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The EXR-AN robot welding torch is designed for MIG/MAG electric
welding applications in articulated robotic arms. It comprises a
powerful cooling system allowing it to work continually at 100%
making it ideal for robotised applications.

These welding torches are designed with special materials
that are able to withstand great mechanical stress and strong
dynamic movements thereby avoiding breakage of components
due to fatigue. There is a wide range of models available of these
torches depending on specific welding applications and
manufacturing of them is so flexible that they can be tailor made
to suit the customerds requirements.

All manufacturing is controlled by strict quality standards in order to
guarantee that the product works perfectly as well as complying with
European safety standards.

These products are designed for use by specialist personnel
and in the event of them being handled by non-qualified
personnel the products may not work correctly.

We advise reading the technical manual before using the
machine.

FOR THE LENGTH OF THE ROBOTIC ARM IN ORDER TO
ALLOW TOTAL FREEDOM OF MOVEMENT IN THE USE OF
THE APPLICATION. THIS WILL AVOID BREAKAGE OF THE
WELDING TORCH DRIVERS

i THE LENGTH OF THE WELDING TORCH MUST BE SUITABLE

PERSONNEL WHO MUST BE AWARE OF THE DANGERS THAT

THE WELDING TORCH MUST BE USED BY QUALIFIED
i INCORRECT USE OF THIS MACHINE CAN CAUSE.
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——
NOZZLE| COOLANT INTENSITYA(;-:;)Ol(;g/;:) WIRE  |GAS FLOW
MODEL CO, |ATCO28020)) I/min
MIX

EXR-C1 GAS 200 182 060100 8015
EXR-C3 GAS 300 273 (080 1.2] 8018
EXR-C2W|  LIQUID 400 364 |0601.6| 100 18
EXR-CAW|  LIQUID 500 455 | 08620 80620
EXR-C4AS LIQUID 500 455 08020 8020
EXR-C6W|  LIQUID 600 546 | 08024 8025

With the arc pressed, intensity is reduced by 30%

VOLTAGE TYPE: 141V CC/CA

CHARGE VOLTAGE CONFORM TO REGULATION:

UNE-EN 60974/1 (U2=14+0.05xI)

LIQUID COOLINGS MODELS

MAXIMUM TEMPERATURE OF THE LIQUID 50%C

MINIMUM COOLANT FLOW RATE: 1.0 I/min

MINIMUM AND MAXIMUM COOLANT INLET PRESSURE: 203.5 Bars
ELECTRICAL CONTROLS: 50 mA - 24V AC

ELECTRICAL DIAGRAM

RED
GREEN
BROWN (+)

STOPS
GREY/BLACK COLISIONS
BLUE () SYSTEMS
YELLOW +Vce
WHITE -Vce

WIRE

MOTOR

10-42Vce

YELLOW
GREEN

SENSOR GREEN Brown
Blue Black

YELLOW

Technical specifications accordingto the
EN 60974-7 welding torch standars
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PUSH-PULL
QUICK CHANGE MOTOR MODULE

NOZZLE

TCP POSITION
GUIDE

ANTI-COLLISION
SYSTEM

ROBOT
ADAPTOR

CONECTION
HOSE

COMMISSIONING
Before connecting the welding torch, check that the rod sheath and
contact tube, gas and drag rollers are suitable for the material and diameter
of welding rod to be used.
¥Check the welding torch connections are compatible with the machine.
¥Connect the connection body to the machine and tighten it manually.
¥Connect the remaining connections such as the coolant circuit, blow
conductor and anti-collision sensor.
¥Insert the welding rod from the drag train to the rod sheath between
50 and 100 mm Press the rollers over the rod without crushing it.
¥Adjust the feed speed of the welding rod.
¥Adjust the gas flow and current.
¥Check the earth cable on the metal base.
¥Press the push button of the torch until the rod comes out of the
contact point and the gas brushes the air of the conductor. During
this operation the welding torch must be aimed at the floor so that
it cannot come into contact with parts of the body thereby avoiding
possible injury.
Start test welding to adjust the parameters of the gas, current and feed
speed of welding rod in order to achieve the desired welding quality.

