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7KDQN�\RX�IRU�VHOHFWLQJ�WKLV�QHZ�-$6,&�ZHOGLQJ�HTXLSPHQW���
7KLV�RSHUDWLQJ�PDQXDO�FRQWDLQV�LPSRUWDQW�LQIRUPDWLRQ�RQ�WKH�XVH�DQG�PDLQWHQDQFH�RI�WKLV�
SURGXFW��DV�ZHOO�DV�VDIH�KDQGOLQJ�RI�WKH�SURGXFW��3OHDVH�UHIHU�WR�WHFKQLFDO�SDUDPHWHUV�RI�
WKH�HTXLSPHQW�LQ�7HFKQLFDO�3DUDPHWHU�VHFWLRQ�LQ�WKLV�PDQXDO��DQG�UHDG�WKH�PDQXDO�
FDUHIXOO\�EHIRUH�XVLQJ�WKH�HTXLSPHQW�IRU�WKH�ILUVW�WLPH��)RU�\RXU�RZQ�VDIHW\�DQG�WKDW�RI�

\RXU�ZRUNLQJ�HQYLURQPHQW��SOHDVH�SD\�SDUWLFXODU�DWWHQWLRQ�WR�WKH�VDIHW\�LQVWUXFWLRQV�LQ�WKH�
PDQXDO�DQG�RSHUDWH�WKH�HTXLSPHQW�DFFRUGLQJ�WR�WKH�LQVWUXFWLRQV�

������ :::KLKLKLOOOH�HYH�HYH�HYHUHUHU\\\�HI�HI�HIIIIRURURUWWW�KDV�KDV�KDV�EHHQ��EHHQ��EHHQ�PPPDGDGDGH�WH�WH�WR�HQVR�HQVR�HQVXUXUXUH�WH�WH�WKDWKDWKDW�W�W�WKH�LKH�LKH�LQIQIQIRURURUPPPDWDWDWLLLRQ�FRQ�FRQ�FRQWRQWRQWDDDLLLQHQHQHG�LG�LG�LQ�WQ�WQ�WKLKLKLVVV���PPPDDDQXQXQXDODODO���LLLVVV�DF�DF�DFFFFXUXUXUDWDWDWHHH
DQG�FDQG�FDQG�FRRRPPPSOSOSOHWHWHWHHH����QR��QR��QR�OOOLLLDDDELELELOOOLLLWWW\\\���ZZZLLLOOOOOO���EH�DEH�DEH�DFFFFFFHHHSWSWSWHG�IHG�IHG�IRURURU�D�D�DQ\Q\Q\�HU�HU�HUUUURURURUVVV�RU�RU�RU�R�R�RPPPLLLVVVVVVLLLRQVRQVRQV���GXH�WGXH�WGXH�WR�WR�WR�WKKKH�RSHUH�RSHUH�RSHUDWDWDWLLLRQ�RQ�RQ�QRWQRWQRW�DF�DF�DFFFFRURURUGGGLLLQJ�
WRRR�WWWKLKLKLVVV���Panual.
������ ---$$$666,,,&&&���UUUHVHVHVHUHUHUYYYHVHVHV�W�W�WKH�UKH�UKH�ULLLJJJKKKWWW�W�W�WR�FR�FR�FKDQJH�KDQJH�KDQJH�WWWKH�KH�KH�PPPDQDQDQXDXDXDOOO���DWDWDW�DQ\�DQ\�DQ\�W�W�WLLLPPPH�H�H�ZZZLLLWWWKKKRXWRXWRXW�SU�SU�SULLLRURURU�Q�Q�QRWRWRWLLLFFFH�H�H�
������ 777KRXJKRXJKRXJK�FK�FK�FRQWRQWRQWHQWHQWHQWVVV���LLLQ�WQ�WQ�WKLKLKLVVV�P�P�PDQDQDQXDXDXDOOO�KDY�KDY�KDYH�EHHH�EHHH�EHHQ�FQ�FQ�FDUDUDUHIHIHIXXXOOOOOO\\\�F�F�FKHFKHFKHFNNNHG�HG�HG����WWWKHUKHUKHUH�H�H�PPPLLLJKJKJKWWW�EH�EH�EH���LLLQQQDDDFFFFFFXXXUUUDFDFDFLLLHVHVHV����3�3�3OOOHDVHDVHDVHHH
FFFRQWRQWRQWDFDFDFWWW�XV�XV�XV�L�L�LQ�FQ�FQ�FDVDVDVH�RIH�RIH�RI�L�L�LQDFQDFQDFFFFXUXUXUDFDFDF\\\���
������ '''R�QRWR�QRWR�QRW�F�F�FRSRSRS\\\����U�U�UHFHFHFRURURUG�G�G��U�U�UHSUHSUHSURGXFRGXFRGXFH�RUH�RUH�RU�W�W�WUUUDQVDQVDQVPPPLLLWWW�W�W�WKH�FKH�FKH�FRRRQWQWQWHQWHQWHQWVVV�RI�RI�RI�W�W�WKLKLKLVVV���PPPDDDQXQXQXDODODO���ZZZLLLWWWKKKRXWRXWRXW���SUSUSULLLRURURU�SHU�SHU�SHUPPPLLLVVVVVVLLLRRRQ�IQ�IQ�IUUURPRPRP
---$6$6$6,,,&&&���

0DQXIDFWXUHU�0DQXIDFWXUHU�0DQXIDFWXUHU����6KHQ]KHQ6KHQ]KHQ6KHQ]KHQ���-$6,&-$6,&-$6,&���777HFKQRORJ\HFKQRORJ\HFKQRORJ\���&R�&R�&R����/WG/WG/WG���

86$�86$�86$�2SHUDWLRQV��2SHUDWLRQV��2SHUDWLRQV��-$6,&�-$6,&�-$6,&�7HFKQRORJLHV�7HFKQRORJLHV�7HFKQRORJLHV�$PHULFD�$PHULFD�$PHULFD�,QF,QF,QF
��������������������WK���WK���WK�$YH��$YH��$YH��6�6�6�.HQW�.HQW�.HQW�������:�$�:�$�:�$����������������

-$6,&�-$6,&�-$6,&�7HFKQRORJLHV�7HFKQRORJLHV�7HFKQRORJLHV�$PHULFD�$PHULFD�$PHULFD�,QF�,QF�,QF�LV�LV�LV�D�D�D�555HJLVWHUHG�HJLVWHUHG�HJLVWHUHG�(QWLW\�(QWLW\�(QWLW\�LQ�LQ�LQ�WKH�WKH�WKH�6WDWH�6WDWH�6WDWH�RIRIRI���
:DVKLQJWRQ��:DVKLQJWRQ��:DVKLQJWRQ��86$86$86$

-$6,&�-$6,&�-$6,&�7(&+12/2*,(6�7(&+12/2*,(6�7(&+12/2*,(6�$0(5,&$�$0(5,&$�$0(5,&$�,1&,1&,1&���VWDWHV�VWDWHV�VWDWHV�WWWKDWKDWKDW�W�W�WKLVKLVKLV�SU�SU�SURGXFWRGXFWRGXFW�L�L�LVVV�P�P�PDQXIDFWXUHG�DFFRUGLQJDQXIDFWXUHG�DFFRUGLQJ�DQXIDFWXUHG�DFFRUGLQJ��WR�UHOHYDQW
'RPHVWLF�DQG�,QWHUQDWLRQDO�VDIHW\�VWDQGDUGV��DQG�WKDW�WKLV�SURGXFW�FRQIRUPV�WR�(1��������
,QWHUQDWLRQDO�6DIHW\�6WDQGDUGV��7KH�UHOHYDQW�GHVLJQ�VFKHPH�DQG�PDQXIDFWXULQJ�7HFKQRORJ\�DGRSWHG�
LQ�WKLV�SURGXFW�DUH�3DWHQW�SURWHFWHG��

http://www.jasictech.com./
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 WARRANTY
• 3 Years from date of purchase.
• JASIC Technologies America Inc Ltd warranties all goods as specified by the manufacturer

of those goods.
• This Warranty does not cover freight or goods that have been interfered with.
• All goods in question must be repaired by an authorised repair agent as appointed by this

company.
• Warranty does not cover abuse, mis-use, accident, theft, general wear and tear.
• New product will not be supplied unless JASIC Technologies America Inc has inspected

product returned for warranty and agree to replace product.
• Product will only be replaced if repair is not possible
• Please view full Warranty term and conditions supplied with machine or at www.razorweld.com

or at the back of this manual.

Thank you for your purchase of your RAZORWELD Welding�&XWWLQJ Machine.
We are proud of our range of welding equipment that has a proven track record of innovation, performance 
and reliability. Our product range represents the latest developments in Inverter technology put together by 

our professional team of highly skilled engineers. The expertise gained from our long involvement with 
inverter technology has proven to be invaluable towards the evolution and future development of our equip-

ment range. This experience gives us the inside knowledge on what the arc characteristics, performance 
and interface between man and machine should be. Within our team are specialist welders that have a 

proven history of welding knowledge and expertise, giving vital input towards ensuring that our machines 
deliver control and performance to the utmost professional level. We employ an expert team of profes-

sional sales, marketing and technical personnel that provide us with market trends, market feedback and 
customer comments and requirements. Secondly they provide a customer support service that is second WR�
QRQH��WKXV�HQVXULQJ�RXU�FXVWRPHUV�KDYH�FRQILGHQFH�WKDW�WKH\�ZLOO�EH�ZHOO�VDWLVILHG�ERWK�QRZ�DQG�LQ�WKH�

future. 

RAZORWELD welders are manufactured and compliant with - CAN/CSA E60974-1 &
ANSI/IEC 60974-1, guaranteeing you electrical safety and performance.

California Proposition 65

WARNING: This product contains or produces a chemical known to the State of California to cause cancer 
and birth defects (or other reproductive harm) (California Health and Safety Code Section 25249.5 et seq.) 

WARNING: This product, when used for welding or cutting, produces fumes or gases which contain chemi-
cals known to the State of California to cause birth defects and, in some cases, cancer (California Health 
and Safety Code Section 25249.5 et seq.).

INFORMATION SOURCES
• California Health and Safety Code, Section 25249.4 through 25249.13.
� 7KH�&DOLIRUQLD�2IÀFH�RI�(QYLURQPHQWDO�+HDOWK�+D]DUG�$VVHVVPHQW������&DSLWRO�0DOO��6DFUDPHQWR��&$
���95814; telephone 916-445-6900.
• California Proposition 65 website: www.oehha.ca.gov/prop65.html.
• American National Standards Institute (ANSI). Product Safety Signs And Labels (ANSI Z535.4), available
from ANSI, 25 West 43rd Street, New York, NY 10036; telephone: 212-642-4900; web site: www.ansi.org.
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�� 6DIHW\�SUHFDXWLRQV

�����*HQHUDO�VDIHW\�
6$)(7<�,16758&7,21

�
7KHVH�JHQHUDO�VDIHW\�QRUPV�FRYHU�ERWK�DUF�ZHOGLQJ�PDFKLQHV�DQG�SODVPD�FXWWLQJ�
PDFKLQHV�XQOHVV�RWKHUZLVH�QRWHG���
,W�LV�LPSRUWDQW�WKDW�XVHUV�RI�WKLV�HTXLSPHQW�SURWHFW�\RXUVHOYHV�DQG�RWKHUV�IURP�KDUP�RU�
HYHQ�GHDWK���
7KH�HTXLSPHQW�PXVW�RQO\�EH�XVHG�IRU�WKH�SXUSRVH�LW�ZDV�GHVLJQHG�IRU��8VLQJ�LW�LQ�DQ\�RWKHU�
ZD\�FRXOG�UHVXOW�LQ�GDPDJH�RU�LQMXU\�DQG�LQ�EUHDFK�RI�WKH�VDIHW\�UXOHV���
2QO\�VXLWDEO\�WUDLQHG�DQG�FRPSHWHQW�SHUVRQV�VKRXOG�XVH�WKH�HTXLSPHQW���
3DFHPDNHU�ZHDUHUV�VKRXOG�FRQVXOW�\RXU�GRFWRU�SULRU�WR�XVLQJ�WKLV�HTXLSPHQW��
33(�DQG�ZRUNSODFH�VDIHW\�HTXLSPHQW�PXVW�EH�FRPSDWLEOH�IRU�WKH�DSSOLFDWLRQ�RI�ZRUN�
LQYROYHG. Always carry out a risk assessment before any welding or cutting activity.

