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21 | kiR MKUO00091 1
22 | TV RERRY IR MKH00200 1
23 | TUY rERAN— MKK00099 1
24 | A4 MKS00030 1
WC38X210FF 1 YW-35DH1 A
25 | —TJ L&
WC80X210FF 1| YW-50DH1 FB
26 | HRE—RHMIE MWG00075 1
27 | ZJ4—F45—TJNLHILFE | MWX00184 1
28 | r—JILEELE MFS03801 1
29 | SAFa2—T MFG50129 1
30 | Ea—XHhiLE FHSO7F 1
31 Ea—X XBA2E30NR5 1 | RLER 3A
32 | Ty RER ZUEP14931 1
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IN—Y1) X b+

S & W BB & & HE e
4 | E—4 MDK00027 1
46 | INEFES MDX00008 2
47 | UF R—XHAT & MDB00008 1
48 | MMELO—Z—#IM MDR00060 2
49 | MNET7 — L5 MDA00007 1
. MGT01205 0.8mm~12mm A (YW-35DH1 {/&E &)
50 | SUS Fa—7 1
MGT01608 1.2 mm~1.6 mm i (YW-50DH1 {f/E &)
52 | vy XWH14 1
53 | STy XWB14B 1
54 | Fwv b XNH14J 1
MDR00051 0.9mm /1.2mm A (YW-35DH1 {4 @)
S MDR00055 ) 1.2mm /1.4 mm A (YW-50DH1 {4 /& &)
MDR00047 0.8 mm /1.0 mm A, BI5E&H
MDR00056 1.2 mm/1.6 mm . BI5E &
56 | E& UMWO00501 1
65 | AR—H MFP00086 3
66 | UF N—XA#EHZE— MZS00020 1
67 | UF N—X KT v a | MZV00604 2
68 | 74 ¥H4A FE£E MFC00012 1
. MGWO00012 0.8mm~12mmF (YW-35DH1 {t/E &)
69 B —Fa—7 1
MGWO00010 1.2mm~1.6 mm A (YW-50DH1 {4/& &)
70 | HEQ—S—&f MDS00009 2
71| FTHLE MDG00010 2
72 | EREIXT MDR00032 1
73 | E—S2AMEZI—F MZS00021 1
74 | E—SAKB I YA MZK00006 3
75 | A XIEEEHET S MGU00011 1
80 | UF R—ZXA#HB— MZS00022 1 BEBH— b+
81 CC mft£& MFC50107 1
82 |#gFxyrv T NCAPM6-20GY2 2
83 |Twiy XWE9E16FJ 1
RALUF HWK6 - B
[ R—zAVE WHB14 - T8 &
BEBSROHBRRIZONT
BEHBGOREEBERE. AER7EZBRICVWV:LET, 5. LHERLUNOEFHREINELE
TeeLGo1=5EIE. TORYTEHY FH A,
BEmICIE. #HIEEm. HEMA. MERAMERA. Y—EXBBR. ICHFERZOEFHRINEENFET,
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Introduction

¢ Introduction

¢ About safety

Please read all operating instructions of the applied weld-
ing equipment prior to start installation and operation of the
product.

4 Signal Words and Safety Symbols

“YW-35DH1” and “YW-50DH1" are wire feeders for Pana-
sonic fully digital controlled welding power sources. They
provide constant and stable wire feeding with two-drive
rolls mechanism.

Signal Words

Safety Symbols (Examples)

A\ DANGER

Indicates an imminently hazardous situ-
ation which, if not avoided, will result in
death or serious injury.

Indicates a prohibited
action.

A\ WARNING

Indicates a potentially hazardous situa-
tion which, if not avoided, could result in
death or serious injury.

O
O

Indicates a
mandatory action.

A\ CAUTION

Indicates a potentially hazardous situa-
tion which, if not avoided, could result in
minor injury or property damage.

A A\

Indicates a
hazard alert.

4 Disclaimer

Our company and its affiliates (including any subcontractor,
sales company or agent) shall not assume or undertake
any responsibility or liability of the followings:

» Any problem arising out of, or directly or indirectly attributable to,
the failure of user to carry out those normal installation, normal
maintenance, normal adjustment and periodical check of this

Product.

« Any problem arising out of any Force Majeure, including but not

limited to, act of God.

» Any malfunction or defect of this Product that is directly or indi-

» Any problem arising out of, or directly or indirectly attributable to,
user’s failure to strictly carry out or follow all of the conditions
and instructions contained in this instruction manual, or user’s

misusage, mishandle, operational miss or abnormal operation.

