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1. R Introduction

LONGRUN-25CTE 2&=, AUTO MELT E&Jl= HelXlol EIHAIZI 2H
= 2830 A9l Its SUBMERGED ARC E&IIZM EE A0 X= S
52 2A0I0HE HdB8olH AMEEY = AL, 83 2A3 2 d3 2 23 &
HASLICH =I10 Hgst MOHEX= MOIZIAE MOHEAS HELCZ 4
& st AMZTSLICH

Longrun—-25CT type 2 electrodes, AUTO MELT welding machine
consists of 2—electrode and 2—motor system in the carriage, which is a
type of automatic SUBMERGED ARC welding machine. It selects the
type of wires necessary for various welding conditions, and can be set
with various gaps and angles. With the effective thyristor control
system, the machine is lightweight and small in size.

1) D&, IsEXNC=Z oHHE STHAH L RS 28 BEADE 4¢t
Ct

2) =&, EZ, Pipe, Wind Tower, Tank S2 H&EE2Z 2= E&EZ0H(|
ZHRASHH MEBE = UL

3) 2&Es &2 MotorE AIE0ot0 Wire 30| |&6i0 2%, 240 2=
ot Panel &sdAlocz 28808 X &0| JIsGHC

4) EEMAHEX= BFR(AC)-wR(AC) £= HF(DC)-LF(AC)E HEGHN
AMEE = UL

1) Provides high quality and high proficiency welding conditions with
clean welding BEAD.

2) Can be widely used in various welding areas such as ship
construction, steel framing, pipe, wind tower, and tanks.

3) With its strong transmitting motor the wire transmission is smooth as
well as its intensity and rigidity, it is effectively controllable with its
panel observing technique.

4) The welding control device selects from either AC-AC or DC-DC.




1-1. A8 Standard specifications
g Al Longrun-25CT &
Form Longrun—25CT Type

8 8=

Welding Current

300A~2000A

Ol &HZ
Wire Diameter

4.0, 4.8, 6.4mm

A0l &2 5

Wire Feeding Speed

HE J10 365cm/min (A2, E2IEJIHE &)
Double gear 365cm/min(Single, triple: Option)

20l &2 MOTOR
Wire Feeding Motor

100W DC Motor

Ol = 55 M
Wire Feeding Speed Control

MOl2IAE O 28 Ot aE 2 M
ARC voltage control by a thyristor

= o
= X8 e

Nozzle Adjustment Scope

2 100mm
Vertical 100mm

=3 50mm
Horizontal 50mm

2ol
Wire Reel

E4 NIIEE (12.5kg, 25kg CHEAI=2ItS)
Special Magazine Type
(Possible to use in bundle of 12.5kg, 25kg)

aEH = o
ES TN

Travel Speed Range

15~150cm/min

= MOTOR

Travel Motor

150W DC Motor

XEH =C X.”O.I

TS L

Travel Speed Control

MOIZIAEN 28 5% HA
Control of the constant speed by a thyristor

SH
Hopper Capacity

124

>
=gt

Weight

170kg

1-2.

EE 8B

Standard components

=

Product Name

7 = > ¥

Dimensions Quantity

g8 JoI2

Welding Cable

1858Q 20Mx2EA

MO Aol=
Control Cable

1.255Qx 15P 20M

HA AHOI2
Earth Cable

1858Q 5Mx2EA

Ne €

Sub Tip

NE 8 HE
Sub Tip Nut

48 % HO HOIS 20l= & ArZILICH

Length of welding and control cables are optional.




Outer view
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NO. DESCRIPTIONS QTY
1 CARRIAGE 1 SET
2 CR MOUNT 1 SET
2-1 MOUNT ADJUSTER 1 SET
2-2 MOUNTING 1 SET
2-3 VER' ADJ' SENSOR SLIDE 2 SET
2-4 HOR' ADJ' SENSOR SLIDE 1 SET
3 WELDING HEAD 2 SET
3-1 WIRE FEEDING UNIT 2 SET
3-2 WIRE STRAIGHTENER 2 SET
3-3 PRESSURE ROLL 2 SET
3-4 NOZZLE 2 SET
4 HOPPER 1 SET
5 WIRE REEL 2 SET
6 CONTROL BOX 1 SET
7 SEAM TRACKER CONTROL BOX 1 SET
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Assembly and connection

Olot & A& 2toiAd= Longrun—25CT, 25CT 28 = AUTO MELT
g8 WSESdMA, AFSHMAA L AKX ZotH AHE2E 30 O
ot MMAECZ AYHolEg NS 4HME Ot=22 FX06I0H F=HAI2L.

WREHHERA, ASFSHMAL L= A0 BAM UsIt SISt AM,
02 =MUZ2 8506t AL

The following contexts about assembling and connecting related with
Longrun—25CT, 25CT 2 electrode AUTO MELT welding machine explains
about the machine in both alternative and direct current with its
carriage assembled, hence it is wise to refer to the manual below.

Check the primary AC welding power, and DC welding power first
and then start connecting.

1) MOEXIt SHE =
30~50M2 144 =

o, ttE & =SS

2) HHY S2UHHZBEXNYN SHHEA x5
BHE 2t BOXUHA L2 948 DEE HAHSH XN SEHER
LIF2 MOoE S0 5L

3) MOEXIt S8 L HelXte 3=
SSd8sII0AM 2E 2 218 88 MU UEXIN €1 1O =
cl0A =cld e 2912 2l=Ed BXE gitAd 20l &=L
LSOl MOEXI0NA Ll 2= 22 S A2Ae 20 &85
&HLICH

4) STHERA 2XF SHAHE S2HWES vtAH & 2=z HYS 20(9
HOl=E=2 5Lt

1) Connecting with the control device and tandem inter—connecting
device
There will be a 30~50-meter 14-rod cord in the attachment. One
plug goes on with the control device box, and the other to the




Tandem inter—connecting device.

Connecting with tandem inter-connecting device and the welding
power

Assemble the 9-rod cord from the tandem inter—connecting box by
the correlating terminal number and connect it with the control
terminal.

Connecting with the control device and the transmitting motor
Insert the cord plug of the transmitting motor to the control device
and connect the plug that is disconnected with the 2 power
extension cords with the busbar and the welding metal.

Connect the secondary welding power terminal and the welding head
of busbar and welding metal with a preferable cable length.

The cable size varies within its requirements.

[ Longrun—-25CT 218 &5 ]

Longrun—-25CT outer connection map




3. X¥ W X&  Adjustment and operation
3-1. ARXl A&  Switch setting
ZEE BtAQ A8 E0Ist U3 2 AR/XFE s &0 MEStHCE.

After identifyin
follows.

1) MO&XI  Control Box

MO & & A2 X (LINE) ST "OFF"

Control power switch(LINE)

HTE=I| A2/ XI(CONTACTOR) S2 "OFF"

Magnetic contactor switch(CONTACTOR)

=& AIXI(TRAVEL) S3 "OFF"

Travel switch(TRAVEL)

Ora&d e =&FI|(VOLTAGE) WVC '4~6" =23

ARC voltage regulator(VOLTAGE) "4~6" Scales

=T THI|(TRAVEL SPEED) TSP ot =2

Travel speed regulator(TRAVEL SPEED) "0" Scale
2) =Xt Traveling cart

24X diH "H

Clutch lever "Forward"
3-2. &  Application of electric current

WE L= A8 I2EHMRAS 152 MAN E56tth W o3 88
M W22 HOHE X (1)~(2) ALOI2l X0l 88~90V A0l U= HS
SOISHCH 2ol 1 Ol& £= 1 0lste!l ZB20le i = I8 012E
HEEA e BRHI|O &2 WA ST

() AHA 2HEM 88~90VZE RXdte A2 22 E0I8 20| OtL
H S2& 2 MAS ZTHIGIH HIE L2 wAldle HS £2 E5Z
BE 2| /M SR8 L0222 0IHAMN S8 F=2AE JIS00F ST
222 MUHEAARXI(LINE) S12 “ON"'2Z2 StC}.