FITTING OF THE ROD SHEATH
Remove the welding torch from the machine clamp and lay it on a smooth
surface.
¥ Desenrroscar la tuerca del conector trasero que va a la mtquina y
retirar la sirga usada.
¥Unscrew the nut of the rear connector that leads to the machine and
remove the used rod sheath.
¥Clean the conductor of any rod sheath using compressed air before
fitting a new rod sheath. This will avoid dirt building up in the next
changes.
¥Insert the new rod sheath and cut it at the end as shown in Figure 1
and Figure 2, remove it and profile the cut end to avoid possible
edging.
¥Fit the rod sheath once again in the welding torch and fit the connector
nut tightening it gently with a suitable spanner.
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fitting of metal rod sheaths

Figure 1

fitting of plastic rod sheaths

Figure 2

OR STAINLESS STEEL AND IT IS NOT ADVISABLE TO USE METAL

PLASTIC ROD SHEATHS ARE USED FOR WELDING ALUMINIUM
i ROD SHEATHS FOR THE AFOREMENTIONED METALS.

WELDING ROD AND PERIODICALLY CHANGE IT TO UNSURE
THE RIGHT DRAG OF THE ROD.

i CHOOSE THE RIGHT DIAMETER ROD SHEATH FOR THE

NECK ASSEMBLY AND POSITIONS
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POSSIBLE CAUSE

¥ Rod conductor (rod sheath) in poor condition, obstructed
or damaged.

¥ Size of the rod sheath or contact point is not right for the
diameter of the rod itself.

¥ Length of the rod sheath is not right and does not sear
properly in the gas diffuser at the contact point.

¥ Motor drag rollers are too tight or are not right for the type
of rod and cause it to deform or chafe during feeding.

¥ Rusty, dirty welding rod or it has an uneven surface.

¥ Drag motor rollers are too tight or not suitable for the type
of rod and cause it to deform or chafe during feeding.

¥ Rusty, dirty or uneven welding rod due to low quality.

¥ Uncoated welding rod increasing chafing and wear of the
nozzle tip.

¥ Diameter of the contact point not right.

¥ Excessive work cycle for the type of set up used.

¥ Rear nut of the connector to the machine not tightened
properly.

¥ Electrical conductor cable not heavy enough or poorly
connected.

¥ Use of a welding gun at excessive amperage.

¥ Failure in the power of the welding machine.

¥ Build up of projections in the nozzle not allowing the gas
to come out freely.

¥ Leaks in the gas hose or poor connection of the hose.

¥ Toric connector seals to the machine or in poor condition
or broken.

¥ Inner tube loose or poorly adjusted at the connection point.

¥ Poor feed of the welding rod due to causes explained in
the first section.

¥ Protection gas or electrical welding arc is poor due to the
machine not being properly adjusted.

¥ Unsuitable welding rod or poor quality rod.

¥ Rusty metals being welded or contaminated with high
sulphur content.

¥ Incorrect regulation of gas flow, too high causes turbulence
or too low does not cover the welding line.
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INTRODUCTION

It is advisable for the connection and handling of the welding torches to
be carried out by people who, insofar as it is possible, are familiar with the
process.

Compliance with the following instructions will help to avoid possible
accidents or poisoning.

PREVENTION AGAINST ELECTRICAL SHOCK
Periodically check over the welding equipment to make sure it is in good
working order.

During installation and maintenance procedures it is important to make
sure the machine or power supply is disconnected.

Avoid touching the earth or base material with the contact point or rod
sheath at the same time.

Avoid contact with components that are directly supplied with electrical
power.

Do not weld in atmospheres with excessive humidity levels.
Avoid any contact with the welding torch and water or wet or moist
surfaces.

Do not weld wet or moist pieces.
Make sure all electrical connections are safe.

SAFETY AGAINST GASES AND WELDING FUMES

The materials used in welding processes can give off harmful gases or
vapours and to avoid possible harm arising, please heed the following points:

Always weld in well ventilated areas or if this is not possible in areas
with extractor fans.

Do not weld near inflammable gases, fuel or chlorine fumes.
Do not ventilate or dry with pure oxygen.

PROTECTION AGAINST BURNS AND RADIATION

In order to avoid burns from projections or ultraviolet radiation, use suitable
equipment which includes gloves, footwear, protective clothing such as a
safety helmet with suitable filter lenses.

Seal off the welding area with curtains or panels. If this is not possible,
the people in the surrounding area should be provided with protective clothing.

PREVENTION AGAINST FIRE AND EXPLOSION

Avoid working in close proximity to gases and other inflammable substances
that could explode or catch fire as a result of spitting or sparking
of incandescent material produced during the welding process.

Do not weld containers that contain or have contained inflammable material
without cleaning them out thoroughly beforehand.

Never use pure oxygen to dry or blow clean any substance.
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STORAGE AND HANDLING OF GASES

Store separately and protect circuit bottles or electrical cables.

Close valves when not welding.

Only use hoses and connectors that are certified for use with the specifi-
cations of the gases used.

