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PROFESSIONAL IN WELDING

TOPWELL, The China Leading Welder Manufacturer

TOPWELL, the China leading welder manufacturer, is located in Hangzhou.

As a professional welder manufacturer since 2005, TOPWELL has updated all the producing
line and the world class quality testing to make every single machine strong, powerful and
reliable.

With our full range, from welding machines through to wire feeders, welding torches and up to
welding consumables and work safety — we've got every area of welding covered. Stick
welders, tig welders, mig welders and plasma cutters, all the machines are based on the heavy
duty and reliable soft-switching IGBT inverter system. 90% of our machines are controlled by
software and all the machines have certificated by CE and RoHS. Whether you want to weld
electrodes or flux cored wire with shielding gas, our components, which have been perfectly
tuned to your requirements, stand for excellent quality and the best possible welding results.

We are TOPWELL, professional in welding.

WWW.TOPWELLWELDERS.COM
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+ All-position capability, including flat, horizontal, vertical-up,
vertical-down and overhead.

« Handles poor fit-up extremely well, and is capable of root
pass work on pipe applications.

+ Lower heat input reduces weldment distortion.

+ Higher operator appeal and ease of use.

» Higher electrode efficiencies, 93% or more.

The solid or metal-cored electrode makes physical contact with the
molten puddle. The arc voltage approaches zero, and the current level
increases. The rate of rise to the peak current is affected by the amount
of applied inductance.

MIG(GMAW)

This point demonstrates the effect of electromagnetic forces that are
applied uniformly around the electrode. The application of this force
necks or pinches the electrode. The voltage very slowly begins to climb
through the period before detachment, and the current continues to
climb to a peak value.

OSCi"Og rams and Sketches of Short This is the point where the molten droplet is forced from the tip of the
electrode. The curmrent reaches its maximum peak at this point. Jet forces
ci rcuiti ng Tra nsfer are applied to the molten puddle and their action prevents the molten

puddle from rebounding and reattaching itself to the electrode.

This is the tail-out region of the short-circuit waveform, and it is during
this downward excursion toward the background current when the
molten droplet reforms.

Zero
The electrode at this point is, once again, making contact with the molten
r‘ > puddle, preparing for the transfer of another droplet. The frequency of this
rA _( B _l c D _( E varies between 20 and 200 times per second. The frequency of the short-

circuit events is influenced by the amount of inductance and the type of
shielding gas. Additions of argon increase the frequency of short-circuits
and it reduces the size of the molten droplet.
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PMIG, Pulse MIG

*Absent or very low levels of spatter.

«More resistant to lack of fusion defects than other modes of
GMAW metal transfer.

« Excellent weld bead appearance.

+High operator appeal.

« Offers an engineered solution for the control of weld fume
generation.

+ Reduced levels of heat induced distortion.

« Ability to weld out-of-position.

« Lower hydrogen deposit.

« Reduces the tendency for arc blow.

«Handles poor fit-up.

« High-electrode efficiency of 98%.

« Lends itself to robotic and hard automation applications.

A Single Pulsed Event

(4)

|

()
N

3)

(6)
M (5

Current

The pulsed MIG process works by forming one droplet of molten metal at the end of the electrode per pulse. Then, just

(1) Front Flank Ramp-up Rate
(2) Overshoot

(3) Peak Current

(4) Peak Time

(5) Tail-out

(6) Tail-out Speed

(7) Step-off Current

(8) Background Current

(9) Period and Frequency

the right amount of current is added to push that one droplet across the arc and into the puddle. The transfer of these
(8) droplets occurs through the arc, one droplet per pulse.

Time(ms) — 5
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DPMIG, Double Pulse MIG

* MORE FORGIVING OPERATION

Minimal distortion, even when gap conditions and wire
placement vary.

« LESS OPERATOR SKILL REQUIRED

Qutstanding control of arc characteristics, making it easier
to produce excellent welds.

« UNIFORM BEAD APPEARANCE

Rippled bead appearance requires no weaving to produce
auniform bead.

« EXCELLENT PENETRATION

Controls the arc length and heat input together for
excellent penetration profile.

Comparing

Double Pulse to Conventional Pulse

Wire placement influences weld shape and quality. In a series of design experiments over a range of travel speeds, the
quality of Pulse-On-Pulse welds was less sensitive to variations in wire placement compared to welds made with

conventional pulse.

Conventional Pulse

050

The green area represents wire
placement and travel speeds at
which acceptable welds are Double Pulse
made. The red area represents 1.00
unacceptable welds.

« OUTSTANDING ARC HEAT CONTROL E torch angle > 130 E
Controls the arc heat, making it ideal for welding thinner g convexity < 0.75 mm g
materials. 5l ou0e: lack of fill = < 2.5 mm ] 00,
< <
= =
a a
= WIREPLACEMENT W-os0 GO
§ wire-to-joint 10 41 §
Go offset in wire
“ diameter Bl
3500 Su00 4825 4250 5875 200 s000 4375 3750 2s
Conditions for all weld samples: TRAVEL SPEED (IPM) TRAVEL SPEED (IPM)

Electrode - 1.2 mm diameter 4043 Aluminum

S Pulse-On-Pulse made good welds
shielding Gas 100« aigon at faster travel speeds over a wider

Material - 3mm thickness aluminum range of wire placement.

Using Waveform Control Technology, the
welding machine alternates between high
and low energy pulses. This combination of
high and low pulses produces the "rippled”
bead appearance.

The high eneray pulses
providea hotter arc
{fonger arc duration),
which improves
cleaning action at the
base material. The four
energy pufses alfow the
weld puddfe to cool
which controfs the fieat
Input for good
penetration.

Double Pulse aluminum weld

WVWAW.TOPWELLWELDERS COM -
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ALUMIG 250P/300P/350CP/500CP

Synergic, Pulse MIG and Double Pulse MIG

PeRO®

. Processes: Input Power:

nlllck MIG, Flux-Cored, Pulse MIG, Double Pulse MIG, 250P: 230V, 1-Phase/300P: 400V, 3-Phase
MMA(Stick) 350CP:400V,3-Phase/500CP:400V,3-Phase
Applications: Amperage Range:

250P: 10-250A/300P: 10-300A

350CP: 10-350A/500CP:10-500A

Rated Output at 40°C (104°F}:

250P: 250A at 26.5V @60% Duty Cycle
300P:300A at 29V @60% Duty Cycle
350CP: 350A at 31.5V @60% Duty Cycle
500CP: 500A at 39V @60% Duty Cyde

Alumig-250P/300P:
Metal Fabrication,Maintenance and Repair
Auto Body,Light Industrial
Alumig-350CP/500CP:

Metal fabrication workshops

Shipyards and offshore industry

Chemical and process industry

Steel structure workshops

Weight: 250P/300P:32KG /350CP:65KG/500CP:85KG

« Multi-Process capable - Welds MIG, flux-cored, stick, pulsed MIG, and advanced pracess of Pulse-On-Pulse.

« Pulse MIG - Cost savings, better quality, improved productivity and easier operation.

