


" GUARANTEE i - ;
This Clarke product . 13 guaranteed aqa1nst faults in manufacture,
for 12" months .from purchase,date
‘Keep your receipt as ‘proof of purchase. s
This gmarantee is invalid if the product has been found to have
been -abused in any wWay, or not used for the purpose for which
It was 1ntended, or_to have been tampered 1N any way.
The reason for return must be clear]y stated .

v -
CONTENTS: :
5 Y y -
Ealtionsfor ioametyid. - U g b e S i
Mg telding meHon Tt Works sosveot it Do 2 Tl PR
Benefits of Mig welding -—---—-o--o ot 1 g
Welding Spectflcatlonr et SRS
i e oo oo mEE e e L R B e g i
'Assembly n--;-;----g--w--____--_-___--TV,_____:,____zﬁ'5
Attaching Gas Bottle and Requlator —---ce—ooo L _ . 7
Loading Nlre_—-q---——---h___-_i ________ e -
Preparation for Ue1d1ng e e 8
Welding Procedurgs: —=—mmmemocoooo R R
Tuning the Welder i=—ci_l2 il s s 10 AR e i o ARG :
Welding Hints and Hazntenance ettt bt SR B
Types of: Joints wpmmtemeen e e
Orawings & Parts’ List i e e 13 - 14
Troubleshootlng. Chart ol el 8 0 7; ________ 15 b



Longratulatlons on thc puIChase of your new Clarke- ngguei‘
Before aELcmptunq to opemtc this machine, plcasc read ‘this 3
instruction manual thoroughly and follou a!l d1rectL@ns baref
8y doing 50 you will ensure the s;fety of both. yourself anﬂ ‘ot
around yfm, and &t the sama time, you shou}d'_{;;mk forwar

and trqub!efrce servu:c from your Ctarke Mig Weldet:

= g

CAUTIONS FOR SAFETY

Special . care-is taken during all stagas ﬁf manufacture to ensurg h:- ik
that your Clarke Mig Welder arrives awith you 1n good cdndxt;an

However, before using the machine it is in your own /|
read -and pay attention to the following rules

1) Do.not attempt -to remove side panels: of the machxne uvnless
‘the mains plug is disconnected.
2) Do not use the machine with any of the panels remavcd,
3) Do not- try to.atfempt any e]ectrlcal or mechanlcal ‘re
unless you are a qualified technician. €3 yeu‘have
with your machine contact your. local dealer.
4) Remove any: flammable materials from the weldlng area
5) Do pot expose gas cylinder to high temperature, and g
strike an arc near or on the gas cylinder.
Caution® Gas cyllnders are pressy
pierce or burn, even when empty 'P
6) Make sure you have.good ventxlatxbn in the u
toxic.gases are: released durxng “the H1G weld_ 9 S
Ty i era- v1olet rad ition is releas d by the MIG ‘welding: prOCESs
and it is of thté 'most importance ‘that ‘the opératar. and any
spectators, protect themselves,by $1ng ueldang fac: S
or helmets with suitable ,filfter ses. The wedring
and proper work1ag clothes esommended

8) Never use 1q§a W tfﬂamp envxron\

MI6G HELDING
M1G taetal'

on
supply The: workpxeceﬁ»
supply.
When the wire is fed
an arg is struck.‘TH_,
the workpiece. - . T
_The wire, which is fé¢ by T, feed motp

pool - burnlng qiself-gff at a rate depﬂnd%nt-
Wire feed spe ! RS

3 héld pooi %rom oxidation & 1mpur1trgs durtng the
weldlgg proceﬁg a'shxefg ng. gas flo

%¥§, over -and argund‘tﬁ
This gas flow

et- the wel byt %t
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. s% faster welding time.

~+ Operator training time kept.to a minimum.

There is no slag removal, thus eliminating almost all
post-welding cleaning operations.

Minimum waste of welding consumables.

