INSTRUCTION MANUAL FOR MIG WELDERS

GEMERALTIES

This boaoklst is meant 1o instrucl the user on the correct utilizaetion of the
walder,

The welder you have bought has been simplified 50 as to be serviceable
and easy 1o operate.

It can weld mild slesl. stainless stes| and aluminiumm.

INSTALLATION
Aszamble the parts supplied with the welder as shown in Fig. 1.

Fig, 1

Rermcyve the side cover (5) and exiract the tarch (48) and the welding mask,
natall the torch by fitting it inte the attachment on the front panel (3).
Inser the wire in the reduction unit (11) as well a5 in the torch. sccording
to thaollowing sleps;

-~ %

. .

— Cut the wire end with & well sharpenad tool,

— Release the wira prassing unit (D), slip the wire into the hole (A), pass
it on the roller (B), and insert it &t least 10 inches in the sheath {C). Faslen
the unit (D) making sure the wire stays in the groove of the wire slide roller,
— Always ensure hat the wire diametrg fits the race on the wire slide roller
and the hole in the current nozzle,

— Prepare the mask as shown in figure 3.
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Fig. 3

— Cennect the hose coming cut from the rear panel 1o the oylindsr flow-
metar.
— WMAKE SURE THAT LINE VOLTAGE CORRESPOMDS TO THAT SHOWM
O WELDER PLATE.
The connection voltage can be changed on the threephase machine by
fallewing the instrections in figure 4.
M.B. TO REACH THE WOLTAGE CHANGER REMOVE THE FIXED HOUS:
NG { )
IMPORTANT: BEFORE CHAMGIMNG WVOLTAGE MAKE BLIRE THAT THE
MACZHIME 15 MO MORE COMMECTED T THE MAIMS.

EMSURE THAT CURRENT SOCKET IS EQUIPFED WITH AM EFFICIENT
EARTH PLATE, THEM COMMECT POWER CAEBLE.
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Install the welder =0 as to allow free zir circulation to avoid obstructions
due to matal or paint powders.

THE MACHIME IS READY TO WELD

— Connect the garth clamp-(38) to the workpiece.
Zet the luminous switch (51) in OGN position.
— Remove the taper gas nogzle (£5) by rolating it CLOCKWISE.
— Remowe tha currant nozzle (44).
— Press the torch buiton and release it when the wire comes out approx.
5 inches from the tonch (49).
G%IEOT BRING TORCH CLOSE TO FACE WHILE THE WIRE 15 COM-
MG DT,
— Sorew current nozzls (44 ensuring that hole diameter suits the wire used.
— Insert the gas nozzle (45 oy rotating it CLOCKWISE.
— Screw open the gas cylinder and sat the lowmater at approx, 21 CFH.

CONTINUCUS MILD-STEEL WELDING

750G ARGON + 25%0 CO2 or 10000 CO2 can be used for mild steel welding.
Setthe knob (30) on «continuoues then adjust the welding woltage through
the commutator (12) knob.

— Approach painl to be welded and press the torch push button.

— Aol an the polentiometar knatb until the welding noise s constant and
Continuous,

If speed is too high, the wire tends to get stuck on the workpiece which
maxes the torch bounce back, [ speed s too low, the wire melts irregular-
Iy or else the arc switches off,

Ses figure 5 for correct torch inclinaticn.

SPOT WELDING

For spot welding, replace the gas-weid nozzle with 1he special spot-weld
nozzle, Exert enough pressure with the torch to achieve a good junction
of metal sheets,

Thig can be abtained by positioning the knob on SPOT TIME and adjust-
ing the soot-welding time through the knab.

ATTENTION: Metal shests will have to be periectly clean.

STAINLESS STEEL WELDING

The welder will be arrangsd as for mild-stes! welding except for following
changsas:

— Stainless siesl wire roll compatible with compesition of steel 1o be welded,
— Cylinder containing a mixture of 73% ARGOM 4+ 25% CO2 or 28%
ARGOM+ 240 OF (recommended mixture).

MOTE: Recommendsad torch inclination and welding direction are shown
in figure &,

Fig. 5

ALUMINIUM WELDING

The following is required for aluminium welding:
1, 100% ARGON a5 welding pratection gas.
2. A torch wire of compesition suitable for the basic material 1o be welded,
— For ALUMARMN walding wire 3+ 5530 silicon,
— For ANTICORODAL welding wire 3 + 50 silicon.
— For PERALUMAN welding wire 5% magnasium
— For ERGAL wealding wire 5% magnsasium.
3. A torch prepared for aluminivm welding.

If wou only have a torch for steel wires, the same shall be medifiad in
the following way:
a) Mzke sure that length of torch cable does not excesd 118 inches (it is
advisable nat to use longer torches),
b} Remave the brass sheath-holding nut (48), the gas- (45) and the current
44y nozzles, then slip the sheath off {46),
¢} Ingert the teflon sheath for aluminium and ensure it protrudes from both
ends.
dp Sorew the current nozzle so that the sheath adheres to it
&) Insen the sheath holding niople, the O ring in the free end of the sheath
and secure with the nut without tightening too much.
f) Slip the brass tue on the sheath and insert both inlo the adapter (after
remaving the iron tube which was fitted inside the adaptor).
gl}_- Cut ti'l":r: sheath diagonally so that it stays as cloge a5 possible 1o the wire
slice rolier

SETTIMG UP OF THE WELDER

Use & wire slide roller having a race with diamater larger than the diameter
af the wirg you are going 1o use (E. q. for wire diz. 0.035 inches, uss a
race for dia. 0.045 inches).

