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WE APPRECIATE YOUR BUSINESS!

Congratulations on your new CIGWELD® product. We are proud to 
have you as our customer and will strive to provide you with the best 
service and reliability in the industry.  This product is backed by our 
extensive warranty and world-wide service network. To locate your 
nearest distributor or service agency call 800-752-7621, or visit us 
on the web at www.cigweld.au.com.  

This Operating Manual has been designed to instruct you on the 
correct use and operation of your Cigweld® product. Your satisfaction 
with this product and its safe operation is our ultimate concern. 
Therefore, please take the time to read the entire manual, especially 
the Safety Precautions. They will help you to avoid potential hazards 
that may exist when working with this product.

YOU ARE IN GOOD COMPANY!

The Brand of Choice for Contractors and Fabricators Worldwide. 

Cigweld® is a Global Brand of Arc Welding Products for Thermadyne 
Industries Inc. We manufacture and supply to major welding industry 
sectors worldwide including; Manufacturing, Construction, Mining, 
Automotive, Aerospace, Engineering, Rural and DIY/Hobbyist. 

We distinguish ourselves from our competition through market-
leading, dependable products that have stood the test of time. We 
pride ourselves on technical innovation, competitive prices, excellent 
delivery, superior customer service and technical support, together 
with excellence in sales and marketing expertise. 

Above all, we are committed to develop technologically advanced 
products to achieve a safer working environment within the welding 
industry.
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 WARNING

Read and understand this entire Manual and your employer’s safety practices before installing, operating, or 

servicing the equipment.  

While the information contained in this Manual represents the Manufacturer’s best judgment, the Manufacturer 

assumes no liability for its use. 

Operat�ng Manual Number 0-4956 for:

Transarc 300 S� Inverter Weld�ng Power Supply Part No. 625781

Publ�shed by:

Thermadyne Industr�es, Inc.

82 Benn�ng Street

West Lebanon, New Hampsh�re, USA  03784

(603) 298-5711

www.thermadyne.com

Copyr�ght © 2008 by

Thermadyne Indust�res, Inc.

® All r�ghts reserved.

Reproduct�on of th�s work, �n whole or �n part, w�thout wr�tten perm�ss�on of the publ�sher �s 

proh�b�ted.

The publ�sher does not assume and hereby d�scla�ms any l�ab�l�ty to any party for any loss or 

damage caused by any error or om�ss�on �n th�s Manual, whether such error results from neg-

l�gence, acc�dent, or any other cause.

Publ�cat�on Date:  January 15, 2008

Record	the	following	information	for	Warranty	purposes:

Where Purchased: _______________________________

  

Purchase Date:  _______________________________

Equ�pment Ser�al #: _______________________________
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SECTION	1:	

SAFETY	INSTRUCTIONS	AND	WARNINGS

 
!

 WARNING

PROTECT	YOURSELF	AND	OTHERS	FROM	POSSIBLE	SERIOUS	INJURY	OR	DEATH.	KEEP	CHILDREN	AWAY.	PACEMAKER	WEARERS	KEEP	AWAY	

UNTIL	CONSULTING	YOUR	DOCTOR.	DO	NOT	LOSE	THESE	INSTRUCTIONS.	READ	OPERATING/INSTRUCTION	MANUAL	BEFORE	INSTALLING,	

OPERATING	OR	SERVICING	THIS	EQUIPMENT.

Weld�ng products and weld�ng processes can cause ser�ous �njury or death, or damage to other equ�pment or property, �f the operator does not 

str�ctly observe all safety rules and take precaut�onary act�ons.

Safe pract�ces have developed from past exper�ence �n the use of weld�ng and cutt�ng. These pract�ces must be learned through study and tra�n�ng 

before us�ng th�s equ�pment.  Some of these pract�ces apply to equ�pment connected to power l�nes; other pract�ces apply to eng�ne dr�ven equ�pment. 

Anyone not hav�ng extens�ve tra�n�ng �n weld�ng and cutt�ng pract�ces should not attempt to weld.

Safe pract�ces are outl�ned �n the Amer�can Nat�onal Standard Z49.1 ent�tled: SAFETY IN WELDING AND CUTTING. Th�s publ�cat�on and other gu�des 

to what you should learn before operat�ng th�s equ�pment are l�sted at the end of these safety precaut�ons. HAVE	ALL	INSTALLATION,	OPERATION,	

MAINTENANCE,	AND	REPAIR	WORK	PERFORMED	ONLY	BY	QUALIFIED	PEOPLE.

1.01	 Arc	Welding	Hazards

   WARNING 

ELECTRIC SHOCK can kill.

Touching live electrical parts can cause fatal shocks or 

severe burns. The electrode and work circuit is electrically 

live whenever the output is on. The input power circuit and 

machine internal circuits are also live when power is on. In 

semiautomatic or automatic wire welding, the wire, wire 

reel, drive roll housing, and all metal parts touching the 

welding wire are electrically live. Incorrectly installed or 

improperly grounded equipment is a hazard. 

1. Do not touch l�ve electr�cal parts.

2. Wear dry, hole-free �nsulat�ng gloves and body protect�on.

3. Insulate yourself from work and ground us�ng dry �nsulat�ng mats or 

covers.

4. D�sconnect �nput power or stop eng�ne before �nstall�ng or serv�c�ng 

th�s equ�pment. Lock �nput power d�sconnect sw�tch open, or remove 

l�ne fuses so power cannot be turned on acc�dentally.

5. Properly �nstall and ground th�s equ�pment accord�ng to �ts Owner’s 

Manual and nat�onal, state, and local codes.

6. Turn off all equ�pment when not �n use. D�sconnect power to 

equ�pment �f �t w�ll be left unattended or out of serv�ce.

7. Use fully �nsulated electrode holders. Never d�p holder �n water to 

cool �t or lay �t down on the ground or the work surface. Do not touch 

holders connected to two weld�ng mach�nes at the same t�me or 

touch other people w�th the holder or electrode.

8. Do not use worn, damaged, unders�zed, or poorly spl�ced cables.

9. Do not wrap cables around your body.

10. Ground the workp�ece to a good electr�cal (earth) ground.

11. Do not touch electrode wh�le �n contact w�th the work (ground) 

c�rcu�t.

12. Use only well-ma�nta�ned equ�pment. Repa�r or replace damaged 

parts at once.

13. In confined spaces or damp locat�ons, do not use a welder w�th AC 

output unless �t �s equ�pped w�th a voltage reducer. Use equ�pment 

w�th DC output.

14. Wear a safety harness to prevent fall�ng �f work�ng above floor 

level.

15. Keep all panels and covers securely �n place.

  WARNING

ARC RAYS can burn eyes and skin; NOISE can damage 

hearing. Arc rays from the welding process produce 

intense heat and strong ultraviolet rays that can burn 

eyes and skin. Noise from some processes can damage 

hearing.

1. Wear a weld�ng helmet fitted w�th a proper shade of filter (see ANSI 

Z49.1 l�sted �n Safety Standards) to protect your face and eyes when 

weld�ng or watch�ng.

2. Wear approved safety glasses. S�de sh�elds recommended.

3. Use protect�ve screens or barr�ers to protect others from flash and 

glare; warn others not to watch the arc.

4. Wear protect�ve cloth�ng made from durable, flame-res�stant 

mater�al (wool and leather) and foot protect�on.

5. Use approved ear plugs or ear muffs �f no�se level �s h�gh.
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      WARNING

FUMES AND GASES can be hazardous to your health.

Welding produces fumes and gases. Breathing these fumes 

and gases can be hazardous to your health.

1. Keep your head out of the fumes. Do not breath the fumes.

2. If �ns�de, vent�late the area and/or use exhaust at the arc to remove 

weld�ng fumes and gases.

3. If vent�lat�on �s poor, use an approved a�r-suppl�ed resp�rator.

4. Read the Mater�al Safety Data Sheets (MSDSs) and the manufacturer’s 

�nstruct�on for metals, consumables, coat�ngs, and cleaners.

5. Work �n a confined space only �f �t �s well vent�lated, or wh�le wear�ng an 

a�r-suppl�ed resp�rator. Sh�eld�ng gases used for weld�ng can d�splace 

a�r caus�ng �njury or death. Be sure the breath�ng a�r �s safe.

6. Do not weld �n locat�ons near degreas�ng, clean�ng, or spray�ng 

operat�ons. The heat and rays of the arc can react w�th vapors to form 

h�ghly tox�c and �rr�tat�ng gases.

7. Do not weld on coated metals, such as galvan�zed, lead, or cadm�um 

plated steel, unless the coat�ng �s removed from the weld area, the 

area �s well vent�lated, and �f necessary, wh�le wear�ng an a�r-suppl�ed 

resp�rator. The coat�ngs and any metals conta�n�ng these elements can 

g�ve off tox�c fumes �f welded.

     WARNING

WELDING can cause fire or explosion.

Sparks and spatter fly off from the welding arc. The flying 

sparks and hot metal, weld spatter, hot workpiece, and hot 

equipment can cause fires and burns. Accidental contact of 

electrode or welding wire to metal objects can cause sparks, 

overheating, or fire.

1. Protect yourself and others from fly�ng sparks and hot metal.

2. Do not weld where fly�ng sparks can str�ke flammable mater�al.

3. Remove all flammables w�th�n 35 ft (10.7 m) of the weld�ng arc. If 

th�s �s not poss�ble, t�ghtly cover them w�th approved covers.

4. Be alert that weld�ng sparks and hot mater�als from weld�ng can 

eas�ly go through small cracks and open�ngs to adjacent areas.

5. Watch for fire, and keep a fire ext�ngu�sher nearby.

6. Be aware that weld�ng on a ce�l�ng, floor, bulkhead, or part�t�on can 

cause fire on the h�dden s�de.

7. Do not weld on closed conta�ners such as tanks or drums.

8. Connect work cable to the work as close to the weld�ng area as 

pract�cal to prevent weld�ng current from travel�ng long, poss�bly 

unknown paths and caus�ng electr�c shock and fire hazards.

9. Do not use welder to thaw frozen p�pes.

10. Remove st�ck electrode from holder or cut off weld�ng w�re at contact 

t�p when not �n use.

      WARNING

FLYING SPARKS AND HOT METAL can cause injury.

Chipping and grinding cause flying metal. As welds cool, 

they can throw off slag. 

1. Wear approved face sh�eld or safety goggles. S�de sh�elds 

recommended.