Any problem arising out of this Product or the use of it, the
cause of which is other than the foregoing but is also not attrib-
utable to our company.
Any claim of a third party that this Product infringes the intellec-
tual property rights of such third party that are directly or indi-

rectly caused by User’s use of this Product and relate to the

rectly the result of any malfunction or defect of one or more

related parts or products that are not supplied by our company.
Or any problem arising out of, or directly or indirectly attributable
to, the combination of this Product with any other product,

equipment, devices or software that is not supplied by our com-

pany.

method of production.

ANY LOST PROFITS OR SPECIAL, INDIRECT, INCIDEN-
TAL OR CONSEQUENTIAL DAMAGES IN CONNECTION
WITH OR ARISING FROM ANY MALFUNCTION,
DEFECT OR OTHER PROBLEM OF THIS PRODUCT.

® This operating instructions manual is based on the information as of October, 2021.
® The information in this operating instructions manual is subject to change without notice.
® English version is the original instructions.
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1. Safety precautions

Safety precautions

A\ WARNING

Observe the following instructions to prevent the
hazard.

(1)
)

(4)
(®)

(6)

Never use the wire feeder for other than welding
purpose.

It is very important to comply with all instructions,
safety warnings, cautions and notes mentioned.
Failure to do so can result in serious injury or even
death.

Work of driving source at the input side, selecting
work site, handling, storage and piping of high pres-
sure gas, storage of welded products and also dis-
posal of waste should be performed according to
the operating instruction and national, state and
local codes and regulations.

Prevent any unauthorized personnel to enter in and
around the welding work area.

Pacemaker wearers should consult their doctor
before going near arc welding. Magnetic fields can
affect pacemakers.

Only educated and/or skilled persons who well
understand the product should install, operate,
maintain and repair the unit.

Only educated and/or skilled persons who well
understand the operating instruction of the product
and are capable of safe handling should perform
operation of the unit.

Ventilation and protective equipment

=

Oxygen deficit, fume and gas generated
during welding can be hazardous.

Y

(1)

(2)

When conducting welding in the bottom of the tank,
boiler or hold as well as legally-defined sites, use a
local exhauster specified by the applicable laws
and regulations (occupational safety and health
regulation, rules on preventing suffocation or etc.)
or wear protective breathing gear.

To prevent dust injury or poisoning by the fume
generated during welding, use a local exhauster
specified by the applicable law (occupational safety
and health regulation, rules on preventing injury by
inhaled dust or etc.), or wear protective breathing
gear. If a protective breathing gear is used, it is rec-

@)

(4)

®)

ommended to use one with an electric fan with high
protection performance.

When conducting welding in a confined area, make
sure to provide sufficient ventilation or wear protec-
tive breathing gear and have a trained supervisor
observe the workers.

Do not conduct welding at a site where degreasing,
cleaning or spraying is performed. Conducting
welding near the area where any of these types of
work is performed can generate toxic gases.

When welding a coated steel plate, provide suffi-
cient ventilation or wear protective breathing gear.
(Welding of coated steel plates generates toxic
fume and gas.)

Against fire, explosion or blowout

AR Observe the following cautions to prevent

fires explosion or blowout.

1

)

@)
(4)

®)

(6)

()
(8)

Remove any combustible materials at and near the
work site to prevent them from being exposed to
the spatter. If they cannot be relocated, cover them
with a fireproofing cover.

Do not conduct welding near combustible gases.
Do not place the electric equipment near combusti-
ble gases, otherwise, such gases may catch fire
from a spark of electricity inside the electric equip-
ment.

Do not bring the hot base metal near combustible
materials immediately after welding.

When welding a ceiling, floor or wall, remove all
flammables including ones located in hidden
places.

Properly connect cables and insulate connected
parts. Improper cable connections or touching of
cables to any electric current passage of the base
metal, such as steel beam, can cause fire.
Connect the base metal cable at a section closest
to the welding part.

Do not weld a sealed tank or a pipe that contains a
gas.

Keep a fire extinguisher near the welding site for an
emergency.

OMWTO386JE15
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Safety precautions

A\ CAUTION

Installing shielding (curtain etc.)

Rotating parts

L

Arc flash, flying spatter, slugs, and noise
generated during welding can damage
your eyes, skin and hearing.

W

Rotating parts can cause injury.

(1

When welding or monitoring welding, wear safety
glasses with sufficient light blocking performance or
use a protective mask designed for welding opera-
tion.

