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SHIPPING DAMAGE CLAIMS

When this equipment is shipped, title passes to the
purchaser upon receipt by the carrier. Consequently,
claims for material damaged in shipment must be
made by the purchaser against the transportation
company at the time the shipment is received.

SAFETY DEPENDS ON YOU

Lincoln arc welding equipment is designed and bmilt
with safety in mind. However, your overall safety can
be increased by proper installation . . . and thoughtful
operation on your part. DO NOT INSTALL, OP-
ERATE OR REPAIR THIS EQUIPMENT WITH-
OUT READING THIS OPERATING MANUAL
AND THE ARC WELDING SAFETY PRECAU-
TIONS ON THE INSIDE FRONT COVER. And,
most importantly, think before you act and be careful.
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ARC WELDING SAFETY PRECAUTIONS

WARNING: ,PROTECT‘YOURAS‘ELF AND OTHERS FROM
POSSIBLE SERIOUS INJURY OR DEATH.

ELECTRIC SHOCK can kill.

FUMES AND GASES
can be dangerous.

. The electrode and work (or ground) circuits are

electrically “hot” when the welder is on. Do not
touch these “hot” parts with your bare skin or wet
clothing. Wear dry, hole-free gloves to insulate
hands.

In semiautomatic or automatic wire welding, the
electrode, electrode reel, welding head, nozzle or
semiautomatic welding gun are also electrically
“hot”.

Insulate yourself from work and ground using dry.

insulation. When welding in damp locations, on
metal framework such as floors, gratings or scaf-
folds, and when in positions such as sitting or lying,
make certain the insulation is large enough to cover
your full area of physical contact with work and
ground.

Always be sure the work cable makes a good elec-
trical connection with the metal being welded. The
connection should be as close as possible to the area
being welded.

Ground the work or metal to be welded to a good
electrical (earth) ground.

Maintain the electrode holder, work clamp, weld-
ing cable and welding machine in good, safe op-
erating condition. Replace damaged insulation.

Never dip the electrode in water for cooling,

. Never simultaneously touch electrically “hot” parts

of electrode holders connected to two welders be-
cause voltage between the two can be the total of
the open circuit voltage of both welders.

When working above floor level, protect yourself
from a fall should you get a shock.

Also see Items 4¢ and 6.

2. a.

ARC RAYS can burn.

Use a shield with the proper filter and cover plates
to protect your eyes from sparks and the rays of
the arc when welding or observing open arc weld-
ing. Headshield and filter lens should conform to

" ANSI Z87.1 standards.

Use suitable clothing made from durable flame-
resistant material to protect your skin and that of
your helpers from the arc rays.

. Protect other nearby personnel with suitable non-

flammable screening and/or warn them not to
watch the arc nor expose themselves to the arc rays
or to hot spatter or metal.
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. Welding may produce fumes and gases hazardous

to health. Avoid breathing these fumes and gases.
When welding, keep your head out of the fume.
Use enough ventilation and/or exhaust at the arc
to keep fumes and gases away from the breathing
zone. When welding on galvanized, lead or cad-
mium plated steel and other metals which produce
toxic fumes, even greater care must be taken.

Do not weld in locations near chlorinated hydro-
carbon vapors coming from degreasing, cleaning or
spraying operations. The heat and rays of the arc
can react with solvent vapors to form phosgene, a
highly toxic gas, and other irritating products.

Shielding gases used for arc welding can displace
air and cause injury or death. Always use enough
ventilation, especially in confined areas, to insure
breathing air is safe.

Read and understand the manufacturer’s instruc-
tions for this equipment and the consumables to
be used, including the material safety data sheet
(MSDS) and follow your employer’s safety prac-
tices.

. Also see item 7b.

WELDING SPARKS can

cause fire or explosion.

. Remove fire hazards from the welding area. If this

is not possible, cover them to prevent the welding
sparks from starting a fire. Remember that welding
sparks and hot materials from welding can easily
go through small cracks and openings to adjacent
areas. Have a fire extinguisher readily available.

Where compressed gases are to be used at the job
site, special precautions should be used to prevent
hazardous situations. Refer to “Safety in Welding
and Cutting” (ANSI Standard Z49.1) and the op-
erating information for the equipment being used.

When not welding, make certain no part of the
electrode circuit is touching the work or ground.
Accidental contact can cause overheating and cre-
ate a fire hazard.

Do not heat, cut or weld tanks, drums or containers
until the proper steps have been taken to insure
that such procedures will not cause flammable or
toxic vapors from substances inside. They can
cause an explosion even though they have been
“cleaned.” For information purchase “Recom-
mended Safe Practices for the Preparation for




Welding and Cutting of Containers and Piping
That Have Held Hazardous Substances”, AWS
F4.1-80 from the American Welding Society (see
address below).

Vent hollow castings or containers before heating,
cutting or welding. They may explode.

Sparks and spatter are thrown from the welding
arc. Wear oil free protective garments such as
leather gloves, heavy shirt, cuffless trousers, high
shoes and a cap over your hair. Wear ear plugs
when welding out of position or in confined places.
Always wear safety glasses with side shields when
in a welding area.

Connect the work cable to the work as close to the
welding area as practical. Work cables connected
to the building framework or other locations away
from the welding area increase the possibility of
the welding current passing through lifting chains,
crane cables or other alternate circuits. This can
create fire hazards or overheat lifting chains or ca-
bles until they fail.

. Also see item 7c.

1 CYLINDER may explode

if damaged.

. Use only compressed gas cylinders containing the

correct shielding gas for the process used and prop-
erly operating regulators designed for the gas and
pressure used. All hoses, fittings, etc. should be suit-
able for the application and maintained in good
condition.

Always keep cylinders in an upright position se-
curely chained to an undercarriage or fixed sup-
port.

Cylinders should be located:

® Away from areas where they may be struck or
subjected to physical damage.

® A safe distance from arc welding or cutting op-
erations and any other source of heat, sparks,
or flame.

Never allow the electrode, electrode holder, or any
other electrically “hot” parts to touch a cylinder.

Keep your head and face away from the cylinder
valve outlet when opening the cylinder valve.

Valve protection caps should always be in place
and handtight except when the cylinder is in use
or connected for use.

Read and follow the instructions on compressed
gas cylinders, associated equipment, and CGA pub-
lication P-1, “Precautions for Safe Handling of
Compressed Gases in Cylinders,” available from
the Compressed Gas Association, 1235 Jefferson
Davis Highway, Arlington, VA 22202.

FOR ELECTRICALLY

powered equipment.

6. a.

b.

Turn off input power using the disconnect switch
at the fuse box before working on the equipment.

Install equipment in accordance with the National
Electrical Code, all local codes and the manufac-
turer’s recommendations.