2QO\�TXDOLILHG�SHUVRQQHO�VKRXOG�RSHUDWH�WKLV�PDFKLQH��
ā$OZD\V�XVH�WKH�DSSURSULDWH�SHUVRQDO�SURWHFWLYH�HTXLSPHQW�
ā$OZD\V�SD\�DWWHQWLRQ�WR�WKH�VDIHW\�RI�RWKHU�SHUVRQV�DURXQG�WKH�ZRUNLQJ�]RQH
ā'R�QRW�FDUU\�RXW�DQ\�PDLQWHQDQFH�ZLWK�WKH�SRZHU�RQ�WKH�PDFKLQH

(OHFWULF�VKRFN²²0D\�FDXVH�VHULRXV�LQMXU\�RU�HYHQ�GHDWK��
ā7KH�HTXLSPHQW�VKRXOG�EH�LQVWDOOHG�E\�D�TXDOLILHG�SHUVRQ�DQG�LQ�DFFRUGDQFH�ZLWK�
FXUUHQW�VWDQGDUGV�LQ�RSHUDWLRQ��,W�LV�WKH�XVHU
V�UHVSRQVLELOLW\�WR�HQVXUH�WKDW�WKH�
HTXLSPHQW�LV�FRQQHFWHG�WR�D�VXLWDEOH�SRZHU�VXSSO\��&RQVXOW�ZLWK�\RXU�XWLOLW\�
VXSSOLHU�LI�UHTXLUHG��'R�QRW�XVH�WKH�HTXLSPHQW�ZLWK�WKH�FRYHUV�UHPRYHG�
ā'R�QRW�WRXFK�OLYH�HOHFWULFDO�SDUWV�RU�SDUWV��ZKLFK�DUH�HOHFWULFDOO\�FKDUJHG�
ā7XUQ�RII�DOO�HTXLSPHQW�ZKHQ�QRW�LQ�XVH�

)XPHV�DQG�JDVHV²²0D\�EH�KD]DUGRXV�WR�\RXU�KHDOWK��
/RFDWH�WKH�HTXLSPHQW�LQ�D�ZHOO�YHQWLODWHG�SRVLWLRQ�DQG�NHHS�\RXU�KHDG�RXW�RI�
WKH�IXPH���
'R�QRW�EUHDWKH�WKH�IXPH�� �
(QVXUH�WKH�ZRUNLQJ�]RQH�LV�ZHOO�YHQWLODWHG�DQG�SURYLVLRQ�VKRXOG�EH�PDGH�IRU�
VXLWDEOH�ORFDO�IXPH�H[WUDFWLRQ�V\VWHP�WR�EH�LQ�SODFH�� �
,I�YHQWLODWLRQ�LV�SRRU��ZHDU�DQ�DSSURYHG�DLU�IHG�ZHOGLQJ�KHOPHW�RU�UHVSLUDWRU�� �
5HDG�DQG�XQGHUVWDQG�WKH�0DWHULDO�6DIHW\�'DWD�6KHHWV��06'6¶V��DQG�WKH�
PDQXIDFWXUHU¶V�LQVWUXFWLRQV�IRU�PHWDOV��FRQVXPDEOH��FRDWLQJV��FOHDQHUV�DQG�
GH�JUHDVHUV�� �
'R�QRW�ZRUN�LQ�ORFDWLRQV�QHDU�DQ\�GH�JUHDVLQJ��FOHDQLQJ�RU�VSUD\LQJ�RSHUDWLRQV��
%H�DZDUH�WKDW�KHDW�DQG�UD\V�RI�WKH�DUF�FDQ�UHDFW�ZLWK�YDSRXUV�WR�IRUP�KLJKO\�WR[LF�
DQG�LUULWDWLQJ�JDVHV��

)RU�\RXU�VDIHW\��SOHDVH�UHDG�WKLV�PDQXDO�
FDUHIXOO\�EHIRUH�LQVWDOOLQJ�DQG�RSHUDWLQJ�WKLV�

-$6,&�HTXLSPHQW��
3D\�H[WUD�DWWHQWLRQ�WR�DOO�FRQWHQW�PDUNHG�ZLWK�

�� ����
$OO�RSHUDWLRQV�PXVW�EH�FDUULHG�RXW�E\�

SURIHVVLRQDO��VXLWDEO\�TXDOLILHG�SHUVRQV��

'2�127�86(�(;7(16,21�/($'6�21�,19(57(5�
:(/',1*�$1'�&877,1*�(48,30(17
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$UF�UD\V²²0D\�LQMXUH�WKH�H\HV�DQG�EXUQ�WKH�VNLQ�� �
7KH�DUF�UD\V�IURP�DOO�SURFHVVHV�SURGXFH�LQWHQVH��YLVLEOH�DQG�LQYLVLEOH��XOWUDYLROHW�
DQG�LQIUDUHG��UD\V�WKDW�FDQ�EXUQ�H\HV�DQG�VNLQ�� �
ā:HDU�DQ�DSSURYHG�ZHOGLQJ�KHOPHW�ILWWHG�ZLWK�DQ�DSSURSULDWH�VKDGH�RI�ILOWHU�OHQV
WR�SURWHFW�\RXU�IDFH�DQG�H\HV�ZKHQ�ZRUNLQJ�RU�ZDWFKLQJ�
ā:HDU�DSSURYHG�VDIHW\�JODVVHV�ZLWK�VLGH�VKLHOGV�XQGHU�\RXU�KHOPHW�
ā1HYHU�XVH�EURNHQ�RU�IDXOW\�ZHOGLQJ�KHOPHWV�
ā$OZD\V�HQVXUH�WKHUH�DUH�DGHTXDWH�SURWHFWLYH�VFUHHQV�RU�EDUULHUV�WR�SURWHFW
RWKHUV�IURP�IODVK��JODUH�DQG�VSDUNV�IURP�WKH�ZRUNLQJ�DUHD�
ā(QVXUH�WKDW�WKHUH�DUH�DGHTXDWH�ZDUQLQJV�WKDW�ZHOGLQJ�RU�FXWWLQJ�LV�WDNLQJ�SODFH�
ā:HDU�VXLWDEOH�SURWHFWLYH�IODPH�UHVLVWDQW�FORWKLQJ��JORYHV�DQG�IRRWZHDU�
3UHFDXWLRQV�DJDLQVW�ILUH�DQG�H[SORVLRQ�
$YRLG�FDXVLQJ�ILUHV�GXH�WR�VSDUNV�DQG�KRW�ZDVWH�RU�PROWHQ�PHWDO�� �
(QVXUH�WKDW�DSSURSULDWH�ILUH�VDIHW\�GHYLFHV�DUH�DYDLODEOH�QHDU�WKH�ZHOGLQJ�DQG�
FXWWLQJ�DUHD�� �
5HPRYH�DOO�IODPPDEOH�DQG�FRPEXVWLEOH�PDWHULDOV�IURP�WKH�ZHOGLQJ��FXWWLQJ�DQG�
VXUURXQGLQJ�DUHDV�� �
'R�QRW�ZHOG�RU�FXW�IXHO�DQG�OXEULFDQW�FRQWDLQHUV��HYHQ�LI�HPSW\��7KHVH�PXVW�EH�
FDUHIXOO\�FOHDQHG�EHIRUH�WKH\�FDQ�EH�ZHOGHG�RU�FXW�� �
$OZD\V�DOORZ�WKH�ZHOGHG�RU�FXW�PDWHULDO�WR�FRRO�EHIRUH�WRXFKLQJ�LW�RU�SODFLQJ�LW�LQ�
FRQWDFW�ZLWK�FRPEXVWLEOH�RU�IODPPDEOH�PDWHULDO�� �
'R�QRW�ZRUN�LQ�DWPRVSKHUHV�ZLWK�KLJK�FRQFHQWUDWLRQV�RI�FRPEXVWLEOH�IXPHV��
IODPPDEOH�JDVHV�DQG�GXVW�� �
$OZD\V�FKHFN�WKH�ZRUN�DUHD�KDOI�DQ�KRXU�DIWHU�FXWWLQJ�WR�PDNH�VXUH�WKDW�QR�ILUHV�
KDYH�EHJXQ�� �
7DNH�FDUH�WR�DYRLG�DFFLGHQWDO�FRQWDFW�RI�HOHFWURGH�WR�PHWDO�REMHFWV��7KLV�FRXOG�
FDXVH�DUFV��H[SORVLRQ��RYHUKHDWLQJ�RU�ILUH��
5LVNV�GXH�WR�KRW�PDWHULDO�ā�
7KH�SURFHVV�ZLOO�FUHDWH�KRW�PHWDO��VSDUNV�DQG�GULSV�RI�PROWHQ�PHWDO��VR�LW
V�YHU\�
LPSRUWDQW�WR�HQVXUH�WKH�RSHUDWRU�LV�HTXLSSHG�ZLWK�IXOO�33(�DQG�WR�DOZD\V�HQVXUH�
WKHUH�DUH�DGHTXDWH�SURWHFWLYH�VFUHHQV�RU�EDUULHUV�WR�SURWHFW�RWKHUV�IURP�IODVK��
JODUH�DQG�VSDUNV�IURP�WKH�ZRUNLQJ�DUHD��+RW�VXUIDFHV�ZLOO�FUHDWH�ILUHV�DQG�ZLOO�
EXUQ�DQ\�H[SRVHG�VNLQ�� �
$OZD\V�SURWHFW�\RXU�H\HV�DQG�ERG\��8VH�WKH�FRUUHFW�ZHOGLQJ�VFUHHQ�DQG�ILOWHU�
OHQV�DQG�ZHDU�IXOO�33(�SURWHFWLYH�FORWKLQJ�� �
'R�QRW�WRXFK�DQ\�KRW�VXUIDFHV�RU�SDUWV�EDUH�KDQGHG�� �
$OZD\V�DOORZ�KRW�VXUIDFHV�DQG�SDUWV�WR�FRRO�GRZQ�ILUVW�EHIRUH�WRXFKLQJ�RU�PRYLQJ��
,I�\RX�DUH�UHTXLUHG�WR�PRYH�KRW�SDUWV��HQVXUH�\RX�XVH�SURSHU�WRROV�DQG�LQVXODWHG�
ZHOGLQJ�JORYHV��33(��WR�SUHYHQW�EXUQV�WR�\RXU�KDQGV�DQG�DUPV��
1RLVH²²([FHVVLYH�QRLVH�PD\�EH�KDUPIXO�WR�KHDULQJ�
ā3URWHFW�\RXU�HDUV�E\�HDU�VKLHOGV�RU�RWKHU�KHDULQJ�SURWHFWRUV�
ā*LYH�ZDUQLQJ�WR�QHDUE\�SHUVRQQHO�WKDW�QRLVH�PD\�EH�SRWHQWLDOO\
KD]DUGRXV�WR�KHDULQJ�
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5LVNV�GXH�WR�PDJQHWLF�ILHOGV� �
7KH�PDJQHWLF�ILHOGV�FUHDWHG�E\�KLJK�FXUUHQWV�PD\�DIIHFW�WKH�RSHUDWLRQ�RI�
SDFHPDNHUV�RU�HOHFWURQLFDOO\�FRQWUROOHG�PHGLFDO�HTXLSPHQW�� �
:HDUHUV�RI�YLWDO�HOHFWURQLF�HTXLSPHQW�VKRXOG�FRQVXOW�WKHLU�SK\VLFLDQ�EHIRUH�
EHJLQQLQJ�DQ\�DUF�ZHOGLQJ��FXWWLQJ��JRXJLQJ�RU�VSRW�ZHOGLQJ�RSHUDWLRQV�� �
'R�QRW�JR�QHDU�ZHOGLQJ�HTXLSPHQW�ZLWK�DQ\�VHQVLWLYH�HOHFWURQLF�HTXLSPHQW�DV�
WKH�PDJQHWLF�ILHOGV�PD\�FDXVH�GDPDJH�� �
.HHS�WKH�WRUFK�FDEOH�DQG�ZRUN�UHWXUQ�FDEOH�DV�FORVH�WR�HDFK�RWKHU�DV�SRVVLEOH�
WKURXJKRXW�WKHLU�OHQJWK��WKLV�FDQ�KHOS�PLQLPL]H�\RXU�H[SRVXUH�WR�KDUPIXO�
PDJQHWLF�ILHOGV�� �
'R�QRW�ZUDS�WKH�FDEOHV�DURXQG�WKH�ERG\��
3URWHFWLRQ�IURP�PRYLQJ�SDUWV� �
:KHQ�WKH�PDFKLQH�LV�LQ�RSHUDWLRQ�NHHS�DZD\�IURP�PRYLQJ�SDUWV�VXFK�DV�PRWRUV�
DQG�IDQV�� �
0RYLQJ�SDUWV��VXFK�DV�WKH�IDQ��PD\�FXW�ILQJHUV�DQG�KDQGV�DQG�VQDJ�JDUPHQWV�� �
3URWHFWLRQV�DQG�FRYHULQJV�PD\�EH�UHPRYHG�IRU�PDLQWHQDQFH�DQG�FRQWUROV�RQO\�
E\�TXDOLILHG�SHUVRQQHO�DIWHU�ILUVW�GLVFRQQHFWLQJ�WKH�SRZHU�VXSSO\�FDEOH�� �
5HSODFH�WKH�FRYHULQJV�DQG�SURWHFWLRQV�DQG�FORVH�DOO�GRRUV�ZKHQ�WKH�LQWHUYHQWLRQ�
LV�ILQLVKHG�DQG�EHIRUH�VWDUWLQJ�WKH�HTXLSPHQW�� �
7DNH�FDUH�WR�DYRLG�JHWWLQJ�ILQJHUV�WUDSSHG�ZKHQ�ORDGLQJ�DQG�IHHGLQJ�ZLUH�GXULQJ�
VHW�XS�DQG�RSHUDWLRQ�� �
:KHQ�IHHGLQJ�ZLUH�EH�FDUHIXO�WR�DYRLG�SRLQWLQJ�LW�DW�RWKHU�SHRSOH�RU�WRZDUGV�\RXU�
ERG\�� �
$OZD\V�HQVXUH�PDFKLQH�FRYHUV�DQG�SURWHFWLYH�GHYLFHV�DUH�LQ�RSHUDWLRQ��
7URXEOHVKRRWLQJ� �
%HIRUH�WKH�PDFKLQHV�DUH�GLVSDWFKHG�IURP�WKH�IDFWRU\��WKH\�KDYH�DOUHDG\�EHHQ�
FKHFNHG�WKRURXJKO\��7KH�PDFKLQH�VKRXOG�QRW�EH�WDPSHUHG�ZLWK�RU�DOWHUHG��
0DLQWHQDQFH�PXVW�EH�FDUULHG�RXW�FDUHIXOO\��,I�DQ\�ZLUH�EHFRPHV�ORRVH�RU�LV�
PLVSODFHG��LW�PD\EH�SRWHQWLDOO\�GDQJHURXV�WR�XVHU�� �
2QO\�SURIHVVLRQDO�PDLQWHQDQFH�SHUVRQQHO�VKRXOG�UHSDLU�WKH�PDFKLQH�� �
(QVXUH�WKH�SRZHU�LV�GLVFRQQHFWHG�EHIRUH�ZRUNLQJ�RQ�WKH�PDFKLQH��$OZD\V�ZDLW���
PLQXWHV�DIWHU�SRZHU�VZLWFK�RII�EHIRUH�UHPRYLQJ�WKH�SDQHOV�� �
,I�\RX�VWLOO�GR�QRW�IXOO\�XQGHUVWDQG�RU�FDQQRW�VROYH�WKH�SUREOHP�DIWHU�UHDGLQJ�WKH�
LQVWUXFWLRQV�LQ�WKLV�PDQXDO��\RX�VKRXOG�FRQWDFW�WKH�VXSSOLHU�RU�-$6,&
V�VHUYLFH�
FHQWHU�LPPHGLDWHO\�IRU�SURIHVVLRQDO�KHOS��
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�����2WKHU�SUHFDXWLRQV�

��� (QVXUH�WKDW�WKH�LQSXW�SRZHU�VXSSO\�YROWDJH�GRHV�QRW�H[FHHG�����RI�WKH�UDWHG�YROWDJH�
��  7KH�LQFOLQDWLRQ�RI�WKH�PDFKLQH�VKDOO�QRW�H[FHHG����

