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2.0 INTRODUCTION AND DESCRIPTION

2.01 Description

The Thermal Arc™ Model 400GMS is a single or three-phase DC arc welding power source with Constant Current (CC) output characteristics. The GMS Model also features Constant Voltage (CV) output characteristics and a digital panel meter. All of the other models are available with a

standard digital AMPERAGE/VOLTAGE panel meter.

The 400GMS unit is equipped with selectable Constant Current (CC) or Constant Voltage (CV) output characteristics. It is designed for use with Shielded Metal Arc Welding (SMAW), Gas Metal Arc Welding (GMAW), and Gas Tungsten Arc Welding -Lift Start (GTAW) processes.

3.02 Setup for Operation

ARC/INDUCTANCE Control

The ARC/INDUCTANCE CONTROL may be adjusted while welding. Operation of this control depends on the welding mode selected.

Arc Control for STICK mode 

The ARC/INDUCTANCE CONTROL provides a variable selection of short circuit amperage to suit individual welding situations when operating in the STICK welding (SMAW) mode.

Inductance for MIG (CV) mode 

In the MIG (CV) mode, the ARC/INDUCTANCE CONTROL functions as a inductance control, allowing for the adjustment of the dynamic properties of the arc enhancing the weld puddle control when operated in the Gas Metal Arc (GMAW) and Flux Cored Arc (FCAW) welding processes.

The 0 (zero) setting provides a minimum inductance, i.e., a stiff, fastresponding arc, and a small fast-freezing weld puddle. Best for mild steel solid wire CO2 Gas.

The 100 setting provides maximum inductance characteristics, i.e., a soft, slower-responding, low spatter arc, and high weld puddle fluidity. For Stainless Steel use a setting of 8 for solid wire.

As the inductance is increased, it may be required to reduce the arc voltage at the AMPERAGE/VOLTAGE CONTROL to achieve the desired weld characteristics.

Select a setting best suited for the application and electrode type.

AMPERAGE/VOLTAGE 

This switch determines whether the amperage/voltage is adjusted by the front panel AMPERAGE/VOLTAGE control or by a remote control device.

position.

For remote amperage/voltage control, place the AMPERAGE/VOLTAGE switch in REMOTE 14 position if remote control connections are made to the REMOTE 14 receptacle, or to the REMOTE 17 position if remote control connections are made to the REMOTE 17 receptacle.

When using the REMOTE 14 receptacle, remote control is a percentage of the value set by the front panel AMPERAGE/VOLTAGE control. For example, if the AMPERAGE/VOLTAGE control is set at half maximum output, the maximum output available from the remote control will be half

the welding power source maximum output.

When using the REMOTE 17 receptacle, two possibilities exist. If Socket K is used to determine remote output, the REMOTE 17 receptacle functions the same as the REMOTE 14 (remote control is a percentage of the value set by the front panel AMPERAGE/VOLTAGE control). If Socket B is used to determine remote output, the REMOTE 17 receptacle commands the full

range of the welding power source output, independent of the front panel AMPERAGE/VOLTAGE setting. Determining which socket to use depends on the remote control device used 

in the application.

OUTPUT CONTACTOR 

If the OUTPUT CONTACTOR switch is in ON position, open circuit voltage will be present at the output receptacles whenever the PRIMARY POWER switch is in ON position.

NOTE: Although the term Contactor is used on the nameplate and throughout this manual, the output is not switched on or off by a physical contactor; rather, the unit uses solid-state output control.
For remote contactor control, place the OUTPUT CONTACTOR switch in REMOTE 14 position if remote Contactor connections are made to the REMOTE 14 receptacle, or to the REMOTE 17 position if remote contactor connections are made to the REMOTE 17 receptacle. Open circuit voltage will be present at the weld output receptacles whenever the torch switch or

remote device is closed.

If remote contactor control is not desired, place the OUTPUT CONTACTOR switch in ON position. Open circuit voltage will be available whenever the PRIMARY POWER switch is in ON position.

