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Introduction

¢ Introduction

These are compact and light weight wire feeders for Pana-
sonic welding power sources.

4 For Your Safety

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

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

A WARNING

Observe the following instructions to pre-
vent the hazard.

(1

)

Never use the welding power source for other than weld-
ing 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 instruc-
tion 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 pace-
makers.

Only educated and/or skilled persons who well under-
stand this welding power source should install, operate,
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

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

»

Fa—y

(1M

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 regula-
tions (occupational safety and health regulation, rules on
preventing suffocation or etc.) or wear protective breath-
ing 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 recommended
to use one with an electric fan with high protection perfor-
mance.

When conducting welding in a confined area, make sure
to provide sufficient ventilation or wear protective breath-
ing gear and have a trained supervisor observe the work-
ers.

Do not conduct welding at a site where degreasing, clean-
ing 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 ven-
tilation or wear protective breathing gear. (Welding of
coated steel plates generates toxic fume and gas.)

Safety precautions

Against fire, explosion or blowout

A=

Observe the following cautions to prevent
fires explosion or blowout.

(1

)

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 welding power source near combustible
gases, otherwise, such gases may catch fire from a spark
of electricity inside the welding power source as it is elec-
tric equipment.

Do not bring the hot base metal near combustible materi-
als immediately after welding.

When welding a ceiling, floor or wall, remove all flamma-
bles 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 emer-

A\ CAUTION

n

stalling shielding (curtain etc.)

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

il

Ay

(1

)

©)

(4)

When welding or monitoring welding, wear safety glasses
with sufficient light blocking performance or use a protec-
tive 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 peo-
ple in the surrounding area.

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

Rotating parts

—

Rotating parts can cause injury.

f

(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 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 under-
stand welding machines. While performing maintenance
or repair work, provide fence or the like around the weld-
ing machine so that unauthorized person can not come
close carelessly.

OMWTO0635JE03



Connection

2. Connection

A\ CAUTION

Be sure to turn off all input power before connection.

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 terminal
behind the lower front panel respectively. The gas hose
goes to the outlet metal of gas regulator.

No. Description

Cables and hoses

1

Wire feeder
control cable

Plug and receptacle con-
nection

Power cable

Bolt and nut connection

Gas hose

Insert and fix with a band

2.2 Connecting welding torch

(1) Meet the flat portion of connecting metal of the welding
torch to the Fastening bolt side of the CC fitting metal
and insert the connection metal into the CC fitting
metal.

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

Gas regulator

Welding power source . l

Wire feeder

Welding torch

Connecting metal Fastening bolt

Flat portion CC fitting metal

18
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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.

* When lifting use of the unit, prepare a guide plate shown
» Range of the temperature of the ambient air: below. On safety, consult your plant engineers and safety
* During welding : -10 to +40 deg C. management.

- Ambient air, free from abnormal amount of dust, acids, * When hanging the wire feeder, be sure to recompose
corrosive gases or substances etc, other than those gen- SPOOL SHAFT to be SPOOL STOPPER vertical shown
erated by the welding process. in figure to prevent the wire spool from falling.

Holes for installation Holes
(7mm in diameter)

Spool shaft
Spool stopp Frame
o
4 28
~ | N
87 320
459
unit: [mm]
OMWTO0635JE03
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Preparation

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.

® Vire 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.

< Note >

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.

« This wire feeder has a wire straightener mechanism.
Adjust the straightening pressure with the Adjusting bolt.

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

Wire pressure adjustment

Wire size

: (4)
(D Wire
straightener
% mechanism

— —
o ha

Weld wire

Adjusting bolt

20
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Preparation

3.3 Feeding the wire by inching operation

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.

® Do not point the torch end at the eyes or face.

Hold down the inching switch to feed the wire.

L

Release the switch when the wire comes out of the
tip of the welding torch by about 15 mm to 20 mm.

« Select the feed roller according to the wire diameter
regardless of the kind of the wire.

Inching switch

* When the flux contained wire is used, adjust the wire
pressurization force slightly weaker than the solid wire.
There are many kinds of flux contained wire and may
require delicately different pressurization forces, depend-
ing on their brands or manufacturing method.

OMWTO0635JE03
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Manual Welding Operation

4. Manual Welding Operation

A\ WARNING

YA . ) .
M‘ Observe the following to prevent fire, explosion or blowout.

i

(1

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 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.

Do not use the welding power source to fuse a frozen pipe.

A\ CAUTION

W‘ Insulation deterioration can cause fire of welding power source.

i

2

—

1)
)
@)
(4)
®)

Keep enough distance from welding power source when performing welding or grinding work so as to prevent
such spatters or iron particles from getting into the power source.

