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Digital Double Pulse
Gas-shielded Welding
Machine

.4

An Experience of Tools

MODEL NO:0500355

As the user's manual of digital MIG series inverter welding machine, this Manual

is only for the MIG series welder. No prior notice will be given in case of any
change.

In the benefit of you and others, we recommend you to read and fully
understand this Manual before installation andoperation.
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Safety instructions

Note

Please install and use strictly according to the Manual!

Electrical connection can be done only after the power of the
distribution box is turned off. The operation process shall
conform to relevant safety operation rules.

An electric shock may

Waming 1 it or even kill people.

Please turn off the power of the

distribution box before wiring.

Do not touch exposed conductive
rts.

The welding fume is harmful to health.

Do not inhale the fume produced
during welding. Clean up the greasy
dirt on work piece. Keep the welding
site in ventilation. Smoke and dust
exhausting facility shall be arranged at
the welding station.

Inert gases are harmful to the human body

Inert gases are harmful to the human body | 45
and even cause suffocation, so please
choose a well-ventilated environment for
welding. If not, please close the gas cylinder
valve.

The overheated part may burn the skin,
and do not touch the overheated welding

part.
The overheated part may burn the skin, and .
do not touch the overheated welding part.

The gas cylinder may explode.
so do not to heat it.

Itis preferred to keep the gas cylinder
away fromtheweldingsite andfixit
well.

Welding operation may cause
fire or explosion!

Welding spatter may ignite
combustibles nearby.
Combustibles shall be placed at
least 10m from the welding site.
Prevent the spatter from falling
on clothesor body.

The arc light may hurt the eyes and
the skin.

Strong arc light may hurt the eyes.
Theultravioletraysproduced bythe
electricarcmayhurtthe skinand the
eyes, and please wear labor protection
clothes properly duringwelding.

High-frequency arc ignition may
cause electromagnetic radiation
Radiation may interfere with other
devices! Contact arc ignition can be
used to avoid interference.

High-speed moving objects may
cause hurt.

and do not put your hands or a thin
objects into the fan hood.

Please cover the open shell during
welding.

Personal protection.

To prevent eye and skin injury, please
comply with the rules of labor safety
and health and wear necessary
protective clothing!
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1 Characteristics of digital double pulse gas-shielded weldlng

Thank you for buying the digital inverter welding machine . Please read the Manual
carefully before use. This Manual is applicable to the following welding machine: 0500355

0500355 digital double pulse welding machines apply to welding methods including MMA,
MIG/MIX, PULSE AlMg, PULSE AIlSi and DOUBLE PULSE.-MIG
series welding machines are suitable for welding materials including carbon steel, stainless

steel, aluminum-magnesium, aluminum-silicon and flux-cored wire. Its characteristics include
no-spatter, uniform weld pool, etc.

The performance features are as follows:

M Use full-digital control system to realize precise control and stable arc length during welding.
B Use full-digital wire feeding control system to realize precise and stable wire feeding.

B With built-in welding expert database, the system can be used to realize automatic intelligent
parameter combination.

Friendly operation interface, unified regulating mode, easy to master.

Perfect single pulse and double pulse functions, minimum welding spatter and good-looking
appearance of weld.

B The special four-step function is suitable for welding metals with good thermal conductivity,
and the welding quality is perfect during the arc initiating and extinguishing.

The manufacturing of this series welding machines conforms to the GB15579.1-2013 Arc
Welding Equipment - Part 1: Welding Power Source
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Precautions for electromagnetic compatibility

(21 overview

Welding may cause electromagnetic interference.

The interference emission of the arc welding equipment can be minimized by proper installation and
proper use.

The product described in this Manual is a Class A equipment (applicable to all occasions other than
residential areas powered by public low voltage power systems).

Warning: Class A equipment are not applicable to residential buildings powered by public low
voltage power systems. Due to conduction and radiation disturbance, it is difficult to guarantee
electromagnetic compatibility in these places.

2-2 Environmental assessment and re

Before installing the arc welding equipment, the user shall evaluate the potential electromagnetic
disturbance within the surrounding environment. Considerations are as follows:

If there are any power cables, control cables, signal and telephone line on or under or around the arc
welding equipment;

If there are radio and television transmitting and receiving equipment;
If there are computers and other control equipment;

If there are equipment of high-level of security, such as industrial protective equipment;

It needs to consider the health of the staff working around, to see if there are individuals wearing hearing
-aid and using cardiac pacemaker;

If there are equipment for calibration or testing;

Pay attention to the interference immunity of other surrounding equipment. The user shall ensure that other
devices used around are compatible, and this may need additional protective measures;

The time for welding or other activities.