2. Wear proper body protect�on to protect sk�n.

Welding or cutting Electrode Size Filter Welding or cutting Electrode Size Filter

Torch soldering  2 Gas metal-arc 

Torch brazing 3 or 4 Non-ferrous base metal All 11

Oxygen Cutting Ferrous base metal All 12

Light Under  1 in., 25 mm 3 or 4 Gas tungsten arc welding All 12

Medium 1 to 6 in., 25-150 mm 4 or 5  (TIG) All 12

Heavy Over 6 in., 150 mm 5 or 6 Atomic hydrogen welding All 12

Gas welding Carbon arc welding All 12

Light Under 1/8 in., 3 mm 4 or 5 Plasma arc welding

Medium 1/8 to 1/2 in., 3-12 mm 5 or 6 Carbon arc air gouging

Heavy Over 1/2 in., 12 mm 6 or 8 Light 12

Shielded metal-arc Under 5/32 in., 4 mm 10 Heavy 14

5/32 to 1/4 in., 12 Plasma arc cutting

Over 1/4 in., 6.4 mm 14 Light Under 300 Amp 9

Medium 300 to 400 Amp 12

Heavy Over 400 Amp 14

Eye protection filter shade selector for welding or cutting

(goggles or helmet), from AWS A6.2-73.
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    WARNING

CYLINDERS can explode if damaged.

Shielding gas cylinders contain gas under high pressure. 

If damaged, a cylinder can explode. Since gas cylinders 

are normally part of the welding process, be sure to treat 

them carefully.

1. Protect compressed gas cyl�nders from excess�ve heat, mechan�cal 

shocks, and arcs.

2. Install and secure cyl�nders �n an upr�ght pos�t�on by cha�n�ng them 

to a stat�onary support or equ�pment cyl�nder rack to prevent fall�ng 

or t�pp�ng.

3. Keep cyl�nders away from any weld�ng or other electr�cal c�rcu�ts.

4. Never allow a weld�ng electrode to touch any cyl�nder.

5. Use only correct sh�eld�ng gas cyl�nders, regulators, hoses, and 

fitt�ngs des�gned for the spec�fic appl�cat�on; ma�nta�n them and 

assoc�ated parts �n good cond�t�on.

6. Turn face away from valve outlet when open�ng cyl�nder valve.

7. Keep protect�ve cap �n place over valve except when cyl�nder �s �n 

use or connected for use.

8. Read and follow �nstruct�ons on compressed gas cyl�nders, 

assoc�ated equ�pment, and CGA publ�cat�on P-1 l�sted �n Safety 

Standards.

!
 WARNING

Engines can be dangerous.

    WARNING

ENGINE EXHAUST GASES can kill.

Eng�nes produce harmful exhaust gases.

1. Use equ�pment outs�de �n open, well-vent�lated areas.

2. If used �n a closed area, vent eng�ne exhaust outs�de and away from 

any bu�ld�ng a�r �ntakes.

   WARNING

ENGINE FUEL can cause fire or explosion.

Engine fuel is highly flammable.

1. Stop eng�ne before check�ng or add�ng fuel.

2. Do not add fuel wh�le smok�ng or �f un�t �s near any sparks or open 

flames.

3. Allow eng�ne to cool before fuel�ng. If poss�ble, check and add fuel 

to cold eng�ne before beg�nn�ng job.

4. Do not overfill tank — allow room for fuel to expand.

5. Do not sp�ll fuel. If fuel �s sp�lled, clean up before start�ng eng�ne.

    WARNING

MOVING PARTS can cause injury.

Mov�ng parts, such as fans, rotors, and belts can cut fingers and hands 

and catch loose cloth�ng.

1. Keep all doors, panels, covers, and guards closed and securely 

�n place.

2. Stop eng�ne before �nstall�ng or connect�ng un�t.

3. Have only qual�fied people remove guards or covers for 

ma�ntenance and troubleshoot�ng as necessary.

4. To prevent acc�dental start�ng dur�ng serv�c�ng, d�sconnect 

negat�ve (-) battery cable from battery.

5. Keep hands, ha�r, loose cloth�ng, and tools away from mov�ng 

parts.

6. Re�nstall panels or guards and close doors when serv�c�ng �s 

fin�shed and before start�ng eng�ne.

   WARNING

SPARKS can cause BATTERY GASES TO EXPLODE; 

BATTERY ACID can burn eyes and skin.

Batter�es conta�n ac�d and generate explos�ve gases.

1. Always wear a face sh�eld when work�ng on a battery.

2. Stop eng�ne before d�sconnect�ng or connect�ng battery cables.

3. Do not allow tools to cause sparks when work�ng on a battery.

4. Do not use welder to charge batter�es or jump start veh�cles.

5. Observe correct polar�ty (+ and –) on batter�es.

     WARNING

STEAM AND PRESSURIZED HOT COOLANT can burn face, 

eyes, and skin.

The coolant in the radiator can be very hot and under 

pressure.

1. Do not remove rad�ator cap when eng�ne �s hot. Allow eng�ne to 

cool.

2. Wear gloves and put a rag over cap area when remov�ng cap.

3. Allow pressure to escape before completely remov�ng cap.

  
!

 WARNING

This product, when used for welding or cutting, produces 

fumes  or gases which contain chemicals know to the 

State of California to cause birth defects and, in some 

cases, cancer.  (California Health & Safety code Sec. 

25249.5 et seq.)
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NOTE

Considerations About Welding And The Effects of Low 

Frequency Electric and Magnetic Fields

The follow�ng �s a quotat�on from the General Conclus�ons Sect�on of the U.S. 

Congress, Office of Technology Assessment, B�olog�cal Effects of Power  

Frequency Electr�c & Magnet�c F�elds - Background Paper, OTA-BP-

E-63 (Wash�ngton, DC:  U.S. Government Pr�nt�ng Office, May 1989): 

“...there �s now a very large volume of sc�ent�fic find�ngs based on 

exper�ments at the cellular level and from stud�es w�th an�mals and 

people wh�ch clearly establ�sh that low frequency magnet�c fields and 

�nteract w�th, and produce changes �n, b�olog�cal systems.  Wh�le most 

of th�s work �s of very h�gh qual�ty, the results are complex.  Current 

sc�ent�fic understand�ng does not yet allow us to �nterpret the ev�dence 

�n a s�ngle coherent framework.  Even more frustrat�ng, �t does not yet 

allow us to draw defin�te conclus�ons about quest�ons of poss�ble r�sk 

or to offer clear sc�ence-based adv�ce on strateg�es to m�n�m�ze or 

avo�d potent�al r�sks.”

To reduce magnet�c f�elds �n the workplace, use the follow�ng 

procedures.

1. Keep cables close together by tw�st�ng or tap�ng them.

2. Arrange cables to one s�de and away from the operator.

3.  Do not co�l or drape cable around the body.

4. Keep weld�ng power source and cables as far away from body 

as pract�cal.

ABOUT PACEMAKERS:

The above procedures are among those also normally 

recommended for pacemaker wearers.  Consult  your 

doctor for complete information. 

1.02	 Principal	Safety	Standards

Safety �n Weld�ng and Cutt�ng, ANSI Standard Z49.1, from Amer�can 

Weld�ng Soc�ety, 550 N.W. LeJeune Rd., M�am�, FL 33126.

Safety and Health Standards, OSHA 29 CFR 1910, from Super�ntendent 

of Documents, U.S. Government Pr�nt�ng Office, Wash�ngton, D.C. 

20402.

Recommended Safe Pract�ces for the Preparat�on for Weld�ng and Cutt�ng 

of Conta�ners That Have Held Hazardous Substances, Amer�can Weld�ng 

Soc�ety Standard AWS F4.1, from Amer�can Weld�ng Soc�ety, 550 N.W. 

LeJeune Rd., M�am�, FL 33126.

Nat�onal Electr�cal Code, NFPA Standard 70, from Nat�onal F�re Protect�on 

Assoc�at�on, Batterymarch Park, Qu�ncy, MA 02269.

Safe Handl�ng of Compressed Gases �n Cyl�nders, CGA Pamphlet P-1, 

from Compressed Gas Assoc�at�on, 1235 Jefferson Dav�s H�ghway, Su�te 

501, Arl�ngton, VA 22202.

Code for Safety �n Weld�ng and Cutt�ng, CSA Standard W117.2, from 

Canad�an Standards Assoc�at�on, Standards Sales, 178 Rexdale 

Boulevard, Rexdale, Ontar�o, Canada M9W 1R3.

Safe Pract�ces for Occupat�on and Educat�onal Eye and Face Protect�on, 

ANSI Standard Z87.1, from Amer�can Nat�onal Standards Inst�tute, 1430 

Broadway, New York, NY 10018.

Cutting and Welding Processes, NFPA Standard 51B, from 

National Fire Protection Association, Batterymarch Park, 

Quincy, MA 02269.
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1.03	 DECLARATION	OF	CONFORMITY

Manufacturer:  CIGWELD 

  Address:  71 Gower St, Preston 

   V�ctor�a 3072

   Austral�a

Descr�pt�on of equ�pment: Weld�ng Equ�pment (GMAW, MMAW, GTAW). Includ�ng, but not l�m�ted to CIGWELD Transt�g 200 P�, 

Transt�g 200 AC/DC, Transarc 300 S�, Transt�g 300 P�, Transt�g 300 AC/DC, Transm�g 400 � and assoc�ated accessor�es.

Ser�al numbers are un�que w�th each �nd�v�dual p�ece of equ�pment and deta�ls descr�pt�on, parts used to manufacture 

a un�t and date of manufacture.

The equ�pment conforms to all appl�cable aspects and regulat�ons of the ‘Low Voltage D�rect�ve’ (D�rect�ve  73/23/EU, as 

recently changed �n D�rect�ve 93/68/EU and to the Nat�onal leg�slat�on for the enforcement of the D�rect�ve.

Nat�onal Standard and Techn�cal Spec�ficat�ons

The product �s des�gned and manufactured to a number of standards and techn�cal requ�rements among them are:

• AS/NZS 3652-(EMC D�rect�ve EN50199) appl�cable to arc weld�ng equ�pment - gener�c em�ss�ons and

 regulat�ons.

• EN60974-1 appl�cable to weld�ng equ�pment and assoc�ated accessor�es.

• AS60974.1 appl�cable to weld�ng equ�pment and assoc�ated accessor�es.

Extens�ve product des�gn ver�ficat�on �s conducted at the manufactur�ng fac�l�ty as part of the rout�ne des�gn and 

manufactur�ng process, to ensure the product �s safe and performs as spec�fied. R�gorous test�ng �s �ncorporated �nto the 

manufactur�ng process to ensure the manufactured product meets or exceeds all des�gn spec�ficat�ons.

CIGWELD has been manufactur�ng and merchand�s�ng an extens�ve equ�pment range w�th super�or performance, ultra 

safe operat�on and world class qual�ty for more than 30 years and w�ll cont�nue to ach�eve excellence.
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SECTION	2:	

INTRODUCTION	AND	DESCRIPTION

2.01	 How	To	Use	This	Manual

Th�s Owner’s Manual appl�es to just spec�ficat�on or part 

numbers l�sted on page �. 

