rear pandl of the arc-welding reciifier (sce Dingram 1)
622 Function diagram af the front/rear panel of the arc-welding rectifier (see Table 2)

Table 2 Functia: of the front/rear panel
No. Name Description
1 Anperemeter Preset and display the output current of the welder
2 Voltmeter Preset and display the output voltage of the welder
a fight Tndicate if the power supply of the welder is mmed
R “Abnormality “The abnormality indicalur light is on when an
Adjustment knob of . 1 weldi
5 arc-receiving curent Setthe are-
Adjustment knob of
| arereceiving voltnge | %™ 4 celving voltge b welding
7 Arc-receiving On/OfF | Make sure if the ace-receiving specification iz
switch roquired
8 ‘Gas check switch ‘Check gas flow and pre-adjust gas flow rate
9 ‘Wire-selection switch | Select the welding-wire dinmeter
10 Funetion switch Select manual/gas-shielded welding
1 ::i“fﬂ'"m“l Comnected to the control cable of the wire foeder
m ‘Connected to the welding power cable of the wire
13 Qutput cathode Connected to the warkpiese
‘Connected to the inpot power cable of three-phase,
“ Toput terninal BOX | 415v7ac, and 508z
15 Plug of the heater ‘Connected to the heater of the CO» adjuster
16 Cantrol power fuse Protect d cirouit
When the welder functions improperly, or is
17 Air switch ‘overloaded for 8 long time, protection fnction of
the air swirch is activated.
Indicate the related technical parameters and
18 ‘Nameplate . o of the welder
N Be sure to connect it to the welding ground when
" use the welder to ensure saft use of eleciricity.

the other end to the inlet opening of the gas valve of the wire feeder.

The male connector (pin} of the control cable is connected to the jock of the control cable
of the arc-welding rectifier, ond the female connecror (hole} of the control cable 1o the jack of
the control cable of the wire feeder.

The phug of the heater of the CO, adjuster shonld be imserted into the jack of the heater
of the arc-welding rectifier.

Each connector of the welding gun should be connected to the related interface of the
wire feeder.

Attention: Secure all belis and plugs. Be sure to commect the workpiece securely

with the power cable. Otherwise, the equipment would functien improperly, or the

Tocal area of the joint be heated and damaged.

Seeure the joint of the gas hose with a threst clamp fo prevent gus leakage
and affect the shielding effect.

When perform the COy-shickled welding, insert the plug of the gas heater
imto the jack of the heater of the arc-welding rectifier to protect the gas path from
Dbeing frozen and blecked and affect the shiekding effect.

The heater of the CO, adjuster uses 3§V/AC pewer source. De not connect it
0 220V/AC to protect it from being burned and people from being injwred.

If any other related device is used, please refer to the reloted manual and make the
. omand . ingly,

5.2 Other impertant infornatien

® The high voltage exists in the equipment, a non-profissional person is strictly

prohibited to open the case of the equipment for maintensnce or repair.

® It is strictly prohibited to operate the arc-welding rectifier when a phase-lacking favlt

0CCurs.
® 1 the fon doesn‘t run afler the power is tumed on, it is strictly probibited 1o use the
® The three-pha ds£10, it is strietly use the
equipment.

® Do not pull the wire feeder through the welding gun.
® The antomatic air switch of the arc-welding rectifier is normally closed. Do not pull
it to avoid the damage.

6.3 Function description of the wire feeder {see Diagram 1)

Contraljack

Inchingbutton | 2=

orwirefeeding] N | Tack of the welding
powes calile

Welding ¢ et

Gasinlet opening

7. Use and operation

7.1 Preparation before use

Connect the input power cable of the welder & the power grid according m the
{Referto 5, and attention}

Attention: The three relatively thick wires are comnected respectively to the phase wire of the
theee-phase pover supply. Do not need o identify the phase sequence. The relatively thin wire
s connected to the welding ground. The connection must be secure. Be sure not to make any
wrong cannection. Otherwise, the equipment would be dmnaged wnd homam safety be
endongared.

The air switch on the vear panel of the welder is put in closed state (“On” position),
and the power switch in the power board is put in opened state (“Off” position).

Attention: The air switch should be normally closed. When the load is applied, it is
strictly prohibited to pull it to avoid the dumage.

Check if the circuit connection is correct and secure and the power supply of the
power grid meets. the requirements. Tum on the pawer switch in the power boand after make
sure all connections are vomect.

Attention: At this time, the fan runs and the power indicator Tight is on. The preset
voltege and cumrent vajuo (a mimus vatue) is disployed in the vobimeter and

Pat the “Gas check™ switch to the “Gus. check™ position and adjust the gas. flow rate.
Then, put the “Gas chock™ switch to the “Welding” position.

Lo the wire with the “Inching™ button on the opersting panel of the wire foeder.

Attention: The width of the wir of i i should match with the




diameter of the used welding wire. The pressure of the wire-pressing roller should be
adjusted to be just appropriate to dispense the welding wire.
Attention: The aperture of the contact tip of the welding gun and the wire-feeding hose
should match with the diameter of the used welding wire.
Put the “Wire-selection” switch of the welding power panel to a correct position, which
is the one to match the diameter of the welding wire.
Attention: If the “Wire-selection” switch is put te a incorrect position, the welding
current will not match with the preset value.
The “Function” switch position is incorrect.
When the contact tip is burned or in a poor contact, it is necessary to
replace it to avoid affecting the welding stability.
‘When the diverter or nozzle of the welding gun is damaged, it is necessary
to replace it to avoid affecting the gas shielding effect.
When the wire-feeding hose of the welding gun is blocked, it is necessary to
replace or clean it to avoid affecting the welding stability.
7.2 Welding

‘When perform the gas-shielded welding, turn the adjustment knob of the welding
voltage and current to the desired value according to process requirement (The minus value
displayed in the amperemeter and voltmeter is the preset value, and the plus value is the
actual output value. The preset voltage value is actual output value and the preset current
value is percent of the wire-feeding speed. The maximum value is 100%).

When the arc-receiving specification is required, it is necessary to put the
“Arc-receiving On/Off” switch in the welding power panel to the “On” position, and turn
the adjustment knob of the arc-receiving voltage and current to the desired value.

Attention: When the “Arc-receiving On/Off” switch is put to the “Off” position,
press and hold the switch of the welding gun to start the welding, and release it to stop
the welding.

‘When the “Arc-receiving On/Off” switch is put to the “On” position, press
the switch of the welding gun to start the welding. Press the switch again and hold it te
enter arc-receiving state, and release it to stop the welding.

When make sure the arc-welding rectifier can function properly after adjustment, you
can use and operate the welder according to your desired welding process requirements and
methods.

When perform the manual welding, turn the arc-receiving current knob in the welder
panel to preset the output current. The actual output current is the maximum output current
of the welder multiplied by your preset percent.

7.3 Shutdown

When complete the welding and need to turn the welder off, put the power switch in

the power board to the “Off” position.

Table 3:
No. Trouble Reason Remedy
The power indicator | The external power supply | Chieck the three-phase power
light is not on and has a phase-lacking fault supply circuit
the fan doesn’trun. | The automatic air switch is | Close the auomatic  air
1 There is no display | unclosed or damaged switch o replace it

infthe volimeterand | The inpui  connecfion  is | Check the connection or
broken rephice the damaged part
‘The control transformer is Replace the transformer

dumaged
The fan docsn't run. | The fun or the fan capacitor is | Replace fhe damaged part, or

2 «damaged, or the related check the connection
connection has o fault.
‘The control board has a fiult. | Please contact with our
‘The part is damaged company
‘The voltage of the power grid | It will resume work
is too high. The arc-welding | amtomaticalty after the
vectifier is in antomatic voltage of the power grid
3 protection state, retums to normal,

Intemal tetmperature of the | Ventilate the arc-wekding
arc-welding rectifier is too rectifier for a while, It will

resume work
is in automatic protection
state
‘The fuse is burned Replace the fuse
g | Thehenterdoomt o e s damaged Replace the beater or the gas
o auste
The wire Th;mlubleuhmim Check the comection
B " orin 4 poor conkact
The main coatrol board has a | Replace the main control
properly aut board
Thy nt is damaged | Pk with our
6 it switch trips  —— PR Mﬂ]
damaged switch
Attention:

* Tarn the equipment off immediately 1f any other fault occurs and can’t be.
corrected, and give notice to our company or the local vendor as soon as possible. Be
sure not to repair i on your ewn to aved worsenlng the problem amd causing
unnecessary loss.

* When give notice to our company, please describe the problem as detailed as
jpessible so that you problem can be handled in time.

8. Mai and troubleshooting

8.1 Maintenance

After the arc-welding rectifier is used for a period of time, it is necessary to remove dust
and dirt in the equipment with the dry compressed air or in other way to ensure the
arc-welding rectifier functions properly for a long time, and prolong its service life.

Check the fasteners and connections in the equipment to see if any is loose or broken. If
yes, it is necessary to correct it in time.

Attention:

* Be sure to cut off the power supply of the arc-welding rectifier when
remove dust and dirt.

* Do not fiddle with the connections in the equipment when remove dust and
dirt to avoid damaging the component.

Check the grounding of the case of the arc-welding rectifier at all times to avoid an
electric shock.

Check if the arc-welding rectifier is securely connected with the three-phase power
supply of the power grid at all times to avoid the arc-welding rectifier functioning
improperly or the local area of the joint being heated and damaged.

Check if the external bolts of the arc-welding rectifier is secured at all times to avoid the

Iding rectifier ioning i or the local area of the joint being heated and
damaged.

Clean the wire feeder at all times to keep it clean and well insulated. Make sure no
foreign substance exists in the wire groove of the wire-feeding reel to ensure smooth wire
feeding.

Clean the wire-feeding hose of the welding gun at all times to ensure its smoothness and

intactness.
8.2 Troubleshooting
8.2.1 Make the following checks first when the arc-welding rectifier functions improperly:
® Ts the three-phase supply voltage between 340V~420V?
® Does the three-phase power supply have a phase lacking fault?
® Is the input power cable of the arc-welding rectifier securely connected?
® I the output power cable of the arc-welding rectifier correctly connected and in a
good contact?
@ Is any component burned, or any connection broken or loose in the equipment?
8.2.2 Troubleshooting
After you have checked the items listed in 8.2.1, and found the fault reason and
corrected the fault, the arc-welding rectifier still functions improperly. Conduct the
troubleshooting according to Table 3.

& WARNING:
All maintenance and troubleshooting work should be conducted after the power
supply is completely cut off. Make sure the power plug is removed before open the case.

9. Possible problems during the welding process

The problems listed here are related to the fittings, welding materials, environmental
factors, and power supply. Please try to improve the environment and avoid the problems
occurring.

