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35uf lwiiio9fiu / Fundamental Troubleshooting
wa9NNN1SEAEING / After turn on Power Switch

271119

ann

1. 13avltidnenszualang aanunuazln

LED Fwidaufioule

1. The device does not deliver any current

and the yellow LED in on

TimgadouuazseaulniFousy

1. 1AFDINEYATINULTERIRINANS LAY

(LigasTaaindin3ag)
1. Thermal protection is on

2. w3nvliianda
2. No arc exists

2.1 lléneaindndaniterdulsign

2.1 Torch switch is useless

2.2 §indila-1Tn \§e

2.2 Power switch is broken

2.3 liléviosnesind/anedon

2.3 The cable to switch is disconnected
2.4 Liilfdeanenssiudusu

2.4 The cable to workpiece is disconnected
25 anelw/anedouen wed13n

2.5 The cable of torch is broken

3. Msensalid wialiasiaue
3. Starting arc is not good or jarless

3.1 Mssaaneang g laiuu

3.1 Connecting tie-in is loose

3.2 fwensnaulivignd

3.2 Argon gas is not pure

3.3 Wesaulsifinauniw wiaduluvu
3.3 Flux of argon gas is not enough

%39 sial8usng
n9619 ; 02-888-2795
Alua : service@singsanguan.co.th,

service1@singsanguan.co.th

Telephone : 02-888-2777 ext. 301
or Service Center

Fax : 02-888-2795

E-mail : service@singsanguan.co.th,

service1@singsanguan.co.th

4. seeidoulsid
4. Surface of welding line is no good

4.1 AuantsnuIefinsuansi

4.1 Dunghill or grease exists on the surface
of workpiece, .

4.2 fzesnaulsi3qns

4.2 Argon gas is not pure

4.3 fganinautnequuun@au line

4.3 Flux of argon gas is not enough

4.4 Hegwuanisn

4.4 Dunghill exists on the surface of tungsten
electrode

5. INEWULEEIE?
5. Tungsten electrode wastes hard

5.1 sinsuageiullvderiammueunadniuly

5.1 Current is too great or tungsten electrode
is too thin .

5.2 feensnaulsinignd

5.2 Argon gas is not pure

5.3 Ysznauaneianaauyd

5.3 Polarity error

-17-
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9.n115 19 1u9Hu MMA / MMA Operation
A3FNAN Laanlendy, USunseua, andanasy
Data setting : Choose the MMA mode, adjust slope up time( Arc force), peak current.

aseuiunseua Widasn MMAiNsD / Welding current setting table- Flat welding

MM 2.6 3.2 4.0 4.5 5.0

ELECTRODE ' ' ' ' '
Iimenite electrode 50~85 80~130 120~180 145~200 170~250
Titania calcium

50~100 90~130 140~180 160~210 190~150
electrode
low hydrogen

55~85 100~140 140~190 190~250
electrode

As9u3unszua idasn MMA:¥in6s / Welding current setting table- Vertical welding

MM
2.6 3.2 4.0 45 5.0

ELECTRODE
lImenite electrode 40~70 60~110 100~150 120~180 130~200
Titania  calcium

50~90 80~130 110~170 125~190 140~210
electrode
low hydrogen

50~80 90~130 120~180 160~210
electrode

-16 -
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o -
UNUI / Introduction

mwwwamammua”LLNGNmmﬂuﬂnumuﬂé‘lwmmﬁmﬂﬁumaum“ﬂaomiﬂw
"ﬁoLﬂuLﬂia\iLwauﬂmmwaﬁmuaunmLmai WVIuE\mEJ Aulios Tduine Tinssuadon
finoft dhwinun Lﬂaauﬂ’]ﬂlﬂﬁ”ﬂ’m uazhaRsine

windmiuddefiny uuzh ngunfasendusniiuiim meussnmBuifiasiony
anuAniuzasiiifiasiliiuAzesiaswaniswelatuvinusnniige

Thank you and congratulation for your purchasing our product, the high quality
and high technology TIG Welding machine, which easy to use, supply constant current

and arc, light weight, easy to move and install. We are please to welcome your
suggestions, comments to improve our product to maximize our customer's satisfaction.

wWaulan135udseiu / Warranty conditions

. vasmarlidudseiuludiignaniinsoeaviadaudaclaglilasuanauiuneueinuisng

Any unauthorized modification and dismantle on the machine or part of the machines will result
in void of warranty.

