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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”.

English version is the original instructions.
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2.1 IR

B YW-35DG2TAB YW-35DG2TAC
EROEBSEER YD-350VZ1
EROEsE~—F CC mffEBERAR
EBER 350 A
ESEIGIRE 1.4 m/min ~ 20 m/min
ETSERZR 60 % (10 DEH)
BRATAY | #@$E 50 mm
A7= o BA 300 mm

& B&A 105 mm
BRATAVESE BA 20 ke
BT P OEE il / &l FCW()/ 27 VLR / 27V LR FCW)
AT A PR 0.9 mm, 1.2 mm
DA ERENEAE 22 A
NIT—=—=JIE 1.8 m 10.0m
wiE—7IVE 2.1m 10.3m
HAAR—RE 4.8m 13.2m
ANAREA BAX 0.4 MPa
8= 12 kg 19 kg
REFKR IP2X (BEWERRE)
EHIRS JIS C9300-5

(*) FCW: 75 v IXAD T1 1

2.1.1 TAPEEVNDEE
SRIBEETLT V1 PRI T PEERT D5
Bl BIFBPRHBETY ('9.2 ZOMATY a1
Zv b "EBR),

2. ft#x
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2. ft#x

2.2 NE&@

e AX—=Y BREE ((BRI—F) | HE fBE
NELYF — HWK6 HWK®6 1 |BE~—FEREICER GBHZ 6 mm)
R—ZNVR | P WHB14 | WHB14 | 1
©
2.3 IMNEH
/ N z N \'\_\
I —— s / p\
DRI N - IKO) |
0 °© = \ /
0® ® d [l o=V ||I° h
a4’ HHEE——==D
— U A 5 S
INE  M10H
A
B
205 470 C
BT : [mm]
o & YW-35DG2TAB YW-35DG2TAC
A:NT—=——TILE 1 800 mm 10 000 mm
B: Ao —7ILE 2 100 mm 10 300 mm
CHRAKR—RE 4 800 mm 13 200 mm
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(2) BERE :
(a)-10°C~40°C (BEFER)
(b)-20°C~55C (Elfft - FREEF)
(3) REICHTDRE :
(@) 50 %UT (BERE 40 CH)
(b) 90 %UT (BERE 20 CH)
(4) 8% : 1000 m AT
(5) BEFP —IBICEANHTSRRUVF, (DULW-TET
Rz <)

(6) BEMNSRETBLONT, FD, B, HRIE
HREOMBDSD THENSH,

3.3 B

o WIFPIREPEHBRDHDENDRE, BH (LT
TLIEELY,
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175
205
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Introduction

¢ Introduction

This is the operating instructions of wire feeder
for Panasonic CO2/MAG welding power
source YD-350VZ1. 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
0 Observe the following cautions

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.

(3) Work of selecting installation site, handling,
storage and piping of high pressure gas,

1. Safety Precautions

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.

(1) Do not touch any live parts.

ysijou3

(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
p
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.

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

WMWO61TJEPAAO1
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1. Safety Precautions

Ventilation and Protective Equipment

Oxygen deficit, fume and gas
:?ﬁ generated during welding can be

ARY 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. If a protective breathing gear
is used, it is recommended to use one with an
electric fan with high protection perfor-
mance.

(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

A= | Observe the following cautions to
W prevent fires explosion or blowout.

(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.

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

near flammable gases, otherwise, such gases
may catch fire from a spark of electricity
inside the 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
q/éﬁ 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
people in the surrounding area to the arc
flash.

(2) When performing welding or monitoring
welding operation, wear safety glasses with

24
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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
/59‘ 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.

Rotating Parts
W

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

Rotating parts can cause injury.

1. Safety Precautions

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

3

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.

