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THANKS FOR PURCHASING OUR PRODUCT

PULSEMIG250P

Inverter MIG/MMA Semi-auto ARC Welding Machine

Advanced Product

Operation Manual

(Read the manual carefully before installation ,operation and maintenance)

(BE SUITABLE FOR 1~ 230V )




Prolegomenon

We do very appreciated for your selecting our products.
This kind of welding power Model PULSEMIG250P is taken foreign advanced technology to

develop and manufacture the new generation inverter integrated controlling Semi-auto MIG/MAG ARC

and MMA Welding machine.
It can be composed the PULSEMIG250P MIG/MMA multi function Welding system equipped

with wire feeder and welding gun .It has many characteristic such as easy Arc starting .good Arc
springiness .adjustable arc thrusting ,low splash,good welding form ,easy welding operation,wide range

and electricity save.
The MIG/MMA multi function welding machine model PULSEMIG250P is advanced welding

machine and it can be compared with foreign products.

This operation manual can help you for the machine installation, operation and maintenance
correctly and safely.Pay attention to the points as following.

. Installation of the power cord. Be grounded correctly.

. Don't put sundries under the welder.Otherwise it will affect the heat released.

. Installation for the positive and negative cable of the power output.

. Welding voltage selection

. Welding current selection (speed of wire feeder)

. Selection of Arc thrusting(arc force)

The amendment right and the explanation right of the manual belonging to my company.We have

no special notice if the manual is amended.
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1. Main characteristic and suitable range

This kind of welding power Model PULSEMIG250P is taken foreign advanced technology to
develop and manufacture the new generation inverter integrated controlling Semi-auto MIG/MAG Arc
welding machine.It makes use of the import key parts such as Siemens IGBT module of Germany,alloy
magnetic core and the resume diode module of America. It has the perfect performance of high quality ,

good reliability, quick speed of welding current, steady welding process,low splash and good welding
form . Anyway,It becomes the welding very easy.

1.1 Structure of the PULSEMIG250P multi function welding machine

a.The name of the model
PULSEMIG250P
T T— Model improvement
— max welding current

MIG/MMA multi Arc welding machine
b. Composing of the product
This product is composed by three parts as following
% Power source(PULSEMIG250P)
* welding gun
1.2 Suitable range of the PULSEMIG250P
% Suitable material: low-carbon steel, stainless steel
% Thickness of the material:low-carbon steel and stainless:more than 0.5mm
% Suitable position:all positions
% Suitable wire : $0.8,1.0,1.2, solid wire/flux cord wire.
1.3 Characteristic of PULSEMIG250P

% Wide output current 20-250A: 0.8-------—-- 40-150A
I J—1) 1)V
1 SO 80-250A

% Steady welding process,low splash,easy control,good welding form.
% High efficiency: 250A/26.5V the duty cycle is 25%
130A/20.5V the duty cycle is 100%
continuous wire feed,the max speed of wire feed is 15m/min
% Low starting of wire feed
* Preset the welding voltage :Preset the welding current to read the welding criterion easy.
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% Adjusting the arc thrusting: Control the splash and steady arc.

% Strong resistance for the fluctuate of the electricity

2.Main technical Data :

MODEL PULSEMIG250P
. Voltage 1~AC230V 50Hz/60HZ
INPUT Rated Input current 45A
Rated Input power 10KVA
No-load Voltage 70V
current Adjusting Range 20~200A
VRD ON/OFF
Arcforce 0~100%
DC Arc-initiating current (HOT!) 20-200A
MMA Arc-initiating time (HOTT) 0~99ms
Cc constant current mode ]
Arc characteristics (SLOP) Cp constant power mode
1~20A slow-decrease characteristic
Rated Duty Cycle 25%
No-load Voltage 7oV
Rated input current (A) 60~250A
Material selection(GAS) Fe(CoZ),FeUI\R82%+CoZ1 8%), Fe(CoZ),Fe(ARSZ%.JrCom 8%),
AlMg5(Ar),AISi5 (Ar), E308(Ar38) AIMg5(Ar),AlSi5 (Ar)
Welding wire diameter (DIAM) 08, 1.0,1.2
Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot
MIG Inductance (Forc) -99%~50%
Burn-back time (Burn) -50%~50%
Time for spot welding (Sptt) 0.1~9.9s
Soft Starting Speed (StFd) _ - 1~13m/min
Spot welding stop time (Stop) - 0.1~25.5s
Preflow time of gas (Freg) 0~10s
. Postflow time of gas (Post) 0.1~50s
Rated current (A) 20~250A
. Material selection(GAS) AISi5(Ar) AIMg5 (Ar) Fe(CO2),Fe(ARB2%),E308 (ArS8)
Welding wire diameter(DIAM) 10, 1.2 0.8,1.0
Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot
Peak current amplitude (Fo -99%~509
s Burn-back tin:Je (Bur:1) - 23: =
MIG i
Time for spot welding (Sptt) 0.1~9.9s
Soft starting speed (StFd) 1~15m/min
Spot welding stop time (Stop) 0.1~25.5s
Preflow time of gas (Freg) 0~10s
Postflow time of gas (Post) 0.1~50s 3




