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Hereby we state that we provide one year of guarantee for this welding machine since the date of
purchase.
Please read and understand this instruction manual carefully before the installation and operation of this

machine.

The contents of this manual may be revised without prior notice.
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1. SAFETY

Welding and cutting is dangerous to the operator, people in or near the working area, and the
surrounding, if the machine is not correctly operated. Therefore, the performance of welding/cutting must
only be under the strict and comprehensive observance of all relevant safety regulations. Please read and
understand this instruction manual carefully before the installation and operation.

The switching of function modes is possibly damaging to the

machine, while the welding operation is performed.

Do disconnect the electrode-holder cable with the machine,
before the performance of welding.

A safety switch is necessary to prevent the machine from

electric-leakage.

Welding tools should be of high quality.
Operators should be qualified.

Electric shock: It could be fatal!

Connect the earth cable according to standard regulation.

Avoid all contact with live electrical parts of the welding circuit,
electrodes and wires with bare hands. It is necessary for the operator
to wear dry welding gloves while he performs the welding task.

The operator should keep the working piece insulating from

himself/herself.

Smoke and gas generated while welding or cutting: harmful to people’s
health.

Avoid breathing the smoke and gas generated while welding or
cutting.

Keep the working area well ventilated.

Arc rays: harmful to people’s eyes and skin.

Wear welding helmet, anti-radiation glass and work clothes while the [ - 5
welding operation is performed.

Measures also should be taken to protect people in or near the

working area

Fire hazard
The welding splash may cause fire, thus remove flammable material A, ':‘*ﬂm
1 & [

away from the working place. Fomd '-}‘.5’*-

. o . & TR
Have a fire extinguisher nearby, and have a trained person ready to L aCER |

. T o L

use it. L e %

Noise: possibly harmful to peoples’ hearing.
Noise is generated while welding/cutting, wear approved ear i
protection if noise level is high., i |
Machine fault: ]
Consult this instruction manual.

Contact your local dealer or supplier for further advice.
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2.GENERAL DESCRIPTION

This welding machine is composed of the inverter MIG welder power supply with invariable voltage output
external characteristics manufactured with advanced IGBT inverter technology designed by our company.
With high-power component IGBT, the inverter convert the DC voltage, which is rectified from input
50Hz/60Hz AC voltage, to high-frequency 20KHz AC voltage; as a consequence, the voltage is
transformed and rectified. The features of this machine are as follows:

® |GBT inverter technology, current control, high quality, stable performance;

® Closed feedback circuit, invariable voltage output, great ability of balance voltage up to £15%;

® FElectron reactor control, stable welding, little splash, deep molten pool, excellent welding bead
shaping;

® Welding voltage can be preset, and the voltmeter displays the preset voltage value when not welding.
® Both welding current and welding voltage can be observed at the same time.

® Slow wire feeding during arc starting, remove the melting ball after welding, reliable arc starting;

® \Wire feeding part is separated from the welding machine, wide welding operation range.

® Small-sized, light-weighed, easy to operate, economical, practical.
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Unpacking your machine

When unpacking, inspect carefully for any damage that may have occurred during transit. Check carefully
to ensure all the contents on the list below have teen received in good condition

Included items:

® MIG Welder

® Operator’'s Manual

® Electrode Holder with cable
® Earth Clamp with cable
® MIG torch

® Gas hose

(]

Gas regulator

Operating environment

Adequate ventilation is required to provide proper cooling for the machine. Ensure that the machine is
placed on a stable level surface where clean cool air can easily flow through the unit. The machine has
electrical components and control circuit boards which will be damaged by excessive dust and dirt, so a
clean operating environment is essential

Block Diagram

INPUT T

tot}————o| C ONTROL eetp—roe—————————

PWM
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3.MAIN PARAMETER

MODEL DA351MMIGDP
Power Supply Voltage 415+10%
Rated Input Capacit
put Zapactly 8.9 7.8 6.8
Rated Input Current 23 20 18
Output Current Range 50-350 10-300 10-350
Function MIG MMA TIG
\ \ \
60% 350A % 9
Duty Cycle(40°C 10min) A 60% 300A 60%350A
100% 271A 100% 232A 100%271A
No Load Voltage 84
Efficiency 77%
Power Factor 0.73
P 21S
Insulation Class H
Cooling Way FAN & AIR
Dimension 950*560*860
. . 0 01 0. ©2.5,03.204.
Wire Diameter 0.8-0.9-1.0-1.2 0.05.0
Note:

The welding duty cycle is the percentage of actual continuous welding time that can occur in a ten minute cycle. For
example: 15% at 180amps- this means the welder can weld continuously at 180amps for 1.5 minutes andthen the unit
will need to be rested for 8.5 minutes.

