~Composition

3 AC 200/220V 50/60 Hz
_ Plasma welding machine
[He Pressure regulator(SG) ol ol i I
Gas hose(SG)
Input voltage v 30 AC 200/220V +10% 50/60 Hz
[H@ Power source cable [e Rated output current A 150 350
Gas hose(PG) Output current range A 5-150 10-350
Rated duty cycle % 70
ﬁ [ae Maximum no-load voltage v 70
= "ASHA fégﬁf:&fr(pe) g::ﬁ(rjollo:rztﬁfjage : 1GBT inv:r:er control anstant curri?tt sys
Chiller S50MH-V — 1 SUSE
------- pcl Output characteristic constant current characteristic
[[[l]]]]]]]]]]Il]]I]]]IIl]]]Il]]]]] :/ Cooling method Forced air cooling
"""" Qutside dimensions(WxDxH) mm 400x690x840
W 2 = Weight kg Approx.70
{ I {7 Torch hose %{ Torch Pulse frequency Hz 0.5~999
2 Pilse width % 15~85
Water hose 8 @Work piece cable Pilot gas flow rate £/min 0.1~5.0
Shield gas flow rate | £/min 0.5~25(internal SG flow rate adjustment unif)
& Water hose is an accessory of the chiller.
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Any combination as desired for your applications

r — B
Welding Machine Torch Choice of options Arbitrary options ™"
ﬂ PG control A ﬂ Want to externally check the output state [ F | Want to eﬁlcrently use electnclty
0 Mass Flow Controller NMFC0005 @ | Current monitor WK-5972 0 | Powertactor improving uml[ NW350/150 SDCL
@ |Digital flow meter | NDFM710 @ | Voltage monitor WK-5972
- Installatmn arts
@ | PG flow rate monitor|  WK-5972 m = p -
=] =m # . of
=] Goolmg water tlow rate sensor + 1] Want to prevent leakage B il T wloadin
of water durmg ti replacement
PLASMA e ke = - o _® | Work place cable 38sq x 5m
JH0RH-V (1) Dlgrtal flow switch NDFS-504 = S © | Pressure regulator(For PG) NFR
@ | Flow switch NFSW-TN 0 ‘ Cooling water dramage it | DGU-A @ | Pressure regulator(For S6) NFR
VT E When combmmg th 'lﬂl'lk Iess Ghl"er 6 e hose(For PG) EPH-4m
z z WWE Select either @ or @for Eland O | Gas hose(For S6) T840
L { I, ' The base frame depends
I [1Y Coollngwatercuculatlon it WCU—597 @ | Base frame on the welding equipment
(I and the model of chiller.
H——0 1. Select only those needed.
Peripheral Equipment Option
When remotely setting welding conditions When replacing with existing equipment
Remote controller | WCU-596 | Signal conversion unit | SCUV-66 |
When combining with a robot Want to save welding conditions
) The specification depends on the manufacturer : - ; :
Robot interface cable (analog) AIFC-10m and model of the robot; please consult us. Welding conditions monitor WCU-592 Coming soon
Robot interface cable (communication) Combination with YRC1000 (manufactured by Yasukawa Electric Weldi i P Comi
% An optional communication unit s required. Corporation) is supported. - 3%Please consutus for other models f obot. elding condliions;sampling Sofwate oming soon
_— . CMCTU-I
Communication unit CMCTU-C

& Safety precautions I

@Skt this machine at places indoor where ventilation is possible and there are no combustibles.
@Before operating this machine, read the instruction manual carefully to ensure proper use.
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Applying for CCC

Welding equipment capable of forecasting

FULL DIGITAL PLASMA WELDING MACHINE

NW-150AH-V NW-350AH-V

Function-6

Function-5

Network
communication

Function-3 Function-4
DS-PLASAMA || Cooling water
mode flow rate
Standerd decline
Installed detection

Function-2

Welding
conditions
presets (20 sets)
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Torch hose
cable
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Water-leakage
prevention
during tip

maintenance
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One pass welding from one side
(Keyhole Welding)

Plasma gas Electrode
A Shield gas
I*I I ’"f/
111 Insert tip
I v Uy IH/
I ’ | Plasma
J | 4/‘( arc

\ Weld pool

- |
r——
Base metal

No groove (square groove)

i

Afier welding

Cross section of SUS304 (Plate thickness:10mm)

For square grooves, one pass welding from face side to reverse side is realized by way of keyhole.

It is possible to weld SS material of up to 6mm thickness and SUS material of up to 10mm thickness by one pass.

6 advantages of full digital plasma welding machine

Function-1

Disconnection detection function
for torch hose cable

The presence of
disconnection can
be detected.

