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INTRODUCTION

Thank you for purchasing an American Weldquip product. The American Weldquip
product you have purchasedhas been carefully manufactured, assembled,and fully tested.
This manual contains information on the installation, operation, maintenance,and
replacement part breakdown. Pleaseread, understand, and follow all safety instructions,
warnings, and procedures. Keepthis manual handy for referencing installation, operation,
maintenance,and part ordering information. While every precaution hasbeentaken asto the
accuracyin this manual, American Weldquip assumesno responsibility for errors or
omissions. American Weldquip assumesno liability for damagesresulting from the use of the
information contained in this manual. American Weldquip shall have no liability to the buyer
for consequentialdamages or expensesby any defect whatsoever.

WARRANTY

AMERICANWELDQJIP MIG guns and parts are warranted to be free of defectsin
material and/or workmanship for the period listed below. For any product found to be
defective under normal use, AMERICANWELDQUIPat our option, will repair, replace,or issue
a credit for the value of the defective product. All warranty claims must be submitted by the
original purchaser. Use of non-genuine AMERICANWELDQUIPparts and/or consumables may
damageand/or severelylimit the performanceof the equipment which may limit or void any
warranties. AMERICANWELDQUIPwill not assumeresponsibility for incidental damagesor
expensesrelated to any defect. This warranty doesnot cover damage causedby misuse or
abuse,accident,alteration of product, improper installation, misapplication, lack of reasonable
care and maintenance,unauthorized repairs or modifications, loss of use while at a repair
facility or other conditions that are beyond the control of American Weldquip.

A Return Merchandse Authorization Number (RMA#) must be attained from the
factory for any product being returned for Warranty Repair or Replacement.All returned
products must be shipped freight prepaid by the sender.No-charge replacements,repaired
products, or credit will be issuedoncethe returned product hasbeen evaluated and warranty
condition hasbeenverified. If an immediate replacementis required before proper warranty
evaluation, a purchaseorder number is required, and the goodswill be invoiced. A credit will
be issuedonceit is determined that a warranty condition exists.

STANDARD WARRANTY
All SemiAutomatic, Automatic, Robotic MIG Torches and Components ...= 120 Days
MIG Torch Trigger Switches(Contactsonly) - ExcludesSmokeExtraction = LIFETIME

Robotic Nozzle CleaningStations, Wire Cutteré é é é é é € € é é é ....= 6 Months
Robotic Peripherals, ArcSafeGunMountsé ¢ é € é € é ¢ é é é é ...... .= 90 Days
TIGPOINTTungstenElectrode Grindersé ¢ é e é e é ¢ ¢ é é é é ... =90 Days

LIMITED EXTENDEDWARRANTYPROTECTION

This limited extended warranty protection expandscoverageto loyal cusomers who
use all GENUINEAmerican Weldquip consumables.Customersfiling a claim under the
extended warranty will needto prove, by providing pastinvoices,that they have been
purchasing and using Genuine American Weldquip consumables.

All SemiAutomatic, Automatic, Robatic MIG Torchesand Component® ...=1 YEAR
MIG Torch Trigger Switches(Contactsonly) -ExcludesSmokeExtraction...= LIFETIME
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Robotic Peripherals, ArcSafe,GunMountse ¢ é € ¢ é é € é é € é é ...=90 Days
TIG POINTTungstenElectrode Grindersé ¢ e € € € € € é é é é € ......=90 Days
ROHSCOMPLIANT

RoHS(Restriction of HazardousSubstance) is an environmental law which
addressesthe European Union directive 2002/95/EC known asthe RoHSDirective. The ROHS
directive restricts the use of hazardous substanceslisted below in eledrical and electronic
equipment. While it is not a requirement to meet the directive in the United States,currently,
American Weldquip Inc. feels this is an important part of our iiGoGreeninitiative. We have
taken all reasonable stepsto try to ensure the supporting evidence regarding the absence of
the restricted substances to support RoHScompliance.

For reference, the maximum concentrati on values of the restricted substancesby weight in
homogenous materials are:

LeadlLead Canponents..........ccoeeeeavvvumennnimnnnns -0.1%
MEICUNY ...ceieeiiei e -0.1%
HexavalentChromium.........c..ccoooeiiiiiiiiiiemene -0.1%
Polybrominated Biphenyls (PBBS................... -0.1%
Polybrominated Diphenyl Ethers (PBDES)........ -0.1%
(@72 To | 4110 1 o PO PPV -0.01%

For RoHSCertification of ComplianceLetter on a particular product please visit our
website i www.weldquip.comor email us at technical@wedquip.com or call 330-239-0317.

SCHMALIANP


http://www.weldquip.com/
mailto:technical@weldquip.com

EUDIRECTIVE

This product has met the requirements set by the EU directive and the products listed below
are in conformity wit h the provisions of:

Council Directives - 2014/35/ ECLow Voltage Equipment Safety

Council Directives - 2011/65/EU Restriction of the use of certain hazardoussubstancesin
electrical and electronic equipment (RoHS)

Harmonization Standard Used- IEC60974-7:2013 Arc welding equipment i Part 7: Torches
260 Amp Mig Torch - 238CAXX

300 Amp Mig Torch - 347CAX

350 Amp Mig Torch - 354CAXX

400 Amp Mig Torch - 407CAXX

400 Amp Mig Torch - 456CGXX

500 Amp Mig Torch - 500CGXX

500 Amp Mig Torch - 507CGXX

347 Amp Mig Torch - 347PGXX

407 Amp Mig Torch - 407PGX

For EU Declaration of Conformity letter for this product pleasevisit our website T
www.weldquip.com or email us at technical@weldquip.comor call 330-239-0317.



http://www.weldquip.com/
mailto:technical@weldquip.com?subject=Technical

SAHETY PRECAUTIONS READBEFOREUSING

Before installing, operating, or performing maintenance pleaseread the safety precautions
below. Failure to observe safety precautions can result in injury or death.

