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WARRANTY

CALIFORNIA PROPOSITION 65

WARNING: This product contains or produces a chemical known to the State of California to cause cancer and birth 
defects (or other reproductive harm) (California Health and Safety Code Section 25249.5 et seq.)

WARNING: This product, when used for welding or cutting, produces fumes or gases which contain chemicals known 
to the State of California to cause birth defects and, in some cases, cancer (California Health and Safety Code Section 

25249.5 et seq.).

INFORMATION SOURCES

THANK YOU FOR YOUR PURCHASE OF THE  
CK WORLDWIDE MT200-AC/DC TIG WELDING SYSTEM. 

At CK Worldwide, we take pride in the trusted quality, innovation, and support we deliver to our customers 

and the TIG welding community as a whole. The MT200-AC/DC is the next step in our progression as  

“The Standard in TIG Welding” marking the continuing evolution of CK Worldwide. This TIG Welding System 

is the latest development in inverter technology. It has been tested and approved by production welders 

and the best TIG welding professionals in the industry.  

Providing solutions through innovation and new product creation have been mainstays of CK Worldwide 

since its inception. It is the very principle by which we do business. Our goal has always been to provide an 

outstanding product that not only stands out from its competitors, but also reflects the quality we strive for 

in every aspect of our business philosophy. From customer service excellence to technical support,  

we work hard at what we do so that you can too. 

We know you will enjoy using this machine. Please let us know if you have any questions or concerns.

The MT200-AC/DC is manufactured and compliant with CAN/CSA E60974-1 & ANS/IEC 60974-1, 

guaranteeing you electrical safety and performance.  

Please view full Warranty terms and conditions 
on page 38 of this manual.
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 Do not switch the function modes while the machine is welding. Switching of the function 
modes during welding can damage the machine. Damage caused in this manner will not be 
covered under warranty.

 Disconnect the electrode-holder cable from the machine before switching on the machine,  
to avoid arcing should the electrode be in contact with the work piece.

 Operators should be trained and or qualified.

ELECTRIC SHOCK: It 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 internal machine circuits are also live when power is on. Incorrectly installed  
or improperly grounded equipment is dangerous.

FUMES AND GASES ARE DANGEROUS: Smoke and gas generated while welding or cutting can  
be harmful to people’s health. Welding produces fumes and gases. Breathing these fumes and 
gases can be hazardous to your health.    

ARC RAYS: Harmful to people’s eyes and skin. Arc rays from the welding process produce 
intense visible and invisible ultraviolet and infrared rays that can burn eyes and skin. 

MACHINE OPERATION SAFETY 

ELECTRIC SHOCK: It can kill

FUMES AND GASES ARE 
DANGEROUS

ARC RAYS: harmful to people’s 
eyes and skin

SAFETY
Welding and cutting equipment can be dangerous to both the operator and people in or near the surrounding working 

area, if the equipment is not correctly operated.  Equipment must only be used under the strict and comprehensive 

observance of all relevant safety regulations. Read and understand this instruction manual carefully before the 

installation and operation of this equipment.

www.CKWORLDWIDE.com
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FIRE HAZARD: Welding on closed containers, such as tanks, drums, or pipes, can cause them 
to explode. Flying sparks from the welding arc, hot work piece, and hot equipment can cause 
fires and burns. Accidental contact of electrode to metal objects can cause sparks, explosion, 
overheating, or fire. Check and be sure the area is safe before doing any welding.

GAS CYLINDERS: Shielding gas cylinders contain gas under high pressure. If damaged, a cylinder 
can explode. Because gas cylinders are normally part of the welding process, be sure to treat 
them carefully. CYLINDERS can explode if damaged.

GAS BUILD UP
�

The build up of gas can cause a toxic environment by depleting the air’s oxygen 

content and potentially resulting in injury or death.

ELECTRONIC MAGNETIC FIELDS
�

MAGNETIC FIELDS can affect implanted medical devices.

NOISE CAN DAMAGE HEARING: Noise from some processes or equipment can damage hearing. 
 Wear approved ear protection if noise level is high.

HOT PARTS: Items being welded generate and hold high heat and can cause severe burns.  Do not 
touch hot parts with bare hands.   Allow a cooling period before working on the welding gun. Use 
insulated welding gloves and clothing to handle hot parts and prevent burns.

FIRE HAZARD

GAS CYLINDERS Shielding gas 
cylinders contain gas under high 
pressure. If damaged, a cylinder 
can explode 

ELECTRONIC MAGNETIC FIELDS
can affect implanted medical devices

NOISE CAN DAMAGE HEARING

HOT PARTS

GAS BUILD UP

www.CKWORLDWIDE.com
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OVERVIEW 

MT200-AC/DC WELDING MACHINE

“As a welder of critical aircraft hardware, this 

machine is extremely easy to use and runs as 

smooth as our more expensive machines at work.”  

