


RECONNECT PANEL
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M-14109
5-10-85K

Parts List P-139-G

NO.
[ITEm PART NAME & DESCRIPTION REQ'D
Reconnect Pane! Assembly, Includes: 1
1 Terminal Bushing 2
2 Mounting Panel Assembly 1
3 Contactor 1
6 Reconnect Pansl 1
8 Conduit Clip 1
9 Grommet 1
10 Input Cable (6 Ft.) (Standard)
Above 250V tnput Only 1
Input Cable (6 Ft.} .
10 (Standard) Below 250V 1
Input Cable (25 Ft.)
(Optional) Below 250V 1
Input Cable (50 Ft.) (Optional)
Input Only 1
12 Insulation 1
Items Not lllustrated:
Power input Receptacle
(Below 250V Input Only) 1
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WIRE DRIVE ASSEMBLY

NITE

L-6422
12-19-85G

Parts List P-139-J.1

NO. NO.
ITEM PART NAME & DESCRIPTION REQ'D | HITEM PART NAME & DESCRIPTION REQ’D
) 18 idie Roil Pull Arm 1
Wire Drive Assembly, Includes: 1 20 Set Screw 2
1 Gear Box Assembiy, Includes: 1 22 Conductor Block 1
Drive Motor 1 25 Hex Head Screw 2
2 Sems Screw 1 Lock Washer 2
3 Collar Assembly 1 Plain Washer 2
6 Key 1 26 Hex Head Screw 1
9 Locator Bushing 1 28 Gear Box Mounting Plate 1
10 Cord Clip 1 29 Gear Box Insulation 1
11 Set Screw 1 30 Gear Box Insulation 1
12 Groove Pin 1 31 Hex Head Screw 2
13 idle Roll Assembly 1 Plain Washer 2
14 Idle Roll Arm Bracket 1 Lock Washer 2
15 Thread Cutting Screw 1 Drive Roll and Guide Tube Kit 1
16 Spring 1 {Specify wire size when ordering)
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M-14165
3-23-84M

WIRE FEED UNIT

Parts List P-139-H

NO.
ITEM PART NAME & DESCRIPTION REQ'D
Wire Feed Unit Assembly, Includes: 1
1 Wire Drive Assembly See P-139-J
2 Gear Box Support Platform, includes: 1
Amphenol Receptacle 1
4 Pin Receptacle 1
3 Wire Reel Stand See P-125-N
3 Wire Reel Support, Includes: 1
Wire Reel Shaft See P-107-P Col. 3
5 Plug Retainer 1
Thumb Screw 1
7 Wire Reel 1
8 Grommet 1
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WIRE REEL STAND
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Parts List P-125-N

NO.
ITEM PART NAME & DESCRIPTION REQ'D

Wire Reel Support Assembly
Wire Reel Shaft Assembly

Spindle Assembly
Readi-Reel Adapter
Insulating Washer

Insulator Bushing
Brake Disc Spacer
Plain Washer

Lock Washer
Hex Head Screw
Cable Clamp

Thread Cutting Screw
12 Retaining Collar (Not llustrated)
13 Readi-Resl Dscal

14 Plain Washer

QORI NN EWN | D=

s

[EFQE L TIPS PRI I

Optional — Not lllustrated
10# Wire Ree! Spacer 1
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WIRE REEL SHAFT
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10-28-83L

Parts List P-107-P

i maaA 0 T S'JQE%

NO.
ITEM PART NAME & DESCRIPTION REQ'D

Reel Mounting Shaft Assembly, Includes:
1 Hex Head Bolt

£ N0

Lock Washer
Brake Assembly, includes:
Brake

Cotter Pin
Plain Washer
Insulator Bushing

Insulating Washer
Wire Reeal Shaft Assembly
Roll Pin

e

= OO~

ey

Pull Knob
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SP-200 WIRING DIAGRAM
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SP-200 TIMER KIT

lgsnt.LA'rwn INSTRUCT{ONS FOR K-34]
ST1 (HER/BURNBATK K (T

——

1 Turn the '"Power Switch' to "“CFF'.
Open side door to wire feed section. Observe jumper plug attached to
six cavity connector in upper front corner of wire feed section,

2. Detach Jjumper plug from six cavity connector. Store plug on inside of
timer kit case bottom.

3. Remove hax nut and lockwasher from the #10-24 screw going through the
nameplate on the door side of the front panel. Remove hole plug from
nameplate at '‘Spot-Seam-Stitch'' switch hole.

