


(CWO-3418) TRANSMISSION 3.5:1 ASSEMBLY / EXPLODED VIEW / PARTS
LIST

ITEM QTY PART NUMBER DESCRIPTION
1 1 CWO0-3276 Pinion Gear Assembly
2 1 CWO-4068 Transmission SW 3.5:1

(CWE-1530) SMALL BRUSH HOLDER ASSEMBLY / EXPLODED VIEW /
PARTS LIST

ITEM QTY PART NUMBER DESCRIPTION

1 1 CWE-1531 Retainer Support Small
2 1 CWE-1532 6 Pos Small Ret. Block Assy.
3 2 FAS-2351 Soc Hd Cap Scr 10-24x1"

3 4 1 FAS-0539 Hex Hd Cap Scr 1/4-20x1 1/4"
5 1 WAS-0240 1/4" SAE Flat
6 1 WAS-0243 1/4" Split Lock Washer

(CWO-3461) SMALL RETAINER BLOCK
ASSEMBLY / DETAIL VIEW

WHITE 10”
1 BLACK 10”
2 RED 10”
3 ORANGE 10”
4
7 8,9,10,11 12
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(CWO0-3480) CW-5AX FLUX HOPPER ASSEMBLY / EXPLODED VIEW /
PARTS LIST
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ITEM QTY PART NUMBER DESCRIPTION

1 1 CWO-3757 Hopper Support Rod
2 1 CWO-3768 Hose Barb
3 1 CWO-3769 Flux Hopper Steel 12"
4 1 CWO-3770 1/2" Clamp Block
5 1 CWO-3773 Mounting Bracket Flux
6 1 GOF-3019 Handle w/Bolts
N/S 48" 1000-4-001 3/4"1.D. x 1" O.D. PVC/CLR Hose
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(CWO-6210) ROTATION CONTROL BOX / EXPLODED VIEW / PARTS LIST
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ITEM QTY
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PART NUMBER
ARM-2279
BUG-9445
BUG-9687
BUG-9694
CSR-1597
CWO-6216
CWO-5547B
CWO-6206
CWO-6527
CWO-6839
CWO-6802
FAS-0115
FAS-1310
FHO-0188
MPD-1026
FUS-0257
MUG-1258-1
SCW-WTE-0264
TERM-WTE-0197
WAS-0211
WRE-WTE-0501
MUG-1589
BUG-1562
FAS-0401
SCF-1001
BUG-1764
MDS-1011
BUG-3331
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DESCRIPTION

Toggle Switch

Power Cord

Knob Fluted

Knob

Cord Strain Relief
Rotation Box Front Panel
Rotation Box Rear Panel
Indicator Light

0-90V Spd Ctrl w. Isolator
Rotation Control Case
Rotation Box Cover
#6-32 x 1/2" Pan Head Zinc
Hex Nut 6-32

Fuse Holder

Fuse 2 Amp

Fuse 3 Amp

Rotary Switch Assembly
#6-32 x 1/4" Sht Mt Scr
#6 Red Fork

#6 Internal Star Washer
18/3 SJO 300V Cord
Hole Plug .500"
Multi-turn Potentiometer
#4-40 X 3/8" Pan Hd
#4-40 Self Clinching Nut
Meter Display Board
Display Bezel

Hole Plug 1/4"



(CWO-6210) ROTATION CONTROL BOX / WIRING DIAGRAM

MIN
© 3 ”
= N — 2l |l
|
SET SCREW FOR st o0V
DIGITAL READOUT
ATEL
| O
B il O C 1" SHRINK
RED =) f O @]
wx W R O
BLUE _@|@®®®®®®®@@|
(v2(sG oM 0 Fe F- (11 (12 M [ 0w
YELLOW RED 50 ohm
YELLOW
BLUE . RED
1" SHRINK
BLUE
MOTOR INPUT WHITE
BLACK
ES:
1. FORWARD IS COUNTERCLOCKWISE
REVERSE IS CLOCKWISE 2 j
2. SW501 IS IN "115" POSITION
SW502 1S IN "90" POSITION
3. WITH POT TURNED ALL
THE WAY UP, SET THE
DIGITAL READOUT BLACK )
TO 100.0 WHITE
GRAY
L WHITE

== == == = INDICATES ITEMS THAT ARE SUPPLIED TOGETHER.

