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Dear Customer,
THANKS! You had a choice, and you bought an Everlast. We appreciate you
as a customer and hope that you will enjoy years of use from your welder.

Please go directly to the Everlast website to register your unit and receive your warranty infor-
mation. Your unit registration is important should any information such as product updates or re-
calls be issued. Itis also important so that we may track your satisfaction with Everlast products
and services. If you are unable to register by website, contact Everlast directly through the sales
department through the main customer service number in your country. Your unit will be regis-
tered and warranty will be issued and in full effect. Keep all information regarding your purchase.
In the event of a problem you must contact technical support before your welder can be a candi-
date for warranty service and returned.

Please review the current online warranty statement and information found on the web-
site of the Everlast division located in or nearest to your country. Print it for your records
and become familiar of its terms and conditions.

Everlast offers full technical support, in several different forms. We have online support available
through email, and a welding support forum designed for customers and noncustomer interaction.
Technical advisors are active on the forum daily. We also divide our support into two divisions:
technical and welding performance. Should you have an issue or question concerning your unit,
please contact performance/technical support available through the main company headquarters
available in your country. For best service call the appropriate support line and follow up with an
email, particularly if off hours, or you cannot reach a live person. In the event you do not reach a
live person, particularly during heavy call volume times, holidays, and off hours, leave a message
and your call will normally be returned within 24 hours. Also for quick answers to your basic ques-
tions, join the company owned forum available through the website. You'll find knowledgeable,
helpful people and staff available to answer your questions, and perhaps find a topic that already
addresses your question at http://www.everlastgenerators.com/forums/.

Should you need to call or write, always know your model name, purchase date and welder manu-
facturing inspection date. This will assure the quick and accurate customer service. REMEMBER:
Be as specific and informed as possible. Technical and performance advisors rely upon you to
carefully describe the conditions and circumstances of your problem or question. Take notes of
any issues as best you can. You may be asked many questions by the advisors to clarify prob-
lems or issues that may seem very basic. However, diagnosis procedures MUST be followed to
begin the warranty process. Advisors can’t assume anything, even with experienced users, and
must cover all aspects to properly diagnose the problem. Depending upon your issue, it is advisa-
ble to have basic tools handy such as screwdrivers, wrenches, pliers, and even an inexpensive
test meter with volt/ohm functions before you call.

Let us know how we may be of service to you should you have any questions.
Sincerely,

Everlast Customer Service
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SAFETY PRECAUTIONS

Everlast is dedicated to providing you with the best possible equipment and
service to meet the demanding jobs that you have. We want to go beyond deliv-
ering a satisfactory product to you. That is the reason we offer technical sup-
port to assist you with your needs should an occasion occur. With proper use
and care your product should deliver years of trouble free service.

Safe operation and proper maintenance is your responsibility.

We have compiled this operator’s manual, to instruct you in basic safety, oper-
ation and maintenance of your Everlast product to give you the best possible
experience. Much of welding and cutting is based upon experience and com-
mon sense. As thorough as this welding manual may be, it is no substitute for
either. Exercise extreme caution and care in all activities related to welding or
cutting. Your safety, health and even life depends upon it. While accidents are
never planned, preventing an accident requires careful planning.

Please carefully read this manual before you operate your Everlast unit. This
manual is not only for the use of the machine, but to assist in obtaining the
best performance out of your unit. Do not operate the unit until you have read
this manual and you are thoroughly familiar with the safe operation of the unit.
If you feel you need more information please contact Everlast Support.

The warranty does not cover improper use, maintenance or consumables. Do
not attempt to alter or defeat any piece or part of your unit, particularly any
safety device. Keep all shields and covers in place during unit operation should
an unlikely failure of internal components result in the possible presence of
sparks and explosions. If a failure occurs, discontinue further use until mal-
functioning parts or accessories have been repaired or replaced by qualified
personnel.

Note on High Frequency electromagnetic disturbances:

Certain welding and cutting processes generate High Frequency (HF) waves.
These waves may disturb sensitive electronic equipment such as televisions,
radios, computers, cell phones, and related equipment. High Frequency may
also interfere with fluorescent lights. Consult with an electrician if disturb-
ance is noted. Sometimes, improper wire routing or poor shielding may be the
cause.

HF can interfere with pacemakers. See EMF warnings in following safety sec-
tion for further information. Always consult your physician before entering an
area known to have welding or cutting equipment if you have a pacemaker.
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These safety precautions are for protection of safety and health. Failure to

follow these guidelines may result in serious injury or death. Be careful to

read and follow all cautions and warnings. Protect yourself and others.

Welding and cutting processes produce high levels of ultraviolet (UV) radiation that
can cause severe skin burn and damage. There are other potential hazards involved
with welding such as severe burns and respiratory related ilinesses. Therefore ob-
serve the following to minimize potential accidents and injury:

Use appropriate safety glasses with wrap around shields while in the work area, even
under welding helmets to protect your eyes from flying sparks and debris. When chip-
ping slag or grinding, goggles and face shields may be required.

