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Use proper size and type extension cord. If an extension 
cord is required, it must be of the proper size and type to 
supply the correct current to the welder without 
overheating. Otherwise, the extension cord could melt and 
catch fire or cause electrical damage to the welder. This 
welder requires use of an extension cord of 30 feet with a 
wire size rated at 10 AWG. Longer extension cords require 
larger size wire. If you are using the welder outdoors, use 
an extension cord rated for outdoor use signified by "WA" 
on the jacket. Performance of this welder may vary 
depending on condition in local line voltage. Extension 
cord usage may also affect welder performance.

Maintenance. For your safety, service and maintenance 
should be performed regularly by a qualified technician.

Do not operate tool if under the influence of alcohol or 
drugs. Read warning labels on prescriptions to determine 
if your judgment or reflexes are impaired while taking 
drugs. If there is any doubt, do not operate the welder.

Replacement parts and accessories. When servicing, use 
only identical replacement parts. Use of any other parts 
will void warranty. Only use accessories intended for use 
with this welder. Approved accessories are available from 
PRIMEWELD.

WARNING: The warnings, cautions, and instructions 
discussed in this instruction manual cannot cover 
all possible conditions and situations that may 
occur. It must be understood by the operator that 
common sense and caution are factors which 
cannot be built into this product but must be 
supplied by the operator.



WARNING: THIS WELDING MACHINE MUST BE CONNECTED TO A POWER 
SOURCE IN ACCORDANCE WITH LOCAL ELECTRICAL CODES
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, OR OPERATION OF THIS



The electric magnetic field that is generated during 
arc welding may interfere with the operation of 
various electrical and electronic devices such as 
cardiac pacemakers. Persons using such devices 
should consult with their physician prior to 
performing any electric welding operations. 
Exposure to electromagnetic fields during welding 
may have other health effects which are not 
known.
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.025"-.030" V-groove Drive Roll 2pcs

.035"-.045" Knurled-groove Drive Roll 2pcs
Hand-hold Welding Reference Lamination Paper Wing Nut

.045"(1.1mm) 
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120V 240V

50/60

68

MIG:25%
MMA/TIG:30%

80-708

MIG:.025-.045
Flux-cored:.035-.045

57.2

25.7*11.0*18.1

MIG:40-120
MMA:20-100
TIG:10-120

MIG:40-285
MMA:20-250
TIG:10-250

MIG:16-20
MMA:20.8-24
TIG:10.4-14.8

MIG:16-28.3
MMA:20.8-30
TIG:10.4-20

MIG:34.2
MMA:34.2
TIG:25.3

MIG:57.5
MMA:53.5
TIG:35.7

Rated Input Current (A)



door
door

welder

welder

welder



33

Screw the spool knob into the 
spool spindle.

spool knob

Spool
Spindle

spool knob

spool knob

spool knob

spool knob

spool adapter.







Knobs

Knobs
Rollers.

Rollers

they are Rollers

Rollers

Knobs







120VAC

240VAC

240V to 120V









Additional practice periods are also 
recommended whenever you weld:



VRD indicator

Fault indicator

Left Multifunctional
Data Display 

Wire feed/ Current
Adjustment Knob

Volts/Inductance
 Adjustment Knob

MIG Gun/Spool 
Gun Cable Socket Wire Feed

Control Socket

Right Multifunctional 
Data Display

2T/4T Selector

MIG/LIFT TIG /STICK
Selector

Advanced Features
Selector

Negative Output
Terminal

Wire Feed
Power Cable

Positive Output
Terminal



A voltage reduction device (VRD) is designed to reduce electric shock hazards present 
on the output of welding power source when operating in STICK mode. Note that the 
presence of VRD should not be used as a substitute for the use of appropriate safety 
practices as indicated in section one of this manual.
Both the green and red indicator lights only operate in STICK mode.
The green VRD ON light illuminates when the VRD is active. Under this condition the 
open circuit voltage of the unit is limited to below 24V DC thus reducing the potential 
of serious electric shock (such as when changing electrodes).
The red VRD OFF light illuminates when the VRD is inactive. Under this condition the 
output voltage of the unit will be at welding potential which in some cases may 
exceed 24V DC.

