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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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¢ Introduction

This is the operating instructions of wire feeder for Panaso-
nic CO2/MAG/MIG welding power source YD-NE1 series.
The wire feeder adopts 2-Wheel Drive Roller type wire
drive which achieved stable wire feeding.

¢ About safety

Prior to installation, usage and maintenance works, please
read and understand the safety related instructions men-
tioned 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 May, 2024.
® The information in this operating instructions manual is subject to change without notice.

ysi|bu3
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1.

Safety Precautions

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
0 Things that MUST be performed.

performed.

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.

(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
9 Observe the following instructions

to prevent fatal electric shock or
burn injury.

(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
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.

26
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Ventilation and Protective Equipment

generated during welding can be

ﬁ Oxygen deficit, fume and gas
L 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

1. Safety Precautions

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

ysi|bu3

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/ﬁﬁ 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

WMWOQ72TJEPAAOO
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1.

Safety Precautions

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.

Rotating Parts
W

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

Rotating parts can cause injury.

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,
% 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.

sticking into the eye, face or body.

(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-40NF1

?Opupilcizable welding power YD-400NE1

Applicable wire feeder Euro connector type

Rated current 400 A

Rated feed speed 1.4 m/min to 20 m/min

Rated duty cycle 60 % (10-minute cycle)
_ _ Shaft diameter 50 mm

é{ggllled WI'€ TOuter diameter Maximum: 300 mm

Width Maximum: 105 mm

Wire mass Maximum: 20 kg

Wire type Mild steel/Mild steel FCW(*)/Stainless steel/Stainless steel FC\W(*)

Wire size 0.9 mMm, 1.2 mm

Wire drive mechanism 2-Wheel Drive Roller type

Cable length 1.8 m

Control cable length 1.95m

Hose length 4.8m

Input gas pressure Maximum: 0.4 MPa

Mass 16 kg

Protection code IP2X (Limited to indoor usage)

Model number JIS C9300-5

(*) FCW: Flux Cored Wire

2.1.1 To use a wire of not-rated wire
Slze

For each model, in the 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 "8.3 Separately
sold optional parts")

WMWOQO72TJEPAAOO 29
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2. Specifications

2.2 Accessories

Part name Image Part number Qty Note
Hexagon J— HWK3 ; For replacemeqt o.f feed roller
wrench ( (Opposite side: 3 mm)
Hose band [ﬁ@*j WHB14 1
Q
Gas hose
assembly \\% WSMWGO00012 | 1

2.3 Dimensions

364

Hole diameter:

For M10
- Unit: [mm]
YW-40NF1
A: Power cable length 1 800 mm
B: Control cable length 1950 mm
C: Gas hose length 4 800 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.

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

(7) Angle of inclination of the grounding surface:
10° or less

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

3.3 Installation

A WARNING

Do not hold the handle of the

® wire feeder to hang. Or the risk of
injury due to dropping.

Install where it is insulated from

the base metal.

0 If a buckled wire or a wire that comes
off the spool touches the case, arc

may be generated from the con-

tacted part resulting in burning.

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

* In the case of hoisting the product, execute
the following preparation without fail.
Attach the fixing bracket with the four M6
screws of the frame base part. Make sure to
tighten them well. The fixing bracket is
customer preparation. Make sure to use one
with enough load bearing.

4% M6
A
l@-‘l \&r e
@ ® @@@ 8 2
@ @ = =
L] []
) ] : - -5
35] 415
506 )
Unit: [mm]

WMWO72TJEPAAOO
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3. Installation and Transportation

In the case of using the wire feeder in a
hanged condition, lift the right side plates 1
and 2 carefully to prevent your hands from
being pinched in a opening created by free
fall of the side plate.

Right side plate1

32
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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
malfunction.

* Connect cable and hose drawn from the wire
feeder to the welding power source.

m
-
e
No. Part name Connection destination Method 5
@ |Eurofitting Connection fitting for welding torch After connecting connector, manu-
* Connecting welding torch ally screw the adapter nut tight.

Insert the connection fitting of the welding torch into the ~ Connection fitting
euro fitting @ and then fasten it tight. Make sure | Voltage ‘
the fitting is screwed smoothly.