When welding or monitoring welding wear protec-
tive closes designed for welding operation, such as
leather gloves, leg cover and leather apron, and
also wear long-sleeve shirts.

Install a protective curtain around the welding
manipulator site to prevent the arc flash from enter-
ing the eyes of people in the surrounding area.

Be sure to wear noise-proof protective equipment if
the noise level is high.

When noise level is high, make sure to provide ear
protection, such as earplugs or ear muffs specified
by the applicable laws and regulations.

(1
)

@)

Keep all covers, panels and cases closed when
using the product.

Maintenance work and repair should be perform
only by educated and/or skilled persons who thor-
oughly understand welding machines. While per-
forming maintenance or repair work, provide fence
or the like around the welding machine so that
unauthorized person can not come close care-
lessly.

Keep away from rotating parts such as cooling fans,
feed roller of the wire feeder, or hand, finger(s) hair
or part of your clothes may be caught by the parts
resulting in injury.

22
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2. Specifications

2.1 Rated specifications

Specifications

Model number YW-35DH1 YW-50DH1
Applicable welding power source YD-350GZ4 YD-500GZ4
Applicable controller YD-00DHR1

Applicable welding torch Conduit cable fitting

Rated current (Rated duty cycle)

350 A, 60 % (10-minute cycle) 500 A, 60 % (10-minute cycle)

and wire diameter

Spool shaft diameter 50 mm
Applicable wire Outer diameter MAX. 300 mm
spool

Width MAX. 105 mm

Mild steel 0.8 /0.9/(1.0)3 /1.2 1.2/1.4/(1.6)
Applicable wire | i steel FCW(™) 1202 1.2/1.4/(1.6)

(mm) Stainless steel 0.9/(1.0)") /1.2 1.2/ (1.6)
Stainless steel FCW(1) 1.2(2) 1.2/ (1.6)
Drive method 2 drive rolls system

Structure
Spool shaft With brake mechanism

Mass 17 kg 18 kg

Hexagonal wrench (1 pc.)
Accessories

Gas hose band (1 pc.)

(1) FCw stands for Flux cored wire.

(*2): For both mild steel FCW and stainless steel FCW, only 1.2 mm (diameter) wire is applicable.
However, for stainless steel FCW for CO, (100 %) welding gas, 0.9 mm wire is applicable.

(*3), Optional parts are needed together with the unit. Please refer to section “7.3 Wire drive part”.

2.2 Dimensions

(Unit: mm)
250 - GBS o
(&
9 7 -
N
{1600 =l
345 (15003
48001 ¥
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Connection

3. Connection

A\ WARNING

® Prior to connection work, make sure to turn off the power switches of the distribution box and
welding power source and ensure safety.

® Do not touch any live parts. Failure to follow the instruction can cause electric shock or fatal
physical injury.

® At the end of connection work, make sure to re-install all panels and covers disassembled
back in place without fail.

3.1 Connecting with welding power source and gas regulator

A\ CAUTION

Gas regulator is high pressure gas equipment. Improper use of it can lead to serious physical
injury. Prior to connection work, make sure to read the operating instructions of the gas regula-
tor thoroughly.

Connect the control cable connector to the welding power
source.

Connect the gas hose to the gas regulator, a separately
sold optional unit.

Connect connectors and connecting terminals tight to
avoid poor connection.

No. Description Connecting method

1 | Gas hose Plug in the outlet of the gas reg-
ulator and bind it.

2 | Control cable Connect to the control connec-
tor with power groove and
screw them tight.

3 | Power cable Connect to the base metal ter-
minal of the welding power
source and bolt them.
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Connection

3.2 Connecting wire feed controller and welding torch

(1) Insert the connecting plug of the controller to the

receptacle @ while matching both match marks.
Then, turn the clamping ring to fix them.

(2) Set the flat part of the connecting bracket of the weld-

ing torch to the clamping bolt side of the CC fitting @
and insert it to the end.

Then turn about 90 degrees to either side.

And then tighten it with the clamping bolt.

(3) Plug in the welding torch switch plug while matching

the matchmark with the key groove @ and then
tighten it with the clamping ring.
(4) Connect the gas hose of the welding torch to the outlet

fitting @ of the gas valve.

® Base metal voltage detect terminal@

As the length of the secondary output cable becomes lon-
ger, the arc may become unstable (and may experience a
dramatic increase in spatters).

If occurred, voltage drop due to the secondary output cable
needs to be reduced.

Please refer to the operating instructions of the applied
welding power source (section of “operation”) and reduce
it.