The scope of environment to be considered depends on the structure of the building and other possible
activities. This scope may exceed the boundary of the building itself.

2-3 Method to reduce emission

Public power supply system

The arc welding equipment shall be connected to the public power supply system in the manner
recommended by the manufacturer. If interference occurs, additional preventive measures shall be
taken, for example, to add a filter in the public power supply system. For stationary-mounted arc
welding equipment, it is necessary to consider the shielding problem of its power supply cable (metal
tubes or other equivalent methods can be used for shielding). The shielding shall guarantee electrical
continuity. The shielding layer shall also be connected to the housing of welding power toguarantee
good electrical contact between them.

Maintenance of arc welding equipment

Routine maintenance of the arc welding equipment shall be done in the manner recommended by
the manufacturer. When the welding equipment is running, all the inlets, auxiliary openings and
cover plates on the equipment shall be closed and properly tightened. The arc welding equipment
shall not be modified in any form unless the corresponding changes and adjustments are allowed in
the Manual. Especially, the spark gap of the arc-initiating device and arc stabilizer shall be adjusted

Welding cable
The welding cable shall be as short as possible and close to each other, close to or close to the floor line.

Equipotential overlap
It is necessary to pay attention to the overlapping of all metal objects in the surrounding environment.
Overlap of metal object with work piece will increase the risk of work. When operators touch metal

object and electrodes at the same time, they may be struck by electric shocks. Operators shall be
insulated from all these metal objects.



M Ground of workpiece

Considering the electrical safety or the position and size of workpiece, the workpiece, such as the
hull or the building steel frame, may not be grounded. The connection between the workpiece and
the ground may, but not always, reduce the emission. Therefore, it is necessary to prevent the
increase of electrical shock or damage of other electrical equipment caused by the grounding of the
workpiece. When necessary, the workpiece shall be connected to the ground directly. However, in
some countries, direct grounding is not allowed, it can only be realized with appropriate capacitance
according to the provisions of the country.

B Shielding

To shield the surrounding equipment and other cables selectively can reduce the electromagnetic
interference. For special applications, it can be considered to shield the whole welding area.



3-1 Installation environment
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Installation of welding machine

B It shall be placed in indoor environment with no direct sunlight, no rain, low humidity, less dust and

ambient air temperature varying from -10°C to +40°C.

B The ground inclination shall not exceed 15°.

B No wind is allowed at the welding station, if any, shield is needed.

B It shall be confirmed that a space at least 20cm shall be kept in front of and behind the welding
machine to guarantee good air cooling circulation, and there shall be a space atleast 10cm at the

right and left side of the welding machine.

B When using water-cooled welding torch, inject pure water into the water-cooling machine and pay

attention to freeze protection.

3-2 Quality of power supply voltage

B The waveform shall be standard sine wave, the effective value is 220V+10% (PMIG-250) and
380V+10%(PMIG-315) .the frequ-ency is 50Hz/60Hz.

B The unbalance degree of three-phase voltage =5%

B Technical parameter of power supply

3-3 Basic parameters

Specification of welding machine

0500355

Rated input voltage

380V£10%

Rated input current (A)

MIG:31A MMA:34A TIG:24A

Output no-load voltage (V) 70V
Rated load succession rate 30%
Power factor COSg 0.73
Efficiency n 85%
Outline dimension (mm) 87*41*63
Net weight (kg) 40
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B Coating manual welding parameters(MMA Mode)

Specification of welding machine 0500355
Rated input current (A) 20-350A
Arc-initiating (A) 0-100
Arc  Force(A) 0-100
VRD ON/OFF
Bl Unitary gas shielded arc welding parameters(SYNC MIG)

Specification of welding machine 0500355
Rated input current (A) 40 ~ 350A

Material selection

CS(CO2),CS(82%Ar+18%CO2),FLUX

Welding wire diameter (DIAM)

0.8, 091.0

Operation mode (TRIG)

2T, 4T,spot

Inductance (Forc)

