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Before operating this product, please read the instructions carefully and save this manual for future
use. Please also read the operating instructions of peripheral equipment.
First, please read the “Safety Precautions”.
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B -t [

ysi|bu3



*EHELU
=47 5] PR 3
1. 22 EOTER WMFTHTFDLIEELY4
1.1 D1 PRGEBEFERITDEZCHTOLE
 [uk=y Ful V3 YA < 4
2R S 7
20 HBRR e 7
211 JAPBEBOADEE 7
2.2 I BER e 8
239MBBI ... 8
3.RBOIUER ... 9
B BB e 9
B2 B e 9
T .5 1— TR 9
VIR =3 11 n) RO 10
. (RS ... 13
5.1 BEIVAVOENAE o, 13
5.2 74—R0O—-5—& SUS F1—T D315
B. TR * IR oo 17
7.EBE........oooeeeee e 18
8. IN=YURDN i, 19
I I N 19
82 A PEEIER ..., 20
8.3 BlUTEEBER .eeeeeeeee e 21

¢ Table of Contents

INtroduction .....eeeeveeeeeeeeeeee e, 22

. Safety Precautions...................... 23

1.1 Observe the followings for safe operation
of wire feeder..........cccoeevveeecneenennn 23

. Specifications ........ccccceeevivveeenne. 26
2.1 RAtiNG oo 26
2.1.1Touse 1.2 MM Wire ......cccoeeveinennnne. 26
2.2 ACCESSONY ...veeeeeesireee e 27
2.3 DIMENSIONS ....eeeeieieiieee e eiie e 27

. Installation and Transportation...28

3.1 Installation site .....oeveveeeeeeeieieeeee, 28
3.2 Transportation..........cccccceeeeeurvenenen.. 28
3.3 Installation .....oveeeeeeeeeeee, 28

. ConNNection .....oovevee i 29

. Preparation................cccceennnn 32

5.1 Installing welding wire..................... 32
5.2 Replacing feed roller and SUS tube.. 34

. Maintenance and Inspection ...... 36
. Circuit diagram........cccceeecvveeennee. 37
B | ) [ A 38
8.1 Main body........ccoeeeeviieiiciieeee. 38
8.2 Wire drive part ......cccocueerieeriiiieeenn. 39
8.3 Separately sold optional parts.......... 40

WMWO42TJEPAAO3



¢ [FUBHIC

AREERE, NFYZvITNILAMAG BENSESIR
YD-700VH1 DT 1 P X4EERETI, 2 B 2 e/l
DTAPEREICEID, RELICTVA PEGEERRUE
ED

¢ Z(CDOL\T
ARBOHE, FAH. Y—ERITHEIIE, BEHicNT
V\DBESERS I UZEDMESET DS DEERERIAE
[CEREESNTLWIRLREEEECEFEEET,

FU®IC

¢ ZEER

ROVWTNHCEZHT DHEE. HBHBROVICARE

DIRFEEIREBE S BTULEREEXT,

o [EBRERE - 7T - BEROLIUEHRENTHONGH S
Te S DAEE,

o RKME, ZOMATNAICLDES,

o BHWARBLWMNORE - BBRAR, XTFAREEICHED
AERBOME, FFARGEE BHNARBINDRIGR,
ﬂ%ﬁ@%\V7h¢l?@£t@ﬁﬁébﬁ[@ﬁ?
SEE,

o R BEREEG. TOMSHOEFECEREIDRES,

« ZERBOER GRROFERICKDRISEINEBHIND
EFORRERDGEESHET) [CERTD. MNHE
EICRIT PRIE, (DOt RIGHFICRIT DRI%E)

« AERHRETEU D@KLFE - BEBRBREDEEX
CIZZ DIOBIFEE - REEBE - BREBE,

(FEEER LOIER]
FERERRNDIGEE, ROZRITTERRE
SRS - REWBRFTZNZMEL, BR
MEZEERFEL TLIESLY,

¢ XEDETEAB(S,
20211 1BREVHDTI,

¢ XEDTHABE, MRDICHFESBUICRET
DIERBDET,

WMWO42TJEPAAO3

B -t [



1. RELEDTER WIHTOHLLESLY)

1. B2 LEOTER wassn<awy)

BEBEC N —F, BISBCNEORESRELD
DETTBL RS LY,
¢ ZEBRDTCHDESRR

AN\DBE, MEDREZMLLTDTcsH. T HTFD
WK CEZFHRALTLET,

BEPEENEEZXDU T, HBELTLET,

R CEBERSBTNIBD
& kal o

. | EEEESCCD, HEORS
A SFE | rrETssTNIBENG

0N

T,
BTFO VI AT ZRDRES THBEL TLE T,
® LTIEWEIRLWRB T,
ETURIINERSBRVARS
T

[E DT TCVEIEKABTT,

A A

1.1 DA PG EEZXFEHRITDIES
[CHTFOVEERWTE

2=
=

T4 PEEEE

0 BEARBABSRZETDTHIC,
MIRDEZHTFDLLIEELN,

(1) CEACH: > THIBEEENT TS,

(2) BN OFERICHERELAL,

(3) BBEFOET. BEAROMDEL - REHE
URE, BEEORENDREHLURENONL
BRE(E, RO LU HNEECHS,

(4) BB OB EERISFOBECTERICANTS
ABBNESTET S,

(5) DD X—AA—N—EBALTUDAlL, EHf
DHET B D F TIEED OB OSBRI
DEBDISESH R,

(6) EBAMIT, RTSHR, BRI, SEBEELITE
B & CERUTADT S,

(7) BfEld, BURSEIEEL CERL, BRBEORE
WA TE DRI E BEEDH D AT S,

RE

HESICHND &, BnHPER
P RIFEZESIENBDFT,

(1) HBBICIFAN,

(2) BEEE B, BERCCRE. BEIEL0E
REBTDANEE (BSREEITEE) (it
TEMTEEEHT S,

(3) BAMT, BFEHRIE. TANTOANABES
FoThD, fE2T S,

(4) T—TIVIBBRROHD®, BELLDEHEN
BEHUCH T DEERELEL,

(5) r—7 LB, BRCHEDN I TERT S,

(6) T—APHN—EBMD I T E EHE LR,

(7) BNI=D, BNTFREERLEL,

(8)

9)

8) BFACERI DL &L, iz ERT D,

9) RTIRRISEHNICEEL. BELICHIIEE
L THhofERT D,

(10) BARLTLRWEE([E, INTOREDADAIE
REY>TH <,
HETER O RER
RUVNGAT COBERIEREE. BRORZ
ﬁ [CELD, BRI DBIREAHDET,
:?

BERICEEITDHAPEI—LA
2 zlk5195E. BRZEITDIRA
[CRRDFET,

(1) 58 (HERLEERN, BRRSEZNLHER)
TEOSNBHTE, +HBRSET DN, =2
SRS EBRT D,

(2) 58 IBRLEESA, BUABSIIHEE)
TEOONBIHSRFEERT 2, WRA
RESEBETD, TRAREEE, LOREL
HEOBVEE Y 7 N = FRARESEHELE
T (B8 RMUAEEMHILBERIR).