3.3 Extension cable

In case of using an extension cable together with the wire
feeder, it is necessary to prepare suitable cable unit; sold
separately. For suitable extension cable unit number,
please refer to the following table.

Connecting \
bracket @

<Finished image>

Controller

Clamping bolt

Welding torch

L

CC fitting

Flat part

Unit number
Length
38 mm? 60 mm? 80 mm?
5m YV-305GZ4A YV-605GZ4A —
10m YV-310GZ4A YV-610GZ4A YV-810GZ4A
15 m YV-315GZ4A YV-615GZ4A YV-815GZ4A
20m YV-320GZ4A YV-620GZ4A YV-820GZ4A

* Do not connect extension cables together.

* Do not use more than one extension cable for one wire
feeder.

* Please refer to the above table and select an extension
cable suitable to your work environment.

 The unit includes one piece each of power cable, con-
trol cable and gas hose.

» Make sure to use Panasonic genuine connecting cable.
(Use of the connecting cables of other brands may
damage the fingertip joints or cables.

* For any length of extension cable other than the above
table, please contact Panasonic representatives.

OMWTO386JE15
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Preparation

4. Preparation

A\ CAUTION

) Rotating parts can cause injury.
Q'{’) Keep your hands, fingers, hair or clothes away from rotating parts such as cooling fans, feed roller of
the wire feeder, or hand, finger(s) hair or part of your clothes may be caught by the parts resulting in
injury.

4.1 Work environment

Install the unit in environment shown below. (a) Up to50% at 40 °C

1) Indc?or use only. ' . . (b) Up to 90% at 20 °C
2) VAV\;?;C: Sexsaosure to the direct sun light or the rain or (5) Altitude above sea level up to 1000 m.
pray. (6) Base of the wire feeder inclined up to 10°.

3) R f the t t f th bient air:

(3) Range c.) © erﬁpe.ra ur:a orhe aT et air (7) Ambient air, free from abnormal amount of dust, acids,
(a) During welding: -10 °C to +40 °C corrosive gases or substances etc, other than those
(b) After transport and storage at: -20 °C to +55 °C generated by the welding process.

(4) Relative humidity of the air:

A\ CAUTION

h In case of using the wire feeder in hanging position, attach the specified hanging

brackets and fasten the screws tight to prevent wire to come off the spool shaft.

* Remove the reinforcing plate from the rear side of the
base.

« Attach hanging brackets (customer preparation) to the
provided mounting holes (4 holes) in the base part of the
frame. Make sure to fasten the fastening bolt tight

Holes for installation (7 mm in diameter)

""""""" — %r
[
Lo} Lo}
| N| ©
~ N
1.
___________________ _J_J W L
87 320
459 [Unit] mm]
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4.2 Installation of welding wire

Preparation

A\ CAUTION

® Prior to connection work, make sure to turn off the power switches of the distribution box and

welding power source and ensure safety.

® Do not touch any live parts. Failure to follow the instruction can cause electric shock or fatal

physical injury.

® At the end of connection work, make sure to re-install all panels and covers disassembled

back in place without fail.

4.2.1 Installing welding wire spool

<Wire feeder with cover>

® Spool shaft with brake

(1

)

©)

Remove the wire cover.

turn the screw @ counter-clockwise, then attach the
welding wire spool @

Match the setting hole near the welding wire spool @
and the pin @ near the spool shaft @ then attach
the wire spool @

Position the wire spool @ so that the wire is drawn in
clockwise direction.

After setting the welding wire @ put the screw @
back and screw tightly to avoid welding wire to come
off.

OMWTO386JE15
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Preparation

4.2.2 Installing wire to wire drive part

Default settings of the wire diameter at shipment are as fol-
lows.

Model number Wire diameter (mm)
YW-35DH1 1.2
YW-50DH1 1.4

In case of using a wire diameter other than the above,
make sure to adjust the pressure roller and wire guide suit-
able to the applied wire diameter. (See the parts list “7.3
Wire drive part” for details.)

(1) Loosen the lock nut and straightening boIt@.
Remove the wire stopper around the welding wire
spool, and draw the welding wire.

Make sure to straighten the end of the welding wire.

< Note >

Watch out for recoiling of the wire or falling apart of the
part.

(2) Pull the pressure nut @ toward and lift the pressure

arm (2).

(3) Insert the welding wire through between the upper and
lower straightening rollers @ to the hole of the wire

guide @

(4) Pull the pressure arm@ and then pressure nut @
back in place in this order.