– R. Harper, AIRCRAFT WELDER, 38 YEARS EXPERIENCE

www.CKWORLDWIDE.com
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FOOT PEDAL 

AMPERAGE 

CONTROL

SYSTEM COMPONENTS

www.CKWORLDWIDE.com

SINGLE-FLOW 
REGULATOR POWER ADAPTER

ACCESSORIES / CONSUMABLES 
� � � �

COMPLETE WELDING SYSTEM INCLUDES:

MT200-AC/DC 

CK17 Flex-Head Torch with 12.5' (3.8m)  
 Super-Flex™ Cable � � � � 	 � 
 	 � � 
 
 �

Dinse Connector � � 
 	 � � � �
AK-3 Accessories/Consumables Kit � � 	 �
Foot Pedal Amperage Control

Ground Clamp with 12.5' (3.8m) Cable

Single Flow Regulator

6' (1.8m) Argon Hose � � � 	 �
220V to 115V Power Adapter 

CK17 FLEX-HEAD TORCH � � � � � � � � � � � � � �

GROUND 
CLAMP 

DINSE CONNECTOR 
� � � � �  ! "

SUPER-FLEX™  

POWER CABLES 
12.5 feet (3.8m) long  

ARGON HOSE 
� � # � $

 

6 feet  
(1.8m) 

150 amp ACHF or DCSP @ 100%

Gas-Cooled

Length: 8-3/4" (22.2cm)

Weight: 5  oz. (141gm)

P

SU

PO

M INCLUDES:

m) � � 	 �
ble

TO

DCS

" (2

z. (

� CK17 FLEX-HEAD� �� � � �� � � �� � � �� � � �� � � �� � �� ��
S

P

150 amp ACHF or D

Gas-Cooled

Length: 8-3/4"

Weight: 5  oz

12.5 feet  
(3.8m) 

POWER ADAPTER
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WELDS:  Aluminum, Zinc Alloy, Carbon Steels, Alloy Steels, Stainless, Cast Iron, Bronze, Copper 

200AMP AC/DC TIG WELDING MACHINE 
SQUARE WAVE, PULSE, REMOTE CONTROL

GTAW (TIG)/SMAW (Stick) 200 Amp AC/DC Inverter Welder 
High Frequency (HF), Pulse, Post Gas, Remote, Square Wave AC  

115VAC  ±15%, 50/60Hz

220VAC  ±15%, 50/60Hz,  

single phase

115V: 33.5 Amps

220V: 34 Amps

115V: 5 – 140 Amps

220V: 5 – 200 Amps

115V: 10 – 110 Amps

220V: 10 – 160 Amps

115V: 140A @ 15.6V,  

40% duty cycle

220V: 200A @ 18.0V,  

25% duty cycle

115V: 110A @ 24.4V,  

25% duty cycle

220V: 160A @ 26.4V, 

30% duty cycle

74 volts

0.5 seconds

0.5 – 20 seconds

20 – 250 Hz

1 – 200 Hz

50%

10 – 100%

High Frequency

Height:  15 in. (381mm)

Width:   8.5 in. (217mm)

Length:  20 in. (502mm)

32 lb. (14.5kg)

MT200-AC/DC SPECIFICATIONS

www.CKWORLDWIDE.com
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FRONT VIEW

BACK VIEW

(Located on the back of the 
machine)

M
T
2
0
0
-A

C
/D

C

www.CKWORLDWIDE.com

The blue zones on the control 

dial indicators are standard 

starting positions for most 

TIG welding operations.
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ON/OFF: 

NOTE: The On/Off 

switch is on the back of the MT200-AC/DC.

AC/DC:  

AC

DC

SELECTOR SWITCH FUNCTION DESCRIPTIONS

21 3 4 5

1

2

3

4

5

PANEL/REMOTE: 

REMOTE

 

 

 

PULSE SELECTOR: 

PULSE ON

PULSE OFF

 

 

TIG/STICK:

TIG

STICK

www.CKWORLDWIDE.com
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CONTROL DIAL FUNCTION DESCRIPTIONS

AMPS:

A

B E

FC

D

A

B

C

D

E

F

PULSE FREQUENCY:

AC FREQUENCY:

AC BALANCE: 

POST GAS FLOW: 

BACKGROUND AMPS:

The blue zones 
on the control 
dial indicators are 
standard starting 
positions for 
most TIG welding 
operations.
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1. WORKING ENVIRONMENT
1.1

1.2

1.3

1.4

2. SAFETY TIPS
2.1  Ventilation:

2.2 Thermal Overload Protection:

2.3  Over-Voltage Supply:

2.4 

MAINTENANCE

TROUBLESHOOTING
CAUTION: Only qualified technicians are authorized to undertake the repair of this welding 
equipment. For your safety and to avoid electrical shock, please observe all safety notes and 
precautions detailed in this manual.

