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Operating Instructions
VA VEREE
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sz . YW=-DG1 series

fn#s / Model number
YW-35DG1
YW-35DG1CAQ
YW-40DG1

YW-50DG1
YW-50DG1CAO0
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® Before operating this product, please read the instructions carefully and save this manual for future use.

Please read the operating instructions of peripheral equipment together with it.
First of all, please read “Safety precautions”.
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English version is the original instructions.




+31< L

= . > Y R 3
1. RELDTEE WTHBFYULIEEL)4
I =% - & o SO R 5
b2 I = - S 5
) S 6
B B TE oo e e 7
O 3= X - 8
A B BB oo e eeeeeeseennenen 8
A2 BETANDIITEE oo 9
4374—FA—S5—& SUSFa—TJD3ci 9
AART— )LD T L—FERE .o 10
L 5 S — ¥ - 11
6. [EIBBET ..oeeeeeeeeeeeeeeeeeeeeeeeeeeeeeneneneeanes 12
VWA St A0 . S S 13
T ZRIRED e e 13
O R e ol - SO 14
8. UTEAY (BUFEFR) woveverrerrreerrnersseens 16
8.1 YD-GRR1 /1 — R eeeeeeereeeersesenesennes 16
8.2 YD-40GTR ...ceeeieeeeee e eei e e eemeremennnes 17

4 Table of Contents
Introduction ..., 18
1. Safety precautions............cccevveeeens 19
2. Specifications.......ccccvvveeeecciccininn, 20
2.1 Ratings.......ccovririinnirir s 20
2.2 DIMENSIONS ...ccoeeeemeeeeeiccccrirssss s e reeeeeeeeens 20
3. Connection .....ccccovrreeiiiiiencinreene e, 21
4. Preparation ........ccceevviiieeneenn, 22
4.1 Work environment...........cccccvrrrnrrreeeeeees 22
4.2 Mounting Weld wire..........cccccriiiiinnennnnne 23
4.3 Setting parts for wire path..................... 23
4.4 Adjusting spool brake..........ccceevuerirnnnee 24
5. Maintenance ..........cccceciiiireecennennns 25
6. Circuit diagram...........cccceeeeeeeeeeennnneee 26
7.Parts list ..o 27
A 1 =T 12 27
7.2 Wire feed unit.........cccocvemrrrrinnienn s 28
8. Remote controller (Optional) .......... 30
8.1 YD-GRR1 se€ries ...ccuuccccciiiirininireeennnns 30
8.2 YD-40GTRT ....ceccccrenrsese e e e e e e e e eeees 31

OMWTO306JE17



¢ (FLHIC

AHERE, NFY=Z9Y CO L,/ MAGAEERYD —350GR 3V Y—XBLUV YD —
400 GT SHAMIAVEREETYT, 2B2RARXOVAVEBAKICKY., KELEZDAVEHREER
LTWETS,

® ZL(ZDOU\T

AEGDFE. FH. Y—ERITRILSL, BREINTVLBREERS SV ZOMBIET SR DEUIKGRAEIC
RHESINTVLIREFRRE CEBERAVET,

¢ REGFEVAICEHT FIEERT

ANDORE, BEOBEEHLT 570, BTHEFYLLEIEERBLTLET,
RECREOEEZESLT, BALTLET, BFYVEECHEEROERETHALTVET,
R PEHERS BTNAKELA LTEWHELRETT,

N\ B = o

EEVLEBZRS BTN HIAE]
a4 | oy, "’
= H

ETLLBTAELRSLBVARTY,

= |Tenthrnans <.

TN

‘I MEEZAS L. HEDEENARLE SEDO2FTW-FELABTY,
A\ A A

¢ REEE
TEOVWTIAITEZYT HIBEE. BHALVITERG GRIRME - EREL, TOMBHOBREICERESSF
ORFEEREL SETHEETET, 85,
EBGRT - BB LUVEHARBRASTOAGN 21215 AHGOFER (ARRGOERICEYBESH-HEN
BEDOTEE, MNEORRLELDHEEEEAET) SERT 5. M08
REME, ZOMTATIRANICE BIEE, FEECRAT HRIRE, (T RHEEFICRET HRE)
BHMARLUNORE - BEFR. TLETFHEIH © AEGENRETE L 2@EFE - BERRFORE
SABGOME, FIEAHG EBHMARLUNDOR FIXZDOMOMEEE - REBE - £Ri8E,
M. B&R. B, VI 7ELOMAEEICERT
5.,

(REGREZLDTIE]
ARGBERESNDGER. RUERT-EXRENNEXRE L REVLERARVEMHIEL. BEL
BEZRFELTIESL,

o REMRHFHNAIZ. 2021F 108 RENLDTI.
o XENRHANEIL, XED=-HFELLIZEET S EADBYET,

OMWTO306JE17



T2 tOITEE

W BFY <SS

1. B8 LD THEE sy rEan

-
= A

EXGABEHERTEH-OIC, BTRODEEHF
Y<FEE,

(1) CoBEBEREFRUNSORRICERLEL,

() BEHOERICHE>TIXIEEEEZLY T,

Q) ANPIOEBAROIE. REBZBHOEE. GEHAD
BYHL - RESIUVERE. BREOREVORES
ﬁUﬁﬁ%@Mﬁ@E@\iﬁﬁxﬁﬁﬁﬁmgﬁt
i 50

4) BEBOBEEXRSHOBRICTFRAEICANILAL
BWESRET D,

®) DEEDR—RA—HZMAL TS AL, EEOFFA
M5 F THREPOBEB OB RIERGRIGEON A
(A

(6) BEMOEAAT T, RTFRBR, BEIT. REREEL:
TRERE L CEBLEZADNTS,

() BEMOBEL, RIRGHEZL(EEL, REGE
YRWNTEZOMBERRDHDIANITI. (FER
2HMERANZESR)