The primary side of the AC ARC welding power supply is connected




to the power source. Make sure that voltage between (1) and (2) of
the control terminal inside the AC ARC welding power source is in the
range of 88V and 90V. If it is less than or more than this range, the
tap of the auxiliary transformer inside the AC ARC welding power
supply should be replaced.

(NOTE) In practice, it is by no means easy to maintain the voltage in
the said range between 88V and 90V. Yet, it is important to maintain
the correct voltage by securing power supply with sufficient capacity in
order to obtain desirable welding results. Next, the control power
switch (LINE) turned "ON".

3-3. E&F XA Adjustment of welding current

DEE YAO NM2XH SEHE AXI(CONTACTOR) PB3(+) PB4(-)
£ M5 SHEHA NFRARFIIS EFXA0 2)| M2 S20ls A
S S0I5tD HYs MEXZ NESHC

0l AR “+'HES w21 AL 33| “-"2 HiREsE NS MotE=E &
Ct. (HED12 29T OZ QA EHAl S0l &A= A0l ALH)

*» A5 2|9 3R 282 0l8dN &

By mutually pressing the button switch for current adjustment of the
control box (CONTACTOR), PB3(+) and PB4(-), check if the current
indicator of the AC ARC welder moves left and right. Then set it to an
appropriate value of current. In this process, do not suddenly changed
from the "+" button to the "-" button. (It can damage the brush due to
sudden reversal of the electromotor.)

In the case of a DC welder, it is adjusted by using a volume.

3-4. UK ==XAH Speed adjustment for traveling cars




FSHH X2
b, =& XFII(TRAVEL SPEED)
BN SZHIF SHOIAH =0 OdefE 2

ditHE dAe=2 1) FHALIX(TRAVEL) S3E “ON'2=Z2
s | LEZCZE =l SZ0F It

2 of E2 XHEL

o
xg

I Fp.ﬂ
0

H‘l
10 ol

I

Put the lever of the traveling cart, set the travel direction switch of
the forward direction and turn the travel switch (TRAVEL) S3 "ON". If
the speed regulator is quietly turned to the right, the speed is
increased and the speed indicator moves to the desired speed.

3-5. &= 20|01 RE= E0 &

Insertion of electrode wire coils into relay

Wire relay is the one for special magazine type. First, unfasten wing
nuts in 4 spots and turn fingers to the inside, and then insert a coil.
Next, turn the fingers outwardly and cut the bind of a coil. Here note
that if the bind is cut, it can be difficult to insert a coil into a wire
reel. In pulling out welding wires, it should be done so from the inside
end of caoil.
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3-6. 20l ¢1&




1]
o
B
|0
HU
10
N
ol
s

MOl =89 o= =HI|(INCHING SPEED)
210} =

AAHEE) Seltt. | E9 SEHEARX PB2E F20H £=2 20| s=¢st
oz M NHY SEHEARX PBIS 2% $220| "usoz =M
A0I0HE B0 ST}

AXE = QAT XHII(INCHING

M- ZEO0ls stF2 =SHE
=
=

SPEED)

Turn the inching speed meter on the side of controller completely to
the left (counter clockwise). Pressing the button switch PB2 makes the
feeding roll to the direction of feeding; pressing the button switch PBT1
makes the feeding roll to the opposite direction and pulls the wire up.

By pressing a button switch in either way, turn the inching speed
regulator to the right (clockwise) in order to adjust wire inching speed.

3-7. 201 EH&A2 WA Correction of wire bending

S=22 &F 2 80l AtEot= 20l HH0| Hgstkl &elstCh 240l
HE S=SSE0 JHZES MO €10 JtELIAIE X0 TS 2010 &=
SEHEARAXNE =cdA A0IHE SSEHLL
1) AEdUIOIEHS =&

2tOIOIJF E 2 20lA 2 30cm % £HI2 U= MK ZELALE
EPSESI
2HOI 01 Ot

Check if a type of feeding roll and the wire diameter used for a tip
are appropriate. Place the wire between feeding roll and pressure roll
and tighten pressure screws. Then, press the wire inching button
switch to send the wire.

1) Adjustment of the straightener

Adjust the screw until the wire is out about 30cm from the end of

tip.

Tighten it enough to send the wire without slipping. (Do not tighten

_11_




it more than enough)

Procedures of welding operation
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1) SEHA

£ 'ON'@=2 &ttt

@ 8% &= Sw, S2, S8
@ PB5(START)

@ o=t

Ct.
t CHXHTRAVEL)OI
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JF

ol

1o
<0
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Ki0
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040
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040

= s 1

ol A
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Set the tip and the parent metal about 30mm apart from each other.

Press the wire inching button switch to move the wire closer to the

Stick the iron core in the size of the smallest fingernail

parent metal.

_12_



and the round shape between the wire and the parent metal until it is

pushed as much as slightly pressing the tip of wire.

Open the flux hopper valve to diffuse flux around the wire, and the

welding preparation is complete.

1)

Beginning of the welding

@ Lay the travel direction lever to the forward direction of welding.
@ Switch on the 'SW, S2, S3' for welding selection.

® Press the PB5(START).

@ Traveling is processed when the ARC generated.

During the welding

(M Turn the ARC voltage adjustment volume (WVC) up and down to
adjust it to an appropriate ARC voltage. Also, press the current
adjusting button switch (CURRENT) PB3(+) PB4(-) to set a desirable
welding current.

% The DC is adjusted with a volume.

Finishing the welding

Press the PB6(STOP) to finish welding

Please use the following picture as a reference to control order.

_13_




(1) Main line s/w& "ON"'©@2

2.

Switch "ON" for main line
S/W.

[ [T

o
0
I
ol
&£
in
2
40
bal
1]
i
ol

[ 3
L3

Align the wire end with the
welding line. Adjust the
distance between the
welding plane and the TIP.

(lLps 2Wos)
wgg 45

Tip
Wire

(2) 2A0I1012t HFEHU LXIAZ

o.

Align the wire with the

welding plane. Wire inching
or retracting.

it 0¥

Tip
Wire
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ON2 & &tCt.

= Tl

START HHES

(3) E8 &8 S/WE

Switch on the welding select
S/W. Press the 'START'

button.

s

Qo

EPS|

nio

EHHY

(4) 8O

Adjust the present welding

voltage.

L3

[ [13

e
i =

L 18

(3) 8 AH

Start welding.

O]

2ol &2 Al E(Start wire ransmission)

|

|

Travel AlZH(Start travel)

Arcking

(4) 8 &

0
OfA

Welding in progress.

()
G N

(B0
i
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(5) STOP HES &Lt

Press the 'STOP' button.

