HSSW

High Strength Stationary Welder




HSSW D8, DA WA HE K - Tojerz 9l DR A
High Force and weld current available by customized high durability

il EBIA| AR 112 |2 Q|6 PLCRF AFRX} THO|E 11248 TOUCH SCREEN & (QHEA mo|A)
Strength Integration system management with PLC system and easy control by touch system
Stationary L S B E S et AIZ] OILLESS A2IE HE

Welder Oilless Cylinder with improved durability and maintainability

Ct2[&2] TEACHING PENDANT & DISPLAY PENDANT (7| ZAt)
Multiple TEACHING PENDANT & DISPLAY PENDANT

o 2o 2 2t 380 &g
Individual cooling system with better cooling efficiency

CO2 8%7|0| £ He  _ copui|= Mo ol ApyZo| Ta

Compare with Co2 Welding| €02 occurred back bead and necessary to additional process
CO2 #H|= A0 2 TRIOMIA| BYHZOR 0lofE+ U3
CO2 back bead can be unsatisfied panel assembly

CO2 2/0[0] 0] B2A| X 2202 0/0j

CO02 failed when wire not supplied

CO2 8TA| & MO 2 QIH|0] 223 U

Fume during weld can be harm to human body

Lol 2I[A|H0| HQ (FXHH| 371)

separate facilities are needed (Increase Investment cost)
LHUA Db 0| A 52

Corrosion on the material

Zt{£ =0 SPOT 0ff H|sH 2ct
Longer weld process time than Spot Welding

B A specification

TYPE (INVERTER) NIT10H-610 6EA

U= HYY In-put Voltage 380V/415V/440V/480V, 50HZ/60HZ / 3% (+10% -10%)
£8 FIOf~ Out-put Hz 1000HZ, PWM

Z|C AHA|E Max weld schedule 255X H

£ M Out-put Voltage Single Phase, 540/590/620/680
£8 MJ Out-put Current 2400A (@10% Duty)

H2t3 Cooling Water 10L/Min, %|CH 30°C

M = 3t Environment 0~507C, 5%~90% &k

TURN RATIO 48

ELECTRODE FORCE 3200kgf

Z|CHERREM = Max short circuit current 100,000A

ZtA=0| Working position 950mm

H3 AEZ 3 Working electrode stroke 20~200mm
RERREATAETD | e




E MODULE

Air tank

LM7to|=
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(Touch PC)

Weld Checker
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Separable Electrode Cont-lrlo(l}lr_w'&
ZEFAQIK|

Operation Switch

LH2F Chiller
Cooling Chiller

Jteh Al HIEE! giX| gl A SkAb
Accurate movement

Weld Checker SEACHE U202 BUEY
Real time monitoring for weld status

LM?}0|E LM Guide
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1=5 Separable Electrode Separable Electrode

LH3F Chi . . TH8 H2t=2d gty
&2 Chiller Cooling Chiller DeS|gned fort h|gh efficiency Cooling Performance

Air tank 22PK01 20|} HBLE 2ABP| St U 9X|
Additoinal Air tank for supporting main Air input
EO|H XXt (Touch PC) 87| 4% U I BLIER HE PC

Timer parameter setting and monitoring for PC

R (% ALS X} OIS 9IS QrEt RXIHH HE 8l 243 312E] J|5 2
Z%E (MO1) Control unit Customized control unit and spot counting to ability to various function
22|55 2ot e AQIX| (0.3 O[L{of SA| =)

L =T

Operation for weld machine with Safety button (Simultaneously within 0.3 seconds)

ZZAQIX| Operation Switch

LH;I’ CHILLER Cooling Chiller

Qf=7| £3 Compressor Output(kW) 3.75

Z|C L4253 Cooling Capacity(Kcal/h) 15,000

Mo X3 /23t 2F pump Output/Circulation & Volume(kW/LPM) 1.1/100
2
o

B3 Z2F Water Tank(?) 80

S%7| Fan 2% Fan Output/Air Volume(kW/CMM) 02x2/192

OiAIEHEEE Port Size (A (inch)) 25A(1")

& AH| M3 Total Power Consumption(kW/h) 6

M2l Rating AC 3P 220,380,440V +5% / 50, 60HZ

2 H?|/H0i Temp, Range/Refrigerant Water, 5 °C ~25 °C / R-22, R-407C
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Transformer Transformer F o= b q
Nameplate(KVA) Nameplate(KVA) ME—“‘:’ ”°'§D(%) A2HS éHIE%‘(KW)
*P50 *P100 uty Cycle (%) Power consumption/Hour
90 63.6 12% 22.0KW
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Spot/ Min

BT W 8- AIZ (cycle)
Weld cycle / spot
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B Weld Checker