Read and follow the OwnerG Manual carefully before installing, operating, or servicing
equipment. Readand understand all safety information.

CALIFORNIA PROPOSITON 65 WARNINGS

This product, when used for welding and cutting, can produce fumes or gaseswhich
contain chemicalsknown to causebirth defects and cancer. (California Health & Sdety Code
Section25249.5 et seq.) WASH HANDSAFTERHANDLING

EMFT ELECTRICA AND MAGNETICFIELDSMAY BE DANGHROUS

Electrical current flowing through any conductor causes localized Electric and Magnetic
Fields (EMF). Welding current createsan EMFfield around welding cables and welding
machines.

WARNING - EMFfields may interfer e with some pacemakers and other medical
implants. Implanted medical device wearers should consult their doctor before
operating or going near any arc welding applicati ons. In additio n, exposure to EMF
fields in weldin g may have other unkn own health effects.

1 Welders should usethe below procedures to minimize the exposure to EMFfields from
the welding circuit.

1 Routethe cablesclosetogether. Secue by twisting, taping, or using a cable cover to keep
together.

1 Never coil, wrap, or drape welding cables around your body.

Do not place your body between welding cables.Arrange so that cablesare on one side
and away from the operator.

1 Connectthe work clamp (ground) to the workpiece as close as possible to the areato be
welded.

Do not sit, lean, and stand next to the welding power source.

Do not breathe the fumes and gases asthey can causeasphyxiation.

FUMESAND GASESCANBE DANGEROUS

WARNING - WELDINGAND CUTTINGPRODUCH-UMES AND GASESTHAT
AREHAZARDQUSTO YOUR HEALTH

Fumesand gasesgeneraed from welding can causesevere injury to respiratory systemand
even death. In poorly vented areasit is required to properly ventilate the area and/or use
local forced ventilation or other fume control equipment at the arc to remove welding and
cutting fumes and gases.

The recommended way to determine adequateventilation is to sample for the composition
and quantity of fumes and gasesto which personnel are exposed.The worker exposer level



should be checkedinitiall y and periodically thereafter to maintain applicable OSHAPELand
ACGIHTVL limits.

1 In a poorly ventilated area, it is necesary to wear an approved air-supplied respirator.

1 Always read and understand the Safaéy Data Sheets (SDSs)and the manufacturerés
instructions for adheswves, coatings cleanes, consumables,coolants, degreasers, fluxes, and
metals.

1 Always have a trained watchperson nearby. Welding and cutting fumes and gases can
displaceair and lower the oxygenlevel causinginjury or death.Be sure the breathing air is
safe.

9 Do not weld or cut in locations near degreasing, cleaning,or spraying operations. The heat
and rays of the arc canreact with vapors to form highly toxic and irritating gases.

1 Do not weld or cut on coated metals, such as galvanized, lead, or cadmium plated steel,
unlessthe coating is removed from the weld area,the areais well ventilated, and while
wearing an air-supplied respirator. The coatings and any metals containing these elements
can give off toxic fumes if welded.

ELECTRIC SHOCKCANKILL

WARNING - ELECTRICAL SHOCKCANKILL. DO NOT TOUCH LIVE
ELECTRICALPARTSAND/OR USEIN DAMP LOCATIONS

4. The electrode and work (ground) circuit are eledrically iHOTO whenever the

welding equipment is on. Do not touch these electrically live parts with your
bare skin or wet/damp clothing. Wear dry, hole-free gloves.Incorrectly
installed or improperly grounded equipment is a hazard.

Insulate yourself from work and ground using dry insulating mats or covers big enough to
prevent any physical contact with the work or ground.

Additional safety precautions are required when any of the following electrically hazardous
conditions are present: in damp locations or while wearing wet clothing; on metal structures
suchasfloors, gratings, or scaffolds; when in cramped positions such as sitting, kneeling, or
lying; or when there is a high risk of unavoidable or accidental contact with the workpi eceor
ground. For these conditions, usethe following equipment in order presented: 1) a semi-
automatic DCconstant voltage, 2) a DCmanual (stick) welder or 3) an ACwelder with
reduced open-circuit voltage. In most situations, use of a DCconstant voltage wire welder is
reconmended and do not work alone!

1 Disconnect input power or stop engine before installin g or servicing this equipment.
Lockout/tag out input power according to OSHA29 CFR1910.147 (see Sdety Standards).

1 Properly install ground and operate this equipment acwrding to its Owneré Manual and
national, state/ provincial, and local codes.

1 Always verify the supply ground. Make sure that input power cord ground wir e is properly
connected to ground terminal in disconnect box or that cord plug is connected to a properly
grounded receptacleoutlet.

9 Keepcords dry, free of oil and greaseand protected from hot metal and sparks.

1 Frequently inspect input power cord for damageor bare wiring. Replacecord immediately
if damaged. Bare wiring can Kkill.

9 Turn off all equipment when not in use.



1 Do not use worn, damaged,undersized, or poorly spliced cables.It is illegalto use electrical
tape to repair torch power cable or ground cable that has damagedouter insulation. The
cable must be replaced.