Good ventilation is of 
critical importance 

for the normal 
performance and 

service life of this 
equipment

Exposure to extremely 
dusty, damp, or 
corrosive air is 

damaging to the 
welding machine

For your safety and 
to avoid electrical 

shock, please observe 
all safety notes and 

precautions detailed 
in this manual

CAUTION
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RECOMMENDED PROCEDURE IS AS FOLLOWS:

IMPORTANT! We strongly recommend that you check for gas leakage prior to 
operation of your machine. We recommend that you close the cylinder valve 
when the machine is not in use. 

 
CK Worldwide, Inc. authorized representatives or agents of CK Worldwide, Inc. 
will not be liable or responsible for the loss of any gas.

ATTENTION! CHECK FOR GAS LEAKS

Please install the machine strictly according to the following steps.
The protection class of this machine is IP21S, so avoid using it in rain.

CONNECTION OF INPUT CABLES

INSTALLATION & OPERATION

At initial set up and at 
regular intervals we 
recommend checking 
for gas leakage

Avoid using this  
machine in the rain

www.CKWORLDWIDE.com
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INSTALLATION SET UP FOR DC TIG WELDING

INSTALLATION SET-UP FOR DC TIG WELDING

1 6

7

8

9

2

3

4

5

4

7 6

5

2

8

9

1

3

 (located  

on the back of the machine).

Valve located underneath the safety cover.

 (located on the 
back of the machine).
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OPERATION FOR DC TIG WELDING

A

B

C

D

E

F

G

A

B

Having trouble? Please see GTAW (TIG) 

troubleshooting information on pages 34 & 35
D E
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HF ARC IGNITION FOR TIG WELDING

.  
.  

.  .  
.  .  

.  

.  
.  

.  .  
.  
.  .  

Gas 
molecules

Gas flow HF Plasma 
stream

% & '
( & '

High 
current

Low  
current

Power source

Argon  
gas

Nozzle

DC TIG WELDING

www.CKWORLDWIDE.com
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No pulse
High frequency 
pulsing

The MT200-AC/DC has three variables within the pulse cycle: 

Peak Current  -  Background Current  -  Pulse Frequency 

PEAK CURRENT

BACKGROUND CURRENT 

PULSE FREQUENCY

DC PULSE TIG WELDING 

No pulseHigh frequency 
pulsing

PULSE TIG WELDING

www.CKWORLDWIDE.com

The MT200-AC/DC has 
three variables within 
the pulse cycle: 
Peak Current
Background Current 
Pulse Frequency

Peak

Background

ON OFF

CURRENT

TIME
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PULSE DC TIG WELDING — SET UP PARAMETERS: 

TIME = 1 SECOND) ) * +, , + , , + , , +, * -) ) * +, * -PEAK CURRENT

BACKGROUND AMPS

PULSE WIDTH

EXAMPLE OF PULSE DC TIG WELDING

1

2

3

4

5

3 2

45

www.CKWORLDWIDE.com
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TIG FUSION TECHNIQUE

TIG FILLER WIRE  
TECHNIQUE

TIG WELDING WITH FILLER WIRE TECHNIQUE

75°

15°

Form a weld pool

Travel direction

Angle torch Add TIG filler wire

Retract the filler wire Move the torch forward to 

the front of the weld pool

Repeat the process

. / 00 1 2 3 4 5

TIG WELDING FUSION TECHNIQUE

75°

Form a weld pool Angle torch Move the torch slowly and 

evenly forward

TIG WELDING FUSION/FILLER WIRE TECHNIQUES

www.CKWORLDWIDE.com
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INSTALLATION SET-UP FOR AC TIG WELDING

INSTALLATION SET UP FOR AC TIG WELDING

1 6

7

8

9

2

3

4

5

4

7 6

5

2

8

9

1

3

 (located  

on the back of the machine).

Valve located underneath the safety cover.

 (located on the 
back of the machine).
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OPERATION FOR AC TIG WELDING

A

B

C

D

E

F

G

H

B

C

D E

www.CKWORLDWIDE.com

A

Having trouble? Please see GTAW (TIG) 

troubleshooting information on pages 34 & 35
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TRADITIONAL AC TIG WELDING EQUIPMENT

direct polarity

reverse polarity
current

UNBALANCED WAVE FORM

+

_

HF

REVERSE 
POLARITY

REVERSE 
POLARITY

REVERSE 
POLARITY

6 7 8 6 7 8
STRAIGHT 
POLARITY

STRAIGHT 
POLARITY

STRAIGHT 
POLARITY

6 7 8 6 7 8
CURRENT

AC TIG WELDING

AC (alternating current) 
enables you to TIG weld 

non-ferrous alloys like 
aluminum, magnesium 

and aluminum alloys. 