Ground the equipment in accordance with the Na-
tional Electrical Code and the manufacturer’s rec-
ommendations.

A

FOR ENGINE
powered equipment.

7.a. Turn the engine off before troubleshooting
and maintenance work unless the mainte-
nance work requires it to be running.

b. Operate engines in open, well-ventilated
areas or vent the engine exhaust fumes out-
doors.

c. Do not add the fuel near an open flame,
welding arc or when the engine is running.
Stop the engine and allow it to cool before
refueling to prevent spilled fuel from va-

porizing on contact with hot engine parts
and igniting. Do not spill fuel when filling
tank. If fuel is spilled, wipe it up and do
not start engine until fumes have been elim-
nated.

. Keep all equipment safety guards, covers
and devices in position and in good repair.
Keep hands, hair, clothing and tools away
from V-belts, gears, fans and all other mov-

ing parts when starting, operating or re-
pairing equipment.

e. Insome cases it may be necessary to remove
safety guards to perform required mainte-
nance. Remove guards only when necessary
and replace them when the maintenance re-
quiring their removal is complete. Always
use the greatest care when working near
moving parts.

f. Do not put your hands near the engine fan.
Do not attempt to override the governor or
idler by pushing on the throttle control rods
while the engine is running.

g. To prevent accidentally starting gasoline
engines while turning the engine or welding
generator during maintenance work, dis-
connect the spark plug wires, distributor
cap Or magneto wire as appropriate.

h. To avoid scalding, do not remove the ra-
diator pressure cap when the engine is hot.

HAVE ALL INSTALLATION, OPERATION, MAINTENANCE AND REPAIR WORK performed by qualified people.

For more detailed information, it is strongly recommended that you purchase a copy of “Safety in Welding & Cutting —
ANSI Standard Z49.1” from the American Welding Society, P.O. Box 351040, Miami, Florida 33135.
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GENERAL DESCRIPTION AND FEATURES

The LT-56 tractor is a tandem arc unit for DC-AC
submerged arc operation.

Main features of the LT-56 are as follows:

L.

Solid state DC and AC controls similar to LT-7.
Easy adjustment of both current and voltage at
tractor with no remote control boxes at the power
source. Input power — 115 volts AC, 50 or 60
hertz.

Very versatile rugged steel frame construction.

3. Height, 45.5 inches; width, 17.5 inches; length,

54.0 inches or 59.5 inches (with front arm ex-
tended); weight, 390 pounds with empty reels and
empty flux hoppers.

Wire size capability — %32 through %16 (both wire
feeders).

5. 1500 amp rating (both DC and AC).

Travel — heavy duty drive with a calibrated dial
for speeds of 6 to 100 inches per mintue. Clutch
(operated from either side) allows easy position-
ing of the tractor.

Vertical adjustment — 4.00 inches of continuous
travel as an integral part of tractor. Fixed major
height adjustments provided for longer electrical
stickouts.

Horizontal adjustment — 2.00 inches of contin-
uous travel as an integral part of the tractor. Fixed
major horizontal adjustments so electrodes can
weld between or outside the line made by either
rear wheel.

9.

10.

11.

12.

13.

14.

Flux capacity — 30 pounds with manually con-
trolled discharge rate from two separate LT-7
type hoppers.

Joint versatility

a. Butt Welds — in line or on either side of the
tractor.

1. prepared deep groove
2. tight butts
3. open joint — unprepared butts

b. Horizontal Fillets or Laps — Both right and
left with electrode to joint angles between 40°
and 50°.

c. Flat Fillets — Unit may be positioned for
either the 30° and 45° flat fillet with minimum
flange height of 5.5 and minimum web height
of 18.75.

Troubleshooting lights on the P.C. boards allow
pnit to be quickly repaired and returned to serv-
1C€.

P.C. boards used in both the AC and DC controls
are the same as used in the LT-7.

Many parts are common with the NA-3 or 4 or
LT-7.

All the positioning adjustments on the tractor are
so designed that they can be locked tight. This
eliminates any movement of these adjustments
when the tractor is moved about the shop.

LT-56 EQUIPMENT REQUIREMENTS FOR TANDEM WELDING

LT-56 Tractor

Control and Power
Input Cables

Ground Cable

Optional Features
Butt Seam Guide

K286 — (332 thru %16 wire)

K215 — (30, 50/, 75’ and
100") 2 required

See 6403 of Price Book

K230 — Allows guiding
from a prepared “V” or a

Kit slightly open seam.
Horizontal Fillet K288 — Attachments re-
Lap Kit quired for making left or

right horizontal fillets or
laps.
K287 — Attachment re-
quired for making flat fil-
lets.

Flat Fillet Kit

5. Power Requirements

6.

~J

DC Suitable Power Sources
DC 1500 and DC 1000
AC AC 1200
Motor Generator K224 — (Required to have
Remote Control current control at wire
feeder when using SAF-600
or SA-800.)

See 6322, 6323, 6327, &
6331 in Price Book.

Welding Materials



III. Travel

DESCRIPTION AND OPERATION OF MAIN COMPONENTS

The LT-56 is made up of Integral assemblies.

I. A. DC Wire Feeder (Lead Arc)
B. DC Control

II. A. AC Wire Feeder (Trail Arc)
B. AC Control

A. Travel Control
B. Travel Carriage

IV. Wire Feeder Mountings and Adjusters
A. Vertical Adjustment
B. Horizontal Adjustment
C. Main Head Pivot
D. Wire Feeder Mountings

V. Main Frame, Control Box and Wire Reel
Mounting

V1. Flux Hoppers

1. A. The DC wire feeder is similar to the LT-7
and consists of the following:

1.
2.

DC shunt motor.

90:1 gear box using helical-spur gears,
non-fluid lubrication, and needle-ball
bearing construction for high efficiency
and long life.

3. Wire straightener for solid wire.

4. Hardened-knurled drive rolls — driving

teeth on both sides so that they can be
turned to double life.

. Ball bearing type idle roll — fixed setting

for all wire diameters.

. Accurately aligned ingoing and outgoing

guide tube for quick loading of new elec-
trode.

. K231 type nozzle (minus the concentric

flux cone).

B. The DC control box assembly is similar to
the LT-7 and consists of:

1.

Power Switch — turns power on to all
controls and resets the grounding lead
protector.

2. Built in “ground lead protective circuit”.

3. Inch up and inch down buttons — with

a fixed inching speed of “cold” electrode.

Start and stop buttons — to initiate and
terminate welding.

Weld voltage and current control rheo-
stats.

6. Weld voltage and current meters. Note:
Leads on the rear of the meters must be
reversed with a change in arc polarity.

