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Before operating the welder, r etaldr ahgh afantuhiljs fm
help guide you in the salfhe samde|cdoemp @ tse ndte sa pgenreadt i
This wel derhas many features that new owners |or
way that builds knowledge upon previous inforfmat
of i mportant information wil/ be missed. | nelcer
repeated from previous sections toThogdoghi gbhme|coea
i ng information is given to illustrate the cptapr arm
wel di ng.® Tshceo preamamnadl i ntent is to guide the profes
the wellyderx.pl i cit setting or detail offered in tt
not be construed to be a Gnal setting to be appl




Product Speci Gcations and features
every attempt has been made t pr o
mation possible at the time o pub
gui de and not i ntended to be X hau
or the operation/ maintenance f th
the welding Geld and the changing
sel f, Everl ast Power Equi pmen | NC
ness, authority or authenticity of
of any information offered during
Everl ast empl oyee or subsidiayry.
for Iits use and maintenance. Ever
this product or this document | for
mance/ accuracy or for suitabi Ity
Equi pment | NC. does not accep | 1 a
i nci dental, resulting from th use
found in this document or accept <c
Cali fornia Proposition 65 War
This product, when used for welding or cuttingilaproduc
to cause birth defects and in some cases, cancegr. (Cal

www. P65warnings. ca.gov

NOTI CE:

AWarning: Cancer and/ or Reprodu

The Lightning Series of welders are designed
settings are equipped with industrial wiring
wel der outlets that are not typically found
this welder may not allow connection to aj|st:
al electric codes and the input requirements
Additionally, use in home setBesagdemag Cceqaée
this welder may also require additional grou



THANKWéOHppreciate you as a valued customer and hopmreert hbay
providing a wellToumpabhetsedrequlat tyoproeeoaeitve the best qua

mation and time sensitive details.

What to do right now:

1.Print your receipt from your conGrmation emake@éndatl shyw
have one, -8d&0%%3a5c3t (ukS acuEBr7MeE 8 s Canadi an Customewmws ). evyeu
happen for original owner veri Gcation (i f emddught as a gi

2.Read this manual! A |l arge number of tech andtussetr vsiccaen coar
peruse this manual. There are different feanhwtebaangobtiua
Even if you have expertise in the Geld of weh@vongedyou s

3.Carefully unpack and inspect all items i mmedioadgre(l 2 h dwro
weekend or holidays) of receiving ydut5db8duexiis@Wakiesp
ered between 9 anF anUS 5c upsh® OB 8sE)8 no(rC aama diMan Cust omegrss) b
except on Fridays when hours are from 9-caomntto yddpmrEdutbm
rect at their service number.

What to do-3widtatyisn t he next 2

1. Make sure your electrical system is up to daue anldi capad
knowl edgeabl e electrician. I f you have downloaded this m

2.Make sure this machine is plugged in, turned noYgu amav & eas
day period to test and thoroughly check out wtnlge o phersatpiod
vers shipping on the wunit (30 day satisfactngmoywpiondey amp
ed) or any incidental parts that may be needtetdhda oumiets,ol w
receive the beneGt of free shipping back anbafowahrantye
ping is covered by the customer after the 30mbay geiriitod a
any issue wil!/ happen, it wild.l often happehsdapbobngasthpeses
i ssue should be reported within 48 hours (72haf Dinméhe w

What to do within the next 30 days:

Visit our website (US customers). Go t oprwdwc € Ypeaegea sttow erkedge

your product. While keeping your receipt/ fhred aufs dfe epu rypaise

straight and esta®l wohrg,chaionmgdbf ogwvBiedovatripiasnDygnRemembdrl: v

even i f you register. You may want to staple a copy to yo

What to do if you have a warranty issue or problem with th

1.Unplug the unit. (Al so do this before any maintenance o

2.Do not artdparprt wntsiell faut hori zed by an Everl ast msegheasnt:
adjustments or regular internal cleaning. Anwintthird part

3. Wit hd &haeuwr s, (or by the next workineg 7Hr5HI hFE sesx td azdy & (yd.us imi
5pm Eastern for tech support and 9 am to -S0HA&AacGCaradar
are 9amTho 94am ™Mo 12pm Fri). Al t hough phone cobhbact is
tech@everl astwelders.com (US) or mi ke @ever |l ast fuhedl d esrssu.ec as
ask for a follow up call. I f you contact us tnieat uprheo noef, yac
l em and your contact information. You shoul dagweiptehc ta na ecnaz

4. Be prepared with as much information as possegblammdwhemly c
t he NOTIEt -O¥P uPrrcolndfs e (receipt) is required before rmaturnini

5.Keep in mind that, you may be asked to check lmad eiws baa sg occ
and will save ti me. Many issues can be resolyebgbven &ah
tion to return the wuni t® doirs chraevtei oan.p aKrete ps hiinp preidn dt,o0 yyoouu ,me
mentary to your knowledge base. These are notd Hevweaver ot |
tech chooses to proceed, please cooperate withlkedetpraote
somet hing or open the unit during the diagnosm@&@e ahidscte

Th

is is an important step. The willingness oWwatart \ uprt @an
n



warranty to be honored, you wi.lUninsed htad malee red ue ntefda twi
support department) may not be repaired under atehilea yweadr rraen

as well .
What to do if you need setup help, guidance, weld issue di
Call 5$%ab538&xt. 204 for welding guidance and geoerr awi t wel d
i ssue you are having, along with your speci Gc settings, an
Hey. . .wait, what is my warrai
Warranties and service policies and procedures v
al or in country distributor of Everlast welding

USA CustbmersubODhlgetails on the 5 year parts and | alwar war
ranty claim, please visitwahtapsy// vowwveeveri asatnge aed at & reald
mati on can also be found at the |link above.

Canada Cudgtoomdmrug |IOnleyai l s on the 3 year parts and | dlpadr/ w:
www. everl astwel ders.ca/terms. php.

Who do | contact?
USA Technical Support
Emai | : tech@everl astwel ders. com
1-8 7775353 ext . 207
e

0
9afpm Eastern (Closed holidays)

Mondray day

USA Wel ding Support and Gener al Pr od
Emai | : performance@everl astwel ders. com

1-8 7755353 ext 204

9atn: 30 pm Eastern (Closed holidays)

Mondray day

USA Sales and Main Of Gce:
Emai | : sales@ever|l astwel ders. com

1-8 7775%353 ext 201

9afnpm Paci Gc (Closed holidays)

Mondray day

Canada Technical Support
Email: mike@everl astwel ders. ca
905710818

9ad4pm East-Emhwur Mbay ay
9am2pm Eastern Friday

Canada Sales and Main Of Gce:
Emai | : sales@everl|l astwel ders. ca

90%710818

9a4pm East-Emwur Mbay ay

9am2pm Eastern Friday

Ot her Countries and Regions:
Visit the U.S. Website @ www.everlastweldersoopym hhdyolri ck
region is not ff eol5MBB58&|Ibet weet. Sheoli eres aof 19am to 5pm Pa



Safe operation and proper main

Everlast is dedicated to keepi ng ®s arfaentuyala ttoop npsrtiraurcitt y.ou
mai ntenance of your Everlast product, it i s ndoe fsautbesdt ictuutt
operations require basic knowl edgeWeledipreg i dome® singniuGd am
and |ifel! Exercise extreme caution and carfeéddmemdd wgEdrn vi
WARNI NGyou do not have proper knowledge or capabil:i
training has been received!
While accidents are never planned, pre\
Please carefully read this manua

The warranty does not cover damage or harm cregampetdi bgsi

Wel ding and cutting operations m

y
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surrounding electrical and el ect

‘ help properly ground surrounding
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Safety Warnings, Dangers, Cautions and Instruction
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Safety Warnings, Dangers, Cautions and Instruction
DANGW®I di ng and cutting operations p

hazards are i mmedi ate wiDiol modt hawed de
spaces or in areasuwietsheauntd gdeguatel
and cutting operations can be toXxic.
n

ventilatio i f you aDoe mwetl dwenlgd i opn ag
under any circumstance. You may |dev
P ik k dical advi
3% i ke sympt oms. See medi ca advice
ing fumes.
If you experience any eye burning, r
that you need more ventilation.
I f you feel these sympt oms:
T Stop work i mmediately and reloclate
T Wash and clean your face and hjand

9 Stop work completely and seek medi
DANGER! brNekveerclueseener or any chl ojrin

scheduled to be welded or otThheer Hhieed te

of this cleaner and its residue will

this vapor are harmful and can | ead
necessary, use Axeeltdo ncel eoarn earn. alpsperl otvhe

tive equi pment (PPE) when handling e

DANGER! People with pacemakers shol

er before welding. There is a poter

deat h. Hi gh Frequency energy (HF)/E
interfere with pacemaker signal s, e\

some shielding, but restrictions |rec

be placed upon the individual. Warr

area if they have a pacemaker or |[sir
Physician if a pacemaker is expecgtec
DANGE&RYer defeat or modify any safet

shields in place.

Never place your Gngers in or near &

WARNI NlGhe intense flashing and stirob

cesses, particularly when using ¢t he

hi stor-gyeons$i phoeé oEpil epsy. Be mindf u
have such sensitivities. Keep them c




Safety Warnings, Dangers, Cautions and Instruction
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http://www.compliancesigns.com/LABEL_Prohib_03.shtml

| mportant I nformation: Op-grati Bg

This welder should only be operated on a geneirvaatnotr tcoe rithieGe
household or shop/ garage type power . Thi s meanmesa vteh.e glefn eyr
unsure of the power output type of theDgemet adtperatenodjacsq
square wave generators or converters/inverter sfdirpayeralger c
modi Ged sine waves may not be readily apparentdtardd .i sT Hees wa
caused by r urdrdiprogvetrhiuss uvad lldy@aill @ecawiegns ndamed ndhamageés speci|Gc |

When operating on 240V 1 phase generator power  doyouwswi]/|lwli td
13,000 Surge Watt gener atpoorwse roerd lgeerngeeara.t o pse raantdi/lnogrs some nnt et
damage Vbergemétator manufactuDernaltetasani me st h dti rsel g enm enagh ©

provides clean power. Price paid does not guamasteapab|tlee
ing clean power . I nvestigate this before pweicnh ashien gadafegetn
mation and wil/l state actual THD. I f the manufacturer| doe

NOTIO@E! ati on of this unit with a generator not ®ftatedaqghob,
and wil |l void the warranty. Use only with gemkeodspsorbBoéomey ea
shodtryepe Dwpsneins usger iwdi tpho vaenry doeflfi very system that produdes

WARNI NG! Do not start or stop the generator -widtle Emke we It che
clean power rated geneTanmrogontthhe weltdeoem crlny dafmagr ft el ug
suf Geci entCllyosvedrymembnip.or generato® Huep bevebmpbetkrhty BShet
For best practice: do not start or stop thebgdmercatsdim tjwii tnk
generator.

I f using with a welder generator, make sure tweaev maMafa/colud
el s do not. Sdoi nvép dneedwre rb ertowdeedd s wwesledi ng and generating and
current control knob is turned to maxi mum. Dot hotsuser|hdds

Some wel der generators do have a separate alatoantothéprct
this welder is in use.

WARNKLNGhys make sure any generator or wel der @®enenrsatraurgtiiso
Ground the machine per the generator manufactura@adé¢hmei asadr mc
i mportantly may dausages awesrud tiimjgurfy oonr i dmpatolper |l y grounded

Single Phase 120V and 2.

This unit is rated for wuse with single phase 120 o
used with single phase 208V if the voltage daeds® no
wire feed speed accuracy. Accuracy and hel pfurh-ness
perage will rise proportionately as well. | 1ioged d
electrician monitor voltage fluctuations, padtijcul
steady without dropping below the 206V threshol|d,

sources is not covered by the warranty. Al ways be

Breaker Sizing and Wirin

Before installation of this unit in any faérbpey)] yawwalyagc
electriRealersupplkwe National Electric Code (NEC) armcdedsuodltal
tion to determine propehnpaoaanpdp tkiheaed ililgs andtwidr abhevee ¢ s detUee
(wire) sizing required. Everlast welders aredidvebi goeédr ar o u
systems. Household wiring may need to be upgraded befofre t

NOTITGE: ratings and methods in the NEC for wiring smetngl|ie pl
appliances. Please see information in this whkcearalf orr fs@c

WARNDNGhot modify the welder wiring. This unit mepwer tthabls
|l ength, duty cycle and rated current.

M



Specifications

Duty Cycle I nformation and

Duty Cycle is deGned per North American Specio@aatt
when tested at 40E C (104E F). For example, trmictwn
actively welding for at total of 6 minutes o0ufG afnda

185A Stick output operating on 240V). Everl atgh Buis
considered to be a commerci al duty cycle cl asrmsd avg

ture and relative humidity wil/ al so help to incr

The duty cycle rating of this welder is test ddreiad
Standards. Operating the welder above this twefhmpart
and around the unit may reduce the duty cycattepie
under normal conditions, the duty ycl e wil | siontccrl

affect the stated duty cycl e.

—
>

@edddey cycle is not actual/l

r than a timer, the welder is equipped wiwkhdar
[
i

—
>
oQ S5 ® 0D

sor circuit is designed to
temperatur e. I f the operating t e mpeerngpteuwraet| uiorgeh
wi || be displayed on the panel. The uniadlowield

e
cools belolwfthedutvggecl eheeehblids registered,
e
t

f o5 ami n wetaesst  ulmot i | t he t emper attwrnm elraas ufrizel ¢wea

I

i resets, all ow the unit to cool for a efduwsl Ij ulsht
t temperAafttuerre 1t5h rne snhuotledss of cooling, you may swi
tically reset after 15 minutes, turn the obDites9
ct technical support for further advice adalhasd
I
n

BMC_'_'O_'UJ
©Q O SO0 S5 0

—
Q

ding continuously for extended periods of t0#Me
utes without actively welding to allow it to c

3 =
N

The intentional and/or repeated triggeringudeBt ¢lhe
and can weaken internal components. The effectm ¢f
early failure of internal components, guns and to

WARNI NG!

WARNI NG: -AArncy uGsaer bwinl | i nstantly voi-Arthé&owgingnboy
circumstances, regardless of the size or diameter

This manual has been writitlemgbfdamiggisdMlI IGHhd|l G SB i @©
ud effort to improve and advance the design of the Lightning series, units currently in production may have updated designsandp r o
gramming i mprovements not found in earlier proding
for major s&rexgengdea)dt. cAisdiotmeanal | vy, if an wupdat e
work and is not eligible for return/exchangrefotumeé

ol der units to newer programmi ng, features, aeces
deemed by Ever|l ast to be warrantable items rel at €

M M

This wunit is not designed for Air Carbon Arc Goug|i

ieo n
ulm é
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d idre.
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Specifications

Product Speci Gcations (Continued on

Wel der Base ConstruciDigital -BlaGBTd |ID®evdDytne TWRi0Ot)h Scr een. (Full D

Processes GMAW, FCAW, -PSMAW] GGTBWesHess AEI DE T1 G, D (

Il nput Voltage/ Hertzi/iDual Vol tage 120/ 240V (1 10%) 50/ 60 H
Power Set mode will be affected. For 208

IvixCurrent Rating (ln120V: 28A 240V: 31A

leCurrent Rating (Efi120V: 17A 240V: 19A

OCV/ OCV with Voltag«MI GOoStiToOW: (With \DRD:T9&D¥cted <24V)

MI G Duty Cycle @ Rat«l203Vs% @ 125A/20. 3V 60% @ 100A/ 19V
240V5% @ 225A/ 25. 3V 60% @ 170A/ 22.5

TIG Duty Cycle @ Ra0D(1206M0% @ 125A/ 14.8V 100% @ 100A/ 14V
2403V5% @ 225A/ 19V 60% @ 200A/ 18V

Stick Duty CycleBE® 1Ri120V5% @ 100A/ 24V 60% @ 80A/ 23.2V
2403V5s5% @ 185A/27.4V 60% @ 160A/ 26. 4

MI G Wire Feed Speed 16®600 I-1PSM M/. N

Installed MIG Drive IStodKk®D%¥59 2mm) V groove (solid steel and

Programmed Wire Size:tSteel/.St2a4'n'l,es®30"' "', .035"",.040",.045"" (

Speci Gcation for mor¢Alumipgégm: ', .035"",.040",.045"" (0.8,0.9,
FIlI-QxrCexda' ', . 035""',.040"', .045"" (0.6,0.8,0

MI G Output Range V/ A 12BMLE25A2053%4 BW225A/271B.V5

TI' G Output Range V/A 12QWD:G)20/1140..84V-16ABGNA2038QqQ\D:G230A2216B.V4 (A
225AL8V. 8

Stick Output Range V,;120M:00A22W440VL®5AL2720.V4

TIG Start Type Solid State HV (Simulated HF, No point d

Pre Flow / Post Flow MIBREFL®DWS; OPOSTFIH@GREFQL-DWS; OPO3TFISOW: O

MI' G Start/ End Wire F«6®00 I-IPSM/M/. N6 {4DDHO LIPOW /g A)5

TIG Start Amps (I nitil@225R2BA

TI G Remote Functions Pedal, 2T, 4T, 2T+A, 4T+A (+A denotes op

MI G Remote Functions 2T, 4T, 2T+A, 4T+A (+A only on some modsg

MI G Upsl ope/ Downsl oj]UPSLOPEQO 9 DAWNSLSOPE: O

TI G Upsl ope/ Downsl|l ojl]UPSLOG®.EQ 9 DOWNSLOPE: 5.0 S

TI G Pul se Frequency AQ@250B@250Hz

AC Wave For ms Advanced Square, Soft Square, Triangul ar

AC Bal ance 2 0% o Pol aeity

AC Frequency 2200 Hz

DC TI G Pulse Wave FoiSquare, Sine and TMNOHE:gslearmrrRunoe Waweed af

TI G Pulse Time On ( 1595% of total pul se stage @matakgti on durin

TI G Pulse Amps (Back(l1®0% of wel ding amperage

TI G/ MI G Spot Timer (,.-20.0 S (adjustable in Tenths) Notice: 4

TI G/ MI G Stitch Timer 010.0 S (adjustable in Tenths) Notice: U

Stick Arc Force Conti10100% over set Amperage. Limited to the

Stick Hot Start Amps 0100% over set Amperage. Limited to the

Stick Hot Start Time 02.0 S (adjustable in Tenths)

Ant Stick Function (!'Yes. Lowers current output when rod is ¢

Stick E6010 or EXX10 Yes, with E6010 selected. (6011, 6013, 7

Memory Function Save up to 30 Programs with | ockable set

100 %

er at
| s:

leap e
g

ser
ser
ma X i

ma X i

t uck
018

tinc
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Specifications

Product Speci Gcations Continued

Standard MI G Gun Type/North 24 series 10 ft (3m) wiowbhTEW@Wrt o of@qyi c
Standard TI G Torch TypfNOVA-NRicgki d26 Series Air Co’qlléd@mi hal5 | futy. d( 4

Optional MI G Guns Supfl5 Series for sma@hidduGmme ODAR hroar wH IGD [wed d
chase the optional blue |l iner for the R4 s
seslhfi el-derded | Uuxas!| ess) opecroarteido ng,u na sshpoelclida Il
ly. Ever |l as tc odroeeds gnuonts sfuoprp Igya sflleusxs op-erfat i
cored operation with the standard MI G |guns
wire is used, perform light duty work fonly

Spool Gun/ Push Pull (Spool Gun: Parker DSP360 Push/ Pull Glun:

Wire Jog function Yes

Gas Purge Function Yes

Wor k Clamp with Cable 300A, 9.5 ft.2(Q2@)miDlaNSE u35/ds Gmet er )
Stick Electrode Hol der300A, 9.5 ft.2(@hm@)ni DlaNSE u35/d5 Gmmet er )
Power Cable Length 6.5 ft. (2m)

Power Plug Type for SIiNEMAO0O® (Standard 240V Welder Type, 3 Wire
Cooling Method and TyjfFan wtiitnhe fauddr ati on.

Power Set Mode (SynergiFor MI G, TIG and Stick modes.

Rapid Adjustment FunctDuring parameter adjustment, press in jon t
parameter value and the parameter will| be
(Amps x 10, Seconds x 1.0, % x 10 etc.|)

Olscreen/ I n Menu Uni't Di splay outputs all/l measurements in eifther
Select from the on screen menu METAI(IMETpRIeC
measurement s, di ameters and thicknessels wi

Di mensions with Handl ¢20H11X1 WoOX8° (510mm H X 300mm W X 710mm [|) I
Di spl ay Dimensions anc¢5¢127mm) Diagonal Measur ement . 1280 x [720
Wei ght (Bare Unit) 95 | bs.
Il ngress Protection RatlP21S
Operating Temperature 1404-EB/OEC (I f operated higher than 104EF/ 4

Recommended Wel ding CtéPower Cart 375

*NOTI CE:

The programmed wire sizes are used to calibrat ee tlaon de n smjprreo v
performance for the wire. Not all wire di ammeetder sppratviedeodc
regions of the world and wil/l have extra wirledgdisaunpeptl eyr| sa noc
utilize al/l settings, addi tional drive roll s, guns and| | in

NOTI CE:

This unit supplies DC output only for TI G. DC ©Dld#B dmocluidts
push pull gun or stock gun with a polymer liner and U [4rb®
gr oo

T T 7 T T 4

This wunit is not shipped with any default setAw ngasv eod raw e
settings entered into the machaoéeodfherbetabsgsamandpps|ogul
the unit are a result of a series of tests |gavfotmed| @Bstt
each process. These units are both 1| ivebuwmpeirsit@addatt ewlieadh
tions may be activated or tested. The | ast test conGglurat

M O



Setup Guide

Getting Started

UNPACK THE UNI T. screen prote6Gtisareéenspadl eat ot
on the screen before use.

