Read this manual before attermmpting to operate 'i‘fzz‘s equﬁz?mem

BASIC IN§TRZ¥C TIONS TC WIRE, OPERATE and REPAIR

STAR-TRAC H DIGITAL AUTOMATIC GOUGING TORCH

Warni ﬂg A "NOTE” indicates important information that kelps you_improve the performance of your Star-Trac L

Wﬁag A SCAUTION™ indicates a potential for equipment damaoge, personal injfury. or possible death:

y;.»;

Listed below are the five standard leayth cables to be connected to the back of the control unit

Black 118" 115 volt AC power cabie,
Black 40™ 24 voit serve motor cable:

Black’ 2407 weldmg machine contactor closure wire.

‘Red 48" wire voltage sensor torch ( + ).

Green’ 1927 wire sensor to ihe w&r& (-3

Phog the 115 volt A{i cord imto the commfier outiet r'karked input A{Z T15V'* and to & grounded wall socke:.

Phug your camaga 5110 voit powe:r cabie inte the controlier outiet marked * carriage.”

ém:ac.h the $ervo motor cable to the back of the blue controlier panr:k outiet marked " motor.”

4- Connect the red wire to the brass shoe and to thf: controlier outlet marked " voltage sense to-rch (+3"
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Clamp the green sepsor wire to the plate to be gouged, and to the controller outlet marked ¥ work ( - ).

Plug the black two wire sensor cable info the controfler outlet marked * Weld Machine ™ and to the welding
ontactor closureterminals. § éim,ﬂg{ff? Ifusing a Lancoln Weidef the terminals are 2 & 4.
anectons fom termunats 7 snd 4

o wis AL

Bolt the welding maching's Bos;tz 2

Connect the arr supply, Mimmnmﬁfﬁ” hose withia 30 CFM at 80 ‘?S SULPUT 10 CUT COncentric power cable,

Clamyp the welding machine’s

cable to owr concenmtric power cable’s

- ground oable to the. pla"ﬁ 1o be goug

art

e

copper iug.

10~ Adpust the torch head assembiy to aliow for 2 3" carbon stick owt, { maximum } and the carbon angie smmi& be

ar 45" 1o the plare. The nm:‘ should be pointed straigin ahead and runming parallel 1o the seam 't
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" Muminate check the

12- Setung the delay tmer requires two steps. 1 Move the toggle switch jocated on The front tlower fight of the
controd pmei 10 DEE Y T, i:: Tum me oy ;z:r L"zo‘ locuted wm the center of the panel 1o the gmoum of star
1
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- Turp on the | if’*? oft mam power rocker s
amyp circuit breaker maz‘i.:ed WNFB [NPUT
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switch focated o the rear

ot the panel. If the dighn
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14~ Gently depress the Black Handle rearward to insert the carbon { FEMALE FIRST ) into the rear of the torch.
The carbon must be centered on the copper shoe and the drive roll. Now it can be moved using the forward / reverse
{ JOG ) switch. Position the electrode 1/4” from the work ptece prior to starting the gouge. NOTE: To join two
carpons first grasp them near the jomt. Then push and twist thers together until they are tght.

13- Setting the véhaaﬁ requirement is a two step eperation 1. Move the toggle switch located on the from
lower right of the control panel w0 { DISPLAY VOLTAGE CONTROL . 2. Turn the control kneb
untl the digital screen reads your welders Operating Voltage. example mein DOSG0 are setar (400 )

16~ Move the togele switch located on the %aweni;ght of the contral panel to { VOLTAGE }. The digital
window will now read ( (.0 jumtil the welding machine is turned on.

17- Switch on the welding machine & very low digita! reading will appear. The reading should NOT be the welders
Open Crrount Voltage. It is the OCV this means the welders contactor is already closed. It MUST NOT be closed
until the start switch in toggled. { STOP ) and double check vour wiring | hefow comtimung. Suggestion: Change the
welders Remote/Panel switch and check the aw&taﬁ screen again,

18 Turn on the manual air valve
1%- Toggle the * G@ugmg Start " switch to (START). Now the reading will equal the weidem OUV umeil afier the arc
is established. After the arc is established and after the delay/start tmer times out, the carriage will begin moving at

vour preset speed. The digral reading will now be hovering around the welders operating voliage.