ULL SUCRDOAOCL  YWOLLANG D0 L

(3

_16_




3-9. ¢ & XHE TANDEM welding requirements
1) 28 20/ &  Welding by the type of wire
2 (mm) & &= HF(A eV £ (cm/min
WIRE(mm @) ( ) (A) v K ?
Each plane(mm) | Electrode | Current(A) | Voltage(V) | Velocity(cm/min)
F 700 33
6 170
R 650 38
1 , F 750 34 160
' R 700 38
F 750 34
R 4.0 2 140
R 720 38
F 780 35
10 100
R 740 38
F 800 35
12 70
R 750 38
F 4.8 8 i 850 3 140
’ R 750 40
F 850 35
R 4.8 10 100
R 800 40
F 850 35
12 90
R 800 40
F R
I ’ﬂ_l 0 J'!
% 1o/l
o
B o L T 5
%;SHJ%‘: ;‘l,f
Welding direction) i__| /
J :
e,

L

[ M2E| ]
Electrode location

_17_




2) & SHE 2&  Welding by the type of plane thickness

TSN 20l M&E (D)
= , HF(A) T eH(V) =< (cm/min)
Plane Wire . .
) Electrode , Current(A) | Voltage(V) | Velocity(cm/min)
thickness diameter(WYE)
F 4.8 900 35
20 80
R 6.4 800 38
F 4.8 950 35
25 75
R 6.4 850 40
F 4.8 1000 35
28 75
R 6.4 900 40
F 4.8 1100 33
32 65
R 6.4 950 42
F 4.8 1100 33
36 65
R 6.4 950 42
F 4.8 1200 33
40 60
R 6.4 1000 42
F 4.8 1350 33
50 50
R 6.4 1050 42
¥ M) B8 XHHEE 2 28 XHTO0IH, HHEE, &YX A
SOl TetMd E2td = USLITH

The welding term graph above is a general welding term graph,
and can differ according to work site, work conditions etc.

_18_




4,

1)

2t
=

2ol A& J|ls Each

composition and ability

Wire transmitting device

. 20l S=2EX
A0l =2 d=IJl  Wire transmitting motor
A0 &3 MSIIZA 100W DC Z2EIE A=

The 100W DC motor was used.

[ =D AFY ]
Specification of the electromotor

RN
DC Motor
Method
E o
100W
Output
7| X}
80V(90V) 1.2A
Armature
V| PN
) 80V(90V) 0.14A
Field
sln s
. 6,000 r.p.m (3,000 r.p.m)
Number of Rotations
ol sk A/ =&
Traveling of Rotation Forward / Reverse
¥ A o1
Rating Continuous
Z=HX The velocity—reduction device
As2880 AHAH=E 2A0IH XNE L 2EIAH0| LA UHEo HEH
A0l 28 EEE 222 LILHL
=2 dXes Z5EXS ZSHE HE0W 228t 20| s285EE
= = UEE EdHETNH UsLIC.
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For the automatic welding, the welding velocity is needed in wide
range for various wire diameters and welding conditions. The used
device is manufactured so that it changes the reduction ratio of the
velocity—reduction device to achieve necessary wire transmitting

velocity.

HYHY
(Worm Wheel)

leﬂ “om
(Pinion “C”

71 “B”
(Gear “B™ ) l

nlLIa hﬂAll .......... slslsla

(Pinion “A” ) \_
710§ “D” / 218 (Worm)

[ Z=EXQ JIH=74 ]

The gear composition for velocity—reduction device

=8 oL “A" sLigt® ‘B”
Transmitting roll Pinion "A" Toothed wheel "B"
HE(E3E 12 r.p.m
(ESE 12 rp.m) 19 51
Standard (Transmitting roll 12 r.p.m)
HE(E32E 24 r.p.m)
= P 30 40
Double (Transmitting roll 24 r.p.m)
ECIE(E2E 36 r.p.m
(&=E p.m) 37 33

Triple (Transmitting roll 36 r.p.m)

_20_




[Z5HI2F AFE 2010 &2 H]
Wire diameter and the reduction ratio

2F0| O
T EA s A== ] E25=E)
Form of A/B | C/DJ| E/F | Net reduction (em/min)
. Wire transmitting
Assemb |y ratio
ratio(MAX)
(cm / min)
= % | q9/51 | 22/68 | 1/ 57 1/ 473 180
Standard
H =
30/40 22/68 | 1/ 57 1/ 235 365
Double
ECE
. 37/33 22/68 | 1/ 57 1/ 57 550
Triple
3) S22  Transmitting roll
SSE2 ZSEXS SEF0 FRAIHA AF2 2A0IH XS0l XA
Ho0 EAISH XA 20| 2EFLLICH A0 SSE XIS &AIst
FEHS0 oAM= FSHEE F X0 F=H A

[ 254 2EHE ]

Reduction table

2tolof X[& mm

Wire diameter

3.2, 4.0

4.8, 6.4

The transmitting roll works with the reduction device for necessary

wire diameter and there are two types as mentioned in table. Look

at the component list for further information about the wire
transmitting device.

_21_




4-2. 20|01 &4& EHXI  Wire straightener device

2010 AEdIOIEHE 20100 JHEE X0 FHEAHA E222H ZII0 =
2 A0IHE HHL=Z otl= XN2=ZAM 0lAR0= 2JHX SE0| JAsUtH H

¥
i

22 DI 20 =22 2A0I0E wHots IJHE HYEe Hdas M8y +
USLICH 2= 2A01012 wWHE2 JISLIAME IJtZot0d =& ELICHE, 240l
HE UAl €2 d2Rc 248 =0 = I HE HOHUWE £ 200
S WY MOHCH JHSUAISE Z8E ERe glsLIt. 2010 AEHO0IEY
o adAMlet RS0 HolAes FFHE HFX0t0 FHAL.

Wire straightener tack welding with the wire pressuring device and in
which it works by straightening the bent wire from reel. There are two
characteristics in straightening. First, the wire straightener can be set to
a comfortable direction of adjusting the bent wire free angle since the
adjusted plane is set to free angle if the screw is loosened. Second,
the adjustment of wire works by controlling the pressurizing screw,
however there is no need to adjust the pressurizing screw every time
the wire is exchanged. Look at the component list for further
information about the wire straightener device.

C7HALEA

(Pressurizing screw) ﬂ

(@) $tolol4dd g (b) 2tolof 4+ $1A]
Wire insert condition Wire insert location
[ 2lolof AE0IELY ]

Wire straightener

- 22 -




4-3. 20| JIY&EX Wire pressurizing device

2LOI0 It EX= EEMEEES NI €0 SSEX0 FFAA S22, It
2E0 2StH 2ACIHE S=20 =2 S=22 sIHE0 2ASHH 2A0IHE
S=ote AYLICH £ SEE0M= 24010 AEHOEUHR RES FHE AZ
LICIZH S E0] +XAXNRH =HAXNK Lo AT E SHA L2lo Us
O DEE = USULCH 2A0I0 IHAEXS afAet 2SHSUH Hold=s 2
SHE X6 A

The wire pressurizing device must be inserted in the insulating
support in the reduction device, and it works by transmitting the wire
by the rotation of the transmitting roll which activates when the wire is
pressed by the transmitting roll. Also, the clamp works with the wire
straightener and the nozzle, however the nozzle can be adjusted from
perpendicular to horizontal position by turning the mouth angle for
customized direction. Look at the component list for further information
about the wire pressurizing device.

4-4. = =2l Nozzle assembly

L2 Ha=Scs 2A0IHE HIE Y2 20| Xeot=S HtAHE Sol
20100 SENFE £ 2= LI LPECSZE= TIP HAS AAEEL
Ct2F, 1000A0I& 2l 528 € H<20= CONTACTOR &40l HEeL

Ot TIPZAINIA= 20100 XIS2 6.4mmItNIZLICH. ZEICAEZRH

22 20l WA ESEE OIS0 Meh stat HEE FluxE SAIU SSAl
=X
(=

The nozzle assembly works by allowing it to flow the welding current
into the wire b the busbar by making the wire go to the desired
direction. Normally the TIP system is used however when constantly
welded, the contactor system is applied in 1000A condition.

The wire diameter is only up to 6.4 for the TIP. The TIP system

_23_




allows the tip of the nozzle to transmit steady flux by the welding point
direction using the multi-distinct, and the thickness is constantly
maintained.

Look at the component list for further information about the nozzle
assembly.