MODEL PULSEMIG250P
INPUT Voltage : 1xAC230V 50Hz/60Hz
Rated current (A) 20~250A
Material selection(GAS) AISi5 (Ar), AlMg5 (Ar) Fe (Co2),Fe( Ar82),E308 (Ar98)
Welding wire diameter (DIAM) 1.0, 1.2 08, 1.0
Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot
Inductance (Forc) -99%~50%
Burn-back time (Bum) -50%~50%
DOUBLE Time for spot welding (Sptt) 0.1~9.9s )
PULSE Pulse frequency (Freq) 0.5~5.0Hz
MIG Duty ratio (Duty) 20%~80%
Pulse amplitude (Ip-p) 5%~50%
Basic arc length (BU) -50%~50%
Peak arc length (PU) -50%~50%
Soft starting speed (StFd) 1~13m/min
Spot welding stop time (Stop) 0.1~25.5s
Preflow time of gas (Freg) 0~10s
Postflow time of gas (Post) 0.1~50s
Power factor COS ¢ 0.73
Efficiency =80%
Protection Class of enclosure IP21S
Insulation class F
Protection class of shell fan cooling
3.Function

3.1 Adjusting function for the welding voltage and welding current
3.1.1 PULSEMIG250P supply the adjusting range at MIG/MAG as following,
Welding voltage : 14V £3V~26.5V 23V use the voltage adjusting knob
Welding current : 60A~250A use the current adjusting knob
3.1.2 PULSEMIG250P supply the adjusting range at MMA as following,
Welding current : 20A~200A use the welding current knob on the panel.
3.2 Adjusting function of the Arc thrusting
It has the important function to select the proper Arc thrusting for improvement of the welding .
line ,control the welding splash and the steady Arc. Normally,.
If the thrusting is low ,the arc is soft and splash .
If the thrusting is high,the arc is strong and high splash.
Use the arc thrusting continuously by the control knob on the front panel of PULSEMIG250P.

3.3 Function of arc drawing back

* Reduce the welding criterion at the end of welding line in order to fill the short coming of
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welding end.

% Change the knob on the welding gun ,you may get two kinds of welding criterions to fit for

different position and different thickness.Turn on the switch of :"Arc drawing back".the power now has

the function of Arc drawing back. The voltage adjusting is used by the current knob on the front panel.

3.4 2/4 steps change(crater mode)

relex it one time (OFF) relex it second time (OFF)

press it one time (Oir

h
4 steps N o press it second time (ON)
welding current
welding current 7
iy
//////////// ///‘ recycle
current for arc draw back \
; ON OFF
2 steps switch of gun !
T Bl e 1
welding current \re_c_yC\e
) ] relex it one time (OFF) relex it second time (OFF)
press it one time (ON)
switch of gun r L_d___J_/__
special 4 steps press it second fime (ON)

‘Welding current

welding current | N

| oo |

current for arc draw bac

3.5 Function for low Arc starting

We design the function for low arc starting in order to improve the efficiency of arc starting.