Overall, a faster more efficient way of getting the job dore.
Less heat - less distortion.

Ability to weld thin material.
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WELDER SPECIFICATION

PRIMARY OR INPUT POWER DATA MIG 155T MIG 1707
Primary Volts ———ememmemmmme 240V/1PH* 240V/1PH*
Primary AMpS —==--——-mmmmeeeo 17 Amps 20 Amps
BFequUenty "Emmt e e e 50 HZ#** 50 HZ#*

*= For North America 220V/1PH
**= For North America 60 HZ
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SECONDARY OR OUTPUT POWER DATA

Sec: Volts ~cmmmmmun 18-28 V 18-29 'V
MawisSec: KAmps sheaiagid =SS N N, 155 Amps 170 Amps
COrgent Bangn —orms et amsmmusboansr saiman 28-155 Amps 28-170 Amps

DUTY CYCLES

100 % e 45 Amps 50 Amps
60% ——— e e e 80 Amps 85 Amps
30% ~=--—- e 100 Amps 120 Amps

NOTE: Duty Cycles are rated over a 10 minute period.

USABLE WIRE SIZES

H1ld Stepl Wire ssimctsoe i e 0.6-0.8mm 0.6-0.8mm
glainless Steel Wing wwecomeammmunbonur posens 0.8mm 0.8mm
Aluminium wires ————ememmooo 0.8mm 0.8mm
USABLE GASES ’ MAIN USES

75% Argon 25% C02 - Thin Sheet Metal, Mild Steel

100% Argon - Welding Aluminium, Stainless Steel

100% €02, - Mild Steel

WIRING

Connect the mains lead to a suitably fused 240V/1 phase (North America 220V/1 phase)
electricity supply. Installation must be carried out to 1.E.E. recommendation

and connection to the mains suppply must therefore be carried out by a qualified
electrician.

This welder is factory wired for 240V, 1-phase, 50HZ (North America 220V/1Phase.
60HZ) . Check the voltage indicated at the input cable before connecting to mains.

WARNING: .THIS MACHINE MUST BE EARTHED/GROUNDED .



IMPORTANL z “1he Wires 1a the mains 1cad of your weldcn aie colour

coded as follows Green and Yellow # Earth, Blue*= Neutral Brown = Vi

Live.

As the colours of ‘the wires in the mains lead of this appliance -

may not correspond with the coloured markings identifying'the
terminals in your plug, proceed as follows: -

The wire which is coloured green-and-yellow must be connected sto the
terminal in the plug which is marked with the letter E-or by the earth

symbol X of coloured green or green-and-yellow. The wire which is

coloured blue must be connected to the terminal which is marked w1th

the letter N or coloured black. The wire which is coloured brown e F:

must b

e connected to the terminal which is marked with the letter L or

coloured red.
for North America only - the wires of the mains lead are colour ~ coded
as follows: Green and yellow = Neutral, Blue and Brown= Live.

ASSEMBLY (see diagram 1) {fm

1)

Remove the side panel by sliding upwards and check that all the
accessories listed below are included:

2 Wheels 1 Gas regulator

1 iAxle 2 MWorm drive clips for gas

? Wheel retaining washers hose connections

1 Front foot 1 Brass spacer (only for MIG 170T)
2 Small bolts for front foot 1 Plastic cover for torch

1 Handle lead connections (')
4 Handle retaining screws 2 Bolts for cover [ty
1 Mask 2 Self tapping screws for cover (')
1 Dark glass 1 0,6mm. welding tip

1 Transparent glass 1 0,8mm. welding tip

1 Welding torch and lead 1 1,0mm. welding tip

- .

SHOULD ANY PART BE MISSING OR DAMAGED CONTACT YOUR LOCAL: DEALER
FOR REPLACEMENT. 3 : i

2)

3)

4)

)

6)

Slot axle (1) through the holes at the rear of the machine and
slide a wheel (2) onto each end, retaining with retaining
washers (3) provided.

