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BRUKSANVISNING

Las denna bruksanvisning helt innan
du borjar arbeta med din nya maskin.

MIG-200DP C€



Bruksanvisning for digital
MIG-svetsmaskin med hoghastighetspuls

Den har sex svetsmetoder: synergisk gasskdrmad svetsning, pulsgasskdarmad svetsning, dubbelpulsgasskdrmad
svetsning, manuell svetsning, TIG-svetsning och puls-TIG-svetsning (andra svetsmetoder kan ldggas till enligt

Bild 1. Grinssnittet for strominstillning visar spanningsvirdet

anvandarens 6nskemal). Svetsmaskinen ger utmaérkta svetsprestanda.

* Den kan svetsa kolstal, rostfritt stal, aluminiumlegering, kopparlegering och sjdlvskyddad flusskérntrad

(svetsmaterial kan laggas till enligt anvéndarens krav).

*  Med cellulosaelektrodldage kan den svetsa vanliga elektroder och cellulosaelektroder perfekt.
* Den kan vara i ldget for enkel spanning eller dubbel spanning, med skydd mot felaktig stromforsorjning,
overspéanning, 6verhettning och overstrom.

Svetsmaskinen har tva driftsgranssnitt: granssnitt for strominstidllning och grénssnitt for parameterinstéllning.

1 .Stréminstillning

Svetsmaskinen kommer automatiskt att dverga till granssnittet for strominstéllning efter start,
och den kommer ocksa automatiskt att Gverga till granssnittet for strominstillning under
svetsning.
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1, Strom- och spinningsjustering: Den vinstra kodaren anvénds for att justera strommen. Den hogra
kodaren anvinds for att justera spanningen. Det finns tva visningsldgen for att stélla in spidnning: procent och
spanningsvarde. Anviand hoger knapp for att vixla mellan de tva visningsldgena. Procentandelen visar skillnaden
mellan den aktuella spianningen och standardspénningen. 0 % representerar standardspénning. 10 % innebar att

spanningen dr 10 % hogre én standardspanningen och sa vidare.

1.1, Justera plattjocklek och tradhastighet. Tryck pa den aktuella knappen for att vilja plattjocklek eller

tradhastighet. Justera virdet med den vénstra kodaren. De tre parametrarna for strom, plattjocklek och

tradmatningshastighet dndras synkront. Om nagot virde dndras kommer de andra tva vérdena att dndras synkront.
1.2, Reglering av induktans, tryck pa spinningsknappen for att vilja induktans och anviind den hdgra kodaren

for att justera induktansvérdet.
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METOD DIAMETER v ,i U’;‘_’ MATERIAL
SYNMIG OO TIGLIf) ( & b "0.6mm @) 0 GuSiAr OO0 ER308
wenas () ) Ticpais ; 0.8mm () cualar () () Erate
micruis () () mMmMa . 1.0mm () Fec02(() () asidnas

mezas () () wanpuis ® t.2mm () Feazs () () Amgssss

Bild 2.Grénssnitt for strominstéllning, visningsprocent

2, For att vilja svetsmetod : Tryck pa svetsldgesknappen for att justera svetslaget. De olika svetsldgena enligt

nedanstdende lista.



DUAL PULS SYNERGIA

MIG-200

@@

METOD ANVANDNING DIAMETER VJ’ ﬂ,‘ MATERIAL
R i D i = ' =2 = \ 3 308
synme () () i Lif Qer 0.6mm () (ausiar () O) ersos
HIGHAG O (O Tieruis () ar 0.8mm () GUALAF f) O ER316

weus () () Mma () s-47 1.0mm 9 Fo c0z () () msienss
MG 2-Puls é () WmaPuis 8 Spot 1.2mm () Fe nrsz. D Allgs3se
\H__) =

Bild 3.Val av svetsmetod

3, Vilj svetsmaterial: Tryck pé svetsmaterialknappen for att justera svetsmaterialet. Se listan nedan for olika

svetsmaterial.

Dessutom kan du ocksé gé till grianssnittet for parameterinstallning for att vélja svetsmaterial: tryck pa
svetsmaterialknappen under 3 sekunder for att ga till grénssnittet for parameterinstéllning och visa det aktuella
svetsmaterialet, vélj materialet med hoger kodare och tryck sedan pa hoger kodare for att limna gréanssnittet for

parameterinstéllning.
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e @) TG Lif) ( Oz ) 0.6mm ( @ ) e (O er 308)
miemas () () miepuls 0.8mm O cuatar () O ER316

werus () () MMaA ) S~ 1.0mm () Fe 02 () () misiais

mezauis () () wapuis @ 12mm () AUAGI@LL

Bild 4. Vilj svetsmaterial



4. Vilj traddiameter: Vilj traddiameter med diameterknappen, till exempel 1,2 mm.
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swme () () misin (Oar ) a.6mm () Gusi Ar Q @
wemas () () Tiepuls ) 4T o.8mm () cualar () () ER3t6
wepus () () mma ) S-4T 1,0mm Qr Fe c02 () () asienss
wezus () () umapuls () spot 1.2mm () Foaen () () amgssss

