EVERLAST

WELDING AND CUTTING SYSTEMS

W tightning 275 MTS
Lightming 275 MTS-P

Safety, Setup and General Use Guide

e e it P
¢ WEgEE

22y

2
1 ——
(o)

FUNCTI ON: Lightning 275 M
278 GDECPul se TI G/ DC Stick

-

-
o ssnsennnnaz22222222222777

275FPul se -MCGPulALe TI G / DC
PURCHASE DATE:

WELDER SERI AL NUMBER:
OPTI ONAL ACCESSORY SERI AL N

‘N

1292%Y Opera®domManu

www.everlastwelders.com
[”[ﬂl‘s, Need Parts? Need Technical Help? Call: 1-877-755-9353

WELDING AND CUTTING SYSTENS 380 Swift Ave. Unit 12 South San Francisco, CA 94080, USA
Wel der s, Pl @5 ma& ¢



TABLE OF CONTENTS

SPECI AL NOTI CE AND CALI FORNI A PROPOSI TI ON 653
CUSTOMER GREETI NG AND EXPLANATI ON OF PROCEDUA4

7

WARRANTY AND CONTACT | NFORMATI ON 5

SAFETY DI SCLAI MER AND HF WARNI NG 6

SAFETY WARNI NGS, DANGERS, CAUTI ONS AND I NSTR7

GENERATOR OPERATI ON, OPERATI NG VOLTAGE AND O10 NERAL | NI
DUTY CYCLE EXPLANATI ON STATEMENT 11

AC/ DC OUTPUT, FACTORY DEFAUBHI BETDENGE|LUREALCD12 FANBESELT

SPECI FI CATI ONS: DUTY CYCLE, PERFORMANCE SPEC13, 14 DNS AND |
SETUP GUI DE: GETTI NG STARTED, UNPACKI NG YOUR15, 16 ASSEMBLY

SETUP GUI DE: CONNECTI NG YOUR UNIT TO THE POW17, 18 LE AND Wi
SETUP GUI DE: SHI ELDI NG GAS SELECTI ON | NFORMA19, 20 D CONNECT
SETUP GUI DE: PRXlLrAeRIl, T YS p(oMIIG,PurslhuxPul | / Gun/ Tl G/225 onnectio
SETUP GUI DE: MI G GUN, LI NER, DRI VE ROLL, Wl 281 USE, [
SETUP GUI DE: TUNGSTEN SELECTI ON AND GRI NDI NG3 2, 33 Tl ON
FRONT PANEL VI EW AND COMPONENT I D 34

REAR PANEL VI EW AND COMPONENT I D 35

CONTROL PANEL LAYOUT 36

POWERSET VS. SYNERGI C OPERATI ON/ PROS AND CO37 CH
STARTUP SCREEN, I NTRODUCTI ON TO TERMI NOLOGY 38 SCREEN (
GENERAL | NFORMATI ON ON SETUP AND USE, GENERA3%1 ATI ON | N
USI NG PROGRAMMABLE MEMORY FUNCTI ONS, SAVI NG, 4243 AND REC/
USI NG THE MANUAICOREMNMUS YNMIBE KLINGK G/STACK) 46 4

USI NG THE POWERSET F{OREIDOIS YMNENRES C(IMI/G/FTAEXK )5 5

USI NG THE TRI GGER 2T/ 2TSP/ 4T/ 4TSPHTNOREXH LAWIATS5 & 3 [E/ PEDAL
EXPLANATI ON OF PARAMETERS, FUNCTI ONS AND WELG6480 RMS

NOVA WI RELESS FOOT PEDAL OPTI ON AND USE 81

24 SERIES MI G GUN AND PARTS (OPTI ONAL TORCH, 82 CLUDED)

36 SERIES MI G GUN AND PARTS (STANDARD TORCH) 83
18 SERI-EOOWEDERI G TORCH PARTS AND ASSEMBLY 84

TROUBLE SHOOTI NG: COMMON WELDI NG | SSUES 85
TROUBLE SHOOTI NG: ERROR CODES 88
MAIT NTENANCE 89

| MPORTANT!

Before operating the welder, r etahdr dthgts arfantuhails §mayrheal
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NOTI CE:

Product Speci Gcations and features
every attempt has been made tio pro
mation possible at the time of pub
gui de and not intended to be Eexhau
or the operation/ maintenance pf th
the welding Geld and the chanlging
self, Everlast Power Equipment | NC
ness, authority or authenticity of
of any information offered dufring
Everl ast employee or subsidiarpry.
for its use and maintenance. Ever
this product or this document| for
mance/ accuracy or for suitabi|ity
Equi pment | NC. does not accept I|ia
Il ncidental, resulting from the use
sulting from the content found 1in
third party of such |liability]
California Proposition 65 War
This product, when used for welding or cuttingiaproduc
to cause birth defects and in some cases, cancer. (Cal
‘kWarning: Cancer and/ or Reprodu
www. P65warnings.ca. gov

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 a| st
al electric codes and the input requirements
Additionally, use in home setBespgdesmag rceaegqgak
this welder may also require additional grou
prevent undesirable operation if interferenc
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Safe operation and proper mai
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Everlast is dedicated to keeping ®s anfaentuyal a ttoopg npsrtirarrcitt w.o u

mai ntenance of your Everlast product, it i s rmdoetsaubesdt ictuutt
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and |ifel Exercise extreme caution and carfegdepne nadsl uapcan vi
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Whil e accidents are never planned, ©pre\

Please carefully read this manue

The warranty does not cover damage or harm crergetdi dgs.
NOTICE:

Wel ding and cutting operations may g

energy. This can interfere with/|sur

(‘-,) routers, CNC equipment, televisions,

surrounding electrical and el ectnnoni

hel p properly ground surrounding e g

cause GCFI and ground fault outlets

on a dedicated, properly grounded ci




Safety Warnings, Dangers, Cautions and Instruction
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Safety Warnings, Dangers, Cautions and Instruction
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Safety Warnings, Dangers, Cautions and Instruction
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Specifications

| mportant I nformation: Op-gratdiag

This welder should only be operated on a genevrashttort oc etrhtei G
household or shop/ garage type power. Thi s meaimsa vteh.e glefn ey
unsure of the power output type of theDgemeatr acmer atcond|acg g
square wave generators or converters/inverter sfdoifp bdyaenralgoer ¢
modi Ged sine waves may not be readily apparentdita®nd.i SThHes Wd:
caused by rumnniprogvetrhius uadll derl emves speci Ge signs interna

When operating on 240V 1 phase generator power doyouswi|wi ti
13,000 Surge Watt gener atporwse rceerd Igermngeara.t o@pe raantdi/lmays o hile Hgbe nd edt
damage Vhhergemeéerat or manufact uDc rn ddte tes sni me st h ahtinse gr et enenagy @

provides clean power. Price paid does not guaitantcapadl|lec|l o:
ing clean power. Il nvestigate this before pwermhaddien@da egeér
mati on and wil|l state actual THD. I f the manufacturer| do«

NOTIO@E!r ati on of this wunit with a generator not etatpddghbb
and will void the warranty. Use only with gemhksgms orblsd mems ea
shotryepe BDpsheins usger iwdi tpho waenry doeflfi very system that produces

WARNI NG! Do not start or stop the generator -wdlbaEmkd wel dte
clean power rated geneTwunmrgn tthhes weltd om «ralny dafmaagre ft el ug
suf Geci entClly svedrymembnip.or generato® fHuep bevebmpbetbhy ®Bhat
For best practice: do not start or stop thebgémwmeratsbtutwimnl
generator.

I f using with a welder generator, make sure twaevw maMaryacdlud
el s do not. Sdoi nvép dneedwre rb emiowdeeel ns wesledi ng and generating and
current control knob is turned to maxi mum. Dot hoits utser |n éd s

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

WARNKMNGhys make sure any generator or welder ®enersdtrargtiio
Ground the machine per the generator manufacturaedmBei as/dr oc
i mportantly may dOaumages ewvesmnd tii mjgurfy oonr i datoltperly grounded

Precautions for operating th¢

This unit is rated and intended for use withtdsiumglte maha e
voltages ranging from 208V up to 250V. If thisswliunbe Ba$fep:
l I1max/ | 1eff Amp draw ratings wil!/| be increased pgraecpdeEt it or
machine on 208V, before installing per manentllayd, ahnadv ed uajn nlgi
ti mes. I f the voltage remains constant, and goetbadgewbehowt
cause excess heat and damage the | GBT componentppswearn ds o lerl cae
not covered by the warranty. Al ways be awar e roat tthhee waofl etrace

the welder when operating on 120V input powemahci nlef v»0 8§\ gies
opt iNewse.r use the rear plug for the cobherlIoV amgr aottihem waf
for convenience and maxi mum portability for varoimho udbse jionpbsst av
dedicated 120V wuse. 120V output wildl i mit tha&vynagad ungan wil
achieve the maximum output. Otherwise, over heagitreg .o fT hteh em
cost to instald]l a |l arge breaker and the heavakgandewil2i0 Vg \




Specifications

Duty Cycle Information and

Duty Cycle is deGned per North American SpecioGcraattieon.
when tested at 40E C (104E F). For example, thiceanuhbe
actively welding for at total of 6 minutes ouwmt@ 205fA a
Stick output operating on 240V). For Stick adign®it |asc m
ting for 6 minutes out of 10. Everl ast usesoasmalpeirm
be an industri al duty cycle which makes thisRdeoicijngu
the output of the machine wil/ i ncrease therduty ajnygc
relative humidity will also help to increasgyadlteylbaoay
reduced maxi mum output.

t est Adreiac amn
his twmparatu
cychdepfelthe
wi | | dontccrlieeaasn
it lfitse dc rmatyi caal

The duty cycle rating of this welder i
Standards. Operating the welder above
and around the unit may reduce the dut
under nor mal conditions, the duty cycl
dry air. Free flow of air around the wu
affect the stated duty cycl e.

h
Th @ebdey cycle is not actual
n
[
e
I

S o< o0

d l'y I'imited or contarRol |

ther tha a timer, the welder is equipped wiwhdar hedal
sor circuit is designed to interrupt t-det wedxdpreg a
rature. I f the operating t e mpteer napteurraetludrfeh |twhaer

oQ S5 d® O

e wi l be displayed on the panel. The wuniadllowieldl um
cools bel owfthedutygggcl eheeehbdl ids registered,| do
e
t

- 0 T w
Q O S5 O

f o5 ami N wetaesss  ulmot i | t he t emper attuernep ehraast ufriel/ éweanri niir
resets, allow the unit to cool for a efdusl |j ulsbf nbie

uni
set temperAafttuerre 1t5h rneisnhuotleds of cooling, you may swiltch
matically reset after 15 minutes, turn the oobiteslef,
tact technical support for further advice andhas dlieetn
wel ding continuously for extended periods of 1 Drhe|l at
mi nutes without actively welding to allow it to clool

The intentional and/or repeated triggeringuat e¢heic du
and can weaken internal components. The effeccma dfeaadv
early failure of internal components, guns and tojrch

This wunit is not designed for Air Carbon AracnGexglend
use times that are up to 100% duty cycle wildl ovelr h
WARNI NG: -AAncy uWCsaer bwinl | i nstantly voidArché&owgingnboby| CDt
circumstances, regardless of the size or diameter| of




Specifications

Wel der updates and informat.i
This manual has been writitlangftsami gwgisd M| tGH & | GY SR | ©Kn v
ud effort to improve and advance the design of the Lightning series, units currently in production mey have updated designsandp r o
gramming i mprovements not found in earlier pr odundftsi o
for major s@reixgengeal)lt. cAdcGdiotmeanal | vy, i f an wupdatel|is
wor k and is not eligible for return/ exchangfeh,g uwwellledses
Some functions and speci Gcations, not signi Getnmenttlgy tai
wi t holEtyv erdtaisde .hol ds no obligation and offers no pronmn
older units to newer programming, features, a@®ces|sor
deemed by Everlast to be warrantable items relate|ld t

AC and DC output of this

This unit supplies AC and DC output for TI G. DA sT|I G
used for Aluminum and Magnesium. Output for MI Ggmand
with a pol-gmeovéiadervandolUl s can be used goewlt/edds.¢cal W
AC TI G to weld al umi num. DC Stick can be useddsodwel
signed for thicker materials only. AC is only avalil a
Factory default settings
This wunit is not shipped with any default sethhaongwst emd|s awn
Volts and Wire Feed Speed settings. Any s av edo sptrrougdrdaasm roly
settlifngtshere is an adjustment available, it shotue dammltij chaet
The settings that are entered into the unit whéenf gotuornr|ected
programming. These units are both |ive and snaletdt tregs elde ff
chine from testing wil/| be stored in the macéti mecruepatne|sd au
welO her than Power Set Volts and Amp functions,eitthgesr.e 4dr e

Calibrating the settings by i n|

The programmed wire sizes and types (where applbhodbPeMenbBe

modes. You must know and input the correct widtre a&ndetpmas
in the-ChFréd Mewnxs are commonly found in | ocal sd oanred . wiTlhli ¢
extra wire diameter and type selections that d@éaybnotwbleer s
and types are still wusuaTéyutivihitabdief bal émte Wiroen Sype|s adt

be purchased. The .sOt406ctki dd rsitvece Ir/od tl assi mlrees s. OvBi5r e .and

Gasl e-SBi ¢lSebd edf Wix e use:

Al t hough the «Lonirtedhaetdi @Ggslfeoss MFIGuxwel ding. taewMtIB-gasl s
shi el ded use.or edorwi e vai-Cshe pdadr Legtuen dsehdoiud adt ebde Fubsoemdr. ¢ e sT hgefr ed
f l-cuxr ed guns. I f yYowedntweme,t gowseavi gdshees f loQosnotuarccte Hovneer

sour cecsoroefd fgluunxs i f needdd.s s oBdesdxtgyupnes MilrG gnuonts ianstdemgeghsajnagvee
cored conversion kit for thei-dutgwnwsss éd)u.t-c bo@erdmenrad idahle ghRglaunis y
hotter temperature and they have heavier cabl euss upgpulni engde cwki:
unit -dwst yneaivty depends upon the flowing of the nshiweskhdiiesl|gdlefds
wire, wild!l not only damage consumabl es, b t«Cto r ietdi wrea last @|r h e
very shotrworclondiacttande which runs the contact df ulelsyl ¢ sp o e

performancestwiaglhdgd swieses./ sel f

M H



Product Speci Gcatioms Lightning 275

Wel der Base ConstruciDigital -BlaGBT IDeW&®&rghemnwederm. ( Ful | Di agonal Me a

Wel ding Processes Lightning 275 MTS:
GMA W, FOEWGHF AWS MAW (MCer eeBEsABeEs &l TkG, DC
Lightni#g 275 MTS
G MARY, FCBRW, GRBEWSMAW (Syn. RQid rseed M1 B5C | Gea s|l leG,s

Il nput Voltage/ Hertz/Dual Voltage 120/ 240V (1T 10%) 50/ 60 Hz 1

IvkxCurrent Rating (IlnLightning 275 MTS
12 1\B:A2 4 01\B:A
Lightni#g 275 MTS
1203240V 53A

lek€Current Rating (EfiLightning 275 MTS
1203va R 403v8 A
Lightnii#g 275 MTS
12 BMV:R 404NLA

oCcv/ OCV with Voltag Ml 608t iB8ON: (With \ARIDC SEI8®cvt ed <24V)

MI G Duty Cycle @ Rat«l12®W:% @ 150A/21. 5V 24 ®B\WYW 0@ 2@ 51A2/0 A2 72.08W 10

TIG Duty Cycle @ Ra0(120AW0% @ 12@8®BMWI%B VO 275A/ 21V 100% @ 2/00A/

Stick Duty CycleBE@1IRi126BW:% @ 120A/ 24. 82400/00 % Q@ DDA/ 238 %V 100 %

MI G Wire Feed Speed 166800 I-1IP5SM M/. M

Installed MIG Drive IStocdk3®D%459 2mm) V groove (solid steel and sta

Programmed Wire Size:Steel/.S&2a4d'nl,es®30" "' ,.035"",.040",.045"" (|0. 6,

Speci Gcation for mor ¢Alumi agm: ', . 035"",.040",.045"" (0.8,0.9,/1.0,
FI QxrGxda' ', . 035" ", . 040", .045"" (0.6,0.8,0|9, 1.

MI G Output Range V/ A 1203W150A/211%BANBW:75A/271B.V5

TI' G Output Range V/A 120Mi50A/16NRAQANZT7TS5ARTEA/ 21V

TI G Output Range V/A 120W50AL6V.2401V275A21Y0. 6

Stick Output Range V/120Mr20A/-2 2. @342 20A/2820. 4

TI G Start Type Solid State HV (Simulated HF, No point dap),

Pre Flow / Post Flow MI BREFLD®: S0 PGBITFLGREF LBOW: S0 P EB0T FL OW: D

MI' G Start/ End Wire F«6®00 I-IPSM/M/. W

TI G Start Amps (Il nitil20/ 2aQ0Y50/ 25G/AL50/ 2A51.06A

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

MI G Remote Functions Standard MIG Mode ( -Ri2gGhtdAdiTng 275MTS and 275
Synergic Pulse MI-B ®Aadg) 40i gBTBSPNg42ZBP NTS

MI G Upsl ope/ Downsl|l oj]UPSLOP.EQ0 9 DAWNSLSOPE: O

TI G Upsl ope/ Downsl|l oj]UPSLOPE.O0 0S DOWNGL®PE: 0

TI G AC Frequency 2250Hz (Typically use 90 to 120Hz for best

TI G AC Bal ance 1940% of Electrode Positive Cleaning Action

TI G AC Wave Form ShajAdvanced Square, Soft Square, Triangul ar|/, an

TI G AC/ DC Pulse Freqi!AQx250DbE250AMdEvanceddlOC HZul se:

DC TI G Pulse Wave FoiSquare, Sine and TNOHEHigslearmarRulnoe Wavat Ppllape
TI G Pulse Time On (Pi1595% of total pul se stage mWafaldti on durinlg on
TI G Pulse Amps (Back(l1®0% of wel ding amperage
TI G/ MI G Spot Timer (,.-10.0 S (adjustable in Tenths) Notice: User
TI G/ MI G Stitch Timer 010.0 S (adjustable in Tenths) Notice: User
Stick Arc Force Conti10100% over set Amperage. Limited to the [maxi
Stick Hot Start Amps 0100% over set Amperage. Limited to the |maxi

M O



Specifications

Product Speci Gc®ti Cont2huedTS /275MTS

Stick Hot Start Time (02.0 S (adjustable in Tenths)

Ant Stick Function (StYes. Lowers current output when rod is| stu

Stick E6010 or EXX10 (Yes, with E6010 selected. (6011, 6013, 701

Memory Functi on Save up to 30 Programs with | ockable sjtti

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

Wire Jog function Yes

Gas Purge Functi on Yes

Wor k Clamp with Cable 300A, 9.5 ft.2(Q2@)i DlaNSE u35/ds Gmmat er )

Stick Electrode Hol der300A, 9.5 ft.2(Q32@)Mi DIAaNSE u35/ds @mmeat er )

Power Cable Length 6.5 ft. (2m)

Power Plug Type for SINEMAO® (Standard 240V Welder Type, -8B0 W o e
NEMA 55 Pl ug 240V to 120 adapter for 120V

Cooling Method and TyfFan wiitrhe fauddr ati on.