The duty cycle can be affected by the environment in which the welder is used. In areas with temperatures exceeding
40°C, the duty cycle will be less than stated. In areas less than 40 C, higher duty cycles have beenobtained

All tests on duty cycles have been carried out at 40°C, so in practical working conditions the duty cycles will bemuch
greater than those stated above.
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4 INSTALLATION AND STRUCTURE
41 Front Panel Instruction

Figure 1

1. WIRE CHECK
MG AL LIFT TG VLS , 2 GAS CHECK
3. Mode and voltage regulation

4. Mode selection interface Enter
button

5. Function button

6. Adjustment Knob
-Function adjustment knob
- Current adjustment

- Inductance adjustment

- Wire diameter adjustment
- 2T/4T adjustment

- Post-flow adjustment

- Slow wire-feeding adjustment
- Hot start adjustment

- ARC force adjustment

- VRD adjustment

Figure 2

7. Aero socket
For spool gun function.

8. Torch “Euro” connector

9. Positive (+) Welding Output
Terminal

10. Polar conversion line

10.Negative (-) Welding Output
Terminal
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4.2 Welding wire reel installation

Wire spool Retaining Knob

® | oose the wire spool retaining knob,install the wire reel on the holder of wire feeding machine, the hole of
wire reel should align with fixed pin on the holder.

® | oose tensioner arm,choose different wire feeding groove according to the wire dimension. (Note: aluminum
welding chooses U-shape groove, other welding wire choose the V-shape groove

® |oose the nut of wire pressing roller, thread the welding wire from the spool through the wire input guide
tube, through the roller groove and into the outlet guide tube. Note: adjust the tensioner and impact the wire,
to make sure the wire will not slide. Avoid the wire deformation due to the oversize pressure

® Release the wire by rotating the wire reel anticlockwise. In order to avoid wire loose, the new wire reel will fix
the top of wire on the edge of wire reel. Please cut off this top of wire.

® choose different wire feeding groove position according to the wire diameter.

Press “wire check” button to lead out the wire.

AWarning!

- Before changing the feed roller or wire spool, ensure that the mains power is switched off
- The use of excessive feed tension will cause rapid and premature wear of the drive roller, the support bearing

and the drive motor.
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4.3 Welding Set Up & Operation

NOTE:

Please connect the power line of the welder to the input voltage consistent with the parameters on the machine
nameplate

Setup operation as below,please operate refer Figure1 & Figure2 on Page6

4.3.1 Setup for gas shielded MIG welding operation

.|+ y

hraking par gRugT "". i
A 4...\-
. . Has ke r,*'.-- ';*_'\-1 1

T, e——T NOTE

| (i e ’

& I ™ =] In this figure, AC 415V is only an example.
A Vo Please Connect the input voltage consistent
ﬁ". with the nameplate parameters.

ot damip
S e =
KI5 ek

AWarning!-Gas shielded MIG welding requires a shielding gas supply, gas regulator and gas shielded MIG
wire. These accessories are not supplied standard with the MIG machine. Please contact your local dealers for
details

® Connect the gas bottle (equipped with the CO2 flow gauge) and the gas inlet with gas tube.

® Connect the terminal of the earth clamp with the negative output, another side is clamped on
the workpiece

® Connect the MIG torch with the output terminal on the wire feeding machine, insert the
welding wire through the MIG torch manually.

® Connect the wire feeding machine input cable with the positive terminal of power source. The
control cable of wire feeding machine should be connected with the control connector of
power source.

H www.duralloy.netau | 1300 369 456
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4.3.2 Setup for gasless MIG welding operation

® Connect the MIG Torch Euro Connector to the torch
socket on the front of the welder . Secure by firmly
hand tightening the threaded collar on the MIG

Torch Euro Connector clockwise.

® Check that the correct flux cored, gasless wire,
matching drive roller and welding tip are fitted

® Connect Torch Connection Power Lead to the
negative (-) welding output terminal

® Connect Earth Lead Quick Connector to the positive

(+) output welding terminal .

® Connect Earth Clamp to the work piece. Contact
with work-piece must be strong contact with clean,
bare metal, with no corrosion, paint or scale at the
contact point.

4.3.3 Setup for spool gun operation

® Connect Earth Lead Quick Connector to the

negative (-) output welding terminal

® Connect polar conversion line to the positive (+)

® Connect the spool gun to the euro type torch
connector on machine ,and fasten by clockwise

® Connect the spool gun switch plug to the aviation
socket on machine ,and fasten by clockwise

o e
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4.3.4Setup for MMA welding operation

® Connect Electrode holder Quick Connector to
the positive (+) welding output terminal

® Connect Earth Lead Quick Connector to the
negative (-) output welding terminal See

picture below

AWa rning! - MMA/Stick Welding requires an MMA lead set.

4.3.5Setup for TIG welding operation

® Connect Lift TIG torch Quick Connector to the
negative (-) output welding terminal

® Connect Earth Lead Quick Connector to the
positive (+) welding output terminal

® Connect the air hose of Lift tig torch with the
Argon meter connector. See picture below

Direct Current Straight Polarity (DCSP)

® Direct Current Straight Polarity (DCSP)

Torch is connected with the negative (-)terminal of the power source and work-piece is connected with the
positive(+)terminal.