Upon arrival, you wil!/l need to completely unpack your wunit

things over.-This i's a timePé\ﬁE'hinAl\iDVr@ST%—?EtUNler.r' Dp npt del ay

er unopened in the box. Fir nkEla: : h ' gpene

Be careful with using®koute won

cables inside the boxes L a t he

You shoul d have the foll owi Screws may already be mounted t he

1.MuPriocess MI G/ DC TIG/Stic|lools Needed:

2.Wired NOVA Foot pedal 25 [{5mm Wrmrensh tion

3.NOVA 26-cseltiedsraigi d neck B

3a. 2T/ 4T Remote torch sw hed

4 North 24 series MIG gun 1

5.300A Stick electrode hol d Hela®) s

6.300A Work clamp (approx. : : on{ and

7.T1I G Consumable starter ki

8. Argon regulator, floating

9.l nstalleé, 5nbobopi powedd Pobd

10Packed separFartoenty,, rneoatr iann

The foot pedal may arrive with | H Thi s

The top can easily be installed L ——— ; = 2 ot p

corresponding holes for the pinps | ocated in the top. The pins are spri

can be squeezed so that the to s/ i es n t o, t ins., . Th i.ns i

t he holeg and allow the top top #Och Vr\{gzvrth@%peid P% pflF|1Fleys FepSt t\ﬁe

pIV?t 0 " ns anfd | alr e pere
may need to make sure the pressur% rteetrurrqesp'r?/r?grysoflitp €d LéB'tth’at i€t

against the pedal as it is assembl 86.1 st Ri€ aWny t thMarkodt Speld@1 tnth§ K
bled by pressing in on the ends| o€ othhGg pwirmast oo nboit 8 sisded .t oT h €mo,v e ptohv
Il mmedi at el vy, upon receipt O{IFRGIBS£QIalggd:ORéh|P et qupbt
observe PPE aa.lo. o f Nobs, _ COI
wel der for damage. Check the %enﬁﬂr% con |tlhon 0 thée ' 'acce
. ) A fFegui a]ePHret e fan. Ls QRET ¢
slight rubbing or chafGng of “some 0 ? a?cessorle? may
) . tlAgterthe.es.|s comp et ed
is considered nor mal Make sur ever thln% e RIES nt %n
. and re.comﬁ]ende shi el diers d €
from the | ist above. I'f any_ i tem. i s am%g d ?r mlTrg—n—g
. : functions. an gea Ueeslng hg I
l ast within 72 hours of pro?lﬁul =R e e pa%es %n .
tails. Check all packaging %gxwgrrngrédmgnijsfIcé)psnefct)re sr%f'ilr
" Chetck ?or arc starting and stat
|l ast for further guidance. See

ASSEMBLE AND MAKE THE UNIT READY FOR USE.
Assemble the front, middl e, NOTUCOBemrert i ca rddalmeasg ewictl ha i tnse msawdpep
not overtighten. HandperaabWmbepgdsi Evepl ashal sfoonsame edorr
space | imited applications, reasoal fohasdlcéd screwsi mest floe
panel even if handles are nodenusédabi Catyy ctlemenit ohlay mb
Screws ar e -nmoswmnatl ddy Rfeonanhede potessheacit  rgonsi dered to be a | egi
shipped plastic sheeting covérisgnekrdedCDsCobobdorceososedrpr edrF

M n
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CHECK FOR GAS LEAKS. The recommended Everlast/ NOVA
. . ing built into the desi n of tt
SRS PP LSS R AT TR PN 2 78 NSRS S TR
b t t. t thi b & C tclalg?s needhtt a?rllow tfreet IIo%/ C
€s €s Ps o by BrEst TSt At Re SRGUIU%he"avoP3ed ¢ Neve
For |l ikGall both back caps innhbesbhetfeGptopeh hBeadspacemi bc
Next, remove the gas plug o . e Uus
the regul ator Tighten Gtti Al 1l ow Air Fll18wW it (
regul ator installation)purAfelkeep a H&SODanaélokides offdt h &
button on the front of the fand preserve duty cycle. Li@ds f
ball on the regpltag®esgasti Wizie overheating and possib|lly d
fl ow rate can now be adjust g jul at
purge has been discontinued,| at ,
suspect | eaks, use war m, S 0 3 eak
avail able from welding suppl i ons
TI G torch connectio®sfat gehag
connections underneath the ar e
wi |1 form around the area of L mp s
to be | eaking. I f the probl ¢ act
tightening the brass gas Gt t coa
the gas inlet Gtting on the nol d
wel der while #siigkt &nitnaggt he
For ™Me&G:process of testing M I G ¢
should be instaQuUuedkseonnet {f—ovo—orrTcrocororm—r——
The hand nut on the gun connector should be tightened and
nector should be gently wiggled and pushed in at the same
for secure seating. RB2d i gyt emnseé he hand nut on the connect
tool s. Hantutiicdh tceombetret ki Banr ko ncl oyn.n e ¢ -
tions and use the same techniqgue used to check for TIG | eas

DI STANCE YOUR WELDER FROM YOUR WORK.

As a best practice technique, be sure to |l ocate the welder
i mmedi ate welding area. The fan found in your unit |is powe
create strong air turbulence in the weld area. When the fa
can disrupt the smooth, even flow of shielding gas around
ating unstable arcs and porous wel ds, resulting in dull Gn
possible, the welder should be |l ocated at | east 6 feet awa
area and should be placed on a different |l evel to prevent

defects Dbeing® cfreemtsws tbegm.t hkkeeme lidrermi nd t hat air
flow exits from both.the front and the sides of the welder

GI VE YOUR WELDER SPACE TO COOL.

Mai ntain enough unobstructed space around the welder to al
of air so that it can cool itself Position the welder in
18°rom the front, back and sides to allow for proper air f
cooling. The welder pulls air in from the rear. I't then p
the® umeat sinks to cool the electronics. The air is then e
through the front panel and side |l ouvers of the unit I f a
or restricted, the duty cycle wil!/l be reduced, |l eading to

from chronic overheating.

M p
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CONNECT THE WELDER TO THE OUTLET.

NOTI CE:

The Na}tional El ectric Code St andard P| ug CoB U f
speci Gc regul ations for WwWir wel
me nt These rules are dif|fe f s
as a stove or dryer in a |ho ci al
tion. You need to consul t| a nsec
before installing this wunfit and
are followed. I f you are |no to v
outl et or make any el ectr|ic at ec
nations of electrical codfe. l e f
es caused by i mproper conlnhe rul
wel der should be on a ded|ic froe
trical disconnect box. I t| i s that the wel de
circuits with other shop |or
existing household circuifts
e R Ll AT L L[S et  bromkmat bag eat of b1y
wires are used as conduct|or|MaX!l mum '_anSh cur_rent. Of_ 1seer\
wWire iTheoinpsedpower Cablerentl..ElFﬁél’tG nlg of thea_ncmdtrelqst tohfe
American standards for sizemaChln?' When pomb|ned WI1nh gti
inrush amperage, rated arrpeel’ this deFerm|nes the_coqdrHoC(
attempt to rewire your unfit your electr|IC|Aan ,to Art!cl Ent_6y3.
(or the speci Gcation grid pri’n
breaker and wire size. Us ¢ a

Your unit has bebehP sphliug eadn dvTo -5 ar UNE MAZ 1O

cable installed on the unit

phase welders in North Amer

lect @HONRMAeptacle for oper|this unit may be operated
countries vary). A neutral circumstances. However vol
supplying power (the conducly)|owing permanent install

A red wire, whidchlteg (pa@ktlyamage may occur to the unit.
wire) of power-wisen@d#ONMresel, | ts above 208V and is no
From the panel box, the Bl afservice wiring may be degr
(Hot) and Green serves as Glgstandard or |low voltage notf Ssu
is oft emldwsnedducasora wire in tguard, check with Everlast e
to either install a recepta nel
stall a subpanel cutoff as close to the outlet and wel der
follow |l ocal codes Dwheamtmaskiarge tolre pd ggoynnect i ons.

back another device anywhere on the circuit.
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Setup Guide

CONNECT YOUR UNIT TO S HP ERTAINNG TAA @ she iec
seal ant egule
r safety glasses wheg BAgG
talling the regulatgo gt Re
of the path of ggs Bt @NE
di scharge or near t i ve @
ylinder by rapidly ral ve
turn as seaml essl i sl c
stuck in the valve | hel
rticles getting in usi nog
sues.
i 5/ @3 AU i rpepaerd gwai st hc ot 1f
ing gas and one fo al |l c
connected at the rs ar
the rear of the we sur e
correct gas conne
is supplied with S t he
om one cylinder to f rom
rsa. However, if b t o be
i me, purchase an a unit
ween the two gases d tur
ter is connected, e rec
during shipping) i as it
enoid and operatin | d be
as inlets when the f rom
to prevent debris t he
ing the system.
a North American val v
Yd $uPri enndcehr  wirleln cbhe | Note: Insome regions, regulators may have a hose barb connection fiting on the regulator,
cylinder wr e #6d Iz edlh PT oOpET Ty ST Zc©u W © 1T C 1T, n s
wrench will work. } ] ] ] B i
unding of the shou CAUTION'
h a serrated jaw s kPon ”apst é'&lhﬁénwrt$@cﬁetad tUiNd Ht e
CGA Gtting located on the |uni
e regulator tubing|itha thhee off® HlgatiKre: &N § nrgeuslqt

()
o
—

Conn t h
have eithe
threaded c
has a hose
Tight St 4®9
t wBo/ (4T 9 mm)

r a hNeret th akrhe rcioman cd\#gaéok@tt(ts\]l)onrborl @ bei ng turned.

onnection (North American markets) the regu
bar b make sur e barb Gttjin S i

' . | f rg 98 o f
mim) dvir drtch.s a thr%ea%ed thtectglson, er UII 0

wrenches to hold BEMEMBEBnobguighbenahuetMeatubﬁ

nection atHotllde csoaime etri me.es sfuamalosm Gthtei m @ gan att be wmint- si de

nector whi
and to ens
|l ator, con
unHeol d t he
tightening
Ot her mar k
tion in th

l e tightening thedhamageGisi hgkebypoevent tdamheget
ure maxi mum sealihgrn Ahtéhecohnastiicnfoubeé rogfufbi £
nect thB/®&Ae®t teinrilgn odrh ethikseot ebiohd housheg or crac
Gt t i i/gdTOrmmnt)h ewrvemicth wWartnil yomehi | e
the re@uldddmiioOwheseh Gtting with another
ets outside of North America may feature a hose
e rear.
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screen
MI G gas
change
when
absol
threshol
pl ay
readhed.he
increasingly

The

St ai

T 75/ 25f Ar/ GO®s
1 T{Piar_t

Al
f

AC. DC TI G

Al
f

For

wi

Wh i Tl sreii° XT ¢Pia r t
|l ess
and

pur e

This should give you a rough
you will need based off typic
r Short Circpu|lGas supply companies have sev
i Eopedmi §8DbP|One way (the best) is to rate
r Short -COirreadlt|{ti on, which relates generally
Of or Spidi ay pAraomi gl ess volume than others with
not avail abl e||size them by height. The most
N®OT2r Acb®mended||20 , 40, 80, 125, 150, 200, 2
Assigned | ettering and actual
(I'mnox): compare only volume when shop

T 98/ 2 dfrr/ CShort Cirauinat SPgnot typically used j)Notmoasltl sgjas | c
ngs will not||carry the full range of gas c

-Shirettdée@oRbE UK )

X is permissibWhen pon3|d§r|n whet her to b
re(N(ErVIEGRndJsdauSUppl'erS wi || ot sell any <c
|l arger than an 0 Cu. Ft. due
sell the | arger sizes. howeve
vary greatly, especiBae Icyarwehfeun
Ar gon) for al |l al! arger cylinder second hand®
name on the round, flat metal
upon the gas supply company,
can be conGscated. | f so, Aambod
ring on thet omeknbowemsed ring d
al | applicatip|to ensure that the cylinder |
séfdu a cylinder but will hav

rcuit MI G weldijnffthese are often ®oryildeded tacabeh
more spatter whling you ilsi comsmeerBe @ertain
) ) have the paperwork stating yo
gas mixes with |lor you could be out of money.
wel ding wsthy Mi Gal B8/ 2hlgas companies that will not G

economical shieldinfproper

Al

whi
throughout
transfer
applications.

For

Wh a't

gui de,

wel di ng.

produce

(100% Ar) .

num al
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el ding What Size Cyl i
MTS model is lagGas cylinders come in a wide
commendations for t|Cu. Ft. to over 300 Cu. Ft. c
ecommended may Changgs types that_W|II be use_d f
. either exchanging each cylind

when the wire .
| . | dyou wi || need to have at | eas
(Steel) s _se ecte upon the metal you are weldin
but is baseldst each process you expect to
When the gas chl@@cFH for MIG and 15 to 25 CFH
1 change tofl|welding time cylinder will 1 a
S n.ot ChangecCylinder Volume Size E Gas FI

erratic as the

Divide Total Operating Time a
gases should bgrind, measur e nd to allow f

paper wor kgnd document

ways requires thie = %
n MI G mode. (T Rﬁ\g
worl d. Al umii|n ()
ng. Short <cirfc
Regardl ess, ofn |
\ /
one gas is usle YA

My

O V>
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SELECT THE PROPER TI G PSCHLARRITT YT HABN DP ROOOPNENRE CSTTI I GONKS . P ¢

Selecting the correct polariThg BbecTrGdeshqluidee, sHmigigd rt K C
al, the TIG torch wil-) atwpgpt mbet meahwaysethet conhechegatiovt
nal |l ocated on the right si wbdeof wehdi wgl daer DCPMbdeit Thei Wk
ong as you are TI G weldingnefheiuvuei tewmi hadaubomahiecal ghts
ut and the polarity will b&lectredeewies B\l peédjomwint e s pahhe
el ewrtoTntgset orch polarity (Posdervee#tn, thesTusgstehl wubkdrt
consumed. It wi ll bal l uMoahdati awebdckhgtel ebéerodkebe(rk
seconds after the arc i $eswtrodk. | AksoE6bédawhéchheaHV¢
ected to the negative tehmi pakfethedapolawritytypi DEEP)
e the HV/HF starting enéeogproegsulde bhesbfowrngrtherwtoncg
work clamp and torch. Oivhcobhr pepdutethedTli @i nhgr char shc
the work clamp wild.l be consécce&dmbdet wel posioti Wmar im+}) hEe
he | eft side of the weldeund Wekéd$lL G torch switch or t
ected to the 7 pin contrg i

ontrol with theonotdid paVVi E-Ng-
h switch or fumdleisyse dlail f tnfoET @ ol T OUIT
screen menu to be able t|8t tcak t Etf heec B
edal will be required. (Stinger

EN( +)

® > > s
O S

=)

o o S5

D |

oI+t ANOO DTNV O —+—WT
S0 40 oS T o oK

=}

Where Do

DI NSE 357 50m
Adapter

Ai-Cool ed TI
(26 Series

DCEN) (

DI NSE 357 50mm

El ectrode Hol der (Stinger)

Wo r k

NOTI CE: Choose between thje torch switc
foot pedal operation. Onlly one can be

e =2
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SELECT THE CORREXREDMIPOLAND TFL. U X

NOTITGE: new design of this unit eliminates the need to chai
ty f dadrheMdrabruexd setting will automatically change polarity d
pending upon whceotrheedr witr e serGasGaess ss hFleulxded f 1 ux

cored wire. Keep the work clamp in negative, even though
chanfedadp in mnd that gas flow wil/| not be controlled while
witshsellfded (gasless) flux cored wire. No pre or post f1l o\
used. This applies to tshtei ePlodveed Set settings as well with t
Fl-uxred setting.

Wh a t

MI G/ MAG
&
Gas and
Shi el de-d
Cor e d &#

Eu rQu i
Connector

DI NSE 35%

Wo r k
The work clamp must also bdg correct in polarity for proper ope
cause the MIG polarity is atomatically controlled, switching t
cored which still requires g8 negative torch polarity. I'f the wo
swapped for Gascloersesd (ussed,f tshhel enhadcehdi)n eF | wixl | appear
to have no welding output. I'f no welding output is encountere
tempting to weld, check the|work clamp polarity and conGrm it i
in the poIshiitsi vper otbelrenm nmaols.t off t en happens when switching
from TI G to MIG and the user forgets to relocate the work cl amp
torch Il ocation.
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| NSTALL THE OPTI ®ONAL SR

Al t hough this wgerladoewe cdarni W
PTFE | iner installed in th
and achieve excellent resu
gun anpulal pgsm for softer
di stance aluminum wel ding

For -gprmoodpplications, the
mended for this unit. Spoo

sional MI G wel ding of al umin

weld aluminum. Using the s
Groove drive rolls, or the
use, r egexduwmd padscte by as

The Everl ast/-Nwlrlt hg MP G3® ® AmIiAe

t hsen ehkeéa ¢ pe wh inddiumess taynl e .
heavier than a conventiona
conventional Pityp’®&Ilt MG @ank
Pul I can also be wused for
Heavy Dut Design.

Both spool andof tgetho opnutlrlo lu

WFS. At purchase, be sure
contr ol for the units. Do
spool guns or push pulll gu
come damaged. There may al

ot her brand guns not apprw

GCbrand is being considered,

not rely wupon claims of ot

Make sure to use negative
spool -pwldl pgsms, which s
ard MI G welding for typlitca
sible that some specialty

Al ways consi de® nrnédeommeredantain

authority on p-obmaedtwir Bes
pol arity-corl@sge wwirteh ifsl wmxt
no shielding gas to assist
become plugged or damaged
produced -corgdsWwebdi hfux

ee
e

It
al
r ¢

op
I

t 4
B
mu

Al
I

-e T
t h

noi
1t o
no
n g
S0
iv I

h ¢

pql
t h
il s
Wi

ar
r 4
i
dy

Wher e

rucsglds wa nt
ﬁoQaDd r we
s, Ptthssh unpPty sed
l oyed al umi nu onge
gui rement s.
tional Parker S r
guns ar e hter
um.EurQpitck j onon
Connec
I ir
eco
mm
Adapter
Mlsgoogudsoﬁ s an f e
h&GP 3 ush
ose t ha nrof{ ight| and
o mp
Wo r k
ft st hfee aﬁtmuprse/
Ci u need thifs ne
tSaFiOe@rdt/-tRlUlalSlh)tGUhnar blr an o
t o thpd\/{slaerr'otr the wel dler c
be problems for alibratijon.
IN TSGRy | ks S IyWa N g u mshS tHo Nt MeeC ty g
@dd) ageerdNgdale¢d dpdiNPatif&n Se
rS tcagilpd rdi Vsl Ga sOsuPruil B gch&rﬁpeartwrhbor
appearance, connect the sgme
Th'el two rfkO fe i tahnfp YEOToku 1 Sl @My 4 hsi |
e same conGguration used for S
spdsd wire welding with a [spooc
res may vary from these r e|lcomn
afsacasurtehe Gnal
gasel essrbtaexnegative
commended because there is
n cooling the gun, and thel gun
e to the excessive amounts| of
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the drive rolls nut with the or
HOW Do I D sass sumanl e bag. Whesnhp dpoetts iurp uwwhee,r ek
15 Ser es M| Gndgduj:ht cannot get to them. Ttk
The top drive rolls are actuall
ContactDlTlfmsor, Ret aiwi nge Spnintghandgr oove. These shoul
Contact Tip Holydefh QU "M 1y the bottom drive
i ng. Each of the bottom drive
Fl-Qxred Cap un Nedgkf 010858 mm)0 8brBdmm) NOTIi QBT reesi ze
(Not included, sourced afterimasked ds dug Ic & sw and in the machir
as04an3dl/ 64 ZTehse. s mal ( . Oi0R EWiempa ngiy:
Al ways remove install thenwost sMdtéerpasalnosiZe sbyan dvi & ipregs
The standard installed drive r«
groove on tRKNsthagei desi ghledhdaor e
2 4 Seri es and| 86edMliGe gumnm has a serrate
Ga N°|€1§'H(836(234 Serles) Eqrepl Wi r ec.o r\ki edwiinvge.arofllluxfrom
Contacte.lfl'pes) 2|13Ip||el<re.pattern. Tr_1r|hs shptjlld n e
or aluminum wire. is wi res
@J’é%”fur possible plugging of the MIG gt
Hol der ////// and type you have, l ook at the
Gun roll groove is stamped on the s
(Appearanc mayg pvai i)ng groove. The type of 1t}
it is for solid (hattlki)s wigsea 4.4
rol | for feeding aluminum wire.
USE THE CORRECT GUN ANDpulll NEWR. or the standard gun wi
This unit is delivered with Thexadrderei @s0ldun Swhhiedrd iisn rpdtaecd
output of this welder. |t i sgedddiygnednofver tihsee SwEirtehw ss H ®dr te Xd
wWire8b04bd greater in diamet®l!| sTRIre gmonnmeyg ©é&d RoBUBIG NG
bul ky for more delicate opermotviedn admd gt iwg Hth drheea sd.r i wrei Ireo |l
work ok wD®bteQ30tand desDgB&d htod dopdreatba sthe g wiwthh I e t he
wire. For besDa@iovatieon ywiu .
change toThekelbheesl aner col Dr Rol | Si
operate best with the corre t o
correct sized | iBhare showelrgd |[(V=GVoove (Solid SbRleVE/ BALdi fll Zes E
0023, mupErumm) i ameter (J=OPORYe (ALunl numbanogme) fozs:
forM40° Omm@yY 5t o ( 3minG)4 /d. iO0adnre’t/ elr.  9mmeE35 °
coding system also applies 1.0m@40° aS W
short circuit is wused, and 1.2m@45°/ .47/
can be Phescdhagens are to be 0 2 Drive Rol.16m@s22/ )&/ B
plied 24 series and Bheseaodr = m e .
purchases you may make in a 5 5 at
after the sale. You may als &o\. BcCt
l'iners, including the PTFE [ erc
these guns. The Parker DSP . r 36
sumabl es and assembles si mi Sizel/ Type| pf,
changeable. The side of the drive roll i s
CHECK AND CHANGE YOUR @QOthe drive roll and Gnd the |size
side. Orient the drive roll anec
The unit co.m&30.dov8istihv ea rpoalilrsstamped wire size is physiclall
ber, if you change wire siziThe groove and stamp are on| &inte
lower drive rolls over for Jsjte facing as with some brfaélds

H H
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removing make sure that theNegquar ¢uroacathiengiek ey rC ornenda nnial dses
key falls out of the keyway NOTEp|l dbési unbhef oseeqepppeidnavi t
the drive roll is reinstall atisoj bet ulsieghwli y hsany tSlkeei esr &w
driver. Do not over tightenonly.) I f using the smaller 15
ingl oté&knd s=ull . Never tutin-the
m screw Fe contact Hoivwp Daos Is aDxiasn2
t he MIAG IGugnuns are il lustrated.
as possible. Press and hold the
begin feed through the gun cabl

Upper drive roll arm wire exits the gun, allow 3 to

di ffusor. Re |l e aisnes ttanlel wihree cjoongt

Tensioner © wi r and screw it in clockwise

Q pin Il nstall the gas nozzl e.

e
g
When using the 36 or 24 series
i c
t

i s ar e fTulplpy nlgan chleedg.un wi th t h
s o he gun points down may caus
the floor. To change the Qridp,- F
narily, the diffusor has a | ong
while hot or while the gun is r
crack ©Ohestiattesor design provi
the weld and all ows a cleaner v
time if these precautions are ¢

NOTE:e wire spool ca#én8dwi fceare wo ed i of of aupstoerr utnd eGts bichteh di f f usc
spools using the same parts.