HRRHCRER

Q) 2oy, RAT—, MEBEDEIMTHEREERETS
B, REEARVCTILIVAREFEDERLYENATRIF
EBIHET 5, BMRRZEZHLT 5120, +571
MRET SN, EXERHFZFEHERT S,

@) RS TOBRETE, BT+ILTBRRET S50, Z
TMREFEEAL. S -EHENERNDIL LT
U S B

() Bifs. #id, EHREXLGEDEL TE, BREXZET
HEW, AELGARERETH MDD

(6) HBHREBES S, AELGHRAPEL—LIRLE
ggoﬁf+ﬁﬁmﬁ§T6#\WWﬁﬁ$E€ﬁﬁ

KEPRRE, R

MR | wseme. mRERCEHIZ. BTRD

A
*%? CEEBTYLLESL,

ﬁ RUVMSFT COBREERIE, RRORZIZL
=R

Y., ZRILEEESHY FET,
= & BEZETDIREICGYET,

BETRETEIHRAPE2L—LZRSITS

(1) =R (FEREEERA, BRRZESHIERA) T
EHOLNEERTE, +2GEBRIRET HH. ZRER
BEEHERT 5,

(2) =R (FEREEERA, B CAEERHLERA) TE
Hon-BRKEEEERT . FRARERES
HERT 5, FRARERL, LYBEEEOSEE
D7 ATERRAREEZHELFT (BEsxMLla
BEEHLRERE),

(1) RET DRy ZARRBIZH = 5F K 5. "I
ERMYBRD, FREHN—TRIBRYEES,

(2) AIRMEARDIELS TR, BELGL, ATREHT DR
CITHBZERELLGL (BEXMRIE. AHBOEIKTE
IT&YBIRT BDREEEMENH D).

Q) BEERORBVEME., TARMITEDTEL,

(4) R#F. K. BREDBFETIE. BAICHLSAHRY
EBMYRR<,

(5) r—JIVIERREDIE. HERITHDH DT THET 5,

6) BMEI/r—TILIF, TEZLETRET HERDELIC
EEZTIERE

(N AMIZARBA=ARERL, BEISh=2 0N
1 TEBELEL,

8) BEEEBZDESITHRBZEL. A—DHEICHA

o

N e e =
N\FE
fRER [ &R
BETRAETIT— %, RKT B2/ 4 f
zwﬂﬁ BR55. BEL. BORECRENOTE, ‘?‘ EEnsilt. HADERIZHEYES,
= HEECREEORRICHYET., v

(1) BEEEOCBEOEREZTISEICIE. +HGE LN
EZEITHLoRREDN R, TR ERARET S
FRAT %,

(2) RINYBAPHBRZTNLEERET S8, REDLHR
*=EHAY %,

Q) BEEEESFORABEICREREZREL. 7—U1HMh
DARZDBIZALGHEWESEALNT S,

Q) AERRAREFR., RUMOR. Bh/\—, REIHIT
REDKREEZFERT 5,

6B) BELRILNEWBAIZIEK. BFERERE (. 4
Y= IR EDEEL) OFFFEE. FERICLEN-T
FRAT %,

(1) BEHEOT—ZAVOAN—(ZRTIRY FIFTTERT S,

(2) RFRR, BELGETY—APIN—240 T, &
BRELLILRERET L BB LEADTL., A
ORBEICEAWNET 3 E. FREICANEINENE
5129 5%,

Q) EEEHDAIMBPLERO—ILIZ, F, B, BOE, K
|REEFHDITHL,

OMWTO306JE17




ERE - fLhR

2. FEFE - fLEk

2.1 Fi&
m B YW-35DG1 YW-40DG1 YW-50DG1
ES AR IEER YD-350GR3 YD-400GT3 YD-500GR3
EHETREYEaY YD-35GRR1 YD-40GTR1 YD-50GRR1
EGARERE N —TF CC Bft&B#EHKAR
EWRER 350 A 400 A 500 A
EMFERE 60% (10 2 EH)
WG A v DIELE Yy FIA4Y¥ELD FCW
WG A Y #=E 0.9 mm, 1.2 mm XD 0.9 mm, 1.2 mm %2 1.2 mm, 1.4 mm %3
7 A VERENEHE 2ER2 AR
R T—)LEh TL—x1t
JAXHhIN— )
—JILE 1.8m
Rr—RE 4.8 m
=1 g 12 kg 12.5 kg 13 kg
m & YW-35DG1CA0 ¥4 YW-50DG1CA0 (%5
r—JILE 10 m 10m
r—RAE 13 m 13 m
=1 = 19 kg 23 kg
X i

0.8 mEBIUL.0mm (X, BIFED 7 4 — FO—5—TxIIGATEE,

10mBEU 1.4 miE, BIFEDT «— KO—5—TRIGATEE,

1.6 mm (X, BIFED T 4 — FO—5—TxSAIEE,

: YW-35DG1CAO 1%, ¥—JILEK - R—REK « EELUSOER - {LHR(X. YW-35DGT IZEI L.,
: YW-50DG1CAO 1%, —JILEK - R—REK « EELSDOER - {LHR(X. YW-50DG61 IZEI L.,

REBLLF 1@
i UAGEN 1@ |[YW-50DG1 (X 1.2mm& 1.4 mBFyI7&1EALHE

¥ KK X%
apownN =

FEMNER

OMWTO306JE17



ERE - fLhR

2.2 S\

355

205

A

470

BT [mm)

OMWTO306JE17



gk
3. Ak

MNEFE

DLIBRBERY I AELIVBEBOERZ > THoEREEET b,

C DANVEREEDOREAICSEE N —TFELUVY - ZEAN S, HTWE7—TIL, R—RIFEHE
EOVEEBLES, BRIZERELES.

