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PINH VI SAN PHAM o

Phan khuc may han cao clp cung cép chét lwgng han tuyét voi phlu hop han cac vat liéu kim loai mau khac nhau

Model tién tién véi nhleu chtrc nang va hiéu suét vuot troi duwoc thiét ké dac biét cho han nhém

Diéu khién ky thuat sd, bang diéu khién ky thuat sé dé diéu chinh tham sé va hién thi trang thai

B6 diéu khién tr xa, bd diéu khién cdm quang bang chan, mé-dun loT, dau doc thé RFID, giao dién RS485 va robot c6 thé
mé& réng.

hoON=

VAT LIEU AP DUNG VA CHIEU DAY TAM

Phwong phap han Vat liéu Day chiéu day

* Nhém Chiéu day tdm

ACTIG » Magnesium 350WX5: 0.8mm-6.0mm
* Thau 500WX5: 0.8mm-12.0mm
« Thép khong gi Chiéu day tAm

DCTIG * Hop kim thép 350WX5: 0.5mm-6.0mm
* Thau 500WX5: 0.5mm-12.0mm
* Thép den Que han

MMAW « Thép khéng gi ®2.0mm - ¢6.0mm




TONG QUAN VE SAN PHAM 9

Mot loat cac phuaong phap va ché dé han cho ban lua chon

10+ Ché do

4 Théng sé cai dat
Song AC Mix AC pulse frequency (low-frequency pulse xung
i Standard tan so thap )
Mix TIG ACTIG Soft + AC pulse duty ratio — Chu ky ty 1& xung AC
Bias current — dong nghiéng
Square (AC standard TIG) Hard Mix mode frequency — Ché d tan s6 hén hop
Sine (AC soft TIG) Cleaning width - chieu rong lam sach
Hard (AC hard TIG)
Soft square 4 ché dd han véi cac thdng sb tinh chinh khac nhau dap ¢ng moi yéu cau dé& han nhém
Triangular
Pulsed TIG

—_—

DC TIG, DC pulse (low-frequency pulse — Xung tan sb thap)

DC TIG 2. Pulse duty adjustment (ratio of pulse to base time — ty I cla
DC xung vé&i thoi gian )

3. EN va EP dwoc st dung cho khéi dong hd quang

TIG
Voltage reduction device - Thiét bj giam
Pulsed TIG DC/AC MMA 9 o '9
SPF (Spcial frequency) (Chtrc nang chong soc dién)
(Electric shock prevention function)




350/500WX5 Ratings

Model numbker Y C-350WX5HGY YC-500WX5HGY
Rated input voltage % AC380/415V AC380/415V
Number of phases - 3 3
Iput voltage range 304 ~ 456 304 ~ 456
Rated frequency Hz 50/60 50/60
Rated input KVA 168 =
kW 13.5 22.5
Rated No-Load Voltage Y 62 70
Output current DCTIG A 4~ 350 5~500
adjustable ACTIG A 10-350 20-500
N STICK A 10~ 300 20-400
Ciilpitoige DCTIG V 10.2~24 10.2~30
adjustable ACTIG v 104 ~24 10.8~30
i STICK v 20.4~32 20.8~36
Rated Duty Cycle % 35 60
Control method IGBT Inverter type
Cooling method Forced air-cooling

High-frequency generator Spark-oscillation type




350/500 WX5 Ratings

Model number YC-350WXEHGY YC-500WX5SHGY
Pre-flow time s 0~90
Post-flow time s 0~90
Up-slope time s 0~20
Down-slope time s 0~20
Arc spot time s 0.1~30
Pulse frequency Hz 0.1~500
Pulse width % 5~95
Crater control process Three mode(ON,OFF,REPEAT)
Insulation class 200 °C
EMC classification A
IP code IP23S
Dimensions (WxDxH) mm 560x380x730 730x380x875
Mass kg 74 128
Output termina Coupling device Link terminal




TONG QUAN SAN PHAM 9

Bang diéu khién

TURN TO SELECT
PUSHTO SET

A [I]IH] Danger! Please read
PULSE PULSE the Operating Instructions
WIDTH FREQ. >

WELD

INITIAL UP SLOPE DOWNSLOPE  CRATER
PREFLOW ‘iR, ARC FORCE SPOT TIME Cur, POST-FLOW

DC TiG 2 3 AC BALANCE NET WORK ON I
-
AC TiG AC FREQ. WATER

MIXTIG AC CUR. OFFSET
STICK




TONG QUAN SAN PHAM 9

Welding current display — hién thi dong

Dial -
num xoay

Set value display — hién thi
gia trj cai dat

Right changem{er key —
phim chuyén doi phai

Left

changeover

key - phim TSR
chuyén doi

trai

Welding

AC TIG
MIXTIG

PULSE
WIDTH

PULSE

FREQ.
WELD
CUR.