HIGH-FREQUENCY VOLTAGE  
IN THE WELDING CIRCUIT

CURRENT

CURRENT

www.CKWORLDWIDE.com
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REVERSE 
POLARITY

STRAIGHT 
POLARITY

BALANCED SQUARE WAVE FORM 

BALANCE ADJUSTED FOR MORE OXIDE CLEANSING ACTION / 

HOTTER TUNGSTEN

BALANCE ADJUSTED FOR MORE PENETRATION / COOLER TUNGSTEN

CURRENT

CURRENT

CURRENT

STRAIGHT POLARITY

STRAIGHT POLARITY

STRAIGHT POLARITY

REVERSE POLARITY

REVERSE POLARITY

REVERSE POLARITY

CURRENT

AC TIG WELDING

EVEN BALANCE

LESS POSITIVE BALANCE

MORE POSITIVE BALANCE

Even penetration, stable arc

More penetration, faster welding, 
more electrode capacity

Less penetration, oxide cleaning, 
less electrode capacity

www.CKWORLDWIDE.com

MT200-AC/DC SQUARE WAVE TECHNOLOGY
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PULSE AC TIG WELDING — SET UP PARAMETERS:
Material = aluminum x 1/8" / Tungsten Electrode = 3/32" Zirconiated / Gas = Argon 

EXAMPLE OF PULSE AC TIG WELDING

1

2

3

4

2

34

TIME = 1 SECOND ) , * +) , * + 9 * + 9 * + 9 * +: * -) , * +9 * -PEAK 
CURRENT

PULSE WIDTH

BACKGROUND AMPS

www.CKWORLDWIDE.com
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CONNECTION AND OPERATION OF  
THE REMOTE FOOT CONTROL

A

B

C

CONNECTION AND OPERATION OF  
THE REMOTE HAND CONTROL

A

B

C

HAND AMPERAGE CONTROL

REMOTE AMPERAGE CONTROL INSTALLATION & OPERATIONS

www.CKWORLDWIDE.com

; < = > ?
Steady-Grip™

SLIDING POTENTIOMETER 
(torch not included)

@ = > > ? A B C D E F G H
Rotary Amperage Control
ROTATING BELT POTENTIOMETER

= I J > ? A B C D E F G H
Amptrak™ Amperage Control
SLIDING POTENTIOMETER

K = > > ? A B C D E F G H
Wheel Amperage Control
WHEELED POTENTIOMETER

CK WORLDWIDE 

REMOTE AMPERAGE 

CONTROL OPTIONS

@ = > > ? A B C D E F G H
Rotary Amperage Control
ROTATING BELT POTENTIOMETERROTATING BELT POTENTIOMETERROTATING BELT POTENTIOMETER

= I J > ? A B C D E F G H
Amptrak™ Amperage Control
SLIDING POTENTIOMETER

Wheel Amperage ControlW

NTIOMETER

K = > > ? A B C D E F G H
Wheel Am

FOOT AMPERAGE CONTROL
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INSTALLATION SET UP FOR SMAW (STICK) WELDING

 Turn the power source on and select the STICK function with the TIG/STICK selector switch. 

 Connection of Output Cables

 DC+ Electrode connected to       output receptacle.

 DC-  Electrode connected to       output receptacle.

INSTALLATION SET-UP FOR SMAW (STICK) WELDING

2 2

1

1

2

N O T  I N C L U D E D
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OPERATION FOR SMAW (STICK) WELDING

3

4

5

6

7

8

3

4

5

6

7

www.CKWORLDWIDE.com

Having trouble? Please see SMAW (Stick) 

troubleshooting information on pages 33
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Metal core

Flux coating

Gas shield from flux melt

Arc with core wire melt

Flux residue forms slag cover

Weld metal

L M N O P Q M R P S O
Metal core

Flux coating

Base metal

Protective 
gas

Arc

Slag

Weld pool

> producing a protective gas around the weld area 

> providing fluxing elements and deoxidizers 

> creating a protective slag coating over the weld as it cools 

> establishing arc characteristics 

> adding alloying elements.

SMAW (STICK) WELDING GENERAL DESCRIPTION

www.CKWORLDWIDE.com
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ELECTRODE SELECTION

ELECTRODE SIZE

WELDING CURRENT (AMPERAGE)

ARC LENGTH

ELECTRODE ANGLE

TRAVEL SPEED

MATERIAL AND JOINT PREPARATION

SMAW (STICK) WELDING FUNDAMENTALS

Average Thickness of Material
Maximum Recommended  

Electrode Diameter

0.03 – 0.07 inches 0.75 – 2mm 3/32 inch 2.4mm

0.07 – 0.19 inches 2 – 4.8 mm 1/8 inch 3.2mm

0.19 – 0.31 inches 4.8 – 8mm 5/32 inch 4 mm

Electrode Size Current Range

3/32 inch 2.4mm 60 – 100 amps

1/8 inch 3.2mm 100 – 130 amps

5/32 inch 4 mm 130 – 165 amps

ELECTRODE SIZE

WELDING CURRENT (AMPERAGE)

www.CKWORLDWIDE.com

Excessive travel speeds 
lead to poor fusion, lack 
of penetration, etc., while 
too slow a rate of travel 
will frequently lead to arc 
instability, slag inclusions 
and poor mechanical 
properties.

