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INTRODUSCTION 

Thank you very much for purchasing this product. Read this instruction 
manuathoroughly to ensure correct,safe,and effective use of the machine. Read 
the mamual first to understand how to operate and maintain the machine. 
Cooperation between colleagues in the workplace is essential for safe, smooth 
operation. Make sure you read , understand and take all mecessary safety 
precautions. 

SAFETY PRECAUTIONS 

This product is designed to be safe,but it can canse serious accidents if not 
opertad correctly,Those who operate and repair this machine must read this 
manual thoroughly before operating,inspecting,and maintaining the machine. 
Keep the manual near the machine so that anyone operates the machine can 
refer to it as mecessary. 

• Do not use the machine carelessly without following the instuctions in the menual.

• Use the machine only after you have completely understood lhe contents oithe manual.

• If an explanation in the manual is difficult to understand, contact our company or sales serice
office.

• Keep the manual to hand at all times and read it as many times as is necessary fer a comlete
understanding.

, • If the manual becomes lost or damaged, place an order with our company or sales service 
office for a new one. 

• When transferring the machine to a new owner, be sure to hand over this instruction manual as
well.

QUALIFICATIONS FOR MACHINE OPERATOR 

Opeators and repair staff of this machine must completely understand the 
contents of the instruction manual and have either of the following qualifications: 

1.Gas welding foremen-s license.
2.Completion of gas welding training course.
3 .Approval by the Minister of Labor.





-,-. Safety informaton 
Many accidents are caused by operation. and maintenance which disregard the 
basic safety rules, Carefulfy read, understand, and master the safety measures 
and precautions described in this instruction manual and on the machine before 
operating, inspecting, and maintaining the machine. 
The safety messages are classified as follow� for machine safety labels: 

.JWARNING & 
This word is used in a warming message and a warning label at places that 
could cause injury or serious accdent. 

CAUTION & 
This word kis used in a caution message and a caution label at places that 
could cause slight injuryor machine damage.This is also used as a caution for 
frequent dangerous actions. 

Q NOTICE SIGNS & 
The is a sign to show machine operators and mainteranece engineers items 
items that relate directly to damage of machines and surrounding facilities and 
equipment. 

1.1 General machine safety precautions 
Read and fully understand the following important safety information: 

1.1.1 Machine safety 
1.The machine casing is mainly made of aluminm alloy to reduce weight. For
this reason. Be careful not to drop a heavy item on th.e machine. Or not drop the
machine when carrying it since the alloy is not designed to withstand such
impact.

2.when mounting hoses to the torch and distributor, tighten the mut with the
attached wrench. After mounting, be sure to check thee is no gas leak with a
detection liquid. If a gas leak is found , retighten the nut firmly.

3.When fixing a tip to the torch, tighten the nut with the teo wenches attached.
In addition, avoid damaging the taper of the tip since this may cause backfire.

4.Never disassemble the machine other than during maintenance and
inspection. Otherwise, malfunction will result.

5. Never remodel the machine. Remodeling is very dangerous.
6.When changing thw direction, make sure that direction switch is in the neutral
(stop), and operate the direction switch after the machine has stopped.
?.Always tum the power off when not in use. 
8.Never use the machine outdoors when the weather is wat.This will cause
failure of the machine and cause a fatel accident by electric shock.

1.1.2 Safety clothing 

1.Be sure to wear protectors (gauntlets, goggles, and safetu shoes) during
operati,on
2. Avoid cperating the machine with :.Vet clithes or hands in orger to prevent electric snack.
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1.1.3 Operation and handling safety precautions 
1.Read this instruction manual before operating the machine.
2.Mount and center the machine correctly and confirm correct motion before
operation.

3.Before connecting the power plug to the outlet, make sure that the power
switch is in the OFF position (or the normal/reverse changeover switch is in the
stop position).