The spacers may be flipped Trim Wire Bef o8 ny t
one of them removed or any di f f
spools so that the spool st r axl
side spacer will always beg \ ed, t
will shut. I f the door doegs > pacer
spacers will be4ésed|enthir “

used andwhe hrol | between the ,_ be-
come the carrier. \

| NSTALLI NG THE MI G WI RE

Il nstall theiwire spool'as s | Trim Wil ° spool
stalled, flip the tensioner top o
upper position Gently guidg¢ ( 6 MINmm) over
feeder and into the front sg¢ 6 in
the wire | ays neatly in the groove. HOT O 11 Gnyg
you |l ower the top drive rol T RidloMn Tdhk Wi iRE Afel ERnN sllN)SlTb‘l\d
other hand. When complete tThé Myt he whoéel &1 /1148 IBE M & bt ® &nmy
the pretliotts Pphgewire on théeagsdl Wishywiael gubégf SandSEeERT
ed through a small hole in fRé wedHBipgp:t Abwaygdmaiteg ep gvd R ef
prevepboteng of the wire. RéBpi sAeanapw WRI dnbfwthe ¥wWpbel
vent despoiling and cut theWwitehebdséowimMRrovegaresséprwisre
wire to make sure the end of ipr r g h n a e
through the wire A(feteedrerthreectf?ea%gtyllgogn\ﬁea%nf|ngnrf:sslebN -ItHE O\NI RE
back to the vertical positidoe, feedGpmopkel wiréhieswsriel heien
not riding up on the shouldémnmg.offhehéeéeasi vaingl l ever has r

H O
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rotate the -wiesnes.i onDilfefveerre nctl otcykpes of wires require differ-

ent tensions. There is no exact tension that works for al

ever, for steel wire, you wil/ generally tension to at | ea
di al .-coFed Wlor, use 2 to 3. For Al uminum use 2 to 2.5. Wi
di ameter also plays a small part in the amount of required
needed. Regardless of the wire type or wire diameter, foll
bel ow and refer to the following illustration. Turn the wun
wire jog to feed the wibeyamdi |l the wire extends approxi ma

the gas nozzl e.

f Find a smal/l bl ock of wood, such as a two by four, and s
the welding tabDoéenotr pemhmfeor mot hids odbnp emet al
or arcing may occur!

f Hold the gun approximately 2 inches off the wood. Aim th

bl ock of wood so that the nozzle is at a 30 degree angl e
T Pull the trigger and allow the wire to contact the bl ock
T Ilncrease wire tension so that the wire contacts the bl oc
is forced to curl up. Continue holding the trigger so t
full spirals are made.
T I'f the wire stops, or stutters during this process, Il et
i mmedi ately and increase tension.
T Adjust the wire until the stuttering or jerking disappea
T Do noetti gohvteern t he tensioner or use more tension than nece:c

sary. When the wire begins to curl wi thout any stoppage,
i s enough.

Test Wire

Tensioning Lever

S

Wood Bl ock
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SELECTI NG A PROPER MI G SWIfRfEr SOZE WAND. TYPE.optional
, ui pped. @40br@aAsGB¢rDAI7TVE 31/ Bl4l°s
As previously covered, thlsslrlnraqqepa§|9%%nd¢gwep %qj|\g/|tatpea,
feeder. V& ipgreodgrhammied geand d\/\FeSI dglngof L& i nMod & st hnaont tChOensseI d e
two sizes and metals, this %auﬁyh¢%c%%m@@£@awm&ms%$¥d%ﬁﬁpa
accommodates the two most cemmeRssizes Bk sehidyshyeplhoWikt ¢
class of woeBE8mMmmM a®GIO0 . &man) . Wﬁm@glggearlhaéggbogrlgﬁn' For
rolls can be purchaséwdae oBgiS{)effllesiuq?@s. I n general,
used up .tMOB8EHOKe amgsled up to 200A. At near these
thresholds, and with the matF@Iﬁ'lS@le‘éi(?Ldl ﬁ@d‘cﬁ@ﬁ‘l‘as\y'é[edtd@@i R
transition in the type of aff dfFhN&fé&EPI AXd may go into gl c
transfer. I f erratic operatibgRsOoneXCc8apiph®edP &b bfigadsFdschd)e
signal to transition to a | argy9€lqg V‘bipreer asti-d:z:m‘?n’edolrwiQghe%%%%htl,q &9
gas such as 90/ 10 for smootRgogrelhean rePehabui @M not be used,
To cover the entire range ofi@NpemMayzascowesmvi §RIBY FESNt R
ports, the purchase of addi Fi@gaeddwive rBl98enegahsi ana be
requiihriesd.unit provides a wi dfeofr alnigkhtogr vo&EpHreg dw wrhky.e wi riugasl,
That does not necessarily mBEARAVI BAt MPHhET & XPIredi whiecd b@ag g
weld the thickest materialsade PBat NKEE PAryése ehi Xx8d ewi
f o welding the thinnest metgresd wotHelh¥erthil awest awpeéeager

| recommendations are int&®Rd488 pyahérp!l gui g&al heruydéuxy
ught process of wire typér@mdwspkaess| addi bhe QoW wMmar st
skill will ultimately dé¢O8OgRIndl shRACER: r £ay| SECtrempsi 6
appropriate settings toth&§ewelder programming.

,_..
>

Q D
> -~
O Qo 09 " T o9 Qa

,_,.
>

For Steel/-$taowmnéerss Wire (VNOTIC/EIthough the maxi munm® sel ec
. ) programming fo0{480ROA NI et ewi r
- 043> 2mm) is the largest wibpeS{,7Z8wEACPBBEMEGMA f&rﬁam@ﬂén?ez)@"
s the largest size for Steql ahl AHEF| cAh Sat RoREAMN EF2 L HIE
speed of this unit will notmaipmlm <tREIAUPFEAED 4L L)t b
W?th | arger W.iO—stZSt?(rare)p winr eniy rr"%e"sgﬁadstfeoerl size commonly ave
l'ighter gauge material but @aglbynote@hsi3RPVYy 0% akiofm@R I &d Y %"
end of s ®&Q@i°nwisl loveelrso reach, A, Mse fiud Stenevrl Cr€e d il oBHusle ¥ ff e
90A. Feeding and fes“'-t@WM“o%!me*ﬁ%%%m?o?TEB?de'ty‘ha%ﬁme*ﬂ|c%'&?ﬁ A%Ft'
can service up to about 150A in short <circuit ransf
enter globular.oeBashes san@gdJN sAND alc | NER SELECTION.
around 200A and may slip |nt|_%|% w%']”d%rr tug%gs%ezo?nrrn%%n%u%%o
Even thdlygihnl ess wire i s sumpddrotwesd ,aniyt Emey | rmcstt lyea nawai laabyl
al | mar kets and will experi ¢éncbefeedinegteidf Goulthy si mni he 3§
this case the spool 0 w3 Diasi nwlecéscsle e sat ophieo B85 WAMdsido yeego |l wi s
wire there may also some di 66culesy MIl Gedgiumg Wihi e wiunhhikoagé

For Al umigmwm vWi rde i (vié r ol | rvg%ludlre W|tthopo‘rfUOtAerﬁTE",dlleSd LU 1,59
| ri I br catlon and

stalled or use spool/ push pu un ! .
ang 0 the gun. However, if |

Even though smaller dr.iv®btrebbldy exinel s,t ohachkimavéebedtt ses
should be the smallest wirepusethawiethl this gmiat | emotanidoi ke
due to the softness of t0h®&bwxtehdid bbeimaiisnogumimléoranéllum

S

al so provides a vé&rtg&/nad°r.ow _range of Weldln%

Because of h nge of output
For besb0o0®d68Precommended i €e€vas¥gdsbktnaei pop. cAaddiveianally e
a broader rangé/a@fd madrerdladd f s SLd® W&ttt hy Hhe wire size

HPp
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mer |l iners for aluminum, aralsolctausedeldtmfage wior ¢ hei gmat &e
NOTI| CE:ul Ru sGu t i 1 SO' Lhe whole 31 ma%y neebg tk/
u u ns ypica y i a app.h en.e pie c
graphene | i Merbsd alraergseirzefdo mﬁ)eﬂ: UleQe(II fthlé/ s C?tltH
even though the stockOa&am,.e mﬁ@ln fe' 58 @ﬁﬁ ufi‘b& 4 Lcﬂb’ tcg y-
mum size of wire thaO48Roul g %%mléa%@ WihBrtBheuv R bel Sheck
The wire sizes and Il iner Coﬂ§r5888$§t§Pe as foll ows:
E'gengg)grgi;@m(%‘}ﬂ7O’2m)64o A steel liner is a tightly coil
e . 4 .
Yel | ow04BBEr (1 120mmm) automobile choke cable. The bot
color coded. The top part of t
Not.iOc6e2 ° imin/ Wé k2. 6 s not suppo’frOtmadOfont htehi|si nuen' i tWii|nI thhaev ep rap -b r
gramming/calibration and sh E‘ Teve 15)51 5 y wir
type. This prevents overampiB§ 6 uf“hé‘“ﬂ“nfi”&ﬁewi Ees &P
which creates Amperage outph hethaﬂeéaﬁu@'ﬁ@%PGé‘éﬁtF9|éﬁ&eéﬂ
the machine:. Both | iners are installed from
It is also important to cheélbeaﬂél'”ch§ﬁ’§etlhﬁe'6‘69(&%4'tolnp§e
the wire diameter. I n the cag Si ze
tips or order special Al um PR
will use the standar dAtsd zade S by
these are designed for use STEEL LI NER
R T  m mmn
| NSTALLI NG / REPLACI NG :
The liner of the gun is cri Plastic CBatéen§teel E@Oialn
. . . Brass Fl ange . .
mance. A |liner is responsib tle wi
head from the machine conne _.may
|l oad or feed without bird n : . _ ver
cause spatter and-biarcrke gwlinar :Base Fitting
nate some of this excess Wwi : j 0O us
l'iner for the wire. :
A steel l'iner should only b ("—-' ess
is used with a polymer | ine \ e mel
PTFE type |l iner or graphene c ¢ ar s
liner) should be used with Brass NuRuro Connector res.
signed for Steel use and Al t_ i
way . Each must be cut to Gt POLYMER (ALUMINUM/BRC:NgZhEt]
needed. This is done to cus/| | = et a y
from use over ti me. f 1 :
Liners do wear and are some ORin®rass Coll et roowr
cable too tight during stor AeereEsssssssssssssssssssssssssssssssssssssnannny 90 t
the base of the handle. Mor : d ru
stepping on the gun cabl e. : rep
with an oversized | iner, t h : r fe
after wire feeding is ter mi _.’» rd n
making wire removal al most t he
al ways need to be replaced as
removed. Brass Rafe FEuUtrtoi n(gonnect or
I f a |liner needs to be remo e mo v

always an indication of a d3pagRtaANT? ®Reald®PRbsE T nd 3L

HC
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move the old |liner or beforé. Remmménghéhlkrasw oane.f 1l omi shé

retrim a new |liner than to cutheéobamecBtoifig while using a

Steel Liner Removal and Insta?ﬁta't?%gto unscrew. [If the Gtt

proceeding.

1. Remove thg brass nyt fromztla;erzal%a?%thbttrlagg ?F E§reoB?o?ﬂ%c
the base Gtting while using % Wi)ench 0 o} |I . ? notf
A . ~1 he rass _nut . Pu on E'e |
Gtting to unscrew. I f the Gt ting unsScrews, | mu s t ? re
roceeding Once“removed, set asi de. | f
P ' and forth, and twist slightly

2.Grab the brass flange of theéeflither|lihaet wadsbadigi damhygel
the brass nut. Pul I onth% I ngetorﬁmovethe ol d [I'in

. . aFe sure the gu aigd un Falg
Once removed, set aside. 'l rt]e i ner |s_?{]uc , %re u
. ; g s ar_as 1t wi g0, 0 noB
and forth, and twist slightly to ,remove, h " ne can
. . ) sgr.ted.lnto t he ﬁase of , cont a
if the liner is badly damagé |_nf|de_the %u er “cable_ caon
visible with the contact tip
3.Make sure the gun and gun cakmeviesthel dosataneaighip hosdat
as far as it will go. (Do neobncatctthépl hoed yet phr Mabkeé $
serted into the base of contaet|iineprhokdeti | Typocabkigibh
visible with the contact tiphkokder ofnshal cedt akt the ho
remove the contact tip holdvieibheclkhntioinvipssbitlibohyt os ma
contact tip hold is part of -itnhseergiuend.neclkt amady chaen moetc ebses arr
the Iiner is still not V|siblneiand,herldoe$ Bbidepph@meto
t.he.end of the contapt t|p4.lbcr)1|c%et rgap [%ulratle tfhf i ?
visible and in position to m:f\te Wlhh h? c?nt C { ﬁ
. S |dei the coll e dow ei
-inserted. I't may be necessgry. 0O moyve thde.rgun and e 'afl
. : : tting. (Depen i mg upon the n
until the Iiner slides home .
llke a ferrule)

4 . With the |liner inserte I asure and .record _t
from the top of the threa:’% |de ?n@t'ral%ngn tuontlﬂhe! flcaonngi[eac
base GttingTIsisIelsftlndaeamdﬁamtyetdheatt hwi Iblr asesed et @aimé ng nut
cutDoudldl.e check that the | i ndeorwni sunsttiill It hsee actoilnl ge ta nsd itghhattl
held pert MPORYASNT:r aDohnot cptathe |l iner on the
flange side. This is only r,measur ing he a ne i
of f the other end (Gun si eor # ﬁe Fﬁe}jn 7 h W'?ﬂ

5.Remove the new | iner.

6. From the gun end of the Iliner (the end that contacts the
measure and mark the | ength to be removed. Mar k it with
mar king pen or small Gl e. Carefully cut the steel l'iner
pair ®&f plliireesamr a similar sharp cutting tool Make a cl
flat cut. A smal/l cut off wheel may al so be used if a su
cannot be found. Carefully dress the end of the | iner an
end with a smal.|l Gle removing any burrs. Do not wuse dull
the Iiner may coll apse.

7.Reinsert the new |Iiner and test Gt. The brass flange sho
against the base Gtting and it should Gt fully home in t

8. Reinstall the brass nut to hold the I|Iiner in place.

9. Reassemble the gun if it has not already been reassembl e

Polymer/ PTFE (For Aluminum and Bronze) Liner Removal and |



Setup Guide

SELECT THE PROPER TUNGSPUENhasYPE Tu@RsTdgnGcan be dif(
um price on Tungsten, and may |

Wh at Type of a d:stiidbuter. In many areas, t
Selecting the correct tungsteern fmcz)arny olurcavl&elwfelzrd ng iSrLrJ];?(?rlt'aerq
) prices a d & g.frud)fe smlem}ctmumnu
inverters no | onger wuse plur ('% € e n b?n ) L#]ngs en or —we'l
chetked.. Al so, thelTe are_some._

I n fact pure Tungsten use|d \({\Ilth ar% |nverbter cantcre at e ;%r.o
arc stability, arc starti|ng a?r?ﬁieésxcesssolve bseylrleingO PSS S
Tungsten can be used in aln iVi§ v ter for DC welding, it is
of favor in the industry due(;R|oNDheT|-9,E|g]'hUN@srTanNo@coR‘Rgcn

For TI G welding consider thganImlp(p\ylplég|5/yg,$%und point on t
nd)Stanv'elr'atlyl’ aHls dit & et 2 P I E Ve b;

T Lanthanated 2% (blue ba
choices for TI G wel ding] tohnasd de'at aerdc fsotrart|ngg5tehn
with excellent point holdls‘ntgen pnab|l|tt)}qe FIe OJd AQ‘CE"’Ianndcf’lr
ure di amond stones wi sl c
T Ceriated 2% (gray band |or aotratmgee elxaancd, dobesperreo&iﬁm‘sgmpemnlmrt
and country of origin).| Thiss iinse xa egnosd dv ec. h dNhceen fparo pvee |l dyi I
this unit.® Howled eup ag Welewi nam dp rsa catritcse ,t oi terwadre del i ver ¢
faster than Lanthanat ed| ats hhairgoheenri nagmpcearna goees .d oMAreco ps thahrdtu o
excellent. removing the tungsten from the

h ¢ . .
T Lanthanated 1.5% (gol d banrde)d. I—?otloPse uopr enebaerllnyg adsI pV\Peeldl aansc
thanated 2% and can be Jusag i i i

rivaled the performance

gl asses and
may occur . On
i Dhoh anloet tuusneg sat eann

T T#i x/ Rare Earth (purpl e
stil |l relatively new, i
Thoriated 2%. Overall,
cels in many circumst a

y
i

| e &
o}

n
seen with qualit contr
primary met al oxi de wuse
includes a small percen
the mi x. Some use Yttri
in the blend are usuall
can be all owed t
t h

e blend prone

o]

vary
i nco

S KK CcrToooO T
(@]

P |T Rotate the Tungst
S i even and symmetr.i

—
o

9 Thoriated 2% ( d band)| st Do not gfind the Tungsten pac
power |ike thi unit prlovi arc wi resul t. ma n
t

r
S
mar kets outside he US |du-dg
an alpha emitter. éﬁ&/
Do not use the following |ty]

f Pure Tungsten (green balnd)
tungsten will not stand| ug
by an inverter welder. |[Thi

f Zirconiated Tungsten (whit
alternative for pure Tulng§d / s. S
i ssues welding issues ajlre a) gste

AN

HY
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Choosing the proper grind a Wh a't Si ze Tung
,trat'or?x bea-doappwadahcehaarEver|ast uses a HV start slyste
s no-stp@tadloraengle,. there arlge several different sizelY ™%
observe and follow: the size of Tungsten. But|] cl e
1 Al waysligné nditim the | engthlfupon the size of the Tungsfkeng
radial grind that | eaves nPreparation will ult!matel)é @‘fi
grind. Radial marks will ¢sten. Amperage carrying capalk
. _ |range of Amperage that is pest
T For most applicai2itdnmses ggrilgreatly overlap between differ
l'ength than the tungsten ilpe seen on the extreme edgl@s ad
3™ 0° 35 . .
I n general , consider the ipnfor
1 For higher amperages, you |[ter. The | ist below is notilythe
the tungsten. This preventlbut a reliable recommendedi|tibanm
) N ] proach the maxi ®@umabpbiamitiofy i
T Grip the BUorgostyaetne Artmlwh i | perage, that you switch to| the
Depending upon what arc progarc characteristics. , Yo
cally want to regrind your tﬂ 215A020%5 mm) I ar
T 10Af 14° 6 mm)
What Type of TunBEIEEEIESEEREE
f Never wuse a radial grind gy 3@50%/ (3. 2 mm) by
at the wrong angle, or slpimmrng T nNe TUNgsSTeENn 100 Tast wh
ing at the proper angle.|] The arc will be unstable.
Q ::II
f Grind the angle so that ([the | ength of the grind measures
ti mes the wide of the tungsten (For gener al purpose use
shoul d f Straialafigbet ) aA36l1 ijghtly blunted end
(truncated) may be used [if the amperage is over 50A to p
the tungsten from breakilng off into the met al whil e wel d
é <50 A

H ¢
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dent i

\/a‘

A |

# Component | de Function/ Component Note
1. Protective 'Keep cover down and in place during wel di
Hd EuBbyl e Quick Connect the MIG gun to this connector.
(Only one gun ma'Connect the Spool Gun to this connector.
ConnectPulhle Gwmshto this connector.
od TIG Torch ShielThe gas Iline from the TIG torch is connec
(Quick Connect,held back until the male torch tting is
and hold the connector. To release the to
Re f-9MBYUI CK GCIOINNEET or 21KATSO09 MPX
nd Positive Ter Connect the work clamp to this terminal f
(DI NSE2Byadd&PRdm niConnect the work cl aw@prtead tWeildithgr mi nal f
Connect the Stick electrode holder to thi
pd 7 Pin ControlAll torch switch and foot pedal connectio
(57T8pe-7X16 Ref-PAEBNZIBL UG
cd Negati v Ter Connect the work clamp to thi-Goned misna.l) f
(DI NSE ?2Bypad&®@dmi niConnect the TIG torch to this terminal fo
Connect he work clamp to this terminal f
Td Handl es The handles are packed separately in the
are designed to be removeable for |l ow cle
screws in the cover and panel if the hand
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Control Panel Layout

@\MPDRTANT Read operator's manual before use!

