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Technical Specifications

Type MIG 135
Item
Power Supply (V) AC 1 Phase 90-130V AC 1Phase 190-250V
Frequency (Hz) 50/60 50/60
No-load Voltage
52 52
V)
Flux: 27 Flux: 19
Eat:sn't”(%t MMA: 26.4 MMA: 17.1
u Lift-TIG: 19.9 Lift-TIG: 14.3
Flux: 30-100 Flux: 30-130
g::]pit (C:;"e”t MMA: 20-80 MMA: 20-100
9 Lift-TIG: 10-100 Lift-TIG: 10-130
Outout Voltage Flux: 15.5-19 Flux: 15.5-20.5
R:npt ) 9 MMA: 20.8-23.2 MMA: 20.8-24
9 Lift-T1G:10.4-14 Lift-TIG: 10.4-15.2
Duty Cycle (40°C) 40%
Power Factor 0.77
Efficiency (%) 83%
T )
ype of the Wire Built-in
Feeder
Welding Wi
elding Wire 0.8/0.9/1.0
Diameter (mm)
Insulation Grade F
Protection Grade P21
Net Weight (kg) 3.5
Dimension
280*156*1
(L*W*H mm) 80*156*180

Note: When operating, the rated input currents are 27A (110V) and 19A (220V),
with rated input powers of 2.97kVA (110V) and 4.38kVA (220V). Adjust the
welding current according to the site's power capacity to prevent overload trips.



Panel Function

/ me135

IGBT INVERTER

fi% FLUX AC110V  AC220V
f\ VA )
14 LIFT-TIG
/v\ q;zo ©2.5 ©3.2
\_/ VR Hot Start

MODE

Mode: Press this button to select welding modes: Flux, MMA, and Lift-TIG.

Flux: When the "FLUX" light is on, the machine is in Flux mode,

allowing adjustment of the Flux welding current (A).

MMA: When the "MMA" light is on, the machine is in MMA mode,
allowing adjustment of MMA welding current (A). The machine

displays the matching electrode diameter based on the current level.

Lift-TIG: When the "LIFT-TIG" light is on, the machine is in TIG mode,

14 LFT-TIG
allowing adjustment of TIG welding current (A).

—
%, Current: This value shows the set current for the corresponding mode.
=4
Adjusting Knob: Rotate the button to adjust parameter values (x1).

m Keep pressing and rotate the knob for quick adjustment (£10).
In MMA mode, long-press the knob for 5 seconds to activate VRD (VRD
indicator lights up). Repeat the action to deactivate it (indicator turns off).*
ANT Anti-stick Indicator: Lights up when welding stickiness occurs.*

HotStart Always on (function permanently active) to facilitate easier cold starts.*

AC110V This indicator light is on when the input power supply is 90-130V.**

2.
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AC220V This indicator light is on when the input power supply is 190-250V.**
I|E Abnormal Indicator: This indicator lights up for overheating, overcurrent, or
other abnormalities. For abnormal information: Screen displays
EU/EH/EL/EO to indicate faults. Refer to "Trouble Shooting" for instructions and
handling.

* Functions mentioned are only valid in MMA mode.
** The welding machine features a power voltage compensation device, ensuring
normal operation during +15% fluctuations in rated voltage.

Socket Introduction

'@)' Aviation socket
[ Negative output terminal (FLUX)
7 5@ Negative output terminal (MMA/LIift-TIG)

I/_i_\l n .
\"") Positive output terminal (Earth Clamp)



Installation Diagram

On/off switch Power socket

\

I
N==

Input cable Power plug

FLUX - Install the welding wire:
The wire feeder is integrated inside the welding machine. To install wire:

1. Open the side panel and mount the wire spool on the roller in an anticlockwise
rotatable direction.

2. Select a driving roller that matches your wire type and diameter.
3. Unscrew the plastic roller holder anticlockwise to replace the driving roller.

4. Thread the wire through the tube into the driving rollers, pushing it until it
reaches the machine’s output connector.

5. Secure the driving rollers properly (see illustration below).

Note: The screw pressing knob is pre-adjusted at the factory. If tampered
with, reset it to the 3rd grid line.

The welding torch is pre-fixed. Press and hold the torch switch for 2
seconds to feed wire at 8m/min; release to stop.