General rule of thumb for 
down hand welding is 
to have an arc length no 
greater than the diameter 
of the electrode.
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TUNGSTEN ELECTRODES

Tungsten  

Diameter in 

inches (mm)

Gas Cup 

(Inside  

Diameter)

TYPICAL CURRENT RANGE

Direct Current, DC Alternating Current, AC

DCEN 70% Penetration (50/50) Balanced Wave, AC

Ceriated

Thoriated

Lanthanated

LaYZr™

Zirconiated Ceriated

Thoriated

Lanthanated

LaYZr™

Zirconiated

Pure

LaYZr™

Ceriated

Thoriated

Lanthanated

LaYZr™

.040" (1.0mm) #6 (3/8") 15–80 amps 20–60 amps 15–80 amps 10–30 amps 20–60 amps

1/16" (1.6mm) #6 (3/8") 70–150 amps 50–100 amps 70–150 amps 30–80 amps 60–120 amps

3/32" (2.3mm) #8 (1/2") 150–250 amps 100–160 amps 140–235 amps 60–130 amps 100–180 amps

1/8" (3.2mm) #8 (1/2") 250–400 amps 150–200 amps 225–325 amps 100–180 amps 160–250 amps

All values are based on the use of Argon as a shielding gas. Other current values may be employed depending on the shielding gas, type of 

equipment, and application. DCEN = Direct Current Electrode Negative (Straight Polarity)

 TUNGSTEN ELECTRODE CHARACTERISTICS

 TUNGSTEN ELECTRODE CURRENT RANGES

Tungsten Color Code Characteristics

Pure
Provides good arc stability for AC welding. Reasonably good resistance to contamination. Lowest 

current carrying capacity. Least expensive. Maintains a balled end. Used on transformer based 

machines only.

2% Ceriated
Similar performance to thoriated tungsten. Easy arc starting, good arc stability, long life.  

Possible replacement for thoriated.

2% Thoriated
Easier arc starting. Higher current capacity. Greater arc stability. High resistance to weld pool 

contamination. Difficult to maintain balled end on AC.

1.5% Lanthanated

2% Lanthanated

Similar performance to thoriated tungsten. Easy arc starting, good arc stability, long life, high 

current capacity. 1.5% possible replacement for thoriated. 2% possible replacement for Pure.

Similar performance to thoriated tungsten. Easy arc starting, good arc stability, long life, high 

current capacity. 1.5% possible replacement for thoriated. 2% possible replacement for Pure.

.8% Zirconiated
Excellent for AC welding due to favorable retention of balled end, high resistance to 

contamination, and good arc starting. Preferred when tungsten contamination of weld is 

intolerable. Possible replacement for Pure.

LaYZr™ Best for use on automated or robotic applications. Runs cooler than 2% Thoriated with longer life. 

Low to medium amperage range.

Green

Gray

Red

Gold

Blue

White

Chartreuse*

*Substitute for Purple (Same oxide blend).

www.CKWORLDWIDE.com
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TUNGSTEN PREPARATION

 TUNGSTEN TIP PREPARATION  TUNGSTEN EXTENSION

DC TIG WELDING

AC TIG WELDING

STANDARD PARTS

GAS LENS PARTS

General Purpose 3 X Diameter

General Purpose 3 X Diameter

MAX: 6 X Diameter (In draft-free areas)

Taper Length: 2 – 3 X Diameter

Flat: 1/4 TO 1/2 X Diameter

Typical Tip Geometry 

for Inverter

Typical Tip Geometry 

for Transformer

Ball tip by arcing on non-ferrous metal at low current DCRP (EP) then slowly 

increase current to form the desired ball diameter. Return setting to AC.

Maximum Ball Size: 1 X Diameter

The included angle determines weld bead shape 

and size. Generally, as the included angle increases, 

penetration increases and bead width decreases.