'Ar/CO;MIXES  100% CO ALUM SS.  FC.NOGAS FC.GAS AC DC DC
- R

2
3 2—0 C—{u,

o r=° B0« @ v o
(EEsn _GHTNING |# 225 ‘

MIG/AC-DC TIG/SLak with PowerSet

9

Component Function/ Component Note
1.Welding ProcPress |l eft or right arrow key connected to tohe
cess. The LED will light to indicate which well|d
2.5720HD TFT CThis display is designed to be clear and birplgald
when wel ding and when not in use. Remove temp-o|r
Gt screen protectors as a replacement for fuau|r
damp, |lint free rag to clean Remove dust witlh
Notice: The operation of the screen is di wiedeed
running down the middle of the screen on al leba
the black extended | ine in the middle of the g
3.Left AdjustnThis control knob contr-lodlsf asildeée hef pamameCBr sseceaéd e&r
the Melpful Hint: Press in and turn to increas
4 Purge Gas KeWhen selected, the Purge Gas function is desitd]
torch trigger. Gas will flow when the butt ofnag
flow. Be sure to turn the purge function after
5.Wire Jog KeyThe wire jog function is designed to feed wiirne
spools out or | oading the gun with wire It pr
6.LeHal f Side The | eft side down and | eft arrow keys are use
7.Program SaveUse this key to both access the program save n
A short press wild/l bring up the recall menu. A
8.Ri ¢gdlat f Si de The right side down and right arrow keys are u
9.Power Set KeyThe Power Set key is used to activate the syner
remind the user that the Power Set Mode is acti
10EZ Wide Run Thi sSoi$dt’detat ure which feeds wire slowly in the
function will be on. The wire will feed sl otwdbt
l' i shed. In effect, this acts as a type of ehtostr f{
Whil e activated, the Wire Jog button can besds
be on unless heavy tacking is being perfor meyd.
This also precludes the ability to manually aéd
t he winr er artuen.
11Ri ght AdjustThis control knob controls all the parameter v
crease the value. I't i s -.adrswe nuslkeay it warsck | vwlcdan amamin
program in the recall mode.
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Component

Startingup the Welder

WHAT TO EXPECT ON STARTI tUPs recommended that all func
. few months so that any mal funct

Before the GrstA start and usnpee?ifedt.h?fm%‘ﬁ@/'?n%'lf%tﬁ‘ac‘flfofﬁllofy?
Make sure all Gttings are tic%rﬁtta%rdetv}é?tla%?ur'l'e%fhss‘h)blpio?qefr
open. Put on proper safety equipment (PPE) and Gre resista
Make sure all accessories arldAKhc CEARE O PHEpekCP SGREM
% et

the accessories and ensure Ll'rﬁaetstcrﬁ%)énariS%Fia'nIm%%?mdrr\g;%:r(ﬁ)lfilsrt]c
WARNIANG!i dental arc flashes taamkle buame acfouill td. bke@ppstshdl eov dr
pedal or torch switch is deprdesséth-Gal sghe enit me ooecsbast cap
sories and dismounting themiffrom tleeomameindies it mpdot an) t o
dent al triggering, arc flashihrgscweledeidi ndaink@e rsaunpdpd @ oesds italbdnic
blr(]a at | cal or

o)

When the welder is switchpgd %t t he e%’rt %festrt]g_uni_t le?
. e\;\an.om qse.sthou d be, periodica )
process begins, t he -uape | sdcerre i w |%reee|t yom[l W|thh the "start .
. . : he sTtTreen, on when needed, wit
is booting up. Al LED lights "on_ the fron panel wi I I|%h
. . . I n free _cl ot .Fe3|l%;ned for I
all ow you to inspeupt wihleli rt afkuen cutpi otnoa |5 toyr. he oot
. . eterege.nts sol vents or_al,cohol
seconds asadjhestmacthoamet me vol'tag input ar}]d recal’l s 't he | a
: . may 8Et scrfeltc d Lt i s wipe
settidpe boed. up screen wil 0 5|g1| ar 0 i S
compresse alr 0 ow off the
rags, sleeves or gloves or the
e —— Functions vs. Para
[’/[ﬂlﬂsr Thi s manual makesmd?@treeaiuteinmtgpuse
T unc¢tpiaornasme &8 Baissst At nssome cases
IGBT INVERTER TECHNOLOGY seem that some words are infterc
) there may be indeed some | i|mit e
i [‘/ i function may also double (wWhen
could indicate a mode. To c|l ear
L/gh/n/ng is a brief explanation of Setti
tus and the general i ntendeld us
Amoadean refer to the selectilon ¢
process. The welder has sev|ier al
Duringupher boess you may helal so be considered a Dn®del GgFMat
or thumps as the machine swjto weld. But you can also s|elgg
1t is important to note thftion on the screen. The term, m
can also be heard as the ma|Setibngsbroad term inclusi ven od
tions are selected. This is|the term settings is used it dg¢
refer to status or value
\(;Vhen L_ully bOOteS‘ up, th? SFunca’rieonfseatures and modes 8F_§
epending upon the actua Plt he way the welder behaves |2%d
ment to the wuser. A functi on ce
— — —— torch switch operation as o|ppos:s
Torch Polarity: Positive (+) Gas: 75/25 Argon/CO: Gas Mix ty p| c a| | y b e asso Ci at e d W| t h W C
type or mode
V IPM Apar aimetaen adjustabl eFfewaFluBa®s o
] US|l opeSl ®pevn Wel ding Amps, Pul
Volts Inches/Min ples of parameters.
A parameternalutheGrvad uky ciatfs be
onds, Amps, Wire Feed Speed|, or
oss | 30s | eowm | eowm | ooss | es% | ber s Each parameter has a [rancg
PreFlow PostFlow Start WFS End WFS BurnBack Inductance . ) ) ) )
St atnws ccad redviftt itRenf unct i on (Oph, O
i _ cate the static operating clondi
Lpdoee Domchee | PisDa fomets _Torch status bar at the top of thle me
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GENERAL | NFORMATI ON ON ‘
240v IG c25 MANUAL

S e I e C t i n g t h e P I' 0 C e S S . Torch Polarity: Positive (+) Gas: 75/25 Argon/CO2 Gas Mix

QGS P
In@Min

85" | 265

Volts Inches/Min

05s | 3.0s | 60 IPM | 60 IPM ‘ 0.05s| 65 % | OFF |
PreFlow | PostFlow & Start WFS ~ EndWFS | BumBack Inductance  Spot

21 Istandardl IMP
Remote Torch Units

Quick Std&pstthe IvVet diemg

[ ’WINE/ZZiS 1. The main display in the upper

~BIOL value of a function or par ame

At the t ¢fu)sef tthlee ppaomrelss sel ector buttons to select the
desired welding or cutting prbObEg8E. sUcdetEdPthWhitRewWpl dghpPoc
ti owml ( to advance) tmuttthoensnexmo%er'ocveoslst.a%er elsSsithigS AlhdY 9k QT
right arrow button too quicklyhdmuWiigl EeefdmeBeed GELEMeQE b
LED to appear to skip a proced8NUA3GLRAEB - thPBAGhAtRet PPROEE
erate, deliberate pace. If de¥Mfbkd WelBiAfG HPbBEELE MEdgcer
skipped over, instead of cycl?fhbephef tRAFoBFghUuat Mephe pTBE
opposite directional arrow bubt BRI Yob¥ctdINi Bdckheorehevae
rather than scrolling all the' @dytPhiBHgRabgapdl ust ment
Navi gat3cnrge &€ rh eMeOnu . 1 After adjustment is Gnished a
) made, t hentuennn tt lwe |defraul t mo d
The LCD screen is dlvdbgdavwe 3!58??(5%“58dadf§§h5 apﬂelgfﬂtg
green bar on screen andTihé alc&f i i ne above_and beYow the scr
half side is controlled by ®2hEnteftngiad pahementomedel all g
trolled by the right( 8)edfet ppaonibrbtNierbgh®© P &1 8t at ypes| anegd BAHAaME
and poiwmt i nq.Varrqws. .(. 1 o) e"’}]rteer_u%%de taodjnu%vt'm%antte mtorbee,
screen an@4)hgetr ipohtntdinde and @own PO neti' NWGe 4 L WS, t or
- ) are used to naviogie | g FLAR{LBA! by Obal ARetEl
contrébabhpobsed to increase oahgﬁpégaﬁﬁ { gtsgr8§PFg?pghag
Lol uatue of that side ofr 1o 5§48 g.ftf?g? 2l qgbpe i AiGHOCL
tSI ie. menu _Ls a. sod. 'VII e/d fovw]‘z%ohn filad | ¢ rﬂgazdengchEn vﬁcpjaus
top tier. or main displayidel gy | pPrbalMehsbe ! SPLAYVgRT Fur
| er e LOWSs 0 parameters an erupﬁttcl)opﬁé adjustment mode U
There are two typeaeg eefn iimf drhmptsvoaldloaveandddbapl ayed in gre
tier€dopmBQ wshcer eoenn menu: PaFuwu —ters and Functions.
. inue. to vs t he down ar e
ons are menu items that ng s g us, suc as
. { d?ﬁlfe row, .
|l ection. Parameters are menu € ms change in value
nge sfulcchw atsi me eorSunmeduscetlachtqarbplepncn;etrwrn@ Stick modes, a si n
the menu screen serve bothspgefWwnrtiaonsomadi parprymehat g

Spot wel d OffiHrcatti dm dciacnatbees stehte tsa at us of t he
ction. But when selectedfaH8ethBecbhttraP™mhbB8hisarbpwtk
chaORehe tfauncti on automat i ch8Siyr &t aPhdgredsMetol 't el efsleMCtt it opn

rameter value and displayg $Re HPGENESred Iine will exte
nderstanding the Anatomyarodmet qfe 2ME ntu"esSe¢leeehed pa

>

C S~~~ o =~ wn-—
QWM TS 9 @©
D

op
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240V MIG
@orch Polarity: Positive (+) Gas: 75/25 Argon/CO2 Gas Mix @ [0} f t H a u m|et P ower S et mo d e y on |

due to the simpliGed input de

@ IPM When a parameter or a function
value or status of the functior

Inches/Min 1)At the top of the screen in t

2)Just above the selected paran

The ‘wvadad®d parameters are al so a
ZT""l'g‘a;da;a'[""','M",;'" p&r amet eof measure in an at
Remote  Torch - Vv, S, or % to as a reminder of
parameter value or function st.:

3. The control knobs are @sedat@amepereadP®Ped@r sdedhé sds ¢ ead

ter VvV a

f Use
par a

T When
cont
chan

Det ai |

The me
col ors
i s des
the wus

The me
mati on

1. Top
abou

2. Torc
yell
i mpo
and
St ee
high
chan

3.The
and
Spee
Dur i
and
refl
adju
col o
t he

4. The
info

lue, or make a statuse@ﬁé@getionr@aﬂeldeldfti@@ frdh et ner

navigati on. _
the control knob on the side closest to the desired

meter to make changes Affd edt Add ¥ sdrd NBali fe cOmMpl et ed,
adjustment value (Volts, Amps

making | arge changes sieitohallsug ft qoad fRUEMT MGt § n.puR " § S
rol knob while conti nuwitrad utso otfurtmei | otwermak e rledir ¢ &hw:
ges in value. This wiladagpraed vpewh@fadjusbmeamepépg

ed Menu Information aﬁ‘@ywﬁétmetSIUEk;S‘SchBUIalth Nadijl
bot eneck5|n pW|Ie

t S
nu screen utilizes a ¢ b|nat|on of sy
and graphical indicat sSchegdsmakesy
igned to create a fluf@&rVvVestdot@dvd 4he
er. 1. Green:

nu is divided into seﬂeﬁﬁb Bpééﬁ BbEBF @ﬁg'cggyegﬁ b

to the user. cates normal operation or tha
I nformation Bar. (1B) Thi&€rgdesaowgnPéyd9oXgporRrmEt NORK TN
t basic process selecti ®8X &pér #eeRgsmbeétednéiornpdi

_ indicate a set function statu
h Polarity and Gas Selection Information (2b). This

ow lettering for contrfa$sreenhis usedr ad ithedéoipgnado
rtant reminder to the usaeformatheok adndison€ed botloc
torch/ gun polarity. ThemgaboathecVbobhagafbomat hohhea
| MI G mode (C25) dependimgicpdesthbeseniitngs operhei
er volts and wire speedtdhattiongputheésgas mi éedmmmanda
ge fre(MZ®) 2t50, ACAU/CHPQ Ar /rarge of adjustment or sel ect

e
m
¢

—

u
0
&
&

= T~

0
0
&
&

< @mw
—_—
o=
33
=o)

I
s
&

main display area, or ftovheni ¢ehedl|l aoye( dlaumbeThi s uamne g
right sides of the machimeiwviaktlesdi el apnl def aahthoVolbt
d/ Amp settings unless thei mppoustamenimemsde edsvahuer e
ng active welding, it wiahld @iCvyo display the actual n
Amp output of the machine. During adjustment, the di
ect the chosen paramete‘rsraghd values of the paramet e
stment, the main di spl &y agredl wakuaseandipatawehowe
r to red. Appoximately asseqgaede @ampeiceddpoxementasn &
main display area will tevehemtonth@edeavlehtsenehiune

lower parameter rows/tgi nsSgsomdbcalReésSh) gfhAysare@aa wii
rmation related to adjusiyakheoRraramgeespodNnhesd! et

ocC
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the function. When the it Why AI' € Some Set ar e
ddi ti

a i onal parameter infol|There are two basic reasongsts®y
out areas help eliminate |[completely blank. The Grst |peps
Some gray areas have no fland output is | imited. With dlid
and will not c¢hanue sttoattufr ange of adjustments to prqgtect
each process, some areas |this is obvious by the | i miiHamt
coupl e of i nstances WhereThe second reason i s t hat at fuijr
of other necessary functi|OFRPVhen functions suchO®Rs$hgpotio
active, t he area wil!|l remluni t wi || add additional SEddjiu’
or parameters.

3.Red.

T Red indicates the machine has entered the adjustment mod
number s/ words at top of the screen, the middle vertical
Il ine extension and any parameter box on a row that turns
cates that the machine is in adjustment mode.

T I f a parameter box is highlighted in red, the main displ

di splay of the chosen function status or parameter value

T White |l etters or numbers in the main display area indica
unit is displaying the default setting and is not being

T I'n any wire feed process, when both upper numbers are in
unit is displaying welding volts (left side) and wel din
fee rate (right side)

T When the main display area is white this indicates the u
adjustment mode and is ready to wel d.

T I'n TI G and Stick modes, only the right Amp box will be d
white. The other box wild]l be in green to indicate a non
vol tage value. When the white appears in only the Amp b
ot her side is in green, the unit has exited the adjust me

5.Yel | ow.

T Yell ow is used to convey important basic information.

T Yell ow can also be used to alert the user to a change in

warn of an unwise setting (Power Set mode) .

T I'n manual mode for steel the colors of the numbers may ¢
when a wire begins to reach its short circuit | imit and
gl obul ar transfer and into axial spray transfer. The on
mendations for shielding gas wil/l al so change from 75/ 25
The information just above the main display area reminds
observe the indicated polarity and the gas type to use.
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USI NG THE PROGRAM MENUS AN@CQMEMiOSRYloFUSI\P(t'FI:tOel\H. at th

) ] ram will override the proces
The memory function on this m%thfa rb?o%'e's%‘”? the user to sav
to 30 different programs. (There are programs but only
page.) Not only can the prodgdrdhé B@C;@é\bedne”tuhé)‘?r@@lﬁ‘ Wisgd B
prevent unwanted or accidentald’ eRwiadr {g)f &t WHS WPwPk ofed
process to save and recall t3h‘F\|a'\T/“F'E;‘%"t3é k $ rtglaidle\éqelr)éd5|rrn% =
are some differences in the W‘R)ﬁotbh?3'3“acw'@‘? ie § ‘B%'?t'i/v‘i’llllegi
menu screens. There are no |l onger any Il eft or right divisi
this mode. Only the right si%d&T€s§8ttbHe khdbhtashdgardi RSE HE
ton will be used for navigati 6R€aRHECIERE:tITHE. SERECPoWe! Se
for selecting or deselecting DREMRHECRCIEROLI 8N MosWi plo§f
Empurytil they are Glled by a Pi&gr ¥l lpgad!low thEr&¥sgFfeltOon

program stored, these were st®CEMNAIENTIn§Of AECOPYOPEEM ng a
to be functional settings. TN EPt D radtSa IC]a NmdPEe Siagy €fdp t0 V£
unl ocked. Any recall ed progrbaergncasréﬂbq:tgrue/etnqrbe(dedorbyadpjr%sstsq
settings or changes made to wihg maqhirme pwiclkl tmott hkee pk &Rti .o
NOTITGE:r e ar es tnoor euds epirud g rparnes So°n” €t€hMi)s trha®e hPiTnOed FedxMe petv en i f i

for the suggested settings iNavtilg@ath hvye rahadt ushi hgy' a Mei sk.v el N
eters, if they are present, are entered during the menufacturing process to
serve as place holders and fld® tReesctalﬂgatanje SENVFPg rSEhfiiedg .2 €a

entered may not be useable 97 ams be stored and features
allow a new program to be savecd
Navigating and Using the Rer =gl Lo oo

The program function consi s I s
save screen. Both | ook alil tio
worRleséaarb bae e used. Be sure t he
top so that the unit is in | m t
The recal |l Te®t&gad émnr ii ;g uspe da td
The recall mode does not all ent
of the programming. A recall t me
but the base program cannot | oc
mode and completely resaved SELECT setect wi |
safe mode to use for any us:i .. @@ . E]@ .m be
.To save, complete al/l nor mal
R omrus wow s GEEQ roos oo saved. Make sure all settings

.To access the save menu Scr ece
ton (1) for at |l east three se

.When the button is released t
gr eatb@ar at the top of the sc

.Navigate to the desired I|ine

SELECT (3) Each l i ne wi || hlghllght

.Each line will have ei,ter a

|l ocated on each Iline on the r

not the selected |line is avai

1. To recal lguampkdgsogndmr el eas eynt|hoec kS asWembPorio Grsami spl ayed, t
button (1). This may be done from any process, even if t

oy



distinctive without exceeding

.Once the program has been ent
save selection or Igr esasncoednde
the program wil |l not be savec
the Iine wildl not be changed.

.Af t er ssaédeectthengpopup key pad,
reappear with the newly named
and to prevent unwanted or ot
program, press the Power Set [

@E] B M) 88 TSI

[Iﬂll’”lﬂ@gfﬂﬂg @ I f no further input is made (
— . saving the program,th menu
saved. | f f’:l |l ocked symbol 'Safq'esrplaj)p d0 |tmha'tsel i ne r@%sotndbs
N e SN 2 L LT B
WARNING! 1f a line is purpo erfqgfl""mcin Mo d e d O 2’? el{ne Cnl%'?s
) p .p 0 heymfhu chl%(? ‘a | e edl glfr}:ld
saving a new program, this program will be subject 0 pe
changewroirt iowgerwi t hout lafhn &wairlaad ayer of protection.
ble, alw&ygsgyawve. i nl ana new program must be
saved over an ol d one, make sure that it has no value or
write down the setteinntgesr esdo itnhathet he values can be re
futur e.
.Press the right side adjustment knob (3) to select the
t hKEWERAdXpup key pad (6). Rotate the adjustment knob (3) t
highlight a | etter or a command (save or cancel ). Press
knob (3) to enter the |l etter or number desired. Continue
as df ghij k1l . ,
T zxevbnmio [cance
123 space
tlt;ﬂr% (225 MTS ’
program name is complete or until the maxi mum character
been Mdacmadki mum number of | etters, numbers and ot her
characters that can be entered to name a program is a to
any combination. The keypad will not hold more than a 1
acter program and will bl ock more from being entered onc
mum i s reached. To eliminate future confusion over which
are which, be sure that program names are carefully chos

o



USI NG THE MANUAL MENUS wire feed speed (WFS) with ri
. indicate_ the wire feed speed.