ELECTRICAL COMPONENT CHART

ITEM | DESCRIPTION PART NUMBER
1 Toggle Switch ARM-2279
2 Red Neon Lamp CWO-6206
3 Speed Control Board w/Resistor | CWO-6525
4 Fuse 1.5 amp FUS-0190
5 Fuse 3 amp FUS-0257
6 Rotary Switch MUG-1258-1




CW-5AX GUN ASSEMBLIES (MIG/FLUX-CORED)

CWO0-1560-A

CWO-1560-B

CWO0-1560-C

CWO0-1560-D

CWO-1560-E
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#5 .035 GUN ASSEMBLY MIG/FLUX

CWO0-8027
CWO0-8034
CWO0-8035
CWO-8036
CWO-8039
CWO0-8524

#5 .045 GUN ASSEMBLY MIG/FLUX

CWO0-8028
CWO-8034
CWO-8035
CWO0-8036
CWO0-8039
CWO-8524

#5 1/16 GUN ASSEMBLY MIG/FLUX

CWO0-8029
CWO0-8034
CWO0-8035
CWO-8037
CWO-8041
CWO0-8524

#5 5/64 GUN ASSEMBLY MIG/FLUX

CWO-8031
CWO-8034
CWO-8035
CWO0-8038
CWO-8085
CWO-8524

#5 3/32 GUN ASSEMBLY MIG/FLUX

CWO0-8032
CWO0-8034
CWO-8035
CWO-8042
CWO0-8038
CWO0-8524

.035” (.9MM) WIRE SIZE

15H-35 CONTACT TIP
25CT-75 NOZZLE

35CT NOZZLE INSULATOR
55 SW GAS DIFFUSER
45-3545-15 CABLE LINER
50394 500 AMP GUN

.045” (1.1/1.2MM) WIRE SIZE

15H-45 CONTACT TIP
25CT-75 NOZZLE

35CT NOZZLE INSULATOR
55 SW GAS DIFFUSER
45-3545-15 CABLE LINER
50394 500 AMP GUN

1/16” (1.6MM) WIRE SIZE

15H-116 CONTACT TIP
25CT-75 NOZZLE

35CT NOZZLE INSULATOR
55 GAS DIFFUSER
45-116-15 CABLE LINER
50394 500 AMP GUN

5/64” (2MM) WIRE SIZE

15H-564 CONTACT TIP
25CT-75 NOZZLE

35CT NOZZLE INSULATOR
55 GAS DIFFUSER
45-564-15 CABLE LINER
50394 500 AMP GUN

3/32” (2.4MM) WIRE SIZE

15H-332 CONTACT TIP
25CT-75-NOZZLE

35CT NOZZLE INSULATOR
45H-332-15 CABLE LINER
55H-GAS DIFFUSER
50394 500 AMP GUN
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CW-5AX GUN ASSEMBLIES (MIG/FLUX-CORED)

CWO-1560-G #5.052 GUN ASSEMBLY MIG/FLUX

CWO0-8024
CWO0-8034
CWO0-8035
CWO-8036
CwWO-8041
CWO-8524

.052” (1.3/1.4MM) WIRE SIZE

15H-52 CONTACT TIP
25CT-75 NOZZLE

35CT NOZZLE INSULATOR
55 SW GAS DIFFUSER
45-116-15 CABLE LINER
50394 500 AMP GUN

e I . e e )
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CW-5AX GUN ASSEMBLIES (SUB ARC)