Power Set Mode (SynergiFor MI G, , -QPorlesteC MATI,G Fdudxk St i ck modes

Rapid Adjustment FunctDuring parameter adjustment, press in fon t
parameter value and the parameter will] be
10 etc.)

OfScreen/ I n Menu Uni't Di splay outputs all measurements in eifher
Select from the on screen menu METAI(IMETpRle®
measurement s, di ameters and thicknessels wi

Di mensi ons with Handl ¢20 H11X1 WO9X8° (510mm H X 300mm W X 710mmtfl) I

Di spl ay Di mensions anc¢5¢127mm) Diagonal Measur ement . 1280 x |720

Wei ght (Bare Unit) 82 I bs.

Standard MI G Gun Type/North 36 series MI' G Gun 10 ft (3m) wifh E

Standard TI G Torch Ty NOVA-NRicgki d18 SefCiomd e’lI30A 2. Watfé&rlhn@%m)nalbll NSl
et eNQPTIT@GE: water cooled gun supplied wilJth t
-cool er . To use tlkioonlwemi,t ywiut mMuBHG® pviietgdhhasustt
The | aCogoelsetd AQurn i s the 26 series and rleach
60% Duty Cycl e.

Optional Standard MI G To accommodate the maxi mdmt 278Asicagpadbdi|iheg
36 series is included with the -dvet esplayt:

(I MPORTANT: For best rtransteérﬁﬁ&HGQHSt(ele/llGW\)ires. | t0-£@®bnkTse wl t hFe

Il iner available for ttwiré@&#%b5°smaller, especially for short |circ
mended. The 24 seriesOdefl ¢c¢omes .st afFdj@r avi
in di amet(er0Dd3IbBUEltu e el ipruerchased in addi|ti on
gun -Froe ofpratyeel O wmdesti ai hhess mat ¢els di
For al umi nums;puilfl mat spoiodg ganpudgthe 24 |seri
a pol ymeG47° meB) Gwhrr/ s 2t @4 WAl A/mMd AU m wacge, i S
ed for all MI G wel ding of aluminum. Flor P
programmi g7Vt e. €l dre used for the ent|lire
materials than smal |l er -ichitauméeti evre, wibruas .ift( T s
puimieg wel ding of thin materials.) The |poly
steel l'iners. Wit hout pulse, the thinhest
gaudée 8%ad di ng Aluminum with a regpluat KHUuUG g
reqgugrreeowe drive rolls to be purchased]|and

Il ngress Protection RatlP21S

Operating Temperature 1404EB/OEC (1 f operated higher than 104EF/ 4

Recommended Wel ding C:tPower Cart 400 (MTS Version) or Power Clart

Recommended Push Pull Parker DSP360A (Pistobt@Glrepygrip)y North| MPG

Recommended Spool Gun Parker SGP360A




Setup Guide
Getting Started

UNPACK THE UNI T. panel even if handles are not
) ) Screws ar e -nuosuwnatl el dy Rfenonatwhee pcihees ef.
Upon arrival, you will needsghpppe®PphPhetycUBRBEKi NGUEQVRF I
things over. This is a timesgeRahtpretBatisbrecPAspabl &l @
er unopened in the box. Firgh, i Wakecsebed bBeoVBI {,skeS oOopence
Be careful with using® kaonitvesoracsl &améarp objects so you won
cables inside the boxes. L a t he
_ S b t h
You should have the foll owi
1. Lightning-Px75/exs75 MI MUY IDtC Screws may already be mounted in|the
2.Wired NOVA Foot pedal 25 |tg0ls Needed: tion
3.NOVA 18 Bewiesd wageéd neck[M5 HeaxndKey
3a. 2T/ 4T Remote torch swtomm Wrench ed t
3b. 18 Series TI G Torch <co ngst
4 .  North 36 series MIG gun 1
5.300A Stick electrode hold | e)
6.300A Work clamp (approx. m’agng'
7.Argon regulator, floating
8.l nstalleé, 5nbbopi powsé&dPb
9. Packed separFartoenlty,, rneoatr iann
10240V to 120V Pig Tail Ada
The foot pedal may arrive with h o Tt — Thi s
The top can easily be installed|on the bottom, by aligning the pivot p
sponding holes for the pins |ocht PQWERUR AND TEST THEWMITpi ns are spring | o
squeezed so that the top slides|d¥wmu owid [theemichst oThfeupilns twielslt p o ¢
holes and allow the top to pivo gmctee,thqjeppps,earn)ql rbOflephaereuﬁr,otp,erbye
may'need to make sure.th'e pressypr eretuirh.esp{jinr]gt .iSMIRQPGSduFE tthﬁaé iCt(
against the pedal as it 1is asse”nbfedS.AS|m|Iarly, t he aToot pe_F | may be
bled by pressing in on the ends o?_otnhcégb'irnast'orq)nbo'tﬁ sui%gg'to E@rﬁ‘o’vept_oh\‘
ries I nstalled. Al l ow the wuni-t
Upon receipt of the packageOPsmm¥gi aPErftbpBnOCfhkNBBR  t 60T
wel der for damage. Check théegehbMpllp eHhAithenfB8N tReORBE:
slight rubbing or chafGng of i 88m&rofhentegéces§sbPrMesehmsyd. ¢
is considered normal. Make §Ufjer€98m§7‘?ﬂfjﬁg poipl diemd: RdAQS
from the list above. If anyflHPgmipasgamdgbgroérempsofinghney)
l ast within 72 hours of proll&tWPpEkefphBMPSkE pFRHBEChLEGdnd! !
tails. Check all packaging, Ch8&kchPherECanbiafthpy RBH sHhal
l ast for further guidance. See
Assembl e the front, middle, yandscegiebhpBdtesswicbhthbeedUnl
not overtighten. Handper aabkeahapdi sopPsueRabh fefgusp®g nen
space |imited applications, dbutdakhbhandlhs eeEmwsi UST ab fhe
Mp



Setup Guide

Getting Started

what is considered to be a begresmatetdd|l ayheKdapiyngythe j
it is needed is not considefedmacheghticmavertdebhayng.

CHECK FOR GAS LEAKS. The recommended Everlast/ NOVA
This unit has two gas conne%}?%rﬁ)%;!ﬂg %F%gié:f;{e de%—fggﬁﬁemm?tsh%
tested. Be sur e to check for F?g n%eiéistoeaPL(e) r 'E
best test this by Grst |nst%|aaigg %ﬁ%ﬂltdo[)% asgpg gte Kleve
For Il ikGall both back caps iunubnbessethée&éGptopeh aeadspacemliw
Next, remove the gas plug o ;

the regul ator Tighten Gtti Al l ow AiTr FIllB8wW
regul ator instalIatioan.urAg“feKeep a UFsbanaé | oki des ofadt’hé
button on the f_rontO.of thg and preserve duty cycl e. L“easns]c
ball on the gmMagsga§t|waate overheating and possi bly d
flow rate can now be adjust yul at
purge has been discontinued bat ,
suspect | eaks, use warm, so eak
available from welding supp i ons
TI G torch connectio®sfatgeh

connections underneath the ar e
will form around the area o Bmp s
to be Il eaking I f the probl act
tightening the brass gas Gt t ce
the gas inlet Gtting on the nol d
wel der while wiigkt &nitnaggthe

For ™Me&G:process of testing N i G g
should be instaQliedkseocnnetf

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. RR2d i gttt ems e he hand nut on the connect
tool s. HandQuiiogkh t ceonnGihelecet ki Eaal do nd oynn e ¢ -

tions and use the same technique used to check for TIG | ec
DI STANCE YOUR WELDER FROM YOUR WORK.

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

defects being® cfraem tseyds theym.t hkee eype lidrermi nd t hat air
flow exits from both.the front and the sides of the wel der

GI VE YOUR WELDER SPACE TO COOL.

Mai ntain enough unobstructed space around the welder to al
sel f

of air so that it can cool it Position the welder ir
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
t he® uméat sinks to cool the electronics. The air is then e
through the front panel and side |l ouvers of the unit. [ -

MC
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Getting Started

CONNECT THE WELDER TO TIHEVOWDLTML Eqt.or wi || be displayce
mati on bar on the screen. Wh e n
NOTI CE:

NEMA 06 plug is reconnected dire
di splay 240V in a green box whe

The National Electric Code 240N¥C)bundehe Adit spl @y 680nthiasuds
speci Gc regulations for wWirimgoemacitonchar sesvopeusgiong wie i
ment. These rules are dif|fferesé¢ WwWhae doraodadmageéwd peede ak e s |
as a stove or dryer in a |ho j ci al
tion. You need to consult| af RN KB P ugd Core
before installing this wunfit and
are foll owed. I f you are |no to
outl et or make any el ectr|ic at e
nations of electrical code. l e
es caused by improper conlne rul
wel der should be on a dedic 9 fr
trical di sconnect box. It i el d
circuits with other shop |or t em,
existing household circuilts or s
ent for welders. Additional , or
wel der s. No neutr al i s usled . hit
wires are used as conductfor Sel ect. ng A Scl"
wire igheoinpséedpower cabl e|lSelect a breanwaxat bmg eaf of i) ©fu
American standards for si|zelmaximum inrush current of M ed |
inrush amperage, rated ampefrentiLErfitdé nlg of t he alicaidtr einst| tohpe
attempt to rewire your unlitfmachine. When combined withmht %
el, this determines the copduc
) ) your electrician to Articlg 63
Your U!’llt has b e50nP sphI|upgpeaQnd(0r the speci Gcation grid prin
cabl e |nstalleq on the unit breaker and wire size. Us b pall
phase welders in North Amer cor
l ect &®ONRMAeptacle for oper i i s A = er
countries vary). A neutral Us i ng with 2 0 RN
supplying power (the conduc wh i
A red wire, whicddhblteg {(paedet|This unit may be operated with
wire) of power-wisend#dOprewsel|circumstances. However volfage
From the panel box, the Blalallowing permanent install awhiot
(Hot) and Green serves as G|ldamage may occur to the unflits
is oft emédwsneddicasora wire in tlvolts above 208V and is nogndseé
to either install a receptalservice wiring may be degr andeeld
stall a subpanel cutoff as |([standard or |l ow voltage nofdesru
follow | ocal codes Dwhemmtmas¥|guard, check with Everlast| Tec
back another device anywhert—omr—m—mc—vrrvor——
DUAL VOLTAGE OPERATI ON.
This wunit is a dual voltage unit, which means it can oper e
240V power. To operate -Bthetanit on 120V, connect the NEMA
NEMA 55 pigtail adapter supplied with the welder. Pl ug the
turn the welder on. The welder wil!/l automatically sense t}
adapt the output when it is switched on. Be aware that 12
reduces the power output of the unit. When the unit is s\
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Breaker Sizing and Wirin
Before installation of this unit in any fatil
properly wiring a WReffadrert o ntinet et iedreaxlt rklcadt
the electrician to Article 630 of the NEC duux
and egktha@t ilrilgs | i sted above to determine the pr
designed around wuse in industrial wiring appl
wiring may need to be upgraded before this we
NOTIT@GE: ratings and methods in the NEC for wirtr
hold 240V eq.ui pRieenas/ ea psped @ ainncfessr mati on in this
ed on the side of the welder for of Gcial valu
WARNDNGhot modify the welder wiring. This uni

g~

oo © 5
o ® o Po B8«

=]

ma |
es.
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CONNECT YOUR UNIT TO S HIPERTAINNIG T3A S .Dios na tc aumer € shy e
seal ant on any cylinder, _regulz
Al ways wear safety glasses whangepsia! hh)9gB8t9RAt6YthBUGE:
Before installing the regulptofecihmBAabld FREtSNB? ebetgm
of the way of the path of gg5fishBacoejMgke 3UFerBAteN;
the valve discharge or near5;£|e d’\ﬁ'é”te -oryééet T@edn 'gHQ’eofE
from the cylinder by rapidly opening nd cl o t val ve
1/2 to 3/4 turn as seamlessl n di sl
particles stuck in the valve hel
of dirt particles getting in Si n
failure issues
This unit i5/@&GA irpepaerd gwaist hc ot
MI G shielding gas and one fo Thi s
cylinders to be connected at nect ¢
mar ked on the rear of the we SuUTr ¢
gas to the correct gas conne
The welder is supplied with s t he
swapped from one cylinder to from
or vice versa However, if b t o be
the same ti me, purchase an a unit
switch between the two gases d turl
one connecter is connected, e r e
(supplied during shipping) i as it
reduce solenoid and operatin I d b
into the gas inlets when the from
or stored to prevent debris t he
contaminating the system.
To connect a North American v\ val\
regul ator 18‘)’;\/\Prienndcehr wni rl el n cbhe
not have a cylinder wr e+sd [z eda)Notelnsomeregons, regulators may have a hose barb connection fitting on the regulator. jJa N s i
adjustable wrench will wor k. lrowerer oo T > pr oj
prevent rounding of the shou ~e—— ; it U S
wrench with a serrated jaw s T ght e
. i n it (
Connect the regulator tubing § a LlJJ|nz'i-1F
have either a hMoesret thaAkme rcioman S & s t
threaded connection (North A &N mar i nlg ey
has a hose barb, make sure tlhe se ba|g ng " i ht
Tight 8 (4®9 mim) dwWwr dntcli.s a threaded connection, use

t vBo 49 mm) wrenches to 6
nection atHotl e coaime etri mpe.es sfuamalom Gthtei mg gun attloe wmnoint-

hold BRoMEMBERRNotegul ahioen atnde t heart ub!
side

nector while tightening thedamageGisi hgkebypoeoenttdatnhgel
and to ensure maximum sealihgrn Afhtthecphastitcnhoubemgfubi f
|l ator, connect th&/®GMAeGt teinlgn odrh ethleeot abbhd housheg or crac
unHald the Gtti3/gdrOmnt)h ewrvemicth wWartnil yomehi | e

tightening the reg@uMdamxaOwhenseh Gtting with another

Ot her markets outside of North America may feature a hose
tion in the rear.
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What Shielding What Size Cyli
The Lightning 275 models arldgGas cylinders come in a wide
screen recommendations for [tfjCu. Ft. to over 300 Cu. Ft. c
MI G gas recommended may chalngas types that will be used f
change occurs when the wire|leither exchanging each cylind
when C25 (Steel) is selecteldyou will need to have at | eas
absolute guide, but is basedupon the metal you are weldin
thresholds. When the gas chldof each process you expect to
play numbers will change tO/|cFH for MI G and 15 to 25 CFH
readliedhe gas is not chang®dye|ding time cylinder will Ia
increasingly erratic as the
The following gases should bCylinder Vol ume Size E Gas FI

Divide Total Operating Ti me a
MI G grind, measure and to allow f
Steel: This should give you a rough
T 75/ 25%(B8RBLOfor Short Circpllyou will need based off typic

Shielded Fluxi €Sopedmi §¢80D0bPp _

1 100% C€DOO) for Short -Coirredpy|(Gas supply companies have sev

9 90/ 10(BLOCOfor Spray Ar,csp|One way (the best) is to rate

permissible in |lieu of golpltion, which relates generally
curacy of siest tNQTg sr.e c9o8nin2e ! ess volume than others with

size them by height. The most

Stainless (Il nox): 20 , 40, 80, 125, 150, 200, 2

1 98/ 2,fporr/ Short CirRainot Sys{Assigned lettering and actual

Qor the settings will not||compare only volume when shop
1 75/ 25f Ar/ G®s -ShietddeB@GoR$suk(not typically used JMotmoaslt! sgj
f T+iart Gas Mix is permissilgcarry the full range of gas ¢

er, It I's not recNEMEﬁ“jﬂdeWhen considering whether to b

Pulse or Use for Spray Arcsuppliers wi || not sell any ¢
Al umi num: Ialrlgerhth?n an 80_Cu. FL. due

s e t e arger SI1 zes. oweyve
T 100% Ar ( Argon) for all avary greatly, especiBael Icyarwehfeun
DC TI G |l arger cylinders second hand®
name on the round, flat metal
Steel/Stainless (lnox): upon the gas supply company,
9 100% Ar for al | applicatioca“ be c_onGscated. | f so, Aambmod
ring on thet omeknbomwrsed ring d
For short circuit MI G weldiflnto ensure that the cylinder |
will produce more spatter wHS&tdu a cylinder but will hav
Pul se. these are often ®oryilderded tao]
ing you ilsi fcommbhelerBel @ertain
Wh iTlmai° XT Piart gas mi xes with have the paperwork stating yo
l ess wel ding:ws$tthy pil Gal OB/ 2hjor you could be out of money.
and most economical shieldi|n9a8s companies that will not @
pure Argon (100% Ar) . proper paperworkgnd document
Al umi num al ways requires t hl|g = i
while welding in MI G mode. [T /%\ 1
throughout the world. Al umilin | Jj\g
transfer setting. Short «ci rjg |
applications. Regardl ess, ofn J
For TI G, only one gas i s us|§ A~

u Dtw
Ev e

M Ga
ati o

r)
and
we l 0
r tr
ed.
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SELECT THE CORREXRIEDMIPE MAKRI TFYL.UX
NOTITOhEe: Lightning 275 MTSvany@ firf®rt gRtnteeneds wahgt ngaske

each other in the proceduretfPhvBlroeg wel denpeacPrareestaed p

. ) . standard MI G gun cannshi dleded el
The Lightnisel2t¢5 b“'*aa“t?“ESPEHr\‘R/eId?’VHbcpsaHmﬁé’H‘a&FQ LWLy P
selects the cOQfr rceocutr speo,larhiitsg|i558rptr)ﬁog\/p.dn§lpstt had tdsoved it
correct work cl amp poIaritydgaoggkgghegagg_the outset beca
275 MTS cannot sense if the work clamp is in the correct |
with. Hosvelvect foaat aue odoed Nu U@ KdoEieHa IFyleg Xdsi i gt cShe tpto tNhd tihSe

torch and the work clamp poF8f e NPIAEERIWEE n& I &d -dtgd eddhlufk p g s d

The same is true when -Gowiad FRBHe bdbupahe Esphiitealsdesthi el ded FI ux
and Gacloased miux. I't also automatically chooses the pol ari
any other MIG related process when going back and forth be
FluxWCoredand any standard tYipkh milce wkiPghtrreigmg d2% sMoS the
wire feeding rocess chosen, bo
The®udefault or starting poipByeBO! RET BWI obngl‘sw}nbge{jgegh
el ectrode positive, which mB%F§r¥F9 werk ekamppitwih! epeneen
negative terminal. Fro—motbgbparwb9t_her it is MIG or Gasle
process that is selected the unit will automatically chang
without further concern for polarity The display screen
still remind you of the proper polarity, just as with the
P. Use this reminder to make sure that the work clamp is
correct terminal, especially when switching from TI G to Ml
The LighPndogs?2idbt M& ®tead spwiltach ttyhea nwdi r e
must be manually changed when switching from one wire proc
one polarity to another wire feed process with the other p
ver sa.
Even though both welders operate similarly, the process sw
di fference that separates the two that the user should renmn
the right polarity is still key for both wunits, but once t
been established, the Lightning 275 MTS takes care of the
a wire feed process.
With the LiPghtwhiemg ydu5 dMBS re to change wire feed
welding processes, from MIG to Gasless Flux cored welding,
physically change torch polarity inside the wire cabinet a
the work cl amp whenThter ameslidteiro npirnogv ibdeetsween t he t wo.
an-sameen reminder of torch (electrode) polarity. However,
reminder, polarity is commonly overlooked or forgotten whe
back and forth between -8l6Gewwel ding processes and gasl ess f
wel di ng. Failure to chan®e polarity wild|l result in errati
nesting of the wire, poor fusion and excess spatter. MI G
ways require that t-bere¢edrwhl thengoal ti ve. Gasl ess FIl ux

most always requires a negative polarity.