® Direct Current Reverse Polarity (DCRP)

Work-piece is connected with the negative (-)terminal of the power source and torch is connected with the
positive(+) terminal.

Generally, it is usually operated in Direct Current Straight Polarity (DCSP) in TIG welding mode

AWarning! - TIG operation requires an argon gas supply, TIG torch, consumables and gas regulator. These accessories are

not included standard with the MIG machine; contact your supplier for further details.

0 www.duralloy.net.au | 1300 369 456
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4.3.6 Gas bottle Installation

Connection of Shield Gas

Connect the CO2 hose, which come from the wire feeder to the
copper nozzle of gas bottle. The gas supply system includes the gas
bottle, the air regulator and the gas hose, the heater cable should be
inserted into the socket of machine’s back, and use the hose clamp to
tighten it to prevent leaking or air-in, so that the welding spot is
protected.

Please note

1) Leakage of shielding gas affects the performance of arc welding.

2) Avoid the sun shine on the gas cylinder to eliminate the possible
explosion of gas cylinder due to the increasing pressure of gas
resulted from the heat.

3) Itis extremely forbidden to knock at gas cylinder and lay the
cylinder horizontally. r

4) Ensure no person is up against the regulator, before the gas release
or shut the gas output.

5) For machine with heating power output, insert the power supply o

o

plug of the heater into the 36 VAC (5A) socket on the back panel of the J
welding machine. For machine without heating power output, should - i~

%L o
use the AC220V heater . i x’_ L

__I.l P 7

.'- :| 2 o .li_..

6) The gas output volume meter should be installed vertically to f ‘

ensure the precisely measuring.

AWarning!-Since the arc of MIG welding is much strong than that of MMA welding, please wear
welding helmet and protective clothing.

12 www.duralloy.netau | 1300 369 456




DURALLOY® DA35IMMIGDP OWNER’'S MANUAL

4.3.7 The welding material,wire diameter, process and gas selection

DA351MMIGDP
Material Wire diameter Process Gas
Carbon steel 0.8/0.9/1.011.2 Constant voltage MIG 100% CO2

Carbon steel

0.8/0.9/1.011.2

Constant voltage MIG

75% Ar+25% CO2 mixed gas

Carbon steel

0.8/0.9/1.011.2

Single/ Double Pulse

80% Ar+20% CO2 mixed gas

Stainless steel

0.8/0.9/1.011.2

Single/ Double Pulse

80/20 mixed gas

Stainless steel

0.8/0.9/1.011.2

Single/ Double Pulse

97.5/2.5 mixed gas

Aluminum silicon

1.0/1.2

Single/ Double Pulse

100% pure argon

Aluminum magnesium

1.0/1.2

Single/ Double Pulse

100% pure argon

CuslI 0.8/0.9/1.011.2 Single/ Double Pulse 100% pure argon
DA351MMIGDP
Material Wire diameter Process Gas
Carbon steel 0.8/0.9/1.01.2 Constant voltage MIG 100% CO2

Carbon steel

0.8/0.9/1.011.2

Constant voltage MIG

75% Ar+25% CO2 mixed gas

Carbon steel

0.8/0.9/1.011.2

Single/ Double Pulse

80% Ar+20% CO2 mixed gas

Stainless steel

0.8/0.9/1.011.2

Single/ Double Pulse

80/20 mixed gas

Stainless steel

0.8/0.9/1.011.2

Single/ Double Pulse

97.5/2.5 mixed gas

Aluminum silicon

1.0/1.2

Single/ Double Pulse

100% pure argon

Aluminum magnesium

1.0/1.2

Single/ Double Pulse

100% pure argon

Cusl

0.8/0.9/1.011.2

Single/ Double Pulse

100% pure argon

Note: Since the arc of MIG welding is much strong than that of MMA welding, please wear welding helmet and

protective clothing.

www.duralloy.net.au |
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5.WELDING FUNCTION &OPERATION

5.1 Controls for DC Normal MIG welding

Note: Please operate refer Figure1 on Page7

: s FACTOIE S by
Bl e ® Switch the machine on using the mains power
switch . Wait 5 seconds for the digital control
LW I—I = B program to load up. Press the Left button to
f I,"’I mode section, and select the DC MIG mode by
' | Left knob , and press the Left knob to confirm

f the selection.
=T — nru 1= = LIET TiH=

TR

] F .f" ":-“.:.::.-.'-I o
D’]I ) LSS C ol ® The multi function digital display will show two

numbers. On the top is the preset welding voltage,
on the bottom is the preset wire feeding speed.
These values are adjusted by rotating the Left
knob. Wire feeder speed(welding current) is
adjusted by rotating the Right knob Because of the
synergic digital programming, both the voltage and

the wire speed will adjust together.

Actual welding voltage Welding Voltage and Current

® Press the Right Button again to return to
the main wires peed/voltage adjustment
screen. If the control panel is not adjusted
after 5 seconds it will also return to the
primary MIG adjustment mode. Or press
the Left/Right to return to the primary MIG
adjustment mode directly.