3@ Recycle function
We design the function to settle two problems.
1) Control the diameter of the wire ball at the end of wire .
2) Prevent the wire into the pool after the Arc stop.
3.7 Over current function of the wire feed motor
In order to protect the motor, the wire feed motor may stop rolling automatically if the current

reaches 10A .When it is lower than 10A ,the motor begins rolling automatically.



ol

4. Indicating and warning on the PULSEMIG250P control panel

4.1 Indicating and adjusting
1 2

3(A) 4(B)
@ormic
@smick
5(E) 6(D) 7(C) 8( F)

1.display meter 1
2. display meter 2 @ [
3(A). AMPS Adjustment Knob eEHE )
4(B).Voltage Adjustment Knob FRONT PANEL e
5(E). MIG/PMIG/DPMIG/STICK switch ®
6(D). Material selector - +
7(C). wire diameter selector ® ® @®

8(F). 2T/4T/S4T/SPOT switch
9.output™"  10.output™+" 11.Welding torch 12.power supply 13.argon inlet

14.power switch 15.Nameplate 16.fan 17.safety earthing column
note :3(A)= Knob A,4(B)=Knob B

Description of Operation Panel Functions

This welding machine has two kinds of operation interfaces: current setting and parameter setting.

Current setting interface
The welding machine will automatically enter the current setting interface after starting up, and will

also automatically enter the current setting interface during welding.



(1) Current and voltage adjustment
Knob 3(A) is used to adjust current, and Knob 4(B) is used to adjust voltage. There are two modes
to display the set voltage: percentage and voltage value. Press Knob B to switch the two display modes.
100% represents the difference from the standard voltage; 0% represents the standard voltage; 10 %
means that the voltage is 10 % higher than the standard voltage, and so on.
(2) Wire inspection
Press Knob 3(A) to start wire inspection, and gradually increase the speed to the set value.
(3) Gas detection
Press the Knob B to start gas detection, and loose to stop.
Parameter setting interface
Press and hold Knob A and Knob B simultaneously in the current setting interface to enter the
parameter setting interface. Press any button in this interface to return to the current setting interface.
Other parameters can also be adjusted in this interface: press Knob A to select parameters, and Knob B
to adjust parameter values.

(4) Select welding mode :5(E)
As soon as you enter the parameter setting interface, the current welding mode will be displayed.

Use Key E to adjust the welding mode. See Table-1 for various welding modes. This welding machine
may supports up to 14 welding modes, depending on the specifications of the product ordered by the

user. Users can also purchase passwords later to add welding modes.

Table-1

note: The funtion may be different depending on the machine.
No Code Abbreviation Name of welding mode

1 FastPulse FMIG High-speed pulse gas shielded arc welding

2 PulseMIG PMIG Pulse gas shielded arc welding

3 FastTwin Ftwi High-speed dual-pulse gas shielded arc welding
4 TwinPulse Twin Dual-pulse gas shielded arc welding

5 FastArc Farc High-speed gas shielded arc welding

6 MIG/MAG YMIG Gas shielded arc welding

7 FastUp F-UP High-speed internal welding

8 MMA Mode MMA Coating manual welding

9 FastRoot Root High-speed root welding

10 TIG Mode TIG DC argon arc welding (pulling and striking arc)
11 FastCold Cold High-speed cold welding

12 PulseTIG PTIG Pulsed argon arc welding

13 SYNC MIG MIG Unitary gas shielded arc welding

14 CarbonArc Carc Carbon arc air gouging




(5) Select welding materials: 6(D)

When the welding mode is displayed, adjust the left knob clockwise to display the current welding
material, and press Key D to adjust the welding material. See Table-2 for various welding materials. This
welding machine supports up to 19 welding modes, depending on the specifi- cations of the product
ordered by the user. Users can purchase passwords to add welding materials.

(6) Select wire diameter:7(C)

When the welding material is displayed, adjust Knob A clockwise to display the current wire dia-

meter, e.g. "SIZE 1.0"; press Key C to adjust the wire diameter.

note: The funtion may be different depending on the machine.

Table-2
Code Abbreviation Name of welding mode
Fe CO2 FeCO Carbon steel Co2
Fe Ar82 FeA8 Carbon steel Ar 82%+CO2 18%
Fe Ar92 FeA9 Carbon steel Ar 92%+CO2 8%
Al Ar Al Pure aluminium Ar
AlMg4.5Ar AlM4 Aluminum-magnesium welding wire ( ER 5183) Ar
AIMgS Ar AlMg Aluminum-magnesium welding wire ( ER 5356) Ar
AISi5 Ar AlSi Aluminium-silicon welding wire (ER 4043) Ar
CuSi3 Ar CuSi Silicon-bronze welding wire Ar
CuAlS8 Ar CuAl Aluminum-bronze welding wire Ar
CuSiAr98 CuS9 Silicon-bronze welding wire Ar 98%+CO2 2%
CuAlAr98 CuA9 Aluminum-bronze welding wire Ar 98%+C02 2%
E308Ar98 E308 Stainless steel welding wire (ER 308) Ar 98%+CO2 2%
E316Ar98 E316 Stainless steel welding wire (ER 316) Ar 98%+CO02 2%
RutilFlux Ruti Acid flux-cored wire Ar 82%+CO2 18%
BasicFlux Basi Basic flux-cored wire Ar 82%+CO2 18%
MetalFlux Meta Iron dust flux-cored wire Ar 82%+CO2 18%
CrNiFlux CrNi Stainless steel welding wire Ar 82%+CO2 18%
ER2319Ar 2319 Aluminum-copper welding wire Ar
FeCO2 09 Fe09 Carbon steel0.9mm CO2
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(7) Adjust other parameters
Other parameters can also be adjusted in this way: press Knob A to select parameters, and Knob B

