Advanced

e vains | HF — RPIENBEMIZR AR Y ~isiEeg

Servo-pressure-type Single-phase AC Spot Welding Machine
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Improved Operability with Airless Servomotor Pressure Control
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Features servo motor
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I'he electrode position can be set to any position within the stroke.

Instantaneous Pressure-control Guide
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Pressure can be changed during welding with the variable-pressure-type servomotor.

Servo Driver
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15 pressure conditions can be stored.

Welding Timer
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Fully synchronized with the pressuring operations.

Welding machine
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Servo-presuraUPECITIRIIG Spot Welding Machjie
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. Bt | AHS-50-AC
E%gé [Rated capacity] 50KVA %kﬁ%ﬁ%iﬁ [Maximum short-circuit current] 20,000A
BEEEIRE  (welding power supply] B1H200V RAMES [Maximum pressure] 10kN
HIFEHEIR (Control power supply] =1H200V JhO0OE  (Sleeve size) 2 0 0mm xR 500mm
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Wj_][”__t Variable Welding-pressure System
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Welding pressure can be changed in 1 steps during one welding operation.
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If there is a gap, the initially-applied welding pressure is set (o a higher pressure to eliminate the gap and reduce sputter.

I'he applied welding pressure after welding can be set to a higher pressure to improve welding quality.
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I'he welding pressure can be changed for cach weld time of the 2-step weld time.
This can be retrofitted to stationary spot-welding machines manufactured by other companies
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Welding pressure load cell can h\ |n~|‘1llnl.% We do not handle the welding pressure gauge or load cell.

Possible to measure welding pressure during welding.
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Improvement of welding quality by variable welding pressure.
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Time
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During weldtime. the nugget (thle welded part) expands due to the heat generated in the welded part. increasing the applicd pressure.
However, in this condition, the amount of heat is insuflicient.
Therefore, by fowering the applied welding pressure during weld time, it becomes easier (o secure the amount of heat necessary for welding,
Ihis provides a suffieient supply of heat energy required for welding,

On the othér harid, by instantly increasing the applied welding pressure after weld time, it is expected to have the effect of preventing défects such as dracks:
Fheinarcasced welding pressure can fix the unstable parts of the weld by welding pressure, thus improving weld quality.
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3 sheets with different thicknesses
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Welding Examples

3 sheets with different thicknesses & BERK0.6+t1.6MINE. BEMRL. BiRECRE
B mER]. 612,00, B, EiECaE
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£t0.6 +t1.6 +12.0 VAN CIS R 155 C L DT RE
Welding with 10.6 + (1.6 welding pressure, weld fimeand current value at the first weld time.
Welding with (1.6 + (2.0 welding pressure. weld time, and currentgvalue at the first second weld time.
Welding can be performed under the optimal welding conditions for cach assembly of the weld sheet materials
by performing the above-said welding during ong welding opefation.
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No air is required.
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No need [or packing, O-rings, or pressure reducing valves.

Possible to decelerate immediately before the electrode contact during welding pressure. = ;
Possible to reduce any displacement of the welding position caused by weld pressure. 6 }*1’F EID | Improved Operability

Possible to reduce any electrode deformation caused by weld pressure.
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Stroke can be set arbitrarily.
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