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Application can be expanded to various aluminum 300WX4TO0

with the twin inverter control and by switching 500WX4T00

AC output frequency HRated specifications

B Concentrated arc is obtained with Model No. YC 200WX4T00 [ YC-300WX4T00 | YC-500X4T00
"high" AC output frequency. Raled input voltage, rated frequency!| — [3-phase, 200/220V (switching), 50/60 Hz (common)
Effective for welding of hard aluminum - Rated input — | 9kvA 7kwW | 12kVA 105kW | 24kVA 19 5kW
sl Gl 5080 ShafiNor/elg (aluminum No.7000 series) (aluminum bronze) Rated duty cycle (10 minute cycle) | % 40 60
and aluminum bronze. o =
. . ) . : V |"With" electric shock preventio | Wi Electiic shock:
% Consull with our snles ollices for welding ol aluminum bronze - DC no-load voltage n: 14, "without": 63 preventloq 14,

M Effective for wide application from thin plate to various aluminum “withaut': 75
alloys with "low" AC output frequency. AC no-load voltage v 63 1)

3 . . B Rated DC TIG welding. A 4~200 _4~300 5~500
Various work can be treated with various welding modes. output currentFivanual welding | A | 4~200 4~250 50~400
HlMix TIG welding = = Mix TIG A 10~200 10~300 20~500
® As concentration of arc is excellent | . A 20~

g - : i Rated AC AC standard TIG | A 10~200 10~300 20~500
welding is performed effectively for || Gonventlonal output currents

; e " Mix TIG welding R, | TIG welding UIrent>#AC hard TIG A 20-~200 20~300 20~500

fillet (overlapping) joint welding for o —. =
thin aluminum plates. concentrated " Arc is expanded AC soft TIG A 10130 10~200 20~330
® Since DC TIG gets in AC TIG, . = = Rated DC TIG welding v 16~18 16~20 16~24
deep penetration is achieved.  [Mix TIG welding AC TIG welding output voltage  [|anual welding | V. 20~28 20~30 20~36
® Wear of electrode is significantly Mix TIG v} 16~19 16~21 16~25
reciliaad Rated AC AC standard TIGi| V 16~20 16~22 16~26
_ output voltage [ 154 116 v 16~20 16~22 16~26
Mix TIG welding
AC soft TIG v 16~17 16~20 16~22
Thin al i Initi ~ . L
AC TIG welding p!al?ea uminum AC standard, mix, initial crater cumeritf A 10~200 10~300 20~500
o b e i AC soft, initial crater currenl A 10~130 10~200 20~330
WAG S landargai'G, wo ding Thick aluminum (ELACCUARMARRRM AC hard. initial crater current A | 20~200 | 20~300 | 20~500
i i al cra ~ o~ Py
® Handles various forms of works | Plate jes——. —— = e e =
from thin plate to thick plate. - initia” crafer current
. Initial current control — | Available when crater "Yes" and "lterative”
AC soft TIG welding Aluminum =
oL . ith ft Upslope time S Oor01tob

OwialEiNOISCIWIISerRAre. — . Downslope time s Oor02to 10
BMAC hard TIG welding . gét‘l)mlnum 1 i1 O] Gas pre-flow time s 03
® Concentrated arc can be obtained. \ " G e onime = 220
® Effective for welding of thin plate gap joint. Ve meod i wich deaning gz on be aifsiad| — | AG standard TIG, AC soft TIG, AC hard TIG, Mix TIG
HDC TIG welding . < Middle pulse 10~500

: . ulse frequency Hz
BDC manual welding Low pulse 05~25
) L Pulse width % 15~85
OYou can choose the optimum mode for your application. 175 W J S8 -
Item [Thin plate butt [Thin plate fille 1] Thin plate gay| Tick olate butl | ick piate kel Bx WIG roguency Hz Zoa 19
" 1|
Vidldiog, nare — E 2 2 : 5 2 - Crater control method - Crater "Yes", "No", "lterative”

Mix modo - - ; e Extemnal dimensions (W X D X H) [ mm 380x530X730 440¥5B5x945

AC standard TIG mode { !

AG hard TIG mode [ 0 | ) Mass kg 74 118

AC soft TIG mode AN iy O ¥In low current range, select adequate application conditions to slabilize arc.

. - . . *There is output limitation . @Power supply system capacity and required cable thickness
Versatile function for many applications REX ‘;Mtyps kg :
® Cleaning width is controlled. Item PET- | IYC200WX4TOD |, YC~00WX4T00 1} IYC- SIOWXAT00
® Enhanced pulse control Power voltage Vv 200/220 (switching)
f f N o Phase number = 3-phase
T
Msny eatU'l'gS gr WEIdlng Sltebsl f 40 | Device capacity kVA 9 or more L 12 or more 24 or more
@ You can weld with an extension cable o m long one way. 3 . T3
% Depending on welding current, thickness of cable, rolling way of cable, floor material, arc length. LAED c-apacny (ncrfuse- breaker) A = 30(30) L > 0(40) 60(7?) —
Y Equipped with error detection function Input side cable (Terminal hole) | mm: 55or mor:e (for M5) 14 or more (for MEi)
Olnput side voltage error  OCooling water short  OTemperature rise Output side cable (Terminal hole]i [mm? |22 or more (lor MB) | 38 or more (for M8) | or more (for M1CI)
Olnput side over current  OOutput side excessive current Ground cable mm2 | Equivalent lo inpul side cable or above 14
@Options (Required devices for each application) ¥Also see the page for options (pages 10 and 11).
ITorsh for ‘tFIG Wieldi%% & 2008 lExtensE;)arJ;cable (available on request) and applicable lorch I?;o&;n'(gsxév?ter unit [Please prepare the following
arious types from 0 ——_ (abie fength| - . on your side]
/tStarmdcsbleler\s!his4mand8rn) hogicsiogh —_ | ForSm [For10m [For1Sm (with flow rate switch) e eenen—-
“ At [YT-15T52 TWU15 125/ [TWU 151263 [TWU15127 @ Holder for hand welding
= cooling|yT-20TS2  [TWU20 13 1 [TWU20132 |IWU20133 ® Welding rod
- Waler'| YT-30TSW2 [Twu30 132/ [Twu3013 [TWU30134 ® Argon gas (for welding)
coolinglyT-50TSW2 [TWUS0 137 [Twus01381[TWU50139 ® Input and output side cables
® Ground cable

W Argon gas regulator rf“}A

OYX-251A
HRemote controller

@YC-301URTRK1
(common use for 200 to 500A )

M Tungsten electrode (JIS: Z3233)
(Diameter 0.5 to 4 8 mm)
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