to adjust parameter values. See parameter codes in Table 3.

. . i , Table-3
note: The funtion may be different depending on the machine.

Abg;via Code Name of welding mode
Size | Welding wire diameter |Support 3 wire diameters: 0.8, 1.0, and 1.2

Support 6 gun switch modes: 2T, 4T, S4T, S2T, spot welding and con-

tinuous spot welding

Endl | Extinguishing arc current | The function is to fill the arc crater, for S4Tand S2T

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

Mode Operation Mode

Hotl Initial current S4T and S2T
Burn Burn-back time It is used to adjust the effect of small ball cutting at the end of welding.
Hott Initial time The initial current duration is only for S2T.

Endt Extinguishing time | Extinguishing arc current duration is only for S2T.

The time for switching of the two currents (e.g. the initial current and the
Slop Transition time welding current); characteristic selection for manual welding: CC con-
stant current, CP constant power ( for cellulose ), 1-20 slow descent
Spit Time for spot welding | Duration of spot welding

Frequency of dual-pulse gas shielded, high-speed dual-pulse gas

Freq Pulse frequency shielded and high-speed vertical position welding
o | Daye DR uas s e ol
Ip-p Pulse amplitude ?pi?:ec;anse:lt-l ;szli;uvgee kﬁr\ gual-pulse gas shielded and high- speed dual
HotU Initial arc length Initial current length
PU Peak arc length Peak current arc length
BU Basic arc length Background current arc length
StFd soft starting Soft start feeding rate
VRD Low/no-load Manual welding VRD switch
Stop Stop time Time interval to stop welding during continuous spot welding
Preg Preflow of gas Gas Preflow Time
Post Postflow of gas Gas Postflow Time

EndU | Extinguishing arc length Extinguishing arc length

Gas shielded welding refers to inductance; pulse gas shielded arc
FORC Arc force welding refers to the peak current amplitude; manual welding refers to
arc force

Operation Mode :8(F)

SPOT (spot welding) operating instructions: Press the gun switch to start gas preflow to arc striking
to the set current, wait for the spot welding time for arc extinguishing and gas postflow. If you release
the gun switch before the spot welding time, the arc will be extinguished immediately and gas will post

flow.
9




Spit

Epot Welding Operation Mode

Preg in the figure is the gas preflow time, Posg is the gas postflow time, Hotl is the initial current,
Endl is the extinguishing current, Weldl is the setting current, Hott is the initial time, Endt is the
extinguishing time, SLOP is the gradual change time, and Sptt is the spot welding time.

CPOT (continuous spot welding) operating instructions: press the gun switch and the welding
machine will start intermittent spot welding. The spot welding time is Sptt and the intermediatebstop

time is STOP. Release the gun switch to stop welding.

Error display
Characters will be displayed directly in case of errors. There are only two kinds of displays: 1

overheating: Over Temp; and 2 over time: Over Time

Wire feeder mechanism

(1) Pressure handle

(2) Wire pressing wheel
(3) Wire feeding wheel
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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 1 is suitable for the hard welding wire, such as those made of solid cored carbon steel and
stainless steel.

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

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

Vielding wre
diameter

b0.8(d L0 L2

e feedin

sheeltype seals
! N B N
% L 5] 1.5 1L 5
U-shaped
Flat wheel wheel Flat vheel

|

1
o
|

i
1 |

.'-ﬁapedwh_eel !maped ahesl  U-shaped whesl

~

(V]

u-.h.l

Fressure handle sealz
Type 1 Tipel Toped

Figs-z
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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
appropriate 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. Figs-3

Installation of Gas Shielded Arc Welding Torch

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.

