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I. Technical Parameters

Interface type: QBH Laser power: HD21 < 1500W, HD31 <3000W
Collimation focal length: 60mm Laser wavelength range: 1070 = 20

Focusing focal length: 150mm Laser incidence mode: Coaxial

Adjustable amplitude: 0 - 6mm Shielding gas: Nitrogen

Weight: 0.65kg
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I1. Connection of QBH

Rotate the rotating sleeve to the left.

1. Loosen the two M4 grub screws,
turn the rotating sleeve to the
leftmost position. Align the U -
shaped groove of the QBH fiber rod
with the red dot on the gun head
and insert it all the way to the
bottom.

These two points
should be in a
straight line.

Two M4 grub
SCTEeWs.

Rotating the Sleeve to the

2. Rotate the rotating sleeve Right.

to the right until it is locked
tightly and cannot be rotated
further to the right. Then
tighten the two M4 grub
SCIews.

/

Tightening the Two
M4 Grub Screws.

Shenzhen Guangwei Welding Technology Co., Ltd.
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II1. Replacement of the Collimating Lens

1. Remove the two M2.5 flat
- head screws and then
remove the upper housing.

2. Loosen the three M4 grub
screws and pull out the
collimating lens assembly.

Shenzhen Guangwei Welding Technology Co., Ltd.
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3. Unscrew the locking
sleeve and take out the
washer. Replace the
collimating lens with a new
one. The specification of the
lens is D16*F60 - 3T. When
reinstalling, pay attention to
aligning the convex and
concave positions. Make
sure it is inserted all the way
to the bottom and then
tighten the screws.

Operation Manual for HD21/HD31 /7 /

Convex side direction of

the collimating lens.

@M

Concave
platform.
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IV. Replacement of the Focusing Lens

1. Remove the two M2.5
screws of the focusing
drawer and pull out the

focusing drawer assembly.

2.First, take out the washer.
Replace the focusing lens with a
new one of the specification
D20*F150. After replacement,
reinstall the focusing drawer
assembly in  the original
direction.

The convex
side of the
focusing
lens should
face
downwards.

Shenzhen Guangwei Welding Technology Co., Ltd.



Sixn

'Operation Manual for HD21/HD31 /9 /

V. Replacement of the Protective Lens

1.Loosen the stud of the
protective drawer and pull
out the protective drawer

assembly.

2.First, take out the washer.

Replace the protective lens
with a new one of the
specification D20*3. After
replacement, reinstall the
protective  lens  drawer
assembly in the original
direction.

Shenzhen Guangwei Welding Technology Co., Ltd.
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VI. Adjustment of the Galvanometer Motor

1.Remove the two M2.5 flat —
- head screws and the upper s 2
housing. Then remove one
M2.5 flat - head screw and
the indicator light cover
plate.

2.First, loosen all the
screws and adjust the motor
assembly to find the red
light. Adjust the screws 1
and 2 to position the up -
and - down angle, and
adjust the screws 3, 4, 5,
and 6 to position the left -
and - right angle. After
positioning the red light,
reinstall the housing.

Note: All the screws should
be tightened after the motor
is adjusted.

Shenzhen Guangwei Welding Technology Co., Ltd.
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VII. Instructions for Water and Gas Path Interfaces (HD21)

1.The interface instructions
are as follows:

@ Interface 1 is the shielding

gas interface.

VIILI. Instructions for Water and Gas Path Interfaces (HD31)

1.The interface instructions

are as follows:

® Interface 1 is the shielding
gas interface.

® Interface 2 is the water inlet
(IN).

® Interface 3 is the water

outlet (OUT).

Shenzhen Guangwei Welding Technology Co., Ltd.
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Screen Specifications

Screen display size: W: 154.1mm, H: 85.9mm (7 inches)
Overall dimensions: 209.5mm x 149.3mm x 23.9mm

Screen resolution: 800x480
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Product Introduction

On the basis of the old - style product, this new product has not only inherited the advantages of its

predecessor but also improved some of its drawbacks. Moreover, it has achieved a revolutionary

upgrade in terms of functions, greatly enhancing the user experience for customers and ensuring safer

operation. The highlights of the new product are as follows:

1\

2.