Do&n conf use -ctohree dg a sweelsdsi nFgl upxr ocess with the gas

shiel-dedeH!| wrslhdied g ) (-sphrisodcl edsesd. FQ3 ausx

cored (dual shielded) wetdie@d uses both a specially for mul
wires and a typical MJIo® slH0e€d €Ciong gas, wusually 75/ 25 Ar/ CC
Gashi el-ceadr eFd uxxel di ng uses the same positive torch polarity



The following wire
275 -MTS Notice that
be changed

EurQui ck
Connector

or the unit

feeder .
symbol
For alll

shoul d
screw.

Positive,
s

Ju

t

gardl ess,

MIS@ i e dd emdo sFtl uGa sCor ed
be
See

The MI G gun must al
open the ¢
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LI GHTNI NB POBARIT3SY FOR WI RE FEEDI NG PROCESSES.

bot h t

he

wi ||

so be corq
over on the right {
st above the feede
and the | ower is -ng¢

here mé&gs ddvsda sh & esas

the top terminal

q

connected to the 1t
bel ow.
MI G/ MA(
&
Gas Shi e
FI e€Ox0r e g
Pol ar |

\J7

\] 4

DI NSE 35 50 mrg

EurQui ck
Connector

()]
© Gasl es
<)

FI ££xor e
Pol ar i

process diagrams speci Gcally refer
work clamp and the torch pol
not wor k.

When Weldi-89imbdeda:(08ae§ile i sr)e sf,
ct \n pol ar. .for p.ltoger per fflorm
V\dll| b'e ne%a¥|ve. here, are|l. a
e of "tthe uUMNI t o acceSﬁth_e Wi e
Maguf@acHUSER)L oL nBP!Aafdst. Y| Tf
bRheveovern @Retdearleehh sdddie ek
hvet @Paxveayhe feeder, therje a
Positiiwee amdl aalid tbyo,t t @ mdt d rhng njlad w
Miior epo s heiwigresymmbodrsneathheir@epv( |
Ml°B@a@iatsPoees & i mitlearrmi hat mwintohl od ¢ .
to the bottom terminal lug [vi a
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Spool /-Puwlsih
Pol arity

NOTIS@B:o |
and are installed usi
sions-poaflpgshs, while
same way to the unit
alumi num will al ways

Gu

n

gums!l angumpasbhonn

| :{
t e

ng

di f

as
be

P q

| NSTALLI NG AND USI NG THE

PUSHJLL GUN ON THE-PLI GHTNI
Al t hough the Li ghtgnrionogv e2 7d5rH vcea
polymer PTFE |l iner installed i
alumi num and achieve excellent

both a
and

spoeplulgung uann df oar psuosfht er
l onger distance aluminum w

For -swproodpplications,
mended for this unit.
casional MI G wel di ng
wel d al umi num. Using the stand
groove drive rolls, or the Pus
use, regpepcauwmngd pcroscte by as much

The Everl ast /-Nwirlt hg MP Gr3ddAmmairs
i s stnhdekeét ¢ pe wh inddiuness taynl e. Al t |
heavier than a conventional MI
conventional Ptytp®lt MGEE& ankelh8
Pul l can also be used for thos
Heavy Dut Design.

the opti
Spool gu
of al umin

Both spool ando tgehoopnutiriolu noift st
WFS. At purchase, be sure to s
contr ol for the wunits. Do not
3Cztpoionl G s r p guns t
&P €.C.0

0
a
ma g

<8}
—
—

0
Do .not rse
s1 tive

Ma k e
guns,
wel ding

NOTIHCECE:i s possible that some sp
recommendations. Al way sr eccoonrsn ed
dations as the Gnal authority
manuf&cntacemmendati ons. This s/
is the case, ignore the polari
the wire feed recommendation w
apply to TI &lo)r eMlo swi rgeass laerses eflle
ity. Use with gasless flux-cored wire with the stock gun is not recom -

mended because there is no shi
and the gun nozzle may become
sive amounts of s gaotrteadr wper add g
dedi c aCoerde dF lguuxn-md rr loent asiu @ It iee r

whi ch i the same for st

p
sure to use electropel pos
S
with a spool gun.

Gnd a unit on your own, call E
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LI GHTNI NG 275 MTS POLARITY E@RVWhREOﬁEE‘FE)ithIﬁ’(SIPM@I@iE@SEB-eﬂ'hSG

The following wire feed prOﬁess ? O_ ReglécafP§ FQP%F
275 MTS. Noticeinthelllusral polarltyremains
wire feed processes with tthtmodebolWbedoﬂdr@aﬂuopngtlrhoiluhoifastﬂ
push pull gun, the connecti WRS. aAe pumchaset obaenguwer eof pp
contr ol for the units. Do not a
spo¢!l g¢gurns or puch puil guas tec
come damaged. There may al so be
ot her brand guns not apprwivleld b
GCtbrand is being considered, cal

not rely upon claims of other ¢

NOTICE:i s possible that some spe
ers may indicate a polarity whi
chosen. This siBaul d nbd hae srearlar
the machine cannot be made to c
welding performéahcéeswrilkecomemeaxep
source a wire that agrees with

EurQui ck
Connector Mo st gacsolreesds wilruexs are el ectrod:
stock gun -worndd gwisd @ siss fhautx r ec
is no shielding gas to assist i
become plugged or damaged due t

produced -corgdswebkdi hguxoSeur ce

gun from an aftermarket-coupplie
wor k. Contact Everlast for addi
M | G/ MA G flauxr ed gun purchase.

Gas | e s sCoFrleudx Wher e Do
Gas Shiel-€@oedeH]| =
Pol arity

| NSTALLI NG THE OPTUNALG
ON THE LI GHTNI NG 275 MTS$

Al t hough the Lighgndboge2dbi e

polymer PTFE |l iner installed 3m gu
aluminum and achieve excell elnt Al so
both a spoeplulgunguann df oar psuosfht ¢

and | onger distance al uminum

For -gpmodpplications, the opt i|s r
mended for this unit. Spool @uns are t ghter
sional MI G welding of alumin{@m. gt is ecpnon
wel d aluminum. Using the sta a\,\yopk g Uty _P pool Ga) umi num) | Iin
groove drive rolls, or the Pluwss 7

[T g, I much more| eco
use, regpepcauwngd pcroscte by as mug¢h onr nr

) “l
The Everl ast /-Nwlrlt hg MP Gr3&OOAMMR foVr"O”th|s unit is

t hsen ehkeéd ¢ p e wh inddiuniess taynl e . AIthougthp OgOldIA/PllHlSlh Guln
heavier than a conventional MI G gun, thr_r)%) |gud1r IoGt ? and fe

H N
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NOTI CE: For Both TIG and Stirbk pr&Gceesseb, stwbthhthe thghFaoi
and Lightmhiarge 2576t MT St h e sarﬁé’nfnd?rCtrPdlarTlhtlyS atTHeOMWe jyPund 0
need to swap the torch and gﬁahggrog’@f‘tﬁfb%—%ﬂ—%w#@oom

Once installed, torch pol ar Ff%g__gTrg__w PF K, F{/glnplf P(,Fgl oR, éEf
SELECT THE PROPER TG RQLARIT Yr /NG SMNE 7 ONS 5

Selecting the correct pol ar| for TIG . is i,te sjimpl
metal, the TIG torch w4)||ouaITh§ SP88t58ﬂﬁeEEE8e{b th'em'qﬁderlélét
terminal |l ocated on the riggt’mﬁ?heabwaYRe %eF88P.e°loSPaL|t$
as |l ong as you aravr'b'nnI@GwpedIdaWrmétny YVFI)O/l'oUgs'ePef[:)F Mﬂge' T ©
(Positive +), the Tungsten \?Evle E;Fégééééglogjg%ﬁé‘é%%}a%;’gé];#
draw back to the collet bod e ) €
struck. Al so, because the Héllaﬁrcgﬁﬁr@t}}%'nsi'sscghlnﬁ?tgae?(
terminal, the arc wild/l typlygFf age S 8|{18 g{gFLrogFﬁcgr{
energy would be flowing the ﬁ/WOK? ?/a 'Fgrgggpﬁlt}ﬁve'ﬁ/orﬁaglg
torch. Of course, if the le FOPCR.Ie re rPFc?rﬂlt}éohﬁePPEQ;
wi || be connected to the pogotp(/gvkgf Pe?th é}gf FBEaPEdISHr
wel N@TTEh:e i nterior MIG polarYivh'qu:_o%noe%"f(f%na_f rr'\f'hrég'Lirb%rt%|
MT-B under the cover s irrépe\sié'nfkpglpfjﬁgv“”b BBErQ?{H‘th‘
carry current to the TIG tor @HM we S

h

Where Do

DI NSE 35
Adapger

Lines TX

o

|
El ectrode Hol der (Stin r)

o ress ’//'/\}\)Ol'k Cl am
Torch Swd®orol ed TI G Tafc h
| (18 Sr |
f O Wor k CIl amp
Wo r k
?I(gzltcf:'edgrllo%speerg?tivg?\enotnT?, tocr)]recpgsn b%"rh(! re yatlofo '|r']/e4-r[

Polarity for A( ThIS unDCdo.iaﬁ E;Ot feajture

Polarity does not change¢ between AC and DC.

¢)

HPp
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and dust cannot nqet to them T

How Do | Di sass

The top drive rolls are actuall
15 Ser i e s Ml Girgljlln the groove. These shoul
damaged. Only the bottom drive
cOntactDl'lflfpxsor, Ret aiinhmgg SpEiangh a nodf the bottom dri ve
Contact Tip Holdeh a(dg 353 Wsmen) 1s CNOTI. @B B8 nomi n
l'y the sa@ali/wd & Hechses smal [ . 0i0R € )
Cap un Negkwire sizeAddiltli cmodal maitzeg .and t
(Not in sourced afterpmhrekej ssopupedsdons. The standard ir
steel wire. The dgWsohoavpee odne stihginse
Al ways remove and install theg S105l is@r pRaregd sAiGLveaxer oy |t iasx iags
grips the softerroreoded vwi rel |\
wil I'zisplpiekae pattern. This shoul
and 36 Serlisesel MbiGi ngdsR or aluminum wi
o,ggl”(e"3é23“ Series) met al f!aking ar]d possible pl uc¢
@Contacte{l';s) exact size of wire and type y ot
Diffusor size of the drive roll groove i
: , to the corresponding groove. TI
“ with a V if it is for Ustohliisd i(sh:
special drive roll for feeding
ay hvearp.uylsh pul | gun or the stand:

roll s..
rolls are held in pl:

T he i_ve
USE THE CORRECT GUN ANq”%hﬁFR@movethe screws to ex|

This unit is delivered withra@&lde adrei enp ugd e dwipinc i bl srhd thad
output of this welder. 1t i dgnowvedi deod df ovi tihs d hwei tdi i Yer ayw | 4
with waBht#sgreater in di amet ero. hmopids tghuen bmasyh ibhed t owoh iblieg tohre
for more delicate operationTr®&m®Viigigndatwakee siugreed hfadr t o 15tg

The supplied yellow |Iiner m&yeVYalfad I1se otudo ofi ¢ he#es kiety wiagy , d & ¢
f o045&an004672°c el wires. The . . h r e
designed to operate best wi Dri ve ROI I Si ze 3

fomM23°. g mM)2058°5®BmMm) di ameter

foI04Q° Om®BY 5¢€ 0 ( 3mnd)4 /d. iOadnTet/elr. |8 MmM. 023°/ . W026¥ b oW "°
. 8mmE30° U=-GUoove

coding system also applies 9 mme=3 5 ° K or X=
circuit and non pul se wel di .1.0.mm=40°
ries gun. I'f Iight duty sho|; om@mas5°/ 047/ 3/ 64°
ed, the 15 seriTehsesgeungucnasn abr|; em@s2°/ 1/ 16°
in addition to the supplied Drive Rol
These are optional optional \ TTK
standard gun at the time of
chase the correct | iner as
24 with a red liner and the
ing the PTFE | iners for aluwu

Sizel Type V ¢

CHECK AND CHANGE YOUR @
The side of the drive
| "

I
The unit comk&b dOwistihv ea rpoailrsit he drive roll and e
ber, if you change wire sizlgide. Orient the ]
|l ower drive rolls over for stamped wire size i ¢
the drive rolls out with thitThe groove and stamp are onl %h&
sumabl e bag. Whesnp dposts iump Wwsisjte facing as with some brland:

HC
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the drive roll is reinstalINd)TEtuﬂ'hisighityisneguippedcwét
driver. Do not over tightenalso used with the 24 serie:c
using the 15 seri e
| NSTALLING THE MI G Wl REE %E)ml'swull. Never tutnsthewnbo
cecntact tin addeWwewe i nCn s 3 ¢4
Gu ARl | guns are illustrated. H
possi bl e. Press and hold the wi
feed through the gun cable and
the gun, allow 3 to 4 extra inc
Rel ease the-imistaeljlod hkeutctomn .acRe
screw it in clockwise until it

the gas nozzl e.
When using the 36 or 24 series
i s car efTilplpy ntlgan cdhleed.un with th
so the gun points down may cau:¢
the floor. To change the Qridp,- |
narily, the diffusor has a | ong
whil e hot or while the gun is
crack ©hestiattesor design provi
the weld and allows a cleaner
time i f these precautions are ¢
_ <4 new diffusor unl ess the dlffusc
NOTIEh:e wire spool may be pupplied with addltlonal adapter
accommo8anlddbamét er spool|s TIRIOMt f HE MHsREafAF TER | NSTAI
30 to 44 |1 bs.). These ar ¢ . . pl ace

_ Tri m Wi Bef oM

The spacers may be flipped cing
or one of them removed or| & dat e
ferent spools so that the ¢ \ e car
The outside spacer will dalwy A y cen
the door will shut. 1 f the - ange
Not all spacers will be ussée t use
44 | bs. spools or the spogol d amag
I nstall the wire spool as s \ pool
stalled, flip the tensioner top c
upper posit?on. Gently guid Trim wWizhe ° over
feeder and into the front s 6 ir
the wire lays neatly in the ( 6 M9NMm) r Gne
you Iower the top drive rol oni ng
ot he hand. When compl et e mMe WITe snour a 1 rT ke the |
t he preHans phgewire on thérspobhei wi gguglt48KEBEAMO H HJ O iMME
ed through a small hole in tRBOShdwWi bh Wheespdblets | oSRE]
prevepbotéeng of the wire. keepwehdi RaEndAbwWay s émyk hes whe 6l
vent despoiling and cut thedWwhnpénpodseewi wel 8 phithesr Wivi pe
wire to make sure the end oWitheh@&l PetpPsi pPpfFavghteahar hbl e

v
through the wire AfeteedrerthreectWéchnﬁMingrﬁ's ebdN THE VYI RE
t he I T

back to the vertical position, conGrm re i St

not riding up on the shoul ddpopsfefdt peogeir Vg, rodohke. wire neec
i, ng. The tensionin ever

Next, turn the welder—Coornedanrrtriood?e(gl.%et?h%_v\ﬁi%;.?‘e|s_lr((a)(r:i1D eféeerrenctizp

HT
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ent tensions. There is no exact tension that works for al/l
ever, for steel wire, you will generally tension to at | ec
di al .coFed wWlug, use 2 to 3. For Aluminum use 2 to 2.5. Wi
di ameter also plays a small part in the amount of requirec
needed. Regardless of the wire type or wire diameter, foll
below and refer to the following illustration. Turn the wur
wire jog to feed the wifeyamd il the wire extends appr oxi me
the gas nozzl e.

T Find a small bl ock of wood, such as a two by four, and s

the welding tabo enotr peérmhfeor mott hids odbn 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
f Pull the trigger and allow the wire to contact the bl ock
f Ilncrease wire tension so that the wire contacts the bloc

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, | et

i mmedi ately and increase tension.

T Adjust the wire until the stuttering or jerking disappea

f Do netti gohvteern t he tensioner or use more tension than nece:
sary. When the wire begins to curl without any stoppage,
i s enough.

Wire

Tensioning Lever

S

Wood Bl ock

HY
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SELECTI NG A PROPER MI G tWIl RIEerS| ZEoumgNDs oM ¢PEuUccess cz
. gaugeOWwWbDftles used in a0O&pPdvel cagn]
As previously covered, th'SwBPHtdBﬁ:ﬁtRS%Pa%ﬂPb%p%ﬂdWht'Eo?r

feeder. Vehigdreogrhemmiengleand design mor e han these
two sizes and metals, this Eﬁfﬁﬁﬁbid§lﬁ’||§‘|§'§@@\ﬁ$q PWijred, d(g4dio RFR
accommodates the two most c8FmIRTI ¥EPzES8I b) isolid steel wire

class of woeRe8&mm abd85lardm)ypSoalhef QhppBHEET b f bshhli Sesl | dsehdi)e
rolls can be purchased as oRtyrgnalypetr@BMGomed Iwi ge@esmal | &

To cover the entire range of OWPAeWsi 2e§haHUdmEPAI PEypESdrt
ports, the purchase of addifi 8AR&I MayVi dbLcPYeEsWi FRAS FRENGI
requiihriesd.unit provides a wi del-Goarnegde Wi fr ey o INt adgeen €alndd  wiSr e fhee

That does not necessarily mé8h thabtehe dECHHagrdwar k@i fp ugseEl
weld the thickest materialshgavtaatmMaherj|jakgesdi parehhar Wi
for welding the thinnest mef8FPsP®&ithnNe€ReOofhWhhesdelivesgeds
eral recommendations are intéRHelOtdehbVErghPrWwertpepPpgsapet
thought process of wire typbhaH@hspayaibabbtetiosmal Hewel &KX
and skill will ultimately détemmwgpaekn@gratandrbhsgicel ¥mpi et
the appropriate settings tol@sger distances. Pay atctrertni or
the wel der programming.