4.Prior to operating the machine, check the safety of the surroundings to avoid
accidents.
5. Never move the machine while the preheat flame is on.
6. Take great care of spatters and dross when operating the machine at a high
position. They may injure below.
7.Firmly secure the balance weight.
8.Securelhe upper and No.2 arms with a curved handle so that they will not fall
off the shaft.
9.Secure the upper,No.1, and No.2 arms when carrying the machine. Exercise
special care when carrying the machine.

1.1.4 E'lectrical system precautions & 
-

1. Be sure to check the input power voltage of the machine before operation.
The input power voltage should be in the range of ±.10% of the rated voltage.
The machine should not be operated out of th is range.
2. The metal plugs are screw-threaded, therefore, fully tighten so that they will
not come loose during operation.
3. Be sure to ground the cab tire cable of the machine.
4. Stop operation and turn off the power in the following cases, and
ask a qualified electrician to repair the machine. � 
4.1) Broken or abraded cables V 
4.2) Water leakage from the machine or liquid damage to the machine· 
4.3)Abnormal machine operation despite operating the machine according to 
the insiruction manual. 
4.4) Machine breakdown 
4.5) Poor machine performance that requires repair 

1.1.5 Maintenance and inspection precautions & • 
1.Ask a qualified electricia'n to perform repair and inspection service.
2.Discpnnect the power plug before inspecting and repairing the machine.
3.Maintain the machine periodically.

1.2 Gas. cutting safety precautions 

Strictly observe the safety rules and precaution to ensure the safety of gas 
cutting1 operations. 
Opera\ors and supervisors MUST keep safety in mind. 
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1.2.1 Precautions of explosion 

1. Never cut pressurized cylinders or hermetically sealed containers.
2. Ensure sufficient ventilation for gas cutting to prevent the air from becoming
stale.

1.2.2 Pressure regulator safety precautions 

1.efore starting operation, check that all pressure regulators are operating
stale.
2.Ask a skilled repair engineer to perform maintenance and inspection service.
3.Do not use pressure regulators from which gas is leaking, nor malfunctioning
pressure regulators.
4.Do not use pressure regulators smeared with oil or grease.

1.2.3 High-pressure gas cylinder safety precautions & 
1. Never use broken cylinders or cylinders from which gas is leaking.
2. Install cylinders upright and take measures to prevent them from falling.
3. Use cylinders only for specified purposes.
4. Do not smear container valves with oil or grease. . 
5. Install cylinders in a place free from heat, sparks, slag, and naked flame.
6. Contact the distributor if the container valves will not open.
7. Never use a hammer, wrench, or other tools to forcibly open container calves.

1 .. 2.4Safety precautions for hoses .&. 
1. Use the oxygen hose for oxygen gas only.
2. Replace cracked hoses or other hoses damaged by sparks, unshielded fire,
etc.
3. Install hoses without twisting.
4. To prevent breakage of hoses, take great care during operation and
transportation.
5. Do not hold the hoses when moving the machine.
6. Periodically check the hoses for damage, leakage, loose joints, etc. to
ensure safety.
7. Cut hoses to the minimum possible length. Short hoses reduce hose damage
and pressure drop, as well as re�uce the flow resistance.

1,2.5 Safety precautions for fire &\ 
Take safety precautions to prevent fire prior to gas cutting. 
Ignoring hot metal, sparks, and slag c ·ould cause a fire. 

