About the machine
The welding  machine s a rectifier adopting the most advanced inverter
technology.

The development of inverter gas-shiclded welding equipment profits from the
development of the inverter power supply theory and components. Inverter
gas-shiclded welding power source utilizes high-power component MOSFET to
fransfer 50/60HZ frequency up to 100KHZ, then reduce the voltage and commutate,
and output high-power voltage via PWM technology. Because of the great reduce of
the main transformer’s weight and volume; the efficiency increases by 30%. The
appearance of inverter welding equipment is considered to be a revolution for welding
industry.

TIG200AC/DC machine adopts our company’s exclusive HF inverter technology.
Compared with traditional machine, it is compact in volume, light in weight, effective
in transfer, power-saving; com pared with imported machine, it is low in price, strong
in power net adaptability. What’s more, it adopts twice inverter technology, has
characteristics of pure square wave output, good arc force, wide cleaning range and
continuous arc with small current, which guarantee excellent welding result,

/,} CAUTION!
.

The machine is mainly used in industry. It will produce radio wave, so the

worker should make fully preparation for protection.

USER™ S MANUAL Ti62004C/DC -2 - YP-02T3 A0




PARAMETERS

ez, Model

\ ‘ TIG200AC/DC
Parameters

Power voltage 1ph AC220V+15%

Frequency (HZ) 50/60
Rated input current (A)

Output current (A) 10-200

No—load voltage (V) 44

Rated duty voltage (V) 18

AC duty cycle (%) 20-80
Ending time (S) 2-10
Insulation grading F
Dimensions (mm) 498X 328X 302
Max. thickness (mm) 10
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FRONT PANEL FUNCTION AND INSTRUCTION

TIG200AC/DC:
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Indicator function

1) Overheat protection indicator: When machine works for a contin aous, long time

and at big current, in order to prevent component from burning out, the over heat

protection function is set. When the indicator is lit, work must be stopped, but no

need to turn off the machine. After 2-3 minutes it will resume.

2) Abnormal indicator: The indicator is lit when there is anything abnormal inside the

machine. When it is lit, please turn off the power switch and restart the machine

after the indicator is off. It can continue to work if machine gets normal. If

indication occurs again, please have it checked by professionals or manufacturer.

INSTALLMENT

Equipment with power voltage compensation equipment. When power voltage

moves between + 15% of rated voltage, it still can work normally.

When use long cable, in order to prevent voltage form going down, bigger section

cable is suggested. If cable is too long, it may affect the performance of the power

system. So we suggest you to use configured length.
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1. Make sure intake of the machine not blocked or covered, lest cooling system

could not work.

2. Make good connection of shielded gas source. Gas supply passage includes
cylinder, argon decompress flow meter and pipe. Connecting part of pipe
should used hoop or other things to fasten, lest argon leaks out and air gets in.

3. Put the loop cable fastening plug to the fastening socket at “+” polarity of the
panel, turn clockwise and fasten, clamp at the other side clamps the work
piece.

4. TInstall water cool gun according to sketch, put the gas,electricity plugof the
welding gun to the join at the front panel.

5, When use pedal control, connect its two-core air plug and three-core air plug
with the relevant air socket at the panel.

6. According to input voltage grade, connect power cable with power supply box
of relevant voltage grade. Make sure so mistake and make sure the voltage
difference among permission range. After the above job, installment is finished

and welding is available.
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OPERATION

(-=) DC TIG WELIDNG

1. Turn on power switch, fan begins to wheel,

¥

2. Open argon switch, and adjust gas flow to rated standard. ( refer to flow table)

3+ Putthe welding switch to “upper position” is TIG WELDING.

4. When put the switch to “DC” position, it is DC arc welding which can be for
stainless steel, iron, copper and other metals.

5+ Set handwork/pedal switch according to needs. Put the switch to “OFF” position,
current is adjusted by panel knob. Put the switch to “ON” position, current is
adjusted by pedal.

6. ress torch switch and clectromagnetic valve starts, vou will hear the sound of

7

clectricity-releasing HF sparkle and at the same time, argon gets out the torch.

7. keep 2-4mm space between tungsten pole and work piece, press torch control
switch, between electrode and work piece HF clectricity is released; After arc
initiation, HF sparkle disappears soon and can start to work.

8. When finish welding, adjust the post-flow knob to suitable place in order to protect

welding surface.

(Z) AC TIG WELDING

1. When put the switch to “AC” position, it is AC arc welding, which can be for
aluminum materials.

2. Puise duty knob: During AC arc welding, current transfers between up side and down

side continuously. When current goes from tungsten stick to work piece, it is positive
current time. At this moment, stick heats slightly and quantity of heat is concentrated,
which is good for welding. When current goes from work piece to stick, it is down
side current. At this moment, it can clean oxide at the surface of work force, which

Improves welding result. But the stick may be burnt out because of heat, the knob is
for adjusting time ratio of positive and reversed current. When at “0” position, the

ratio is 50% to 50%; at “5” position, ratio is 80%, and at “-5” position, ratio is 20%;
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