For Steel /-t @aoné ess Wire (V

_ NOTI CEl t hough the maxi mun® sel ec
0461.2mm) is the largest wipe ghaemi a9°TH9299%% nmlnan bl 2 ef?
s the largest size for stegleoal|laWwed: ¢ bDme tinfieP %%Hﬁ%e&)@f
speed of this unit will not ygUpPROAmelN€&afAMhMEF REE5 PN Pk (PH
with | arger wi02%25®&mm)p wmrqﬂhngmthﬁ.panlfroer size for this unit
|l ighter gauge materi al but eahﬁjq%“fzen{n?) qbsouttheaﬂarA?népsta Vi 8l
end of s ®&t3t@i°nwgisl lo vaelrs o reach275Au Sufel | Udl i nsgerrvaincgee.l P hooufg ha b o,
90A. Feeding and resul.tGowh ¢l ‘?)?n?n'j‘ew?rrreatl'scm%trehicQ)'PnemronS(i
can service up to about 1504 |p Lﬁﬂﬁl?tof‘f'ernClr'ie'i:otmrm%'ﬁ-ﬁfe%S/fla?f
enter gIobuIOaBrE%ltcrhaenssfseprraryantgrsapn ifeeat jagfosund 200A.
However, with Syngergic Pul se IG, these thresholds are nc
Even .tth®%8mihnl ess wire 1is squonrtec!\lDiIt'erNaEanoSt LbEeC:IvIa(?'I\I'abI
al | mar kets and wil |l experi@d@hce fweedengudebGaukobymbn Eheos
this case the spool guWwWmMOiasi nHhebsslwestangpEven!| adtsguaven wnyl
wire there may al so some dité‘;cbbtyoheedtag W'orehW'sthniongé
For Al umigmwrvWwi rdag i(veé rol | rvt\éeqludr |Wétmerpo$ u )idﬁnyeicrlelasr
stalled or use spool/push pu[ iVI to 320A and up to 2;
Even though smaller dr.iW&eS?rd)btgeeSISEd yanashieubl besbrrecs
should be the smallest wiremasadewanhbethHowenet, (N6t | i ghbe
due to the softness of the wanhe)sinthbhesmal hegunad skt hesgt
will be nearly maG@aSumuhumowiamesal appbki emtal bes. and i s a ¢
provides a very ldi#B%fFrdb&°rangeentiedepdringdefof time and up t
For best4mddBl°tre,commended iBe dusdede sofnctehd tr &amge wefl dout put
a broader rangg/arfd rrtaareralasicﬁf/tﬁebbmsﬁdcsUvﬁlbtihonthe“xdditiOna!|y €
softer 4043 wire. The optlbhﬁﬁr§ BSIm ﬁah f" brP gbﬁ§ :
equipped. @40br 6a46D ¢ Drai7ve 3 B1&iks ! tF'LFtrS U mi re ¢

smaller sized drive rolls ageTaegiu bk ndssS 3 ioPatiijon .y slbnlge
the synergic pulse, MIG welgdgraghahemi nwarbs draetgsetr2 & soird eArl eu
cate process and is 1tV pBgieni BRyenabbdmmghdébef st oonk®G@dmemanrt -

H ¢
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mum size of wire thab45houl dabebesedpWwacbkdt hasrbugi gui skl y.

The wire sizes and liner coRofapagged hieeasshegu| dwbe checl
Bl ue. DR2®&rm:°® mm) is suspected.
Red LO0O4A®®5/ .(014702 m3n)64° . . . .
Yell owO4 9B éf({llzﬂm,@omm) A steel l'iner is a tightly coil
automobile choke cable. The bot
Not.iOc6e2 ° fmIn/ w6+t 2. 6 s not suppaocrotleodd ocro dtehdi.s uTrhiet tionp tphaer tp roo - t
gramming/calibration of thigogmnbt @aRd shadldwnet RegyHsgdpy
mode. This will help to prevent over | oading/ over amping
all owing excessive wire spedgtdewAl cmi cueat esehi ghéet Ampe mac
the welder leWﬁaEedaﬁOBaS'Uihﬁgpﬁﬁdrth@rbi@‘rflg(.bmu?ﬂs_coIIet ar
amp output rating of the machine at even ower wire feed =
Both Iliners are installed from
It is also important to chegkeagdnchageeethbei apbotmati bhpbe
the wire diameter. In the case of AIFminuBn, Erder_one Si z¢
tips or order special AIumeE%RFfo‘b\l;'tﬁgﬁ_aF egfeigﬂff{/US\t/k
wi || use the standard—A"tsdzdaeé“iB%rFatfe?‘pai85PI#!Q?E Pbi 8\f/v859bi/r
these are designed for wuse WEtR'"R @mPRWm! ' NET than to cu
| NSTALLI NG / REPLACI NG Liner | nst al
The | iner of the gun is cri STEEL LI NER g ar
mance. A |iner is responsib Rz v € W
head from the machine conne :may
| oad or feed without bird n Plastic CBaténgteel Y EIN
cause spatter and-biarctkegwlnar|Brass Flange :
nate some of this excess wi ilo0 us
liner for the wire. gressesasss e
A steel liner should only b :Base Fitting ess
is used with a polymer | ine : j eme |
PTFE type liner or graphene : ar s
liner) should be used with (,-—" res.
signed for Steel use and Al ut i
way. Each must be cut to Gt \ i ght
needed. This is done to cus Brass nNuguro Connector may
from use over ti me.
Liners do wear and are some POLYMER LI NER ( For Al uwmi
cable too tight during stor| ] [= 200 t
the base of the handle. Mor / 4 Hdru
stepping on the gun cabl e. ORi n®rass Coll et orey
with an oversized Iimer, th| 0 e iore
after wire feeding is termi : rd r
making wire removal al most : t he
al ways need to be replaced as
removed.
If a | iner needs to be remo e mo \
al ways an indication of a d \ ama
also cause damage to the gu Brass R@se FEutrtoj n(gonnect onr j t
so, the whole gun may need e i s
enough. Usually this is nog b UF FFREr REmBvAP Hnd' TREt &f
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.Remove the brass nut from2tBeabasbeGbtasg 6haBgeroo€Cohhec
I
|

the base Gtting while usingthewbeneb natdoPuhisonDobheof|
Gtting to unscrew. f the GOhtegremseedwssettamude. belfe
oceeding. and forth, and twist slightly
ab he brass flang of héﬁfﬂ%r'%ﬂ%( \'NésbSPf&iH%P“F?eH
ass nut. Pul I .Maargeute tbmogent hedobdnl caé
emoved, set a st harl aserti wi §tughk, ¢(®&pehol
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WHAT TO EXPECT ON STARTItUPs recommended that all/l f unc

. few months so that any mal funct
Before the GrstA start and uﬁ%eﬂfedt.h?fmiﬂg}"Fh?aif%ﬁ%?ﬁ‘oﬁ"ofy‘f
Make sure al/l Gttings are tic%'ﬂtta%'tqu(/%?ialé?“r'l'egﬁssﬁ}f)'pio??’?r
open. Put on proper safety equipment (PPE) and Gre resistsa
Make sure all accessories addAKhc&CARK ©OFd PHEpelkCDH SGRE ¢
the accessories and ensur e tl'ﬂaet trrn(aa n S%F%l'nlc%%%dr\{evg:bH(is%%ecn

WARNIAMG! dent al arc flashes tamlde bwame «cfouiltd. blke pw stshd | ®@o v dr
pedal or torch switch is depdedssevbat sgheentmeobbcsbast car
sories and dismounting themitrom reeommendies it mpdotaon) to
dental triggering, arc fIashhagscweledeindahinkgensmmdodp’msdi;tamk

When the welder 1is switcmpadbhﬁ %{ lﬁcalreisir BFSthe iapc
. p |O\/\ﬁ1 qse oul d e perlo |ca
process begins, the uv\pelsdcerree'\/\nlh I%I’EGEI %O\J W|%h tthe t%r
is bootin All LED | ht SCoR{REMEPD 0 en|”e’a|dre | f
g up. i g SICAL € on ane Wi |%
. I n free clot %ﬁSlgnetd for
all ow you to inspeucpt wihlei rt a(ruencutpl otno?I5| O)ér ? 00
. . eterege.n S 0 | & end $419" alcohol
seconds asadjhestmacfhomet re volta |npUI ar}1 recal’l s 't he .|
: . ‘na}/ggﬁt s'c F\tc Fd it is WIpE
settinhe besed. up screen wil 0 SIH’] ar 0 i s
compresse alr to ow off the
rags, sleeves or gloves or the
——— Functions vs Par a
[’/[ﬂlﬂsr This manual makesmoftiaeeqtu’telnntg SU S e
T unctpiaornasme & Banresbt At nssome cagses
IGBT INVERTER TECHNOLOGY seem that some words are inter
‘ there may be indeed some | i|jmit ¢
i i function may also double (when
could indicate a mode. To c|l eat
L/ghfn/ngp is a brief explanation of YHetti
tus and the general intended u:
Amoadean refer to the selectijon ¢
process. The wel der has sevier al
Duringupher bo®ss you may heflal so be considered a DidTel. G|FMod
or thumps as the machine swto weld. But you can also sjel gg
1t is important to note t h{t T on on the screen. The termy g
can also be heard as the ma|Setibsngsbroad term inclusi Ven od
tions are selected. This is|the term settings is used iff ¢¢
refer to status or value
\(;Vhen L_ully booteﬁ up thle SFuncatriel)nfseatures and modes 8#(_ts
epending upon the actua Plt he way the welder behaves |a%4d
ment to the wuser. A function ca:
— MANUAL torch switch operation as oppo:
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 (
type or mode
V IPM Apar aimetaenm adjustabl eFlfewfFlufes to
] Ul opeS| ®pevn Wel ding Amps, Pul
Volts Inches/Min ples of parameters.
A parametemwalwuttheGrad ulkey ciat|s be
onds, Amps, Wire Feed Speed, ot
oss | 30s | eowm | eowm | ooss | es% | bers. Each parameter has a |ran;¢
PreFlow PostFlow Start WFS End WFS BurnBack Inductance
St atnws cadredoifttilaeenf uncti on (Op, C
i cate the static operating clondi
Lposioee Dovnsor | Akl famote status bar at the top of the me

o
<



Component I dentifi

GENERAL | NFORMATI ON ON
240v IG c25 MANUAL

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

QGS P
In@Min

18.5"

Volts

05s | 3.0s | 60 IPM | 60IPM | 0.05s| 65 % | OFF ]
PreFlow  PostFlow Start WFS EndWFS Burn Back Inductance Spot

21 Istandardl IMP
Remote Torch Units

Quick Stdpsthe Setlf dieng

MGG TGStk Pt 1. The main display in the upper
value of a function or par ame

At the t ¢fu)sef tthtree ppaorcelss sel ector buttons to select the
desired welding or cutting pr %fc'é%rs.sbg'ét‘éﬁ’th\é”ﬂ'!t‘ﬁew?ll‘a'h'f'g(
ti oam!| ( to advance)ttDuttthcensnex”ﬂopr’ocVeoslst.agPeresSS|dn'gS'pt|haeyq FOr
right arrow button too quicklyhe&uWkipl EeedmerReed GLRMelG |
LED to appear to skip a proce@8NUAHGLARR: t hheEghdthel P ods
erate, deliberate pace. I f de4fbbdi Svel @i dQ) POt Medgc@sj
skipped over, instead of cyclffalhedhed taroRghusimMeihe pThS
opposite directional arrow buth®@RIYoP¥chBini BAckNeor eheVvat
rather than scrolling all thel @9ytenkRdighatbgagdiustment
Navi gat3ecnrge eérh eMeOmu . T After adjustment is Gnished e
) made, theentuenritth/veldefraeult mo d
The LCD screen is dlv(mgdavwe @&Eﬁ&é”é.‘?dad(é& ﬁelgéltté
green bar on screen andTlbed alckftl i ne above'and be ow the sci
half side is controlled by 2hentefringiae] path@entcomede | al |
trolled by the right( 8)edfet ppaonifertniedogn® R ®| St at gses | amnd Baidamg
and mowmt | rgyarrows o ( 1 7o) eR1erUIHE LY UI AL mblG
screen an@4)hgeértr ipphtntsingge and 90wn PO netil Nle | arreowsI ht or
(Vv ) are wused to navigte.)thgfrllgtht hal%l ghe &)
. esire uRction ?r ?arame €T
contrébabBhobsed to increase o(rjigﬁlcéﬁaiﬁ %bgtsg|§§ r_eg?pla'[]acr
t_eg_é]value of_ thTt S|d(je_(;rdt(;] gﬁangﬁtﬁ(jre gtfé“tsz (5;r taitthnC}Ié
t5| ie_ menu is a sod |v|| e/d fOV\r/Hilch*ohn &l J& it|Sn ﬁ%aé%ﬁfgmcriv@&jgus
t.‘”’ 'der' o ][“a'” 'Sf ay edé‘?'JusP,%éﬁtmemc?&e,'é sPYgR{Cfur
iere rows o parameters and,g uinﬁttéotnhc’e adj ust ment mode L
ere are two typeg eefn ||mfarhmjaummahlomeaméddbaplayed in gre
er d doBQ wshicer ecenn menu: PaFuw ers .and Functionsh
. Contlnue.to v sy t he d QWn 4 0
ons are menu items that m y change i n"s 8‘ us, uc
) tth d? iire Low.
|l ection. Parameters are menu i e ms at "Change in value
nge sfulcchw atsi e eo rS oi nmed uscet | aengct g¢arbpl een @Getretind St i ck modes, a sir

Spot wel d OffFrhcatti dm ddamtbees seite tsad at us of t he

ction. But when selectedlaH@ethkechattdprhiodhi saribe Wtk
chaORtehe tfaunction automat i cda®Siy €dh aPndg edsMettol Iy eOplyr ef sUeMnCt i 0pr
rameter value and displayg fR& ffG8NESred Iine will exte
nderstanding the Anatomyarodmet qfe aMeé ntuheS e ¢ leeech €d P

D

>

Th
t
t
Se
ra
on the menu screen serve bothsjpagefwincti gasomadi earayen v ise
t h
fu
i s
pa
U

o



Component I dentification

240v MIG
@orch Polarity: Positive (+) Gas: 75/25 Argon/CO2 Gas Mix e (0] f t H a l.I m|et P ower S e t mo d e f on ‘
due to the simpliGed input de

@ IPM When a parameter or a function
value or status of the functi ol

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

2)Just above the selected parar

The waadade parameters are al so &

ZT""l'g‘a;da;a'[""','M",;'" p&r amet eof measure in an al

Remote  Torch i vV, S, or % to as a reminder of

parameter value or function st

3. The control knobs are Q@fefaremeghe€reappedrsdedhésaseed

ter value, or make a statusedabBhBRfetpnreadedoct g Adhousi 8!
navigation.

T Use the control knob on the side closest to the desired
parameter to make changes Afd edt adddsdd NWaligecompleted,
adjustment value (Volts, Amps

- When making | arge changes giet o\hallsug ft Goa fRIGMHHMBEt § MpuR T § SS
contr ol knob while continuwitmhg ytsO otfurtmel | otwk rmak & rledr G &hw:
changes in value. This wilaglaggpared UPeWwhefadjiusparamePeprs

Detailed Menu Information afR8Ywhaiet JUELXPEcPPBURE hGNAdTOS

bottle necks 1 n setup while pr

The menu screen utilizes a combination of symbols, words,

colors and graphical indicatlBFfsSCECE8sMa@KeshUSEsOf FR! RAR

is designed to create a fluP8/VERtbhPtRVE LRE U458y {8 HGRIE]
t he user . 1 Green:

The menu is divided into seﬂefﬁé &@ééﬁ QAbEEES @@g,cggyegﬁ {

mation to the user. cates normal operation or the

1.Top Information Bar. (1B) Thi &8rgfdeaowsn@éyboxXgPORMEt NOAT

about basic process selecti 8fX bpér ReEAgsmbeetednliornpdi

) indicate a set function stat.

2. Torch Polarity and Gas Selection I nformation (2b). Th|s

yell ow lettering for contrMaé$reelMmhis uUusedrad thedéobghatc

i mportant reminder to the useformatheok ahhdison&emh bot hc
and torch/gun polarity. ThemgabfosehecVobhageaefbomat nonhaes
Steel MIG mode (C25) dependindiocpbrsthbeseaniings opetrhei
higher volts and wire speedtéattongputhésghsmiéedmmaendact
change fre(MCZBHB) 2t50. ALAU/CHDQ Ar /rGhge of adjustment or select

3. The main display area, or twphenhi ehed|l aoge( 8lambeThi suaneas
and right sides of the machindiwaktlkesdit pl apnl def aahnhoVobt
Speed/ Amp settings unless btheimpgpusamenmemedeedsvanuere

During active welding, it wahd @®C¥o0o display the actual
and Amp output of the mac |&e. During adjustment, the di
reflect the chosen paramet ér {hd values of the par amet €

adjustment, the main di s gl @yayrebluakuaseaedi-aétamehbwe
color to red. Appoximately Bsseqgaede ampelieddbpbusemenhsn &
the main display area wil/ tevehemtontheaedetiavkbht Semehuneg

4.The |l ower parameter rows/tgiehssomébcagdsSh) gFAysareqawdi
information related to adju$hﬁgltgoggr@mﬁbeggognq,eqsglggtg

nn
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the function. When the it M"‘y AT € Ssorne SEEt ar e

additional parameter info|There are two basic reasongstat
out areas help eliminate |completely blank. The Grst pea:
Some gray areas have no fland out put is |imited. Wi t h ﬂlia
and will not chanhuee sttoattufr ange of adjustments to praotect
each process, some areas |this is obvious by the | i miHarm!
couple of instances wherelThe second reason is that at fuj
of other necessary functi|OFRVhen functions suchORsg§hgpet c
active, t he area wil/l remuni t wi || add addi ti onal Sﬂéddjiu
or parameters.

3.Red.

T Red indicates the machine has entered the adjustment moc
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 val ue

4 . Whit e.

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

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

1T Whe the main display area is white this indicates the U
adjust ment mode and is ready to wel d.

T I'n TIG and Stick modes, only the right Amp box wil/l be o
white. The other box wil!/ be in green to indicate a non
vol tage value. When the white appears in only the Amp ¢k
other side is in green, the unit has exited the adjust me

5.Yell o

T Yellow 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 c
when a wire begins to reach its short circuit I'imit and
gl obul ar transfer and into axial spray transfer. The on
mendations for shielding gas wil/ al so change from 75/ 2F¢
The information just above the main display area reminds
observe the indicated polarity and the gas type to use.



USI NG THE PROGRAM MENUS AN®DceMEMORYVOFUNCTFFEON., at tt

ram wil | override the Proces
The memory function on this mgqfQi ?o@'eEQVW the user 0 sawv
to 30 different programs. (There are O programs but only
page.) Not only can the prodrdmg Recahledenthegresgn #is&b F
prevent unwanted or accidentaB'l eRgerfpesdli @) f @t WHS WO®Pk of e § d
process to save and recall tahﬂlav‘?@ﬁf)é i e tabafiev¥el¥radsbmBle
are some differences in the wagyohh ?SW?CWB?eieﬁ ngtwpr|egi
menu screens. There are no longer any left or right divisi
this mode. Only the right si*dE"€8AtFHF kROD afbd8acd] REL AF
ton will be used for navigatibheaﬁaogéﬁ@cti—rﬁg.S?ﬁéeﬁpWéfée
for selecting or deselecting PREMALCRCTIEBREBti GHL MbsWi ptogk
Empurytil they are Glled by a Pi8gr¥m!!Igagt!ew tRer¥s8fetof
program stored, these were stBPREBaAEBPIngOf bBBOPyOPEEM ng -

c

to be functional settings. TWNODOTAKCEPLNY r8MSa |Cla "maoPdee SiasV €ndg tO Vpe
unlocked. Any recalled progmnpamnpcan|ket@hg etni e ® dohya pirbStss
settings or changes made towtihe maghirme pWiclkl tmot hke pk &Rt o
NOTIT@ET e ar es tnoor euds epfrud g rparnes Sonf €teMNi)s trfla€c PiT el M@y e petv €n i f i
for the suggested settings iNhvith@atR GYeandt URH GG @ 'ABI BHv el T

eers, if they are present, are entered during the manufacturing process to

serve as place holders and fld&® tReesCtaIHg ane SRV &g SEMMiENg 2T €

entered may not be useabl e grams be stored and featur e:
allow a new program to be save:
Navigating and Using the Rer

The program function consi st al |l s

save screen. Both I ook ali mat i c
wo rRlsécarB &ae e used. Be sure t t he
top so that the wunit is in t orm t
The recall re&oad énr iinsg uwspe da tdg
The recall mode does not al/l anent
of the programming. A recall ust me
but the base program cannot unl oc
mode and completely resaved C R e wi l
safe mode to use for any wus @@ !Ei ‘[E]@‘ . t be
RARELALLL LIGHTHING. 275 TS
MIG/AC-DC TIG/Stick with PowerSet
1. To save, complete all nor mal
saved. Make sure all settings
2. To access the save menu scr ee
ton (1) for at | east three se
3.When the button is released t

gr eSearb@ar at the top of the sc

@E] ‘E]@‘ . 4. Navigate to the desired I|ine
[Iﬁ[lfﬂ[[]ﬁ/m's (3). Each line will highlight

MIG/AC-DC TIG/Stick with PowerSet :
5.Each line will have et er a

1.To recal lguamikd s ognam;el easd OtCRd esda vwed pPracdir dmne on the
button (1). This may be dondofftrdhfease!l grcdedsd i nevdp jafvad

nH
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di stinctive without exceedi nc

7.0nce the program has been ent
save selection or Igresancednde
the program will not be savec
the Iine wil!/ not be changed.

