NOUALASER

BY GGG

Instal lation Instruction
for Three in One Welding
Machine




NOUALASER

BY GGG

Host

Laser Welding Wire Feeder

Smart Single Pendulum Hand Welding Head

Smart single pendulum handheld welding head
Is switched to handheld cleaning head

Handheld welding process parameters

Matters needing attention



Cautions

e Note: conventional gas: compressed air (it needs to have oil and water filtration)And

after drying
@ Do not use too viscous liquid for cooling water medium

@ Air pressure Cutting: 0.8-1.0 Mpa, Cleaning/Welding: 0.2-0.3 Mpa,

Gas:argon/nitrogen/compressed air , Drying and Oil-water filtration is required

e For replacing lense, under Dust—-free environment. Keep lens clean and clear. =95%

alcohol for cleaning lens.
o 1kw/1.5kw/2kw Voltage 220v E£10v 60hz single phase
e water cooler 220v *£10v single phase 60hz
e 3000w Voltage380v X£10v 60hz Three—-phase electric
e L connects live wire, N connects neutral wire, PE ground wire

e Before adding water, please check and ensure all connections fasten.
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1.1 Composition of host BY XiIXinG

1 LASER (RAYCUS SAMPLE) 2 CONTROL PANEL 3 CHILLER AND ITS COMPONENTS

// JINAN XINXING CNC MACHINERY CO., LTD.
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1.2 Temperature control panel

Introduction

S&A
@—"ﬂ'—— power
@“—— run indicator
@—“1— alarm indicator
LCD display
=) (al [w =1
WEN O return/on/off kev
down/- key
up/+ key
menu/confirm key
Paramater Factory
Order Parameter name Range | Unit .
category setting
Sefting temperature of low temperature
1 2.0-50.0 33 25.0
circuit
Setling  temperature  difference  of  low
2 . 0.1~8.0 = 2.0
User temperature circuit
Parameter Sefting temperature of high temperature
3 ! 5.0-60.0 2 28.0
clrcuit
Setting temperature difference of high
d 0.1-8.0 B2 0.1

temperature circuit

1. Power on / off operation

When the system is powered on, the power
indicator is on, and press "on/off" to control the
system on and off. Press "on/off" to start the
machine. Press "on/off" for 5 seconds to turn

off the machine.

2. Parameter setting

After pressing "menu” in the main interface,
enter the main menu interface, press "up" and
"down" to select the sub-menu, press "menu” to
enter the sub-menu, and press "on/off" to

return to the upper menu. After entering the root
menu, press "up" and "down" to adjust the
parameter value, and press "menu" to save the
parameter. If the key is not pressed within

10 seconds during the setting process, it will
automatically return to the main interface.

// JINAN XINXING CNC MACHINERY CO., LTD.
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Failure Failure Cause Approach

Check and ensure the power interface
and the power plug is plugged in
place and in good contact.

FPower cord is not plugged
in place

Machine turned on but

Open the electric box cover, check the
unelectrified -

fuse and replace with a spare one if
necessary. Check whether the power
supply voltage is stable; Check and
ensure the power interface and the
power plug are in good contact.

Fuse burnt-out

Flow Alarm, Use a water pipe Check the water level gauge display,

to directly connect to the Water level in the water add water until the level shows in the

water outlet and inlet but still tank is too low green area; And check whether water
without water flowing circulation pipe leaks.

Flow alarm occurs while
chiller is connecting toother
equipment, but there is water | Water circulation pipes are
flowing and no alarm when a blocked or a pipe bending Check water circulation pipe
water pipe is directly deformation.
connected to the chiller
water outlet and inlet.