. gunsaifilasmee q erbisgluSaulamsiudseiu wu sedon, sediu

danlw,selu, Saggunsaiinesiinnsdafnnsauashsfounusseziaainis (g

All integrated accessories including wear and tear parts are not under warranty such as Welding Torches
Electrode holder, earth clamp, welding cables and etc.

. UstmbisuRnvausaaMaEaedug Nuanmilaanfuaizesuitm

Our company will not be liable for all consequential losses and damaged.

. vismlisuRnvausaarudaniassiusiiineinnisldsnlignasemugiionisldeu

Any damage and loss caused by misused and any usage not in accordance to the scope of usage
mentioned in the manual will not be under warranty condition

our £esponsibi

and o
. Uiﬂﬂﬂlﬂ‘iﬂﬂﬂ’ﬁﬁﬂﬂﬂﬂ’)’lﬂ Wdenn ﬂmmﬁumw 31 ﬂQ’]ﬂE]‘lJFI Lin¥iaa ’]’l&llv LNINLAULED

a9l

Any damage to the machine caused by careless and improper usage by the user will not be under
warranty.

. vismlisuRnvausaaudsmasssiuafiinendyvizesunasens lwasgnan

# LignAemuanAsgIUTBIRUA

Any damage and loss caused by incompatible input power electric will not be under warranty.

. u%ﬁ’m‘lsi%’uﬁmsawiammLﬁﬂ‘mwaaﬁuﬁ'\ﬁ“lais‘inﬁﬁﬁa%’nmar.i'mgnﬁ'fm wu nsuheu

AarwuazeIa faAsee , n1stgeineaeden iadsustegetlusmwunfuazas
e o A= | o -« -1 @
Taifinavih Iiasaadeeanamgnisdarasgunsalinanil usu

Any damage to the machine caused by negligence of maintenance and proper care described in the
user manual will result in void of warranty.

S1-
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1. analaaaialun19UfiiRe1u / Safety Operation

1. 9am253e e lunisitianatineaansis / Welding safety
srisdunseiietuiufuiifnuuazaussudivnnnslaunaduniseraiedin

Tasawizatinegs

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

1.1 Limshivngnlnavsnaufineu
Keep children out of working area.
1.2 guifiewsasldgunsaiasiunnaefiufifeu
Wear suitable welding mask and clothes to protect your eye and skin.
1.3 dunasianudilafieaiuiaysasuaendefbily
Read operation manual carefully before working.
AUfiReuuasggeniseasiinnuiainudila lumsufifnuussiaaiasdustnei
uazAds [igUnsalmunnsg i velunislinuussnistantige

Operators should be professional workers with licence of metal welding operation. Please use welding
tools authorized by National Safety Administratives.

2 famssziadnelwnSen / Electric - shock
wn3sadaniiansanelnwdniuasesaely aviianszuslvaniiu (Das3ns ON) fiaIn
mssuBusumeiiawararsiliiansten vianslndla

T8A1555 397D

Welding machine will have electric flow to electrode when you switch ON. So do not touch electric
parts with bare hands.

2.1 aghdudusuninszualnw lnasinu
No touching electric parts after switch ON.

2.2 Tagefiafiwis Laifiy uasiduauruiuluh uazaunsailasiunnass
Always ware suitable glove and others safety product to protect from electric.