1 Do not drape cablesover your body.

1 Do not touch electrode if you are in contact with the work, ground, or another electrode
from a different machine.

9 Do not touch electrode holders connectad to two welding machinesat the sametime since
double open circuit voltage will be present.

1 Useonly well-maintained equipment. Repair or replace damagedparts at once.Maintain
unit according to manual.

1 Wear a safety harness if working abovefloor level.
1 Keepall panelsand covers securelyin place.

1 Clamp work cablewith good metal-to-metal contact to workpiece or worktable asnear the
weld as practical.

1 Do not connect more than one electrode or work cableto any single weld output terminal.
Disconnectcable for processwhen not in use.

ARCRAYSHAZARDS

WARNINGiT A WELDINGARCEMITS ULTRAVIOLET (UV) AND OTHER
RADIATION AND CAN CAUSESERIOU3INJURYTO UNPROTECTEDSKIN

/ AND EYES.
:? %’ Use a shield with the proper filter and cover platesto protect your
iy

eyesfrom sparks and the rays of the arc when welding or observing open
arc welding. Headshield and filter lens should conform to ANSIZ87. |
standards.

Use suitable clothing made from durable flame-resistant material to protect your skin
and that of your helpers from the arc rays.

Protect other nearby personnel with suitable, non-flammable screening and/ or warn
them not to watch the arc nor exposethemseves to the arc rays or to hot spatter or metal.

WELDING AND CUTTINGCANCAUSH-IRE OR EXPLOJON

WARNING T Welding and cutting produces spark s that fly off from
the arc and can cause fires and/or explosions.

1 Welding or cutting on closed containers, such astanks,drums or pipes can cause them to
blow up. Sparkscanfly off from the welding or cutting arc. The flying sparks, hot work
piece and hot equipment can causefires and burns.

1 Accidentd contact of electrode to metal objects can causesparks, explosion, overheating or
fire. Checkand be sure the areais safe before doing any welding or cuttin g.

9 Do not weld or cut where flying sparks can strike flammable material.

1 Remove all flammablesand fire hazards from the welding area. If this is not possible, tightly
cover them wit h approved covers to prevent the welding sparks from starting a fire.

1 When not welding, make certain no part of the electrode circuit is touching the work or
ground. Accidental contact can cause overheating and create a fire hazard.
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1 Be alert that welding sparks and hot materials from welding and cutting can easily go
through smadl cracks and openingsand causea fire in the adjacentareas.

Follow requirements in OSHA1910.252 (a) (2) (iv) and NFPAS51B for hot wor k and
have a fir e watcher and extinguisher nearby.

1 Do not heat, cut, or weld tanks, drums or containers that have held combustibles until the
proper steps have been taken to ensure that such procedureswill not causeflammable or
toxic vapors from substances inside. They can causean explosion even though they have
been ficleanedo. For informatio n, purchase iRecommendedSak Practices for the
Preparation for Welding and Cutting of Containers and Piping That Have Held Hazardous
Substincen, AWSF4.1 from the American Welding Society.

1 Do not weld or cut where the atmosphere may contain flammable dust, gas,or liquid vapors
(such as gasoline).

1 Sparksand spatter are thrown from the welding arc. Wear oil free protective garments such
asleather gloves, heaw shirt, cuff-lesstrousers, high shoes,and a cap over your hair. Wear
ear plugs when welding out of position or in confined places. Always wear safety glasses
wit h side shields when in a welding area.

1 Connect work cableto the work as closeto the welding or cutting areaas practical to
prevent welding or cutting current from traveling long, possibly unknown paths and causing
electric shodk, sparks, and fire hazards.

1 Do not use welder to thaw frozen pipes.

1 Remove any combustibles, such as a butane lighter or matches,from your person before
doing any welding or cutting.

1 Inspect areato ensureit is free of sparks, glowing embers, and flames after work is
complete.

CYLINDERSCANEXPLODE IF DAMAGED

WARNING i Compressed gas cylinde rs contain gas under high pressure
and/or flammabl e gas. If damaged, the cylinde r can explode.

1 Useonly compressedgascylinders containing the correct shielding gasfor the processused
and properly operating reguators designed for the gas and pressure used. All hoses,fittings,
etc. should be suitable for the application and maintained in good condition.

1 Always keep cylinders in an upright position secuely chainedto an undercarriage or fixed
support.

1 Cylinders should be located away from areas where they may be struck or subjected to
physical damage and a safe distance from arc welding or cutting operations and any other
source of heat, sparks, or flame.

1 Never allow the electrode, electrode holder or any other eledrically Ahoto parts to touch a
cylinder.

1 Keep your head and face away from the cylinder valve outlet when opening the cylinder
valve.

1 Valve protection capsshould always be in place and hand tight exceptwhen the cylinder is
in use or connected for use.
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1 Read and follow the instructions on compressedgascylinders, associated equipment, and
CGApublication P-l, fiPrecautions for SafeHandling of CompressedGases in Cylinders,0
available from the CompressedGasAssocation, 14501 George Carter Way Chantill y, VA
20151.

PRINCIPALSAFETY STANDARDS

Sakty in Welding, Quttin g and Allied Processes ANSIStandard Z491 i available for download

from the AmericanWelding Societywebste at www .aws.org

CSAStandardW117.21 available from Caradian Standards As®ciation, Standards Sales5060
Spetrum Way, Sute 100, Ortario, Canada L4W 5NSor website i www.csa-international.org.