S

Bild 5 Vilj traddiameter

5. Vilj svetspistolens driftléige: tryck pa driftligesknappen for att vilja driftlage, till exempel 2T, se

foljande avsnitt for olika driftlagen.
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"s'm we () O) mein} ' Oar ) (0.6mm () (usiar () ) er30s)
wemas () () TiGPuis O ar 0.6mm () cuaiar () () Erate
‘ﬁIGPuIs OO mma () s-ar 1.0mm () Fe c02( ) () isuoss

wezpis () () wmapais () spot t.2mm () reaas () () awpsas
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Bild 6 Vilj svetspistolens driftlédge



6, Tryck pa tradinspektionsknappen for att starta tradinspektionen
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(smme O O msLin) = 2 (0.6mm () (Gusiar O) O) Eraos
wismac () () Tiepuls ) 0.8mm Cr | cualar () () ER316

wepus () () mMma ; t.omm () Fe c02( ) () Asioas

s’

wezds () () unapuis ® 1.2mm () fo s () () amgsass

Bild 7. Tradkontroll

7, Tryck pa gasinspektionsknappen for att starta gasinspektionen
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(swwe O) O mieLit @ ® “0.8mm () Gusiar () () ER308)
miemas () () Tiepuis () ar 0.8mm () cualar () () ER316
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MIG 2-Puls ") MhAPus Spot 1.2mm () Fo Ard2% r:’-\} AlMg5356
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Bild 8. Gaskontroll



2. Granssnitt for parameterinstallning

1. Justera parametrar: Tryck pd véinster och hoger kodare samtidigt i strominstéllningsgranssnittet for att ga
till grianssnittet for parameterinstéllning och tryck pa hoger kodare pa nytt i detta grénssnitt for att aterga till
strominstéllningsgranssnittet. I detta grinssnitt kan andra parametrar justeras. Den vénstra kodaren véljer

parametern och den hdgra kodaren justerar parametervérdet. For varje parameterkod, se parametertabellen.

Enkel knapp for att ga till granssnittet for parameterinstéllning: Tryck pa svetsmaterialknappen under 3

sekunder fOr att ga till grénssnittet for parameterinstéllning.
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METOD ANVANDNING DIAMETER A MATERIAL

R — _ 7~ — e =
synme () ] § (

Q (O Lt (Jar 0.6mm () Gusiar () () Er308
wamas () () miapuis () ar 0.8mm () cusar () () ER3t6
mcpuis () () mma () st 1.0mm () Fo c02 () () wisuoas
mezeus () () wmapus () spot 1.2mm () Foasts () () Amgssss

Bild 9. Grénssnitt for parameterinstéllning: vilj och justera parametrar med kodare

2. Spara kanal: tryck pa spanningsknappen for att vélja kanalen, tryck sedan pa gasknappen (visar SAVE
XX), justera kanalnumret, tryck pad gasknappen igen for att slutféra sparandet och displayen visar

SAVEDATA
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METOD ANVANDNING DIAMETER of, MATERIAL
smme (O O) mioin) 0.6mm () i ‘ausiar () O) ersos)
wemac () () Ticpus ( 0.8mm () custar () () ER316
micpuls () () MMa -4 1.0mm () Fe c02 () () wsioss

mez#us () fj HMAPuls 1.2mm fa ez () () Amgsass

Bild 10.Grénssnitt for parameterinstdllning: spara kanal

3. Anropa kanal: tryck pa spanningsknappen for att vélja kanalen, justera sedan den hogra kodaren for att

justera kanalnumret for att anropa motsvarande kanal
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Bild 11. Grénssnitt for parameterinstéllning: vdlja kanal



3. Svetsmetod, svetsmaterial, driftsmetod och parameterkodtabell

1. Tabell for svetsmetod

Nr  Kod Namn pa svetsmetod

00 |FastPulse Impuls med hdg hastighet

01  |PulseMIG Pulsgasskyddad svetsning

02 |FastTwin Dubbelpuls med hog hastighet

03 [TwinPulse Dubbel pulsgasskarmad svetsning
04 |FastArc Hoghastighetsgasskdrmad svetsning
05 |SYNC MIG SYN-gasskarmad svetsning

06 |FastUp Vertikal svetsning med hdg hastighet
07 |MMA Mode MMA-svetsning

08 |FastRoot Rotsvetsning med hdg hastighet

09 [TIG Mode argonbagsvetsning

10 |FastCold Kallsvetsning med hdg hastighet

11 |PulseTIG Pulsargonbagsvetsning

12 |MAN MIG Konventionell gasskarmad svetsning
13 |CarbonArc Kolbagsmejsling

14  |PulseMMA Pulshandsvetsning

2. Tabell for svetsmaterial

Nr |Kod Svetsmaterial och gas

01 |Fe CO2 Kolstal CO2

02 |Fe Ar82 Kolstal Ar 82 %+C0O2 18 %

03 |Fe Ar92 Kolstal Ar 92 %+CO2 8 %

04 |Hardface Slitstark pasvetsning Ar 82 %+C0O2 18 %

05 |RutilFlu Svetsningstrad med sur karna Ar 82 %+C0O2 18 %

06 |[BasicFlu Svetsningstrad med alkalisk karna Ar 82 %+CO2 18 %
07 |MetalFlu Svetsningstrad med jarnpulverkarna Ar 82 %+C0O2 18 %
08 |[ER1070Ar Ren aluminium ER1070 Ar




09 |ER1100Ar Ren aluminium ER1100 Ar

10 |ER2319Ar Svetsstrad av aluminium-kopparlegering ER2319 Ar
11 |ER4043Ar Aluminiumkisel ER4043