A. Difficult in arc starting and prone to arc breaking:

1) Check if the welding ground clamp and the workpiece are in a good contact.
2) Check if all the joints are in a good contact.

B. The output current can’t reach the rated value:

The supply voltage diverges from the rated value so that the output current value is not the
same as the preset value. When the supply voltage is lower than the rated value, the maximum
output current of the welder is likely to be lower than the rated value.

C. During the welding process, the current can’t be kept stable:
The problem may be related to the following factors:
1) The voltage of the power grid has changed.
2) There is severe interference from the power grid or other electric equipment.
D Gas holes exist in the welding lines.
1) Check if gas leakage exists in the gas supply loop.
2) Check if any foreign substance such as oil, dirt, rust, or paint exists in the surface of the
base material.

10. Daily check

Daily check is very important in making full use of the welder’s performance and
ensuring daily safe operation.

In a daily check, especially see if various parts in the welding gun and wire feeder are
worn away or distorted and if the gas holes are blocked. Check the following parts one by one.
When necessary, clean and replace some parts. Be sure to replace the parts with Hitronic
original ones of the welder to maintain the original performance.

‘WARNING: Be sure to cut off the power supply of the switch cabinet and ensure
the safety before make a daily check unless there is a special demand. Failure to
following the above rule may cause a severe human accident such as electric

shock or burn.




Part. Check point Remarks X con cause poor wire feeding ond
TR E e or W
peming | i e e 4, Blocked by dirt and welding-wite residue mnm e (e ‘:’;"‘m".“"""m:‘;
control panel | 2. Check if the power indicatoe Tight foms hase)
ondoff corecty. PPra— - Jtcan cause splashing:
" 1, Check if there is a curent of e fhe sir puming somd i ualieard or - . 1. The heat-shrinkable tube is
Couing B0 | ™ o s s noeml, moml, ¢ s necssary o check the 5 The wie-ecding hose is damaged. The | 4o Reploco it with u ew oo,
“07 shaped ring s wom away. 2. Replace the wom ring with 8 new
1. When the power supply is tormed on. one.
G e oy bl I cnn cae the welding defect
Power section | 2. When the power supply is turned oz, Forgot o insert It, or the hole is blocked, or | (splashing) or the bum of the welding
chook if there is any poculiar smel, Gas diverter | the component of other manufacturecs is. gun body (the arc in the gun body) due
3, Check if there is any cxternal color used. 1o poor gas shielding, please handle the
changs ot heating sign, problem coerectly.
1. Is the gas supply Joop damaged, oc the 10.3 Wire feeder
Peripherl Joint loase?
- 2. 15 fho onse or other fistened part loase? e pem s
Part Rematks ¥s the pressing handle adjusted to on
1. s it securely mounted? s irs front end Pressing appropriate pressure-applied indicator line? | It will cause unstable wire feeding and
distorted? Tt 5 the reason to cause gis holes handle | (Special attention: it is sieictly prohibited to | arc.
T ks the o cause the weldi damage the welding wire under ®1.2mm)
Narzle ; . gun o be damaged {using anti-splash 1. is the cut powder and serap accunulated
2.Js it stuck with the splashing? agent is 0 ekl way o ovoid it in the end of the wire-guide fbe and he | O/ 0 St povder and scrap. Check
outurring) vim of wire-feeding reel?
& is the resson o cause the sorew . foroughly.
1. Is it securely mounted? thread of the welding g fo be . 2. Does the diameter of the welding wire .
Contacttip damongd Wire-guide tube] match the inner  di MMMTWMMMWM
2.7 the tip damaged, o the hole womn awiry | T is the neason w cause unstable s o wire-guide fube? arc, or the cut powder and scrap.
or blodked? w0 beeaking 3. Check if the end center of fhe wirc-guide | The misalignment would cause the cut
Replace the wire-feeding hose when tbe is aligned with the groove center of | powder and unstable are.
the length s less than gmm. A too Ihwim-ﬁf:;dgml(vin-lim' ).
1. Measure the extension length of the | small length would cause vnstible arc T m Pr——
wire-ieding hose. (it is. bettar to ue & new one wi the 1. Does the diameter of the welding wire | " " "0 z"m'm e
extosion length slighly longe than | oaeh the nominat dismeer of the | PO pomder
Wiesosting ified ome) Wire-feoding o iimg recl? wire-feeding hose to be blocked, and
hose 2. Does the diameter of the welding wire | The mismatch s the reason 1o eamse reel P . . the are to be unstable.

2. Cheek if the groove of the wire-feeding - B
match the inner dinmeter of the unstablo ane. Replace the welding wire rec!is blocked. 2. Replace it with o new one if any
wire-feeding hose? Thaso with n suitable hose. - aboormality ocaues.

T is the rewon o poor wire Check the running stability: Check if the .
3. Local bending und chongation fewding and unstable wr. Replace the Pressing ptmnpplldluanfmewdﬂirg-imk At would cause poor wice feeding and
wire-focding hove, wheel unstable arc.
10.4 Cables The following are early dingnosis tables of comman welding sbnormalities. Find the
Part Check point Remarks problem in the abnormality columns in the upper right comer of the table. If there is a “O”
I. Is the cable of the welding gun | 1. Jtwould cause poor wire feeding. " heck o i
Cable of the over-bended? 2. The over-bended eable would cause e the problem, * and ma e ng 1o reled in the
WeMing UL | 1 the el joint of the st phug loose? | unstable ar table.
1. The cable insulation is wom away and
damaged. Early diagnosis of welding abnormalities (1
calle 2.The cable joint is exposed (the insulation ' o
Output is damaged) and loose.
(fhe welded area of the power terminal, and | Tn order to ensure human safety and. E 3
the join of the base materil and the cable) | stable welding, please use appropriate . E _E 2
Th - The . Abnormalities .g g
input protection device of the switch working site. 2 E
cabinet securely connected? ® Daily chedk a 8
2. Ts the safety device securely connectsd? General and simple 2|8 E <t
Inpet cate | 318 e cable nhe ofthe | ® Regu Check parts and items = £ g g s E E g
welding power source securely Thorough and detailed § E | £ H
connected. g [} % B 4 g K]
4. T the input cable expased as its a 2l 2 E E 5
insulation is wom away or dumaged z |z =
ing the wiri - -
T_ Is the grounding sable of the weking Switch cxbinet i]]:‘fhwf""“”m7 olololalole
i power source broken? Ts it securely | Be sure to make daily check in order to g:'f’“‘l“‘““‘m P _‘“""’““?
0"""]&""“"" comected? prevent the current leakage and ensure ice) . Is the joint loose!
2 Ts the grounding cable of the base | the safety.
‘material broken, Is it secnrely connected? 1. Is the cable broken?
Input cable 2. Isthe joint looss? 0 ololo
3. Is there heating sign?
Operation of the | 1. Is the switch turned on?
1.5 Early diagnosis of aboormalities welding power | 2. 1s there a phase-lacking [ O (O |O|O |0 |OC|O|O

Even if an abnormality happens, for example, the welding can’t be conducted, the @ is
unstable, o the welding effiect is not good, do not make a judgment too early that the welder
has a faolt.

Even when the welder works narmally, th above mentioned sbnormalities may occur

due to some probletns far from Galts, fir example, fastener loosening, forgetting 1o win a
switch on/off, incomect seting, cable breaking, and gas hose cracking, Therefore, please try
to make a check before make a fault determination and send the welder for repair. Quite a
fiew problems can be readily solved.

gas cylinder to the

damnged?

source fault?
1. Is the lid of the cytinder
opened?
2. Check the remaining
Gas cylinder and | quantity of the gas o] [¢]
gas adjuster 3. Check the set value of
the flow rate
4. Ts the joint & loose?
Gas supply hose
(the full path from | 1. Ts the joint oose?
the high pressure | 2. Is the gas hose ]




Early diagnosis of welding abnormalities (2)

Abnormalities

Check parts and items

Unclean rim of the welded lines
“Welding wire stuck to the base
“Welding wire stuck to the contact tip
Gas holes ars produced

Toor arc starting
Unstable arc

The arc can't be struck
Mo gas flows our
Mo welding wire goes ont

3
‘
§

g
&
!
4
:
i

Wire feeder ‘blocked? c|o|o|O 0
Is the pressing handle too
tight or loose?
Is the cut powder of the
ling wire accumulated
in the entrance of the SUS.
tube?
. Isthe power cable of the
welding gun folded and
over-bended
Is the diameter of the
contact tip, wire-feeding
hose, and welding wire olo o o
maiched? Are the conlact
tip and wire-feeding hose
worn awiy, blocked, or
distorted?
Are the contact tip,
nozzle, and nozzle
connector loose? o o
Ts the body connector of

the welding gun properly
inserted and fiastened?

@

Y

Lad

‘Welding gun
and its cable

Body of the
welding gun

[ad

10.6 Regular check

For other lities not included in the “Early diagnosis and
“Display and handling measure of abnormalities”, please find out the reason according fo the
following procedure and take the related handling measure.

Find out fhe reason

The powes light is o, bt the welder deesnt

Check if the manusl swieh works

T

flow out when the manual

Check if the welding gun

works well

s the wire-feeding

reel stuck?