7. Constant Current (CC) and Constant
Voltage (CV) selector switch (located in-
side the control box on the upper center
of the front P.C. board). Switch should
be in the CC position when the equip-
ment is used with a constant current
pOWET SOUrce.

A constant voltage nameplate (L5283-1)
is mounted under the constant current
nameplate on the DC control box. If the
tractor is to be used on constant voltage
type operation the mode selector switch
should be placed into the CV position
and the constant voltage nameplate then
should be mounted on top of the con-
stant current nameplate which is on the
control box.

8. Circuit breaker — for the overload pro-
tection of the equipment.

9. One-half amp Slo-blow (replaceable)
field fuse (inside of control box at lower
right side of the back P.C. board).

10. Two-tenths amp fuse for short circuit
protection (inside of control box at the
top center of the back P.C. board).

11. Arc — can be started either “hot” or
“cold”.

12. Linc Fill starting built in.

13. 115 Volt AC receptacle on the bottom
rear of the control box (up to a 120 watt
capacity) for use of extension lights.

14. Travel relay — for starting and stopping
the travel unit.

II. A. AC wire feeder (trail arc) same as DC wire
feeder except the nozzle requires an exten-
sion.

B. AC Control — same as the DC control box,
except:

1. No travel relay — or tie in with travel
control circuit.

2. Weld voltage and current meters are AC.

1. Travel

A. Travel Control Box is similar to that used on
the LT-7. It consists of:

1. Solid state circuitry packaged in its own
control box and is physically and electri-



cally attached to the DC wire feed control
box.

2. Travel Mode Switch

a. Automatic position — travel starts and
stops with the arc start and stop but-
tons.

b. Off — no travel.

¢. Manual position — travel on (clutch
in).

3. Travel direction switch -—— forward and re-

verse travel.

4. Travel speed control — calibrated in

inches per minute on dial (6 to 100” min).

5. Circuit breaker — for overload protection

of circuit.

6. One-half amp Slo-blow field fuse (inside

travel control box on the P.C. board).

B. Travel Carriage

L.

The unit is propelled by two six inch di-
ameter canvas-tired wheels. Both wheels
are driven by a common axle.

2. The travel gear box is an NA-3 type with

a special adapter gear box between the mo-
tor and gear box proper. The assembly is
a helical-spur-bevel type unit driven by a
DC shunt motor. Lubrication is of a non-
fluid type. Gear box ratio is 640/1. Total
ratio from motor shaft to axle shaft is
1344/1.

3. Travel carriage has a built in clutch which

can be operated from either side of the
tractor. When the gears are engaged the
travel unit drives the tractor; when the
gears are disengaged the tractor can be
moved forward or backward manually.

4. The front support wheel is attached to a

A.

telescoping arm which is clamped to the
lower cross arm. The arm can be mounted
so that it is either on the left or right of
the center mast depending upon the mode
of operation. The front wheel yoke is
mounted to a spring loaded cam shaft, so
that it will return to its original position
after releasing the turning force. The front
wheel can be adjusted so that the tractor
will travel in a straight line or “toe” either
left or right.

IV. Wire Feeder Mountings and Adjusters

Vertical Adjustment

The vertical lift is a standard feature and is
capable of a total continuously adjustable

movement of four inches. In conjunction
with this there are five different fixed mount-
ing positions on the main mast so that major
vertical movements can be made. The wire
feeders can be mounted so that any of the
Linc Fill procedures can be used (electrical
stickouts up to 5”).

B. Horizontal Adjustment

A continuous horizontal adjuster (K96) is a
standard feature and is capable of a total hor-
izontal movement of two inches. In addition,
the vertical lift adjuster clamps on an upper
cross arm which allows the heads to be po-
sitioned anywhere between a line formed by
the two rear wheels to 3.5 inches outside the
wheels on either side of the tractor.

C. Main Head Pivot

The telescoping arm housing which supports
both wire feeders is fastened to the main pi-
vot housing. At this pivot point the housing
can be positioned to one of three positions.
The center position is the vertical fixed po-
sition. The other two positions are the float-
ing positions, which allow the welding heads
to pivot between angles of 40° to 50° on either
side of the tractor. When the heads are in
one of the floating positions they are spring
loaded so that the horizontal fillet or lap
guide rollers are forced downward against
the horizontal plate.

D. Wire Feeder Mountings

1. DC wire feeder (front head) — is
mounted on a telescoping arm, so that
electrode spacing from /s to 5” is attain-
able. Since the arm is not keyed, the two
welding heads can be set to the angle dif-
ferential desired and then locked into po-
sition. The DC wire feeder is mounted in
a vertical position and can be raised and
lowered independent of the other vertical
head lift adjustments. This feature is nec-
essary so that the proper electrical stick-
out can be maintained when the trail head
push angles are changed.

2. AC wire feeder — is mounted to the te-
lescoping arm housing. The mounting is
of the pivot type so that push angle po-
sitions from 5° to 20° can be made.

V. Main Frame Assembly

The main frame is a rugged steel tube fabrication
which is fastened to the travel carriage base. The
frame can be mounted in a vertical, a 30°, or a
45° position. The frame also provides three po-
sitions for mounting the lower cross arm to
which the front wheel is attached. The lower



cross bar position should be in the correspond-
ing position of the main mast so that all three
wheels are in the same plane.

There are five clamping slots cut into the front
of the main mast. These slots are used for
mounting the upper cross arm and provide the
major vertical position changes of the wire
feeder mountings and adjusters.

From the top of the main frame is welded the
tractor lift bar with a hole at the top to take a
crane hook. The control boxes are mounted on
this lift bar and can face either to the left or to
the right. Each box is clamp-mounted to the con-
trol box support bar. The desired direction in
which the control box faces can be accomplished
by loosening the set of clamps on the bottom of
the control box. The unit can be slid off the end
of the bar and then rotated 180° and slid back
onto the bar and reclamped.

VI

The wire reel mountings are also mounted on
the main frame. Insulated wire reel housings are
provided for wire containment and protection.
Nylon wire guides for each electrode from the
reel to the heads are provided to protect the wire
from accidental grounding.

Flux Hoppers

The unit has two flux hoppers, each having a 15
pound capacity and individual flux control
valves. They are attached to a bracket which is
clamped on the upper cross arm and can be
mounted either to the right or left of the heads.
Both hoppers feed flux into a “Y” connection
and thereby discharge through one opening at
the arc.

INSTALLATION

I. SET UP FOR DIFFERENT TYPES OF WELDS

Determine the type of weld to be made and ar-
range the tractor per the following instructions.
Throughout these instructions, when right or left
is used it is when facing the front of the tractor.