To ensure safe operat�on, read the ent�re manual, �nclud�ng 

the chapter on safety �nstruct�ons and warn�ngs.

Throughout th�s manual, the words WARNING, CAUTION, 

and NOTE may appear. Pay part�cular attent�on to the 

�nformat�on prov�ded under these head�ngs. These spec�al 

annotat�ons are eas�ly recogn�zed as follows:

!
WARNING

A WARNING gives information regarding 

possible personal injury. 

CAUTION

A CAUTION refers to possible equipment 

damage.

NOTE 

 A NOTE offers helpful information concerning 

certain operating procedures. 

Add�t�onal cop�es of th�s manual may be purchased by 

contact�ng C�gweld at the address and phone number �n your 

area l�sted �n the �ns�de back cover of th�s manual. Include 

the Owner’s Manual number and equ�pment �dent�ficat�on 

numbers.

Electron�c cop�es of th�s manual can also be downloaded at 

no charge �n Acrobat PDF format by go�ng to the 

C�gweld web s�te l�sted below and cl�ck�ng on the L�terature 

L�brary l�nk:

http://www.c�gweld.au.com

2.02	 Equipment	Identification

The un�t’s �dent�f�cat�on number (spec�f�cat�on or part 

number), model, and ser�al number usually appear on a 

nameplate attached to the control panel. In some cases, the 

nameplate may be attached to the rear panel. Equ�pment 

wh�ch does not have a control panel such as gun and cable 

assembl�es �s �dent�fied only by the spec�ficat�on or part 

number pr�nted on the sh�pp�ng conta�ner. Record these 

numbers on the bottom of page � for future reference.

2.03	 Receipt	Of	Equipment

When you rece�ve the equ�pment, check �t aga�nst the 

�nvo�ce to make sure �t �s complete and �nspect the 

equ�pment for poss�ble damage due to sh�pp�ng. If there �s 

any damage, not�fy the carr�er �mmed�ately to file a cla�m. 

Furn�sh complete �nformat�on concern�ng damage cla�ms 

or sh�pp�ng errors to the locat�on �n your area l�sted �n the 

�ns�de back cover of th�s manual.

Include all equ�pment �dent�ficat�on numbers as descr�bed 

above along w�th a full descr�pt�on of the parts �n error.

Move the equ�pment to the �nstallat�on s�te before un-crat�ng 

the un�t. Use care to avo�d damag�ng the equ�pment when 

us�ng bars, hammers, etc., to un-crate the un�t.
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2.04	 Symbol	Chart

Note	that	only	some	of	these	symbols	will	appear	on	your	model.

Gas Tungsten Arc 
Welding (GTAW)

Air Carbon Arc 
Cutting (CAC-A)

Constant Current

Constant Voltage 
Or Constant Potential

High Temperature

Fault Indication

Arc Force

Touch Start (GTAW)

Variable Inductance

Voltage Input

Single Phase

Three Phase

Three Phase Static 
Frequency Converter-
Transformer-Rectifier

Dangerous Voltage

Off

On

Panel/Local

Shielded Metal 
Arc Welding (SMAW)

Gas Metal Arc 
Welding (GMAW)

Increase/Decrease

Circuit Breaker

AC Auxiliary Power

Remote

Duty Cycle

Percentage

Amperage

Voltage

Hertz (cycles/sec)

Frequency

Negative

Positive

Direct Current (DC)

Protective Earth 
(Ground)

Line

Line Connection

Auxiliary Power

Receptacle Rating-
Auxiliary Power

A
r
t 

#
 A

-0
4

1
3

0

115V   15A

t

t1

t2

%

X

IPM

MPM

t

V

Fuse

Wire Feed Function

Wire Feed Towards 
Workpiece With 
Output Voltage Off.

Preflow Time

Postflow Time

Spot Time

Spot Weld Mode

Continuous Weld

Mode

Press to initiate wirefeed and 

welding, release to stop.

Purging Of Gas

Inches Per Minute

Meters Per Minute

Disturbance In

Ground System

Welding Gun

 Burnback Time

Press and hold for preflow, release
to start arc.  Press to stop arc, and
hold for preflow.

4 Step Trigger
Operation

2 Step Trigger
Operation
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2.05	 Description

The C�gweld Model Transarc 300 S� �s a self conta�ned three-phase DC arc weld�ng power source w�th Constant Current 

(CC) output character�st�cs.  Th�s un�t �s equ�pped w�th a D�g�tal Volt/Amperage Meter and l�ft arc starter for use w�th Gas 

Tungsten Arc Weld�ng (GTAW) and Sh�elded Metal Arc Weld�ng (SMAW) processes.  The power source �s totally enclosed 

�n an �mpact res�stant, flame res�stant and non-conduct�ve plast�c case.

300A5A (A)

(V)

OCV

18V

320A

160A

300A25A (A)

(V)

OCV

10V

 ssecorP GIT-TFIL ssecorP KCITS

F�gure 1 - Transarc 300 S� volt-ampere curve

NOTE

Volt-Ampere curves show the maximum Voltage and Amperage output capabilities of the welding power 

source. Curves of other settings will fall between the curves shown.

2.06	 Functional	Block	Diagrams

F�gure 2 �llustrates the funct�onal block d�agram of the Transarc 300 S� power source.

Main
Circuit
Switch

Filter

Input

Diode

Primary

Capacitor

DC Power

Voltage
Sensor

IGBT
Inverter

Thermal
Detector

To each control c ircuit
+/-15VDC +18VDC

+24VDC +5VDC

Trouble
Sensing
Circuit

Drive

Circuit

Torch Control

Connection

(CON1)

circuit

Current
Adjustment

Reference
Adjustment &

Mode select Switches

Panel Circuit Board

Sequence
Control

Themal
Sensor
Circuit

Main
Transformer

(PCB14)

Output
Diodes

Stick Mode
VRD

Sensing
Circuit

Lift T ig Mode
Output Short

Sensing
Circuit

Fan Control
Circuit

Fan

Hall Current

Transformer
(HCT1)

Output
Inductor

Thermal
Detector

+

-

+ -

Input

Power

Primary

Current
Sensor

F�gure 2 - Transarc 300 S� funct�onal block d�agram
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2.07	 Transporting	Methods

These un�ts are equ�pped w�th a handle for carry�ng 

purposes.

  
!

 WARNING 

ELECTRIC SHOCK can kill. DO NOT TOUCH 

live electrical parts.  Disconnect input power 

conductors from de-energized supply line 

before moving the welding power source.

  
!

 WARNING 

FALLING EQUIPMENT can cause serious 

personal injury and equipment damage.

• L�ft un�t w�th handle on top of case.

• Use handcart or s�m�lar dev�ce of adequate 

capac�ty.

• If us�ng a fork-l�ft veh�cle, place and secure un�t on a 

proper sk�d before transport�ng.
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SECTION	3:	

INSTALLATION	RECOMMENDATIONS

3.01	 Environment

The Transarc 300 S� �s des�gned for use �n hazardous 

env�ronments.

Examples of env�ronments w�th �ncreased hazardous 

env�ronments are -

a. In locat�ons �n wh�ch freedom of movement �s 

restr�cted, so that the operator �s forced to perform the 

work �n a cramped (kneel�ng, s�tt�ng or ly�ng) pos�t�on 

w�th phys�cal contact w�th conduct�ve parts,

b. In locat�ons wh�ch are fully or part�ally l�m�ted by 

conduct�ve elements, and �n wh�ch there �s a h�gh 

r�sk of unavo�dable or acc�dental contact by the 

operator, 

c. In wet or damp hot locat�ons where hum�d�ty or 

persp�rat�on cons�derably reduces the sk�n res�stance 

of the human body and the �nsulat�on propert�es of 

accessor�es.

Environments with hazardous environments do not 
include places where electrically conductive parts in the 
near vicinity of the operator, which can cause increased 

hazard, have been insulated.

3.02	 Location

Be sure to locate the welder accord�ng to the follow�ng 

gu�del�nes:

• In areas free from mo�sture and dust. 

• Amb�ent temperature between 0 degrees C to 40 

degrees C.

• In areas free from o�l, steam and corros�ve gases.

• In areas not subjected to abnormal v�brat�on or 

shock.

• In areas not exposed to d�rect sunl�ght or ra�n. 

• Place at a d�stance of 12” (305mm) or more from 

walls or s�m�lar that could restr�ct natural a�rflow for 

cool�ng.

  
!

 WARNING 

Cigweld advises that this equipment be 

electr ical ly  connected by a qual i f ied 

electrician.

3.03	 Electrical	Input	Connections

  
!

 WARNING 

ELECTRIC SHOCK can kill; SIGNIFICANT DC 

VOLTAGE is present after removal of input 

power.

DO	NOT	TOUCH	live	electrical	parts.

SHUT	 DOWN weld�ng power source, d�sconnect �nput 

power employ�ng lockout/tagg�ng procedures. Lockout/

tagg�ng procedures cons�st of padlock�ng l�ne d�sconnect 

sw�tch �n open pos�t�on, remov�ng fuses from fuse box, 

or shutt�ng off and red-tagg�ng c�rcu�t breaker or other 

d�sconnect�ng dev�ce.

•	Electrical	Input	Requirements

Operate the weld�ng power source from a s�ngle/three-

phase 50/60 Hz, AC power supply. The �nput voltage must 

match one of the electr�cal �nput voltages shown on the 

�nput data label on the un�t nameplate. Contact the local 

electr�c ut�l�ty for �nformat�on about the type of electr�cal 

serv�ce ava�lable, how proper connect�ons should be made, 

and �nspect�on requ�red.

The l�ne d�sconnect sw�tch prov�des a safe and conven�ent 

means to completely remove all electr�cal power from the 

weld�ng power supply whenever necessary to �nspect or 

serv�ce the un�t.

NOTE

These units are equipped with a three-

conductor with earth power cable that is 

connected at the welding power source end for 

single and three phase electrical input power.

Do not connect an �nput (BROWN or BLUE or RED) conductor 

to the ground term�nal.

Do not connect the ground (YELLOW/GREEN) conductor to 

an �nput l�ne term�nal.
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3.04	 Mains	Supply	Voltage	Requirements

The Ma�ns supply voltage should be w�th�n ± 15% of the rated Ma�ns supply voltage. Too low a voltage may cause the 

fuse or c�rcu�t breaker to rupture due to the �ncreased pr�mary current. Too h�gh a supply voltage w�ll cause the Power 

Source to fa�l.