N

|r||\ motor s

damaged. Replace
the motor

The power
cable ofthe | 1. Broken (bending fatigue)
welding gun | 2. Damaged by a heavy [sRReR N} (o] o
and the switch ahbject
cantrol cable
The surface
conditionof | 1. There is oil, dirty, Tust,
the base and or paint membrane on
material and it olo|o|0 o
the extension |2, The welding wire is
of the welding over-extended
wire
1. The eross-sectional area
of the cable connected to
the base material is
insufticient.
Outpuccable | 2. The joint of the (+} and olo|o
(=) output cable is loose.
3. The electrical
conductivity of the base
material is poor.
1. The cross-sectional area
Extended of the cable is insufficient
cable 2, The cable is folded or olefoeloe
over-bended
‘Check the welding current
Weldis nd.vn::,ﬂl::mghufﬂu
OpStiting | e, and the extension ojojolo|o
conditions |- th of the welding wire
onpe again
11. Recommended parameters
Recomuticned welding parameters
The values listed in the following table arc comman specification oncs under standard.
conditions.
Carrect the mnge to a norrow one when use them in the arc-welding power source of the.
ordinary silicon-contralled rectifier.
‘Correet the range 1o a wide one when use them in the arc-welding power source of IGBT
inverter.
Plale | Wire | Cloanme | Curent | Voltage | Welding | Dry | Gasflow
thickn | diameder | e (mm) Ay vy speed | entensi e
ess | (mm) {om/min) | an (Limin)
(mm) (mm)
08 | 0.809 0 6070 | 16165 | 5060 0 0
10 0.8,09 L] 7585 | 17175 | 50~60 10 10--15
12 | om0 0 8090 | 16165 | 50~60 10 1015
16 | 0809 0 95105 | 1718 | 45~-50 10 1015
E“ 20 | 1012 | 0~05 | 10~120 | 18~19 | 4550 10 1015
5 23 | 1042 | 0510 | 120130 | 19195 | 4550 10 1015
2| 32 | 1002 | 10~12 | 140150 | 20~21 | 4550 | 10~15 | 10~15
EE 45 | 1002 | 10~15 | 160~i%0 | 22~23 | 45~50 15 15
:§ 1.2 1.2—~16 | 220260 | 24—26 4550 15 1520
E 12| 1216 | 220260 | 2426 | 4550 15 15~20
g 1.2 | 1.2~16 | 300~340 | 3234 | 45~50 15 15~20
- 1.2 1.2~16 | 300340 | 32—34 4550 15 1520
08 | 0.809 0 100 17 130 10 15
g 10 | 0809 0 10 i7. 5 130 10 15
g 12 0.8,0.9 L] 120 18. 5 130 10 15
g 16 | 1012 0 180 9.5 130 10 15
g| 20 | oLz 0 200 21 100 i3 15
IR 0 220 2 120 15 0
32 1.2 0 260 26 120 15 20
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Plate Wire | Curvent | Volage | Welding | Dry Gas flow rute 5
hicknes | diameter | (A) | (V) | specd |cxtension |  (Umin) L el ao— | 2dn | dses0 |25 ) 20
415
1) fux) § ) () n 12,16 so” 400 32~36 | 35~40 25 20~25
16 | 0809 | 60~80 | 16~17 | 40~50 10 10 o Tosns = o Toae e m m
%’ 23 | 0809 |[so0~100 | 19~20 [ 40~s5 10 10~15 ) .
32 1012 | 120~ | 20~22 | 35~45 | 10~15 10~15 TR r FEToe e m m
3 160
§ g 150
g 45 1012 | 150~ | 21~23 | 30~40 | 10~13 20~25 HETEETT pr o om m P
3
180 IR 12 I 20 | 2 2 | 15 20
? 23 12 45 230 25 110 20 25
Plate | Wire | Vertcal | Current | Volage | Welding [ Dry | Gosflow 32 12 a5 270 27 110 20 25
thicknes | diameter | inclination (A) V) speed | extensio e 45 12 s0° 290 30 80 20 25
s (mm) | {mm) af the (emimnin) | o (mm) | (L/min) G 12 £ 310 33 70 25 25
welding gun 0.8 | 0809 10 6070 | 1617 | 40~45 10 1015
(degree) 1.2 08,09 30° 8090 | 1819 | 45~50 10 10--15
10 | 0809 45" HW~80 | 17~18 | 5060 10 10~15 16 | 0809 30° 90~100 | 19~20 | 45~50 10 1015
12 | 0910 45 85~90 | 18~19 | 50~60 [ 10 10~15 'g 05809 o 1001 et | as—s0 | 10 L0~15
z 16 | 1042 45 100~ | 19~20 | s0~60 | 10 10~15 E a2l 23 130
# 1o g ] . 120~
al B 1012 47 150 20~21 | 45~50 | 10 10~15
2 | iz 45 115~ | 19~20 | 50~60 | 10 10~15 H §
150~
2 Ti 125 E 32 10,12 a7 2022 | 35~45 | 10~I5 2025
= | & 180
Gl @) 23 |12 45" 130~ |20~21 | 50~60 [ 10 10~15 H
4| 5 = 200~
-;E 140 % a5 L2 a7 o | A% 50 [ 105 | 202
E
"‘E 32 | 1oa2 s 150~ | 21~22 | 45~50 | 15 15~20 =
: " a '% ar 20 | 2 150 15 15
2.3
45 | 1002 4 140~ | 22~24 | 45~50 | 15 1520 £l
200 2 "
5 32 a7 300 26 250 15 15
6 12 45 230~ | 24~27 | d4s~s0 | 20 1520 £
260
3
= -
P +
S
12. Accompanying documents 2
® User’s manual of IGBT inverter i i Jectrode, and !
gas-shielded welder of MIG series
® Packing list
® Conformity certificate s
® Warranty card
4 u i
° TU, ’
3 2 =
© 2
E

AC415V
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USER'S MANUAL

MODEL: CUT40/50/60/80/100/120/160



SAFETY CAUTION!

On the process of welding or cutting, there will be possibility of injury.
Please take protection ko consideration during operation. For more
details please review the Operator Safety Guide, wiich complies with the

of th

Electric shock——may lead to death !1

« Set the earth fitting according to applying stondard.

* Itis forbidden to touch the electric parts and electrode when the skin is bare, wearing
‘wet gloves or clothes.

* Make sure you are insulated from the ground and the workshop.

+ Make sure you are in safe position.

Gas——may be harmful to health!

= Keep your head out of the gas.

* When operating with arc welding, air extraotor should be used to avoid breathing gas.
Arc radiation——harmful te your eyes and barn your skin.

= Use snitable helmet and light filter, wear protective garment to protect eyes and body.
* Use snitable helmet or ourtain to protect looker-on.

Fire

« Welding spark may cause fire, make sure there is no tinder stofl around the welding
area.

Nolge—extreme noise will be harmful to hearing .

= Use ear protector or others means io protect ear.
= Warn that noise is hamiful to hearing if there is looker-on around.

ABOUT THE MACHINE

The weldi ines are recti ypting the mosc advanced invester technology,
‘which can apply in plasma cuiting system of using pressing air.

The development of inverter gas-shiclded welding equipment benefits from the
development of the invester power supply theory and components. Tnverter cument firstly
commutates the working voltage of 50/60 Hz TO Direct Current. (DC). Then inverer
gas-chielded wekding power source wtilizes high-power component IGBT to transfer
50/60Hz frequency, then reduces the voltage and commutates, and exports high-power
voltage via PWM technology, resulting in the great reduce of the main tnsformer’s weight
and volume and the efficiency increasing by 30%. Arc initistion system adopts HF surging
iheory. Tt is easy for arc initiation and have finction for early feeding air and shutting air
and its characteristics are arc stable, relisble, portable, power saving and no electromagnetic
noise high speed of cutting, the glabrous shear-out and without polish.

Plasma Cutting Machine series can product the stronger, the more concentrated and
the more stable are. The arc is pressed fiercely by the quickly flowing air and the
temperature can be up to 10000-15000 centigrade degree. That farms the electrolyte estate
and then form strong plasma arc. It has the functions of arc initiation current, arc stop
current, welding curcent, basic value current, current ascending time, coment descending
time, gas delay time, continuous adjustment. What’s more, pulse frequency and pulse duty
can also be adjusted independently, It has the characteristics of automatic control of arc
initiation, arc stop and stable arc, which make the best result for shape and jmner quality of
the welding surfuce. Its exclusive design is especially suitable for bicycle industry.

Compared with the others entting machine ,the cutting machine series are using the
advanced electron circuit to supply the quick power and control it .Mareover, they have
top-ranking culting operation and the extremely high transfor efficicncy .

Malfunction——when trouble happens, eontact the professionals Th g " ‘ mig: i"‘"x“ '_ ”"m"m
.H‘mhm::mghmuﬂmmﬂmpimﬁhmmml s ficiency s b
« T you fil to fully understand the manual, or fail 10 solve the problem with fhe The machine s used widely, it s easicr to design into welding machine with different
insiruction, you should suppliers o our servi for i dynami istics. And it can weld stainless steel, carbon steel, copper and other color
‘help. ‘metal, and also can be used for traditional electric welding.
Thanks for purchasing owr products and hope for your precious advice. We will be
dedicated to produce the best p and offer the i
A CAUTION!
CAUTION! ! ly used in industry. e, 80 the worker
Creepage-protecting switch should be added when you are using the| flly on for ;
machine! |
PARAMETERS PARAMETERS
= UT 60 CUTS | CUTWO0 | CUTid CUT i60
CUT 40 CUTS0 CUT60 1""ww
Tem Po ﬂ(v) WC3BOVEIS% ACIBOVEISH (CISOVEISH |ACIOVEISH  ACIBOVEISH
Simglcphase | Singlephase | Single phase L
Power voltage () | “yaya 1504 220V215% 20V15% Rt |y " 2 1 82
7 current.
Fted pnk povier 5 63 79 Notoad voligs
(VA o 240 an 311 *8 £y
No-load voltage (v) 230 230 240
Cuerent Range
Ruted i.l'?;—l)l Surrent - Py o ) 2060 20-80 20-100 20120 20-160
Rated output
@ 2050 2060 ol W 104 nuz 120 130 144
Rated output voltage 9% 100 104 Duty cycle (%) 60 60 60 @
)
Duty cycle P P 0% Efficiency (%) 8 8 85 & #
Efﬁcimcy %) 85 85 85 Power factor 093 093 093 1) 093
Power factor 093 093 0.93 Insalation grode | F ¥ 3 ¥ F
Pilot are model HF oscillating | HF oscillating | HF oscillating ““""fm P21 P21 1 w1 w21
Bumner inter diameter
(mm} Lo 1o Lo AwingWay | Untouched | Untowched | Untouched | Untonched | Untouched
Housing Protection Pressure of air
grade 121 P21 P21 el 4s % 45 4+ +6
Arcing Infouched k)
Wy ‘ ‘ : Nozzlo lside 12 13 14 14 14
Pressure of air 45 45 a5 Hole (mm) .
compressor (k;
+($ - e o Thicknces (mm) | 120 130 140 145 150
Weight (k) o N 0 Weight (kg) 19 25 365 65 )
Dimensions (mm) xR IMxisPaR 480204303 ) SAXSIXIN | Smanslo




INSTALLATION INSTALLATION

The plasma cuter is equipped with power valinge compensafion equipment. When

power voliage finctuation between =+ 15% of rated valiage, it still can work normally. Input eable {enck agramy
‘When the machine is used with Tong cables, in order o prevent veliage from going L. Every mnchine has been disposed u power cable which must be comnected to
coordinated voltage class in compliance according to input voltage of cutting
down, bigger section cable is suggested. IF cable fs too long, it may affect the performance machine I cutling machine whose pawer voliage is 220v is connccted wrong o AC
of the power systen. So we suggest you use oables of configured length.. 380v that will cause components of infer-machine are hurnedup .
2. Muke sure power cuble s connected o power switch relinbly and prevent from
1.Make sure the intake of the machine not blocked or covered to avoid the malfinction of axidizing .
system. Make sure power vokage is inside the waved range .
2.Use cable (section not less than Gim) 10 connect the housing and the ground. The way is con
from fhe connecting serew in the back of the power source, or make sure grouad firmly, 1. Mike sure lube of pressed air is connected 10 copper conniector by high pressure rubber
For absolute safety, both ways can be used. fube firmly .