Caution: The wire tip emerging from the contact tube may cause injury to
hands, eyes, or face.
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>FLUX - Connection and Operation Procedure:

1. Connect power and turn on the
switch.

2. Press MODE button to select
FLUX mode.

3. Rotate the CURRENT knob to set
the welding current according to the
wire diameter and material thickness.

4. Attach earth clamp to workpiece.

— 5. Press torch trigger to weld; release

/ to stop.
— Workpiece

IMPORTANT NOTES: In FLUX mode, keep the torch trigger pressed during
welding. Releasing or not pressing the trigger will stop the welding process.

>MMA - Connection and Operation Procedure:

1. Connect power and turn on the
switch.

2. Press MODE button to select
MMA mode.

3. Rotate the CURRENT knob to set
the welding current according to the
electrode diameter and material
thickness.

4. Attach earth clamp to workpiece.

5. Clamp the electrode by electrode
holder and start welding.




>Lift-TIG - Connection and Operation Procedure:

1. Connect the gas connector on the
torch to the gas cylinder. Then
connect power and turn on the
switch.

2. Press MODE button to select Lift-
TIG mode.

Gas Cylinder 3. Rotate the CURRENT knob to set
the welding current according to the
electrode diameter and welding
process.

4. Attach earth clamp to workpiece.

Earth Clamp

5. 0pen the gas valve on torch and
" start welding.
Lift-TIG Torch T —

— Workpiece

IMPORTANT NOTES: Lift-TIG torch is sold separately.

Strap Installation (Optional)

Strap Components Installation Procedure




Trouble Shooting

Troubleshooting with abnormal codes

EH: Overheat protection

Stop welding. The system will automatically resume operation after 5-10 minutes.
EU: Voltage fluctuation or wire feed issue

Verify input voltage matches specifications.

Check torch and wire feeder components for malfunctions.

EL: Wire feed failure

Inspect welding torch and wire feeder for blockages or damage.

E0: Communication error

Ensure all device wiring connections are secure and undamaged.

Troubleshooting without abnormal codes

Power indicator off

1. Verify input voltage matches machine specifications.

2. Use only compatible plugs for the rated voltage to avoid damage.

Fault indicator on

1. Overheat protection:

Continuous use triggers protection. Keep powered on; fan cools for ~5 mins. Resume
when fault light turns off.

2. Overcurrent protection:

Direct contact between tips and workpiece causes short circuits. Reset by unplugging
power for 10 seconds, then restart.

3. Voltage error:

Check the main voltage. Restart the machine after correction. High voltage may
permanently damage the unit.

4. Wire feeder overload:

Jam in torch causes current spikes. Clear blockage, and restart machine.
Welding gun jam

1. Maintain 8-12mm stick-out to prevent spatter buildup.

2. Ensure the torch cable is fully extended (no sharp bends).

3. Adjust wire feeder pressure wheel to medium tension.

Excessive spatter

1. Reduce current setting for finer arcs.

2. Inspect torch cable for kinks or damage.

3. Verify wire feeder tension is not too tight.
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Safety Guidelines and Precautions

Personal Protection

Always wear appropriate PPE (Personal Protective Equipment), including:

- A certified welding helmet with UV/IR-resistant lens (shade level 211) to protect eyes and
face from sparks and radiation.

- Heat-resistant gloves, long-sleeved clothing, and flame-retardant apron to prevent burns.
- Closed-toe safety boots to shield feet from falling sparks or equipment.

- Respiratory protection (e.g., dust mask or fume extractor) when welding in enclosed
spaces.

Electric Shock Prevention

- Ensure the machine is grounded properly and connected to a voltage-matched power
source.

- Inspect cables, plugs, and sockets for damage before use. Never operate with frayed or
exposed wiring.

- Avoid contact with wet surfaces or standing water while welding. Keep hands dry when
handling controls.

- Disconnect power and allow the machine to cool before performing maintenance or
changing accessories.

Fumes and Gases

- Welding produces harmful fumes (e.g., metal oxides, ozone). Work in well-ventilated
areas or use mechanical extraction systems.

- When using flux-cored or gas-shielded welding, ensure proper gas ventilation to avoid
inhaling toxic fumes or oxygen depletion.