2.3 NAsINY OFF ynassiawimsfinee wWasudusuniazgauige
Always switch OFF before installation, changing parts, or repairing.

2.4 arshasvseAudniudaiamnaiei i
Always set earth cable to the standard.

2.5 daunvuasinsauiAInuasgUnsailviegluiiqimun
Always close the cover before using machine

2.6 aflgedithin Weme wiakilauasgu
Do not use ruined or out of standard wire.
2.7 atiusalwsauqiagufiRen
Do not bind welding wire around welding operator.
2.8 NAR T OFF vgna%’mﬁa‘laflé’[ﬁ\nu
Always switch OFF when stop working. _2.

INSTRUCTION MANUAL « WELPRO WELTIG200P AC/DC

7.013 91U eridu TIG/MIX / TIG/MIX Operation
TIG/MIX :n5e& AC 0.3s+ n9zb@ DC 0.2s
MIX TIG: AC welding 0.3s+DC welding 0.2s.

nsRAn : deanileridu TIG/AC uazidan MIX, LIFT/HF, 21/4T d5unandnsufiarouidoy,
ﬂitLLﬁL%E]iJ, nmwm\mi:mﬁauﬁau, NIZLEGIER, L’J@’]Mﬁ’]ﬂﬂi:uﬁ%ﬁ\‘lﬁiﬂﬂ, ﬂ’iZLLmﬂ’iLma’ﬁ,
%A AC, AC balance

Data setting : Choose the TIG /AC mode, MIX welding function, LIFT/HF , 2T/4T, adjust the pre gas
time, arc current, slope up time, peak current,, slop down time, crater current, slope down time, AC
frequency, AC balance.

YPr9@auanunsasnedslgannnisdes TIG/DC
Welding can refer to the TIG DC instruction.

8.113 91U eridu TIG/SPOT / TIG/SPOT Operation

mseaen : @anilerdu SPOT, Usuufaraudau

USumisnandeuden, USunsuageqn, Usumisnandedeu

(Herduiindasazinorulu HF waz 2T wiih)

Data setting : Choose the SPOT mode, adjust the pre gas time, slope up time(spot time), peak
current, slop down time.

In this mode, the machine can works in HF and 2T only.

-15-
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miﬂa\ﬂuvfau TIG/DC/PULSE (ms‘mﬁ 2)
TIG/DC/PULSE welding Table2

nN9150 PULSE /PULSE CONDITION

. AN dn9n
B ' Sl BT NSEUS | gyngdl [Smsnaau Tunsi@ou [ nmstlauana
780 stkpuASse 2“ §9q0 Sudu | pulse | PULSE | WELDING FEED
MATERIAL | JOINT SHAPE N’I\’;’ PEAK BASE [rrequency | RATIO% | SPEED SPEED
MM) [ cURRENT |cURRENT| (HZ) eIy | cmminy
A (A)
1.0 70 25 1 50 1.6 75
15 80 40 1 50 1.6 95
_ 1.5 90 25 1 50 1.6 75
15 85 25 1 50 1.2 95
32 170 25 1 50 1.2 290
3.0 170 25 1 50 1.6 170
6.0 220 25 1 50 1.6 250
gL FIRSTL 180 25 1 50 16 250
ALUMIUM s
| S——a—! 6.0
SECOND 180 25 1 50 1.6 250
J 6.0 220 25 1 50 1.6 270
m 3.0 120 25 1 50 1.6 60

- 14-
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2. dayan19a1unAila / Technical Data

.
aa o

Aaauiidn lWuaan3aedon

WELTIG 200 PAC/DC uin3nsifaunninngs nannnansiteridunnsdauiivsmiamndun
Tnslangniignad@oumugueinululasnouimes fszuudnenszug PWM fugUuoufuseuy
Bunpsinesazninluns Ny AsausTIULgIgRIAsITaN IASDsYLNAENUAENTIAUE
Fdanansnsaviidousuldvainvans wu agiiflsunouns Inmidis uaz lavenguiian,
E‘ILLWUL@H,L‘V]Eﬁﬂ I@W?: ﬁué']