CWO-1700-A

CWO0-1700-B

CWO-1700-C

CWO-1700-D

CWO-1700-E

CWO-1700-G
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#5 .035 GUN ASSEMBLY SUB ARC

CWO-8027
CWO-8036
CWO0-8039
CWO0-8054
CWO-8524

#5 .045 GUN ASSEMBLY SUB ARC

CWO-8028
CWO0-8036
CWO0-8039
CWO-8054
CWO-8524

#5 1/16 GUN ASSEMBLY SUB ARC

CWO0-8029
CWO0-8037
CWO-8041
CWO-8054
CWO0-8524

#5 5/64 GUN ASSEMBLY SUB ARC

CWO-8031
CWO-8038
CWO0-8042
CWO0-8054
CWO-8524

#5 3/32 GUN ASSEMBLY SUB ARC

CWO0-8032
CWO0-8038
CWO0-8042
CWO-8054
CWO-8524

#5 .052 GUN ASSEMBLY SUB ARC

CWO0-8024
CWO0-8036
CWO-8041
CWO-8054
CWO0-8524

.035” (.8MM) WIRE SIZE

15H-35 CONTACT TIP

55 SW GAS DIFFUSER
45-3545-15 CABLE LINER
25-SA NOZZLE FLUX CONE
50394 500 AMP GUN

.045” (1.14MM) WIRE SIZE

15H-45 CONTACT TIP

55 SW GAS DIFFUSER
45-3545-15 CABLE LINER
25-SA NOZZLE FLUX CONE
50394 500 AMP GUN

1/16” (1.6MM) WIRE SIZE

15H-116 CONTACT TIP

55 GAS DIFFUSER
45-116-15 CABLE LINER
25-SA NOZZLE FLUX CONE
50394 500 AMP GUN

5/64” (2MM) WIRE SIZE

15H-564 CONTACT TIP

55 GAS DIFFUSER
45-116-15 CABLE LINER
25-SA NOZZLE FLUX CONE
50394 500 AMP GUN

3/32” (2.4MM) WIRE SIZE

15H-332 CONTACT TIP
55H-GASS DIFFUSER
45-332-15 LINER

25-SA NOZZLE FLUX CONE
50394 500 AMP GUN

.052” (1.3/1.4MM) WIRE SIZE

15H-52 CONTACT TIP

55 SW GAS DIFFUSER
45-116-15 CABLE LINER
25-SA NOZZLE FLUX CONE
50394 500 AMP GUN
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#5 GUN AND CABLE ASSEMBLY / EXPLODED VIEW / PARTS LIST