When welding or cutting, always use an approved shielding device, with the correct
shade of filter installed. Always use a welding helmet in good condition. Discard any
broken or cracked filters or helmets. Using broken or cracked filters or helmets can
cause severe eye injury and burn. Filter shades of no less than shade 5 for cutting

and no less than shade 9 for welding are highly recommended. Shades greater than 9
may be required for high amperage welds. Keep filter lenses clean and clear for maxi-
mum visibility. Itis also advisable to consult with your eye doctor should you wear
contacts for corrective vision before you wear them while welding.

Do not allow personnel to watch or observe the welding or cutting operation unless
fully protected by a filter screen, protective curtains or equivalent protective equip-
ment. If no protection is available, exclude them from the work area. Even brief expo-
sure to the rays from the welding arc can damage unprotected eyes.

Always wear hearing protection because welding and cutting can be extremely noisy.
Ear protection is necessary to prevent hearing loss. Even prolonged low levels of
noise has been known to create long term hearing damage. Hearing protection also
further protects against hot sparks and debris from entering the ear canal and doing
harm.

Always wear personal protective clothing. Flame proof clothing is required at all
times. Sparks and hot metal can lodge in pockets, hems and cuffs. Make sure loose
clothing is tucked in neatly. Leather aprons and jackets are recommended. Suitable
welding jackets and coats may be purchased made from fire proof material from
welding supply stores. Discard any burned or frayed clothing. Keep clothing away
from oil, grease and flammable liquids.

Leather boots or steel toed leather boots with rubber bottoms are required for ade-
quate foot protection. Canvas, polyester and other man made materials often found
in shoes will either burn or melt. Rubber or other non conductive soles are necessary
to help protect from electrical shock.

Flame proof and insulated gauntlet gloves are required whether welding or cutting or
handling metal. Simple work gloves for the garden or chore work are not sufficient.
Gauntlet type welding gloves are available from your local welding supply companies.
Never attempt to weld with out gloves. Welding with out gloves can result in serious
burns and electrical shock. If your hand or body parts comes into contact with the
arc of a plasma cutter or welder, instant and serious burns will occur. Proper hand
protection is required at all times when working with welding or cutting machines!


http://www.compliancesigns.com/LABEL_Prohib_03.shtml

SAFETY PRECAUTIONS

WARNING! Persons with pacemakers should not weld, cut or be in the welding area
until they consult with their physician. Some pacemakers are sensitive to EMF radiation
and could severely malfunction while welding or while being in the vicinity of someone
welding. Serious injury or death may occur!

While the effects of EMF radiation are not known, it is suspected that there may be
some harm from long term exposure to electromagnetic fields. Therefore, certain pre-
cautions should be taken to minimize exposure:

Lay welding leads and lines neatly away from the body.

Never coil cables around the body.

Secure cables with tape if necessary to keep from the body.

Keep all cables and leads on the same side the body.

Never stand between cables or leads.

Keep as far away from the power source (welder) as possible while welding.
Never stand between the ground clamp and the torch.

Keep the ground clamp grounded as close to the weld or cut as possible.

((t ’)) Welding and plasma cutting processes generate electro-magnetic fields and radiation.

Welding and cutting processes pose certain inhalation risks. Be sure to follow any

guidelines from your chosen consumable and electrode suppliers regarding possible

need for respiratory equipment while welding or cutting. Always weld with adequate

ventilation. Never weld in closed rooms or confined spaces. Fumes and gases re-

leased while welding or cutting may be poisonous. Take precautions at all times.

Any burning of the eyes, nose or throat are signs that you need to increase ventilation.

¢ Stop immediately and relocate work if necessary until adequate ventilation is ob-
tained.

e Stop work completely and seek medical help if irritation and discomfort persists.

1)

WARNING! Do not weld on galvanized steel, stainless steel, beryllium, titanium, cop-
per, cadmium, lead or zinc without proper respiratory equipment and or ventilation.
WARNING! This product when used for welding or cutting produces fumes and gas-
es which contains chemicals known to the State of California to cause birth defects

and in some cases cancer. (California Safety and Health Code §25249.5 et seq.)

WARNING! Do not weld or cut around Chlorinated solvents or degreasing areas.
Release of Phosgene gas can be deadly. Consider all chemicals to have potential
deadly results if welded on or near metal containing residual amounts of chemicals.

Keep all cylinders upright and chained to a wall or appropriate holding pen. Certain
regulations regarding high pressure cylinders can be obtained from OSHA or local
regulatory agency. Consult also with your welding supply company in your area for
further recommendations. The regulatory changes are frequent so keep informed.