Less strain

plasma arc welding .
Square groove 1 pass Less strain

Semi-automatic welding
Square groove 1 pass More Stram

A high energy-density arc enables
high speed, low distortion welding.

Function-3

DS-PLASAMA mode
Standerd Installed

G (uter shielding gas

''''''''' Ao === |nner shielding gas

The presence of disconnection can be detected without the
use of a measuring instrument. The degree of deterioration is
also possible to check, enabling forecasting of disconnection.

20 presets of welding conditions are available for major types
of material, significantly reducing man-hours for the selection
of welding conditions.

\ /

-

\Xchanging the torch for DS-PLASMA is required.

Welding is stable because the adhesion of zinc vapor to the tip
of the torch can be reduced.

¥ The state of welding or the service life of the tip of the torch may depend
on the type of galvanizing or the shape of the workpiece.

Function-4

Flow rate decline detection

function for cooling water
5.0

4.0

Decline of cooling water flow rate
NI

2.0 h
Abnormaity
1.0 . ' 0

0.0

Cooling water flow rate (L/min)

[E] == F]

PLASHIA
TH0AH-V

PLC

Function-6

Water-leakage prevention
during tip maintenance

The burnout of the torch or consumables can be prevented by the
detection of a decline in the flow rate corresponding to welding
conditions. Advance warning and abnormality alarms to detect
declines in the cooling water flow rate are also available.

% Effective only when the digital flow switch is adopted.

The digital (numerical) communication of necessary data is
available by way of network communication. The individual
differences of welding equipment are reduced, realizing a
simplified environment for connecting to external equipment.

A separate communication unit is required.

2% Afiltered air feed is needed.

Work efficiency is improved by preventing water leakage when the
insert tip is removed. Clogging of the torch is reduced by way of
cleaning with high-pressure gas fed through the cooling water path.

3¢ A separate cooling water drainage unit is required.
3¢ A chiller (NC-3500V or NC-5500V) is required

| Applicable thickness

| Examplesrrof"WéI'ding

11
OB Square groove 1 pass
9

8
th'PIl?te
ickness
oy [sX Square groove 1 pass

% Please consult us when considering welding SS material of 6 mm or more, and SUS material of 10 mm or more.
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ENW-150AH-V

HNW-350AH-V

SS

Material Sus

| butt(Material:SS Plate thickness:1.2mmt)

Face bead

Cross Section

fillet welded joint of stainless steel

Butt seam welding of
stainless steel pipes

/4 Bt seam welding of
‘ %slamlesssteelpmes

Peripheral E' | pment

Suitable Torch Heads

Wire Feed Cont

rol Unit

Maximum | pp | Toch | forchshape |
Moden No. °§3m" cycle | eight Honmntall\lerhual Sﬁiﬁht Remark e — e
| ; : eed speed displal ~450cm/min
® | OO | g |t | tyoe | type peed display
: . Feed amount analog instruction from robot, etc.,
15WH 15 100 @ | For ultra-thin plate External interlock function Wire degposn signal, efc.
50WH % | @ Suitable for the welding J
51WH 370 @ of fillets
SOKWH | 100785 400 ® Suitable for the welding Wire Feeder
of fillets and
51KWH 60 410 L narrow places
100WH - 500 ® Applicable wire diameter @1.0/1.2(d0.8/0.9 &1.4/1.6:0ption)
101WH 520 ® Wire feed speed 40cm~450cm/min
106WH - 650 ® Type of indirect Masimum diameter o applicable spool ®300mm diam.(axis diameter:51mm diam)
107WH 650 @ water cooling -
SOWH_1 gy 50 o | @ s @ \
504WH 810 ® -8 }
3 The maximum current depends on the diameter of the hole of the insert tip. k
Z ; N
o NF1600 NF-1600R
Chiller
101WH 2 = y
= ~ Ne-3soov | oV
N
Input voltage 10AC200~230V £10% 50/60 Hz | 1D AC 200~230V —5%,10% 50/60 Hz
Cooling Capacity 2.0/2.3kw 4.9/5.3kw
Power consumption 1.71.8kw 2.0/2.5kw
Ambient temperature range 5~45C
Service water temperature range 5~40C
L 504WH ) P d
Refrigerant R-410A
External dimensions(WxDxH) 375x500x615 375x500x933
w i re H ea d Mass(Tank dryness) Approx.51kg Approx.68kg
Applicable welding machines i NW-350AH-V

Applicable wire diameter

Applicable to plasma welding torch models

Applicabl

le wire diameter

©0.8~1.2mm diam ®0.8~1.6mm diam

Remark

For welding narrow places For Welding in general

YH6

NC-3500V '