-50% ~ 50%

Voltage trimming

-50% ~ 50%

Preflow time of gas (Freg) 0.1
Postflow time of gas (Post) 1s
l Double pulse gas shielded arc welding(Twin Pulse)
Specification of welding
] 0500355
machine
Rated current (A) 24 ~ 350A

Material selection

AlISi(Ar) ,AIMg(Ar),CuSi(Ar),CS(82%Ar+18%C02),SS(98%Ar+2%C0O2)

Welding wire diameter (DIAM)

0.8,1.0, 1.2

Operation mode (TRIG)

2T, 4T, SPOT

Inductance (Forc)

-50% ~ 50%(Normally 0)

Voltage trimming

50% ~50%

Pulse frequency (Freq)

0.5~ 5Hz(Normally 1.5Hz)

Duty ratio (Duty)

20% ~ 80%(Normally 50%)

Basic Current (BA)

30% ~ 85%(Normally 50%)

Peak Current (PA)

1.5-17.5(Normally 4.2)

Preflow time of gas (Freg)

0.1s

Postflow time of gas (Post)

1s




B Single pulse gas shielded arc welding(Pulse MIG)

Note: Some of the parameters in the table above can only be used in specific functions.

The controls and interfaces on front and rear panels of welding machine are shown as below

OCoO~NOOOOARWN-=-

%\Qﬁi c —E7 °
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: European connector for MIG torch:

: Positive output

: Negative output

. Input voltage/Power cable

: ON/OFF Power switch

: Output interface for connecting with CO2 regulator
: GAS interface

: FAN

: Earthing Mark
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4-1 Guidance for device connection

B Use grounding cable to connect the to-be-weld workpiece to the output socket (I) of welding
machine.

B Use positive welding cable to connect welding cable socket of wire feeder to the output socket (+) of
welding machine.

B Use gas pipe to connect wire feeder to gas regulator or proportioner.

B The heating cable of CO, regulator shall be connected to the heating power socket on the rear panel
of welding machine.

B Connect the input three-phase cable to the distribution board and the ground wire shall be grounded

reliably.

B Close the automatic air switch on the distribution box.
After the completion of the above work, install the accessories of the supporting wire feeding system
and load the wire. Select corresponding weir diameter and material on the control panel of the
welding machine and switch in the specified protective gas for the wire material. Turn the voltage
knob to the standard position, turn the current knob to obtain the required current, and
then you can get the appropriate welding specification and start welding.

For detailed functions and operations, please see relevant sections of this Manual.

Code Abbreviation Name of welding mode
CS FeCO2 Carbon steel Coz

- 0, 0,
CS(1-pulse or CS(82%Ar+12%C0O2) Carbon steel Ar 82%+CO2 18%
2-pulse)
AlMg Ar AlMg 100%Ar Aluminum-magnesium welding wire ( ER 5356) Ar
AISi  Ar AISi  100%Ar Aluminium-silicon welding wire (ER 4043) Ar
CuSi Ar CuSi  100%Ar Silicon-bronze welding wire Ar

i H i 0, 0,

SS SS(98%Ar+2%CO2) Stainless steel welding wire (ER 308/316) Ar 98%+CO2 2%
Flux(MIG) flux cored wire flux-cored wire  ,no gas




4-2 Operation Mode

2T operating instructions: Press the gun switch to start gas supply, wait for the gas preflow time
before arcing to the set current, release the gun switch for arc extinguishing and gas postflow.

&~
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2TOperation Mode

4T operating instructions: Press (and release) the gun switch to start gas supply, wait for the gas preflow time
before arcing to the set current. Press the gun switch once again for arc extingui- shing and gas postflow.
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4TOperation Mod
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Wire feeder

5-1 Wire feeder mechanism

(2) wire pressing wheel

(1) Pressure handle

(3) Wire feeding wheel

5-2 Specification and installation of wire feeding wheel

The wire feeding pressure scale is located on the pressure handle, and the pressure relations are
different for welding wires made of different materials and with different diameters, as shown in the
Table 6-2 and Figure 6-2. The values in the table are for reference only, and the actual pressure
adjustment specifications must be adjusted according to the welding torch cable length, welding

torch type, wire feeding condition and welding wire type.

Type 1is suitable for the hard welding wire, such as those made of solid cored carbon steel and stainless steel.

B Type 2 is suitable for the hard welding wire, such as those made of solid cored carbon steel and
stainless steel.

B Type 3 is suitable for the flux cored welding wire.