- Never weld in confined spaces without first testing air quality and securing adequate
breathing protection.

Fire and Explosion Hazards

- Clear the work area of flammable materials (e.g., oil, solvents, paper) within a 3-meter
radius.

- Keep a fire extinguisher (ABC-type) nearby and ensure easy access to water or fire
blankets.

- Avoid welding near pressurized containers, gases, or combustible gases. Verify the
absence of explosive atmospheres before starting.

- After welding, inspect the work area for smoldering sparks and allow materials to cool
completely before disposal.

Radiation Exposure

- Ultraviolet (UV) and infrared (IR) radiation from the welding arc can cause skin burns (arc
eye) and retinal damage.

- Ensure the welding helmet lens is correctly shaded and free of cracks or scratches.

- Never look directly at the welding arc without proper eye protection. Shield bystanders
from direct exposure to the arc.

Electromagnetic Fields (EMF)

- Prolonged exposure to high-frequency EMF from welding equipment may pose health
risks.

- Maintain safe distance from the machine’s power source and cables during operation.
- Limit continuous welding time in close proximity to the equipment where possible.

€ C€ RoHSg. DR X
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Ttem ype MIG 135
B (V) AC 1 Phase 90-130V | AC 1Phase 190-250V
JE % (Hz) 50/60 50/60
mamEE (V) 52 52
Flux: 27 Flux: 19
EMANIET (A) MMA: 26.4 MMA: 17.1
Lift-TIG: 19.9 Lift-TIG: 14.3
Flux: 30-100 Flux: 30-130
JrETRER (A) MMA: 20-80 MMA: 20-100
Lift-TIG: 10-100 Lift-TIG: 10-130
Flux: 15.5-19 Flux: 15.5-20.5
HITEEHF (V) MMA: 20.8-23.2 MMA: 20.8-24
Lift-T1G:10.4-14 Lift-TIG: 10.4-15.2
afE (40° C) 40%
PIES 0.77
W (%) 83%
ERE D 24 7 M
BT A YiE (mm) 0.8/0.9/1.0

Atk S A

TRFEE P21
EREE (kg) 3.5
EX, g &% (L*W*H mm) 280*156*180

BEERTFEL.

EIE O T ANETIT 110V T 27A, 220V T 19A <%, EWANE
7‘30;’( 110V < 2.97kVA. 220V < 4.38kVA <73, BHiLEoE

REICHEDETA

BEMICIEZTL—A—F Yy TEHNTLEE 0,



23 2 VERRE

/ me 135

IGBT INVERTER

f FLUX AC110V  AC220V

Mm
14 LIFT-TIG
5 7 q;zo ©2.5 3.2
Hot Start

MODE

2 Mode: ZoRZ VAL CTHEHEE—FE2ERL £ ¢ Flux, MMA, Lift-
- TIG,

Flux : [FLUX| 7 v 723847 LT 2854813, AHEKA FLUX £ —
FICERE SN TE Y, FLUX BREER (A) @gﬁgﬁﬂﬁ%'@?‘o
MMA : [MMA] 7 v 73BE LT w3 & &, imHEKIZI MMA £—F
CRE T . MMA RN (A) oMEATREC, Wk
Z, BRL_ANVICESOTHEAT 2EMEERRL T T

: Lift-TIG : [LIFT-TIG] 7 v 723 84T LT\ 3 & % dliiz TIG =
—FRBESRTE Y. TIG EHER (A) OBEAAHETY,

19 F Current : Z OEfEIL, ERFPOE— FICHRTEIN-ERMEZRS L
[ d s cngs,

Adjusting Knob : R & v Z[AHEX 42 & N7 X — 2l 1 F O
NEd, FxvEMHLGET RBORERS T3 L, FRLE10 o5 T

=

Wi EXT

MMA ®— FTlk, / 7% 5 BEREM L3 2% & VRD (K& IE#RE) 23
FEIL 3 (VRD 4 v ¥ 7 —203541), A CEEZHETTS> & VRD 23
fRbRI I (A v r— 2k 3, *
TYFATADIAVY =R IRERRICBEERNE (RT4 v 7) B
ELEBcEITLES, *
HotStart H# Wi+ (BEEZRFEICHZICT 2) LT, WFBEEZASHICLET, *
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