(3) IV T, 15—, WEREDERCBEMLE
FoEE, RBARDPPITVHARZEOETLD
SVARIEBCRBLET, TOLSBEFHRT
3. BERSEEMLLTBEOC, TORBSE
TBh, EEWREEERET D,

(4) OB TOBETIE, BT HORRIET B,
DEREEBAEL, JRSNERENEED
HETERET B,

(5) BiE, ¥5%. EBEEREDEL T, BEBEE
ETDRBV, BERARERETDEN DD,

(6) HEMREBETDE, BERAXPE 1—LH
HETD, PEHHIRBSETDN, WRFRE
EEEHET .

WMWO42TJEPAAO3



ISEPmTE,
V?E KSEPIRFE, THRERSTeoIT,

MFRDZEZHTFDLLIESLN,

(1) T B2\ IHTIC LT DRNES, T
AR D, RN \— TR EE S,

(2) THAMA RDIEL Tl BELEL,
TR DR DI < [CEBERB LA (S
FBSHETHD, NHOBIKIECLDIKT
ZTRMNDHD),

(3) BEBROBL\EHE, TRIISESIRL,

(4) K, K BREOBSETE, BN-AICH2T
IRIEBD IR < o

(5) 77— 7L EHERIE, BECHHEIT TRET 5.

(6) BHEIT—TIUid, TEBRIPEETIEFHOR
=

(7) WEBICHRAA ST HRED, BEASNII VT
)51 TEBEELLL,

(8) BEAFEIBMIT [CHKBERL. F—DHS(C
#2 5.

(9) S L T2/ 1 TOBRICERLE,

(10) SEE b —F RIS DBET 1 PHBHAIER
TR (A U TR OBE L BT RS,

DERRIE

WKPREE, WECOBADET,
RS Z LRV TLIES L,

(1) ERIBRFREIC TR < RS L,
(2) WEBD R, 7= [FERBOEBD I OIMOfHI %
ENNERISEFHBBOIERICHE > T EE L,

AF=

BETRETDP—T%, RET
/4; R\ IPRST, BElL B
37 DRIEPEEDNPITE, BRICER
NERICARDET,

(1) BEERXBPOBRICREREREBL. 7—IX%
PMEDARDBEICABRBVNEDEANT D,

(2) BEREELBEOEREZTOSHBSCE. +9712
LeXEEEITDU»HREDHHR, £3EE
BREEEFERT D,

(3) BEAENKRETFR. RMOR. MN/N\— &7l
MIRREDREEZFERT D,

(4) BELUANIVDBVBAICIE. ISFEEE (i
1 P—VYIREDEEL) OFEEIF. BFRICLE
Mo THEAT D,

1. RELEODTER WIHTFOHLLEELY)

(5) BEBRAAZ LD E, BETRETZF—7
BRAZ<RBNT, REENUBCH D,

ARARUN - AARERAES

PARY DGR, PATES
5?5n HENBATDE, ASEHER
SCEnBDET.,
(1) BIBITHE > THRAR Y NEBDES,
(2) B E - [HEEOH AR AEREFEET 3,
(3) RIS, ARARSFEBFOEIRHAS ZH A
TEFEZTD.
(4) BRRUAIR, BRAORY AT TICEET 2o
(5) HRRUAM, BRICSSER,
(6) HARYADI LT EBIT B E = (Tld, HEOR
B DT80\
(7) BRRYAEFBLANE Z(F, U REF v
TERDMITITHEL,
(8) HRRYAICHBE N —FERTTD, BAHNSHR
MYNICHMNTZD LRWKDICTD,
(9) ARARBAREODRPEEFEFIVHN YT
e, EEFZLONTIEXIC R BELRRL,

B
i
;9&; OESE THORBICBDET,

(1) @EPOFEO—>—(C. F. 1B, BOE. K8
REZEDITRV, OEPCEZATNTITHZ
B ENDH D,

(2) T—APAN—ZBRDINUT=FER. ERLARL,

(3) BRTFRE, BERETT—APAN—FITEE
(&, BERELC(IBE#E L KEBRLUIANT
L\ D1 PRGEBEORHEICEAVNVETDRE, &
BEICANEIHRVNELEDICT D,

BERTTP
‘ BIERT A P OLRANROE L.

B -t [

BRERHCRIED, [IThETS

ZEDBDET,

(1) 558 h —F D2EIRE B PEDEITES T,

(2) B S 1 F—EADEE ~ —F OSBAETA %
A VFVITTBETAPHRES A F—E—T
EBBTBEN DD, F—Fo—TIEME
L. 268 (B7 ) BE@EEs U T CUTREYT
50

(3) h—F & —T IUHIR (A > T REE CRR T o
A VUFUTETSE, T PHEIIES 1 F—&
BT EBET R ENDB D, BONESA
F— T IRARRNOBEBIERT T,

WMWO42TJEPAAO3



1. RELEDTER WIHTOHLLESLY)

» BE

(1) BRAT - BfE - RBTEE - BEEEEE - B8
EXMIICELT
B ISTOEREET DA
BT RERITEE £1 /% BENMIBO®BE D®E (0%3@ Bils.
C & (BH3IE 38 BHTs
E36% IMSEREEZOMS
SEREEERE 553 2 55 BAVDURERET D
£33 3% RBCLZBBOMLE
859 3% WEAFESE

BRRZIESLEARA F21% BECHRIEE
¥ U AREERLERRA EERIES
B/2%
EHMTS BRISTOREESE
BIEICEALT
HBREEERA ‘ FHI6FKE3IS | HAREFEERIHE (REEERIBEREL LR

JI'S/WES OE&RE

FEZEEERACEDV, BEORBES

RT =R - BE(CELT

BEERSECLDUBEIFHAHBENZBE T, BEEELCERUILS

(2) REEZOEEEIEHR

JIS 73950 gﬁgﬁ%ggggi . JIST8113 BERADURETR
JIS 28731 REBRSOFRT - IERE JIS T8141 L » HRER
JIS 78735 RENL NILDRIESE JIST8142 BIEBRER
JIS 78812 BERINEORIERE JIS 18147 REHH
JIS 728813 2R U AVBERIE S AER JIS T8151 FUANRD
JIS T8161 PERES

BASE  |BRCHIONTNG, EERTSLUAREHABONSICOVT

BRCHION T PBERTHLUSNESIHEONS( L, WRICHTIES - B - 515 - RS (5=
HFRELLD) [CEDEFHSNTHETM NEOMBFRSEUESNDEMBOET.
HIECLD. BEEIRS(CES  EREMOBBERICRL TORBINEICEENEUTTBEICDEELT
I3, EREROBRECHV THHL TV EREET L SBRVLET,

6 WMWO042TJEPAAOQ3



2.tk

2. 1%k

2.1 fTHRER
o YW-70DKA1
B REBEEIR YD-700VH1
EoeesE~—TF CC Bf&BEHRLT
EBEMR 700 A
ERBXIGERE 1.0 m/min ~ 35 m/min
TETEEERER 100 %
BT A ¥ OEE Bl / weam FCW()
BT A PE 1.4 mm, 1.6 mm
71 VERENAE 28R 2 B
#ET—JIVE 0.2m
ANAREA BAX 0.4 MPa
=)= 10 kg
REEFR IP2X (ENfERRE)
SEHIAR JIS C9300-5

(*) FCW: 75 9 IZRADTA+

2.1.1 DA PEEVNDRE

TAPEN 1.2 mm D71 PZERTIHER> BT
BMRAMNETT ("8.3 BIFEHE " Z28R).