AC FREQ.I
Accun.urpial

/

WATER I

]

Welding oK I

method

setting — MODE I
cai dat 7

phap han / 4/ ./ [ /| ____/ \ | \

Welding control Pulse AC para. Mode function Gas check & high Power

se‘tting - cai dat setting — Setting — setting — chirc frequency — kiém switch —

dieu khién han cai dat Cai dit nang cai dat tra khi & cao tan Nut dién
xung théng s6 nguén

han AC

A

Danger! Please read
the Operating Instructions

condition POWER
. . INITIAL UP SLOPE DOWNSLOPE  CRATER Vi
setting — cai PRE-FLOW 'nyjp B OEURE Sebbinn RATER 508 T-7.OW
= = A — b g S
dat dieu ) ONI
Sal g s DC TIG AC BALANCE NET WORK
kién han




TONG QUAN SAN PHAM o

€0 thé dat dugc Han TIG chat lwong cao ma khéng can né luc'!

Tam nhém médng Chiéu day khac nhau Tao vay ca

7AC73 Hard modeﬁ VAC étaadard + Low Puls;

WStainIess@'

DC TIG, tan s6
xung thap hoac
trung binh

Aluminum

Co sg”m ché
dé hon hop

Hb quang tap trung cé thé
tang cwong dung hop kim loai.

”

Ung dung
< Vat ligu xay > Khung Clra, Kéo, < Container and > Két nudc
dung Bng cooking utensil < Noi that > Ghé, xe ddy, hép nhém
< PrIchyng tLén > Phu tung 6 t6 va xe dap < Decoration >
van chuyén

Ké nhém




10 TINH NANG

Han nhém chat luong cao ]

DC TIG
AC TIG

4 mau chuan han nhém

MIXTIG
STICK DMIX TIG -----=====m e maoi han géc va méi han doc

2)AC Standard TIG --------------- nhiéu hinh dang méi han ti mong dén day (phé bién nhat)
3)AC Hard TIG ------------------- han néi mi tdm mong c6 khe
DHAC Soft TIG -----==-==--mmmmeem- Két qua méi han réng

Han gbéc 2.0mm - nhdm Han néi mi 6.0mm — nhém Han n6i mi 2.0mm -

lam sach 1.2mm

Han ndi mi 4.0mm —
nhom

Mix TIG AC standard TIG AC hard TIG AC soft TIG



Ché do dang séng

Dang song d4u ra
( phac thao )

AC TIG - Welding Modes

Mix

Frequency (0.1-20Hz)

AC Standard

EN

EP

AC Hard

EN

EP

AC Soft

EN

EP

Lua chon dau ra AC DC

Mot dong séng hiph chiy
nhat c6 bién d6 bang

+  Hb quang tap trung duéi
dang DC TIG

o Séng hinh sin clia dong dién dwong

Dic tinh Kiém soét nhiét dau vao dé dang nhau cla ntra séng «  Tiéng 6n hd quang cao hon i :
. Trong phan AC, rat dé bu day dwong (EN) va nlra séng mot chit so voi TIG tiéu ) :ﬁgnra T L) 19 GV i)
am (EP) chuan 9
* Thich hop d& han néi trén
. Thich hop han géc trén vat méng AU [PE]D CITEOEL, tam mong cokhe hevatam | | ppi oo han néi trén tAm trung binh
Ung dung Thich hop han ding CIVIAg Kot G 5 Ll gua «  Phu hop han dwong han rong
; mong dén tam day . Khi yéu cau dwong han hep ; ; ;
required

Dong ra 350WX5 10 ~ 350A 10 ~ 350A 10 ~ 350A 10 ~ 250A
Dong ra 500WX5 20 ~ 500A 20 ~ 500A 20 ~ 500A 20 ~ 330A

Ghi chu

Hay lwa chon tan sb phi hop voi
cbng viéc trwdc.