All cylinders have a potential explosion hazard. When not in use, keep capped and
closed. Store chained so that overturn is not likely. Transporting cylinders incorrectly
can lead to an explosion. Do not attempt to adapt regulators to fit cylinders. Do not
use faulty regulators. Do not allow cylinders to come into contact with work piece or
work. Do not weld or strike arcs on cylinders. Keep cylinders away from direct heat,
flame and sparks.
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WARNING! Electrical shock can kill. Make sure all electrical equipment is properly
grounded. Do not use frayed, cut or otherwise damaged cables and leads. Do not
stand, lean or rest on ground clamp. Do not stand in water or damp areas while weld-
ing or cutting. Keep work surface dry. Do not use welder or plasma cutter in the rain
or in extremely humid conditions. Use dry rubber soled shoes and dry gloves when
welding or cutting to insulate against electrical shock. Turn machine on or off only
with gloved hand. Keep all parts of the body insulated from work, and work tables.
Keep away from direct contact with skin against work. If tight or close quarters ne-
cessitates standing or resting on work piece, insulate with dry boards and rubber
mats designed to insulate the body from direct contact.

Ol

All work cables, leads, and hoses pose trip hazards. Be aware of their location and
make sure all personnel in area are advised of their location. Taping or securing ca-
bles with appropriate restraints can help reduce trips and falls.

WARNING! Fire and explosions are real risks while welding or cutting. Always keep

fire extinguishers close by and additionally a water hose or bucket of sand. Periodi-

cally check work area for smoldering embers or smoke. Itis a good idea to have

someone help watch for possible fires while you are welding. Sparks and hot metal

may travel a long distance. They may go into cracks in walls and floors and start a fire

that would not be immediately visible. Here are some things you can do to reduce the

possibility of fire or explosion:

¢ Keep all combustible materials including rags and spare clothing away from area.

e Keep all flammable fuels and liquids stored separately from work area.

e Visually inspect work area when job is completed for the slightest traces of smoke
or embers.

e If welding or cutting outside, make sure you are in a cleared off area, free from
dry tender and debris that might start a forest or grass fire.

e Do not weld on tanks, drums or barrels that are closed, pressurized or anything
that held flammable liquid or material.

> >

gl Metal is hot after welding or cutting! Always use gloves and or tongs when handling
hot pieces of metal. Remember to place hot metal on fire-proof surfaces after han-
dling. Serious burns and injury can result if material is improperly handled.

WARNING! Faulty or poorly maintained equipment can cause injury or death. Prop-
er maintenance is your responsibility. Make sure all equipment is properly maintained
and serviced by qualified personnel. Do not abuse or misuse equipment.
Keep all covers in place. A faulty machine may shoot sparks or may have exploding
parts. Touching uncovered parts inside machine can cause discharge of high
amounts of electricity. Do not allow employees to operate poorly serviced equipment.
— Always check condition of equipment thoroughly before start up. Disconnect unit
from power source before any service attempt is made and for long term storage or
D- electrical storms.

relates directly to safe welding and plasma cutting. Additionally, your local welding

e y supply company may have additional pamphlets available concerning their products.
Do not operate machinery until your are comfortable with proper operation and are
able to assume inherent risks of cutting or welding.
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SECTION 1

INTRODUCTION AND SPECIFICATIONS

1.1 General Description, Purpose and Fea-
tures. The PowerMTS, is a CV/CC power
source capable of 5 different welding pro-
cesses at a 60% duty cycle at the full rated
power while connected to 460V 3 phase. Op-
eration in 220V 1 phase is limited to 250
amps, butis rated at 100% duty cycle at the
full 250 amps. Each process can be inde-
pendently selected. The following processes
are included on the PowerMTS series.

1) GMAW (MIG) with a standard, independent
feeder with a 4 roll heavy duty drive sys-
tem included. Includes advanced crater fill
amps and volt control in 4T, and induct-
ance control for higher quality welds.
FCAW (Flux Core) with a special setting on
the machine that includes improved opera-
tion and arc stability with flux cored weld-
ing wires.

GTAW (TIG) offers simple DC scratch start
operation includes a standard gas valve
torch. (17V compatible). Note: Unitis DC
scratch start only. No HF or LIFT start.
SMAW (Stick) offers excellent hot start
performance on difficult cellulose rods
such as ER 6010 and ER 6011 to prevent
sticking. Arc force control increase per-
formance, and improves out of position
welding characteristics. Smooth spatter
free welds are easily obtained on ER 7018,
309L, and many specialty rods.

ACAC (Carbon Arc) Allows the customer
up to 400 amps of cutting and gouging
power with a dedicated setting that pro-
vides improved performance over regular
SMAW settings. Arc force control should
be turned up to maximum to increase
gouging performance.

