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THM ushered in the fiftieth anniversary.
Fiftieth anniversary together.
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ZLTRBREDMELWVWSREBET V2RI, ZTUGEEICREIIL, 80 Tr—« I(F + TL%
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BEREZESITHLEDTOLDHE—FHETHY ., HHATY.

We will accelerate the development in the marketplace to achieve a revolution in welding machine. We take the challenge

T+H-M Group CEO ﬁ% uﬁ

in global market. This is not just our commitment to the community, but ultimate of THM.




74 I\—L—9 1T
Fiber Laser Welder
T7AN—L—5EE whatis Fiber Laser Welder?

T7AN—=L—H & L—RED T 74 /\—T. B&ICIGUTRE A DR /L ARSEIDEIR CEX Y,
YAGL—T7REDEHAL —H EFIRFIEDAZLELRY) ZLOF=DHY)ET .

EFRL—TELTEEYTRIE. SE—LARE. S8R /NIRET. BEAT 1zl 5 E CRZICHEIED TZET .
Fie IT—REDRFRHEFERA LRV D TEMLRAENIAEERY IREBREDHELISHL TORAICH/ES TRELIZSIRD RIEETT .
LR CIEREICBVIRINF—EEERDIED TR, BRI CERAE. KENIC S ERBEDTTRE T,

o BT TlERL REMI-UIRCEH#EL TLET,

Fiber laser refers to laser medium via the optical fiber can choose to use the waveform and the time of pulse.

Compared with solid laser such as YAG laser, fiber laser is different in oscillation principle, and more advantage.

As a highlight of the laser industry,fiber laser is a high beam quality, efficient, compact and lightweight,

and it's basic components can be combined in parallel to achieve a high output power.

Also it is not using lenses and other optical parts, no complicated adjustments.
Even if there is vibration and other external factors interfere with long-term stability can be achieved oscillation.

Processing point get to very high energy density, so thin sheets small welding and high-speed welding,
and thick plate welding requires high output can be performed.
Not only welding, but also suitable for surface fabrication and cutting.

BEEUNILVOE—LRE

The high level of beam quality

RETHEICEEL JENICKWVWATY AT LIES;

It’ s strong for reflected light effect due to AT system configuration.

REEIREEIBIL VARG
Simple operation, extensive welding conditions.

L—HHAE1%LA  [RIPEEEE | 1EE

Laser output within 1%, and [RIP function] configuration .

=ERZ R (~50kHz) X

High-speed modulation (~50kHz) supported.

XVFF VAT T . RERERES V2T JAMERZERER

Maintenance-free design, superior stability of long period of time, and lower operating costs.

T74 N—L—Y DIERL

HhrS FOeRIT7AN—
Composition of Fiber Laser Coupler Process Fiber
TPAN—L— TR, FiRS - LD Wi - 5680 - AH%E -
TOERT AN~ LYK ENET . Syra— —
KT 74 N—OAF R LEETMUIASRIEA T 71 N~ RN % Fiber Laser D s oo o e
AN FEERODIDAZITICEALAD TEBIEEE. L—UHELT and welding unit
BB TSI A TOET. /N, BHE. BEFE. BE—LRE.  fkro—a1-vh D

ZLTHEANDLTEERR TERERNBRL—YTT.

Fiber Laser consists of Laser Welder, LD Power,

Control Unit, Cooling Device, Process fiber,

Output Emission Units.

Added rare-earth optical fiber cable,

optical fiber import of this particular excitation from light, only
specific wavelengths of light before it can focus on
propagation of wire core.

This is a compact, efficient, reliable,

and high beam quality, high output ideal laser.

Pure Cold Water
Unit
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The high level of beam quality ' '
SUGIWVIIYE—EAF—RNEREXREL. FITATIT7AN—D5
E—LZ—EHZHICHETIC. MIRETT/OERTEIETEHEL
E—LRECVTIVE—R M2<1.1)ZEBELTLVET,

ZhUTEKY. YAG L—Y. CO2 L—YTIREELD/EHLARYIME
BOum UF) B IRNF—BEEBRIBDIENTEEY,

As a single-emitting semiconductor excitation light, the light beam
will not be released from the process fiber to the space until the
point through processing to achieve high beam quality.
(single-mode: M2<1.1 ).

Therefore, it is easy to realize the YAG laser, CO2 laser beam spot : -
is difficult to achieve (30um or less) of high energy density. E&EBE/R ME: EXvF. . SUS304 / Medical-related Material: Silver, Copper, SUS304

Yb*? doped fiber

Power Power Single mode
Combiner Combiner Output

FBG FBG
HR 100% 0OC 10%

M2<1.1 BRRNGADY 7V E—L
Ideal Gaussian beam

T7AN—U—5BER, Figure of fiber laser summary
FILE - SORBEREE
Welding dissimilar metals

REDEICHEL . -
i%*l.l:( ll‘ AT :ij_-b;gﬁ B CW 3’00\;” EEE 1 100mm/sec

It’s strong for reflected light effect due eyt VOISR eeiDeRn S22
to AT system configuration.