3.

4.

SN

6+

I

8

9.

Structural Optimization in Appearance and Weight: The product’s external dimensions have

been optimized, and its weight has been reduced, making it easier for customers to use.

Improved Ergonomics in Grip Design: The way the product is held by the user has been
optimized. While ensuring product safety and performance, ergonomic design has been added,
providing a more comfortable user experience.

Enhanced Key Performance: The material of the keys has been optimized, increasing their

service life and improving the tactile feel.

Convenient Lens Replacement: The lens assembly structure has been optimized. A drawer -
type replacement method has been added for the protective lens and the focusing lens, making it
more convenient for customers to replace consumables.

Alarm Buzzer in Control System: An alarm buzzer has been added to the control system,

enabling customers to quickly learn about product malfunctions.

Motor Abnormality Alarm: The control system can now detect motor disconnection, erratic

movement, and other series of faults in real - time. It can promptly detect and handle these
issues, avoiding the previous problems such as difficult abnormal judgment, complex cause -
finding, and slow detection results, thus minimizing product damage more safely and

efficiently.

Laser Output Abnormality Alarm: The control system can detect the output status of laser

enable, laser DA, and laser PWM in real - time. When the laser fails to emit light during
debugging, it can immediately display the problem, reducing the time for customers to

troubleshoot faults during the debugging process.

Self - testing Module: A self - testing module has been added to the control system. When a
malfunction occurs during the use of the product, it can precisely conduct a system self - check

for each function. Even users without relevant experience can quickly locate the problem.

New Process Library Mode: The control system uses a brand - new process library mode. The

Shenzhen Guangwei Welding Technology Co., Ltd.
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processes pre - installed at the factory are the optimal - effect processes tested by our
professional process engineers using this product. Customers can directly start processing by

simply selecting the corresponding process according to the current processing material and
thickness.

Function Description

The main functional modules of this product include: laser output early - warning, motor feedback
abnormality early - warning, process library (with 75 built - in processing processes), dynamic

adaptation of laser models, laser output control, galvanometer output control, unit module self - testing,
etc.

Notes

- The area within the red frame is the functional area with touch functionality!
|:| The area within the yellow frame is the display area without touch functionality!

Xx@®) XXP)

B=button, P=page;

Please refer to the corresponding positions according to the picture numbers for the following view
operation instructions.

Shenzhen Guangwei Welding Technology Co., Ltd.
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Welding System

I. Home Page

Vi Yo e

WIS wisx LASER

&#® technology > Setting @ insgeelgtiun —m-

Welding system
OO0 O | «©
Simpli (2
plify Laser enable Gaé":;,;’l;“m' ng:;;“d'"g 55:1’; f‘”“g_ Status prompt
%uﬂrég?t ( 1500 W | Safety lock
Major
monitor
(4)
Joutnal Current power Swing width
(3]

Simplify

Major

Monitor

Journal

(6)

i.aser enable Ga;v::slgeter W::;?JE!:'“E Sgr?; firing
Current ( ) Current f'—\
(1 model 1500 w process ﬂ 5mm
Swingwidth 1.5 mm %fest?ﬂency 2000 Hz
Swing speed 60 Hz IE;EIE:: duty 100 %

Status prompt

ready

Laser power 400 W Safety lock
(4)
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1. Current Laser Model:

Displays the model of the currently connected laser device. (It is necessary to ensure that the laser
model is set correctly. For example, if a 1500W laser is used but set as a 1000W laser, the built - in

welding processes in the process library will not achieve the best results.)

1.1 Current Process:

CS = Material type - Carbon Steel (SS = Stainless Steel, AL = Aluminum, GS = Galvanized Sheet,
Other = Other Metals)
0.5mm = Material thickness

2. Switch Enable Control:

O

2.1 Laser Enable

represents off, represents on

Touch action: Turn on/off the laser (the main switch for laser output).
Notes:

1) On: Allows laser output, which is a prerequisite for laser emission. (Steps for laser emission: (D
Turn on the laser enable -> (2) Connect the safety lock -> (3) Press the trigger while aiming at
the workpiece.)