2)

3)

4)

5)

1.2 Basic Design and Construction. The
PowerMTS series utilizes soft switching IGBT
inverter technology. The unit can operate on
either 220/240V 1 phase power or on 460/480
V 3 phase power, allowing the welder to be
used in many places and circumstances. For
those not familiar with inverter design, the
basic principle is as follows (see following dia-
gram): Input power is rectified by the rectifier,
then inverted to high frequency AC, then
stepped down by the high frequency trans-
former, rectified again and filtered by the high
frequency rectifier, which outputs directly to
stable DC power suitable for welding. The
basic design and construction of the inverter
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while increasing arc stability.
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1.3 Volt/Amp Curve. The function of the CC/CV
PowerMTS offers improved volt amp curves
for more control and quicker response over
what can be offered by many transformer
based welders.

Y
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1.4 Installation. The basic construction of the
PowerMTS is rugged and durable, ideal for
many locations and use. Critical components
are protected by coatings and heavy potting to
make the welder environmentally resistant.
However, some care and common sense
should be taken to make sure that the welder
offers the safest and best performance.
Please note the following items regarding safe
operation:

1) Do not use the welder in damp or wet are-
as. Perspiration and other forms of water
in contact with the body can increase the
risk of electrocution.

Do not use the welder in extreme corrosive
environments. To maintain optimum power
transfer, check main connections, clamps
and cables frequently to ensure that com-
ponents are not corroded. Excessive cor-
rosion and oxidation can result in an unsta-
ble arc and heat build-up.

2)
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3) Do not restrict air flow or movement of
air around the welder. Allow a buffer
distance of 1-2 ft from all sides if possi-
ble. Less is permissible in banks of
welders, but keep them spaced 6 inches
from the sides and 12 inches from the
rear of the unit.
Do not mount in areas that are prone to
severe shock or vibration.
5) Do not direct dust or dirt intentionally
toward the machine, particularly in
grinding and welding operations.

4)

1.5 Duty Cycle. The duty cycle for this weld-
er has been determined for operation on
both 220/240 V 1phase and 460/480 V 3
phase operation. For 220/240V operation,
the duty cycle is set at 250A at 100%. For
operation in 460/480V 3 phase, the duty cy-
cleis 60% at 400 A. The duty cycle is
based off a 10 minute duty cycle rating. This
means that the unit is capable of being op-
erated at the stated amps for 6 out of every
10 minutes without a break for cooling
down the unit. The unitis equipped with
overcurrent/overheat interrupt and warning
should the duty cycle be exceeded.

If welding is interrupted and the duty cycle
warning light is on, allow unit to cool while
fan is on. Light should go out automatically
and welding will resume. If the unit shuts
down completely, the breaker function of
the main switch has tripped from excess
heat/current flow. Allow 10-15 minutes of
cooling before resetting the breaker switch
and turning the machine on.

1.6 Key Features.

1) Inverter design makes the unit extreme-
ly portable and ideal for use in ship-
yards, mills, factories, assembly lines
and general repair and fabrication.

2) The detached wire feeder will operate
up to 175 ft away from the main unit, in-
creasing usefulness while operating in
difficult areas.

3) DC, Multi-Process design features indi-
vidually selectable, settings for GMAW
(MIG), SMAW (Stick), GTAW (TIG),
FCAW (Flux Core), and ACAG (Air Car-
bon Arc) which are optimized for best
performance.

4) Smooth starts and stops while welding 1

MIG or Flux core with the use of down
slope and crater fill functions while in 4T
mode improve weld quality.

5) Hot Start improves starting and reduces
porosity at the beginning of the weld.

6) Inductance/ adjustable arc force control
helps to control the arc in MIG/Flux Core
Settings, reducing spatter and improving
out of position puddle control by altering
the pinch point timing of the wire. The
basic function of arc force while in stick
mode, compensates for the decrease of
volts while welding a short or tight arc
by automatically “boosting” amps to
maintain the arc and prevent sticking.
The arc force improves cellulose based
rod performance as well. (6010/6011)

1.7 The unit should be stored in a dry place
for long term storage. Humid/wet conditions
can contribute to the eventual decay of the
circuitry in the machine. For safety reasons,
do not use this machine directly in the rain or
with soaked clothing or damp protective
gear. The service rating for this unit is
IP218S, sufficient for dripping water protec-
tion, but is not recommended for wet envi-
ronment use.

1.8 Use the handles provided to lift the weld-
er. Do not suspend the unit in the air or pass
fork truck tongs through handle to lift or
move. Lift safely, using an extra person to
transport if necessary.