® During welding the screen display will
change to show the actual welding voltage

and welding current as picture show.

Actual welding current

14 www.duralloy.net.au | 1300 369 456
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NS W STEED i e B Voltage fine adjustment
':'I!.:'

® To adjust the voltage independently, Rotate Left
Knob to adjust the welding voltage. This will change

. ¥ and give the display screen as below.

® Then use the Left knob to adjust the welding
voltage -5 - +5V from the standard synergic setting.
This will not change the wire speed. It is
recommended for ease of use that the wire feed
target speed is adjusted first and then the voltage

setting fine- tuned if necessary.

Inductance adjustment

® Press the Right button again to adjust the
inductance of the welding arc. Use the Right
Knob (3) to adjust the inductance from -10 (less
inductance) to +10 (more inductance).

Inductance adjustment

Caution

A quick note regarding inductance - this effectively adjusts the intensity of the welding arc.inductance
makes the arc ‘softer’, with less weld spatter. Higher inductance gives a stronger driving arc which can
increase penetration. Optimum inductance settings are affected by many welding variables such as:
material type, shielding gas joint type, welding amperage, wire size. welding amperage, wire size.

VIIG JsTeen

=i "
. P 4
AR, 1 4 : 2 Wire Diameter
) 8

® Wire diameter selection-Press the right
button,enter the wire diameter
selection.Turn the right knob to select the
wire diameter.

15 www.duralloy.net.au | 1300 369 456
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NS FiSTEELY.

.

74

2.0
mim LB mimin

4.0

mirmin

|1|,'-IT I IS ‘.-"" ; ; :-:-'l-:l' E_-E‘_ |__'| ::__ 31 o Iﬁ;-i:'i._' e R ..r!-.__..-:!;!.l e

==
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2T/AT function

® press the Right Button ,2T/4T Selection
Switch to move between 2T and 4T modes.
4T operation means the trigger is pulled
once to start welding and pulled again to
stop. This is useful for long weld joints. 2T
mode, the trigger must be depressed and
held during welding.

Post-flow time

®  Press the right button, to adjust the
post-flow time. Turn the right knob to adjust
post time.

Slow wire-feeding
®  Press the right button,turn the right knob
to adjust the slow wire-feeding.

1300 369 456
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5.2Controls for Single & Double Pulse MIG welding

Note: Please operate refer Figurel on Page7

5.2.1 Controls for Double Pulse MIG
Note: In Double pulse MIG mode, Voltage fine adjustment, Welding voltage and current adjustment, Inductance/ Wire
diameter/ 2T&4T adjustment same as 5.1 DC MIG mode.

MDDESELECT
FRESE THE KOO TO NEXT STEP

® Press the Left button to mode section, and
selectthe Double pulse MIG mode by Left
knob , and press the Left knob to confirm

the selection

|y

0Ol N == e i | (=TT = | OIET IS
=T ==

Pulse Frequency (from 1.0 to 2.5)

®  Press the right knob, and trun the right knob
to adjust the pulse frequency. After pulse
frequency selected,press the right knob to

storage it.

“W” Pulse Width (from 20 to 80

® Press the right knob to enter the pulse width
adjustment, turn the right knob to select pulse
width, and press the right knob to storage it.

® Pulse width is to adjust the duration of pulse
welding current, the wider the pulse width, the
weld bead is wide and deep, vice versa is

narrow and shallow

“A” Base Current (from 20 to 99)

® Press the right knob to enter the pulse base
current adjustment, turn the right knob to
adjust the base current, and press the right
knob to storage it.

® Base current is to adjust the amount of arc
current maintained during pulse welding

Note: Pulse Frequency / Pluse Width / Base current only available for DOUBLE PULSE mod

17 www.duralloy.netau | 1300 369 456
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5.2.2 Controls for Single Pulse MIG

Note: In Single pulse MIG mode, Voltage fine adjustment, Welding voltage and current adjustment,
Inductance/ Wire diameter/ 2T&4T adjustment same as 5.1 DC MIG mode.

FRACSS THE KMNOR TO NEXT STER MODOESELECT

® Press the Left button to mode section, and
select the Single Pulse MIG mode by Left
knob , and press the Left knob to confirm the

selection.

W R
B2 W s

WY ey s s

=21 m =
i i i

Cool Pulse

® Single pulse frequency is automatically

1 g 4 2 £ matched and adjusted (pulse frequency is

- I, proportional to current). When the wire
feeding speed is less than 2.5m/min in
single pulse mode,welder will enter COOL
PULSE mode automatically. Welding
material use in single pulse mode is suitable
for cold pulse welding.

NOTE, COOL PULSE welding only appear under the
single pulse mode

5.3 MMA/STICK mode operation

Note: Please operate refer Figure1l on Page6

; PETEL MODE B )
by A S L ' ® Press the Left button to mode section, and

select the mode by Left knob, and press
the Left knob to confirm the MMA selection.
| [
r—

-

| j_ = 1[}

L= [ (W] BT TS
[= =
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ﬁT ﬁ..-q -':"1: e g iy Wl il o g r.-"'.l-—..;'-u_"j 415
v 17.1

e J ® When welding the display will change to
show actual welding volts and amperage.