2) Off: Prohibits laser output. This is the default state when power is turned on.

2.2 Galvanometer Enable

Touch action: Turn on/off the galvanometer.
1) On: Outputs a straight line.
2) Off: Outputs a red dot.

2.3 Wire Feeding Enable

Touch action: Turn on/off wire feeding.
Shenzhen Guangwei Welding Technology Co., Ltd.
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Notes:
1) On: Automatically triggers the wire - feeding enable output after the laser emits light.
2) Oft: Prohibits automatic wire feeding.

2.4 Spot - firing Enable

Touch action: Turn on/off spot - firing.
Notes:
1) On: Changes the laser emission mode from continuous emission to intermittent emission
(pulsed) according to the spot - firing parameters.
2) Off: Changes the laser emission mode from intermittent emission (pulsed) to continuous

emission.
3. Branch Interfaces on the Home Page

3.1 Simplified Interface: Hides some process setting parameters and only retains the current power and

swing width, which are displayed in a graphical form, making it more convenient for customers to use.
3.2 Professional Interface: Displays all parameters, which is more suitable for customers to test processes.

3.3 Monitoring Interface: Displays parameter control boxes, input and output signals of operations, as well

as data such as power supply voltage and gun body status.

3.4 Log Interface: Records alarm data for easy troubleshooting.

4. Current parameters

1) Display the parameters of the current process. The open states of “Laser Enable” and
“Galvanometer Enable” are shown on this page. The parameters on this page can only be used
for display and cannot be modified. To make modifications, turn off “Laser Enable” and

“Galvanometer Enable”, or switch to the process page to modify the parameters.

Shenzhen Guangwei Welding Technology Co., Ltd.
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5. Function interface switching buttons

5.1 Home page: Page jump, jump to the home page interface, which is also the main interface for operating

enablement and other data.

5.2 Process: Page jump, Jump to the process interface.

5.3 Settings: Page jump: Jump to the settings interface.
Notes

1) The following operations can be performed on the settings page: 1. Scan width correction; 2.
Red light correction; 3. Language switching; 4. Adjustment of laser - related parameters, etc.

2) Default password: 666666. The password cannot be modified.

Settings button

)

Enter the password

Display an

€rror message

indicating that

s prssmed the password is

correct?

YES l
Enter the settings page.

incorrect.

5.4 Advanced settings: Page jump, jump to the advanced settings interface.

Notes

1) On the settings page, the following operations can be performed: 1. Select alarm enablement and
switch the alarm function (normally open/normally closed), etc.

2) Default password: 333333. The password cannot be modified.

Shenzhen Guangwei Welding Technology Co., Ltd.
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Settings button

Enter the password

Display an

€rror message

Is the password indicating that

correct? the password is

incorrect.

Enter the settings page.

5.5 Self - test: Page jump, Jump to the self - test interface.

6. Status prompts

Normal state without laser emission

Normal state with laser emission

The product usage has expired. Please activate it before continuing to use.

(Fault) Laser input alarm. Please check the laser equipment!

(Fault) Water - cooling input alarm. Please check the water - cooling equipment!

Shenzhen Guangwei Welding Technology Co., Ltd.
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(Fault) Air pressure input alarm. Please check the air pressure equipment!

(Fault) Please check if there are any problems with the motor interface or motor cable!

(Fault) The motor cable is not connected!

= & i N |
& i = m
i

s B F o i
3 H " "

(Fault) The power supply of the driver board is not compatible, or there is argon arc
welding interference on - site!

L]
b2
&
5i
in
3

(Fault) The power supply of the control board is not compatible, or there is argon arc
welding interference on - site!

>

EEST T
(Fault) Components of the control board are damaged. Please contact after - sales for

repair or replacement!

%

(Fault) Components of the control board are damaged. Please contact after - sales for

repair or replacement!

A

EHPWME S
(Fault) Components of the control board are damaged. Please contact after - sales for

repair or replacement!

BHERRRE

>

(Fault) Components of the control board are damaged. Please contact after - sales for

repair or replacement!