1.9 Make sure that the units cooling fan and
exhaust vents are kept free of obstruction.
Before every operation, inspect unit for un-
expected obstructions such as insect and
rodent nests. A regular cleaning of the ma-
chine with low pressure air and a small plas-
tic bristle brush will be necessary to ensure
long life. Depending upon the amount of use
and work environment, once every 3 months
or after every 250 hours of use the unit
should be inspected for cleanliness. On the-
se occasions only, unplug the welder and
remove cover to access the interior to ser-
vice. Concentrate the air pressure on the
aluminum heat sinks and vents. If the welder
is used near a grinding operation, a buildup
of metallic dust and debris on the fan blades
may make them loose cooling efficiency and
cause imbalance.
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SETUP GUIDE AND COMPONENT IDENTIFICATION
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SETUP GUIDE AND COMPONENT IDENTIFICATION

1.

Volt Meter. Displays active voltage
while welding and displays preset volt-
age while the welder is idle.

Process Selector. Selects appropriate
process. Do not change process while
in welding. Do not attempt to over ro-
tate knob past the last selection availa-
ble, clockwise or counter clockwise, or
damage will occur.

Crater Fill Volts. Sets a voltage level
for properly filling the weld crater at
the termination of the weld while in 4T
MIG/Flux Core mode. The additional
touch of the torch switch activates the
crater fill. This is separate and func-
tions independently of the welding volts
that are preset on the wire feeder. For
highest quality welds, use 4T mode and
utilize the crater filling functions. The
crater fill volts should be set lower than
the voltage set on the wire feeder to
take full advantage of this feature.
Crater Fill Amps/ Main Amps. Similar in
function to the Fill Volts in MIG/Flux
Core, exceptit changes amps/wire
feed speed while filling the crater to
help prevent weld defects and cracks
at the end of the weld. Ideally this
should be a lower value than what is
preset on the wire feeder. This feature
functions for MIG/Flux core ONLY in 4T.
For the TIG/ STICK/Carbon Arc func-
tions, this controls the main welding
amps, to preset the amps for welding/
cutting/gouging operations normally as
would be found in any other welder.
Inductance/Arc Force Control. In MIG/
Flux Core mode, the inductance of the
machine is changed, affecting the cur-
rent rise time after the arc is “shorted”
to the metal, and pinches off. This ef-
fectively controls the actual pinch point
of the wire. In practical terms this is
useful for managing out of position
welds, penetration, and spatter. In
Stick mode, this feature similarly af-
fects weld quality. However, it does so
by compensating for voltage loss by
increasing amps, if the arc is held too
short or tries to stick to the metal. This
helps to maintain arc stability and im-
prove weld quality. Too much arc force
can cause over melting and burn
through. Follow the guides in the next
section for approximating the amountof

13
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arc force needed. Each user will even-
tually find their own balance where the
inductance arc force works best for
them in each position.

Positive Female Connector. Designed
to interchange with standard welding
couplers with the DINSE designation of
the same size. Standard size provided
is 35mm2 x 75 mm2. Follow manufac-
turer directions for filler material to de-
termine best and correct polarity for
the process you are using. However,
MIG will generally be positive, so the
wire feeder should be plugged in here.
Stick will generally be positive as well.
The electrode holder for stick welding
should be plugged into this port for
most rods. Flux core and dual shield
wire have different specifications for
polarity, though many true flux core
wires are generally negative polarity.
For TIG, ALWAYS plug the work clamp
into the positive terminal. For Carbon
Arc, again follow the manufacturer’s
recommendation. If unclear, consult
the distributor of the electrodes/wire
to help determine the proper polarity.
Control. Plug the double ended control
wire from the wire feeder directly into
this port. Pay attention to the orienta-
tion of the plugs so that they match
properly before trying to force the
parts to mate.

Negative Female Connector. Designed
to interchange with standard welding
couplers with the DINSE designation of
the same size. Standard size provided
is 35mm2x75mm2. The TIG torch
should always be plugged into this
side. For the balance of processes, the
work clamp will usually be plugged into
this side.

Panel/Remote. For Stick welding, this
allows a separate, optional remote con-
troller to be employed to control the
amps and arc force. When in Panel
mode, normal control is achieved
through the AMP and Arc Force con-
trols on the panel. For MIG and other
process this is not functional.

2T/4T. Commonly referred to as a trig-
ger latch. Simple “press and hold” op-
eration of the MIG gun/torch is
achieved by selecting 2T. 4T requires
four “steps” to completely cycle the
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torch on or off. To turn the torch on.
First, press and hold the torch trigger
to start the arc. Once started, release
the trigger. To stop welding, press
and hold the trigger again. This will
activate the crater fill cycle that is pre-
set on the panel through the use of the
crater fill volt/amp control knobs. To
terminate the arc and finish the weld,
release the trigger fully.

11. Gas Purge/ Weld/Wire Feed. To setup
the wire feeder, this feature is helpful
for independently separating control of
the gas and wire advance when change
out of the gas bottle is necessary or
when rolls of wire must be changed.
Make sure the switch is returned to the
“weld” position before attempting to
weld or malfunction will occur.