— Adjust prassura of the wirg helding unil to the minimum but sufficienthy
o allow sliding. Ta eheck this, manually stop the wire coming out from the
torch and ensure that the wire slide roller, still running, does not tangle or
Lraak the wire but slides on it

— Connect the earth pincers directly fo the waorkpiece,

— Malke surg that workpieca is well cleaned and non-oxidized.

— Touch the workpieca with the wire tip and press the torch push button.

CAUTIONS

— Keep the torch cable as straight as possiole,
— Ensure that gas delivery iz 21 CHE/minuze.
— Mote: In poor ventilated rooms a gas delivery of 15 CHREminute can
Le usad,
— Do not start welding zgain with 2 too largs drop at the tip of the wire.
— Should you natice aluminium chips near the reduction unit, chack if sharp
shavings have farmed on the wire guides or an the raller; remove them,
if &y,

U=e good guality wires.

INSTRUCTIONS FOR REPLACEMENT OF WIRE REEL

Turn the welder off: switch (51) in OFF position,
— Remave the mobile cover [5).
— Cul the wire end corming out from the current nozzle with a well shar-
pened 1ool.
— Ralesse the wire pressing unit,
Wind the wire by rotating the reel anticlockwise.
— Look the wire end in the side hole of the spoal.
— Lacsen the knob (8), remove the carrer (8) and replace the resl.
Mote: The reel carrier can be fittad bath with the 8 inches (10 LB) dia. reels
and the 11 1316 inches (20 LB} dia. reel.
Position part {8) on the side suitakble for the resl to be used.

MAINTEMAMCE

Attention: Disconnect the walder power supply cabile from the mans pri
ar o any inspection 1o the machine,

— The transformer and the rectifier plates should be periodically cleaned
of amy dust or foreign bedies using a dry and clean air jei.

— The races an the wire slide roller should be pericdically cleansd, Do
not use abrasive lools such as files or grinding wheels, When reinstalling
the roller ensure that racs is aligned 10 the wire and corresponds to the
diameter of the wire usad.

— The inside of gas nozzle should be kept constantly clean 5o &8s to avoid
me[all bricdges caused by spatters between the gas nozzle and the currant
nozzle,

— Maka sure that the current-nozzle outlet has not become excessively
wide; if so, replace il

— The sheath fitted inside the torch should be periodically removed and
washed with degreasing solvents,

— For no reason the torsch should be banged o suffer shocks.




TROUBLESHOOTING

Trouble Possible cause Remedy

1) Cne phass missing | Check  the  three
Limited current jonly on threephase | phases of the zupply
supply. machines). line anofor the contacts

aof the remeole control
awiteh.

Ling fuse burnt out,

Replace the fuse.

Wrong connection an
the tarminal Doard

Check connections on

thi terminal board ac-
cording 1o the diagram
on the welder olste.

Rectifier dinde or di-
odas Durnt out

F:eE!-éEe the rectifier

Loose torch ar earth
connections.

Tighten all connections,

3}
Mo wirg feed ar ir-
regular feed.

Wire glicle rollar with too
large race.

Replace the roller,

Obastructed or clogoed
shesth.

Extract the sheath and
clean it.

The wira pressing roller
12 not complataly tight-
ened.

Screw it tight.

The winde-r Cl...l‘tCFl iz too
tight,

Loosen the clutch
through the adjustment,

4

The wire jgms of
tangles between
the rollers and the
terch infeed wirg
guide.

The current nozzle is Replace 1.
| clogged.

Wrang diameter of cur- | Raplace it
| rent nozzle.

Misalignement of the | Align it

roller race.

| Obstructed or clogged

shzath,

Extract the sheath ano

clean it

Walding-adjustment
cammutator with an ir-
regular contact

Replace the commy-
tator.

2
Walding with & lot
of spatter

the welding
parzametres,

Wrong adjustment of |

Find the correct
paramatres through the
welding-voltage  com-
rrutates and throuth the
potentiometer for ag-
justment of the wire
speed.

lrregular wire feed,

Ses paragraph £ -

Lirnited currant supply,

Ses paragraph 1

Imsufficient earth con-
nections.

Check eficiency of con-
neclians.

3
Forosity in tha
s2am.

Ingutficient
oas.

protection

Increasa gas delvery.

| Air suction from gas
| connections,

Cheack all pipe connes-
tions.

The edges 1o be wel-
dad are excessively ow-
idizer,

Throughtly clean the
adoes with & metal
brush.

The gas nozzle i part:
Iy or fully clogged by
spatter.

Remove and clean it or
replace it paying atten-
tions not to clog the gas
autlets,

Attention The maching is provided with a thermostat which tips in case

of overlozd.

Wait a few minutes after it has tripped to allow the generator to cool down.
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