Nation Electric Code NFPA Sandard 701 available from National Fire Protection As®dation,

Quncy, MA 02269, or website T www .nfpa.org.

Safe Practicesfor Occupationaland Educaional Eyeand FaceProtection, ANSI StandardZ87.1
i available from the American National Standards Institute, 25 West43'? Sreet, New Yak, NY

10036.Welsite i www.ansi.org.

OSH\ Occupational Sdety and Health Standad for Geneal Indusry, Title 29, Codeof Federal
Reguhtions, Part 1910, Subpat Qand Part 1926, Subpat Javailable from U.S.Gowernment
Printing Office Superintendent of Documents, P.O Box 371954, Pittsburg, PA 15250. Websie 1

www.osha.cvV.
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COOLGRIP SEMFAUTO TORCHES
FEATURES

American Weldquip torches have beendesignedwith advancedfeaturesand benefits to
include:

Durability 7 Heavy-walled gooseneckdesign gives increased durability where it matters the
most.

Consumables 1T Commonconsumableplatform keepsstock needs down.
Power Cable i A strong, durable power cable promotes clean arc starts and cut resistance.

Custom Configurations T Customconfigurations are readily available and can even ship
sameday.

Extended Trigger 1 The aluminum, extended tri gger provides comfortable reach while
preventing breaks as comparedto plastic extended triggers.

AiCool Designo i The Col-Grip designwas madeto provide relief from the high heat of
welding.

Strain - relief T Our spring strain-relief prevents the power cable from being over bent
prolonging its lifetime while preventing feed issues

Additiona |l Options i Flex-necks,heat shield, thermal spring, and torch hangersare available
acrossall torch designs.

Adaptation T Adaptable to most wire feeders with quick changecontrol cable.
Location i Manufactured in Sharon Center,Ohio allowing for quick turnaround.

TORGAH SPECIFICATIONS

60% DUTY CYCLE 100% DUTY CYCLE
MODEL | AMPERAGE MIXED GAS MIXED GAS
co2 (AR/ CO2) €Oz | AR/ CcO2)
456CG 450 500A 450A 450A 350A
500CG 500 575A 500A 500A 390A
507CG 500 575A 500A 500A 390A

Duty Cycle is basedon a complete cycle time of 10 minutes. (60% Duty Cycle= 6
minutes weld time, 4 minutes off time).

INSTALLATION

Dependingon how your torch was ordered your American Weldquip torch has been
supplied with either a EUROtype feeder connection or a DIRECTwire feeder connection. The
American Weldquip torch can be installed to the wir e feed unit in two ways.

1 Euro Connectioni FeederAdaptor Kit may be required

I Direct Connection

10



EUROCONNECTIONUSING FEEDERADAPTORKIT)

In some cases,t may be desirable to use a Euro feede adaptor kit when using different
manufactureswire feed units. This will commonizetorchesto a Euro style configuration.

1) Thread feeder adaptor plug into the adaptor block and tighten.

2) Insert the adaptor guide tube into the adaptor plug.

3) Fully insert the feeder adaptor assemblyinto the wire feeder. Tighten screw or other
method on wire feederto securethe adaptor assembly.

4) Connectthe Euro torch to the feeder adaptor assembly.
5) Feed welding wire into the torch and tighten drive rolls.

WARNING:WHEN FEEDNG WELD WIRE THROUGHTHE TORCH,KEEPTHE FRONTEND
OF THE TORCHPOINTEDAWAY FROMANY PERSONOR OBJECTDO NOT POINT AT
FACE,HANDSETC.FAILURETO DO SOWILL RESULTIN BODILY INJURY AND POSSIBLY
DEATH.

DIRECT CONNECT

The direct connect torch systemis desgned for installation to the wire feede without the
need for any adaptor system. The torch is supplied (depending on the torch configuration
ordered) with afeeder connection plug at the rear of the torch, gasconnection, feeder control
cable.

1) Fully insert the torch Direct Connectioninto wir e feeder. Tighten screw or other
method on wire feederto seaure torch.

2) Connectthe gashoseif required:
a. Lincoln Universali connectPtoCto power pin then hosefrom PtoC to feeder.
b. OTC/Daihen, Lincoln, and Pamasonic i connect to feeder with attached hose
3) Connectfeeder control cable/plug to the feeder if required.
4) Feedwelding wire into the torch and tighten drive rolls.

WARNING WHEN FEEDING WELD WIRE THROUGHTTHE TORCHKEEP THE FRONTEND
OF THE TORUH POINTEDAWAY FROMANY PERSONOR OBECT.DO NOT_POINT AT
FACE,HANDSETC.FAILURETO DO SO WILL RESULTIN BODILY INJURYAND POSSIBLY
DEATH.

DAILY MAINTENANCE

A few minutes per day performing a quick ched of your mig torch will help to
decreaseweld problems, minimize downtime, and help increase consumablelife.

1 At Beginning of Shift

0 Inspectthe cablefor cuts, nicks,or tears. If you can seebare copper return for
maintenance.

o0 Inspectthe front-end consumables.Cleanweld spatter and inspect the nozzle
insulator. If nozzle insulation is damaged, the nozzle should be replaced.

o Checkthat the gasdiffuser is tight, and the insulating washer is on the gooseneck.
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A The insulating washer is pertinent to havein place as this helps prevent the
gooseneckfrom getting electrically charged.

