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Before operating this product, please read the instructions carefully and save this manual for future use.
First of all, please read “Safety precautions” or “Safety manual”.
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¢ Introduction

Introduction

These are compact and light weight wire feeders for Panasonic welding power sources.

¢ About safety

Please read all operating instructions of the applied welding equipment prior to start installation and operation.

¢ Warning symbols for safe usage

Each symbol describes things to be observed to prevent you and other personnel from hazardous conditions or damage to property..

® Each symbol below describes things to be observed

to prevent you and other personnel from hazardous
conditions or damage to property.

® The following symbols indicates things to be

observed.

A Danger

A hazardous situations including death or
serious personal injury is imminent.

Things that MUST NOT be performed.

A Warning

The potential for a hazardous accident includ-
ing death or serious personal injury is high.

Things that MUST be performed.

A Caution

The potential for hazardous accident including
light personal injury and/or the potential for
property damage are high.

Q
@
A\ A\

Things attention must be paid to.

® The description of this manual is based on the contents as of November, 2021.

® The contents of this manual are subject to change without further notice.
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Safety precautions

1.

Safety precautions

/\ WARNING

Observe the following instructions to prevent the hazard.‘

1

(2)

(3)

(4)
(5)

()

(7

Never use the welding power source for other than welding
purpose. (e.g. Never attempt to use the welding power
source for pipe thawing.)

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 pressure gas,
storage of welded products and also disposal 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
this welding power source should install, operate, maintain
and repair the unit.

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

Ventilation and protective equipment

=

i

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

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

(3

(4)

(5)

used, it is recommended 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 protective 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 sufficient
ventilation or wear protective breathing gear. (Welding of
coated steel plates generates toxic fume and gas.)

Against fire, explosion or blowout

A= Observe the following cautions to prevent

fires explosion or blowout.

N

(2)

(3
(4)
(5)

()

(N
(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 combustible gases, oth-
erwise, such gases may catch fire from a spark of electric-
ity inside the electric equipment.

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.

/\ CAUTION

Installing shielding (curtain etc.)

Rotating parts

WL

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

D)

(2)

(3)

(4)

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

When welding or monitoring welding wear protective
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 entering the eyes of
people in the surrounding area.

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

L3

Rotating parts can cause injury.

&)

(2)

(3)

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.

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 thoroughly
understand welding machines. While performing
maintenance or repair work, provide fence or the like
around the welding machine so that unauthorized person
can not come close carelessly.

10
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Connection

2. Connection

A CAUTION | Turn off all input power before connecting operation.

2.1 Connecting Power source and Gas regulator

Connect the wire feeder control cable and the power
cable to the “Wire feeder” receptacle and the “+” output Welding power source
terminal behind the lower front panel respectively. The ‘
gas hose goes to the outlet metal of gas regulator.

Gas regulator
Q)

No. Description Cables and hoses
1 Wire feeder Plug anq receptacle
control cable connection
2 Power cable Bolt and nut connection
3 Gas hose Insert and fix with a band

Welding torch

2. 2 Connecting Welding torch

(1) Meet the flat portion of connecting metal of the weld-
ing torch to the Fastening bolt side of the CC fitting Fastening bolt
metal and insert the connection metal into the CC fit- astening o

ting metal. \

(2) After complete insertion, turn the connecting metal
90 degree and fasten it up with the fastening bolt of

the CC fitting metal. Connecting
metal

(3) The torch switch is connected to the torch switch \
receptacle and the gas hose is connected to the
outlet metal of the gas regulator.

Flat portion

OMWTO0145JE07



Preparation

3. Preparation

A CAUTION

* Rotating parts can cause injury.

» 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.

3.1 Work environment
Install the unit in environment shown below.

* Indoor use only. (IP21)

* Range of the temperature of the ambient air:
* During welding : -10 to +40 deg C.

« Ambient air, free from abnormal amount of dust, acids,
corrosive gases or substances etc, other than those
generated by the welding process.

* When lifting use of the unit, prepare a guide plate

Holes for installation
(7mm in diameter)

shown below. On safety, consult your plant engineers
and safety management.

* When hanging the wire feeder, be sure to recompose
SPOOL SHAFT to be SPOOL STOPPER vertical
shown in figure to prevent the wire spool from falling.

Spool shaft

Spool stopper

Welding torch

Holes

Frame

BN
b
)

o ‘ 018
| ~— | N

JZNY

JTL

87 320
459

unit: [mm]

12
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3. 2 Mounting Weld wire

® Feed roller installation

There are two grooves on the feed roller. Please
confirm the size of the groove before installation. The
indication stamp of wire diameter must be seen outside.

® Wire setting

(1) Pull down the spool stopper.
(2) Set the wire spool into the spool shaft.
(3) Pull up the spool stopper and lock the wire spool.

(4) Pull down the pressure nut and lift up the pressure
arm.

(5) Pass through the wire on the feed roller and Insert it
about 3 cm into the SUS tube.

(6) Return the pressure arm and lock it with the pressure
nut. Adjust the wire pressure by turning the pressure
nut.

The position that bottom of the pressure nut meets wire
size is appropriate wire pressure.

(7) Push the inching button to feed the wire.

(8) Release the inching button when the wire comes out
about 2 cm from the tip end of torch.

