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Tungsten Inert Gas (TIG) Welding uses a nonconsumable fungsten electrode
that creales an arc between the electrode and the wald pool. An inert shiglding
gas is used in the process at no applied pressure. Argon is most commaonly
used as the shielding gas, and the process may be employed with or without
the addiion of hifler metal.

Advantages of TIG Welding include its versatility, low equipment costs,
control, and weld qualty. It 1s widely used for the welding of light gauge
sfainiess steel and aluminium and rootl passes in pipe butt joints. The TIG
process can easily be set up as an automated process. Another positive
attribute of TIG Welding is the very low fume formation rate (FFR). Since filler
is fed directly to the weld pool, operating variables have little effect on the
FFR. The sometimes over looked disadvantages of TIG Welding are its low
spead and deposition rate which utilizes hot or cold wire feed and high heat
input efficiency. By using shielding gas, these problems can be overcome.
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1. awnams / Tungsten electrode

2. mziilanins axufia / Nozzle
3. uimineguusndon / (argon) Inert atmosphere
4. wanin/ Welding Arc
5. @IRIAN / Filer metal rod
6. UIWABNATZAY / Molten pool
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Legend for TIG welding

Pre-gas
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Torch and harness are purged before

striking.

Up slope function
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Allows a progressive increasing of the

welding current.

Initial welding current
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Allows to pre-heat a piece and to
position it correctly on the joint to be
welded.

Down slope function
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Prevents a crater at the end of the
welding cycle and prevents the risks of

cracking particularly light alloys.

Post-gas
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Protection of the work piece and the
electrode after welding completed.
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WELTIG 180 . - - B 42 - ] - - - L A B

WELTIG 200 |- . - 42 - ] - . . i A B

WELTIG 215 ] - - n 42 | B8 - = - - A 12

WELTIG 300 ; ] - B 70 [ [ - . [ | ] A 215

WELTIG 400 « B -« B 80 | 8 - L] - - A 43

WELTIG 500 . " - B BO ] | - | ] - - A 47
welswEATIGeor B - - B 56 | 8 B8 | 8 B A 8
welsueeR TG 2000 1D . - B 42 | ] [ ] ] [ | . 'y 15
wittaacoczse @ - B B 54 | B8 . | 8 @ A 35
WELTIG ACDC 315 - " 8 B 45 | | - | [ | b A 335
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A roaunn (Head Tig Torch)

WPt code IEWPS00RE
WPZE coce IEWPS0053
WEIT Y code |[EWPS0341
WP26 ¥ code |[EWPS0342
Waier Cooler Handie WP18 code [EWPE0109

aodaunn (Tig Torch

pode IEWPL002E

S TR g
Wres code EWPSOPE0 \upog 75m g TIG 200, 200 code EWPS0020
WR1B 75m dwduie TIG 250, 315 code IEWPS0273
WPTTV 4 m doedidu ARG 200 code [EWPS0323
WEZE V1 T5m dwiiriu ARG 250, 315 code [EWPS0324

A code IERESWELOD1E

o

D musvasaidaun) (Long Back Cap WPZE V2 75 m dwifw ARC 400, 500 code [EWPS0343

LT code IERESWELDOS

1.6 mm dwdumrs gode IERESWELDD12
2.4 men dfummmin pode IERESWELDD13
‘:'|‘l il | |'!:i.'_ '.'_.\, oo IEHEEWELEEL"
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F rasuaw (Collet Body ) audou (Electrode Holder)

= E ]

V6 mm fdunri code IERESWELDO!S  200Acable 16mm? Tm dwiugu200P  code ERESWELDIOS

Sdmma .--!.'_ M code IERESWELDN16 00N cable XS mm? T @ wi i 315 o [ERESWELDD0S

12 mm B I"."..l: ':il code IERESWELDDTT

G ns:uooUnagumd (Alumina Cup)

nod TR e IERESWELDG1O

ok dwiummu code IERESWELDO11 F

b RTRIUTTTA code IERESWELDG34
7AiM code ERESWEL0117T  Auanoou (Earth Clamp)

novonuo (Leather Glove

I TAWRAIMITIY

aaoiiaunoaiou | Tungsten
s : ' 3004 cable 25 mme §m wiuiu 280, 115 oode ERESWELDOT

52,1

imdansoauaisnou (Argon Flow Regulator) L

Q18 mmmed wIunTu code IEWPWT2016175

G24mmel A T TV code IEWPWT2024175

0 24 = grsen Ffuneiu (Numiniam)  code IEPNSPTE24G
832 mmeed #wi e code [EWPWTHE2178
032 mm greee Ao (Mumiium] code IEUDSEAST2008

SW-4 Switch Tig 95/L Lever For Tig A it TIG 160, 200, 215, 180°, 2007 code EPNARSZASB0  EnUSaNduNa (Hose Clamp)

fivdumerdu code IEAPSAD19100 B wfuiu TG 300, 00500 TGADOC 0. 316 code EPNARSOASB0  Anniumniu

L 4

2004 cabie 16 me? 5 m Avediis 160, 200, 2009 code ERESWELDIS (/,_.& \
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code [ESG50002

code IESGS0015

awnao 2 u, (Gas Hose 2 m)

sode IESGS0012

code IERESWELDOZS



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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