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

Wirehose

unmnmnm] ( “";":I'"
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3.Safe and installation caution
Read the safe caution before installation and operation .It come down to the high voltage
electricity,electric Arc and high temperature splash.So keep the safe regulation ,operate the machine
properly,avoid the danger of electricity and high temperature arc.
% Check if any damage ot out looking ot the welder.
% Confirm the capacity:more than S0A.
% Power source is grounded,diagram 6
% Prohibit the combustible goods in the welding locale.
% There is fire proof measure in the welding locale with favorable ventilated condition.
% There is smoke discharge system if the welding is operated inside the house in order to keep
the safety of workers.
% The welding operator must be professional workers.
% The operator must be fitted with safe accessories .Such as safe shoes,gloves,cover,welding

make and welding dress etc.

6. Explanation of installation
6.1 MIG/MAG welding
put the switch "5(E)" into "PMIG" or "DPMIG" or "MIG"
% Check the products according to the packing list when open the package.
% Grounded protection.Attached the diagram 6
The power source is 230Vac/(50~60Hz) .The yellow/green double cable is grounding cable.Be
sure to connect the yellow/green double cable into the grounding connection in the welding locale .
Another way is selecting the M8 bolt on the back on the machine and connect the grounding as the
diagram as following.
*Install the welding gun on the front panel and screw the welding gun ,then lock the bolt.

% Connect the gas pipe with the gas bottle according to the locale conditions. Check the air proof
flow meter

itions to ensure the irproof,
conditions to ensure the good airproof .\ o . power

air breaker \
B
Oo—
é‘g back panel. &
yellow/green double cable

= or diagram 6




TO INSTALL WIRE \

1 Loosen top idler tensioner, rotating counter-clockwise

2. Flip tensioners down, releasing top dnve rolls

3 Rause top dnve rolls

4 Inspect the dnive roll 1o make sure that the groove size matches the wire diameter  Reversal of the lower roller may be
necessary To reverse the roller, remove the thumb screw securing the drive roll Pull the dnve roll off, and flip the drive roll over
Reassemble and tighten roller If larger roller is needed, contact Everlast

5. Thread straightened wire over grooves in lower dnve roll, fully through until it begins to start threading into the gun section.
Lower upper drive rolls onto lower drive roll, keeping wire in the groove

6 Raise tensioner back into place. Tighten slightly so wire will feed. Notice markings on tensioner for future reference

7 Hold torch straight out as possible Press gun trigger to feed ware until the wire exits the end of the torch \

8 Adjust tensioner clockwase until dnive rolls will not slip when wire comes into contact with surface and the wire will curlup onfi%
end. Remember to keep wire away from metal that is attached to the work clamp clamp to prevent the ware from arcing

SIDE VIEW
SIDE VIEW ™ ]
SIDE VIEW
GASMIG E " 3"(}
RO GASHIG NO GAS MIG
front panel. front panel.
welding gun welding gun
GAS * NO GAS

6.2 Stick welding
% put the switch "S(E)" STICK/MIG/PMIG/DPMIG SWITCH  into "STICK"

@uic
@ruic [ A

@oruc | ¥
@sncx
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% Selecting empiric formula: 1=40*d ,d is dia. of the electrode.

Notice positive and negative connection during welding.

A positive connection B negative connection
front panel. front panel.
/ ELECTRODE
— ELECTRODE
I_K HOLDER
WORKPIECE
WORKPEECE[ ] A
7. Operatings

*"ON" and "OFF" indicating switch on the real panel.
% Preset the welding voltage ,welding current(wire speed).
% Confirm the specification of the wire feed hose

15




* Confirm the specification of nib base .It affects the extended length of the wire .
*Confirm the specification of nib. It affects the electric resistance.
* Confirm the wire slot of the roller is suitable for the diameter of the wire. Different diameter of
wire select different wire slot. Otherwise it affects the wire feed result.
% Confirm the pressure of the roller to avoid slipping.
If the pressure is not enough ,the wire feed is slow speed.
If the pressure is too much ,the wire will be anamorphic.
The wire feeder can not work properly.

% Confirm the flow of the gas and air proof.
We suggest the gas flow to be "L" more than 10D(D-diameter of wire ).If the selection is not

proper,it also affects the welding quality. When using the CO; gas,please confirm if the heating power

works properly or not .
% Straight the hose of welding gun as much as possible .The bending radius can not be less than

250mm.Otherwise it affects the wire feeder.