A. Butt Welds

Follow instructions in either section 1 or 2
and then section 3.

1. Tractor configuration for butt welds on
right side (see Figure 2 for left side butts)
of tractor. See Figure 1 and proceed as
follows.

a. Raise the front wheel support arm of
tractor and place a wooden block or
blocks (approximately 3%s height re-
quired) directly under the main mast,
so the front wheel will be up off the
surface.

Using the two middle mounting holes,
mount the lower cross arm so that the
long end extends toward the right side
of the tractor.

c. Clamp the front wheel support arm
on the right side of the lower cross
arm.

Front wheel assembly may be
mounted on the right or left side of

the front wheel supporting arm as re-
quired. Install the butt weld guide
wheels if they are to be used.

e. The wooden block or blocks can now
be removed.

f. Remove the flux hopper arm assem-
bly from the upper cross arm. Re-
move the vertical lift and head
assembly from the upper cross arm.

g. Place the upper cross arm into the
fourth slot from the bottom and let it
extend to the left of the mast by 2.00".
Tighten the locking clamp.

Clamp the vertical head lift assembly
on the right side of the upper cross
bar.

i. Place the flux hopper support arm,
(with the bent portion toward the left)
between the vertical lift assembly and
the main mast. Tighten the locking
clamp. Mount the flux hoppers to the
left side of this arm and forward, ap-
proximately an inch and a half from
the bent arm. When making butt
welds inside the right wheel it may be
necessary to remove the hopper sup-
port arm from the right side of the
cross arm and shift it to the left side
of cross arm.
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2. Tractor configuration for butt welds on
left side of tractor.

See Figure 2 and proceed as follows.

a.

Raise the front wheel support arm of
the tractor and place a wooden block
or blocks (approximately 3%s” height
required) directly under the main
mast, so the front wheel will be up off
the surface.

Using the two middle mounting holes,
mount the lower cross arm so that the
long end of the bar extends toward the
left side of the tractor.

Clamp the front wheel support arm
on the left side of the lower cross arm.

The front wheel assembly may be
mounted to the left or right side of
the front wheel supporting arm as re-
quired. Install the butt weld guide
wheels if they are to be used.

The wooden block or blocks can now
be removed.

Remove the flux hopper arm assem-
bly from the upper cross arm. Re-
move the vertical lift and head
assembly from the upper cross arm.

Place the upper cross arm into the
fourth slot from the bottom and let it
extend to the right of the mast by 1.00
inch.

Clamp the vertical head lift assembly
on the left side of the upper cross bar.

Place the flux hopper support arm,
(with the bent portion toward the
right) between the vertical lift assem-
bly and the main mast. Tighten the
locking clamp. Mount the flux hop-
pers to the right side of this arm and
forward on the arm, approximately an
inch and a half from the bent arm.

3. General Information

a.

With the tractor set in these config-
urations the maximum electrical
stickout is 2.25 inches (AC head set
at a 5° push angle). If longer ESO are
desired then the upper cross arm
should be positioned into the top
notch in the main mast.

Do not make butt welds which are in
line with either rear wheel. The life of
the rear wheel is increased if the welds
are made far enough outside or inside
to prevent the tire from becoming too
hot.

- 11 =

¢. The tractor in Figures 1 and 2 is
shown with the K230 seam butt weld
guiding rolls in place of the standard
front wheel. The tractor is self-guiding
when these wheels are being used.

d. When using the standard front wheel,
the tractor as it is shipped from the
factory, has the front wheel guidance
set so that the tractor will follow a
straight line. If this position has been
moved for other modes of operation
it will be necessary to reset the front
wheel position. Follow the instruc-
tions on the nameplate which is on
the front wheel assembly, for the re-
setting of the front wheel tracking.
When properly set, the tractor should
travel with only an occasional correc-
tion by the operator. This is easily
done since the front wheel is spring
loaded and will snap back into
straight line travel after corrections
are made. The position of the stand-
ard wheel with respect to the seam to
be welded will be different than the
seam guiding wheels, since the wheel
must be riding on a flat surface. The
wheel position can be either to the
right or left of the weld.

e. The tractor is shipped with the cable
support bracket located on the left
side of the tractor as shown in Sketch
A. When using tractor for butt welds
made between the left wheel and cen-
ter line of tractor, locate the cable sup-
port bracket on right side of the
tractor as shown in Sketch B. Two 33"
x 114" bolts, two ¥/s” nuts and two 3/s”
lockwashers must be supplied by the
user to make this change. This will
give greater clearance between the
weld and the input cable assembly.

When mounted in either the left or
right position, the long side of the L-
shaped bracket can be positioned
close to the plate or turned over so it
is spaced away. See Sketch C.

B. Horizontal Fillets or Lap Welds

Follow instructions in section 1 or 2 and then
3. For lap welds also see section 4.

1. Tractor frame configuration for right side
horizontal fillets (see section 2 for left side
fillets). See Figure 3 and proceed as fol-
lows.

a. Raise the front wheel support arm of
the tractor and place a wooden block
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CARRIAGE BAS

CABLE SUPPORT BRACKET
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3/8 X 11/4 SCREWS

3/8 NUTS
3/8 LOCK WASHERS

SKETCH B

THESE NUTS AND BOLTS
MUST REMAIN IN THESE
HOLES.

CABLE SUPPORT BRACKET CARRIAGE BASE

l TWO 7/16 DIA. HOLES
13 '
e L

L
.50 —»{ [+-200 -~

IF THE TWO HOLES ARE NOT IN THE LEFT SIDE OF THE CARRIAGE BASE,
DRILL TWO 7/16 DIA HOLES AS SHOWN.

SKETCH C CARRIAGE BASE

CABLE SUPPORT BRACKET

- 12 -



| |
| |
CONTROL | |
BOXES —= |
U B R
| FLUX HOPPERS
v f
M —— "1 VERTICAL
I | HEAD LIFT
© |
MAINMAST—~—] 5 mm:{ |
0) | —FLUX HOPPER
UPPER
CROSS ARM A \\ lrSUPPORT ARM
_1 O L L
3 \ j
O \\ &
438" -
a2 I~ I—.75"
1.88 . .
0 = A&
1 Y
N\ B
FRONT WHEEL o) '@
SUPPORT ARM — L
HORIZONTAL
LOWER ADJUSTER
CROSS ARM REAR ROLLER
‘ | ASSEMBLY —
O O i 0O = an
| { I E
I

FOR CLARITY OF FRAME CONFIGURATION—
WIRE FEEDERS ARE NOT SHOWN RIGHT FILLET

FIGURE 3

- 13 -



or blocks (approximately 3.62” in
height) directly under the main mast,
so the front wheel will be up off the
surface.