Voltage

* Do not screw it forcibly, or thread may be damaged. \é\gsrgmbly
¢ Manually fasten it tight to secure sufficient current-carrying
part.
@ |Voltage detection :/oltsge wire assembly for welding Adapter nut
orc _ .
After insertion, fasten with the fastening ring. Welding torch Euro fitting®
Remote controller out- | Cable connector of remote control- | Connect control connector with key
let ler groove
Output cable (+) output terminal of welding Connect with bolt and nut supplied
power source with welding power source
*Tightening torque: 10.1 Nemto
13.4 Nem
Feeder control cable | Wire feeder outlet of welding Connect with bolt and nut supplied
power source with welding power source
Gas hose Gas regulator After insertion, fix with supplied
hose band
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5. Preparation

5. Preparation

A CAUTION

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

Keep away from rotating parts,
AC

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 and wire spool

5.1 Installing welding wire

A CAUTION

Observe the followings for your safety

¢+ When handling the welding wire
wear leather gloves and protective
glasses to prevent the wire from
sticking in the hands or eyes of the
operator.

¢ 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, which may
cause the wire to stick in the hands
or eyes resulting in injury.

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. If touched, arc may be
generated from a contact part
which may cause burnout.

Preparation procedure

(1) Turn the door lock clockwise, then open the
right side plates 1 and 2 in this order.

Door lock

(2) Loosen the knob screw and remove it from

ih/ejpool.

Spool shaft

Knob screw

(3) Set the wire to the spool shaft.
Prior to setting, insert the rotation pre-
venting pin into the rotation preventing
hole of the wire spool.

e =" "R

pin
Rotation
preventing
hole

34
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5. Preparation

(8) Pass the wire into the SUS tube about 20 mm
to 30 mm.

(4)

SUS tube
(9) Lower the pressure arms to put the pressure
To prevent falling of wire, fasten the knob nut back in place.
screw tight manually. _ Pressure arm

(5) Loosen the lock nut of the wire straighter
unit. rotate the straightener adjusting bolt to
lower the guide roller.

4[ Straightener adjusting bolt

|

BQL !I!j Lock nut

o imad Feed roller
/’_‘ |

(10) Adjust the pressure nut so that the bottom
of the pressure nut is in the width of the
applied wire scale.

Guide roller
Pressure nut

(6) Pull the both pressure nuts toward to list up HF =0
the pressure arm. — Bottom

4
mEBEEY
resarized sule ] ressi

Pressure arm

Ean
Aol

=
= N

Wire scale to pressure table

Wire Mild steel/ Mild steel FCW/
diameter | Stainless steel | Stainless steel FCW

08 Tt02 -
09 i
Feed roller 1.0 2103 1102
T2
2
14 3t04 to3

(7) Check the wire diameter engravement of the
feed roller if the applied feed roller is proper 1.6 3to4
to the applied wire diameter. If not, change
to a proper feed roller.

WMWO72TJEPAAOO 35
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5. Preparation

(11) Close the right side plates 2 and 1 in this 52 Replacing feed roller and SUS
order. Then, turn the door lock counter-clock- tube
wise.

Make sure to use a feed roller and a SUS tube
appropriate to the applied wire diameter.

Preparation

(1) Turn the door lock clockwise and open the
right side plate 1.

Door lock

Door lock Right side plate 1

(12) Straighten the welding torch cable.
Press the inching switch on the remote con-
troller or the front panel of the welding
power source to feed the wire.

(13) Release the inching switch when the wire (2) Pull the both pressure nuts toward and the lift
extension from the tip end becomes about 10 up the pressure arm.
mm.

Pressure arm

Feed roller

(3) Remove the knob that is fixing the feed
roller. Then pull the feed roller assembly
toward.
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(4) With the supplied hexagonal wrench, remove
the hexagon socket head bolt.
Then insert the feed roller for the applied
wire diameter so that the applied wire diame-
ter display comes front. Then fix it with the
hexagon socket head bolt.

Feed roller gear
assembly Feed roller

Hexagon socket
/ head bolt

Refer to the followings and securely install the
feed roller.

Feed roller gear assembly Feed roller
@
©
o
@

Use the holes @ and refer to the following fig-
ure to install the feed roller with the supplied
M4 hexagon socket bolt.