0 GCheckthe gasholeson the diffuser and cleanif necessary.
o Checkand tighten the contact tip.

o Checkall electrical connectionsincluding the power cable from the power supply,
torch/feeder connections, and control cablesfor loose connections. Tighten if
necessary. Looseconnectionscan causeoverheating of cablesand/or loss of
electrical power.

MAINTENANCE
LINER REPLACEMENT

Warnings i To avoid accidental injury ensure power supply and wire feed
unit is turned off.

1. Trim the end of the weld wire at contacttip.
2. Retract or completely remove weld wire

3. Removetorch from the wire feeder.
4

. Removethe nozzle,contacttip, and diffuser. Inspect and replace if
necessary
a. Inspectinsulating washer (between diffuser and gooseneck)
and replace if necessary.

5. Loosenthe set screw, DONOTREMOVEOQnN the feeder pin using
a 5/ 640 Allen wrench. If retaining nut, remove and set aside.

6. Making sure the torch cableis straight, grasp the liner at the
rear of the torch with a pair of pliers and remove.

7. Carefully feed the new liner into the torch using short strokes
to avoid kinking. Youmay needto twist the liner for easier
insertion. Ensureliner collet is all the way againstthe power
pin.

8. Tighten the set screw or retaining nut to securethe liner in the feeder
pin.

9. IMPORTANTat the front end of the torch push the liner backinto the
gun and hold.

10. While holding the liner in, trim the liner sothat 13/32 0 (2007 series
diffusers) or 11/16 0 (4033 series diffusers) sticks out from the end of
the gooseneck Checkthe torch diffuser to determine if AW 02007 or AW
04033 is engravedon it.

11. Gently twist the power cable 180°. Which end you twist from dependson
direction of rotation.

Warning - It is important to keep one end of the power cable stationary
while twisting the opposite end.
a. Holding the neck,twist the cable counterclockwise .
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b. Holding from the power pin, twist the cable clockwise.
12.Replacethe diffuser, contact tip, and nozzle.
13. Untwist the torch.
14. Attach torch to the wire feeder.
15. Feed welding wire into the torch and tighten drive rolls.

WARNING:WHEN FEEDINGWELD WIRE THROUGHTHE TORCHKEEP THE
FRONTEND OF THE TORCHPOINTED AWAY FROMANY PERSONOR OBJECT.
DO NOT POINT AT FACE,HANDSETC.FAILURETO DO SOWILL RESULTIN

BODILY INJURY AND POSSIBLYDEATH.

GOOSENECKREPLACEMENT
1) SecureGooseneckn avice.

2) Removethe liner from the torch, seliner replacement

3) Unscrewthe spring from the front handle and slide badk on cable.

4) Remove the four handle screws and separae the handle assembly.

5) Using a 5/8 6 wrench loosen the gooseneck cable connection and remove from the

cable assembly.
6) Removethe Body Insulator from the old gooseneckand install

on the new one.

7) Thread the new gooseneckon to the cable assemblyand tighten with 5/8 6 wrench..

8) Install the bottom handle assembly (trigger side) onto the gooseneck/calle assembly.
The trigger wires will fit in the grooveson the sides of the body insulator. Make sure
the trigger wires stay seated in the body insulator and the insulator is fully inserted

into the bottom handle.
9) Install the top handle and securewith the (4) screws.

IMPORTANT: Ensure the trig ger wires are not pinched betw een the handl es.

10)Slide the handle spring up andtwist onto the rear of the handle.

11)Reinstall the liner, seeliner replacement

12)Reinstall the insulating washer, diffuser,
contact tip, and nozze. @/§ ? 0
TRIGGERSWITCHREPLACEMENT O O] @

CG SERIESTORCHES

The Trigger Switch Assembly (75000004)
contains:

(1) Trigger Paddle

(2) Springs

(4) Screws

(1) Shaulder Screw

(2) CopperOuter Contad Plates

(1) CopperContactPlate

1) SecureGooseneckin avice. TEM | pART NUMBER

DESCRIPTION

1 |75000010

TRIGGER BLADE, LONG

75000059

LARGE HANDLE SPRING - STRONG

75000013D

TRIGGER CENTER BLADE SCREW

13

75000058

SMALL SPRING, HANDLE EXTENDED
TRIGGER

75000011

SCREW, #4 X 5/16" PRHSMS

75000042

HANDLE TRIGGER W/ SPATTER GUARD

N|lolo| &2 w|N

75000012

TRIGGER BLADE, CENTER




2)
3)

4)

5)
6)

7)

8)

9)

Removethe four handle screws and separate the handle assembly.

Removethe (4) screws securing the copper contact assenblies and remove the trigger
leads and contacts.

Removethe trigger paddle shoulder screw and spring securing the center copper blade
to the trigger paddle.
a. If usingthe extendedtrigger there are two screwsthat securethe trigger
paddle and must be removed.
Using a screwdriver gently push, from the inside of the handle,the trigger paddle
where it attachesto the handle and remove the trigger paddle and return spring.

Insert the return spring (the smaller diameter spring) into the seaton the bottom
handle assembly.

Carefully insert the new trigger paddle and small diameter spring into the handle
assemblyand tap the paddle in on the pivot point in the handle. The Trigger should
snap in place.

Placethe copper cross contact on the shoulder screw, then install the remaining spring
over the screw, and thread into the trigger paddle until tight. DONOT OVERTIGHTEN.

Usingthe (4) four screws provided attach the (2) two outer contact plates and install
the (2) two trigger leadsunder the front contact plate screws.

10)Install the bottom handle assembly (trigger side) onto the gooseneck/cabk assembly.