415V	Mains	Current	Circuit	Requirements	for	the	Transarc	300	Si

The Weld�ng Power Source must be:

• Correctly �nstalled, �f necessary, by a qual�fied electr�c�an.

• Correctly earthed (electr�cally) �n accordance w�th local regulat�ons.

• Connected to the correct s�ze 415V Ma�ns Current C�rcu�t as per the Spec�ficat�ons

!
 WARNING

CIGWELD advises that this equipment be electrically connected by a qualified electrical trades-person.

The follow�ng 415V Ma�ns Current C�rcu�t recommendat�ons are requ�red to obta�n the max�mum weld�ng current and 

duty cycle from th�s weld�ng equ�pment:.

 Model   Minimum 415V Mains  

  Current Circuit Size  

 Transarc 300 Si   22.3 Amps  

Table 1:  415V Ma�ns Current C�rcu�t S�zes to ach�eve max�mum current

NOTE

Motor Start Fuses or Circuit Breakers are recommended for this application.

•	High	Frequency	Introduction

The �mportance of correct �nstallat�on of h�gh frequency weld�ng equ�pment cannot be over-emphas�zed.  Interference due 

to h�gh frequency �n�t�ated or stab�l�zed arc �s almost �nvar�ably traced to �mproper �nstallat�on.  The follow�ng �nformat�on 

�s �ntended as a gu�de for personnel �nstall�ng h�gh frequency weld�ng mach�nes.

!
 WARNING

Explosives

The high frequency section of this machine has an output similar to a radio transmitter.  The machine should 

NOT be used in the vicinity of blasting operations due to the danger of premature firing.

Computers

It is also possible that operation close to computer installations may cause computer malfunction.
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•	High	Frequency	Interference

Interference may be transm�tted by a h�gh frequency �n�t�ated or stab�l�zed arc-weld�ng mach�ne �n the follow�ng ways:

Direct Radiation

Rad�at�on from the mach�ne can occur �f the case �s metal and �s not properly grounded.  It can occur through apertures 

such as open access panels.  The sh�eld�ng of the h�gh frequency un�t �n the Power Source w�ll prevent d�rect rad�at�on 

�f the equ�pment �s properly grounded.

Transmission via the Supply Lead

W�thout adequate sh�eld�ng and filter�ng, h�gh frequency energy may be fed to the w�r�ng w�th�n the �nstallat�on (ma�ns) 

by d�rect coupl�ng.  The energy �s then transm�tted by both rad�at�on and conduct�on.  Adequate sh�eld�ng and filter�ng 

�s prov�ded �n the Power Source.

Radiation from Welding Leads

Rad�ated �nterference from weld�ng leads, although pronounced �n the v�c�n�ty of the leads, d�m�n�shes rap�dly w�th 

d�stance.  Keep�ng leads as short as poss�ble w�ll m�n�m�ze th�s type of �nterference.  Loop�ng and suspend�ng of 

leads should be avo�ded where poss�ble.

Re-radiation from Unearthed Metallic Objects

A major factor contr�but�ng to �nterference �s re-rad�at�on from unearthed metall�c objects close to the weld�ng leads.  

Effect�ve ground�ng of such objects w�ll prevent re-rad�at�on �n most cases.

3.05	 Specifications

Parameter Transarc 300 Si

Power Source Part Number 625781

Cooling Fan Cooled

Welder Type Inverter Power Source

Welding Power Source Mass 20kg

Dimensions H 420mm x W 210mm x D 450mm

Manufactured to Australian Standard AS 60974.1-2006

Number of Phases 3

Nominal Supply Voltage 415V ±15%

Nominal Supply Frequency 50Hz

Open Circuit Voltage 65V

Welding Current Range 5 - 300 Amps

Effective Input Current (I1eff) 14.1 Amps

Maximum Input Current (I1max) 22.3 Amps

Three Phase Generator Requirement 16 KVA

Welding Output, 400C, 10 min. 
(quoted figures refer to MMAW output)

300A @ 40%, 32.0V 
250A @ 60%, 30.0V 
180A @ 100%, 27.2V

Welding Output 400C, 10 min. 
(Quoted figures refer to GTAW output) 

300A @ 40%, 22.0V 
250A @ 60%, 20.0V 
180A @ 100%, 17.2V

Protection Class IP23S

Cigweld continuously strives to produce the best product possible and therefore reserves the right to change, improve or revise the 

specifications or design of this or any product without prior notice.  Such updates or changes do not entitle the buyer of equipment 

previously sold or shipped to the corresponding changes, updates, improvements or replacement of such items.

The values specified in the table above are optimal values, your values may differ.  Individual equipment may differ from the above 

specifications due to in part, but not exclusively, to any one or more of the following; variations or changes in manufactured components, 

installation location and conditions and local power grid supply conditions.
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3.06	 Duty	Cycle

The duty cycle of a weld�ng power source �s the percentage of a ten (10) m�nute per�od that �t can be operated at a g�ven 

output w�thout caus�ng overheat�ng and damage to the un�t. If the weld�ng amperes decrease, the duty cycle �ncreases. 

If the weld�ng amperes are �ncreased beyond the rated output, the duty cycle w�ll decrease.

  
!

WARNING

Exceeding the duty cycle ratings will cause the thermal overload protection circuit to become energized and 

shut down the output until the unit has cooled to normal operating temperature. 

CAUTION 

Continually exceeding the duty cycle ratings can cause damage to the welding power source and will void 

the manufactures warranty.

NOTE  

Due to variations that can occur in manufactured products, claimed performance, voltages, ratings, all capacities, 

measurements, dimensions and weights quoted are approximate only.  Achievable capacities and ratings in 

use and operation will depend upon correct installation, use, applications, maintenance and service.
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SECTION	4:	

OPERATOR	CONTROLS

4.01	 Transarc	300	Si	Controls

5

7

6

2

43

1

Art # A-08345

F�gure 4 – Transarc 300 S� Power Source

1. Control Knob

Th�s control sets the selected weld parameter, rotat�ng �t clockw�se �ncreases the parameter that �s �nd�cated on the 

d�g�tal meter.  Push�ng the knob �nward d�splays the actual weld�ng voltage.

2. Remote Control Socket

The 14 p�n Remote Control Socket �s used to connect remote current control dev�ces to the weld�ng Power Source.  

To make connect�ons, al�gn keyway, �nsert plug, and rotate threaded collar fully clockw�se.

A J

B K I

C L N H

D M G

FE

ＡＢＣＤＥＦＧＨＩＪＫＬＭＮ

E

Front view of 14
Socket Receptacle

5k ohms

noitcnuFniP tekcoS
Torch Switch Input (24V) to energize weld current.

(connect pins A & B to turn on welding current)

Torch Switch Input (0V) to energize weld current

(connect pins A & B to turn on welding current)

C 5k ohm (maximum) connection to 5k ohm remote control potentiometer

D Zero ohm (minimum) connection to 5k ohm remote control potentiometer

E Wiper arm connection to 5k ohm remote control potentiometer

G Mains Earth

F,H,I,J,K,L Not Used

M OK to move current detect signal for robotics applications

N OK to move current detect signal for robotics applications

A

B
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3. Pos�t�ve Term�nal

Weld�ng current flows from the Power Source v�a heavy duty D�nse type term�nal.  It �s essent�al, however, that the 

male plug �s �nserted and turned securely to ach�eve a sound electr�cal connect�on.  

4. Negat�ve Term�nal

Weld�ng current flows from the Power Source v�a heavy duty D�nse type term�nal.  It �s essent�al, however, that the 

male plug �s �nserted and turned securely to ach�eve a sound electr�cal connect�on.  

CAUTION

Loose welding terminal connections can cause overheating and result in the male plug being fused in the 

bayonet terminal.

 

5. ON/OFF Sw�tch

Th�s sw�tch connects the Pr�mary supply voltage to the �nverter when �n the ON pos�t�on. Th�s enables the Power 

Supply.

!
  WARNING 

When the welder is connected to the Primary supply voltage, the internal electrical components maybe at 

primary potential with respect to earth.

6. Input Cable

The �nput cable connects the Pr�mary supply voltage to the equ�pment.

7. SMART Log�c Sw�tch 

Manual sl�de sw�tch mounted on the back panel selects for proper �nput voltage.  If th�s sl�de �s not set to the pos�t�on 

that matches the �nput voltage from the electr�cal source the Smart Log�c c�rcu�t w�ll �nh�b�t weld�ng power source 

output.  The d�g�tal meter w�ll show pr�mary �nput error code.

NOTE 

Due to variations that can occur in manufactured products, claimed performance, voltages, ratings, all capacities, 

measurements, dimensions and weights quoted are approximate only.  Achievable capacities and ratings in 

use and operation will depend upon correct installation, use, applications, maintenance and service.
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4.02	 Weld	Parameter	Description

PRESS AND HOLD

F�gure 5 - Transarc 300 S� Front Panel w�th Parameter Descr�pt�on

 noitpircseD retemaraP

HOT START 

This parameter operates in STICK weld mode and is used to improve 

the start characteristics for stick electrodes. e.g. low hydrogen 

electrodes.  It sets the peak  start current on top of the  (WELD)  current. 

A Weld Current (Amperage)- sets the STICK and TIG WELD current. 

ARC CONTROL - This parameter provides a suitable short circuit 

current in STICK welding to improve electrode sticking and arc 

stability.

LIFT TIG mode of operation. A remote control device may be used for 

use during LIFT TIG operation.  See section 4.01, section 2 “Remote

Control Socket ”, for complete details of the remote device. 

STICK Mode of operation 

REMOTE

Selects Mode of Operation: Panel or Remote 

By using the Save & Load buttons, the operator can easily save up to 5 welding

parameter programs.

NOTE

The Save/Load button must remain depressed for 3 seconds in order to store the settings.

Table 3 – Weld Parameter Descr�pt�ons
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4.03	 Weld	Parameters	for	Transarc	300	Si

Weld	Mode

Weld		

Parameter Parameter	Range

Factory	

Setting

Incremental	

Unit

	

STICK LIFT	TIG

HOT START 0 to 70A 20A 1A Yes No

WELD CUR 5 to 300A DC 80A 1A Yes Yes

ARC CONTROL 0 to 100% 10% 1% Yes No

4.04	 Power	Source	Features

Feature Description

New	Digital	Control • Almost all weld�ng parameters are adjustable

Touch	Panel	Switches • Touch sw�tches el�m�nate mechan�cal damage

Front	Control	Cover • Protects front panel controls

Digital	Meter

• D�splays selected weld parameter value

• D�splays weld current when weld�ng

• D�splays weld current for 20 seconds after weld has been 

completed

• A selected weld parameter value can be adjusted at any t�me 

even wh�le weld�ng

Intelligent	Fan	Control	

• The �ntell�gent cool�ng system �s des�gned to reduce dust and 

fore�gn mater�al bu�ld-up, wh�lst prov�d�ng opt�mum cool�ng. 