WMWO42TJEPAAO3 7/

B -t [



2. ftx

2.2 NEG

e IA—D BRRE WEI—R e Bz
. - 71— RO—S5—REeIC
NELYVF f YWC2T HWK3 1 fFR G$HE 3 mm)
N BB N —F B CfEF
RBLYF | HWKE HVVK6 " G e mm)
R—2/\ R 03@3 WHB14 WHB14 2
r—J L EESE WSMFS00002 | WSMFS00002 | 1
RIL R @ YZA102 XVGZ5+F12F) 2 |r—7LEELE BEA
FhFa1—7 e MFG50129 MFG50129 1 |HAT—TIVRER
JLFa1—7 (j;fl WSMFG00001 | WSMFG00001 1 |HAT—TILRER
N S L ALT200M ALT200M 2 |wAr—7IRER
RIL b ) ) YZA239 XVGZ8+F25F) 1 A —TILEEsE
Ty © YZA231 XWGSF) 1 |HAT—TILERR
s S XNFZ8SW XNGZ8SWF) 1 |Ehr—T s
2.3 NEK
[ [T
} { ke ®
E OIO
1 = o [z )
O
ﬂﬂﬁl (@] (@] ) ® ® ]
l [T i 2 .—m—l
m — _L
) ® ® ®
i ‘ 1055 _||_4
o | 1445
~_|40] 150 36 300 200
BT : [mm]

WMWO42TJEPAAO3




H XU ENR

3. &

ANTE

3. REBLUEM

3.3 &XE&

1l
X

FR =z, REOBRBEDRE

(’ ERBODABSHZ BT DT, ﬁ%
ZEUKBARULTLKESLY,

B A
= 1

3.1 ERSA
TEEDRHZmIc IIHAACTIERLIEELY,
(1) ERNERE T, BB, KEPROHNH SRR
T. AUROEE(CTHZ 5NDH.
<FE>
PF—RPBUKEBUTSRE. BEIEELHS
FNTEBRSETH D, BRL TS,
(2) BERE :
(a) -10 C~ 40°C GBEBIFEE)
(b)-20 C~55C CElf - REE)
(3) BREICHITDEE :
(@) 50 %UT (BERE 40 CH)
(b) 90 % AT (BAEEE 20 CH)
(4) B : 1000 m AT
(5) BEF —IBICANHET SRV, (DWTET
RZR5 <)

(6) BEMNSRETBLNT, FTD, B BRI
HREDYEDED THUEHF,

3.2 Efi

BIRMRE PEES I MEROHDE

NDFE, BHEIFEB(ITTLLESL,

o MIRAMERENDRE, BHE(ET
TLIEE W, T4 PRIGEEN A
FRIEENABDET,

« BT, BAIICKD, BN RIABSE
(’ BPHBOBEOHENIH DX
ED

s VM VPREGEEZEE T DHESIC
(F. TEOABZEECERL T
EEVe TR—ZMR(CEUSNZFIA
LT, U1 PRGEEZHD [T,
NI - AN AV S ltay i) iielb)

PN =

EMFFOEHT 1 PEXIEEEDR
BT d7cd. RDIEZHT

0 DLTEE0N
¢ JAPEIGEEAER. BEITD

EEF. ANERZYI>THD
?i-j_c<7-:\.\6b\o

BDORITET,
| | 4 -@10:02 |
N NP %
=
| 2-07 P %CE
‘ - L
L35 ‘
130 02
24002
300
BT : [mm]
X & |
THOLS CEEY & RGEBEREL TREL,
(IBEY) S BB D HI)
wig Ty o BV RIL b MBI
(PEFERSR) (PEHRERSR)
| |
R \ E
(PEEERR) | !

WMWO42TJEPAAO3

B -t [



4. &7k

4. F=#n ik

2=
= 3

EERICIE, WIREBEDRT v F =YD,

ZERE/HO TSV, T—TIVEDER

(&, BRCHDMTTLIIEEN,

HHT—T)ViRFES, BERCERBRUEZE

LTLIESLY,

¢ HEHICHANDE, BEPEGMNIAESE
BPHEBDEEDBENAHDET,

E=

71 PEGREDRERAICHEERN—F2, BEEAIND
HTWDT =TI (BBFRER). h—R (BEHRER

-7y M B UZRE X THie
TLEES L, BHDDHDE, EHARICL > TEREIF
IIBENBDFTT,

@ FENENBERER. HARBBSCEHIUEI,

2

®

1
BS & SO ik
O |AREOEE BERAN—FOAREE U

@ |CC Hft£E

BEA N —FOEREE

BAR, NI N EORT

o BE N —F O

[CLT, CC HftEBICHEALET,
NNCOHBTEXT,

IV 8 Nem ~ 10 Nem

(1) BE N —FOEEEETENZ C C MNZEOMHENRIL M
(2) BEN—TFZBEYRBMUBEZITHEATDE, BELMN-—FAELEVT

BEN—FTZ, EGLINHANI0° FEBL T, NEBRDTE
LYF T fimIL b+ (CHHM TR,

fERRIL b

EheE

A

TR
B~ —F

C CHft£EQ@

WMWO42TJEPAAO3



4. Tk

& MR EESTPOES

&k

1/ \—
(BEFRERD)

HHT =T UXiGEE RN F

SABORILNET Y+ « Fv N TER
XTSIV 10T Nem~134N+*m

o HAT—TIVOHEINN\—\DEHR

(M NBILF1—7 GINEEL) %=
HAT—TIICBLET,
RS —TIL 80 mm2 x 2 K

\ JbaF1—7

(NEm)

HAT=T I
(BELRERR)

(2) HAOT—7 Vi F &R/ N — (TR EDRIL b
Ty ov—, Fv hCTHEAZDIDITER
L&, CCHff&E

Lk (M8)
(NEm@)

l ﬂk@ﬁ\ Fybk

(=)
JyTv

(B
HAT—T I
(BEFERR)

B)NEBILF1—T2THOLDICHNIKF
HERDD 5 mm ~ 10 mm BEHE., M8
N1 VS 2 BRICCTEEUVLEDT—TILE

FRELUEY,
T —T I -
ﬁ&ﬁnﬂn) A
. ﬁ — 7
L
_\\
—L 1
4 y@‘\ TaFa—T \ \ Ry
G E)) & E) T )

s WA —T . HAK—ADEE

EHT=T) XU ARR—R(E, TEEET
BELTLIES LY,

(1) IRV M &L, FA—ZAREILET,

) MEBDT—TJIEERE, JLF1—7 )
nBEED). RUNILbZAL. ABEMD
TROLSCHAT =TI RUARHR—
AZRDRITET,

T—7IEESE HAR—=2R

B
JduaFa—7

=

RILE (M5)
tEE

@

(BEFERR)

(3) FA—AREROFTET,

WMWO42TJEPAAO3

"

B -t [



4. &7k

& R

EESPOES

&AL

AAKR—2R
(PEHEHRE NntEd)
HRAZR—X :
=)V RAZXBER—X
(AT 6.3 mm/

SME 12.9 mm)

HAFERE. ARNIVTHDOARRE

o]

N
AN

H2ARE HRNIVTHE

BA%. NBOHR—R/\V RTEE

T4 =5 -l —7)