The trigger wires will fit in the grooves on the sides of the body insulator. Make sure
the trigger wires stay seating in the body insulator and the insulator is fully inserted
into the bottom handle.

11)Slide the handle spring or cable support up and insert in the rear of the handle.
12)Install the top handle and securewith the (4) four screws provided. IMPORTANT:

Ensurethe trigger wires are not pinched between the handles

POWERCABLEREPLACEMENT

1)
2)
3)
4)
5)

6)

7)
8)

9)

Secue Gooseneckin avice.

Removethe liner from the torch., se€liner replacement.
Unscrewthe spring from the gooseneck and slide back on cable.
Renove the four handle screws and separate the handle assembly.

Using a 5/8 o wrench, loosenthe gooseneck cable connecion and remove gooseneck
from the cable assembly.

Removethe spring from old cable and place on the new cable assemby.
Thread the goosene& on to the new cable assemblyand tighten.

Install the bottom handle assembly(trigger side) onto the goosereck/cable assembly.
The trigger wires will fit through the slot on the bottom of the body insulator. Make
sure the insulator is fully inserted into the bottom handle.

Slide the handle spring or cable support up and insert in the rear of the handle.

10)Install the top handle and securewith the (4) screws.

IMPORTANT: Ensure the trigg er wires are not pinched between the handles.
11)On the rear of the old cable assembly, unscrew the spring and slide back on the cable.
12)Unplug thetrigger control cableif present andset aside.

13)Removethe screw securing the adaptor support to the feeder pin adaptor and

separate

14



14)Unthread the power cable from the feeder adaptor block.

15)Slidethe rear spring and adaptor support onto the new cable assembly.

16) Thread the feeder pin adaptor into the power cable and tighten.

17)Slidethe rear adaptor support onto the feeder adaptor block and securewith screw.
18)Install the other handle half and screw on the rear spring.

19)Install the screw on the rear handle and feeder adaptor.

20)Plugtrigger connector into sodket on rear adaptor support if present.

21)Reinstall the liner, seeliner replacement

22)Replacethe Diffuser, contact tip, and nozzle.

23)Feedwelding wire into the torch and tighten drive rolls.

15



NOZZLE/TIP RELATIONSHIPS

Shown below are typical relationship between the contact tip and nozzlein GMAW
SemiAutomatic applications. Nozzlesto tip relationships are usually dictated by the process
and application but not necessarilythe standard. Keepin mind that decreasedtip life,

increased spatter cleaning cyclesmay be required if the tip relationship is changedto achieve
other objectives.

Extended Tip i Short Circuit (Short Arc, Dip
Transfer) Welding Applicati ons

The tip stick outis usually p 7 ppop 7 1 0
from the nozzle.Keepin mind that the further the
stick out the more susceptible to gasporosity
issues.Typically, this usedin short circuit, lower amperageapplications,and/or where you
may needto reachinto a corner.

Flush Tip 7 Higher current Short Circuit (Short
Arc, Dip Transfer) Weldi ng Applications

The tip is flush with the end of the nozzle.
Typically usedin higher current and voltage short

circuit applications.
RecessedTip i Spray Arc, Pulsed, Flux Core Welding Applicat ions

The tip is usually recessedin the nozzle 17 ¢ 6
or p ¥ tUaudlly, the higher the hea and/or current
‘ the further the recess.However, this is also
| dependenton the wire usedand the arc length
requirement.

16



NOZZLESELECTIONCHART
400 Seies Nozzles

Part Number Description Bore Size Material OAL Insulator Req
751462021 BOTTLENOSE 5/8 6 (15.9mm) NI PLATEDBRASS 3.1250(79.4mm) INSTALLED
75145001 BOTTLENOSE 1/26(12.7mm) NI PLATEDBRASS 3.0310(77.0mm) 75001733
75146202 CONICAL 5/8 6 (15.9mm) NI PLATEDBRASS 3.1250 (79.4mm) 75001738
75146202C CONCAL 5/8 6 (15.9mm) NI PLATEDCCPPER | 3.1250(79.4mm) 75001738