2. Make sure copper sorew of mother end of torch & connected to electrify integration
3Usep isting air pip air intake and i and terminal then tighten them clockwise rektion (prevent from leaking gas) Mobile phug
‘e hoop and other way to tighten the Jolnt. Ale source should supply suitable peessure, af another end of grounding cable pinceris comnected fo positive teminal of ront panel
Bow and bo dry, If your air souroe does ot meek the bove requiremets, you £} :::?::u plug of torch is comnectsd to swich comnector of panel {IF it is
should cansider using sol of the ri and air-d ing filter, in arc-supporting cutier arc-supporting cable of torch s connected. o ferminal af
arder fo supply suitable pressure and climinate the impurity and moisture in the air. arc-suppostiog ) T80 INSTALLATION
4Install the alr-electricity system plug to the socket in the panel and. fix it clockwise. Al —
plug of the cuting torch and arc-kocping CIJ'I'IIIIIINI:::I INSTALLATION
cable(forCUTS0/100/160) should be conneoted &
o relevant socket, and fix the screw:. Twaatie|
5.Put the loop cable plug ta the fastening socket, gl
and tighten clockwisc, another terminal holds the
work picce.
6.Acourding to input voliage grade, connect
power cable with power supply box of reevant -
valtage grade. Maks sure there is wo mistake
and make sure the voltge is different among
permission range,
7.Connect the cable as the picture shows. You can start cutting.

INSTALLATION OPERATION

L Open the power swilch of front panel, make the power switch is in “on” pasition .At

Air regulator installation and operation this time indicator of power switch is on ,The screen will show the corrent volume .

1. Fimmly tight and scal the copper air hole at IN and QUT terminal . by high pressure 2, Adjust the gas pressure to be adequate to machine , open the valve of pressed ai .
rubber tube firmly .
2. Tight and seal the meter wilh meter fice rubber tube. 3. Presstix af tarch, ic valve is starting sound of HF
3 Fix i with position, . o
4. Getdown the phstic screw and fix the regulatoe on the shelf. wriking oun bo toech should faw out
5. Tum on the air valve, tum up the pressure adjusting knob, Turn. the pressure to raled re-supporting cutter shoukd spurt fire )
volume(meter inside shows kg), and fen put down the knob.(+ means increasing
pressure, — means decreasing pressure.) 4 Itis lonm from copper tip to work piece (it is further if it is arc-supporting
Regulator installation
6. Scale of the meter s as follow The culter).press knob of torch and burn and strike arc ,sparks of FIF arc-striking will
volume in he picturs s 6 kg. “Welding machine can begin to cut .
7. Ifthe water in the gas filtering bottle is tao much, please tum on the water valve o let
the waer go out. .

CUT 40/58 Control pamek CUT 60 Contrel pancl:

Apnomal indicator

Pomaringicator Aot

Power indicator B ‘
P ol - awer swifcs
Pawer swilch Welding curant

Cutling current
e sdjusimant

Parttion senen

Al pine o Garelechicity = ST
systam output

Pasitive outpul
Posilive sutput

Torcn awlich sachat Toreh swilch socke!




CUT 40/50 Control panel: CUT 60 Control panel:
Povsindicolor Abnaml ndolo Fiemilimissi
cut40 —

Povarsuicn. Weding curent Welding current Poversuitch

odvement adusment | ()
cur60’c
T Gaselecticity
Gortcien || o ateomoulpal | T
sstem upul (. RO e ~ —Posilive output
Tochaviehsosiel Koot Totch switch codket Kespingare ouput
CUT 80/100/120 Control panel: CUT 160 Control panel

Abnomal indicator Abnomaindicator

Welding curtent
adjusment

Gaslecticit
tem output

Positve output

Torch swifchsockel  Keeping-arc output ‘Waterout ho

NOTICE

@ In order to let Plasma cutting machine to reach its best capacity and result, current
and air pressure must be matched well. So when the current is set, the pressure and
flow must be adjusted suitably. If the air flow is too big and cooling effect is too
strong, it will cause arc pause, and if the air flow is too small, the nozzle and
electrode will be too hot and burnt out.

NOTES OR PREVENTIVE MEASURES @

QUESTIONS IS BE RUN INTO DURIGN WELDING

Fittings, welding materials, environment factor, supply powers maybe have ing to

1. Environment

1} The machine can be perfnmed in enviromment wheve conditions e dey with a
dampnicss lever af max 90%.

2} Ambient temperature iy between -10 10 40 degrees centignade.

3} Avoid welding in svnshine or drippings condition.

4} Do not use the machine in environment where condition is polluted with conductive
dust in the air or corrosiveness gas on the alr.

53 Avoid gas welding in the environment of strong airflow.

2. Safety norms
The cutting machine has been installed protection circuit of over voliage and over
mmmmmnmwmmmmmtnﬂwnfmlnn
exceeding the rate standard, weldir ically. Because
that will be damage to welding machine, user must pay attention % the following notice.
1) The werking acea is adequately venfilated
The cutting machine s powerful machine, when it i being operated, it is generated by
igh currents, and natural wind will not satisty machine cool demands. So there is a fan
in inter-machine to cool down machine, nllhemﬁemhknumtmblnd:wawwd,

it is 0.3 meter from. User should make sure
the working aren is adequately ventilated. Tt is important for the performance and the
longevity of the machine.

The operator should remember to watch the max duty current (Response to the selected
duty cycle).
Kupwdd‘ugwumlmeedmdmyweunm
Over-load

3) Ne over veltage!

‘Power valtage can be found in disgrm of mein technical data. Automatic compensafion
cirenit of voltage will assure that welding current kept in allowablo armangement. H
power voltage is exceeding allowance arrangement limited, it will damage the
preventive measures.

43 These is a grounding serew behind welding machine, with grounding marker on it
Manile must be grounded reliable with cable which section i over 6 square millimeter
in arder ko prevent from stutic eleciricity and leaking.

5) K welding time is exceeded duty cycle limited, will stop working
for provection. If the machine is overheated, temperature control switch is on “ON™
pasition and the indicatar light is red. Tn this sitwation, you don’t have to pull the plug,
in order (o let the fan cool the machine. When the indicator light is off, and the

50 it can weld again,

MAINTENANCE

do with welding. User must try to improve the level of welding environment.

A. Cutting surface is rough, poor cutting result
The machine may be not well operated. You can check it as follow:

1. Make sure the compressed air supply has enough pressure which is not less than 0.3MPa
(3kg/em?) , and its range is+0.05Mpa.

2. Electrode and nozzle are not matched with current. Check as follow:

Current 10-30A 30-40A 60-100A

100-120A

Nozzle 9 Lomm | ¢l2mm | @l3mm | @ L4mm

B. Arc-striking is difficult and easy to pause:
1. Make sure quality of tungsten electrode is high.
2. Cutting current is too small and air flow is too big. And if cooling effect is too strong, it
will lead to arc pause.
3. Power net voltage is low and input cable is too long.
C. Output current is not up to the rated value:
‘When power voltage departs from the rated value, it will make the output current not
matched with rated value; When voltage is lower than rated value, the max output may be
also lower than rated value.
D. Current is not stabilizing when machine is been operating:
It has something to do with factors as following :
1. Electric wire net voltage has been changed .
2. There is harmful interference from electric wire net or other equipment .
E. Electrode or nozzle bumt often:
1. Current is too big or nozzle is too small.
2. Air pressure is low and cooling effect is weak and nozzle is too hot.
F. Arc can not cut into the steel plate fully, or too much spatter.
1. Maybe the machine capacity can not meet the demand of that thickness, please use bigger
‘machine.
2. Electrode or nozzle is burnt, please change it.

CAUTION:
Before maintenance and checking, power must be mmed off, and before
opening the housing, make sure the power plug is pulled off..

1. Remove dust by dry and clean compressed air regularly, if welding machine is operating
in enviroment where is polluted with smokes and pollution gir, the machine need

removing dust everyday.
2. Pressure of compressed air nmst be inside the reasonable arrangement in order to
provent d i i of i i

3. Check inter circuit of welding machine regularly and make sure the cable
cirenit is connected correctly and connectors are comnected tightly (especially insert
connector ond components). If scale and loose are fonnd, please give a good polish to
them, then connect them again tightly.

4, Avoid water and steam enter into inter-machine, if they enter inta machine, pleass dry
inter-machine then check insulation of machine.

3. W welding machine will not be operated long time, it must be put inte packing box

And store in dry enviromment,

6, When wire machine operates for every 300 hours, the electric carbon brush and armature
rectifier should be polished, the reducer should be cleaned, and lubricator should be
added to the turbo and bearing.

BEFORE CHECKING

& WARNING
Blind experiment and careless repair may lead to more problem of the machine thar will
mrake formal check and yepair more difficult. When the machine is electrified, the naked
parts contain life-threatening voltage, Any direct and indirect touch will cause clestric
shock, and severe electric shock will lead to death.

® For normal operation you should cut from the edge of the work piece, in
this way you can protect the torch from damage by spatter conglutination.

(@ Notice: In the period of guarantes maintenance, if vser makes wrong check and repair
for the induetion power without our permission, the free maintenance guarantee offered by
the supplier will be invalid.




CHECK FAULT

®

Notes: If user wants to operate machine as following, the operator must be a
personnel in a specific field of electricity and safety and hold the relevant certificate

that proves their ability and knowledge. Before maintenance, contacting with our company

for authorization is suggested.

CUT 40/50/60(220V)

Faults

Resolvable Methods

Switch indicator is on, fan is not working

and control knob is out of work.

Over voltage protection is working. Close machine then

Open it again after several minutes.

Switch indicator is lit and fan is working.

Check if torch is open circuit.

However, press control knob of torch, there | 2. Check if control knob of torch is damaged.

is no HF arc-striking sound and 3. Part of assistant power of top board is damaged and there
electromagnetic valve is not working. is no DC 24V output.

Switch indicator is lit and fan is working. 1. Check if MOS K2837 of top board is damaged (driver
However, press control knob of torch, there mould is damaged).

is no HF arc striking sound and inter red 2. Rising transformer of bottom board is damaged.

diode is lit. 3. Control mould is damaged.

Switch indicator is lit and fan and
electromagnetic valve are working.
However, there is no sound of HF
arc-striking and inter red diode is not lit.

There is some trouble in part of arc-striking, such as:

1.

2.

It is too far between discharge tip or there is adhesion in
discharge tip.
Primary coil of arc-striking transformer is damaged or
poor contact.
Check if four times voltage rectifier diode is stricken.
Check if HF electric capacity 102/10KV is leaking.

Relay is damaged.




CHECK FAULT

Notes: If user wants to operate machine as following, the operator must be a

personnel in a specific field of electricity and safety and hold the relevant certificate

that proves their ability and knowledge. Before maintenance, contacting with our company
for authorization is suggested.