BEBREOT A PEGEREIRT Y

ERT—TI (BBHFERR) =M.
F—BHIE ORI 9 —(CTESR

12

WMWO42TJEPAAO3



5. B %S

AT

, | 21— FO-5—GEoBRsT.
;gk} F. 15 EOT. RELRCEEOD
BOTLREEL,
“ | o BERENTINET DT E D
nET,

FEERIC N~ — T DB T
PRECHDRTDNTNDT %
‘) BLTLRSL,

R BRI BB E 7 — 0
P FHEHENRRICRDET,

5.1 8871 P OEUI 75k

AT

ZEDTCH, RO EZHTFDLIESLY,

¢ TAPZRDEKRD ST FR
FRPEBONMQZBAL T
SN
¢ TAPOERBIUBMDES &
[ClE ETICLDIINZERLETD
() fehZEHZBRL TLIESLY,
e, FE5LTDE=RFBREICR
DIRVEDICTZEDIFTLIESLY,
¢ T VPIREENTHE. U1 ik
BERF O Tc X HICLTLIESLY,
FERIT ETAPHESITERT,

v BERF_FORBEEOEDH
CESTITA VF VT URNTL
BE0 DA PHROEL, B9
BEPKICRIZ D, THETHE

® RBDET,

o EER h— TSN D T IR
BETICEN, RESEL S
SECEM AL SCLTL 7
=00,

5. EFR%fE

1ERTFIR

(1) 71 —I—HN—%BIES, T1—F—H/\—
RUGCEESNTNET, FAICIINT RS
(AR

= Tt —FT—H )\~

(2) @HEONEF Y FEFHCHL, NEF—LELE
FE,
ME?Z—L

EFY &

B -t [

(3) 71 —RO-5—H'ERTDT1 PEICE>TL
DHEFELTLIEEL, &2 TCULRVESR—. 7
1 PRICE2TEHDICKBRLUTLIESLY,
(15RX—=IY [52 TJ4—RO->—&SUSFa—
T DX BIR)

(4) 71 PEESEISOOY 7+ v fEBL THA

WMWO42TJEPAAO3

13



14

5. ER#fE

(5) 71 +EBLT, SUS Fa1—TOH(C 20 mm ~

(9) BERr—FZEZ>IICBIL. VEIVEE

[FBEEREBNRIVDAVF VTR Y FiB
LT, 714 P&EEDET,

(10) DA PH, FuT5HEHNDH 10 mm iz e
TAVF VIR v FERLET,

(1) 71 PBESEIROOY 7+ v hETLTHA

RO—->—%_LABNENL. FvITEimEDTA
PF+ A NEFARBLTLIEELY,
(7) EF Y FOEEIMERTD 71 PEEOIEAIC
ADLDICHEBLTLIEELY,
~ “//WETWF
— EA
71 v EROIE

(1.2~1.6D155)

%
E— 1100 N 1
IEES BE|
— SOLD AT
i g; L )
——————__/

WMWO42TJEPAAO3



5274—FO->—&SUSFa1—
AP

DA PEICHUT@YRT 1+ —FO—5>—& SUS
Fa1—TZ&FERALTESL,

1ERTFIR

(1) 7« —F—HN—%BITET,

(2) WEF v P EFRCHL, WEF—L%ELFET,
ME?Z—A

EFv b

(3) 74— RO—5—%BEL TV BNEOREL
VFTRBRNERILNEBDIL, 71— R

5. EFR%fE

(4) SUS Fa—TJ&EAMBICEISkKE, FHLL

(5) 74 —RO—5—%, EHTBTIPROETA
FHICRDESTHEAL, RERUTERIL N
BORBLYFTI+—RO—5—%EELE T,
W RILT 1 5Nem~ 1.8 Nem

B -t [

VES TN
SESeN
ok

\.\
FRENTE
RV~ (M4)
El
74— RO—5—0BORHFE. FROLSCRSE
CEDORIF TS,

J4—RO-5—F7PHEIE T1+—RO-5—
WSMDGO00003 (Z#&) WSMDR00019 (E#mR)

ONZERL. MBO M4 7XERNNILMMCTRHD
LDICERHITLIES L,

(ORI, MER (M3.5) ATY., AETIFERL
FtA)

WMWO42TJEPAAO3

15



5. ER#fE

(6) MEP—LETF, WEFY ~ETICRLET,
(T — P — L
A MEF vk

oRl

16

WMWO42TJEPAAO3



6. R5F - iR
—n
0. fR5F « RiE
B
=1
{EZEFICIE. MIMEBBEDRAT vFAHYD, BE2EEHNDTLIESL. 5T )VEDEREIS. &
E(THDMTTLIEZL,
¢ FEIPICHAND E. BREPBHNBABSHOOENDAHDET,
BT SREE nE
SUS F1—7AOCYPISAE-> | DI S&lE
o S TOBLD
Fa—7 -
SUS F1—7AOQEEDPER BHEPERL T\ 388 R RICTS
DT I ATE > TORWD TS ERE
g:;ﬁ O0—5—EOBE BEREL TL\DESRFRICTR
BEAAETRIL S DEH BATNDIEER. BEOMHT
[BHELAU [LEEDRL Ba., R
DhEZENET, FTROBETERLTL
Ral,
DHRRYRDF R BEEH S H R H— R
HRAORE) EHLET,
O FEEBIED [HRAHOSE] (HRHO
B) MS>HRR—REILET,
H2 . ] O BEEE IO (AR v F] %
LT LERICEMFI SN TR ON-OF F (HZ/ULT ON-OF F) &
DELAAD, HRALOFEDEE-EE
WETT7—JTO— LT,
% HRADEDS DT P —T O— LB
HDEE A
LEDIEETHR LT RER(CADRNE
& FHhORELEISNETOTEREOD
BRSSIE. U— PR EE GOSN E T,
ShH2EaE. Ha
“ SRS, . i BEORS. BN, HROHSESE.
5—7J)88 (CRZi
BT OER BATNDIEER. BRI
WMWO42TIEPAAO3 17

B -t [



7. O

7. [OE8K

18 WMWO042TJEPAAOQ3



8. N—YURX K

8.1 AEB

8. IN—YUZXhk

BREE
1 | N—=RM WSMKBOO1TA | WSMKBOO1TA 1
2 | FTR—=Z1x WSMKBOO02TA | WSMKBOO2TA 1
3 | A4 REUIHR MFP0O0104 MFPO0104 1
4 | HAN=1Zvhb WSMKU00002 WSMKU00002 1
5 |FTUYRER WSYEP10232 WSYEP10232 1 | 7—2ZA
6 |E21—X XBA2E30NR5 XBA2E30NR5 1T |3A Z2H&E
7 | N—FX WSMWX00019 | WSMWX00019 1
8 | HARNILT MWX00161 MWX00161 1
8-1 | ARAFTv b+ DMN9/602 DMN9/602 1
9 |T-TJIEEEE DFS02002 DFS02002 1
10 |Vy¥+— YWC29 XWF10H18F) 2
1M1 | RTUYT Ty v — XWB10B XWB10BFJ 1
12 |Fvh XNH10G XNH10GFJ 1
13 | #E&EN>— 4A08995 4A08995 2
14 | 9A4VPHAR AGM41016 AGM41016 1
15 | 7—TJILBEEE WSMFS00002 WSMFS00002 1 | NER
16 |JLF21—7 MFG50129 MFG50129 1T | NE&@
WMWO42TJEPAAO3 19