Shenzhen Guangwei Welding Technology Co., Ltd.
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SHERERS

(Fault) Components of the control board are damaged. Please contact after - sales for

repair or replacement!

6.1 Process button

Touch action: Page jump to the process page.
Value range: None.

Notes
1) On the process page, process switching and parameter modification can be carried out.

-
Process(P)

7. Settings button

Touch action: Page jump, jump to the settings page.

Value range: None.

Notes
1) On the settings page, the following operations can be performed: 1. Scan width correction; 2.
Red light correction; 3. Language switching; 4. Adjustment of laser - related parameters, etc.
2) Factory default password: 666666.

Enter the password

Display an
error message
indicating that

Is the password

the password

correct?
IS INncorrect.

Enter the settings

page.

Shenzhen Guangwei Welding Technology Co., Ltd.
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8. Monitoring button

Touch action: Page jump to the monitoring page.
Value range: None.
Notes
1) On the monitoring interface, corresponding information can be viewed, such as alarm status, 10
input/output signals, device version information, device clock, authorization period, UUID
(Unique Device Identifier), self - test module, etc.

9. Lock screen button

Touch action: Page jump to the lock screen page.
Value range: None.
Notes

II. Monitoring

£ s

WSX LASER

Simplify

Major

monitor

Lang term effective ]

Journal

Shenzhen Guangwei Welding Technology Co., Ltd.
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1. Output Signals

1) When there is no normal signal output, the status light in this area is gray.
2) When there is a signal output (laser output), the status light in this area turns green, and the

voltage value is refreshed every 3 seconds according to the actual output.

2. Input Signals

1))

2)

3)

4)

S)

Welding Torch Switch: It is the laser trigger signal. When the trigger of the handheld welding
torch is pressed, the status changes from gray to green and becomes effective.

Safety Ground Lock: The safety ground clamp is attached to the workpiece. When the copper
tip of the torch touches the workpiece, the status changes from gray to green and becomes
effective.

Laser Alarm: It is the alarm output signal externally connected to the laser. It is monitored in
real - time. When an alarm signal arrives, the status changes from gray to red and becomes
effective.

Water - cooling Alarm: It is the alarm output signal externally connected to the water - cooler. It
is monitored in real - time. When an alarm signal arrives, the status changes from gray to red
and becomes effective.

Air Pressure Alarm: It is the alarm output signal externally connected to the air pressure valve.
It is monitored in real - time. When an alarm signal arrives, the status changes from gray to red

and becomes effective.

3. Auxiliary Function Data

3.1 Power Supply Status

1)

24V Power Supply Voltage: Displays the 24V voltage, which is the external power supply

voltage. If the voltage is abnormal, the alarm signal icon turns red; if it is normal, it displays green. The
voltage range is 21V - 26V.

2)

+15V Voltage: Displays the +15V voltage, which is the internal voltage. If the voltage is

abnormal, the alarm signal icon turns red; if it is normal, it displays green. The voltage range is 13.5V -

16.5V.

3)

-15V Voltage: Displays the - 15V voltage, which is the internal voltage. If the voltage is

abnormal, the alarm signal icon turns red; if it is normal, it displays green. The voltage range is - 13.5V - -

16.5V.

4)

Current: This function is not available in this version and will be added later.

3.2 Auxiliary Status

Shenzhen Guangwei Welding Technology Co., Ltd.
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1) Communication Status: It shows the communication status between the torch body and the
control box. When the connection is disconnected, the icon turns gray; when the connection is normal, it
turns green. This signal is very important and must be checked when troubleshooting abnormalities.

2) Wire Feeding Enable: It shows the wire - feeding enable status of the toggle switch on the torch
body. When it is off, the icon is gray; when it is on, it is green. This function can be hidden in the
advanced settings. If no wire is fed during welding, please check if the icon is green.

3) Welding Torch Temperature: Displays the real - time temperature of the welding torch. When
the temperature exceeds the set threshold, the icon turns red; when it is normal, it displays green. The
temperature threshold can be modified in the advanced settings.