CUT60/80/100/120/160 (380V)

Faults Resolvable methods

1+ Make sure air switch is on.

Meter can not display.
Piay 2. Power source of input cable has electricity.

Fan can not run
3. Make sure power source not lack of phase.

Meter i al,
ef 15 norm 1. Check if cable is loosen.

2, Control wire of gun broken or switch broken.
3. Control circuit is broken. (Contact tactory)

Fan is normal
Cutting gun switch can
not work

1. High-pressure device is broken.

2. IGBT is broken.

3. Rectifier broken.

4. Control board is broken.

5. Feeding circuit broken(abnormal indicator lit), contact

Abnormal indicator is lit.
Meter is normal,
Fan is normal

factory.
Meter is normal,
Fan is normal, 1. Arcing part has problem.
Electromagnetic valve is | 2. Electricity-releasing nozzle is too far away.
abnormal, 3, High-pressure device is broken.
No arc output 4. Relayis b.mkfan.
Abnormal indicator is not | > Control circuit broken.
lit

1. Air switch quality is poor.
Air switch can not close | 2, Three phase rectifying bridge is broken.
3. Check if any short circuit inside.

If after checking and adjustment it still can not work normally, please contact the local

distributor or our service center.




USER'S MANUAL

MODEL: ARC400/ARC500/ARC630
MODEL: ARC630/ARC800/ARC1000



Please read

| Thank you for using  welder!
For your safety and someone else’s, please read this manual and understand

it before operate.

ABOUT THIS MACHINE

welding machine is a rectifier which b

sed on high inverter technology.
Inverter arc welding machine profit from the appearance of inverter power

concept and the components.50Hz/60Hz frequency is inverted to high frequency

(frequency is over 20KHz) by IGBT which is a high-power part ,then step down

voltage and rectify current ,inve

arc welding power supply generates powerful DC
welding current through PWM so that the cube and weight of the main transformer
has been reduced greatly. It has increased the efficiency by 30%.T he appearance of
inverter welding machine has been called one revolution of welding industry.

are welding machine can supply more concentrated * more steady and stronger arc.
When the short-circuit happens, it will react more rapidly. What's more, the power
can be assembled arc adjusting device which means it can be designed into the
welding machine with different dynamic characteristic. The arc will become more

strong or more soft if the dynamic characteristic has been adjusted.

High efficiency, save-energy lightness, sensitive reaction, steady arc and e

controlled melting pool are characteristics of welding machine series. It has high
no-load voltage and good power compensation which has been widely used for
stainless steel, alloy steel, carbon steel, cooper and other metal. The electrode of

diff

rent specification and different material including acidic ,basic and cellulosic

rod

n be applicable for the welder. The welding machine

suitable for job of
high-altitude and outdoor and fitment of inside or outside. Compared to the same
products in the domestic and oversea market, it has more advantage such as light
weight , easy installing and operation

Welcome all the customers to give us more valued suggestions, we will try our

best to supply you better service.

CAUTION

CAUTIONS:

You may be faced with dangers during the course of welding, so
please be careful and read the manuals carefully before working.

Electric-shock :it may be fatal to life

* Install the carth cable to the standard.

* No touching clectric parts with bare handswet hands or wet clothes.
* Make sure that you and working piece are insulation circumstance.
* Make sure that your working is in safety.

Smoke:it may be harmful to your health.

* Kee;

p your head out of the smoke.
* When welding, make sure the air is flowing to avoid b

cathing in the smoke.

Air-emission---may be harmful to your eyes and skin

and clothes to protect your e

* Wear suitable welding mas
.U n to keep the look-ups from the

e sure there is no tinder near the

Noises-too much noise may be harmful to your hearing.

+ Please wear something to protect your ears from the noi
* Warn the look-ups of the hidden harm the noise may

ours

Break-down: ask the professional for help

* If you have any problems in setting up or operating, please first consult this
manual.

* If yousstill can not understand after reading this manual, please contact your
supplier or manufacturer to get professional's help.

CATUIONS!
J4 ’_‘ Y Before using you need to fix creepage protection switch!

& This equipment is used mainly in industry. Under room temperature ,this
equipment may course wireless interruption ,please take enough

precautionary measures.

THE MAIN PARAMETER

Model
tem ARC400 ARC500 ARC630
Power voltage (V) AC3-380 V+15% AC3-380 V+15% AC3-380 V£15%
Frequency (HZ) 50/ 60 50/ 60 50/60
Rate input current (A) 28 33 58
No- load voltage (V) 72 72 80
Output current adjust  (A) 40-400 40-500 80-630
Rated output voltage (V) 36 40 4“4
Arc force adjust (A) 60 60 -
Dutycyele (%) 60 60 60
No-load loss (W) 40 40 40
Efficiency (%) 85
Power factor 0.93 0.93 0.93
Insulation class B B B
Protection class P21 P21 121
Weight (kg) 18.6 2 2.5
Overall dimension (mm) 490 X 240460 490 X 240460 490240 460

INSTALLATION




OPERATION

1. Turn on the power switch on the front panel. The meter will show enacted current

volume, meanwhile, the cooling fan in the machine works right now .

2. Choose right welding current and are-force current according to the thickness of
the work piece, the diameter of the electrode and the technology needs.

3+ Hold the electrode with stick holder and now the machine is ready for stick
welding.

The electrode specification for flat welding:

Rod $2.5 $4.0
$3.2
model
‘Weldin 70-100A 110-140A 170-220A
g
current

4. If welding machine has remote control devie

1) Make sure the switch position of remote control device before operation .If switch

is on “OFF" position that is out of remote control. Switch is on “ON position that is

sing remote control device.

2) Insert plug of remote control in socket of remote control correctly and tighten
firmly in order to prevent poor connection. If remote control device is not used, make
sure the switch is on “OFF” position , otherwise welding current will not be adjusted
on the panel.

‘When machine is being moved, the switch of remote control is not on current position

by bump which causes welding adjustment is out of work will be misunderstood as a

fault of machine. Please pay attention to the circumstance.

The power voltage is listed in the “Main Parameter” table, generally , the
If the
.The operator

automatic compensating cireuit may make sure the current is in rated ran,
voltage surpa
should be familiar with it and take certain actions to pre
4) Every welder has an earth serew, and ecarth connecting mark . Before

s the allowed value the machine may be damage

entit.

operation , please choose a cable whose section is more than 6 square
millimeter.make the case firm earth —connecting to avoid accidents which may
be caused by electricity —leaking .

5) If the working time of the welder surpasses the standard load el

e, the machine
may suddenly enter protection condition and stop working ,which shows that the
standard load cly
ontrol switch, thus making the machine
pilot light on the panel board is on . Under this
plug .50 that th
light is off ,the temperature de
again.

machine been over th cle, and over-h

ng works the
top working .Meanwhile, the red
mstance, you needn’t pull off the
nachine. When the red
tandard range .then you begin to weld

thermal;

fan can continue working .thus cooling th

ses to the

re:

QUESTIONS MAY BE FACED BURING THE WELDING

These situations may be connected with your using accessories , welding
materials.environment and  pow
environment that you can avoid similar circumstances.

A Ttis difficult for arc-starting and easily stopped.
1. Make sure that you need use high quality welding rod if not you will not weld
successfully:

supplying .So you need to create abetter

2. The electrode which doesn't been dried is difficult to start arc. It will course the
unstable arc and more welding gap which result in a worse welding.
3.If the prolong cable has lower down the output voltage, we suggest you try to
shorten the cable.
B. Output current can't reach rate current

The large discrepancy between the power voltage and rated voltage will course the
output current is unconform with the adjusted value. When the power voltage is
lower than rated value, the largest output current may be lower than rated value.
C. Welding current is not stabilizing .

This circumstance may have something to do with the follow factors:

1. Power voltage has
2.The severe interfering from the electrical net or other device.
D+ Much splash

anged §

1 .Maybe the current is too large but the diameter of the electrode is too small.

2.The out put terminal has been wrong connected. The positive polarity we
should be used in normal operation. Namely the electrode should be connected to
the negative power and the work piece should be connected to the positive terminal.

welding machine are equipped with power voltage compensation device which
between +- 15%.

When long cable is used , we suggest you choose cables with wider section to in
order to redu

can still work when the power voltage

n;

voltage-de ing; but if the cabl

s too long it may influence the
arc starting and other

ystem, so we recommend you to use the given length.

1. Make sure the ventilating mouth is not blocked or covered lest the c«
is disabled.

2. Connect the case to earth with cables whose section is no less than 6ml’,from the

oling system

back of the welding machine to earth screw to earth-connecting equipment or
make sure the earth terminal has been connected to the ground separately. You
can also take the two measures for safety.

3. Connect the electrode holder and earth clamp correctly according to the below
drawing. Make sure the cable has been connected well with the electrode holder

and air-plug, Plug the air-plug to the air-socket “-* and wind around clockwise at a

full tilt.

Plug the air-plug of the back circuit cable to the air-socket “+7, and wind around
clockwise at a full tilt, the other terminal of the earth clamp is tied to the work
pie

5. Please pay attention to the connection polarity. There is usually two measures for
DC welder connection: 1. Plus connection which means the electrode holder
should be connected to negative pole and the work piece should be connected to
the positive pole. 2.reverse connection which means the electrode holder should
be connected to the positive pole but the work piece should be connected to the
negative pole. The measures should depend on the technics request. The unsteady
arc, great splash and sticking will be coursed if the wrong measures has been
chosen. Tn this ci you can exchange the air-plug iently in order
to change the polarity.

6. Connect the power cable(not smaller than 3¥2.52) to the switch box with relative
voltage level( ) .Please note connect with wrong voltage and make sure the error
of the input voltage should within the allowed range.

If it is too far (50-100m) between work workpiece and welding

e and second cables (electrode holder cable and earth clamp
cable)is too longer. so section of the cable must be bigger in order to reduce
voltage drop.

WARNING!

Any connection should be operated under power off. Right operation is
to connect the electrode holder and earth clamp to the welding machine. Make
sure that it is reliable and tightened and then connect the power.

NOTICE OR PREVENTIVE MEASURE @)

1. Operation Environment
1) The operation should be in a relative dry environment, the air humidity usually
doesn't overrun 90%.
2) The temperature around should be between ~10 and +140 degrees centigrade.
3) Avoid working in the sun or in the rain. Make sure the water or rain don't infilter
the machine.

1) Avoid working under the circumstance of dusty area or air with corrosive.

5) Avoid doing gas shield working under the condition of strong airflow.