• Fan speed reduces approx�mately 30 seconds after mach�ne 

�s turned on

• Fan speed �ncreases when �nternal components reaches 

operat�ng temperature

ON/OFF	switch • Pr�mary voltage Supply ON/OFF sw�tch located on rear panel

Voltage	Reduction	Device	(VRD)

Reduces the OCV when the power supply �s not �n use.  El�m�nates 

the need for add on voltage reducers and has no effect on arc 

start�ng.

• VRD fully compl�es to AS 60974.1

• When St�ck mode �s selected the green VRD l�ght �s ON when 

not weld�ng and red when weld�ng.

• When �n TIG modes VRD �s off.
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SECTION	5:	

SET-UP	FOR	SMAW	(STICK)	AND	

GTAW	(TIG)

Convent�onal operat�ng procedures apply when us�ng the 

Weld�ng Power Source, �.e. connect work lead d�rectly to 

work p�ece and electrode lead �s used to hold electrode.  

W�de safety marg�ns prov�ded by the co�l des�gn ensure 

that the Weld�ng Power Source w�ll w�thstand short-term 

overload w�thout adverse effects.  The weld�ng current range 

values should be used as a gu�de only.  Current del�vered 

to the arc �s dependent on the weld�ng arc voltage, and as 

weld�ng arc voltage var�es between d�fferent classes of 

electrodes, weld�ng current at any one sett�ng would vary 

accord�ng to the type of electrode �n use.  The operator 

should use the weld�ng current range values as a gu�de, then 

finally adjust the current sett�ng to su�t the appl�cat�on.

 
!

 WARNING 

Before connecting the work clamp to the work 

and inserting the electrode in the electrode 

holder make sure the Primary power supply is 

switched off.

 CAUTION 

Remove any packaging material prior to use. 

Do not block the air vents at the front or rear 

or sides of the Welding Power Source.

 

F�gure 6 – Transarc 300 S�  Set-up
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NOTES
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SECTION	6:	

SEQUENCE	OF	OPERATION

 

NOTE:	Scroll Buttons are used to select the parameters to be set.  The LED’s show wh�ch funct�on �s be�ng adjusted on the 

weld sequence graph.  Refer to Symbols Table located �n the front of the manual for Symbol descr�pt�ons.

1

2

3

4

5

6

PRESS AND HOLD

F�gure 7 – Transarc 300 S� Front Panel

1. Scroll Buttons – used to select the parameter to be set.  The LED’s show wh�ch funct�on �s be�ng adjusted on the 

Sequence Graph.

2. D�g�tal LED d�splay – Weld�ng amperage and parameter values are d�splayed �n th�s w�ndow.  Internal warn�ngs such 

as over temperature, low or h�gh �nput voltage appl�ed are s�gnaled to the operator by a warn�ng sound and error 

message on the screen.

3. Control Knob – allows the operator to adjust the output amperage w�th�n the ent�re range of the power source, also 

used to set each parameter value.

4. Process Button – Th�s button selects between STICK or L�ft TIG mode.

5. Remote Current Funct�on – Press�ng th�s buttons enables remote current funct�ons.

6. Save & Load Buttons – Press and hold these buttons for 3 seconds to save or load up to 5 weld�ng parameter 

programs.
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6.01	 Stick	Welding

• Connect work lead to negat�ve term�nal

• Connect electrode lead to pos�t�ve term�nal

• Sw�tch mach�ne on

• Set Contactor

• Connect remote control dev�ce �f requ�red

Use the Scroll Buttons to move to the parameter to be set.  The LED w�ll show wh�ch funct�on �s be�ng adjusted on the 

weld sequence graph.  Use the control knob to adjust each parameter.

• Set HOT START 

• Set WELD current

• Set Arc Control 

Commence weld�ng

6.02	 DC	LIFT	TIG	Welding

• Connect work lead to pos�t�ve term�nal

• Connect TIG torch to negat�ve term�nal

• Sw�tch mach�ne on

• Set weld current.  

• Connect remote control dev�ce �f des�red

Use the Scroll Buttons to move to the parameter to be set.  The LED w�ll show wh�ch funct�on �s be�ng adjusted on the 

weld sequence graph.  Use the control knob to adjust each parameter.

• Set WELD current

Commence weld�ng 
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SECTION	7:	

BASIC	TIG	WELDING	GUIDE

7.01	 Electrode	Polarity

Connect the TIG torch to the - / TORCH term�nal and the work lead to the + / WORK term�nal for d�rect current stra�ght 

polar�ty.  D�rect current stra�ght polar�ty �s the most w�dely used polar�ty for DC TIG weld�ng.  It allows l�m�ted wear of the 

electrode s�nce 70% of the heat �s concentrated at the work p�ece.

7.02	 Tungsten	Electrode	Current	Ranges

Electrode Diameter DC Current (Amps)

0.040” (1.0mm) 30 – 60

1/16” (1.6mm) 60 – 115

3/32” (2.4mm) 100 – 165

1/8” (3.2mm) 135 – 200

5/32” (4.0mm) 190 – 280

3/16” (4.8mm) 250 – 340

Table 4 – Current ranges for var�es tungsten electrode s�zes

7.03	 Tungsten	Electrode	Types

Electrode Type 

(Ground Finish)

Welding Application Features Color 

Code

Thoriated 2%

Ceriated 2%

Red

Grey

DC welding of mild steel, 

stainless steel and copper.

Excellent arc starting, Long life, 

High current carrying capacity.

DC welding of mild steel, 

stainless steel, copper, 

l i i i d

Longer life, More stable arc, 

Easier starting, Wider current 

N
Table 5 –  Tungsten electrode types

7.04	 Guide	for	Selecting	Filler	Wire	Diameter

F�ller W�re D�ameter DC Current Range (Amps)

1/16” (1.6 mm) 20 - 90

3/32” (2.4 mm) 65 - 115

1/8” (3.2 mm) 100 - 165

3/16” (4.8 mm) 200-350

Table 6 – F�ller w�re select�on gu�de

NOTE 

The filler wire diameter specified in Table 6 is a guide only, other diameter wires may be used according to 

the welding application.
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7.05	 Shielding	Gas	Selection

Alloy Shielding Gas 

Aluminium & alloys Argon

Carbon Steel Argon

Stainless Steel Argon

Copper Argon

Table 7 – Sh�eld�ng gas select�on

7.06	 TIG	Welding	Parameters	for	Low	Carbon	&	Low	Alloy	Steel	Pipe

 

Current Range DC

Amperes

Thoriated 2%

3/32” (2.4 mm)

Thoriated 2%

3/32” (2.4 mm)

Thoriated 2%

3/32” (2.4 mm)

Electrode Type & 

Diameter

Filler Rod for Root 

Pass

Joint Preparation

120 - 170 Yes

100 - 160 Yes

90 - 130 No

Table 8 – TIG weld�ng parameters for low carbon & low alloy steel p�pe

7.07	 Welding	Parameters	for	Steel

Filler Rod 

Diameter
(if required) Joint Type

0.040” 35-45 20-30 0.040” 1/16” Butt/Corner

1.0mm 40-50 25-35 1.0mm 1.6mm Lap/ Fillet

0.045” 45-55 30-45 0.040” 1/16” Butt/Corner

1.2mm 50-60 35-50 1.0mm 1.6mm Lap/ Fillet

1/16” 60-70 40-60 1/16” 1/16” Butt/Corner

1.6mm 70-90 50-70 1.6mm 1.6mm Lap/ Fillet

1/8” 80-100 65-85 1/16” 3/32” Butt/Corner

3.2mm 90-115 90-110 1.6mm 2.4mm Lap/ Fillet

3/16” 115-135 100-125 3/32” 1/8” Butt/Corner

4.8mm 140-165 125-150 2.4mm 3.2mm Lap/ Fillet

¼” 160-175 135-160 1/8” 5/32” Butt/Corner

6.4mm 170-200 160-180 3.2mm 4.0mm Lap/ Fillet

7

10

10

Argon Gas 

Flow Rate 

Liters/min

5-7

5-7

7

DC Current 

for Mild 

Steel

DC Current for 

Stainless 

Steel

Tungsten 

Electrode 

Diameter

Base Metal 

Thickness

Table 9 – DC TIG weld�ng parameters
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Metals	being	joined 	Electrode Comments

M�ld steel 6013

Ideal electrodes for all general purpose work.  

Features �nclude out stand�ng operator appeal, 

easy arc start�ng and low spatter.

M�ld steel 7014

All pos�t�onal electrode for use on m�ld and 

galvan�zed steel furn�ture, plates, fences, 

gates, p�pes and tanks etc.  Espec�ally su�table 

for vert�cal-down weld�ng.

Cast �ron 99% N�ckel
Su�table for jo�n�ng all cast �rons except wh�te 

cast �ron.

Sta�nless steel 318L-16
H�gh corros�on res�stance.  Ideal for da�ry work, 

etc. On sta�nless steels.

Copper, Bronze, Brass, etc.
Bronze

5.7        ERCUSI-A

Easy to use electrode for mar�ne fitt�ngs, water 

taps and valves, water trough float arms, etc.  

Also for jo�n�ng copper to steel and for bronze 

overlays on steel shafts.

H�gh Alloy Steels, 

D�ss�m�lar Metals,  

Crack Res�stance.  

All Hard-To-Weld Jobs.

312-16

It w�ll weld most problemat�cal jobs such as 

spr�ngs, shafts, broken jo�ns m�ld steel to 

sta�nless and alloy steels. 

Not su�table for Alum�num.

Table 10 - Types of Electrodes

SECTION	8:	

BASIC	ARC	WELDING	GUIDE

8.01	 Electrode	Polarity

St�ck electrodes are generally connected to the ‘+’ term�nal 

and the work lead to the ‘-’ term�nal but �f �n doubt consult 

the electrode manufacturers l�terature.

8.02	 Effects	of	Stick	Welding	Various	

Materials

High tensile and alloy steels

The two most prom�nent effects of weld�ng these 

steels are the format�on of a hardened zone �n the 

weld area, and, �f su�table precaut�ons are not taken, 

the occurrence �n th�s zone of under-bead cracks.  

Hardened zone and under-bead cracks �n the weld 

area may be reduced by us�ng the correct electrodes, 

preheat�ng, us�ng h�gher current sett�ngs, us�ng larger 

electrodes s�zes, short runs for larger electrode depos�ts 

or temper�ng �n a furnace.

Manganese steels

The effect on manganese steel of slow cool�ng from 

h�gh temperatures �s to em br�ttle �t.  For th�s reason �t 

�s absolutely essent�al to keep manganese steel cool 

dur�ng weld�ng by quench�ng after each weld or sk�p 

weld�ng to d�str�bute the heat.