Mount the lower cross arm to the
main mast using the two holes nearest
to the center of the cross bar. (See Fig-
ure 3).

Mount the front wheel support arm
onto the left side of the lower cross
arm, slide it as far to the right as pos-
sible and then clamp it securely.

Mount the front wheel housing and
wheel assembly to the right side of the
wheel support arm.

Remove the blocks from under the
center mast.

Remove the flux hopper arm assem-
bly from the upper cross arm. Remove
the vertical lift and head assembly
from the upper cross arm. Detach the
head assembly from the head pivot
shaft.

Mount the upper cross arm into the
third slot up from the bottom in the
main mast, allowing one end to stick
out 4% inches to the left of the mast.
Clamp the bar securely to the mast.

Mount the vertical head lift and wire
feed assembly onto the right side of
the upper cross bar at a position 17/s
inches away from the main mast.
Clamp the assembly securely to the
cross arm. Mount the head assembly
onto the pivot shaft. Set the heads into
the 45° position.

Mount the flux hopper support arm
(with bent arm pointing left) onto the
upper cross arm at a distance of ¥4 of
an inch from the right end. Clamp the
assembly to the cross bar securely.

Mount the flux hoppers as shown.
They should be forward on the bar
(within 1'/2 inches of the bent end).

Loosen the large draw bolt nut on the
horizontal adjuster and the draw bolt
nut on the mounting block below the
horizontal adjuster. Rotate the entire
housing so that the hand crank is on
the back right-hand side of the hori-
zontal adjuster. Make sure the adjus-
ter is parallel with the cross bars, and
the head support arm is perpendicular
to the cross bar. Tighten both of the
draw bolt nuts securely.

- 14 -

1.

Position the control boxes so that they
face left.

2. Tractor frame configuration for left side
horizontal fillets (See Figure 4) and pro-
ceed as follows.

a.

Raise the front wheel support arm of
the tractor and place a wooden block
or blocks (approximately 3.62" in
height) directly under the main mast,
so the front wheel will be up off the
surface.

Mount the lower cross arm to the
main mast using the two holes nearest
to the center of the cross bar.

Mount the front wheel support arm
onto the right side of the lower cross
arm at a distance of 134 inches to the
right of the main mast. Tighten the
clamp securely.

Mount the front wheel housing and
wheel assembly to the left side of the
wheel support arm.

Remove the blocks from under the
center mast.

Remove the flux hopper arm assem-
bly from the upper cross arm. Remove
the vertical lift and head assembly
from the upper cross arm. Detach the
head assembly from the head pivot
shaft.

Mount the upper cross arm into the
third slot up from the bottom in the
main mast, allowing one end to stick
out 4.38 inches to the right of the
mast. Clamp the bar securely to the
mast.

Mount the vertical head lift and the
horizontal adjuster assembly onto the
upper cross arm at a position 17/s
inches to the left of the mast. Clamp
the assembly securely to the cross
arm. Mount the head assembly onto
the head pivot shaft. Set heads into
the 45° position.

Mount the flux hopper support arm
(with the bent arm pointing right)
onto the upper cross arm at a distance
of % of an inch from the left end.
Clamp the assembly securely.

Mount the flux hoppers as shown.
They should be forward on the bar
(within 1!/2” of the bent end).
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k. The position of the horizontal adjus-

ter should be as shown with the hand
crank to the left and to the front side
of the unit. If this is not the case,
loosen the large draw bolt nut on the
horizontal adjuster and the draw bolt
nut on the mounting block below the
horizontal adjuster. Rotate the adjus-

® A set of brackets and a spring
® A rear roller guide assembly
® A set of flux hoses

After setting the tractor into the frame
configuration required per section 1 or 2,
install the kit components as follows.

a. Install the offset arm spring bracket

ter 180° to the correct position. Make
sure the adjuster is parallel with the
cross bars, and the head support arm
is perpendicular to the cross bar.
Tighten both the draw bolt nuts se-
curely.

1. Position the control boxes so that they
face to the right.

3. K288 Horizontal Fillet and Lap Welding
Kit (Installation).

The kit consists of the following items:

e Fillet wheel yoke for 90° horizontal fil-
let welds

® Lap wheel yoke assembly for the lap
welding

® A telescoping arm which fastens to the
lead arc head and supports either of the
above yoke assemblies

- 16 -

arm to the head pivot shaft bar per
sketch using the two /s&-20x .75 hex
head screws and lockwashers. (See
Sketch D.)

Mount the angle plate spring bracket
arm to the bottom of the head pivot
housing using the two /s-20 x .50 long
hex head screws and lockwashers. (See
Sketch E.)

Remove the pivot locking screw,
swing the head assembly so that the
nozzles are pointing towards the fillet
to be welded. Determine what elec-
trode angle- (X) the procedure dic-
tates. (See Sketch F.) Engage one end
of the spring into the hole at the bot-
tom end of the offset arm. Engage the
other end of the spring into the lower
hole of the angle plate arm for ¢lec-
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SKETCH E
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SKETCH F

trode angle of 50°. For electrode angle
of 40° place the end of spring into the
upper hole (see Sketch G.) Continue
to swing the head assembly until the
spring is under tension. Insert the pi-
vot locking screw removed previously
into the slot. Set the head position to
the correct angle per the procedure
and then temporarily tighten the pivot
locking screw.

Mount the fillet guide wheel telescop-
ing arm to the bottom of the lead arc
head (with the hardware supplied).
The wing screws should be loosened
and the arm made as short as possible.
Correct length will be set later. (See
Sketch H.)

- 17 -

(o o)
®)

Install the rear roller guide assembly
to the bottom of the travel drive car-
riage frame. It should extend to right
from the frame for right side fillets,
and from the left side of the frame for
left fillets. The mounting holes are just
slightly behind the large driving
wheels. The arm should be mounted
so the guide roller is on the top side.
(See Sketch 1.)

Loosen the two screws in the lead arc
clamping block which lock the back
and forth movement of the lead arc
head and move the head assembly for-
ward several inches. Temporarily re-
tighten one of the screws. Loosen the
two hex head screws which mount the
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N e
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SKETCH H
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FIGURE 5

trail arc head; this will allow the head
to pivot on the top screw. Tilt the
head to the proper push angle as spec-
ified in the procedures and retighten
the two locking screws. (See Sketch J.)

Set the tractor into the welding posi-
tion with the rear guide roller up
against the vertical member to be
welded (see Figure 5).

Toe the entire frame into the vertical
plate approximately /2°-1°. To do this,
set the rear roller against the plate.
Measure the distance to the front
wheel support arm at the two posi-
tions shown. Shift the front until the
measurement at the front end is .25
of an inch less than that at the rear
position. Front wheel should be ad-
justed so that it also toes into the ver-
tical plate slightly.