:DUQLQJ��/RFDWLRQ� �
7KH�PDFKLQH�VKRXOG�EH�ORFDWHG�LQ�D�VXLWDEOH�SRVLWLRQ�DQG�HQYLURQPHQW��&DUH�
VKRXOG�EH�WDNHQ�WR�DYRLG�PRLVWXUH��GXVW��VWHDP��RLO�RU�FRUURVLYH�JDVHV��3ODFH�
RQ�D�VHFXUH�OHYHO�VXUIDFH�DQG�HQVXUH�WKDW�WKHUH�LV�DGHTXDWH�FOHDUDQFH�
DURXQG�WKH�PDFKLQH�WR�HQVXUH�QDWXUDO�DLUIORZ��
:DUQLQJ��7KH�KDQGOH�RU�VWUDS�RQ�WKH�PDFKLQH�LV�RQO\�VXLWDEOH�IRU�PDQXDO�
OLIWLQJ�RI�WKH�PDFKLQH��,I�PHFKDQLFDO�HTXLSPHQW�VXFK�DV�FUDQH�LV�XVHG�WR�OLIW�
WKH�PDFKLQH��SOHDVH�HQVXUH�WKH�PDFKLQH�LV�VHFXUHG�ZLWK�VXLWDEOH�OLIWLQJ�
HTXLSPHQW�� �
:DUQLQJ�� �
,QSXW�FRQQHFWLRQ� �
%HIRUH�FRQQHFWLQJ�WKH�PDFKLQH��\RX�VKRXOG�HQVXUH�WKDW�WKH�FRUUHFW�VXSSO\�LV�
DYDLODEOH��'HWDLOV�RI�WKH�PDFKLQH�UHTXLUHPHQWV�FDQ�EH�IRXQG�RQ�WKH�GDWD�
SODWH�RI�WKH�PDFKLQH�RU�LQ�WKH�WHFKQLFDO�SDUDPHWHUV�VKRZQ�LQ�WKH�PDQXDO��7KH�
HTXLSPHQW�VKRXOG�EH�FRQQHFWHG�E\�D�VXLWDEO\�TXDOLILHG�FRPSHWHQW�SHUVRQ��
$OZD\V�HQVXUH�WKH�HTXLSPHQW�KDV�D�SURSHU�JURXQGLQJ�� �
1HYHU�FRQQHFW�WKH�PDFKLQH�WR�WKH�PDLQV�VXSSO\�ZLWK�WKH�SDQHOV�UHPRYHG��

�� :KHQ�WKH�RSHUDWRU
V�PRYHPHQW�LV�OLPLWHG�E\�WKH�VXUURXQGLQJV��IRU�H[DPSOH��WKH�RSHUDWRU�
FDQ�RQO\�EHQG�KLV�NQHHV��EDUHIRRW��RU�OLH�GRZQ�GXULQJ�RSHUDWLRQ���WKH�RSHUDWRU�VKDOO�SUDFWLFH�
SURSHU�LQVXODWLRQ�DQG�DYRLG�GLUHFW�FRQWDFW�ZLWK�FRQGXFWLYH�SDUWV�RQ�WKH�HTXLSPHQW�
�� 'R�QRW�XVH�WKH�PDFKLQH�LQ�FORVHG�FRQWDLQHUV�LQ�QDUURZ�VSDFHV�ZKHUH�FRQGXFWLYH�
FRPSRQHQWV�FDQQRW�EH�UHPRYHG�
�� 'R�QRW�XVH�WKH�PDFKLQH�LQ�KXPLG�HQYLURQPHQWV�ZKHUH�WKH�RSHUDWRU�LV�SURQH�WR�WKH�ULVN�RI�
HOHFWULF�VKRFN�
�� 'R�QRW�XVH�WKH�PDFKLQH�LQ�VXQOLJKW�RU�UDLQ��DQG�QR�ZDWHU�RU�UDLQZDWHU�VKDOO�VHHS�LQWR�WKH�
PDFKLQH�
�� 'R�QRW�SHUIRUP�JDV�VKLHOGHG�ZHOGLQJ�LQ�DQ�HQYLURQPHQW�ZLWK�VWURQJ�DLU�IORZ�
�� $YRLG�ZHOGLQJ�RU�FXWWLQJ�LQ�GXVW\�DUHD�RU�HQYLURQPHQW�ZLWK�FRUURVLYH�FKHPLFDO�JDV�
�� 7KH�DPELHQW�WHPSHUDWXUH�PXVW�EH�EHWZHHQ����&�DQG����&����) � ���)� GXULQJ�RSHUDWLRQ�
DQG�EHWZHHQ ����&�DQG����&�GXULQJ�VWRUDJH ���� � ���)�.
�� :HOGLQJ�RU�FXWWLQJ�VKDOO�EH�FDUULHG�RXW�LQ�D�UHODWLYHO\�GU\�HQYLURQPHQW��DQG�WKH�DLU�KXPLGLW\�
VKDOO�QRW�H[FHHG�����

RI�WKH�PDFKLQH�
��� %HZDUH�RI�IDOOLQJ�ZKHQ�ZHOGLQJ�RU�FXWWLQJ�DW�KHLJKWV�
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�� 'HVFULSWLRQ�RI�V\PEROV

:DUQLQJ��5HDG�WKH�0DQXDO�

(OHFWULF�VKRFN�ULVN�ZDUQLQJ�

:(((�WDJ�

&XUUHQW�XQLW��$��
:LUH�IHHG�VSHHG�XQLW��,QFKHV�0LQ��
7KLFNQHVV�RI�ZHOGLQJ�EDVH�PHWDO�

9ROWDJH�XQLW��9��

�,QGXFWDQFH��RI�0,*����$UF�IRUFH��RI�00$�

0,*�EXUQ�EDFN�WLPH�XQLW��PV��

2YHUKHDW�SURWHFWLRQ�LQGLFDWRU�

2YHUFXUUHQW�SURWHFWLRQ�LQGLFDWRU�

95'�IXQFWLRQ�LQGLFDWRU�

00$�PRGH�
0,*�PRGH�
/LIW�7,*�PRGH�

:HOGLQJ�PRGH�VHOHFWRU�

0L[HG�JDV�ZHOGLQJ�����$U�����&2���RI�FDUERQ�VWHHO�

0L[HG�JDV�ZHOGLQJ������&2���RI�IOX[�FRUHG�FDUERQ�VWHHO�

6HOI�VKLHOGHG�ZHOGLQJ�RI�FDUERQ�VWHHO�

0L[HG�JDV�ZHOGLQJ������DUJRQ������&2���RI�VWDLQOHVV�VWHHO�

0L[HG�JDV�ZHOGLQJ������+H��������DUJRQ��������&2���RI�VWDLQOHVV�VWHHO�

�����DUJRQ�VKLHOGLQJ�RI�DOXPLQXP�PDJQHVLXP�DOOR\�

:HOGLQJ�W\SH�VHOHFWLRQ��ZHOGLQJ�EDVH�PHWDO�DQG�JDV�VHOHFWLRQ�
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:HOGLQJ�ZLUH�GLDPHWHU�

0,*�/LIW�7,*��7�RSHUDWLRQ�

0,*�/LIW�7,*��7�RSHUDWLRQ�

0,*�SXVK�WRUFK�

0,*�SXVK�SXOO�WRUFK�

0,*�VSRRO�WRUFK�

2WKHU�IXQFWLRQ�VZLWFKLQJ�

5HPRWH�FRQWURO�IXQFWLRQ�

6\QHUJLF�0,*�IXQFWLRQ�

,QFKLQJ�IXQFWLRQ�

*DV�FKHFN�IXQFWLRQ�
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�� 3URGXFW�RYHUYLHZ

� � � � �0,*����VHULHV
7KLV�VHULHV�DUH�GLJLWDO�PXOWL�SURFHVV�LQYHUWHU�'&�0,*�ZHOGHUV�IHDWXULQJ�DGYDQFHG�WHFKQRORJ\�
ZLWK�H[FHOOHQW�SHUIRUPDQFH��7KH\�FDQ�EH�XVHG�WR�ZHOG�FDUERQ�VWHHO��ORZ�DOOR\�VWHHO��DOXPLQXP�
PDJQHVLXP�DOOR\�DQG�VWDLQOHVV�VWHHO��HWF��7KH�0,*�PRGH�RI�WKH�ZHOGHU�IHDWXUHV�SUHVHW�ZLUH�
IHHG�VSHHG�DQG�ZHOGLQJ�YROWDJH��7KH�ZHOGHUV�DOVR�KDYH�D�EXLOW�LQ��6\QHUJLF��H[SHUW�
SDUDPHWHU�OLEUDU\�IRU�ZHOGLQJ�ZLUHV�RI�GLIIHUHQW�GLDPHWHUV�XQGHU�GLIIHUHQW�VKLHOGLQJ�JDVHV�DQG�
EDVH�PHWDOV��$IWHU�VHWWLQJ�WKH�ZHOGLQJ�ZLUH�GLDPHWHU��VKLHOGLQJ�JDVHV�DQG�EDVH�PHWDO�WKURXJK�
WKH�SDQHO��WKH�RSHUDWRU�VHWV�RQH�RI�WKH�ZHOGLQJ�FXUUHQW��ZLUH�IHHG�VSHHG�DQG�SODWH�WKLFNQHVV��
DQG�WKH�ZHOGHU�DXWRPDWLFDOO\�ILQGV�WKH�FRUUHVSRQGLQJ�ZHOGLQJ�YROWDJH�WR�DFKLHYH�JRRG�
ZHOGLQJ�UHVXOWV��:LWK�DGMXVWDEOH�DUF�IRUFH�LQ�00$�DQG�WRUFK�FRQWURO�/LIW�7,*�PRGHV��WKHVH�
ZHOGHUV�KDYH�ZLGHU�DSSOLFDWLRQV��
7KHVH�LQYHUWHU�ZHOGHUV�VXSSRUW�'&�0,*��'&�67,&.�DQG�/LIW�7,*�ZHOGLQJ�PRGHV�DQG�FDQ�
EH�ZLGHO\�XVHG�WR�ZHOG�YDULRXV�PHWDOV��7KH�XQLTXH�HOHFWULFDO�VWUXFWXUH�DQG�]RQLQJ�GLYHUVLRQ�
W\SH�DLU�SDVVDJH�GHVLJQ�LQVLGH�WKH�PDFKLQH�LQFUHDVHV�WKH�KHDW�GLVVLSDWLRQ�HIILFLHQF\��WKXV�
LPSURYLQJ�LWV�GXW\�F\FOH��%HQHILWLQJ�IURP�WKH�XQLTXH�DLU�SDVVDJH�GHVLJQ��WKH�PDFKLQH�
HIIHFWLYHO\�SUHYHQWV�GDPDJH�WR�WKH�SRZHU�GHYLFH�DQG�FRQWURO�FLUFXLWV�IURP�GXVW�GUDZQ�LQ�E\�
WKH�IDQ��WKXV�JUHDWO\�LPSURYLQJ�LWV�UHOLDELOLW\��
7KH�PDLQ�IXQFWLRQV�LQFOXGH��0,*��$5&�00$��$1'�/,)7�7,*

� ,Q�0,*�PRGH��WKH�XVHU�FDQ�SUHVHW�WKH�ZLUH�IHHG�VSHHG��ZHOGLQJ�YROWDJH��DGMXVW�ZHOGLQJ
LQGXFWDQFH�DQG�EXUQ�EDFN�WLPH�
� 6XSSRUWV�VHOHFWLRQ�RI�JDV�FKHFN��LQFKLQJ�DQG�ZLUH�GLDPHWHU�VHOHFWLRQ�
� �6\QHUJLF��IXQFWLRQ��7KH�ZHOGHU�DXWRPDWLFDOO\�PDWFKHV�WKH�SDUDPHWHUV�DFFRUGLQJ�WR�WKH
ZHOGLQJ�ZLUH�GLDPHWHU��JDV�DQG�EDVH�PHWDO�DIWHU�VHWWLQJ�WKH�FXUUHQW��ZLUH�IHHG�VSHHG��DQG
SODWH�WKLFNQHVV��PDNLQJ�LW�HDVLHU�WR�XVH�
� 0,*�VXSSRUWV�FRPPRQ�SXVK�WRUFK��QXPHULF�NH\�SXVK�WRUFK��SXVK�SXOO�WRUFK�DQG�VSRRO
WRUFK�
� ,Q�00$�PRGH��WKH�XVHU�FDQ�SUHVHW�WKH�FXUUHQW�DQG�DUF�IRUFH�FXUUHQW��ZKLFK�PDNHV�WKH
FXUUHQW�DGMXVWPHQW�PRUH�DFFXUDWH�LQ�00$�
� 00$�DQWL�VWLFN�IXQFWLRQ��3UHYHQWV�WKH�ZHOGLQJ�HOHFWURGH�IURP�VWLFNLQJ�WR�WKH�ZRUNSLHFH
GXULQJ�ZHOGLQJ�
� 00$�KRW�VWDUW�IXQFWLRQ��0DNHV�00$�DUF�LJQLWLRQ�HDVLHU�DQG�PRUH�UHOLDEOH�
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� /LIW�7,*�LV�FRQWUROOHG�E\�WKH�WRUFK�VZLWFK�
� 2Q�GHPDQG�IDQ��3URORQJV�WKH�IDQ�OLIHVSDQ�DQG�UHGXFHV�LQWHUQDO�GXVW�DFFXPXODWLRQ�
� 3DUDPHWHUV�DUH�DXWRPDWLFDOO\�VDYHG�EHIRUH�VKXWGRZQ��DQG�WKH�VHWWLQJV�DUH�UHVWRUHG�DIWHU
VWDUWLQJ�DJDLQ�
� 6XSSRUWV�IDFWRU\�UHVHW�IXQFWLRQ�
� 6WDQGE\�IXQFWLRQ��,Q�0,*�DQG�/LIW�7,*�PRGH��WKH�PDFKLQH�DXWRPDWLFDOO\�HQWHUV�VWDQGE\
VWDWH�LI�LW�LV�QRW�XVHG�IRU�D�ORQJ�WLPH�
� 2SWLRQDO�ZLUHG�KDQGKHOG�UHPRWH�FRQWUROOHU�DQG�ZLUHOHVV�UHPRWH�FRQWUROOHU�

1RWH��7KH�VWDQGDUG�+'�GLJLWDO�VFUHHQ�YHUVLRQ�GRHV�QRW�VXSSRUW�QXPHULF�NH\�W\SH
SXVK�WRUFK��SXVK�SXOO�WRUFK�DQG�VSRRO�WRUFK�IXQFWLRQV��QR�UHPRWH�FRQWUROO�IXQFWLRQ�
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�� ,QVWDOODWLRQ
:DUQLQJ��$OO�FRQQHFWLRQV�VKDOO�EH�PDGH�ZLWK�WKH�SRZHU�VXSSO\�LV�WXUQHG�RII�� �
:DUQLQJ��(OHFWULF�VKRFN�PD\�FDXVH�GHDWK��DIWHU�SRZHU�IDLOXUH��WKHUH�LV�VWLOO�D�
KLJK�YROWDJH�RQ�WKH�HTXLSPHQW��GR�QRW�WRXFK�WKH�OLYH�SDUWV�RQ�WKH�HTXLSPHQW��
:DUQLQJ��,QFRUUHFW�LQSXW�YROWDJH�PD\�GDPDJH�WKH�HTXLSPHQW�� �
:DUQLQJ��7KLV�SURGXFW�PHHWV�WKH�UHTXLUHPHQWV�RI�&ODVV�$�HTXLSPHQW�LQ�(0&�
UHTXLUHPHQWV�DQG�LV�QRW�WR�EH�FRQQHFWHG�WR�D�UHVLGHQWLDO�ORZ�YROWDJH�SRZHU�
VXSSO\�JULG��

�����([WHUQDO�LQWHUIDFH�GHVFULSWLRQ�

�)URQW�SDQHO�YLHZ�� �5HDU�SDQHO�YLHZ��

L� 3RODULW\�FKDQJHRYHU�FRQQHFWRU

D� 3RZHU�VZLWFK
E� ,QSXW�SRZHU�FRUG
F� *DV�YDOYH�LQOHW�QR]]OH
G� :LUHOHVV�UHFHLYHU�PRGXOH��RSWLRQDO�
H� (XUR�0,*�ZHOGLQJ�WRUFK�LQWHUIDFH
I� ��SLQ�DYLDWLRQ�VRFNHW��SOXV� � SODVWLF�FRYHU��VWDQGDUG�
J� 3RVLWLYH�SRODULW\
K� 1HJDWLYH�SRODULW\
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�����3RZHU�LQVWDOODWLRQ�
:DUQLQJ��7KH�HOHFWULFDO�FRQQHFWLRQ�RI�HTXLSPHQW�VKDOO�EH�FDUULHG�RXW�E\�
VXLWDEO\�TXDOLILHG�SHUVRQQHO�� �
:DUQLQJ��$OO�FRQQHFWLRQV�VKDOO�EH�PDGH�DIWHU�WKH�SRZHU�VXSSO\�LV�RII�� �
:DUQLQJ��,QFRUUHFW�YROWDJH�PD\�GDPDJH�WKH�HTXLSPHQW��

�� (QVXUH�WKH�LQSXW�YROWDJH�YDOXH�LV�ZLWKLQ�WKH�VSHFLILHG�LQSXW�YROWDJH�UDQJH�
�� (QVXUH�WKDW�WKH�SRZHU�VZLWFK�LV�WXUQHG�RII�
�� &RQQHFW�WKH�LQSXW�SRZHU�FRUG�WR�WKH�LQSXW�WHUPLQDO�RU�SOXJ�WKH�SRZHU�FRUG�LQWR�WKH
FRUUHVSRQGLQJ�VRFNHW��LI�DQ\��DQG�HQVXUH�D�JRRG�FRQWDFW�
�� *URXQG�WKH�SRZHU�VXSSO\�ZHOO���$V�VKRZQ�LQ�WKH�GLDJUDP��WKH�(XURSHDQ�SOXJ�KDV�D
JURXQGLQJ�WHUPLQDO��VR�QR�DGGLWLRQDO�JURXQGLQJ�LV�UHTXLUHG��

THE USE OF EXTENSION CORDS
ARE NOT RECOMMENDED 

127(�� �
,I�WKH�LQSXW�FDEOH�QHHGV�WR�EH�H[WHQGHG��SOHDVH�XVH�D�FDEOH�ZLWK�ODUJHU�FURVV�VHFWLRQDO�
DUHD�WR�UHGXFH�WKH�YROWDJH�GURS���[���PP��RU�PRUH�LV�UHFRPPHQGHG�
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5.3. MIG welding torch and earth cable connection 
Pay attention to the polarity of the wiring before MIG. Generally, there are two wiring methods 
for DC welder: DCEP and DCEN. 
DCEP: The polarity changeover connector is connected to the positive polarity, and the 
workpiece is connected to the negative polarity; 
DCEN: The polarity changeover connector is connected to the negative polarity, and the 
workpiece is connected to the positive polarity. 
If MIG is selected, except for carbon steel flux-cored self-shielded welding, which 
uses DCEN, this series of welders generally use DCEP for other gas-shielded welding 
types. 

5.3.1 DCEP 

1) Ensure that the welder power switch is turned off.
2) Insert the torch plug into the Euro MIG torch interface on the front panel of the welder and
tighten it clockwise.
3) Insert the cable plug with earth clamp into the negative polarity socket on the front panel of
the welder and tighten it clockwise.
4) Insert the polarity changeover connector into the positive polarity socket on the front panel
of the welder and tighten it clockwise.
5) Connect one end of the gas hose to the gas valve inlet on the rear panel of the welder, and
the other end to the gas regulator outlet, and secure it with a clamp.
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Please note pictorial 
diagrams may differ from 

actual equipment

5.3.2 DCEN 

1) Ensure that the welder power switch is turned off.
2) Insert the torch plug into the central socket on the front panel of the welder and tighten it
clockwise.
3) Insert the cable plug with earth clamp into the positive polarity socket on the front panel of
the welder and tighten it clockwise.
4) Insert the polarity changeover connector into the negative polarity socket on the front panel
of the welder and tighten it clockwise.
5) Connect one end of the gas hose to the gas valve inlet on the rear panel of the welder, and
the other end to the gas regulator outlet, and secure it with a clamp.

NOTE! When performing carbon steel flux-cored self-shielded welding, please replace 
with dedicated knurling wire feed roller and use "DCEN". 
When performing aluminum magnesium alloy welding, please replace with U-groove 
wire feed roller, contact tip, and 2.0 mm diameter Teflon liner for aluminum welding, 
and use "DCEP". 
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(MMA wiring diagram: DCEP) 

(MMA wiring diagram: DCEN) 
Pay attention to the polarity of the wiring before MMA. Generally, there are two wiring 
methods for DC welder: DCEP and DCEN. 
DCEP: The electrode holder is connected to the positive polarity, and the workpiece is 
connected to the negative polarity; 
DCEN: The electrode holder is connected to the negative polarity, and the workpiece is 
connected to the positive polarity.  
The operator can also choose connection method based on the base metal and 
electrode.
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Generally speaking, DCEP is recommended for basic electrodes, while no special provisions 
are made for acid electrodes. 
1) Ensure that the welder power switch is turned off.
2) Insert the cable plug with electrode holder into the corresponding socket on the front panel
of the welder and tighten it clockwise.
3) Insert the cable plug with earth clamp into the corresponding socket on the front panel of
the welder and tighten it clockwise.
NOTE! If you want to use long secondary cables (electrode holder cable and earth
cable), you must ensure that the cross-sectional area of the cable is increased
appropriately in order to reduce the voltage drop due to the cable length.

5.5. Lift TIG welding torch and earth cable connection 

(Lift TIG wiring diagram: DCEN) 
1) Ensure that the welder power switch is turned off.
2) Insert the torch plug into the central socket on the front panel of the welder and tighten it
clockwise.
3) Insert the cable plug with earth clamp into the positive polarity socket on the front panel of
the welder and tighten it clockwise.
4) Insert the polarity changeover connector into the negative polarity socket on the front panel
of the welder and tighten it clockwise.
NOTE! The positive and negative polarities should not be reversed as this will prevent
normal welding operation.
5) Connect one end of the gas hose to the gas valve inlet on the rear panel of the welder, and
the other end to the gas regulator outlet, and secure it with a clamp.
NOTE! If you want to use long secondary cables (Lift TIG torch cable and earth cable),
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you must ensure that the cross-sectional area of the cable is increased appropriately 
in order to reduce the voltage drop due to the cable length.  

5.6. Wired handheld remote controller/foot pedal controller 

connection (optional) 

(Wiring diagram of wired remote controller) 
Insert the 9-pin aviation plug of the handheld remote controller/foot pedal controller directly 
into the corresponding 9-pin aviation socket of the machine. 
NOTE! The standard version does not support the remote controller. Please check 
that the machine supports wired handheld remote controller before installation. 

5.7. Installation of wireless receiver module (optional) 

(Installation of wireless receiver module) 
�� Remove the wireless remote controller plug cover shown in the above left figure (a).
Refit into the wireless receiver module shown in the above right figure (b).
�� Remove the screws on the left side cover of the machine and remove the side panel.
�� Connect the cable of the wireless module to the 7P terminal block CN3 of the control board
PCB2 (Figure c).
NOTE! 
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6. Control panel
The operation panel for this series of models supports HD digital screen and touchless LCD 

screen, which can be selected or replaced as needed, without needing to replace the main 

program of the welder. 

6.1. HD digital screen 

6.1.1 Overview 

(HD digital screen operation panel) 

a.Parameter display a

b.Parameter display b

c.Welding mode selector

d.Welding wire type and

gas selector

e.Welding wire diameter

selector

f.MIG/Lift TIG operation

mode selector

g.Push/push-pull/spool

torch selector

h.Remote control function

i.Synergic

j.Inching

k.Gas check

l.Parameter adjustment

knob A

m.Parameter adjustment

knob B

n.Alarm/protection indicator

o.VRD function indicator
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a. Parameter display a

- 
"Parameter display a" is used to display the current, welding speed, plate thickness and error 
code. 
1) When not welding, the preset value of current parameter will be displayed. If no operation
is performed for a long time, the default parameters are displayed.
2) When welding, the actual output current value is displayed.
3) When the factory settings are reset, the countdown is displayed.
4) When the barcode queried, the machine barcode is displayed.
5) When the product is not working correctly, an error code is displayed.
In Synergic MIG mode, MMA mode or Lift TIG mode, current is displayed by default. If
Synergic is disabled in MIG mode, the wire feed speed is displayed by default.

b. Parameter display b

"Parameter display b" is used to display the voltage, arc length, inductance/arc force, and 
burn back time. 
1) When not welding, the preset value of current parameter will be displayed. If no operation
is performed for a long time, the default parameters are displayed.
2) When welding, the actual output voltage is displayed.
The voltage is displayed by default in all welding modes.

c. Selection of welding mode

Before welding, press the "Welding Mode Selection" key  to switch among MIG, MMA 
and Lift TIG, and select the corresponding mode based on the user's needs. 
1) If the indicator  is on, it indicates that MIG/MAG mode has been selected. 
2) If the indicator  is on, it indicates that MMA mode has been selected. 
3) If the indicator  is on, it indicates that Lift TIG mode has been selected. 
NOTE! When the machine is in welding mode or the torch trigger is pressed, the 
switching function is unavailable. 



d. Selection of MIG welding wire type and gas

1) In MIG mode, press the keys  to select the welding wire type and gas. 
2) If the corresponding indicator is on, it indicates that the welding wire type and gas has been
selected.

e. Selection of MIG welding wire diameter

1) In MIG mode, press the corresponding function switching key  to select an optional 
welding wire diameter for the welding type.
2) If the corresponding welding wire diameter indicator is on, it indicates that the welding wire
diameter has been selected.

f. Selection of 2T/4T operating mode

1) In MIG or Lift TIG mode, press the corresponding function switching key  to select 2T 
or 4T operating mode.

2) If the indicator  is on, it indicates that the machine is in 2T operating mode. 

3) If the indicator  is on, it indicates that the machine is in 4T operating
mode.

Page 2�
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g. Selection of push/push-pull/spool torch

In MIG mode, press the corresponding function switching key  to select the push torch or 

spool torch. 

1) If the indicator  is on, it indicates that the MIG is in push torch state. 

2) If the indicator  is on, it indicates that the MIG is in push-pull torch state. 

3) If the indicator  is on, it indicates that the MIG is in spool torch state. 

h. Selection of remote control function

1) Enable/disable remote control function

(1) Before welding, press the remote control function key  to enable/disable the remote 

control function.

(2) If the indicator  is on, it indicates that the remote control function has been enabled. If it
is off, it indicates that the remote control function has been disabled.
2) Wired remote control and wireless remote control
The remote control function is divided into wired remote control and wireless remote control.
Setting method: Enter the Welding Engineer Mode (see section 6.4 for details), set the "F09"
parameter value, "1" indicating wired remote control and "0" indicating wireless remote
control.
3) Connect/disconnect wireless remote controller
(1) Connect wireless remote controller
When not welding and the wireless remote control function has been enabled, press and hold

the remote control function key  on the panel and the pairing key  of the wireless 

remote controller at the same time for 2s to pair the wireless remote controller. During pairing, 

the blue indicator  of the wireless receiver module will flash. After successful pairing, the 

remote control mode indicator  will be on, the blue indicator  on wireless receiver 
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module will remain on and the welder display window will display "OK". 
After successful pairing, the parameters can be adjusted by the wireless remote controller. 
(2) Disconnect wireless remote controller
After the remote controller has been successfully paired, press and hold the remote control

function key  on the panel or the pairing key  on the wireless remote controller for 
2s, and the connection of the wireless remote controller will be disconnected. After 
disconnecting, the display window of the welder will display "FAL", and the green indicator 

 of the wireless receiver module will remain on. 

i. Selection of Synergic MIG function

1) In MIG mode, press the "Synergic" function key  to enable or disable the function. 

2) If the indicator  is on, it indicates that the "Synergic" function is enabled. If it is off, it
indicates that the function is disabled, and MIG is in separate mode.
3) In "Synergic" mode, the machine automatically matches the welding voltage (arc length)
and inductance according to the welding type and welding wire diameter selected and the set
current (or wire feed speed, plate thickness), and the user can adjust the voltage or
inductance as required.
(4) In separate mode, the wire feed speed, voltage and inductance can be set separately.

j. Inching function

1) In MIG mode, press the inching key  to start wire feeding and release the key to stop 
wire feeding.