Use the pressure handle to adjust the wire feeding wheel pressure, so as to feed the welding wire
into the conduit and to allow the welding wire with a little braking force while coming out of the
contact tube, which will avoid slipping on the wire feeding wheel.

Note: The excessive pressure will make the welding wire flattened and the coating damaged, and
will result in the rapid wear of wire feeding wheel and the increased resistance of wire feeding.



Table 6-2

Welding wire
diameter
0.8 1.0 1.2
Wirefeeding ~ Pressure ¢ ¢ )
wheeltype scale
3 3 | 25
1.5 1.5 1.5
— — 2
_— U-shaped
—1— Flat wheel wheel Flat wheel
— 2 —
—3—
4 m i
Pressure handle scale V-shaped wheel ~ U-shaped wheel  U-shaped wheel




5-3 Braking and Adjustment of Wire Reel

Use the screw wrench to turn the braking
force control screw (1) to adjust the braking
force (as shown in Fig. 6-3); the braking
force should be moderate. Adjust the
braking force to an appro

-priate level so that the welding wire on the
wire reel is not too loose, thus preventing the

weld- ing wire from scattering when the wire
reel stops; the braking force cannot be too
large, otherwise the motor load will be

increased.
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Installation of Welding Torch

1 dlidliofn) O d Nnielgeg
In order to ensure the smooth welding progress, please make sure that the wire feeding conduit and contact tube
agree with the model of the welding torch. The wire feeding conduit is compatible with the diameter of all welding
wires used and the type of welding wire. The wired hose is suitable for the hard welding wire, such as those made of
solid cored carbon steel and stainless steel. The Teflon hose is suitable for the soft wire, such as those made of
aluminum and its alloys and those made of copper and its alloys. When the wire feeding conduit is too tight or too
loose, the resistance of wire feeding will be increased and thus the wire feeding will be unstable. Tighten the torch's
quick connector to ensure there is no voltage drop on the contact surface. The pressure drop caused by loose
contact will make the torch and the wire feeder heated.

B The wire feeding hose made of steel wire and its installation are shown in the figure below:



Wire hose
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7-1 Precautions for use

B The enclosure upper cover shall be riveted with the equipment number plate, otherwise the
internal components may be damaged.

B The welding cable and the output socket of welding machine shall be connected closely and
reliably. Otherwise, the socket may be burned and the instability may be caused in the
welding process.

B Avoid that the welding cable is contacted with the metal object on the ground to prevent the
output short circuit of welding machine.

B Avoid damage and break of the welding cable and the control cable.

B Avoid that the welding machine is deformed due to impact, and never stack the heavy
object on the welding machine.

7-2 Regular inspection and maintenance of welding machine

Ensure smooth ventilation.

B Askthe professional maintenance personnel to deduct the welding source with the
compressed air every 3-6 months, and pay attention to inspect whether the fastener inside
the machine is loose.

u Frequently inspect whether the cable is damaged, whether the adjusting knob is loose and
whether the component on the panel is damaged.

u Timely replace the contact tube and the wire feeding wheel, and frequently clean the



wire feeding hose.

7-3 Welding machine troubles and trouble-shooting

Before repair of the welding machine, inspect the followings:

B \Whether the front panel state and the welding condition display of welding machine are
correct, and whether the key and the knob function normally.

B \Whether the line voltage of three-phase source is in the range of 220V-380V; whether the
phase is deficient.

Whether the input cable of welding machine power supply is connected correctly and
reliably. Whether the grounding wire of welding machine is connected correctly and

reliably.
B Whether the welding cable is connected correctly and is in good contact.

B \Whether the gas circuit is in good condition, and whether the gas regulator or the
proportioner functions normally.

Notes: The maximum voltage inside the machine is up to 600V, so to ensure safety,
never open the enclosure without permission. In maintenance, take proper safety
protection measures like electric shock prevention. In installation of welding cable
and replacement of welding torch accessories, turn off the power



. N'M2aya noNa

nnTEn L1

D"7'2 NniNtLa 'WYNXR .2

Mpnnl n2o ‘NN .3

n>yn NN nto'ol nwen L4
qImA axn nvon L5

(111 MpPNN —oIn |'Tn .6

M 97 mpnn .7

NI7pPNa 719'01 M9 NpIithn .8
N duvdn L9

Pulse / Double Pulseinm%? nmon1o .10

nnTal.