0
i,

—
—

PARTS LIST

WIRE SIZE

ITEM

QTY

PART #

DESCRIPTION

.035

.045

.052

116

5/64

3/32

CWO-8024

15H-52 Contact tip

X

CWO-8027

15H-35 Contact Tip

CWO-8028

15H-45 Contact Tip

CWO-8029

15H-116 Contact Tip

CWO-8031

15H-564 Contact Tip

CWO-8032

15H-332 Contact Tip

CWO-8034

25CT-75 Nozzle Insulator

CWO-8035

35CT Nozzle Insulator

X X

X X

X XX

CWO-8036

55SW Gas Diffuser

XX X

XX X

X | X X

CWO-8037

55 Gas Diffuser

x

CWO-8038

55H Gas Diffuser

CWO-8045

65-60 Conductor Tube

CWO-8017

185 Case w/Binder Screws

CWO-8018

104 Cable Connector Block

CWO-8052

Cable Hose Support

OO |IN|OOO|R[R|AR|WINR (||~

CWO-8053

175 Connector Plug w/O-Rings

CWO-8054

25-SA Nozzle Flux Cone

—_— | -
=[O

CWO-8524

50394 500 AMP Cable

XX XXX X[ X

XX XXX | XX

XX XXX X[ X[ X

XXX XXX | X[ X

*

CWO-8039

45-4535-15 Cable Liner

XXX XXX [ XX

XXX XXX XX

*

CWO-8041

45-116-15 Cable Liner

>

x

*

RN PR N [P N L RN N =N [ O 1 [\ O J [P\ [ Ny [ N (RS N UK N N N U Ny RS N I Y L\ (RS N [P

CWO-8042

45-332-15 Cable Liner

x

*

—_

CWO-8085

45-564-15 Cable Liner

*ITEMS NOT SHOWN
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CWO0-3690-_ K231 SUBARC GUN ASSEMBLY / EXPLODED VIEW / PARTS LIST

30

ITEM QTY

_e A A A A A A A

PART # DESCRIPTION

PXS-15106-3/32 NOZZLE INSERT

PXT-10570 SOCKET HEAD SCREW
PXS-10493-1 NOZZLE INSULATOR
PXS-121312 HEX HD SCR 1 1/2" & NUT 1/2"-13
PXT-9967-10 NOZZLE BODY ROLL PIN
CWO-8052 NOZZLE BODY

PXS-10125-_ CONTACT TIP (SPECIFY WIRE SIZE*)
PXS-10138 FLUX CONE PLUG (INSULATOR)
PXT-9078-1 THUMB SCREW

PXT-9967-30 FLUX CONE ROLL PIN

PXT-13835 3/4"X7" FLUX HOSE W/FBR INS
PXT-3835-IN FIBER INSULATOR

BUG-3161-P CONE BODY ASSEMBLY
BUG-3163 LOCKING FERRULE

BUG-3164 FLUX CONE (KP2085-1)
BUG-3165 RETAINING NUT

*WIRE SIZES AVAILABLE:

PART #

CWO-3690-1/16
CWO-3690-5/64
CWO-3690-3/32

WIRE SIZE

1/16" (1.6 mm)
5/64" (2.0 mm)
3/32" (2.4 mm)

*REPLACEMENT CONTACT TIPS AVAILABLE:

PART #
AFW-2291
CWO-8048
CWO-8049

WIRE SIZE

1/16" (1.5 mm)
5/64" (2.0 mm)
3/32" (2.4 mm)



CWO-3700-_ SUBARC GUN ASSEMBLY / EXPLODED VIEW / PARTS LIST

9 é ITEM QTY PART NUMBER
1
CWO-1817

[ G
aARhWN =

2
1
1
1

(o]
A A aa

CWO-3698

CWO-3697
CWO-3695-1/2
CWO-3670-72

CWO-3690-1/16
CWO-3690-5/64
CWO-3690-3/32
FAS-0452

DESCRIPTION
Adaptor-LN7

Bulk Head Connector QCB
QCC 72" (1829 mm) Liner
Adaptor K231 1/2"

Weld Cable 4/0 Assy 72"
(1829 mm) Lg

Sub-Arc Nozzle 1/16"
Sub-Arc Nozzle 5/64"
Sub-Arc Nozzle 3/32"

Set Scr 1/4-20 x 1/4
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CW-5AX DRIVE ROLL KITS

PART NUMBER

DESCRIPTION

CWO-7026-.035

DRIVE ROLL KIT .035 (0.9mm) SOLID WIRE

CWO0-7026-.035C

DRIVE ROLL KIT .035 (0.9mm) CORED WIRE

CWO-7026-.052

DRIVE ROLL KIT .045-.052 (1.0-1.3mm) SOLID WIRE

CWO0-7026-.052C

DRIVE ROLL KIT .045-.052 (1.0-1.3mm) CORED WIRE

CWO-7026-1/16

DRIVE ROLL KIT 1/16 (1.6mm) SOLID/CORED WIRE

CWO0-7026-3/32

DRIVE ROLL KIT .068-3/32 (1.7-2.4mm) SOLID/CORED WIRE
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ACCESSORIES

CWO-3778 Cycle Controller

The Cycle Controller eliminates the need for the
operator to monitor the process and attempt to
manually stop the machine at a desired spot. The
Cycle Controller provides an adjustable, preset, auto-
stop of the machines rotation and welding or cutting
process.