Xin str dung chirc nang "pulse
OFF*.

St dung xung thap dé
han xung.

Khoéng phu hop véi tn s
xung trung binh

+  Dong dién dau ra khac voi
gia tri cai dat.

+  Diéu chinh dong dién dau ra
béng cach tham khao cac gia
tri cia ampe ké

+  Gi6i han dong han téi da

. Dong dién dau ra khac vdi gia tri cai
dat.

+  Diéu chinh dong dién dau ra bang
cach tham khao cac gia tri cia ampe
ké




Phuwong phap AC TIG - Mixed (MIX TIG)

F 2

+ Trong han MIX TIG, hd quang tap trung sau va vonfram mon thap. Dong dién xoay chiéu va dong dién mét chiéu xen nhau

phéat ra (&m thanh hé quang nhé & dau ra DC va cao & dau ra AC). Tan s6 hén hop c6 thé dat truéc (0,1 ~ 20 Hz).
+ Tan sb nén dwoc didu chinh thanh 1 ~ 3 Hz néu can dién day. Cap day dién day trong ltic xoay chiéu sé cé két qua tét hon.

14
EN: Tungsten negative
0
> 1
. EP: Tungsten positive
e / Pong ra DC Dong ra AC >
Mix TIG cycle T >

f=1/T = (0.1 ~ 20)

Ghi chu : Cai dat Pulse “OFF” khi han MIX TIG




F 2 Phwong phap AC TIG - Mixed (MIX TIG)

ng dung han MIX TIG Théng sb han chinh ctia MIX TIG
. Thl’ch hop dé& han nhém va hop kim nhém ] . Dg‘)ng hén
» HO quang tap trung sau, thich hgp cho han goéc trén tam nhém maéng . Tén‘ sO AC (30 ~ 100 Hz)
va ranh chir V sau. * Chiéu réng lam sach (10 ~ 50%)
«  Gidm mai mon dién cuwc vonfram dang ké. * Bu dong (-70 ~ 70%)

+ So véi hd quang han AC TIG, tiéng 6n hé quang giam.

* Tan s6 MIX (0.1 ~ 20 Hz, Biéu chinh P bang chon P20)

« AC cong véi DC TIG gitp tdng 6 ngau sau hon. « Tylé MIX DC (10 ~ 90%, P21)

« Cap day dién day trong Itc xoay chiéu sé co két qua tét hon.
» Do c6 sw khac biét vé nhiét gjfra AC va DC nén dwdng han dep.
« Thich hop dé& han ghép cac tAm nhém c6 do day khac nhau.

> t

Phan dong ra AC anh hwéng
. . . . . dén lam sach |&p oxit
Phan dong ra DC anh hwéng dén do ngau —I
4 e >« - >
EN: Tungsten negative
0
MIX DC ratio EP: Tungsten positive
(10~90%)
-1y f=1/T = (0.1 ~20) z R




F 2 [ Phwong phap AC TIG - AC Standard ]

Pac tinh cua AC Standard TIG Welding

Han TIG tiéu chua@n AC |a cé thé han TIG AC thong thudng cho tdm mdng va day. Tan sd xung thap dé han céac
maGi ndi tdm day va tdm mong véi cong suat nhiét khac nhau. Tham khao hinh bén dudi day cho thay dang séng
dong han khéng c6 xung va xung tan s6 thap :

" " I A
Pulse "OFF |— EN: Tungsten negative
0
| .
! — — — — — — - - EP: Tungsten positive
Pulsed 1
ruise ) EN: Tungsten negative
low frequency 0
— >
t
! - - = Low-freque_ncy sze perigd TEP: Tungsten positive

f=1/T = (0.1~ 30) Hz



F 2 Phwong phap AC TIG - AC Hard

Pac tinh cua AC Hard TIG Welding

Han TIG - AC hard c6 nhiét dd hé quang cao, hé quang tap trung va dd ngéu sau, thich hop cho han géc va han
giap mép c6 khe hé chan réng. Mét xung bé sung dwoc chdng 1&n trén dang séng nhw hinh dwéi day:

EN: Tungsten negative
> t

EP: Tungsten positive

-1

E){Si véi han TIG — AC hard, gia tri clia dg‘)ng han dat trudc khac véi dong dién dau ra, do dé man hinh ampe
ké thay déi phu hop va dong dién khi diéu chinh d6 réng lam sach:




F 9) [ Phuwong phap AC TIG - AC Soft ]

Han TIG - AC soft ¢6 tinh nang hd quang mém va dé ngiu néng, thich hop cho han tAm maéng va han giap mép.
Dang séng dong dién dau ra 1a hinh sin, nhw trong hinh sau:

IA

EN

EP

350WX5 10 ~ 250A, 500WXS5 20 ~ 330A for AC soft TIG




F g Phuong phap AC TIG — Soft Square & Triangular Wave

Soft square wave

i

v

+ S6ng vudng mém cé dang séng giéng hinh sin va tao ra hd
quang mém hon va viing han mwot ma hon so véi séng
vudng tiéu chuan, véi tiéng 6n it hon dang ké.

+ Co thé chon séng vubng mém bang cach cai d&t F.Adj P19
la 0.

Triangular wave

A4

Séng tam giac co thé 1am gidm dang ké téng lwong nhiét dau
vao, 1am ngudi nhanh kim loai néng chay va giam thiéu bién
dang, thich hop cho tAm méng.

C6 thé chon dang séng béng cach cai dat P19 1a 1.

O ché dd séng tam giac, dai diéu chinh dong han ctia 350WX5
la 10~200A, 500WX5 la 20~250A

Fine adjustment in P menu

SET

A

~

P 19 = 0 Square Wave (Default)
] » P 19 =1 Triangle Wave




F 2l

So sanh cac dang song AC TIG

Chiéu 5 on et Té Tém 1am | Chiéu Han o
Phh’wohqg Séng ra (concept) rgng‘k?e Téc dd hé kim méng day day kc:1a’y butt Bu day Tuoi tho dign
phap han ngoal quang loai fillet Butt | fillet ac dirng cuwe
con han méng nhau
+_Frequency (0.1-20Hz)
SlaAalOoOjlo|lO|O|O|O| O ]| O ©
om| @O0 O lO|O|O| O] © O
EN
CORCH NC | i Sl1lolalolo|Olo|lo| O] O O
EN
SoftTIG | 4 4 Wciie © | © | O A O O | A O O O

OExcellent

OGood

AOK




F . Fau vao nhiét dwoc kiém soat tét bang cach diéu chinh cac théng sé xung

GTAW xung dung tan s6 thap bién diéu dong DC hodc AC xung dé 1am néng phéi han. Bién d6 dong dién nhay dinh ky
& mot tAn sb nhat d!nh, Ving han pong chay dwoc hinh thanh trén phéi trong [(hl dong xung dwoc ap dung; viing han
néng chay dwoc héa ran trong sudt dong nen. Bwong han dwoc hinh thanh bang cach chong Ién nhau mét loat cac

diém han.
AC GTAW-P dwoc st dung cho nhdm va magie va cac hop kim clia ching, diém néng chay cao pha v& mang oxit trén
bé mat.
DC GTAW-P cho phan con lai cla chung.
Ia A
y I
Pulse
current I_ >
0 Base current 4 0 J 4 t
» 1t
Dong han séng DC xung -1 B R B ) L

Dong han song AC xung

« LFtansbxung:0.1~30Hz

Lwong nhiét diu vao khac nhau gitra tAm méng va day, nén gia tri dinh va
nén dwoc ap dung

+ Tan sb xung trung gian : 10 ~ 500 Hz

Phu hop han vat méng, fillet weld v.v..

+ Tan sb dic biét (SPF): 2 kHz (set P14 = 1)

« Day tan sb xung AC TIG: 0.1 ~ 30 Hz




F 3 [Nhiét dau vao duoc kiém soat tot bang cach diéu chinh céac théng so xung ]

Cai dat thong sd AC pulse

VD : Nhém 5A03 — théng s6 han TIG xung

tb tp
Ip hlad »
I A
Ib
y
v \4
O — — —
_I b b . S o b
v Giai doan tan sO xung T

A

Chiéu

Puong

Ip Ib Ty lé Tan s6 bién Luu lwong
day kinh (A) (A) chiéu rong Hz ap ho khi ra
mm Mm xung % quang Limin.