L., Remove the sheet metal screw from inner case panel.

5. Connect six cavity connector to six cavity receptacle on P.C. Board
of Timer Kit. When meking this connactlion, be sure the connector Is
wall seated in the raceptacle,

6. Place the Timar Kit panel against back of front panel as shown below and
re-insert 10-24 screw. Put tockwasher on and start-nut (do not tlighten
yet). Make sura that no leads are pinched betwean the sheaet matal parts,
and that the small toggle switch is thru the hole in the front of the

- machine.

7. Insert the sheet metal screw through slot in kit panel and Into inmer
casa panel.

8. Tighten down all screws.

FRONT PANEL

R

\

SHEET METAL SCREW

K. 241 XVT —

~.
/ ~

#10-24 x.27% SCREW
LOCKWASHER
1024 HEX. NUT

g
$-16982
9. SEE SP-200 OPERATING MANUAL FOR OPERATING INSTRUCTIONS.  5-14-82V
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$P-200
CASE
FRONT

—

#ID*.75 SELY TAPPING

THREAD \Nﬁ

"STAR® LOCKWASHER — |

#10-724 x .50
CUTTING MACHINE
SCROW

Y4 QUACK COMNECT
TERNMUNALS e

INLETY (1N) PORT To
BE POINTING UP

K\NSU\.F\TINC) FLAF

1
|
5

GROVINDING

LEADS

SOLENOID VAALVE AND T AD

INSTALL ATIOT
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SP-200 TIMER KIT WIRING DIAGRAM
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SP-200 DIMENSION PRINT
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Feeret). INNERSHIELD® AND WIRE WELDING WITH YOUR SP-200 P

This chart is a ready reference for using the Idealarc® SP-200. Refer to Lincoln bulletins and instruction manuais for details. Be sure to read

and understand the section on ARC WELDING SAFETY PRECAUTIONS.

Because design, fabrication, assembly and welding variables affect the results obtained in applying this type of information,

the serviceability of a product or assembly is the responsibility of the builder/user,

INNERSHIELD WELDING

Suggested settings. Adjustments may have 10 be made to achieve optimum results under various
conditions. See “Welding Procedures” and “Problem Solving” sections of N675 and N677.

“AUTO STITCH” AND “AUTO SPOT” WELDING

Suggested settings. Adjustments may have to be made to achieve optimum results under various
conditions, Also read section below on “MIG Welding”™.

INNERSHIELD WELDING

This process utilizes an easy-to-use self-shielded flux cored electrode. It is important to
understand some of the special characteristics of Innershield electrodes and your
$P-200. Refer to Lincoln booklets N675 and N677 and the Operating Manual (IM-312)
for details.

Only .068” diameter Innershield electrodes can be used with the SP-200. Be sure the
drives rolls and guide tubes are marked .068". Connect the wire feeder output leads for
electrode negative. Be sure to properly load the wire reel. Use the K-126 gun and thread
protector. The insulated guide supplied with the K-126 gun should not be used with .068
electrode. Choose the proper electrode and start by using the settings shown above.
Maintaining the proper electrical stickout (the distance from the end of the contact tip to
the weld puddle) is very important.

ELECTRICAL STICKOUT — Good weld quality requires using the electrical stickout
specified. Electrical stickout is the distance from the end of the actual contact tiptothe
end of the electrode.

STARTING THE ARC — With the proper electrical stickout set, position the gun with
the wire lightly touching the work. Press the gun trigger to start the weld.

Some weldors accustomed to stick electrode welding tend to push the gun into the
joint as the wire burns away. Since the wire is mechanically fed, this is not necessary.
Remember, it is very important to maintain the proper electrical stickout at all times.
To stop the arc, release the trigger and pull the gun from the work.

SETTING VOLTAGE — Adjust voltage with the controls on the power source. Read the
voltage on the power source voltmeter while the arc is lit.

SETTING WIRE SPEED (CURRENT) — Adjust the wire speed using the controt on the
wire feeder. Recommended wire speeds are given in the procedures,

TRAVEL SPEED — Move the gun along the joint at a travel speed which keeps the arc
just at the front edge of the weld puddie and produces the desired weld size. Always
maintain a uniform travel speed.

DRAG ANGLE — Tilt the gun in the direction of travel about the same as required in
stick electrode welding. If slag tends to run ahead of the arc¢, increase the drag angle
slightly.