(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-35DG2TAB YW-35DG2TAC

Applicable welding power
source

YD-350VZ1

Applicable wire feeder

CC fitting connection

Rated current

350 A

Rated feed speed

1.4 m/min ~ 20 m/min

Rated duty cycle

60 % (10 minutes cycle)

. Shaft diameter 50 mm

Apphed Outer diameter Max.300 mm
wire steel

Width Max. 105 mm
Wire mass Max. 20 kg

. Mild steel, Mild steel FCW®,
Wire type , .
Stainless steel, Stainless steel FCW®

Wire size 0.9 mm, 1.2 mm

Wire drive mechanism

Two driven rollers and two free-running rollers

Cable length 1.8m 10.0m
Control cable length 2.1m 10.3m
Hose length 4.8 m 13.2m
Input gas pressure Max. 0.4 MPa

Mass 12 kg 19kg

Protection code

IP2X (Limited to indoor use)

(*) FCW: Flux cored wire

2.1.1 To use a wire of not-rated wire
Slze

For each model, in case of using a wire of the size

other than the indicated in the above table, it is

necessary to use separately sold optional units

together with this product. (See "9.2 Other
optional units")
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2. Specifications

2.2 Accessory

Part name Image Par number | (Part code) | Q'ty Note
dexagonwrench | | HWKe | Hwks | 1 |Forcomecting welding torc
Hose band %3 WHB14 | WHB14 | 1

2.3 Dimensions

— N Z
/ N
e | ¢ \
P - E— O |
0 °© = 4|l /
s©®|| o — Il
- 1} el
g .
— U A\ i X~
Hole: for M10
A
B
5
205 470 C
(Unit: mm) %
>
Model number YW-35DG2TAB YW-35DG2TAC
A: Power cable length 1800 mm 10 000 mm
B: Control cable length 2 100 mm 10 300 mm
C: Gas hose length 4 800 mm 13200 mm
27
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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.

In case of hoist the wire feeder
for trainsportation, make sure to
insulate the wire feeder and
0 fixing bracket. Failure to follow

the instruction could result in arc
generation if buckled wire
touches the case.

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 °Cto 40 °C (In welding operation)
(b)-20 °C to 55 °C (In transportation or storage)
(3) Humidity to ambient temperature:
(@) 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

damage to the wire feeder.

¢+ Prior to transporting or moving

0 the product, make sure to turn
off input power.

¢ In case of transporting the
product with a crane, remove
the wire from the wire feeder
first.

3.3 Installation

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

* In case of hoisting the product, execute the
following preparation without fail.

Attach the fixing bracket to four holes in the
base part. Make sure to tighten them well.
The fixing bracket is customer preparation.
Make sure to use one with enough load
bearing.

Mounting hole:7 mm (4 places)

\Jr-[ o __——o-o----':_-ﬁ ]
°
Nl wn
o
{ ': -
7N
J i
(Unit: mm)
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4. Connection

4. Connection

A WARNING

+ Prior to connection work, turn off the
power switch of the power
distribution box and confirm safety.

¢+ Touching any live part can cause
electric shock or fatal injury.

¢ Connect cables firmly.
For torch switch outlet and remote controller
« Connect welding torch to the front side of the outlet, make sure to screw the connecting
wire feeder. screw to the end. Loose connection can cause
* Connect cable and hose drawn from the wire malfunction.
feeder to the welding power source.
/ﬁ/@
1
& /®
A= L=
5
gé@ Wire feeder with remote controller “%
>
No. Part name Connect to Connection method
@ |Torch switch outlet Torch switch connector of Screw in (with key groove)
welding torch
@ |Gas outlet fitting Gas fitting of welding torch Screw
@ |CCoutlet fitting Fitting of welding torch Insert and fix them with bolt
® Connecting welding torch CIamMI\t‘
(1) Position the flat part of the fitting of welding torch
parallel to the clamping bolt side of the CCfitting ® and | Fittings
insert the welding torch into the CC fitting. TN
(2) At a certain point of insertion, turn the welding torch to CC fittings®
either left or right about 90 degrees. Then screw the I .
clamping bolt with attached hexagon wrench tight. Flat part
Clamping torque: 8 Nem - 10 Nem Welding torch
@ |Remote controller outlet |Cable connector of remote Connect to the connector with key
controller groove
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4. Connection

Wire feeder with remote controller

Part name

Connect to

Connection method

Output cable

(+) output terminal of welding
power source

Use bolt and nut supplied with the
welding power source

*Clamping torque: 10.1 Nem-13.4
Nem

Gas hose

Gas regulator

Insert and fix them with attached
hose band.