The WELTIG 200 PAC/DC is the new generation of multi functional high quality welding machine,
designed and developed independently by our company. The welder adopts a microcomputer system
control, dual current loop PWM control, full-bridge high freqoperation, stable performance, small size
and high duty cycle. The welder is mainly applied to the welding of aluminum, aluminum alloy, copper,
titanium, and other non-ferrous metals and stainless steel, carbon steel and other metals,

AMANTAWRNIE / Characteristics
-nTaNsAaANSIINELAzENLSal / High successful rate of arc start
-msdenseuadanasiuazdaiilad / Stable arc without breaking arc
—ﬁaamﬁmt@:ﬁﬂizam%mwm / Safety, efficiency

-1 5u {1 7 fl9ri4fu / One model, seven functions

1. TIG/DC 2. TIG/PULSE 3. TIG/AC 4. TIG/AC/PULSE
5. TIG/MIX 6. TIG/SPOT 7. MMA
SPECIFICATION
WELPRO WELTIG 200P AC/DC
TIG/ TIG/ TIG/ | TIG/AC/ | TIG/ TIG/ MMA/
DC PULSE AC PULSE MIX SPOT VRD
usoduluit (v) AC220V+15% 50/60Hz
Aaslnihgegn 7.0 KVA 9.5KVA
usosiulwaan (lifianss) v) 70V 70V/12V
usodulwanzdau (v) 102~18 | 102-18 | 10.4~18 | 104~18 | 104~18 | 102~18 | 202~28
nszuadaugegn ( A) 5-200 | 5~200 | 10~200 | 10-200 | 10~200 | 5~200 | 5-200
nsuavaiz@on ( A) 5-200 | 5~200 | 10~200 | 10~200 | 10~200 / /
Snsnaunsuasudu (%) / 10~90 / 10~90 / / /
NTUETAY (A) 5-200 | 5~200 | 10~200 | 10~200 | 10~200 / /
-3-
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SPECIFICATION 5. 5 [euilerisu TIG/AC/ TIG/AC Operation
WELPRO WELTIG 200P AC/DC mimm floridu TIG/AC,  LIFT/HF, 2T/4T fanandneuiaroudon, nssuadon, naWUNNTLE
ﬂawﬂsau ATLUELATLADS mmma AC M\‘J balance
T/ e/ TG/ | TIG/AC/ TG/ e/ MMA/ Data setting : Choose the TIG /AC model, , LIFT/HF , 2T/4T, adjust the pre gas time, arc current,
DC PULSE AC PULSE MIX SPOT VRD . . .
slope up time, peak current, slop down time, crater current, slope down time, AC frequency, AC balance.
Y93AIUFArC force (A)" / / / / / / 5~200 . .
) 1. ﬂ’ﬁﬁ\‘iﬂ’]’]ﬂiﬁﬂiwuﬂ AC : Lll@ﬂ’]’]imﬁ\‘iﬂﬁﬁaﬁﬁﬂﬂuiuuﬁ\‘iﬂ'}’w,a fnsBudnunnnIn i@EJL‘lSBiJLﬁEI‘LI
ANNANTFANENTNE ( Hz) / 0.1~800 / 0.1~800 / / /

wazidsofiiAnduazunan (Feennuiige) nsnauuz g anuisn

FnsEuANNa( %) / 10~90 / 10~90 / / / 1. AC frequency setting: The higher frequency it is , the arc concreted more intensive, weld seam

. smoother, but the sound of arc relatively shrill. Usually suggest the low AC frequency.
ANUANIULE AC (Hz) / / 30~200 30~200 30~100 / /

211305y AC balance (Fn5187U EP) Aan15U3ue8mnI1&U AC M981UiULLUUﬂau AC 815U

BRINFEIUNTIUE AC (%) / / 10~50 10~50 10~50 / /
ma\ﬁaamam Lﬁﬂumi%uaﬂuaﬂmmmuaﬂmam IﬁﬂﬂﬂmLLuuU’]ﬂﬁ EP ‘Ll

nawnszuarau®en () [ 0-10 0~10 0~10 0~10 0~10 / / 2. AC Balance (EP ratio) setting: It is the percentage of AC negative wave against AC period.