(The holes @ won't be used with this product.)

(5) Pull out the SUS tube to the right and replace
with a SUS tube for the applied wire diame-
ter.

5. Preparation

(6) Put the feed roller assembly back in place and
fix it with the knob.

(7) Lower down the pressure arm. Put the pres-
sure nut back in place. Then close the right
side plate 1. After that, turn the door lock
counter-clockwise.

Pressure arm

ysi|bu3

Door lock
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5.

Preparation

5.3 Adjusting brake of the spool
shaft

Spool shaft is equipped with brake mechanism.
Re-adjust to the optimum brake strength as
needed.

Adjusting method

Turn the M10 bolt assembly to adjust the brake
strength.

Tightening direction of Brake
M10 bolt assembly strength
Clockwise Stronger
Counter-clockwise Weaker

<Optimum brake strength_standard value>

The optimum brake strength is strong enough
not to be considerably loosen in wire inching
operation when the welding current adjusting
volume is set depending on the applied welding
current value.

* The rotary torque of the spool shaft is factory
set to approximately 0.4 N+m at shipment.

* If the brake is too strong, biting of wire in
wire spool may occur causing poor wire feed-
ing.

* If the brake is too weak, the wire spool
largely runs idle after welding operation caus-
ing poor wire feeding.

Especially for a welding operation that
requires frequent switching of wire feed ON/
OFF operation, such as tack welding, set the
brake a strong strength to prevent the wire
spool from running idle.

Re-assembling of spool shaft method
To assemble the spool shaft, when the spring of
the “M10 bolt assembly” touches the brake sup-
port, make the spring clockwise half to one turn
for temporary adjustment. Then, fine tune the
brake strength to have the proper strength.

Rotor

M10 bolt assembly

Wﬁ@

Brake support
* Pay attention to the direction of the brake
support (see the above figure) and insert it
into the rotor. Inserting it in the wrong direc-
tion increases the brake strength enough to
stop the rotor.

Knob screw

* If properly assembled, the extension of the
hexagon head of “M10 bolt assembly” is
about 1 mm. (See the below figure)

approx. Z=1mm

M10 bolt assembly
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5.4 Adjusting wire straightener

There is scale on the guide roller.

Record the scale on the guide roller before
replacing the wire and use it to estimate the
adjustment position of the newly replaced wire.

91

=
~
2(e
A
O

(1) Loosen the lock nut, and then rotate the
straightener adjusting bolt to move the guide
roller up and down.

4[ Straightener adjusting bolt
|

B !I!j Lock nut

k= §

Scale

Guide roller

(2) Turn the straightener adjusting bolt until it is
on the desired position, then fasten the lock

nut tight to the main body to fix the position.

5. Preparation

WMWO72TJEPAAOO
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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.
e Check the feed rollers for abrasion. | Replace them with a new one if needed.
e Check flat head machine screws Tighten them if needed.
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 outlet
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.

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

Gas hose Check hose for damage Replace with a new one if needed.

Apply silicon grease to the stater of the spool

shift once a year.

Spool shaft | Check spool shaft for rotation state * For disassembly/reassembly method of the

spool shift, see “5.3 Adjusting brake of the
spool shaft”.

40
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7. Circuit diagram

7. Circuit diagram

CN16 (NS L=~~~ ~~05" 71
252 % N
3o} 6 b M 352
7 o422 3 &7 155 > 1
e 5, 65 2455 > 2
8« 5= y 0 3 56 353 = o
e == 94 ? o354 71 coz
?5 2355 > 4
I S5 >S5 |(Remote controller
11 2 N3 : e LY, 8 outlet)
1304
47 1 o ‘
R 12 ‘
~ - CNB
) GND. [71 ] (N7 T2 [oE
CN15 ’ 6 o] 23 7
68 5 32 M 6
2945 5° P4 S Y 3
1 = ¢ 3 4 =
66 7 ' J f
be Z 5 2
[ 67 6 p R o I
P11 WTYETI0104 !
P L= 8 CNTTL o)
14058 4 1
o Bt/ 3 ] O3
SOL (Euro fitting)
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12 0— > 7
1502 1 d I L
GND. ;E
1081 10 130 Cos
Eul (Voltage detection)
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8. Parts list