Feeder control cable

Wire feeder outlet of welding
power source

Connect to the connector with key
groove

® Q| ©

Functioal ground terminal

Functional ground

Connect the ground wire
(Customer preparation)

©

Remote controller hook

Remote controller

Hook the remote controller

30
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5. Preparation

A CAUTION

Keep away from rotating parts,
such as feed rollers and wire
{z. | spool of the wire feeder, or hand,
ﬁc} 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
0 cable is connected firmly. Poor
connection can cause unstable
welding arc or terminal burnout.

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

0 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

+ 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

5. Preparation

(1) Loosen the knob screw.

(3) Set the wire to the spool shaft.
At that time, insert the retaining pin to the
retaining hole of the spool shaft.

Ret7n|ng pin Retaining hole

ysijou3

Knob screw

(5) Open the feeder cover.
The feeder cover and the body are fixed by

WMWO61TJEPAAO1

31



5. Preparation

the use of magnet. Pull the cover to open.

Feeder cover

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

Feed roller

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

(8) Insert the welding wire into the SUS tube by
20 mm to 30 mm.

Feed roller
SUS tube

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

Pressure arm

(10) Adjust the pressure nut so that the bottom
of the pressure nut is positioned within the
scale range of the applied wire.

q H |F Pressure nut
/
A o I WA
—-'— Bottom
0940 w27

Scale range
(of 1.2 t0 1.6 wire)

_ Feeder cover

(12) 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.

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

32
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5.2 Replacing feed roller and SUS
tube

Make sure to use the feed roller and SUS tube for
the applied wire size.

® Procedure
(1) Open the feeder cover.

_ Feeder cover

(2) Pull the pressure nuts toward and lift the pres-
sure arms.

Pressure arm

Pressure nut

5. Preparation

(4) Replace the SUS tube
Pull out the SUS tube from the right side, and
then insert a new SUS tube.

SUS tube .

(5) Fix the feed roller with the flat head machine
screw so that the wire size indication of the
applied wire is shown in the front.

Wire size
indication

Flat head
machine screw  Feed roller
(3) Unscrew the flat head machine screw from (6) Pull down the pressure arms and then set the
the feed roller, and then pull the feed roller pressure nuts beck in place.
toward to remove it.
Pressure arm
Pressure nut
Flat head (7) Close the feeder cover.
machine screw
Feeder cover
WMWO061TJEPAAO1 33
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5. Preparation

5.3 Adjusting the spool shaft
brake

Brake is provided on the spool shaft. Adjust the
brake to the optimal intensity as necessary.

® Procedure
Turn the “M10 bolt assembly”
* clockwise to increase the intensity.

 counter clockwise to reduce the intensity.

<About optimal intensity>
The optimal intensity of the brake can be

checked by setting the welding current adjusting

volume knob to the applied welding current
value and perform inching operation.

At that time the welding wire does not sag sig-
nificantly.

* The rotation torque of the spool shaft is factory

set to about 0.1 Nem at shipment.

* If the brake intensity is too strong, a wire feed
error may occur due to biting of welding wider

inside the wire spool.

* If the brake intensity is too weak, the wire feed

error may occur as the wire spool spins free
after stopping the welding operation.

In case of performing a welding operation that
turns on/off the power switch frequently, such
as tack welding, set the brake intensity slightly

strong to avoid the wire to spin free.

® Re-assembling spool shaft

When the spring of “M10 bolt assembly” touches
the brake support, make the spool shaft clock-
wise about one-half or one turn as temporary
adjustment. Then fine tune the brake intensity to
its optimum.

Brake ring
Brake support

Knob screw

* Pay attention to the direction of the brake
support and insert it into the rotor. Please refer
to the above figure for the correct direction of
the breaker support. Inserting it with a wrong
direction raises the brake intensity which
prevent rotation of the rotor.