// JINAN XINXING CNC MACHINERY CO., LTD.
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Blocked dust gauze, bad Dizsassemble and clean the dust gauze s irars

thermolysis regularly
' Poor ventilation for air To ensure a good ventilation
outlet and inlet for air outlet and inlet
Voltage is extremely low or | To improve the power supply circuit or
Utirahiloh witss Semberative unstable use a 'u'nlta?;e regulator
alarm{temperature controller Im!::mpur parameter To reset controlling pararn&tnrs or
settings on thermostat restore factory settings

displays E2)

To ensure there is sufficient time
for refrigeration
(more than 5 minutes)

Reduce the heat load or use other
model with larger coocling capacity

Switch the power on and
off frequently

Excessive heat load

: Water temperature is much
Serious problem of z Increase water temperature or
lower than ambient

condensate water temperature, high humidity to preserve heat for pipeline

Water drains slowly from
drain port during water
changing

Water supply inlet is not

open Open the water supply inlet

Startup flow alarm Bubble in the water pipe Exhaust the air

// JINAN XINXING CNC MACHINERY CO., LTD.
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2. _

Laser Welding
Wire Feeder
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2.1 Structure and Feature

JF3<: Switch 2228 : Wire reel S53¥E0: Signal interface
H22[: Welding wire outlet 1EZ22H45: Wire feeding B8 0: Power interface
mechanism

// JINAN XINXING CNC MACHINERY CO., LTD.
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2.2 Material List

7“5 Number [ FfName W) mMaterial A% Specification s Number EELAUnit

1 LW Wire feeder d SS-A-001 1 PCS

2 1428 Wire feed roll SXLZJ-001 2 PCS

3 L2 HMEWire feeding } SXGZJ-001-5m 1 PCS
pipe accessory Q

4 H YR A L 2 4H /4 Power plug DYCTXZJ-001-2m 1 PCS
cable accessory

5 1B S S H| ZWire SS-KZX-5m 1 PCS

feeding signal control
cable
N

// JINAN XINXING CNC MACHINERY CO., LTD.
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2.3 Wire Reel Assembly BY XiIXiMG

AR = Xf AERFHFL
Loosen the nut Align with the bolt hole

// JINAN XINXING CNC MACHINERY CO., LTD.
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2.4 Assembly of Wire Feed Roll BianG

There are two feed wheels in one set. There are
two slots on the wire feed roll, which should be
installed one by one. The wire core diameter
e e should be matched with the width of the slot by
/0.8 N\ V-2 AN 1:1. Usually the wire feed roll has two slots of
( Yol u:"' Y I'I different specifications shown in the following
A | ol figure. During installation, the two slots should be

B in the same horizontal line
|

1.0

// JINAN XINXING CNC MACHINERY CO., LTD.
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Change wire feed roll

Step 1: rotate and loosen two handles locking the wire feed roll
Step 2: swing forward 90° and loosen it downward

Step 3: rotate and loosen the nut locking the wire feed roll and change it

// JINAN XINXING CNC MACHINERY CO., LTD.
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Rotate the the handle on the

wire pressing wheel. The scale

on the handle can help to
adjust wire feeding to make the
wire feeding on the same

horizontal line.

// JINAN XINXING CNC MACHINERY CO., LTD.
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2.5 Assembly of Wire Feed Tube R I

l ‘ l 1l

Step 1: align the wire tube with the wire nozzle to ‘L

stall it. Tight the screw to fix it. ' ' ' ' '
Step 2: the wire nozzle should be matched with

copper nozzle by 1:1 according to the size of the 0.8/1.0/1.2/1.6/2.0

wire core diameter selected by customers.
// JINAN XINXING CNC MACHINERY CO., LTD.
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Type of wire nozzle
First, it depends on the customer’ s
application scenarios. Four principles
should be followed according to the
proportion 1:1: wire core diameter, wire
nozzle hole diameter, copper nozzle guide
wire slot diameter and the wire feed roll

slot diameter.

// JINAN XINXING CNC MACHINERY CO., LTD.
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Smart Single

Pendulum Hand
Welding Head

// JINAN XINXING CNC MACHINERY CO., LTD.