CWO-1645 Mechanical Oscillator

The Mechanical Oscillator provides a pendulum-type
motion to the gun. The speed and stroke of oscillation
are adjustable.

CWO0-3670 Step Adaptor

The Step Adaptor is a stepped centering device used
to center the machine on threaded I.D. couplings. The
range of the Step Adaptor is 1/2” to 4” (13-102 mm)
diameter.

CWO-5790 Cone Adaptor

The Cone Adaptor is a tapered centering devise used
to center the machine on pipe stubbies. The range

of the Cone Adaptor is 1-1/4” to 4” (32-102 mm)
diameter.
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ACCESSORIES

34

CWO-3894 HILLSIDE KIT

The CWO- 3894 Hillside Kit provides a single rise and fall motion
per revolution of the machine to provide the motion required to
follow the contour of an offset pipe-to-pipe weld.

During standard operation, the cam mechanism of all Cypress
Welders provides a dual rise and fall action per revolution to follow
the contour of a pipe-to-pipe weld.

Once the Hillside kit is installed on a Cypress circle welder, the
operator can easily engage or disengage it to switch between

single or dual rise and fall operation.



CARRIAGES

CWO0-4530 151 Carriage

The 151 Carriage mounts on a standard monorail. The
carriage allows the operator to move the machine the
length of the pipe, while utilizing a lever to position the
machine vertically on the work piece.

CWO0-4540 151P Carriage

The 151P Carriage mounts on a standard monorail.
The carriage allows the operator to move the machine
the length of the pipe, while utilizing a winch to
position the machine vertically on the work pieces.

CWO0-4550 151M Carriage

The 151M Carriage mounts on a standard monorail,
or “bridge crane” type setups. The carriage allows
the operator to move the machine the length of the
pipe, while utilizing an electric motor to mechanically
position the machine vertically on the work piece.
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3-JAW EXPANDABLE CHUCKS

3-Jaw Expandable Chucks
Mounts and automatically centers the Circle Welder on nozzles
with or without flanges. As shown below.

PART NUMBER | FOR NOZZLE I.D.'S | WEIGHT

CWO-3660 28" (51-204mm) 68 1bs. (31 kQ)
CWO-3661 8™-16" (204-405 mm) | 36 Ibs. (16 kg)
CWO-3362 10"-24" (255-610 mm) | 51 Ibs. (23 kg)
CWO-3663 24"-42" (610-1065 mm) | 64 Ibs. (29 kg)

CWO-3663
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SET-UP INSTRUCTIONS FOR CW-5AX / CB-1P USED IN SPRINKLER
FABRICATION.

SUPPORTING FIXTURE AND PIPE STANDS.

The first priority should be given to where the fixture is to be placed. The burning of the holes and welding of the
couplings should be the last part of the operation performed on the pipe. It is important that a flow pattern or line
be looked at, so that when the pipe is taken out of the fixture, it is finished and ready for shipment.

The mono rail consists of a 4" x 8" x 1/4" wall rectangular tubing with a 3/8" x 3" flat bar welded to the tubing
(See pg. 30). The flat bar has to project 1" above the top of the tubing. “C” clamps are to be used to hold the flat
bar against the tubing with no gaps. The “C” clamp may be walked down the tubing as it is being tack welded. If
the beam has a bow greater than 1/32" in a 30’ span in it, take to following steps:

1.Determine exactly where the center of the bow is. This may be accomplished by putting a string along
the front side of the monorail. Place 1/2" nuts between the string and the monorail and measure the
gap between the string and the monorail. Always measure on the same side of the string.