2) If the indicator  is on, it indicates that the inching is enabled to start wire feeding, and the
wire feed speed depends on the preset value.

k. Gas check function

1) In MIG or Lift TIG mode, press the gas check function key  to start gas supply and 
press the key again in 20s to stop gas supply;
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2) If the indicator  is on, it indicates that the gas check function is enabled and the gas

valve is open; if the indicator  is off, it indicates that the gas check function is disabled and 
the gas valve is closed. 
Note: The gas check function automatically stops after 20s to avoid gas waste. 

l. Parameter adjustment knob A

1) In MIG mode, if the "Synergic" function is disabled, rotate the knob to set the wire feed
speed; if the function is enabled, rotate the knob to switch display of current, wire feed speed
and plate thickness for configuration.
2) In MMA or Lift TIG mode, rotate the knob to set the current parameter.
3) Rotating the adjusting knob clockwise increases the parameter value, and rotating it
counterclockwise decreases the value.
4) When the adjustment knob is rotated, the adjusted parameter is displayed in the parameter
display area.

m. Parameter adjustment knob B

1) In MIG mode, press the knob to switch the display of voltage, arc length, inductance, and
burn back time, rotate the knob for configuration.
2) In MMA mode, press the knob to switch to arc force and rotate the knob for configuration.
3) Rotating the knob clockwise increases the parameter value, and rotating it
counterclockwise decreases the value.
4) When the adjustment knob is rotated, the adjusted parameter is displayed in the parameter
display area.

n. Protection/alarm indicators

If the overheat indicator  is on, it indicates that the main circuit temperature of the welder 
is too high, and the welder has automatically entered overheat protection and stopped output. 
Do not turn off the machine. Wait for a while, and then continue welding after the 
overheat indicator turns off. 
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If the overcurrent indicator  is on, it indicates that the main circuit device of the welder is 
abnormal, and the welder has entered overcurrent protection and stopped output. 
Please turn off and restart the machine. If this phenomenon persists, please contact 
professional maintenance personnel of the company. 

o. VRD function indicator
1) The VRD function only works in MMA mode. When the VRD function is not enabled, the
VRD indicator is off.
2) When the VRD function is enabled and no welding is performed, the VRD indicator

displays green , indicating that the VRD function is normal. 
3) When the VRD function is enabled and no welding is performed, the VRD indicator light

displays red , indicating that the VRD function is abnormal. 
4) When the VRD function is enabled, the VRD indicator is not on during welding.
Note: The VRD switch is the "SW1-1" on the main control panel (PK-476) inside the

machine, "ON" indicating VRD enabled, and "OFF" indicating VRD 
disabled. 

6.1.2 Barcode display 

1) Before welding, press and hold the "Welding Mode Selection" key  and "Parameter 

Adjustment Knob A"  for 3s at the same time, and the machine barcode will be 
displayed.  
2) Press any key or wait for 20s to exit the barcode display.
3) The barcode is displayed in nine groups of data in the "Parameter display a" area,
including "1.XY", "2.XY"...... to "9.XY", where X and Y are figures from 0-9. Refer to the 
following table for details: 

Data 
displayed Meaning 

1.XY X and Y represent the 1st and 2nd digits/letters of the digital barcode 
respectively 

2.XY XY represents the 3rd digit/letter of the digital barcode, and XY is from 
11-45, corresponding to the barcode D-Z and representing the year

3.XY XY represents the 4th digit/letter of the digital barcode, and XY is from 
01-12, corresponding to the barcode 0-C and representing the month

4.XY XY represents the 5th digit/letter of the digital barcode, and XY is from 
01-31, corresponding to the barcode 0-V and representing the date

5.XY X and Y represent the 6th and 7th digits/letters of the digital barcode 
respectively 
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6.XY
X and Y represent the 8th and 9th digits/letters of the digital barcode 
respectively 

7.XY
X and Y represent the 10th and 11th digits/letters of the digital barcode 
respectively 

8.XY
X and Y represent the 20th and 21st digits/letters of the digital barcode 
respectively 

9.XY
X and Y represent the 22nd and 23rd digits/letters of the digital barcode 
respectively 

The 12th-19th digits in the digital barcode are the company's internal fixed numbers, which 
are not displayed in the window. 
Read the nine groups of data and arrange them in order from left to right, skipping the 
12th-19th digits, to get the barcode of the machine. 

6.1.3 Factory reset 

1) Before welding, press and hold the "Welding Mode Selection" key  for 5 seconds to 

reset factory settings.
2) After pressing and holding for 5 seconds, the display window will count down from 3. When
the countdown ends, the factory settings are reset. If the button is released before the
countdown ends, the factory reset will not take place.
3) The factory settings are as shown in the following table:

Item Parameter Name Reset Value Remarks 

Synergic MIG 
parameters 

Material & gas Steel  Ar75% CO225% 

Welding wire 
diameter 

����� 

Welding current 80 A 

Welding arc length 0.0 V 

MIG parameters 
Welding speed 197Inch/min 
Welding voltage 19.0V 

General MIG 
parameters 

Burn back time 0.2S 
Burn back voltage 13.0V 

Welding torch 
selection 

Push torch 

Operation method 2T 
Inductance 0 

Pre-flow time 0.1S 
Post-flow time 0.5S 

MMA parameters 
Welding current 80A 
Arc force current 40A 
Hot start current 30A 
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Lift TIG parameters 

Welding current 100A 
Pre-flow time 0.5S 
Post-flow time 5.0S 

TIG downslope time 0.5S 

6.1.4 Welding engineer mode function 
The Welding Engineer Mode function allows users to set/modify the default parameters 
/functions as follows: 
1) Press and hold "Parameter Adjustment Knob A" for 5s in startup state.
2) After pressing and holding the "Parameter Adjustment Knob" for 2s, the machine will count
down from 3s; at the end of the countdown, "Parameter Display A" on the display window will
display a parameter number, such as "F01". "Parameter Display B" on the display window will
display the value corresponding to that number.
3) Rotate "Parameter Adjustment Knob A" to select the parameter number to set the
back-end parameter/function.
4) Rotate "Parameter Adjustment Knob B" to set the value corresponding to that parameter
number.
5) Press "Parameter Adjustment Knob A" to save the new value.
6) After setting the value, press "Welding Method Selection" key to exit the Welding Engineer
Mode.
7) Refer to the following table for the parameter numbers, function definitions and
configuration values
Background 
parameter/ 

function 

Parameter 
No. 

Default 
value Function definition 

Standby 
response time F01 10 

Can be set to four values: "0", "5", "10" or "15". 
1) "0" indicates that the standby function is disabled
and the machine will not enter standby state. 
2) "5", "10" and "15" indicate that the standby function
is enabled and the machine will enter the standby state
after the corresponding time (unit: minutes).

Input 
overvoltage/ 
undervoltage 

protection 

F02 0 

Can be set to "0" or "1". 
1) "0" indicates that the overvoltage/undervoltage
protection function is disabled.
2) "1" indicates that the overvoltage/undervoltage
protection function is enabled.
Note: The standard version only supports
overvoltage protection function.
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Pre-flow time F03 
MIG: 0.1 
Lift TIG: 

0.5 

Set the MIG/Lift TIG welding parameters based on the 
"Welding Mode" when in Welding Engineer Mode. 

1ͨIf the "Welding Mode" is MIG, set the MIG pre-flow

time, with range of 0-2.0, accuracy of 0.1, and unit of 
seconds. 
If the "Welding Mode" is Lift TIG, set the Lift TIG 
pre-flow time, with range of 0-5.0, accuracy of 0.5, and 
unit of seconds. 

Post-flow time F04 
MIG: 0.5 
Lift TIG: 

5.0 

Set the MIG/TIG welding parameters according to the 
"Welding Mode" when in Welding Engineer Mode. 
2) If the "Welding Mode" is MIG, set the MIG post-flow
time, with range of 0-5.0, accuracy of 0.5, and unit of 
seconds. 
2) If the "Welding Mode" is Lift TIG, set the Lift TIG
post-flow time, with range of 0-10.0, accuracy of 0.5,
and unit of seconds.

Lift TIG 
downslope 

time 
F05 0.5 

Set the Lift TIG downslope time, with range of 0-5, 
accuracy of 0.5, and unit of second. 

Burn back 
voltage 

F06 13.0 
Set the MIG burn back voltage, with range of 
10.0-20.0, accuracy of 0.1, and unit of voltage. 

MMA hot start 
current 

F07 30 
Set the MMA hot start current, with range of 0-60, 
accuracy of 1, and unit of ampere. 

Slow wire 
feed speed 

F08 3 

Set the slow wire feed speed of MIG; can be set to "0", 
"1", "2" or "3". 
1) "0" indicates that the slow wire feed function is
disabled. 
2) "1" and "2" indicate that the slow wire feed speed is
1/3 or 1/2 of the current set speed, respectively.
3) "3" indicates that the current slow wire feed speed is
118Inch/min.

Remote 
control mode 

F09 0 

Can be set to "0" or "1" to use wired or wireless remote 
controller.  
1) "0" indicates wireless remote controller.
2) "1" indicates wired remote controller.

NOTE! If entering the Welding Engineer Mode from different "Welding Mode" states, 
the functional definition corresponding to the background parameters/functions may 
be also different! 
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7. Welding function operation
Warning! Before turning on the power supply make sure that the equipment 
is disconnected to the output. Otherwise, an unexpected arc may be started 
when the power is turned on. This can cause damage to the work piece and 
to personnel. 
Warning! Be sure to wear appropriate protective equipment during welding 
or cutting operation. Arcs, spatter, smoke, and high temperatures produced 
in the process may cause injury to personnel.  
Warning! After the power supply is turned off, the output voltage of the 
machine may continue for a period and then drop slowly. Please do not touch 
the conductive part of the output before the panel is extinguished.  

7.1. MIG operation 
NOTE! Some models are equipped with the smart fan function. When the power 
supply is turned on for a period before welding or cutting, the fan will automatically 
stop running. It will run automatically when welding or cutting begins. 

7.1.1 Turn on the power switch 

The power switch is located at the rear panel of the machine; set it in the "ON" position; then 
the panel indicator will light up, the fan will start to rotate, and the welder will start to work 
normally. 
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7.1.2 Select MIG mode 
HD digital screen: 

1) Press the "Welding Mode Selection" key to select MIG mode.
2) Use the corresponding function switching key to select the welding type, wire diameter,
operation method and welding torch type.
3) Enable/disable the "Synergic" function.
4) Use "Parameter Adjustment Knob A/B" to set the welding parameters.

7.1.3 Set welding parameters with "Synergic" disabled 
HD digital screen: 

 (Setting wire feed speed and voltage)    (Setting inductance)     (Setting burn back) 
1) Use "Parameter Adjustment Knob A" to set the "Wire Feed Speed".
2) Use "Parameter Adjustment Knob B" to set the "Welding Voltage".

3) Press "Parameter Adjustment Knob B" to switch display of "Welding Voltage", "Welding

Inductance", and "Burn Back Time" and set the parameter values.
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In "Non-synergic" MIG mode, the parameters that can be set on the panel and their ranges 
are as follows: 

SN 
Parameter 

Name 

Parameter options or 

range (Input 230VAC) 

MIG250 

1 
Wire feed speed 

(Inch/min) 
79~709 

2 
Welding voltage 

(V) 
11~30 

3 Inductance -10~10

4 
Burn back time 

(ms) 
0~800 

5 
Burn back 

voltage (V) 
10.0~20.0 

SN Parameter Name 

Parameter options or 

range (Input 115VAC) 

MIG250 

1 
Wire feed speed 

(Inch/min) 
79~551 

2 
Welding voltage 

(V) 
11~25 

3 Inductance -10~10

4 
Burn back time 

(ms) 
0~800 

5 
Burn back 

voltage (V) 
10.0~20.0 
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7.1.4 Set welding parameters with "Synergic" enabled 
HD digital screen: 

 (Setting welding current) (Setting wire feed speed) (Setting plate thickness) 
1) Press "Parameter Adjustment Knob A" to switch display of "Welding Current", "Wire Feed
Speed", and "Plate Thickness"; set one parameter and the other two parameters will also
change.
2) The welder automatically matches the voltage and inductance according to the built-in
Synergic expert library to achieve good welding results.
3) Press "Parameter Adjustment Knob B" to switch display of "Welding Voltage", "Welding
Inductance", and "Burn Back Time" and adjust the parameter values.

7.1.5 Use of digital gun or spool gun 
In addition to the common push torch, these inverter welders also support numeric key-type  
push torch, push-pull torch and spool torch. The parameters are adjusted through the keys on 
the digital torch or the adjustment knob on the push-pull torch and spool torch. 
Note: The standard HD digital screen version does not support numeric key-type push 
torch, push-pull torch and spool torch functions.  
1) Digital torch

a. Increase the "Wire Feed Speed"/"Welding Current".
b. Decrease the "Wire Feed Speed"/"Welding Current".
The "Wire Feed Speed"/"Welding Current" adjustment key adjusts "Wire Feed Speed" when
the "Synergic" is disabled, and "Welding Current" when it is enabled.
c. Increase the "Welding Voltage".
d. Decrease the "Welding Voltage".
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After connecting the digital torch with the welder and the remote control indicator turning on, 
use the keys on the digital torch to adjust the "Wire Feed Speed"/"Welding Current" and 
"Welding Voltage". For details about panel operations, see sections 7.12-7.14. 
NOTE! If the digital torch is used, select the welding torch type of "Spool torch". The 
parameters can be adjusted by both the adjustment knobs on the operation panel and 
adjustment keys on the digital torch. During welding, the adjustment keys on the 
digital torch cannot be used to adjust the parameters. 

2) Spool torch

a. "Wire Feed Speed "adjustment potentiometer: Rotate the potentiometer clockwise to
increase the "Wire Feed Speed", and counterclockwise to decrease the speed.

(Select spool torch on HD digital screen)    
The welding can only select spool torch in "Non-synergic" MIG mode. 

3) Push-pull torch

4) a. "Wire Feed Speed "adjustment potentiometer: Rotate the potentiometer clockwise to increase the

"Wire Feed Speed", and counterclockwise to decrease the speed.

The push-pull torch cannot adjust the parameters. 

a 
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(Select spool torch on HD digital screen)     
The welder can select push-pull torch in both "Non-synergic" and "Synergic" MIG modes. 

7.1.6 Start welding 
Description of MIG 2T/4T operation 

2T operating mode 4T operating mode 

Step 1: Press the torch trigger to 
start welding. 