+ Aluminum Pulse Process - Welds 4XXX (AISi wires) and 5XXX (AlMg wires) series aluminum for superior quality welding.
+  Double Pulse - Delivers a stacked dime appearance when welding aluminum.

+ Dynamic control - Set arc contral to crisp or soft depending on your preference and application.

+ Synergic control - Set weld procedures with ane control, simple and easy to operate.

arcvoltage also increases or decreases to maintain a constant welding arc.
plate.
on thicker aluminum sections.

+ Burn Back function.

« Fast, precise, dean arcignition and arc ending.
« 10 channels memory capacity.

« Synergic MIG provides communication between power source, feeder and gun. As wire speed increases or decreases, the
+ Special Trigger Hold {S4T) allows to hold the preset Initial Current by user until get a successful Arc Start on Aluminum

+ Featured Wave-form control system: Maintains a stable, smoath arc for short arc welding on steel. Improved penetration

WWW.TOPWELLWELDERS.COM

DOUBLE PULSE

OUBLE PULSE

Double Pulse uses a sequence of varying pulse wave shapes to
produce a TIG-like bead appearance and excellent weld
properties when MIG welding aluminum. Double Pulse
controls arclength and heat input together, making it easier to
achieve gaod penetration.

See page 11

PULSED MIG

PULSE FREQUENCY

= Peak
H
]
&
&
~ Ramp Up Taif Out
g
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g
=
o Background Step OFf
=
TIME
Lowtest High Hest
kg e

Pulsed MIG varies weld current between peak (high heat) and
background (low heat) current to provide better control of
heat input, which minimizes warping and burnthrough on
thin materials. Pulsed MIG also enables flat, horizontal, vertical
up, or overhead welding without a slag system. Optimized
GMAW-P waveforms are readily available to use on aluminum,
carbon steel, high strength low allay stel, stainless steel, and
nickel allays. See Page 09

DYNAMIC CONTROL

Dynamic Control is to

+ Increase or decrease the arc length.
« In Double Pulse Mode, adjust Dynamic Control to
increase or decrease the space between the ripples.

ArcControl; 0

Decrease the parameter

- from 0 to 5 o increase

ntrol

Stz

Arccontrol: 10
Increase the parameter
from 5 1010 to reduce
the space between the
“ripples

SYNERGIC MIG

2, Voltage s
automatically set

1. Use one knob
to set procedures.

The synergic operation of the machine makes it easy to use,
even for the beginning welder. One knob control permits the
welder to select the wire feed speed, and then the voltage
value automatically follows.

WVWAW.TOPWELLWELDERS COM
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Technical specifications Technical specifications
lfemNo ALUMIG-250P ALUMIG-300P Item No ALUMIG-350CP ALUMIG-500CP
Rated IputVolage PH~ B0V+15% 3PH 400 £15% Rated IputVltage 3PH~ 00 £ 15% 3PH 00 £15%
o M. Load Pover Gty 1035KVA 124K0R M. Load Power Capadty 1526K0A B3
; Rated Duty CyleldoC) 0% MG: 504/26.5V MIG: Separated Wirefeeder, 300420V Rated DutyCylf ) 60% MG: 3504315V HIG: 00839V
; IntrnalWirefeeder J50A/26.5Y Vi 35084 Vi SO0 0y
! k2 ik S e WG MG 5311
g 100% WG 004 WG 1502 MRS 0ARLY MA3S0A34Y
il A8 R 2SR Weldng Cmentlagefinge ~ HIGIOW4SH3TABLY MG 1O S S10AA%)
Welding CmentolageRenge MG TOR145V-I50A8Y WG 10AASI~300AY Wbl R0 - 350834 il O 04 SO0R 0N
A 1OR/20 - DSOSV MR TOR/20 4300300 Open CrcutVolage T0H-40y T040y
Open Circaitolage 3 3 PovierFactr 08 0
PowerFactor 08 08 Hiceny §5% 8%
Hiciency L B PreGas Time 0155 0H5S
PreGas Time 0HSS 0HSS Flow-GasTie 0HSS 0H5S
Floy-GasTime 0HSS 0HSS Wirefeed Hechanism 4Rollrs 4Rollrs
Wire-feed Mechanism HRollrs HRollrs HirefeedSeed Range 0-25m min 0~25m min
Hiredeed Speed Range 013 min (-L5m/min Hire SpoolCapacy mm 1%y 3l {1549
Yire Sl Cpacty Nl 13k 3l {13k} FllerWires 8 om) Fe, 5 06+16mm 06+16mm
Fileries o) Fe 0612 06-12nm FLUY CORED: 0816mm 08-16mm
FLUX CORED: 01.2mm 03+1.2nm il 116 1{M6mn
i 08+12mm 1 0+1.2mm Dimension: S50K420K1400mm S60K420K1400mm
Dimengion TH050050mm THS0050mm Weigt: 66 85K
Weight 3G 36
Water-cooling Unit: WC-150
Water-cooling Unit: WC-150 (optional) (et BNl
Operating Voltage D0V S0/60Hz Pt 0
s Kt Cooling Power 1 SKHCIL/R
oty LA Hadimum Pressure 0 3WPAIGCHZ
HainunPrs IR Recommended Cooling Liguid Wo-4hethanolfwater
Recommended CoolngLigid 20%-40% ethanol/water Tk Tl
TkVolume 63
ALUMNIG-250P/300P ALUMIG-350CP/500CP
For Standardaccesores For ptionalacessois ForStandardaccesores Forptonalaccessoris
OB e & NG e
MGt 240 Fectode it hgn st Rstgulloh WGtk G301 Futhdm hgongesteil Pofesinlh Tl P50
Z'bﬁ:ﬁf& Fathcmputhabe olOgesegnitheds — QBHOD Mt oCygeseqrvih e Tl ckd
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Synergic, Pulse MIG Welder

MIG(GMAW)

PREO®® &

] Processes: Input Power:
uulck MIG, Flux-Cored 350HD: 400V.3-Phase
Pulse MIG, MMA(Stick) 500HD: 400V, 3-Phase
specs Applications: Amperage Range:
Metal fabrication workshops 350HD:10-350A
Shipyards and offshore industry 500HD:10-500A
Chemical and process industry Rated Output at 40°C (104°F):
Steel structure workshops 350HD:350A at 31.5V @60% Duty Cycle
500HD: 500A at 39V @60% Duty Cycle
Weight: 350HD: 85KG/500HD:85KG

TOP Features:

«  Multi-Process capable - Welds MIG, flux-cored, stick and pulsed MIG.

« Pulse MIG - Cost savings, better quality, improved productivity and easier operation.

« Dynamic Control - Set arc control to crisp or soft depending on your preference and application.

* Synergic control - Set weld procedures with one control, simple and easy to operate.

* Synergic MIG provides communication between power source, feeder and gun. As wire speed increases or decreases, the
arc voltage also increases or decreases to maintain a constant welding arc.

« All position carbon steel welding with Pulse MIG process: use the cheaper CO, gas but get a similar Ar/CO, MAG
welding performance.