2.After you have determined where center of the bow is, take a hand torch and heat the outside of the
bow. The outside of the bow should be the side the flat bar is welded to. Take a piece of chalk
and draw a triangle with a 2" base under the bottom of the flat bar with the top or point of the triangle
pointing down. Do the same on the top of the monorail against the flat bar with the top or point pointing
towards the face of the monorail. Heat these two areas so that they become cherry red in color. After
the heat has been applied, take a large rag and a bucket of water and cool the heated area. After the
area has been cooled, check the beam again. Repeat as necessary.

PIPE STANDS

The pipe stands consist of 3" pipe in floor flanges with a 2-1/2" or 3" angle welded to the top of the pipe, and
they should be spaced and aligned as shown (See pg. 30). The two stands should have some sort of clamping
device to hold the pipe in place. The clamping device can be anything from a pipe vise to a chain and boom.
The clamping device must be staggered.

After the pipe stands and supporting columns are in place, the monorail is to be placed on the supporting
columns. The pipe stands and the supporting columns must be level and plumb. These items may have to
be shimmed. With these items level, the monorail may be put in place on the supporting columns and held in
place by two “C” clamps. Put a level on the face of the beam in the vertical position and on the bottom in the
horizontal position. The beam should be level both ways, and if not, the beam will have to be shimmed. If the
monorail has a twist, which may occur, level one end so that the other end needs to be pulled back.

Next, put a piece of 8" pipe in the pipe stands and clamp down. Take a centering head and find the center of
the pipe on each end and in the middle. You can now use two methods to check to see if the monorail is aligned
with the pipe below. They are as follows:

1.Use a plumb bob off the face of the monorail and measure from the center of the pipe to the plumb bob.
The distance should be 5-11/16" in all three locations.

2.The second method is to put one carriage on the monorail and attach the CB-1P to it. With the center
pin in the burning machine, check all three locations. The burning machine must be plumb on the
carriage if this method is used.
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SET-UP INSTRUCTIONS FOR CW-5AX / CB-1P USED IN SPRINKLER
FABRICATION.

INSTALLING CARRIAGES AND MACHINES ON THE MONORAIL

Assemble carriages and put them on the rail.

The CW-5AX welder is put on the carriage that is nearest to the welding power source and the CB-1P cutter
nearest to the plasma power source.

Put the CB-1P cutter machine on the 8" pipe in the stands and bring the carriage to the machine. Lower the shaft
coupling over the main shaft on the cutter. Ensure that shaft is fully inserted into the shaft coupling. Rotate the
machine so that the plasma leads are in front and parallel to the carriage and tighten the set screws in the shaft
coupling to secure the main shaft to the vertical slide assembly.

Next put the CW-5AX welder on the 8" pipe and bring its carriage to it. Lower the shaft coupling down over the
main shaft. Rotate the machine so that the welding lead on top of the machine will be on your left. This will put
the electrical connector on the right. Tighten the set screws in the shaft coupling to secure the main shaft to the
vertical slide assembly.

It is important for the machines to hang plumb. Left to right adjustments are made by loosening the two bolts that
connect the shaft coupling to the vertical rail. Front to back adjustments are done by adjusting the position of the
vertical rail support plate. Move the plate by adjusting the eight nuts on the four studs.

Note: Once machines are plumb verify that the machines are centered over the pipe stand.

CARRIAGE ADJUSTMENT: ©

o

o f— Vertical Rail

Front To Back Adjustment Front To Back Adjustment

© © g n © ©
© O QO ©
E@oo OO @]

° ° \\Vertical Rail Support Plate

Front To Back Adjustment Front To Back Adjustment

Left To Right Adjustment<

(Fh
[1
=

Shaft Coupling
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PREVENTIVE MAINTENANCE / CW-5AX CIRCLE WELDER

IMPORTANT: Make sure the input power at the power source is turned off and the 50' weld
cable is disconnected from the circle welder prior to working inside the circle welder.