1. Keep a fire extinguisher, fire extinguishing sand, bucket full of water, etc.
ready on the site where gas cutting is performed.
2. Keep flammables away from the cutting area to avoid exposure to sparks.
3. Always cool steel plates that have become hot after cutting, as well as hot cut
parts or scrap, before bringing them close to flammables.
4. Never cut containers to which flammable materials are stuck.
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1 :2.6 Safety precautions for skin burns ,/2[\ 
Observe the safety precautions to prevent skin burns. Ignoring heat, spatter, 
and sparks during operation could cause a fire, or burned skin. 
1. Do not perform cutting near flammables. (Move flammables well away from
the sparks.)
2. Do not cut containers filled with flammables.
3. Do not keep lighters, matches, and other flammables nearby.
4. Flames from the torch will bum skin. Keep your body away from the torch and
tip, and check the safety before operating the switches and valves.
5. Wear the correct protectors to protect your eyes and body.
6. Correctly tighten the tip to prevent backfire ..
6.1) When fixing a tip to the torch, tighten the nut with the iwo wrenches
attached .. 
6.2) If the tip is tightened excessively, it will be heated during cutting and 
tightened still more, making it difficult to remove the tip. 
6.3) Avoid damaging the taper of the tip since this may cause backfire. 
7. Check with soapsuds for any leakage of gas from the connection part of the
distributor, hose, and torch.
Never use oil or grease on the connection of the oxygen pipe to avoid backfire
which may lead to explosion.
8. Be sure to check the following when igniting:
8.1) Place the torch on the torch holder before igniting.
8.2) Always wear the required protectors (gauntlets, giggles, helmet. Etc.)
8.3)Check for any obstacles, dangerous, and flammables near or in the
directipn of cutting. Determine the gas pressure. .
8.4) -r;he gas pres.sure must be within the appropriate range. (For the gas
pressJre, refer to the Cutting Data.)
9. Theitorch, tip, and heat shield are heated to a very high temperature. Always
wear gauntlets when handling them. Also, the surface after cutting is very hot
so do mot touch it even whole wearing gauntlets
10. Never move the machine while the preheat flame is on.

:;�J Locations of safety labels
............ _. .. : 

. -OD I 
00 
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3 Outline of machine
3. 1 Features of machine
The TX-55 is equipped with the following 8 features 

1. The machine is stable.
The fixed type maio shaft ensures stability of the mechine.

2. The cutting range has been further enlarged.
The arm turns 360 degrees around the main spindle. Put a tracing pattern is
on the main shaft, and cutting operation up to 1700 dia. Is possible.

3. The traveling speed range has been widened to improve the traveling performace
A DC shunt motor is used for driving, and the SCR control system has been
adopte� for wider speed change range and stabler traveling speed.

4. The tip and torch can be changed easily.
A rotary torch holder is adopted, and the high-accuracy stability has been
ensured by a special pin. Therefore, torch change and tip cleaning are cery
easy.

5. Distinguished operability.
Operation seitches are collcted in the No.1 arm aection for very easy operation

6. Severa�types of magnets can be attached.
In addition to the standard 10 dia. Magnet roller, 6,8, 15, and 20, dia. Magnet
rollers are provided. They can be changed easily. These strong magnets
ensure stable tracing.

7. Lightweight stand
A light alloy is used fat !eduction in weight.

8. A pattern is unnecessary for circle cutting.
Use of a curcle cutting attachmment (option) permits cutting 60-400 dia: Circles
without a pattern.

3.2 Name and function of each section 

1 
2 

l:._1 

- - j;.,., 
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1.Upper arm
Used for setting the cutting direction.

2. Template holder
Used for attaching a tracing pattern

3. Magnet roller
Tums along a tracing patterm

4. Motor
5.Torch
6. No.1 arm
7.No.2 arm
a.stand
9. Weight
10.Main spindle
11.



3.3 Specifications 

Eight: 
Machine size: 
Power : 
Motor: 
Speed control: 
Cutting thickness: 
Cutting speed: 
Cutting accuracy: 
Magnet roller: 

Cutting range 

kg(with out weight) 
1260X720X510mm 
±10% 
DC 36V 3000rpm 
Control with dial operation 
4-150mm
50-850mm/min
with in ±0.5 at <l>500mm.
<I:> 10

For circle ct>30-<t>700 
For circle.(When main spindle rotate) 

$600-C!> 1700 
For square 030 - 0600 
For square (When main spindle rotate) 

0500 - 01200 
Tip 102 (for acetylene) or 106 (for propane) 
Gas Oxygen, acetylene gas, or LPG gas 