Name Smart Single Pendulum Hand Welding
Head
Model FWH20-S10A
Optical Fiber Interface QBH
Wavelength Range 1070 =20nm
Rated Power <3000W
Collimating Focal Length 50mm
Focal Length 150mm
Focus Adjustment Range -10mm~+10mm
Facula Adjustment Range 0~5mm
Auxiliary Air Pressure <1Mpa
Weight 0.72Kg

NOUALASER
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*To ensure personal safety, please
wear special optical fiber laser

protective glasses before operation.

*Keep the product clean and prevent
coolant, condensate or other foreign
matters from invading the cavity;
otherwise it will cause functional
pollution and functional impact of

relevant parts.

// JINAN XINXING CNC MACHINERY CO., LTD.
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2 Structure of

R#P$RFH Protective lens

il Nozzle

HEBEIREIR Collimation module

QHB¥£[0 QHB interface

FFx3#%$H Switch power button

BEIKERIFPS K Cooling water and protective gas
RIPERLIRE Temperature

IRZASERET Protective lens temperature status

indicator

AEIK (H) Cooling water (outlet)
SO Gas interface

AENK (3F#) Cooling water (inlet)
IR YIIREL Galvanometer motor module

E£TE1EIR Focal length module
““EE1:% ;% g/ JINAN XINXING CNC MACHINERY CO., LTD.
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6mm7K E (H )

omm & (GF)
oK E ()

6mm/KE (H) 6mm water pipe (outlet)
omm & (i) 6mm gas pipe (inlet)
6mm/KE (i) 6mm water pipe (inlet)
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Connection between cooling water and protective gas,
and requirements for use:
Note: conventional gas: compressed air (it needs to
have oil and water filtration)And after drying
The commonly used gases include argon, nitrogen and
compressed air (oil-water filtration is required).And after

drying

Cooling water: Connect the 6mm gas pipe, which is
mainly used to generate heat in the optical path in the
cavity. Through the water path of the internal structure, the
cooling takes away the excess heat to ensure the welding
performance. The cooling water pipeline is required to be

connected in series and connected with an inlet and an

outlet water circulation.

Protective gas: Connect 6mm gas pipe for butt welding

gas protection, and the 1n ut r?ressure is less than 1MPa.
INAN XINXING CNC MACHINERY CO., LTD.
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Installation of

3.3

S
AL ST R 5
__________________________ >
IR AN =P P i PN
HY 4 Bf5 42 75 Take the dust seal cover out. The red dots of the two centers are aligned and inserted for installation.

> Align the red dot on the optical fiber head with the QBH red dot, and slowly insert the optical fiber head
into the QBH.

>¢ Screw QHB to the locking state: Turn it clockwise to the limit position (you can hear a “click” ), lift up
the rotating jacket, and turn it clockwise again until the optical fiber head is pressed.

// JINAN XINXING CNC MACHINERY CO., LTD.
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MRS £ 8 257 [+

Clockwise 1s the locking direction

W B NRR T

Counterclockwise is release

// JINAN XINXING CNC MACHINERY CO., LTD.
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3.4 Repairs and Maintenance

D20*F507f B %%/ D20*F50 Collimating lens
27*14* 24255 Fr27*14*2 Galvanometer
D20*F150%% ££%% /+ D20*F150 Focusing lens
D20*2££4 %% - D20*2 Protective lens

D20*xFECHE HER H :

7% 4x0HR R

D20*F150BEE4R A Optical lens structure

X The replacement parts are assembled in the dust-free
D20%24FAP 45 Fr
workshop. Except for the protective lens drawer,
disassembly of other modules is prohibited in principle.
If you have to check collimating lens, focusing lens and
galvanometer, please dismantle the lens when the

product is put in a clean environment.

// JINAN XINXING CNC MACHINERY CO., LTD.



