
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 t
aken 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 m
ulti function Welding system equipped

with wire feeder and welding gun .It has many characte
ristic 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 wel
ding

machine and it can be compared with foreign products.

This operation manual can help you for the machine installation, operation and mainte
nance

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

L
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

1.0-----40-250А

1.2----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

current Adjusting Range

VRD

Arcforce

Arc-initiating current (HOTI)

Arc-initiating time (HOTT)

70V

20~200A

ON/OFF

0~100%

20-200A

0~99ms

Cc constant current mode

DC

MMA

Arc characteristics (SLOР) Cp constant power mode

1~20A slow-decrease characteristic

Rated Duty Cycle

No-load Voltage

25%

70V

Rated input current (A)
60~250A

Material selection (GAS)
Fe(Co2),Fe(AR82%+Co218%),

AIMg5(Ar),AISi5 (Ar), E308(Ar98)

Fe(Co2),Fe(AR82%+Co218%),

AlMg5(Ar), AISi5 (Ar)

Welding wire diameter (DIAM)
0.8, 1.0,1.2

Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot

MIG Inductance (Forc)
-99%~50%

Burn-back time (Burn)

Time for spot welding (Sptt)

-50%~50%

0.1~9.9s

Soft Starting Speed (StFd)
1~13m/min

Spot welding stop time (Stop)

Preflow time of gas (Freg)

0.1~25.5s

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(AR82%),E308 (Ar98)

Welding wire diameter(DIAM) 1.0, 1.2 0.8,1.0

Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot

Peak current amplitude (Forc) -99%~50%

PULSE

MIG
Burn-back time (Bum)

Time for spot welding (Sptt)

Soft starting speed (StFd)

Spot welding stop time (Stop)

Preflow time of gas (Freg)

Postflow time of gas (Post)

-50%~50%

0.1~9.9s

1~15m/min

0.1~25.5s

0~10s

0.1~50s 3



MODEL

INPUT Voltage

Rated current (A)

PULSEMIG250P

1xAC230V 50Hz/60Hz

20~250A

Material selection(GAS) AISi5 (Ar), AlMg5 (Ar) Fe (Co2), Fe( Ar82),E308 (Ar98)

Welding wire diameter (DIAM) 1.0, 1.2 0.8, 1.0

Operation mode (TRIG) 2T, 4T, S2T, S4T, Spot, Cpot

Inductance (Forc) -99%~50%

Burn-back time (Burn) -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 (1p-p) 5%~50%

Basic arc length (BU)

Peak arc length (PU)

-50%~50%

-50%~50%

Soft starting speed (StFd)

Spot welding stop time (Stop)

1~13m/min

0.1~25.5s

Preflow time of gas (Freg) 0~10s

Postflow time of gas (Post) 0.1~50s

Power factor COS

Efficiency

0.73

>80%

Protection Class of enclosure

Insulation class F

Protection class of shell

IP21S

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±3V 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 (ON)

switch of gun

4 steps
press it second time (ON)

welding current

NO

welding current

2 steps
switch of gun

Welding current
recycle

welding current

press it one time (ON)

end eurrent
recycle

current for arc draw back
OFF

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

switch of gun
press it second time (ON)

special 4 steps start current
Welding current

welding current
End current

recycle

current for arc draw back

3.5 Function for low Arc starting

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

3.6 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.
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4. Indicating and warning on the PULSEMIG250P control panel

4.1 Indicating and adjusting

3(A)

1 2

-4(B)

MIN MAX
AMPS

MIN MAX
VOLTAGE

MIG

PMIG

DPMIG

STICK

STEEL(CO2) 0.8mm 2T

STEEL(MAG) A1.0mm 4T

STAINLESS 1.2mm S4T

ALUMINUM SPOT

5(E) 6(D) 7(C) 8(F)

1.display meter 1

2. display meter 2

3(A). AMPS Adjustment Knob

12 14

15

4(B). Voltage Adjustment Knob
FRONT PANEL

BACK PANEL

5(E). MIG/PMIG/DPMIG/STICK switch 11

6(D). Material selector
16

10

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.
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(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