. PN L EBRSFMEICEE ASITIHE i

JRED AT (Anti-reflection Terminate) > AFAlcky). REPHRICED

Fe RFABEEES<EEL THY. . BEFRODEET(V2LHFEEA.
Can be realized vertically incident copper, | | |
aluminum highly reflective material.

Built-in original AT(Anti-reflection Terminate) system that can prevent

the failure caused by the reflection ray. 1
In addition, the reflected light threshold is set high, .

even if the customer does not stop production lines. &
RELALTBITLBIENRRTEET.

Can confirm that melts in the element baseline.

il /Copper ZJU= /Aluminum YZRYUL /Magnesium

774 I1\— U—ﬂ‘ﬂﬂI’fx—‘j Fiber Laser processing image
t).“&'ﬁ Cutting

N4
IG;SI Welding

L—43/
Laser ray
L—HHIRIR/
Absorption
of laser ray

L—43/
Laser ray

I7—/Air

N
Material 1 g« &

pTIYY,
Material 2
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(R B Fiber[aser\Welder,

=772 Af ]

BEIRELIEBDLVEESRMY |
Simple operation, | |
extensive welding conditions. |

R, B, SESERT—IMEPHIR. HOWBHREELIC

GG ANLBEDRY F/NFRI - EREFH EEEZ BEHEK - -

LELE.

F7z. CW EHFEIR) E—R. /VULAE—ROYB#ELHAEL
THY. ZNZNOERBNICEDLE GRIRIE<KZET. mmER
AEERMELES,

Corresponding precision, complex, a variety of workpiece
material or shape of all welding requirements.

Also have both CW (continuous oscillation) and pulse mode
switching function, according to the purpose of use to select
the desired mode, to provide you with high gquality welding.

L—HHHREE £1% LA
[RIPHEEE] 58k suRs sems

Laser output stability within +1% ,
[RIP function] configuration.

BIREPATBEDOREOHEZZTY . REE 1% LADHN%Z

FiRes FtiRes

L—HHNEICEDINTHEDERZ/EET .

Not affected by the cooling temperature and external temperature,
stability remains withint1%.
In addition, LD due to deterioration caused by long-time output fall HiReS HiReS
can be solved, maintain output stability, and prevents processing
differential caused by output difference.
[RIP#EE] RIP= Real Time Intelligent Power feedback
ZEEFIREBLTIC CPUUTILIA LIND—T4—RN\wT
FIEHORERL. =R & SRR ZRE,
TNITKY. BANS Y 2AZREHEHZERELTVET,
Multi-Oscillators, full configuration CPU real-time energy feedback control loop CPU CPU

to achieve high-speed & high-performance processing. = .
So the output can be achieved balance and stability control. 1iE3R/ Conventionally RIP 7530

$tiRes $tiRes

HLET.
%72, LD BBLIEROUNET M. RENNEMETEIET s > ol U |
* * CPU

RS485 [C &k %i=rEilfEl <3 !
You can use the remote control correspond RS485
A& GERAZAR T AIET.&RA 100m BEN/ZBAT CO 77N\ —L—YZHIfHd 52 EDrlEICRYEL /2.

Moreover, due to its remote use, so even if there is 100m away in the distance, you can also control the fiber laser.

ZOt&RT7A/\—/ Process Fiber

RS485

100m

L /-

100m

12> kO—>—_/ Controller

AVFFVATU—5E. REREMESY =Y JAMERZERR

Maintenance-free design, . .
achieve long-term stability, and reduce costs. IXILF—ZHEF / Energy conversion rate

HAIx (BHEEN) emXiEME » B/WPE
T7AN—L—HF AT F AT —THERATRIEDTE, iD=,  Energy saving (low power consumption)  ® high conversion rate  »  high WPE
T YAG L—YDESBAV TV AEEDPBEDHYEEA . Lamp- Ditoste :
Fre. RIRIBICL Y AREDKFREBAL THST . FRBICHL. BhI< Laser cO2 | pumped | pumped | FI0r
VEEHIASTLET . YAG _ YAG
Fiber laser because it is maintenance-free design, do not need
maintenance work such as YAG laser.

In addition, because they do not use lenses and other optical parts in Wall plug efficiency 10-15% 1-5% >10% >20%
the laser, strong shockproof ability, not easily damaged.

Optical-optical efficiency N/A 4% 40-50% >70%




BE—LmEORRBEZHRAL. SOINITHEER

Built-in high beam quality oscillator, high workability is realized.