Loosen the large hex draw bolt locking
nut which is below the horizontal ad-
juster, swing the head mounting boom
so that it is parallel to the vertical
member to be welded. Retighten the
locking nut. (This is to compensate for
the above '2°-1° setting of the tractor
frame.)

- 20 -

i. Adjust the vertical head lift and the
horizontal adjuster until the end of
the contact tip is so located with re-
spect to the seam to give the correct
electrical stickout on the trail arc
head.

j.  Adjust the lead arc head for proper
electrical stickout, electrode spacing,
and electrode alignment. Lock the po-
sition securely.

k. Loosen the thumb screw which is on
the telescoping arm of the fillet guide
roll attachment; this will allow the
rollers to come down and rest in the
corner to be welded. Tighten the
thumb screw when the wheels are
down in position.

1. Loosen the head pivot locking screw;
this will allow the head mounting arm
to be free to pivot, and with the spring
tension applied to this arm the fillet
guide wheel will be pushed down
against the plate. It is important that
this action is functioning properly for
accurate following of the seam.
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m. The thumb screws on either side of
the pivot are adjustments to accu-
rately position the electrode with re-
spect to the seam. When making this
adjustment, one of the screws has to
be loosened and the other one tight-
ened. After the electrode has been po-
sitioned, lock both screws. (See Figure
6.)

n. Set the flux hose retaining clip on the
front nozzle in such a manner to allow
the flux to be discharged ahead of the
lead arc and up against the vertical
member. (See Sketch K.)

. Lap Welds (K288 Kit)

The tractor configurations and head ad-
justments are the same as for the fillet
welds. There are only two minor changes
to be made.

- 21 -

The fillet wheel yoke must be changed
to the lap wheel yoke. Remove the fil-
let wheel yoke by removing the pivot
screw. Slide the assembly out of the
slot. Put the lap wheel yoke into the
slot and replace the pivot screw. The
correct position of the grooved roller
is shown in Sketch L.

Since there is no vertical member for
the rear roller guide wheel to ride
against, the position of the O.D. of
this roller should be directly above the
lap weld. It is important that the trac-
tor frame and front wheel angle is set
approximately 2° so that it will always
crowd the unit toward the joint, thus
insuring good pressure on the guide
wheels at all times.
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C. Flat Fillets (K287 Kit) a.

Tractor configuration for 30° and 45° flat fil-
lets. See Figure 7 for 45° and proceed as fol-
lows.

The tractor setup as shown in Figures 7 and
8 is not a self standing unit on a flat surface
and therefore it must be placed into a “park-
ing platform” or into the weld structure that
is going to be welded.

When converting the tractor into either the
30° or the 45° flat position it is advisable to
have an overhead hoist or jib crane above
the unit.

1. Remove the flux hopper arm assembly
from the upper cross bar.

2. Remove wire reels from the tractor.

3. Unplug the wire feed motors from their
respective control boxes. Disconnect the
electrode leads at each of the nozzle d
flags.

4. As a unit, remove the vertical head lift,
the cross seam adjuster and the two wire
feeders. Loosen the clamp which fastens
the vertical head lift to the upper cross
arm and then slide the entire assembly
off the end of the cross bar.

5. With the aid of the hoist, lift the tractor
by its lift bale.

- 24 -

TOP VIEW

Remove the front wheel mounting
arm from the lower cross bar. The
front wheel can remain attached to
the arm.

. Install the rear support roller assem-

bly (part of the flat fillet kit) to the
bottom of the travel unit frame with
the two Y2 x 13 x 1.00 hex head screws
and lockwasher. The roller should be
on the top side of the arm as shown
in Sketch M.

Remove the lower cross arm from the
tractor frame. Remount the bar (at
the desired angle) so that all the holes
are to the left side, use the third and
fourth hole from the left end to mount
the bar. There are three mounting po-
sitions on the main mast — (1) hor-
izontal, (2) 30° position, and (3) 45°
position. (See Sketch N.)

. Install the front flat fillet roller as-

sembly (part of the flat fillet kit) to
the left end of the lower cross bar. See
Figure 7 or 8 for proper installation.

Install the front wheel and arm as-
sembly to the lower cross arm at a
distance of 2.00 inches from the right
end of the bar. The front wheel and
steering housing should be bolted to
the left side of the support arm.



MAIN MAST

N

7
<
N

HORIZONTAL—
30°— ’@/
2 - COMMON

©)
-~ / Lt.so

SKETCH N

=
A

M

I )] I (<))
= ]
4_—@—@‘ |
SKETCH O
6. Lower the unit into the “angular parking a. Remove three of the four 2" screws
platform” or into flat fillet segment to be which mount the mast to the carriage
welded. Lower the unit until the right frame. (See Sketch O.) Remove
rear wheel of the travel carriage touches screws numbered 1, 2, and 3.

the 30° or 45° inclined plane. (This will
normally be the widest plate of the plates
being welded.)

b. Carefully loosen the fourth screw; this
will allow the travel carriage to pivot

-25 -



SKETCH P

and come to rest on the inclined plane
so that both wheels are now support-
ing the carriage frame. Remove the
screw. (See Sketch P.)

7. On the front of the drive carriage mount-

ing surface there are three sets of mount-
ing holes. One set for the 90° position
(four holes); one set of three holes for
30° position (shown connected by the
dotted line); and one set of three holes
for the 45° position (shown connected by
the solid line). (See Sketch Q.)

Move the main mast into position and
fasten it to the drive carriage frame using
the proper set of holes for the mode of
operation desired. Use three of the
screws taken out in Step 6; the fourth
screw can be put into one of the unused
holes so that it does not get lost.

. Remove the hoist from the lift bale; the
tractor should be self supporting at this
stage.

. Remount the upper cross arm and the
complete heads and head mounting as-
sembly.

- 26 -

10.

1.

12.

SKETCH Q

a. 30° mode of operation. See Figure 8
for the proper positioning of the up-
per cross arm, vertical head lift, and
the flux hopper support arm.

With the upper cross arm in the No.
2 slot of the mast the maximum elec-
trical stickout is 3.5 inches. If longer
stickouts are desired the upper cross
should be shifted to the No. 3 slot in
the mast.

b. 45° mode of operation. See Figure 7
for proper component positions.

With the upper cross arm in the No.
1 slot of the mast the maximum elec-
trical stickout is 3.00 inches. For
longer stickout move the upper cross
arm into the No. 2 slot.

Control boxes should face to the left or
toward the short leg of the weldment.

Plug in both the wire feeders and recon-
nect the electrode cables to the nozzles.