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

@m'"@‘ [E]@ {' as the program returnilst firomalt

good idea to keep all progr ar

9.1 f no further input is made (
unlock symbol is displayed, va@;$gla$£$ &i{l%lj{ailr‘l’gvgha:er?egxﬁngg
saved. | f g |l ocked symbol 'Se_x 'isr%l, _q%cr’cktlﬁé\}a)’m&&a&fﬂfbs(tﬂeq
before saving. To unlock a Iplr _’raqntfn'i%ibl)fs rco%fPl%Q% s Ideaé
er Set button (5?. The symboItOW|tIhIe Cm%]rhg%otrgnatl %veqrhl'%cgi?ea%
WARNI NG! I f a line is purposefully unlocked, or Il eft “unl
saving a new program, this program will be subject to pe
changewroirt ionvgerwi t hout ldn aewatina-1 ayer of protection.
ble, alw&mnmgsyave. i hf ama new program must be saved
over an old one, make sure that it has no valwue or futur
down the settingsenstoertehdati nt hteh ev afludteusr ecan be r e
.Press the |l eft side adjustment knob (3a) to select the |
t hGWERAROopup key pad (6). Rotate the adjustment knob (3) t
highlight a |l etter or a command (save or cancel). Press
knob (3a) to enter the |l etter or number desired. Conti nu

a5 F [ IR O I S

program name is complete or until the maxi mum character
been Méa&cmadki mum number of | etters, numbers and ot her

characters that can be entered to name a program is a to
any combination. The keypad wil/l not hold more than a 1
acter program and wil|l bl ock more from being entered onc
mum is reached. To eliminate future confusion over which
are which, be sure that program names are carefully chos

no
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USI NG THE MANUAL MENUS. set. (See the MI G Power Set seE€
Each process menu operates PaMahe Bhght Bhasme! axy ADgtslyY th

between all the functions. SeWi belbaedosPmedubWaAN WbtRsri
of each of the following menukndicate the wire feed speed
e e ters Per Minute) M/ Min or Amg
, 7 right side. Other parameters
di splay when in adjustment mc

Torch Polarity: Positive (+) Gas: 75/25 Argon/CO2 Gas Mix .
ot her parameter is selected f

col or After 5 seconds of nc

@19 V functi on, the selected settir
1 ) . . ) .

ting and Witlue na atoi weiliyt ewel di

Volts Inches/Min will change to read actual me

6. PrFel ow/ PostPiFd oawvndi fnegts.FIl ow

Yo com 7 Jowp 1N%s % | o | shielding gas flow time befor
PreFlow  PostFlow  Start WFS— EndWFS BumBad(Inductanoe reducing contamination in the
| |0M',msdﬂw n|&mm| be delayed sl i ghtolw thiymet hues eadr

UpSiope __DownSpe | WireDia.  Remote — . provide a gas envelope arounc

Ml GJ/-Gd d M | M E toSrch and pFl;oIvides shiel din
"o rue anhua enus  ( Xcep%d.yW%ﬁ%'%el%ss%m%%%eﬁv%&hbia
t he Lightning MTS 275P):

-Cored mode, Pre and Post FI o

The MI G manual menu is essentanddlyhehepi3pmewiblet weenbihikthk Mg
selections, whether selectingf €2f5lPow5la0s0d c 8 dusmi fnourm, P cosrt SR lao

However, sge the next sectl9nStglrtp.[ﬁh]‘d;us\lmlgagrt”nnfgorm{?at|on o4n
MI G operation. The functions ﬁeg }p ﬁ\a gmog hB g Par gmﬁé
MI G mode varies signi Gcantly bPo?gmfehgr&SSIlty of the star

1.

Main Left Displ ayj ubef ahlet vObk age wbstalifptbvésptratrytpe ef mi | ar
adjustment knob. To adjust obihgr pherametewsrerffedcspens
adjustment mode with |eft dawd asrdwekeyot &l hathgateater
parameter to highlight and énhableTadjestutment heWhepaatpaf
function is selected for adpodt ment-ulpe e dinad mwe® sSevé ¢ md g .L

to req. Voltage is the %ehﬁybﬁnwﬁ%ﬁﬂh BgsT?ofrpee?ge Iuesfetd st?od
of no input or adjustment 01:j 9\/% e, pg %mgg}g?§ k| &)M@C%N?
ed setting will default back {?I %?%rYOAm%%et%eﬁnc?%ag %v

mode. upon the setting desired) froc

.Voltage I nput ConGr mahi®oncowW®ébmagesl npatt ConGemather. wir

the correct voltage to be stuppl eed worehepmedhi "di s Phey
age is 240V. | f 220, 230 orcp@a8¥ri &l suppbiceds whetWel eag
read 240V. can belOist®*t he function is not

.Process andWiGars \ieani endd etr sg%.tBhuebra, @ kbiost hi s3 tahned a3raount of t i1

reminds the user which procesespbadebdengsel écisduselxterp
ergic Pulse MIG, a selectedwM|l & pndcéessredubteat wWwaypeddsf
ei ther C225f o(r755t2e5 | Asf/o@A 80 e €riLedsPI%EMICIA N g . Use a setting of
Gas ( 9f8dr2 SAMraiOnd ess/ I nox), adprplGQacsa t(iloon0s% AS ngaol nkbehiro kd i Aal nureaii e

num). or NeoGad onFsre&luxigh Yl bitnmERIANE ¥8FPCE FOR EXI

.Manual / PoweTrhdest iModdiec at es whOWMER®DS dAeNDl alkSEBRhenpvatere of

operating in, whether in fultheméandactmode vwrlursPowedSét
which is a synergic, more abtromaopdilesrd dooap a dlne Pwmwietr Seith n
many functions may not be avangabusefarradjpsomaht vahdeuv

nn
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240V miG c25 MANUAL your wire feeder stops feedir

Torch Polarity: Posmve(-l- Gas: 75/25 Argon/COz Gas M p resse d’ c h ec k thl S Af;whfc me on

This function is dependent ufg

V IPM Whil e the Spot function may

ti mer Osgdéte,tuse of the Stitch

/ Spot Timer. Using the spot ti

V°|t5 Inches/Min an ermhl eascay cOfef of the arc for

hel d. The SarodifnTtiemmevra |s ebtest waene

spot welds as the trigger is

for tacking up |l ong seams on

hel ps to provide regular spac

forward travel speed providec

| MPORTANT: | f the spot is acc

other units = 30% on this medebk)a Bboevecyctbeobtffhet anrt

when properl yThdsfusmpidovest pbeseameed users or after anot

weld. A high setting will rascocl suddealyedyepoafterct hei &

The result wildl be a 4 ais&€danddgpakiensuhe OFEdISpoandi meor

cess sp_atter may be ObservleZQVir-gh?'rr%e?nsei#rle&utof fIo,{ohelo\i\ovi oé §

result in a very fluid, fla‘.?nug e . h% %l(ﬁch wi | P%r

. ) i mirts aroun u Puf for e

sounding. Starts wil!/l not b?i%‘?ﬁ SW%%tEheG(&cpier auailpt%rloi%rmiﬁeE

35% i s a good starting p0|nt[ on gltteel \{vith &gCS L th gsf

. ransrtiron. to glLo ulalr spra(;J/

c100, 10 to 20% is a good startln% p0|nE enera y BAr

grgmm| g |§].o. ga I can rk])r 86

very smooth on many wel ders %lt Wit inductance contr ol
. . U(rjn enu .

guality welds can be achieved. Stainlfless requires the | o

ance with 10% or Il ess. Al Ud@dRemmteddorahfglrdiggemdiFalgs tilhow

from 40 toCé60&dobebBavef|laxlitotitdeditfofehemntrligogwirt h na MI G r

35 to 60% starting point. oaryostsghtldyffeoent heellTd Gpos

designs and thicknesses of metdl twmawwkBhflfkett tiheggeémdiustp@am
ment Seéetghbgyinductance is teleiaasalkd tobtciosntasuempor wahd.
ting proper Voltage and WirérFggersSpeéedag hetidcdawne wWihlel
l'y change very much but maytékRangel paswdehoustersmi naateiff
ar pteafkRayteedrnms | nductance isnhf00ur|rrdatbieont haonudg hetx polfa naast i on

the third leg of a three Laggednssgpbor WhbPwblf PhECHa
an wire F_eed Speed/ Amps . IGlu ?(N?O tI?CEEHaOpyeraqqlt:bunl I%éﬁh
weld but without anyoneNO:-omyPg?ag ctonf"r\g?lgf ? &

TICE: The wunit will ship wi ast settlngs
testing. Often Inductancel\EUhlEtVEdlsﬁlétt trcﬁcm%ncarzeﬁo
range of function. | f the ubBhttBsofis@aatresgtiemd:
arc quality will result. This unit is eqU|ppe

b

8
R

o ®d ®

fe

reac

11Spot and Bhe t®hmotTitmemer. must. )
Stitch function to appear. Q’
the right of Spot Wi_$tli°tbceh.ep
When Spot is turned off as a
unction i s Tnhoe |Sopnogte rf usnecltei cotna bils
de/Smetdome. The ti mer al | D GRse mihned earr/c |fhofiosrtmaayt fi eonnenisAgriteraesd. u
he period set. After the titmechapoeapitgd(tlb® aovcuwil hAr
top, if the trigger is stibblbheidydawd. gWbBi recommeadabé
pot function is best used the2prmeedes @speciaaldl yhtoacte
ack N@@lEesp in mind that | f otplee asp otn tiismemsies viewr, n &€t ek
accidently, the wire feed wplhyshgpasndddeniGy msobae pbtari
pressed. In fact it may bawmekynbeedeardtpbse seemdi asqec
set | ow. This is normal, but often a source of tech supy
np

m

e i
9% ag f tt
ffer
(0]

r
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n
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Component I dentification

SYNERGI C PULSE MI-B. ONLYGHAINI NGee2 tHhe MTISS Pul se Power

When the welder is switched5tMaisgnRirght PiJ$Rlsawi dempldBips mk
ters are the same as they areAMASshyundatrauivi cawed| d$ ngdime 9t
due to he complexity of the bPotlReswaytAmpguarescaeiephle
functions not used with standa¥W@tiMME AMRALRAGE HirHelesapreousg
tion to these differences as thesbhewerin AmMRepwagea Hak Ahe
what is being controlled may dikows theomusSehandardr Mn &f eb d
of many of the parameters var§nNkoWewhadi amMemethe ktaf@REEE
However this is done | ogicall alk WokeipiezetW hbcommbidhae e

re

§
requi ments needed to operat@adeheThiesdereanepudisbCmylct mof
feed needed to achieve the se
i
;
t
t
f

often prescribed for a wel
el ated to tThhe kpresgr ammitrhge g
akes wire diameter and type
he Amperage based off of the

a
g
e
S

orch Polarity: Positive (+) as 100% Argon

|
@ 43 187A or a less accurate WM her Fpar
1 eters and fundtions will be represented in the display when in adjust -
Arc Trim Amps ment mode. When the Amps, ofr
justment the display will tur

or adjustment of any par amet e
default back to the WVhiel eSpe e

07s | 200A [ 42 | oss

| o : 0% | o

Start Start ‘

@@6@ actively welding, the display
T ured amp.erNgti et pQhanges in

recommendation (5a).

1.Ma|_n Left Dlsbi;aythé\rlceﬂ'i“mtéjpué ?'T?'—gttldlkt'bfﬁﬁlaﬁl?omuration pr
modi fy the Arc Trim se{5t|tmgCr'£ En rr%% to'nvevr
+5) which replaces the Voltage t( s |n the other
Use the Arc Trim o adjustr’. Shar&{/Ehég§V\mpBéEdlboAm geset
arc length. (Arc ength is ehdiobBsepivetl Hpbst Amper RE 6O MOV E
wire to the puddl surface WMmMpeeawgel dbngypiTal hoj aet bikE

the adj 89Pmént ambow wi fAastefnetdobwnas
ired paramepienl il g3@GByhs pwred 4hd Léampl

or functions, ent r
S
r functiobhhesweédepudd! Pofcaafes) ménot /|
t
r

t
I
e
e
navigate to the de
When a parameter o
will turn from white to redweAde Trim is the default set
e

side display. Afte 5 Sec%”%%a?i/&fhé?&?tbrﬁrﬁ.s?r@tl gf‘se”ée
rameters or functions on th'f?o?n'?ﬂe te'ﬂﬁ 6?I?ﬁ%e Ebng

back to the Arc Tri mNateitd e :n Inglr
ity will aways indicate Pusitive (+) in Puise MIGmode (13). 4 o P ¥ 1 b n?%bf‘é&@?%blﬁ‘ﬂﬂ&cwf

or within .1 to .3 points of

2.Voltage Inpbts CoaGEmas i ohe %?rar?(HFleQI(IS@HJ ed Ps PéEne trans

supplied to the machine. Tt&ﬂwp‘é?%\b?ec&o ?h agvgl|d§n64 et

208V is supplied the VOItagGr‘ﬂHh'al?S/'lrlm gh%4 g
machines performance in el atigansthPpecal i E)?JE'hO'Prgﬁ YVF
3.Process andwiGas Weaiad etr 5gedphfef o wP B Lt Prd 8din & Pmests. F I ow

reminds the user which proc§ﬁ§ep f‘nB st?ll%ﬁvt?ﬁjme lo@fbp
l's not displayed except aboygqy{R¢ "¢ %"nt%ﬁm'i‘ﬂa??%'h PR fhe
PoweTlrhSest iModdec at es whh e hd enloadyee & hsel inghhtthlMyn ébi ymet hues eadr
operating in, whether in fubrogydergi gamoesvetope ROWYENE
whi ch s a synergic, more atpbpomhteadmpdevi dps Pbwet 8éngr
many functions may not be aedil dbi &6 hetpadpusvment oxndat

4. Manual

—_— =~



Component I dentification

about 0. 5 -fsl eocwebnadasd cf8onrd sPrfeor |Peossst, FAlouwvmiamwem and Bronze at

used under 200A.-10Oveecdfdsd, pfroBestatskeastidbns, the selec
FIl ow for best results. through the possible selectioc
you need. I f an exact match i
240V PULSE SYNERGIC type that is nearest i n prope
Torch Polarity: Positive (+) Gas: 100% Argon 1 5Re moTthe .s controls how t he we |
- MI G mode. The functions, whi l
43 187A process. In 2T, the Itnr idgTg,ert hi
| trigger is pressed briefly tc
Arc Trim Amps weld. The weld is continued v
down. The trigger i s once agsée
‘ @ @ terminate the arc. See more ¢
°'7s_|2°°“| 4‘2_|°55 o | e explanation found |l ater in tt
Start Duration | StartAmps  Start Arc Trim  Start Slope Bum Back i A

additionally offers two more
s [®| (Special) mode which all ows e

Fill Duration ~ Fil Amps ~ Fil ArcTrim Fill Slope WleDa. Wire Type . .
selected not available in nor

11.nducltMmMERTANT NOTI CE FOR EsVeERLi AnSgTs MiIlrG GWNERS si bl e

in t

AND UBE®RSto the ®atPwl eseofMltGhide swegindenahyg of these functic
I nductance values used for §ertiengm'pheuceérnmedenohh'ysamb

f_rom o thlesre nooanpabl e units Ib“l’or?f:ehl EVF !)ats\tNele uHJQI naanldn |
tings use a reciprocahdual a ncN(;'I%InC pr Velern(Tl WIGU%S
i mproveéasan tolfe tvhet wel d. A hlgh I es lft n_a \P*
. . rI oqup oth 'do Rt r

poor arc, with a high pitch. ﬁe resul t wi be ralseé
mi ddl e ainnd. pEoxocre swsetspatter may be observed. The result
of too |l ow of a setting wil/l result in a very fluid, f1le8
wi || be raspy. Starts may not be as smooth. Generally, a
to 35% i s a good starting point for Steel. Stainless tyg
to 20% or less. Aluminum, depending upon the wire chemi:¢
es from 35 to 50% or so. Weld position, joint design and
ness can slightly aNOTelcQE:t hTethei nduct ance requirement.
units will ship with the |l ast settings used in perfor man
Inductance may be set to 0% or 100% after testing the reé
tion and will need to be reset.

12BuBrndkis is the amount of time the arc stays on after ¢t}
stops feeding. It is used to help prevent the wire from
weld and to reduce the need for constant trimming of the
restarting. Use a setting of .02 to 2 seconds to begin
applications. Smal lbearc kditameet.erTowi res need | ess burn
much-beknti me wi-bdckauset wérei poabuemn t he
weld is tleamknlaaednoBefhect during active welding.

13Wire DiametTerre. iINMRARTOANT:he wire diameter helps
cali brates the machine so that proper Amperage can be di
Mi ni mum al |.oOMe@° Rvilree sMIz@. i sThis is suf Gcient
to allow the unit to Owebltde tihse full range. For this wel de
the most versatile diameter, making it able to weld witt
any gauge and type of materi al in Synergic Pulse MI G mod

l14Wire SEypet wire type using to calibrate the unit and de:

the programming NOEW@B:t tadwelf dhtalhke met al
ing separate Synergic Pulse MIG process selections

nT

for S



Component I dentificati

Control Panel Operation and Navigation

DC TI G MANUAL MENU 6. Main Right DispAdjyystDeviatuH tr iA
) knob. By default this displ s

The TI G manual menu is arranggdn ts'mbéi@,rlﬁ/héofﬁr}i‘@tlwléﬁ 6“19”15'
the features and parameters 03@§b@§y ﬁg%bépglp@{pémgtwlp t
pletely within the context OfAFﬂ§r°§e§@ébﬁ@ Jp'ﬁou”hﬁuﬂso
not be used for welding alum|pp@n'Fpﬁea%éhmé@y@dwgépfpgg Wi
push pull gun should be used.;ng yeturn toWthedatauvelwhv
play function will change to

7.Prel/ Post Thleow eTitmeirgs .pr ovi des
and after the wel d. Whfi |l ew oind
i mportant to the TI G process.
the weld area so the arc can

met al and consumption of tung
in weld cooling and protectioa
and consumption of the electr
onds of preflow (more is need

should be set according to th
mini mum of 3 seconds for weld
10 to 20 Amps used, with 3 se

regardl ess the amperage.