Accessories 

Tip (for acetylene) or 106 (for propane)#1,2,3 

Power icable : 
Tip cle;rner : 
Brush 
Spanner: 
Center.: 
Ruler: 
Fuse(3A): 

Option 

1 pc each 
1 set 
1set 
1 set 
1pc 
1set 
1set 
1set 

I 

Magn�t roller <l>6, v8, <t>15, <D20 
Templ*te set plate (used for setting template to main spindle) 
Circle butting unit 

@.] Preparation for operation

4.1 Contents of package 
The contents of the standard package are shown below. Check them carefully 
beforetassembling the machine. 
Sand: 
Main sbindle: 
No.2 arm: 
No.1 ar,m: 
Operafion panel: 

(mote reduction gear, magnet roller) 
Torch nit (torch, torch holder) 

Tracin

t

drive unit 

Upper rm(weight bar): 
Temp l

i
te holder(template set bolt): 

Weigh (weight bar): 
Power cable(3P X8M}: 
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1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 



Pip 102(for acetylene)or106(for propane)#O, 1,2, 
Tip cleaner: 
Detent No. 32 
Detent No. 19 
Detent No. 14 
Hexahedral 
Draw spoon 
Covering document 
Pass ticket 
Fuse(3A) 

4.2 Machine assenbly 

1 pc each 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 
1 set 

1. TX-55 is packed in three corrugated cardboard boxes. Open the respective
boxes and take out the parts.

TX-55 machine .......... 1 pack 
TX-55 stand ............ 1 pack 
TX-55 weight. ............ 1 pack 

2. Place the stand ( 1), on a flat floor, and insert the main spindle (2) into the
stand.
3. Insert the No.1 and No.2 arms into the main spindle(2).
4. Insert the weight bar (5) Into the hole in the No.2 arm, attach the weight (6), 
extend the arm, and secure it in an appropriate position with a bolt so that the 
arm will a bolt so that the arm will be well balanced. 
5. Insert the upper arm (7) into the main spindle (2).
6. Insert the (8) into the torch holder(9). 
7. Conectthe hose (10) with the pressure switch(11). 
8. Put the hoses (12) and (13) through under the 
arm to connect them with the torch. 
9. Like the hoses ( 12) and ( 13), connect the
Power cable (14) with the metal receptacle.
10. Firmly tighten respectice screws.

4.3.1 Connecting the power cable
4.3 Preparation for operation 

 
 

1. Comect the power cable to the body.
2. Before plugging the metal plug on the cabtire cord side into the machine
side.check there is no dust inside.
3. The metal plugs are sceew-therefore, fully tighten them so that they will not
come loose duning operation.

4.3.2 Connecting the gas supply hose 
1. Connect the respective gas supply hoses to the primary hose.
2. Securely tighten the jiomts and check there is no gas leak.

4.3.3 connecting the tip 
1. Select a proper tip according to the th iciness of the steel plate and attach it to
thw torch. (To select a tip, refer to rhe table of cutting data.)

I I  When foixing a tip to the torch, tighten the nut with the two wrenches attached. 
a If the tip is tightened excessively, ut eill be hwated during cutting and

tightened still more, making it difficult to remove the tip. 
I I  In addition, avoid damaging the taper of the tip since this may cause backfire. ' 
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4.3.4 Operation method 

1. Method of electrical operation
Cutting operation is controlled by the switches and speed setting knob
incorporated in the operation panel of No.1 arm. The layout of the electrical

0 ' �--
e 

0 
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A. Drive switch ............ Left/Stop/Rig ht 
Three position switch. When the switch is in the center .the motor stops. 
and when it is on the left side. The motor runs for counterclockwise 
turning. Set it in right position for clockwise turning (set the pressure 
switch in the (individual) position.) 
B. · Pressure switch .......... Individual/interlock 
Two position switch. (Set it in the (individual) position) to operate the 
pressure switch, and when the cutting oxygen is emitted from the torch, 
�he motor turns (when the drive switch is in either right or left position). 
when it is set in the (individual) position, the pressure switch will not 
operate, and the motor can be turned ON or OFF by the drive switch 
alone. 
C. Speed setting dial
The dial with a 0-10 scale is used for setting the drive motor speed. The
scale 1 corresponds to approx. 100 mm/min (for the 10-dia. magnet
roller) and the scale 2 corresponds to approx. 200mm/min.
D. Pilot lamp
When the power cable connector is connector, the pilot lamp will come
on, indicating that the power is on.
I=, Connector 