4-5. HEE LE ojage (MY 2aE)

Curved nozzle assembly (mandatory)

Ol HEE =2 TANDEM RIXI0A AIZEE B0 AtEots 832 A
clE B otJl ol 2HE AJLLICH HEE =2 HdsScle d8RES
CZ FAYAl 2o FHAIL.

This curved nozzle, when used in TANDEM position, is designed for
the distance between electrodes to be minimized.

Look at the component list for further information about the curved
nozzle assembly.

4-6. xHXFHX, =HAIHEIX
Horizontal position control device, perpendicular
position control device

(1) *EBXHEX - dHXZ0t
2 8Xl= OI2E H&=22e dlE FHF B3l HRBEAIN LD, dsHE=
O >EHAM(HY HaHgtE)=2 &L
=HAHEL  50mm

(2) =&ZHEX
2 Xl &) =8XFEX L OIRE HAS2e & HE Bt
Of 22 HEANAHA T L SHHEIO| =AM XHS 242 & LIC
=HAHEESR 0 100mm
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(1) Horizontal position control device - Preceding electrodes only
This device tack welding the bracket in the mount assembly's
head, and after that the preceding electrode must be aligned
with the rail in parallel. Horizontal position range : 50mm

(2) Perpendicular position control device
This device tack welding each of the horizontal position
device above and the bracket in the mount assembly's head,
and after that the preceding electrode and the backing
electrode must be aligned with the rail in perpendicular
position.

Perpendicular position range : 100mm

4-7. DIRE OHA=2|l Mount assembly

Ot2E Hd=cle 0I2E ZZ3EX0 HEAA IIR2E Ect3, MAHEX
FRECH, W FHE Bt S22 FHEHN USLICH
1) 832HAXH
HI2HAL2 ot S0l E OIRE B2t DEHUE=E = EE iU
Otr=E =ct0IHE =20l AlIA U £E8E = USLICH
ZHYR © 25mm LIXIHM 250mm
SA M= 2t2Q DMt 82 =EBXEEXUAM ELICH
2) 8= 22 =¥
(a) OtZ(1)2 Ol E &20IHN REEHN U= =EE 21 M32AEE
THE = UsLIC
THYER ¢ £20°
(b) S FH2 B30 UHolhde SEZ gUtE 20 8= A5E X8
& LICH.
THYER - £20°
3) =X (LY HAUHE) - dHMI0t
OlE FHE Bek30f ol 28X YHtE 210 sissS =2H AL
N2geol 2B XHZ otH ELt 8 & 2T Y HtE EZLICL
2L 50mm

The mount assembly is consist of mount bracket, control system
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work—on bracket, head work—on bracket etc.
1) Adjusting the electrode gap
The electrode gap can be roughly adjusted by sliding the zinc rock
slider after loosened the bolt adjusted in the mount bracket.
Range : 25mm~250mm
Exact adjustment of electrode gap is horizontal position control
device.
2) Adjusting the electrode angle
(a) Loosen the bolt of zinc rock(1)'s slider and control the electrode
angle.
Range : £20°
(b) Loosen the clamp lever and adjust the electrode angle for head
tack welding bracket.
Range : £20°
3) Horizontal control (with perpendicular position with rail)
— preceding electrode only
Loosen the clamp lever and adjust the electrode angle with the
turning of handle for head "cheabu" bracket.
After the adjustment, close the clamp lever.
Range : 50mm

4-8. OIRE ZHEX Mount control system

Ol=2E XEEX= tHIAe=
3=

2001 SOIM CHXHOI FIRAIDID 2®2TE
22 NS 0I2ES F2AYSO

z =828 EULh

The mount control system tack welding the middle of beck plate by
distance while horizontally controlling the accumulated mount
perpendicular to the two—electrode head section.

SR

AEYOIE =9 AL L = 60~420mm
HEY =0 A L = 30~390mm
MIATEH 0 = +20°
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=2 (1) AdHz=RH 2 83328 H#R=
SHA A2 = UL

&d=2+4 L=60~420mm

HRAFESR L=+/-25mm

Electrode gap :

For straight nozzle L=60~420mm
For curved nozzle L=30~390mm
Electrode angle range 0=£20°
Electrodes can be move in position (1)
from left to right.

Electrode gap L=60~420mm

[ 32431 ]

Right/left control range L=+25mm Electrode position

4-9. 2A0|HEY O{Hd=Scel Wire reel assembly

Aol 2, 2230 FHFot= 12.5kg € 25kg2
= USLICH AMS 2010 HMSH XFA Hiul ZF LA

SAEHE JIZELILL SAI g 2A0I0ES FHFREX JIsEL

m <
o
ro
14

AZJE 2A0I0E2 afAet 2S00 Uolhdes FSHS

HAIL.

o

S

t =

Ol

The spoke type wire reel tack welding 12.5kg and 25kg coils on top
of the insulator. The braking condition of the used wire product is
moderated by a barne control screw the magazine type wire reel can
also tack welding.

4-10. SIH HHA'=cl Hopper assembly

o =2
Sakel;
LIC

I 0g=cle dAMlet 23S0 Holde 232

=2 A12L2AM 7| AMAZS2 402 D222 =cHAE MA
O AsUt. == otgd FFS MO0 EAHAIA &S Jldt

P

xQ ol
o o> X foh

—_

T O

S

H =&AL,

i
o
ol
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The capacity of hopper is about 12 liters and the rectangular shaped
figure at the top is used to eliminate slag in the net of 4 meshes. The
hopper and the zinc rock and the gap between the tack welding rod is
insulated, thus safe. Look at the component list for further information

about hopper assembly.

FHASIe 5EX0 E2XHH MAEX 2ol AsHOIE == Ef
AXt AFHESII0ICH HOUg2E BE Z2EE AN SHIH =&
HAIL EX, =dgetel WHle dtHz dettt

The travel electromotor is installed in a decelerator, and it is a
separately excited generator controlled and operated by a controller.
The control circuit is inside the mode control box and the starting,
stopping, and changing direction of travels are done by lever.

[ @S| AFY ]

Specification of the electromotor

U
DC Motor
Method
= g
150W
Output
'SPIDN;
80V(90V) 1.2A
Armature
H At
) 80V(90V) 0.14A
Field
ISIPSES
. 6,000 r.p.m (3,000 r.p.m)
Number of Rotations
gtk FSPNRAR=SN|
Traveling of Rotation Forward / Reverse
83 A A=
Rating Continuous
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Output from the decelerator is transmitted to the driving wheel of
carriage. The total deceleration ratio is set at 1/2400, and it is
inside the carriage with a closed structure. Look at the component
list for further information about traveling device assembly.

4-12. el Xl H&=el Carriage assembly

1)

AE Sl

HHEXY =SE2 &5 JIHAHXE SolAd SEF0 HoilXIE A st
WOl S&ES2 SHO0ID UCH SedXl &2 Helkl 2EHe 22X dlH ol
Olof Al S etCh

SE HE2 82 VE, UE etE2 880 s& 282 S35
ULCEH.

=2diola

Z W20 XM ULk 2dioj32 2382 S2XE i
Sd0l3 2EFAHS ZHUAL AX0 HEFHA E2H0IBHZ 2HEGHH &
dk= B MEHOIA JHEIXIE S&0l=0l <

2~3kgll &= ER=Z ot= &It BYOHLt.

Wheel clutch

Wheel clutch the velocity—reduction output moves a pair of driving
wheels by using the fingernail gear clutch, which the power is
spread to the axis of the driving wheel.

One side of the driving wheel and the front wheel is V shaped and
the other is flat while the driving wheel plane is roulette—

manufactured.
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2) Brake
It is installed at the one side in the driving wheel. The brake can be
simple adjusted with a screwdriver after pulling out the clutch and
aligning the holes of driving wheels for break adjustment to the
location of adjusting screws. The degree of adjustment is appro
—priate when about 2~3kg force is needed to move the carriage
without the clutch.