1. Main Left Displ ahhe D/eoflatualgtg giglas}pﬁgaﬁlhegjgsim 8Y¥tro0ls be beginn
the Main display in TI G mod Ehb ngge% u %d &ﬁ%dbpgr?PAﬁ
I't is not adjustabl e. The Y8rt ﬂ% Wi h|ﬁ5W%¥§.beTHbs%|g
green to remind thdjuseabibﬁhThES Fﬁ%t?% g%?eﬂ i ,e used
control knob will not all OngaELl B@gg? o&hrpbt?? I pr‘&e
ot her parameters, the dISpl?% W%F%r?hg% g m&& 'a&gggdmg
sel ected parameter. It W'Ili?FFHet¥DH ggg Fpgc Fggtgg Wi
wel der has entered into tlwes§gky§t pﬁ391wyﬂggt en tip may o

2.Voltage Inpu ConGr mahi ®oncowémmage Gl hpatmpe€ongemanidonassi s
the correct voItage to be supppbresdgitde the maehiae. opphet
age is 240V. 1 f 220, 230, omngRO8wWdi tosuappliebbeawetHepaodd
age will still display 24OVTypleahlyheWVbhtage feootepeds

3.Process VReem nvdieerwseed t oget he r0 u tb ootfh t3h a nid 3 ay rvgln%i n dt he tor
the user which process has 8gﬁvgelétte8n Eor 9F8r B&p&

highlighted on this machi PeRemotemTodchhd@8ThggRe hRaa aft b Fa
and not AC mode. (This TIG tbppl aes DCfevepduvaowl dependd

suitable for welding Al umi n¥MnGor oMadh®6&s monme}. For TI G Yy
4. Manual/ PowelrhSest iModdiec at es whﬁ%&Amyﬁkhi%% %%%?I%%gﬂ$agia?e
operating in, whether in quLlﬁggyaL %ﬁ%chr &EeBﬂgeBF%{
which is a synergic, more aytoma e8 mo d e {n ower@e 0o

. LOops nd parameters dre_aval

many functions may not be ayph apﬁg fea&aﬁ EPmeﬁgEegnB v
set. (See the TI G Power Set sectiop).p P
are no needed since sl ope is

B.Reminder/ | mhermataonnAyvyehl o®Ti andegiTgnee usednfwotm t he t
or remind the user to checkaod ahangenpoianstyebadetdot oo
shielding gas (5a) should bewustsetd. dbes Tb6G, cobhisobar ewal di
unchanged. Torch poIarL)y i ampeGameddi wektl gl wahe beogeg
The recommended shielding gabewchtbtl ahgapt bbel0OO%cAr gwnt

2T+A and 4T+A, though similar

ny
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Control Panel Operation and Navigation

240V TIG DC MANUAL
Torch Polarity: Negative (-) Gas: 100% Argon

12Spot/ Stlihhe hSpldtmetri.mer must be
function to appear to the rig

V is turned off as shown in the
l onger selectable and the spe
i The Spot functionAi &€t iame.i mEhe

Volts ti mer allows the arc to stay
has expired the arc will auto
down. The spot function is be

used independent | y0 twh ¥,hu g éh eo fS
Stitec is predicated on the U
timer together with Onheahdt iOfc
cycle of the arc for as |l ong
a type of TI G torch equippedmwidiinteryvapabhatteave&mp ac csretri @Is
This allows the user to usecbheiwaekdetopbeghemhi dgwhor T&
amperage, up and down sl opeobuthshnibhebée mbltalteubGheatuh
amperage on the torch whileswakcdnggbei webeuntthef wet dpadal
detailed 2T/ 4T Remote informdtbygntarduserpll aPEORITANTE: a U rfd

tively shNOTtHIVOhEzc & whkédSpot fu
i
h

manual for illustrated exampuastion is accidentally engse
10Ar c TShtearTtl.G wel ding arc can cbye0||en|0tf| attheed atlrnc Th' s strycp'wcaa
) users r af{ er user h
arc can be started without (éon ac |n9 :’f’l
. |esa§ﬁ t ear |s star e d
the met al and |ifted up to creéeate % F[C
sure the htei muesre iosf ssepto tt c

1 HV Stoartc.ontactless startingysevhadfchPulss ai.sulhdwevV err,e fietr rsehic
applications, the unit featmode hheeaectnen'ec patimngui HE

HVY. This type start is Ver}éPﬁ'T@H aprultsoe he edd I-{FO hoentac

is now generated eIectronlcglre‘yityv'r1 bvla? ﬁ%%r% eaglmbbé
HV/ HF starting may be restr'bgpg e IFO@SneQV’sBOB@ Uggd
may cause electronic |nterf§h5p8$esyﬁg alﬁ_sltgao‘t§1$|b|"aggle§lWeéda
T LiftThSt eortther method of starftirnnged sort.altifedd Rylige S&%'QCt'Tq
where the tungsten is briefpglesttrea o6 the ménglI tha 2
startTfheiree aarce t Wdet opesst dfs LIMiRfete Os tPebrftl.i £ e three boxes t
This lift start means the tA&AgsteAnNpEl ¥ wapen|  the. Spetich
metal, the contact is sensedabhfd EMENotuhpUEhiegnrehectinag
sten is |lifted up and the aftetpt shgrPelseThrs fouprafdit
ers and job site fabricat rzegsc$use it elimlndates ;?edal
This type start also disallmwm %elf' %er?p%tr'}aemgvr{ofe'%(nﬁg%p nlﬁDoSse
automatically starts rowingywpﬁ@ Hggahpggg\ Ensb§t§E5Cﬁe
ond type of 1ift start isqagibyglsdelyaddénsd {fd Qini Ao
stendeswaiys | the switch is aﬁlﬁl'é’@teﬁhrs||”strhé§réné)9ﬁte(§h8n
is touched to the work and The swhptebBedatspaddlopsi parense
and the torch is then |iftwediyppatHd@hTiémeal el SuP§EUGlt y ]
safer and is often used wheandjtUEtHYI esealancesbriiehedpul
11Up/ Down SUp pel dfdaneirs.us ed ﬂo(lriafﬁubeTﬂ“ Et”ENlBeF‘H@QerOtf dt i me
c S represente in
from_the starAtlsnegt wrepledlargge_a@répl Srgagdﬁébryprécond (PPSé. Er e
setting a deGned ramp up ti mee p@?@’@ §§099C1§nasg 6}9 § @
amperageAuspetf rwoent dti hneg parnepem@-mecp_;iowmuus)gt.hsa ®dtd availabl e
(crater GlIIl1) amperage by setting a deGned ramp up ti me.
DC Stick Manual Menu:

n o
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AC TI G MANUAL MENU The recommended shielding gas

The TI G manual menu is arrafRgMai B8imight | Di $RAdKeS tRigviFatufle tiryiA
the features and parameters okRePap Bvudet ! t n¥RBirmadii ! 2
pletely within the context ofmMgnlc Hepedeatihea . fUmei @Rmi@r pp 3
DC TIG Output, which is suita®iePkay wemBeng/ a¢mbets awi!l e

After 5 seconds of no input o

e MANUAL tion, the selected setting wi
TorchPo@egatlve() Gas: 100% Argon and return tOWthedaﬁaUVB|th
play function will change to

7.Prel Post Thleow eTitmeirgs .pr ovi des

and after the wel d. WHhfill ew oind

i mportant to the TIG process.
the weld area so the arc can

,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, metal and consumption of tung
‘ in weld cooling and protectio
rrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrrr and consumption of the electr
i ‘ T e — onds of preflow (more is needc
e should be set according to th
3 d f | d
1.Main Left Displ alyhe Deoflawlgte &Haps{p%]&ag}oeaj{a\ﬁ;‘ Lgeggg T ith 3 s
the Main display in TIG mod 8|m(§gsg§e eggnlng 8? ac
. ; €S e 8 e .

I't is not adjustable. The voPtage wi || a Ways Frspl a
green to remind t4ae|juselanyI@StEhbélEh'ﬂlsAmgetrelaobe begi nn
control knob will not allowthdj wettheoycbt.vdheagear WhiaAneg
ot her parameters, the displ aprwtheke wkhkbhdgegfancti ofhendi d
selected parameter. It williabsobotuhe tedgbsheaoborzet askd
wel der has entered into themadpumbthent mwHele typically
2.Voltage I nput ConGrm‘Ehu:Dncor{/ ﬁemStgr}nAerPsCfgc%t&?aSstse{wIlﬁgré‘q tH.G
t?% Tung ten I s E‘ asted wi
t he vol tage to be supplled etpl‘na $|ne.t T (t-:-_correcd
120V or 240V. 1 f 220, 230, Sraibst § sUpgri €8 &t Pt RE&YoG
) . . crafer Glﬁ amEF{a e and agshs
age will still display 240V unl €ss. eY] aéelstoo i
. | f PFBVIde f & User . an ppﬁrt
operating on 120V, the box wril e ¥e| 0w 0 rem|P§ g
; . . age and o0 cool the we pudo

wi || be I'imited on 120V. . .
Typically, with the foot-peda
3.Process VReem nvdieerwsed t oget herogutbootfh t3heanadr c3.a rvimihndishe t or
the user which process has heweveeliEctedn bEOhi §h&r A€pe
highlighted on this machine emind the_user that this
and not DC mode. (This Tl(gchgGH‘gFPégofA ho ITHB g TR aff yFa
should be used for for weldé fEmPhERTEF MagMedeRmNYI
modes. For TI G you wil!/ have
4. Manual/ PowelrhSest iModdiec at es whsiecthtinhogde d i heet a”tﬁpcehﬂang?etiasadwetd
operating in, whether in fubyemg@yabn@oggnpfoineBpwebggb
which is a.SynefgiC, mor € atlh@mﬁbﬁhgt@ofj@nc_tiBnP9W§bS§bnﬂ
many functions may not be ayaikabte hoaifdbvetmegpt gapdsy
set. (See the TIG PowerSet f8¢k500b- and Down Slope funct
5.Reminder/ | MhermactaonnAyehlow! N§€deétPgReli St 6ONAf QI Med thr
or remind the user to check“éPch’éﬁEetﬁﬁlép(Pg SWHUED @8
shielding gas (5a) should bigeedrergred 60 tRPsWgt dacywr
unchanged. Torch polariyy iROoFI &ombae! wwel dhp@ag8PEEaHEg
directly. The programming on

pn
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of the torch switch does aff{ecthtwheGlthi ampappgesbyThet P
e toron Sauipped witn 2 23RREdpiehaint Hhakhd ot Wil
TI G torch equipped with a ?F reat‘?'he ;e aP‘ows 5w Ea?
allows After the tlme has explred t h
240V TG AC MANUAL ifs, still held doyvn. The spot

Torch Polarity: Negative (-) Gas: 100% Argon cl al l y fO r r el at v el y S h 0 rt t
13PulTshee. pul se is used to helop

V creating a | ower average Ampe

I perage. I't can al so be used =&

Volts i mprove the wedtdatakiprecheaweeé da
turned on, the Pulse selectio

selections on the |line that &

°55|1°s[ 104 aiv. °""=| 5% | s0% turned off, the three boxes t
FostFlow s""““‘“ e °"P“'*A""°s Additionally, when the Spot t
@m‘ o5 | |“°"’s°' able. Even though on the 1|ine
Remote Up Slope D. Slope ACFreq.  ACBalance Wave Form t ot a.l the PUI s e haS fO r m(d] U
10the torch while welding witﬁoﬂcgwusf P“'SF fupgrlong 4
. . en f 5 Fons, . év epl [ f

Remote information and explanat|on ater " in this n
illustrated examples. 1 (6)Pahl, saragtethe Wel di ng mp s

11Arc TStearTtl.G wel ding arc can UM iSn€tt jaaMpPed’ & dn€ tOowo tbhae5.|pculwsae
arc can be started without E8¥nthetrAdABRhavhet MBPabetpinNPan
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4 Manual / PowelrhSest iModdiec at es i bWhnl1 cnhy m%ed:jedetbse’ bucthlmﬁlethlslnd
e ﬁc eve %2 iMAICes s requir
operatlng The Power Set mOd?e\éVs'.Chlh?mau%yp:gEg'r%hggmB% %
mode t ha eliminates some U(S)(rers{ﬁ:%?%ldr%%hsa(\a/tts'%g?'ittllré (Bj?
mode, many functions may not be ava|tjable feor djr%lstme{lt
i ti . d b t h Emnt. @] c$urs§, ?* Fren
preset or optimize y © REe8EEeMTt "Hhe?dP®Cafh’ AfPlct®Eh
5.Main Right Display, ADgfusul ttrhiwhpe Béedpr8peednbiespl ay.
wire feed speed (WFS) with wbgkttbhdjuashmenttkanobel Thi sad
indicate the wire feed speedni preptehéeirebnchesPBwer Behume
ters Per Minute) M/ Min or AmpsedTbhnsthe wheedéefypel sesect
right side. Other paramet er g e aceeditfleurnsc tiiso nnso5 Wsi%el 4 mbineg t roel pbhree
di splay when in adjustment modendWiweatt he Welté& Feedf SEpee
ot her parameter is selectedtfype adjestmdnt Athesdi sgl a8y o
col or After 5 seconds of modéenwutl ousad] gt menvi dé anay
function, the selected settundewsthndef abbht bhack woltheh
ting and Writlue na dtoi weliy ewel dainndg ,matyh en odi spploavyi dfeu mont iaacmc f e
will change to readb5act malli cmesesucedcampétrnagesoutpen. thou
the gas selection. Except foevB8VynefgbepaPtkeseoMl &moat baks
process wil/l aIWaySzfrertSitreell()Emheen(IESo(?EUjZBsAméﬁo.
Cl100 (A®O%SEC@el ), Mox Stasi o B
Il nox), Ar Gas (100% Ar g-on rMN XIE@F 3erdoub|e CG%eka(tF%ar

pT
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240V co» — Synergic Pulse MPGOAFg) :Lightni

Torch Polarity: Positive (+) Gas: 100% COs Synergic Pulse MIG i s dpeuslisgen eMil

mode. The required input of val

V IPM exact Amperage/ Trim setting 1t
i is done to allow a sliding scal

readj ust these functions each t
Volts B Inches/Min J

— perage. Arc Trim is automatical
----ljr" Additionally, Amperage is the ¢
rate (WFS). The |l ocation of sorl

s e
Wi
Th
s e
S i
s o
an
Wi

l11Mat eri alSetTthii cgk nneastse)r:i al t

ac
ne
t h
s e
ha
t a
Ma
we

12To

Standard Synergic Pulse MI G moc

possi bl e.
Wire Dia. ~ Material

|l ected when operating in t he

L drasticall y affect ¢ rch Polarity: Positive (+) Gas: 100% Argon s et
e wire size ultimately a A teri
|l ected and uItimater c 43 @ 220 @ i on

nce upper ettings may n to
that a tranS|tion to sp Arc Trim Amps 0 f
d the gas is not changed "—F i ng

'l be not be stable. e S ] E———

hieving a good weld with he w
ss is selected, the sett ot o
e thickness OT the mat.erllﬁ\lrctLH‘s?eE mYhe" Iheafvt.e atdoj u?'\/setlrrqen'tS K"
l ect the setting that s QPpe [t ep bel ow £ 0 thh% ness
e g Tlf]ImI?—i’;\t? |W|u§
ve to wel d. I f you are un@uL§ 0 t gy meta PcKkness
) Vo age se It:,lng gse I n e,
ke time to measure the thl% ne?s o ower Set wi I not
. adjus the average pl sed. vol
terial thickness may al so, e |¥nhnate ﬁert% o, wihrne sL¢eg
. | €éng I's theée observed disfTan
' surface while welding.) To adc
r&dl.ect the type MI G torch htehatdjius tbneinng mosded .wi tThhd eStt

torch wi BTDibhei sl isshtoeud da sb e t hsei rdeedf apua rta nseettetri ntgo, hbiugthliifght
the setting f o3%p Goderithoer cnha cihnsiencehangédntoi on is selected f
wi || not feed wire properl ywhAlsotoi fettheAspodlti qouunsot hp
connected and the gun is noAfpeopérbkecesebdsescbédnbobhenwit eo
function correctly on the gétonctseh6. on this side, the s
13UniBvser|l ast recognizes that Trh'e _selttlng eaendd teox!ptr oavdijdueStd_n
. {i WI|| |8d|cate Posll
units of measures to dlfferep n_ _____ E an regirons 0
This wnit is equipped to r_e?gpg?h ¥ Mfd NN Y,
units such as inches per min ec I'nc equivale
is also equipped to read i2nVbdlktage {Sbl)ults:ﬁ?ooGGm mt hohs Oe
and millimeters. Choose beswepehi METt OMehei mpcbi neMP (The
the screen to convert all rebp8vans mepplUiethenhhs Voltheged
required units. This can almacheadsi peAmps mhaocepiat oebhs

amperage to be set instea% Bf wi r e \;gheaed %.geed
.Process efm’ nvdieerwsed t oget her ,

the user which process has be
di spl ayed except above the ri

py
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240V MIG -"- 7.Start/ Fhel SAmps/l Fill Amps set
Torch Polarity: Positive (+) :100% ending point for Amperage oVe
Amperage is typically set hiog
vi dkota°®&lttamoygh it can be set
perage if needed for special
ArcTnm value is changed from exact @

the weld Amperage setting.
115% to 130% higher than wel d
which is used to complete the
to help prevent cracking at t
than welding amperage, althou
Amperage. However, Fill Ampe
wel di ngNAMpEEag®&he corresponc
and Fill Trim are not adjusta
.Manual/ PowelrhSest iModdec at es whtioc hb enocadte tthhee snmaameh ilneev ells as t |
. . . ) . c
operating in, whether in fgupl 3%38r¢i¢,PQq¢e roegv'rt]hl:éov\yv%rl‘f
which is a synergic, mor e a E%mat d mc}ée. I n ower Se p
. mgﬁe e functions, Whl
many functions may not be availa e ior z?,dj ﬁtn]?nt _ran W
rgcess. n_ 21, F e nroi ,ert hi
set . (See the MIG Pulse Power Set sectlonl}. 8 Bowe get n
i ger |38r sEe rie y., tC
Pul se MI G, the value of the {\J tLI_?In, it ewa¥|tefun
we . e’'weld 1S conhtinued W

sented may change. : .