12. Duty Cycle/Overheat Indicator. If
welding is interrupted , check this indi-
cator to determine if the unit is over
heated. Allow unit to cool and reset for
at least 10 minutes. When the light goes
out, welding may resume. If the ma-
chine does not automatically reset,
manually cycle the power switch to re-
set the welder. If the light remains on
after sufficient cooling time, contact
Everlast Support.

13. Power Indicator. This light should re-
main on while the switch is on.

14. Amp Display. The display displays pre-
set amps while adjusting either the
panel display, the wire feeder or the
optional remote controller. The func-
tion of the display will change to read
actual amps output while welding.

14



SECTION 2 SETUP GUIDE AND COMPONENT IDENTIFICATION
MAIN WELDER/POWER SOURCE REAR VIEW

%, WARNING!

O"/%s 5 Select the proper input volt-
®, age before connecting unit to

the power source. The unit

will function on 220V 1

phase or 460 3 phase only!

Proper wiring is essential.

2
Specifications ~

6

- 220V 60Kz
3/N/PE- 460% GOHz I . .
|_—— Current Selection Warning

‘ Garsting --.hv;,/—l

1|
Taee Prase 4500 | SingfS Prase 2208 7

sl | e | ] | —— Fan and Safety Shroud
-tk st | - it ]

1
Back Panel
\

B it e MY v
g bor ZTW w1 semii

-

Figure B

CONSULT A LICENSED ELECTRICIAN FOR
PROPER WIRING AND LOCAL CODES.

Yellow/Green Stripe: Ground, 240 1ph/ 460 3 ph\aia Power InPUt erlng

e
-

-

Solid Yellow: L1, 240 1 ph/ 460 3 phase N%‘Wﬁ
d - -

Solid Green: L2, 240 1 ph/ 460 3 phase wp

A . | —
Solid Red: L3, 460 3 phase use only! DO NOT USE RED WIRE FOR 240 V 1 PHASE!

Tape wire back against the cable for 240 use.
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SECTION 2 SETUP GUIDE AND COMPONENT IDENTIFICATION

1. Back Panel. Make sure the back panel
area is free from obstruction.

2. Specifications. All official and im-
portant specifications are found on this
sticker. These specifications override
any other stated specifications as they
are updated between manual publica-
tions.

3. Main Power Switch. Cycling the switch
turns the unit either on or off. Switch
should shap into position. If fault is
found with the switch contact Everlast
Support.

4. Main Input Cable. Inspect the cable
periodically to ensure that there is no
damage from cuts, cracking, or burns.
Replace the cable immediately should
any problems be found. This is a 4 wire
cable, with three wires devoted to pow-
er supply, one for grounding the unit.
Follow the instructions found on the
previous page for proper wiring identi-
fication and hook up.

5. Current/Phase Selector. Correctly se-
lect either 220V 1 phase or 460 3 phase
before connecting to the power supply
and powering up the welder. Do not-
turn switch while welding, turned on, or
plugged in. Damage may result if the
correct power input is not selected!

6. Warning Sticker. Details issues with
selecting improper phase/current.

7. Fan Shroud. Do not obstruct the flow
of air around the rear of the welder.
Make sure that the shroud does not be-
come damaged. Inspect fan and shroud
frequently for buildup of dust, dirt, or
metal through visual inspection.

16



SECTION 2 SETUP GUIDE AND COMPONENT IDENTIFICATION

WIRE FEEDER FRONT VIEW

5

LIFT TO ACCESS SPOOL
/@\ Transport Handle
1 /

Wire Spool Cover |

O

> |® 4 i I ®
Amp/Wire Speed —_||
\\@
A
3
Voltage — |
\
® ®
N
4
Euro Style Torch/Gun —{
Quick Connector [”[”lﬂsr
M600 WIRE FEEDER
® ®
\_/ \_/

Figure C

(=

Q N\
S

=
©
Q‘ \

Place on flat, level surface.

/-J Keep feeder stable and level!
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SECTION 2 SETUP GUIDE AND COMPONENT IDENTIFICATION

1. Wire Spool Cover. Protects the wire
spool from moisture and dirt. Keepin
place and lowered while in operation
and storage to protect the wire from
deterioration and excess dirt and rust
formation. This will increase liner life
of the MIG gun/torch and decrease
wear on drive components.

2. Amp/Wire Speed. Adjusts wire speed
and amps while in MIG and Flux Core
mode. Incremental adjustment will re-
flect in the main panel on the welder as
knob is rotated. Keep in mind that the
measurement will be displayed in actu-
al amps, not a measurement of dis-
tance/time. Due to the nature of wire
feed welding, amps and wire feed
speed are related. An increase in one,
will result in the direct increase of the
other. 4T operation will resultin the
main welding amps being adjusted on
the wire feeder itself. Fillamps are
adjusted on the panel, independent of
the adjustment on the wire feeder as
the knob is rotated while using the 4T
mode.