B -t [



8. IN—YUZXk

8.2 T ERENTR

No. s HRmeE WERd— K~ e s
31 | &=9— YWAS83 TG-F897-36V 1

32 | B9 —FiERI—b MZS00021 MZzS00021 1

33 | UF X—X#BYIGR MDBO00008 MDB00008 1

34 | IR ViRIL b YWC32 XVBZ6S16F) 3

35 | Twyva MZK00006 MZK00006 3

36 | MOEFHEEER MDX00008 MDX00008 2

37 | ME7—LA WSMDAOO0001 WSMDAOQO0001 1

38 | ME7—LA WSMDAO00002 WSMDAO00002 1

39 | Ev MMPOO006 MMP0O0006 2

40 | LEHER XUC5FP XUC5FP 2

41 | EP — L WSMDS00002 WSMDS00002 2

42 | IEO— SN & WSMDRO00002 WSMDRO00002 2

43 | FNIZNRY YZA89 XSN5+10FJ 2

44 | ATV T Tw +— YZA155 XWAS5BFJ 2

45 | Dy v — YZA482 XWG5FJ 2

46 | 74 —bFO—-3>— WSMDRO00019 WSMDRO00019 2 | ®1.4mm/d1.6 mmHA
47 | 74— R+ PEI&R WSMDGO00003 WSMDGO00003 2

48 | 74 —RO—>—#4 MDS00009 MDS00009 2

20

WMWO42TJEPAAO3



8. IN—YUZXhk

No. =t P WEI— R ne s
49 | FNINZRY YZA89 XSN5+10F) 2
50 |S WDy v— YZA155 XWASBFJ 2
51 |Tyrv— YZA482 XWG5F) 2
52 |7REARNMERILE YWA103 XVE4C16FP 4
53 | BE+r MDR00032 MDR00032 1
54 | Fvb YZA274 XNGZ10SWFJ 1
5 | Tyrv— YZA342 XWH10F) 1
56 | 7M1 VPHAFRE MFCO00012 MFC00012 1
57 | Evd—Fa1—7 MGWO00010 MGWO00010 1 | ®1.6 mmLEATH
58 | BLARAXRY YZA172 XYN5+C20F) 2
59 | FN©RY YZA261 XSN5+5F] 1
60 | CCERftE£E MFC50107 MFC50107 1
61 | "ERNENILS XVEBC28FP XVEBC28FP 1
62 | BLRMRILE YZA202 XVGZ8+F12F) 1
63 |SUSFa1—7 MGT01608 MGT01608 1T 1 ®1.2mm~ 1.6 mmH
64 | Tv¥v— YZA169 XWH14F) 1
65 | RTUVIT Ty v— XWB14B XWB14BFJ 1
66 | v bk XNH14J XNH14JF) 1
67 | 71 PRIEMRLE MGUO00011 MGUO0011 1
68 | TRNINZRY YZA358 XSN5+15F] 1
69 | UF R—XFigE>— b MzS00020 MZS00020 1
70 | UF R—XFigig>— b MZS00022 MZS00022 1
71 |#EGFEr YT YWA12 NCAPM6-20GY 2
72 | BLRRIL K YZA298 XVGZ6+25WD18 2
73 |UFRN—XF#@@IT v | MZV00604 MzV00604 2
74 | Ty v— YZA174 XWE9E16F) 2
75 |UFvhb YZA204 UNUTM6F) 2
76 | N— WSMCB00001 WSMCB00O0O01 1
77 | NEP—LI\=R MBP0O0003 MBPO0003 1
8.3 Bll5EEkaa
BN T HomETE WERd— K e
J4—kO->— ®1.2mm/d1.4 mmH WSMDRO00016 WSMDRO00016 2

WMWO42TJEPAAO3

21

B -t [



Introduction

¢ Introduction

for Panasonic pulsed MAG welding power
source YD-700VH1. The wire feeder is
equipped with a motor with encoder which
achieved stable wire feeding.

¢ About safety

Prior to installation, usage and maintenance
works, please read and understand the safety
related instructions mentioned in the
operating instructions of the applied welding
power source and peripheral equipment.

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

Please read the operating instructions of welding
power source, welding torch and peripheral
equipment together with this document.

¢ Signal Words and Safety Symbols.

Signal Words

A WARNING

The potential for a hazardous accident including
death or serious personal injury is high.

A CAUTION

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

Safety Symbols

Things that MUST NOT be
performed.

0 Things that MUST be performed.

A A Things attention must be paid to.

1.1 Observe the followings for
safe operation of wire feeder

A WARNING

Wire feeder

Observe the following cautions
0 to prevent accidents that can

cause serious injuries.

(1) It is very important to comply with all
instructions, safety warnings, cautions and
notes mentioned.

(2) Never use the wire feeder for other than
welding purpose.

1. Safety Precautions

(3) Work of selecting installation 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 instructions and national, state
and local codes and regulations.

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

(5) If you wear a pacemaker, consult your
physician before going near welding power
unit in operation or welding operation site.

(6) Only educated and/or skilled persons who
well understand the welding power unit
should install, operate, maintain and repair
the unit.

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

Against Electric Shock

Observe the following instructions
A to prevent fatal electric shock or
burn injury.

ysi|bu3

(1) Do not touch any live parts.

(2) Only educated and/or skilled persons should
perform grounding of the case of the welding
power unit, the base metal and jigs
electrically connected to the base metal.

(3) Before installation or maintenance work, turn
off all input power including power at the
power distribution box.

(4) Do not use undersized, worn, damaged or
bare wired cables.

(5) Connect cables firm and insulate the
connected parts.

(6) Do not use the products with the case and
panel removed or not in place.

(7) Do not use torn or wet gloves.

(8) Wear safety harness in case of working above
floor level.

(9) Perform periodic inspections without fail.
Repair or replace any damaged parts as
needed prior to use.

WMWO42TJEPAAO3
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1. Safety Precautions

(10) Turn off input power of all equipment when
not in use.

Ventilation and Protective Equipment

generated during welding can be

ﬁ Oxygen deficit, fume and gas
Pl hazardous.

(1) Provide sufficient ventilation or wear
breathing equipment specified by the
applicable law (occupational safety and
health regulation, ordinance on the

prevention of oxygen deficiency and the like).

(2) 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 a protective
breathing gear.

As for the protective breathing gear,it is
recommended to wear a higher protective
breathing gear with electric fan.

(3) When performing welding in the bottom,
such as tank, boiler and the hold of a ship,
use a local exhauster or wear breathing
equipment specified by the applicable laws
and regulations. CO2 and argon gas are
heavier than oxygen and stagnate in the
bottom.

(4) When performing welding in a confined area,
make sure to provide sufficient ventilation or
wear breathing equipment and have a
trained supervisor observe the workers.

(5) Do not perform welding at a site where
degreasing, cleaning or spraying work is
performed. Performing welding near such
areas can cause generation of toxic gases.

(6) When performing welding of a coated steel
plate, provide sufficient ventilation or wear
protective breathing gear. Welding of such
plate can cause generation of toxic fume and
gas.

(7) Never ventilates with oxygen. Refer to ANSI
Z49.1(For North America).