2. Safety
welde quipped with over-voltage and over-current and over-thermal
protection circuit,when the output voltage .output current and inn
over the rated ones .the machine will stop working automatically. But
over-use(e.g.over-voltage) may damage the welding machine,so pay attention to
the following tips:

1) Make sure of good ventilation

welders are large technical welding machines .and has huge current through it
when working .and natural air flow can not satis

cooling n:

S0 we put two
embodied fans to cool it and makes it work normally .The operator should make
sure the fan not blocked or covered ,and the distance between the welder and

surroundings shouldn't be I

than 0.3m.The users should always pay attention to
the flowing condition of the machine,because it is very important for the working

quality and working year of the m
2) No over-load!
The users should pay second attention to the allowed max loading current
(comparative load elycle), and make sure the welding current not surpass the
rof the

allowed max.Over-current may obviously shorten the working y
machine.and even may fire the machine to piec
3) No over-voltage!




Maintenance

I Remove dust by compresses air regularly ,generally if machine is operated in
environment where is polluted with more dust and smoke ,welding machine must
be remove dust twice every month.

2 Pressure is adequated to welding machine in order to protect little components.

3 Check the electrify connectors and make sure the connectors are connected
firmly(specially connectors and inserts) Tighten the relaxing connector,if
component is oxidized ,these oxide must be get rid of and connect then again.

4 Avoid water and steam enter iner-machine,if machine has been affected with
damp please dry inter-machine and check insulation of machine.

5 If the machine will not be usd for long time it must be put in its own packing box
and stored in dry environment.

6 Do not throw and bump machine.

CHECK FAULT

®

contact

Cautions: The operators are supposed
and common sense of safety .and conceming certificates are needed .We suggest you

to have enough knowledge of electric-gas

Company before operation and meanwhile get permission.

MMA400. MMA500. MMA630 Fault and Solution

board , tighten them again .

Fan is
working , welding
current is not
stabilizing or out of

potential control.

1. Quality of 1K potential is bad ,replace it .

2. Terminal of output is broken circuit or poor connect, check them.

Fan is working and
abnornal indicator is
not lit , there is no

welding output.

1. Check if components is poor connect.
2. Check if connect of output terminal is broken circuit and poor

connect.

Check voltage between power source board and MOS board (VH-07)is
about DC38OV.

If indicator is not lit in assistant power of MOS board , pleagse

contact with seller or our company.

If there is some question in control circuit ,please contact our

company.

Faults

Resolvable methods

Indicator of power
switch is not lit, fan
is not working and

there is not welding

1. Make sure power switch is close.

2. Make sure electrify wire net (vhich is connected to input cable)is

in work.
output.
1. Maybe be comnccted wrong to 380V power cause machine is in
protection cireuit , connect to 220V power and operate machine again.
Power indicator is |2 220V pover is not stabilizing (input cable is too slender) or input

lit, fan does not work

and  there is n

welding output

cable is connected to electrify wire net cause machine is in

protection circuit . Increase the section of input cable and tighten
input connect firmly .Close machine 5-10minutes then open it again.
3. Open and close power switch in short time cause protection circuit

is working .Close machine and open it again after 5-10 minutes.

4.Cables are relaxed between power switch and pover sourc

Fan is working and
abnornal indicator is
lit ,but there is no

welding output.

1. Maybe over-current protection is working , please close machine and

waiting . After abnormal indicator is not on ,open machine.

2. Maybe overheated protection is working ,wait for 5-10minutes.

3. Maybe inverter circuit is in fault ,please pull up the pover plug
of main transforner (near VI-07 fan )which is on MOS hoard then

open the machine again.

(1) If abnormal indicator

damaged , check and replace it .

still 1it ,some of MOS board is

(2) If abnormal indicator is not lit :
a. Maybe transformer of middle board is damaged ,measure primary
inductance volume and Q volume of main transformer by inductance
bridge.

tube of transformer is

b. Maybe some of secondary rectifier

broken , check and replace rectifier tube.

4. Maybe feedback circuit is in fault

Please read

Thank you for using  welder!

For your safery

it before operat

and someone else’s, please read this manual and understand

CAUTIONS:

You may be faced with dangers during the course of welding, so

please be careful and read the manuals carefully before working.

Electric-shock :it may be fatal to life

* Install the earth cable to the standard.

* No touching electric parts with bare hands,wet hands or wet clothes..

« Make sure that you and working piece are insulation circumstance.

+ Make sure that your working is in safety.

Smoke:it may be harmful to your health.

« Keep your head out of the smoke

- When welding, make sure the air is flowing to aveid breathing in the smoke.

Air-emission---may be harmful to your eyes and skin

- Wear suitable welding mask and clothes to protect your eyes and skin.

* Use suitable screen or curtain (o keep the look-ups from the emission.

Fire

« The welding sparkle may lead the fire, so make sure there is no tinder near the

workpiece.

Noises-too much noise may be harmful to your hearing.

+ Please wear something 1o protect your cars from the noises.

* Warn the look-ups of the hidden harm the noise

may Course.

Break-down: ask the professional for help

* If you have any problems in setting up or operating, please first consult this

manual.

= If you still can not understand after reading this manual. please contact your

supplier or manufacturer to get professional’s help.

A

Before u:

CATUIONS!

& you need to fix creepage protection switch!




ABOUT THIS MACHINE

welding machine is a rectifier which based on high inverter technology.

Inverter arc welding machine profit from the appearance of inverter pawer
concept and the components. SOHZ60Hz frequency is inverted 1o high frequency

{frequency is over 20KHz) by IGET which is a high-power part .then siep down

voltage and rectify current .inverter arc welding power supply generates powerful DC
welding current through PWM so that the cube and weight of the main transformer
has been reduced greatly. It has increased the efficiency by 30%.T he appearance of
inverter welding machine has been called one revelution of welding industry.

arc welding machine can supply more concentrated. more steady and stronger arc.
When the  short-circuit happens, it will react more rapidly. What's more, the power

can be assembled are adjusting deviee which means it can be designed into the

welding machine with different dynamic characteristic. The are will become more
strong or more soft if' the dynamic characteristic has been adjusted.

High efficiency. save-energy lightness, sensitive reaction, steady are and easy
controlled melting pool are characteristics of welding machine series. It has high

no-load voltage and good power compensation which has been widely used for

stainless steel, alloy steel, carbon steel, cooper and other metal. The electrode of
different specification and different material including acidic \basic and cellulosic
electrode can be applicable for the welder. The welding machine is suitable for job of

high-altitude and outdoor and fitment of inside or outside. Compared to the same

products in the domestic and oversea market, it has more advantage such as light

. easy installing and operation

Welcome all the

stomers to give us more valued suggestions, we will try our

best to supply you better ser

CAUTIONS

welding machine are equipped with power voltage compensation device which
can still work when the power voltage ranges between +- 15%.
When long cable is used , we suggest you choose cables with wider section to in

order to reduce vollage-decreasing: but if the cable

it may influence the

are starting and other system, so we recommend you to use the given length,

Make sure the ventilating mouth is not blocked or covered lest the cooling system
is disabled,

Conneet the case to earth with cables whose section is no less than 6m 1" from the
back of the welding machine 10 earth screw 1o eanth-connecting equipment o
make sure the earth terminal has been connected to the ground separately. You

can also take the two measures for safety.

Connect the electrode holder and carth clamp comrectly according to the below
drawing. Make sure the cable has been connected well with the electrode holder
and air-plug. Plug the air-plug to the air-socket - and wind around clockwise at
full til

=

Plug the air-nlug of the back circuit cable to the air-socket *“+7, and wind around
tied to the work

clockwise at a full il the other terminal of the carth clamp is

picee

Please pay attention to the connection polarity. There is usually two measures for
DC welder connection: 1, Plus connection which means the electrode holder
should be connected to negative pole and the work piece should be connected to
the positive pole. .reverse connection which means the electrode holder should
be connected to the positive pole but the work piece should be connected 1o the
negative pole. The measures should depend on the technics request. The unsteady
are, great splash and sticking will be coursed il the wrong measures has been
chosen. In this cireumstance, you can exchange the air-plug conveniently in order

to change the polarity

Connect the power cable(not smaller than 342.5%) to the switch box with relative
voltage level( ) .Please note connect with wrong voltage and make sure the error

of the input voltage should within the allowed ra

If it is teo far (50-100m) between work workpicce and wel

ng

e and  second cables (electrode holder cable and earth clamp
cable)is roo longer. so section of the cable must be bigger in order to reduce
voltage drop.

& This equipment is used mainly in industry. Under room temperature this
equipment may course wireless interruption please take enough

preeautionary measures.

ARC1000 ARCE00 ARC630
Power voltage (V) ACTAITVE 1% ACIHIEVE 150 ACIAISVE15%
Frequency (HZ) 5050 s0/60
Rate  input curment (A} 0 3
No- load vohage (V) 80 80 80
Output current adjust € A) 0-1000 &0-800 B0-630
Rated outpus voliage (V a a1 a2
Duty cycle 60 60 a0
Norload loss (W) 40 40 40
Efficiency (%1 £5 85 85
Power factar .93 0.53 093
Insulation class B B B
P21 P21 #21
Weight (kg 186 20
Overall dimension {mm ) 49023 240 460 490 240% 460
INSTALLATION
OPERATION

1. Turn on the power switch on the front panel. The meter will show enacted current
volume, meanwhile, the cooling fan in the machine works right now .

2. Choose right welding current and arc-force current according to the thickness of
the work piece, the diameter of the electrode and the technology needs.

3. Hold the electrode with stick holder and now the machine is ready for stick
welding.

The electrode specification for flat welding:

Rod ®25 P40
@32
model
Weldin 70-100A 110-140A 170-220A
current

4. If welding machine has remote control device:

1) Make sure the switch position of remote control device before operation .If switch
is on “OFF™ position that is out of remote control. Switch is on “ON™ position that is
using remote control device.

2) Insert plug of remote control in socket of remote control correctly and tighten
firmly in order to prevent poor connection. If remote control device is not used, make
sure the switch is on “OFF” position , otherwise welding current will not be adjusted
on the panel.

‘When machine is being moved, the switch of remote control is not on current position
by bump which causes welding adjustment is out of work will be misunderstood as a

fault of machine. Please pay attention to the circumstance.



WARNING!
Any connection should be operated under power off. Right operation is
to connect the electrode holder and earth clamp to the welding machine. Make

sure that it is reliable and tightened and then connect the power.

NOTICE OR PREVENTIVE MEASURE @

1. Operation Environment

) The operation should be in a relative dry environment, the air humidity usually
doesn’t overrun 90%.

) The temperature around should be hetween —10 and +40 degrees centigrade,

w o

» Avoid working in the sun or in the rain. Make sure the water or rain don’t infilter

4) Avoid working under the circumstance of dusty area or air with corrosive.