4-13. HIH&XI  Controller

HOEX= 20100 52 MO € F=HEE HOE dote X222 otLte

3
o X0 =0 A el X EH0 SO UL

The controller is to control wire feeding and traveling speed, and it is
boxed and attached front the carriage.

[ MOIAX AFSF ]
Specifications of the controller

NG RSEE!
Control Power Source
201 s==5E M0 MOI2I AEHOI 28t Ot & MO
Wire Feeding Speed Control ARC voltage control by a thyristor
MOISIAEHO 28 =5 Mo
Control of a constant speed by a

AC 100V 10A 60Hz

F=T HOf
i

Traveling Speed Control

thyristor

XI2=(WxDxH, mm)

Measures

940 x 170 x 230
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2 POLL SUBMERGED WELDING CONTROL

(FIRST] | | SECOND]

[
It

24 30

¢ M2 FEH 4% XA AR &Y

Main elements of the electric circuit and descriptions of operation
switches

HAHEE ALK (MLS)

oI &5 d=) € AU s EXH2 NS JHH ST
A

H#(DC)EE on/offd & ALK

HH(DC)EE 2 otIIfoiM= ondlt) FH(AC)SE Q2 A5t ™
off& MEiSH}

SH(AC)EE on/offdE ALK

SHAC)BE 2 otIIRIiM= ondlt) A (DC)SE 2 ASHdie™
off& MEiSHt

SAEE24YE (9P, 20-16P) (FCC)

MAHAEX 2 SHSSEXE HZB e

ETAMNEALX

82 HAsT(d#HEE AME = X MG H SHESHO
Ol &lCt.)

= RSPSUNECET DN

282 FXEt.(ddsd X = X X0 FHSEO
E= =)
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24) 282 Ns=HEX (PWST)
EHES ANs22 FHol=s EXIO0ILh (B HE2E8M EFX)
25) & MY X (FPF)
g S5 83I| MO 20 HE=FE LR
26) HdHAOAHAIEEEZZ2E (FWISCV)
HHA0I1012 &t/ot AEEEE S
27) = dJ 5= (RPF)
S S5 85I MO20 HE=FE LR
28) SHAONHAEEEEFZ=E (RWISCV)
SHA0I012 &/ot AEEEE ZHEH
29) =X & 5= (TPF)
=AU 20 HNFE S XIS
30) AC 110V Plug
AC 110V Scid 2HEOICH
31) Hi& BX AAX
HIEAXHO S&A XD X0 22E i J1s0l E X0

1) Main line switch (MLS)
Turn on/off the ultimate power switch for wire transmitting motor,
traveling distance, etc.
2) on/off selection switch for DC welding
Switch on for DC welding, switch off for AC welding.
3) on/off selection switch for AC welding
Switch on for AC welding, Switch off for DC welding.
4) Front connection connector (9P, 20-16P) (FCC)
Connect the control device with the preceding transmission device.
5) The switch for welding starting
Start te welding. (Traveling is progressed after DC welding has been
starting. AC welding is followed.)
6) The switch for welding stopping
Stop the welding. (Traveling is stopped after DC welding has been
stopping. AC welding is followed.)
7) Rear connection connector (9P, 20-16P) (RCC)
Connect the control device with the backing transmission device.
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8) Traveling switch (TS)
The bogie is traveling and stopping without welding.
9) Travel connection cable (TCC)
Connect the control device with traveling bogie.
10) Travel speed control (TSC)
Control the distance's navigating velocity.
11) Speed meter (SM)
Command the distance's navigating velocity.
12) Front wire inching push button (FWIPB)
The preceding wire does feeding or retracting according to the
arrow direction.
13) Power lamp (PL)
The voltage of the control device comes out authorized.
14) Rear wire inching push button (RWIPB)
The backing wire does feeding or retracting according to the arrow
direction.
15) Tandem relay box connection connector (TRBCC)
There is an intermediation box for connecting the control device
and the preceding/backing welding power supply.
16) Front welding current control volume (FWCCV)
Adjust the preceding welding current.
17) Front welding voltage control volume (FWVCV)
Adjust the preceding welding voltage.
18) Rear welding current control volume (RWCCV)
Adjust the backing welding current.
19) Rear welding voltage control volume (RWVCV)
Adjust the backing welding voltage.
20) Front welding voltage meter (FWVM)
Command the preceding welding voltage.
21) Front welding current meter (FWCM)
Command the preceding welding current.
22) Rear welding voltage meter (RWVM)
Command the backing welding voltage.
23) Rear welding current meter (RWCM)
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Command the backing welding current.

24) Precision welding seam tacker (PWST)
There is a device where a weldment is automatically located.
(Look at the appendix manual.)

25) Front power fuse (FPF)
Check the overflow of current in the preceding transmitting motor
control circuit.

26) Front wire inching speed control volume (FWISCV)
Adjust the up/down inching velocity of the preceding wire.

27) Rear power fuse (RPF)
Check the overflow of current in the backing transmitting motor
control circuit.

28) Rear wire inching speed control volume (RWISCV)
Adjust the up/down inching velocity of the backing wire.

29) Travel power fuse (TPF)
Check the overflow of current in the preceding distance control
circuit.

30) AC 110V Plug
There is the AC 110V plug cord

31) Emergency stop switch
Running is stopped when the stopping is needed to pause the
abnormal moving.
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4-14. Y S2tHZE BOX
TANDEM intermediation connecting box

1) S>HAHAZAHO0IZ(7P)
SAEEEHE Y ABot= HALOICH
2) FHAZANO0IS(7P)
SHEHHE Y AZot= HALOICH
3) MOEX &% 24UH(14P)
MO SRt det/= SHERA Y HBEHH

1) Preceding connection cable(7P)
Enables connection with the preceding welding power supply.
2) Backing connection cable(7P)
Enables connection with the backing welding power supply.
3) Control device interface connector(14P)
Connect the control device with the preceding/backing welding
power.
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1) Thyristor and its firing circuit

@ Thyristor (Silicon—controlled rectifier)
The thyristor is a semiconductor element with three terminals (anode
, cathode, gate) that can put in any of three states in forward
direction, backward direction and a halted state. When voltage is
applied to the forward direction and a signal is sent the gate, it is
set to the "continuity" state which is maintained until voltage of the
forward direction becomes 0.

@ Unijunction transistor (UJT)
It generates the signals needed to fire the thyristor. Phase control of
the firing signal is done by charging the condenser (C1) on the
printer plate with the difference between voltage equivalent to ARC
voltage and the organic voltage of electromotor.

2) ARC voltage control
As explained above, the wire feeding speed that corresponds to a
certain level of ARC voltage is adjusted by a thyristor, and the
phase required to fire signals is controlled by the time to charge a
condenser, that is the difference between the voltage equivalent to
ARC voltage and the organic voltage of the electromotor. Therefore,
in this controller, wire feeding speed is seldom changed by changes
of the load of electromotor. Also, since it is controlled by the
difference between the voltage equivalent to ARC voltage and the
organic voltage of the electromotor, wire feeding speed reacts even
to a small change in ARC voltage, maintaining ARC voltage to be
constant.