Fasten front foot (4} to the machine us1nq the bolts

provided.

Slide handle (5) into the top of the machine and secure using
the bolts provided.

MLG 170T ONLY - ITEMS 5/10:

Remove the washer (6) and nut (7) from the end of the hose
assembly (8). Carefully feed the hose end through the hole in
front face of the welder, takipg care that the electrical
connector (9) is fed through with the main assembly.
Slide the washer (6) back onto the threaded shaft, followed by
the brass spacer (10) which sits in the slot in the mounting blOCk
(11). Note: The flattened flange on the spacer should face
outwards, Next slide the power cable (12) over the thread and
tighten the entire assembly with nut (7). oihea
Note: The flattened edge of power cable’ connector should face outwahdg;
Fit the plastic cover (13) over the assefibly, securing with two 'y
bolts and two self tapping screws (see diagram). T g
e el R By R ; 1 T
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DLAGRAM 1




8) Connect the gas pipe (14) to the hose gas nipble (15), .securing
with-worm drive clip supplied. _
9) Make the electrical connection by joining connectors (9) ard

(16). Note: The connectors only clip together when correctly
mated. Do not force.

10) To assemble face shield, first place the darkened plastic window
in the recessed window area of the body. Secure in place using
the boolts provided. Locate the handle fixing
into the slot in the shield body, press firmly and rotate the handle
through 90° until the lug locates into the hole in the shield body.

WARNING:Never look directly at welding arc, it can seriously
damage your eyes. Always use the faceshield provided or any
proper welding mask or helmet.

ATTACHING GAS BOTTLE AND REGULATOR
(see diagram 1)

1 The bottle (not supplied) should be located at the rear of the
welder and is held in position using the chain (17) supplied.

2) Screw the gas regulator (18) fully down onto the gas bottle valve
(do not overtighten).

3) Connect the gas hose (19) to the regulator (18), securing using
the worm drive clip provided.

4) For safety and economy, ensure that the requlator is fully closed
(turning anti-clockwise) when not welding and/or before fitting
or removing the gas bottle.

Note: 1f you experience difficulties obtaining gas supplies
contact your local Clarke stockist. y

CONNECTING THE WIRE FEED
(see diagram 2)

1) Your Mig 155T or Mig 170T is designed to accept either 5 Kg
or 15 Kg wire spools of mild steel, stainless steel or aluminium
according to the type of metal you wish to weld. Wire spools

ARE NOT supplied with the unit and must be purchased seperately.

Your welder is supplied with a plastic spacing collar fitted to

the spool holder, which is required for 5 Kg wire spocls only.

If using 15 Kg wire spools this collar should be removed.

3) To fit your wire spool simply slide the spool (3) over the spool

., holder (H) until it clicks home, ensuring that the steel pin

engages on the hole provided on the wire spool.

Initially tighten the drum brake wingnut (1) sufficiently to
allow the spool to rotate smoothly but with a slight amount of
braking friction. Do not overtighten as this will exert undue
pressure on the wire drive motor and may cause serious damage.

5) Loofen the plastic knob (K) (turn anti-clockwise) that holds
pressure on the wire via the roller (L) then raise the pressure
roller (M) and pull out any wire that has been left in the hoset

6) Cleanly clip the end of the wire from the spool and straighten if
necessary, then feed thé wire through the guide tube (N) over the
channel on the roller (L) and into the torch sheath (0) about 10-15¢m.

7) Reposition the pressufe-foller (M) and plastic knob (K) and tighten
slightlx. : g ey

e

2)



(TQO TIGHT WILL CRUSH THE WIRE -AND DAHAGC THE HIRE FEED HOTOR
T00 LOOSE WILL NOT ALLOW THE WIRE TO Bt PULLED BY THE ROLLER).

Pull off the torch shroud (item 8, page 19) and unscrew the .

. contact tip (item 9, page 19).