12 |ER4047Ar Aluminiumkisel ER4047

13 |ER5183Ar Aluminiummagnesium ER5183

14 |ER5356Ar Aluminiummagnesium ER5356

15 |ER5554Ar Aluminiummagnesium ER5554 Ar

16 |ER5556Ar Aluminiummagnesium ER5556 Ar

17 |ERGOG1Ar Aluminiumlegering ER6061 Ar

18 |ER6063Ar Aluminiumlegering ER6063 Ar

19 |CuSi3 Ar Kiselbrons CuSi3 Ar

20 |CuAl8 Ar Aluminiumbrons CuAlI8 Ar

21 |CuSn Ar Koppar CuSn Ar

22 |CuSn8 Ar Tennbrons CuSn8 Ar

23 |CuZn4 Ar Tennkoppar CuZn4 Ar

24 |[E201Ar98 Rostfritt stal ER201 Ar 98 %+C02 2 %
25 |E301Ar98 Rostfritt stal ER301 Ar 98 %+C02 2 %
26 |E304Ar98 Rostfritt stal ER304 Ar 98 %+C02 2 %
27 |[E304LA98 Rostfritt stal ER304L Ar 98 %+C0O2 2 %
28 |E307Ar98 Rostfritt stal ER307 Ar 98 %+C02 2 %
29 |E307SiA9 Rostfritt stal ER307Si Ar 98 %+C02 2 %
30 |[E308Ar98 Rostfritt stal ER308 Ar 98 %+C02 2 %
31 |E308LA98 Rostfritt stal ER308L Ar 98 %+C0O2 2 %
32 |[E309Ar98 Rostfritt stal ER309 Ar 98 %+CO2 2 %
33 |E309LA98 Rostfritt stal ER309L Ar 98 %+C0O2 2 %
34 |E310Ar98 Rostfritt stal ER310 Ar 98 %+C02 2 %
35 |E316Ar98 Rostfritt stal ER316 Ar 98 %+C02 2 %
36 |E316LA98 Rostfritt stal ER316L Ar 98 %+C0O2 2 %
37 |[E321Ar98 Rostfritt stal ER321 Ar 98 %+C02 2 %
38 |[E347Ar98 Rostfritt stal ER347 Ar 98 %+C02 2 %
39 |E385Ar98 Rostfritt stal ER385 Ar 98 %+C02 2 %
40 |E410Ar98 Rostfritt stal ER410 Ar 98 %+C02 2 %
41 |E420Ar98 Rostfritt stal ER420 Ar 98 %+C02 2 %
42  |E430Ar98 Rostfritt stal ER430 Ar 98 %+C02 2 %




43 |[E630Ar98 Rostfritt stédl ER630 Ar 98 %+C02 2 %
44 |E2209A98 Rostfritt stdl ER2209 Ar 98 %+C02 2 %
45 |[E2594A98 Rostfritt stal ER2594 Ar 98 %+C0O2 2 %
46  |NiCr21M9 Svetsningstrad av nickelbaserad legering NiCr 21 Mo 9 Nb Ar
47 |E316Ar82 Rostfritt stdl ER316 Ar 82 %+C0O2 18 %
48 |E410Ar82 Rostfritt stdl ER410 Ar 82 %+C0O2 18 %
49  |[E430Ar82 Rostfritt stdl ER430 Ar 82 %+C0O2 18 %
50 |E2209A82 Rostfritt stdl ER2209 Ar 82 %+C0O2 18 %
51 |E304Flux Rostfri stalkarna ER304 Flux CO2

52 |E304LFlu Rostfri stalkarna ER304L Flux CO2

53 |E307LFlu Rostfri stalkdrna ER307L Flux CO2

54  |E308LFlu Rostfri stalkdrna ER308L Flux CO2

55 |E309LFlu Rostfri stalkdrna ER309L Flux CO2

56 |E310Flux Rostfri stalkarna ER310 Flux CO2

57 |E316LFlu Rostfri stalkarna ER316L Flux CO2

58 |E321Flux Rostfri stalkarna ER321 Flux CO2

59 |E347Flux Rostfri stalkarna ER347 Flux CO2

60 |E2209FIu Rostfri stalkdrna ER2209 Flux CO2

56 |E310Flux Rostfri flusskdrna ER310 Flux CO2

57 |E316LFlu Rostfri flusskdrna ER316L Flux CO2

58 |E321Flux Rostfri flusskdrna ER321 Flux CO2

59 |E347Flux Rostfri flusskarna ER347 Flux CO2

60 |E2209FIu Rostfri flusskarna ER2209 Flux CO2

3. Listan over parametrar

Kod Kodnamn Artikel Parametrar
Svetsningslagen som stdds av denna maskin visas i
CO00 Type Svetsningslage 95139 . )
tabellen dver svetsningslagen
Arbetsstyckets
CO01 Tick . ¥ Arbetsstyckets tjocklek, mm
tjocklek
. . . _|Svetsspanning = enhetsspanning * (100 +
C02 Vol. Svetsningsspanning ljusbaglangd)/100
CO03 Cur. Svets- Svetsstrom, arbetsstyckets tjocklek och