+ Featured Wave-form control system: Maintains a stable, smooth arc for short arc welding on steel. Improved penetration
on thicker aluminum sections.

« ArcCrater function

« Fast, precise, clean arc ignition and arc ending.

* 10 channels memory capacity.

WWW.TOPWELLWELDERS.COM

ADVANCED MIG/MAG:

In the advanced MIG mode, MIG/MAG welding is carried out
in inert gas with automatic wire feed. With this mode, a high
welding speed and excellent quality are offered without any
extra costs in the processing of ferrous metals, as well as
various steels. See page 07

PULSED MIG

PULSE FREQUENCY
[ Peak
2
w
4
o«
a Ramp Up Tail Out
1]
=
=]
=
w Background Step Off
=
TIME >
Low Heat High Heat
®ackground) (Peak)

Pulsed MIG varies weld current between peak (high heat) and
background (low heat) current to provide better control of
heat input, which minimizes warping and burn through on
thin materials. Pulsed MIG also enables flat, horizontal, vertical
up, or overhead welding without a slag system. Optimized
GMAW-P waveforms are readily available to use on aluminum,
carbon steel, high strength low alloy steel, stainless steel, and
nickel alloys. See Page 09

THE ADVANTAGE OF
WAVE-FORM CONTROL SYSTEM

AERERARANER FENON SR asnomne SR

Fe,Pulsed

Fe, no Pulsed

The latest technology of Waveform Control System with
pulsed MIG control mode, can perfectly control the output of
welding power and get the precision Arc performance. The
wire melting droplet transfer cycle is very clear, the welding
beam is very clean and very few spatters during welding.

SYNERGIC MIG

1. Use one knob 2. Voltage is
to set procedures. automatically set.

The synergic operation of the machine makes it easy to use,
even for the beginning welder. One knob control permits the
welder to select the wire feed speed, and then the voltage
value automatically follows.

WWW.TOPWELLWELDERS.COM -
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ftem No MIG-350HD MG-500HD
Rated Input Vokage 3PH~ 400V 15% 3PH~ 400V 15%
Max Load Power Capadty 152610 28990V
Rate uty i C 0% ME:304R15Y G004
M 35043 M 300440V
100% MG 300429 MG 3504313V
MMA00ABY MMAZSOABAY
Wekdng Coment/VokageRange MG 10A4SV~350A31 5V MIG: 10414 5V~S00ARY
WA DAZ0 433034 VA1 OA20 4~ S00AV40Y
Open CircuitVokrage TH-50V T-800
Power Factr 085 085
Hidency 8% 8%
Pra-Gas Time Preset Preset
Flow-Gas Time Preset Preset
Wire-eed Mechaniom HRolles HRollers
Hirefeed Speed Range 0~25m/ min 0~25m/ min
Hire Spool Capacty 300mm {15k) 300mm {15kg)
Fillr Wies ) e, S5 06+16mm 06+16mm
Dimension (LAtH) 960:420x1400mm, 960:420x1400mm
Height (K 836 836
Water-cooling Unit: WC-150
Operating Voltage 2300 S0/60Hz
Rated Power il
Cooling Power 1 SKWILAN
Marimum Pressure 03MPA/BOHZ
Recommended Cooling Liguid 200 ethanolwater
TankVolume 63

+J MG SOHDISOHD

RN | —C
For Standard accessories

N { P; r) h m
q a! |
MGtoch:MES0D Farhclamp Argongasregular Ty 150
FrEEfer 0r (0, gaseqular with heater

YW TOPWELLIELDERSCOM
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MIG-250i/300i, MT-250i/300i

Compact design, heavy duty powers

SICISIOIORS

&F »
= Processes:
ol“ck MIG, Flux-Cored, MMA(Stick),
TIG{MT-250i/300i)
specs Applications:
Metal Fabrication
Maintenance and Repair
Auto Body
Light Industrial
Input Power:
MIG-250i/MT-250i: 230V,1-Phase
MIG-300i/MT-300i: 400V,3-Phase

Amperage Range:

MIG-250i: 30-250A

MIG-300i: 30-300A

MT-250i: 30-250A

MT-300i: 30-300A

Rated Output at 40°C (104°F):
MIG-250i: 250A at 26.5V @60% Duty Cycle
MIG-300i: 300A at 29V @60% Duty Cycle
MT-250i: 250A at 26.5V @60% Duty Cycle
MT-300i: 300A at 29V @60% Duty Cycle
Weight : 32KG

TOP Features:

stainless materials.

gun.
» Fast, precise, clean arc ignition and arc ending.

« Multi-Process capable - Welds MIG, flux-cored and MMA(stick), TIG(MT-250i/300i).
» Superior MAG Process - Welds with mixed or CO shielding gas 2 for superior quality welding.
» Spot/Stitch mode is easy to operate and provides a quick and effective means for spot welding mild, galvanized or

» 4T Trigger Hold allows to hold the present current by user until press the trigger again.
+ Professional 4-rolls wire-feeder provides a stable wire speed.
* 10 Pins multipurpose AMP connectors extend the usage range and it’s easy to work with a push-pull torch or spool

WWW.TOPWELLWELDERS.COM

ADVANCED MIG/MAG:

In the advanced MIG mode, MIG/MAG welding is carried out
in inert gas with automatic wire feed. With this mode, a high
welding speed and excellent quality are offered without any
extra costs in the processing of ferrous metals, as well as
various steels. See page 07

FOUR-ROLLERS DRIVE SYSTEMS

4-Roll wire-feeder with strong feeding motor

Four-rollers drive systems deliver the electrode to the welding
torch. It provides a stable wire speed and is popular for
industrial applications.

SPOT/STITCH MODE

2 3 2 5 E
1 i 1 - ) ==
[ 3 0 3 - - -
L0
t t

o |

DN Thih,

Use the spot and cycle arc timer you can easily control the
welding time and the stitch length during the continue spot
welding jobs.

Spot/Stitch mode provides a quick and effective means for spot
welding mild, galvanized or stainless materials. Very useful for
the car body repairs.

THE SHORT-CIRCUITING
METAL TRANSFER

Short-Circuit Metal Transfer
Current (A)

:

Electrode

2
PocA — «— Pinch effectforce, P

The short-circuiting metal transfer mode is the low heat input
mode of metal transfer for GMAW and has higher electrode
efficiencies, 93% or more. The low heat input reduces
weldment distortion and makes it ideal for sheet metal
thickness materials.

Lift TIG Mode(MT-250i/300i)

Touch,bump or scratch the
work surface with the electrode

Shielding
gas

.WDRKPIECE

Lift TIG Mode provides TIG arc initiation without the use of
high frequency. Touch, bump or scratch the work surface with
the electrode to start the arc. It also has a good result in tig
welding.