AFTER DAILY USE:

Refer to CW-5AX Exploded View Parts List. (Pg. 11)

Racking System ltem #1:

Inspect gear rack, hardened ways and wheels, remove all dirt, grease, weld spatter and rust. Check hardened
ways for nicks and replace if necessary. Lubricate with a dry teflon or graphite spray lubricant. Adjust wheels for
snug fit and smooth operation. Lubricate racker pinion with a dry teflon or graphite spray lubricant.

Small Vertical Racker ltem #2:
Inspect wheels and remove all dirt, grease, weld spatter and rust. Adjust wheels for snug fit and smooth operation.
Lubricate racker pinion and wheels with a dry teflon or graphite spray lubricant.

Slide Bar Mounting Assembly Item #20:
Inspect hardened ways remove all dirt, grease and weld spatter. Check hardened ways for nicks and replace if

necessary. Lubricate with a dry teflon or graphite spray lubricant.

Refer to CW-5AX Electrical Component Chart. (Pg. 12)

Power Cable Item #4:

Inspect cable connector to make sure threads are not stripped and that the connector is not cracked. Check the
cable for cuts, missing insulation and burn spots, replace if necessary.

CW-5AX Collector Ring Item #5:
Inspect cable connector to make sure threads are not stripped and that the connector is not cracked. Ensure that the

connector is fastened properly to the large aluminum gear item #30 on the CW-5AX Exploded View Parts List.

EVERY SIX MONTHS:

Refer to CW-5AX Exploded View Parts List. (Pg. 11)

Aluminum Gear ltem #30

Do not grease this gear. Inspect gear teeth remove all dirt, grease and weld spatter. Lubricate with a dry teflon or
graphite spray lubricant. Replace gear if excessively worn.

P.M. Motor Assembly ltem #14:
Do not grease this pinion. Inspect the drive pinion. Remove all dirt, grease and weld spatter. Lubricate with a dry

teflon or graphite spray lubricant. Replace pinion if excessively worn. Check set screw and tighten if necessary.
Adjust motor assembly using the four adjustable mounting fasteners so that proper gear mesh is achieved between
the aluminum gear item #30 and the motor drive pinion.

4" Cam Assembly Item #5:
Inspect the slide rails and the cam pinion. Remove all dirt, grease and weld spatter. Do not grease slide rails or

cam pinion. Lubricate with a dry teflon or graphite spray lubricant. Replace cam pinion if excessively worn. Tighten
all fasteners as needed.

Wire Wheel Assembly ltem #6:
Periodically coat the wire wheel shaft with a thin layer of grease as needed. Inspect the shoe assembly and replace

if excessively worn.
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PREVENTIVE MAINTENANCE / CW-5AX CIRCLE WELDER

Refer to CW-5AX Electrical Component Chart. (Pg. 12)

GMA Wire Feed Control ltem #7:

Open control box, use an air hose to blow out dust and dirt. Check all wires for breaks and replace if necessary.
Check all electrical connectors and plugs. If an electrical component fails refer to CW0O-3332 Wire Feeder Control
electrical component chart for replacement parts or return for service.

M-14 Rotation Control Item #13:

Open control box use an air hose to blow out dust and dirt. Check all wires for breaks and replace if necessary.
Check all electrical connectors and plugs. If an electrical component fails refer to CWO-6110 Rotation Control
electrical component chart for replacement parts or return for service.

LN-7 Wire Feeder Assembly Item #10:
Check brushes for wear. Brushes should be replaced when their length is less than 1/4 inch. Replace strain relief

on wire if pulled out of motor housing.

Large Brush Holder & Support Item #3:
Inspect brush holder. Make sure constant tension is being applied on the brushes. Brushes should move freely

within the brush holder. Check brushes for arc build-up. If brushes are pitted they will need replaced. Remove the
brushes and sand them to ensure a smooth contact surface. Make sure all fasteners are tight.