Perform check and maintenance work periodically so as to prevent insulation deterioration due to accumulated
dust or dirt.

When spatters or iron particles get into the welding power source, turn off the power switches of the welding
power source and power distribution box, and then blow out.

Make sure to replace any damaged liner or cable with a new one as use of damaged liner/cable may cause gas
leak or dielectric degradation.

In order to avoid dust and dirt to be collected inside of the power source, make sure not to leave the panel and
bolts (including eyebolts) open and removed.

A\ CAUTION

Observe the following for safety.

(1
@)

Be sure to turn the switch box and welding machine off after welding operation.

Do not point the welding torch toward a person at the time of turning on the torch switch or executing wire inching
operation. Wire may extend out from the end of the welding torch unexpectedly, which can cause human injury.

Note About small diameter wire

Feed a small diameter wire (0.9 mm¢) at slow speed to prevent buckling.

22
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Manual Welding Operation

Three welding processes are available by turning the Cra-
ter selector switch and Repeat selector switch ON/OFF
and operating the torch switch.

m Crater selector switch

* To turn ON/OFF the crater selector switch on this wire
feeder, be sure that the same switch on the welding
power source is turned OFF.

Repeat selector switch

» Do not operate “Crater” selector switch and “Repeat”
selector switch during welding. Failure to do so may
cause an output error.

4.1 Welding with crater filling

* You can fill the concave dip (crater) at the end of welding ® Operating procedure

bead.
* This process is suitable for middle and thick plate weld- Turn tthe Crater selector switch ON and take the follow-
ing. ing steps.
< Note >
To turn ON/OFF the crater selector switch on this wire
feeder, be sure that the same switch on the welding
power source is turned OFF.
(1) Torch: ON (2) Torch: OFF (3) Torch: ON (4) Torch: OFF
—
Arc continues Low current arc
Arc ON (Self-hold) to fill the crater Arc OFF
ON OFF ON OFF Tpf: Gas pre-flow time
7% :Arc start
Torch switch Tof ' .
P (Self-hold X :Arc end
ON=—=,
|
Gassupply | : k¢
Wire slow down I
(Run-in wire speed)\"
Wire feed :
|
|
Weld voltage :
|
Weld current |
! Main welding ' Crater !
Weld process ! = J
' + fAilling '

You can hold the arc with the torch switch OFF and then fill

the crater at low current with the switch ON at the end of . L . . . .
Even if the torch is lifted and the arc is extinguished during

welding. : - c -
welding with the torch switch OFF (self-hold), wire feed and
power output continue. To stop them, turn ON and then
OFF the torch switch.
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Manual Welding Operation

4.2 Welding without crater filling

This welding p.rocess is §uitable for tack weldipg and ' ® Operating procedure
repeated welding operation of short weld section and thin . .
. Turn the Crater selector switch on and take the following
plate welding.
steps.
(1) Torch: ON (2) Torch: OFF
-
B .
Arc OFF
ON OFF Tpf: Gas pre-flow time
:Arc start
Torch switch OFF W
' Tpf | % :Arc end
>

ON

Gas supply

Wire slow down
(Run-in wire speed)
Wire feed

i

: Burn-back time

</
%

Weld voltage

Weld current

Weld process | Main welding
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Manual Welding Operation

4.3 Welding with repetitive crater filling

You can fill the concave dip (crater) at the end of welding

) ® Operating procedure
bead and repeat the operation.

Turn both the Crater selector switch and Repeat selec-
tor switch on and take the following steps.

(1) Torch: ON (2) Torch: OFF (3) Torch: ON (4) Torch: OFF
— —
Arc continues Low current arc
Arc ON (Self-hold) to fill the crater Arc OFF
(Repetitive crater filling)
Torch: ON within Torch: OFF
2 seconds
Repeat (3) and (4) to repeat
crater welding.
Low current arc Arc OFF
to fill the crater
ON ON ON Taf: Gas pre-flow time
Torch switch Tof OFF | 0OFF OFF v¢ :Arc start
o~ I I 10N 11 % :Arc end
| I I I
Gas supply —Eﬂ | : : E : L
Wire slow down I { [ |
(Run-in wire speedT ! ! I
Wire feed | I I e
I | P Burn-back tim
' ot
Weld voltage ' :
| I |
Weld current I | I
I ) | (I I (I
. Main | Crater | | T | Crater| I
Weld process - — — I
welding filling filling
* You can hold the arc with the torch switch OFF and then * To repeat the crater filling, turn the torch switch ON with-
fill the crater at low current with the switch ON at the end intime limit (T: about 1.5 seconds) after the end of first
of welding. crater filling.
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Names and Functions of Each Part

5. Names and Functions of Each Part

5.1 Remote controller

The remote controller is fixed to the wire feeder.