WWW.TOPWELLWELDERS.COM m
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Technical specifications

MT-250i/300i

Technical specifications

Item No MIG-250i MIG-300i
Rated Input Yoltage 1PH ~ 230V £15% 3PH ~ 400V +15%
Max. Load Power Capacity 10.35KVA 12.04KVA

Rated Duty Cyde(40°C) 609%

MIG: 250A/26.5V

MIG: Separated Wire-feeder: 300A/29V
Internal Wire-feeder: 250A/26.5¢

MMA: 250A/28Y

MIMA: 250A/28V

MIG(GMA W)

100%

MIG: 200A/24Y

MIG: 250A/26.5V

MMA: 200A/28V

MIMA:250A/30V

Welding Current/Voltage Range

MIG: 30A/15.5V~250A/26.5Y

MIG: 30A/15.5V~300A/29Y

MMA:30A/21.2V~250A/30V

MMA:30A/21.2V~300A/32V

_ Open CircuitVoltage 70V~80V 70¥~80V
Power Factor 08 0.85
Efficiency 80% 85%
Pre-Gas Time Preset Preset
Flow-Gas Time Preset Preset
Wire-feed Mechanism 4 Rollers 4 Rollers
Wire-feed Speed Range 0~25m/ min 0~25m/ min
Wire Spool Capacity 300mm {15kg) 300mm (15kg)
Filler Wires @ (mm) Fe, Ss: 06~1.2mm 0.6~1.2mm
Dimension (LxWxH) 770x250x650mm 770x250x650mm
Weight (KG) 32KG 32KG

o
MIG-250i/300i

For Standard accessories

<

ForOptional accessories

8 ’\',«1’,
,ﬁJ w

MG torch: MIG 24KD Electrode holder with cable 2M1 Argon gasregular

Euro Connector Earth clamp with cable 2

Cable fength 31

WWW.TOPWELLWELDERS.COM

or CO, gas regular with heater

&

Pash-pul Troch Spoofgun
QTLE-24KD/36KD QLBF-200/80

Item No MT-250i MT-300i
Rated Input Yoltage 1PH ~ 230V £15% 3PH ~ 400V +15%
Max. Load Power Capacity 10.35KVA 12.04KVA

Rated Duty Cyde(40°C) 60%

TIG: 250A/20V

TIG: 300A/22v

MIG: 250A/26.5V

MIG: Separated Wire-feeder: 300A/29V
Internal Wire-feeder: 2504/26.5V

MIMA: 250A/28V

MMA: 250A/28V

100% TIG:200A/18Y TIG:250A/20Y
MIG: 200A/24Y MIG: 250A/26.5V
MIMA: 200A/28V MMA:250A/30V

Welding Current/Voltage Range

TIG:30A/11.2V~250A/20V

TIG:30A/11.2V~300A/22V

MIG: 30A/15.5V~250A/26.5V

MIG: 30A/15.5V~300A/29Y

MMA:30A/21.2V~250A/30V

MMA:30A/21.2V~300A/32V

Open CircuitVoltage 70V~80V 70V~80V
Power Factor 08 0.85
Efficiency 8% 85%
Pre-Gas Time Preset Preset
Flow-Gas Time Preset Preset
Wire-feed Mechanism 4 Rollers 4 Rollers
Wire-feed Speed Range 0~25m/ min 0~25m/ min
Wire Spool Capacity 300mm (15kg) 300mm (15kg)
Filler Wires @ (mm) Fe, Ss: 0.6~1.2mm 0.6~1.2mm
Dimension (LxWxH) 770x250x650mm 770x250x650mm
Weight (KG) 32KG 32KG

o

MT-250i/300i
For Standard accessories For Optional accessories

MIGtorch: MIG 24KD Electrode halder with cable 2 TIGtorch: WP-26
Euro Connector Earth clamp with cable 2 Gas connectorM15

Cable length 3m

Cable fength 441
S-pin control coupler

v i

Argon gas regular Push-pufl Troch:
o CO, gas regularwith heater QTLE-24KD/36KD

WWW TOPWELLWELDERS.COM
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Portable MIG, TIG, MMA(Stick) welder

EO®

Touch,bump or scratch the
work surface with the electrode

Shielding
gas

s
=
S
5
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In the advanced MIG mode, MIG/MAG welding is carried out
in inert gas with automatic wire feed. With this mode, a high JORKPI ECE
welding speed and excellent quality are offered without any .
extra costs in the processing of ferrous metals, as well as
various steels. See page 11

Lift TIG Mode provides TIG arc initiation without the use of
high frequency. Touch, bump or scratch the work surface with
the electrode to start the arc. It also has a good result in tig

welding.
Processes: Input Power:
MIG 200Di: 1PH ~ 230V £15%
L]
uulck Flux-Cored 200MV: 1PH ~ 115V/230V £15% DYNAMIC CONTROL
TIG(Lift TIG) 350F: 380V, 3-Phase
specs MMA(Stick) Amperage Range: Arc setting: soft Arcsetting: medium Arcsetting: hard
Applications: 200Di/200MV: 10-200A
Metal Fabrication 350F: 10-350A
Maintenance and Repair Rated Output at 40°C (104°F):
Auto Body 200A at 24V @60% Duty Cycle
Light Industrial 350A at 31.5V @60% Duty Cycle
eight:2UKC/aRE longerarc shorterarc

TOP Features:

« Multi-Process capable - Welds MIG, flux-cored, TIG (Lift TIG) and MMA (Stick). I ' | I ® e B ! |
« Powerful peak current confirms deep penetration and wide welding capacity. The peak short circuit current is up to

around 435Amps on MIG process. Dyfiamics Dynamics Dynamics
< Dynamic Control - Set arc control to crisp or soft depending on your preference and application
« Featured Wave-form control system: Maintains a stable, smooth arc for short arc welding on steel. Improved penetration Dynamic control with a push of a button
on thicker alumltmm sechons. Very clear wire melting drop transfer, very few spatters. You know how it is from experience. Every transformer system has its own unique characteristics. One system produces a slightly
e Voltage Reduction Device (VRD). ; i . . .
softer arc, while the next generates a slightly harder arc. More importantly, every welder has his own preference in terms of what

« Fast, precise, clean arc ignition and arc ending.

he considers to be the perfect arc: softer and longer, shorter and harder or somewhere in between. This calls for a level of
*  MIG Spot welds.

distinction that a transformer systems simply cannot realize. Our system allows you to individually adjust the dynamics of the arc
to suit the work and welding position at hand and will find the simplest and fastest arc setting that is most suitable in each case.
The rest of the job is carried out by the intelligent arc control technology incorporated into the background to achieve a perfect
weld seam every time.