*In case of using the other size diameter of wire,
exchange the feed roller and the stainless tube for
applicable those. (Optional parts)

Preparation

Wire pressure adjustment

Wire size

0.
1

\ 9

T

(4)

Weld wire ‘&=

OMWTO0145JE07
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Maintenance

4. Maintenance

A CAUTION | Turn off all input power before maintenance work
ltem Point of Inspection Note
® Are entrance of the SUS Tube and nearby .
Remove dust and clean this parts once a week.
the Feed roller clean?
® |s the wire diameter matched with the SUS | Unsuitable diameter cause unstable arc and
tube? dust increase.
® |s center of SUS tube entrance aligned with | Unless these meet justly, unstable arc and dust
center of the feed roller's groove? increase.
SUS Tube Align center of the wire to the feed roller groove.
SUS tube V groove of Feed roller.
/,,J
@
Pressure rod Entrance of SUS tube V groove of Feed roller.
is pulled down
® |s wire diameter matched with the feed
roller? Cause dust increase and choked liner and
Feed roller ' unstable arc.
® Does the feed roller have right shape ® |f worn or cracked, replace it to new one.
groove?

(1) As shown in the figure, remove the
connections of the wire feeder gas hose at
the inlet and exhaust sides.

(2) Blow off dirt and using a dry compressed
air blower from the side A while repeatedl|

If either the gas does not come or does not . " P y
) . ] switching ON and OFF the "Gas Test
stop during welding, one of the possible i .
. i ) Switch" in the welding power supply
reasons in the gas path is that the gas valve in .
Gas Valve the wire feeder has b | d by forei (thereby making the gas valve ON and
€ wire teeder as' ecom.e clogged by .orelgn OFF). (Blowing the air from side B has no
matters. Carry out inspection and cleaning as effect.)
described below. '

(3) If the gas valve operation does not become
normal after the above operation, the
problem may be due to some other cause
and hence contact your service center
closest to you.

14
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¢ Hffi7—%4 / Technical data

5. YW-18AJ1

5.1 {L#% / Specifications

YW-18AJ1

5h & Model number YW-18AJ1
BEAEEE IS’:\gErIL(;able welding power YD-SL7
ENBIEER Rated welding current 180A
WD A4 v DFELE Applicable wire V1) FJA ¥ E KU FCW/ Solid wire and FCW
W7 A v E Applicable wire size 0.9mm, 1.2mm
8% /Shaft diameter 50mm
Eﬁi;;e‘\:v?r\ejso;é:/% 5} /Outer diameter Max300mm
W& /Width Max 105mm
r—JILES 1.8m (HR7K—X /Gas hose: 4.8m)
Be 9.0kg

AEIDTHEEDREEREMEASHETHEAL
TLESVWBEUNDBEEREMAEHETD
FERATEFEA FEROBREZREALNHY

35?—0

5.2 {t)E& / Accessories

 Always use this nit with above applicable welding power
sources. Other power sources do not work properly, or

may cause machine troubles.

LT 0 Description #=/Qty
RALVF Hexagon wrench 1
V. YAWAN Hose band 1

OMWTO0145JE07
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YW-18AJ1

5.3 4'#X / Dimensions

354

D4 ,‘]
320

=

E __ _@Pmﬂer coble

_:—_;_ﬂ. Control cable

. Gas hose
5.4 [E&E / Circuit diagram
© O
: + _
2 O 11 '
¢ o_l_c BB s
& d)—-—o—/\/\—c—-————-———
‘ SOL
@ C.) o-_L-g;rs
D~® : HEATr—TILDEGRTZTDELES i
@ -® : Connecting plug pin number of the control ® CI)
cable
16 OMWTO145JE07



5.5 N\—Y 1) X I Parts list

YW-18AJ1

OMWTO0145JE07
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YW-18AJ1

No. a4 Description P'::';B rtﬁslﬂnumgtier Qi%ty
1 BRI Frame MKH00139 1
2 HRNILT Gas valve MWX00053 1
3 r—FXRAwFarvtrkr Receptacle MT25B2YP 1
4 R J—)LEh Spool shaft MDS00006 1
5 T Lk HEE Spool stopper MMWO00002 1
6 JANYh/IN— Wire cover MDKO00011 1
7 ARAEEF v b+ Gas nut DMN9/602 1
8 AFUHTRLYF Inching switch MSU50106 1
10 DA VEHRE—H— Wire feed motor MDKO00014 1
11 ME7—L Pressure arm MDA50122 1
12 EY (1) Pin (1) MMPO00005 1
13 Er (2) Pin (2) MMPO01024 1
14 MEO—S43 5% Pressure roller assembly MDR35101 1
15 EY (1) Pin (1) MMPO00005 1
16 mEay K Pressure rod MDS01020 1
17 y R Washer XWF10 1
19 | mOE/AFR Pressure spring MBP01407 1
20 MmEF v k Pressure nut MMNO00002 1
21 C.C.Bft£ 8 Conduit cable fitting MFC50107 1
22 | RANRMAFRILE Cap bolt XVE8C28FP 1
23 | RARIL b+ Bolt XVG8C12 1
24 | SUSFa—7 Stainless tube MGTO01205 1
25 Ty Washer XWF14 1
26 AT Iy x Spring washer XWB14B 1
27 | REF Y+ Nut XNH14J 1
28 UF R—X Feed unit base MDB18101 1
29 JAXHA KBS Wire guide MGU35104 1
30 J4—FOo—3 Feed roller MDRO01202 1
31 I RRIEY Washer UMWO00501 1
32 | BRIk Wing bolt XVP4A10S 1
18 OMWTO0145JE07
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