75146202CU CONICAL 5/8 6 (15.9mm) BARECOPPER 3.1250(79.4mm) 75001738
75145601-1 TAPERED 9/16 0 (14.2mm) NI PLATEDBRASS 3.1250 (79.4mm) INSTALLED
75145002C TAPERED 1/2 6 (12.7mm) NI BARECORPER 3.1250 (79.4mm) 75001738
75145002CU TAPERD 1/2 6 (12.7mm) BARE COFPER 3.1250 (79.4mm) 75001738
75145003 | TAPEREDLONG) | 1/26(12.7mm) | NI PLATED BRASS | 3.9150(99.4mm) NONEREQ.
75146501S SPO 5/8 6 (15.9mm) NI PLATEDBRASS 3.4370(87.3mm) 75001738
751462041 CONICAL 5/8 6 (15.9mm) NI PLATEDBRASS 2.8200 (71.6mm) INSTALLED
75146204CU CONI@L 5/8 6 (15.9mm) BARECOPPER 2.8200 (71.6mm) 75001738
751456021 SMALLCONICAL | 9/16 6 (14.2mm) NI PLATEDBRASS 2.8200 (71.6mm) INSTALLED
751443011 TAPERED 7/16 6 (11.1mm) NI PLATEDBRAS 2.8200 (71.6mm) INSTALLED
75145004 BOTTLENOSE 1/26(12.7mm) NI PLATED BRASS 3.1250 (79.4mm) 75001733
751462051 CONICAL 5/8 6 (15.9mm) NI PLATEDBRASS 3.0310 (77.0mm) INSTALLED
75146205CU TAPERED 5/8 6 (15.9mm) BARECOPPER 3.0310 (77.0mm) 75001738
75146206-I SHORTCONICAL | 5/8 0(15.9mm) NI PLATEDBRASS 1.8750 (47.6mm) INSTALLED
75146207-1 SHORTCONICAL | 5/8 6(15.9mm) NI PLATEDBRASS 2.1870(55.6mm) INSTALLED
75147501 CYLINIRICAL 3/4 6 (19.0mm) NI PLATEDBRASS 3.1250 (79.4mm) 75001738
7514501CU CYLINDRCAL 3/4 6 (19.0mm) BARECOPPR 3.1250 (79.4mm) 75001738
751456031 SHORTTAPERED| 9/16 0 (14.2mm) NI PLATED BRASS | 2.3750 (60.3mm)) INSTALLED
75145005 BOTTLENOSE 1/2 6 (12.7mm) NI PLATEDBRASS 2.8200 (71.6mm) 75001733
75144302-1 TAPERED 7/160(11.1mm) NI PLATEDBRAS 3.1250(79.4mm) INSTALLED
500 Series Nozzles
Part Number Descripti on Bore Size Material O.AL Insulator_Reg
75156201 CONICAL 9/16 0 (14.2mm) NI PLATEDBRASS 2.6700 (67.8mm) 75001740
75157001QU-I CYLINDRICAL (1:;:.[42?“?“) BARE COPPER 3.1870(81mm) INSTALLED
75157501-| CONICAL 3/4 6 (19mm) NI PLATED BRASS 3.1870(81mm) INSTALLED
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CONTACTTIP SELECTION CHART

M8 Contact Tips

Part Number Wire Size Nominal I.D
Copper (CU)

75030014 0.0300 (.8mm) 0.0380
75035014 0.0350 (.9mm) 0.0440
75040014 0.0400 (1.0mm) 0.0480
75045014 0.0450 (1.2mm) 0.0540
75052014 0.0520 (1.3mm) 0.0610
75062014 0.0620 (1.6mm) 0.0730
75062015 0.0626 (1.6mm) 0.0760
75078014 0.0780 (2.0mm) 0.0870
75093014 0.0930 (2.4mm) 0.1060

Heat Resistant Technolo gy (HRT)
20030400 0.0300 (.8mm) 0.039
20035400 0.0350 (.9mm) 0.0410
20040400 0.0400 (1.0mm) 0.0500
20045400 0.0450 (1.2mm) 0.0540

20052400TT 0.0526(1.3mm) 0.0576
20062400 0.0626(1.6mm) 0.0690
20030500 0.0300 (.8mm) 0.0390
20035500 0.0350 (.9mm) 0.0410
20040500 0.0400 (1.0mm) 0.0500
20045500 0.0450 (1.2mm) 0.0540
20052500 0.0520 (1.3mm) 0.0610
20062500 0.0620 (1.6mm) 0.0690

*TT is for tight tolerance.
LINER SELECTIONCHART

Part Number Description

75005215T .023-.030 LINER,5FTT T STYLE
75010215T .023-.030 LINER,10FTT T STYLE
75015215T .023-.030 LINER,15FTT T STYIE
75001222T .035-.045LINER,1FTT T STYILE
75005222T .035-.045 LINER,5FTT1 T STYLE
75010222T .035-.045LINER,10FTT T STYLE
75015222T .035-.045 LINER 15FT71 T STYLE
750252221 .035-.045 LINER,25FT 1T T STYIE
75001228T .045-1/16 LINER,AFT7i T STYLE
75005228T .045-1/16 LINER,5FTT T STYLE
75010228T .045-1/1 6 LINER,10FT 7 T STYLE
75015228T .045-1/16 LINER,15FTT T STYIE
75025228T .045-1/16 LINER,25FTT T STYLE
750012291 5/64-3/32 LINER,1FT T T STYLE
750052291 5/64 -3/32 LINER,5FTT T STYLE
75010229T 5/64 -3/32 LINER,10FTi T STYLE
75015229T 5/64 -3/32 LINER,15FTi T STYLE
750252291 5/64 -3/32 LINER,25FT1 T STYLE
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PARTS BREAKDOWN T 456 CG,500CG.507CG