NOUALASER

BY GGG

. |

Optical lens cleaning

> Operation and precautions for cleaning the optical lens:

% Tools: Dust-free gloves or finger cots, dust-free wiping cotton swabs, 1sopropanol, filled dry and pure compressed
air.

% Spray isopropanol onto the dust-free wiping cotton swab; the lens is facing both eyes; the left thumb and index
finger gently pinch the side edge of the lens; the right hand holds the dust-free wiping cotton swab to gently wipe the
front and back sides of the lens from bottom to top or from left to right in a single direction (do not wipe back and
forth, so as to avoid secondary contamination of the lens) and blow the lens surface with filled dry and pure
compressed air to confirm that there is no foreign matter on the lens surface after cleaning.

// JINAN XINXING CNC MACHINERY CO., LTD.
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MA4*6HKIZE 22 M4*6 set screw

o MaxGHR IR N . o
D20*F50,2W XX #E B85 D20*F50,2WBiconvexcollimating lens

D20%F 50, 2W :
3 MBS B ' 9% fE Locking spring ring
;_ Hi iz SL—pmFEARE QBHRH QBH module

D@Oggg, o ' — S H~FH L The convex plane is upward

D20*F50,2W XX #E B 8%/ D20*F50,2W Biconvex collimating lens
FompmFEsAT P G )FHEE T The flat plane is downward
2 9% H. Special fixture wrench

TH¥xER

Collimating lens removal and installation

Tools: 2mm hexagonal wrench, special fixture wrench, dust-free cotton swab, alcohol

> The removal and installation process needs to be completed in a clean place. When removing and installing lenses, you must
wear dust-free hand dust or dust-free fingertips.

% Steps of removal and installation:

Step 1: Clean all the dust on the surface of the laser head.

Step 2: Loosen the 3-M4%*6 set screw in the figure with a 2mm hexagonal wrench.

Step 3: Take out the QBH module and seal the port with masking paper to prevent dust from entering the cavity.

Step 4: Rotate counterclockwise with the special removal and installation lens barrel clamp to loosen the locking spring ring,
and slowly take out the welding joint downward. Seal the port with masking paper to prevent dust from entering the cavity, and
replace the collimating lens. (Pay attention to the placement position and thickness of the gasket, which will affect the optical path.

After removal and installation, record the thickness of the gasket.)
// JINAN XINXING CNC MACHINERY CO., LTD.
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J£ & Gland

R FD20*F150 Focusing lens D20*F150

M4 7S F 2 22 Hexagon socket head cap screws
REE A Focus drawer module

'y — & T ¥H_L The convex plane is upward
D20*F50,2W 45 /5 D20*F150,2W Focusing lens
“F—TH P EA T The flat plane is downward

Focusing lens removal and installation

Tools: 2mm hexagonal wrench, dust-free cotton swab, alcohol, masking tape

¢ The removal and installation process needs to be completed in a clean place. When removing and installing
lenses, you must wear dust-free hand dust or dust-free fingertips.

> Steps of removal and installation:

Step 1: Loosen M4 screws with 2mm hexagonal wrench.

Step 2: Pull out the focusing module directly in the horizontal direction.

Step 3: Seal the port with masking paper to prevent dust from entering the cavity and being polluted.

Step 4: Press the gland down gently and rotate it by 90 ° ; align the two bosses with the left and right openings;
take out the gland upward, and then replace the focusing lens.