Each process menu operates |ntgp§ p@§|Miﬁa{ng)wmyM|Na¥+gghb
bet ween all the functions. Sepiaﬁ{og\/iagr BERYS 699aﬂ18f@?sa
of each of the foll owing Menu§i splay when in adjustment mc
ot her parameter is selected f

MANUA color After 5 seconds of no

) N - functi on, the selected settin

Torch Polarity: Positive (+) Gas: 75/25 Argon/CO2 Gas Mix ) . ) ) .
ting and Wtritlug nadtoi weliyt ewel di

will change to read actual me

@19,9"

.PrFel ow/ PostPiFé oavndi Pmests.Fl ow

. shiel din as flow time befor
Volts Inches/Min g 9

reducing contamination in the

@ @ be del ayed sl i gfhltolw tbhiymet hues eadn

60 IPT 1 oos [ s | provide a gas envelope around

PreFlow  PostFlow | Start WFS—EndWFS BumBackInductanoe torch and provides shielding
| osdkBos | o | |sma,d| B cd. This helps pNOVEGE: okhdga
UpSiope  DownSkpe | WireDia. | Remote  Torch Units -Cored mode, Pre and Post FI o

MI

and the spageiwiall ybe bEahnhknog
forf|lPowbasdcB8nds for Post Fl o

Start/TEmad SWFe&Sr.ti ng wire feed

G/-Fdruexd Manual Menus:

7
The MI G manual menu i s esse”tbf"‘!aéﬁl§h§n§a9%08§hWﬁE”t8|baMk
selections, whether selectlngppg§e pﬂQOquﬁ‘fP{“y”Hf“-tﬁé St at

1.

Main Left DisplayjuBefamblet vEOk fig§é apstSifptpvasptearytps sfi mi | ar
adjustment knob. To adjust &éiR&8r pAram@demsr&r frPE@ACEPERS
adjustment mode with left d@&RA aAsrodweleyot &l hathgaceater
parameter to highlight and éh&@WBleTRdfeduUmENt hewh&Ragtpalf
function is selected for adjaddt meht-vpeREIHEAWEP sSqueonds y

to red. Vol tage is the derQJ‘blltDo%?\tstlﬂm'i‘B% s‘?rorpteal?%sl eufste gs 119
of no input or adjustment ofdog\,lhheratp@rh%mgggrr§ B%IBHBCMb?
ed setting wildl default back,;tq tstﬂ%lryO'Atm%%et%e‘itn'c?%a%'éd
mo de .

upon the setting desired) fro

.Voltage Input ConGr mahi®onco9élPheges|I Hpetd tOnGemaerer. Wit

the correct voltage to be stpglieed wbrenéermgdni ddi s PRV

age is 240V. I f 220, 230 orcr@s8eri &lsupproiceds ahet Vel €84
read 240V. can beOisfe®tt hee function is not

.Process andwiGars \ieaniend etr ;g% tBilebre @ kniost hi s3 tatmeg agmount of tir

reminds the user which procéé®pPsadegdéndselécisduse &8
process will always diaopl ayeV®ildhaadt heor redsgcezstshesngedct
C100 (A®O%SE@el ), .Mox Staai (f ®8§2rArngo Use a setting of
Il nox), Ar Gas (100% Argon f@PPAI Gt hemp, &MmakN beascaks itaimeey e

Cored on Steel) in wire feqfihyeg NAHERTLANT NOTICE FOR EXI

.Manual/ PowelrhSest iModdec at es wWhOWMERS dAND USERPHONESsSi § he we

operating in, whether in fuBSEthaR@amwi hbdeesgulini PoReVSED
which is a synergic, more al€fomaftd@dsmddel doeRipEKbesai d4
many functions may not be aVR&i PRSrEVEEr dHeusemeht Bhdt e

set. (See the MI G Power Set $édidonyflat puddle. The pitch
. ] . _ wi || not be as smooth. Genera
.Main Right Display, Adgfuasul tt Wire Feed Speed Display.

nn
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240V MiG Cc25 MANUAL an erhl eadcdy cOfef of the arc for
Torch Polarity: Positive (+ Gas: 75/25 Argon/COz Gas M h € | d . T h € Sep mdl fnTtI enrevr a_ l S ebt est V\.aene
spot welds as the trigger is

V IPM for tacking up |l ong seams on
hel ps to provide regular spac
forward travel speed provideo

st
a
ma

ac
Al
Fl
Of
me
an
Fe
ch
t e
| e

on
Wi
Wi
un

11Sp

St
t h

~ =
c =

woT OH T v —+Y
® " O 9T T
03_'_'('DC""CDOOOO<'DQ.3CD<'D_'O

- R
T TS T T O

‘hﬂs Inches/Min | MPORTANT: If the spot is acc
ence a short cycle of the arc
perienced users or after anot
arc suddenly dies after the &
and make sure ORFE Spot timer

12Wire Dilaaneitreput of the wire d
. . . | i mj f
arting point on Steel W|th!8]é§.s anotiJhdStOelzJ.éIpué\.ndo&.lE). ,e
. . tion when h8 ﬁ\cn.rrecuaj ttprI0|am:| tess
good starting point. GeneraII%r pur e O |% n ver%\

. . transition to glo.u|l1ar/sp.r y
ny welders, but with 'ndUCtr%rr]n%lencors'tor?Ih’ath'i9 c%lﬁallrtoif)e
hi eved. Stainless re.(ﬁ)lﬂ)i%r.eéJ t he hig%hest inductancepwi h

. . uni t me nu. .
umi num can range depending upon the wire from 40 to 60
-Qxred behaves a | ittl e dli3fRfegmod ret/ ITyo rwihiThirs ggemt -Fut % i s

course, different weld potoithensorichi hnridgeirgnsg Mh & n
tal can affect t hSetitnidug tianadcugc tise q @iht € mehr osnl it et My G pr
ce is crucial. It is as ihmpodrtmnwBhsdt Betti nggeroperpw
ed Speed. Inductance willrebeasegpi talcpnthangetovoewel ghu
ange between userdni i@gimeheil ggtersbeliag heddpdewarr gt e
rms Inductance should be theonghelehseasd tbhetehimidalegtb
gged stool, with the othei nfegmabéionmgavdl egxphadawi oa F

Amps. All three equally Colntr“%%t?a%r%&:%g KPP hednWehd RYl .,

e component, tNrOéI'I\meEIdTmaenla@%tt??N
th the |l ast settings used Hglagrcghg@%?
e

11 be set to 0% or 100% aft r test
it is used at extremes f1d5|U ]

eperatlFme Iwi G S

?eﬁ#b?%mpg E%

n W§ﬂcdeCWQmIZW§ qm@n.ﬂy
. L n f measures to differer
and Bheée tEhotTi tmemer. must h In[eo| q ehd feac
ch function to appear. Y}lrﬂ tChI sty Q%gso t'?h?n%
€na & bl % :
n
i

— -

right of Spot wisticbehe
n Spot is turned off as
ction i s Tnhoe |Sopnogte rf usnecltei cogn %
glmetdome. The ti mer aIIows qu ;
period set. Afterthetlme has e |redthe arc wil |l
p, if the trigger is stli6Remhaderd Taif iogvimiant fé connm sA ¢ tghaes b @
t function is best used tOrzh moedaeriéypédval ty vee AE
k NDdIEeep in mind that | f ptoHe@rd g ot atnidmeagrasi g etcwrmimed dar i
idently, the wire feed withle progessddésredy asdot hgf aeit U
ssed. In fact it may bawoplyatéod asdopser vedemctheciu
| ow. This is normal, bwiayingnaadseon&e Mot heeow! @up
r wire feeder stops feedian@ neéxpetecdipl &f oer adhest e
ssed, check thisAtawfnfcmeon Grst. Stitch is deGned as

s function is dependent upon the use of the Spot wel d
the Spot function may be used independently with t
- Og déte,tusse of the Stitch is predicated on the use of
T|mer. Using the spot timer together with the stitc

=70

- o —
(9]



Component

DC TI G MANUAL MENU 6. Main Right DispAdjyystDefiatulh tr iA
] knob. By default this displ a
The TI G manual menu i s earrangﬁgn§|mbb@rlyhéofangthg §ENYa
the features and parameters oapgbpgy Butpthe,jofprmatijpp,b
pletely within the context of  d| G, operatings a’piﬁouphbu{so
not be used for welding alum|pp81n FPﬁeaégméE‘f‘@dwgép{i"Hgaw§
push pull gun should be used. jng return toWhhéeedataiulbe!l whin
play function wil/| change to
Gas: 100% Argon 7.Pre/ Post Thleow eTitmeirgs .pr ovi des
and after the wel d. Whfill @w oind
125A i mportant to the TIG process.
the weld area so the arc can
metal and consumption of tung
in weld cooling and protectio
and consumption of the electr
onds of preflow (more is need
should be set according to th
mi ni mum of 3 seconds for weld
10 to 20 Amps used, with 3 se

regardless of the amperage
1. Main Left Displ alyhe D/eoflaualgtg gjglswggaﬁ/hgilsim 8Y¥r01s be beginn
the Main display in TIG ?he wd peasuy %d [r%%dg?%r?gAﬁwé
I't is not adjustabl e. The Lt?ﬂs Wbrhiﬁ5W3¥§.beTﬂbs%|n
green to remind thdjuseﬁbﬁb?h lh?%l\pﬁvlgt?% gis?e'ﬂors]ize us e d
contr ol knob will not aIIowm% Jeu?ntor@%rs]t. O@th?leti?\? |c\£/Pi||ye
ot her parameters, the dlspl?¥]e 'Sltlarfh%?n _I}et(ﬁtﬁ‘c .evJ]LetQ%ﬁdtl-ﬁ
sel ected parameter. It will . I??]et"HJrﬁ rsgénirﬂsc?\%rsttea iwp
wel der has entered into thes?gjr?StEnﬁ%thWﬂ%%ten tip may d
2.Voltage I nput ConGr mahi ®«ncovémmhmge Gl hpatmpeoagemanidonassis
the correct voltage to be sbUpppredide the msehiae. oppbet
age is 240V. | f 220, 230, omge2oOoavwdi sosagppli ¢ttheaweli depodd
age will still display 24OVT(yp|ieai;ltyheWV'/thhtaQe feotoepedin
3.Process VReem nvdieervse d togetherﬁ,Utbootfh t3he arc rvg'hmn the tor
the user which process has bggﬁveélécte Po +pgerD8epe
highlighted on this machirQeRemottefnTndchhé'ThggRenh@tedaﬂLlntF(sl
and not AC mode. (This TIG tbppl rnes ACfanddDCaout dapentlo

is used for welding AIuminumodesMagnesium. mosesDC for 4al

4. Manual / PowelrhSest iModdiec at es WhICh TmoAd'e tThheesmea @tnaempgsageca
. . . Iscreen glrorchr mmlng ar set

operating in, whether in full m?nu ode or |hn ower et
. . . remoeaelegloncslce t he
which is a synergic, more autt%mat mode. I n owet Se n
. 0 er fun{: |on8.and parameter
many functions may not be avalllab e ci_r a JtHStmIa and . w
amg e n I G, e pedal el in

set . (See the TI G Power Set %e tlbnﬂ
cause’they are not needed s
5.Reminder/ I mhermatbonnAyehl opeidal densasingaédd yt o R2Afanch 4T ar
or remind the user to checkampechagegespoparang anhtd faoanco
shielding gas (5a) should bélesedheFotorthGswibhict doea wbo
unchanged. Torch polari-J}y ionrTdécmedseewblf| ampbwapgebdineg
The recommended shielding gasnwrbl satWwags Bet10606% Aygbnn



Component I denti fi

12Spot/ StTihe hSprdtmetri.mer must be

240V TIG DC MANUAL function to appear to the rig
Torch Polarity: Negative (-) Gas: 100% Argon i s turned of f as shown in t he

|l onger selectable and the spa
The Spot functionArf et iameé.i mEmhe

78.5 timer allows the arc to stay

Vo has expired the arc will auto

hap
and
tro
for
Gne
ped
fou

10Arc
arc
t he

1 HV
app
HV.
i s
HV/
may

T Lif
wh e
sta
Thi
met
ste
ers
Thi
aut
ond
ste
i s
and
saf

11Up/
fro
set
amp
(cr

down. The spot function is be
tively shNQTUIVChbERL B whekedSpot fu
used independent | y0 wh#,hugé eofS
Stitch is predicated on the wu
ti mer together with Onhethsdt iQfc
cycle of the arc for as |l ong
amrdifnt er val bet ween a series
pens. The 2T+A and 4T+A, cohoughesdi mbl e hel st dowar dTBh
work with a type of Tl Gohotbthnegheppedewit hsachepar a

I and switch. This all owsphkéngséetiweenséeéhehwewdl dsr |
start and end amperage, edpbgndheéows es || dvVPeDRDTOAN TE: & il Ifl W
tune the max amperage ofunibtipbporéchb wbicidewtehtil ygewgh
al. See more detailed 2Tkt¥Cl RBRembt ehenthocmaThos &ypien
nd | ater in this manual Userisl bnsafaeedaaoampresiser h
TShtearTtl.G wel ding arc can dn'eesl ftt|ea§ thenart ' ?Startwead\
. sur e tthe Fl'rtem{eqlos sseuotto

can be started without conta? |n9 t he e oL an
met al and | ifted u to ¢P&€alf tPHesgrcHowever, ' sho
P modé the arc¢ hever extingU|sh
Stoar tc.cont actl ess startifgpulvf é-ec?)uilieu?%aluls)édprt%f%rerl%d1
B A I I A 1T LI PR L

) perage: I C arl s e [
now generated e'ECtrO”'C?%%¥§Wbt?ﬂ%tw%?ﬁa%@gm%ka%%%%i
starting may be restrigigdqiBn>oPReeRy} taNDEREe VB
cause electronic |nterf%%?%%?i%ﬁghoﬁstﬂ%spﬁhgl§hat a
tT hSet aortth.er met hod of starttUmped sofcfal Itefie Llifrieestmaxes T4
re the tungsten is briefAgdibdbie@nRallyo Whenméhgl SRRl |
rtT hewee aarce t vwichet yGresst dfs abihfét- Lshvagrn .t hough on the line
s lift start means the ttR§@lehhesPyl wegybapibourtadeH
al, the contact is sen e? n t he out ut i s, reduced u
n is |Iifted up and the "a g?lpé'dnlgtsa r?% Wellsd'insg pAr‘néqur
and job site fabricatorgnuﬁneggbagmpFrgmePBa{Bg_BEB%F
s type start al so disallg\X/stglel géjaHéltm@ﬁntD éféébtngPos
omatically starts fIOW'n?l@%ﬁ&§&@§pé€@@ﬁﬁ§ntﬁé heNCRE
type of 1ift start is agiiygateqppy fhe, 3Yhbelnobqyf 84
ndewehts | the switch is afl’iévtaéﬁrdeseﬁlnstg'&r{)nf))dﬁn {H&
touched to the work and the switch or pedal I's presse
the torch is then l|liftfedigpp@imédedhhiomé@thei pubbeudaktyT
er and is often wused Whela@jjUE,fHB|@Sgaignbgsbfi@h@dpu|
o S B e e o g Y draBR ol B PR RARB eV Por ¢ ime
m.the starAtl-snagt awepled iamgge rgpcqrea erPrtles represent ed |n

ting a deGned ramp up ti Bown sloe|g&_1)]s_)% t o
es per second  ( Fi 2

er age wuspetf rwen dtihneg parmeperage down t o t F&En .
ater GlIl) amperage by sethinguésgebﬁ Trcélm gPeuvIt%IreX]elsse
w%en usi ng the Sport) P mer M€



Component |l dent.

AC TI G MANUAL MENU ment mode, the function or pa
. di splay numbers/ Il etters wil.l

The TI G manual menu i s arranggpté}mslgékgnag B]henyllpnBWEpuo
the features and parameters OYFBh?pthgugeFQEtEHfgéfﬂf?FhﬁnwF
pletely within the context of ; G @PEFAI{OWhndBUAELHDLE QA6
DC TI G Output, which is S“itaBlﬁnyﬁnE"?lghnﬂliF"meﬁénﬁéltwe
e 7.Prel/ Post Thleow eTitmenrgs .pr ovi des

and after the wel d. Whi Il @w oind

i mportant to the TIG process.
the weld area so the arc can
metal and consumption of tung
in weld cooling and protectioao
and consumption of the el ectr
onds of preflow (more is need
"""""" be set according to the amper
mum of 3 seconds for welding.
""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""""" 20 Amps used, with 3 seconds
0 of the amperage.
1.Main Left Di.sp|aTyh,e_meoflmmzfgtsa\ﬁdrl%édfg%‘g‘f'%ﬁg%lppefaryﬁ'hz t;te f’teg'A:'n;
in the Mf';\ln d|splgy in TI G '{‘n%set'h% %el%?%%r%?creailh%gm?n
put. It is not adjgstgble. .'rquéet\rgolttnaeg?uvr\]u Islte%lvsv?)ﬁ% %%e%
color green to remlfa«ﬂjwlsealln*n%teﬂ'm%t_etshe \Walitlaeg?yl?cré?rlly
l eft control knob will pot ?Ihleogt%éjltu%tm %n_rtttcat%;aSst\ééEvJLatsi%%e'tH
oiher paramerers, vhe arantid vl Prga i e PROCRAT ye
wel der has entered into the i??’t'{h%tlﬁr(EI %S?e% lt?p tm%y.la
c? "yt BF] a%% ?age and assi s
2.Voltage Input ConGr mahi®oncoW@®l magei HdeptheConérmani opport
the correct voltage to be samplitedcoolthdemavehidneuddTliee S
age is 240V. | f 220, 230, orca208%V wsthuphpli édoat peddatout
age will still display 240Volintdesatrice voithge hiestooaohhis
3.Process VReem nvdieervse d togethere,vebrotlht 3caan dbe h|rgehmernddepend|
the user which process had9.RemotedTocchd TThiggRre MPBd alh CFa
highlighted on this machinethatramiendffleeedsearyhdepehids
and not DC mode. (This TIG mopplsi esFAC dit GDgoouwpli hawe
should be used for for welGiemgiAlgamidh®mampelmaglee§liadms}:d
4. Manual/ PowelrhSest iModdec at es Wht hce ;ngoaqoetet%fconatcrhOInleedl's Depte
operating in, whether in full manual moéI r |n algc?v(\)/ercgg
. . . ters _ar aVa’fable Eor a ustt
which is a synergic, mor e a%ta?rg%t%éa m%(ge.D wllnnSI%W%rg%tncrtr
many functions may not be availabl$ f'j‘or.agjust[melri)ﬁ %ng W
sihce slJope is control e hr
set. (See the TIG PowersSet $e¢l" AMtn the torch switch on
5.Reminder/ I mhermatbhonnAyehbhl owionsdesilianed to itmowml|l d cyc
or remind the user to checkcontchangel gohgr iampeamdet orco
shielding gas (5a) should beecsé¢g. HFbe Prégramms ngr ea wh
unchanged. Torch polari-}y imh€&l Gomathe swiltlkhadwagsabéeneg
The recommended shielding gasowighl saimvhps be s0@aWwWdArdo2I
6. Main Right D|spAdaJyustDevf/latthrleﬂpt cgjbjdlﬁt\?eentvv'th a separat
knob. By default this dlsplay ar Sdi gt(tas t i€ /gr% .
up nd %own sl ope but tl? %

nn
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the torch while welding witkhoatlt |y foot repédali vebge smor ¢ d
Remote information and exp13?> :ﬁlslon found | ater, i,n_ thi,s n

. ul's'e i's used to hel
illustrated exampl es. P P

creating |l ower average Ampe

a

240V TIG AC MANUAL perage. I't can also be used a
i mprove the wedtdatkpipreghea weé da

turned on, the Pulse selectioc
V selections on the line that a
turned off, the three boxes t

g Additionally, when the Spot t
able. Even though on the I ine
total the Pulse has four Raj L

not confuse Pulse functions v
di fferent functions, even if

Torch Polarity: Negative (-) Gas: 100% Argon

(6)Pddl, stragtehe Wel ding Amp s
mum set amperage of the pul se

10Arc TStearTt!.G wel ding arc can Y tihe tqeaftaeLUI ti nAMRy oS &tatsii g wa

arc can be star.ted W|thoutﬂ zag%@astr égéaerr]ntegatlheorrmﬁiar%u
the met al and |ifted up to ?a
u T i s represented or
HV Stoar tc.ontactl ess startingThewhnecrhreserutsmaalcyrcppelfrertrleei
applications, the wunit features an electronic form of HF
HV. This type start is verﬂy(éLi_:gﬁl'all'la—ﬁr'@PB'om%éhSIHu'-lﬁechfé{c
is now generated electronica&diyswiabhsubPalredcgs®@fofhgapysd
HV/ HF starting may.be.restré(i%%'g él'nilnwer?tmge ennl}/rlnbreornm?efnttsi r¥1veh
may cause electronic |nter hospitals. .
. represented in

Lif tT hSt eortth.er met hod of starl?ulnsges spe:ralsleecrion_df(tPF!S?o)a.rt.FrTe
where the tungsten is briefltyetputisedi soNQToadeOEmg tPeuvl esaey di ssk
star tT hehree aarce tV\Tdﬂetprresst o fs whilefet Lsstiaergl .t he. Spot Ti mer.