�
ower connector 
. Oxygen hose end connection 
or pressure switch 

p. Fuse 3a
t,. Current source switch 
l. Motorixed circular cutting machanism power source socket

4.3.5 M[anufacture of tracing template 

The m�gnet roller center and the torch center are concentric. The radius of the 
roller and the cutting width of the tip must be taken into consideration when 
making a tracing template . make a tracing template based on the following: 
1. As srown in the figure, the cut product and template are similar to each other,
but no� the same .The template becomes smaller in proportion to the roller
diame\er, and it becomes larger in inverse proportion to the cutting width of the
tip.
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Mold correction table 
Tip Number #1 #2 ... � 

I #4ff� 

Cutting oxvoen hole dia 1.2mm 1.4mm l .6mml 1.8mm 
Cutting width (dia) 1.8mm 2.1mm 2.4mml 2.7mm 
Mold correction dimension (one side) 4.1mm 3.95mm 3.8mmj3.65mm Roller dia 1 O

1} Outer tracing (when tracing the outside of the tracing pattern)
The value from which the correction value has been subtracted is the
dimension of the tracing template. 

2) Inner tracing (when tracing the inside of the tracing template)
The value to which the correction value has been subtracted is the dimension of
the tracing template. (Example)
When cutting a 100-dia. Work with a tip #1 by the outer tracing method:
The template dimension 100-4.1 x2 (both sides) =91.8 dia.
When the·product dia .is 100, use a template of 4.1 mm-inside type.
When cutting a 100-dia. Work with a tip #1 by the inner tracing method:
The template (hole) dimension 100+4.1 x2 (both sides)= 108.2 dia.

Cutting vvidth 

Difference between 
__ t_e_mplate and product 

2. The template thickness shall be 3mm or more. It shall be 6mm or more when
especially detaied cutting is mecessary.

As the template becomes thicker, th magnetism becomes stronger, permitting 
smoother movement; therefore, use as thick a template as possible. 
3. When acute-angle cutting needs high accuracy, simple finishing and machining
after cutting as shown below is recommended.

Product M9 roller 

Template 
_Diffe,ence vetween tem�a_te a�'!J)�o�vct

��- ...

'·, ••. Cutt'!>gwidth 

\ 
�c::::;;:;:;:::::::::::;:=��-;: __ ;:_;:_;:_:::::_:::::_:::::_;: __ ;:_;:_;:;_�_,/ Removal aite! cutt�Q 
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1.5mm or more to the 
outside of tho mold 









5.6 Option 

5.6.1 Large pattern cutting 

When cutting a large pattern {600-1800 dia), attach a tracing tenplate to the 
main spindle forpattern cutting all around the main spindle. When attaching a 
tracing tenplate to the main spindle, loonsen the bolt atop the main spindle.and 
remove the upper part of the main spindle. Then remove the nut, place the 
template mouting plate on the bearing retainer, and secure the tracing·template 
with the nut. 

work loose shaft 

work loose nut 

Mount model 

., 

• 

5.6.2 Changing manet roller 

When the dimension of the same shape is slightly differint (due to change in 
thickness or tip) or when sharp comer is necessary, change magnet rollers. A 
10-1 dia. Magnet roller is attached to the machine as standard equipment, and
6-, 8-, 15-, and 20-dia. Rollers are provided as well. When changing rollers.
hold the aluminum magnet case by hand, and turn the hexagonal section of the
magnet roller with a spanner.
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