5) Avoid doing gas shicld working under the condition of strong airflow,

2. Safety
welders are equipped with over-voltage and over-current and over-thermal
protection circuit,when the output voltage ,output current and inner temperature is
over the rated ones .the machine will stop working automatically.But

averusele.g ove

-voltage) may damage the welding machine,so pay attention to
the following tips:
Make sure of good ventilation

welders are large technical welding machines .and has huge current through it
‘when worl

vz .and natural air flow can not satisfy its cooling need.so we put two

embodied fans to cool it and makes it work norm

lly The operator should make
sure the fan not blacked or covered .and the distance between the welder and
surroundings shouldn’t be less than 0.3m. The users should always pay attention lo
the flor

¢ condition of the machine because it is very important for the working
quality and working year of the machine.

2) No over-load!
The users should pay sccond attention to the allowed max loading current
(comparative load clycle), and make sure the welding current nol surpass the
allowed max.Over-current may obviously shorten the working vear of the
machine.and even may fire the machine to picces.

3) No over-voltage!

The power voltage is listed in the “Main Parametertable .generally .the

Maintenance

"

-

>

Remove dust by compresses air regularly generally if machine is operated in
environment where is polluted with more dust and smoke ,welding machine must
be remove dust twice every month

Pressure is adequated o welding machine in order t protect little components
Check the electrify connectors and make sure the connectors are connected
firmly(specially connectors and insents) Tighten the relaxing connector.if’
companent is oxidized these oxide must be get rid of and connect then again,

Avoid water and steam enter iner-machine.if machine has been affected with

damp ,please dry inter-machine and check insulation of machine.
1f the machine will not be usd for lang time it must be put in its own packing box
and stored in dry environment

Do nat throw

id bump machine.

CHECK FAULT

and comman sense of safety and eonceming certificates are needed We suggest you

® Cautions: The operators are supposed 10 have enough knowledge of elect

contact Company before aperation and meanwhile et permission.

WMA400. MMAS00. MMAB30 Fault and Solution

automatic compensating circuit may make sure the eurrent is in rated range If the
voltage surpasses the allowed value .the machine may be damaged . The operator
should be familiar with it and take certain actions o prevent it

4) Every welder has an eanh screw .and carth connecting  mark.Before

operation please choose a cable whose section is more than 6 square

millimeter.make the case firm earth —connecting to avoid accidents which may

be caused by clectricity —leaking

5)  If the working time of the welder surpasses the standard load clylee, the mach

may suddenly enter protection condition and stop working which shows that the
machine has been over the standard load clycle, and over-heating works the
thermal-control switch, thus making the machine stop working Meanwhile, the red
pilat light on the panel board is on _Under this circumstance, you needn’t pull off the
plug .50 that the fan can continue working ,thus cooling the machine. When the red
light is off ,the temperature decreases to the standard range .then you begin to weld
again. -

QUESTIONS MAY BE FACED DURING THE WELDING

These situations may be connected with your using aecessorics welding

materialsenvironment and power supplying 50 you need to create a better

environment that you can avoid similar
A. Itis difficult for arc-starting and easily stopped.
1. Make sure that you need use high quality welding rod ,if not you will not weld

umstances.

successfilly
2. The electrode which doesn’t been dried is difficult to start arc. It will course the
unstable are and more welding gap which result in a worse welding.

3 .If the prolong cable has lower down the output voliage, we suggest you iry to

shorten the cable.
B. Qutput current can’t reach rate current
T'he large discrepancy between the power voliage and rated volage will course the
output current is unconform with the adjusted value. When the power voltage is
lower than rated value, the largest output eurrent may be lower than rated value,
C. Welding current is not stabilizi
Ihis circumstance may have something to do with the follow factors:

1. Power voltage has changed:

2.The severe interfering from the electrical net or other de
D. Much splash
1 .Maybe the current is too large but the diameter of the electrode is toa small

2

The out put terminal has been wrong connected. The positive polarity welding
should be used in normal operation. Namely the electrode should be connected to

the negative power and the work piece should be connected o the positive terminal.

board , tighten them again .

stabilizing or out of

Fan is

working , welding
1. Quality of 1 K potential is bad ,replace it .
current is not o
2. Terminal of output is broken circuit or poor connect, check them.

potential control,

Fan s working and
abnormal indicator is
not lit , there is no

welding output.

1. Check if components is poor connect.

2. Check if connect of output terminal is broken circuit and poor

connect.

3. Check voltage between power source board and MOS board (VH-0T)is
about DC38OV.

4. If indicator is not it in assistant power of MOS board , pleagse

contact with seller or our company.

If there is some question in control circuit ,please contact our

company.

Faults Resolvable methods

switch is not lit, fan
not working  and ‘
| 2 Make sure eleotrify wire nottwhich is connected Lo input cable} is
s ot welding
in work

output

of power
1. Make sure power switch is close,

Fan is working and

L. Maybe be connected to 380V power e machine is

protection circuit |, connect to

0¥ power and operate machine

wer  indicator s 220V power is not stabilizi

an does ot work | cable conected o electrify wire net cause mchine is

input connect Tirmly . Close machine 5-10ninutes then open it

3. Ope

and close power

s working . Close machine and open it again after 5-10 minutes.

i.Cablos ar

relaxed betwsen power switch s

welding output.

aput cable is ton slender) or inpat

n shart tine cause protection circuit

1. Maybe over-current protection is working , please close machine and

waiting . After abnormal indicator is not on ,open machine.

2. Maybe overheated protection is working ,wait for 5-10minutes.

3. Maybe inverter circuit is in fault ,please pull up the power plug
of main transformer (near VH-07 fan )which is on MOS board then

open the machine again.

abnormal indicator is| (1) If abnormal indicator is still lit ,some of MOS board is

1it ,but there is no | damaged ,check and replace it .

(2) It abnormal indicator is not lit :
a. Maybe transforner of middle board is damaged , measure primary
inductance volune and Q volune of main transforner by inductance
bridge.
b. Maybe some of secondary rectifier tube of transformer is

broken , check and replace rectifier tube.

4. Magbe feedback circuit is in fault .

d power source




USER'S MANUAL

MODEL:TIG400M1J



SAFETY WARNING

On the process of welding or cutting, there will be possibility of injury, so please take

protection into consideration during operation. For more details please review the Operator

[sarsy Swide, which complies with the preventive requirements of the manufacturer.

Electric shock—May lead to death 11

+ Set the earth fitting according to applying standard

« Forbidden to touch the bare electric parts and electrode with uncovered skin, wet gloves or clothes.
« Make sure you are insulated from the ground and the work piece.

+ Make sure you are in safe postion

Gases and fumes—May be harmful to health!

+ Keep your head out of the gases and fumes.

« When arc welding, ventilators or air extractors should be used to avoid breathing gases.
Arc rays—Harmful to your eyes, burn your skin.

« Wear suitable protective mask, light fiter and protective garment to protect eyes and body.
« Prepare suitable protective mask or curtain to protect looker-on

Fire

+ Welding spark may cause fire, make sure there is no tinder stuffaround the welding area.
Noise—Excessive noises will be harmful to hearing .

+ Use ear protector or others means to protect ear.

+ Warn looker-on that noise is harmful to hearing

trouble happens, authorized
« Iftrouble happens during installation and operation. please follow this manual instruction to check up.
« Ifyou fail to fully understand the manual. or fail to solve the problem with the instruction, you should contact the

suppliers or the service center for professional help

WARNING !
Creepage-protecting switch should be added when using the machine!

TECHNICAL PARAMETERS TABLE

Parameters Mode! TIG400MIJ
Power voltage(V) 3 phai%\ni“sv
frequency(Hz) 50/60

ARC:24
Rated input current(A)

TIG:17
No-load voit.(V) 68
Output current voit.(A) 10~400

ARC:36
Rated working voit.(V)

TIG:26
Force adiustment(A) 0~100
Duty cycle(%) 60
No-load loss(W) 100
Time of downslop(S) 0-5
Arcing way HF
Efficiency(%) 85
Power factor 0.93
Insulation grade F
Housing protection grade IP21S
weight(kg) 29.5
Dimensions(mm) 550X280X545

MACHINE DESCRIPTION

Weldirg machine is a rectifier adopting the most advanced inverter technology.

The development of welding equipment benefits from the appearance of the inverter power supply theory and

components. Inverter arc welding power source utiizes high-power componznt IGBT to transfer 50/60Hz frequency

Up to 15KHz, then reduce the voltage and commutate, and output high-power voltage via PWM technology. Because
of the great reduce of the main transformer's weight and volume: the efficiency increases by 30%. The appearance of

Inverter welding equipment is considered to be a revolution for welding industy.

Weldirg power source can offer stronger, more concertrated and more stable arc. When stick and work piece get
short,its response will be quicker. It means that it is easier to design into welding machine with different dynamic

characteristics, and it even can be adjusted for specialty to make arc softer of harder.

TIG welding machine is easy for arc initiation and has the functions of arc intiation current, arc stop current, welding
curren;, basic value curent, current ascending time, current descending time, gas delay time, continuous adjustment
What's more, pulse frequency and puise duty can aiso be adjusted independently. It has the characteristics of
automatic control of arc initiation, arc stop and stable arc. which make the test result for shape and inner quality of

the welding surface. Its exclusive design s specially sutable for bicycle indusiry.

The machine can be for multi-use. and can weld stainless steel, carbon steel, copper and other color metal, and also

can use fortraditional electric welding. Its transfer efficiency is above 85%.

Thanks for purchasing our products and locking forward to your precious advice, we will try our best to perfect our

products and service

WARNING !
i'§ ‘The machine is mainly used in industry. It will produce radio wave, so the warker should make full
preparation for protection.

INSTALLATION INSTRUCTION

The machine is equipped with power voltage compensation equipment. When power vottage fuctuates
betweend15V+15% of rated voltage, it still can work normally.

When use long cable, in order to prevent voltage form going down. bigger section cable is suggested. If cable is too

long, it may affect the performance of the power system. So we suggest youto use configured length

Make sure intake ofthe machine not blocked or covered, lest cooling system could not work.

flow meter and pipe. Connecting part of pipe should used hoop or other things to fasten. lest argon leaks out

2. Make good connection of shielded gas source. Gas supply passage includes cylinder, argon  decompress
and air getsin

3. Use inducting cable whose section is not less than 6 mm*to connect the housingta the ground. The way is
from the ground-connecting screw at the back to the earth device

4.

the joint at the front panel, and fasten clockwise

jointat the front panel, and fastenthe screw.

Correctly conned the arc torch or hokder according to the sketch. When use ARC welding: Make sure the cable,
holder and fastening plug have been conneded with the ground. Put the fastering plug into the fastening socket at
he " terminal and fasten it clockvise. When use puise arc welding: Put the gas-electriciy plug of the welding gun to
TIG400PMJ INSTALLATION

3Phase: AC415V

—

Put the air switch on the gun to the relevant

5. Putthe fastening plug ofthe cable to fastening :::,.m
socket of “+" polarity at the front panel. fasten it
clockwise, and the earth clamp at the other
terminal clmps the work piece. (B o ®

6. According to iput volage grage, comnect [ o D2

power cable with power supply box of
relevant voltage grade. Make sure so
mistake and make sure the voltage
difference among pemmission range. After
the above job, installation is

finished and welding is available.