WWW TOPWELLWELDERS.COM WWW TOPWELLWELDERS.COM
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Multi MIG-200Di/200MV

Technical specifications

Item No

Rated Input Voltage

Multi MIG-200Di
1PH ~ 230V +15%

Multi MIG-200MV
1PH ~ 115V/230V +£15%

Max. Load Power Capacity

8.75KVA

6.06KVA

 Rated Duty Cyde(40°C) 60%

MIG: 200A/24Y

MIG: 200A/24Y

MMA: 200A/28V

MMA: 200A/28Y

TIG: 200A/18V

TIG: 200A/18Y

100%

MIG: 160A/22V

MIG: 160A/22V

MMA: 160A/26.4V

MMA: 160A/26.4Y

TIG: 160A/16.4V

TIG: 160A/16.4V

Welding Current/Voltage Range

MIG: 10A/14.5V ~200A/24V

MIG: 10A/14.5V ~200A/24V

ECOMIG-350F

Technical specifications

tem No

Rated Input Voltage

ECOMIG-350F
3PH ~ 380V +15%

Max. Load Power Capacity

15.26KVA

Rated Duty Cycle(40°C) 60%

MIG: 350A/31.5V

MMA: 350A/34V

100%

MIG: 300A/29Y

MMA:300A/32V

Welding Current/Voltage Range

MIG: 10A/14.5V~350A/31.5V

MMA:10A/20.4V~350A/34V

Open Circuit Voltage

70V~80V

MMA: 20A/20.8V~200A/28Y MMA: 20A/20.8V~200A/28Y _Power Factor 085
TIG: 5A/10.2V~200A/18Y TIG: 5A/10.2V~200A/18V _ Spotwelding Yes
Open Circuit Voltage 70V~80V 70V~80V Efficienc 85%
Power Factor 038 0.99 Pre-Gas Time Preset
_Efficienc 80% 80% _Flow-Gas Time Preset
Pre-Gas Time Preset Preset Wire-feed Mechanism 4Rollers
Flow-Gas Time Preset Preset Wirefeed Speed Range 0~25m/ min
Wire-feed Mechanism 2 Rollers 2 Rollers Wire Spool Capacity 300mm (15kg)
_ Wire-feed Speed Range 2-18m/min 2-18m/min _Filler Wires @ {mm) Fe, Ss: 0.6~1.6mm
Wire Spool Capacit: 200mm (Skg) 200mm (5kg) Dimension (LXWxH) 540x240x480mm
Filler Wires (mm) Fe solid wire: 06~1.0mm 0.6~1.0mm Weight (KG) 38KG
Dimension 490x230x385mm 490x230x385mm
Weight 20KG 20KG

ECOMIG-350F

For Standard accessoties

wen
Multi MIG-200Di/200MV

For Optional accessories

v &

For Standard accessories For Optional accessories

MG torch: MBTSAK Electrode holder with cable 21 Argon gas reguiar TiG torch: WP 26 Spool gun: MIG torc e MIG 24KD Electrode folder with cable 201 Argon gas regular Push pull Troch: Spool gun:
Euro Connector Earth clamp with cable 2 or €O, gas regular with heater Gas connectorM16 QLBF 200781 Euro Connector Earth clamp with cable 201 or €O, gas regular with heater QTLB 24KD/36KD QLBF 200/8M
Cable fength 311 Cablefength 41 Cable fength 311
5 pin control coupler
WWW TOPWELLWELDERS.COM
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MASTER TIG-200AC/250AC 35
MASTER TIG-400CT/500CT 35
PROTIG-200Di/250Di 39
PROTIG-315Di 39
PROTIG-400CT/500CT 39
ALUTIG-200P/200MV 45
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HANDY TIG-200Di/MV 49

PROFESSIONAL IN WELDING
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ACWAVEFORMS

= S==E

Standard Square Wave: Travel faster Soft Square Wave: Max puddle control

L AA

Sine Wave: Traditional arc Triangle Wave: Reduced heat input

Standard Square Wave =+

The Standard Square Wave offers fast transitions between EN and EP for a responsive, dynamic, and focused arc with better
directicnal control. It forms a fast-freezing puddle with deep penetration and fast travel speeds.

Soft Square Wave -+

The Soft Square Wave provides a smoath, soft, "buttery” arc with a fluid puddle and good wetting action. The puddle is more
fluid than with standard square wave and more contrallable than with sine wave.

SineWave AoAr

The Sine Wave a soft arc with the feel of a conventicnal power source. It provides goad wetting action and actually sounds
quieter than other waves. Its fast transition through the zere amperage paint also eliminates the need for continuous high
frequency.

Triangle Wave At

The Triangular Wave peak amperage while reducing overall heat input into the weld. This leads to quick puddle formaticn, low
weld distortion, and fast travel speeds. Itis espedially good for welding thin aluminum.

MIX TIG Control

Features of MIX TIG:

The AC current can get a very good clearance, and DC

current can get a deeper penetration. Use the MIXTIG =]
we can get an excellent Arc Concentration, can be e
- - )
carned 0L}K the excellent welding performance from MIX TIG
thin to thick plate. AC C
i T =
1} Nice weld appearance, deep penetration.
I

— —
ACTIG

2} Excellent Arc Concentration.
3) Substantially reduce the electrode consumption.

£

MIXTIG Frequency (Hz):

the cycle time of MIX
TIG in 1 second. Adjustable range: 1-5Hz.

MIX Froquency

MIX TIG Balance (DC) %: \

DC Balance (%) = (tad/Tmix) x 100
AC DC
tad

(MIX Cycle Time: 1Hz)

WWW.TOPWELLWELDERS COM
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AC Waveshape Controls

Widler bead, good penetration ideal for buildup work Narrower bead for fillet welds and

automated applications
arcwith increased

4+ directional control. W“‘ mmlfh""‘
Cleaning Cloani
Note: Decreasing the AC " "y
Frequency softens the

arcand broadens the
weld puddiefor awider AL F g o
weld bead. =

e NN ACBalance Control 4
Kz Controls arc deaning
o - action. Adjusting the
BALANCHER) % EN of the AC wave

A - ;
L= controls the width of Wider bead, good penetration deal for buildup work  Narower bead, good penetration ideal for bulldup work
e ) the etching zone

surrounding the weld.
Bead

Note: Set the AC Balance
control for adequate arc I—c-.mn
deaning action at the Wider bead and cleaning action
sides and in front of the

weld puddle. AC Balance +

should be fine tuned 'd:!' =

according to ‘

° J"\'{ll—.ACFrequency control

= Controls the width of
the arc cone. Increasing
the AC Frequency
provides a more focused

® o
BALANCE (%)

> A

A
DU AMPERAGE (%)

Wider beadl and dleaning acting Narrower bead and cleaning acting

HoVisbila Ciearing

Narrower bead, with no visible cleaning

O A [
| | |

how heavy or thick the
oxides are.
o NN Amplitude Control L | )
iz Adjusts the ratio of EN
o - to EP amperage to
SALANGR () precisely control heat
a 3
® =he input to the work and More current in EP than EN: Shallower penetration More current in EN than EP: Deeper penetiation
everareRAce () the electrode. and faster travel speeds

EN amperage controls

thelevel of penetration,
while EP amperage
dramatically effects the
arc dleaning action
along with the AC
Balance control.

L))

Wider bead and cleaning action

'_ r

Narrower bead, with no visible deaning

WWW.TOPWELLWELDERS.COM

Pulse TIG

CONVENTIONAL PULSED TIG

_>| PeakTime % |<_

Peak
Amps

Background
Amps
{% of Peak)

Ih Pulse Cycle iy

Typically from 0.2 to 10 PPS. Provides a heating and cooling effect on the weld puddle and can reduce distortion by lowering the
average amperage. This heating and cooling effect also produces a distinct ripple pattern in the weld bead. The relationship between
pulse frequency and travel speed determines the distance between the ripples. Slow pulsing can alsc be coordinated with filler
metal addition and can increase overall control of the weld puddle.