B £ W B R A

@D | F—FRAYFartr b | BERAMFOF—FRAYFaARIE | T—E TR OAHIER

@ | ARHO£E BERN—FOAREE ta LiEss

@ | cCc Hft£E BEAM—FOEGEE BA%. RIL DT

@ | YE'arvaverh YEQAVHE—=TILOARYE F—EMHIEHI R FiER
® |Ehyr—TNL BEERD (+) HAWmF RIL b -y MES

® | HRK—XR HAESS EA%., fEOHAEETERE
@ | Z4—=FHEr—7J) BEREROTA vEREEI VY H F—EMHEO R FIER

® EHE F—F DIER

(1) B F—FOEKELETHEE CC RFLED ARV
FEOHAAIL MIIZLT, CCHBIFLEITHEAL
E3

2) BEETHEALLEZ., EELVTANA90° (F
EAL T, SR FE+DIHEDATET,

@) HRKR—RZEZHRNILTOHEOAEECHERKL
7,

|m

End

\|

<

CCmfi£E

OMWTO306JE17



RN
4. fEFH%ER

MNEFE

ERO—F—PVA VYR T—VGEEDRERIC, F. . BOE, KELEEEDTEL,
BEETRAFNTHINZET D EDH D,

ERRIICF v TR2A V7 — T OEBIHRFNERICHOF TN TS LEZHRT S, &
TEGEREITREGRET — 7 PinFHREEORRIZE S,

4.1 RIiE - EHSFT

- BIRGRE, BEOHIE~DRE. BHITE

T4 VEGEEF TROEMEH BT CE FTLEEL,
RALEZE, DAV EREBERTIFAESICETRORNS
: R L EREICERLTIEEL,
. k C ; 8B p N > S — N =
o s TOACmORR BB LRTC TSR HARA—ZED 4 »FORY 17
Slmeth \ \ RIZBEFFEEEMY M F, BARIL FAEE

- FBREX—10°Ch 5 4 OCOIRETIER WK SIc+ a8 ET

<& ATFHFEE BEHIZTCRABCESL,

MEED+2ELDESHEACIEESL,

Y FF7RETmm (477

—

i
II
i

175
205

Ll i;:::itt?:éié:t??éﬂﬁ

87 320

B : [mm]

OMWTO306JE17



4.2 BEDANDOERSAE
WRHEBROBREEUTOESYTT,

RE BETAVE
YW-35DG1, YW-35DG1CAO L
YW-40DG1 - ¢ fm
YW-50DG1, YW-50DG1CAO 1.4 mm

MOBEIAVEFERT BGEETAVYEIZE LT
J4—KO—5—¢ SUS Fa—JIfEBEZTLES
LY
o EEFIR

(1) BEIAVYRT—ANEDTAVIEDESNL, &
ERDAVESIEHL., RmEF-T CITMIEL
F9, (TAVDHRLENY . NF7ITER)

{5 FH 2 fig

(2) EF Y FOZFHIZZIVTIHET —LOH 54t
L. ME7—LZHbBETET,

Q) BEIAVE, 74— FO—5—@NEZRELT
SUS Fa—JONDRETHEALET,

4 ME7—LQ. MEFY FOZERTIZELET,

®) mEF Y FODEBMNERT ST 4 VEEY DOIF
RIZADESHBLEY, AAMICEALET LD
A XA~ADOMEANELET

C

miEFv bk

3
2

mEF+v k

BB F—FRIGETOREIAVYOLAEF, UED
VERREREER/NARILD (DAL ALOF T R
14y FRETITVLET,

- FOWE# AT, 71— KO—5—REHIZO4
TYOEIYARADKEBIZERET ZBEIE. 74 VER
FWHITHEWEETMESFY FOZBEDHTLESLY,

4.3 J4—FA—5—&SUSFa—TDXRH
TA X OIEEE 74 VEIZR L1 Bl T ¢ — K

O—5—%2FERAYHIVELSAHYES. V=Y UR S
W)

® EXFIR
(1) MEF Y FOZFHNEINTMET —LOM 54+
L. ME7—LZHLLEIFET, s

2 74—RO—5—1tHRIL F@%EZEIZE LERY 5 “1@%

LET, T F

3) 74— FO—S—@%FHAAICEI =HhEES, 3

4) SUS Fa—JBxHAMIZEIEHRE, HILL
SUS Fa—JICAnzET

(5) T4 —KA—5—([ET 4 YROKNAFFIZ/4S
ESIZHEAL, BELET.

OMWTO306JE17



{55 R ZEfm

4.4 R T—)LEAD T L—F A%
AT—ILEIZIZ T L —FHEENFOTOET,
REEITL—FREICVEICIE L TCHRAET IHE

NHYET,

® REHE

BEERARER) 2 —LEFRT HREEREIC
B, TA4NVA F U TEEETo-BIZAED
AVHEKRELEDFELVEENEELE T L—FEE
TY, RAENDERIBZEIEIIM 10K/ MELGA]
FERILTIL—XEEZHABLET .

M 1 0/RIL MEIZES] OFFFAR JL—+*
BrEtE Y Hw<HED
REFEtA M EERR A

3;
/.