Against Fire, Explosion or Blowout

lrs;. %
(1) Remove any flammable materials at and near
the work site to prevent exposure of such
flammable materials to the spatter. If they

cannot be relocated, cover them with a
fireproofing cover.

Observe the following cautions to
prevent fires explosion or blowout.

(2) Do not perform welding near flammable
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
electric equipment.

(3) Do not bring the hot base metal, such as one
immediately after welding, near flammable
materials.

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

(5) Connect cables firm and insulate the
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.

(6) Connect the base metal cable as close as
possible to the welding section.

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

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

(9) Do not use the welding power unit to fuse a
frozen pipe.

(10) Do not perform welding operation while the
welding wire other than torch tip touches the
current circuit of the base metal.

No Disassembling/Modification
@ Unauthorized disassembling or

modification can cause fire, electric
shock or breakdown.

(1) Contact Panasonic sales representatives for

repair work.

(2) As for inspection of the inside the product if
needed, follow the instructions in the
operating instructions

A CAUTION

JInstalling Shielding (Curtain etc.)

Arc flash, flying spatter slugs and
3{/46 noise generated during welding can

= damage your eyes, skin and hearing.

(1) Install a protective curtain around the welding
operation site to prevent exposure of eyes of
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WMWO42TJEPAAO3



people in the surrounding area to the arc
flash.

(2) When performing welding or monitoring
welding operation, wear safety glasses with
sufficient light blocking structure or use a
protective mask designed for welding
operation.

(3) When performing welding or monitoring
welding operation, wear protective clothing
designed for welding operation, such as
leather gloves, leg cover and leather apron,
and also wear long-sleeve shirts.

(4) If the noise level is high, be sure to wear
noise-proof protective equipment, such as ear
muffs and ear plugs specified by the
applicable laws and regulations.

(5) If the applied welding current is high, large
arc sound will be generated during welding
and protective equipment needs to be used.

Gas Cylinder and Gas Flow Regulator

Overturn of gas cylinder or blowout
/;ﬁ of gas flow regulator can cause
injury.
(1) The gas cylinder must be handled properly
according to the applicable law and in-house
standards.

(2) Use the gas flow regulator supplied or
recommended by our company.

(3) Read the operating instructions of the gas
regulator prior to use, and observe the
cautions described in it.

(4) Secure the gas cylinder to a dedicated gas
cylinder stand.

(5) Do not expose the gas cylinder to high
temperature.

(6) When opening the valve of the gas cylinder,

do not bring your face close to the gas outlet.

(7) When the gas cylinder is not in use, be sure to
put the protective cap back on.

(8) Do not hang the welding torch off the gas
cylinder.
Avoid the electrode to touch to the gas
cylinder.

(9) Only the specified contractor should perform
disassembly or repair work of the gas flow
regulator. Such works require some
expertise.

1. Safety Precautions

Rotating Parts

Rotating parts can cause injury.

W

(1) Keep away from rotating parts, such as
cooling fans and feed rollers of the wire

feeder, or hand, finger(s), hair or part of your
clothes may be caught by the rotating parts

resulting in injury.
(2) Do not use the product with the case and
panel removed or not in place.

(3) Only educated and/or skilled persons who
well understand welding machines should
perform maintenance and repair work.

During maintenance or repair work, provide
fence or the like around the welding machine

so that any unauthorized person can not
come close to the working area carelessly.

Welding Wire

‘ Welding wire, especially wire tip part,

sticking into the eye, face or body.

extending out from the end of
welding torch can cause injury by
(1) Do not bring your eyes, face or part of your
body close to the end of the welding torch.
(2) In case of using a torch cable with the resin
liner, straighten the torch cable and reduce
the preset feed amount (current) to half or
less before applying the wire inching. Or
inching operation can pierce through the
resin liner and cable.

(3) If the high speed wire inching is executed
with the extremely-curved torch cable, the

welding wire may pass through the resin liner

and the cable.

Replace any damaged liner/cable with a new
one without fail. Never use a damaged liner/

cable, or it can cause gas leak or insulation
deterioration.

[Remainder of this page intentionally left blank]
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2.

Specifications

2. Specifications

2.1 Rating
Model number YW-70DKA1
Applicable welding power YD-700VH1

source

Applicable wire feeder

CC fitting connection

Rated current

700 A

Rated feed speed

1.0 m/min ~ 35 m/min

Rated duty cycle

100 %

Wire type

Mild steel, Mild steel FCW(*)

Wire size

1.4 mm, 1.6 mm

Wire drive mechanism

Two driven rollers and two free-running rollers

Control cable length 0.2m
Input gas pressure Max. 0.4 MPa
Mass 10.0 kg

Protection code

IP2X (Limited to indoor use)

2.1.1 Touse 1.2 mm wire

In order to use wires of 1.2 mm in diameter, it is
necessary to use separately sold optional units
together with this product. (See "8.3 Separately
sold optional parts")

(*) FCW: Flux cored wire
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2. Specifications

2.2 Accessory

Part name Image Part number Internal code Qty Note
For assembling/
Hexagon wrench | ¢== HWK3 HWK3 1 f(')slfesrsemb"”g the feed
(Width across flats: 3 mm)
For connecting welding
Hexagon wrench | = HWK6 HWK6 1 | torch
“ (Width across flats: 6 mm)
Hose band lﬁ%j WHB14 WHB14 2
@)
Cable fixing metal ~<Ji"-L WSMFS00002 | WSMFS00002 1
For fixing of the cable
bolt s YZA102 XVGZ5+FQF) 2 fixing metal
Rubber tube | MFG50129 MFG50129 | 1 | Foroutputcable
) protection
Rubber tube o | WSMFGO000T | WSMFG00001 | 1 For output cable
protection
Plastic tie | ALT200M ALT200M 5 | For output cable
- protection
Bolt 0= YZA239 XVGZ8+F25F) | 1 | FOroutput cable
4 connection
Washer YZA231 XWGSF) 5 | For output cable -
RN connection «::j
. For output cable @
e,
Nut S XNFZ8SW XNGZ8SWF) 2| Connection 5

2.3 Dimensions

| n
il
O
= O
N o ]
X i @ @ @ |
1 \ 105.5 4
| 14%B.5 |
40 1560 36 300 200
(Unit: mm)
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3. Installation and Transportation

3. Installation and Transportation

A CAUTION

Wear protective equipment
designed for welding operation,
0 such as leather gloves, safety

shoes and long-sleeve shirts for
operators’ safety.

3.1 Installation site
Select an installation site that satisfies the follow-
ing conditions.

(1) Indoor only with no exposure to rain or direct
sun light.
The floor should be sturdy enough to
withstand the mass of the product.

< Note >
In case of exposure to rain or spray of water
or in case condensation occurs, dry the
product well before to use.

(2) Ambient temperature:
(a)-10 °C to 40 °C (In welding operation)
(b)-20 °C to 55 °C (In transportation or storage)
(3) Humidity to ambient temperature:
(a) 50 % or less (at 40 °C)
(b) 90 % or less (at 20 °C)
(4) Sea level: 1000 m or less
(5) Avoid wind to the arc (Provide windshields.)

(6) Free or nearly free from dust, acid, corrosive
gases or substances etc. other than those
generated by the welding process.

3.2 Transportation

A CAUTION

Observe the following
instructions to avoid any accident
during transportation and
0 damage to the wire feeder.
¢ Prior to transporting or moving
the product, make sure to turn

off input power.