This |ift start meahs t 814'}-\'2291%?%% e%c?llsw?\ﬁ% |nlum% rT%gﬁcI,?
metal, the contact is sens %S%Iﬂﬁiltaft]%so%tviteelnSDrCeaLé(ré%?il\J/
sten is |lifted up and the atr ¢ iH%r?tzar(tHﬁﬁ', L'&:i?—rie%u%n% er
ers and job site fabricator%e%%%?%s%fitco%lt|r|61i|r.1atq.%rp]cie% I
This type start al so disall?\g%ugleld %%jl"ét%dtaqug/ el i‘fn?/gptufsgeés
automatically starts rowianWrﬂ_'%r} ttf%rtnﬁ”ﬁ% M%qiu% tc u%p
tyBe of I'ift start is aCtiV?th%dw%¥dt.heT%Vé'itnfi'@h%rmdf?%%t@mv%%
stae@atil the switch is actd Vea_etde.d'Lovxllenr -ta‘rbil-eszq,ur&oan%ei’teestmes‘ert(r
touched to.the Work.and them‘g\ﬁ\("itm(ﬁ?n %%P%%??Ii“so?r?%%eg\’e:f\
the torch is then |ifted up and the arc is struck Thi's
and is often used where HF/SAC BaRkxagrseesseesd rasctaedpercentag
11Up/ Down SUmpesel ddeaneirs.used to?era?nEadtjhne teaZr%pLehrgaog;ep Ioul;ptng z)fco E;
from the startisagt aweplediamgg a;wboetr?/agielgebsy%rr%es t o deoxidize,
setting a deGned ramp up t”in%'e W ?\an§|oanP%sis% use ONre%
amper age uspetf rwem diihneg parnmep e r asqervdeoswn rtovei d ebEV\toauaIt:deon
(crater GlIl) amperage by setbtlr%%% i%é %W lé[a% p@%lt

12Spot ThiemeSrp.ot functi onAf € anpn’cmlmlremshaW|tshat'EuragsjteeSrmeldongev

time. The timer allows the swuwmptoost @ay é¢her Jungstfeoar pohe
After the time has expired tlkeduaes Wwielt goiomgaiintal thesw
is stild]l held down. The spotufngsteinonwhsclheswi | ise@qunr2T

np
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puddl e. Additionally, at 50%i ngobiuti verpolt aiint gauhe eedt
by the cleaning effect thatrPasistitwer golwatiln paercd spdinest, rnan
bly wide. I n reality, onlysakedt w20 be 40BwPamnidt wvélpag
ed. Typically, an AC Bal anemdmionsetting of 25% to 35% is n

suf Gcient to provide good cleaning action with minimal c
NOTE: AC Balance is not tmeSQﬁFySﬂgﬁrFo'éoﬁ?PSptcPESWPﬁﬁ
lines on the Aluminum metal SAUSFEwWa¥FPd spg8EdSAF&E6rcaROE
sirably wide cleaning linesbPUté6rvitél @ WRhplérpatieree geend gfe
resulting in slow forward tiévéﬂ0Wﬁére&§é5tﬁéf§M§uﬁtm6fe
ing action has time to act ®ARVE smalPl M3gp¥aCaArwayshgseos
8
var
troa

perage to maintain f aettcHiorgv&rd t Fawented. hwi phcampeat
AC. provide as much heat as Ad

rial, the capacity to pene

240V TIG AC MANUAL
Torch Polarity: Negative (-) Gas: 100% Argon
18,9
Volts
oss | 30s | 10a | 1A | aa. | 07Hz | S0% | 50%
PreFlow PostFlow  StartAmps  EndAmps PulseFreq. PulseTimeOn B
2r | W | oss | 10s | | 1200z | 30% |2
Remote  ArcStart  UpSlope D. Slope ACFreq.  ACBalance Wave Form

16AC Wave Form Control. AC output creates a wave | i ke shap
(viewable on an oscilloscope) as it cycles between Posit
tive polarities. Nor mal AC wave shape (the kind a power
provides) is in the form of a Sine wave. This is simila
waves in an ocean. The rise and fall of the voltage as
Gnes the wave form. A sine wave offers a smooth rise an
rounded peak that offers a more gradual transition. But
this wave shape can be reformed to create special wave f
which i mprove welding properties. The wave form shapes
this unit are Advanced Square Wave, Triangular Wave, and
Squar e Wave Each speci al shape i mparts speci al charac
the wel d.

f Advanced Square wavaensh&pstofffrerezeFast wet
properties. Fast travel speed and a well deGned puddl e
mar k characteristics. It does so by maximizing the peak
of the wave form with square sides and a nearly vertical
wave shape with little transition between negative and p
ty. This wave form should be the normal wave form used
cases.

f Triangular wave shape offers very |light penetration sinc
shape only stays at peak voltage very briefly before it
The triangle shape sl opes up and down very noticeably, w
mi zes penetration and heat input. This is not recommend



C

omponent Il denti fi

DC Stick Manual Menu: ment knob. By default this d
The stick manual menu i s simpﬁdjsysgmranﬁpto{nogfa[) Ene ];nurqﬁglorr}
. t g 9| R aM num ﬁrsfleftﬁrs V)
er, there are a few functions a Ee ser S ul d ake "no
. .. AT ter Fecon]ds of no |ngut 0
these setting and not prOV|d|n9 a se;1 I n or hem m ma
di fGcult or may make maintainltnona gaFigggeith gettlpnéowg
ang return to?Nﬂéeda%:%'uk/e wﬁm
play function wil!/l change to
7. Remolthee. remote function all ow:
T°'°""°'="'V"°S""'e(+ with an adjustable remote to
V 8.Voltage Reduthé oiRDeaitc® & & R4
|l owering the OCV while the wun
hel ps prevent accident al shoc
Volts

9. AnStiiThlk:samtck hel ps prevent th

the weld puddle by reducing t
while welding. This makes the
actually prevent the rod fron
| | | sticking fast in the weld and

1.Main
t he
not
remi
knob
ters
par a
ment
2.Vol t
t he
age
read
3.Proc
t he
hi gh
and
4. Manu
oper
i s a
tion
Stic
5. Re mi
or r
shie
unch
Some
typi
case
6. Main

Left Displ alyhe Dveoflauwalgté OBE Gtpd BB ®mf §pf 4y e helps improv
Main display in Stick medo®VvVides RAedaseed Orecddiengaghi

adjustable. The voltanow! tsitiaghtivays oeswisPlamedr 4 g
nd the user that the voltiaee it s menm padmpsodR! e heThe g
will not be able to adjpest imelttedig@andWhicleen adj bet imug
, the voltage will changgaffurngliiconeandowiek! tdi speawnt
meter. 1t will also turmmpedalge ith@i matcthiinte has sente
mode . tened. Typically iron powder

age Input ConGrmahionco &I ¥ E@SPnpufOCoh EPMYPPioFFEey it
correct voltage to be s&FpIliv @%teraanph%e"r'rya‘%qwq'@n*‘eedrerqqséw

is 240V. I f 220, 230 oPr2P&V! NsS§@6§N|@ﬁ¢WW@mM@m@%@
240V. storage of greater than
similar to cellulose to keep
ess VReam nvdieerwvsed togetherg, bogds 3siadide B ai f erMdd 9Ffvens w
user which process has been selected. For Stick, DC

lighted on this machi nmt2HOd SdRritsy Tismet-hig edur dtziron K fg
not AC mode. (This wel ddPtis§h@ritedcpevéuepdt hehipry 1§

al /| PowelrhSest iModdec at es WRATH BAPMEe@ e heOthalchi el gscloser
ating in, whether in fullP'RAnYWRLLAG&e Wo! i dhabbwel 8ef

synergic, more automatdédem®dddl e nTPEwér SeFOhEFe OF
s may not be available fa(gre é@]vﬁétﬁ]@r‘?t amPY ki Setge t@r

k Power Set section). ows the user to use a tigh
the we l The Arc Force wildl

d.
nder/lmhermaehohnAyehlO\Mei|%wd%§)|pgrbe(q mtaqei|r§,fc2rorv_ Addi
emind the user to check 2@t G¢Ghage  mel zbruidtdyez_inq-ytpqcca(p
'ding gas (5a) should bgeyue¢de 1R $hiahkcelhiyg o3eea
anged. Torch polarity iQLOS/otii%kt'?(bql%BaBN%'r*Faqﬁ'H@e@—Wﬁem%ﬁgse%
rods that may allow usg @R th%qtraq@enlbeg%trio\b%,ﬂlg/utst
cally not considered sta;,\p@qt%rp@ngyp]e)% cp,reagreedf%rtroecag@olo
S . require higher settings to ke

Ri ght Di spAdjyystDewiatuli t RiRgfSt Bd &jpuossy-. stored in rod ov

nT
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Us i ng t he Power Set MBafmwn&ations as well for single

and may recommend a gas change
The Power Set function is anga@b@mgedaﬁyﬂng@giag ftuanakifen deas
vide the user with a simpligGedceels YRIRLOCOHS . by | isithe @se
cooded graphics and preproghemmggesedbti MOsc WwhRpedt paAnkNEHE
recommended standard valuesandnegapeicta®@nohe ahe 1 eemomyende
provides an adjustable settime Feeommabhdwei amd Behew, thee

setting to allow the you to Gne tune the settinq to better
and your welding style. It é\lé)H'ITéblEspor ebveenlfsead CLIMPH egteedeyr aul_nw‘
parameters in the manual moééegné'éﬁ‘i%irngiggtfﬁgengé‘&a%#'_
charts and user guides. Pow@r,aégtmeitgrngtdjrlfllgéﬁntenlt(§ lsn@ytll?g éé
wel ding situation. Position,m'JSEniarrﬁtCh(?gsF’StI\,t'Qﬁdtﬂélérm\?lé(lc(flarll
the accuracy of settings. A&’éliltihgngﬂllle,W'irie'iH—E)L?tt\vglglségg’i
the acceptable range, it mgn)'(ngffggtutsﬁé 5@36r5@ r§¢ af eplE

el ectrode (welding r od)nwmodrk asbd g
To use the Power Set menu prepething rkeowmmenhd@td$oni NEVienb &s
parameters, such as wire typedatspleetbethabhyret eI Proeepe) e\
material thickness to provide wseabbe eesektroddethese anpua

setti® dgsaveouw o reference i n peurs@rmaemrda Porc hBAKé - § AdB hIQIUIIY n W i
tings provided to the mneEmbai eéhbgosemeé et tdhgisndusiceytasc aep
settings provided in the pr@gbrnmr@ifngh@annm@t work for ever

application. The programmin i s desi%/lned t Vi a tar
ed setting, but the wel der %pgvgréreévigggs 'tgﬁnsesg]arg((jij Qt
| ower than the target settimaeg ‘t@|mlp©_rﬁ@o&1|h@WtG@eMTalmmjlamthe(B
di fferences of joint designjnusegawelsditiongtheyhbeamoamd weél dop
the range of adjustment is fjastimgngenadheusmmenuhéseradeclidmi
ch®nerogramming to attempt toikeéeeplthdjusimehtemtogobegmhde
track. The programming will tbhlgecthkefTthel ibeisnad j¢ dhsytomeant ogpfetrear

range are reached. The PowegBekeinsaaldsmee@hoidppéeédnaivilgavi ou
aids to help the user see anthevimawalhi zemodke settihegs nf dh ene
tapered graphic is also coI@ﬁf¢@deﬂce0|mndu©@teoa oormabct

and guide the user fur4beedj e ng i
from the recommended settin <80V miIG A— i mi t
wi || eventually change from LorchlEclauty2Eos ivel() Gas: 100% COz y to
t he gseanfetonéelsas per mi tted adju V IPM

Keep in mind that synergic 164 180 ccou
and allows the user indepen | rrec
settings to accommodate dif Volts B Inches/Min me nt
ence and skill. Reepne mbred : c e ___..I,—"

arkei dden’twharti amlnesnake a di f 55 | 155 | oos | es% ef f
tiveness of the Power Set se Fow | BumBack  Inductance. TRV
every eventuality. The -pob i S e @ rrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrr ed o
wel dingp/goocmtGtdesi gn and a [ — P At o
|l evel of understanding and e opera Powe

been tested for acceptable fLuwRéhonhendewet BdUShbde! BGO MR
ing conditions and parametersifoem MmeEReARI teuUpPPpREESWE]l dbhngoe

't should also be noted that wgetdgdfbhatmane PE&R§OETrHPedpRNc N
er t/elrre generally performed iply mMupldtiicPaltei nPga Shsoews tfhoer abdejsuts trn

short circuit MIG welding. ThigpohsthémMphraméPed! FeirRg BEj G

n
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Stick Arc
Di ame't 0@ @ e

requires

(wire,

Set user

For MI G, the required i
process (for wire stand
type are assumed by the

of the wire diameter an

For
and

TI G, t he
Mat eri al

required u
Thickness.

t he
Rod

For Stick,
Sel ecti on,

required
Di ameter

denti fi

Amps MIN@, WiTrIeGFeeadn FprpSadi,ckhePaowewrt

|cture. As the user makes
ed M S/ FduEdnt, the graphic will a
en sttanwyealrldow va ed aGma lFll yu xt ©Tored. p¥F
hatpetahe sa dii Usatrmeyitt hi o nn gt mi GG MAS
ni g steh atmomear. f orrhmea mpg eMaYant®t ahe
Foranat hern ha djrwes tt a elag epat enme tsaarme Q
Change iat eapR@afsant hatt @ ot gtets§ro nic
WintuénbRiramet exrd j ars t Ml @r if aln ctt hioghlkn
al we eand ngitmMplng ragleay etdlue egth o sTe e
CCgprmBamins @mbe adathlual mode are eit
oW olfavaaitbnalt @ cammgn datti QeI ell W &Ts
thasome FUnmciIP®hisGa hmar amatee N s mi g U

progres

inditehttesnlt Feorr ®pemnme vde & rprogds atn da

me vtf s ,a df Wis t imehit ¢ Ftog s skl tetcitm®ds Itih 3
opespwWR Gructhowns, thwaywifrreomitalimet ee

r e ffa&s @nutma tsie@ e t@m@e t hickness of
speed. Al so, tirewtTange of i nduc
that will typically produce t he
setting for inductance will wvar
This range will not al ways be s
l'imits in range orbg@gdetsteitrsg dfor o

n d:rurer|ié1cgtriddé)h:e user input®s cCcr ecé
capaC|ty at either the physical

de @h&d g BRUVoRdTayMe & Sverridden
LPhyslcal limit of. the wire.. It

nput parameters, after selectlrlg‘
dofferded J Power Set, mode wi | (

ar f ee processes, the correct w
needed. |l n, some cases I t may L
s 9 Iae| Cnt Ieonno uO fh tahde uvglt rmee nq ' OtCoe 3 se)t 6%

d mat eri®ai®U9ni &l e'Ss . g

s t en

Torch Polarity: Positive ( Gas: 100% CO2

Inches/Min

Volts
r”—’

---.."

PreFlow  PostFlow  BurnBack Inductance

IMP
Units

0247 | 22GA |

STD |
Wire Dia. ~ Material

Torch

1. Main Left Display,jubDef atlet vd
adjustment knob. Voltage is t
are no other adjustments made
only apply to the voltage set
will change based off of the
use electrode posi-Bhvelfded. FT
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( 98/:2oAr S€C®i nless/ I nox), Ar
num), or NGoGad oNFBte€&l uxin

rch Polarity: Positive (+)

Gas: 100/002 modes .
@ I 6.Bl anlbukrea. t he Power Set mode
gray and bl ank. No informati
Volts . |nchest . 7.PrFel ow/ PostPFé ocavndifests. Fl ow
I,—— pRms= shielding gas flow time befor
RN ||| | g . . ) .
reducing contamination in the

be del ayed sl i gfhltolw tbhiymet hues eadnr
provide a gas envelope around
torch and provides shielding
nated. This hel psNPTECENntl nxg
cored Wihied dofeldi wkres are FRlypoircead Imo ded ,ecRrreodaend Post FI
negalt.iveTl{e default _aaphic meangr eandln tthteiTgmpa(cal Wiyl b bet bl
indicates the adjustment raﬁg@ooﬂ—ﬁthwﬁaﬁ’ﬂeﬁgds fhe Penate

adjustment indicates the e%%@@%%q%d ssettth|n%ml%%tntar6¥wl??r
the green range of adjustmeg '?ssﬁ%e% ?%

mance. The highlighted bars Eﬁ% nre%dy?
as the adjustments made to glep gmlég\m
b%arrcy .t%.

Wire Dia. ~ Material

3 vaa

u
t
&

—

desirable and |l ess I|likely

[ Pl @ R

s >l oTomys
R = (e U

o KIS —
SV D
O Wwueao™ — o

2.Voltage Input ConGr mahi o nc
the voltage that is to be
is 240V. I f 220, 230 or 20
240V. The same applies wit
used with 110V. WARNING: T
240V voltage may result in
and severely damaging the
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an dwWiGars Wieani endl etr ;sg e tghoeor sptoatrht ingampd i3na on St eel
the user which procé@s%ans megabdhatabééngsebéeat
Powelrhdest iModdiecat es | %th %o a8 T eV Sila
ng. The Power Set mod g
eliminates some wu %
any functions may no |
et or optimized by the
Ri ght Displ ay, ADgfuasul ttThWer eaRgedo®peedubit aptay/
feed speed (WFS) with tiaght wadkadt mentangesesbt hdahi el d
cate the wire feed speedavetni @i phepernhclkees Pear PhlweruSe
Per Minute) M/ Min or AmpsedTbihsthe twheedéfypel sesect
side. Other paramet er g e aceeds tflurnsc tiiso nnso%wWs%dl a mbtreg t.roelptree
ay when in adjustment wmodendWwéeatt he Welt é Feedf SEpee
parameter is selectedtfype aéjestment Adhesdi spgl ap w
After 5 seconds of modenwul lousadjuyt meowvi db a8ay
ion, the selected settiumgewisthndsf ablat back woll heh
and Wreitlug na dtoi wenhli  ewe | dainndg ,matyh en odti spprloavyi dfeu macnt iaoonc f e
change to read b5actindli ceesmsucédcampénagesouepen. thou
gas selection. A selectéevill Goprepassewi bFr amowayénes
(75f25 At/ )f ocClB0eéllPPDRLMBO &S&ads of adjustment.
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AC and DC TI G:

240V CO: Power Set
Torch Polarity: Positive (+) Gas: 100% CO The TI G Power Set version has se
function. The Pulse features a
164V 180|PM form is selectable in DC (AC pL
Pulse is Iimited to only the Pl
i )
Inches/Min wave form is Squarfa..The ot her
Amps have been optimized for ge
to simplify setup. Users may Gr
| 5s | 155 | oos Tl r equire adjustment to the recor
desi fiend edtect s. Material thick
.[@|@@ Tungsten Diameter. Pre and Post
WireDia. | Material | Torch reduced to an automatic settincg
10Wire DAlameyt®erdoubl e check thata i °’ameter
sel ected when operating i v g . he
will drastically affect t Gas: 100% Argon set
The wire size ultimately er i
selected and ultimately ¢ V A on
since upper settings may to
so that a transition to s | f
and the gas is not changed e
will be not be stable. . .
l1Mat eri alSegtTthiinck nneastse)r:i al t
achieving a good weld with e W
ness is selected, the set t} NN BET N EE RN TSN = t o
the thickness of the mater ! S n
select the setting that 'Sl.%%?nslt%?tbﬁll%WI'aT'S/h,et?/!eo?lkr&a?ﬁesw%
have to wel d. I f you are un§%%eM%|ntlale m?taa St LI_?gnes§j t
take time to measure the thickness r 58 eysln Wl|lm80'?
) ) out.pu?. OLtpol v.o?&a.ge I s. not
Material thickness may aIsodtleIslpﬁmar)}at.i(ra1 Eﬁret%lovo\fvlrg?efelnz?o
wel | . )
adjustabl e The | eft control

12Tor®dl.ect the type MI G torch utshatngi sotheirn g ausaenk.t erTSh e t Ste
torch wi BT°Dibhei sl isshtoeud da sb e t hteh ed esfealud ¢t esde tgd rnagme theurt. ilft wi
the setting f o3p adohfeithoer cnha cihsiented@mngéd i@ the adjustment n

wi || not feed wire properl ymi Adso, FbrtFHaGspOowviglunabwap
connected and the gun is rEOR/oPE § Hpu? eshaf mhffo Wil Ra
function correctly on the &Jp\
corr ect voltage to be sup
13UniBvser | ast recogni zes that itshex4e0M.s laf n2e20d, t23 Op,r oovri d2e0 8\
units of measures to differemiIilndijspiiagszaﬁ&' uegiessst bk
This uni't is equipped to re?,d i n _ St n rlal (US o]
. ) 3 rocess ermnV|eervss t oge o
units such as inches per minpute oOfr ﬁlm% |nch equ|
. ) . the usSer C rocess as e
is also equipped to read in F}Ietrlbc unﬁtts such S e
) ) al so e Iqu ed” on IR/I%I S
and millimeters. Choose between ¥F ﬁ]%t 1?) ar .| élhrr
whi ¢ h ode | i S in l(] i
the screen to convert al | rel?vant mq.fr\ ureAleents t? t e g
) . . on fgr_ % i S~ on %/ su||
reqguired units. This can I%lo g/ea in mps for protocol s
amperage to be set instead o{n'wire feed speed.
4 Manual/ PowelrhSest iModdiecat es whi
operating in, whether in full
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which is a synergic, more asetmangd mo@ec¢ ampehaBewan8wbt o
many functions may not be awaikel abteahdr cadifust nedt abDdpe
set . the Remote function also cont
ters are available for adjust

240v TG — nates Up and Down Slope funct
Torch Polarity: Negative (-) Gas100/Argon Since S|ope is Contr0||ed thr
used with the torch switch on