E’E

- BRHFERFOX T—)L8EE ~L (L. £90. INm

[CERELTHYET,

- JL—FXhR3EDE, T4V RT—ILADE

BOAVITHFHRAADNEIY ., T4 VERTR
DRAICTY FT,

- TL—FHPFTED L. BFERTRIZCTAVYR

T—IHBKRECERY L, T4 VERTFRDE
RIZHEYET,
BICAYIBEDKLSI(C, FE#D ON/OFF % 48%
IZHYRT LS HBBEIE. FTA4AVRAT—ILDZE
BY EH=H., TL—FZ2@BOIZHELTKL
2&0y,

Tv—FU s

FL—F - b

& X S— LEBDOBMAAITHZE

A T—)VENE AL T AL, TM0 7K)L BT
il DRATY) TN ITL—FHR— MR LIRD
TH oBHARBICHEEERA S 1 EERR L-MEIZR
HAELES, T0®%, BELIL—FBEICLD &
SHWIRAELTLEEL,

C

3;
’.

TJL—FHR—bZO0—2ORAIZHITTHA
L. AL TTLESL, #ARICHEALET L.
JL—Fp<Hyo—arEsi<tYEd,

EEICHEHAITONDE TMOAKRIL FELR D
NABEORUE LTZE (AR® Z-TE) A 4m iBE
1Y ES,

Z=4mmiEE

10

OMWTO306JE17



5. RSP

C R
FAANY

A II:L.\
HIBERY I RABLVAREROEREZY > THLHERST - 51RET 5,
=1 v mEORSA >k 3
® SUSFa—TJAORIA—FA—F— | IO TIDRBREXRERRDF I VY &
BRIzyimeId s it o T LA | TORE
® BERITAVORELSUSFa1—TON | REYLEBESIZIE. 7—9 RREOLYHHE
VEO—HE- TSN EDRAETS
® SUS Fa—JZ+On+E: —¢& .
FATIRIODELI=E | BE. T ROREST—b
J4—FO=5—V EDELYE—HT | xem=rEEL 4
ATWHELAFI vy (BEIZT)
SUS
Fa—7J
o RIEAITAVYOREET4—FO—5—D YT P
J : EREGY . S
54— R FURO—BE LB g Yy TR OEE &b 5
H—7Z— e J4—FO—F—EDDFEY., H7. 2 |0 BENHNITH R X
JOANEYHREEF T VY
EREBHRFR—AOAO, BLUVAE
F—FOEGEENLTLEEL,
EEEE/ASARILD [HREBRRA VF] &
ON-OFF (HR/N)LT ON-OFF) #&
) -~ S~ » - D‘E
) s [H AN TH R AR L Zgbaﬁgﬁx&nM{UﬁuQE%I
HR iy o S o KTI7—JA—LTLfZE, HAREE
LT IS8 8) BRBARNLIORMEETY | (5o 3 np) AodTT—J O—EHEA
REZONFIT DT, FRHLADLE i
HYFEEA,
LUEDEETHRNILIMNEZIZAE S AL
5. HOEREELEZAONETTOTHREFY
DERFEIE. Y—EREFTCTERKELNET,
OMWTO0306JE17 11



Usn <3 e . 0
Ful
% )
Ec 5 i g
3 o 00 °
130_5ﬁ alil 4 COZ
i B[S ¢
§ ot o
B
7
ot o) |co3

70453 *o./l,_c' B

-
SOL ﬁ Pomsmmsmmems e ; <
b 6 L Z
6 ol GND. g 5] N%Nz, W o7
5 i 24 2 Z &3 YT RE
2o 15y $ 4 © a1 Her P
B H {'. oo
1 o] ¥ i 117 :
i ZUEP14200 |
15 o8 Ll
1 03B 1
=
CO1

C02:YEavarEYH
C03: h—=FRAvFart

OMWTO306JE17



1. N—Y 1) X b

1.1 A{KER

IN—Y1) X b+

13 11 14 15 (16,17,18)
&5 £ o1 e mE HE S
1 BARIK MKH00148 1
2 A T—)LEh MDS00012 1
3 A T— e B MDMO00015 1
4 A X HIN— MXU00006 1
5 JEavavtr bk MT25B6GYP 1
10 | AR MKS00030 1
WC38X210FF YW-35DG1 F
WC38X1050FF ] YW-35DG1CA0 F
11 r—JI WC60X210FF YW-40DG1 F
WC80X210FF YW-50DG1 F
WC80X1050FF YW-50DG1CAO0
MWX00136 YW-35DG1, YW-50DG1 FH
13 | N—HR 1
MWX00144 YW-35DG1CA0 F. YW-50DG1CA0 Fi
14 | H—JLEEELE MFS03801 1
15 | ALFa—7T MFG50129 1
(16) | Ea—XHRILE— F-22 1 Fa—JH
(17) | Ea—X XBA2E30NR5 1 Fa—JR
(18) | 7Y v FEIR ZUEP1429 1 Fa—JH
19 f—FRALvF MT25B2YP 1
20 | ARAFv bk DMN9/602 1
21 HRNILT J540-710 1
22 dLHR—X GH6X1B 13.6m
OMWTO0306JE17 13