NX7N NUV7Y DY VIR N1 NYWITN NN MPN RN BTech n'an 0500355 natn n'70tarTh JINMin NdN
NI7'1D02 1IN PI-Double Pulse, 1 Pulse nrxjzao 7710 (MIG), |an 1a2 '0onlvIX '¥N INMAY7 TVIM 1'wonn .0Noun1oa
(Flux Cored) n2a'7 oy D'0IN ,NWINI ,DI'1'AIPR ,NVOINM ,N'7'A0 NT79 0NN 7W 2NN (107 An'kNn MPAN-TIG. IMMA
LTIV

0''7'73 NIN'V1 'Y¥NX2.

.0'91IYN D"7NYUN DADM NYAT 'R

20N NPIRIA NIDAN WK IR TIAW7 W e

.D'P'7T DNNIN N MIDNY WNNWNT7 'K e

.]An T N9 NN NOOoN X7 AN TIX OY TIAY7 W' e

'TN7 717 MM (WY - DTN TR W R'MmAanix namn e

21721007 7977 INDNNT7 'R e

Jmwninn 07nm PIN K77 INDTIAY AT NIDNN I DX NIMDY 'K e
NNl N20 'XIN3.

+40°C.Ty: -10°C N2'20 NMIVIDNV

.0m nNIpnn PNIN ,NdIN dninY
.0 7T¥NNn n"o 10 inknl nntTpn n"o 20 NiN9Y :0'wNM INIXR ‘7NN e

.DWA IN NM'Y wnwa 'wonY 'R



Jpn RN oyVE10% 380 'TX9-N7N NN WNNwN7 W' e
D"IA'NI N'0'0d n7y9n4.

DTN QA7 (=) 7w N e

01NN 'TA N (1) Arn N e

'TA7 NOIINN NI’ NIYYAXRA (TANIA'N e

JURY 'Mwn NI77 'TRO-NN 720 nwnitn e

.DOXNN2 NNNI DT 11271,01N0 Y017 ,ININ 210 )N A¥N 1INA7 :n7u9N e
JIn faxn n72yons.

L1an7 NN, n7vont nxn 2T .

.0I'o7 n"Mw ,n7nNnn% n1IWKXI nx'n? 4T: .

JNXP NITRa N SPOT: )
|11 MpNA — VIN |'TN6.

SN7A-TN NATR AN e

:0INN 210 '97 YN NN NNXNN @

yY'mm yn% n7a71 o19'v vin VIR
3 1090 | 0.8 n"n
3 100 | 1.0 n"'n
2.5 1010 | 1.2 n"n

.NITNN NI YW NZ'NY? DMAY1 0INN 192 VIA9T7 717V AN YN e
N T mpna7.

.DITAN NI A0 ,VINN 0IR 2 NARND KTH7 W' e

JI790 V1Y wIN'Y DI 'OING e

NTI9 MY WIN'Y AT '0ING e

.NNN NI7'91 NY'INY 7O NANN DR TR W' e
NI7PNA 719'01 NMMSIPN APITANS.

.D'UTIN 6377 NNX OINT V'1IN2 'N"1D 'Ij7 o

.MDAN Y 7PUn NN 'R e

NPIRD ,70WN T2 NIRPN,0MIND) [ NIAIND VAP 71TA7 e



V.600-7 y*an'? 1wy 15 NNN — 'N1190 N0dNN NX NIND7 |'N e

JN72 YA NI7ATA VIN NN QNN W e

X'n 200V vVONn 9.

Rl qUN1e
N0'D NNN

380V £10%
71mn
MIG: 31A, MMA: 34A, TIG: 24A No'D DT
70V only X77 nnn
COSp =0.73 790N DTN
85% ni?'xa
n"n 630%410%x870 D'TAN
A" 40 un
Pulse / Double Pulsejinm7 non1910.
27NN NNMa NTIAY NI qUN1e
24-350A Bl lalanls
o719 NN TN

1.5 0.5-5
(Hz)
50% 20%—-80% (Duty) o719 ont
50% 30%—85% (BA) 0'0a D1
4.2A 1.5-17.5A (PA) x'w DT
0.1 nmv NN 197 1A nrt
ANXY? TA T
nmy 1

aliaLal

T NIXT NITMYI NNV ,NI'YIXPN NIRXIN N'VAN NN (121 Win'y B.Tech Tools. "¥ina In'Na 7y aTIN