V A@ tions related to the weld cyc

I not control wel ding amperage

Volts Amps directly. The programmlng on
of the torch switch does affe

4T+A, t hough similar to stand

TI G torch equipped with a sep

all ows the user to use the we

o ]@ @[. @ """""""" Ao | amperage, up and down sl ope b
emote TugdmDa  Material  PrePostFlow amperage on the torch while w
5.Main Right Display, Default B'E Blzagl{ﬂ'%er'?nerﬁngtere |H¥8Fm$
Adjust with right adjustmentman e]uaslt.llrfr;‘teﬁlsexalmgp
cates the Amperage. I n ad18u$\rme'|T$rteam1bldce,wetlhdei nfgunartd ocnamrb
selected wil/l di splay and thecdicapl ¢ st@mbéesd/ Wwetheus wb
indicate adjustment mode. Ather metsécandsl ofted upptuob or
of any parameter or function the selected setting wild./
the amperage reading thleﬂeﬁyr%,tO?Btctohnet adcetflaeuslst S\_z\rihairtteI NYg |
actively welding, the d|sp|§§pﬂbﬁéEﬂ8HSWiFPecHQhéengtPé
ured ampdrhagearewt put .yeIIow.'i_| 'dgg'i%nte%p?osﬁ%rftor'mSoYe.ry S
remind the user to check or'éhgﬁjeﬁvegsgleéraffag 8}18(:{508586}
shielding gas (5a) should b&8Y(EEGSLRLI T fPcMay pPg LEELTIF
unchanged. Torch polari-}y iﬁna¥l&anSSee\INFICFrgln\'/vgyénbgrﬁgé
The recommended shielding q0asfwiht aftkhieary smebteh 0ld0 0o% Asrtgalrnt .
gr aphi-mtT where the) tudstienmdicgabes etfhg
and adjustment range. The cgka¥ $7 Pchred Bfrcd I BT etWyGk st befg i 1D
color the further away fromtThhe 1e¢eopmaendedmeantci pget h@n
adjusted. It will change fmemagreenet@eonehkceowjcosepadedi
the adjustment may stray togtkar ikromiihbeg Ugcgm@peﬂﬁ@daﬁg
that performance may not beegrdeahd Fvensitheughptheatolbar
designed to warn the wuser tITqMStIp9p§egt;|apg Ma¥ondl syl €bd
sults, it is not an absolutgugemdeianfdl yhetHpes shewldgr
served performance adjust a@ﬁgr@ybglbf |l ift start is act
6.Pul se FuemcRdwar.Set mode f eatSdréd de;mdy,sn{p“kbeedsvgl ttauhp psroaCt
cess for pulse. Only the fré&uéﬁé'yh@quoléhgd WeEKkappnd. t¥
On and the Pulse Amperage ad"dakh§ chrdcrho'tsatdr}%%tla'bflteqr
programming. These settingS2ahees Bﬁfjahée&fgsnth'é?dt?’l"@ebﬁ
satisfactory performance at TRAg,st e arthiei Adgheatmeertlefr Poufl sten el ST
the Pulse to OFF so that nogdktedwmeAeYthe dmsprhavyed. Ahpst
'y start adjusting the pulsenhiegu@ane¥. selected. The gr a
7.Remote/ Torch TTlhggRemPedal u®dRitPd ofdt ttihfgsTungsten and co
that are offered vary dependPNPTIEEA ZM/%é_tamérhay\@l}eéerun,g
modes. For TIG you will hawate?TamMiThrRedadbai 2khRssOmusd

po
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achieve an accurate setti DL &ftiAkrkps. I f the exact thickn
|l i sted, use the next | ower stekndar thickness and adjust
St c perfTormance Telles upon t

needed.
work well. However not all/l P OSS
240V TG pC Power Set l'isted, pick f[he selection witt
Torch Polarity: Negative (-) Gas: 100% Argon ma y n Ot wor k In -eV er y case. F O[
For E7014 try either 6013 or 7
V A results. The simplest of Power ¢
position for the ideal settings:
i enough | eeway to accommodate ot

Volts Amps
utilp®

===

11Pre/ Pa@stFlpow. and post fl o Amps er b
set to off, or Aud dARutucmat i )
cally control the Pre and ield
wi | | set the time accordi g.
‘OPEl i minates all Pre and

‘7o1s| 1/s"| 147

12UniTthsi.s determines the uni RodType RodDiam. _ Material er Se
The units can bel M@l edVMETIlE Mai ai Leét Dinppl alghie Dreofl aualgte \Wo
units of measure. the Main display in Stick mod
not adjustabl e. The voltage

remind the user that the volt

knob wi Il not be able to adju

ters, the voltage wil/l change

parameter. It will al so turn

ment mode. la represents the

wel ding electrodes (welding r

This is not an absolute recon

use el ectyoaer welglat i Be qure t

manufacturer information and

wel ding polarity. Electrode N

rods |like E6011 and even E601

2.Voltage Input ConGr mahi ®nc o V@
the correct voltage to be sup
age is 240V. | f 220, 230 or
read 240V.

3.Process VReem nvdieervse.d t ogether,
the user which process has be
hi ghlighted on this machine t

and not AC mode. (This wel der
4 . Manual / PowelrhSest iModdiecat es whi
operating in, whether in full
which is a synergic, more aut
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some functions may not be available for adjustment and w
for best general performance. I f optimum performance i s
achieved, discontinue use of Power Set and use the full n

ting to achieve better results.

240v STICK

Torch Polarity: Positive (+)

1857 | 1504@

Volts Amps
_____----III"'——— @

000 @

| 7018 | w | @ | we
RodType RodDiam.  Material Units
5.Right STde DPmpeltage wil/] di splay in the main part and
wi | | be preset based on the user inputs of rod type, rod
material thi cka®ss. The graphic (
the recommended setting and adjustment range. The col ors
graph wi |l begin to change color the further away from t
mended setting the setting is adjusted. It wi | change
yell ow to red, indicating that the adjustment may stray
the recommended setting and that performance may not be
Even though the color code is designed to warn the wuser
setting may not yield sound results, it is not an absolu
the user should rely on observed performance adjust acco
6. Rod Tlipe.feature helps i mprove overall rod performance a
provides a base for the machine to Gne tune parameters.
rod type is not |isted, select a rod type that offers pr
characteristics that most nearly matches the rod desired
7.Rod DiTahnee tseerl.ecti on of the rod diameter is important so
the correct settings can be achieved.

8. Mat eri alMaTtheircikanle stshi ckness must be set properly to
achieve an accurate setting of Amps. | f the exact thickn
|l i sted, use the next | ower standard thickness and adj ust
needed.

9.UniTMthsi.s determines the units of measure used for Power Se:
The units can bel M@l ebtVMMETDI €Eor either | mperi al
units of measur e.

pp
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NOTI CE:

The foll owing sections cover M
and basic operation. Some of
the same functions. Take not e
described i n a way that i s spe
il dentical or so similar to the
peated or redeGned. For exampl
TI G, and it behaves similarly
The general description under
the operational differences, b
generic to accommodate both pr

t
C I
S
e,

for
Ml G
ut i

oces

NOTI CE:

This unit fiematireradurae.s!| advirsume
started. It i s used to I mprove
sion during the arc starting p
wel d at the selected wire spee

Spot/ Stitch nf umacyt iboen ,t utrhnee dR uonf f
sirable stutter at arc start.

ans
arc
roce
d. |
on
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Using The Trigger/Torch Switch Remote Functions
Operating the 2T/ 4T Re

The Remote Torch Control fu MI G
cesses. The Trigger (MIG) a Welding WFS I des
the user to program the we l l oo N he w
controlled via operation of o..mﬁwé ﬁvcvanoﬁ"_'"é“k ul d
with a Remote Amp contr ol I Pre-Flow (Crater Fil) - PostFlow Gun
wheel . The switch itself p I:Releasel:‘Pwiegg;erTrigger
to cycle a stage O0r St agesS [t T and
behave similarly in 2T and ry s
in both processes. 4TMIG

2T function control s adnrdhdod fd Welding WS l e p
release actiompulThitdhedd rt t_gag 1 Sonsiome oo 50 _[

to most users, but it inva®ln B et ﬁv%_a_ugm
andobfthe weld arc. This is PreFlow (CraterFill) PostFlow  [EEONN oIS
trigger move in two direct :Releasel—'PrHeggerTrlgger
to advance to the next stage?@

4T function controls each st It
hold actions of the torch t 2TTIG ain
the slope stages and start 3 cy
movement of the torch triggd Welding Amps I old
flow cycle and start the wel 1 Sl sione o S0y , S
gins to wet in properly, 1 el Qmtom by ae N an
mal set Amperages. Pul I and Pre-Flow PostFlow gl Q=]
to occur Once the down sl of I:UP ON SlWDDM ON SWI T G
adequately Glled, release t - The
and the Post Flow cycle wil o s
torch trigger rather than h 4TT|G own
time the trigger should be t he
to toggle the weld back to s i | f
reached the bottom of the d _LOUPS"’N DownsloveO¥T e r
arc will|l terminate when the Prg;o-ws'am*"ws EndAmpsls O ISV
the weld heat once it begingd I:UP ON SlWID'DGMPH ON SWI T dREBLE
repeated darmotg mér@ntwet @ . b é p
but it is useful to helop mandaogbven hWehaIt temqoramly whI ara tV\(/)e
manage. mendlehde. | ocation of the knob ma

When using the TIG foot pedadMe,art hben WUrheampdtRawn oSded ea ocppenm
evatbecausetheuser® f oot is control I® wgtthhea BeleRbullflGu@u noo npRuessheuta | tl hye
i mportant Pe tfaubn cetcito m nfloyr tthhe®i nei FeaevhheBpeédad o mott h pPedelalh eGy n t

is plugged in. Amperage/ WFS. | f further adjust
Whil e using thePuWwlIIG CSmmoItrGagnsmlrecFﬁU|smlfofth output 1s not

p. a I and ead&ust t he, ¢
correct torch type automatlcally glves y ou cont " “over "th
gun. The Amperage corfPturldl ghkunsebe adirh etstpes eS/pg coauls gradg ePusolr  a v

Amperage from mini mum possi balned sMEHtG.i rNgptu pc et & htahte trhaex iamun w
the main Amp contr ol kno%PucbrKptrreessp)ameolvenwmitleoftrtehesaooalcharf

guns Amps or WFS, it st Ies o CERoNf GheWhZT/FZD PBaEnDdAL4
ming through thTeheseWilarreatSepeter Vg[eelrﬁlpnulgl Nt aIIows fFull i
ar e adjuste_d on.thg gun, wh|d n elomamrq_uhm Arp Opeﬁeqfvwrrcta|tdret<
screen. While it is techn|cally pOSSIb st Ampe

pT
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use the Pedal in any torch trigger or other remote functio
function of thHe wehdroycktéewnimpbeoager . the maxi -

mum amperage is set on the screen. The pedal then control s
amperage from minimum set amperage up to the maxi mum Amper
on the panel. The pedal should not act | i ke an on/off swit
the maxi mum Amperage on the screen, the unit may default t
pedal position Amps rather than maximum output within 5 se
pedal is pressed down the actual Amp output wil/l di splay o

NOTEhie 2T+A and 4T+A settings allowed by this welder in TI
are speci al functions that operate essentially the same wa
These scenhgiamgs faorre use with a TI G torch that has a separat ¢
torch switch for starting the arc and triggering the progr
arde potentiometer/amptrol. The purpose of this type optiond torchisto

be abipe otgog apr ¢ he sl opes, start/ end amps, but stildl retain
ate amount of control of welding amps without having to go
to readjust. Trholsl t @t tder Amplelo agfefe ant t o

during welding. The tapering is done with the slope cycl e.
torch conGguration is only meant to be used to Gne tune anm
wel ding and during welding. The maxi mum amperage is stild]l
machine which dictates the control the range of the torch
NOTIEh:e standard torch switch does not control Amperage. It

the programming on the screen based off of the remote sett
(2T/ 4T, etc.).

py



Component I dentification

Explanation of Parameters, Functions and Welding Terms
EXPLANATI ON OF GENERAL |WELiDrE9F¢ FOUNOT$ OONSspatter are

. t) and the wire speed is witt
Volt and Amp Settings (Shortatc'ar?ﬁ“mb MbGleduce the spatter

When welding, the two main ThRrodeohdetha@archegnnidlte aaddusome
and Wire feed speed. The fuhésisobhhanh @ollbagdedgieemMdevaat §ion
the overall width and to a §8e@% mxrtaent! f tthiei heStgihlt! odoashe
ot her words, voltage contanosthohé bBeadtgroGsenormal gcohhpodi

toes of the weld, and arc | gReth; oSRah! afke p8RoLAY BpaYi
The wire feed speed dlrectlg (é%@traﬂl(ﬁ t h ﬁll?'@p%’la"f‘n%‘?e'r gk
penetration. When setting th'&? ‘%%Itg%rd WP rgou Wi P Uv?tt'h otr
speed is displayed in Inchegtﬁgg Mh?Bt?he ad{ %hPQS gp
di ameter, wire speed and am %ulrsh%zﬁﬁl ¥e§‘§lﬂj %d 'i'é ttlp‘% fy§
mate industry conversions ( % %tf?el)r'o l ow of voltage wi l
.023¥ :AMBps$s = Inches per minuttOeeS(|(Pe|\m)geS) of the weld not pr
.025¢ :AMBpsl = Inches per minuEtVeen(Ichl\ﬁP)Ugh the Power Set featur

. B adjustment may need to be me
- 03&®:Ampz = Inches per mi nulggslth(J)\/IA or joi®ret ttry pa. t oWiptrio vt
. 0358 : Amfgis6= I nches per mlnl,utuét(mlemlt/l)range in the Power Set
045° A 5 = | h M tional setting. However, wt
' A mp - nches per |nurtne I|m|)ts with Volts and Wire

To convert wire speed (I PM) aindt spappeoxbawakd e rwshuepns , t ahnesl ewd urhee
conversion formula (for steelay: occur.

. 0 2I3PM E 3.5 = Amps Starting the Arc and Welding I
. 0215PM E 3.1 = Amps Starting the arc is a relativel
- _ should initially3b®&Atei mmedwt pDe
- 0 3I0PM E 2 = Amps tri mmed, the gun should be Grr
.03I5PM E 1.6 = Amps often r enfaemi eed® Atgtuin@é nggr asp, e s
L 045PM E 1 = Amps can cause.the arc tq stuttgr a s
ing theuwi rasmdstcirelati ng an irre
Gy s amps are imereased iniberpad, ?”Ws'w?? Shopld bR
: t%e trig i ? Ifolr ?heoc
di ameter .
contactl/tZB’paBmd)\oeutthe wel d. The
Even though you will Gnd genmneral caéc@umme nldod id cogwsetehsh ol det anmd €ife
Amps, Volts and even shiellengdg%s thrOL\}vgh a varlfetry ?f 1}rr
apps and online calculators 08§ rg &PFe : gtgf).om ﬁufgc{ure
A ioo ?R Srick ouf
speci Gc parameters for Volt an m|9 settlngs or "each "wir e
class of wire. The ranges ofOn‘ﬁeIlthendrampapabematessa@dalhelf
somewhat from brand to branguls$edbénsthe doreeadonhefpadbtls
manufacturer | iterature to déaobeftwi he pwpoaiti amge di reetl iyng
mended. The wire diameter alks$del iomi thetlbehpraotfi ¢hle maxidmo
what can be reasonably welded. mbhe it hane 1%i degtrelelsowWieng @k
and calculator recommendati ¢psli$ that dinoectpeopbé Gnavehe
hot or too cold. For some peeplre, aitomapyfnoexhe ofdee tonf
are used to. However, nothimpaglt¢anmhgulgshitluhnereat i wgtchiond
the arc. | f the arc is corrédatvjng pateadyl aousdy ennigmhl andt
should be heard. Th actual gunyiamgl eowndll camrsvuatyi somawdlesi

have somewhat of a
o}

e
higher pivechkhedhime Ml & iQui cklfy dkRee¢ opowu
|l ook at the arc t S

|
ee if ithiesgsheadyenandr poedgceisngal g

p o
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Key Notes to Remember
TAIl ways adjust Amps before|ad]j
fTSet A¥lcaQifd iadjtwost wup or diown
of . 1.
TAdjusting-ymoArec nlergiant iyvieel(d|s a
|l engt h.
TAdjusting more positive (+) A
|l engt h.
TAn Arc Trim setting of 0.0 ra
shoul d vyssawkkltael i homa most wijre
fTToo I ong of an alracHK etngy tthhjewitli
struction of the contact tip.
TAIl ways set I nductance below 5
TSet | nduXxi% nfcoer tDt bl wi t hy 90/
TSet I nduOtwahoe tSo ab nl ess with
TSet | ndudi% nfcoer tAl B num wi th
T Never-MUsxe FBbri Stainlessa.for Sp
T Never whip or excessively|man
spatte® merdt ibig d(particul arly
T Never use a Pulll Angl e. Al way
spatter and poor gas covernage
fUse only a Z pattern or ajver
required. Never use a deep U,
TKeep a smooth, steady and|con
hands i f necessary to do s$o
TKeep torch StShtdm"B.(’)fnoeioqje b
heights typically used with s
T Target havilhd@ronol ennogteh .t hlagpn g e
per mi ssli/bife wnpttgenerally|rec
speed and bead pr oGl e.
TArc |l ength/lsma@fhosteb itheaaoa the
poor feeding
TFor Al uminum and Bronze use a
TFor Steel and Stainless use a
fTfUse at | eaBtow5asdcbnde Prneec
to 200A and 7 to 15 seconds u
fTfHot Start is available only w
fUse a direct connection of th
es as short as possible Do n
sul ts.
TExamine work clamp regul anly
fTCheck cable connection under
to make sure the cable remain
set screws Grmly if needed.
CH
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Explanation of Parameters, Functions and Welding Terms

Arc Length and Contact Tip tg 0 » a.n C e ' Ne l di pg
Keeping a tight, short arc f nt ant
sions in the weld, especiall cont
Keep a®lc/ f8den gitl1G. For Stick VGROOV-EO E¥ 0 DOUBASROOVE st
policy unless usil/gB8i‘a hc el Isul “ Ei
stepping motion helps the pu
When welding in MI G mode, td UGROOVE DOUBIGROOVE wor k
(<3f/o8&° Shor3t/td@F bpcuSprawydPul s ﬁ Ei
excess spatter as the wire ¢ s i s
up the MI G gun size choice. BEVEL GROOVE DOUBLE BEVEL GROO[HE i C
and wil |l send globules of mg I f
noticed while MIG welding in Ei ﬁ redu
I f the arc is too |l ong the a4 t he
Pul sed MI G, 38 ktétffhaint haracn kakrhcg t E}GR_‘% %‘io‘”ﬁ

What Are the Diffe
Besides a butt joint (Flat|edge to TTat edge) and T ap | oi
edges) which are often used for thinner met al gauges, cons
one of these groove joints]|f - hen
cutting the bevefispoespeici a ¢l u . a My
to |l eave a small l and with
tion. In this case a tempor
bottom of the weld to creat ¢
backer to the main plate. T
However, in many cases a pl di
adds to the time and | abor |
l ong as the joint is fully]p
root gaps withoudut 1®&78apé&erdi nlgnu n,g .for
wire diameter and applicat] on. &?/hl |0

When Do -Rads eWeMud g
When wel di/fstigdmaveri bBe caref yl about i njg to put o]
much met al down in a singl e |pass. ulfti ple pa es Jto c
wel d along with any necessarly joint prepaljration especifally
small er diameter. As met al t S he r
required passes. Depending|u powe
used/jddai nt may only B3é@dingl [Lng 2] S S bu a o
met al or pipe wild.l require|not Iyu'efvetang@_u/w-to 6 oV
passes including a cap and| root—pass Sete—x e e x t

co
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Drag or Push MI G?

MI G Welding is fairly simple. JusA pash anglbeljangfeteenn
short circuit MIG and Spray Arc Welding for the | east &
welding Al umi Mhm aoned skaeflishegi Mhb & psp laigeGo yteod RiViuaxg| wel di ng.

Probl em Trhe@uhniigu en:ot
cal from side to sid
center of the puddl e
side of the joint an

e rtio-
ot being
ntrates

poor f u:
gl ected side. I't alpo can creatdqg more bl

side of the Cioairnrtcotltidopith e he ot her .
gun so that the angleg stands

from side to side.

VERTI A L CorreptT'ﬁecrgminqmg;:held i n a arjvertica
position. A variancp of 5 greg¢s or | e:
from side to side. The pur se | to pr e
from being concentrafed onWone sijde of t|
or the other. This bplances the pheat on |
YES the joint and k®eponfflusebead cenf{ered. D

this with push or pu“he trav,

OK Correct Thechninque: anjgl ed towgrd Jthe back

\ n

of the weld when trajeling rwafd. This
not exceed 15 degreep. Thi prov]des a n
more deeply penetrat]lng weWd. Usp this m
Flux Core wire is be]lng used. Usp this m
the unit may be reaching its max| mum wel

ty. Not for wuse with==e.