(5) Adjust to optimize the pressure by turn the pressure

nut @

(Turn it clockwise to increase the pressure.)

(6) Adjust the straightness by turning the straightening

bolt @ to one side or the other.
Jog the wire until the welding wire is fed straight from

the CC fitting. Then fix the bolt with the lock nut.

Use the jogging operation to feed the welding wire to the
end of the welding torch.

To adjust the pressure of the wire, turn the pressure nut
until the bottom of the nut is positioned on the line of the
applied wire diameter scale.

Improper wire pressure settings can cause slipage of the
pressure roller and buckling of wire.

Wire diameter scale

28
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Preparation

4.3 Cautions in wire jogging operation

A\ CAUTION

® Do not put the end of welding torch close to your eyes, face or body and perform jogging
operation or turn on the torch switch. Wire protrude quickly and can cause physical injury.

® Do not execute high-speed jogging operation if the torch cable is bent. Wire can pierce
through the torch cable if a resin liner is applied.

In case of wire jogging operation using a welding torch that
applies resin liner, straighten the torch cable and set the
welding current to a half or lower.

If jogging operation is executed at high speed with the
torch cable significantly bent, the wire can pierce the resin
liner and cable. Damaged liner or cable can cause gas
leakage or dielectric degradation. Replace a damaged liner
or cable with a new one.

4.4 Caution in wire retraction operation

A\ CAUTION

Executing the welding while sagged welding wire touching to the case of the wire feeder can
generate electric spark resulting in burn or other injury.

Executing wire retraction operation (feed backward) func-
tion can cause the wire to sag inside the wire spool.
Carefully rewind the wire into the spool manually not to let
the wire be sagged or crossed inside the spool. If occurred,
poor wire feed can be the result.

OMWTO386JE15
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Preparation

4.5 Replacing parts in the wire path

Refer to the following procedure to replace the pressure
roller and wire guide to the one suitable to the applied wire
type and diameter.

See section “7.3 Wire drive part” for details.

(1

)

@)

(4)

Pull the pressure nut @ toward and then list the pres-
sure arm (2).

Remove the pressure roller bolt @

In case of turning the upper pressure roller bolt @
counter-clockwise, clamp the head part of the counter-
part nut with spanner or the like, so that the counter-
part nut won'’t rotate together with the bolt.

Loosen the vis @ from the gear assembly to remove

the lower pressure @
See section “7.3 Wire drive part” for details.

Pull out the wire guide @ in the right direction, and
then replace with a new wire guide.

30
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4.5.1 Adjusting brake of spool shaft

The spool is provided with a brake mechanism. It is neces-
sary to adjust to optimize the braking level as needed.

The optimal brake level is the level that causes no signifi-
cant slack when executing wire jogging operation at the
applied welding current.

4.5.2 How to adjust brake level

Turn the “M10 bolt assembly” to adjust the brake level. The
spool shaft rotating torque is factory set to about “0.1 Nem
at shipment.

M10 bolt fastening direction Brake level
Clockwise Increase
Counterclockwise Decrease

4.5.3 How to assemble spool shaft

Insert the M10 bolt assembly until the spring of the bolt
assembly touches the brake support.

Then, make the bolt a half to one turn clockwise.

Then fine-tune it to optimize the brake level.

Make sure to position the brake support into the rotor
inward. If the wrong side of the brake support is inserted,
the brake level becomes higher and the rotor won'’t rotate.
Insert the correct side, then the hexagonal socket head cap
part of the M10 bolt assembly sticks out about 4 mm (Z in
the figure on the right).

Preparation

Statot

* Do not adjust the brake level too high, or welding wire
can be caught in the wire spool and resulting in poor wire
feeding.

* Do not adjust the brake level too low, or the wire spool

spin around after welding operation, which causes poor
wire feeding.
Especially in welding operation that turns on/off the wire
feed frequently, such as tack welding, set the brake level
slightly high side in order to avoid the wire spool to spin
around.

. Z=4 mm (approximate)

OMWTO386JE15
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Maintenance and Inspection

5. Maintenance and Inspection

A\ WARNING

Turn off all input power including power distribution box before maintenance work.

ltem Point of Inspection Note
® Check the inlet of the wire guide and Clean the area (remove chips and c,lUSt)' .
v Check thea cause of the accumulation of chips and

nearby the pressure roller if chips and dust dust
are accumulated. ’

® Check the wire guide if it is proper to the Uge of imprqper wire guide causes unstable arc and

. . . chip generation.

applied wire type and diameter.