4) Driver Board Temperature: Displays the real - time temperature. When the temperature exceeds

the set threshold, the icon turns red; when it is normal, it displays green. The temperature threshold can
be modified in the advanced settings.

4. System Parameters

4.1 Version Information
1) The screen version + software version + boot version serve as the unique identification code for
product program management and control.
2) The device clock serves as the system time of the product. To use the authorized functions, the

accuracy of this time must be ensured. ;

4.2 License
Touch action: Page jump to the license page.
1) The device can be authorized for the usage duration. When the device usage exceeds the set
time, it will display that the authorization has terminated (the device will be unavailable).
2) The factory - default authorization is valid for a long - term. If you need encryption or

decryption, please contact our company for inquiry.

emm] o

4.3 UUID Code
1) This ID serves as the unique identification code of the product and is the only credential for
product authorization.

Shenzhen Guangwei Welding Technology Co., Ltd.
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II1. Logs

ok Yo

WS5SX LASER

Welding system

Alarm data All prompts -

simplify (1) (2)

b

Trigger time Release time

Temperature
Major
I =
15V voltage
F 15V t
Monitor bl -
Journal

1. Alarm Data

This interface is used to view alarm log data, which can record the number of entries, alarm trigger time,

alarm clearance time, alarm content, etc. You can click the drop - down box to select the sub - branch of the
alarm and view the alarm data.

2. Drop - down Box Data

All alerts, Temperature, 15V Voltage, 15V Current, 24V Voltage, Drive Temperature Data. When an
alarm occurs, you can enter the corresponding branch to view the alarm value.

Shenzhen Guangwei Welding Technology Co., Ltd.
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IV. Process

£ 7w
WIS wisx LASER
technology Q Setting |nssglcftmn
Welding system P

Normal thickness (mm) <) Parameter setting (4)
- ‘ J Fw 08 1.0 1.2 15 &?I\.tranometer ‘ ‘mrr
s';eel (S?) Galvanumete ‘ ‘ Hz
—I| 2.0 2.5 3.0 3.5 4.0 spred
Aluminium
(AL) Custom thickness (mm) laser power ‘ 400 ‘ "
- ] (4) .
_ I | " Laser frequency | 2000 ‘ Hz
s |loy el 0 1.0 1.0 —
" TR TR TR TR 1] Laser duty cycle 100 | %

Other metals ||| 1 oqiy modify modify modify modify
(Other) | i | | @ etur
— © ©

1. Material

Notes
1) There are 4 common welding materials + 1 other material to choose from, including Carbon
Steel (CS), Stainless Steel (SS), Aluminum (AL), Galvanized Sheet (GS), and Other Metals
(Other).

2. Common Thicknesses

Notes
1) For the thickness of the processing material, 10 common thicknesses are preset and the welding
process is built - in. Users can select according to the actual thickness of the processing

material.

3. Custom Thicknesses

Notes
1) For the thickness of the processing material, 5 custom thicknesses are added. Users can modify
them according to the actual thickness of the processing material: 0.6 - 1.8 - 2.3 -3.2 - 4.5.
2) These are the currently preset custom thickness values. Users can click the corresponding

modify button below to make custom modifications, with a maximum value of 6.0mm.
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4. Parameter Settings

4.1 Galvanometer Width

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0.0~5.0, unit: mm.
1) If you want to set a width value greater than 4mm, please first replace the large - diameter
copper nozzle, and then go to the settings to modify the width threshold. The factory default is

1.5mm, and the maximum value that can be modified is 5.0mm.
4.2 Galvanometer Speed

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 5~150, unit: Hz.
1) A speed of 1Hz means the pattern swings once per second, and 100Hz means the pattern

swings 100 times per second.
4.3 Laser Power

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~N, unit: W (N is the model on the settings page).
1) If the laser power is set to 0, the laser will not emit light.
2) If the laser power ratio (laser power/model * 100) of some lasers is lower than 10%, the laser
may not emit light either. The control system will show that everything is normal. For example,
if the laser model is 1000w and the laser power is set to 90w, the laser power ratio is 90/1000 *
100 = 9% < 10%, which is likely to cause the laser not to emit light.

