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Metal Inert Gas (MIG) Welding is a consumable alecirode welding process that
produces an arc batwaen the weld pool and a continuously supplied filker metal, An
externally supplied gas is usad to shield the arc. A variation of the MIG process,
referred to as metal cored electrodes, uses a tubular sdectrode filled mostly with
metallic powders forms. These types of electrodes must use a gas shield to prevent
contamination of the molten weld by the atmosphere.

Advantages of MIG Welding include its ability lo be operated in semiauiomatic,
machine, or automatc modes. It 15 the only consumable process that can weld all
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. Waltau / Torch

2. @m0y / Electrode wire
commercially important medals, such as carbon steel, high-strength low alloy stesl, o &
stamless steed, nickel alloys, fitanium, aluminum, and copper. A weld can be parformed %N ]‘ﬂﬂﬂtﬂuurm / Nozzle
in all positions with the proper choice of elecirode, shielding gas, and welding variables. 4. W3%a7m / Contact tip
Compared with shielded metal arc welding (SMAW), the deposition rates and welding 5. “ﬁﬂﬂ“ﬂﬁl” / Gaseous protection
rates are higher for MIG. Also, the continuous electrode feed makes long welds ,
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possible without stops and starts. On the downsade, the eguipment for MIG i more 6. Uanaauazaiy / Molten metal
complex, more expensive, and less portable than the SMAW process. 7. uMILTEH / Weld bead
winaaniin-unn uruynilawainlui / Built-in wire feeder type
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Short Arc Dynamic
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I | Arc current
450 650 intensity (amp)
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viu nslasiaty (Short Arc Dynamic) Wusedul 10-22 volt  n3zua 120-220 Amp lufy
Parameter setting of Arc vollage and Arc current in MIG-MAG Welding process is important to the transfer mode

such as Short Arc Dynamic mode, Arc voltage is between 10-22 volt and Arc current is between 120-220 Amp.
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Choice for MIG-MAG power sources
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 Powar Supply Wilding Cument (A} Stesl | Sisinisss Siesl | Murminum Waight Kz
i | sparison —
weltmic 200y B @ - DC 2 -] - A " 8 B B - 34
wetmiczsoy @ 0B Dec 2 [ ] - A | 8 B B - 35
wetmiczsor @ B oc 2 . . A . 8 B B - 40
WELMIG 350F - L] DG 4 - . A - B 8 B B 40
wELMiG 500 - I De 4 - [ A - B B B B 50
msds‘upiﬂumsiﬁau / Setting Parameter mswmsidanidadnsnicmugtiozoodiuoiu
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16 - 185 10 COz¥iaCOz+Agon  uwwrded V. viemin
1.0 08 -09 76 - B5 17 - 175 B0 - B0 10 - 15 Gtainless Steal AmgonwiaCOgeArgon wuri@a V. mamwan
1.2 0.8 -08 80 - 90 17 - 18 50 - 60 10 - 15 Aluminium Argon wuied U viaTeflon
1.6 0.8 - 0.9 &5 - 105 18 - 18 45 - 50 10 = 18
20 10 - 1.2 110 - 120 18 - 185 45 - 50 10 - 15
23 1.0 - 1.2 120 - 130 18.5 - 30 45 - 50 10 - 15 Pk | nt 8%
32 10-12  140- 150 20 - 21 45 - 50 1015 - u
4.5 1.0 - 1.2 170 - 185 22 - 23 45 - 50 15
8.0 1.2 230 - 260 24 - 26 45 - 50 15 - 20 :ﬂu '.-:I‘lj ﬁua:w:_:-.-.i:- wiriilimef hinvviaue 147 it T AN avialal
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QTB-350K
QTBS00K

OTB-200K
A Swan Neck

ameTuTy MG 200V code IEWPSD0ET
i -"..’:'.. MG 250, 250F, 350F cods IEWPSD118

B Contact Tip Holder
dududs MG 2001 code IEWPSD125
dvdu MIG 250Y, 250F, 350 code IEWPS0127

C Insulator

EInTLe MG 250, 250F, 350¢ code IEWPS0128 godasannsauun

G Handle Euro End for Mg Torc? code IEWPS0315
H Soring for Mig Torch code IEWPS0318

I Swich for Mg Torch code IEWPS03NT

D Ceramic Gas Diffusor

iy MIG 250Y, 250F, 350F code EEWPSHTH

E Contact Tip
D L8 mm pode IEWFS0013
& 0.9 mm code IEWPS0Z:

ik code [EWPS00SS  qyenouiin (Mig Torch QTB-200K)

RLE code EWPSO0008 5 1 svwusu 20O coda IEINSOTER00K
© 1.2 mm {Aluminian code EWPSOI | Lo & s
F Conical Nozzle 5m Emiuu 200Y code IEJNSOTEZ00KS
Ay MIG 200 oode IEWPS00ME

g MIG 250Y, 250, 350F code [EWPS0126 @

WL naznnoadod
Handle for Mig Torch + Push button

QTB-200K dmriLgu 200Y code [EWPS0302
OTB-350K  wwrivu 250, 250F code [EWPS0303
Rowouin (Head Mig Torch QTB-200K) SEndaunn (Mig Torch QTB-350HK)