® Turn the right knob to adjust the welding

B 40

current

200

"VRD ON

Welding current adjustment

¢ T e e AL Hot start 0-10
VTV A /= 415V ,
= # ®  Press the right button to enter Hot Start

. L"'.: 10 adjustment. Twist the right knob to
v 1 7 ! 1 adjust the HOT START range

B 40

200

“VRD ON

r J f e — il e B B i - g i =
VIV S ' - . = 415V ARC force 0-10
- I ® Press the right button to enter Arc Force
i . . .
vV 1 7 1 craaT adjustment. Twist the right knob to
" adjust the ARC FORCE range

‘B 10

200

VRO ON
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VIRV AT s I
4 o - S = ® VRD stands for Voltage Reduction
3 - Y F I Device. The open circuit voltage at the
V 1 ?' 1 output terminals of an MMA welding

: power source is high enough to
. ] potentially cause an electric shock to a
s person if they come into contact with the
2 0 U live terminals.
® VRD is a safety system that reduces this
open circuit voltage to a level where the
risk of electric shock is minimized. It

does, however, make striking of the arc
more difficult. Press the Right button to
switch VRD on/off.

5.3 Lift TIG operation

Note: Please operate refer Figure1l on Page6

PRERE THE HNOR TR NEXT STHER MODESELECTT

® Press the Left button to mode section,
o and select the mode by Left knob , and
| fl_ ' press the Left knob to confirm the LIFT

|4|!

TR R
bhi il BE

TIG selection.

EIET 'TI [ S —-'uf.l 415V

® When welding the display will change to

v 1 8 5 =R show actual welding volts and amperage.
L SETUP

® Turn the right knob to adjust the welding

current

Welding current adjustment

20 www.duralloy.netau | 1300 369 456
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5.4 Error Code WARNING! & Operation

‘ . CARGLTE 0 A

OVER
TEMPERATURE

OVER CURRENT

PLEASE RESTART
THE MACHINE

21 www.duralloy.net.au

OVER TEMPERATURE!

When welder operates at full load maximum
current for a long time, a OVER TEMPERATURE
will appear . This means that the temperature
inside the machine has exceeded the standard
temperature. Please stop welding immediately,
but do not turn off the power and let the fan
continue to operate and let the welder cooling.
Welding can be resumed after the welding
temperature drops below the standard
temperature and there is no warning display of
OVER TEMPERATURE.

OVER CURRENT!

When the IGBT current exceeds the safety
value when the welding machine is running,
the welding machine will enter the OVER
CURRENT protection to prevent the damage of
IGBT. Please stop welding immediately, turn off
the welder for 10-30s and then restart it.If the
OVER CURRENT warning still appear, need to
be repaired by professional maintenance

personnel.

| 1300 369 456
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6. WELDING PARAMETERS TABLE

The option of the welding current and welding voltage directly influences the welding stability, welding quality
and productivity. In order to obtain the good welding quality, the welding current and welding voltage should be
set optimally. Generally, the setting of weld condition should be according to the welding diameter and the
melting form as well as the production requirement.

The following parameter is available for reference.

6.1 setting the welding current

The selection of welding current, voltage and ARC will influence the stability, welding quality and the productivity
during the welding process. In order to keep a good welding quality, the welding current should match the
voltage and the ARC well. Select the wire diameter according to the globular transfer and the production
requirement.

Refer to the below list, choose the common welding current, ARC and voltage.

Range of welding current and voltage in CO2 welding

Short circuit transition Granular transition
Wire & (mm)
Current (A) Voltage (V) Current (A) Voltage (V)
0.6 40"70 1719 160™400 25%38
0.8 60100 18™19 200500 2640
1.0 80™120 18™21 2007600 27740
1.2 100™150 19723 3007700 28%42
1.6 1407200 20724 500™800 32744

6.2-The option of the welding speed

The welding quality and productivity should be taken into consideration for the option of welding speed. In case
that the welding speed increases, it weakens the protection efficiency and speeds up the cooling process. As a
consequence, it is not optimal for the seaming. If the speed is too slow, the work piece will be easily damaged,
and the seaming is not ideal. In practical operation, the welding speed should not exceed 30m/hour.

6.3 he length of wire stretching out

The increase of the length of the solder length, the melting depth, the melting of the wire and the increase of the
productivity; But the dry elongation passes large, the welding wire is easy to fuse, the splash is serious, make the
welding process unsteady. Generally, take the diameter of the wire 10-15 times long.

6.4 The setting of the CO2 flow volume
The protection efficiency is the primary consideration. Besides, inner-angle welding has better protection
efficiency than external-angel welding. For the main parameter, refer to the following figure.