VRD Indicator

The yellow fault indicator will be illuminated when any of the faults are detected. All 
Faults will illuminate the indicator.

Fault Indicator

MIG Mode
This digital meter is used to display the pre-set (preview) Wirefeed Speed in Inches Per 
Minute (IPM) in MIG mode and actual welding amperage of the power source when welding. 
At times of non-welding, the digital meter will display a pre-set (preview) value of Wirefeed 
Speed. This value can be adjusted by varying the Left Knob.
STICK and LIFT TIG Modes
The digital meter is used to display the pre-set (preview) amperage in STICK / LIFT TIG modes 
and actual welding amperage of the power source when welding. At times of non-welding, 
the amperage meter will display a pre-set (preview) value in both STICK and LIFT TIG modes. 
This value can be adjusted by varying the Left Knob. When welding, this digital meter will 
display actual welding amperage in all modes.
At the completion of welding, the digital meter will hold the last recorded amperage value for 
a period of approximately 7 seconds in all modes. The amperage meter will hold the value 
until; (1) any of the front panel controls are adjusted in which case the unit will revert to 
preview mode, (2) welding is recommenced, in which case actual welding amperage will be 
displayed, or (3) a period of 7 seconds elapses following the completion of welding in which 
case the unit will return to preview mode.

Left Multifunctional Data Display



Press and release the button to change the selected operating mode of the trigger. The 
selected mode can be either “2T” (unlatched) or “4T” (latched) operation. The red indicator 
next to the button will illuminate to identify which mode is selected (2T or 4T). In the 4T 
mode once the weld has been started you can release the trigger and continue welding until 
the trigger is activated again or the welding arc is broken to stop the welding arc.

2T/4T Selector

Press and release this button to change the selected weld process mode from MIG to LIFT 
TIG to STICK. The weld process will change to the next process in the sequence each time the 
button is pressed and released. The red indicators next to the button will illuminate to 
identify MIG or LIFT TIG or STICK process mode.

MIG/LIFT TIG /STICK Selector

Long press the Advanced Features button for 3 seconds to enter or exit from the advanced 
programming mode. To exit, simply long press the button for 3 seconds again. Any changes 
made are saved. The advanced programming menu items are described in detail for each 
welding mode in Advanced Features Details.

Advanced Features Selector

MIG Mode
This digital meter is used to display the pre-set (preview) Voltage in MIG mode and actual 
welding voltage of the power source when welding. At times of non-welding, the digital 
meter will display a pre-set (preview) value of Voltage. This value can be adjusted by varying 
the Right Knob.
STICK and LIFT TIG Modes
This digital meter is used to display the Welding Output Terminal Voltage in STICK / LIFT TIG 
modes during non-welding or welding. This value can not be adjusted by varying the Right 
Knob.
When welding, this digital meter will display actual welding voltage in all modes. At the 
completion of welding, the digital meter will hold the last recorded voltage value for a period 
of approximately 7 seconds in all modes. The voltage meter will hold the value until; (1) any 
of the front panel controls are adjusted in which case the unit will revert to preview mode, (2) 
welding is recommenced, in which case actual welding amperage will be displayed, or (3) a 
period of 7 seconds elapses following the completion of welding in which case the unit will 
return to preview mode.

Right Multifunctional Data Display



MIG Voltage Control
In this mode the control knob is used to adjust the output voltage of the power 
source. The welding voltage is increased by turning the knob clockwise or decreased 
by turning the knob counter-clockwise. The optimum voltage level required is 
dependent on the type of welding application. The setup chart on the inside of the 
wire feed compartment door provides a brief summary of the required output 
settings for a basic range of MIG welding applications. The value may also be 
adjusted while a weld is in progress – if this occurs, the right display will briefly switch 
to show the adjusted value as the knob is turned, and will automatically revert back 
to showing the weld voltage measurements when the knob is not being turned.