The higher it is, the weld seam smoother, but the penetration more shallow, tungsten worn easier.

nmmmmi:mmﬁa@au(s) 0~10 0~10 0~10 0~10 0~10 / /
: Usually suggest the low EP ratio
nanansufanaudon 0~10 /
nanTeuiandsday 0~30 /
sieaan@enaten (S) , ) ) ) , 0015 ) 6. mﬂmmuﬂon%u TIG/AC PULSE / TIG/AC/Pulse Operation

ﬂ’ﬁﬁmﬂ'ﬁ L@E]ﬂ‘W\‘]ﬂ‘ﬁu TIG/AC, PULSE, LIFT/HF, 2T/4T ‘IJiT.IL’J@’W’WEILLﬂﬁﬂ@UL‘b@ZJ ﬂﬁvLLﬁLﬂi@ZJ

sauANTYINei 25 C 60 60 50 50 50 60 60 L’Ja"l‘lﬂu’l\‘]ﬂiwLLﬂﬂBUL‘DaZJ, NITUEGIFR, ﬂﬁuLLﬁIﬁin‘L!, L’Jﬂ’]‘iﬁ‘i«l’)\ﬁﬂivl,l,ﬂﬁ@\‘il,‘bﬂii, NITUEASADT,

A1NuA PULSE Anud AC, DC balance

sefudunasauiy F . ) . .
Data setting : Choose the TIG /AC model, Pulse welding function, LIFT/HF , 2T/4T, adjust
suunsUpeiuLAIaY IP21S the pre gas time, arc current, slope up time, peak current, base current, slop down time, crater
current, slope down time, Pulse frequency , Pulse Ratio , AC frequency, AC balance.
2UA (mm) 500 x 205 x 320
dnitn (Kg) 17.00 Kg
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A191991UHY TIG/DC/PULSE (15197 2) §1Juami!umnquﬁ'ﬂuwﬁmﬂ%m / FRONT PANEL LAYOUT
TIG/DC/PULSE welding Table 2

n15151U PULSE /PULSE CONDITION < .

. AN 590
5 ‘ C | nEeE | nsUE | aoqyd | Sesnaou Tunsideu | nstlouann
780 StkpuASHe ZN §9qm Sudu | puLse | PULSE | WELDING FEED
MATERIAL | JOINT SHAPE ,\f’\'; PEAK BASE  |rrequency [ RATIO% | SPEED SPEED

MM) [ cURRENT |CURRENT| (HZ) CMMIN) | (CMMIN)

(A) (A)
STEEL+
MILD — 1 50 50 0.8
STEEL . 20 10 60
STAINLESS TR
STEE+MILD NP 1 170 60 25 50 50 60
STEEL
widinullen # 1
MILD STEEL i 1 120 50 2 50 20 30
s guntiiedesfisuaiunu 6 1y tudlaudaya 1 1ju waenld LED wanelwannus 33 dume
STAINLESS 1 160 50 15 45 8.5 60 Uay 1 0AIN0A
STEEL The front panel includes 6 button switches ( welding model switch, welding function switch,
arc start switch, 2T/4T switch, VRD switch, data loading and recall switch), 1 encoder switch,

33 LED indicator and 1digital display.
wharquuL@oy : 91$nau (10 Ans/aundl) ; Blanlnes : Hoaunudunodian nse02.4 mm. ;

AAHN O 1.2 mm. ; 58£813A 1 2-3 mm. andanuszianerudan / Welding model switch
SHIELDING GAS: ARGON (10L/MIN) ; ELECTRODE ; Thoriated tungsten electrode (2.4MM) ; FILTER - MMA
METAL : ©1.2MM; LENGTH OF ARC : 2-3MM - DC-TIG