Cast Iron

Most types of cast �ron, except wh�te �ron, are weldable.  

Wh�te �ron, because of �ts extreme br�ttleness, generally 

cracks when attempts are made to weld �t.  Trouble 

may also be exper�enced when weld�ng wh�te-heart 

malleable, due to the poros�ty caused by gas held �n 

th�s type of �ron.

Copper and alloys

The most �mportant factor �s the h�gh rate of heat 

conduct�v�ty of copper, mak�ng preheat�ng of heavy 

sect�ons necessary to g�ve proper fus�on of weld and 

base metal.

Types of Electrodes

Arc Weld�ng electrodes are class�fied �nto a number 

of groups depend�ng on the�r appl�cat�ons.  There are 

a great number of electrodes used for spec�al�zed 

�ndustr�al purposes wh�ch are not of part�cular �nterest 

for everyday general work.  These �nclude some low 

hydrogen types for h�gh tens�le steel, cellulose types 

for weld�ng large d�ameter p�pes, etc.  The range of 

electrodes dealt w�th �n th�s publ�cat�on w�ll cover the 

vast major�ty of appl�cat�ons l�kely to be encountered; 

are all easy to use and all w�ll work on even the most 

bas�c of weld�ng mach�nes.
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SECTION	9:	

ROUTINE	MAINTENANCE	

The only rout�ne ma�ntenance requ�red for the power supply �s a thorough clean�ng and �nspect�on, w�th the frequency 

depend�ng on the usage and the operat�ng env�ronment.

!
  WARNING

Disconnect primary power at the source before opening the enclosure. Wait at least two minutes before opening 

the enclosure to allow the primary capacitors to discharge.

To clean the un�t, open the enclosure and use a vacuum cleaner to remove any accumulated d�rt and dust. The un�t should 

also be w�ped clean, �f necessary; w�th solvents that are recommended for clean�ng electr�cal apparatus.

CAUTION

Do not blow air into the power supply during cleaning. Blowing air into the unit can cause metal particles to 

interfere with sensitive electrical components and cause damage to the unit.
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Warning! 
Disconnect input power before maintaining.

Each Use

Visual check of 
regulator and pressure

Visual check of torch
Consumable parts

Weekly

Visually inspect the torch 
body and consumables Visually inspect the

cables and leads.
Replace as needed

3 Months

Clean
exterior
of power supply

6 Months

Replace all 
broken parts

Bring the unit to an authorized
CIGWELD Service Provider
to remove any accumulated dirt 
and dust from the interior.
This may need to be done more
frequently under exceptionally
dirty conditions.

Maintain more often if used under severe conditions

Art # A-07681_AC
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SECTION	10:	

BASIC	TROUBLESHOOTING

  
!

 WARNING

There are extremely dangerous voltages and power levels present inside this product.  Do not attempt to 

open or repair unless you are an Accredited Cigweld™ Service Provider and you have had training in power 

measurements and troubleshooting techniques.

If major complex subassembl�es are faulty, then the Weld�ng Power Source must be returned to an Accred�ted C�gweld 

Serv�ce Prov�der for repa�r.

The bas�c level of troubleshoot�ng �s that wh�ch can be performed w�thout spec�al equ�pment or knowledge.

10.01	 TIG	Welding	Problems

Weld qual�ty �s dependent on the select�on of the correct consumables, ma�ntenance of equ�pment and proper weld�ng 

techn�que.

Description Possible	Cause Remedy

1. Excess�ve beard bu�ld-up or poor 

penetrat�on or poor fus�on at 

edges of weld.

Weld�ng current �s too low Increase weld current and/or faulty 

jo�nt preparat�on

2. Weld bead too w�de and flat or 

undercut at edges of weld or 

excess�ve burn through

Weld�ng current �s too h�gh Decrease weld current

3. Weld bead too small or �nsuffic�ent 

penetrat�on or r�pples �n bead are 

w�dely spaced apart

Travel speed too fast Reduce travel speed

4. Weld bead too w�de or excess�ve 

bead bu�ld up or excess�ve penetra-

t�on �n butt jo�nt

Travel speed too slow Increase travel speed

5. Uneven leg length �n fillet jo�nt Wrong placement of filler rod Re-pos�t�on filler rod

6. Electrode melts when arc �s 

struck.

Electrode �s connected to the ‘+’ 

term�nal.

Connect the electrode to the ‘−’ 

term�nal.

7.    D�rty weld pool. A. Electrode contam�nated through 

contact w�th work p�ece or filler rod 

mater�al.

A. Clean the electrode by gr�nd�ng off 

the contam�nates.

B. Gas contam�nated w�th a�r. B. Check gas l�nes for cuts and loose 

fitt�ng or change gas cyl�nder.

8. Electrode melts or ox�d�zes when 

an arc �s struck.

A. No gas flow�ng to weld�ng reg�on. A. Check the gas l�nes for k�nks or 

breaks and gas cyl�nder contents.

B. Torch �s clogged w�th dust. B. Clean torch

C. Gas hose �s cut. C. Replace gas hose.

D. Gas passage conta�ns �mpur�t�es. D. D�sconnect gas hose from torch 

then ra�se gas pressure and blow 

out �mpur�t�es.

E. Gas regulator turned off. E. Turn on.

F. Torch valve �s turned off. F. Turn on.

G. The electrode �s too small for the 

weld�ng current.

G. Increase electrode d�ameter or 

reduce the weld�ng current.
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Description Possible	Cause Remedy

9. Poor weld fin�sh. Inadequate sh�eld�ng gas. Increase gas flow or check gas l�ne 

for gas flow problems.

10. Arc flutters dur�ng TIG weld�ng. A. Tungsten electrode �s too large for 

the weld�ng current.

A. Select the r�ght s�ze electrode.  

Refer to Bas�c TIG Weld�ng gu�de.

B. Absence of ox�des �n the weld pool. B. Refer Bas�c TIG Weld�ng Gu�de for 

ways to reduce arc flutter.

11. Weld�ng arc can not be 

establ�shed.

A. Work clamp �s not connected to 

the work p�ece or the work/torch 

leads are not connected to the r�ght 

weld�ng term�nals.

A. Connect the work clamp to the 

work p�ece or connect the work/

torch leads to the r�ght weld�ng 

term�nals.

B. Torch lead �s d�sconnected. B. Connect �t to the ‘−‘ term�nal.

C. Gas flow �ncorrectly set, cyl�nder 

empty or the torch valve �s off.

C. Select the r�ght flow rate, change 

cyl�nders or turn torch valve on.

12. Arc start �s not smooth. A. Tungsten electrode �s too large for 

the weld�ng current. 

A. Select the r�ght s�ze electrode.  

Refer to Sect�on 7, Basic TIG 

Welding Guide. 

B. The wrong electrode �s be�ng used 

for the weld�ng job

B. Select the r�ght electrode type.  

Refer to Sect�on 7, Basic TIG 

Welding Guide. 

C. Gas flow rate �s too h�gh. C. Select the correct rate for the 

weld�ng job.  

Refer to Sect�on 7, Basic TIG 

Welding Guide. 

D. Incorrect sh�eld�ng gas �s be�ng 

used.

D. Select the r�ght sh�eld�ng gas.  

Refer to Sect�on 7, Basic TIG 

Welding Guide. 

E. Poor work clamp connect�on to work 

p�ece.

E. Improve connect�on to work p�ece.
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10.02	 Stick	Welding	Problems

Description Possible	Cause Remedy

1. Gas pockets or vo�ds �n weld metal 

(Poros�ty).

A.

B.

C.

Electrodes are damp.

Weld�ng current �s too h�gh.

Surface �mpur�t�es such as o�l, 

grease, pa�nt, etc.

A.

B.

C.

Dry electrodes before use.

Reduce weld�ng current.

Clean jo�nt before weld�ng.

2. Crack occurr�ng �n weld metal soon 

after sol�d�ficat�on commences

A. 

 

B. 

C.

R�g�d�ty of jo�nt. 

 

Insuffic�ent throat th�ckness. 

Cool�ng rate �s too h�gh.

A. 

 

B. 

C.

Redes�gn to rel�eve weld jo�nt 

of severe stresses or use 

crack res�stance electrodes.

Travel sl�ghtly slower to allow 

greater bu�ld up �n throat.

Preheat plate and cool slowly.

3. A gap �s left by fa�lure of the weld 

metal to fill the root of the weld.

A.

B. 

C.

Weld�ng current �s too low.

Electrode too large for jo�nt. 

Insuffic�ent gap.

A.

B. 

C.

Increase weld�ng current

Use smaller d�ameter 

electrode.

Allow w�der gap.

D. Incorrect sequence. D. Use correct bu�ld-up 

sequence.

F�gure 8 – Example of �nsuffic�ent gap or �ncorrect sequence

4. Port�ons of the weld run do not fuse 

to the surface of the metal or edge 

of the jo�nt.

A. 

B.

Small electrodes used on heavy 

cold plate.

Weld�ng current �s too low.

A . 

B.

Use larger electrodes and pre-heat 

the plate.

Increase weld�ng current

C. Wrong electrode angle. C. Adjust angle so the weld�ng arc �s 

d�rected more �nto the base metal

D. Travel speed of electrode �s too 

h�gh.

D. Reduce travel speed of electrode

E. Scale or d�rt on jo�nt surface. E. Clean surface before weld�ng.

 

F�gure 9 – Example of lack of fus�on
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5. Non-metall�c part�cles are 

trapped �n the weld metal 

(slag �nclus�on).

A. Non-metall�c part�cles may be trapped 

�n undercut from prev�ous run. 

A. If bad undercut �s present, clean 

slag out and cover w�th a run from a 

smaller d�ameter electrode. 

B. Jo�nt preparat�on too restr�cted. B. Allow for adequate penetrat�on and 

room for clean�ng out the slag.

C. Irregular depos�ts allow slag to be 

trapped.

C. If very bad, ch�p or gr�nd out 

�rregular�t�es.

D. Lack of penetrat�on w�th slag trapped 

beneath weld bead.

D. Use smaller electrode w�th suffic�ent 

current to g�ve adequate penetrat�on.  

Use su�table tools to remove all slag 

from corners.

E. Rust or m�ll scale �s prevent�ng full 

fus�on.

E. Clean jo�nt before weld�ng.

F. Wrong electrode for pos�t�on �n wh�ch 

weld�ng �s done.

F. Use electrodes des�gned for pos�t�on 

�n wh�ch weld�ng �s done, otherw�se 

proper control of slag �s d�fficult.