* If the spool shaft is re-assembled properly, the
hexagon head part of the M10 bolt assembly
projects about 4 mm.(See the below figure).

Z=4 mm (approx.)

Rotor

M10 bolt assembly

34
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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 | e 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 flat head machine screws for | Tighten them if needed.
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 e 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.
WMWO061TJEPAAO1 35
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7. Circuit diagram

7. Circuit diagram
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8. Parts list

ysijou3

8. Parts list
8.1 Main body
6
17) (13 ’
19
L 18 @
No. Name Part number Internal code | Q'ty Note
1 |Frame WSMKH00001 | WSMKH00001 1
2 | Front panel WSMKF00001 | WSMKFO0001 1
3 | Cover WSMFP0O0005 | WSMFPO0005 1
4 | Side panel WSMKS00001 | WSMKS00001 1
5 | Spool shaft MDS00012 MDS00012 1
6 | Spool shaft fitting MDMO00015 MDMO00015 1
7 | Wire cover WSMDKO00002 | WSMDK00002 1
8 | Cover unit WSMKU00002 | WSMKU00002 1
9 | Outlet MT25B6GYP MT25B6GYP 1 For remote controller
10 | Outlet MT25B3YP MT25B3YP 1 For torch switch
11 | P.C. Board ZUEP1429 ZUEP1429 1 Inside of the tube
12 | Fuse XBA2E30NR5 XBA2E30NR5 1 3 A, Safety part,
Inside of the fuse holder
Power cable WSMWC00010 | WSMWCO00010 1 YW-35DG2TAB, for M10
13 YWA92 WC38XT050FF | 1 | YW-35DG2TAC, for M10
Harness WSMWX00008 | WSMWX00008 1 YW-35DG2TAB
14 MWX00144 | MWX00144 1 | YW-35DG2TAC
15 | Gas valve MWX00161 MWX00161 1
16 | Nut DMN9/602 DMN9/602 1 For gas
17 | Gas hose @V GH6X1B GHEX1B T |5.2m,YW-35DG2TAB
1 13.6 m,YW-35DG2TAC
18 | Cable fixing bracket MFS03801 MFS03801 1
19 | Rubber tube MFG50129 MFG50129 1
20 | Hook WSMFPO0O001 | WSMFPOOOO1 1
(*1): Please specify the length in addition to the part order number and quantity at the time of order.
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8. Parts list

8.2 Wire drive part

el
®

%

G2
No. Name Part number Internal code | Q'ty Note
31 | Motor MDKO00027 MDKO00027 1
32 | Spacer MFP00086 MFP00086 3
33 | Insulation sheet MZS00021 MZS00021 1 | For motor
34 | UF base assy MDB00008 MDB00008 1
35 | button bolt YWAA47 XVBZ6S25F) 3
36 | Bush MZK00006 MZK00006 3
37 | Pressure adjustment portion | MDX00008 MDX00008 2
38 | Pressure arm assy MDAOO0007 MDAOO00O07 1
39 | Pressure roller assy MDR00060 MDR00060 2
40 | Feed roller MDRO00051 MDRO00051 2 |For 0.9 mm/1.2 mm (dia.)
41 | Feed gear assy MDGO00010 MDGO00010 2
42 | Flat head machine screw | YZA95 XSS35+16V 4
43 | Feed roller shaft MDS00009 MDS00009 2
44 | Round head machine screw | YZA89 XSN5+10F) 2
45 | Washer YZA156 XWESFJ 2
46 | Drive gear MDR00032 MDR00032 1
47 | Screw XYN4+F10S XYN4+F10F) 1
48 | Washer UMWOO0501 UMWOO0501 1