EURO ONLY
*16 COMESWITH 16A,17, & 18

‘f/

EURO ONLY




NO. DESCRIPTION 456 500 507
1 CONCALNOZZLE SEENOZLE SELECTIONCHART
TAPEREDNOZLE SEENOZZLESEIECTIONCHART
BOTTLENOSENOZZLE SEENOZZLESH ECTIONCHART
2 NOZZLEINSULATOR SEENOZ4 E SELECTIONCHART
3 CONACTTIP SEECONTACTTIP SELECTIONCHART
4 GASDIFFUER,STANDARD 75004033 75004033 75004033
GASDIFRUSER SHORT 75004033S 75004033S 75004033S
GASDIFRUSER, LONG 75004033L 75004033L 75004033L
GASDIFFUSERX-LONG 75004033XL 75004033XL 75004033XL
5 INSULATINGNVASHER 75001004 75001004 75001006
6 GOGENECK,60-DEGREE 75004456 75005042 75005046
GGODSENECK,45-DEGREE 75004455 75005041 75005045
6F FLEXNECK(COMESNITH 6FA& 7) 750CG-LEX 750CGFLEX N/A
6FA FLEXNECKNOZZLESEAT (REQUIRED) 75077FLX 75077FLX N/A
7 BODYINSULATOR 75003002 75003002 75003000
8 GUNHANGER(Optional) 75000009 75000009 75000009
9 Gun hange Bracket 75000030C 75000030C..750 | 75000030C-.750
10 CADL GRIPHANDLE- STD 75000044 75000044 75000044
COOLGRIPHANDLE EXTTRIGGER 75000046 75000046 75000046
COOLGRIPHANDLETOP STD. 75000040 75000040 75000040
COOLGRIPHANDLETOPI DUAL SGHEDU.E 75000045 75000045 75000045
COOLGRIPHANDLE BOTTOMi STD. 75000041 75000041 75000041
COOLGRIPHANDLE BOTTOMi EXT.TRIGGER 75000046 75000046 75000046
NS | HANDLESCREWSI COOL GRP (4 REQUIRED) 75000008 75000008 75000008
NS SWITCHASSYiI DUAL SCHEDULE 75000017 75000017 75000017
NS SWITCHASSYT MULTI-SGHEDULE 75000018 75000018 75000018
NS DS/MSSWITCHCANNEQ ORS 75077018 75077018 75077018
11 FRONTSUPPORTBPRING 75002006 75002006 75002006
12 REARSUPPORTSFRING 75002019 75002018 75002018
13 106POWERCABLE 75010407CG 75010507CG 75010507CG
126POWERCABLE 75012407CG 75012507CG 75012507CG
156POWERCABLE 75015407CG 75015507CG 75015507CG
206POWERCABLE 75020407CG 75020507CG 75020507CG
250 POWERCABLE 75025407CG 75025507CG 75025507CG
14 REARADAPTORSUPPOR 75077006 75077006 75077006
15 DIR CONADAPTBLK 37077003 37077003 37077003
DIR CONADAPT BLKT FRONIUXKIT
NS (INCLUDES20,20A FRONIUS/ERSION) 37677710 37677710 37677710
16 EUROBLOX 37030001 37030001 37030001
16A EUROLINERRETAININGNUT 37077005 37077005 37077005
17 ADAPTORSCREW 75001151 75001151 75001151
18 LOCKNUT 75001029 75001029 75001029
19 HOLE PLUG 38000003 38000003 38000003
20 MILLERFEEDERPIN 37577705 37577705 37577705
OTC/ DAIHENFEEDERPIN 37577700 37577700 37577700
OTCDP SERIESFEEDERPIN 37577701 37577701 37577701
LINCOIN LN7 FEEDERPIN 37577832 37577832 37577832
PANA®NICFEEDERPIN 37577999 37577999 37577999
TWECO#4 FEEDERPIN 37577699 37577699 37577699
TWECO#5 FEEDERPIN 37577930 37577930 37577930
20A LINERRETANING CAP,MILLER 37577705-N 37577705-N 37577705-N
LINERRETAININGCAP,OTC 38277001-N0O78 38277001-N0O78 | 38277001-N0O78
LINERRETAININGCAP,EURO 37077005 37077005 37077005
LINERRETAININGCAP,FRONIUS 37577706-N 37577706-N 37577706-N
LINERRETAININGCAP,OTC 38277001-NO78 38277001-N078 | 38277001-NO78
21 CONTROICABLEMILLER 37577201 37577201 37577201
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CONTROLCABLE,LINCAN 37777200 37777200 37777200
CONTROICABLEQTC 37777503 37777503 37777503
CONTROICABLE PANASONIC 37777504 37777504 37777504
CONTRQ@ CABLE, TWECO 37677200 37677200 37677200
NS O-RING,MILLERFEEDERPIN 37577102 37577102 37577102
NS O-RING, TWECO#4 FEEDR PIN 37577102 37577102 37577102
NS O-RING, TWECO#5 FEEDERPIN 75000021 75000021 75000021
22 CONTROLCABLE CONNETOR 38000001 38000001 38000001
23 TRIGGERSWITCHASEMBLY, STANDARD 75000004 75000004 75000004
24 EUROADAPTNUT 75077014 75077014 75077014
25 TRIGGERWIRE CONNECTOR 75077024 75077024 75077024
26 BUTTSRLICE 75077066 75077066 75077066
27 7/16 HOSECLAMP 38577108 38577108 38577108
28 GASHOSEPERFOOT 38577087 38577087 38577087
29 5/80-18 RHNut (Gas;Type A) 38677141 38677141 38677141
NS 9/16 -18 RHNut (Gas;Type B) 38677145 38677145 38677145
30 2-7/32 & Nipple (Type A) 38677142 38677142 38677142
NS 9/ 160 Nipple (Type B) 38677144 38677144 38677144
31 LINER SEELINERSH.ECTIONCHART
32 EXTENDED TRIGGERPADDLE 75000005E 75000005E 75000005E
33 EXTENDED TRIGGERSCREW 75000013 75000013 75000013
34 THERMALSPRING 75002021 75002010 75002010
35 ADAPTORSGREW 75077011 75077011 75077011
36 CONNECTINGCREW 38000002 38000002 38000002
37 TRIGGERPADLLE 75000042 75000042 75000042

1 Type A= Lincoln
1 Type B=OTC/ Panasonic
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AVIERINCWELDQUI

1375 Wolf Creek Trail T P.O.Box 397
Sharon Center, Ohio 44274
Telephone 330-239-0317
Fax 800-949-9353

www.wel dgquip.com
www.youtube. com/w eldquipl
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