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1.0 Safety Precautions
ELECTRIC SHOCK can kill.

FUMES AND GASES can be hazardous.

ARC RAYS can burn eyes and skin.
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FLYING METAL can injure eyes.

BUILDUP OF GAS can injure or kill.

HOT PARTS can cause severe burns.

NOISE can damage hearing.

WARNING
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Process Feature XTT 212Di

110V+/10% 230V+/-10%

Hz

Phases

KVA

Generator Size

No-load Voltage (V)

Fuse Rating (A)

IP Rating

Weight (Kg)

TIG

Current (A)

Current (A)

DC Welding Current (A)

AC Welding Current (A)

Welding Voltage (V)

MMA

Current (A)

Current (A)

DC Welding Current (A)

AC Welding Current (A)

Welding Voltage (V)

A. 100mm (4in.) minimum

B. 100mm (4in.) minimum

Duty Cycle (DC) 

TIG 40% 60% 100% 25% 60% 100%

MMA 35% 60% 100% 30% 60% 100%

Duty Cycle (AC) 

TIG 40% 60% 100% 30% 60% 100%

MMA 40% 60% 100% 35% 60% 100%
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7. TIG Torch Trigger Connector

8. Advanced function selection button

9. Save button

10. Multifunction Control Knob 

11. 

1. Power Switch for Incoming Mains

2. QF Incoming Gas Connection TIG

3. 

4. TIG Torch / MMA work lead Socket

5. Work Lead Connector TIG /MMA 
Electrode holder.

6. TIG Torch Gas Connector

WARNING
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Multifunction Control Knob.

TIG

MMA  (Manual) 
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Pure Argon gas should be used and the is connected to the rear 
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 adjustable from 0.1 to 10.0 seconds. The value is 
displayed in the display 

Ignition current. This is the power used to start the arc, it is present 
only during the starting of the arc. Larger tungstens perform better 
with a higher start current  The minimum value is 40A. 

Initial current  . This can be adjusted from 5 to 200A (10-200A 
in AC) The value is displayed on the display. Setting the initial 
current lower than the main welding current gives a slow start to 
the weld. Setting the value higher than the main welding means 
you can pre-heat the job quickly before welding. 

 This can be adjusted from 0 to 10s. The value is 
displayed on the display This is the time taken for the welding 
current to adjust to the main current. 
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Final current. This can be adjusted from 5 to 200A. (10-200A 

edge. 

7.5 TIG Advanced functions

Note functions in the advanced menu are relative to the main 
selection and some or all may be greyed out.

Defaults to standard Square wave. Gives a stable arc and 
maximises the time in heating and cleaning modes. The arc 
develops a buzzing noise due to the rapid switching from positive 
to negative 

Main welding current ,This can be adjusted from 5 to 200A 
(10-200A in AC). The value is displayed on the display. Refer to 
the TIG welding guide for a recommended welding current.

This can be adjusted from 0 to 10s. The 
value is displayed on the display  1s is a good initial setting.

Post Gas time This can be adjusted from 0.1 to 10s. The value 
is displayed on the display Post gas ensures weld protection 
until the weld has cooled.

On Switches to wave form selected in the Right window

Soft square, gives a slightly softer arc than square wave with 

Triangle Wave, Low heat input wave is ideal for thin section 
materials using a higher AC frequency,
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Stitch welding

Stitch welding, available as a secondary function to spot welding. 
When enabled the dwell time can be adjusted and it works to 
automate the process of making repeated spot welds. Press and 
hold the trigger down, the arc will start and go out once the spot 
weld time has elapsed. The dwell time will start and the arc will 
restart once the dwell time has elapsed. In this way multiple spot 
welds can be created without releasing the trigger, simply moving 
the torch position during the dwell time. Releasing the torch trigger 
will stop this process.  

Used to give a good start for low current applications. Ideal for thin 
plate so that you can have a reliable starting arc,without burning 
through the plate. It works during the arc ignition mode for DC 
welding only.

Q Time is the time setting for the duration of the start mode.

With QStart on, returning to the welding screen you can set the level 
of the ignition current  (Q start) 20A or above.  The Arc ignition will be 
pulsed to assist starting without damaging the tungsten tip.

Sine Wave ,  Gives a soft smooth arc with reduced noise 
levels. Heat input is between square wave and Triangle wave 
with a slower welding speed. 

  the spot welding function needs to be switched 
on in the  trigger menu for the functions to be active.

Spot welding shows as ON and can only be disabled in the 
main menu.

SW Time is the duration of the welding time and can be 
selected and adjusted so the spot weld is of the required size.

In operation press and hold the trigger the arc will start and 
extinguish when the timer has elapsed. Release the trigger 
and press and hold again to start another spot weld.
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Torch starting in HF mode

TIG welding guide ranges
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for more than 1 second will cause the machine to reduce the 

minimise contamination.
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for more than 1 second will cause the machine to reduce the 

minimise contamination.
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9.3 TIG welding (With Pulse)

switch mode.

switch mode.
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If error remains contact your local service centre.

Possible cause Remedy

Possible cause Remedy
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Possible cause Remedy

Possible cause Remedy
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Possible cause Remedy

   

Possible cause Remedy
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Everyday Gas Regulators – 
300 BAR

Single Stage

Features
Flow rate up to 96m3/h (3389 ft3/h)

Fittings
3/8” BSP outlet

5/8” BSP inlet connections

Flow Meters

Features

moulded from high quality polycarbonate to ensure high 
impact resistance and clarity.

of 30PSI.

adjustment and the downward facing outlet 
connection eliminates hose kinking.

Fittings
3/8  BSP inlet and outlet connections.

706100 Flow Meter Mixed Gas 15 lpm

Wireless Foot Control
The XTI903W is a high-performance foot control that connects 
wirelessly to the power source using Bluetooth
technology. It works seamlessly within 10 metres of the power 
source.

Standard Foot Control
The XTI902D foot control has a metal case with rubber feet. The 
side trimmer allows you to limit the maximum operating current.
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14.0 EC Declaration of Conformity

14.1 RoHS