7.1 working process
press the switch of the gun ,the normal welding begins Relax the switch,the arc stops.

7.2 Gas inspection
Press the switch of the gun before the wire roller is firmed,preset the gas flow through the meter to

check if it is gas proof.Otherwise ,it affects the welding result.

7.3Rip into the wire
Select the specification of the wire ,materials according to the craft requirements.Firm the bolt and

press the button on the front panel.The speed of ripping wire can be controlled by the welding current

knob.Unload the nib if necessary and load it again after the wire is out.

8. working elements
Diagram for the PULSEMIG250P working elements.Digram9

—f - : working piece
rectifier | | o verter a2 rectifier
input 3
filer | cirouit | 3 g__ flter wie L
— it IGET output feeder weldinggm
—

control circuit

panel indictor

Digram 9
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Input AC230V,rectifier and filter it into 310VDC.

Control the IGBT by PWM+PFM,inverter the 310VDCto 20KHZ AC.

High frequency transformer pass the power by insulation and voltage reducing with high
efficiency.

Output the second rectifier and the second filter.Output the required welding current and voltage.

9.Maintenance

Check the safety measure be efficiency.

Get rid of the dust for the power source (For example,dry compressed air)

Before operating,,Check the "workpiece" "torch"connectors of the power panel if they are relaxed

Check the connection between the grounding cable and plug if they are relaxed,(If relaxed,the
serious heating will damage the quick connectors)

.Check the fan if it works regularly.charge it if it is trouble.

Check the insulation and breakage of the input power cord

.Change it in time to ensure the safety.

check if there is any noisy for the wire feed motor.

Check the abrasion of the wire feed hose.Get rid of the dust inside of the hose.(1~2times /40kg
wire)

Getrid of the splash inside the nib regularly to ensure the guaranteed result by the gas blow.

Check the abrasion of the nib.Change it in time.(suggest 5~10pieces nibs/40kg wire).

10.Troubles and Remedy

Troubles and remedy and remedy are as the form 10 as following

Troubles Cause Remedy

1.Fan not works 1.the fan line lose 1.Connect the line

properly 2.Fan breakage 2.Change the fan

2 No indicating on l.the' po?ver l‘ine lose 1.Check t}fe power,Connect the line
2.Indicating light broken 2.Change it

the front panel _
3.IGBT broken 3.Contact with the namufacturer .

1.aeration is not good 1.get rid of the bar 0.5m around

3.0ver heating light o 2.The temperature is too high | 2.Reduce the temperature

0 3.over-load use 3.Reduce the use loading
4. Thermostat broken 4.Change the thermostat(JUC-OF)
5.Control plate broken 5.Check and change the control plate
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4.Wire feeder not w _
. . 1.the wire blocked 1.Check the gun
ork ( welding current L
; 2.the drive circuit broken 2.Change the control panel
not adjustable) )
3.other reasons 3.Contact with the namufacturer
: i i : t the lines
5.Welding Voltage 1 Potentfometer line fall down 1 Connec. eli
. 2.Potentiometer broken 2.Change 1t
not adjustable o
3.The circuit broken 3.Change the control pcb
6 Welding staps, and Self-protec.tlon has engaged
e el 1 overheating: Over Temp; 1.over-temperature,
warning light is on ) )
2 over time: Over Time 2.rest

11.Transportation,storage and environment conditions

% The package (Wooden cases or cartons)of the manufacturer is suitable for air ,sea ,railway and
highway (three class more) transportation..

%Pay attention to the indication on the package during the transportation.

% the environment conditions

A Temperature range operating 0C ~ 40°C
transportation -25C ~+55°C
B The air humidity 40°C 50%RH
20C 90%RH

C The dust ,acid and causticity gas in the environment must be lower than the normal level (The

welding process produced not included)

D Rain proof when it is used outside.