Use a medium (60 grit or finer) 

TUNGSTEN GRINDING

ELECTRODE DIAMETER DIAMETER AT TIP

INCLUDED ANGLE
CURRENT  

RANGE 
PULSED CURRENT 

RANGE Millimeters Inches Millimeters Inches

1.0mm .040" .125mm .005" 12° 2–15 amps 2–25 amps

1.0mm .040" .250mm .010" 20° 5–30 amps 5–60 amps

1.6mm 1/16" .500mm .020" 25° 8–50 amps 8–100 amps

1.6mm 1/16" .800mm .030" 30° 10–70 amps 10–140 amps

2.4mm 3/32" .800mm .030" 35° 12–90 amps 12–180 amps

2.4mm 3/32" 1.100mm .045" 45° 15–150 amps 15–250 amps

3.2mm 1/8" 1.100mm .045" 60° 20–200 amps 20–300 amps

3.2mm 1/8" 1.500mm .060" 90° 25–250 amps 25–350 amps

Millimeters Inches

.125mm .005"

.250mm .010"

.500mm .020"

.800mm .030"

.800mm .030"

1.100mm .045"

1.100mm .045"

1.500mm .060"

CURRENT
RANGE 

2–15 amps

5–30 amps

8–50 amps

10–70 amps

12–90 amps

15–150 amps

20–200 amps

25–250 amps

TUNGSTEN ELECTRODE TIP SHAPES AND CURRENT RANGES

www.CKWORLDWIDE.com
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SAFETY WITH TUNGSTEN ELECTRODES

TUNGSTEN PREPARATION AC / DC TIG WELDING

ELECTRODE INCLUDED ANGLE/TAPER FOR SQUARE 

WAVE TIG WELDING

In general, blunter electrodes that have a larger included angle provide the following benefits:

Sharper electrodes with smaller included angle provide:

Flat spot diameter

Included angle

www.CKWORLDWIDE.com

The risk of injury 
when hand (manually) 

grinding a very hard 
brittle material like 

tungsten is quite 
high. It is important to 

always follow standard 
safety guidelines when 

operating high speed 
grinding equipment.



33

1: No arc 

Incomplete welding circuit

Wrong mode selected

No power supply

2: Porosity − small cavities or holes resulting from gas pockets in weld metal.

Arc length too long

Work piece dirty, contaminated or moisture

Damp electrodes

3: Excessive Spatter

Amperage too high

Arc length too long

4: Weld sits on top, lack of fusion

Insufficient heat input

Work piece dirty, contaminated or moisture

Poor welding technique

5: Lack of penetration

Insufficient heat input

Poor welding technique

Poor joint preparation

6: Excessive penetration –burn through

Excessive heat input

Incorrect travel speed

7: Uneven weld appearance

Unsteady hand, wavering hand

8: Distortion − movement  of base metal during welding

Excessive heat input

Poor welding technique

Poor joint preparation and or joint design

9: Electrode welds with different or unusual arc characteristic

Incorrect polarity

SMAW (STICK) WELDING TROUBLESHOOTING

www.CKWORLDWIDE.com



34

1: Tungsten burning away quickly

Incorrect Gas

No gas

Inadequate gas flow

Back cap not fitted correctly

Torch connected to DC +

Incorrect tungsten being used

Tungsten being oxidized after weld is 

finished

Tungsten melting back into the

nozzle on AC welding

2: Contaminated tungsten

Touching tungsten into the weld pool

Touching the filler wire to the tungsten

Tungsten melting into the weld pool

3: Porosity — poor weld appearance and color

Incorrect Gas

Inadequate gas flow / gas leaks

Moisture on the base metal

Contaminated base metal

Contaminated filler wire

Incorrect filler wire

4: Yellowish residue / smoke on the alumina nozzle & discolored tungsten

Incorrect Gas

Inadequate gas flow

Inadequate post flow gas

Alumina gas nozzle too small for size of 

tungsten being used

5: Unstable arc during DC welding

Torch connected to DC +

Contaminated base metal

Tungsten is contaminated

Arc length too long

6: Unstable arc during AC welding

Incorrect gas or inadequate gas flow

Incorrect tungsten being used

Tungsten is contaminated

Improperly prepared tungsten

Excessive rectification in the base metal

T U V W X Y Y X Z [ \ ] ^ U _ ` a _ b b ` V c c V c c X d V X W a U V ^ X d d X \ e ` X f Y V d c X W T g h Z V Y b [ \ ] i g \ _ Y Y ^ _ c V c X W V j k [ e d V \ a d _ Y W k \ ^ a [ X \ la U V d _ \ k W _ ^ a k ` V ` m c ` V ^ X d d V \ b _ a [ X \ c c U X k Y b f V c a ` [ ^ a Y n _ b U V ` V b a X _ \ b W X Y Y X Z V b iGTAW (TIG) WELDING TROUBLESHOOTING