N—Y Xk

1.2 74 WEREHER

OMWTO306JE17

14



IN—Y X+

= s W GRS H=E
41 | E—4 MDKO00027 1
46 | MNEFRAES MDX00008 2
47 | UF R—ZHEIT S MDB00008 1
48 | MNEA—S—HA S MDRO00060 2
49 | MNET7— LM 5H MDA00007 1
0.8-1.2mm,
50 | SUS F1—7 MGT01205 1 YW-35DG1,YW-35DG1CA0,YW-40DG1 FH
MGT01608 1.2-1.6mm,YW-50DG1 i ,YW-50DG1CA0
52 | Twvivw XWH14 1
53 | S Twyiwy XWB14B 1
54 | Fvk XNH14J 1
MDR00051 ) YW-35DG1,YW-35DG1CA0,YW-40DG1 i
. _ MDRO00055 YW-50DG1 FH ,YW-50DG1CAQ FH
55 | 74—FB—5—
MDR00047 - | 0.8/1.0mm A, BIFE&H
MDRO00056 - 1.2/1.6mm FH.
56 | E® UMWO00501 1
65 | AR—H MFP00086 3
66 | UF R—XAfeHEI— MZS00020 1
67 | UF R—XRA#FEIT v a1 | MZV00604 2
68 | 74 YHA FE£R MFC00012 1
X MGWO00012 YW-35DG1,YW-35DG1CA0,YW-40DG1
69 | YA —Fa1—7 1
MGWO00010 YW-50DG1 A ,YW-50DG1CA0
70 | 74— FO—3>—H MDS00009 2
71 | T4 — RE¥T7HIA MDGO00010 2
72 | BREIXT MDR00032 1
73 | E—4AMEI— b+ MZS00021 1
74 | E—2RAMB IV MZK00006 3
79 | 7A4XYHAF MGWO00035 1
80 | UF R—zx Atz — MZS00022 1
81 | CC Bift£E MFC50107 1
82 |#tExvv S NCAPM6-20GY 2
NALUTF HWK6 - | fTE&M
R—RNU R WHB13 - | fHE&A
BERETY TET01296 - | 1.2mm, YW-50DG1,YW-50DG1CAO {1 /B.5:
FuJ TET01447 - | 1.4mm, YW-50DG1,YW-50DG1CAO0 /& &

RiEHESOBGRIRICONT

BEERAOREREERE. WS

EE

B7IFEZERICVL=LET, 6. SHERLSNOBFHGEFN M
BARREGHBEIL. EDORYTEHY FEA,
T BMARICIE. MERRG. CHAERRG. FERMRERA. Y—EXBA. [CFBHRFOEFHRANEENTE

OMWTO306JE17

15



DEaY (BIFEM)

-~ == O
8. UraY (BlIFE&H)
KIOAVEREBICIEITEY BFaUNEGINETA. BEEBRS X UTA VEHREEICTMELTLWEREA,
R CEALTEEL,

8.1 YD-GRR1 1) —X

L g
DEIAVRE YD-35GRR1 YD-50GRR1
BG4 ViR EE YW-35DG1, YW-35DG1CA0 YW-50DG1, YW50DG1CAO
T—JILE 2m
SRtk 104 X 187 X 64 mm( K{ADH )
by ¥ 1.2kg (F—LED)

@ JEOAUDHEANILIYFUTIZDONT

JEAVDEAAVIILERIT. ERY—TIVELT, TFy 7 —BHEERTOHADIZEYEZRELTLET,
Fv T —BHEEH,. ERYy—JIL., F—FAE. TAVHA, TRAOEBELEIZEYALNELZHELDH
UET, VEaVERTE (Ff=X. ARy MES) 2L, HABREKXENELET,

- YD-35GRR1
JEaVBRERTEE 50A 100A | 150A 200A 250A 300A | 350A
74 4% :0.9mm 12 12 12 18 18 — -
w 7 - E
7 BHEER JAXE 1. 2mm 15 15 15 18 18 22 25
- YD-50GRR1
JEaVBERREE 60A 100A | 150A 200A 300A | 400A 500A
JAE 1. 2mm 15 15 15 18 22 - -
aw 70 _ ke
7 MR JA4XE 1. 4mm 15 15 15 18 22 25 25
¢ ERMmBEAMER
No. & W B H= 5 &
65 AFUTRAYF MSU50106 1
66 BRI RV24YN20SB53 1 W = : K2901C
67 BERESS RV24YN20SB53 1
68 RIS MT25A6GP 1
|« 187 > E3

MAVFUOTRAYTF -
A4 FEHITEBERIVA VYN ERIND,
EYREILAEERARBCHETE S, &Y
DAEMIEEY HLDH,

(2) BEEETMFAES
BE— L FARORFIEEREICK L TEEIMIC
BRESNSIFENLTAEEERTEMB/ICHT 5
REZXTS5. EICETE “KYIESD” HBIZET
E LY ICEABREEEMIAETE S,
BRI AEEEBEZEESRET 5,

16 OMWTO306JE17



8.2 YD-40GTR1

¢ 1%
JEIVHA YD-40GTR1
BT (4 VEREE YW-40DG1
r—JILE 2m
SR TiE 104 X 187 X 64 mm( RAKD A )
B8 #1 1.2ke (5F—ILED)

& JEOQUDEANXILIYFUTIZDONT
JDEAVDEAVIILERIT. ERY—TIVELT, TFy 7 —BHEERETOHRDIZEYEZRELTLET,

Fv 7 —BMEEH. ER7—TIL.

P—FHE. D4 VHR., TADBELGEIZEYALAELHBELSH

YEJ, YUEIAVERE (FfzX. ARy MER) I3l HABRERFIESELFS,

- YD-40GTRT
JEIVEBREEE 50A 100A | 150A | 200A | 250A | 300A | 350A | 400A
A X :0.9mm | 12 12 12 18 18 - — —
FvT -8 E
V7 - BHRER o m i om | 15 15 15 18 18 22 25 25

¢ AR

No. B RE HE %%

65 |AFUTRAYTF MSU50106 1

66 | ERAES RV24YN20SB53 1 [ w==:K2001C

67 | EEFES RV24YN20SB53 1 Y = : K2901C

68 |EHRTSY MT25A6GP 1

69 |IBRA VT WD100101 1 | BERYsS

FERR
13/L 2% -+ PULSED)

RERRE
] NE_AD
BE - 310

= A

MAVFUITRAYTF
A 9 FERT EFRATA VORBEIND,
% EEGEEERARECAETE S, #Y
DF LR Y H L OFH.