3.3 Installation

A WARNING

Do not install the product on a
high-impact, high- vibration or
sloped surface.

* Do not install the product on a
sloped surface. Otherwise, the
wire feeder may topple.

0 * Dropping or toppling may cause
death or serious injury or
machine trouble.

* To fix the product, make sure to
use the mounting holes in the
base board and tighten them
well without fail.

| 4-¢10-02
[ D ‘ i
PN N 2
i 5.3
2-07 o0
o 3
- i
35 ‘
130 :02
24Q 02
300
(Unit: mm)
Note

Refer to the following figure and insulate the
wire feeder from the facilities.

(Example of insulation)

Mounting bolt (min.M6)

Insulating bushing
(Customer supplied)

(Customer supplied

Insulating plate, | |
\

(Customer supplied) |
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4. Connection

A WARNING

part without fail.

or machine trouble.

¢+ Prior to connection work, turn off the
power switch of the power
distribution box and confirm safety.
Insulate the output cable terminal

¢ Touching any live part can cause
electric shock, death or serious injury

4. Connection

* Connect the welding torch to the front side of
the wire feeder.

* Connect the cable (customer supplied) and the
hose (customer supplied) drawn from the rear
side of the wire feeder to the welding power
source and gas regulator respectively.

When connecting the control cable outlet, make
sure to screw the connecting screw to the end.
Loose connection can cause malfunction.

No. Part name

Connect to

Connection method

@ |Gas outlet fitting | Gas fitting of welding torch

Screw

@ |CCoutlet fitting | Fitting of welding torch

Insert and fix them with bolt

Connecting welding torch

wrench tight.

(1) Position the flat part of the fitting of welding torch \
fitting to the clamping bolt side of the CC fitting

® and insert the welding torch into the CCfitting. | Fiptings
(2) At a certain point of insertion, turn the welding A

torch to either left or right about 90 degrees. Then CC fittings@
screw the clamping bolt with attached hexagon l AV

Clamping torque: 8 Nem - 10 Nem

Clamping bolt

Flat part
Welding torch

WMWO42TJEPAAO3
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4. Connection

No.

Part name Connect to

Connection method

Copper bar
feeder. (Customer supplied)

Output cable terminal at the wire

Connect with the provided bolt with washer
and nut.
*Tightening torque: 10.1 N*mto 134 Nem

 Connecting output cable to the copper bar

(1) Pass the provided rubber tube with no cut
through the output cable.

Recommended cable: 80 mm? (2 pcs.)

\ Rubber tube

(Provided)

Output cable
(Customer supplied)

(2) Connect the output cable terminal to the
copper bar as per the following figure.
(Tighten them with the provided bolt
with washer and nut from outside.)

(Provided)

Washer
(Provided)

Output cable
(Customer supplied)

(3) Protect the output cable.
Refer to the following figure and cover
the output terminal about 5 mm to 10
mm from the end with the provided
rubber tube. Fix it with the plastic ties
(2 points)

Output cable
(Customer supplied)

Enlarged

./%4 ==

A\ I
Plastic tie\ Rubber tube\ \Plastic tie
(Provided) (Provided) (Provided)

* Fixing output cable and gas hose

Refer to the following procedure and fix the
output cable and gas hose.

(1) Loosen the mounting bolt, then remove
the base board.

(2) Refer to the following figure and install
the output cable and gas hose from “A”
with the provided fable fixing metal,
rubber tube with cut, and bolt.

Gas hose

(Customer supplied)

Cable fixing metal
(Provided)
Rubber tube

(Provided)
Bolt (M5)
(Provided) Output cable

(Customer supplied)

(3) Install the base board.

30
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4. Connection

No. Part name

Connect to

Connection method

@ |Gas hose
(Customer
supplied - no
drawing)

Recommended
gas hose:

Hose for shield
gas

(Inner dia.6.3 mm/
QOuter dia.12.9 mm)

Gas regulator, gas fitting for gas

valve

N

(\@ \%

Gas fitting/ Gas valve assy

Insert and fix them with attached hose
band.

o) Feeder control
cable

Wire feeder outlet of welding

power source

Wire feeder connector of welding

power source

Connect to the connector with key groove
Use an extension cable (customer
supplied) and connect with the control
connector with key way.

WMWO42TJEPAAO3
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5. Preparation

5. Preparation

A CAUTION

3 Keep away from rotating parts,
AC

fingers, hair or part of your clothes
may be caught by the rotating
parts resulting in injury.

Prior to operation, check if the
connecting terminal of the
power cable is connected firmly.
Poor connection can cause
unstable welding arc or terminal
burnout.

such as feed rollers, or hand,

5.1 Installing welding wire

A CAUTION

Observe the followings for your safety

¢+ When handling the welding
wire wear leather gloves and
protective glasses.

¢+ When transporting and
handling the welding wire,
wear safety shoes to prevent
injuries by falling wire.
When lifting the welding wire,
handle with caution not to
cause low back pain.

¢+ When unloosening the welding
wire end, hold the end wire, or
the wire be unraveled

D

+ Do not perform inching operation
with your eyes, face or part of
your body close to the welding
torch end, or welding wire,
especially wire tip part, extending
out from the end of welding
torch can cause injury by sticking
into the eye, face or body.

¢+ Do not allow the welding wire
except torch tip touches the
non-insulation part, such as
base metal and feeder during
welding operation.

Preparation procedure

(1) Open the feeder cover.
The feeder cover and the body are fixed by
the attraction of magnet. Pull the cover to
open.

(2) Pull the both pressure nuts forward, and then
lift up the pressure arm.

Feed roller

(3) Check the feed roller if it is for the applied
wire size. If not change the feed roller to the
proper one.

(See "5.2 Replacing feed roller and SUS tube”
on page “34")

(4)

(5) Lower the guide roller by turning the locknut
of the wire straightener assy.

Guide roller
Locknut
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(6) Insert the welding wire into the SUS tube by
20 mm to 30 mm.

(7) Pull down the pressure arms and set the pres-
sure nuts back in place.

Pressure arm

5. Preparation

(9) Close the feeder cover

(10) Straighten the welding torch and feed for-

ward the wire by pressing the inching switch
on either remote controller or operation
panel of the welding power source.

Pressure nut

(11) Stop the inching operation when the wire
extends about 10 mm from the tip end.

(12) Raise the guide roller to adjust the wire cast
at the tip end. To raise the guide roller, turn
the locknut of the wire straightener assy.

(8) Adjust the pressure nut so that the bottom of

the pressure nut is positioned within the scale
range of the applied wire.

ysi|bu3

= = Pressure nut
/

— Bottom

Scale range (of 1.2 to 1.6 wire)

Adjusted
e ML T T _J ] IT
IIETS BB
7 SOLD L F
DUEYS bk
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5. Preparation

5.2 Replacing feed roller and SUS (4) Replace the SUS tube o
Pull out the SUS tube from the right side, and

tUbe then insert a new SUS tube.
Make sure to use the feed roller and SUS tube for
the applied wire size.

Procedure
(1) Open the feeder cover.