Close the side panel of the michine, plug into a 240V * S0HZ

outlet, switch on the machine and press the trigger. The wire
will feed through the hose and when it appears at the torch end,
release the trigger, switch off the machine and replace the

contact tip and the torch shroud.

*= North America 220V, 60HZ.

PREPARATION FOR WELDING .

1) Plug the machine into a 240V* - S0HZ outlet.
2) ppen the gas tap of the regulator (turn knob clockwise).
3) Attach ground clamp (Diagram 1, Item 20) to bare metal to be
" welded making sure of good contact.
4) Make sure that the wire-roller groove (Diagram 2, ltem L)
corresponds to the diameter of the welding wire being used.

Note: That each roll has two grooves, one for 0.6 mm. wires

and one for 0.8 mm wires.

To chahge position just unscrew the Allen screw that holds the

roller in place, reverse the roller and replace the Allen screw,
5) Adjust the gas regulator to the proper setting position (this

varies with different metals, thickness and current needed).

*= North America 220V, 6QHZ.

WELDING PROCEDURES

1) Your welding machine has 6 positions 1in which tg regulate current for
various conditions, obtainable through one two-pesition (Min-Max) switch
and one 3-position switch (Mig 155T) or one 6-position switch (MIG 170T).

2) The selection of a welding position is determined by the
thickness.of the metal to be welded. The thicker it is, the
higher the current must be.

-3) According to the thickness to be welded,.the amount of gas

L rggﬁlated to the-work also varies and must be adjusted to comply.

4) For welding adjustments please refer to the wire size

specification chart on page 10.

5)  WARNING .
1) “Make sure all flammable materials are removed from the work
area.

- 11)" Never look directly at welding arc, 1t can seriously damage
your eyes, Always use an approved welding mask or helmet.
. ii1) MWear protective clothing so that all skin areas are covered.
‘iv) Keep a fire extinguisher handy.
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WIRE SIZE SPECIFICATION CHART

MIG 1557
L ]
b 2 MIN ;
" Switche’s Steel wire Wire speed
diametre (mm) adjustment
A 3 MAX
Switcﬁ
Positions 1 Min 0.6 LOW
1 Max 0.6 LOW
2 Min 0.6 - 0.8 MED.
2 Max Ol = 0.8 MED..
3 Min 0.8 MED. - HIGH
3 Max 0.8 HIGH
MIG 170T
3 -
3
Switch Steel wire Wire speed
3 diametre (mm)| adjustment
4
s
Switch
Positions ¥ 0.6 LOW
E 2 0.6 LOW
3 0...6. = 08 MED
4 0.6 = 0.8 MED
5 0.8 MED. - HIGH
6 0...8 HIGH
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TUNING THE WELLER -
e vunirEaeta s Mig welding machine requires some practice, duc to : b
. contary to thé arc welding praccdurc _ two parametres

the fact ot )
TR accomodﬁtcd to achiecve a perfect weld. These are wWire feed
mus

speed and welding
”Zmbinatioﬂ to suit the type and thickness of material to be welded.
i

The current necessary for welding is directly dependent upon the wire
feed speed. f che wire feed speed 13 \ncreased, the current 15 also
increased; whercas the 3re length 1is shortencd.. Vice versa, the arc
"length increases if the current 1s decrcased. lncrease of the welding
voltage leads to a longer arc, uithout substantially effecting the

Joltage. lt is important to arrive at the corrcct -

current. )
Vice versa, @ shorter arc 1s created by means of a decreased welding

voltage, whereas the current 15 again not substantially changed. A
change in wire diameter results 1n changed parameters. A smaller
diameter wire requires an increase 1o wire feed speed TO rcach the same

current.
1 f certain 1imits are exceeded, @ ¢atisfactory weld cannot be obtained.

a) LA too high wire feed speed (o0 high with regard to the welding
voltage) results in pulsing within the torch. This is because
the wire electrode dips into the puddle and cannot be melted off

fast enough.

p) 1f the welding voltage is set too high, large drops con be seen
at the end of the wire electrode. These drops are often deposited
peside the welding seam.