3) Anti-stick circuit
It is a circuit that prevents wire to stick to the parent metal after
finishing the welding. After turning the welding stop switch S2 OFF,
it slows turning the point of contact, CR1, OFF and subsequently
slowly turning the magnetic contactor of the welding power supply
OFF.
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h—2. F;HEEXH  Travel speed adjustment

A

—_
~

1)

012 2010 2 d3J|12 Mo Zet 22 MOI2lAH 2422 & O

UL

FHEE 2FI=Z2

FAHEEO XFE2 JIEMEYY M3 FIIMSH &Hote e &
LX0IZ2 S E Bol ZHA(C1)E S&ot= A0 ol Ao &L
FHESIIN JioiKl= Fotel Hs0l et 5= HEHatoh 42 81
Ch. HHe Q22 26tIt STt FHEEIF HotE S s3I ||
2 ZA0H)| 20 JI&sd e X010 SItolA s E A9
Flatol ML O8)] 20 =520 SItolld 28XE 2058
Ct. BHHZ 2ot2 22 S0l 2ol =S IF SOtotd 82 X010 2
Ao BSEAQ A0 =HALD Mt sS55It A &3
£ 2=¢gtlh.

It is the same thyristor method as the above control circuit of the
wire feeding electromotor.

Travel speed adjusting circuit

Travel speed is adjusted by changing the condenser (C1) of the
print plate with the different between the standard voltage and the
organic voltage of the electromotor.

Travel speed is hardly changed by a change in the load applied to
the travel electromotor. When travel speed decreases as a load is
increased by a certain reason, the organic voltage of the electro
—motor is reduced and the difference of voltage from the standard
voltage increases. This initiates the phase of firing pulse, which
increases travel speed to recover the set value. On the contrary,
when a load decreases and travel speed increases, the difference in
voltage is reduced and the phase of firing pulse is slowed; thus,
feeding speed declines to recover the set value.
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6. 284 Maintenance and inspection

6-1. &HIJ|I&EZ Regular inspection

= JJle SEol 2as T EFE Eee XL 24 2229 =dd

O =2E JI=0/J] "t&tth. 22 J|E&2 Ot 20

1) 8§ L= ZYE g2 02 - XA L0IC

2) A0l &= 3D, FHHESII BHAl B - A2 500A12+0tCH

3) A0 &= ZSEX, =& 2HFXS delA wE - A8 14, Its
ot BHADICH (ES 1892 ZotolE 0l&e &iXlgt OelAas S49 &
ste g = SICh) Q& delAs HAHUHLD SUbHAS o/gH 2 =
ol AHSH BI2EE st

It is not necessary to inspect this machine with special attention,
but it is recommended to pay attention to any loosening of the parts.
Standard inspections are as follows.

1) Abrasion of tips or contact tips — every work day
2) Brush of the wire feeding electromotor and the travel electromotor

— every 500—hour use
3) Replacement of grease for the wire feeding decelerator and the

travel decelerator — at least once a year, and twice a year if
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possible. (Usually it is usable even after one year but it is inevitable

that used grease is heated up.)
Take off the old grease and spread it on the surface of the teeth of

toothed wheels and its sides.

6-2. =oll2t =& Disassembly and assembly

1) 20101 =2 2=H BHE

4 2 AEE ZefllM 2010 S= FXIE il JtsotthH &

Aot Hz2 Az JHXLD S0He =oliot== stlt.

® S=Sds)| FHEESE 20, dSEXUAN ESI1E BIAHUHSHE IOt
s 2 = AU 528 &) =2 LUy ol E=cle st
SLIBI#E w&tetlh

@ Ot "A"el DEUAIE 210 =80l 28 =0A BHHCH DL
A JI2 DEEOMM UJ H20 2 XX ZES 2R0= WS
=2 SHE AMEot==FE el HE ol s2= e de 5= +
Sl AL DU £o= g2 = I =20 2=z Liot==

StCt.
® SLIHF "B'E 212 DFEIUMN ULE=2 OH&IKZ oA
I

}_

There is no part that requires particular care, but when
disassembling the decelerator, pay attention not to scratch the toothed
wheels. Do not dismantle the electromotor.

1) Changing deceleration ratio of wire feeding

First pull out the feeder from the support bracket of the arm, and if

possible, disassemble it in an indoor place with as few dusts as

possible.
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@ Unscrew the bolts that attach the feeding electromotor and
detach the electromotor from the decelerator, and then separate
the retainer. Replace a pair of toothed wheels that are in gear
with the pinion of the axis of feeding electromotor.

@ Loosen the screws to fix the pinion "A" and quietly pull them out
from the motor axis. Use the tools like coupler when the pinion
'A" fixed with a key is not easily pulled out. Never use a hammer
directly on the parts as it can bend the axis or damage the
pinion.

3 Since the tooth "B" is also fixed with a key, so pull it out from
the gear axis in the same way. Place the desired new pinion and
tooth and assemble it back together.

@ With reference to (3) of subsection of 6.1, apply grease and put
the retainer back, After the gear is in a right position by slightly
turning the electromotor to check if it is in gear, sufficiently
tighten the bolts.

¥ AFS X0l CHEt 2 Request for a user

JIAHS n&E2 1 20l ZAF Atxsh 20let StecetE AR XHOIAL DIXI
= S¥E2 g0l 2 N0UAM Al o A IHdsS Ool 1EO
dAUSH| = HUS = ¥ AL 2oRE Moi=s Jl=X2 WA,
JIEte 2Hs Soll &olE =014 ==€ot) AsLICH OZXS AENS
O JAUAE O EE2 =cMHE & XS FEEELULL

We understand that no matter how small the cause of mechanical
breakdown are, their consequent inconvenience is considerable for a
user. Our company always endeavors to eliminate these causes of
mechanical breakdown by making improvements in the stage of design,
and when an incident occurs, we try to reduce a user's inconvenience
or loss through other methods including sending a technician.
Meanwhile, we also recommend users to have a certain level of repair
system.
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7.4

02!

22| Troubleshooting

7-1. 28 AJ|l, 257 Necessary instruments and tools

1) HIAEH
BEO c2itisoz HMELCH CILF ot3 MYH, 8 Md8HO wWid=S
HAEZ dot= A2 ottt 0l 320l 0% 052 & 1= 0]
a0 SUE HIIE AMESHESE ettt

2) Ec20ly, X, 2t

3) FLHUI(EES), )10 E2t01¢

4) MI|Ql=

1) Tester

A common tester for radios can also work. However, it is dangerous
to use a tester for adjusting an ARC voltmeter or a welding ammeter
. In these cases, use a portable instrument of at least grade 0.5 or
grade 1 and more.

2) Screwdriver, radio, flyer

3) Wrench(accessory), gear flyer

4) Electric transfer

7-2. &2l Trouble shooting

DEW ] FI0 ol ZEetlt.

® BE 2t 32 BOX2 MAHEX AOISl 144 & EIOIOI 2EDt WA

@ SE(F1)JF ZOHAM ULCH
® HAIS XHAS DEOICH

2) 20l o1& =8 HEARAX (WIRE INCH)(PB1, PB2)E =& 2010
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Se 83sJ10t =X @=L
@ &2 A9 48 ZHEES H=6HA 2 UL
@ 20l Q1& £& XFHD I(INCHING SPEED) (ISP)Jt RE£2Z 23
=0FJb RUACH
® 5= (F1)JF Z20HM AL
3) =HALIXI(TRAVEL) (S3)E "ON"2=2 oS HXtIL =&StAl %=L,
@ FHESII 4P EHIE HEG6HA L UL
@ 5= (F2)JF B0 UCH
4) BXE=I| AAXI(CONTACTOR)E "ON'22Z ofl: &5 &It SX
E=t
(Ot HAAHIL SHO0IX %= EBR)
@ 2% HO0I20l XM AKX &
@ 013 &ML 2l=H0l &Lt
® XTSIt &G E=0
(Ot3 20l SH0I2 U=s B2)
@ 24010 2¢1& S/WIF eldZo =2 It ULk
® 5= (F1)JF 20 UL
5) OI3 Mgl Eotd (&=, Y, Bs)
@ HY, 8F, A0 HESH SHEO UK 2T
@ B0l 20I0ll =EactAl 4Lt
® E0l OI2Z 0 2HO0l AR
@ £35S0 240104 XS0l HEotA 2L
® &=250/ 01DHXD AC