(5) Fix the feed roller with the hexagon socket
head cap bolt so that the wire size indication

(2) Pull the pressure nuts toward and lift the pres- of the applied wire is shown in the front.

sure arms.
Pressure arm

Pressure nut

Wire size
indication

Hexagon socke

head cap bolt Feed roller

Refer to the following fi d six the feed
(3) Unscrew the hexagon socket head cap bolt rcjleerrc(e)rtai?’ﬂ; OWIng igUre and sixthe Tee

from the feed roller, and then pull the feed

roller toward to remove it. Feed roller gear assy Feed roller

WSMDGO00003 (STD) WSMDRO00019 (STD)

Refer to the following figure and use the holes
@ in the gear for positioning and mount the
feed roller with the provided hexagon socket
head cap bolts.

(Holes @ are for the flat head screws (M3.5),
Hexagon socket head cap bolt not for this product.)
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(6) Pull down the pressure arms and then set the

Pressure arm
Pressure nut

Feeder cover

5. Preparation

WMWO42TJEPAAO3
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6. Maintenance and Inspection

6. Maintenance and Inspection

A WARNING

Prior to maintenance and inspection work, turn off the switch of the power distribution
box and ensure safety. Make sure to connect cables firmly.
+ Touching any live part can cause electric shock or serious injury.

Part Check points Remedy
SUS tube e Check the nozzle of the SUS tube if Remove chips, dusts and dirt.
chips, dusts or dirt are accumulated.
e Check the nozzle of the SUS tube Replace it with a new one if needed.
for abrasion or deformation.
Feed rollers | « Check the feed rollers if chips, dust | Remove chips, dusts and dirt.
and dirt are accumulated.
* Check the feed rollers for abrasion. Replace them with a new one if needed.
* Check hexagon socket head cap Tighten them if needed.
bolt for looseness.

Gas valve * Check if it functions correctly. If “gas valve doesn’t function” or “gas doesn’t
stop”, gas hose may get clogged. Refer to the
following procedure and clean the hose.

(1) Disconnect the gas hose (gas inlet side) from
the gas regulator of the gas cylinder.

(2) Disconnect the gas hose from the gas out-
let fitting on front panel of the wire feeder.
(gas outlet side)

(3) Turn on/off the “Gas check” switch on the
operation panel of the welding power
source repeatedly to blow dry air from the
gas outlet side to.

* Please note that blowing dry air from the

gas inlet side does not clean the gas valve.

If the above remedy does not solve the problem,

please consult Panasonic representatives.

Cables * Check coatings for damage or Replace with a new one if needed.

breakage.

* Check for breaking of wire.

* Check connection portions for Tighten them if needed.
looseness.

36
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7. Circuit diagram

7. Circuit diagram

ysi|bu3
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8. Parts list

8. Parts list

8.1 Main body

No. Name Part number Internal code | Q'ty Note
1 | Upper base plate WSMKBOO1TA | WSMKBOO1TA 1

2 | Lower base plate WSMKBO02TA | WSMKBOO2TA 1

3 | Guide mounting plate | MFP0O0104 MFP0O0104 1

4 | Cover unit WSMKU00002 | WSMKU00002 1

5 | P.C. Board WSYEP10232 WSYEP10232 1 | Inside the tube
6 |Fuse XBA2E30NR5 XBA2E30NR5 1 |3 A, Safety part
7 | Harness WSMWX00019 | WSMWX00019 1

8 | Gas cylinder MWX00161 MWX00161 1

g-1 | Nut for gas DMN9/602 DMN9/602 1

9 | Cable fixing bracket DFS02002 DFS02002 1

10 | Washer YWC29 XWF10H18F) 2

11 | Spring washer XWB10B XWB10BF)J 1

12 | Nut XNH10G XNH10GFJ 1

13 | Insulation sheet 4A08995 4A08995 2

14 | Wire guide AGM41016 AGM41016 1

15 | Cable fixing metal WSMFS00002 | WSMFS00002 | 1 |Supplied

16 | Rubber tube MEG50129 MEG50129 1 | Supplied
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8.2 Wire drive part

8. Parts list

No. Name Part number Internal code | Q'ty Note
31 | Motor YWAS3 TG-F897-36V 1

32 | Insulation sheet MZS00021 MZS00021 1

33 | UF base assy MDB00008 MDB00008 1

34 | Button bolt YWC32 XVBZ6S16F) 3

35 | Bush MZK00006 MZK00006 3

36 | Pressure adjustment MDX00008 MDX00008 2

portion

37 | Pressure arm WSMDAO0001 WSMDAO0001 1

38 | Pressure arm WSMDAO00002 WSMDAO00002 1

39 | Pin MMP00006 MMP0O0006 2

40 | Snap ring XUC5FP XUC5FP 2

41 | Pressure arm shuft WSMDS00002 WSMDS00002 2

42 | Pressure roller assy WSMDR00002 WSMDR00002 2

43 | Round head machine screw | YZA89 XSN5+10F) 2

44 | Spring washer YZA155 XWASBFJ 2

45 | Washer YZA482 XWG5F) 2

46 | Feed roller WSMDRO00019 WSMDRO00019 2 |For1.4mm/1.6 mm (dia.)
47 | Feed roller WSMDGO00003 WSMDGO00003 2

WMWO42TJEPAAO3
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8. Parts list

No. Name Part number Internal code | Q'ty Note
48 | Feed roller shaft MDS00009 MDS00009 2
49 | Round head machine screw | YZA89 XSN5+10F) 2
50 | Spring washer YZA155 XWAS5BF)J 2
51 | Washer YZA482 XWG5FJ 2
52 | hexagon socket head cap | YWA103 XVE4C16FP 4
bolt
53 | Drive gear MDR00032 MDR00032 1
54 | Nut YZA274 XNGZ10SWFJ 1
55 | Washer YZA342 XWH10F) 1
56 | Wire guide fittings MFCO00012 MFCO00012 1
57 | Center tube MGWO00010 MGWO00010 1 | For 1.6 mm (dia.) or less
58 | Screw YZA172 XYN5+C20F) 2
59 | Round head machine screw | YZA261 XSN5+5F) 1
60 | CC fitting MFC50107 MFC50107 1
61 | hexagon socket head cap | XVE8C28FP XVE8BC28FP 1
bolt
62 | Bolt YZA202 XVGZ8+F12F) 1
63 | SUS tube MGT01608 MGTO01608 1 | For 1.2 mmto 1.6 mm (dia.)
64 | Washer YZA169 XWH14F) 1
65 | Spring washer XWB14B XWB14BFJ 1
66 | Nut XNH14) XNH14JF) 1
67 | Wire straightener assy MGUO00011 MGUO00011 1
68 | Round head machine YZA358 XSN5+15F) 1
screw
69 | Insulation sheet MZS00020 MZS00020 1
70 | Insulation sheet MZS00022 MZS00022 1
71 | Insulation cap YWA12 NCAPM6-20GY 2
72 | Bolt YZA298 XVGZ6+25WD18 2
73 | Insulation bush MZ\V00604 MZ\V00604 2
74 | Washer YZA174 XWE9E16F) 2
75 [ U nut YZA204 UNUTMG6FJ 2
76 | Bar WSMCBO00001 WSMCBO00001 1
77 | Pressure arm spring MBP00003 MBP00003 1

8.3 Separately sold optional parts

Name

Specification

Part number

Internal code

Q'ty

Feed roller

For 1.2 mm/1.4 mm (dia.)

WSMDROOO16AA

WSMDROOO16AA
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