The correct ratie of wire feed speed (current) and «elding voltage
results in little spatter and a continuous, intensive hissing can be
heard from the arc.

WELDING HINTS AKND HAINTENANCE

1) Hold the gnat a 45° angle to the work-piece with the rozzle about bmm from the surface.

2) Move the gun smoothly and steadily as you weld.

3) Avoid welding in very draughty areas. A weak pitted and porous weld will result due to gif blc;.:ing
aay the protecting welding gas. s

4) Keep wire and wire liner clean. Do rot use rusted wire. Check all cables periodically. They must be
in good condition and not cracked.

5) Sharp bends or kinks on the welding hose should be avoided.

6) Aluays Ury to awid getting particles of otal inside the machine since they cauld cause shorteircuits

7) 1f available, use conpressed air to pericdically clean the hose lirer when charging wire spools ad
the inside of the welder, |
IMPORTANT: Discomnect frun‘p}ﬂr.

8) Using low pressure air (20-30 PS1), occasionally blow the dust from the inside of the welder. This
keeps the machire rumning cooler. Note: 60 Mot blow air over the printed circuit board and electronic
camponents.

9) The wire fead roller will eventually wear during ormal use. With the correct tension the pressucs

roller must feed the wire without slipping. 1f the pressure roller ard U wire feed roller make

contact (with wire between them), the wire feed roller (grooved) must e replaced, y

Shuld you have a problem with your machire contact your local service agent of Clarke Internaticnal

(telephore 071/254 6421).

North Arerica - Please call Clarke Power Prodcts INCAT (419) 3522299

10)

=% =



TYPES OF JOINTS

L S S

BUTT JOINT SINGLE V-JOINT DOUBLE V-JOINT
SINGLE BEVEL DOUBLE BEVEL ~ CORNER JOINT
JOINT JOINT
SINGLE FILLET DOUBLE FILLET SINGLE STRAP -
LAP JOINT LAP JOINT JOINT
DOUBLE STRAP SINGLE FILLET DOUBLE FILLET
JOINT T-JOINT . T-JOINT
2to3 mm.
; s |
21 B L - | G 7 S—
CLOSED JOINT OPEN JOINT VEE JOINT
60° 2 to 3 mm. 602 60°
i Y X ¥, Shoulder
FEATHER EDGE SHOULDER EDGE DOUBLE VEE

3 mm. OR MORE § mm. OR MORE JOINT



MIG 155T - MG 170l
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PC. BOARD KNOB . .- *

o TORCH GROMMET ON”FRONT PANEL

+ SWITCH,

’

. wPILOT-LIGHT SWITCK

FRONT PANEL
LOKER PANEL
EARTH. CABLE
CHOKE/ INDUCTANCE
"THERMOSTAT OF TRANSFORMER
TRANS%RMER
WHEEL
INPUT CABLE
GAS, HOSE . _ .
CABLE CLAMP

. BACK"PANEL
THERMos}AI.oF'RECTlﬁlﬁn 8
RECTIFIER

 COMPLETE FAN
WIRE FEED ING MOTOR
CENTRAL DIVIDING PANEL
P.C. BOARD .
CHAIN
WIRE SPOOL HOLDER
PRESSURE‘REGULATOR
0,8MM. CONTACT TIP
TORCH GAS NOZILE - °

- 0,6MM. CONTACT TIP

TORCH-NECK WITH GAS DIFFUSER
COMPLETE TORCH

WIRE FEEDING ROLL .
COMPLETE WIRE FEEDER

MIN MAX SWITCH (ONLY FOR M[G 155T )

EARTH CLAMP
UPPER PANEL
HANDLE

38.
39.

40.

51:
42. .
a3.
a3,
44,
45,

46,

LEFT-510F PANEL
FRONT FOOT

1 "oMM. CONTACT TiP

* RUBBER MAT
.