12.Quality Guaranteed
If you have any problem of the quality ,please contact us in time .We generally have one year quality

guarantee on condition that you operate or transport the machine properly according to the operation

manual.
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@ Do not touch electrically live parisor | @ Keep flammable malerials away. @ Wear gye, ear and body protection.
WARN]NG electrode with skin or wel clothing.
© Insulate yourself from work and
ground,
Spanish @ Notoque las partes 0 o8 electrodos | @ Mantenga of material combustible | @ Protéjase los ojos, lus oidos y el
AVISO DE bajo carga con la piel o ropa moja- fuera del 4rea de trabajo. cuerpo.
2.
PR ECAUCION @ Aislese del trabajo y de la tierra.
French @ Ne laissez ni la peau ni des véte- @ Gardez & I'écart de lout matériel @ Prolégez vos yeux, vos oreilles et
ments mouillés entrer en contact inflammable. votre corps.
ATTENT‘ON avec des pidces sous tension.
@ Isolez-vous du travail et de la terre.
German o Berihren Sie keine stromiuhrenden | @ Entiemen Sie brenabarres Materiall | @ Tragen Sie Augen-, Ohren- und K-
Teile oder Elekiroden mit (hrem perschutz!
WAR N U N G Kérper oder feuchter Kieidung!
@ Isolleren Sie sich von den
Elekiroden und dem Erdboden!
s - o Ndo toque partes elétricas ¢ elec- | @ Mantenha inflamvels bem guardz- | @ Use protegdo para a vista, ouvido e
ATENG AO :udn: com a pele ou roupa molha- dos. corpo.
a.
@ Isole-se da pega e terra.
N CATFORANS. LuAHCE | O BAPTULOONTORENR |0 B, FAUANCENAELTT
~i zz $ IE TPRAABTMNENTE, BRMEL TG E€ A, T,
1T B\ CMINPT—Zi b REFBRE
NTVIHKLTFEL,
Chinese
ﬂ: e HEERXMY NEMBRELE o R—IRMBBBMI R, eARE. FRANVERAEAA.
E = I ELTT Ll R

Korean

eEHY BHER N2 ¥U =&

o2ty EUR M2 AP o=,

ok, 7ot 2ol ESIFE
AeUAD.

Jull B dup o V) g2 @

(o] | = mEE o H& ohiAL.
T o BAig} AR &Y olyAIR.
Arabic *
R Jufg.u.,,.,,m,u,-,_m‘,.n. g (e ot QY gt e @ | 83l i e Ul gy iyl pa @
! 5 e oy 2050 g Syt dary
J;IJN Uy AU adhally

READ AND UNDERSTAND THE MANUFACTURER’S INSTRUCTION FOR THIS EQUIPMENT AND THE CONSUMABLES TO BE
USED AND FOLLOW YOUR EMPLOYER'S SAFETY PRACTICES.

SE RECOMIENDA LEER Y ENTENDER LAS INSTRUCCIONES DEL FABRICANTE PARA EL USO DE ESTE EQUIPO Y LOS
CONSUMIBLES QUE VA A UTILIZAR, SIGA LAS MEDIDAS DE SEGURIDAD DE SU SUPERVISOR.

LISEZ ET COMPRENEZ LES INSTRUCTIONS DU FABRICANT EN CE QUI REGARDE CET EQUIPMENT ET LES PRODUITS A
ETRE EMPLOYES ET SUIVEZ LES PROCEDURES DE SECURITE DE VOTRE EMPLOYEUR.

LESEN SIE UND BEFOLGEN SIE DIE BETRIEBSANLEITUNG DER ANLAGE UND DEN ELEKTRODENEINSATZ DES HER-

STELLERS. DIE UNFALLVERHU

TUNGSVORSCHRIFTEN DES ARBEITGEBERS SIND EBENFALLS ZU BEACHTEN.



13.ACCESSORIES:SEE PACKING LIST,PLEASE

PACKING LIST
N R S S 0080800088 8888
PULSEMIG250P BAry
Welding machine ! ol '““—]
connector+cable+Ground pliers 1 7
connector+cable+holder 1 r j -‘-_:i
Gas hose 1 :.,,.: ; .. ‘_:-:
MIG welding torch 1 .._... “: :
flow meter 1 optional accessory
Operation instructions 1 71
Certificate of quality 1 i 7] :
No.
Certificate of quality

_-_——_...——_..———_____—_—._____.__.—

Name of product:MIG/MAG / MMA Semi-auto ARC Welding Machine
Type of product: PULSEMIG250P

Packing No: !’ 8 2 ) 0 3 351_

T ¢
[ 1

Test results of this welder fulfils { TESTINC
technical requirements and its release K P /*L} w /’.;,'7

from the works is granted.

]
|
!

Inspectot .'ﬂe ﬂ l l 2025
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