Vv
1.5 25 80 45 33 1.7 14 5
25 25 95 50 33 2 15 5

Ty |& chiéu réng xung = tp/T, tAn s = 1/T.

v




4 Panh Itra hoé quang tirc tho

Mrc chon khéi déng hd quang Kh&i dong hd quang EP (electrode positive) Kh&i dong hé quang EN

(electrode negative)
Strong A i i aia .
Manh - Cho day cap dai va dién cuwc day

Weak i A z
- Cho cap tiéu chuan

Cai dat bang chon P P02

0: Very weak — rat yéu

1: Weak — Yéu

2: Standard (factory default) — tiéu chuan theo nha may
cai dat sén

3: Strong — Manh

r
L gy C—
Electrode —
Electrode + Electrode -
Electrode + | Electrode -

2 Phwong phap khéi dong hé quang

Chi tai thoi diém xay ra hd quang, dién cuc
vonfram duwong. Bang cach nay, sw leo déc

Phuwong phap truyén théng phu hop cho

1. High frequency — Cao tan I L

2. Touch and lift — quet & gi&

c6 thé duoc loai bd. Vi vay, khéi dong hd
quang EP phu hgp cho han gian doan

P15 =0, EN start; P15 =1, EP



F S

réong lam sach

C6 thé dat dwoc bé ngoai dworng han ly twéng bang cach diéu chinh chiéu

Trong AC TIG han nhém, chié'u réng lam sach co thé duoc thay ddi bang cach diéu chinh phén tram EP.
Pham vi diéu chinh EP la 10 dén 50%. EP cang Ion, chieu rong lam sach cang réng, d6 sau ngau cang nong
va chiéu rong lam sach chung (Gia tri EP) dwoc dat & khoang 30%.

Diéu chinh bé réng lam sach

Tiéu hao dién cwc va do
ngau

Bé ngoai dwong han

14 Dién cyc tiéu hao thap Pham vi lam sach hep
90% EN Puong han hep
, D6 sau nglu cao m
0 10% EP / g st
1 EV il
A bién cuwc tiéu hao cao Pham vilam sach rong
| Puwong han réng

60% EN

40% EP

—+

D6 sau ngiu néng

.!!_‘, S il




T6c d6 han va dé ngdu co thé tang bdi diéu chinh do nghiéng dong

Trong han nhém AC TIG, dong dién phan cyc (Biéu chinh déng thdi bién dé cua EP va EN) dudc diéu chinh dé thu dugc dong dién khéng déi x(ing nira séng ducng
va am. Diéu chinh dong dién phan cuc c6 thé thay déi cudng do 1am sach mang oxit, diéu chinh d6 siu va dé réng cia méi han. Dong dién nghiéng mac dinh clia
nha san xuat la 0. Dong dién nghiéng tang sé lam sdng bé mat maéi han, tang do ngéu va téc d6 han.

Pham vi diéu chinh t6i da cia dong dién phan cuc 1a -70% dén 70% dong han da dat va dong dién diéu chinh t6i da khong vugt qua gié tri dong dién dinh mic.

Vi duy: dong dién han dugc dat thanh 100A, pham vi diéu chinh dong dién phan cuc la -70% dén 70%, dong dién han 220A diéu chinh dong dién phan cuc -59% dén
59% va dong dién han 280A diéu chinh dong dién phan cuc -25 % dén 25%.

A

Quy dinh d¢ nghiéng dong P06 hao mon dién cuc va do Ngoai quan
ngau

Dong bt 30%
I 4 Dién cuc it hao mon Pham vi lam sach xung quanh duong
EN glfongA hE‘lIAl hep han hep
/ 0 ngau sau

T EP >
t ettt .
1y
Dong bu =30% Dién cuc hao mon cao Pham vi l1am sach xung quanh duong
"1 Duong han rong han rong
EN a D04 ngau nong
0 aadll
t ol Attt el el




7

Diéu chinh toan dai trén tan s6 dong ra AC 30-100Hz

Thoi lugng EN-EP dai hon

Pham vi electron chuyén déng rong hon (cyc 4m) proton (cyc duwong)