-

TORCH INSULATOR YELLW TYPE
(ONLY FOR MI1G 155T)

TORCH®NECK LNSULATOR
MASK . ‘E
TRANSPARENT GLASS

DARK GLASS

WHEELS-AXLE

CONTACTOR (ONLY FOR MIG 170T)

SOLENOLD VALVE (ONLY FOR MIG 17¢



v i taida has been designed o

,,g”w;\g?";\,gég followed the mstrucl-’@gr;'s in- this

problems the following pointshould help identiy an
=y ; :

PROBLEM %3 CAUSE"

T3

o

v 5

1 No “life” from welder -

= Motor malfunctior.

2 No wire feed. i e : 2
3 Feed molor operates bul.wire - a) Burron end ol wire,

will not feed.

. b) Liner blocked or damaged.

L ) Inferior wire

Wire feed s:peéd 100 slow. .

4 Wire welds itself to tip. -

5 Wire feeds inlo “birds nesi”
tangle. .. s

I

-6 Loose coils of wire tangle
dround wire drum inside ma-
chine. ]

7 Erratic wire feed.

Orum brake foo slack.

.

a)- Drum brake tog light.

b): Feed roller worn, :
¢) Insufficient pressure: on - fel
e roller,
el » d) Wiredirty, rusty, damp or bent.

e) Llnerp’éhial!y blockeg. )

INLUUBLE SHOOTING
give 16ng and |
booklet carefull
dresolv”e;ﬂ}emﬁ_ :

. _Qheck fuses and/mains plugead.. Reﬁrage luses

% . Notover lighten,

“you stilt endoun
¥ SRRl el

asne
It probleni- persists,
- 1o your local dealer.

a} Re-cut “wire- sqgfife wilth no
burr, P

b) Clear with comp;g}ta L
replace liner, F gl

¢} Use only gobd quaitty:
With e o oy

Unscrew tip, cul wire an

lip. Increase wire speed b
erating again, A

As above plus reduce feeq “rotl
pressure so that j blockage occurs
wire slips on roller fe. ng. feed.

Tighten drum brake. Caution:

a) Loosen drum brake slightly. .

b) Check and replace if necessary,

ed ¢ Increase pressure on feed roller,
~ ' Caution: Do not over tighten.

" d) Re-cut wite ‘and ensure it is

an
e)

lear with compressed air.

8 Poor quality welds. " @) Insufficient gas at weld area,
: )

idn

b) Incorrect Qa;lwirg comb’rn‘a}_f@’:i?- b)

o % : 5
© Rquy.‘smfn!'e&; - damp, oil or

_greasy workpiece.
@) Rusty/difty wire,
. e} Poor earth contact.

‘3 Check that 9as is ot being
© . blown away by draughts and if
¢ S0omove to more sheltered
- weld area. If not increase gas
supply.
13 of this booklet,
“¢)- Ensure: workpiece i clear and
-d‘y ¥

e Ensure wire is clean and dry,

T A
‘ee ‘service. If

Do

£

.

See chars on pages 5. 12 &
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Thank you for purchasing this § II'.I-|='!= Mig. welder.

. Other products within® our vast range . of workshop equipment

“ covering all types. of- applications from DIY and fobby 10 auto-
motive. and industrial include: AR COMPRESSORS, ARC WEL-
DERS, MTG "WELDERS, GENERATORS, METALE . AND WOOD- |
WORKING MACHINE TOOLS, WATER PUMPVS,BATTERY CHARG- |

)

ERS/BOQDSTERS, HYDRAULIC GARAGE EQUIPMENT, ELECTRIC .
MOTORS, POWER WASHERS AND SPACE HEATERS.

- Clarke

- GlCER EaGs
"POWER PRODUCTS &

LOWER‘©kAPTON'RD, LONDON E5 ORN

BOWLING GREEN, OHIO, US A"

sTarke

\ = : : i JINTERNATIONAL