(2) BEEEMAES -
BE— AL AR OB FEFIEITH L TEBMIS
BESNHBEOTEREEREEISHT 5
WEETS ECETE “LYED " BET
ECEYBD T [CERBEEHEARTES,
BRI LR EEEEEERET 3.

OMWTO306JE17

17



Introduction

¢ Introduction

This is a wire feeder for Panasonic welding power source, YD-350GR3 series.

¢ About safety

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

4 Signal Words and Safety Symbols

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.

Indicates a potentially hazardous situa-
tion which, if not avoided, could result in

Indicates a

A\ CAUTION

minor injury or property damage.

A 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-
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.

» 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
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.

® English version is the original instructions.

® 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.
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1. Safety precautions

Safety precautions

A\ WARNING

Observe the following instructions to prevent the hazard. ‘

(1)

(2)

©)

(4)
®)

(6)

()

Never use the welding power source for other than

welding purpose. (e.g. Never attempt to use the weld-

ing power source for pipe thawing.)

It is very important to comply with all instructions,
safety warnings, cautions and notes mentioned. Fail-
ure 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 reg-

ulations.

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 under-
stand this welding power source should install, oper-
ate, maintain and repair the unit.

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

Ventilation and protective equipment

S

i

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

(1

)

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 protec-
tive breathing gear.

To prevent dust injury or poisoning by the fume gener-
ated during welding, use a local exhauster specified by

the applicable law (occupational safety and health reg-

ulation, rules on preventing injury by inhaled dust or
etc.), or wear protective breathing gear. If a protective

(4)

®)

breathing gear is 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 per-
formed 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

AE

W

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 combustible
gases, otherwise, such gases may catch fire from a
spark of electricity 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 flam-
mables 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.

A CAUT

'ION

Installing shielding (curtain etc.)

Rotating parts

L

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

(1

(2)

@)

(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 manipu-
lator 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.

Rotating parts can cause injury.

W

(1

)
©)

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 result-
ing 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 main-
tenance or repair work, provide fence or the like
around the welding machine so that unauthorized per-
son can not come close carelessly.

OMWTO306JE17
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Specifications

2. Specifications

2.1 Ratings
Model number YW-35DG1 YW-40DG1 YW-50DG1
Applicable weldinfgpower source YD-350GR3 YD-400GT3 YD-500GR3
Applicable remote controller unit YD-35GRR1 YD-40GTR1 YD-50GRR1
Applicable weling torch CC fitting connection
Rated welding current 350 A 400 A 500 A

Rated duty cycle

60 % (10 min. cycle)

Applicable welding wire

Solid and flux cored wires

Applicable wire diameter

0.9 mm, 1.2 mm (Note1)

0.9 mm, 1.2 mm (Note1)

1.2 mm, 1.4 mm(Note)

Wire feed mechanism

2 drives and 2 free roles system

Spool shaft With brake mechanism

Wire cover Plastic sheet

Cable length 1.8 m

Hose length 4.8m

Weight 12kg 12.5 kg 13 kg
Model number YW-35DG1CAQ(Note2) YW-50DG1CAQ(Note3)

Cable length 10m 10m

Hose length 13m 13m

Weight 19 kg 23 kg

(Note1): Purchase optional wire feed rollers for other wire size.
(Note2):0Other items of YW-35DG1CAO are same to the items of YW-35DG1.
(Note3):Other items of YW-50DG1CAO are same to the items of YW-50DG1.

Accessories

Hexagon wrench

1 pc.

Hose band

1 pc.

YW-50DG1 attaches a piece of 1.2mm and 1.4mm contact tip.

2.2 Dimensions

355

A

470

unit: [mm]
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3. Connection

Connection

A\ CAUTION

Turn off all input power before connecting operation.

» Awelding torch and a remote controller are connected to

the front side of the wire feeder.

Cables and hose out of rear side of the feeder are con-
nected with the welding power source.

. ﬁb‘\i
® —
€)
@
"\
o
%_A 9
@

No. Description Connecting objects
Q) Receptacle for torch switch Torch switch connector of welding torch
® Gas outlet Gas hose metal of welding torch
® CC fitting metal Connecting metal of welding torch
@ Receptacle for remote controller Cable connector of remote controller
® Output cable (+) output terminal of welding power source
® Gas hose Gas regulator
@ Control cable Wire feeder receptacle of welding power source

® Connecting Welding torch

(1) Place the torch so that the flat portion of connecting Fastening bolt

)
©)

metal of the welding torch and the Fastening bolt side
of the CC fitting metal are positioned in the same direc-
tion.

Then insert the connection metal into the CC fitting
metal to the end.

Turn the connecting metal 90 degrees, and then fasten
it tight with the fastening bolt of the CC fitting metal.
Connect the gas hose of the torch to the outlet metal of
the gas valve.

R

Connecting

X

metal

CC fitting metal

Flat portion

OMWTO306JE17
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Preparation

4. Preparation

A\ CAUTION

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.

out.

Prior to work, check if the connecting terminal of the cabtyre cable is connected properly.
Poor connection of the connecting terminal can cause unstable welding arc and terminal burn-

4.1 Work environment

Install the unit in environment shown below.
* Indoor use only.

» Range of the temperature of the ambient air:
* During welding : -10 °C to +40 °C ;

* Ambient air, free from abnormal amount of dust, acids,
corrosive gases or substances etc, other than those gen-
erated by the welding process.

* Mounting base plate with no extreme vibration and
impact shocks.

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

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

Holes for installation
(7mm in diameter)

il

a1 I 2 S
HERE

' i

'_—:_'él.‘\ J
87 320
459
unit: [mm]
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4.2 Mounting Weld wire

Following wire size is set in factory.