- AC- TIG

- SPOT

tlsAanilerddudon / Welding function switch
- DC (PULSE)
- PULSE MIX (nszua AC Tustrdufivdsuudunsndienszua DC Walinnsdnenszuatiog)

1Ju18anN19913A / Arc start switch

- LIFT TIG ns8$Auuuids / Contact start

- HF TIG mim%ml,uusﬁ%mm?i@ﬂ / High frequency start without contact
- @Ing 2T/4T

-2T: L%@NLLU?.I%’U / short welding

- 4T : Sauuuuend / long welding

12 - -5-
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&3nd VRD

- ON/OFF

- &1 ON azvinTi# ocv.laiAin 12 V. / Working (Open voltage will be limited DC 12V safe voltage)

n1sendaya/n1siiudaya / Data loading and recall switch
sunsaiudayaiinesine qdmiudenld 20 gn uazBsngdayanauunTdeuls
Loading (20 of setting mode can be saved) Recall

amgu3ue (@nslaga) / Encode switch(Setting)
sAndianinsanauazvgulfifiadanuazuan uazSsnduntsiiazfumudaanal LED
The switch can be turned and pushed. Turning for choosing program and adjust data. Pushing for
confirming and exit of program and data.

nsevBudy | neadnditedudedn lnswoadfazinauludSudu
Start setting: Push the setting switch to start the setting, the default setting

nsidenlsunsy : vyusindiiladenlsunsudwivasen [Wuoadazlyinuiilusunsuldmesnly
Program choosing: Turn the setting switch to choose program for setting, the matched LED will be on.

M9USy : anfiaingdnase [Wueadifidanliaznsendundsanntudeanunsaseaniaysuls
Adjust parameters: Push the setting again, the chosen LED shinning, then turn the setting for adjust
the parameters.

nsBudiy : nasAndanaseniedniuasBuiudeya (IWuoadtasderiouaeg)

Parameter confirmation: .Push the setting again for confirmation set parameters, the LED keeps on.
n3RaNANANIANAN | naaIndanasenis Wueadiniden Isuamdsannduisaraanainnis
waein e

Exit of setting: Push the setting again, the chosen LED off, then quit the setting.

wiin9aR3naa / Digital display
- ASTUE (A) / Current

- 181 (T,s) / Time

- A (Hz) / Frequency

- MsU3uEuRa (%) Balance %

INSTRUCTION MANUAL « WELPRO WELTIG200P AC/DC

mswmu@iau TIG/DC/PULSE (miwﬁ 1)
TIG/DC/PULSE welding Table1

nN9150 PULSE /PULSE CONDITION

— AN dn9n
. . S| nsma | onsus | poggd [Senaou| Tums@en [ nistleuaan
780 stkuuMSsie 2’” §9qm Sufu | puLse | PULSE | WELDING FEED
MATERIAL | JOINT SHAPE ,\AA’;’ PEAK BASE [rrequency | RATIO% | SPEED SPEED
MM) [ cURRENT |CURRENT| (HZ) emmMiNy | cvminy
A (A)

P 0 200 50 25 50 60 60
WIRTLITLLEYS < 1.2 150 20 15 45 30 60
MILD STEEL| 3£ 5 : :

16 130 20 1 50 15 40
S 0 150 50 3 50 80 40
stanLess | mr O | 12 150 20 1 35 17 40
STEEL ‘ 16 130 20 0.8 30 10 40
2.0 130 20 0.8 30 83 0
0 280 50 3 50 80 .