38
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8. Parts list

No. Name Part number | Internal code | Q'ty Note
49 | Wire guide fittings MFC00012 MFC00012 1
50 | Center tube MGWO00012 MGWO00012 1 | For 1.2 mm (dia.) or less
51 | Screw YZA172 XYN5+C20F) 2
52 | Round head machine YZA261 XSN5+5F) 1
screw
53 | CC fitting MFC50107 MFC50107 1
54 | Hexagon socket head bolt | XVE8C28FP XVE8C28FP 1
55 | Hexagon bolt XVG8C12 XVG8C12F) 1
56 | SUS tube MGT01205 MGT01205 1 | For0.8 mmto 1.2 mm (dia.)
57 | Washer YZA169 XWH14F) 1
58 | Spring washer XWB14B XWB14BF) 1
59 | Nut XNH14J XNH14JF) 1
60 | Wire guide MGWO00035 MGWO00035 1
61 | Round head machine YZA358 XSN5+15F) 1
screw
62 | Insulation sheet MZS00020 MZS00020 1 | For UF base
63 | Insulation sheet MZS00022 MZS00022 1 | For UF base
64 | Insulation cap YWA12 NCAPM6-20GY | 2
65 | Hexagon bolt YZA147 XVG6C25F) 2
66 | Washer YZA203 XWE6X18F) 2
67 | Insulation bush MZzV00604 MZzV00604 2 | For UF base
68 | Washer YZA174 XWE9E16F) 2
69 | U nut YZA204 UNUTMG6F) 2
8.3 Separately sold optional parts
Name Specification Part number | Internal code Q'ty Note
Feed roller | For 0.8 mm/1.0 mm (dia.) | MDR00047 MDR00047 2
WMWO061TJEPAAQT 39
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9. Optional units (Sold separately)

9. Optional units (Sold separately)

9.1 Remote controller

It is possible to connect a remote controller to
the wire feeder. With the remote controller, you
can adjust welding conditions, such as welding
current and welding voltage, and perform inch-
ing operation.

9.1.1 YD-35GRR1
¢ Specifications

Information J----- - - oo

The remote controller is sold a separately-sold
optional product. It doesn’t come with welding
power source or wire feeder.

Model number YD-35GRR1
Cable length 2m
Dimensions 104 mm X 187 mm X 64 mm (Body part only)
Mass About 1.2 kg (Including cable)

[ Inching switch] Press it to feed welding wire.
Use “Current adjust dial” to adjust the feed
speed.

[ Current adjust dial | It adjusts current value.

[ Voltage fine tune dial ] In case of “Unitary”
setting, fine tune the voltage automatically set
based on welding current set value.

Turn clockwise to increase the voltage set
value and turn counter clockwise to reduce the
voltage set value.

In case of “Individual” setting, set the welding

Current adjust dial ~ Voltage fine tune dial
(81, 82)

(81, 82)
Ao/,

Connector (83) Inching switch (80)

voltage. [Unit: mm]
¢ Parts list

No. Name Part number Part order number | Q'ty Note

80 Inching switch MSU50106 MSU50106 1

81 | Adjustable resistor | RV24YN20SB53 RV24YN20S 2 | Common to current

. adjustment and voltage fine

82 Dial K2901C K2901C34 2 | tune.

83 Connector MT25A6GP MT25A6GP 1

® About dial readings on the remote controller

Dials readings on the remote colistance
between the tip and base metal, torch angle,
wire type, gas type and so on, the dial readings
and the actual output current may not be the
same.

40
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9.2 Other optional units

Please purchase suitable optional units.

9. Optional units (Sold separately)

Name Part number Usage Image Note
Extension |YX-ZZ042 It moves the
unit position of the <
&L~
spool shaft ‘sl“'/l((‘&@@
backward. .’,'—‘—”",A”
)(f B .\ !l Expansion
(et = unit
Wire YX-ZZ043 It straightens the To use it, the expansion
straightene wire unit (YX-ZZ042) is
runit needed.
Full cover |YX-ZZ044  |lItis a dustproof To use it, the expansion
unit cover for the wire unit (YX-Z2Z2042) is
feed part. needed.
Full cover
unit
Wire cover |YX-ZZ045 Itis a dustproof To use it, the expansion
unit cover for the wire. unit (YX-Z2Z042) is
needed.
Wire cover
unit
Flexible MGX00002 |Use it when
conduit installing the flex
fitting conduit to the
assembly wire feeder.
Flexible conduit
=2 fitting assy
WMWO061TJEPAAO1 a1
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