Name Function

Feeds the welding wire.
Feed rate can be adjusted with
the welding current control.

Inching switch

Welding current

Adjusts the welding current.
control

Welding voltage
control

« Inch the small diameter wire at low speed to prevent
buckling.

Adjusts the welding voltage.

» The wire can only be fed out.
(It cannot be wound in.)

Welding voltage control

Welding current control

Scale of welding current control is based on the tip to
base metal distance shown below. Welding current var-
ies depending on the distance.

Inching switch

Set value on Wire diameter | 50A | 100A | 150A | 200A | 250A | 300A | 350A | 400A | 500 A
remote controller
Tip to base metal 12 mm 15 15 18 18 22 25 - -
distance(mm) [ 1.4 mm /1.6 mm - - - - 22 25 27 30

5.2 Control unit

Control unit is fixed to the wire feeder.

Name Function

Crater selector

- Selects ON/OFF of crater filling.
switch

Selects ON/OFF of repetitive crater fill-
ing when the Crater selector switch is
on.

Repeat selector
switch

Crater current Controls a crater filling current when

control the Crater selector switch is ON.
Crater voltage Controls a crater filling voltage when
control the Crater selector switch is ON.

» To turn ON/OFF the crater selector switch on this wire
feeder, be sure that the same switch on the welding
power source is turned OFF.

» Do not operate “Crater” selector switch and “Repeat”
selector switch during welding. Failure to do so may
cause an output error.

Repeat selector switch

Crater selector switch

[}
Crater current control

Crater voltage control

26
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6. Maintenance

Maintenance

A\ CAUTION

Turn off all input power before maintenance work

ltem Point of Inspection

Note

® 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 SUS
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.

Stainless tube Align center of the wire to the feed roller groove.

Pressure rod
is pulled down

Entrance of stainless tube

Feed roller

V groove

Entrance of stainless tube V groove of feed roller

® |s wire diameter matched with the feed roller?

Cause wire shavings increase and choked liner
and unstable arc.

Feed roller ® 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.

If either the gas does not come or does not stop (2) Blow off dirt and using a d_ry compressed air
: ; . . blower from the side A while repeatedly
during welding, one of the possible reasons in L . o
; . . switching ON and OFF the "Gas Test Switch
the gas path is that the gas valve in the wire : . )
Gas Valve . in the welding power supply (thereby making
feeder has become clogged by foreign matters. . ;
. ) . . the gas valve ON and OFF). (Blowing the air
Carry out inspection and cleaning as described .
below. from side B has no effect.)

(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.
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YW-50KBC3KFN

& B fftT—%4 / Technical data

7.YW-50KBC3KFN

7.1 {£#% / Specifications

& # Model number YW-50KBC3KFN
. e N Applicable welding power
ERREEE o gp YD-500KR2
TERBEER Rated welding current 500 A
WIS T A X DIEFE Applicable wire Y1)y FA ¥ & U FCW/ Solid wire and FCW
I e 3 Applicable wire size 1.2 mm, 1.4 mm
Bl /Shaft diameter 50 mm
BT A VR T—I)LE = -
Applicable wire spool 442 /Outer diameter Max 300 mm
& /Width Max 105 mm
rT—IJILERE Clable length 1.8m (HRA7R—X /Gas hose: 4.8m)
H5E Weight 12.5 kg
= I ot |

« YD-KR1 V) —XDBEERICHERAIETT,

s ABIIVTIREDAEEREMEAEHOETER
LTLEEW, RN DOBESESREMAAED
BCHFEATEF A, FLHBBOEBEZIELS
BTnsnbY ET,

7.2 {F/& & / Accessories

This unit is applicable to power source, YD-KR1 series.

Always use this nit with above applicable welding
power sources. Other power sources do not work prop-
erly, or may cause machine troubles.

I REZE Description HE/Qty
NALVF Hexagon wrench 1
V. YA N Hose band 1
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YW-50KBC3KFN

7.3 5} #2X / Dimensions

o N
1 H B o
m < FEr—IL  HRKR—R
4 3 Control cable Gas hose
{ = .
°® W °

by o 0 © | o
S o Jlll¢

. !