HIGH SPEED PULSED TIG

|<-> Peak Time %

Peak
Amps i

Background
Amps
(% of Peak)

|| Pulse Cycle

In excess of 40 PPS, Pulsed TIG becomes more audible than visible—causing increased puddle agitation for a better as-welded
microstructure. Pulsing the weld current at high speeds — between a high Peak and a low Background amperage — can also
constrict and focus the arc. This results in maximum arc stability, increased penetration and increased travel speeds.

WWW.TOPWELLWELDERS.COM
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The total solution of TIG welding Features of MIXTIG:

]
le

MIXTIG

ACTIG

TIG(GTAW)

The AC current can get a very good clearance, and DC current
can get a deeper penetration. Use the MIXTIG we can get an
excellent Arc Concentration, can be carried out the excellent
welding performance from thin to thick plate.

1) Nice weld appearance, deep penetration.

2) Excellent Arc Concentration.

3) Substantially reduce the electrode consumption.

See page 32

EORPE® &

Pulsed TIG Controls

The Pulsed TIG function switches the amperage from a

» Processes: Input Power: high{peak) to a low{background) at a set rate(PPS). Pulsing

u"lck DCTIG, ACTIG, MIXTIG, MMA(Stick) 200AC: 230V, 1-Phase/250AC: 230V, 1-Phase can reduce heat input by lowering the average amperage,
Applications: 400CT: 400V, 3-Phase/ 500CT: 400V, 3-Phase increasing control of the weld puddle, penetration and
Mastertig-200AC/250AC: Amperage Range: distortion. The following parameters can be adjusted for
Metal Fabrication 200AC: 5-200A/250AC:5-250A desired results:
Maintenance and Repait, 400CT: 20-400A/ 500CT:20-500A
Auto Body Rated Output at 40 ° C (104°F): Low-Speed Pulse
Light Industrial 200AC: 200A at 18V @60% Duty Cycle Y
Mastertig-400CT/500CT: 250AC: 250A at 20V @60% Duty Cycle
Metal fabrication workshops 400CT: 400A at 26Y @60% Duty Cycle Distinct ripple pattern
Shipyards and offshore industry 500CT: 500A at 30Y @60% Duty Cycle
Chemical and process industry Weight: m
Installation and set-up 200AC/250AC 23KG
Mechanized welding 400CT/500CT: 80KG 1o 10 pulses per second(PPS) will produce a distinct ripple

pattern in the weld bead. Can be used to time filler addition,
reduce distortion and improve control.

High-Speed Pulse
OP Features

* Multiple Waveshapes:
Standard Square wave for fast travel speeds and excellent puddle control

Focused arcincreases travel speed
and penetration

Narrow bead and HAZ

Sine wave for a traditional softer sounding arc PN
* MIXTIG: have both DC current and AC current in one duty cycle. It can get an excellent Arc Concentration and reduce the
heatinput.
* Adjustable AC output frequency allows the operator to focus the arc minimizing the heat affected zone. 100 pulses per second(PPS) and higher helps to focus the arc
» Extended AC Balance Contrel helps maintain a pointed tungsten to direct the arc in the weld joint. for increased stability, penetration an d travel speed. Increased
» ACAmplitude control precisely control heat input to the work and electrode. puddle agitation improves weld microstructure.
» DCH+DC-: Improved TIG starting. Now starts DC(-) to maintain a sharp tungsten. See page 34

» HF Arcignition: reliable arc initiation with high frequency.
- Fast, precise, clean arc ignition and arc ending.
* 10 channels memory capacity.

WWW.TOPWELLWELDERS.COM

ACWaveshape Options

AC waveshape options

Standard Square Wave Sine Wave
fas fesang pudll deep Sine waveforcustomers that ke
Penetration and fakravel speeds adionalare Qult with §sod weting,
Seepage 31
AC Waveshape Controls

ACFrequency control

Wider bead, good penetration Narrower bead for illet welds and
ideal for buildup work automated applications

Controls the width of the arc cone. Increasing the AC Frequency
provides a more focused arc with increased directional control.

Note: Decreasing the AC Frequency softens the arc and broadens the weld
puddie for a wider weld bead,

ACBalance Control

2 aa

Wider bead, good penetration Narrower bead, good penetration
ideal for buildup work iddeal for buildup work

Controls arc cleaning action. Adjusting the % EN of the AC
wave controls the width of the etching zone surrounding the
weld.

Note: Set the AC Balance control for adequate arc cleaning action at the
sides and in front of the weld puddie. AC Balance should be fine tuned
according to how heavy or thick the oxides are.

Amplitude Control

More current in EP than EN: More current in EN than EP:

Shallower penetration Deeper penetration and
faster travel speeds

Ad]usts the ratio of EN to EP amperage to precisely control
heatinput to the work and the electrode.

EN amperage controls the level of penetration, while EP
amperage dramatically effects the arc cleaning action along
with the AC Balance control.

See page 33

WWW.TOPWELLWELDERS.COM
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MASTER TIG-200AC/250AC/315AC

Technical specifications

Item No
Rated Input Voltage

MASTER TIG-200AC
1PH ~ 230V +15%

MASTER TIG-250AC
1PH ~ 230V +15%

MASTER TIG-315AC
3PH ~ 400V +15%

MASTER TIG-400CT/500CT

Technical specifications

Item No

Rated Input Voltage

MASTER TIG-400CT
3PH ~ 400V +15%

MASTER TIG-500CT
3PH ~ 400V +15%

~ Max. Load Power Capacity TIG: 5.63KVA TIG: 7.81KVA TIG:9.85 KVA Max. Load Power Capacity TIG: 14.39 KVA TIG: 20.76KVA
MMA: 6.60KVA MMA: 8.75KVA MMA: 10.38 KVA MMA; 14.21 KVA MMA:19.93KVA
Rated Duty Cycle{d0°C)  60% TIG: 200A/18V TIG: 250A/20V TIG: 315A/22.6V " Rated Duty Cyde(d0°C) 60% TIG: 400A/26V E
MMA: 160A/26 4V MMA: 200A/28Y MMA: 250A/30V MMA: 315A/32.6V MMA: 400A/36V
100% TIG: 160A/164V TIG: 200A/18V TIG: 250A/20V 100% TIG: 315A/22.6V TIG: 400A/26V
MMA: 130A/25.2V MMA: 160A/26.4V MMA: 200A/28Y MMA: 250A/30V MMA: 315A/32.6V