(Notice: The concave convex direction in the installation of lens faces)
// JINAN XINXING CNC MACHINERY CO., LTD.
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4. _

Smart single
pendulum handheld

Pl#eswitch

we I d i ng head i S Focusing lens : F150 Focusing lens : F600
SW | tched to handhe | Be careful not to confuse the models of these two

types of focus lenses

cleaning head

// JINAN XINXING CNC MACHINERY CO., LTD.
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4.1 Module conversion

[ Wire feed bracket module] : Loosen the 2-M3 screw, 1

[ Brass nozzle connection seat] : Loosen the 4-M2.5 screws, 2

// JINAN XINXING CNC MACHINERY CO., LTD.
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4.2 Install the

[ Sheath installation]) : Install in
sequence 1, 2, and 3.
[ Focus drawer installation] :

Loosen the 4-M2.5 screw and pull

e I L T

out the focusing module
directly.When replacing the
cleaning focus module, the small
point in the middle of the injection
space is on the top. The RIS i
replacement welding focus

module is placed with good dust

protection for easy replacement
// JINAN XINXING CNC MACHINERY CO., LTD.
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4.3 Machining mode switching A

2017-01-03 03:50:16 R
P oo (TR o e (D
e s (R
st o) (D
Ramp time(ms)
et over) (KD

2017-01-03 04:01:36 B

rocess (D woworoo Qo o

2017-01-03 03:59:18 $

Unactivated mainbaord

(o
BT - O O -

o e QY

TSR ¥ PR

Sofware version \'6.01.021
Expiration days: 894 TE485
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Please
2017-01-03 03:59:26 g S ot 10 replace the following components:

F 1. Change the e
[ FWH20-s104

2.D20°Fegp
__Focus components

// JINAN XINXING CNC MACHINERY CO., LTD.
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Taking the switching from welding mode to 80mm cleaning
mode as an example, follow the [System Parameters 1] -
>[Authorization 2 ] ->[Processing Type 3 ], click [Processing
Type]You will be prompted to enter the password 666666. 4
When the password is entered correctly, you will enter the
system classType selection interface , Select [cleaning - 80mm
5] ->[Confirm 6 ] System prompt power on again -> Press
[Emergency stop 7 ] Wait for 30s > rise [Emergency stop | -
>[Confirm 8 ] selection mode again ->click [stop cleaning ] ->
Double click continuously Single Pendulum Hand Welding
Head start button
If the cleaning mode is changed to the welding mode, the

reverse order can be followed

// JINAN XINXING CNC MACHINERY CO., LTD.
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Handheld welding process
parameters
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aatainlass Steel
Mat and thick.(mm.) | Lacer power (W) |Laser freq (HI) Tuty cycle 'i!{:i-h':nhb}.e freqg EEEMMM& lengthimll}'eedf_ng speed (mm/E) Trpe Angle form
S5 1.0 500 3000 100 &0 2 12 FR304. 0.8 | Plane | P
58 10 4357 20040 100 ol 2 12 ER204. 0.8 Inter W
£5 1.0 204 3000 100 &l 2 12 ER304. 0. B % T5%P
E8: -1:5 aad 20040 i00 60 2 i2 ER304. 0.8 Plane F
L5 1.5 a0 3000 100 60 2 12 ER:304. 0. B Inter W
t5. A.8 aad 3000 100 60 2 12 ER304. 0.8 EZLeT BO%P
o5 20 10940 =000 100 L1t B0 12 ER304. 1.0 Plans F
o8 2.0 B0 0040 100 6l 250 12 ER304. 1.0 Inter w
o5 2. 10400 2000 1040 &1 2.5 12 ER304. 1.0 Exier TO%P
85 2.5 1200 o000 1049 ad 2.5 12 ER304. 1.0 Plane P
o e | 10040 50040 100 ad ph 12 ER304.1.0 Inter w
o e 1200 0049 100 ad g 12 ERz04. 1.0 Exlex. BEO%P
35 30 1600 5000 100 40 3 12 FR304. 1.2 | Plame P
S5 2.0 13510 aaad 100 41 3 12 ER304.1. 2 Inter )
55 3.0 1400 5000 109 40 3 12 ER304. 1.2 M Bo%P
ke 1800 50040 100 30 3 i2 ER304.1. 2 Plane 5
S5 3.5 1500 5000 100 50 3 12 ER304.1.2 | Inter W
e 1600 50040 100 30 3 12 ER204.1.2 Exiex B5%P
S 4.0 2700 0049 190 20 o 12 ER304. 1.6 Plans F
£ 4.0 20040 a004d 100 20 3.3 12 ER304. 1.6 Inter X
S5 4.0 2500 5000 100 20 3.5 12 ER304.1.6 | Exter 30%F
s B0 23000 2000 1049 15 4.0 12 ER304.2. 0 Plane P
£EE 5.0 2200 50040 100 15 4.0 12 ER304.2. 0 Inter C
S5 5.0 2500 5000 100 15 4.0 12 FR304.2.0 | Exter B5%P