down The trigger i s once agas
.Main Right DiThplsayw, dempiBipd mbayniscdtee tteldle wad d.- See more o

ing Amps by default and is edplusnedi wht houhd +tagkt adj us
Due to the way Amps are contadditéednahl g MfGewsl devp o r wi

adjusting Amperage simultané&pektyabldj mpstdle WRERBEchewéhotwboa
value is shown in Amperage. sbsengedmpetageaabtabhe adjaosht
reference allows the user teettangbfearandl| bsei shbl sama &
t ween different wire diametéestedf AMempgrafget wWwese hutIcuSe
adjustment, each ere slze9 Wr oW/ ous'trPerFéoar&j' |fl?ncesretsntF WII’
same amperage. This creates ﬂlf (éult far bsers, i % r
. S e |nlg gas f OR/ i me or
actual wire feed needed to achieve h $ame mperage ?ﬁt
. . reduci ng CPH aml na o n n. g
Amperage is often prescribe 9L, &, %8 inen}1 ?nd .rengre
. : e el a%/e S Pf | tolwy “thi ymiet hues eadn
is directly rel &thed ptrm gtr lai mes A gdfo-t he pFate
) . r V|é]e a gas enveéelope a{ognd
matically takes wire dlametFr a‘H typ of.\aure En by
rc an PFlOVI es s bF dlné,
calculates the Amperage base8 odf F; gep,varti a es, h
nates the need for a |l ess agahF t ffc'e ﬁegaé garggan ch—zgg
a%ou?l 8 -f sl eocwesnadasd c Bnrds rfeor.
me okt .h e parameters and functlons W | | Aef&esené i n
. . use\% unde fo .- VEEC ﬁ A, of
pl ay when in adjust ment dE h?n tbe mp s P ot her ' pa
; . ow or est.FF’su S . .
is selected for adjustment tLe di spl ay wi turn red in
seconds of no input or adjlOWi menDi ame tTehye. p lNMBRIAKR To& N Tt ohre fwu
selected setting will defautalbbctckhtese the Warcbhi Bpesd ¢t b8

to white. While actively weMdnhgoumt Bbkl.dove@’ Rilrea aMliz@.0oh sV
read actual meadasubad azmpegasei albiwpwet hgpeni t t o Owhebltde tihse
will change the required gathepemommenédasinbdbnl eBdiameteto
gas recommendation. 5b indiaeayegaube hddalypetoingatwwiet ha
starred bar being highlighteadden green

.Start/ FillISthirmeé F(Dur altuiran)1.aWi peS&ypes witémeypelottsi ng t
Start (6) and a Crater (Endj)hEiprogéeahmidogaN@eced@@dheadws
2TSP/ 4TSP settings. Set in bawbngsseparate Synergic Pul s

p &
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240V MIG PULSE POWER SET

Torch Polarity: Positive (+) Gas: 100% Argon

NOTI CE: The wunits will ship v
mance testing. Inductance may

- A range of function and will ne
1 AC and DC TI G:

Arc Trim The TI G Power Set version has s
function. The Pulse features a

form is selectable in DC (AC pl
Pulse is |imited to only the P
wave form is Square. The other

Amps have been optimized for ge
to simplify setup. Users may Gr
nless, Aluminum and Bremué rat atdhestonendéf ttohé hgamelc oi
r

I

process selections, dtetsé risall eafcftte cotns .i sMartaedrei aMi tthh it chki
I through the possiblTangesltent iDo memedred .s Plrectantdh & owit
you need. | f an exactr edatcel it mont afud wmdat i celsedtt itk
type that i s nearest in prgpertgdes fewhat i's being
ri alSegtTthii ncgk nneastse)r.i al t e o Power Set

[ € Vi n g a g 00 d Wel d WI t Torch Polarity: Negallve( Gas: 100% Argon
is selected, the set

thickness of the mate V A
ct the setting that i

t weld. | f you are

t

i

0
i me to measure the Amps
rial thickness may al [ || L

=

N

L

o o

jl-l-

w = o
N O wmwwnw —~+ o
~ 0O S5 0 <

o

I s

s
e
| e
vV e
k e
t e
Il

13Torsehl.ect bet ween -Ptunlel maanid
funcNOToInCE: Oper at i-Pounl Iwi@Guh
control of Amps to the co

14Bu-bndki s is the amount of t
stops feeding. I't is used t
weld and to reduce the need
restarting. Use a setting
applications. Smal Fbearc kd ita nmeet,

15LnducltMmM@RTANT NOTI CE FOR EXad§TulsNG bHWE RLTANST |MIfG
OWNERS ANDeUSBRS:he natur e ojfudthien ¢ udtshee rMI Ga rdeemd tgenr, s, t he

i
f
t
0
[0)

the I nductance values used tbe setechgdi pduamanhee. ohtt i
from oplwlesre nomanpabl e units i nwetlhdee rEviesr lians tt hlei nmaedy pu.s t Tnheenste n
settings use a reciproéoanadluctvamindeof Fbe ot leirt Ewetrl asat way
ance i mpi ovesds ttHn_&e wetl d. .AZh\i/g{htﬁsgegtl!r?gut\’vlblpérer% rl;" ncor\?@
very poor arc, with a high PLLECD, The resy Wl ﬁ
the middl-enanBxpess s atter.mg corrgctervo age hg

e e Day g ohs 2%%,.235, or 208\
result of too | ow of a Sett'sple\”ldEersa’\lf/ t24b('/ %nygrsé F(Elé
The pitch wil/l be raspy. Starts may Rot be as smooth. e
setting of 25 to 35% is a3gPoocesarVWeamynyiearvead ftoog eStt heeerl
cally requires 0 to 20% or tbsesusAarumhhom, pdependi hgsubpe
chemistry, ranges from 35 tbigotwi ghted. oweltbipomacthong |
and metal thickness can sli¢hhig affCestuppheesn®dCcoahpatr

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

7.Remote/ Torch TTlhggkRe hdted afl u Fa
that are offered vary dependi
MI G, or TI G modes. For TI1 G vy

S

g

c

V 4T+A. These set®i agpedage aae
programmin
i selection

are set and contr

hoice, the Remote

Volts Amps tions and parameters are avai

_____ ___...",-—-' TI G, the pedal e!iminates Up

are not needed since slope is

2T and 4T are used with the t

@@.@.@@ and all functions related t o
3 et S e switch does not control el di
amperage directly. The progra

ing Aluminum or Magnesium.)the cycling of the torch swit

2T+A and 4T+A, though similar

.Manual / PowelrhSest iModdecat es why Ctyp”bOdoef tqhieg “”taoChc'h”ee'us|pped
operating in, whether in fukh;magvahbuwdodaeoiskpP PBWEEREL

which is a synergic, more alalpnﬁgliaragg mﬂﬂeandlﬂoWﬂW§T§S B

many functions may not be a‘é?nblei”‘ﬁb% bArtadi vt mentynend v

set. detailed 2T/ 4T Remote infor ma
. Mai

n Right Display, DefaultMAmpabi §pray) Remihnaterdl ARK8MmA
Adjust with right adjustm%r]hrk'n-rghp rTt1 By \Aplee|fda|ult arhd Sc 290 SpP
cates the Amperage. In adjusi@mepbnmBdesthpeelUNFthBOtOEC
selected wildl di splay and thgedipsp bgyaﬂampgf§éhehbe[§ Wi
indicate adjustment mode. After 5 seconds of no input or
of any parameter or funct ilTohHV &koar tceoine catcetd essest tSitrag twinigl,
the amperage reading Whidl eef@pPhicatipesdethel uniwhifeator
actively welding, the displHdY.fuhtsi bMp®&i Pt athahg§eVebYr &
ured ampdhaegareat pwmt yel l ow i $ nHewigearer atoed nelogeoent oeni cal
remind the user to check or HYhdhgetpoltangtmwasynbetoesbhnGeE
shielding gas (5a) shoul d bénaMséélUSEOﬁ‘|¢FGf0ﬂthiatéafwr
unchanged. Torch pplarl yﬂlp_ FT% cheWI|| tahl wa y s <& N &9
The recommended shieldi aﬁ Pe 100°bA g
r a p_h e T W e 85 Ehdi gdates tELé
9 . S artTrtehree) aarce’tv{l’cﬁetv\)&q £ %afs .
and adjustment range. The C(?.LOI‘S Gt the _ grap I T begin

sl Tt sta eans. he Eun
color the further away from tbe re(f‘ﬂmmend d §ett|n% t g

. . met al , e, con Ff: |ssnae.
adjust_ed. It will change frs?mngllreepi%?e&eu O\évnhoth% 5k
the adjustment may stray togrlgara f;rognbtg? Eg?ogwrneréa?g g€
that performance may not beTh?‘saaE'pgvg?atrt]ogggoth?s%f)(o\rﬁ
designed to warn the wuser tha% t %.se}}|ng may _no %lePd

. . automgtlica tarts Lo,gg
sul ts, it is not an absolute guide ang Yh? user shouy [
served performance adjust agnor y@elo Tt star 'soac

s?en%e %y%‘l the switch is acHt

.Pul se FlumcRdwearrSet mode f eatiwrdoua heidmpgloi Gehde sweotr kp amrdo -t h

cess for pulse. Only the fragdebhbey (BHzyrhi ssattheat &abFeedT

-On and the Pulse Amperage agaf & ean dnids ncofttmrdjwssetdabvl/keerie
programming.  These settingg,fne 8ol bbbk o B he
satisfactory performance at mo set {Hgs [~f Pu% &

d ermine moupt 0 ngs

the Pulse to OFF so that no Erttequenc_\{) IS aISP 8yeq,h t

I start adjusting the pulsé P eaﬁ‘é‘ ce seeected: € gre

y Emet €FYGF Y ne Tungsten and co

c

=
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doNOTIUGE: 2% Lanthanated TDR€gStewokfor best performance.

e ot Stick performance relies upon t

—— work well . However not all pos:
Torch Polarity: Negative (-) Gas: 100% Argon ||St e d, p| c k th e s Ie Ct | on W| tf
r

|

C

e
may not work in every case. Fo
7 V A For E7014 try either 6013 or
| results. The simplest of Power
t i d
c

Volts Amps position for eal setting:
enough | eeway commodate ot

Torch Polarity: Positive (+)

l10Materi aMaThickhessi ckness
achieve an accurate settin i ckn
Inlezggg, use the next | ower Volts Amps just

. gases

11Pre/ PdsieFlpow. and post | 0w — ""'i' er
set to off, or Audt GAutuomdt i @
cally control the Pre and i el d
. . . - 7018 | 1/8° | 11a»
!wll _se_t the time accordin R —— ; g.
OFPEl i mi nates all Pre and Pos oWwW.

12UniTthsi.s determines the unil.sMaoifn nieeafstu rDei supsleaflyh,& olveoflPabuml gte SWEC
The units can bel M8t edMMETIi EbheeMaheaer di mpeénayalin Stick mod
units of measure. not adjustable. The voltage

remind the user that the volt
knob wildl not be able to adju
ters, the voltage will <change
parameter. I't will also turn
ment mode. la represents the
wel ding electrodes (welding r
This is not an absolute recon

r
n
I
i
use el ect) oade welglat i Fe qure t
n
I
d

manufacturer information and
wel ding polarity. El ectrode N
rods |like E6011 and even E601

2.Voltage Input ConGr mahii®nco VE
the correct voltage to be surg
age is 240V. I f 220, 230 or
read 240V.

3.Process VReem nvdieervseed t oget her,

e
the user which process has be
highlighted on this machine t
and not AC mode. (This welder

4 Manual/ PowelrhSest iModde at es whi
operating in, whether in full
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which is a synergic, more automated mode. I n Power Set n
some functions may not be available for adjustment and w
for best gener al performance. I f optimum performance i s
achieved, discontinue use of Power Set and wuse the full n

ting to achieve better results.

240v STICK

Torch Polarity: Positive (+)

1857 | 1504@

Volts Amps
_-..-ll!"'———@

IOXOIOXO),

7018 | 118" | 13 | P
RodType RodDiam.  Material Units

5.Right STde Pmpetage will display in the main part and
wi || be preset based on the wuser inputs of rod type, rod
material t hi cksafss The graphic (
the recommended setting and adjustment range. The col ors
graph will begin to change color the further away from t
mended setting the setting is adjusted. I't will 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 improve overal/l rod performance a
provides a base for the machine to Gne tune parameters.
rod type is not I|listed, 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. I f the exact thickn
|l isted, use the next | ower standard thickness and adjust
needed.

9.UniTthsi,.s determines the units of measure used for Power Se
The units can bel M@t edVMETHI €Eor either | mperi al
units of measur e.
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NOTI CE:

The foll owing sections cover MI G, |Sy
basic operation. Some of the ter ms
same functions Take note that some
described in a way that is speci Gg t
i denti cal or so similar to the same
peated or redeGned. For exampl e, the
TI G, and It behaves similarly for |ea
The gener al description under MI G |an
the operational di fferences, but i|n
generic to accommodate both processe
This unit fiematiieragsura.s| dmirsumeans |t h
started. |t is used to I mprove arcH I
sion during the arc starting process
wel d at the selected wire speed. || f
Spot/ Sti tch nf umacyt iboen ,t utrhnee dRuonf f on | t |
sirable stutter at arc start.
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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 Soson oo he w
controlled via operation of e hreoyiaa U | d
) O« I start WFs End WFSR = O

with a Remote Amp contr ol | (Crater Fil) - PostFlow Gu n
wheel . The switch itself p I:Releasel:'PrrieggerTrlgger
t O cycl e a sStage OrF St @(Qg e S | — ' and

pehg\c/)ehsimilarly in 2T and ZTSPMIG(Pulse) ry s

Start Amps aHet figmp atchail sl ymosdeet uapn da s

n t processes.

2T function controls adndhdod fd _ I l e
release actiopul Thithedd rti lya s‘mmpnmb —
to most users, but it invehn . O Up Slope DownS'cpeO¥8_BumBack ons
andobffhe weld arc This is Prgowls_'mmvs AT i O n
Lo advance to the mext stag MEEEEUINLEIIILT]ILISETEY] ©
4T function controls each s ul ti
hold actions of the torch t tain
the sl ope stages and start Welding WFS d cy
movement of the torch trigg e hol d
_LO Up Slope Down Slope Q o_[ !
flow cycle and start the we <o \—o--pmeack Kol S
gins to wet in properly, re Preo'o'wSta“WFs e Postor RN
mal set Amperages Pull and I:Releasel:'Prrieggeﬂ'rigger
to occur Onc e t he down S | O N — t he
adequately Glled, release t 4TSPM|G(PU|SG) The
and the Post Flow cycle wil to s
torch trigger rat her -l St art Amps aHet tignp atchailsl ymosdeet uapn da ssEsIeRAS
time the trigger should be Welding Amps t he
to toggle the weld back to TS Sl I e i | f
reached the bottom of the d O_|s—ﬂ,t,\m—,,s/ \E;gg)f:fg“k be r
arc will terminate when t he | (CraterFil) PostFiow  [EECONNY
the weld heat once it begin I:Releasel:'PrrieggerTrlgger
repeated d&rmaomtg medantwetl a. b é ] ] e ,
but it is wuseful to help ma a Wwe
manage.
2T Special (2TSP) and 4T Sp ting s I bot

signed for Synergic Pulse M l

QO Up Slope Down Slope O

h

o
go a step further by provid o,.EanAmps Endl(\r)n;son..o Tl_n
Start) and an End Amp (Crat PreFlow PostFow  [pNeRR AN
bepaess °fammcthioéml, but upon IUP ON Sl\NlDDWN ON SWI T O
duration. This all ows ti me [ ——— | € C
With the 4TSP function, ins g th
tion between the Start Amps p e,
the Start Amps (Hot Start) Amp
When using the TI G foot ped _LO:::::MS oo I unct
evat becausetheuse® f oot is control I® —~ ly.
i mportant Pe tfsuen cetcito no nfloyr tth prSio'wsmAmps D How
is plugged in. [=uP ON sSjwDD®M ON SWI T



Component I dent

Using The Trigger/Torch Switch Remote Functions

Whil e using thePulIG Guwmno,0lt hGau ns eolre cPtuischn of t he
correct torch type automatically gives you control over th
gun. The Amperage co#tuddl glumesb adanp utshes Spool and Push

Amperage from minimum possible setting up to the maxi mum I
the main Amp contr ol kno#udth the panel. While the Spool an
guns Amps or WFS, it stil]l cycles all of the 2T/ 2TSP and /4
ming through t hTeh es eWiarrea tSep eterdi/gVgeel rd i pnugl |Asmp s

are adjusted on the gun, while the maxi mum Amperage is set
screen. While it is technically possible to adjust Amper s
down while welding, similar to a TI G foot pedal action, it
mendlehde. | ocation of the knob make this impractical and inc
wear on the potenti ometTeor ocpoenrnaetcet ed t o t he control on the

with a SpePall IGUGunor pRusshet t he Maxi mum Amperage ofr
Wire Feed Speed on thePWwlalneGynthen set the Spool Gun/ Push

Amperage/ WFS. I f further adjustment is needed, make adjustn
gun Grst. I f the output is not enough, then add additional
on the panel and readjust the gun higher.

See the previous page for a visual explanation of 2T and 4
and MI G. Notice that the arrow buttons indicate an up (rel

(press) movement of the torch switch/ gun trigger.

NOTE CONCERNI NG Wh&nFODEd PEDAL WSEe is se-

|l ected, this unit allows full i ndependent control of Amper
down sl ope. The sl opelefvienrc taitdamesnpar € onot needed or wused.
use the Pedal in any torch trigger or other remote functio
function of the wehtdroVyctbewbnmpbeoager.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|ike an on/off swit
the maxi mum Amperage on the screen, the unit may default t
pedal position Amps rather than maxi mum output within 5 se
pedal is pressed down the actual Amp output will display o
NOTEhie 2T+A and 4T+A settings allowed by this welder in T
are special functions that operate essentially the same wa

These scenitgiamgs feorre use with a TI G torch that has a separat
torch switch for starting the arc and triggering the progr
arate potentiometer/amptral. The purpase of this type optiond torch is to

be abidpe otgo apnr ¢ he sl opes, start/end amps, but stildl retain
ate amount of control of welding amps without having to go
to readjust. Trho Isl t @%t bder Amplelo agfefeant t o

during welding. The tapering is done with the slope cycle.
torch conGguration is only meant to be used to Gne tune an
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/7/ 4T, etc.).
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EXPLANATI ON OF GENERAL IWELéDrEqR’ FONQ@T P OINNSspatter arg

. t) and the wire speed is witdtl
Volt and Amp Settings (Shorfatc'arFF'mE MbG)educe the spatter

When wel ding, the two main fhAbOBRohbethatchegoDte adpubome

n
and Wire feed speed. The fuheéesbpohhan @olbagdedraremMAevewat dpr
the overall width and to a b®k®Brt mnxrte.nt! f tthhei sheStgihltl oo eshe
S
e

ot her word voltage contabbPbhe@he BealtproGpenormal cohhpol
toes of the weld, and arc |eRatfireSBahtafss hEPoLAS Bb%tt’t
The wire feed speed directl ¥ 688t 58P0t h&i AEOPE; ammBHet-N THI
penetration. When setting hﬁe wetedenw WP« gpuayvbhlb WPt he Ot
speed is displayed in Inches BBt Mhigtehe 5OAglE! thPQSEEF
di ameter, wire speed and am 6utshﬁﬁa'bYe9§HF§dWW5 B the v
mate industry conversions (?ﬂb 85tPel X000 1ow of vol tage wi l
.023¥ :ABpss = Inches per mindtoes(i(rMges) of the weld not pr
.025% :AmBpsl = Inches per minLEtVeen(Ichl\ﬂP)Ugh the Power Set featur
. B adjustment may need to be m:

- 03&x°:Ampza = Inches per m'”“ﬁ&‘sutup&"ﬁ or jo®@ret try pa. t oWiptr lo vt
.035% : AmAs6= Inches per minauetmeRM) range in the Power Set
: functional setting. However, wl

045 Amps = Inches per Minute, (| PM s with volts and wire

To convert wire speed (I PM)andt epaphper o xbiamakd e rwhoepns ,tahoes end tr hee
conversion formula (for steehy: occur.