Wire Feed Power Cable
This machine has polarity conversion. There is a positive output terminal and a  
negative output terminal between wire feeder and wire spool. When using solid wire 
with gas protection, torch socket should be connected to the positive output terminal 
and ground cable should be connected to the negative output terminal; When using 
flux-cored wire, the two connected cables should be exchanged.

Volts/Inductance Adjustment Knob

The Wire feed/current adjusting knob adjusts the amount of welding current 
delivered by the power source. In STICK and LIFT TIG modes, the amperage control 
knob directly adjusts the power inverter to deliver the desired level of output current. 
In MIG mode, the amperage knob adjusts the speed of the wire feed motor (which in 
turn adjusts the output current by varying the amount of MIG wire delivered to the 
welding arc). The optimum wire speed required is dependent on the type of welding 
application. The setup chart on the inside of the wire feed compartment door 
provides a brief summary of the required output settings for a basic range of MIG 
welding applications. The value may also be adjusted while a weld is in progress – if 
this occurs, the left display will briefly switch to show the adjusted value as the knob 
is turned, and will automatically revert back to showing the weld current 
measurements when the knob is not being turned.

Wire feed/Current Adjustment Knob
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STICK STICK
STICK

STICK

See chart1.

(See Chart 2)

Chart 2: The preset current under STICK mode

Current Knob
Left

7 seconds after setting the welding parameters, the data will
automatically be recorded. Moreover, the panel will display this data when
restarting the machine next time if parameters stay unchanged.



(Chart 3, Chart 4, Chart 5, Chart 6, Chart 7 and Chart 8)

Chart 5 Chart 6

Chart 7 Chart 8

Chart 3 Chart 4

Hot Start current adjustment: Long press the advanced features selector 
for 3 seconds to enter into menu mode. Press advanced features selector 
to choose HOT START function.  If choosing the ON function, press the 
advanced features selector to enter into HOT START TIME setting. Rotate 
volts knob to choose the time setting. The adjustment range is 0-2S. Press 
advanced features selector again to enter into HOT START AMP setting. 
Rotate volts knob to choose the percentage setting. The adjustment 
range is 0-200%. For example, 50A at 200%=100A.



(Chart 9 and Chart 10)

Chart 9 Chart 10

Chart 11 Chart 12

Arc Force Current Adjustment: Long press advanced features selector for 
3 seconds to enter into menu mode. Press advanced features selector to 
choose arc force function. Rotate volts knob to choose the percentage 
setting. The adjustment range is OFF-200%. For example, 50A at 200% = 
100A.

VRD Function Setting: When machine is under STICK mode, press 
advanced features selector for 3 seconds to enter into menu mode. Press 
advanced features selector to choose VRD function. Rotate volts knob to 
turn on or off VRD function. (See Chart 11 and Chart 12)



Chart 13

Chart 13).

Chart 14:

Chart 14

STICK

10

10

Left

7

restarting the stay



Chart 15

Chart 15)
STICK

I

7

restarting the stay



Chart 16_1

Chart 16_1

Chart 16_2

Chart 16_2

Chart 17 Chart 18

chart 19.

Under SPOOL GUN 12V mode Under SPOOL GUN 24V mode

Spool Gun Mode Setting: Choose the Spool Gun / MIG Gun switch to 
Spool Gun, the Multifunctional Data Display Screen show SPOOL GUN.  
Rotate volts knob can choose 12V or 24V. When machine is under MIG 
mode, long press advanced feature selector for 3 seconds to enter into 
menu mode. Press advanced feature selector to choose Process 
function. Rotate volts knob to choose ALUM. See Chart 17 and Chart 18.  



Chart 19_1 Chart 19_2
Chart 19

Chart 20

Chart 20_1 Chart 20_2

Chart 20

Synergic adjustment and manual adjustment switch function: Long 
press the MIG/LIFT TIG/STICK Selector for 3S to enter the synergic 
adjustment and manual adjustment switch function. Rotate the right  
knob to select SYN SET ON or OFF.
Select SYN SET ON, it will enter synergic adjustment, rotate the left 
knob, wire feed speed and voltage synchronous adjustment.
Select SYN SET OFF, it will enter manual adjustment, rotate the left knob 
to adjust wire feed speed, and rotate the right knob to adjust volts 
separately.See Chart 21 and Chart 22.  