strom

tradmatningshastighet andras synkront

Tradmatningshastig

C04 Rate het Tradmatningshastighet, m/min
CO05 ArcL Baglangd Hundra procent i férhallande till enhetsspanningen
Gassvetsning ar induktans, pulsgasens maximala
CO06 FORC Ljusbagskraft stromamplitud (vid gashallarmunstycket), manuell
svetsning avser ljusbagstryck
CQ7 Wire Svetsmaterial Typ av svetsmaterial, se tabellen dver svetsmaterial
C08 Size Traddiameter Stod for 4 typer av traddiameter: 0,8, 1,0, 1,2, 1,6
CO09 Mode Driftlage Se avshnittet Driftlage
L, . Ljusbagsstrom (A) — syftet ar att fylla ljusbagsgropen,
c10  |Endi Ljusbagsstrom 1 snds fér S4T och S2T
c11 Hotl L 6 Funktionen ar att 6ka varmetillférseln i boérjan av
° ingangsstrom svetsningen, for S4T och S2T
Anvands for att justera kulformningen vid svetsningens
C12 Burn Aterbranningstid slu\tl M ) ingen vid svetsning
C13 Sptt Punktsvetsningstid |Punktsvetsningens varaktighet
C14 Hott Tid for ingangsstromiingangsstrommens varaktighet, endast fér S2T
C15 Endt Slutstromtid Slutstrommens varaktighet (endast for S2T)
C16 Slop Svetsfunktioner MMA:CC vanlig elektrod, CP cellulosaelektrod
C17 EndU Slutbaglangd Baglangd i slutet av en bage
Dubbelpulssvetsning med gasskydd, hdghastighets
C18 Freq Frekvens dubbelpulssvetsning med gasskydd, och frekvens for
héghastighets vertikalsvetsning
Dubbelpulssvetsning med gasskydd, hoghastighets
C19 Duty Arbetscykel dubbelpulssvetsning med gasskydd, och arbetscykel
for héghastighets vertikalsvetsning
Dubbelpulssvetsning med gasskydd, maximal
C20 Ip-p Pulshojd stromamplitud vid héghastighets dubbelpulssvetsning
med gasskydd
c21 HotU Initial baglangd Initialstrommens ljusbagslangd
Cc22 PU Toppljusbagslangd [Toppstrémmens ljusbagslangd




C23 BU Basbaglangd Basstrommens baglangd
C24 StFd Mjuk starthastighet |Mjuk starttrdadmatningshastighet
C25 VRD VRD MMA VRD-brytare
Tidsintervallet for att stoppa svetsningen vid
C26  |Stop Stopptid e PP g
kontinuerlig punktsvetsning
ca7 Preg Pro-gasfléde Pro-gasflédestid
C28 Post Postfléde Postflédestid
c29 Save Sparad kanal For detaljer om svetsparametrar, se avsnittet Sparad
kanal
For att aktivera svetsparametrar, se avsnittet Anropa
C30 Load Anropa kanal kanal P P

4. Dubbelpuls och vertikala svetsparametrar med hog hastighet

Topptid = pulsperiod * arbetscykel/100
Pulsperiod = 1/pulsfrekvens
Toppljusbagsliangd = instélld ljusbagslangd +PU

Toppstrom = installd strom + instélld stréom * pulsamplitud 1-PP)/100

Topptid

Bastid

Pulsperiod

Bastid = pulscykel - pulscykel * arbetscykel/100
Basljusbagsléangd = Instilld ljusbagslangd +BU
Basstrom = installd strom - installd strom * pulsamplitud I-PP)/100

Bild 12. Parameterdiagram for dubbelpuls och hoghastighets vertikalsvetsning

5. Driftlage

2T (bruksanvisning): Tryck in pistolbrytaren for att starta gasflodet, efter instélld gasforstromningstid tdnds

ljusbagen med instdlld strom, ljusbage och gasefterstrémning.




Preg Posg

Bild 14. 4T drift

4T (bruksanvisning): Tryck en gang pa pistolbrytaren (tryck och slépp) for att starta gastillférseln. Vénta
tills forgasforstromningstiden har gatt ut och ljusbagen har etablerats med instélld strom. Tryck pa

pistolbrytaren igen nér du vill slidcka ljusbagen.

Hotl

Weld I T
¢ Endl

Preg Hott SLOP SLOP Endt] Posg

—o———> —

Bild 15.S2T drift

S2T (bruksanvisning) : Tryck in pistolbrytaren for att tinda ljusbagen. Efter gasforstromningstiden etableras
ljusbagen med initialstrommen. Nér pistolbrytaren sldpps dndras den instdllda strdmmen gradvis till

slutkraterstrommen. Ljusbagen slacks efter ljusbageslackningstiden, foljt av en fordrdjd gasavstangning.



Hotl *
Weld 1 * T
* Endl

Preg SLOP SLOP Posg
 — e —

Bild 16. S4T-drift

S4T (bruksanvisning) : Tryck in pistolbrytaren for gasforflode och ljusbége till startstrom. Slépp pistolbrytaren for
att aterga till instédlld strom. Nér du trycker in pistolbrytaren igen, dndras den instéllda strommen gradvis till

ljusbagsslackningsstrommen. Slépp pistolbrytaren for att stinga av ljusbagen, f6ljt av en fordrdjd gasavstdngning.

Preg Posg

p———+——+

Bild 17. Schematiskt diagram Over driftldget for punktsvetsning

Bruksanvisning for punktsvetsning: Tryck in pistolbrytaren for att forstrdmma gasen till den instéillda
strommen. Vénta tills punktsvetstiden har gétt ut och slack sedan ljusbagen, foljt av en fordréjd

gasavstiangning.