ELECTRODE ANGLE TO JOINT — Point the electrode into the joint. The wire angleto
the joint should be about 45? for fillet welds.

MIG WELDING

THE SP-200 1S AN EXCELLENT MACHINE FOR MIG WELDING WITH MILD
STEEL, STAINLESS STEEL, ALUMINUM, OR BRONZE (FOR GALVANIZED
STEEL) FILLER WIRE, AS WELL AS FOR AUTO STITCH AND AUTO SPOT
WELDING. THE MACHINE SETTING GUIDELINES SUPPLIED ABOVE SHOULD
BE SUPPLEMENTED WITH APPROPRIATE MIG WELDING INFORMATION TO
ENSURE THE CORRECT USE OF EQUIPMENT AND PROCEDURES. THE
LINCOLN ELECTRIC COMPANY DOES NOT SUPPLY PROCEDURES FOR ANY
OF THE MIG PROCESSES.

Volts Approx. Wire Volts
Electrode Size, Material | Wire Speed | Elec. Neg. | Current | Coarse Voltage | Fine Voltage Size | Material | Wire Speed | Elec. Pos.| Coarse Voltage | Fine Voltage Spot Time for

Type, & Stickout Application Thickness in/min DC(-) Amps Setting Setting & Type| Thickness in/min DC(+) Setting Setting | Stitch On Time | Stitch Off Time | Plug Spot Welds
.068 NR-211 . . 18 Ga (.048) 150 17 14 — 19 25 25 2 4
%" ‘°S’{-3" Electrical sg;g;: ﬁi.'ﬂ‘;'f;‘;'.e 1%;,?;2:" 75 18 190 14—19 4.5 030 |20Ga(036)| 125 16 Min — 16 7 2.5 2 5
ekt . : L-50 |22 Ga (.030) 110 16 Min — 16 5.0 25 2 5
08 NALAS2 S:\cgol:tggsg,r :i 2: Zg :2 ::z :: = :z : 24 Ga (024)| 100 16 Min — 16 45 25 2 5
14" Electrical galvanized mild 18 Ga (.048) 125 17 14 — 19 25 25 2 4
Stickout steel up 19 %s” 121%agind 70 17 220 14 —19 85 9% [20Ga(03e)| 110 16 14 —19 15 25 2 5
22 Ga (.030) 100 16 Min — 16 7 25 2 5

BURNBACK CONTROL

This control sets the time the arc is on after wire feed stops. Increase time only if welding
wire sticks to the end of the weld.

STITCH TIMER
(“AUTO STITCH”)

Used to weld thin material where warpage and burnthrough are a problem. Proper
adjustment of ON and OFF times and arc trave! speed permits welding 18 through 24
gage (.048" — .024") sheet metal with small welds, minimum distortion, and no burn-
through.

To weld, set “WELD MODE SELECTOR?” to “STITCH” and the other controls per the
above table. Close trigger and hold it closed for length of seam. Hold gun in one place
during ON time and move gun just beyond edge of molten metal during OFF time.

"STITCH ON TIME"” control — sets welding time. Raise setting to increase penetration
and weld size; lower to reduce burnthrough and distortion.

“STITCH OFF TIME” control — sets off time, Raise setting to reduce burnthrough;
lower to0 make weld flatter and smoother,

NOTE: For smoothest welds on thinner metal, point gun slightly towards direction of
travel,

SPOTWELD TIMER
(“AUTO SPOT”)

Arc spot plug welds are used when continuous welds are not needed or to hold thin
sheet metal together prior to Auto Stitch Welding or continuous welding. Plug welds are
made by punching a %, inch hole in the top sheet and arc welding through the hole into
the back sheet.

To make an arc spot plug weld, punch % holes in top sheet. Set “WELD MODE SELEC-
TOR" to “SPOT" and the other controls per the above table. Install spot weld nozzie (it
available) on gun and press it against the top sheet so the top and bottom sheets are
tight together. Close trigger and hold it closed till the arc goes out. If aspot weld nozzle
is not used, smoother welds will resuit by moving the welding wire in a small circle
during the weld.

“SPOTWELD TIME" control — sets welding time. Higher settings increase penetration,
diameter, and height of weld.

THE LINCOLN ELECTRIC COMPANY — CLEVELAND, OHIO US.A.

METAL SHRINKING

The $P-200 can be used with a carbon rod to produce localized heating and, when
combined with water quenching, can remove smail dents and distortion in sheet metal.