205 470 RI)—4—J)L
— — Power cable

7.4 EF&X / Circuit diagram

| |
e e

Rf 6| Y| B|BK Power source

#HKE e S e E
Wire feeder : S £5] 1[4 2| 3| 4| 5| A E
soL ' " :
SRR T EFE 5T :
Y W R § '
- A Q| CN2 CN1 H
& g 1 IR ZUEP15110 ;
28\ R l
Ak I vy i — =0 CN4 CN5 :
g\ — 7
o = Sl 9§ ¢ 7 Fg0° d FI[b % DN B o b B
Power cable I~ = e Self hald '
~ ! elf hal '
- E sL—% 18A A 19A sEEE 20N Z26A s
¢ CCrt7 ' c <\ VRAc VRV¢| '
L iE4¥a Ry IR raterﬂA LR 3 3 !
C fitting i 25A 274 |
! 15A 16A, 20A| 21A| 22A 23A) !
! Control box lL T &2 CNTO YA - Y I :
1 '
ke 72 158 168 208 228 i
L) VEIVAyIZ zga 2|£-1[3 :
Remate controller box 218 238 !
___________________ LS ]
L R 7%t
-2 b=FRAyF

Case
Torch switch
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YW-50KBC3KFN

7.5/N—J 1) X k / Parts list
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YW-50KBC3KFN

3 o o .
No. Z W Description Piﬂrﬁf:m%er Iigca}ratﬁr?gr%%%nrg Qfﬁ%t
to order Yy
1 AT UYHRNT R Capacitor assembly MEX00002 MEX00002 1
2 HARIK Frame MKH00139 MKH00139 1
3 HRNI)LT Gas valve MWX00053 MWX00053 1
4 JEOa A=Y+ Remote controller unit MRUO00074 MRUO00074 1
4-1 JEIIINRI Scale plate MKHO00156 MKHO00156 1)
4-2 AFOGTRALYF Inching switch MSU50106 MSU50106 (1)
4-3 "] ZE K (VRa) Variable resistor (VRa) RV24YN20SA53 RV24YN20SA53 (1)
4-4 A (VRY) Variable resistor (VRv) RV24YN20SB53 RV24YN20SB53 (1)
5 r—FXA4wvFart> + |Receptacle MT25B2YP MT25B2YP 1
6 R J— L8R Spool shaft MDS00006 MDS00006 1
7 R IF1EDEE Spool stopper MMWO00002 MMWO00002 1
8 A XhN— Wire cover MDKO00011 MDKO00011 1
10 DA NERE—X— Wire feed motor Y706-14K Y706-14K 1
11 mE7—L Pressure arm MDA50122 MDA50122 1
12 EY (1) Pin (1) MMP00005 MMP00005 1
13 Ey (2) Pin (2) MMP01024 MMP01024 1
14 MEQ—S—4#A37 5 Pressure roller assembly MDR35101 MDR35101 1
15 Y (1) Pin (1) MMP00005 MMP00005 1
16 mEOy R Pressure rod MDS01019 MDS01019 1
17 R Washer XWF10 XWF10 1
18 MEFZEEHEN S Pressure control tube MNX00007 MNX00007 1
19 MmE/ Pressure spring MBP01403 MBP01403 1
20 mEF+v k Pressure nut MMNO00002 MMNO00002 1
21 C.C.Hfi€& Conduit cable fitting MFC50107 MFC50107 1
22 | RANRMSRIL - Cap bolt XVE8C28FP XVE8C28FP 1
23 NARIL Bolt XVG8C12 XVG8C12 1
24 SUS Fa—7 1216 Stainless tube 1.2 - 1.6 MGT01608 MGT01608 1
25 i Washer XWF14 XWF14 1
26 ATy % Spring washer XWB14B XWB14B 1
27 NAETFY R Nut XNH14J XNH14J 1
28 UF R—X Feed unit base MDB50105 MDB50105 1
29 BrEO—5— Correcting roller MGRO02005 MGRO02005 3
30 J4—FB—3512/14 Feed roller 1.2/ 1.4 MDR01401 MDR01401 1
31 JL—%a1z=v bk Brake unit MKU00142 MKU00142 1
32 KL+ Bolt XVG6C30FG XVG6C30FG 2
33 iEITva Insulating bush MZV00602 MZV00602 2
34 iz — b Insulating sheet MZS16501 MZS16501 1
35 SH+wvw bk Nut XNGZ6SWF XNGZ6SWF 2
36 | BIEREF Correcting fork MDA50123 MDA50123 1
37 Avyo+vy bk Nut MMNO00803 MMNO00803 1
38 SRR Bolt MHTO03202 MHTO03202 1
39 |cC&£EigBRE Insulation washer MZK01403 MZK01403 1
40 Ey Pin MMP00824 MMP00824 1
41 m=x< Conical machine screw XSS6+15FJ XSS6+15FJ 1
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