Wire feeder number Wire size setin fac-
tory
YW-35DG1, YW-35DG1CAO 12 mm
YW-40DG1 ’
YW-50DG1, YW-50DG1CAO0 1.4 mm

In case of using other weld wire size, make sure to set a
feed roller and stainless tube corresponding to the applied
wire diameter.

® procedure

(1) Remove the wire end from the stopper hole of the
spool, and then pull the wire to straighten its end part.

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

(2) Pull the pressure nut #1 to remove it from the pressure
arm #2.Then lift the pressure arm #2.

(3) Insert the weld wire into the stainless tube #5 through
the groove of the feed roller #4.

(4) Reassemble the pressure arm #2 and pressure nut #1
back in place.

(5) Adjust the wire pressure so that the bottom of the pres-
sure nut is positioned within the line of the applied wire
size indication. Rotate clockwise to increase the pres-
sure. Improper adjustment of the wire pressure can
cause slipping of feed roller or wire buckling.

4.3 Setting parts for wire path

Depending on the applied feeder type and wire type and
size, it is necessary to change the parts for the wire path to
feed roller and stainless tube or to pressure roller and wire
guide. Please refer to the Parts list for details.

® procedure

(1) Pull off the pressure nut #1 from the pressure arm #2
to unlock it,and then lift the pressure arm.

(2) Rotate the setscrew #3 of the feed roller counterclock-
wise and unscrew it.

(3) Pull off the feed roller(s) #4.

(4) Pull off the stainless tube #5 rightward to remove it
and then replace it with a new stainless tube.

(5) Insert the feed roller(s) into the shaft so that the imprint

of the wire diameter is positioned near side and then
fix it.

Preparation

Pressure nut Pressure nut

+ Do "wire jog" operation to feed the weld wire to the torch
end.

+ To reduce wire shavings when using flux-cored wires,
loosen pressure nut #1 to the extent the rollers do not
lose their grip.

OMWTO306JE17
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Preparation

4.4 Adjusting spool brake

The spool shaft has adjustable braking mechanism.

Adjust it if sagging in the weld wire is observed when jog-
ging operation is performed with the welding current vol-
ume at the applied welding current.

(Readjusting brake of the spool shaft is not required in nor-
mal operating condition.)

® How to adjust the spool braking level
Rotate the M10 bolt assembly to adjust it.

Direction Braking level
Clockwise Increase
Counterclockwise Decrease

The spool braking level is factory set to 0.1Nm at shipment.

+ Adjusting the braking level too high can cause welding
wire to becaught in the wire spool, resulting in poor wire
feed.

+ Adjusting the braking level too low can cause wire spool
to spin free after welding operation, resulting in poor wire
feed.

For a welding operation that needs to turn on/off wire
feed operation frequently, such as tack welding, set the
braking level to slightly high side to avoid the wire spoor
to spin free.

Stator

Rotor

Brake ring

Brake support

® How to re-assemble the spool shaft
(1) Insert the M10 Bolt assembly (2) until it touches the
Brake support (3).

(2) Adjust it by rotating it about one-half to one turn.
* Do fine adjustment if necessary.

l Z= approximately. 4mm

* Make sure to insert the Brake support into the Rotor !
inward and assemble them. If inserting direction of the
Brake support is wrong, braking works too strong and the
Rotor will not rotate.

* When assembling is correct, head of the M10 Bolt
assembily is protruded approx. 4mm. See the drawing on
the right.
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5. Maintenance

Maintenance

A\ CAUTION

Turn off all Inuit power before maintenance work

Item

Point of Inspection

Note

Stainless
Tube

® Are entrance of the stainless Tube and
nearby the Feed roller clean?

Remove dust and clean this parts once a week.

® |s the wire diameter matched with the stain-
less tube?

Unsuitable diameter cause unstable arc and
dust increase.

® |s center of stainless tube entrance aligned
with center of the feed roller's groove?

Unless these meet justly, unstable arc and dust
increase.

Align center of the wire to the feed roller groove.

Feed roller

® |s wire diameter matched with the feed
roller?

® Does the feed roller have right shape
groove?

Cause dust increase and choked liner and
unstable arc.

® |f worn or cracked, replace it to new one.

Gas Valve

If either the gas does not come or does not
stop during welding, one of the possible
reasons in the gas path is that the gas valve in
the wire feeder has become clogged by foreign
matters. Carry out inspection and cleaning as
described below.

(1) As shown in the figure, remove the connec-
tions 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 gas outlet side while repeat-
edly switching ON and OFF the "Gas Test
Switch" in the welding power source (thereby
making the gas valve ON and OFF). (Blow-
ing the air from gas inlet side has no effect.)

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

OMWTO306JE17
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Circuit diagram

6. Circuit diagram
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CO2: Receptacle for the remote controller
CO3: Receptacle for torch switch of the welding torch
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7. Parts list
7.1 Body

Parts list

11 14 15 (16,17,18)
No. Description Part number Quantity Note
1 Frame MKH00148 1
2 Spool shaft MDS00012 1
3 Spool base metal MDMO00015 1
4 Wire cover MXU00006 1
5 Receptacle for remote controller MT25B6GYP 1
10 Side plate MKS00030 1
WC38X210FF For YW-35DG1
WC38X1050FF For YW-35DG1CA0Q
11 Cable WC60X210FF 1 For YW-40DG1
WCB80X210FF For YW-50DG1
WCB80X1050FF For YW-50DG1CAO0
13 Wire hamess MWX00136 1 For YW-35DG1, YW-35DG1CAO0
MWX00144 For YW-50DG1, YW-50DG1CAO0
14 Cable fixing metal MFS03801 1
15 Rubber tube MFG50129 1
(16) | Fuse holder F-22 1 Inside of rubber tube (15)
(17) | Fuse XBA2E30NR5 1 Inside of rubber tube (15)
(18) | Printed circuit board ZUEP1429 1 Inside of rubber tube (15)
19 Receptacle for torch switcj MT25B2YP 1
20 Gas nut DMN9/602 1
21 Gas valve J540-710 1
22 Rubber hose GH6X1B 13.6m
OMWTO0306JE17 27