Welding mode Lo . Thick wire CO> Thick wire, big
Thin wire CO2 welding welding current CO> welding
CO2 (L/min) 5~15 15~ 25 25~50
www.duralloy.netau | 1300 369 456




DURALLOY"® DA35MMIGDP OWNER’'S MANUAL

6.5 Parameter for butt-welding
(Please refer to the following figure)

N T I S

-°- i
Plate thickness Gap Wire Welding Welding Welding Gas volume
T (mm) g (mm) d (mm) current (A) voltage (V) speed (L/min)
(cm/min)

0.8 0 0.8~0.9 60~70 16™16.5 50™60 10
1.0 0 0.8~0.9 75785 17™17.5 50™60 10™15
1.2 0 1.0 70™80 17™18 4555 10
16 0 1.0 80™100 18™9 45755 10™15
2.0 0~0.5 1.0 100™110 19720 40755 10™15
2.3 0.5™.0 1.0 or 1.2 110™130 19720 50755 10™15
3.2 1.0M.2 1.0 or 1.2 130™150 19721 40750 10™5
45 12715 1.2 150170 2123 40750 10™5

6.6 Parameter for flat fillet welding

(Please refer to the following figure.)

0
} 14
[

Plate Corn size Wire Welding Welding Welding Gas volume
thickness I (mm) & (mm) current (A) voltage (V) speed (L/min)
t (mm) (cm/min)

1.0 2.573.0 0.8~0.9 70780 1718 50™60 10™5
1.2 2.573.0 1.0 70™100 18™19 50™60 10™5
1.6 2.573.0 1.071.2 90™120 18~20 50760 10™5
2.0 3.073.5 1.0v1.2 100™130 19~20 50760 10~20
2.3 2.573.0 1.0~ 1.2 120™40 19721 50760 10720
3.2 3.074.0 1.0 1.2 130170 19721 45%55 10720

40745 45755 10720
45 1.2 1907230 22724
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6.7 Parameter for fillet welding in the vertical position
(Please refer to the following figure.)

Plate Corn size Wire Welding Welding Welding speed | Gas volume
thickness I (mm) o (mm) current (A) voltage (V) TERIER (L/min)
t (mm)
12 2.573.0 1.0 7000 18™19 50760 10™5
16 25730 | 10712 90120 18720 50760 10™15
50 3.0735 10712 100130 1920 50760 10720
2.3 3035 | q0~12 120140 19721 50760 10720
3.2 3.074.0 1.0 1.2 130™70 22722 45755 10720
45 4.074.5 12 2007250 23v26 45755 10720

6.8 Parameter for Lap Welding
(Please refer to the following figure.)

A T L T
| ] ! | !

Plate Corn size Wire Welding Welding Welding speed | Gas volume
thickness | (mm) d (mm) current (A) voltage (V) YRR (L/min)
t (mm)
0.8 A 0.870.9 60~70 16™17 40745 10™5
1.2 A 1.0 80™100 18™19 45755 10™5
16 A 10712 100120 1820 45755 10™5
23 B 1.0 ¥ 1.2 1207140 1921 45750 15720
3.2 B 1.0 ¥ 1.2 130160 19722 45750 15720
B 40745 15~20
4.5 1.2 1507200 21724
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7. CAUTION

7.1. Working environment

1) Welding should be carried out in a relatively dry environment with its humidity of 90% or less.

2) The temperature of the working environment should be within -10°C to 40°C.

3) Avoid welding in the open air unless sheltered from sunlight and rain, and never let rain or water infiltrate the
machine.

4) Avoid welding in dusty area or environment with corrosive chemical gas.

5) Avoid gas shielded arc welding in environment with strong airflow.

7.2. Safety tips

Overheating protection circuit is installed in this welding machine. If the overheating generated inside this welding
machine, this welding machine will stop automatically. However, inappropriate use will still lead to machine
damage, so please note:

7.2.1. Ventilation:
High current passes when welding is carried out, thus natural ventilation cannot satisfy the welding
machine’s cooling requirement. Maintain good ventilation of the louvers of this welding machine. The
minimum distance between this welding machine and any other objects in or near the working area should
be 30cm. Good ventilation is of critical importance for the normal performance and service life of this
welding machine.

7.2.2. No over-load:
Over-load current could obviously shorten the welding equipment’s life, or even damage the machine.
A sudden halt may occur while the welding operation is carried out while this welding machine is of
over-load status. Under this circumstance, it is unnecessary to restart this welding machine. Keep the built-in
fan working to bring down the temperature inside the welding machine.

7.2.3. Avoid electric shock:
An earth terminal is available for this welding equipment. Connect it with the earth cable to avoid the static
and electric shock.
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8.MAINTENANCE

1. Disconnect input plug or power before maintenance or
repair on machine.

2. Be sure input ground wire is properly connect to a ground
terminal.

3. Check whether the inner gas-electricity connection is well

(esp. the plugs), and tighten the loose connection; if there S
is oxidization, remove it with sand paper and then = -[ =
re-connect. ik o

4. Keep hands, hair, loose clothing, and tools away from
electrical parts such as fans, wires when the machine is
switched on.

5. Clear the dust at regular intervals with clean and dry
compressed air; if the working condition is with heavy
smoke and air pollution, the welding machine should be
cleaned daily.