Protect bottles from possible knocks and from falling over.

Use suitable pressure regulators and make sure they are in good working
order.

OTHER SAFETY PRECAUTIONS
Avoid applying any pressure to cables.
Do not knock welding torches when carrying out maintenance procedures,
repairs or during installation.
Do not bend the cables excessively to avoid possible blockages from kinks.
Avoid drafts around the welding area.
Do not change pieces or handle the welding torch while it is still hot.

MAINTENANCE PROCEDURES

In order to guarantee good working order of welding torches, the use of
original spare parts is recommended.

Before starting any maintenance or repair work, disconnect the welding
machine and allow the torch to cool down.

Change the contact points when they show signs of widening or
deformationof the orifice.

Periodically clean the projections from the inside of the nozzle, diffuser
holes and contact point.

Applying spray or non-stick spray to these parts with moderation can help
to prolong their working life, taking care not to block the free passage of the
gas.

Checking and changing the deteriorated pieces periodically is recommended.
With water cooled welding torches, check that the coolant is suitable and
that it circulates correctly.
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Las antorchas robot EXR-AN estfn destinadas para aplicaciones de
soldadura elZctrica MIG/MAG en brazos robots articulados, constan de un
potente sistema de refrigeraci—n que les permite trabajar con ciclos de
trabajo al 100% de forma cont’nua ideal para aplicaciones robotizadas.

Estas antorchas estin dise—adas con materiales especiales que soportan
grandes esfuerzos mec#nicos y fuertes movimientos dintmicos, evitando
as’ la rotura de sus componentes por fatiga. Estas antorchas constan de
una gran gama de modelos en funci—n de la aplicaci—n de soldadura y su
fabricaci—n es tan flexible que se pueden realizar aplicaciones especiales
a petici—n del cliente.

Toda la fabricaci—n est} controlada por estrictos sistemas de calidad para
garantizar el perfecto funcionamiento del producto y el perfecto cumplimiento
de las normas europeas de seguridad.

Este producto estt destinado a personal especializado, en caso de ser
manipulado por personal no cualificado, el producto puede no funcionar
adecuadamente.

Aconsejamos lea el manual tZcnico antes de su puesta en marcha.

TAMA,O DEL BRAZO ROBOT PARA PERMITIR TOTAL
LIBERTAD DE MIVIMIENTO EN EL DESARROLLO DE LA
APLICACIIN, ESTO EVITAR¢ LA ROTURA DE LOS

CONDUCTORES DE LA ANTORCHA.

i LA LONGITUD DE LA ANTORCHA DEBE SER ADECUADA AL

LA ANTORCHA DE SOLDADURA DEBE SER MANIPULADA
POR PERSONAL CUALIFICADO, fSTE DEBE CONOCER LOS
PELIGROS QUE PUEDE OCASIONAR LA INCORRECTA
UTILIZACIIN DEL PRODUCTO.
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MODELO TIPO INTENSIDAD '(\AAéZ']gI(_)Z) “HILO FLUJO GAS
CUELLO | REFRIGERANTE CO2 ATICO: (80120) mm I/min
EXR-C1 GAS 200 182 0601.0 8015
EXR-C3 GAS 300 273 08012 8018
EXR-C2W LéQuIDO 400 364 0.601.6| 100 18
EXR-C4W LéQUIDO 500 455 08020 80620
EXR-C4AS| L&QUIDO 500 455 08020/ 8020
EXR-C6W LéQUIDO 600 546 08024 8025

En arco pulsado la intensidad se reducira un 30%

CLASE DE TENSIIN: 141V CC/CA

LAS TENSIONES DE CARGA EST¢N ADECUADAS A:
UNE-EN 60974/1 (U2=14+0.05xI)
MODELOS DE REFRIGERACIIN POR LEQUIDO
TEMPERATURA M¢XIMA DEL LEQUIDO 50%C
CAUDAL MéNIMO DE REFRIGERACIIN: 1.0 I/min
PRESIIN MIN. Y MAX. DE ENTRADA DE REFRIGERACIIN: 203.5 Bar
CONTROLES ELfCTRICOS: 50 mA - 24V AC

ESQUEMA ELfCTRICO

SENSOR

C€

10-42Vce

AMARILLO

VERDE

ROJO
VERDE
MARRIN (+)

GRIS/NEGRO

AZUL ()

CABLEADO

SISTEMA
ANTICOLISIN

AMARILLO +Vce
BLANCO -Vce

AMARILLO
VERDE

Azul

MOTOR

Marr—n

Negro

Datos técnicos segun la normativa de
antorchas de soldadura EN 60974-7