Advanced Features Details

Then long press the Advanced Features button for 3S to 
enter or exit from the Advanced Features programming 
function of the welder, then press and release the 
Advanced Features button to move forward through the 
list.

Select the weld process you wish to view Advanced 
Features for.

To change the value of that parameter, simply turn the 
right knob to change it. If the setting has been changed 
from its previous value, the welder will save the new value 
when the advanced features selector is pressed to view the 
next parameter or if the user activates a control to cause 
the welder to exit Advanced Features mode as described 
earlier. 

Chart 21: Synergic set turn on Chart 22: Synergic set turn off



Left Display Right Display

MIG/MAG/FLUX Mode Advanced Features Menu map 

PROC / ESS
WIRE / DIAM
PRE- / FLOW
POST / FLOW

Run / IN
BURN / BACK
WIRE / SHRP

SPOT
SPOT / TIME

STCH
STCH / TIME
DWEL / TIME
WFS / UNIT
FACT / DFLT

HR
Press Advanced Button for 3s 

to Exit to Welding Mode

Advanced Menu-MIG
Mode

Advanced Features Selection

C25/C100/FLUX/ALUM
0.025/0.030/0.035/0.045

0.0-2.0 S
0.0-10.0 S
30-150%

0.00-1.00 S
ON  OFF
ON  OFF

0.1-20.0 S
ON  OFF
0.2-4.0 S
0.1-1.0 S

MPM  IPM
NO  YES

0.0-9999.9
Press Advanced Button for 3s 

to Exit to Welding Mode

Advanced Menu-MIG
Options or Range

Right Knob Selection

NOTE: SPOT TIME and STCH TIME and DWEL/TIME are only active 
when SPOT or STCH are “ON”.

LimitsFunction
Left
Display

Right
Display
(Factory Default
Values)

Comments

MIG Operator
Controls

C25 C25/C100/
FLUX/ALUM

PROC/ESS

Wire Diameter 0.030 0.025/0.030/
0.035/0.045

WIRE/DIAM

Pre Flow 0.1 0.0-2.0SPRE- /FlOW

Post Flow 1.0 0.0-10.0SPOST/FLOW

Run In 30 30-150%RUN/IN

C25=75%Ar+25%CO2
C100=100%CO2
FLUX=No Gas,Use the cored self-protecting 
wire.
ALUM=100%Ar,Use the aluminum wire. Adjust 
the parametes by selected Shielding gas.

Adjust the parametes by selected wire diameter.

Shielding gas flows for the time specifed before 
an arc is initiated.

Shielding gas flows for the time specifed after 
an arc has extinguished.

Wirespeed runs as a percentage of preset 
wirespeed.



LimitsFunction
Left
Display

Right
Display
(Factory Default
Values)

Comments

Burn Back 0.10 0.00-1.00SBURN/BACK

Wire Sharp ON ON-OFFWIRE/SHRP

SPOT OFF OFF-ONSPOT

Spot Time 2.0 0.1-20.0SSPOT/TIME

Stitch OFF OFF-ONSTCH

Stitch Time 2.0S 0.2-4.0SSTCH/TIME

Dwell Time 0.5S 0.1-1.0SDWEL/TIME

Wire Feed 
Speed Units

IPM MPM-IPMWFS/UNIT

Restore Factory
Defaults

NO NO-YESFACT/DFLT

Arc Hour 
Accumulated
Runtime

0.0 0.0-9999.9HR

The time difference between turning the wire 
feed OFF and the voltage is turned OFF.
Wire Sharp adds a burst of current at the end 
of a weld to remove the ball at the end of the 
wire. This improves the restart of the next weld.

Spot is used to weld two thin plates together at 
a desired location by melting the top & bottom 
plates together to form a nugget between 
them. The weld time is set by the Spot Time.
Spot Time is the time used for the Spot weld 
mode.
Stitch is used to weld two or more components 
by stitch or interval weld together. The weld 
time is set by the Stitch Time and the non weld 
time is set by the Dwell Time.