The following explains main troubles and their causes.
1) A light Indicator is not turned on.
@ The 14-pin cap tire cord between the welding power supply and
the controller is disconnected.
@ The fuse (F1) is disconnected.
® A light Indicator itself is broken.
2) The wire inching button switch (WIRE INCH)(PB1, PB2) is pressed,
but the wire feeding electromotor does not start.
@ The 4-pin outlet of the feeding electromotor is not connected.
@ The wire inching speed regulator (INCHING SPEED) (ISP) is
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turned completely to the left.
® The fuse (F1) is disconnected.
3) The travel switch (TRAVEL) (S3) is turned "ON", but the cart does
not move.
D The 4P plug of the travel electromotor is not connected.
@ The fuse (F2) is disconnected.
4) The magnetic contactor switch (CONTACTOR) is turned "ON", but
the feeding electromotor does not start.
(In case that ARC voltmeter does not move)
(D Welding cable is not connected.
@ Lead line for ARC voltage is disconnected.
® The magnetic contactor is not working.
(In case when the ARC voltmeter is still moving)
@ Wire inching S/W is turned to the inching.
® The fuse (F1) is disconnected.
5) Unstable ARC voltage (Short circuit, opening, changing)
@ The selections for voltage, current, and wire are not appropriate.
@ TIPs are not appropriate for wire.
® TIP is worn, making a large hole.
@ The feeding roll and the wire diameter do not match.
® The feeding roll is slipping.
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8. 20101 &= ¥ JHelX

PH #s3=z

Wire feeding and carriage motor driving circuit
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The circuit makes the ARC voltage by authorizing the voltage to the
motor electric field, which is produced by the direct current of the
thyristor. Furthermore, the fluctuation of the ARC voltage sensitively
reacts with the wire transmitting velocity (the revolving velocity of
motor) to fix the ARC voltage as a constant value.

The following diagram explains about the principles.

1) Controlling the ARC voltage
The trapezoidal voltage depicted in the circuit changes in the VRD1
constant voltage diode and the diode DR1 located between the
single phase transistor of UJT's base B1 and B2 in the power
voltage cycle. (It gets motivation of the phase pulse along with the
attempt to safely control the pulse phase pulse generating circuit.)
In this effect, the C1 charges integer CZ when choosing C1's C
shaped condenser and transistor tr's impedance Z as depicted in
circuit. Then, the phase voltage of C1 enlightens the single—junction
transistor, the UJT's E and B1 section when UJT's peak voltage Vp
is reached, and the accumulated electrical charge of C1 condenser
also discharges electricity by the pulse trans PT.
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By this, in the SCR1 GATE flows a pulse current in the circuit where
the SCR1 point and authorizes the power voltage by the motor. The
SCR1 points only once which the pulse current flows in the kate
between anode A and cathode K.

The SCR1 point-phase can be adjusted by the means of change
the transistor TR and impedance Z.

Transistor TR' impedance Z is proportional to the ARC voltage and
the difference in pressure (Val-Vml) of motor's weight power and it
changes due to base current.

Therefore when (Val-Vml) increase, the base current increases, and
with that effect Z reduces to allow SCR1 point—-phase to move
forward. If (Val-Vml) decreases, the movement reverses and the
point phase will step backwards.

Controlling ARC voltage

By some reason, the ARC voltage can be set higher than the actual
SET when the ARC voltage is in steady SET by means of WVCI.
Then the (Val-Vml) is the only figure increasing so the base current
of the transistor increase along with Z decreasing, thus SCR1's
point—-phase moving forward.

By this mean, the voltage in authorized motor is increased hence
the wire transmitting voltage is increased as well which makes the
ARC voltage to decrease and recovering the SET value. Also, the
ARC voltage comes to default even if the ARC voltage goes down
than SET value by means of reverse movement.

The ARC voltage is always set to the SET value due to sensitive re
reaction of wire transmitting velocity and the slightest change of the
ARC voltage.

3) Wire slow down circuit

For easier welding start—-up, the wire SLOW DOWN circuit is the
circuit to slow down the transmission of wire due to the ARC. Until
the ARC generation, there is the slow version of transmission by the
wire inching velocity.
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CLUTCH ASS'Y
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CARRIAGE MAIN BODY ASS'Y
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No. DESCRIPTIONS Q'TY
1-01 CARRIAGE CASE 1EA
1-02 HEADLESS BOLT 4EA
1-03 HEX. NUT 4EA
1-04 GEAR COVER 1EA
1-05 ROUND HEAD SCREW 2EA
1-06 WASHER 2EA
1-07 SPRING WASHER 2EA
1-08 CARBON COVER 1EA
1-09 ROUND HEAD SCREW 2EA
1-10 WASHER 2EA
1-11 HANDLE BRACKET 2EA
1-12 WRENCH BOLT 8EA
1-13 WASHER 8EA
1-14 SPRING WASHER 8EA
1-15 HANDLE(FRONT) 1EA
1-16 HANDLE(REAR) 1EA
1-17 SPRING ROLL PIN 2EA
1-18 CASE COVER 1EA
1-19 HEX(+). BOLT 8EA
1-20 WASHER 8EA
1-21 SPRING WASHER 8EA
1-22 TS WHEEL(LEFT) 1EA
1-23 7S WHEEL(RIGHT) 1EA
1-24-1 | & WHEEL(LEFT) 1EA
1-24-2 | & WHEEL(RIGHT) 1EA
1-25 BEARING BOX(LEFT) 1EA
1-26 BALL BEARING 2EA
1-27 SNAP RING(HOLE) 2EA
1-28 SPACE WASHER 2EA
1-29 WRENCH BOLT 12EA
1-30 KEY 2EA
1-31 CAP NUT 2EA
1-32 WASHER 2EA
1-33 BEARING BOX(RIGHT) 1EA
1-34 COLLAR 2EA
1-35 S SHAFT 1EA
BEVEL GEAR  WITH
1-36 2EA
CLUTCH
1-37 CLUTCH 1EA
1-38 KEY 2EA
1-39 =S WHEEL SHAFT 1EA
1-40 SNAP RING(HOLE) 2EA
1-41 BEARING 2EA
1-42 SPRING ROLL PIN 2EA
1-43 BUSHING(LEFT) 1EA
1-44 SNAP RING(SHAFT) 2EA
1-45 =SS WHEEL SHAFT 1EA
1-46 BUSHING(RIGHT) 1EA
1-47 SPRING 1EA
1-48 BRAKE ADJUST SCREW | 1EA
1-49 FLAT SPRING 1EA
1-50 ROUND HEAD SCREW 2EA
1-51 WASHER 2EA
1-52 SPRING WASHER 2EA
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9-2. CARRIAGE DRIVING GEAR ASS'Y
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No. DESCRIPTIONS Q'TY
1 GEAR HOUSING 1EA
2 WRENCH BOLT 4EA
3 SHAFT(1) WITH WORM 1EA
4 WASHER FOR BEARING 1EA
5 NUT FOR BEARING 1EA
6 BEARING BOX 1EA
7 BEARING COVER 1EA
8 WRENCH BOLT 4EA