Preg:gasforflodestid, Posg:gasfordrdjningstid, Hotl:startstrdm, Endl:ljusbagsslackningsstrom, WeldI:instilld

strom, Hott:starttid, Endt:ljusbagsbildningstid, SLOP:graderingstid, Sptt:punktsvetsningstid

CPOT punktsvetsning — bruksanvisning: Tryck och hall in pistolbrytaren och svetsen pabdrjar intermittent
punktsvetsning. Punktsvetsningens varaktighet: Sptt, Mellanstoppstid: anges med STOP. Slépp pistolbrytaren nér

du vill sluta svetsa.

4. Svetsning av aluminiumlegering, var uppmarksam

1. Gas: Svetsning av aluminiumlegering méaste svetsas med ren argon, om argonrenheten inte ir tillricklig kommer
det att resultera i svértning av svetsen och stink.

2, Tradmatningshjul: Vid svetsning av aluminiumlegeringar maste du anvinda ett U-format trddmatarhjul. Annars
kan svetstraden deformeras och trddmatningen blir ojamn.

3 . Inlopps- och utloppsrér for trad: inlopps- och utloppsréren far inte anvindas for metallror, dra ut metallrdren s&

att tradledningsroret nar fram till tradmatarhjulet.

4 . Tradmatningsror: anvind kolfiberrdr eller teflon for att mata trdden och minska friktionen. Tradledningsroret
fér inte vara for tjockt, annars kan svetstraden forma en spiral inuti trddmatningsroret, vilket leder till instabil
matning.

5 . Ledande munstycke: anvand det speciella ledande munstycket for aluminiumsvetsning, denna ledande
munstycksOppning ar stor, vilket minskar motstandet for svetstraden. Anvand s& mycket som mojligt ett tjockt
ledande munstycke (utlindskt kint mirke med M10 * 40) . Om kontaktmunstycket ér for tunt kan det deformeras
av virme under svetsning. Munstycksoppningen kommer da att krympa, vilket forsvérar tradmatningen.

6 . Svetspistol: anvind helst en europeisk svetspistol. Svanhalsen bor inte vara for stor eller for 1dng. Vid
automatisk svetsning eller svetsning med hog stromstyrka é&r det bést att anvénda en vattenkyld svetspistol.

7 .Motstdndet i trddmatarspindeln: Det fir inte vara for hogt, annars paverkas jimnheten i tridmatningshastigheten.
8 .Traddmatarens tryckarm: Armen far inte vara for hart spind, annars kan traden deformeras.

9 . Svetsvinkel: Svetspistolen bor helst vinklas vertikalt eller ndgot bakét i forhallande till arbetsstycket. Den far

endast skjutas framat, annars brénns svetsstrdngen pa nytt.

10 .Kontrollera tridmatningens motstand: Slipp tryckarmen och dra ut tréden frén svetspistolens munstycke.
Tréden ska dé vara latt att dra ut. Om motstandet &r for stort kommer trddmatningen inte att vara jamn, vilket

paverkar svetsresultatet. Da behdver du kontrollera de tidigare punkterna.



11 .Testa tridmatarens styrka: Hall emot tridmatarrullen med handen och tryck in svetspistolens strombrytare for
att mata fram trad. Om det ar l4tt att stoppa trddmatarrullen med handen, paverkas svetsresultatet. D& behover du
kontrollera de tidigare punkterna. Dessutom dr vanliga motorer uppenbart otillrdckliga vid 14ga hastigheter, vilket
latt leder till att traden matas med for 1&g strom. Detta problem har 16st perfekt genom Nebula med en unik
patenterad teknik. Den gor att kraften i en vanlig motor blir betydligt hdgre &n hos en avancerad motor vid laga

hastigheter, vilket ger en mer stabil trddmatning.

12 .Anviind 4T-lidge: Om du svetsar aluminiumlegering i 2T-l4ge nér arbetsstycket inte #r tillrickligt varmt,
kommer svetsstrangen att bli for stor och ojimn. Om vérmetillférseln dr for stor efter att arbetsstycket har forvarmts
kan 4T-l4ge effektivt atgidrda detta problem. I 4T-ldgets startstrom minskar den efterf6ljande strdmmen, vilket

motverkar svetsfel orsakade av temperaturfordndringar i arbetsstycket.
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Digital high-speed pulse MIG welding
machine operating instructions

It has six welding methods, synergic gas shielded welding, pulse gas shielded welding, dual
pulse gas shielded welding, manual welding, argon arc welding and pulse argon arc welding
(other welding methods can be added according to user requirements), with excellent

welding performance.

eIt can weld carbon steel, stainless steel, aluminum alloy, copper alloy and self shielded flux

cored wire (welding materials can be added according to user requirements),

e With cellulose electrode mode, it can weld ordinary electrode and cellulose electrode

perfectly.

e It can be in single voltage or dual voltage modes, with wrong power supply, overvoltage,

overheating and overcurrent protection.

The welding machine has two operation interfaces: current setting interface and parameter

setting interface.

1.Current Setting

The welding machine will automatically enter to the current setting interface after starting up,
and it will also automatically enter to the current setting interface during welding.