Im iy 250Y, 250F oode IEINSOTEIS0K
4m dwiugu 250Y, 250F code IEJNSOTBAS0KS
5m ETHILTY 250 250F code IEJNSOTBIS0KS

Q.

andouin (Mig Torch QTB-500K)
3m @i 350F code [EJNSOTBS0OK  (udL na-nnoasad
4m il 350F code IEMNSOTRS0Ks  Handle for Mig Torch + Push button

woouun (Head Mig Torch QTB-350K)

Haidouin (Head Mig Torch QTB-500K) 5m AwEUG 350F code IEJNSOTBSOOKS ~ COTB-500K wwivu 350f code [EWPS0304
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Auaneau (Earth Clamp)
N4 cable 25 mme 5 code IERESWELXT

noulaaa (Liner)

For Sieel, Pana 2004 shardudu 200Y 32 m code IEJNS200ALS
A For Auminium, Pana 2004 swiuqu 200Y 32m code IEMNE200ALA
B For Steel, Pana 3504 dmiilju 250 32m code IEJNGISOALS
A For Aluminium, Pana 3504 @iy 250Y 32m code [EJNSIS0ALS
A For Aluminim, Para 2004 © 0.8-10 &m code [EJNS200ALAS
A For Aluminium, Pana 3504 ©1.0-12 6 tode [EJNSISOALAS

imyaonsedu CO2 nuuiinioas (CO2 Heater Regulator
P—, code [ERESWELO13S

Roller Roller
Swel D080 ‘r':-.'l.'.:'.u 200¥, 250Y code IEWPS0NST Sieal © 0.8-1.0 A miLTw 250F code |[EWPS0122
Ajyminium © 0.8-1.0 wiugw 2007, 250Y  code EWPSO310  Auminum © 0.8-1.0 Aifu 250F code IEWPS0311
Sioal B 10-1.2 & I'|‘5I"iu Y, 2507 code IEWPS0010 Shed 0 1.0-1.2 .ilr‘:'_-'._'-. 250F code [EWPSD158
Ayminium B 10-1.2 .’i'rEL‘!‘.-.EIPE"' 25 code IEWPS0000 Aluminium @ 1,0-12 .-i*f{-_.-:-.. 250F code [EWPEDI2
Steel @ 0.5-1.0 Ewiugu 350F code IEWPS02H
Ayminium @ 0.9-1.0 & 1".'..:_'.. 50F coda [EWPS0313
Steel @ 1,0-1.2 dmiuu 350F code IEWPS0232
Alumicium @ 1.0-1.2 d r':.‘:.'.:'rl A5IF code IEWPS0314

iy *L[I*

mwsononna (Hose Clamp)

asoidowmran (Mig Wire Steel)
@ 0.8 mm 15 kgs code EWPCOO01  HUIMINNS2onaw (Welding Mask) drdimru code [ERESWELDOZS

I oode IESGS0002
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N

ngmasuEaandau (Welding Torch Cleaning Liguid nouanuo (Leather Glove) awnnamnd 2 u. (Gas Hose 2 m)
dmhmniu code [ESG50006  ariumngu code ESGS0015  dwdunmiu code IESGS0012

f g A . ¥ 8 5 3 s 4n
HAL e (Hemang) | SIS TR T THER B IO RATTH A TN TR TN 3 T '].E-.' H T E e FITEA TE A RORENA AT '_'l-l-n: il



insovilodoslumsidon WELDING TOOL

PART NO. o i i

WP-PR115 31d -4
Cross Section Secure Adjustment Bar  Single Hand Release handle  Adjustment screw

CLAM PRESSURE | OPENING
PAAT NO. DESCRIFTION
(Ibs) () (in)

WP-SCE5A  STRAIGHT HANDLE

...., Q Curved Clamp Arm Clamp Angle Surfaces PreciseClamping  AccurateOnfing  Swing-Away Pad

o

V-Pad XMy Link xD5 Extender Block XME
UTILITY CLAMP code [EWPS0329 code IEWPS0330 code IEWPS0331

5

KEILQD ¥ODwvia
code IEWPS0334 oode IEWPS0A35
._.;.p;.._.m THROAT DEFT AAIL BITE THREADED HOLE CLAM PRESSURE I’qmur"
{in]
5E x 518
WP-UM105P 10172 5-1/2 1-316 % 916 4816 & A00 sTD B3 IEWPS0328

MULTI-ANGLE MAGNET

DESCRIPTION SPECIFICATION MAG, FORC WEIGHT OOUCT
PARAT NO.
[degrees) {in) (bs) (oa) CODE

45 x 60 % 90 5102 x 4-378 x 34 555 60 x 81 i0
2 WP-MS34EA 45 x B0 « 90 2-51Ex2x 58 10-28 032 IE'HTEHEMEH
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