S SE=E Ot SYL MZE, EFFESS 2HE SAH E0|E22PHots
Comprehensive quality control Available to manage weld data (Station, Unit, Spot)
F/PROOF1&=4H| 2, AZHME Soll HCI0|E =8 7t EZH0IHe| OfdEA Ots

Weld result data collection by measurement tool Analysis of welding data graph

® Weld Checker 7|
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MENU Description

T2 73 2015 H|QIB|HO 2 A2 AHARSSH B! SFH|0|E, Y S 2o Ds
Monltorlng for real time weld status in main screen after log-in

e RAEE S, W, 22 EPY Bl0[Ele] X3 U £, B SOIs
Weld, Fault, Spot parameter analyst

DL T2 4 205 A7 (TC, AIARISY, AFEB0|0|X|, 8- EAHAE
Set-up for Program parameter (TC, Model, weld set-up and others)

ox

SEE BEN U SAP|ES O
Checking for set-upped standard and company sign

SEEHTAEES 242! (Excel T2 40| HX|=|0] RLO{0F)
Checking for check-sheet (Excel program necessary)

T2 03 201N HEle KR SEAIY
Sep-up for Under log-in

502, MYEI 22X =22 2ME HAX| HEI IS (M 715 E=p)
SNS option (Server net necessary)

GiX AHE 2IIHE HA|
Current welding line status

oI A E RS G E A
Current Car Modell status

SR AHEI TCHE HA|
Current Timer controller status

CATH HLS QU ARS HA|
Current production specification status

T2 730 2 QI MEHEI XX FAIS|T, T2 SfH0|IM TS
Displayed operator and main monitor when log-in
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B X5 control unit

S X XX SEAF O
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ot 312E 7|5 Improve Welding quality and spot counting

oHd&E =2 oo Ek C
EPE L2, Tip Sai4l 3 K|, 2 +2, U MR 5 Clorst 5heE J)s &8
Spot counting for dressing, miss spot, tip change and others

& PCE S¢t %’é ZHo| e ot
Avallable to quality statistics
ALKt O E QI3 S| 2 Safety for operator
1, 2%H5 =73 3 8822 XEXQ ALARM ZUA| Q! TS RHHSH0] ZXte| Qb &t
Primary and Secondary feedback and shutoff in case of Danger AIarm happened
87| 2Xt% 1Y F2(0l MCE Ao, H|PtEA| 2P S {8l MCH|Of
IMC on High voltage are to make safety on non-operation time

Crtot AF2Xt 2HEY X2 s Customize product
A
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Force reduce for Tip Dressing

INVERTER PROJECTION PLC XXt

edrtes

2016/11/10 (Thu) 17:10:36

Jl.oBARA

EHHNZE MYNZIZE  SH7IRE TOTAL

MAIN
LRl 1234567 1234567 | 1234567 | 1234567 | 1234567

It2H 273
Spot Counter setting

S e
Weld series setting

219} 9l e
Tip Dressing down force

OITH AFEH HLIE
Monitor for current status

B SPRING FOLLOW UP DEVICE SYSTEM

2=2tM0I =7 28 Al EYSIH 27 S2 24 Improve welding quality by compensating for momentary protrusion melting.
X

87 A| CYLINDERL} SERVO UNIT?} REACTION & 2= Gi7 | [HE0f| 25817 | [t &kX|
While CYLINDER or SERVO UNIT can't REACTION . So, this device compensation for cylinder movement
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H M2 (E2[A) separable Electrode

2a2[do| HA™ Advantage

= WA Al T WADF O = 2o WK 2 HI8EY

= =71 T
Reduce replacement time and cost saving

ML d2toz Wt 5 Sy
Individual water cooling

|

([ mgzedmz ¥38 Dy (24302) l

L Replacement of electrode (30min)

WATER CLAMP 8H|
Remove Water clamp

® | @) 37y ==

Remove Bolt

W@
Remove electrode

A2t v 22| 10| EE 470 SHM 2 wHPts
Not necessary remove water hose
=4

22 1= Assembly inverse order

i3 Adid4

[ | *E*xl E i!‘.l*l'-éc-,l' Installation check-list

BT ApEol
Main Power in Plant

MAIN POWER CABLE 723 APX 201
MAIN POWER CABLE

SAMPLE 50FA HlZ

(BE=AI|I24E 0B |s2RlE)
SAMPLE Nut. Or Bolt supply to maker as 50E
( Parameter setting and Machine inspection)

AIR CONDITIONER OPTION O£ 478
AIR CONDITIONER OPTION

H 3=/ MEH ZM option

OPYE| EReHS O[8t K| TH| T
(I[EE= T AHAR])

Inspection device after welding
(Destructive inspection machine)

<O8FE Tt HAP|>