DUAL PULS SYNERGIA

MIG-200

Occax

METHOD A OPERATION DIAMETER Vi MATERIAL

sy () O TisLif ! ausiar () () ER3o8
uemas () () Ticpuis cuaiar () () Er316
MIG Puls O O MMA Fe CO2 O O Alsido43
uezduis () (C) wmapuls renszh () () Alhgstss

0 0

Picl .the current setting interface displays the voltage value




1, Current and voltage adjusting: The left encoder is used to adjust the current. The right
encoder is used to adjust the voltage. There are two display modes for setting voltage:
percentage and voltage value. Using the right button to switchover between the two display
modes. The percentage shows the difference between the current voltage and the standard
voltage. 0% represents standard voltage. 10% means the voltage is 10% higher than the

standard voltage and so on.

1.1, Adjusting plate thickness and wire speed. To press the current key to select the plate
thicknes or wire speed. Adjusting the value with the left encoder. The three parameters of
current, plate thickness and wire feeding speed change synchronously. If any value is

changed, the other two values will change synchronously.

1.2, Regulating inductance, Press the voltage key to select the inductance, and use the right

encoder to adjust the inductance value.
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Pic2 .Current setting interface, display percentage

2, To Select welding method : Press the welding mode key to adjust the welding mode. The

various welding modes as below list.
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Pic 3 .Welding method selecting
3, Select welding material: Press the welding material key to adjust welding material. See
the list below for various welding materials.
In addition, you can also enter the parameter setting interface to select welding materials:

continuous press the welding material key for 3 seconds to enter the parameters setting

interface and display the current welding material, select the material with the right encoder,

and then press the right coder to exit the parameter set interface.
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Pic4. Select welding material



4. Select Wire Diameter: Select wire diameter by diameter key, such as 1.2mm.
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Pic 5 Select Wire Diameter

5. Select the welding torch operation mode: press the operation mode key to select the

operating mode, such as 2T, see the following sections for various operating modes.
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Pic6 Select the welding torch operation mode



6, Press the wire check button to start wire check
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Pic7. Wire check

7, Press the gas check key to start gas check
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2.Parameter Setting Interface

1. Adjusting parameters: Press the left and right encoders at the same time in the current
setting interface to enter the parameter setting interface, and press the right encoder again in
this interface to return to the current setting interface. In this interface, other parameters can
be adjusted. The left encoder selects the parameter, and the right encoder adjusts the

parameter value. For each parameter code, see the parameter table.

Single key to enter the parameter setting interface: Press the welding material key

continuously for 3 seconds to enter the parameter setting interface.
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Pic9. Parameter setting interface: select and adjust parameters with encoder

2. Storage channel: press the voltage key to select the channel, then press the gas key
(display SAVE XX), adjust the channel number, press the gas key again to complete the
storage, and display SAVEDATA
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Pic10 .Parameter setting interface: storage channel

3. Call channel: press the voltage key to select the channel, then adjust the right encoder to

adjust the channel number to call the corresponding channel
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Picll. Parameter setting interface: call channel




3.Welding method, welding material, operation

method and parameter code table

1. Welding method table

No. Coad

00
01
02
03
04
05
06
07
08
09
10
11
12
13
14

FastPulse
PulseMIG
FastTwin
TwinPulse
FastArc
SYNC MIG
FastUp
MMA Mode
FastR oot
TIG Mode
FastCold
PulseTIG
MAN MIG
CarbonArc
PulseMMA

Name of welding method

High speed pulse

Pulse gas shielded welding

High speed double pulse

Double pulse gas shielded welding
High speed gas shielded welding
SY N gas shielded welding
High-speed vertical welding

MMA welding

High-speed root welding

argon arc welding

High-speed cold welding

Pulse argon arc welding
Conventional gas shielded welding
Carbon arc gouging

Pulse manual welding

2. Welding material table
No. Code

01
02
03
04
05
06

07

08

FeCO2
Fe Ar82
Fe Ar92
Hardface
RutilFlu
BasicFlu

MetalFlu

ER1070Ar

Welding material and gas

Carbon steel CO2

Carbon steel Ar 82%+C02 18%

Carbon steel Ar 92%+C0O2 8%

W ear -resistant pile welding Ar 82%+C0O2 18%
Acidine core welding wire Ar 82%+C0O2 18%
Alkaline core welding wire Ar 82%+C0O2 18%

Iron powder core cord welding wire Ar 82%+C0O2
18%

Pure aluminum ER 1070 Ar



09
10
11
12
13
14
15
16
17
18
19
20
21
22
23
24
25
26
27
28
29
30
31
32
33
34
35
36
37
38
39
40
41
42

ER1100ATr
ER2319Ar
ER4043Ar
ER4047Ar
ER5183Ar
ER5356Ar
ER5554Ar
ER5556Ar
ER6061ATr
ER6063ATr
CuSi3 Ar

CuAlI8 Ar
CuSnAr

CuSn8 Ar
CuZn4 Ar
E201Ar98
E301Ar98
E304Ar98
E304LA98
E307Ar98
E307SiA9
E308Ar98
E308LA98
E309Ar98
E309LA98
E310Ar98
E316Ar98
E316LA98
E321Ar98
E347Ar98
E385Ar98
E410Ar98
E420Ar98
E430Ar98