Parts list

7.2 Wire feed unit

OMWTO306JE17
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Parts list

No. Description Part number Quantity Note
41 Motor MDKO00027 1
46 Pressure adjustor MDX00008 2
47 UF base assembly MDB00008 1
48 Pressure roller assembly MDRO00060 2
49 Pressure arm assembly MDAO00007 1
50 | Stainless tube MGT01205 1 ?‘.osr_:(.\/zvr??:rgDGL YW-35DG1CA0,YW-40DG1
MGT01608 1.2-1.6mm for YW-50DG1, YW-50DG1CAOQ
52 Washer XWH14 1
53 Spring washer XWB14B 1
54 | Nut XNH14J 1
MDRO00051 For YW-35DG1, YW-35DG1CA0,YW-40DG1
55 | Feed roller MDRO00055 2 For YW-50DG1, YW-50DG1CAO0
MDRO00047 - For 0.8/1.0mm wires (optional)
MDRO00056 - For 1.2/1.6mm wires (optional)
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 metal MFC00012 1
69 | Center tube MGWO00012 ] For YW-35DG1, YW-35DG1CA0,YW-40DG1
MGWO00010 For YW-50DG1, YW-50DG1CAO0
70 Feed roller shaft MDS00009 2
71 Feed gear assembly MDGO00010 2
72 Feed gear MDRO00032 1
73 Insulating sheet for motor MZS00021 1
74 Insulating bush for motor MZK00006 3
79 | Wire guide MGWO00035 1
80 Insulating sheet for UF base MZS00022 1
81 CC fitting metal MFC50107 1
82 Insulating cap NCAPM6-20GY 2
Hexagon wrench HWKG6 - Accessories
Hose band WHB13 - Accessories
- Contact tip TET01296 ) Erc:lry; .2mm wire (YW-50DG1, YW-50DG1CAOQ
Contact tip TET01447 ) Er?lry‘)l A4Amm wire (YW-50DG1, YW-50DG1CAO
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Remote controller (Optional)

8. Remote controller (Optional)

The remote controllers shown below are applicable to these wire feeders but not included in the welding power source and the
wire feeder.

8.1 YD-GRR1 series

4 Specifications

Remote controller number YD-35GRR1 YD-50GRR1
Applicable wire feeder YW-35DG1, YW-35DG1CAO0 YW-50DG1, YW-50DG1CAQ
Cable length 2m

Dimensions 104 x 187 x 64 mm

Weight Approximately 1.2 kg (with the cable)

® About dial matching

Current marks on the remote controller is tested and calibrated without extended output cables and with extended weld
wire shown in below table. it may shift with welding parameters such as torch angle, wire type , shieling gas and other weld-

ing conditions.

* YD-35GRR1
Calibration marks 50A 100A 150A 200A 250A 300A 350A
Extended wire length 0.9 mm wire 12 12 12 18 18 - -
(Tip-Base metal distance) | 1.2 mm wire 15 15 15 18 18 22 25
» YD-50GRR1
Calibration marks 60A 100A 150A 200A 300A 400A 500A
Extended wire length 1.2 mm wire 15 15 15 18 22 - -
(Tip-Base metal distance) | 1.4 mm wire 15 15 15 18 22 25 25
¢ Parts list
No. Description Part number Q'ity Note
65 | Wire jig switch MSU50106 1
66 | Current adjustor RV24YN20SB53 1 Knob: K2901C
67 | Voltage adjustor RV24YN20SB53 1 Knob: K2901C
68 | Connecting plug MT25A6GP 1

A

(1) Wire jog switch:
Pushing the switch feeds weld wire. The feed speed is
adjusted with the Current adjustor.
; (2) Voltage adjustor:
In setting Unitary control (Synergic control), the adjus-
tor works fine adjustment against preset welding volt-
age. Clockwise direction increases voltage.
In setting Individual control, the adjustor weld voltage
directly.

66 65 67 [Unit : mm]
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Remote controller (Optional)

8.2 YD-40GTR1

4 Specifications
Remote controller number YD-40GTR1
Applicable wire feeder YW-40DG1
Cable length 2m
Dimensions 104 x 187 x 64 mm
Weight Approximately 1.2kg (with the cable)

About dial matching
Current marks on the remote controller is tested and calibrated without extended output cables and with extended weld wire
shown in below table. it may shift with welding parameters such as torch angle, wire type , shieling gas and other welding con-

ditions.

* YD-40GTR1

Calibration marks 50A 100A 150A | 200A | 250A | 300A | 350A | 400A

Extended wire length 1.2 mm wire 12 12 12 18 18 - - -

(Tip-Base metal distance) | 1.4 mm wire 15 15 15 18 18 22 25 25
¢ Parts list

No. Description Part number Q'ity Note

65 | Wire jig switch MSU50106 1

66 | Current adjustor RV24YN20SB53 1 Knob: K2901C

67 | Voltage adjustor RV24YN20SB53 1 Knob: K2901C

68 | Connecting plug MT25A6GP 1

69 | Switch WD100101 1 Weld precess change

(1) Wire jog switch:
Pushing the switch feeds weld wire. The feed speed is
adjusted with the Current adjustor.

(2) Voltage adjustor:
In setting Unitary control (Synergic control), the adjus-
tor works fine adjustment against preset welding volt-
age. Clockwise direction increases voltage.
In setting Individual control, the adjustor weld voltage
directly.

66 65 69 67 [Unit: mm]
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