Welding Current/Voltage Range

TIG: 5A/10.2V~200A/18V

TIG: 5A/10.2V~250A/20Y

TIG20A/10.8V~315A/22.6V

MMA:20A/20.8V~160A/26.4V

MMA:20A/20.8V~200A/28V

MMA: 10A/20.4V~250A/30V

Welding Current/Voltage Range

TIG:5A/10.2V~400A/26V

TIG:5A/10.2V~500A/30V

MMA: 20A/20.8V~315A/32.6Y

MMA: 20A/20.8Y~400A/36Y

Open Circuit Voltage 70V~80V 70V~80V 70v Open Circuit Voltage 70V~80V 70V~80V
Power Factor 08 08 085 Power Factor 0.85 085
Efficiency 80% 80% 85% Efficiency 85% 85%
TG Pulse Peak Current 5A~200A 5A~250A 20A~315A TIG Pulse Peak Current 5A~400A 5A~500A
Pulse Frequency 0.2Hz~200Hz 0.2Hz~200Hz 0.2Hz~50Hz Pulse Frequency 0.2Hz~200Hz 0.2Hz~200Hz
Pulse Width (Ratio) 1~100% 1~100% 1~100% Pulse Width (Ratio) 1~100% 1~100%
ACTIG  AC Frequency Range 20Hz~250Hz 20Hz~250Hz 20Hz~250Hz ACTIG  ACFreguency Range 20Hz~250Hz 20Hz~250Hz
AC Clean Width (AC Balance) +40~-40 +40~-40 +40~-40 AC Clean Width (AC Balance) +40~-40 +40~-40
AC Clean Ratio (AC Bias)%  +30~-50 +30~-50 +30~-50 AC Clean Ratio (AC Bias) % +30~-50 +30~-50
MIXTIG  MIX Frequen Hz~5Hz Hz~5Hz 0.1Hz~5Hz MIXTIG  MIX Freguency: 1Hz~5Hz 1Hz~5Hz
DC Balance: (%) 2080 20-80 10-90 DC Balance: (%) 20-80 20-80
Arc-starting Current 5A~200A 5A~250A 10A~315A Arc-starting Current 5A~400A 5A~500A
Crater-filling Current 5A~200A 5A~250A 5A~315A Crater-filling Current 5A~400A 5A~500A
Current Up-slope Time 015~155 015~158 015~158 Current Up-slope Time 0.15~155 015~158
Current Down-slop Time 015~155 015~158 015-155 Current Down-slop Time 0.15-155 015158
Pre-Gas Time 0.15~155 015~158 015-155 Pre-Gas Time 015158
Flow-Gas Time 0.15~155 0.15~155 0.15-158 Flow-Gas Time 0.15-155
Spot Arc Time 0.15~105 015~108 015-108 Spat Arc Time 015105
MMA ArcForce 10A~160A 10A~200A 10A~250A _ MMA Arc Force 10A~400A
Hot Start Time 0138 01-35 25 Hat Start Time 0.1-38 01-38
Hot Start Current 10A-160A 10A-200A 5A~250A Hat Start Current 10A~315A 10A~400A
Dimension (L\WxH) 490X230X385mm 490X230X385mm 490X230X385mm Dimension (LXWxH) 960x420x1100mm 960x420x1100mm
 Weight (KG) 23KG 23KG 45KG _ Weight (KG) 80KG 80KG
Water-cooling Unit: WC-100 (optional) Water-cooling Unit: WC-150
Operating Voltage 230V 50/60Hz Operating Voltage 230V 50/60Hz
Rated Power 260W Rated Power 260W
~ Cooling Power 1.5KW(IL/MIN) Cooling Power 1.5KW(IL/MIN)
Maximum Pressure 0.3MPA/60HZ Maximum Pressure 03MPA/60HZ
Recommended Cooling Liquid 20%~40% ethanol Avater Recommended Cooling Liguid 20%~40% ethanol/water
Tank Volume 6.5L Tank Volume 651

MASTER TIG-200AC/250AC

For Standard accessoties

TG torch: TIG 26

Argon gas regular

For Optional accessories

®

TG torch: TG 25

-

1

Trofley:WT 100

£o)

MASTER TIG-400CT/500CT

ForStandard accessories

el ©& 0

TG torch: TG 18
For Optional accessories

Electrode holder and Earth clamp

Water coofing unit: WC 150

foe | &

TIG torch: TiG 26

B

Foot Pedal

Efectrode fiolder and Earth clamp Water cooling unit: WC 100 Foot Pedal Hand hold Remote Controffer

for T1G torch

Trolley:WT 150 Hand hold Remote Controfler

for G torch

Argongas regular
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The Pulsed TG function switchs th . (welding characteristics)
e Pulsed TIG function switches the amperage from a
Powerful, Excellent DC Pulse TIG high{peak) to a low(background) at a set rate(PPS). Pulsing

can reduce heat input by lowering the average amperage, Arcforce is a setting that allows you to adjust the arc to soft

increasing contral of the weld puddle, penetration and smaath arc toa mare aggressive digging arc. Setting high is to
distortion. The following parameters can be adjusted for bump:upamperagewhenyouhavea reallyfight arcso that

§ desired results: yau keep welding. See page 56

<

=

Qo Low-Speed Pulse ARCFORCE CONTROL

o

=

0.CV.

Distinct ripple pattem

—

110 10 pulses per second(PPS) will produce a distinct ripple
pattem in the weld bead. Can be used to time filler addition,
reduce distortion and improve control.

ArcVoltage [Volts)

Welding Current (Amps)

¥ adjustable Arc force Control

High-Speed Pulse

Processes: Amperage Range: g isdaicinesestiae shesd
DCTIG 200Di: 3-200A/250AC: 3-2504 i
MMA(Stick) 315Di: 3-315A/400CT: 3-400A/ 500CT: 3-500A Narow bead and HAZ Z
Applications: Rated Output at 40° C (104°F): ;
Metal Fabrication 200Di: 200A at 18V @60% Duty Cycle SIPRIIID
Maintenance and Repair 250Di: 250A at 20V @60% Duty Cydle
Auto Body 315Di: 315A at 22.6V ©60% Duty Cycle
Light Industial 400CT: 400A at 26V @60% Duty Cycle 100 pulses per second(PPS) and higher helps to focus the arc
It Pavir: 500CT: 5004 at 30V @60% Duty Cydle for increased stability, penetration and travel speed. Increased
200Di/250Di : 230V, 1-Phase Weight : puddie agitation improves weld microstructure.
315Di: 380V, 3-Phase 200Di/250Di: 15KG Seepage34 V)
400CT/500CT: 400V, 3-Phase 315Di: 23KG
400CT/500CT: 70KG

Hot Start adaptive control provides positive arc start without

* Pulse control: sticking. See page 55

Built in pulsing functions help minimize heat input on thin materials, and provide for a faster freezing weld puddle for uphil
welding on curved surfaces such as process piping. The TIG pulse also helps moderate filler metal deposition for consistent

bead appearance. 1 ek a) = Hotstart time
 High-frequency TIG starting: b) = Hatstart current
Makes it easy o establish an arc under a variety of conditions. Enhances qualify by minimizing the patential for weld | ~Welding current
contamination created by tungsten inclusions in the weld. 0 £=Time

« Hot Start Function reliably ignites the electrade and melts perfectly to ensure the best quality even at the start of the
seam.

+ ArcForce makes it easier to weld large-drop melting electrode types at low current strengths with a short arc in particular.
« Fast Spot Arc system simply controls the spot arc parameter and affers a stable arc.