Step 1: Press the torch trigger for the first 
time to start welding.  

Step 2: Release the torch trigger to 
stop welding. 

Step 2: Release the torch trigger for the first 
time to continue welding. 
Step 3: Press the torch trigger for the 
second time to resume welding. 
Step 4: Release the torch trigger for the 
second time to stop welding. 
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Welding sequence of MIG 2T/4T operation 

Mode Schematic diagram 

2T 

4T 

Torch trigger 

Gas supply 

Output terminal 
voltage 

Wire feed 

Welding current 

Pre-flow 

No-load voltage 
Anti-stick time 

Post-flow supply time 

Slow wire feed 

Welding 

Welding current 

Wire feed 

Output terminal 
voltage 

Gas supply 

Torch trigger Pre-flow 

No-load voltage 
Anti-stick time 

Post-flow supply time 

Slow wire feed Crater current 

Basic welding Crater welding 
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7.1.7 Turn off the power supply after welding 

The power switch is located on the rear panel of the machine and set it to the "OFF" position. 
After a time delay, the panel indicator is off and the welder stops working. 

7.2. MMA operation 
7.2.1 Turn on the power switch 
(Same as section 7.1.1) 
7.2.2 Select welding mode 
For HD digital screen, use the "Welding Mode Selection" key to select MMA mode. 

(Select MMA mode in HD digital screen) 

7.2.3 Set MMA parameters 
1)�For HD digital screen, use the "Parameter Adjustment Knob A" to set the "Welding�
Current"; (as shown in above figure)
Welding current: Set by the user based on the type and diameter of the welding electrode and�
the process requirements. Refer to the following table:
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diameter (mm) diameter (mm) current (A) 
1 1.6 1.6 25~40 

2 
2.0~3.2 2.0 40~65 

2.5 50~80 
3.2 100~130 

3 3.2~4.0 3.2 100~130 
4.0 160~210 

3 �� 5.0 200~270 
6.0 220~300 

NOTE! The operator should set the functions that meet the welding requirements. If 
the selections are incorrect this may lead to problems such as an unstable arc, spatter, 
or sticking of the welding rod to the work piece. 
2) For HD digital screen, use the "Parameter Adjustment Knob B" to set the "Arc Force".

(Select arc force in HD digital screen)     
Arc force: The arc force value should be determined according to electrode diameter, 
current setting, and process requirements. With large arc force current, the metal transfers 
quickly and the droplets don't stick, but excessive force increases spatter; low arc force leads 
to small spatter and good weld seam formation, but sometimes the arc is soft, or causes 
droplets to stick. In particular, thick electrodes with low current welding require increased arc 
force. Generally, the arc force is 30a50A when welding. 
3) Hot start current: Stronger hot start current is conducive to arc start and reduces sticking
between the welding electrode and workpiece during arc start.

SN Parameter 
Name 

Setting range of "Arc Force" and "Hot 
Start Current" Remarks 

MIG250 HD digital 
screen 

1 Arc force 0~100A Adjustable on 
the panel 

2 Hot start 
current 0~60A Adjustable on 

user menu 

�������������������

�������������������

������

SN Electrode Electrode Welding 
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7.2.4 Start welding 
During DC welding, the heat on the positive and negative polarities of the welding arc is 
different. When welding using DC power supply, there are DCEP and DCEN connections. 
The DCEP connection refers to the welding electrode connected to the positive polarity of the 
power supply and the workpiece connected to the negative polarity of the power supply. In 
this mode, the workpiece receives less heat, resulting in low temperature, shallow 
penetration, and less penetration. This is suitable for welding thin parts. The DCEN 
connection refers to the welding electrode connected to the negative polarity of the power 
supply and the workpiece connected to the positive polarity of the power supply. In this mode, 
the workpiece receives more heat, resulting in high temperature, deep penetration, and easy 
to weld through. This is suitable for welding thick parts. 
NOTE!  
(1) This unit has anti-stick function by default. In the welding process, if short circuit
occurs for 2s, it will automatically enter anti-stick function. At this time, the welding
electrode shall be separated from the workpiece, and the arc shall be restarted for
welding;
(2) Anti-stick process: When the VRD function is disabled, the welding current will
automatically drop to 20A; and when the VRD function is enabled, the current output
will change to 0A.

7.2.5 Turn off power supply after welding 
(Same as section 7.1.7) 

7.3. Lift TIG operation 
7.3.1 Turn on the power switch 
(Same as section 7.1.1) 

7.3.2 Select Lift TIG welding mode 
For HD digital screen, use the "Welding Mode Selection" key to select Lift TIG mode. 

(Select Lift TIG mode in HD digital screen) 
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7.3.3 Set welding parameters 
For HD digital screen, use the "Parameter Adjustment Knob A" to set the "Welding Current"; 
(as shown in above figure) 
Choose the appropriate welding current, tungsten electrode and shielding gas flow based on 
the actual situation. For details, refer to the following data. 

Selection of parameters for manual TIG welding – stainless steel plate 
Tungsten 
diameter 

(mm�,QFK) 

Stainless steel 
plate thickness 

(mm�,QFK) 

Maximum current 
(A) 

Maximum 
argon flow rate 

(l/min�&)+) 

1~2 1~3 50 5����� 
50~80 6����� 

2~4 3~6 

80~120 7��� 
121~160 8��� 
161~200 9��� 
201~300 10��� 

7.3.4 Start welding 
Description of MIG 2T/4T operation 

2T operating mode 4T operating mode 

Step 1: Press the torch trigger to 
start welding. 

Step 1: Press the torch trigger for the first 
time to start welding.  

Step 2: Release the torch trigger to 
stop welding. 

Step 2: Release the torch trigger for the first 
time to continue welding. 
Step 3: Press the torch trigger for the 
second time to resume welding. 
Step 4: Release the torch trigger for the 
second time to stop welding. 

  I   

  U   U0 

Short circuit     Arcing 

���������������

��������������

��������������

������������������



Page 4� 

 UVRD 

    (LIft TIG mode)

NOTE! When starting the arc if the short-circuit time exceeds 2 seconds the welder 

turns off the output current. Lift the welding torch clear of the work piece. Restart the 

process as above (7.3.2) to start the arc again.  

NOTE! During welding, if there is short circuit between tungsten electrode and the 

work piece, the welder will immediately reduce the output current; if the short circuit 

exceeds 1 second, the welder will turn off the output current. If this happens, the arc 

will need to be restarted as above (7.3.2). and the welding torch needs to be lifted to 

start the arc again.  

7.3.4 Turn off the power supply after welding 

(Same as section 7.1.7) 

7.4. Standby 

(Standby state interface in HD digital screen) 
1) Enter standby state: In both MIG and Lift TIG modes, the machine will enter standby state
and close the display window in the operation panel if there are no welding or panel
operations for a long time. The default standby response time is 10 minutes.
2) Exit standby state: In standby state, any operation on the welder will cause it to exit
standby state, including welding, key/knob operation, pressing the torch trigger, or operating
the paired and valid remote controller, etc.
3) For safety and convenience, the machine will not enter standby state in MMA mode.

7.5. Functions and use of wireless/wired remote controller 
If the machine supports the remote control function and is equipped with a remote controller 
and accessories, the user can use the handheld remote controller or foot pedal controller to 
perform simple welding parameter adjustments at a distance after basic configuration on the 
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�� 0DLQWHQDQFH
:DUQLQJ��  
7KH�IROORZLQJ�RSHUDWLRQ�UHTXLUHV�VXIILFLHQW�SURIHVVLRQDO�NQRZOHGJH�RQ�
HOHFWULF�DVSHFWV�DQG�FRPSUHKHQVLYH�VDIHW\�NQRZOHGJH��0DNH�VXUH�WKH�LQSXW�
FDEOH�RI�WKH�PDFKLQH�LV�GLVFRQQHFWHG�IURP�WKH�HOHFWULFLW\�VXSSO\�DQG�ZDLW�IRU�
��PLQXWHV�EHIRUH�UHPRYLQJ�WKH�PDFKLQH�FRYHUV�� �
3OHDVH�QRWH��7KH�IROORZLQJ�VKRXOG�RQO\�EH�FDUULHG�RXW�E\�DQ�DXWKRULVHG�
HOHFWULFDO�WHFKQLFLDQ�� �

�����3RZHU�VXSSO\�PDLQWHQDQFH�
,Q�RUGHU�WR�JXDUDQWHH�WKDW�WKH�PDFKLQH�ZRUNV�HIILFLHQWO\�DQG�LQ�VDIHW\��LW�PXVW�EH�PDLQWDLQHG�
UHJXODUO\��2SHUDWRUV�VKRXOG�XQGHUVWDQG�WKH�PDLQWHQDQFH�PHWKRGV�DQG�PHDQV�RI�WKH�
PDFKLQH�RSHUDWLRQ��7KLV�JXLGH�VKRXOG�HQDEOH�FXVWRPHUV�WR�FDUU\�RXW�VLPSOH�H[DPLQDWLRQ�DQG�
VDIHJXDUGLQJ�E\�RQHVHOI��WU\�WR�UHGXFH�WKH�IDXOW�UDWH�DQG�UHSDLU�WLPHV�RI�WKH�PDFKLQH��VR�DV�WR�
OHQJWKHQ�VHUYLFH�OLIH�RI�WKH�PDFKLQHV�� �

3HULRG� 0DLQWHQDQFH�LWHP�

'DLO\�H[DPLQDWLRQ� &KHFN�WKH�FRQGLWLRQ�RI�WKH�PDFKLQH��PDLQV�FDEOHV��ZHOGLQJ�RU�FXWWLQJ�
FDEOHV�DQG�FRQQHFWLRQV��
&KHFN�IRU�DQ\�ZDUQLQJV�/('V�DQG�PDFKLQH�RSHUDWLRQ��

0RQWKO\�
H[DPLQDWLRQ�

'LVFRQQHFW�IURP�WKH�PDLQV�VXSSO\�DQG�ZDLW�IRU�DW�OHDVW���PLQXWHV�EHIRUH�
UHPRYLQJ�WKH�FRYHU��&KHFN�LQWHUQDO�FRQQHFWLRQV�DQG�WLJKWHQ�LI�UHTXLUHG��
&OHDQ�WKH�LQVLGH�RI�WKH�PDFKLQH�ZLWK�D�VRIW�EUXVK�DQG�YDFXXP�FOHDQHU��
7DNH�FDUH�QRW�WR�UHPRYH�DQ\�FDEOHV�RU�FDXVH�GDPDJH�WR�FRPSRQHQWV��
(QVXUH�WKDW�YHQWLODWLRQ�JULOOV�DUH�FOHDU��&DUHIXOO\�UHSODFH�WKH�FRYHUV�DQG�
WHVW�WKH�XQLW��
7KLV�ZRUN�VKRXOG�EH�FDUULHG�RXW�E\�D�VXLWDEO\�TXDOLILHG�FRPSHWHQW�
SHUVRQ��

<HDUO\�H[DPLQDWLRQ� &DUU\�RXW�DQ�DQQXDO�VHUYLFH�WR�LQFOXGH�D�VDIHW\�FKHFN�LQ�DFFRUGDQFH�
ZLWK�WKH�PDQXIDFWXUHUV�VWDQGDUG��(1�����������
7KLV�ZRUN�VKRXOG�EH�FDUULHG�RXW�E\�D�VXLWDEO\�TXDOLILHG�FRPSHWHQW�
SHUVRQ��
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�� 7URXEOHVKRRWLQJ
:DUQLQJ��%HIRUH�PDFKLQHV�DUH�GLVSDWFKHG�IURP�WKH�IDFWRU\��WKH\�KDYH�DOUHDG\�
EHHQ�FKHFNHG�WKRURXJKO\��7KH�PDFKLQH�VKRXOG�QRW�EH�WDPSHUHG�ZLWK�RU�
DOWHUHG��0DLQWHQDQFH�PXVW�EH�FDUULHG�RXW�FDUHIXOO\��,I�DQ\�ZLUH�EHFRPHV�ORRVH�
RU�LV�PLVSODFHG��LW�PD\EH�SRWHQWLDOO\�GDQJHURXV�WR�XVHU��2QO\�SURIHVVLRQDO�
PDLQWHQDQFH�SHUVRQQHO�VKRXOG�UHSDLU�WKH�PDFKLQH�� �
(QVXUH�WKH�SRZHU�LV�GLVFRQQHFWHG�EHIRUH�ZRUNLQJ�RQ�WKH�PDFKLQH��$OZD\V�
ZDLW���PLQXWHV�DIWHU�SRZHU�VZLWFK�RII�EHIRUH�UHPRYLQJ�WKH�SDQHOV��

�����&RPPRQ�PDOIXQFWLRQ�DQDO\VLV�DQG�VROXWLRQ�
7KH�V\PSWRPV�OLVWHG�KHUH�PD\�EH�UHODWHG�WR�WKH�DFFHVVRULHV��JDV��
HQYLURQPHQWDO�IDFWRUV��DQG�SRZHU�VXSSO\�\RX�XVH��3OHDVH�WU\�WR�LPSURYH�WKH�
HQYLURQPHQW�DQG�DYRLG�VXFK�VLWXDWLRQV�� �

(OLPLQDWLRQ�RI�JHQHUDO�SUREOHPV�LQ�0,*�

6\PSWRP� 5HDVRQV� 7URXEOHVKRRWLQJ�

$IWHU�VWDUWXS��WKH�IDQ�GRHV�
QRW�WXUQ�RU�WKH�ZLUH�
IHHGLQJ�VSHHG�LV�
DEQRUPDO�

7KH�DPELHQW�
WHPSHUDWXUH�LV�WRR�ORZ�RU�
WKH�IDQ�KDV�EHHQ�
GDPDJHG�

,I�WKH�WHPSHUDWXUH�LV�WRR�ORZ��OHW�WKH�
PDFKLQH�ZRUN�IRU�D�SHULRG�RI�WLPH��
DQG�WKH�WHPSHUDWXUH�LQ�VWDQGE\�ZLOO�
ULVH�DQG�LW�ZLOO�URWDWH�QRUPDOO\��,I�LW�LV�
VWLOO�QRW�ZRUNLQJ��UHSODFH�WKH�IDQ�

0,*�

7KH�ZHOGHU�KDV�
QR�FXUUHQW�
RXWSXW�DQG�KDV�
QR�HUURU�FRGH�
GLVSOD\�

ā 7KH�ZHOGLQJ�FLUFXLW�KDV
IDLOHG
ā $�FRPSRQHQW�LQVLGH�WKH
ZHOGHU�KDV�IDLOHG

ā &KHFN�WKH�ZHOGLQJ�FLUFXLW�DQG�UHSDLU
LW
ā &RQWDFW�WKH�FXVWRPHU�VHUYLFH
SHUVRQQHO�DQG�VHHN�SURIHVVLRQDO
DVVLVWDQFH

$IWHU�SUHVVLQJ�
WKH�WRUFK�WULJJHU�
WR�VXSSO\�JDV��
WKHUH�LV�FXUUHQW�
RXWSXW�EXW�QR�
ZLUH�IHHGLQJ�

ā 7KH�ZLUH�IHHGHU�LV�VWXFN
ā 7KH�ZLUH�IHHGLQJ�PRWRU
KDV�IDLOHG
ā 7KH�FRQWURO�ERDUG
LQVLGH�WKH�ZHOGHU�KDV
IDLOHG

ā /RRVHQ�WKH�ZLUH�IHHGHU
ā 5HSODFH�WKH�ZLUH�IHHGLQJ�PRWRUā
ā�5HSODFH�WKH�FRQWURO�ERDUG
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7KH�ZHOGLQJ�
FXUUHQW�LV�
XQVWDEOH�
DQG�WKH�
FXUUHQW�
IOXFWXDWHV�

ā 7KH�WRUTXH�NQRE�RI�WKH�
ZLUH�IHHGHU�LV�QRW�DGMXVWHG�
SURSHUO\
ā 7KH�ZLUH�IHHG�UROOHU�DQG
ZHOGLQJ�ZLUH�DUH�
FRQILJXUHG�GLIIHUHQWO\�
ā 7KH�FRQWDFW�WLS�LV�
VHULRXVO\�ZRUQ�RXW
ā 7KH�OLQHU�LQ�WKH�ZHOGLQJ�
WRUFK�LV�VHULRXVO\�ZRUQ�
RXW
ā 7KH�ZHOGLQJ�ZLUH�LV�RI�
SRRU�TXDOLW\

ā 3URSHUO\�DGMXVW�WKH�WRUTXH�NQRE�RI�
WKH�ZLUH�IHHGHU

ā 0DWFK�WKH�ZLUH�IHHG�UROOHU�ZLWK�WKH�
ZHOGLQJ�ZLUH
ā 5HSODFH�WKH�FRQWDFW�WLS�RI�WKH�
ZHOGLQJ�WRUFK
ā 5HSODFH�WKH�OLQHU�LQ�WKH�ZHOGLQJ�
WRUFK
ā 5HSODFH�ZLWK�TXDOLILHG�ZHOGLQJ�ZLUH

2WKHU�IDXOWV�
3OHDVH�FRQWDFW�WKH�PDLQWHQDQFH�

SHUVRQQHO�RI�-$6,&�
7HFKQRORJLHV�$PHULFD�,QF

(OLPLQDWLRQ�RI�JHQHUDO�SUREOHPV�LQ�00$�67,&.�

6\PSWRP� 5HDVRQV� 7URXEOHVKRRWLQJ�

$IWHU�VWDUWXS��WKH�IDQ�GRHV�
QRW�WXUQ��RU�WKH�VSHHG�LV�
DEQRUPDO� �

7KH�DLU�WHPSHUDWXUH�LV�
WRR�ORZ��RU�WKH�IDQ�LV�
GDPDJHG� �

:KHQ�WKH�WHPSHUDWXUH�LV�WRR�ORZ��
OHDYH�WKH�PDFKLQH�ZRUN�IRU�D�ZKLOH��
7KH�WHPSHUDWXUH�LQ�VWDQGE\�ZLOO�ULVH�
WKH�IDQ�DQG�UHVXPH�QRUPDO�
RSHUDWLRQ��,I�LW�LV�VWLOO�QRW�ZRUNLQJ��LW�LV�
QHFHVVDU\�WR�UHSODFH�WKH�IDQ��

00$
�67,&.�

&DQQRW�VWDUW�
QRUPDO�DUF�

7KH�SRZHU�FRUG�LV�QRW�
FRQQHFWHG�SURSHUO\�

&RQQHFW�WKH�SRZHU�FRUG�FKHFN�
QRW�XVLQJ�DQ�H[WHQVLRQ�FRUG�

:HOGLQJ�VODJ�LV�
GLIILFXOW�WR�
UHPRYH�

/RZ�DUF�IRUFH� ,QFUHDVH�WKH�DUF�IRUFH�

+RW�HOHFWURGH�
KROGHU�

7KH�UDWHG�FXUUHQW�RI�WKH�
HOHFWURGH�KROGHU�LV�WRR�
ORZ�

&KDQJH�WKH�HOHFWURGH�KROGHU�ZLWK�D�
KLJKHU�FXUUHQW�RQH�

$UF�LV�HDVLO\�
LQWHUUXSWHG� /RZ�PDLQV�YROWDJH� 8VH�DIWHU�WKH�PDLQV�SRZHU�LV�QRUPDO�

2WKHU�IDXOWV�
3OHDVH�FRQWDFW�WKH�PDLQWHQDQFH�
SHUVRQQHO�RI�-$6,&�7HFKQRORJLHV�

$PHULFD�,QF
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(OLPLQDWLRQ�RI�JHQHUDO�SUREOHPV�LQ�/LIW�7,*�
6\PSWRP� 5HDVRQV� 7URXEOHVKRRWLQJ�

$IWHU�VWDUWXS��WKH�IDQ�
GRHV�QRW�WXUQ�RU�WKH�
VSHHG�LV�DEQRUPDO�

7KH�DPELHQW�
WHPSHUDWXUH�LV�WRR�ORZ�
RU�WKH�IDQ�KDV�EHHQ�
GDPDJHG�

:KHQ�WKH�WHPSHUDWXUH�LV�WRR�ORZ��OHDYH�
WKH�PDFKLQH�WR�ZRUN�IRU�D�ZKLOH��7KH�
WHPSHUDWXUH�LQ�VWDQGE\�ZLOO�ULVH�WKH�IDQ�
DQG�UHVXPH�QRUPDO�RSHUDWLRQ��,I�LW�LV�VWLOO�
QRW�ZRUNLQJ��LW�LV�QHFHVVDU\�WR�UHSODFH�WKH�
IDQ��

7,*�

1R�FXUUHQW�
RXWSXW�ZKHQ�
WRUFK�WULJJHU�LV�
SUHVVHG�

6RPH�/LIW�7,*�PRGHV�
DOORZ�ZHOGLQJ�WR�HQG�
ZKHQ�WKH�WRUFK�WULJJHU�LV�
SUHVVHG� �

5HOHDVH�WKH�WRUFK�WULJJHU�DQG�VWDUW�RYHU�

:HOGLQJ�FLUFXLW�LV�RSHQ� &KHFN�WKH�ZHOGLQJ�FLUFXLW�DQG�UHFRQQHFW�LW�
5DSLG�
WXQJVWHQ�
HOHFWURGH�
EXUQRXW�

:HOGLQJ�WRUFK�LV�
FRQQHFWHG�WR�WKH�ZURQJ�
SRODULW\�

6ZLWFK�WKH�WZR�SOXJ�SRVLWLRQV�

%ODFNHQLQJ�RI�
VROGHU�MRLQWV�

:HOGV�DUH�QRW�HIIHFWLYHO\�
SURWHFWHG�DQG�R[LGL]HG� �

��� (QVXUH�WKDW�WKH�YDOYH�RI�DUJRQ�F\OLQGHU
LV�RSHQ�DQG�WKHUH�LV�HQRXJK�SUHVVXUH�
*HQHUDOO\��LI�WKH�F\OLQGHU�SUHVVXUH�LV�ORZHU
WKDQ�����03D��LW�PXVW�EH�UHILOOHG�
��� &KHFN�ZKHWKHU�WKH�DUJRQ�IORZ�UDWH�LV
QRUPDO��<RX�FDQ�VHOHFW�WKH�IORZ�UDWH�
DFFRUGLQJ�WR�WKH�ZHOGLQJ�FXUUHQW�
FRQGLWLRQ��EXW�WRR�ORZ�D�IORZ�UDWH�PD\�OHDG�
WR�LQVXIILFLHQW�VKLHOGLQJ�JDV�WR�FRYHU�DOO�
ZHOG�MRLQWV��,W�LV�VXJJHVWHG�WKDW�WKH�
DUJRQ�IORZ�UDWH�EH�QR�OHVV�WKDQ��&)+��
QR�PDWWHU�KRZ�VPDOO�WKH�FXUUHQW���
��� &KHFN�ZKHWKHU�WKH�JDV�SDWK�LV
OHDNLQJ��RU�ZKHWKHU�WKH�JDV�SXULW\�LV�WRR
ORZ�
��� &KHFN�ZKHWKHU�WKHUH�LV�VWURQJ
DPELHQW�DLU�IORZ�LQ�WKH�HQYLURQPHQW�

$UF�LV�KDUG�WR�
VWDUW�DQG�HDVLO\�
LQWHUUXSWHG�

3RRU�TXDOLW\�RU�VHULRXV�
R[LGDWLRQ�RI�WXQJVWHQ�
HOHFWURGH� �

ā 5HSODFH�WXQJVWHQ�JUDGH�ZLWK�EHWWHU
TXDOLW\�
ā *ULQG�RII�WKH�WXQJVWHQ�R[LGH�OD\HU�
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FXUUHQW�LQ�
ZHOGLQJ�
SURFHVV�

7KH�YROWDJH�RI�WKH�
SRZHU�JULG�IOXFWXDWHV�
VHULRXVO\�RU�WKH�MRLQW�
FRQWDFW�ZLWK�WKH�
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6HULRXV�LQWHUIHUHQFH�
IURP�RWKHU�HOHFWULFDO�
HTXLSPHQW��

ā &KHFN�ZKHWKHU�WKH�SRZHU�JULG�LV�QRUPDO�
DQG�FRQQHFW�WKH�SRZHU�FRQQHFWRU�
ā 8VH�GLIIHUHQW�SRZHU�FRUGV�WR�FRQQHFW�
HTXLSPHQW�WKDW�FRXOG�VHULRXVO\�LQWHUIHUH�
ZLWK�ZHOGHU�

2WKHU�IDXOWV�
3OHDVH�FRQWDFW�WKH�PDLQWHQDQFH�SHUVRQQHO�

RI�-$6,&�7HFKQRORJLHV�$PHULFD�,QF�

7KH�XVH�RI�H[WHQVLRQ�OHDGV�LV�QRW�UHFRPPHQGHG�IRU�,QYHUWHU�:HOGLQJ�DQG���������
&XWWLQJ�0DFKLQHV�GXH�WR�9ROWDJH�GURS�
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�����$ODUP�DQG�VROXWLRQV�
(UURU�
FRGH� &DWHJRU\� 3RVVLEOH�

FDXVH� &RXQWHUPHDVXUH�

(��� 2YHUFXUUHQW�
SURWHFWLRQ�

&RQWLQXRXVO\�
RXWSXW�WKH�
PD[LPXP�
FDSDFLW\�
FXUUHQW�RI�
ZHOGHU� �

5HVWDUW�WKH�ZHOGHU��,I�LW�LV�VWLOO�LQ�RYHUFXUUHQW�
SURWHFWLRQ��FRQWDFW�WKH�DIWHU�VDOHV�GHSDUWPHQW�RI�
WKH�FRPSDQ\��

(��� 8QGHUYROWDJH��
SURWHFWLRQ�

,QSXW�QHWZRUN�
YROWDJH�LV�WRR�
ORZ�

7XUQ�LW�RII�DQG�RQ�DJDLQ��,I�WKLV�WKH�DODUP�FDQQRW�EH�
HOLPLQDWHG�DQG�WKH�JULG�YROWDJH�UHPDLQV�WRR�ORZ��
FKHFN�WKH�SRZHU�JULG�YROWDJH�DQG�ZDLW�IRU�WKH�JULG�WR�
EH�QRUPDO�EHIRUH�ZHOGLQJ��,I�WKH�JULG�YROWDJH�LV�
QRUPDO�DQG�WKH�DODUP�SHUVLVWV��FRQWDFW�SURIHVVLRQDO�
PDLQWHQDQFH�SHUVRQQHO��

(��� 2YHUYROWDJH�
SURWHFWLRQ�

,QSXW�QHWZRUN�
YROWDJH�LV�WRR�
KLJK�

7XUQ�LW�RII�DQG�RQ�DJDLQ��,I�WKH�DODUP�FDQQRW�EH�
HOLPLQDWHG�DQG�WKH�JULG�YROWDJH�UHPDLQV�WRR�KLJK��
FKHFN�WKH�SRZHU�JULG�YROWDJH�DQG�ZDLW�IRU�WKH�JULG�WR�
EH�QRUPDO�EHIRUH�ZHOGLQJ��,I�WKH�JULG�YROWDJH�LV�
QRUPDO�DQG�WKH�DODUP�SHUVLVWV��FRQWDFW�SURIHVVLRQDO�
PDLQWHQDQFH�SHUVRQQHO��

(��� 8QGHUYROWDJH��
SURWHFWLRQ�

8QGHUYROWDJH�
LQ�WKH�GULYHU�

7XUQ�LW�RII�DQG�RQ�DJDLQ��,I�WKH�DODUP�FDQQRW�EH�
HOLPLQDWHG��FRQWDFW�SURIHVVLRQDO�PDLQWHQDQFH�
SHUVRQQHO��
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WHPSHUDWXUH�LV�
WRR�KLJK� �

'R�QRW�WXUQ�RII�WKH�PDFKLQH��:DLW�IRU�D�ZKLOH��DQG�
WKHQ�FRQWLQXH�ZHOGLQJ�DIWHU�WKH�LQGLFDWRU�JRHV�RXW��

(��� 2YHUKHDW�
2XWSXW�UHFWLILHU�
GLRGH�LV�WRR�
KRW�

'R�QRW�WXUQ�RII�WKH�PDFKLQH��:DLW�IRU�D�ZKLOH��DQG�
WKHQ�FRQWLQXH�ZHOGLQJ�DIWHU�WKH�LQGLFDWRU�JRHV�RXW��

$EQRUPDO�
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YROWDJH�LV�WRR�
KLJK�

7XUQ�LW�RII�DQG�RQ�DJDLQ��,I�WKH�DODUP�FDQQRW�EH�
HOLPLQDWHG��FRQWDFW�SURIHVVLRQDO�PDLQWHQDQFH�
SHUVRQQHO��

1RWH��$IWHU�DSSO\LQJ�WKH�DERYH�FRXQWHUPHDVXUHV��WKH�DODUP�VWLOO�FDQQRW�EH�OLIWHG�RU�
UHDSSHDUV�DIWHU�OLIWLQJ��3OHDVH�FRQWDFW�SURIHVVLRQDO�PDLQWHQDQFH�SHUVRQQHO��
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:KHQ�WKH�ZHOGLQJ�FRQGLWLRQV�GR�QRW�PHHW�WKH�UHTXLUHPHQWV��WKH�SKHQRPHQD�GHVFULEHG�LQ�WKH�
IROORZLQJ�WDEOH�ZLOO�RFFXU��

7DEOH�����&RPPRQ�0,*�PDOIXQFWLRQ�
8QVXLWDEOH�
:HOGLQJ�
&RQGLWLRQ�

5HVXOW� 8QVXLWDEOH�
:HOGLQJ�&RQGLWLRQ� 5HVXOW�

7KH�ZLUH�
VWLFN�RXW�LV�WRR�
ORQJ�

7KH�DUF�LV�XQVWDEOH��
UHVXOWLQJ�LQ�ZHOGLQJ�
VSDWWHU��

7KH�DUF�YROWDJH�LV�
WRR�KLJK�

7KH�DUF�LV�WRR�ORQJ�DQG�WKH�
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7KH�EHDG�EHFRPHV�
QDUURZ.�

7KH�ZHOGLQJ�EHDG�
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7KH�JDV�SURWHFWLRQ�
UHVXOW�LV�UHGXFHG��
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7KH�DUF�LV�XQVWDEOH��
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VWLFN�RXW�LV�WRR�
VKRUW�

7KH�QR]]OH�LV�EORFNHG��
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7KH�DUF�YROWDJH�LV�
WRR�ORZ�
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7KH�ZHOGLQJ�
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������7UDQVSRUWDWLRQ�UHTXLUHPHQWV�
,Q�WKH�SURFHVV�RI�KDQGOLQJ�WKH�HTXLSPHQW��LW�VKRXOG�EH�KDQGOHG�ZLWK�FDUH��DQG�VKRXOG�QRW�
EH�GURSSHG�RU�VHYHUHO\�LPSDFWHG��$YRLG�PRLVWXUH�DQG�UDLQ�GXULQJ�WUDQVSRUWDWLRQ���

������6WRUDJH�FRQGLWLRQV�
6WRUDJH�WHPSHUDWXUH�����ć�a������ć�������)������)�
6WRUDJH�KXPLGLW\��UHODWLYH�KXPLGLW\��������
6WRUDJH�SHULRG�����PRQWKV��
6WRUDJH�VLWH��LQGRRUV�ZLWK�QR�FRUURVLYH�JDV�DQG�DLU�FLUFXODWLRQ�

������:DVWH�GLVSRVDO�

'LVSRVDO��
7KH�HTXLSPHQW�LV�PDQXIDFWXUHG�ZLWK�PDWHULDOV��ZKLFK�GR�QRW�FRQWDLQ�DQ\�WR[LF�RU�SRLVRQRXV�
PDWHULDOV�GDQJHURXV�WR�WKH�RSHUDWRU���
:KHQ�WKH�HTXLSPHQW�LV�VFUDSSHG��LW�VKRXOG�EH�GLVPDQWOHG�VHSDUDWLQJ�FRPSRQHQWV�
DFFRUGLQJ�WR�WKH�W\SH�RI�PDWHULDOV���
'R�QRW�GLVSRVH�RI�WKH�HTXLSPHQW�ZLWK�QRUPDO�ZDVWH��7KH�(XURSHDQ�'LUHFWLYH���������(&�
RQ�:DVWH�(OHFWULFDO�DQG�(OHFWURQLF�(TXLSPHQW�VWDWHV�WKH�HOHFWULFDO�HTXLSPHQW�WKDW�KDV�
UHDFKHG�LWV�HQG�RI�OLIH�PXVW�EH�FROOHFWHG�VHSDUDWHO\�DQG�UHWXUQHG�WR�DQ�HQYLURQPHQWDOO\�
FRPSDWLEOH�UHF\FOLQJ�IDFLOLW\���
,Q�RUGHU�WR�FRPSO\�ZLWK�:(((�UHJXODWLRQV�LQ�\RXU�FRXQWU\�\RX�VKRXOG�FRQWDFW�\RXU�VXSSOLHU���

5R+6�&RPSOLDQFH�'HFODUDWLRQ�
:H�KHUHZLWK�FRQILUP��WKDW�WKH�DERYH�PHQWLRQHG�SURGXFW�GRHV�QRW�FRQWDLQ�DQ\�RI�WKH�
UHVWULFWHG�VXEVWDQFHV�DV�OLVWHG�LQ�(8�'LUHFWLYH���������(&�LQ�FRQFHQWUDWLRQV�DERYH�WKH�
OLPLWV�DV�VSHFLILHG�WKHUHLQ���
'LVFODLPHU��3OHDVH�QRWH�WKDW�WKLV�FRQILUPDWLRQ�LV�JLYHQ�WR�WKH�EHVW�RI�RXU�SUHVHQW�
NQRZOHGJH�DQG�EHOLHI��1RWKLQJ�KHUHLQ�UHSUHVHQWV�DQG�RU�PD\�EH�LQWHUSUHWHG�DV�ZDUUDQW\�
ZLWKLQ�WKH�PHDQLQJ�RI�WKH�DSSOLFDEOH�ZDUUDQW\�ODZ��
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��� $IWHU�VDOHV�VHUYLFH

������:DUUDQW\�FDUG�
(DFK�ZHOGHU�LQFOXGHV�D�ZDUUDQW\�FDUG��3OHDVH�ILOO�LQ�WKH�UHOHYDQW�LQIRUPDWLRQ��
5HDG�DQG�NHHS�WKH�ZDUUDQW\�FDUG�FDUHIXOO\��

������0DLQWHQDQFH�
Perform preliminary troubleshooting or record faults according to the common malfunction 
analysis and solution checklist. To repair or replace the device, contact a local dealer. Please 
use accessories or consumables provided by JASIC Technologies America Inc. The 
warranty of this machine is subfect to the date of sale on the warranty card or sales contract. 
Any faults caused by irregular or unreasonable use are not covered by the warranty and will 
be charged for repair. 
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Appendixes 

Appendix 1: Wiring diagram 
Wiring diagram 1 - MIG250 
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Appendix 2: List of common spare parts 
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List of spare parts 

SN Name Quantity 
Material Code 

MIG250 

1 HD digital screen components 1 51004648 

2 Wireless receiver module 1 / 

3 9-pin aviation socket and cable 1 51001110 

5 Euro quick socket 2 51002374 

13 Reactor 1 51001513 

14 HF transformer 1 51001668 

17 Inverter board 1 51001594 

22 Large fan 1 51002483 

27 PFC board 1 51001140 

28 Small fan 1 51001180 

30 Gas valve 1 10016405 

33 Power switch 1 10084286 

36 Main control panel 1 51004655 

37 Auxiliary power board 1 51001143 

42 Secondary rectifier board 1 51001583 

47 Spool holder 1 51000453 

48 Wire feeder 1 51002586 

50 Lighting board 1 51001033 

54 Caster 2 51002230 

57 Directional wheel 2 51002367 
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Appendix 3. Packaging and parts 
General packaging 

SN Material code Name Quantity 
1 User Manual of 5$=25MIG Welder (English) 3FV � 
2 Product certificate Pcs 1 
3 Warranty card Pcs 1 
4 Desiccant Pcs 1 
5 6SDUH�5ROOHU Pcs 1 
6 Welder 3FV 1 
� � 
� 0,*�:HOGLQJ�7RUFK Pcs 1 
� ����5HJXODWRU Pcs 1 
�� $5&�/HDG�VHW Pcs 1 
�� $UJRQ�*DV�KRVH Pcs 1 
�� &ODPS 3FV 1 

����������������������(DUWK�/HDG 3FV
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Torch Model
Description Part Number 

15ft 
Welding Torch c/w Euro Fitting TWC2-15FTE 

These parts are manufactured in China and are offered as 

replacement parts suitable for “TWECO” style torches.

TWC2  Air Cooled Mig Welding Torch 
Rating: 200A CO2 150A mixed gas, EN60974-7 @ 60% duty cycle. 0.6 to 1.2mm / 0.025” to 0.045
47/34” wires

TWC2 STYLE MIG TORCH

Spare Parts
Part Number Description 

1 PWGA32 Adjustable Nozzle Insulator
2 U62J60 TW No.2 Metal Jacket Neck Assembly

WGA62A-45 45 Degreet Neck Assembly
WGA62A-60 60 DegreetNeck Assembly

3 U102 Block C/W Spacer & Screws
4 U244T Control Wire Terminals
5 UB5044 Hose Clamp 18.5mm / (47/64)
6 U141-6S Spring Cable Support Small & Ball Joint
7 U200-10E Hyperflex C/Assy X 10ft Euro

U200-12E Hyperflex C/Assy X 12ft Euro
U200-15E Hyperflex C/Assy X 15ft Euro
U200-10 Hyperflex C/Assy X 10ft
U200-12 Hyperflex C/Assy X 12ft
U200-15 Hyperflex C/Assy X 15ft

8 UP83 Handle With Hook & Screw

Part Number Description
9 U92 Grey Trigger Switch
10 U152 Hanger Hook
11 U122FMS Screw Kit
112 UB1522 Cable Terminal Male
13 UXL1542 Cable End Lock Nut (M12 X 1.0)
14 UPA2041 Cable Support
15 UB1518 Gun Plug Housing C/W Nut
16 UB1526 Gun Plug Screw
17 UB1519/S Gun Plug Nut
18 UB1523 Gun Plug Terminal Female
19 U174EX-1 TWC Euro Gun Plug Body
20 UB1524 Gun Plug ‘O’ Ring
21 UXL1826 Liner Retaining Nut

*Wear parts next page

*
Wear parts next page 
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Torch Model
Description Part Number

15ft 
Welding Torch c/w Euro Fitting TWC2-15FTE 

These parts are manufactured in China and are offered as 

replacement parts suitable for “TWECO” style torches.

TWC2  Air Cooled Mig Welding Torch 
Rating: 200A CO2 150A mixed gas, EN60974-7 @ 60% duty cycle. 0.6 to 1.2mm / 0.023” to 0.047” wires

TWC2 STYLE MIG TORCH

Spare Parts
Part Number Description

1 PWGA32 Adjustable Nozzle Insulator
2 U62J60 TW No.2 Metal Jacket Neck Assembly

WGA62A-45 45 Degreet Neck Assembly
WGA62A-60 60 DegreetNeck Assembly

3 U102 Block C/W Spacer & Screws
4 U244T Control Wire Terminals
5 UB5044 Hose Clamp 18.5mm / 0.728”
6 U141-6S Spring Cable Support Small & Ball Joint
7 U200-10E Hyperflex C/Assy X 10ft Euro

U200-12E Hyperflex C/Assy X 12ft Euro
U200-15E Hyperflex C/Assy X 15ft Euro
U200-10 Hyperflex C/Assy X 10ft
U200-12 Hyperflex C/Assy X 12ft
U200-15 Hyperflex C/Assy X 15ft

8 UP83 Handle With Hook & Screw

Part Number Description
9 U92 Grey Trigger Switch
10 U152 Hanger Hook
11 U122FMS Screw Kit
112 UB1522 Cable Terminal Male
13 UXL1542 Cable End Lock Nut (M12 X 1.0)
14 UPA2041 Cable Support
15 UB1518 Gun Plug Housing C/W Nut
16 UB1526 Gun Plug Screw
17 UB1519/S Gun Plug Nut
18 UB1523 Gun Plug Terminal Female
19 U174EX-1 TWC Euro Gun Plug Body
20 UB1524 Gun Plug ‘O’ Ring
21 UXL1826 Liner Retaining Nut

TWC2 STYLE MIG TORCH

TWC2 Contact Tips
Part Number  Description QTY EAN CODE
PRW14-30 Contact tip 0.8mm / 0.030” QTY x5 0680474943920  
PRW14-35 Contact tip 0.9mm / 0.035” QTY x5   0680474943937
PRW14-40 Contact tip 1.0mm / 0.040” QTY x5 0680474944033
PRW14-45 Contact tip 1.2mm / 0.045”    QTY x5 0680474944040

TWC2 Contact Tips H/D
Part Number  Description QTY EAN CODE
PRW14H-30 Contact H/D tip 0.8mm / 0.030” QTY x5 0680474944057
PRW14H-35 Contact H/D tip 0.9mm / 0.035” QTY x5  0680474944064
PRW14H-40 Contact H/D tip 1.0mm / 0.040” QTY x5 0680474944071
PRW14H-45 Contact H/D tip 1.2mm / 0.045” QTY x5 0680474944088

TWC2  Gas Di!user 
Part Number  Description QTY EAN CODE
PRW52 Gas Diffuser     QTY x 2   0680474943975

TWC2  Gas Insulator
    Part Number Description QTY EAN CODE
    PRW32 Insulator  QTY x 2 0680474943999

TWC2  Torch Nozzle
Part Number  Description QTY EAN CODE
PRW22-50 Nozzle Adjustable 13mm / (33/67) QTY x2  0680474943951
PRW22-62 Nozzle Adjustable 16mm / (5/8) QTY x2 0680474943968

Torch Model
Description          Part Number EAN CODE 

         15 FT Welding Torch  Classic Style            TWC2-15FTE        0680474943777
         10 FT  Welding Torch Euro Style Handle                TWC2-10FTE 0680474944095

TWC2  Liners
Part Number  Description QTY EAN CODE
PRW42-3035-15 Liner 15 ft 0.8 - 0.9mm / 0.030” - 0.035”                QTY x1  0680474944002

     PRW42-4045-15 Liner 15ft 1.0 - 1.2mm / 0.040” - 0.0457”               QTY x1 0680474944101
PRW42N-3035-15 Liner 15ft 0.8- 0.9mm / 0.030” - 0.035” Alloy        QTYx 1  0680474944118 

 Spare Parts  for Tweco 2
style torches�BOE�4QPPM�HVO
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