Stitch Time is the time used for the weld time 
in Stitch weld mode.

Dwell Time is the time used for the non weld 
time in Stitch weld mode.

IPM provides preview wirespeed in Inches Per 
Minute. MPM provides preview wirespeed in 
Metres Per Minute.
Long press advanced features selector for 3 
seconds to enter into menu mode, press 
advance features selector to choose Factory 
default setting, rotate volts knob to choose yes 
or no, and press MIG/LIFT TIG/STICKER selector 
to confirm yes or no. When YES is selected all 
the user adjustable values in this table (except 
Arc Hour Accumulated Runtime) are reset to 
the Factory Default Values. 
Provides Arc On Hours that the power source 
has welded. The number displayed is in hours 
and read only. It will rollover to 0 once 10,000 
hours have been reached.



Left Display Right Display

STICK Mode Advanced Features Menu map

HOT / STRT
HS / TIME
HS / AMPS

ARC- / FRCE
VRD

FACT / DFLT
HR

Press Advanced Button for 3s
to Exit to Welding Mode

Advanced Menu-STICK
Mode

Advanced Features Selection

ON  OFF
0.0-2.0 S
0-200%

OFF-200%
ON  OFF
NO  YES

0.0-9999.9
Press Advanced Button for 3s

to Exit to Welding Mode

Advanced Menu-STICK
Options or Range

Right Knob Selection

NOTE: HS/TIME and HS/AMPS are only active 
when HOT/START are “ON”.

LimitsFunction
Left
Display

Right
Display
(Factory Default
Values)

Comments

Hot Start ON ON-OFFHOT/STRT

Hot Start Time 0.5S 0.0-2.0SHS/TIME

Hot Start Amps 140% 0-200%HS/AMPS

ARC Force 75% OFF-200%ARC-/FRCE

Voltage 
Reduction 
Device

ON ON-OFFVRD

Restore Factory
Defaults

NO NO-YESFACT/DFLT

Arc Hour 
Accumulated 
Runtime

0.0 0.0-9999.9HR

Hot Start is used to improve the start characteristics 
for stick electrodes, e.g. low hydrogen electrodes.

Hot Start Time is the time that the Hot Start 
Amps is applied.

Hot Start Amps sets the peak start current, e.g. 
50A at 200% = 100A.

ARC force Amps sets the force current base the 
welding current, e.g.50A at 200% = 100A

A VRD is designed to reduce electric shock 
hazards present on the output of welding 
power source when operating in STICK mode.

Long press advanced features selector for 3 
seconds to enter into menu mode, press 
advance features selector to choose Factory 
default setting, rotate volts knob to choose yes 
or no, and press MIG/LIFT TIG/STICKER selector 
to confirm yes or no. When YES is selected all 
the user adjustable values in this table (except 
Arc Hour Accumulated Runtime) are reset to 
the Factory Default Values. 

Provides Arc On Hours that the power source 
has welded. The number displayed is in hours 
and read only. It will rollover to 0 once 10,000 
hours have been reached.



Chart 21 Chart 22

occured. See Chart 21

Chart 23 Chart 24

Panel display Err-01 and is continuously flashing and machine doesn't work which 
means an over output current fault. After restarting the machine, the panel will be 
back to display the reference of the settings before the fault occurred. See Chart 22.

Panel display Err-02 and is continuously flashing and machine doesn't work which 
means over heat protection. When the machine cools down, the panel will be back 
to display the reference of the settings before the fault occurred. See Chart 23.
Panel display Err-05 and is continuously flashing and machine doesn't work which 
means temperature sensor damage. Once this fault is solved, the panel will be back 
to display the reference of the settings before the fault occurred. See Chart 24.





Settings
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Err-02





















With assistance, place an 100% Argon
cylinder (not included) onto a cabinet or
cart near the Welder and secure the
cylinder in place with two straps (not
included) to prevent tipping.

Remove the cylinder's cap. Stand to the
side of the valve opening, then open the
valve briefly to blow dust and dirt from
the valve opening. Close the cylinder
valve.

Locate the regulator (included) and close
its valve until it is loose, then thread
regulator onto cylinder and wrench tighten
connection.