F�gure 10 – Examples of slag �nclus�on

10.03	 Power	Source	Problems

Description Possible	Cause Remedy

1. The weld�ng arc cannot be 

establ�shed

A . 

B.

The Pr�mary supply voltage has not 

been sw�tched ON.

The Weld�ng Power Source sw�tch 

�s sw�tched OFF.

A . 

B.

Sw�tch ON the Pr�mary supply 

voltage.

Sw�tch ON the Weld�ng Power 

Source.

C. Loose connect�ons �nternally. C. Have an Accred�ted C�gweld 

Serv�ce Prov�der repa�r the 

connect�on.

2. Max�mum output weld�ng 

current can not be ach�eved 

w�th nom�nal Ma�ns supply 

voltage.

Defect�ve control c�rcu�t Have an Accred�ted C�gweld 

Serv�ce Prov�der �nspect then 

repa�r the welder.

3. Weld�ng current reduces when 

weld�ng

Poor work lead connect�on to the 

work p�ece.

Ensure that the work lead has a 

pos�t�ve electr�cal connect�on to 

the work p�ece.

4. No gas flow when the torch 

tr�gger sw�tch �s depressed.

A.

B.

Gas hose �s cut.

Gas passage conta�ns �mpur�t�es.

A.

B.

Replace gas hose.

D�sconnect gas hose from the 

rear of Power Source then ra�se 

gas pressure and blow out 

�mpur�t�es.

C. Gas regulator turned off. C. Turn gas regulator on.

D. Torch tr �gger sw�tch lead �s 

d�sconnected or sw�tch/cable �s 

faulty.

D. Reconnect lead or repa�r faulty 

sw�tch/cable.
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SECTION	11:	

VOLTAGE	REDUCTION	DEVICE	(VRD)

11.01	 VRD	Specification

	

Description Transarc	300	Si

	

Notes

VRD Open C�rcu�t Voltage 15.3 to 19.8V Open c�rcu�t voltage between weld�ng term�nals

VRD Res�stance 148 to 193 ohms
The requ�red res�stance between weld�ng 

term�nals to turn ON the weld�ng power

VRD Turn OFF T�me 0.2 to 0.3 seconds
The t�me taken to turn OFF the weld�ng power 

once the weld�ng current has stopped

11.02	 VRD	Maintenance

Rout�ne �nspect�on and test�ng (power source)

An �nspect�on of the power source, an �nsulat�on res�stance test and an earth res�stance test shall be carr�ed out.

a) For transportable equ�pment, at least once every 3 months; and 

b) For fixed equ�pment, at least once every 12 months.

The owners of the equ�pment shall keep a su�table record of the per�od�c tests. 

NOTE

A transportable power source is any equipment that is not permanently connected and fixed in the position 

in which it is operated.  

In add�t�on to the above tests and spec�fically �n relat�on to the VRD fitted to th�s mach�ne, the follow�ng per�od�c tests 

should also be conducted by an accred�ted C�gweld Serv�ce Prov�der.

Description Required	Parameters

VRD Open C�rcu�t Voltage Less than 20V; at V�n=415V

VRD Turn ON Res�stance Less than 200 ohms

VRD Turn OFF T�me Less than 0.3 seconds

If th�s equ�pment �s used �n a hazardous locat�on or env�ronments w�th a h�gh r�sk of electrocut�on then the above tests 

should be carr�ed out pr�or to enter�ng th�s locat�on.
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SECTION	12:	

POWER	SOURCE	ERROR	CODES

Description Possible Cause Remedy Remarks

1 E01 error code 
displayed. 
Temperature 
sensor TH1 
(protects IGBTs) 
is greater than 
80°C for about 1 
second.

A The Welding Power 
Source’s duty cycle has 
been exceeded.

A Let Power Source cool 
down then keep within 
its duty cycle.

Weld current 
ceases. Buzzer 
sounds constantly. 
E01 resets when 
TH1 decreases to 
70°C for about 30 
seconds.

B Fan ceases to operate. B Have an Accredited 
Cigweld Service Provider 
investigate.

C Air flow is restricted by 
vents being blocked.

C Unblock vents then 
let Power Source cool 
down.

2 E02 error code 
displayed. 
Temperature 
sensor TH2 
(protects IGBTs) 
is greater than 
90°C for about 1 
second.

A The Welding Power 
Source’s duty cycle has 
been exceeded.

A Let Power Source cool 
down then keep within 
its duty cycle.

Weld current 
ceases. Buzzer 
sounds constantly. 
E02 resets when 
TH2 decreases to 
70°C for about 30 
seconds.

B Fan ceases to operate. B Have an Accredited 
Cigweld Service Provider 
investigate.

C Air flow is restricted by 
vents being blocked.

C Unblock vents then 
let Power Source cool 
down.

3 E03 error code 
displayed.       
Primary (input) 
current too high.

A Primary current too 
high because welding 
arc is too long

A Reduce length of 
welding arc

Weld current 
ceases. Buzzer 
sounds constantly. 
Switch machine 
off then on to reset 
E03 error.

B Mains supply voltage is 
more than 10% below 
nominal voltage

B Have an Accredited 
Cigweld Service Provider 
or a qualified electrician 
check for low Mains 
voltage. 

4 E11 error code 
displayed.             
Over Primary 
supply (input) 
voltage at 
primary 
capacitors is 
exceeded for one 
second.

 Primary supply voltage 
is greater than the 
nominal voltage plus 
10%.

 Have an Accredited 
Cigweld Service Provider  
or a qualified electrician 
check the Primary 
voltage.

Weld current 
ceases. Buzzer 
sounds constantly. 
Error code E11 
automatically will 
reset when the 
voltage reduces. 

5 E12 error code 
displayed.          
Under mains 
supply (input) 
voltage warning 
primary 
capacitors is 
reduced for one 
second.

 Mains supply voltage is 
down to a dangerously 
low level.

 Have an Accredited 
Cigweld Service Provider  
or a qualified electrician 
check the Mains voltage. 
Have an Accredited 
Cigweld Service Provider  
or a qualified electrician 
check the primary cable 
& fuses.

Weld current 
ceases. Buzzer 
sounds constantly. 
Error code E12 will 
automatically reset 
when the voltage 
increases. 
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Description Possible Cause Remedy Remarks

6 E14 error code 
displayed.           
Under mains supply 
(input) voltage 
warning primary 
capacitors is reduced 
for one second.

Mains supply voltage is less 
than the nominal operating 
voltage plus 10%.

Have an Accredited Cigweld 
Service Provider or a 
qualified electrician check the 
Mains voltage.

Weld current 
available. Buzzer 
sounds intermittently. 
Error code E14 will 
automatically reset 
when the voltage 
increases. 

7 E81 error code 
displayed.          
Wrong Primary 
supply (input) voltage 
connected.

When 3 phase machine is 
first turned on with the wrong 
Primary supply (input) voltage 
connected.

Have an Accredited Cigweld 
Service Provider check the 
Mains voltage.

No weld current is 
available. Buzzer 
sounds constantly. 
Switch machine off.

8 E82 error code 
displayed.              
Link switch plug not 
connected.

Link switch plug not 
connected.

Have an Accredited Cigweld 
Service Provider or a 
qualified electrician check the 
connector plug on input PCB.

No weld current is 
available. Buzzer 
sounds constantly. 
Switch machine off.

9 E83 error code 
displayed.              
CPU checks mains 
supply (input) voltage 
when the on/off 
switch on rear panel 
of machine is turned 
ON.

The Primary supply (input) 
voltage fluctuates and is not 
stable.

Have an Accredited Cigweld 
Service Provider or a 
qualified electrician check the 
connector plug on the input 
PCB and the Mains voltage.

No weld current is 
available. Buzzer 
sounds constantly. 
Switch machine off 
then on to reset E83 
error.

10 E93 error code 
displayed.       
Memory chip 
(EEPROM) on 
control PCB can 
not read/write weld 
parameters.

Memory chip (EEPROM) 
error.

Have an Accredited Cigweld 
Service Provider or a 
qualified electrician check the 
control PCB.

Weld current is 
ceases. Buzzer 
sounds constantly. 
Switch machine off.

11 E94 error code 
displayed. 
Temperature sensor 
TH1 for IGBTs is an 
open circuit.

The Welding Power Source’s 
temperature sensors have 
malfunctioned.

Have an Accredited Cigweld 
Service Provider check or 
replace the temperature 
sensors.

Weld current ceases. 
Buzzer sounds 
constantly. Switch 
machine off.

12 E99 error code 
displayed.           
Mains supply (input) 
voltage has been 
turned off, but control 
circuit has power 
from the primary 
capacitors.

A  Main on/off switch on 
machine has been turned 
off.

B  Mains supply (input) 
voltage has been turned 
off.

A  Turn on/off switch on.

B  Have an Accredited 
Cigweld Service Provider 
or a qualified electrician 
check the Main voltage 
and fuses.

Weld current ceases. 
Buzzer sounds 
constantly. Must 
switch machine off 
then on to reset E99 
error.
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Description   Part No.  Details  

17 Series air cooled TIG torch  
(suitable for TransTig 200Pi)  

518710402 TIG torch with 4 metre cable & remote 
current control  

26 Series air cooled TIG torch  538720401 TIG torch with 4 metre cable & remote 
current control  

200 Amp lead set, 5 metre   646323  1 x 5m work lead; 1 x 5m electrode holder  

400 Amp lead set, 8 metre   646325  1 x 8m work lead; 1 x 8m electrode holder  

Slide controller  
 OTD 10/4013  200Pi, 200AC/DC slider only  

 OTD 10/2004  300Pi, 300AC/DC, 400i slider only  

Hand pendant  
 OTD 10/4014  200Pi, 200AC/DC hand pendant only  

 OTD 10/2005  300Pi, 300AC/DC, 400i hand pendant only  

Foot controller  
 OTD 10/4016  200Pi, 200AC/DC  

 OTD 10/2007  300Pi, 300AC/DC, 400i  

CIGWELD COMET argon regulator   301527  Regulator only  

CIGWELD COMET argon flowmeter 
0-15 lpm   301710  Flowmeter only  

CIGWELD COMET argon flowmeter 
10-40 lpm   301711  Flowmeter only  

CIGWELD COMET argon regulator/
flowmeter   301526  Regulator/flowmeter only  

VAF-4 Wirefeeder (for 400i ONLY)   705700  VAF-4 wirefeeder, 8m interconnection, 
operating manual  

VS212 Voltage sensing wirefeeder   W3512006  VS212 wirefeeder, operating manual  

Tweco® 4 MIG Torch   717201  MIG torch with 3.6m cable, T4 connection  

ArcMaster Pro Auto-darkening 
Helmet, 9-13 – blue  

 454294  Welding helmet, 2 x spare cover lenses, 
product bag, operating manual   

ArcMaster Pro Auto-darkening  
Helmet, 9-13 – blue with graphic  

 454295  Welding helmet, 2 x spare cover lenses, 
product bag, operating manual  

ArcMaster Pro Auto-darkening  
Helmet, 9-13 – black with graphic  

 454296  Welding helmet, 2 x spare cover lenses, 
product bag, operating manual   

APPENDIX	1:		TRANSARC	300	Si	ACCESSORIES
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CIGWELD	LIMITED	WARRANTY

LIMITED WARRANTY: CIGWELD, A Thermadyne Company, hereafter, “CIGWELD” warrants to customers of �ts author�zed 

d�str�butors hereafter “Purchaser” that �ts products w�ll be free of defects �n workmansh�p or mater�al. Should any fa�lure 

to conform to th�s warranty appear w�th�n the t�me per�od appl�cable to the CIGWELD products as stated below, CIGWELD 

shall, upon not�ficat�on thereof and substant�at�on that the product has been stored, �nstalled, operated, and ma�nta�ned 

�n accordance w�th CIGWELD’s spec�ficat�ons, �nstruct�ons, recommendat�ons and recogn�zed standard �ndustry pract�ce, 

and not subject to m�suse, repa�r, neglect, alterat�on, or acc�dent, correct such defects by su�table repa�r or replacement, 

at CIGWELD’s sole opt�on, of any components or parts of the product determ�ned by CIGWELD to be defect�ve.