4.4 Laser Frequency

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~10000, unit: Hz.
1) The laser frequency is generally used in conjunction with the laser duty cycle. When the duty
cycle value is 100 or 0, the laser frequency has no effect.
2) The factory default setting is 2000.

4.5 Laser Duty Cycle

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~100, unit: %.
1) The default duty cycle is 100%, which usually does not need to be changed. At this time, the

laser frequency has no effect. If you need to use it, please adjust it according to the actual needs.
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2) The factory default setting is 100.

0

5. Save/Return

5.1 Save

Touch action: Save the currently modified data.
Value range: None.
Notes: None.

5.2 Return

Touch action: The page jumps to the home page.

Value range: None.

Notes:
1) Unsaved data will be automatically cleared.

t Home Page(P) }

6. Red Dot Marking

Touch action: None.
Value range: None.

Notes:
1) Parameters marked with a red dot indicate that they have been modified but not saved. You need

to click “Save” for the modifications to take effect. If you return to the previous page without

clicking “Save”, the modified values will be cleared.

Shenzhen Guangwei Welding Technology Co., Ltd.



@i\.‘.ﬁ ‘Operation Manual for HD21/HD31

V. Settings
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1.Parameter setting

1.1 Width Threshold

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0.0~5.0, unit: mm.
Notes:

1) The width threshold here limits the width value of the process.

1.2 Width Correction

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: - 100~100, unit: %.
Notes:
1)  When this data is modified, the red light will automatically swing.
2) A positive value means the current swing width is expanded by a certain percentage, and a

negative value means the current swing width is reduced by a certain percentage.

1.3 Center Correction

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: - 10.0~10.0.
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Notes:
1) Decreasing the value moves the red light to the left, and increasing the value moves it to the
right. It is used to adjust the center of the red light on the axis.

2) The factory default value is 0 (indicating no software correction).
1.4 Ramp - up Time

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~2000, unit: ms.
Notes:
1) When the laser is turned on, the power gradually increases from N1% of the process power to
100%.
2) The factory default value is 0 (indicating that the set laser power value is output directly

without a ramp - up action).
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1.5 Ramp - up Power

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0 to 99, Unit: %
Notes:
1) The starting power when the laser emits light is generally set to 20%.
2) The factory default value is 0 (indicating that the set laser power value is output directly

without a ramp - up action).
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1.6 Ramp - down Time

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~2000, unit: ms.
Notes:
1) When the laser is turned off, the power gradually decreases from 100% of the process power to
N2 (as shown in the figure below).
2) The factory default value is 0 (indicating that the laser output stops immediately without a ramp

- down action).
1.7 Ramp - down Power

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~99, unit: %.
Notes:
1) The power when the laser is turned off is generally set to 20%.
2) The factory default value is 0 (indicating that the laser output stops immediately without a ramp

- down action).
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1.8 Gas - on Delay

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~2000, unit: ms.
Notes:
1) If the gas - on delay is set to 1000ms, the actual effect is that after the trigger is pressed, the gas
will be released continuously for 1000ms before the laser emits light.
2) Reasonably setting the gas - on and gas - off delays can well protect the molten pool from

oxidation and prevent slag from damaging the lens.
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1.9 Gas - off Delay

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~2000, unit: ms.
Notes:
1) If the gas - off delay is set to 500ms, the actual effect is that after the trigger is released, the gas
will continue to be released for 5S00ms after the laser stops emitting light and then stop.
2) Reasonably setting the gas - on and gas - off delays can well protect the molten pool from

oxidation and prevent slag from damaging the lens.
1.10 Spot - shooting Points

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 0~128, unit: points.
Notes:

1) When the value is set to 0 by default, the laser will output continuously according to the set
spot - shooting duration and interval until the trigger is released or the safety lock is
disconnected.

2) The factory default value is 0. To achieve the fish - scale pattern effect, please turn on all the
functions on the home page (laser enable, galvanometer enable, wire - feeding enable, spot -

shooting enable).
1.11 Spot - shooting Duration

Touch action: A keyboard pops up, allowing the user to enter a custom value.