Connect shielding gas hose on TIG torch
cable connector to the regulator's outlet
and wrench-tighten connection.



120

240

240V to 120V





STICK

STICK

STICK

STICK





One of the most common types of arc welding is shielded metal arc welding 
(SMAW) or stick welding. An electric current is used to strike an arc between the 
base material and a consumable electrode rod or 'stick.' The electrode rod is 
made of a material that is compatible with the base material being welded and is 
covered with a flux that gives off gaseous vapors that serve as a shielding gas 
and provides a layer of slag both of which protect the weld area from 
atmospheric contamination. The electrode core itself acts as filler material. The 
residue from the flux that forms a slag covering over the weld metal must be 
chipped away after welding.

The arc is initiated by momentarily touching the
 electrode to the base metal

The heat of the arc melts the surface of the base metal
 to form a molten pool at the end of the electrode.

The melted electrode metal is transferred across the
 arc into the molten pool and becomes the deposited
 weld metal.

The deposit is covered and protected by a slag which
 comes from the electrode coating.

The arc and the immediate area are enveloped by an
 atmosphere of protective gas.

SMAW (stick) electrodes have a solid metal core and a 
flux coating. These electrodes are identified by the 
metal core diameter and by a series of letters and 
numbers. The letters and numbers identify the metal 
alloy and the intended use of the electrode.



The metal core works as conductor of the current that 
maintains the arc. The metal core melts and is deposited 
into the weld pool.

The covering on a shielded metal arc welding electrode 
is called flux. The flux on the electrode performs many 
different functions.

Covered electrodes serve many purposes in addition to 
adding filler metal to the molten pool. These additional 
functions are provided mainly by the covering on the 
electrode.
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100   160

160   200
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To strike the arc, the electrode should be gently scraped 
on the work until the arc is established. There is a simple 
rule for the proper arc length: it should be the shortest 
arc that gives a good surface to the weld. An arc too long 
reduces penetration, produces spatter, and gives a rough 
surface finish to the weld. An excessively short arc will 
cause sticking of the electrode and result in poor quality 
welds. General rule of thumb for down hand welding is to 
have an arc length no greater than the diameter of the 
electrode.

The angle that the electrode makes with the work is 
important to ensure a smooth, even transfer of metal. 
When welding in down hand, fillet, horizontal or overhead 
the angle of the electrode is generally between 5 and 15 
degrees towards the direction of travel. When vertical up 
welding the angle of the electrode should be between 80 
and 90 degrees to the work piece.

The electrode should be moved along in the direction of the joint being welded at a 
speed that will give the size of run required. At the same time, the electrode is fed 
downwards to keep the correct arc length at all times. Excessive travel speeds lead to 
poor fusion, lack of penetration, etc., while too slow a rate of travel will frequently 
lead to arc instability, slag inclusions, and poor mechanical properties.

The material to be welded should be clean and free of any moisture, paint, oil, grease, 
mill scale, rust or any other material that will hinder the arc and contaminate the 
weld material. Joint preparation will depend on the method used, including sawing, 
punching, shearing, machining, flame cutting and others. In all cases edges should be 
clean and free of any contaminates. The type of joint will be determined by the 
chosen application.
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26
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Back Plastic Cover
Right Panel
Handle
Panel Protective Cover
Main Board Support
Front Panel
Digital Panel
Knob
Front Panel
Insulated Seat for Control Socket
4 pin Control Socket
Quick Socket 
Quick Connector
Cable Fixtures
Divider
Aluminum Connections
Hall Sensor

1
1
2
1
1
1
1
2
1
1
1
2
1
1
1
1
1

Torch Copper Connetor Kit
Wire Feeder
Reactor
Wire Feeder Bracket
MIG/Spool Switch
Baseboard
Spool Holder
Main Control Board
Hinge
Door Panel
Latch
Fan
Solenoid Valve
M27 Cable Fixtures
Circuit Beaker
Cable Clip
PC Board Support Frame

1
1
1
1
1
1
1
1
2
1
2
2
1
1
1
2
1
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