T EARTHCHANP
LMM*— -.\ WORK PIECE

\

WARNING!

Before connecting operation please make sure all the power is tumed off. The right order is to
connect the welding cable and ground cable to the machine first, and make sure they are firmly connected|
and then put the power plug to the power source.

PANEL FUNCTION INSTRUCTION




THE PANEL OF TIG400PIJ:

T16400P1J £

ioc TIG WELDER
/ N / N
/ N y- N
N\ N\
N N
N \

# \ # \
£ N\ £ N\
\ # \

20
]
1 10 9 8

+
1 7 [Neg ative output terminal
2| Abnormal indicator ¥ [Gasout
3| MMAITIG switch § | Remote control socket
7| Remote controlswitch |10 | Toroh switch socket M
5 | Puise switch 17| Positive
€ 4T switch

The panel picture above is for reference only. If any <.
real machine.

rence with the real machine, pl-=se follow with the

TIG WELDING DESCRIPTION

Tum on the power switch at the back panel, digital current meter is normal, fan begins to wheel.

2. Openthe valve of argon cylinder,adjust the volume of flow meter and make It is adequate to welding

3. Press switch of torch.electromagnetic valve is started Sound of HF arc striking can be heard.at the same time
argon is flowing from torch burner NOTES:When welding is first operated, user must press switch oftorch several
seconds and beging to weld until all of air is be drained out When welding is over.argon will still flow out in
several seconds in order to protect welding spot before cooled down So torch must be kept welding place some
time before arc has been extinguished

4. Accordingto and processing q lding, adjust curert down siope time
turnbutton

5. Setsuitable welding current and make sure welding current is adequate to thickness of work piece and process
demand

6. Itis 2-4 mm from welding tungsten electrode to work piece,press control knob of torch,bum and strike arc sound

of HF arc-striking will be diminished, The welding machine can be operated now.
STICKING DESCRIPTION

1. Open the power switch,the screen will show set current volume and ventilator s beginning torevolve

2. Adjust knobs of welding current and g push, demands.
Generally, welding current is adequate to welding electrode according with as following
Specification 925 32 4.0 95.0
Current 70-100A 110-1404

3. Kaob of arc-striking drive is use to adjust welding function, specially in low current arrange, thatis cooperated with knob of
welding current adjustment, they may adjust current of arc striking and be out o control of knob of welding current
adjustment .So machine can grain poweriul energy and push current can achieve effect that may

4. The welding machine has been coordinated with remote conrol device:

Check the switch position of remote control device befare operation Ifthe switch is on “OFF” Position then is out of
remote control. Switch is on “ON” position then s using remote control device.

b)  Insertplug of remote control i socket of remote control cotrectly and tighten firmly in order to prevent poor contact

If remote control device is not used, make sure the switch is on “OFF" position, or welding current will not be able to

be adjusted on panel

WARNING :
During welding, it is forbidden to pull off any plug or cable in use, or it will lead to
life-threatening danger and sever damage of the machine.

TES OR PREVENTIVE MEASURES ®

OPERATION INSTRUCTION

Environment

1) The machine can perform in environment where conditions are dry witha dampness lever of max 90%.

2 Ambienttemperature is between -10 to 40 degrees centigrade

3} Avoid weldingin sunshine or drippings.

4> Do not use the machine in environment where condition is polluted with conductive dust on the air or
cormsiveness gas onthe

Avoid gas welding inthe environment ofstrong airflow.

safety norms
The welding machine has installed protection circuit of over voltage and current and heat. When voltage and
output current and temperature of machine are exceeding the rate standard, welding machine will stop working
automatically. Because that will be damage to welding machine, user must pay attention as following.
1) The working area is adequately ventilated !
The welding machine is powerful machine, when it is being operated, it generated by high currents, and natural
wind will not satisfy machine cool demands. So there is a fan in inter-machine to cool down machine. Make sure
the intake is not in block or covered, it is 0.3 meter from welding machine to objects of environment. User should
make sure the working area is adequately ventilated. It is important for the performance and the longevity of the
machine.
2) Do not over load!
The operator should remember to watch the max duty current (Response to the selected duty cycle)
Keep welding currentis not exceed max duty cycle current.
Over-oad current will damage and burn up machine
3) No over voltage!
Power valtage can be found in diagram of main technical data. Automatic compensation circut of voltage will
assure that welding current keep in allowable arrangement. If power voltage is exceeding allowance arrangement
limited, it is damaged to components of machine. The operator should understand the situation and take preventive
measures.
4) There is a grounding screw behind welding machine there is grounding marker on it Mantle must be grounded
reliable with cable which section s over 6 square millimeter in order o prevent from static electricity and leaking.
5) Itwelding time s exceeded duty cycle limited welding machine will stop working for protection Secause machine is
overheated temperature control switch is on “ON’ position and the indicator light s red.In this situation.you don't
have to pull the plug.in order to let the fan cool the machine. When the indicator light is off and the temperature
goes down to the standard range, t can weld again

QUESTIONS TO BE RUN INTO DURING WELDING

Fittings, welding materials, environment factor, supply powers maybe have something to do with welding. User must

try to improve welding environment

A. Black welding spot

——Welding spot is not prevented from oxidizing .User may check as following

Make sure the valve of argon cylinder is opened and its pressure is enough. argon cylinder must be
enough pressure again f pressure of cylinder is be low 0.5Mpa

current in order to save gas.But too small flow maybe cause black welding spot because preventive gas is too

short to cover welding spot We suggest that flow ofargon must be kept min 5L/min

Checkiftorchis in block

Ifgas circuitis not air-tight or gas s not pure can lower welding quality.

Ifair is flowing powerfully in welding environment that can lower welding qualty.

Arc-striking is difficult and easy to pause

Make sure quality of tungsten electrode is high

and cause unstable arc.

C. Outputcurrent not to rated value =

When power voltage departs from the rated value, it will make the output current not matched with rated value; When

voltage is lower than rated value, the max output may lower than rated value

D. Currentis not stabilizing when machine is been operating:
It has something with factors as following
1. Electric wire net voltage has been changed
2. Thereis harmiul interference from electric wire net or other equipment

E. When use ARC welding too much spatter.
1. Maybe current is too big and stick's diameter is too small;

2. Output terminal polarity connection is wrong, it should apply the opposite polarity at the normal technics, which
means that the stick should be connected with the negative polarity of power source, and work piece should be

connected with the positive polarity. So please change the polarity.

Check if the flow meter is opened and has enough flow.User can choose different flow according to welding

Grind end of the tungsten electrode to taper. If tungsten electrode is not grinded.that will be difficult to strike arc

MAINTENANCE




CAUTION:
Before Maintenance and checking, power must be turned off, and before opening the housing,
make sure the power plug is pulled off..

- Remove dust by dry and clean compressed air regularly, if welding machine is operating in environment where is

polluted with smokes and pollution air, the machine need remove dust each month.

o

. Pressure of compressed air must be inside the reasonable arrangement in order to prevent damaging to small

components ofinner-machine.

w

. Check inner circuit of welding machine regularly and make sure the cable circuit is connected comrectly and
connectors are connected tightly (especially insert connector and components). If scale and loose are found,

please give a good polish to them, then connect them again tightly.

IS

_ Avoid water and steam enter into inner-machine,if them enter into machine, please dry inner-machine then check
insulation of machine.

5. Ifwelding machine will not be operated long time. it must be put into packing box and store in dry environment.

NOTES BEFORE CHECKING

WARNING

Blind experiment and careless repair may lead to more problem of the machine that will make formal check and repair|

more difficult. When the machine is electrified, the naked parts contain life-threatening voltage. Any direct and indirect|

touch will cause electric shock, and severe electric shock will lead to death.

TROUBLESHQOTING AND FAULTFINDING ®

TIG4A00PIJ fault symptom and remedy

Fault symptom Remedy
i 1. Powerswitch is out of work
Powerindcaloris nul.m fan does 2. Checkif electrify wire net (which is connectedto input cable) is in work.
not work and no welding output 3. Checkif input cable is out of circuit.

Cable is loosed from switch to power panel tighten them again
. Turn on and turn off power switch constantly in short time cause machine is in
protection circuit Turn off machine 2-3 minLtes then turn on it again

Power indicatoris lit fan does not
wark or revolve several circles
no welding output

SN

Fan is working ,indicator is not Tt and | 1. Checkif connectors is poor contact
sound of HF arc-striking can not be | 2. Checkcontrol circuit and find out reasons or connect with seller.
heard ,wiping welding can not strike arc. 3. Checkif control cable of torch is broken.
Abnormal indicator is not on sound of HF | 1. Checkif torch cable is broken
ik be heard but 2. Checkif grounding cable is broken or not connected to welding piece
arc-striking can be heard but there 1s no |- Output terminal of positive electrode or torch electrfy is loosed from
welding output inner-machine.
1. Primary cable of arc-siriking fransformer is not connected to power panel

Abnormal indicator is notlit sound of HF firmly tighten it again.
ik . 8 Arc-striking tip is oxidized or too far ,give a good palish fo it or change it is about
arc-striking can no i wiging welding " mm between arc.striking tip

o

can strike arc 3. Switch(sticking/argon-arcwelding) is damaged replace it
4. Some of HF arc-striking circuit components is damage.find out and replace it.
1. Maybe it is overheated protection .please close machine first then turn on the
machine again after abnormal indicator is out
2. Maybe it is overheated protection wait for 2-3 minutes (argon-arc welding does
not has overheated protection function .)
3. If abnormal indicator is still lit ,close machine and pull up supply power plug of
HF arc-striking power source (which is near the VN-07 insert of fan ).then open
- " machine
Abnormal indicator is lit but 4. If abnormal indicator is not lit , rise transformer of HF arc-striking circuit is
there is no welding output damaged replace it
5. Maybe fransformer of middle board is damage ,measure inductance volume

and Q volume of main transformer by inductance bridge(L=0.9-1.6mH Q=35) If
volume is too low please replace it

6. Maybe secondary rectifier tube of fransformer is damaged find out faults and
replace rectifiertube with same model
7. Maybe feedback circuit is broken.
Output current is not stabilizing or out of
tentiomet troland i 1. 1K potentiometer is damage replaceit .
potentiomeler coniigland  sometime is 2. All kinds of connectors are poor contactspecialy inserts etc.please check it

high sometime is low
Sticking spatter is much and  caustic
electrode of is difficutt

Eleclrode is connected wrong .exchange grounding cable and handle cable .
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