+ 4T Trigger Hold allows to hold the present current by user until press the trigger again.

+ Fast, precise, clean arcignition and arc ending.

+ 10 channels memory capacity

WWW.TOPWELLWELDERS.COM WWW.TOPWELLWELDERS.COM m
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PROTIG-200Di/250Di

Technical specifications

Item No PROTIG-200Di PROTIG-250Di
Rated InputVoltage 1PH ~ 230V +£15% 1PH ~ 230V £15%
Max. Load Power Capacity TIG: 5.62 KVA TIG: 7.81 KVA
MMA:6.60 KVA MMA: 5.63KVA
Rated Duty Cycle(40°C) 60% TIG: 200A/18V TIG: 250A/20V

MMA: 160A/26.4V

MMA: 200A/28V

100%

TIG: 160A/16.4V

TIG: 200A/18V

MMA: 130A/25.2V

MMA: 160A/26.4V

Welding Current/Voltage Range

TIG: 3A/10.1V~200A/18V

TIG: 3A/10.1V~250A/20V

MMA: 20A/20.8V~160A/26 4V

MMA: 20A/20.8V~200A/28V

Open Circuit Voltage 70V~80V 70V~80V

Power Factor 038 0.8

Efficiency 80% 80%

TIG Pulse Frequency 0.2Hz~200Hz 0.2Hz~200Hz
Pulse Width (Ratio) 1~100% 1~100%
Arc-starting Current 5A~200A 5A~250A
Crater-filling Current 5A~200A 5A~250A
Current Up-slope Time 0.15~155 0.15~158
Current Down-slop Time 0.15~155 0.15~158
Pre-Gas Time 0.15~155 0.15~155
Flow-Gas Time 0.15~155 0.15~158
Spot ArcTime 0.15~10S 0.15~108

MMA Arc Force 10A~160A 10A~200A
Hot Start Time 0.1~35 0.1~3S
Hot Start Current 10A~160A 10A~200A

Dimension (LxWxH) 410x190x305mm 410x190x305mm

Weight (KG) 15KG 15KG

Water-cooling Unit: WC-100 (optional)

Operating Voltage 230V 50/60Hz

Rated Power 260W

Cooling Power 1.5KW(TL/MIN)

Maximum Pressure 0.3MPA/60HZ

Recommended Cooling Liquid 20%~40% ethanol/water

Tank Volume 6.5L

WWW.TOPWELLWELDERS.COM

PROTIG-315Di

Technical specifications

Item No

Rated Input Voltage

MASTERTIG-315Di
3PH ~ 380V £15%

Max. Load Power Capacity TIG: 11.63KVA
MMA: 10.38 KVA
Rated Duty Cycle(40°C)  60% TIG: 350A/24V

MMA: 250A/30V

100%

TIG: 315A/22.6V

MMA: 200A/28V

Welding Current/Voltage Range

TIG:3A/10.1V~350A/24V

MMA: 20A/20.8V~250A/30V

Open Circuit Voltage

70V~80V

Power Factor 0.85
Efficiency 85%
TIG Pulse Frequency 0.2Hz~200Hz
Pulse Width (Ratio} 1%~100%
Arc-starting Current 5A~315A
Crater-filling Current 5A~315A
Current Up-slope Time 0.15~158
Current Down-slop Time 0.15~15S5
Pre-Gas Time 0.15~155
Flow-Gas Time 0.15~158
Spot Arc Time 0.15~10S
MMA Arc Force 10A~250A
Hot Start Time 0.1~3S
Hot Start Current 10A~250A
Dimension (LxWxH) 540x240x480mm
Weight (KG) 23KG
Water-cooling Unit: WC-100 (optional)
Operating Voltage 230V 50/60Hz
Rated Power 260W
Cooling Power 1.5KW(1L/MIN)
Maximum Pressure 0.3MPA/60HZ

Recommended Cooling Liquid

20%~40% ethanol/water

Tank Volume

6.5L

WWW.TOPWELLWELDERS.COM
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Technical specifications

tem No

Rated Input Voltage
Max. Load Power Capacity

Rated Duty Cycled0°C)  60%
100%
Welding Current/Voltage Range

Open Circuit Voltage
Power Factor
Effidiency
TG Pulse Frequency
Pulse Width (Ratio)
Arcstarting Current
Crater-filling Current
Current Up-slope Time
Current Down-slop Time
Pre-Gas Time
Flow-Gas Time
Spot Arc Time
MMA Arc Force
Hot Start Time
Hot Start Current
Dimension (LxWxH)
Weight (KG)

Water-cooling Unit: WC-150
Operating Voltage
Rated Power
Cooling Power

~ Maximum Pressure

" Recommended Coaling Liquid
TankVolume

WWW.TOPWELLWELDERS COM

PROTIG-400CT

3PH ~ 400V £15%
TIG: 1439 KVA

MMA: 1421 KVA

TIG: 400726V

MMA: 315A/32.6V

TIG: 315A/22.6V

MMA: 250A/30V

TIG: 3A/10.1V~400A/26V
MMA: 204/20.8V~315A/32.6V
70V~80V

085

85%

02Hz~200Hz

1~100%

5A~400A

5A~400A

0.15~155

0.15~155

0.15~155

0.15~155

0.15~105

10A~315A

0.1~35

10A~315A
960x420x900mm

70KG

PROTIG-500CT

3PH ~ 400V £15%
TIG: 20.76 KVA

MMA: 19.93 KVA

TIG: 500A/30V

MMA: 400A/36V

TIG: 400A/26V

MMA: 315A/32.6V

TIG: 3A/10.1V~500A/30V
MMA: 204/20.8V~400A/36V
70V~80V

085

85%

0.2Hz~200Hz

1~100%

5A~500A

5A~500A

0.15~158

0.15~155

0.15~15$

0.15~158

0.15~108

10A~400A

0.1~35

10A~400A
960x420x900mm

70KG

230V 50/60Hz
2600

1.5KW(IL/MIN)
0.3MPA/60HZ

20%~40% ethanl water
650

Accessor

I
3

For Standard accessoties

0

TG torch:TIG 26

?

Electrode holder and Earth damp

Accessories

For Standard accessories

[

THG torch: TiG 18

For Optional accessories

?

Electrode holder and Earth clamp

Accessories

For Standard accessories

[

TiGtorch: TIG 18

For Optional accessories

Argon gas regular

PROTIG-200Di/250Di

For Optionaf accessoties

Water cooling unit: WC 100 Argon gas regular

[

TIGtorch: TIG 26 Trolfey:WT 100

PROTIG-315Di

For Optional accessories

Water coofing unie WC 100 Argon gas regular

[

TIG torch: T1G 26 Trolley-WT 100

PROTIG-400CT/500CT

=2

Electrode holder and Earth clamp

1

Trolley:WT 150 Hand fold Remote Controfler
for TIG torch

Water coofing unit: WC 150

g

Foot Pedal

Hand hold Remote Controller
forTIGtorch

g

Foot Pedal

Hand fold Remote Controfler
for TIG torch

g

Foot Pedal
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