NDILAY b —— 1.2 280 50 2 50 50 -
COPPER ’ 1.6 280 50 15 40 25
Tnnidey o
TITANIUM 0 200 100 1 30 25 0

wharguuu@oy : 91$nau (10 Ans/aundl) ; Blanlnes : Hoaunudune 3laalnsa:03.2 mm. ;
AIPAN O 1.2 mm. ; FLHTDIIA 1 2 mm.
SHIELDING GAS: ARGON (10L/MIN) ; ELECTRODE ; Thoriated tungsten electrode (3.2MM) ;
FILTER METAL: ©1.2MM ; LENGTH OF ARC : 2MM

-11 -
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4. N5 EA9rA%Y TIG/DC/PULSE / TIG/DC/PULSE Operation

I T
tp

Ip - PANILEGIGN

y b - nIzuESHAY
tp - SEETRAINTIUTFIFA
T - 98U Pulse

Ip b
1

ASA9AN : B8N TIGIDC, PULSE, LIFT/HF, 2T/4T nandneufaraudey, nszuadon, namuas
ﬂi:LLﬁﬁauL%@NﬂiuLﬂ@ﬂﬁﬂ, ﬂﬁ:LLﬁL%ZJﬁu, LﬁaﬁﬁﬂﬂﬁﬂﬁtLLﬁTﬂﬁﬁL‘T}aﬂ, NITUELAILNDS

Data setting : Choose the TIG /DC model, Pulse welding function, LIFT/HF, 2T/4T, adjust the pre gas
time, arc current, slope up time, peak current, base current, slop down time, crater current, slope
down time, pulse frequency, pulse ratio.

1.nmsU5unssuaiiudiu - lnsdndvsutiaeniinszuadon
1. Base current setting : Usually set in a small value as long as not break the arc.

2.m915u8R31 PULSE : Unfifosuing 30 %-70% &1derngs azvinliuuadaunirouazdnai
2. Pulse ratio setting : The ratio determines the hear input, the bigger ratio it is, the weld seam is

wider and deeper and vice versa. Usually set the ration between 30%-70%.

3.mM5U5uA2wA PULSE : ianudgeuuaBenazazdsanin
3. Pulse frequency setting : The higher frequency it is, the weld seam denser and vice versa.
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3. N3l Heuilerdu TIG/DC / TIG/DC operation

AN3R9En © Bew TIG/DC,DC FASuLIFT/HE2T/AT USuufaraudon, nszuadow, fenanmiae
nszuanoudDY, NSuAToNgIgA, PaNMLINTILEMAEDY, NTILENSIUE Crater, nSzuanaITay
Data setting : Choose the TIG /DC model, DC welding function, LIFT/HF , 2T/4T, adjust the pre gas
time, arc current, slope up time, peak current, slop down time, crater current, slope down time.

1messuRarouday : Lflumﬁﬂ%uﬁﬂﬁﬁmﬂa3\1mnﬂiﬂua:mmmﬁagﬂumﬂﬁiamaamﬁ'a
HosAutionasuanenasay uazvhifuudauds

1. Pre gas time setting : In order to ensure that the workpiece and the tungsten from contamination
and burnout, set the pre gas time to let go argon air to push out the rest air in the torch.

The pre-gas provides protection for the area where the welding pool will be formed. It also improved
stability when the welding arc is created.

23R9N3zLEDN3SR ¢ IngtadaznetinaniinsuagegAveAIny
2. Arc current Setting : Usually set the current less than the max current.

3msmananrensuarauden : alfinlsdauinensualwaniidngatiullaszus@aniing s
3. Slop up time Setting : Time needed to go from minimum current welding current.

4 nszuagege: mstsufonssua@onanunsog dananseilaly
4. Max Current : It is the welding current. Set the current refer to the TIG welding table.

5. nsana N sskandsdas: Wunsfinataanssuadenaslnssuaigaiiondnias
wn@eulisuugalluuuagaine

5. Slop down time Setting : Time needed to shift from welding current to minimum current. Avoid
cracks and craters at the end of welding.

e.nstsunszuaasiaes : Unfastsulitioeninnszuagegn
6. Crater current Setting : Usually set the current less than the max current.