Set the heads for their proper stickouts,
spacing, and electrode angles which are
dictated by the procedure.
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ll. INPUT CABLE INSTALLATION INSTRUCTIONS
A. Connection to the Power Source.

DC Head and Controls — See appropriate
connection diagrams for power source.

AC Head and Control — See appropriate
connection diagrams for power source.

. Input Control Cable and Electrode Cable
Connection to Tractor

NOTE: AC welding current through the AC
electrode cables can induce undesirable volt-
ages into the control cable leads when bun-
dled together. To avoid this problem, the
control cables of both K215 cable assemblies
must be separated from the electrode cable
leads, then routed from the power sources to
the tractor in a bundle separated by at least
2 feet from the electrode cable bundle.

Care must be taken to be certain the cables
connected to the DC power source are con-
nected to the DC shunt and DC control box
on the tractor.

1. Remove the cable clamping bar from the
rear cable support platform. (See Sketch

-27 -
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D.C. SHUNT

REED SWITCH
ENERGIZER

—A.C. TRANSFORMER
CURRENT BAR

R.) NOTE: Cable support bracket can
have alternate positions for making butt
welds. See Section 1.A.3.e.

2. Starting with the DC input cables, feed

the two electrode cables through the strain
relief eyelet. Fasten one cable to each side
of the reed switch energizer bar (lower
flag). Make sure to clamp the flat side of
the electrode cable lug against the con-
ductor bar in each case. Tighten the bolt
securely. For high current procedures, the
additional electrode cables should be con-
nected to the upper reed switch energizer
flag.

3. Plug the DC control cable connector into
the receptacle from the DC control box.
Tighten the collar by hand securely, mak-
ing sure that the plug is fully inserted.

4. Pass the two AC electrode cables through
the strain relief eyelet. Fasten one cable
to each side of the AC transformer current
bar (see Sketch R.) Here again, make sure
that the flat side of the lug is against the
bar in each case. Tighten the bolt securely.
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™ When more than four electrode cables are being
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the clamping bar and securely taped to the other
cables.
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A.C. ELECTRODE CABLES"”

For high current procedures, the addi- 6. Bend the cable assemblies so that they

tional electrode cables should be con-
nected to the second mounting hole on the
AC current bar.

5. Plug the AC control cable connector into
the receptacle from the AC control box.
Tighten the collar securely by hand, mak-
ing sure that the plug is fully inserted.
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conform to the rear support; allow a cou-
ple of inches of slack cable at the top bend.
Slide the cable clamping bar under both
the AC and DC control cables and over
the four electrode cables (see Sketch S.)
Tighten the clamping bar to secure the
four electrode cables. Do not over-tighten.



OPERATION

» Do not touch electrically live parts
or electrode with skin or wet
clothing.

* Insulate yourself from work and
ground.

can k|||

« Keep your head out of fumes.

+ Use ventilation or exhaust to
remove fumes from breathing
zone.

FUMES AND
GASES can be
dangerous.

+ Keep flammable material away.

WELDING SPARKS
can cause fire or
explosion.

Z

el

ARC RAYS
can burn.

« Wear eye, ear and body
protection.

I. POWER SOURCE SETTINGS
A. At the DC power source

Machine settings at the DC power source:
(use information that is applicable to the
type equipment installed).

DC-1500 or DC-1000

a. Set the toggle switch into the CC sub-
merged arc position. (LT-56 tractor is
shipped with its “mode” switch in the
“CC” position.)

b. Set the output control switch into the
“remote” position.

c. Set the “Electrode Polarity Switch” to the
same polarity as the electrode cable con-
nection.

-29 -

B. At the AC power source

1. Set the toggle switch into the “remote”
position.

2. Connect the AC electrode cable to the
output studs of the desired current
range.

ELECTRIC SHOCK C. At the LT-56

1. On each of the control boxes, turn the
power “on-off” switch to the “on” po-
sition.

2. Loading the electrode.

a. Load the reels with the proper size
electrode; one reel must be loaded
for clockwise dereeling and the other
for counter-clockwise dereeling.

NOTE: Cut and remove electrode
tie wires in such a fashion as to cut
the tie wire which holds the start end
of the coil last, while holding the
starting end of the coil. This will pre-
vent wire “crossovers” and wire
“tangling”. Anchor the start end of
the coil in one of the wire cover
holes.

b. Slip the reel which has the CCW coil
onto the wire reel shaft on the right
side of the tractor. Slip the other reel
on the left side. Carefully secure the
reels to their respective shafts with
the flat washer and cotter pin pro-
vided.

c. Thread the start end of each wire
through the reel take-off arm and
through the nylon wire guides.

d. Straighten each wire end for approx-
imately a foot; feed the wire down
through the wire straightener, until
the end touches the drive rolls.
(Either reel can be fed to either
head.)

e. Press the inch button and feed the
wire through the nozzle which has
been equipped with the proper size
tip.

f. Inch the electrode through the sys-
tem and set the wire straightener so
that the wire coming out of the noz-
zle tip has a slight bow in it (ap-
proximately bow /s to %4” in a 12
length). This insures good contact
and longer tip life.



. Locate the tractor at the weld starting
point, and fill both flux hoppers.

. Fully engage the travel clutch. (A slight
forward movement of the tractor during
the clutch engagement will ease the
meshing of the drive gears.)

. Make travel control box settings.

a. Set the travel mode switch to “auto-
matic”.

b. Set the travel switch to “forward”.

c. Set the rheostat dial to desired inches
per minute.

. DC and AC control box settings (for %32
or ¥16 wire).

a. DC — Set current rheostat to Num-
ber 6 position; Set voltage rheostat to
Number 7 position.

b. AC — Set current rheostat to Num-
ber 5 position; Set voltage rheostat to
Number 7 position.

The above positions are approximate
settings. Adjust controls to desired val-
ues after arc has been established.

. Check that no part of the LT-56 gear
boxes, nozzles, electrode wire reel, or ca-
ble terminals are touching any other part
of the LT-56 frame. If so, undesired
grounding will take place. Both the DC
and the AC control boxes are equipped
with a grounding lead protector to pro-
tect the tractor grounding lead should it
carry welding current. This can occur if
either of the wire feeders or either of the
electrodes come in contact with the trac-
tor frame. When this occurs, the ground-
ing lead protector of the faulted unit will
trip and that unit will shut down. If the
DC unit shuts down, the travel will also
stop. In the event of a shutdown of one
unit of the LT-56 tractor, the stop button
of the other unit should be pushed. The
shut down unit cannot be restarted until
the fault is cleared and the grounding
lead protector circuit is reset as de-
scribed below.

a. Clear fault by eliminating source to
frame.

b. Turn the “control power” of the
faulted unit to the “off” position and
then back to the “on” position.

