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Introduction

¢ Introduction

This wire feeder is applied for a Panasonic GMAW power source, YD-500AE2TAS. It shows constant and stable wire feeding

with two-drives and 2-free roles mechanism.

¢ 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 November, 2021.
® The information in this operating instructions manual is subject to change without notice.
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1.

Safety precautions

Safety precautions

/\ WARNING

‘Observe the following instructions to prevent the hazard. |

(1

)

®)

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

=

Ay

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

@)

(4)

®)

Ag

etc.), or wear protective breathing gear. If a protective
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.)

ainst fire, explosion or blowout

A=

Observe the following cautions to prevent
fires explosion or blowout.

(1

()

(4)

®)

(6)

(7)
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.

/\ CAUTION

Installing shielding (curtain etc.)

Rotating parts

B

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

(1)

)

®)

(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.

OMWTO0327JE05
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Specifications

2. Specifications

2.1 Ratings

Model number

YW-50DEF1TAG

Applicable power source

YD-500AE2TAS

Applicable controller

YD-00DES1TAF

Applicable weling torch

Panasonic welding torches with CC metal fitting

Rated output current - Rated duty cycle

500 A-60 % (10 min. cycle)Note')

Applicable wire spool

Spool shaft 50 mm
Outer diameter Max. 300 mm
Width Max. 105 mm

Applicable welding wire

Solid and flux cored wires

Applicable wire diameter

1.2 mm, 1.4 mm(Note2)

Wire feed mechanism 2 drives and 2 free roles system
Structure
Spool brake With brake mechanism
Weight 15 ke
Hexagon wrench 1 pc.
Accessories
1.2 mm contact tip, 1.4 mm contact tip Each 1 pc.
(1) See your national and local electric code and change
the power cable size if required.
(2) Welding with 1.6 mm wire requires optional parts.
2.2 Dimensions
250 685

(e == z

425
355

Unit:[mm]
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3. Connection

Connection

I\ CAUTION

Turn off all input power before connecting operation.

3.1 Connecting to gas regulator and power source

I\ CAUTION jﬁ

Overturn of gas cylinder and blowout of gas flow regulator
can cause injury.

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

Prepare a separately purchased “Cable unit” to connect the
feeder to a gas regulator and a welding power source.
The unit includes a gas hose and two interconnecting
cables.

The gas inlet fitting is connected to a gas regulator. The
control cable connector and the power cable connector are
connected to the welding power source

No. Description Cables and hoses
Gas hose for gas
1 Gas inlet fitting 9
regulator
Control cable
2 Control cable
connector
Power cable
3 Power cable .
connector Functional ground @
A Functional Ground cable, For stable control circuit function, connect the A\
ground =" Customer supplied terminal to noiseless ground terminal.
A grounding cable is customer’s supplied and requires 1.25
mm? or more..
OMWTO0327JEQ5 21



Connection

3.2 Connecting the Controller and welding torch

(1) Connect the controller to the 24-pin connector.

(2) Place the torch so that the flat portion of connecting
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.

(3) Turn the connecting metal 90 degrees, and then fasten
it tight with the fastening bolt of the CC fitting metal.

(4) Connect the gas hose of the torch to the outlet metal of
the gas valve.

Base metal detection terminal

20 m or longer extension cables in output circuit generate
big voltage drop to cross output cables. It may cause
instable welding arc and more spatter generation.

The base metal detection terminal is used to compensate
the voltage drop to cross output extension cables.

(1) Open Top panel of the welding power source and
change the base metal detection switch “SW1” to
“EXIT” side.

(It is factory set to “NORM” side at delivery.)

(2) Connect the Base metal detection terminal of the
feeder to base metals with a wire which has 1.25 sg-
mm or more cross section.

Torch switch CC fitting metal

1

N
Y,

A\
I,

q

Gas outlet Receptacle for the controller

Fastening bolt

N

Connecting

X

metal

CC fitting metal

Flat portion

@ The controller can be hooked on the wire feeder.

Hook

Controller
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4. Preparation

Preparation

I\ 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.

uuuuu

4.1 Work environment

Install the unit in environment shown below.

* Indoor use only. (IP21)

* Range of the temperature of the ambient air:
During welding : -10 °C to +40 °C ;
After transport and storage at: -25 °C to +55 °C
* Relative humidity of the air:
Up to50% at 40 °C ;
Up to 90% at 20 °C
* Ambient air, free from abnormal amount of dust, acids,

corrosive gases or substances etc, other than those gen-
erated by the welding process.

« Altitude above sea level up to 1 000 m.
* Base of the wire feeder inclined up to 15°.

When lifting use of the unit, prepare a guide plate shown
below. On safety, consult your plant engineers and safety
management.

Holes for installation
(7 mm in diameter)

o L o °
D o
o o 0 [0
a __ I N | S
> — | N
qo 0000 o o
AN o o’ °
| 1 e ——— oY
87 320
459 unit: [mm]
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Preparation

4.2 Mounting a weld wire

4.2.1 Mounting a wire spool

(1) Remove the wire cover.

(2) Turn the Knob screw (1) to rightward and remove it
from the spool shaft (2).

(3) Mount a wire spool to the spool shaft and insert the
Rotor pin (3) into the spool hole (4).

Check that the wire spool has clockwise motion.

(4) Return the Knob screw and fix it tightly.

4.2.2 Setting wire

The feeder is factory set for 1.2 mm dia. weld wire at
shipment. In case of using a weld wire other than 1.2 mm
dia., make sure to set a feed roller and SUS tube
corresponding to the applied wire diameter.

(1) Loosen the straightening bolt (7) and Lock nut (8).