6. The compressed air should be reduced to the required
pressure lest the little parts in the welding machine be

damaged.

7. To avoid water and rain, if there is, dry it in time, and
check the insulation with mega-meter (including that
between the connection and that between the case and
the connection). Only when there is no abnormal
phenomenon should the welding continue.

8. If the machine is not used for a long time, put it into the
original packing in dry condition.
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9.DAILY CHECKING

To make best use of the machine, daily checking is very important. During the daily checking, please
check in the order of torch, wire-feeding vehicle, all kinds of PCB, the gas hole, and so on. Remove the
dust or replace some parts if necessary. To maintain the purity of the machine, please use original welding
parts.

Cautions: Only the qualified technicians are authorized to undertake the repair and check task of this
welding equipment in case of machine fault.

1.  Power supply

Part Check Remarks

1.0peration, replacement and installation of Switch.

Control panel | 2.Switch on the power, and check if the power indicator is on.

Fan 1.Check if the fan is functioning and the sound generated is  |f the fan doesn’t work or the sound is

normal. abnormal, do inner check.

Power supply | 1. Switch on the power supply, and check if abnormal vibration,
heating of the case of this equipment, variation of colors off

case or buzz presents.

1.Check if gas connection is available, case and other joints

Other parts are in good connection.

2. Welding torch
Part Check Remarks

1.Check if the nozzle is fixed firmly anddistortion of [Possible gas leakage occurs due to the unfixed

Nozzle the tip exists. nozzle.

2.Check if there is spatter sticking on the nozzle.  [Spatter possibly leads to the damage of torch. Use

anti-spatter to eliminate the spatter.

1.Check if the contact tip is fixed firmly. Unfixed contract tip possibly leads to unstable arc.
Contact tip
2.Check if the contact tip is physically complete. The physically incomplete contact tip possibly leads
to unstable arc and arc automatically terminating.
1.Make sure that there is the agreement ofwire and [Disagreement of the diameters of wire and wire feed
wire feed tube. tube possibly leads to the unstable arc. Replace
Wire feeding it/them if necessary.
hose 2.Make sure that there is no bending or elongation [Bending and elongation of wire feed tube possibly
of wire feed tube. leads to the unstable wire feed and arc. Replace it if
necessary.

3.Make sure that there is no dust or spatter
accumulated inside the wire feed tube, which |If there is dust or spatter, remove it.

makes the wire feed tub blocked.

4.Check if the wire feed tube and O-shaped seal  [The Physically incomplete wire feed tube or
ring are physically complete. O-shaped seal ring possibly leads to the excessive
spatter. Replace the wire feed tube or O-shaped seal

ring if necessary.

27 www.duralloy.netau | 1300 369 456




DURALLOY® DA35IMMIGDP OWNER’'S MANUAL

Part Check Remarks
1. Make sure that the diffuser of required specificationDefection weld or even the damage of torch occurs
Diffuser is installed and is unblocked. due to the non-installation of diffuser or the
unqualified diffuser.
3.  Wire feeder
Part Check Remarks
Pressure 1.Check if the pressure-adjusting handle is fixed [The unfixed pressure-adjusting handle leads to the

adjusting handle

and adjusted to the desired position.

unstable welding output.

1.Check if there is dust or spatter inside the hose or

beside wire-feeding wheel.

Remove the dust.

adjusting wheel

Wire-feeding 2.Check if there is a diameter agreement of wire [Non-agreement of the diameter of wire and
hose and wire-feeding hose. wire-feeding hose possibly leads to the excessive
spatter and unstable arc.
3.Check if rod and wire feeding groove are [Unstable arc possibly occurs.
concentric.
Wire-feeding 1.Check if there is an agreement of wire diameter [Non-agreement of wire diameter and wire-feeding
wheel and wire-feeding wheel. wheel possibly leads to the excessive spatter and
unstable arc.
2.Check if the wire groove is blocked. Replace it if necessary.
Pressure 1.Check if the pressure adjusting wheel can rotate [Unstable rotation or physically incompleteness of

smoothly, and it's physically complete.

the wheel possibly leads to unstable wire feeding

and arc.

4. Cables
Part Check Remarks
1.Check if the cable of torch is twisted
Torch cable 2.Check if the coupling plug is in loose connection. [The twisted torch cable leads to unstable wire
feeding and arc.
1.Check if the cable is physically complete. Relevant measures should be taken to obtain stable
Output cable | 2.Check if insulation damage or loose connection |weld and prevent the possible electric shock.
exists
Input cable 1.Check if the cable is physically complete.
2.Check if insulation damage or loose connection
exists.
1.Check if the earth cables are well fixed and not
Earth cable short-circuited. Relevant measures should be taken to prevent the
2.Check if this welding equipment is well |possible electric shock.
grounded.
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10. INSTALLATION INSTRUCTION