G- When the gouge is complete, hit the (STOP} switch. The carnage will stop, and the elecirode will retract for seven
seconds. NOTE: Ths surt down procedure will antomatically happen anvtime the arc is lost,

* Fower Scurce Heguirement

o 1~ Welding machine should be able to deliver-enough a"mpe.mge for the electrode size 10 be used.
{example } If you are using 3/8" gouging electrodes, you need 400 to 650 amps.

- 2~ Set the welder to the " CC " mode or vaniable voltage.
3- Operanng voltage must not excesd 65 volts
4- Open circuit voltage { OCV ) should pot be less than 70V,

5- If there 18 & Panel / Remote switch 1t should be sat soithe dignal meter doesn’t show OVC all after therstart switch is
‘toggled. SEE #17

6~ Set the welder on DC reversed polanity. The torch must be positive.

NOTE: 228 volt control paneis are available upor request. 4 special ¥ .eizzp is avatlable for welders with f}z}m
Cirenit Voltages of 160 and abave.
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SYMEX STAR-TRACTI
AUTOMATIC GOUGING HEAD

DESCRIPTION

SHEELD SCREWS ¢ 2 required J.
. STEEL SHIELD .
 ALUMINUM HOUSING standard
- ALUMINUM HOUSING for Bottom Lave Shield Set

ALLEN SCREW 1032 % 14" -
BRASS BUSHING SET ¢ mcludes 4 peg
DIGITAL SERVO M{)TOR W 487 vord & nlug

- VERTICAL DRIVE SHAFT
T ALLEN SCREW 14°26 X 2% nylon tip
- LARGE DRIVE GEAR wf scrow

" ALLEN SCREW 16-32 X 14"

" PINIOW GEAR wisorew

DRIVE ROLL wiscrew
DRIVE ROLL FIRER BUSHING w/iscrew

CAT %

s1067
51606
51096
1016
51017
5879¢
s110t
51018~
51020

51021
51003
3008
51613

DRIVE ROLL BUSHING { LQ‘NG Fwisorew INCTE wrches buiic aﬁﬁr F3-10-30 pnethig budhimg s 59022

CLEVIS INSULATOR
DRIVE ROLL SHAFT
NAME PLATE SET { includes 32 isim{s 3

. BRONZE CLEVIS _
. CLEVIS SHAFT
i smmmamezmm}
| CHROME SPRING
. BRASS SHOE INSULATOR ™ -
. INSULATOR SCREW
© i SHOE CAP 5716

SHOE CAP 387
SHOE CaF 12¢
SHOE CAP 5787

BHOE CAP SCREW 8-37x 32’3 :iiim g

BEASE SHOE
BRATED CURRENT TUBE ASSEMBLY
COPPER FRONT COLLAR

- FROWTCOLLAR INSULATOR

BRABS CURRENWT TUBE

- CURRENT TUBE COPFER THREADS
-RACKE TUBE INSUILATOR

CURRENT TUBE INSULATOR
STHEL TUBE & RACK ASSEMELY
INSULATENG COLLAR AIR SEAL
AR VALVE BODY W/ INSULATOR
SPOOL ABSEMBLY :
BOWNET -

SPANNER WRENCH _

TORCH HOLDER { Bug-o

" TORCH BOLDER { Gulieo )

SERVO-MOTOR GUARD
SILVER SHAFT COUPLING

SERVO-MOTOR GUART SCREWS {2 roguired |
SERVO-MOTOR MOUNT SCREWS & WASHERS (2 required |
SERVO-MOTOR METRIC BOLTS & WASHERS ( 4zoquired |
MOTOR MOUNT COVER SCREWS ¢ 7 required. 1

MOTOR MOUNT COVER

ELECTRODE ALIGNMENT TUBE

MOTOR GUARD MOURNTING BLOCK

SERVO-MGTOR MOUNT

AUXILIARY Hi TEMP. LAVA SHIELD 3/8"

ALKILIARY Hi TEMP. LAVA SHIELD 1/2°

AUXTLIARY HI TEMP. LAVA SHIELD 5/8"

AUXILIARY HI TEMP. LAVA SHIELD 51716~

3 PIECELAYA BOTTOM SHIELD SET wiscress

51043
51034
b 112
s3024
31023
SEO2E -
827 .
33028
sie
S100% -
Srhg

SipEy

31412

siga

ST

G878y - -
160 I

1
SHE
BETGE
f30as
F103¢

2037

51038

51041
10067
10068
10083
51642
L3tic
51648
31104
51050
51083
51052
51085
S1084
51045
Siia%
1163
31086
<1087
1088
51090
51091
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