(2) 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.

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

(4) Insert the weld wire into the SUS tube (5) through
between the wire straighteners (6) and the groove of
the feed roller (4).

(5) Reassembile the pressure arm (2) and pressure nut (1)
back in place.

(6) Adjust the pressure by rotating the pressure nut (1) to
the optimum for the applied wire size. Rotate clock-
wise to increase the pressure.Improper adjustment of
the wire pressure can cause slipping of feed roller or
wire buckling.

(7) Turn the straightening bolt (7) and lift the straighteners
(6) so as to straighten the wire. Then fix it with the lock
nut (8)

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 SUS tube.

<Replacement procedure>
(1) Pull off the pressure nut (1) from the pressure arm (2)
to unlock it.

(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 SUS tube (5) rightward to remove it and
then replace it with a new SUS 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.

%4—;

]

Do "wire inching" operation to feed the weld wire to the
torch end.

7
216 P27

-
SOLID £ F

Pressure nut Wire size indication
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4.4 Adjusting spool brake

The spool shaft has adjustable braking mechanism.
Adjust it if sagging in the weld wire is observed when
jogging operation is performed with the welding current
volume at the applied welding current.

(Readjusting brake of the spool shaft is not required in
normal operating condition.)

4.4.1 How to adjust the spool braking level
* Rotate the M10 bolt assembly (2) to adjust it.

Direction Braking level
Clockwise Increase
Counterclockwise Decrease

4.4.2 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.

Make sure to insert the Brake support (3) into the Rotor
(5) inward and assemble them.

If inserting direction of the Brake support is wrong,
braking works too strong and the Rotor (5) will not
rotate.When assembling is correct, head of the M10
Bolt assembly (2) is protruded approx. 4 mm. See the
drawing on the right.

4 Caution at retracting wire

Preparation

Stator

M10 bolt aseembly

Knob screw

The spool braking level is factory set to 0.1 Nm 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.

- Z=approx. 4mm

Look loosen wire touched to the frame or ground. It may cause burnt
/N CAUTION | or

injury with electric spark when the torch switch is turned on.

» Wire retracting makes loosen wire. Rewind the wire into

the spool manually.

OMWTO0327JE05
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Maintenance

5. Maintenance

Turn off all input power before maintenance work

Item 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.
Align center of the wire to the feed roller groove.
e
>
SUS Tube \ ;
® |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 connec-
tions of the wire feeder gas hose at the inlet
and exhaust sides.

. (2) Blow off dirt and using a dry compressed air
If either the gas does not come or does not blower from the gas outlet side while repeat-
stop during welding, one of the possible edly switching ON and OFF the "Gas Test
Gas Valve reasons in the gas path is that the gas valve in Switch" in the welding power source (thereby
the wire feeder has become clogged by foreign making the gas valve ON and OFF). (Blow-
matters. Carry out inspection and cleaning as ing the air from gas inlet side has no effect.)
described below. (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.
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6. Circuit diagram

Circuit diagram

OMWTO0327JE05
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Parts list

7. Parts list

7.1 Body

No. Description Part number Quantity Note
1 Base frame MKHO00149 1
2 Spool shaft assembly MDSO00012 1
3 Spool base metal assembly MDMO00010 1
4 Wire cover assembly MXU00012 1
5 24-pin connector harness MWX00094 1
6 Base metal detection terminal T375-12K 1
7 Coduit cable fixing metal MFC50107 1
8 Torch switch recepatcle MT25B2YP 1
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7.2 Wires and others

(4)

Parts list

31

25

32
No. Description Part number Quantity Note
21 Extension plate MKUO00091 1
22 PCB box MKHO00146 1
23 Side panel MKS00030 1
24 Cable WCB80X67FF 1 80 mm?
25 Gas valve J540-710 1
26 Wire harness MWX00093 1
27 Cable fixing metal MFS00001 1
28 Rubber tube MFG50129 1
29 Fuse holder FHO32AF 1
30 Fuse XBA2E30NR5 1
31 PCB ZUEP13923BB2 1 Exclusive for YW-50DEF1TAG
32 Gas inlet metal MJHO00019 1
Hexagon wrench HWK6 1
- Contact tip TET01296 1 For 1.2 mm wire | Accessories
Contact tip TET01447 1 For 1.4 mm wire
OMWTO0327JE05 29



Parts list

7.3 Wire feed unit
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Parts list

No. Description Part number Quantity Note
41 Motor MDKO00027 1
42 | Relay harness MWX00164 1
44 Wire harness MWX00107 1
45 Wire harness MWX00099 1
46 | Pressure adjustor MDX00008 2
47 UF base assembly MDBO00008 1
48 Pressure roller assembly MDRO00060 2
49 Pressure arm assembly MDAOQ00007 1
50 | SUS tube MGT01608 1 For 1.2 mm-1.6 mm wire
52 | Washer XWH14 1 M14
53 Spring washer XWB14B 1 M14
54 Nut XNH14J 1 M14
- LY ~ MDRO00055 2 For 1.2 mm-1.4 mm wire
MDRO00056 - For 1.2 mm-1.6 mm wire, (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 MGWO00010 1 For 1.2 mm-1.6 mm wire
70 Feed roller shaft MDS00009 2
71 Feed gear assembly MDG00010 2
72 Feed gear MDR00032 1
73 Insulating sheet for motor MZS00021 1
74 Insulating bush for motor MZK00006 3
75 Wire straightener assembly MGUO00011 1
80 Insulating sheet for UF base MZS00022 1
81 Insulating cap NCAPM6-20GY 2
OMWTO0327JE05 31
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