Value range: 0~2000, unit: ms.

Notes:
1) When the value is set to 0, the spot - shooting function will not be executed.
2) The factory default value is 200ms.

1.12 Spot - shooting Interval

Touch action: A keyboard pops up, allowing the user to enter a custom value.

Value range: 0~2000, unit: ms.

Notes:
1) When the value is set to 0, the spot - shooting function will not be executed.
2) The factory default value is 50ms.

1.13 Cutting Mode

After switching to the cutting mode, the galvanometer will not swing.
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Notes:

1) Test whether there is a swing before the laser emits light.

2) It is recommended to set the swing amplitude to 0 before switching to the cutting mode.

2. Model Settings

Touch action: A keyboard pops up, allowing the user to enter a custom value.
Value range: 100~3000, unit: w.
Notes:
1) The laser model is the maximum power calibrated by the laser manufacturer. Please fill it in
correctly.
2) The factory default is 0. You need to manually enter the currently compatible laser model for

the first use.

3. Language Selection

Rz REIA (3T ) X

English ( %18 ) Portugués( BEFiE )

E=0] (818) Svenska ( TREHIE )

Pycciuii azui ( iE) | EAAnuika ( FHEE)

PR EGE (RXBEGHX)  Cestina (EFIE )

Bt (B)

Deutsch ( #8158 ) Polski ( JE=1E)

Polacco (EARIE)  Tiéng Vidt ( smiE)

Espafiol { BEHESFIE) | Tirkee ( +HEE)

Touch action: Switch languages.
Notes:
1) It supports 19 languages, including Simplified Chinese, Traditional Chinese, English, Korean,
Russian, Japanese, German, French, Italian, Spanish, Portuguese, Swedish, Greek, Czech,
Dutch, Polish, Thai, Vietnamese, and Turkish.
2) Click “X” to close the language selection.

4 Restore Factory Settings

Touch action: A pop - up window will appear, prompting whether you are sure to restore the factory
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settings.
Notes:
1) If you select “Yes”, the system will automatically restore the factory default process.

2) If you select “No”, you will return to the settings page.

5. Save

Touch action: Save the currently modified data.

6. System Switching

2

—n

ARRR-FRA

IRERLGE- HRE FRRR-IBRA

Notes:
1) The old system is the WD23 version, with a technological UI style and fewer functions (it is
recommended to use the new system).
2) When switching to the cleaning system, you need to replace the lens and remove the copper
tube.

VI. Advanced Settings

Enter the password 333333 (six 3s) to enter this interface.
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WEX LASER

(1) Advanced setting (2)

1. Alarm Enable Settings

- Turn off the alarm function n Turn on the alarm function

1) Laser alarm, water - cooling alarm, and air - pressure alarm are external alarm signals input to the

control box.

2) 24V alarm, 15V alarm, temperature alarm (gun body temperature), and drive temperature alarm are

self - monitoring alarms.

2. Function Settings

1) Laser alarm, water - cooling alarm, and air - pressure alarm can switch to monitor external alarm

signals.

- Low level/Normally open “ High level/Normally closed

Wire - feeding enable refers to the function of the wire - feeding toggle switch on the gun body. When it

is - “Invalid”, the toggle switch on the gun body fails, and the control box does not

process the signal. When it is n “Valid”, the signal of the toggle switch on the gun body

is at the same level as the “Wire - feeding enable” on the main interface. Only when both are
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turned on can the welding wire be fed. G Invalid @ Valid

3) For the 485 - button and backup enable switches, please contact our after - sales engineer for
operation.

3. Temperature Alarm Threshold

1) The setting range for the gun body alarm temperature is an integer from 0 to 80, and 60 degrees is
recommended.

2) The setting range for the control box drive alarm temperature is an integer from 0 to 80, and 60
degrees is recommended.

4, Save

The saved data will take effect immediately.

