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H H Rated input
Weldlng MaCh | ne Power supply and - =#HAC 380 V
RO bot number of phases
Input power £
Laser Weld I ng System Rated input capacity | KVA/KW 16.6/13.5 29.5/22.5 7 (Applicable thickness: 4.5mm or less) ’ (Applicable thickness: 6.0mm or less)
Rated output
No-load voltage | DC 62 pC 70 Water cooled torch
Rated output . TIG 500
aren | 7 | DR RIS 00 el ==l
Rated output ) TIG 30 - N
22og0 - Lo BEOLE @ YT-158TP @ YT-308TPW
[Retizd) Glity G # 35 60 (Applicable thickness: 3.0mm or less) (Applicable thickness: 6.0mm or less)
HiRTIG 5-500
o”"’r‘;;‘;‘;"e“‘ A Stick ZTIG 20-500
1R 1§ 20-400 H H H
Sepatvoage mEeRh Bl Optional peripheral devices
. 0 % Stick ; g
A variety of waveforms for your selection range - IBREIA202.30
EvlE GIED A _‘_:IIZIE.”G 4-350 EI}[LT'G 5-500
o 2 . - LR TIG 10-350 ZRTIG 20-500
The high-quality welding results are achievable for e R o500
I . d . d f t . I ' Memory - 100 channels for storing and recalling
aluminum and a wide range of materials! P — 00099 o e
. ‘ Up-slope time s 0-20 continuous adjustment (0.1 increment)
Down-slope time s 0-20 continuous adjustment (0.1 increment)
Gas pre-flow time s 0-30 continuous adjustment (0.1 increment)
Gas after-flow time s 0-30 continuous adjustment (0.1 increment)
AC( :g‘?ﬁg’;cy Hz 30-100 (factory setting: 70)
Input power terminal - Terminal block (for 3 phases, M5 bolts) YX'OQKGC 2 Y‘J_18_TH o YJ'1 052T .
Output terminal - Fast plug Bolt fastening method L|qU|d C00|ing system Hot wire ﬂ”mg AUtomatIC wire
Enclosure class - 1P23s device fl”lng device
Insulation class - 200 °C
cooling method - Forced air cooling
Dimensions
(LengthxWidthxHeight) mm 560x380x730 730%380x875
YC-350wxs YC-500Wx5
Mass kg 74 128
TSMAUO041 WTCXWO00008
Note:
The output current and voltage range is measured with resistance load according to FOOt Controller RemOte control
GBJ/T 15579.1-2013; . . . P
The external dimensions are of the welding power source measured when the built-in Note:500WX5 needs to be equipped with large-capacity liquid
liquid cooling system and the trolley are not included. cooling device YX-09KGC2HGT.
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W % E B Panasonic Intelligent Welding Cloud

Management System iWeldCloud

The welding machine is equipped with an

loT module, which can be connected to

the iWeldCloud Panasonic welding cloud

through a 4G network, realizing monitoring

and managing welding equipment online.

Login method:

For PC, please log in: https://www.

iweldcloud.com/

Liquid cooling device Mobile App: Sacn the QR code to download

(optional) and install App (Android system).

A iWeldcloud cloud platform account can be
Base metal obtained for free.

TIG welding -

power source = 006

Remote controller
(optional)

Water inlet hose

Water-cooled torch

ASafety precautions | ®Before attempting to use any welding product, always read the manual to ensure correct use.
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AC balance control-cleaning width adjustment

For AC TIG aluminum welding, the cleaning width can be adjusted. The
adjustment range of EP is 10-50% by changing the percentage of EP, the
higher percentage of EP, the wider the cleaning width and the shallower the
penetration.
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AC balance control-bias current adjustment
For AC TIG aluminum welding, the cleaning strength of removing the oxide
film can be further adjusted by changing the amplitude ratio of EP and EN,
achieving the ideal the penetration and width of the joint. The bias current
range is -70% - 70% and the standard is 0.
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AC balance control-AC frequency adjustment

Through the adjustment of AC frequency (adjustment range 30-100Hz),
the arc concentration and arc stiffness can be controlled, the higher the
frequency, the stronger the arc concentration.
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EP: Electrode rod positive polarity EN: Electrode rod negative polarity

AC waveform selection

AC standard TIG mode

As a rectangular wave current with the same positive and negative peaks, AC
standard mode is widely used in aluminum, magnesium and their alloys from
thin plates to thick plates; The thin and thick plate have a large heat capacity
difference. When they are welded together, the low-frequency pulses (0.5-10Hz)
are used to control the output, making welding easier.
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Standard AC waveform: fast polarity switching,
high arc stability, good dynamic characteristics,
and strong ability to clean aluminum oxide film
Suitable for a wide range of aluminum and its
alloy welding

The rounded rectangular waveform: smooth
polarity switching, soft arc, and nice wetting
effect on the molten pool.

Suitable for overhead and grooved welding.

Flexible waveform Hard waveform
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The wave shape at zero-crossing point is
rectangular. And the wave crest is a sine wave.
The arc noise is low and softer.

Hard wave: the arc heat concentration is high.
(Suitable for welding with narrow bead.)
Suitable for thin plate welding.

Fillet welds of the normal thickness plates.

If pulse is turned ON, it can be suitable for
plates of different thickness.

Mixed TIG mode
Frequency (0.5~10Hz) mode

In MIX TIG mode, the alternate outputs
of AC and DC further increase the heat
input of the heating base metal and
the penetration depth, and reduce the
tungsten electrode burning loss. You
can obtain the satisfied welding result by
filling the wire during AC period. (if the
frequency is adjusted to 1-2Hz, it is easy
to find the insertion time of the filler wire.)

Pulse control

Generally speaking, TIG pulse welding can be divided into the following types:
@ Low frequency pulse (0.1~10Hz); @ Intermediate frequency pulse
(10~500Hz);

Low-frequency pulse is focused on controlling the amount of heat input, while
the medium-frequency pulse welding is mainly used to increase the stiffness of
the arc.

Pulse frequency and main welding characteristics:

o |_| T @ %M
Base current Patse cycle - m m
Pulse type Arc state Main features
All-position welding, shifted welding
Low frequency pulse Wider arc column of different plate thicknesses and
penetration welding
Intermediate Concentrated arc. High-speed welding of thin plates, fillet
frequency pulse Arc sound welding, easy for wire filling

highqualitybweldinglresulisloffaluminumfandivariousimetalimaterialsfeanibeleasilyirealized!

Welding method description

Recommended application of various welding methods
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With multiple welding modes, corresponding to different
welding needs
H Mix TIG welding

(Aluminum)
#Mix TIG welding:
Panasonic’s unique welding method

enables machine to alternately out-
put AC TIG and DC TIG.

e Thanks to high arc concentration, it's easy for you to complete the aluminum thin plate fillet
welding and realize the reliable tack welding.

Mix TIG welding
Concentrated arc

Traditional TIG welding
The arc spreads easily.

e Because AC TIG welding contains DC components, deeper penetration can be obtained.
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H AC standard TIG welding

(Welding of thin plate aluminum)

H DC TIG welding

(Stainless
steel/DC Low
* frequency
_ bulse welding)

e From thin plate to thick plate, various shapes
workpiece can be welded.

e Choose the arc ignition method according to
the purpose.

m Suitable for multi-point welding.
s EP=electrode positive polarity method

H AC hard TIG welding H AC flexible TIG welding

e The arc is soft and the noise is low.

e Strong arc concentration.
e Suitable for welding thin plates with gaps.
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