. 0213PM E 3.5 = Amps Starting the Arc and Welding |1
. 02I5PM E 3.1 = Amps Starting the arc is a relativel
- _ should initially3b@&Aatei mmedwi DeEe
- 0 310PM E 2 = Amps tri mmed, the gun should be Gr
.0315PM E 1.6 = Amps often renffaethi e Atguinamhnggr asp, e:
L 045PM E 1 = Amps can cause'the arc te stutter ac
ing theouvtu raen ds tcirelat i ng an irre
K i ind th i t d 1
eep i n min ese are appr%iﬁlle a 0<f'>nv rs'vv?Psé ESlFOUF?i {)? |
cy as amps are increased Intﬂ UB , rF t I mi Us o}
di ameter . t e er |s pu ed for the
A contactl/tZB’paBtiacb\oeJtthe wel d. The
Even though you will Gnd genefrali caécepoge pliloa idieogwsetetsb o detammd €i ¢
Amps, Volts and even shieldinP as t rough a variety ?f for
. HoE dIl n E e Po ar I
apps and online calculatorst everg . eta Enuf ctlur e
speci Gc parameters for Vol 8Rd' R s0 ttNl gsst e8¢h wire
class of wire. The ranges oDntzeIthendrampapabemateBSaQEher
somewhat from brand to brangul sedbénsuhe doreeadonhhefpablke
manufacturer |iterature to deabetochi be pwpbaitiangd difresettiync
mended. The wire diameter abktdel omiteetbehpraofi cak wmaekidmt

what can be reasonably weldad. mdbhe thanel®wi tbgfekboiweag pt

and calculator recommendati ¢psli3$ thatdmosttpeapbé 6Endvehe
hot or too col d. For some peogple, aitomapyfnoexbe ofbse tont
are used to. However, nothipgltanhsugsnhitunertati wgtcbhohng
the arc. | f the arc is corrbhavjing pateadul aousdresgmhl andt
should be heard. The actual gtinyangl eowndl caersvatyi somadhbart
have somewhat of a higher pveecbedhineMl & Quickl ¥ theseoport
|l ook at the arc to see if ithesgashea&yenahdr pooduoesngal 8¢

CT
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mes quickly with a littleMpGacandeTl Buwhi dgnganegeasukst i
ation but the molten puddiwel ds @hsieembuvateefapdi hhe auve
ading edge. It will usual gyeheavehaubdsbbhetdboal bef pleawt
careful to prevent the guosframdl em@ahingchabwarbdudbr wawayl
on of travel too much as epabvbsetywbhd incitreasenandnshhel
come turbulent, creating dosasititpubsn Th& webdirBEBsl t heg m
penetration, but can resphrepihha matabwsbhé&di wnt hgut omt
al so can |l eave an undesiraembeehgmpadeappdagaraserf snoh
i f tr aMhelneivert dMd Gs lwew.di ngnwi d dhgrAd aiamd muany c twha tthreak e c | e
h the standard MIG gun osetheuSpoal ugynmAELWAYSBupush t he
ing Flux Cored wire, a drggging mifoR lodnd hiBhirtesdlddYa

r T1 G a push angle of thkeevelchfi deakwdygersecemmbhndeseds
S
I

— DT T — 0
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o
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wi

c
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Single Pulse MIG Operation. typically set to 0.0. Whil e one w
At its core, Single Pulse MIG P%e”s]it:tlsgﬁtljQgéo}n}”{ggacglrlg Bgretdg t
SMS goelf{onec . opBBFrly
(average voltage between Peak an é§ 0 age, Sf:ftlng ? s e
. a sEor ee d. hi e, w hg gaz
bal ance of time between Peak apd ?ﬁe q.ﬁta%e):, ar&% % §1£ [:r % e
e.ng . de r. | € th f&ooru | ndo " sbte
the number ofEgah spwrl peerc smpomealnt. .has .a |st|r}1ct an
. a lICtbonE' Thil's, w | all ow the
speci Gc role in.thkeepal 8encycbe F,’nutﬁﬁ we dp‘ I n _bal - |
ca 'S~ WI {e Ur-f eTt hm .vabIFes
ance for the pulse to work proper i ?weve{ {1%@ er Cfl?(% S
. ncr {nign S un 4!1 Iqra%. Elefpgt ?rle
functions can have an overlapplng e ect O e, puls Y only
arntfai ned Fhe W j e W% | ehave’n
before the pulse begins to I{nunctlgn ot 03¢ L ts e ?cblveness
. e{ an ere eedi,hg Wi ecomeée. i
the effectiveness of the pulse ul, t,r mat e y.gegends uRon how ?ach
. . . uddLe anﬁ | an_ eve P@sst | 86
function is adjusted relative %t eﬂt er th%J{ﬁmaln ng uyﬁtlo
) e maching € abracc k etno]gthel S
pul se component necessitates cm%pgflesn LP t?%oo}g%r V?L‘éesugdlth(@vi
a balanced, effective pul se. Due 0 ? eycompIeX|9Ies an@ end?ess
potenti al pul se settings,-babedAsstumi asgptbgremmedcwi Ampsyagegi s, b
program that has been scientiGj:ablyedde\‘/hboweddawdllebbedmbothewp
perfect bal ance when the Amperageul stsaflfosmtedthea tbe sbottobfkana
related settings are raised, | gwer emdni pondakepnh. i nlbakancal baséd
setting. |l ection.
NOTISGE: i ngs that do not directN@TMBE et wehdaphlsanghéuniofhakckneort
or preset except in Power Set médectionbasektiogth8&8utrinp while weld
In the Synergic Pulse MIG modewﬁ—%g—%mp—vr—a—gw—s—eﬁ—t—l—nﬁg—r—e*pro het sy S8HHLR P lvvzriggg tdﬁ
speed control . This is becauseDuketAmpberadefsetenhgghsea,dopecht
speed, wire type and wire diamé&teéem. caS8ti itekea sVhadl dieri tt 0 etqhuebréess tt he
di ameter and wire type the progr aimmild e yc &1a haaa d unregarteealisyd ndge toerr ndi encer e
required wire feed speed rate (WESrobasetd aft tbBegAmpefiagecsemen
using Amperage instead of a di wetct witenfeadsepyged setskng makeées
because welding protocols are tynwpgicatipgndéenabwped ompdgthice semddinag
needed to make a wglue s 8amdosakp e rthti sr beertrpédrngl i moomatwel | notice a c¢ch
if the user changes . Widb&.cdwboineResss({ithe thmpgahgohrom go -t oo f a
s ce to achieve the same ampebabackaadidfféepemel wing wwpeédbmostme
wir e With synergic control andingi Sgandar Ampéiabgdiag gheesetdes

set automatically and accuratemyxese mhgt beonsedl howervelway&abéa w
sound confusiong eaxtp e@risetnc eb uwti |hla ectliseianrg tohfi ntghse sfprucs eTdr iimm. t hles snhad red

. r | o Q wj | need. t incr ase t

NOTIT@GE: proper setting of AmDerag ?Ss M(D ectfa/ releate8 t o et

. t \% H rel ti i)nc otnoc etnht er autﬁl uoanls SI

thickness. As a gener al rul e, iltar{r - colrj?"elgglonamp per t an
(. 00sl°ad baseline setti2bgperSBteand fcwmlml tllnsu;a subtract 10

setting. AIumi-2n5unnev\riclelntustuoaltlhylr\lsmdbﬁa@&m|meSL$|ettablne1.arAdtterrinra-settir
tively the Power Set setting cawibe tgyed,tohhel peestfalbgl wshlanptop
setting. the entire Amperage range. Except

. deviations, from th recommended h

Al t hough the Pulse settings are—wg—ﬁp—w%ni—%—%%—a—?y—n?fglc Fo

madé 0 the_ Ar rirm, I n”othe&yr wor

mean t hat the pulse cannot be ngn, runed. N Ta%[ tthe over al.l %\J
N ) rfm, However, WwWHheh chandglng,_ met
Gne tuned by using the Arc Trim UnmeL o, The Arc _Ir.1m reptaces

. S ome He ™ taumpierrfa.ge i.s i ncreased anc

Synergic Pulse MIG mode. I't does 5o oy, §T1 CLYPgRdTnO, ar cur v
. fequire o ¢ rett € WFPre bukn

Pul se Voltage that is set by thme symetgieHulse. pragramm g . e(?

Pul se mode there is a Peak anaq% sg v0|n:1ahgS glx ge[ﬁ [twe B(rﬂaﬁg

. ! ) %er.lntﬁl case, step up to the vviredfmﬂer.%amrﬂaoeﬂandmcaslimt,

programming, so it has to be thou T,. OT a—s—{rﬂ—a—v_rag vartage ya

) de nding on e wlre“fype, eXcess

changes as the Amperage is adjygste Up L, oL, gown- Bending the prog

) T due mav.beﬂln 0 apﬁear. )

age curve up or down in relati n_t t he mperage as a serious e

l ength of the welder. (Arc lengemeimbesi mphy dgelbeedfastuhe dbstahn

the wire to the weld puddl e.) 5 mmp boypeqpsoiutti arh eweAlrdci nTg i cma pcaomitlriotl ys

which affects puddle fluidity, obepdnptoé&ltéepnarcHeosmeovkehnesmpangeo

With t@&adl ean dtt hat maintainingtomtviethals pered laemnmdgtpke nieg rarii toincall tt &

performance. The 25taon g+e5 .0 fT haed j fuastut gobrnyf assestetfirnbgmains st andard short ci

c o
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Spray Arc Transfer. I't shoulWwdrbkbe aesaptednthat otvkeer e mmag I
in travel speed over Spray Aachin®hgue, may beow Geerdentyl f
to achieve faster or similasoundvehospdedsttooBpeanw Ahe TUE
the Arc Trim so that the arocktengthThecbobmewsrtpotkcberd wehd:
should be shorter than typi wal dspaayl awey . AmEeeagebough ar
Iength can be tolerated, !tW £35S ?Hl tOeraI%Ef? %%%?’lcpua H‘r\dl\
erties of the pulse and WI|L) ac?ua Y, urhb%r 2
enetration by producing to I\?v doro !“s]e rc (ﬁﬁﬁig ar(
p_ ﬁea& %es con?rﬁl t?éan
wi | d, uncontroll able arc and.undercut 1 n the I
wires are requilred 0 beouﬂéd ¢
I't should also be noted thathlnducﬂ'aﬂcéowbaypianhadditNidBt
ling the effectiveness of tbewepbksateinglbofi sheebgsemmet abant
the Pulse Mode. The machinespmevbtiesha wmgactrahgehef pabat
ductance than is typically E%%%ﬁ%e EEPgemkbfvﬁer%\egaf’di?nbar”r%&ncﬁ
effectiveness of the pul se }é smoot |n9.ou t he Py ?e L RF
p rgge carrying ﬁaeab I .Pu
the control. Too much added I n Ftap%e ¢ a a foostmilhat
or ma egymcaﬁ i mits Of.
too much arc | ength, even tHoug .t he _ar engt maY aeXRerni
) . crrecuj OmMo@eVv enu cHp Aay e a e or
change. Too little |nductapce Wi I re§HIt 1 a vergJ %tlff
rea down e a ogs rn; the wi
| arge amounts of heavy spatter.  See preyious, ¢ mmepts [ 89¢
. I ng  depo ed'Qtewe d: ;
I nductance settings. Remember on tﬁhs we gr .more.|ndu%¥
. : phévent I S cog Itlon since
enced with a | ower sett|ng.a ow%vglrbla 999 tondycbfla%et%%t
be |l ess than 50% since too FiPtPe |n8uctance \RHPI reduce
A . ranpe.. )
weld proGle to the point that t is undesirable, except or
Even in Power Set mode, settiThg tablbet hrtowpiepeotyansabegqgl
While Pulse MI G welding, e‘a@?@?r?ggpefﬂ%iH'H”éygfjgbtff”tr
. s%/e PaKaPar |Pde roi
wo-dkstance (CTWD) is not ma||nmi':1¥nedaa a}sg ea(rage[) %nﬂb 5
someti me r ef eorfrfe dhetioghas, gaunt hsotuagrhatrﬂeyre is a t h ylcaa}
di fference eredrwelelny tthlee tgwuon Mahsd uriudn BSal gigelsd edf fLitmi ¢ smeto-r Wi
al no 3l/elsf s hbaln?ﬁ.hesthanllkeg}/egpe top operator
error committed when Pul se 'Goﬁ’ﬁngngséﬂd causes the most
the Agst@aetgui ck frame of refﬁe 'edﬁ§§o,t6na2616'&l n at | east a bal
width standoff height of thcﬁ ddppfrgmrbrbphg weld surface. | f
di stance is maintained manyﬂpr@@ge{né Whhh arise such as pc
excessive spatter, melted contact tips, conductive contact
nozzles, irregular arc and &Shaevehessopey wel ds
. . O8Pp°to 120A ,
It is Iimportant to never us aOQgJ[Oangg‘ while Pulse MIG
cause poor weld quality and |éb©£@Hs§oéﬂatter, irregul ar
coverage. Al ways push the gun, @v@!bclpougg@g at |l east a 10 tc
angl e. Never |l ean the ghtiont oo far or the droplets of met al
front of the puddle and ski pAlamenumhe wel d. I n some instar
ferring from one weld positfon08P°thel0o0@0Aer, a slight pull
op, but avoid extreme anglef atl@Pptedut20hAhe time spent pul
as much as possible ﬂ .040°to 200A
O4b°to 275A
The sound of a prbape nthI’FyaenMI soweabd is not a
ther it is often con’u_anrenaregfr)ehfamrzr@wtlse Ml G sounds |i ke
This is indeed a different §oudBpthanlabmp other type of we
sound and pitch also variesfTwi®hapthang28Ain Amperage and /
tings. It shoul d Tad rsso®dubned niost endu cthhat the customary .
hi gher pitched at the same MEBr BYLS®i MhCsWEI ALPYIgi hiel &1
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the puddle in aWmlPEGbbkrtlhog Key Notes to Remember
good idea to maintain a str X to r
weld quality and heat contr|TAl ways adjust Amps before| add
bridge a gap, use a Z motio1TSfet 1N’rICf:lOnTctiadetLDst up or dpwnt
o} 1.
| fTl@Gppearance is preferred, TAdjusting-)moAre nTegan iyve |l (djs ias
p a wasn@ll | approach. This may |l engt h. per @
ting and a more deliberate |gfAdjusting more positive (+) ha
can be easily achieved l engt h.
. . . . An Ar Trim tin f ) r

When a whipping motion Wh'cﬂshoul(o:I_usegwtélltse?}moagmc?stOwi)drleea
crealTBGobk, the arc length |o4 l ong of an abrack etnogtthh%zv'lt
dl e slopes up hill toward t . M
to shorten and the wire to struction of the contact te'n'o'p
usual ly BEafsemenodlt emo eject |TAl ways set Inductance below 5
machine will sense thestamhbilSet | ndu5% nfcoer tSt e2ebl wi t hiy 9p ¢
arc length, the damage has |1Set I nddOwafhioe $Soabnl ess wiltah
ejected from the puddle, inj{fSet | ndudh% nfcoer tAl BN num weval
bead. Only use a movd, GpdwiqNever-MUse Fbri Stainless in| HUIE
NOTIPQE:se MI G welding is Str'ﬂNever whip or excessively|Mma&
can cause overheating of th Sspatt e® raensdtibn'gd(particula'r Xc
connections are made. Al way r ect
being welded. PeriodicallyﬂNever use a Pull Angle. AIeWrayt
power adapter (the connecto spatter and poor gas covenage
ing set screws for tightnes|TUse only a Z pattern or a) Vg
or overheating is observed required. Never use a deepgglst

. TKeep a smooth, steady and|con

Using Power Set and hands if necessary to do $o.

At the beginning, especiall||TKeep torch St ahdy D6 f n deiod fig; b
recommended that the PowerSﬂ:‘_g'rgZESh;zE;]agr?:nLlyemgstghdt}']VL;;]inhesS}
per!ence. whil e |t'does not per?nissli/bllj’e upttgengerally rgeﬁc‘
ergic MIG offers,Alt does speed and bead proGle. I i
setup and use proGeciently. |lfArc length/sma&hosteb thwo the !
ward control found in the B| poor feeding. ves
refer to complicated chart g|fFor Al uminum and Bronze usctesa
settings that would be prov|TFor Steel and Stainless uste iar
ed form Even though the ral|fUse at | eaBtow5asecdbnds Pirdeci
enough Gne tune adjustment to 200A and 7 to 15 seconds
ordinary use. The manual mq|THot Start is available only dy
complete control of all fun|TUse a direct connection ofgdih
as experienced is gained th gﬁl?: short as possible Deot "
Ultimately, the key to sucg|lTExamine work clamp regul afran
function or PowerSet mode d|TCheck cable connection undmedt |
i gnore any teathnwhat tacat| {0 make sure the cable remain
it interacts with the weld set screws Grmly if r]e(EdEda'Iit
ing proper settings for Argl———r——owrmro—TmmTooocromrocc—wrr Tave
detrimental effect on the weld and wel der performance. Thi
required for both manual and Power Set modes. Ot her settir
Post flow are important toq, but these settings are set b
requirements and experiencdg and in some cases can be set t
both generall NOTRAEREBWes wWolud!| qu alhietck. t hat
the inputs of wire type, dijameter, shielding gas, and met ¢
where applicable, are accurlate or poor performance or mal f
wel der may occur .




Component Il dentifi

Explanation of Parameters, Functlons and Weldlng Terms

Arc Length and Contact Tip t s
Joint Preparat

Keeping a tight, short arc f
sions in the weld, especiall
Keep a®lc/ fdde n gt 1G. For Stick VGROOVEO k) 0 DOUBAGROOVE st

stepping motion helps the pJ

When welding in MI G mode, td UGROOVE DOURIGROOVE wor k

(<3/o&° Shor3t/td@fP bpcuSprawdPul s ﬁ ii

excess spatter as the wire ¢ i s
up the MI G gun size choice. BEVEL GROOVE DOUBLE BEVEL GROO[EL i
and wil | send gl obul es of mqg | f
noticed while MI G welding in Ei ﬁ red:i
I f the arc is too long the 3 t he
Pul sed MI G, 32i/ktetftaint ha racn fakricg t E}GR_‘% %ﬁ%
What Are the Diffe
Besides a butt joint (Flat| edge 10 TTat edge) and T ap | oi
edges) which are often used for thinner metal gauges, cons:¢
one of these groove joints]|f . Wh e
cutting the bevedrsooespeict p © d 7 - D
to |leave a small | and with e Jolnt to Jachi
tion. I n this case a temp ate can be wusjed
bottom of the weld to crea The root wWel d
backer to the main plate. | ater be grjoun
However, in many cases a p [ can be used aJs a
adds to the time and | abor /| i nfji fe edge is a|l so
l ong as the joint is fully]|d the weld is|] co
root gaps withodt 1@&@7/#Béd&pé&edi sqanupan,g fro o
wire diameter and applicat}jdn. © /ﬁ- I e.ﬂ-/H'I I I e
When Do -RPads eWaMud s
When wel di/islgddmatveri e caref Ul about trying to put too
much met al down in a singlgpg]l]pass. Use muljti ple passes |to
wel d along with any necessparfly joint prepagration especijall
smaller diameter. As metal |tlhickness goes|] up sc _ Jdoes tlhe
required passes. Depending| ypon the wire Jdi amet @r and |powe
used/j4dai Nt may only RBé@ding [nopla S s but
metal or pipe wil!/ require not’ﬁnllymljvieang'ﬂ_ulw- 6 o0\
passes inClUding a cap and =o=o—t TS . S—ete AP C T next

TH