Small Brush Retainer Assembly Item #9:
Inspect black brush holders for cracks and replace if needed. Check and make sure all wires are soldered properly

to the holders. Replace the brushes when their length is less than 1/2 inch long. Remove the brushes and sand
them to ensure a smooth contact surface. Make sure all fasteners are tight.

Terminal Block Item #12:
Inspect the plastic terminal strip and make sure it is not cracked, replace if necessary. Make sure all terminal
connections are tight. Make sure all ground wires are connected to the mounting screws of the terminal strip.

EVERY TWELVE MONTHS:

Refer to CW-5AX Exploded View Parts List. (Pg. 11)

1" Bearing With Fasteners ltem #24:

Do not grease the bearing, it is greased for life by the manufacturer. If the grease fitting has not been removed and
plugged we suggest that you do so now. Earlier models may not have been plugged at time of assembly.

1-1/4" Bearing With Fasteners ltem #25:
Do not grease the bearing, it is greased for life by the manufacturer. If the grease fitting has not been removed and

plugged we suggest that you do so now. Earlier models may not have been plugged at time of assembly.

P.M. Motor Assembly Item #14:
Bodine gear motor lubrication. Fill gear motor to oil level indicator with worm gear oil conforming to AGMA#5EP

compounded (SAE#90) oil or Bodine lubricant (#L-23). Do not overfill.

LN-7 Wire Feeder Assembly Item #21:
Apply graphite grease to the gear teeth. Inspect the drive roll portion of the assembly, clean as necessary. Do not

use solvents on the idle roll because it may wash the lubricant out of the bearings. Do not apply grease to the
drive rolls.

Transmission 3.5:1 Assembly Iltem #17:
Inspect for excessive wear and tear. Keep the transmission assembly clean and lubricate with Lubriplate #630-

AA.
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PREVENTIVE MAINTENANCE / CW-5AX CIRCLE WELDER

Refer to CW-5AX Electrical Component Chart. (Pg. 12)

CW-5AX Collector Item #5:

The collector ring should be sanded once a year. If the collector ring is pitted too badly it should be replaced.
Inspect all wires coming out of the collector ring for cut or missing insulation. All wires should be fastened to the
center shaft with a nylon cable tie. Tighten four set screws if needed.

Weld Cable Inlet 3/0 Item #12:
Ensure that the cable is fastened tightly to the collector ring. Inspect the cable for cut or missing insulation. Make
sure the micarta insulation tube on the cable is in good condition. Replace the cable if necessary.

Solenoid Adaptor Kit Item #15:
Inspect for damage. Replace if necessary.

GMA Pigtail Item #6:
Inspect the cable for cuts or missing insulation. Ensure that the elbow connector is not damaged. Ensure that all

terminal ends are snug. Replace cable if necessary.
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WARRANTY

Model
Limited Warranty Serial No.

Date Purchased:

For a period of twelve (12) months from delivery, Cypress Welding warrants to the original purchaser (does not include authorized
distributors), that a new machine is free from defects in material and workmanship and agrees to repair or replace, at its option,
any defective parts or machine. This warranty does not apply to machines, which after our inspection, are determined to have
been damaged due to neglect, abuse, overloading, accident or improper usage. All shipping and handling charges will be paid by
customer.

Cypress Welding makes no warranty of merchantability and makes no other warranty, expressed or implied, beyond the warranty
expressly set forth above. Buyer’s remedy for breach of warranty, hereunder, shall be limited to repair or replacement of non-
conforming parts and machines. Under no circumstances shall consequential damages be recoverable.

HOW TO OBTAIN SERVICE:

If you think this machine is not operating properly, re-read the instruction manual carefully, then call your Authorized
Cypress dealer/distributor. If he cannot give you the necessary service, write or phone us to tell us exactly what difficulty
you have experienced. BE SURE to mention the MODEL and SERIAL numbers.
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