Correct Thechlninquea:n bljle angl edgtoward the

PULIO1S

front of the weld when trav i ngl] forward
should not exceed 15] degr s. Thfj s provi
and generally more pjJeasi ¥g wel d Howeve
| ower penetrating. This method tlypically
better view of the afc. Use for] most ty

PUSB1S&

unl ess deeper penetrF=3 achiev
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The TI G arc start can be petfahmedaihythseeobasiderwaysn H\
The Grst and primaHriyghaeroIstR-la\;'grtetalrSrttgarnhethod used is
start is a contactless startThwhiselk oibhd f pnehiSfitcam rinéedyg ubi yr ehso |ddiirneg
the mel/a8r dbecsist and using thwi remote <wrfaddceée vaft et tdhemedtd&li dt
state HV which wildl send a hbifgh hYolTuagstiempulosettr o kteheée hBun
the arc to jump and create damtgisheintystootulctdewotrlo, talel oneit r
kick in and put out a normaliwel diAngtéarecit i mei $ hies Tulmg sment
starting, especially with AlcomitnuwmitVhe Thiem, oft hehénTemget e
contaminated this wayWhahe ibhicségunieseablitsthled ¢ kirlolughotmer
This form of Arc Starting is uc¢
How Do | Per for e use of an HF erer g being
1.Place the paidrf lods g hceveruntgqlrseecetvm;orq(I VPItnceearbyln It Waikfh\é
2. Press the torch trigger d e [, \% prk
_ted. 't may appear as <Ez;n*rsatlairQquarepn daand |”f°3ﬂetiha§o Fb erhag ar
i mmediately. (If Live LlftTh'eStbhﬁerddScnfbéIthﬁtdﬁddrﬁdsa.ﬁtrﬁ'éﬁlrs' gn9eftl h |
3.0nce continU|ty establlsha:su,rrtefnet vee laditngviarhc awil li lv eb erquinrg.
be | dvanced_the t/(Br‘_oomtquqm c51<IH/UdsCl:|rQatfc%rerﬂs-onMat'hrbt i ¢
he t | ess while eldlV\/r}lq'ch is temporarily touching t
quick brush across the met al (o
correctly which can result in e
. met hod but is in common use i-r
a/ae '
A N\% no automati c contr oevialovie stho recl hd.i
( —~ ( . . . . )
this unit is not equipped with
0 a function similarly while al so i
l'ift can also be used whtthea TI
solenoid wildl necd to be cover e
How Do I capS[hat are included with the
1.Rest the edge of the cup an?|tdhéé W@rICOp’ieécéh§ohtOHaetS twh e nt
slightly off the work. Prless t g
the tungsten to the work &éiaﬁé tnrgetc!‘ga %édé;é( é‘src Wbtf}‘ota
2.A small spark may be notidSdd CcKs iist at d BdHdy. sOMPe €t e OT €A
touches, quickly and seamltappliyngr onteathe dt. he Thwep eth @ck rtoa ed
3.Raise the cuplhddr elsetsasbliind fh@&dngghart et §i sk of electrocutic
4 . All ow the puddle to form aflr? rﬁg\{eettyheBtuércl:ﬁ chl)rlevarbcf r%norrﬁ
1/8 or less height. can el p i mprove arc starting \
| Start
basic types o|f ar
pin point placelment
0 a match strike alnd
'Q < aL/wel d H | !
% Tapping Scratch/ Match Met hoo
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AC Bal alnhcies (iTsl G)h.e r el at i ve laemogutnit ooff tth emeMId&@ rwenlgd .o nTeh eA CA rcc
(1 Hz) that the machine spend$tiageeiandei spoeipriceendDle.dnblya &
the Lighting series, this isiveptbeeAtredTasmaipgpend¢nsted ¢
This controls the amount of pokéanivegtaeedrgcefflchendi zomae) uat
puddl e. Normally, a minimal mambduatr coftrdc¢cimeanil hgrleismés $mhobl
Excessive cleaning by usingregolmuech ABGebai aecet lmbi eagt ham
pl ace too much heat on the wihgsbobecuanada®@RdWinkEbht cameemamlestc bn
and even be consumed rapidlwusedTyphealkl ys2hotdi Be®wtsNVNollkdrc
range maximizes penetrationdwlwinl efptbei diohgamere than suf C

action on the Aluminum. BuBadke -bBaucckn function is a MIG

AC Fr equTehnicsy i(sTItG)e. number odr d iare st hpee rebmade koofo dtnht eh aw e |kda.e pBAUCK
cycles between positive andpeegatdi oé¢ polmer afyerOnbecwthre e
(Hz) . As frequency goes upstibé&iagcioondenpuddWwe asdthlee L
controll abl e. But i f the fiesquenaomy ngrowers .dfd 6t Heex gvini arhep aitesr i enxp
and travel speed may bk2GHZA eftcsred f t dyphealpluy dl es ebfabcekr w ¢ énmee
most applications. Use freqWesnailé¢y hiOgheol fRasetmadb i smsc
special joints where maxi mumi ¢ ébnatciko It oi st hnee etdiepd acflitaetrih etclmwen thvie
where maxi mum arc directabildioey netnebeeknt lawivie e tbiup nfvhie k &

ed, use | ower frequencies d?)wnec?ob%oRﬁwelﬁﬂlﬁ'sled/e&atcllla}lle)s!corwl fre

the arc may become |azy andelljec?rons. sed in TIG to Weld
Amps ( T9hQ@/rSteifcekgeAmpsn i s a meiatsamialbrh,e ammd umor e. Not used v
of Current. Amperage i sAmpgthisoinsetbe sovtandarcageit hode o6 f
will also be displayed whilepratervedy meéehddnogfi st Mc k& wmeddi
of wire feed speed. DC polarity of the tof€ohedi bBhdt
AnStii ckTHiSs iick)a special funtd§ tnhei D‘% %O'ars)' RN TR IR M &
stuck rods easier. When the0 oéh s acfallvatyed the unit se
vol tage ouput of the stuck DowvnaSd oplownb ICipTd &)d ttloe pd ervatn
sticking fast in the weld puthel eprogvemméeagi hg amadnkli amiomg t
to make releasing and removihg Ehd HAMmMpchketododngasi Adj siet ime a
vaged. timer controls the decrease of
Arc ForAcrec (fStriccek)i s used t or}PT crattehre a}oss SiP Y ddlrealq Wa'ls
Xx A = W) as the arc Iength e ho netgn a fuglcttlagns eélcr(]a
stick welding with short arcEndon\m|p8|QrT$.G)Itoro1Erh|$iseNV$srtethrFee®ct
injecting extra amps into tkherwelhd whénmevdilradéeé Gdeaps wh e leo
threshol d. This enables thecagwmperagd®heo wumeadt waghr edei vely
pending upon settings. It aksed hekpdstbotppevent famandoGl 4ge
user to hold a tight arc angemdailnuaien bédisevatoet sbhlbul @hibs
refer Deggnlimd aBthandce i ndustrgveArctherdengstenatsaseawil|l ul
percent of Amps over the set haéel di sg aAmpst ahsd DhHé wél depen
end of the Amp rating for stilok waledwinge And Fhakes actmiooe
due to |l ess compensating Am%gg%g% ??ag% %\éallbrilb/g HEIOSVUS%
pen regardless of Arc Forc ur ter'?%e ¥ar? u¥1 AN

such as E7018 and E6013 shoulléinu %tse%tHE T Qun n%rc/)o
for Cellulose based FIl ux rods u?_”l} as 68 § (]? %goff h%

Arc Llerngtihengt h is the di st aendc,e tbheet \AueseenrlltmdesleEnsds noaf b bt tthee tebleec
(TI G/ Stick), or Gller wire @Mle@)seandhehéopmdtheelal or the t
start _ i.s .created dy a HV el ectr

Arc Momidynergic MI G mode, thgapardcestirglnm Ash|g% Voqtcaontrqlov

cc
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; ; tiall . the same excePt, the tur
The HF on an |nverter‘H|FwaﬂogW1399?:|BpoygotFBE@g[ %ugpebgehg
synonymous with AC welding f"grintoyva§iqugl5?g 888t'hgp gsb};
stabilize the arc on a tran%ggh@e{h\g?lgﬁg gt Afe ?Y}’b%cgiaﬂgt
so sl ow. The two ter ms WefSnafh%”m‘c‘saBT“8Pde?ﬁdthBt?68PaE
I nverter switching frequenjcies are so rapid that the need
HF overlay is eliminated. HPPROWCIEEHBIOECVVEIst agpeHYOEVRISt 4
f rom the Tun arc i s not struck. OoC i8 gart

asten to the wolkpifedlpngn AEfiyai’sd, Baffs
sends a High Voltage i mpulse to the torch, t he V energy |
bet ween the electrode and tRPResWwoFkoWRioéMe & Tivn&Sh s t he wenlodin

ate after continuity is estéahli sheel] dwWwhgnogasesntfil owist pfiteresd
HV shuts off. On this unitfunetHPhHY gheaméowr ofcahilédpr
the back ground menu. The | €09l hthe HYrshamndaorempngstiea
HY arc and the HV impulse Ampercage cancabl sbhe23ePrioni deech
menu. Once set, these paramevéisi ekl asdl domlbe dThasgbdel pk
tempts to start | ongedwitthamankde psevenit seoxandaéioor ofodde v

pl ayed temporarily, meaningctkassdi athtihEorimpkéawse inkselhae
has been activated too |l ongFhWowhéor aeweayclSt 40t 25THRMPSh @i
age to the machine and charehoof daat wayst ble sibedk Fo-F0M: Gu
Grwei th the pedal or torch swAmpishh prepeeldyunsesPosetsEFliayg, gh
tion. Use the gas purge to $be wasdf adbweraterimhoameéadnouncGi

arc should only be used to $idgifke Aot &/ é‘y@.aﬂnsttheth € dvP K

Hot St ar tThAimp ss gtSttiincgk )c.cont r oslhsi etlhdei nign tgeanss iftlyo wosf btehfeo raer ct hset
by boosting the initial amp&law bleesstafbrofatt heawléeoa wqtol
mprove arc starting and rednty Phegeismeéheretodoedht of eshnagbli
el ps to prevent porosity atechévieeginnelopeobftbadiweéiddng T
as a percent of AmperagénoveéG modewehdisngrAmpst s Maxi b
on may be | imited by avaguisklyg Ampesuwageundi ngti bl welng
is raised near the topsAmpédragercf sthetwelder moHet e$(
forceful due to less Ampetagetbéekegtheaiarablaaead heyasd
ing. Typical settings caelbe betaéesn 30l awdg 7T0mwWe fdoepet
e type. Il ron Powder andtrLowkHy®Whege nh miutedha Ighaisi Icgarng toeit
on from 30 to 50 %. CeIuusbsa@eﬂddgfma%eraqu|5@r6®eto1

StarfhTemes(Sheck) me thego Pd bgpéps TQ%S?hia #h
r
D

t
t
n
S
t
(0]
t

O =S ®D®®D®O0 O
- a ~n —~ -

ot
Start Ti me wi l | be |ncrease(|j tPust kt[r”éjl a
nds works weld/ &°%.r plat ath ' g

n™San0y

W ITT 9~ —=9n 3
™ oo
- T oSO~ a O~

-+

o

Rt'%The extra flI
ctaAkcehdMygiG)t he action iweldiff drhentGast Hilowi g agiemimagr atl
e in stick that helps chpaeghBalriFfed piung!| gashhraeseri Asict
of the arc, whether stistfapibdi zeof examnad fGlasi ds Pptr oipel &
ot be turned off complepelpgsuflee usFer Moy arsdl Got user
h is al so clomég rlodd wedt & mcaeh | soguatd itinege schtsansisl i ze, unl ess ex:
rtant as setting Volts Qt’seﬂmpwzf@dbd'l'eﬁ%tﬁ)q%&uop)s roarit el to@nsgéedr N @ r

Sitiafrt tTdrGt) .r equi res to he
t afThertéhearAeg ct.wo t ypeTsheof has
live | ift start. Thi s e sart desttaimntg swielnl ise ad evlag/vbe B |
arc is started. When t hlef tRimeg sRlemw iiss toaitc hfear t2 g édieom
ed and the welder sends |lwe| 9 MYt ipBwe re &SsY stod nf Glsd &the &

of
—_

— s 0 - -
3~ ® ®0o S
o~ —o c

(7]

n ~ =~ -
® > nw o —
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used, increase to 1 to 2 seobnasweld chart. Consider the F
Power Set-Cq ™M G TNIR@/uSueilcdke)r. of F BFE UNLhi gRYEt p8RRFEssed in a c
set menu mode that all ows tRPal seleeTITB)G npwlts es ecvreer aatl e so ptewoa t
such as Tungsten/ Wire/Electtbde¢e Dyamet backManadl foypded, bande
ness I n return, the unit wiprlsproei deaaecelsalpleedr ahgé eof es
the user inputs. It will IifmOHAZand Theepel smosts dl vi deldei np
tions so t®ahavbhetasgo Hipeoawmgle admasxt éessicae | et t he Wel di nc
tine. for the wuser. For TI Gt hehenPowelT8éts medesomles 0o mesclald
use a simpliGed form of pul smpewiagle ohlagpeceRofFséfhmpay sedl o0
basic Pulse parameters are ®aedk s atshdartr ecnotn sainsdt ernetp rreesseunlttss
without having to worry abodmpadadireti sedal aadjpaupemeerntofvas et
that are new to the welder anducfhamblki asedi tlo bBbasnitcof umecrti
should be th mode that is peedtrhtiios,atsavesedpeedprrodi

on metals that are prone t o str

e
|l s There a Bette
e

througn. PUurse i s used stravegi
Pul se is ssentially a wavebyyovmrygiregtedebprtmerpub$ti sgvaer
wave form can be skewed, expaeaadefdnpoaempressed, i ncreased
creased in magnitude Eac change in Amps, Pulse Time On
and Frequency all affect aiérla@lesee,ﬁ.mp&Beé(SB@S@mptsiinStothe|1e|0r
ples below attempt to expl inptlheeparwisenwfystheapuhse wamed I
t he pul skex afmpnicetsi onmost. t o scalle.3|) |y setting a ratio of base
EXAMPLE 1 are expressed as a percentage
AMPS Eeak i“'s? ’ég‘g/s 1050 ta MPaSs;e amps, you are only s

Pul se TF?Zﬂfgoen 'Irpipﬁ”ne On:0 5(0 9 AMPS - As you increase Peak

—~~ DC Pulse Frequenfcy:tme {gpoot pedal, or the panel
4 — —Welding Amps ratio of Base to Peak welding
u cal |l y. To illustrate: Adjust
1070 , |_.—Pulse Amps Set the base Amps to 50%. Thi
Pul sie Hz base Amps. The foot pedal con
50 l l : SECONDS Base Amperage si msueltt arnaetoiuos.| y ,

1 s 2 s 3 s

EXAMPLE 2 2._Pu|se Fré’qUe_acyp(ablzi)ls referr
AMPS Peak Pulse Amps:| 1d0 dMPsured in Hertz. Pulse f
Base Amps: 50% and al so helps with heat mana
Pul se Time On :| 5% ound 1 tostBadhikagpppdigmarcset he
DC Pulse Frequenicy:f regHzstaappetheance will be |

e increased. T hiPa | ise sa Peslr P $Sefceorn
50—

3.Pul se Ti me OnP{Bad¢ aBzled Due yi
age (%) of time that the pul s

SECONDS

1 s phase of the cycloen. willdcrieagi
duration the Peak Amp phase o
EXAMPLE 3 the heat and wil/l i ncrease pe
AMPS geak Zulse 9?831 1GG amrsduwutdyd Saoyreyl Teh & wel di ng pt
ase mp s : b T oiTq
Pul se T!Ome on " 5o, Pul se iTs mes&h here.
ool DC Pul se Frequen|csyeit t3 ntyz up T-6 GGtpsi| s pr s ensoe tt edrhpe

or list of settings that <can be

J U U t tio@sverndy difGcult to deGaeedpul
25 applications. (Even though the

| SECONDS control is |limited to Frequency
s are Gxed at an optimized | evel

cy
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pul se parameter, whether iitwkédinggsesentyngbalupante, tbe maks
skew the effect of the pul s®WheKeepetthi s perpdmi ndodben mmalki
make only small changes to bhe paramdfeaestmena i meet ohdi pE
effect. This welder also allows the sti
A sl ow pulse between .7 andaBeS5cHntwbthdemiequal 50% pul se
somewher e6@oRnldsa AfMp Settln?e?dnnbeSG1uaiSee|(szt|n?3}/q'(§8!G% IWSI tnhece
timing the addition of GIIler pw%tal' lg éﬁe e d R;Y | e . T.h
. . we '”ﬂ' ﬁt— arSe ch owye ludgien oan Fthhux
wi || i mprove bead appearance. A Lgh,pulse Leque %¥nto ?td
with complimentary settingsgaﬁ ?és}oigrs%F Pwm\gFf%ﬁ [I'bgusa ?)Pc
pul se Amps settings of 40% grorgelro%v Fia?t g usgdfigwp\rlv?}/?ntc
through and speed up weldinqoghmtlglhn re{]at?fiogvfi?'s w%s?%?u?lg
a proper bead proGle on a tgiarrll eﬁgF %/%Eda?gn Prﬁ\ée%h'RPrGEDh
extremely thin metal. A fast RHE%GSEP%F%'WIP grsna%e g”‘?s“ai’
while a slow pulse speed wi ImF gl ve a much r%OIQe coZ\Pse, but
pealing result. There are BSitmrt|l AmpswiyJFs GlooadSsarst Weeptl
how you choose to adjust theepabseofalWwaeywekdepni nl @i modet
pur pose of the pulse is tosaeedage Mh& mede.i Apus whilkbéen
tration and welding speed. the arc initiates. For TI G, the

Ctoh h .
Pul se WaveMd&aode mn Ctomcthrodl.ogy}'v%lltelmosvtvs ?.thrzéjgvga?v%m%ﬁe{@?qgoéequj&_;E
the DC pulse TIG to be shap?gshgt'domsqe}/ reagcdbénﬁe[)?ﬁto%zv‘es
unit includes 4 wave shapeséswabfpshngﬁgdgr%qygg?lnglBn 8
These pulse wave shapes helBIrg\mugeapo{/vﬁfacﬁnghlemgf8geiF%YE
the puise, based off of the gpprafpf [eauffenFits. ,nlhe gl
help reduce noise. The squaPF wave Por% bncreases t{avefJ =

al'l owing a more rapi we I A a

Regul ator/ Fl €wnMebérs (¢ MeGF T EsB)ngsten, thesStatd\fps can be encressett to peovidelaimanegtable
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Explanation of Parameters, Functions and Welding Terms

sized spot welds along a object while tacking up an object

Ul ope (WMIsd/ofpdeG)i.s the duration in time that it takes for
programming to transition the TIG Start Amperage (or MI G \
Speed) from the TI G Start Amp/ MIG Start WFS value to the
val ue. If TI G Start Amps/ MI G Start WFS are set higher thar
Amp values, then technically it will down sl ope to the Wel
However high TI G start values can increase Tungsten wear.
remote functions except the foot pedal i n manual mode.

Voltage (WMolGY 3y &/ Ssicke¢.main default control in the | eft
screen. For TI G and Stick, Voltage is not adjustable becal
the arc wil/l dictate the voltage. This is a static functic
output voltage and will be displayed in green for TIG and
FI-Qxred use, the voltage is able to be set and controll ed.
al so referHefa@heommehéyring to MI G and helps to con-

trol the arc |l ength. Too much voltage wil!/| cause undercut ,
wi || caumeopoohewswel d and cold | ap at the toes of the wel (

Voltage Reducti Dmi Defvicet oon VRO { S¢ 3 cRP en

Circuit Voltage (OCV) while welding stick. This is require
cations to comply with safety standards. This reduces hi gl
20V or |l ess. This can also make arc starting slightly mor e
double tap canSed ispecit@Geathiaons somarpageg.12 for

OCV data to determine if the use of the VRD is required.

Welding Amps (TI G/ Stick) Tolri swire Feed Speed (Standard MIG
is the main default current control in the right screen. [
in the cont e Xte’pdafr tPudfs et,h et hpiusl sies whhiel e t he Pul se
Amps Bas eméaemp of the pulse. Without Pulse, the main weldin
amps simply controls the Amperage of the welder. For MI G,
speed is expressed in inches per minute or in meters per r
ing upon the units selected.
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Wireless Foot Pedal Option

Can | Use a Remo
The Lightning series is able o be used with the NOVA wire€e
This system is composed of the¢g¢ pedal and internal transmit
dongl e receiver

DONGLE/ REC|
120/ 240V
( MAGNETI ¢)

I VER
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North SN24 SERIES MI G TORCH PART
(MB24KD Styl e)

14 13

15

North SN 24 Series

It elm Part Nu Description
A 200300 Gas Cone/ Nozzle 12.5mm
B EB2206 Contact Ti f . OHEBaiv yM6St8yxl 2e6)
EB2208 Contact Ti . OBelaivyM6Sxt8yxl 2e8)
EB2209 Contact Ti g . OHelmiv yM6Sxt8yxl 2e8)
EB2212 Contact Ti p(.l0He5%imy MEXK Bk e B
C 302530 Red Liner(. @3®54p6t).1. .2 wem | i(n &r203Bb°e)e] 6 a©O@pt i & mmal pollymer I iner fc
1 EC2001 Contact Tip Holder
2 ED2001 Ceramic Diffusor
3 300624 Gun Neck 45E
4 305500 Plastic Receiver Body
5 EJOOO1BTrigger
6 NHO102HCGun Handl e
7 NS0101 Gun End Strain Relief Spring
8 EL2530 Cable Assembly 3m (9.5 ft
9 8M8500 Connector Spring Relief
10 NHO202HCConnector Body
11 Q210406 Screw M4x6
12 NH02020 . Connector Flaring Nut
13 EU1001ABrass Power and Gas Connector Pl ate
14 Q504010 ORing 4mm x 1mm
15 EU1011 Liner Retaining Nut M10x1
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North SN36 SERIES MIG TORCH PART
(MB36KD Styl e)

*Denotes Standard Build for Most Sales Regions