P: Penetration @ W:WHITE 75%P:75% Penetration C: colour Y: Yellowish
// JINAN XINXING CNC MACHINERY CO., LTD.
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—. cerbon stesl
Mat and thi H:E;'fiﬂ:' Leser power (W) Laser freq (HI DIty cycle i:‘i}i'-:lhh'-_e Wlength{u&}hedmg speed'iﬁm.-ls} Trpe Angle form
€51.0 500 2000 100 &0 2 12 ER304.0. 8 Plane P
€51.0 450 3000 100 60 2 12 ER304.0.8 Inter L]
£€51.0 500 3000 100 60 1 12 FR304.0.8 Extex TO%F
€51.5 550 3000 100 60 1 12 FR304.0.8 Plane P
€51.5 500 3000 100 60 2 12 ER304. 0.8 Inter P
£51.5 550 3000 100 60 2 12 ER304.0. 8 Extex B5%F
€5 2.0 700 3000 100 &0 2.5 12 ER304.1.0 Plane F
€5 2.0 600 3000 100 &0 2.5 12 FR304. 1.0 Inter (]
€5 2.0 700 3000 100 60 2.5 12 FR304.1.0 Extex BO%F
€5 2.5 850 3000 100 50 2.5 12 ER304.1.0 Plane F
£52.5 750 3000 100 50 2.5 12 ER304 1.0 Inter L]
£52.5 750 3000 100 50 2.5 12 FR304.1.0 Exter B5P
€5 3.0 1300 3000 100 40 3.0 12 ER304.1.2 Plane F
€5 3.0 1100 3000 100 40 3.0 12 kﬁ354.1.2 Inter L}
£5 2.0 1300 2000 100 40 3.0 12 ER304.1.2 Extex T5%P
£€53.5 1650 5000 100 30 3.0 12 ER304.1.2 Plane F
£5 3.5 1200 5000 100 30 3.0 12 FR304.1.2 Inter L]
€5 2.5 1500 5000 100 30 3.0 12 ER304.1.2 Extex E5%P
€54.0 2400 5000 100 20 3.5 12 ER304.1.6 Plane P
£54.0 1800 5000 100 20 3.5 12 FR304.1.6 Inter ¥
€54.0 2000 5000 100 20 3.5 12 ER204.1.6 Extex BS%P
€5 5.0 2700 5000 100 15 4.0 12 ER304. 2.0 lane P
€55.0 2100 5000 100 15 4.0 12 ER304.2.0 Inter C
€5 5.0 2300 5000 100 15 4.0 12 ER204. 2.0 Extex BO%F

P: Penetration @ W:WHITE 75%P:75% Penetration C: colour Y: Yellowish
// JINAN XINXING CNC MACHINERY CO., LTD.
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=. Galvanized sheet