3. Voltage. Adjusts voltage while in MIG/
Flux Core Mode. Incremental adjust-
ment of the volts will be reflected in the
main volt display on the welder. While
welding in 4T mode with MIG or Flux
Core, fill volts are adjusted inde-
pendently on the main welder.

4. MIG GUN/Torch connection. The
standard Euro style connection of the
MIG gun/torch allows for the easiest
connection in the industry and for after-
market use of other brands of MIG guns
equipped with the Euro connector. To
couple simply line up the pins, and in-
sert. Twist the knurled collar to lock in
place. Do not over tighten the collar.
Hand tighten only!

5. Lift/Transport Handle. Use the
transport handle only for carrying the
unit by hand. If the wire feeder is to be
suspended, attach chains or cables to
the corners of the main platform of the
wire feeder for proper support. Do not
use the handle to suspend the unit by
attaching chains,ropes or cables to it.

18



SECTION 2

SETUP GUIDE AND COMPONENT IDENTIFICATION

CONNECTION OVERVIEW

Power Input: 240v1phase OR 460V 3 phase
(Plug not included; customer supplied)

NOTE: You must select correct voltage /phase
on rear of the unit before use or severe damage

may occur!

: L%}J )
i ilmw

4 )

| B 8

Gas Line

Regulator

— MIG: Ar/CO2 or CO2
TIG: Ar ONLY!

NOTE: The wire feeder may be operated at up to a distance of
175 ft. away from the welder. Additional cabling may be re-
quired and is to be supplied by the customer.

AN
. Control |&

MIG +
Gas Line

)

|

Euro MIG %1 (Included)

:@LWXPJ )

JARN
Work Clamp( MIG -)

[e}
(7 Control

Work Clamp( TIG +)

1 Manual Gas Valve

TIG Setup

Figure D

|
v 1

MIG Setup

GENERAL POLARITY RECOMMENDATIONS*

Table 1 *Consult manufacturer directions of filler material. There are exceptions!
PROCESS TORCH POLARITY WORK POLARITY
MIG (GMAW) + _
FLUX CORE (FCAW) _
TIG (GTAW) )
STICK (SMAW) + i

CARBON ARC (CAC-A)
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SECTION 2 SETUP GUIDE AND COMPONENT IDENTIFICATION
WIRE FEEDER LOADING, USE AND SETUP

Figure E

TO LOAD WIRE SPOOL.:

1) Raise plastic protective cover.

2) Loosen hand nut (inside of cover) by turning counter-clockwise.
3) Align locating pin with hole on spool, slide spool onto shaft.

4) Reinsert and tighten the hand nut clockwise.

5) Tension roll with hand nut so that the roll doesn’t free wheel.

6) Clip end of wire to feed wire smoothly through drive mechanism.
7) Lower Cover

CONTROL

GAS (BARB)

M600 WIRE FEEDER

TO INSTALL MIG GUN/TORCH:

A. Align pins on the torch connector with the feeder receptacle.
B. Fully engage the connector into the receptacle.

C. Twist knurled nut on connector until the nut is snug.
1 @ DO NOT OVERTIGHTEN! USE HAND PRESSURE ONLY.

C

TO INSTALL WIRE:

1. Loosen both tensioners, rotating counter-clockwise

2.  Flip tensioners down, releasing top drive rolls.

3. Raise top drive rolls.

4. Thread straightened wire over grooves in lower drive rolls, fully through

until it begins to start into the gun section.

Lower upper drive rolls onto lower ones, making sure wire stays in groove.

Stand tensioners back into place. Tighten slightly so wire will feed.

Hold torch straight out as possible. Press inching button to feed wire until

it comes out of the end of the torch.

8. Using inching function, adjust tensioners clockwise until drive rolls will not
slip when wire comes into contact with surface and the wire will curl up on
end. Do not use trigger to activate torch or it will make the wire live.

No o




SECTION 3 GENERAL RECOMMENDATIONS

TABLE 2. SUGGESTED MIG (GMAW) PARAMETERS

WELDING AMPS WELDING VOLTS WIRE DIAMETER
60-80 17-18 1.0 mm/.040”
80-130 18-21 1.0-1.2 mm/.0407-.045”

130-200 20-24 1.0-1.2 mm/.040"-.045"

200-250 24-27 1.0-1.2 mm/.040"-.045”

250-350 26-32 1.2-1.6 mm/.045”-.065”
350+ 31+ 1.6 mm/.065”

TABLE 3. SUGGESTED STICK (SMAW [MMA]) PARAMETERS

METAL THICKNESS ELECTRODE SIZE ~ WELDING AMPS
<1 mm/.040” 1.5 mm/ 1/16” 20-40
2 mmy/.080” 2 mm/3/32" 40-50
3 mm/ 1/8 " 3.2 mm/1/8” 90-110
4-5 mm/ 3/16” 3.2-4 mm/ 1/8"-3/16" 90-130
6-12 mm/ 1/47-1/2" 4-5 mm/ 3/16"-5/32" 160-250
213 mm/ 1/2” 5-6 mm/ 5/32"-1/4" 250-400

NOTE: Arc force adjustment should be between 1-7 if the length of the welding cable attached
to the electrode holder is less than 40 M/ 125 ft. Where voltage drop is a concern over long
lengths, (for cables over 125 ft) increase arc force adjustment to 7-10 to compensate.