Pure aluminum ER1100 Ar

Aluminum, copper alloy welding wire ER2319 Ar

Aluminum silicon ER4043

Aluminum silicon ER4047

Aluminum magnesium ER5183

A luminum magnesium ER 5356

A luminum magnesium ER5554 Ar
Aluminum magnesium ER5556 Ar
Aluminum alloy ER6061 Ar

Aluminum alloy ER6063 Ar

Silicon bronze CuSi3 Ar

Aluminum bronze CuA I8 Ar

Copper CuSn Ar

Tin bronze CuSn8 Ar

Tin Copper CuZn4 Ar

Stainless steel ER201 Ar 98%+C02 2%
Stainless steel ER301 Ar 98%+C02 2%
Stainless steel ER304 Ar 98%+C02 2%
Stainless steel ER304L Ar 98%+C0O2 2%
Stainless steel ER307 Ar 98%+C02 2%
Stainless steel ER307Si Ar 98%+C02 2%
Stainless steel ER308 Ar 98%+C02 2%
Stainless steel ER308L Ar 98%+C02 2%
Stainless steel ER309 Ar 98%+C02 2%
Stainless steel ER309L Ar 98%+C0O2 2%
Stainless steel ER310 Ar 98%+C02 2%
Stainless steel ER316 Ar 98%+C02 2%
Stainless steel ER316L Ar 98%+C0O2 2%
Stainless steel ER321 Ar 98%+C02 2%
Stainless steel ER347 Ar 98%+C02 2%
Stainless steel ER385 Ar 98%+C02 2%
Stainless steel ER410 Ar 98%+C02 2%
Stainless steel ER420 Ar 98%+C02 2%
Stainless steel ER430 Ar 98%+C02 2%



43
44
45

46

47
48
49
50
51
52
53
54
55
56
57
58
59
60
56
57
58
59
60

E630Ar98
E2209A 98
E2594A 98

NiCr21M9

E316Ar82
E410Ar82
E430Ar82
E2209A 82
E 304F lux
E304LFlu
E307LFlu
E308LFlu
E309LFlu
E310F lux
E316LFlu
E321Flux
E347Flux
E2209Flu
E310F lux
E316LFIu
E321Flux
E347Flux
E2209Flu

Stainless steel ER630 Ar 98%+C02 2%
Stainless steel ER2209 Ar 98%+C0O2 2%
Stainless steel ER2594 Ar 98%+C0O2 2%

Nickel -based alloy wire welding wire NiCr 21 Mo
9NbATr

Stainless steel ER316 Ar 82%+C02 18%
Stainless steel ER410 Ar 82%+C02 18%
Stainless steel ER430 Ar 82%+C02 18%
Stainless steel ER2209 Ar 82%+C02 18%
Stainless steel core ER304 Flux CO2

3.The list of parameters

Code Code name

C00

C01

C02
C03

Type
Tick

\Vol.
Cur.

ltem

Welding mode
Workpiece

thickness

Welding
voltage

Welding

Stainless steel core ER304L Flux CO2
Stainless steel core ER307L Flux CO2
Stainless steel core ER308L Flux CO2
Stainless steel core ER309L Flux CO2
Stainless steel core ER310 Flux CO2
Stainless steel core ER316L Flux CO2
Stainless steel core ER321 Flux CO2
Stainless steel core ER347 Flux CO2
Stainless steel core ER2209 Flux CO2
stainless flux cored ER310 Flux CO2
stainless flux cored ER316L Flux CO2
stainless flux cored ER321 Flux CO2
stainless flux cored ER347 Flux CO2
stainless flux cored ER2209 Flux CO2

Parameters

Welding modes supported by this machi
are shown in the table of welding modes
Thickness of the workpiece, mm
Welding voltage = unitized voltage *(100
arc length)/100

Welding current, workpiece thickness an



Co4

C05

Co06

co7

Cco8
Cco9
C10

C11

C12

C13

C14
C15

C16

C17

C18

C19

C20

C21

C22

R ate

ArcL

FORC

Wire
Size
M ode
Endl
Hotl

Burn

Sptt

Hott
E ndt

Slop
EndU

Freq

Duty

HotU

PU

current

Wire feed
speed

Arc length

Arc force

Welding
material

Wire diameter
Operation mode

Arc current
initial current

B urn back time

Spot welding
time

Initial time
End Arc time

Welding
features
End Arc length

Frequency

Duty cycle

Pulse amplitude

Initial Arc
length

peak Arc length

wire feeding speed change synchronously
Wire feed speed, M/min

One hundred percent relative to the unitized
voltage

Gas welding is inductance; Peak current
amplitude of pulse gas retaining finger;
Manual welding refers to arc force

W elding material type, see welding material
table

Support 4 kinds of wire
diameter:0.8,1.0,1.2,1.6

See Operation Mode section

Arc current (A), the roleis to fill the arc pit,
used for S4T and S2T

The function is to increase the heat input at
the beginning of welding, for S4T and S2T

Used to adjust the ball cutting effect at the
end of welding

S pot welding duration

Initial current duration, for S2T only
End Arc current duration, only for S2T

MMA:CC ordinary electrode, CP cellulose
welding electrode

Arc length at the end of an arc

Double pulse gas protection, high speed
double pulse gas protection, and high speed
vertical welding frequency

Double pulse gas protection, high speed
double pulse gas protection, and high speed
vertical welding duty cycle

Double pulse gas protection, high speed
double pulse gas protection peak current
amplitude