Mat and thigk. tmm] Laser power (W) Laser freq ‘HE Duty cyocle (%} Wobble fren tHZ )Y Wobble '_enEth'Z:IZl? Feeding Spee:i'._zdl.-"S:i Tvpe Angle form
G5 1.0 540 5000 100 540 2 12 ER304. 0. B Plane P
G5 1.0 540 5000 100 =] 2 12 ER304.0.B Intexr w
G5 1.0 5440 5000 piLele] L] 2 12 ER304. 0. B Ezter TO%FP
G5 1.5 (=11 5000 piLele] 1] 2 1 ER304. 0. B FPlane P
G5 1.5 a6l 5000 100 =L 2 12 ER304_ 0B Intexr W
G5 1.5 090 2000 100 =L 2 i ER304. 0. B Exiex Ta%P
G5 2.0 L1200 50040 100 40 2.8 I ER304.1.0 FPlane P
G5 2.0 1200 50040 1040 44 2.8 iz ER304. 1.0 Inter w
G5 2.0 1200 5000 100 43 2.8 12 ERZ04. 1.0 m BES5%P
G5 2.5 L1500 5000 100 30 2.8 12 ER3Z04. 1.0 Flane P
G5 2.5 L1500 5000 100 30 2.8 12 ER3Z04. 1.0 Interxr w
G5 2.5 L1500 5000 100 20 2.8 12 ERzZ04. 1.0 Ezlex BO%P
G5 3.0 1900 5000 100 30 3.0 12 ER3Z04. 1.2 FPlane P
G5 3.0 L1700 5000 100 30 3.0 12 ER3Z04. 1.2 Inter L]
G5 3.0 L1900 5000 100 30 3.0 12 ER3Z04. 1. 2 Exler BS5%P

Fd. sluminine allorw

Mat and thick (mm] Leacer powex (W) Lacer freq (HE Duty crcle (%) Wobble fzeq (HZY Wobble lemethigm) Feeding EDEEfI'-.:Jl-"'S:’ I¥pe Angle form
A4 1.3 600 5000 100 =14] 2 15 ERS5Z56. 0. 8B Flane ns
A4 1.0 500 5000 100 =1] 2 15 ERS5356.0. 8B Inter W
A4 1.0 550 5000 100 =11 2 15 ERS5356.0. 8B Exlex Ta%P
A4 1.5 750 5000 100 &0 2.5 15 ERG3Z56.0. 8B FPlane 0s
A4 1.5 650 5000 100 =L 1] 2.5 15 ERGZ56. 0. 8B Inter SW
A4 1.5 700 5000 100 &l 2.5 15 ERG35&6. 0. 8B Ezxtex T5%P
A4 2.0 1050 5000 100 =11] 2.8 15 ERGZ56. 1.0 Plane o5
A4 2.0 Q040 50040 1040 &0 2.8 i5 ERE356. 1.0 Interxr SW
A8 2.0 9540 5000 1040 =11 2.9 15 ERG356. 1.0 zlex BES%P
A4 2.5 1260 5000 1040 =14 2.5 15 ERE356. 1.0 FPlane s
A8 2.5 LO00 2000 100 =11 2.8 i5 ERG3Z56. 1.0 Inter W
Ad 2.5 1100 5000 1040 &40 2.5 15 ERE356. 1.0 m BEO%P
Ad 3.0 1300 5000 100 &40 3.0 15 ER5356. 1. 2 Plans DE
A4 3.0 1050 5000 1040 =1 4] 3.0 15 ERG356. 1. 2 Interxr W
A8 3.0 1200 5000 104 &40 3.0 ih5 ERE356. 1. 2 Ezxtex BEO%P

P: Penetration ~ W:WHITE 75%P:75% Penetration C: colour Y: Yellowish DS: Double sided SW : silvery white
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Matters needing attention
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e When the allowable capacity of the equipment is reached after injecting
the condensate, check the inlet and outlet pipes inside the host and on

the welding gun after operation to see if there is water l|eakage

® Gas for cutting, welding and cleaning: dry compressed air, argon and

nitrogen after oil—water separation
e Cutting: 0.8-1.0 Mpa air pressure
e (Cleaning) Welding: 0.2-0.3 Mpa air pressure

@ The power cord has been l|labeled, and LN is connected to the power supply

and PE is connected to the ground wire
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