10.1 Main Machine & Trolley Assembly Instructions
10.1.1 Assembly EXPLOSION View

No. Assemble Parts Qty/pcs
@ Bolt 6x12 3
® Bolt 8x16 4
@ Gas cylinder support 1
@ Cross recessed countersunk head screw 5x12 4
® 8” wheel 8 2
® Frame shaft 8
@ Acorn hexagon nuts M14 2
Bolt8x16 8
© Universal wheel 2
Chassis backplane 1
@ Welding machine (packing individually) 1
@ Bolt 5x12 2
@B Bolt 5x16 4
@ Front plastic frame 1
® Torch support 1
@® Bolt 5x12 6
WD) Gas cylinder frame 1
@ Screw driver 1P1%;C$%anner 21éVIMMM1‘IIIDD% Spanneri3MM 4
; Spanner
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10.1.2 Installation Steps

Tools: NO.d® Screw driver 1PC; Spanner 21MM 1PC; Spanneri3MM 1PC; Spanner SMM1PC

Step1 NO.®+@+@®

Assemble®@Universal wheel on 10 Chassis backplane with (8) 8pcs Bolt8x16

r’ o = =
-, '.- —
-y T ol -
L, " A ™
P :-"; =

g = -" i

*_-

Step2 NO.GO+®+D+W+@D

NAssemble®8” wheel on ®Frame shaft with @ 2pcs Acorn hexagon nuts M14

2)Assemble semi-finished part in 1) on (0Chassis backplane with @ 4pcs Cross recessed

countersunk head screw 5x12

T ]

Step3 Semi-finished part in Step2+dD Main machine+
Assemble @) main machine on Semi- finished part from Step2 with 0 6pcs Bolt 5x12

assemble.

Down front plastic panel

Y

Step4 NO.O+I+®

Assemble ®Gas cylinder support on @main machine with @4pcs

Bolt 8x16
F'_‘ - :'._-'- :I--
=5

i |

- Y

- i e

A I‘h““‘;‘]. e %'

/ T a)
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Step5 NO.@+@+®
Assemble (DGas cylinder support on @Dmain machine with W3pcs Bolt 6x12

Step6 NO.G®+{D+d2

Assemble @DTorch support on @main machine with@2pcs Bolt 5x1

Step7 NO.@H+@)+@®

Assemble {DFront plastic frame on @Dmain machine with@4pcs Bolt 5x16

The Welder is assembled |
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11 .EXPLOSION DRAWING OF COMPLETE MACHINE

=

—

®
e

)
e
I ;l_

@ ¢

.\,
]
)

{
.

NO. Part name Consumables | NO. Part name Consumables
1 Machine case 16 Output reactor
2 | Side plate 17 | Output adapting piece
3 | Side cover plate | 18 | Rectifier bridge YES
4 | Side cover plate Il 19 | Main transformer
5 | Stiffening plate 20 | Filter board
6 | Wire Spool Shaft 21 | rectifier tube YES
7 | Wire feeding motor 22 | IGBT YES
o | PlSge B boud 23 [
9 | Front plastic plate(up) 24 | EMC board (optional)
10 | Front plastic plate(down) 25 | Control board
1 | Front metal plate(up) 26 | Power source board
12 | Front metal plate() 27 | Fan YES
13 | Base plate 28 | Rear metal plate
14 | clapboard 29 | Gas bottle tray
15 | frame 30 | Gas bottle location plate
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12.Warranty Information

Duralloy Welding Equipment / Plasma cutting range.
3 year Warranty*

Duralloy Industrial Supply warrants the original retail purchaser that the Duralloy Welding and
Cutting machines purchased will be free from defects in materials and workmanship for a period of 3
years* from the date of purchase by the customer. If a defect in material or workmanship becomes
evident during this period, Duralloy Industrial Supply will at its option;

e Repair the product (or pay for the repair of the product)
e Replace the product

In case of warranty claim the product should be returned to the original place of purchase, with
proof of purchase.

Any handling and transport costs (or other expenses) incurred in claiming warranty are not covered
by this warranty. The warranty schedule is:

e Duralloy Power source only* - 3 years

e Duralloy Regulator - 3 months
e MIG Torches- 3 months
e TIG Torches - 3 months
e Plasma Torches- 3 months
e Ancillary Equipment- 3 months

The Obligation of Duralloy Industrial Supply under this warranty is limited to the circumstance set
out above and is subject to:

e The customer being able to provide proof of purchase of the relevant equipment.

e A defect in either material or workmanship.

e The customer returning the product to Duralloy Industrial supply or an authorized repair
agent.

e The product not having been altered or tampered with.

e The product not having been used outside the normal operating parameters of this
equipment.

e The product to be in good condition and not damaged which may cause a fault

All goods come with a guarantee that cannot be excluded under the Australian Consumer laws. You
as a consumer are entitled to a replacement or a refund for a major failure .You are also entitled to
have the goods repaired or replaced if the products fail to be of acceptable quality:

This Warranty Provided by:
Duralloy Industrial Supply - (ABN - 81 831 839 268)
2 Hollylea Road Leumeah NSW 2560

1300 369 456
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