Initial current Arc length

Peak current Arc length



C23 BU Base Arc length Base current arc length

C24 |StFd Soft start speed Soft start wire feed speed

C25 |VRD VRD MMA VRD switch

C26 'Stop Stop time I n continuous qut weldi ng, the time
interval for stopping welding

C27 |Preg Progas flow  |Progas flow time

C28 |Post Post flow Post flow time
For details about welding parameters, see

€29 Save Storage channel the Storage Channel section

€30 Load Call channel To invoke welding parameters, refer to the

Invoke Channel section

4.Double Pulse And High Speed Vertical Welding Parameters

Peak time = pulse period * duty cycle /100

Pulse period =1/ pulse frequency

Peak arc length = set arc length +PU

Peak current = set current + set current * Pulse amplitude I-PP)/100

Peak time Base time

Pulse period

Base time = pulse cycle - Pulse cycle * duty cycle /100
Base arc length = Set arc length +BU
Base current = set current - set current * Pulse amplitude I-PP)/100

Pic12. Parameter diagram of double pulse and high speed vertical welding

5.0Operation Mode

2T (operating instructions): press the gun switch start plenum, waiting for the gas flow

time later they arc to set the current, pine shoot switch arc and post flow.
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Pic14. 4T Operation

4T (operating instructions): Press once(press and release) torch switch starts to supply
air,wait until the gas pre-flow time is over and the arcing to the set current,press the torch

switch again to extinguish the arc.
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Pic15 .S2T Operation

S2T (operating instructions): Press the torch switch to start arc supply,after waiting for the
gas pre-flow time,then arc starting to initial current,After releasing the torch switch, the set
current gradually changes to the crater arc current,stop the arc after waiting for the arc

extinguishing time,delayed gas shutoft.
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Pic16. S4T Operation

S4T (operating instructions): Press torch switch gas pre-flow arcs to initial current,release
the torch switch and return to the set current, after pressing the torch switch again, the set
current gradually changes to the arc extinguishing current,turn off the arc after releasing the

torch switch,delayed gas shutoff.

\/
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Pic17.schematic diagram of spot welding operation mode

Spot welding operation instructions: Press the torch switch to pre flow the gas to the set

current,wait until the spot welding time and then extinguish the arc,re-lag gas shutoff.



Preg:gas pre flow time, Posg:gas lag timeXHotI:initial currentXEndl:arc extinguishing currentX
Weldl:set currentX Hott:Initial timeX Endt:Arcing timeX SLOP:Gradation timeX Sptt:Spot
welding time

CPOT spot welding operating instructions: Press and hold the torch switch, welder will
start intermittent spot welding,Spot welding duration:Sptt, Intermediate stop

time:STOP,release the torch switch, and the machine stops welding.

4. Aluminum Alloy welding Pay Attention

1. Gas: Aluminum Alloy welding must be welded with pure argon, if argon purity is not

enough, resulting in black, welding splash.

2XWire feed wheel: Aluminum Alloy welding must use a U-shaped filament wheel, otherwise

it will cause the wire deformation, and the wire feed is not smooth.

3. Inlet wire tube& exit wire tube: the Inlet tube& exit tube cannot be used for metal pipes, to

pull the metal pipes out , so that the wire tube extends to the wire feed wheell.

4. Wire feed tube: To use carbon fiber tube or Teflon to send wire tube to reduce filament
resistance. The filament tube should not be too thick, otherwise the welding wire will be

spiral in the wire feed tube, resulting in unstable.

5. Conductive nozzle: Using the special conductive nozzle of soldering aluminum, this
conductive mouth is large, the welding wire's resistance is small. Using thick conductive
mouth as much as possible (foreign famous brand with M10 * 40X The conductive nozzle
too thin will cause heat deformation when welding, and the aperture shrinkage is smaller,

which hinders the wire feed.

6. Welding torch: preferably used in a European welding torch. The swanneck don't be too
large,and should not be too long, It is best to use water cooling torch is preferredX when the

automatic welding or large current welding.

7.The resistance of Wire feed spindle : Don't be too great, otherwise it will affect the

smoothness of the wire feed speed.



8.The pressure arm of wire feed : The arm is not too tight, otherwise it will cause wire

variant.

9. Welder angle: The Welding torch is preferably tilted vertically or slightly backwards with

Workpiece, and Can be pushed only, otherwise the weld bead will be burned again.

10.Test the resistance of the wire feed: release the arm, pull the wire from the torch head,
should be easily pulled out, if the resistance is too large, it will cause the wire to not smooth,

affect the welding effect, and need to check the previous items.

11.Test the power of the wire feed:a hand-in-wire feed reel, press the torch switch to wire
feed, if it is easy to pull the wire feed reel strength, affect the welding effect, and need to
check the previous items.In addition, the general motor is obviously insufficient at low speed,
and it is easy to cause small current to send wire. The nebula has perfectly solved this
problem with unique patented technology, Make the power of normal motor is much greater

than the high-end motor,in low speeds; and the wire feed is more stable.

12.Using 4T mode: If use 2T welding aluminum alloy, it will cause the weld bead
resurfacing that is too large when the workpiece is too cold.After the workpiece preheated,
the amount of thermal input is too large, use 4T mode can effectively solve this problem.In
the initial current in 4T mode, the rear current decreases, overcoming the welding defects

generated by the temperature change of the workpiece.
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