VII. Self - test 1

v S & c
: #* Home NP technology {) Setting @ in-:JElcftEr:n
Welding system pRECE
1) Self inspection
detection signal Igleut;retical Testing method Switch control
Measuring voltage with a multimete m
Laser enable 24V : g voitag _
Measuring voltage with a multimete
p— 2y Messinguote
' 2
Measuring voltage with a multimete
lseron | ayorioy | Meewos
i ; Measuring voltage with a multimete
Air valve enabling 24V : g voltag
Wire feeding enable Observe the status of wire feeder or measure
/ with multimeter

172

1. Diagnostic Display

Notes:
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2)

3)
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Laser enable - The theoretical value is 24v. A voltage error of about £1v in the detected value is
normal. Please use tools such as a multimeter or an oscilloscope to measure the port.

Laser PWM — The theoretical value is 24v. A fluctuation of about =1v in the detected value is
normal. This port outputs at a 100% duty cycle by default in the self - test mode. Please use
tools such as a multimeter or an oscilloscope.

Laser DA — The theoretical value is 10v or 4v. A voltage error of about +0.5v in the detected
value is normal. This port outputs at full power by default in the self - test mode. The internal
DIP switch on the board can control the maximum output value of 10v. Please use tools such as
a multimeter or an oscilloscope.

Gas valve enable — The theoretical value is 24v. A voltage error of about £1v in the detected
value is normal. Please use tools such as a multimeter or an oscilloscope.

Wire - feeding enable — To test this port, you need to use a multimeter for measurement. If you
don’t have a measuring device, connect the wire - feeding machine enable line to this port and

visually observe whether the wire - feeding machine is working.

2. Diagnostic Switch

Touch action: Open/close the output of a single corresponding port.

Value range: None.

Notes:
1)

Multiple switches cannot be opened simultaneously. Opening one will automatically close the
others (self - test safety mechanism).

3. Next Page

Touch action: The page jumps to the self - test 2 page.

Value range: None.

Notes:

L Self - test 2(P) J
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VIII. Self-check 2
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1. Diagnostic Display

Touch action: None

Value range: None

Notes:

)
2)

3)

4)

5)

Motor deflection: This function test is currently ineffective and will be added later.

Safety ground lock: After turning on the detection switch, use tools such as a multimeter or an
oscilloscope to measure the port.

System 24V: The theoretical value is 24V. A voltage error of about £1V in the detected value is
considered normal. If there are no tools like a multimeter or an oscilloscope available on - site
to measure the port, you can directly check the detection result to determine whether the port is

normal or abnormal. Ednormal, Edabnormal,

System +15V: The theoretical value is 15V. A voltage error of about £0.6V in the detected
value is considered normal. If there are no tools like a multimeter or an oscilloscope available
on - site to measure the port, you can directly check the detection result to determine whether

the port is normal or abnormal Enormal, Edabnormal;

System - 15V: The theoretical value is - 15V. A voltage error of about £0.6V in the detected
value is considered normal. If there are no tools like a multimeter or an oscilloscope available
on - site to measure the port, you can directly check the detection result to determine whether
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the port is normal or abnormal Enormal, Edabnormal;

2. Diagnostic Switch

Touch action: Turn on/off the output of a single corresponding port.
Value range: None

Notes:
1) Multiple switches cannot be turned on simultaneously. Turning on one will automatically turn

off the others (self - check safety mechanism).

3. Previous Page

Touch action: Page jump, jump to the self - check 1 page.
Value range: None
Notes

- [ Self - check 1 (P) ]
\_/

IX. License

(4]
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1. Display Box

Notes
1) Display the entered key. Users can browse whether the key they entered is correct in this area.

2. Keyboard

Touch action: The corresponding key values are displayed in the display box area.
Value range: None

Notes
1) On the keyboard, users can input key values according to the key string in this area.

3. Import

Touch action: Page jump, jump to the prompt page (prompt whether the key is imported successfully).
Value range: None

Notes:
1) A prompt of “import successful” indicates that the key input is valid.

2) A prompt of “import failed” indicates that the key input is invalid. Check the consistency of the

key input (typing errors) or the correctness of the key itself.

TN R—
A 4

4. Return

Touch action: Page jump, jump to the monitoring page.
Value range: None
Notes:

@ L Monitoring(P) }
L 4
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