8. Parts list

8.1 Main body
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8. Parts list

No. Part name Part number Qty Note
1 Base assembly WTMKL00014 1
2 |Front panel WTMKF00015 1
3 Front upper part panel  |[WSMKFO03PX 1
4 |Front lower part panel  |WSMKF004PX 1
5 |Partition board 1 WTMKMO00006 1
6  |Partition board 2 WTMKMO00008 1
7 |Rear side panel WSMKRO0O3PX 1
8 Cover WSMFPOQO5PX 2
9 |Right side panel 1 WTMKS00010 1
10 |Right side panel 2 WTMKS00013 1
11 Pin WTMJMO00003 1
12 |Left side panel 1 WTMKS00015 1
13 |Left side panel 2 WTMKS00017 1
14 |Handle WTMHG00001 1
15  |Spool shaft fitting WTMFPOOO0O7 1
16 |Torch stand WTMEFS00001 1
17 |Insulation board 1 WTMZP00001 1
18 |Insulation board 2 WTMZP00002 1
19 |P.C. Board case WSMKHO00018 1
20 |Cover WSMKKO00007 1
21 |Euro protection cover WTMKKO00012 1
22 |Spool shaft MDS00012 1
23 [Wire drive part - 1
24 |Relay board WTYET10104 1 |(Inside P.C. Board)
25 |Gas valve assembly WSMWX00040 1
26 [Nut for gas DMN9/602 1
27 |Gas hose assembly WSMWG00012 1
)8 Eggote controller har- WSMWX00033 1
29 |Metal conduit cover YZA/MJBOO1 1 |Internal code: NR2ORCA1
30 |Voltage wire harness WSMWX00034 1
31 |Harness MWX00136 1
32  |Fuse holder FHSO7F 1
33 |Fuse XBA2E30NR5 1 |3 A, Safety part (Inside fuse holder)
34 |Dust-proof grommet MFG00007 1
35 |Rubber cover WSMFG00002 1
36 |Cable fixing fitting WSMFS00003 1
37 |Cable assembly WSMWC00043 1
38 [Hinge WTMJMO00004 1
39 [Door lock MTNK008618 1
40 Remote controller fixing WSMFEPOOSPX 1

board
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8. Parts list

8.2 Wire drive part

No. Part name Part number Qty Note
1 Motor MDKO00027 1

2 Connecting plate MTMFPO0008 1

3 UF base assembly WSMDB00005 1

4 Pressure nut MMNO00014 2

5 Pressure adjusting tube WSMNX00003 2

assembly

6 Pressure spring MBPO0007 2

7 Pressure arm WTMAAO0001 1

8 Pressure arm WTMAAO00002 1

9 Pressure arm shaft WSMDS00002 2

10 |Pin MMP00006 2

" Pressure arm spring WSMBPOO00O1 1
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8. Parts list

No. Part name Part number Qty Note

12 | Pressure roller assembly MDR00060 2

13 | Feed roller WSMDRO00012 2 |For 0.9 mm/1.2 mmin
diameter

14 | Feed gear assembly WSMDGO00003 2

15 | Feed roller shaft MDS00009 2

16 | Drive gear TSMDO0137 1

17 | Washer UMWO00501 1

18 | Wire guide fitting WSMFCO00001 1

19 | Center tube WSMGWO00001 1

20 | Mounting fitting WSMFMO00009 1

21 | SUS tube WSMGT00002 1 For 0.8 mmto 1.2 mmin
diameter

22 | Euro fitting WSMFC00003 1

23 | Wire straightener unit WTMDUO00008 1

24 | Knob WTMFMO00001 5

25 | Copper bar WSMCB00002 1

26 | Guide fitting WSMGMO00001 1

8.3 Separately sold optional parts

Part name Specifications Part number Qty Note
Feed roller | For 0.8 mm/1.0 mm in diameter WSMDR00008 2

For 1.2 mm/1.4 mm in diameter WSMDR00016 2
SUS tube | For 1.2 mm - 1.6 mm in diameter WSMGT00004 1

WMWOQO72TJEPAAOO
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