ESAB BUDDY TIG 160   - TIG ( and MMA) WELDER – GETTING STARTED
mattlear@btinternet.com
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 Manual 
http://pdfmanuals.esab.com/private/Library/InstructionManuals/0463%20267%20001%20GB.pdf


To start welding on 2mm aluminium suggested settings
Argon or Argon / CO2 Gas flow 20psi / 15cfh
Tungsten (ceriated) electrode 2.4mm dia 
Filler rod 2.4mm dia
Switch DOWN for 
HF Start 
(high frequency) 


Switch DOWN for 
2-STROKE control mode

[image: ]
Switch DOWN for 2-STROKE control using the trigger switch [image: ]


[image: ]
Around 80 amps
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Slope Down set to 3 to minimise craters
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[bookmark: _GoBack]Complete risk assessment for MMA












Calculating the settings for materials and thicknesses are not provided by ESAB. Try the following https://www.millerwelds.com/resources/weld-setting-calculators/tig-welding-calculator
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TRIGGER SWITCH






GAS VALVE (fitted on some models)
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TIG FILLER RODS FOR A RANGE OF MATERIALS

http://www.esab.co.uk/gb/en/products/index.cfm?fuseaction=home.productsbycategory&catId=55




TUNGSTEN ELECTRODES – RANGE

http://www.esab.co.uk/gb/en/products/index.cfm?fuseaction=home.product&productCode=450506&tab=4

[image: Tungsten electrodes]
This is a high-quality range of tungsten electrodes available in ceriated, pure and lanthanated (Gold Plus) versions. ESAB tungsten electrodes have excellent welding and ignition properties. They are delivered in plastic boxes, each containing ten electrodes. The standard electrodes are 175 mm long, the Eco range is 150 mm long.
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            TUNGTEN ELECTRODES 
              COLOUR CODE 












2% CERIATED (Grey) is one of the most used rods for both steels (DC) and aluminium alloys(AC)  






IN PRACTICE KEEP THE TIP OF THE ELECTRODE THE SAME DISTANCE FROM THE WORKPIECE 1 to 1.5 times  DIAMETER OF THE ELECTRODE BEFORE ACTIVATING THE TRIGGER SWITCH





[image: Image result for tungsten electrode table]




















KEEP THE TUNGSTEN ELECTRODE POINT THE CORRECT SHAPE BY GRINDING
[image: http://stickweld.com/wp-content/uploads/2008/04/taperedtungsten.jpg]
[image: http://stickweld.com/wp-content/uploads/2008/04/grindtungsten.jpg]




























[image: ]How do I position my TIG torch for different types of welds?
https://www.wellyweld.com/tech-tips.aspx
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/ HF start
/ The HF start function strikes the arc by means of a spark from the electrode to
the workpiece as the electrode is brought closer to the workpiece.
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2-stroke

In the 2 stroke control mode, pressing the TIG torch trigger switch starts gas
pre-flow (if used) and strikes the arc. The current rises to the set value (as
controlled by the slope up function, if in operation). Releasing the trigger switch
reduces the current (or starts slope down if in operation) and extinguishes the
arc.

Gas post flow time is determined proportionately to the welding current level.
e.g. low welding current=Short post flow time. High welding current = longer post
flow gas time.
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Slope down

TIG welding uses “slope down”, by which the current falls 'slowly’ over a
controlled time, to avoid craters and/or cracks, when a weld is finished.
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‘The tip should be tapered back
approximately 2.5 times the diameter
of the electrode

Truncated end for use with high current DC

e
‘The tip should be tapered back
approximately 2.5 times the diameter
of the eleetrode and the sharp point
bl aff
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Lap joint
Fora lap wel, form the weld pool so that the edge of the overlapping piece.
‘and the flat surface of the second piece flow together. Since the edge will met
faster, di the file rod nex fo the edge and make sure you are using enough
flr metal o complete the it

Toint

When welding a T-oint, the edge and the fat surface are to be joned together,
‘and the edge il met faster. Angle the forch to direct more heat o the flat
surface and extend the electrode beyond the cup to hok a shorte arc.
Depost the filer rod where the edge is mefing.

N

Corner joint

For a comer joint, both edges of the adjoining pieces shoud be meted and the
‘weld ool should be kept on the join centerline. A convex bead i necessary
forthis joint, 50 a suficent amount o filer metal s needed.
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