Khuéch tan hd quang

Thoi lugng EN-EP ngén hon

Pham vi electron chuyén déng hep hon (cuc 4m) proton (cuc dwong)

Hb quang tap trung

EN

EP

Diém hd
quang

= =

Phui hop han tim day

30 Hz

I > 0w

_I_l_:l_l_ls_’t

Day lam sach
rong hon

Phan tan
hd quang

Piém hd
quang

Tap trung day lam sach

Hb quang hep
(t@p trung )

Phu hop han tim moéng



biéu chinh toan dai trén tan sé dong ra AC 30-100Hz

Do tap trung va do cimg cua hd quang dugc kiém soat bang cach diéu chinh tan s6 AC (Dai diéu chinh: 30 ~ 100 Hz).

Tan s cang cao thi hd quang tap trung cang manh va nhiét dau ra cang thap.

Tan s6 dong AC Pién cuc va do ngau Ngoai quan
Tan sb thap :
A .
I High electrode loss
EN Wide seam
) > Shallow penetration
0 EP - Dién cuc tiéu hao cao /
| — o
1y Do sau ngau nong
Tan sb cao
I A bién cyc tiéu hao thap
Puong han hep
EN A A A
D4 sau ngau cao ”
— >
0 EP e
13 i




F . Chirc ndng DC/AC MMA

v'Vi tri han cao hon 2m so véi mat dat va

o o 2B T Chire nang chong giat ¢6 nguy co roi xuéng

Thiét bi giam dién ap cho (Sau khi cai dat menu P18 thanh 1, dién ap : e _ .

MMA dugc I&p s n ciia may khong tai thip an toan.) v'Han trong mét khong gian han ché trén
j ' két cau thép dan dién.

v'Trong hop kim loai

v'Noi am udt

M&i quan hé giita Duong kinh dién cuc va D6 day tim

, = o Loai dién cuc (que han)
Ung dung cho nhiéu loai dién T
S - ] Chiéu day mm 2 3 4~5 6~12 >13
cyc (que han) Dién cyc loai
Ferrotitanium Puong kinh mm 2 3.2 3.2~4 4~5 4~6

DC/AC MMA bién cyc Calcium
(Set P32 as 0: DC, 1: AC) titanium oxide M&i quan hé giita duong kinh dién cyc va dong dién han
Dién cyc hydrogen thdp | |pyongkinh mm| 1.6 2 2.5 3.2 4 5.0 5.8

Dong han (A) | 25~40 | 40~65 | 50~80 |100~130|160~210|200~270 | 260~300

Pién cuc thép khong gi

Luu y : Dong ra téi da khi han qua d6i v&i model 350WX5 la 250A va 500WX5 [a 400A.




Giao dién analog tiéu chuan }

BO tri © cam 16 10i

—

2 3 4] 5 6 | 7 8 9 (10|11 (12 (13|14 | 15| 16

SRRRREREERERRNY

+15V GND  Machine Crater Welding GND SEL1  SEL2 SEL3 TS TS
shell current current SPM Pedal Remote  Torch Torch
controller controller Switch Switch

QJ oo

—L7
L




Giao dién analog tiéu chuan

Flo

® ©® ®© @

O 00 6
6 6 0

BO tri 6 cam 17 10i

5 6 7 9 |10 |11 [ 12 [ 13 |14 |15 | 16 |17
Current Detect Pulse Detect Gas  Check




F m { Thém dic tinh khac

@ Nhiéu ch§ do: [Dién day], [TAT chuic nang dién day], [Lap lai] va [Han diém]
@Ché do6 [TAT chiic nang dién day] va [han diém] dugc trang bi chic nang lén va xuéng déc

Up-slope Down-slope Spot time
—> +—> —>
' \ >
/ \
/ \
\
- - A ! A 2 A an did Ty 1¢ Up- and down- slope
Up- and down- slope (TAT CHUC NANG DIEN DAY) Han diém Dhy : 0% to 50%
(P Menu P22)

@ Luu trr va thu héi 100 nhém diéu kién han

@ Gidi han dong han c6 thé cai dat truéc (P menu P07)

@ Tu déng diéu chinh luu lugng khi ra sau (P08)

@ Quat lam mat tiét kiém nang lugng va diéu khién tiét kiém khi tu déng
@ Pham vi dao dong nguon dién vao £ 20%