7 nsdanandneuandodon - Watlpsiuannaunsnluuuadeugavheuazsnwmnavasu Tl
udvdngaHLgal

7. Post gas time Setting : In order to ensure that the workpiece and the tungsten from contamination
and burnout, set the pre gas time to let go argon air keep some time. It protects the weld poil and
the electrode against oxidization whilst the metal is cooling after welding.
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mswmm‘is‘au TIG/DC
TIG/DC WELDING TABLE

a0 AINUN 0VUA QVUNAYDY FINTLUE 1szanauing
Yas3uiu(mm) | Bwalnsamm) | adadis(mm) o) 213naU @RI/
FLAUAR(DCH) 0.6 1.0,1.6 ~16 20~40 4
STAINLESS 1 1.0,16 ~1.6 30~60 4
STEEL (DC+) 16 16,24 ~1.6 60~90 4
24 16,24 16~24 80~120 4
3.2 24732 24~3.2 110~150 5
4 2432 24~32 130~180 5
48 24,3240 24~40 150~220 5
6.4 324048 3.2~48 180~250 5
N29uAY (DC+) 1 16 ~16 60~90 3~4
DEOXIDIZED 16 24 16~24 80~120 3~4
COPPER (DC+) 24 2432 24~3.2 110~150 4
32 3240 3.2~48 140~200 4~5
4 324048 4.0~4.8 180~250 4~5
48 40,4.8 48~6.4 250~300 5~6
6.4 4.0,4.8,6.4 4.8~6.4 300~400 5~6
agiiilan (AC) 1 16 ~1.6 50~60 5~6
ALUMIUM (AC) 16 16,24 ~16 60~90 5~6
24 16,24 16~24 80~110 6~7
32 2432 24~40 100~140 6~7
4 3.24.0 32~48 140~180 7~8
48 324048 4.0~6.4 170~220 7~8
6.4 4048 4.0~6.4 200~270 8~12
wunili@sy (AC) 1 16 ~16 30~40 3~4
Magnesium (AC) 16 16,24 1.6~2.4 40~70 4~5
24 16,24 16~24 60~90 4~5
3.2 16,24 24~3.2 75~110 5~6
4 24,32 3.2~4.0 90~120 5~6
4.8 3.04.0 3.2~4.8 110~150 5~6
6.4 3.24.0 4.0~4.8 130~170 6~7

Walinnsideuldaegefiussansanuuzinldfinns@estaneiioany dil
To optimize the welding process, it is recommend to gind the electrode prior to welding as
described in the diagram below

O = Diameter Flat
l- 1_1!4—1 [2x Dia

—_—
I} 4
— <«—Taper length

2-3x Dia
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gﬂnizmumsﬁfau TIG /TIG welding process

wiatnrguuuldan /Shielding gas
919R / Arc

aIRAN / TIG filler rod

Uanaay / Weld pool

ARaLan / Collect

B 7vswudianlnsn /Tungsten Electrode
U / Work piece

Hﬂ

L‘Vlﬂﬁﬂmilﬁ;au TIG / TIG welding techniques

mmam TIG Wue u"lﬁl‘lﬁﬂﬁi’ﬂﬁNN@?@LW@JLL@“%G@LLMUW‘VTNW ammmmu Imﬂmimamwmam
60-75 BNANANARMIU LAZAIALFL 15-30 DA ‘IJBﬂ’]ii“‘"mLLﬂﬂma\‘lﬂﬂﬂ@NLm’lL%ﬂNm@a@L"J&’WIL‘IS?JEJ
The suggested electrode and welding rod angles for welding a bead on plate. The same angles are
used when marking a butt weld. The torch is held 60-75° from the metal surface. This is the same
as holding the torch 15-30° from the vertical. Take special note that the rod is in the shielding gas
during the welding process

Vertical

Welding Rod

60-757

'
' /
| !
1

Shield gas —\ /

. . ‘H—Tungsten electrode
Direction of travel
/T

MNozzle