5 FastArc Farc

6 MIG/MAG YMIG

7 FastUp F-UP

8 MMA Mode MMA

9 FastRoot Root

10 TIG Mode TIG

11 FastCold Cold

12 PulseTIG PTIG

13 SYNC MIG MIG

14 CarbonArc Carc

Dual-pulse gas shielded arc welding

High-speed gas shielded arc welding

Gas shielded arc welding

High-speed internal welding

Coating manual welding

High-speed root welding

DC argon arc welding (pulling and striking arc)

High-speed cold welding

Pulsed argon arc welding

Unitary gas shielded arc welding

Carbon arc air gouging
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(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.

Name of welding mode

Carbon steel Co2

Table-2

Code Abbreviation

Fe CO2 FeCO

Fe Ar82 FeA8 Carbon steel Ar 82%+CO2 18%

Fe Ar92 FeA9

Al Ar Al

AlMg4.5Ar A1M4

AlMg5 Ar AlMg

AlSi5 Ar AlSi

CuSi3 Ar CuSi

CuA18 Ar CuAl

CuSiAr98 CuS9

CuAlAr98 CuA9

E308Ar98 E308

E316Ar98 E316

RutilFlux Ruti

BasicFlux Basi

MetalFlux Meta

CrNiFlux CrNi

ER2319Ar 2319

FeCO2 09 Fe09

Carbon steel Ar 92%+CO2 8%

Pure aluminium Ar

Aluminum-magnesium welding wire (ER 5183) Ar

Aluminum-magnesium welding wire (ER 5356) Ar

Aluminium-silicon welding wire (ER 4043) Ar

Silicon-bronze welding wire Ar

Aluminum-bronze welding wire Ar

Silicon-bronze welding wire Ar 98%+CO2 2%

Aluminum-bronze welding wire Ar 98%+CO2 2%

Stainless steel welding wire (ER 308) Ar 98%+CO2 2%

Stainless steel welding wire (ER 316) Ar 98%+CO2 2%

Acid flux-cored wire Ar 82%+CO2 18%

Basic flux-cored wire Ar 82%+CО2 18%

Iron dust flux-cored wire Ar 82%+CO2 18%

Stainless steel welding wire Ar 82%+CO2 18%

Aluminum-copper welding wire Ar

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 В

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

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

Name of welding mode

Table-3

Abbrevia

tion
Code

Size Welding wire diameter Support 3 wire diameters: 0.8, 1.0, and 1.2

Mode Operation Mode
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

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

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.

Slop Transition time
The time for switching of the two currents (e.g. the initial current and the

welding current); characteristic selection for manual welding: CC con-

stant current, CP constant power (for cellulose), 1 - 20 slow descent

Sptt Time for spot welding Duration of spot welding

Freq Pulse frequency
Frequency of dual-pulse gas shielded, high-speed dual-pulse gas

shielded and high-speed vertical position welding

Duty Duty ratio
Duty ratio of dual-pulse gas shielded, high-speed dual-pulse gas shielde

dand high-speed vertical position welding

Ip-p Pulse amplitude
Peak current amplitude of dual-pulse gas shielded and high- speed dual

-pulse gas shielded welding

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 Gas Postflow Time

EndU Extinguishing arc length

FORC Arc force

Postflow of gas

Extinguishing arc length

Operation Mode :8(F)

Gas shielded welding refers to inductance; pulse gas shielded arc

welding refers to the peak current amplitude; manual welding refers to

arc force

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.
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1

Pre Sptt PosG t

Spot Welding Operation Mode

Preg in the figure is the gas preflow time, Posg is the gas postflow time, Hotl is the initial current,

EndI is the extinguishing current, WeldI 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:

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

1

Wire feeder mechanism

2

3

(1) Pressure handle

(2) Wire pressing wheel

(3) Wire feeding wheel
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