TABLE 4. SUGGESTED TIG (GTAW) PARAMETERS

METAL THICKNESS WELDING AMPS TUNGSTEN DIA. Ar FLOW RATE

1-3 mm/.040"-1/8" 40-80 1-2 mm/.0407-3/32" 4-6 Ipm/ 8-12 CFH
3-6 mm/ 1/8"-3/16" 80-200 2-3 mm/ 3/327-1/8” 7-10 Ipm/ 14-25 CFH
6-9 mm/ 3/16”-3/8” 200-400 3-6 mm/ 1/8"-1/4” 10+ Ipm/ 20+ CFH
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SECTION 4

TROUBLE SHOOTING

TABLE 6

No.

Trouble

Possible Cause

Remedy

Indicator lamp does not come on when

(1) Phase/Wiring incorrect

(1) Check power supply

01 machine is switched ON. (2) Main unit switch is damaged (2) Change Breaker Switch
(1) Circuit breaker is damaged. (1) Replace
Circuit breaker (Main Switch) trips imme- 2) IGB'.I'.mod.uIe 'S. damaged (2) Replace
02 diately after the machine is switched ON. (3) Rec.:tlfler.brldge is damaged (3) Replace
(4) Varistor is damaged (4) Replace
(5 )Main control board is damaged (5) Replace
03 Circuit breaker(Main Switch) trips while (1) Duty cycle exceeded/ excessive heat (1)Reduce amperage, or stay
welding buildup in switch within duty cycle limits
(1) Wire feeder control cable damaged/ not (1) Replace control cable or
. . . . hooked up.(MIG/Flux Core) controller/ Install
04 | Main welding current will not adjust (2) Control board is damaged (2)Replace control board
(3) Power wire connected to the rectifier is (3)Reconnect the broken wire
(1)Incorrect welding parameters (1)Fine tune parameters
05 |Unstable arc welding, excess spatter (2)Contact tip is worn out severely(MIG) (2)Replace
(3) Check arc force/Inductance settings (3) Reduce or change setting.
06 When MIG torch trigger is pressed, wire (1)Control board is damaged (1)Replace
feeds normally but gas flow is not present | (2) Gas solenoid is damaged /dirty/stuck (2)Replace/Clean
Voltage will not adjust and no open circuit (1 )MI.GTorch trigger IS. damaged (1 )Replgce torch
07 voltage is shown in the displa (2)Wire control cable is broken/not hooked up | (2)Repair control cable
9 play (3)Control board is damaged (3)Replace
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APPENDIX A: MAIN COMPONENT LIST

No. Item Specification

1 Circuit Breaker DZ47-60(40A/3P)

2 3-phase rectifier module MDS100A/1600V (small)

3 Polypropylene capacitor MFD-DA01-1250VDC40uF+5%
4 IGBT module SKM75GB128D

5 Polypropylene capacitor MFD-DAO1 4uF/500VAC+5%
6 Main transformer MTS 400M .3.1.0

7 Fast recovery diode module DKR200AB60

8 Transformer for ZKB/QDB ARC400.3.1-1

9 Transformer for ZKB/QDB MTS400M (ZA) .4.1-1

10 Fuse 2A(6x30mm)

11 Fan 200FZY7 (specify voltage)
12 Thermal Switch JUC-079F/70+511-1D-A

13 IGBT protection board ZX7-400 I1.5.1.0

14 Drive board NBC-500 II.7.0

15 Main control board MTS400M.6.0

16 Varistor MYL1-625/5(1000V/5KA)
17 Current ex-change inductor ZX7-400S-C.5.1.0

18 Socket CX0031: TRAKBE 35-70 mm?
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APPENDIX B: MAIN UNIT SCHEMATIC
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APPENDIX C: WIRE FEEDER SCHEMATIC

Torch Comnector

fire Feed Motor

Electromegnet Yalve

YV

s2

Torch Switch
TSVITW R2

T
200/2W

) -
Contrel Flug

+ 5 o
Inch Rl 10K

W1 RFv _

 E—

Voltage Adjuztment

RFi

Vz | ' -
| a—
Current adjustment
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NOTES:
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