www.CKWORLDWIDE.com



35

7: HF present but no welding power

Incomplete welding circuit

No gas

Tungsten melting into the weld pool

8: Arc wanders during DC welding

Poor gas flow

Incorrect arc length

Tungsten incorrect or in poor condition 

Poorly prepared tungsten

Contaminated base metal

Contaminated filler wire

Incorrect filler wire

9: Arc wanders during AC welding

Inadequate gas flow

Incorrect arc length

Tungsten is contaminated

Incorrect tungsten size and or tungsten 

being used

Excessive rectification in the base metal

Contaminated base metal

10: Arc difficult to start or will not start DC welding

Incorrect machine set up

No gas, incorrect gas flow

Tungsten is contaminated

Incorrect tungsten size and or tungsten 

being used

Loose connection

Ground clamp not connected to work

Loss of high frequency

11: Arc difficult to start or will not start AC welding

Incorrect machine set up

No gas, incorrect gas flow

Incorrect tungsten size and or tungsten 

being used

Tungsten is contaminated

Loose connection

Ground clamp not connected to work

Loss of high frequency

GTAW (TIG) WELDING TROUBLESHOOTING

www.CKWORLDWIDE.com
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 Gas-Cooled

 150 amp ACHF or DCSP  
@ 100%

 8-1/8" (20.6cm)   
5 oz (141gm)

 3 Series Head  
Accessorieso p q r s t u t v

HEAD STYLE CABLE CABLE LENGTH STANDARD # SUPER-FLEX #

CK17-12-R RG CK17-12-RSF RG

CK17-25-R RG CK17-25-RSF RG

o p q r w
PENCIL (RIGID)

HEAD STYLE CABLE CABLE LENGTH STANDARD # SUPER-FLEX #

CK17P-12-R CK17P-12-RSF 

CK17P-25-R CK17P-25-RSF

o p q r s u x y
THREAD-ON HANDLE

HEAD STYLE CABLE CABLE LENGTH STANDARD # SUPER-FLEX #

CK17-12-R RG-T CK17-12-RSFRG-T

CK17-25-R RG-T CK17-25-RSFRG-T

o p q r z { | }
HEAD STYLE CABLE CABLE LENGTH STANDARD # SUPER-FLEX #

CK17-12-R FX CK17-12-RSF FX

CK17-25-R FX CK17-25-RSF FX

CK17 TIG TORCH PACKAGES

CK17 / 3-SERIES TORCH HEAD COMPONENTS

THREAD-ON 
HANDLE

CK17 FX

CK17P

www.CKWORLDWIDE.com

~ � � � � � � � � ~ � � � � � � � � � � � � � � � � � � � � ~ � � � � � � ~ � �
� � � ~ � ~ � � � � � � � � � � � � ~ � � � � � � � � ~ � � � � � � � � � � CK17 FX

CK17 RG

CUP COLLET BODY COLLET HEATSHIELD TORCH

3A4 (10N50)

3A5 (10N49)

3A6 (10N48)

3A7 (10N47)

3A8 (10N46)

3A10 (10N45)

3A12 (10N44)

3CB20 (10N29)

3CB40 (10N30)

3CB116 (10N31)

3CB332 (10N32)

3CB418 (10N28)

3CB532 (406488)

3C20 (10N21)

3C40 (10N22)

3C116 (10N23)

3C332 (10N24)

3C418 (10N25)

3C532 (54N20)

300HS

3C040GS

3C116GS

3C332GS

3C418GS

3C532GS

7C20

7C40

7C116

7C332

7C418

7C532

300L (57Y02)

300M (34015)

300S (57Y04)

300L (57Y02)

300M (

TORCH BACKCAP
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PART # STYLE

CK17 RG RIGID

CK17 FX FLEX

CK17P PENCIL

REPLACEMENT HANDLE 
HS

LENGTH 1 PIECE  CABLE 1 PIECE CABLE

57Y01R 57Y01RSF

57Y03R 57Y03RSF

STANDARD SUPER-FLEX� � � � � � � � � � � � � � �   ¡ � � � � ¢ £ �� � � � � � � ¤ � � � ¥ ¦ £ � § �   ¡ � � � � ¢ £ �
(INCLUDED WITH MT200-AC/DC)

CK17 TIG TORCH CABLES & CONNECTORS

 POWER CABLES/HOSES

AK-3 ACCESSORY KIT (FOR 3-SERIES TORCHES)

TORCH BODIES / HANDLES DINSE CONNECTOR

STANDARD DINSE

DINSE 35
(1/2" 12.8mm)

ACCESSORY SIZE — QTY. 1 EACH PART #

BACKCAPS
300L (57Y02)

300S (57Y04)

COLLETS

3C116 (10N23)

3C332 (10N24)

3C418 (10N25)

COLLET BODIES

3CB116 (10N31)

3CB332 (10N32)

3CB418 (10N28)

ALUMINA CUPS

3A5 (10N49)

3A6 (10N48)

3A8 (10N46)