CIGWELD MAKES NO OTHER WARRANTY, EXPRESS OR IMPLIED. THIS WARRANTY IS EXCLUSIVE AND IN LIEU OF ALL OTHERS, 

INCLUDING, BUT NOT LIMITED TO ANY WARRANTY OF MERCHANTABILITY OR FITNESS FOR ANY PARTICULAR PURPOSE.

LIMITATION OF LIABILITY: CIGWELD SHALL NOT UNDER ANY CIRCUMSTANCES BE LIABLE FOR SPECIAL, INDIRECT OR 

CONSEQUENTIAL DAMAGES, SUCH AS, BUT NOT LIMITED TO, LOST PROFITS AND BUSINESS INTERRUPTION. The remed�es 

of the Purchaser set forth here�n are exclus�ve and the l�ab�l�ty of CIGWELD w�th respect to any contract, or anyth�ng done 

�n connect�on therew�th such as the performance or breach thereof, or from the manufacture, sale, del�very, resale, or use 

of any goods covered by or furn�shed by CIGWELD whether ar�s�ng out of contract, negl�gence, str�ct tort, or under any 

warranty, or otherw�se, shall not, except as expressly prov�ded here�n, exceed the pr�ce of the goods upon wh�ch such 

l�ab�l�ty �s based. No employee, agent, or representat�ve of CIGWELD �s author�zed to change th�s warranty �n any way or 

grant any other warranty.

PURCHASER’S RIGHTS UNDER THIS WARRANTY ARE VOID IF REPLACEMENT PARTS OR ACCESSORIES ARE USED WHICH IN 

CIGWELD’S SOLE JUDGEMENT MAY IMPAIR THE SAFETY OR PERFORMANCE OF ANY CIGWELD PRODUCT. PURCHASER’S 

RIGHTS UNDER THIS WARRANTY ARE VOID IF THE PRODUCT IS SOLD TO PURCHASER BY NON-AUTHORIZED PERSONS. 

The warranty �s effect�ve for the t�me stated below beg�nn�ng on the date that the author�zed d�str�butor del�vers the products 

to the Purchaser. Notw�thstand�ng the forego�ng, �n no event shall the warranty per�od extend more than the t�me stated 

plus one year from the date CIGWELD del�vered the product to the author�zed d�str�butor.



Terms	of	Warranty	–	January	2008

1. The Trade Pract�ces Act 1974 (Commonwealth) and s�m�lar State Terr�tory leg�slat�on relat�ng to the supply of 

goods and serv�ces, protects consumers’ �nterests by ensur�ng that consumers are ent�tled �n certa�n s�tuat�ons 

to the benefit of var�ous cond�t�ons, warrant�es, guarantees, r�ghts and remed�es (�nclud�ng warrant�es as to 

merchantab�l�ty and fitness for purpose) assoc�ated w�th the supply of goods and serv�ces. A consumer should 

seek legal adv�ce as to the nature and extent of these protected �nterests. In some c�rcumstances, the suppl�er of 

goods and serv�ces may legally st�pulate that the sa�d cond�t�ons, warrant�es, guarantees, r�ghts and remed�es are 

l�m�ted or ent�rely excluded. The warrant�es set out �n Clause 2 shall be add�t�onal to any nonexcludable warrant�es 

to wh�ch the Customer may be ent�tled pursuant to any statute.

2. Subject to Clause 3. CIGWELD g�ves the follow�ng warrant�es to the Customer:

 Insofar as they are manufactured or �mported by CIGWELD, goods w�ll upon del�very be of merchantable qual�ty 

and reasonably fit for the purpose for wh�ch they are suppl�ed by CIGWELD.

 CIGWELD w�ll repa�r or, at �ts opt�on, replace those of the goods wh�ch, upon exam�nat�on, are found by CIGWELD 

to be defect�ve �n workmansh�p and/or mater�als.

 CIGWELD reserves the r�ght to request documented ev�dence of date of purchase.

3. The Warranty �n Clause 2;

 Is cond�t�onal upon:

 The Customer not�fy�ng CIGWELD or our Accred�ted D�str�butor �n wr�t�ng of �ts cla�m w�th�n seven (7) days of 

becom�ng aware of the bas�s thereof, and at �ts own expense return�ng the goods wh�ch are the subject of the 

cla�m to CIGWELD or nom�nated Accred�ted D�str�butor/Accred�ted Serv�ce Prov�der. The goods be�ng used �n 

accordance w�th the Manufacturer’s Operat�ng Manuals, and under competent superv�s�on.

 Does not apply to:

 Obsolete goods sold at auct�on, second-hand goods and prototype goods. 

 Breakdown or malfunct�on caused by acc�dent, m�suse or normal wear and tear. 

 Repa�rs or replacement made other than by CIGWELD or Accred�ted Serv�ce Prov�ders, unless by pr�or arrangement 

w�th CIGWELD. 

 Replacement parts or accessor�es wh�ch may affect product safety or performance and wh�ch are not manufactured, 

d�str�buted or approved by CIGWELD. 

4. CIGWELD declares that, to the extent perm�tted by law, �t hereby l�m�ts �ts l�ab�l�ty �n respect of the supply of goods 

wh�ch are not of a k�nd ord�nar�ly acqu�red for personal, domest�c or household use or consumpt�on to any one 

or more of the follow�ng (the cho�ce of wh�ch shall be at the opt�on of CIGWELD). 

 The replacement of the goods or the supply of equ�valent goods. 

 The repa�r of goods. 

 The payment of cost of replac�ng the goods or acqu�r�ng equ�valent goods. 

 The payment of the cost of hav�ng goods repa�red.

5. Except as prov�ded �n Clauses 2 to 4 above, to the extent perm�tted by statute, CIGWELD hereby excludes all 

l�ab�l�ty for any loss, damage, death or �njury of any k�nd whatsoever occas�oned to the Customer �n respect of 

the supply of goods �nclud�ng d�rect, �nd�rect, consequent�al or �nc�dental loss, damage or �njury of any k�nd.



Warranty	Schedule	–	January	2008

These warranty per�ods relate to the warranty cond�t�ons �n clause 2. All warranty per�ods are from date of sale from 

the Accred�ted D�str�butor of the equ�pment. Notw�thstand�ng the forego�ng, �n no event shall the warranty per�od 

extend more than the t�me stated plus one year from the date CIGWELD del�vered the product to the Accred�ted 

D�str�butor. Unless otherw�se stated the warranty per�od �ncludes parts and labour. CIGWELD reserves the r�ght to 

request documented ev�dence of date of purchase.

MULTI PROCESS EQUIPMENT WARRANTY PERIOD

CIGWELD PROFESSIONAL INVERTER WELDING EQUIPMENT
WARRANTY 

PERIOD
LABOR

Transtig 200 Pi, Transtig 200 AC/DC, Transarc 300 Si, Transtig 300 Pi, 
Transtig 300 AC/DC, Transmig 400 i

Original Main Power Magnetics......................................................................................... 3 years  2 years  

Original Main Power Rectifiers, Control P.C. Boards, power switch semiconductors........ 2 years 2 years

All other circuits and components including, but not limited to, relays, switches, 
contactors, solenoids, fans, electric motors......................................................................

1 year  1 year  

Please note that the �nformat�on deta�led �n th�s statement supersedes any pr�or publ�shed data produced by 

CIGWELD.





Cigweld,	Australia
71 Gower Street

Preston, Victoria

Australia, 3072

Telephone: 61-3-9474-7400

Fax:  61-3-9474-7510

Email: cigweldsales@cigweld.com.au

Thermadyne	USA
2800 Airport Road

Denton, Tx 76207 USA

Telephone: (940) 566-2000

800-426-1888

Fax: 800-535-0557

Email:  sales@thermalarc.com

Thermadyne	Canada
2070 Wyecroft Road

Oakville, Ontario

Canada, L6L5V6

Telephone: (905)-827-1111

Fax: 905-827-3648

Thermadyne	Europe
Europe Building

Chorley North Industrial Park

Chorley, Lancashire

England,  PR6 7Bx

Telephone: 44-1257-261755

Fax:  44-1257-224800

Thermadyne,	China
RM 102A

685 Ding Xi Rd

Chang Ning District

Shanghai, PR,  200052

Telephone: 86-21-69171135

Fax: 86-21-69171139

 

Thermadyne	Asia	Sdn	Bhd
Lot 151, Jalan Industri 3/5A

Rawang Integrated Industrial Park - Jln Batu Arang

48000 Rawang Selangor Darul Ehsan

West Malaysia

Telephone: 603+ 6092 2988

Fax : 603+ 6092 1085

Thermadyne	Italy
OCIM, S.r.L.

Via Benaco, 3

20098 S. Giuliano

Milan, Italy

Tel: (39) 02-98 80320

Fax: (39) 02-98 281773

Thermadyne	International
2070 Wyecroft Road

Oakville, Ontario

Canada, L6L5V6

Telephone: (905)-827-9777

Fax: 905-827-9797

GLOBAL	CUSTOMER	SERVICE	CONTACT	INFORMATION



Corporate Headquarters
71 Glower Street
Preston, Victoria, Australia, 3072
Telephone: +61 3 9474 7400
FAX:  +61 3 9474 7488
Email:  cigweldsales@cigweld.com.au

www.cigweld.com.au
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