For Metal Shrinking set "WELD MODE SELECTOR" to “SEAM" and “"COARSE" and
“FINE” arc voitage controls to lowest setting. Press “WIRE FEED CIRCUIT BREAKER"
to turn wire feed off. Connect output leads for electrode positive. Attach a carbon rod to
the welding gun using a special attachment or use a separate eiectrode lead and stick
electrode holder with a carbon rod. Place the pointed end of the carbon rod (do not use
copper coated carbon rads) firmly against the sheet metat in the distorted area. Close
the gun trigger and move the rod in a circular motion keeping in contact with work.
When distortion is reduced, release trigger, remove carbon, and immediately quench
area with a water-soaked rag. Repeat if required. To prevent arcing, carbon must be
firmly against sheet metal whenever trigger is closed or opened.

METAL FILL

This procedure is used to fill gaps, holes and distorted areas in sheet metal.
NOTE: This procedure should not be used where weld strength is required.

To Metal Fill on steel sheet metal, set “WELD MODE SELECTOR" to “SEAM", pius
"COARSE"” and “FINE" voltage controis to lowest settings. Set “WIRE SPEED” to 300
in/min for .035 wire and 375 in/min for .030 wire. Connect wire feeder output leads for
electrode postive. An arc welding shield with a #8 filter must be used 1o protectthe eyes
from heat and brightness. Start with the wire sticking out about 1" beyond the gun tip
and the wire lightly touching the sheet metal. Close the trigger and slowly weave the
gun back and forth over the area to be filled. lf there is arcing and fiashing, increase the
“WIRE SPEED" and/or decrease the wire stickout. If the wire pushes the gun back,
decrease the “WIRE SPEED” and/or increase the wire stickout. After filling, set the
“WELD MODE SELECTOQR" for “STITCH" or “SEAM" and arc weld the fill metal to the
bagse metal.

PROCEDURE TO INSTALL DRIVE ROLL AND GUIDE TUBES

. Turn off power. 7.

1 Wwith tubes properly seated, tighten set
2. Remove hex screw and clamping collar from screws.
drive shaft with 2" wrench. Loosen idle roli. 8. Tighten idle roll pressure screw and back out

[ B

3. Install key and drive roll. Double grooved

drive roll for .023"-.035" 10 be installed with
side stenciled for correct wire size facing out
and with slotted spacer on top of roll. Two
piece drive rolts for .068" have spacer be-
tween rolls. Replace collar and tighten hex
screw.

. Back out two guide tube set screws.
. Install longer guide tube in rear hole.
. Install other guide tube through front hole.

Fine wire chisel point tube must have largest
radius next to drive roll.

2 turns for larger wires, For aluminum and
.023"-.052" steel wire screw must be backed
out to prevent buckling with wire stoppage
(see Operating Manual).

9. To start new electrode, straighten the first
6" and cut off first inch, Insert free end thru
incoming guide tube. Press gun trigger and
push wire into drive roll.

WARNING: When inching with gun trigger, elec-

trode and drive mechanism are “hot” to work

and ground,

L-6591 (Rev. 2/86)
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HOW TO ORDER REPLACEMENT PARTS

Order parts only from Lincoln offices or from the Authorized
Field Service Shops listed inthe “Service Directory”. Give the
following information:

{a) From the nameplate — machine model, code and serial

numbers.
{b) From this manual — complete part name and descrip-

tion, item number, quantity required and the number of
the list used to get this information.

Any items indented in the “Parts Name" column are included
in the assembly under which they are listed. The indented
items may be ordered separately. If the entire assembly is
needed, do net order the indented parts. .

Need Welding Training?

The Lincoln Electric Company operates the oldest and most respected Arc Welding School
in the United States at its corporate headquarters in Cleveland, Ohio. Over 60,000
students have graduated. Tuition is low and the training is “hands on”.

For details write: Lincoln Welding School
22801 St. Clair Ave.
Cleveland, Ohio 44117-1199

and ask for bulletin ED-80 or call 216-481-8100 and ask for the Welding School Registrar.

THE LINCOLN ELECTRIC COMPANY

World's Largest Manufacturer of Arc Welding Products « Manufacturer of Industrial Motors
Sales and Service Worldwide Cleveland, Ohio 44117-1199 U.S.A.

LINCOLN
[ELECTRIC J,
Toronto M4G 2B9 — Canada . Sydney 2211 — Australia . R n 76120 - France
Eff. April '88 /%14/ ) ' 5-84 : Litho in U.S.A.
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