2% CERIATED 

TUNGSTEN

T1167GC2

T3327GC2

T187GC2

www.CKWORLDWIDE.com

Accessories For 
3 Series TIG Torch

3 Collets 3 Collet Bodies 3 Cups

Accessories For A
3 Series TIG Torch3 h

3 Cololle

1 Back Cap

3 Tungsten Electrodes

1

ACCESSORY KIT
AK-3

17, 18, 26 TORCHES:  
1/16" (1.6mm), 3/32" (2.4mm), 1/8" (3.2mm)

2% THORIATED (RED) 

EWTh-2/WT20
Principal Oxide: 1.7–2.2% Thorium Oxide

0.8% ZIRCONIATED (WHITE) 

EWZr-8/WZ8
Principal Oxide: 0.7– 0.9% Zirconium Oxide

1.5% LANTHANATED (GOLD) 

EWLa-1.5/WL15
Principal Oxide: 1.3 –1.7% Lanthanum Oxide

2% CERIATED (GREY) 
FORMERLY ORANGE 

EWCe-2/WC20
Principal Oxide: 1.8–2.2% Cerium Oxide

PURE (GREEN) EWP/WP
Principal Oxide: None

2% LANTHANATED (BLUE) 

EWLa-2/WL20
Principal Oxide: 1.8–2.2% Lanthanum Oxide

LaYZr™ (CHARTREUSE) EWG
Principal Oxides: 1.5% Lanthanum, 

0.8% Yttrium Oxides, 0.8% Zirconium

WG
num,

onium

3777

E
0

e

TUNGSTEN ELECTRODE OPTIONS:
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WARRANTY

WARRANTY PERIOD
We offer the following warranty periods from date  

of purchase.¨ © ª « « ¬ ­ ® ¯ ° ® ± ² ³ ° ´ µ ¶ ¨ ­ ® · ´ µ ²
Inverter TIG (Power Source Only) 3 Years 
3 year warranty on transformers, inductor and rectifier.  
1 year warranty on PCB and all other components.

Foot Pedal, Gas Regulator, Gas Hose and  

Ground Cable Assembly 3 Months 
This only covers manufacturer’s defaults on all accessories for 

the first three months after date of purchase.

WARRANTY INFORMATION

MAKING A CLAIM
I

(+1) 253-854-5820 

help@CKworldwide.com

No responsibility will be taken for products lost, damaged or 

mislaid while in transit.

WARRANTY EXCLUSIONS
This Warranty covers material and faulty workmanship defects 

only. This Warranty does not cover damage caused by:

This Warranty does not cover products purchased:

These conditions may only be varied with the written 

approval of CK Worldwide, Inc.

REMEMBER TO RETAIN YOUR ORIGINAL INVOICE 

FOR PROOF OF PURCHASE.
.

www.CKWORLDWIDE.com
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TS10

TS10-230

TS3-W

TS3-HB " "

TS3-HR

TS3-STK

ADDITIONAL PRODUCTS

www.CKWORLDWIDE.com

ADDITIONAL PRODUCTS

Tungsten Electrode Grinder
Enclosed electrode grinder minimizes grinding  
dust exposure to both the user and the environment

Standard head for diameters: .040" (1.0mm) 
1/16" (1.6mm), 3/32" (2.4mm), and 1/8" (3.2mm)

Angles adjustable from 20°– 60°

Consistent tip geometry

Eliminate grinding wheel contamination

Both sides of grinding disks are coated  
with diamond powder

Adjustable head 

design allows 

GRINDING DISCS  

TO LAST 3 TIMES LONGER!!

grinding 
environment

0mm)
" (3.2mm)

n

A

G

TO LASTL 3 T
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Electronic Welding Helmet
 4 Sensors for out of position welding 

 High quality LCD and multilayer optical 
interference filter provide clear view and 
permanent UV/IR protection up to DIN 15.

 Power supply by solar cells and Lithium 
batteries (replaceable). 

  Digital low battery warning indicator. 

Tungsten Stick-Out Gauge
Consistent stick-out adds quality to every weld

Great for orbital welders, instructors,  
weld inspectors

Insures correct stick-out for gas nozzle  
being used

Eliminates tungsten contamination by keeping 
the tungsten in the gas stream

Correct stick-out insures undue stress on the 
ceramic gas nozzle

  Mask made of high impact resistant special nylon. 

 Ample mask space, especially for ears and neck. 

 Adaptor for plastic magnifying lens. 

 CE EN 379, ANSI Z87.1, CSA Z94.3

 Standard 4-1/2" x 5-1/4" (11.4cm x 13.3cm)  
cover lens.

 
ORDER # CK-ADWH

ORDER # TG1

Patented Flexible Purge Chamber
Less argon required

Collapsible, easily stored

Multiple accessory  
& glove ports

Less expensive

Less time to fill

Vacuum drawn

Facilitates welding  
grade atmosphere

30" (76.8cm) diameter

ORDER #PC2000-24