® Check if the center of the inlet of the wire Misalignment of the wire guide and.pressure _roIIer

. groove causes unstable arc and chip generation.
guide and the center of the pressure roller
groove is align with the center of wire
guide. (Visual check)
Wire guide

Align the center of the wire guide to the pressure roller groove.

Pressure roller

® Check the wire guide if it is proper to the
applied wire type and diameter.

® Check the pressure roller groove if it is in

good condiiton, i.e. no crack nor change in
shape.

If worn or cracked, which can cause chip generation or
clogged liner, replace with a new one.

Gas valve

If gas does not flow or gas flow does not stop
during welding operation, the gas valve may
be clogged with foreign matter.

Clean the gas valve.

*» Gas valve cleaning procedure:

-Disconnect the gas hose (inlet and outlet connec-
tion) from the wire feeder.

-While turning on and off the gas check switch
repeatedly (to turn on/off the gas valve), blow the
compressed air in from the outlet side.

Please note that blowing the compressed air in from
the inlet side does not clean the gas valve.

« If the the cleaning of the gas valve does not fix the
gas flow problem, the problem may be occurred due
to some other causes. Please contact Panasonic
representatives.
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6. Circuit diagram

Circuit diagram
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Parts list

7. Parts list

7.1 Body

No. Description Part number Q'ty Note
1 Frame MKH00148 1

2 Front panel MKF00019 1

3 Top panel MKT00009 1

4 Side panel (window side) MKKO00103 1

5 Spool shaft assembly MDS00012 1

6 Spool shaft fitting assembly MDMO00010 1

7 Wire cover assembly MXU00012 1

8 Remote control harness MWX00183 1

9 Base metal detect terminal T375-12K 1

10 Torch switch MT25B3YP 1 Receptacle

11 Nut for gas DMN9/602 1
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7.2 Wires and others

Parts list

No. Description Part number Q'ty Note
21 Reinforcing plate MKUO00091 1
22 Printed circuit board box MKHO00200 1
23 Printed circuit board cover MKKO00099 1
24 Side panel MKS00030 1
WC38X210FF 1 For YW-35DH1
25 Cable assembly
WC80X210FF 1 For YW-50DH1
26 Gas hose assembly MWGO00075 1
27 Feeder cable assembly MWX00184 1
28 Cabile fixing bracket MFS03801 1
29 Rubber tube MFG50129 1
30 Fuse holder FHSO7F 1
31 Fuse XBA2E30NR5 1 Safety part 3A
32 Printed circuit board ZUEP14931 1
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Parts list

7.3 Wire drive part

OMWTO386JE15
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Parts list

No. Description Part number Q'ty Note
41 Motor MDKO00027 1
46 Pressure adjusting part MDX00008 2
47 UF base assembly MDBO00008 1
48 Pressure roller assembly MDRO00060 2
49 Pressure arm assembly MDAOO0007 1
. MGT01205 For 0.8 mm -1.2 mm (YW-35DH1 accessory)
50 Stainless steel tube 1
MGT01608 For 1.2 mm-1.6 mm (YW-50DH1 accessory)
52 Washer XWH14 1
53 Spring washer XWB14B 1
54 Nut XNH14J 1
MDRO00051 For 0.9 mm /1.2 mm (YW-35DH1 accessory)
MDRO00055 For 1.2 mm /1.4 mm (YW-50DH1 accessory)
55 Feed roller 2
MDRO00047 For 0.8 mm /1.0 mm (Sold separately)
MDRO00056 For 1.2 mm/1.6 mm (Sold separately)
56 Washer UMWO00501 1
65 Spacer MFP00086 3
66 Insulation sheet for UF base MZS00020 1
67 Insulation bush for UF base MZV00604 2
68 Wire guide fitting MFC00012 1
MGW00012 For 0.8 mm -1.2 mm (YW-35DH1 accessory)
69 Center tube 1
MGWO00010 For 1.2 mm -1.6 mm (YW-50DH1 accessory)
70 Pressure roller shaft MDS00009 2
71 Gear assembly MDGO00010 2
72 Drive gear MDRO00032 1
73 Insulation sheet for motor MZS00021 1
74 Insulation bush for motor MZK00006 3
75 Wire straightening assembly MGUO00011 1
80 Insulation sheet for UF base MZS00022 1 Transparent sheet
81 CC mounting bracket MFC50107 1
82 Insulation cap NCAPM6-20GY2 2
83 Washer XWE9E16FJ 1
Hexagonal wrench HWK6 - Accessory
) Hose band WHB14 - Accessory
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