PINION GEAR 1EA
BALL BEARING 1EA
BALL BEARING 1EA
SNAP RING 1EA
PINION 1EA
WASHER 1EA
HEX. NUT 1EA
KEY 1EA
WRENCH BOLT 12EA
BEARING COVER(2) 1EA
COLLAR(1) 1EA
KEY 1EA
WORM GEAR(1) 1EA
SHAFT(2) 1EA
BALL BEARING 4EA
BEARING COVER(3) 1EA
OIL RING 2EA
COLLAR(2) 2EA
CHANGE GEAR(1-1) 1EA
CHANGE GEAR(1-2) 1EA
KEY 2EA
SNAP RING 2EA
WRENCH BOLT 8EA
BEARING COVER(4) 1EA
BEARING COVER(5) 1EA
SHAFT(3) WITH WORM 1EA
CHANGE GEAR(2-1) 1EA
CHANGE GEAR(2-2) 1EA
SHAFT(4) 1EA
NUT FOR BEARING 1EA
WASHER FOR BEARING 1EA
WORM GEAR(2) 1EA
BEARING 2EA
SPACER 1EA
O-RING 1EA
BEVEL GEAR 1EA
SNAP RING 1EA
SPRING WASHER 4EA
SPRING WASHER 4EA
SPRING WASHER 32EA
STRAIGHT PIN 1EA
WRENCH BOLT 4EA
WASHER 4EA
SPRING WASHER 4EA
D.C MOTOR 1EA




9-3. CARRIAGE CLUTCH ASS'Y
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SECTION A—A
No. DESCRIPTIONS Q'TY
53 CLUTCH LEVER 1EA
54 PIN(1) 1EA
55 SPRING ROLL PIN 1EA
56 SPACE WASHER 2EA
57 BUSHING 1EA
58 FLAT HEAD SCREW 2EA
59 CAM BLOCK 1EA
60 SPRING ROLL PIN 1EA
61 SPRING ROLL PIN 1EA
62 PIN(2) 1EA
63 CAM 1EA
64 CAM STOPPER ARM 2EA
65 ROLLER 2EA
66 PIN(3) 2EA
67 DIVIDE PIN 2EA
68 PIN(4) 1EA
69 SPACER 1EA
70 TENSION SPRING 1EA
/1 HEADLESS SCREW 1EA
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9-4. WELDING HEAD ASS'Y

9
i HI
]
‘\I

No. DESCRIPTIONS Q'TY

1 WIRE FEEDING UNIT | 1EA

WIRE STRAIGHTENER | 1EA

PRESSURE ROLL 1EA

S~ W | N

NOZZLE 1EA
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9-5. WIRE FEEDING UNIT ASS'Y

No. DESCRIPTIONS Q'TY
1 | BODY 1EA
2 | COVER FLANGE 1EA
3 | COVER FLANGE 1EA
4 | COVER PLATE 1EA
5 | COVER PLATE 1EA
6 | FEEDING SHAFT 1EA
7 | WORM WHEEL 1EA
8 | WORM GEAR 1EA
9 | SHAFT 1EA
10 | GEAR 1EA
11 | GEAR 1EA
12 | GEAR 1EA
13 | BALL BEARING 2EA
14 | BALL BEARING 2EA
15 | BALL BEARING 2EA
16 | THRUST BALL BEARING 2EA
17 | BEARING NUT FOR PREVENTION OF LOOSENING 2EA
18 | RETAINING METAL WASHER 2EA
19 | WRENCH BOLT, S/W 4EA
20 | WRENCH BOLT 4EA
21 | WRENCH BOLT 12EA
22 | MOTOR 1EA
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9-6. WIRE STRAIGHTENER ASS'Y

No. DESCRIPTIONS Q'TY
1 FORK 1EA
2 CLAPPER 1EA
3 YOKE 1EA
4 GUIDE ROLL 1EA
5 PRESSURE SCREW 1EA
6 LOCK NUT 1EA
7 FEMALE SCREW 1EA
8 BLOCK 1EA
9 YOKE PIN 1EA
10 PIN 1EA
11 PIN 1EA
12 PIN 1EA
13 PIN 1EA
14 PIN 1EA
15 RETAINING RING 8EA
16 RETAINING RING 1EA
17 SET SCREW 3EA
18 SPRING PIN 1EA
19 BEARING 3EA

112.5
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9-7. PRESSURE ROLL ASS'Y

@120

S
00000000
No. DESCRIPTIONS Q'TY
1 CLAMP 1EA
2 PRESSURE ROLL HOLDER 1EA
3 PRESSURE ROLL 1EA
4 BEARING 1EA
5 PRESSURE ROLL SHAFT 1EA
6 PIN 1 1EA
/ PIN 2 1EA
8 CLAMPING SCREW 1EA
9 PRESSURE SPRING 1EA
10 WASHER 1EA
11 WASHER 1EA
12 HANDLE 1EA
13 RETAINING RING 2EA
14 RETAINING RING 1EA
15 SET SCREW 3EA
16 CLAMP RING 1EA
17 WRENCH BOLT 1EA
18 WRENCH BOLT 4EA
19 FLAT NUT 1EA
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9-8. WELDING HEAD NOZZLE ASS'Y

No. | DESCRIPTIONS | Q'TY
1 | BUSBAR NUT | 1EA
o |PILOT 1EA
BUSBAR
3 1EA
ADAPTOR
EXTENSION
4 1EA
7 NOZZLE
EXTENSION
5 1EA
NOZZLE
K 6 | TIP NUT 1EA
7 |TIP 1EA
MELT
8 1EA
DISTRIBUTOR
INSULTING
9 1EA
SLEEVE
10 | WRENCH BOLT | 1EA
| 11 |HEX B/SW/PW | 2EA
-
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9-9. HOPPER ASS'Y

4 3)13)(2 1 14
i i
IIAII

5

6
NoO. DESCRIPTIONS QTY
2 (V73 1 | HOPPER 1EA
> | HOPPER ARM 1EA
' 3 | CROSSING BRACKET | 1EA
4 | INSULATION TUBE 1EA
' 5 |ROD 1EA
6 | RUBBER TUBE 1EA
7 | CLAMPING BLOCK 1EA
9 10) (1 8 | INSULATION TUBE 1EA
9 | VALVE BODY 1EA
10 | SPACER 1EA
SR 11 | VALVE LINING 1EA
12 | VALVE KNOB 1EA
13 | WRENCH BOLT OEA
SETAIL A 14 | WRENCH BOLT 3EA
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9-10. WIRE REEL ASS'Y

SECTION “A-A"

No. DESCRIPTIONS Q'TY
1 SPOKE REEL 1EA
2 REEL LANGE 1EA
3 REEL SHAFT 1EA
4 FINGER 4EA
5 PIN 4EA
6 INSULATED BUSH 1EA
7 INSULATED WASHER 1 1EA
8 INSULATED WASHER 2 1EA
9 INSULATED WASHER 3 1EA
10 | WASHER 1EA
11 SPRING CAP 4EA
12 REEL BASE BLOCK 1EA
13 REEL POST 1EA
14 | WRENCH BOLT 1EA
15 | WING NUT, WASHER 4EA
16 | SPRING PIN 1 4EA
17 | SPRING PIN 2 4EA
18 | SPRING 1 1EA
19 | SPRING 2 4EA
20 | WRENCH BOLT 2EA
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10. DC-AC Welding carriage electric wiring diagram

(Longrun—25CT)
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Thank you very much for choosing our machine

Please record your machine identification information below for
future reference. This information can be found on the nameplate
of your machine.

Product Name SUBMERGED Tractor

Model Number

Date Manufactured

Serial Number

Date Purchased

Where Purchased

Where you use

Whenever you request replacement parts or information on this
machine, always supply the information you have recorded above.
The date number is especially important when identifying the
correct replacement parts.

Complete this form, please fax it to our selling agency in your
country or us for warranty statement.

€/ WORLDWEL

WORLDWEL CO., LTD.
11-101, Songlim-dong, Dong—gu, Incheon-city, Korea
TEL : +82-32-876-2114  FAX : +82-32-876-2117
E-mail : sales@worldwel.com

www.worldwel.com
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