¢. The unit is now ready for operation.

. Weld starting mode. (Cut the electrode
to a sharp point for best starts.)
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1.

12,

13.

14.

a. Cold Start

1. Inch electrode down until it
touches the work and then stops.
(Work contact area must be
clean.)

2. Weld bead will start at the contact
point.
b. Hot Start
1. Do not inch the electrode all the
way down.

2. Weld bead will start a little beyond
initial location.

. Open the flux valves and allow the flux

to flow. Cover the arc start area.

Push the DC start button. After the DC
arc has been established and the travel
has started, press the AC start button. (If
the DC meter polarity is wrong, push the
stop buttons. Tractors, as shipped from
the factory, are connected for positive
polarity. Recheck all electrode lead con-
nections and polarity switches at the
power source. If they are correct, shut
power sources off and then reverse the
leads at the DC meter terminals.) Adjust
the current and voltage controls on each
box to the desired values.

Adjust the flux flow valve so that the flux
covering the arc is light enough to permit
slight arcing to break through the top of
the flux pile.

During the welding operation, the input
cables should be moved along with the
tractor so that the unit is not pulling
more than 10 to 15 foot of the cable as-
semblies. The control cable bundle (two
cables) should be kept away from the
electrode bundle by at least 2 feet. This
will prevent stray voltage pickup and er-
roneous meter readings.

At the end of the weld, push both stop
buttons and the weld will stop and the
electrodes will burn back.

Shut the flux valves off.



MAINTENANCE INSTRUCTIONS

WIRE FEED MOTORS AND GEAR BOXES

Once a year, recoat all the gear teeth with a non-fluid
moly grease, such as a “Non Fluid Oil Corp.”, lubri-
cant A29 Special/MS. Check the motor brushes every
six months. Replace the brushes if they are less than
I/s” long. For high usage applications, check the motor
brushes more often.

WIRE DRIVE ROLLS

Check the sharpness of the driving teeth on the drive
rolls periodically. When the rolls no longer put in-
dentations into the wire surface, it is time to reverse
them. Each drive roll has two driving surfaces so that
maximum life can be obtained from each roll. After
both sets of teeth are worn, then replace the set. The
wire guide tubes should be periodically inspected for
signs of milling in which case they should be rotated
or replaced.

CONTROL BOXES

Every three months, inspect and blow out the control
boxes with “dry” low pressure air. No other mainte-
nance is required.

WIRE STRAIGHTENER

The top slide bushing and the incoming guide should
be inspected periodically for signs of milling. The
slide bushing can be reversed. Remove the cross ad-
justment screw, flip the slide bushing over and reas-
semble the adjustment screw. Add a drop of machine
oil to each of the adjustment screw threads.

VERTICAL HEAD LIFT

Periodically add several drops of SAE 90 grade oil
into the oil cup which is on the back side of the ver-
tical adjuster.

HORIZONTAL ADJUSTER

ane a year, recoat the acme screw thread and the
slide ways with a good grade of grease.

WIRE REEL MOUNTING

To prolong the life of the wire reel shafts, periodically
coat them with a thin layer of grease.

TRAVEL DRIVE GEARS

Periodically blow the gear surfaces clean, relube the
intermediate gear shaft and all gear surfaces with a
dry lubricant such as a moly-disulfide powder (Lin-
coin E1281).

TRAVEL MOTOR — GEAR BOX

Check the brushes periodically and replace them when
316 of an inch or shorter.

The gear box gear teeth should be recoated with a
layer of graphite grease (Lincoln E708) after each
2000 hours of operation.

CONTACT NOZZLE

The life of the contact nozzle tips depends largely on
the size, surface condition of the wire and the welding
current. The wire straightener should be set so the
electrode is not completely straight. Rusty or dirty
wire is especially bad for contact wear.

The nozzle tip should be replaced when it no longer
provides accurate wire location or when arcing be-
tween the wire and the tip becomes excessive. Should
the tip end become fused over due to a poor start,
remove the tip and redrill per the following table.

S-10125-/s #29 (.136)
8-10125-5/22 #20 (.161)
S$-10125-%16 #10 (.193)
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LIMITED WARRANTY

STATEMENT OF WARRANTY:

The Lincoln Electric Company (Lincoin) warrants to the original
purchaser (end-user) of new equipment that it will be free of
defects in workmanship and material.

This warranty is void if Lincoln finds that the equipment has
- been subjected to improper care or abnormai operation.

WARRANTY PERIOD:

Al warranty periods date from the date of shipment to the
original purchaser and are as follows:

Three Years:
Transformer Welders
Motor-generator Welders
Semiautomatic Wire feeders
Plasma-cutting power source
Engine Driven Welders (except engine and engine acces-
sories) with operating speed under 2,000 RPM

Two Years:
Engine Driven Welders (except engine and engine acces-
sories) with operating speed over 2,000 RPM

All engine and engine accessories are warranted by the engine

or engine accessory manufacturer and are not covered by this
warranty.

Equipment not listed above such as guns and cable assem-
blies, automatic wire feeders and field-installed optional equip-
ment is warranted for one year.

TO OBTAIN WARRANTY COVERAGE:

You are required to notify Lincoln Electric, your Lincoln Dis-
tributor, Lincoln Service Center or Field Service Shop of any
defect within the warranty period. Written notification is rec-
ommended.

WARRANTY REPAIR:

If Lincoln’s inspection of the equipment confirms the existence
of a defect covered by this warranty, the defect will be cor-
rected by repair or replacement at Lincoin’s option.

WARRANTY COSTS:

You must bear the cost of shipping the equipment to a Lincoln
Service Center or Field Service Shop as well as return shlp-
ment to you from that location.

IMPORTANT WARRANTY LIMITATIONS:

® Lincoln will not accept responsibility for repairs made
without its authorization.

e Lincoin shall not be liable for consequential damages
(such as loss of business, etc.) caused by the defect or
reasonable delay in correcting the defect.

@ Lincoln’'s liability under this warranty shall not exceed the
cost of correcting the defect.

o This written warranty is the only express warranty pro-
vided by Lincoin with respect to its products. Warranties
implied by law such as the Warranty of Merchantability
are limited to the duration of this limited warranty for the
equipment involved.
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World's Largest Manufacturer of Arc Welding Products + Manufacturer of Industrial Motors

LincoLn TR LINCOLN ELECTRIC COMPANY
.

Sales and Service Worldwide
Toronto M4G 2B9 — Canada
Eff. Jan. '89

Cleveland, Ohio 44117-1199 U.S.A.

Sydney 2211 — Australia . Rouen 76120 — France

7-88 Litho in U.S.A.
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