HEBHEXREICER
High efficiency oscillator reduces power consumption
compared to previous YAG Laser Welder.

EWEZEREL. HERD YAG L—YINITHICEEAN,

7B1%fl 2 Welding Examples

—

AXTFIARET. BhREREREE
SV AAMERERE

Maintenance-free design, superior stability of long period of time,
and lower operating costs.

MEORRSBEHFAL. REAISRIRNIID

Built-in original oscillator, it’ s strong for reflected light effect.

"FIBER LASER

TquﬂEtﬂw

Option 473>,/ Option

ERERIERS TLyb

Tablet for remote control
iy Models THFI-501 {14 THFI-1001 H4%
BAHD Maximum Output Power 500W 1000W
RIRE-F Oscillation Mode Single mode / Multi mode
BIREER Oscillation Wavelength 1070nm=5nm

NIV Pulse Width 0.01 ~ 1000ms

2R UEKEH Repetition Frequency 1 ~ 50000 pps
fﬁt“f_ o RATTT gﬁg’:;ﬂi‘;’:“" Slope U/ Slope don 0 ~ 65000 Shot 1

R4 Modulation Waveform Square wave - Sin wave *

Triangular wave - Arbitrary waveform

A BRGTREfE Output Control Output Time CW * 0.1ms ~ 65000s %2
CWE-F Z0-T7y7 /%> | CW Mode Slope up/ Slope down 0 ~ 10000 sec
L-HEGREH Number of Laser Setting Conditions 256
HHRITEHRE Output Measurement Function Average output (W) - Output energy(J)
NT=T1=FNy 7 Power Feedback Function Standard equipment
RN Guide Laser Visible red laser diode built in %3
SEDmIEHEEE External Communication Function RS485 Communication function 2 port Standard equipment
AHAR Cooling System Water cooling
EER Power Requirements AC200V £10%  50/60Hz
HEEN Power Consumption Maximum 5kVA \ Maximum 10kVA %4
AtiE (mm) External Dimensions (mm) 1350 (W) X700 (D) x1050 (H)
EE Weight 420kg | 430kg

X1 JULZBERERFEENE L/ ULIE %2 BHRRERERBBEIERE X3 YILFE-R(TDHR X4 BHEFF-1=9NED

%1 It stop automatically after setting the pulse time. %2 It stop automatically after setting the output time. *3 It is only for multi-mode. 4 It includes air-cooled unit.
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L — e FibeEe.r V'V:Berg

7N —

‘THF1-5001 THFI-6001
75 _“nnI%-Fib_er_ Las;F_\./T/e.[‘d‘.é-r_ —

mRELNILOE—LRE
The high-level of beam quality

REISELS. BRI AT S RT LE#H

It' s strong for reflected light effect due to AT system configuration.

THEI-2001 THEI-3001 THFEI-4001

7B1%fl 2 Welding Examples

ERIRECIRIL VARG
Simple operation, extensive welding conditions.

L—HYHH £1%LIA  [RIP #EE] B8

Laser output within +1%, and [RIP function] configuration .

iy Models THFI-2001 4% THFI-3001 1% THFI-4001 4% THFI-5001 4%
RAHAN Maximum Output Power 2000W 3000W 4000W 5000W
BIRE-FK Oscillation Mode Multi mode
BIREER Oscillation Wavelength 1070nm=5nm

AV 4 Pulse Width 0.01 ~ 1000ms

BRUERER Repetition Frequency 1 ~ 50000 pps
iﬁi“f_ o RATTyIY g:‘lt::m:’;m' Slope up/ Slope down 0~ 65000 Shot 1

bR $iA Modulation Waveform Square wave * Sin wave *

Triangular wave - Arbitrary waveform

A BRGTRERE Output Control Output Time CW - 0.1ms ~ 65000s %2
CWE-F 20-7y7 /47> | CW Mode Slope up/ Slope down 0 ~ 10000 sec
L —HE&HRER Number of Laser Setting Conditions 256
WA EIERAE Output Measurement Function Average output (W) - Output energy(J)
AVEVESS VAV Power Feedback Function Standard equipment
RN Guide Laser Visible red laser diode built in 33
SEREIEHEE External Communication Function RS485 Communication function 2 port Standard equipment
AHAR Cooling System Water cooling
EER Power Requirements AC200V £10%  50/60Hz
HEEN Power Consumption Maximum 20kVA X4 ‘ Maximum 30kVA X4 Maximum 40kVA %4 Maximum 50kVA %4
SNtiE (mm) External Dimensions (mm) 700 (W) x1350 (D) x1490 (H) 700 (W) x1350 (D) x1990 (H) | 700 (W) x1350 (D) x2190 (H)
g8 Weight 480kg ‘ 600kg 640kg 680kg

1 JULZBERERBEIEE/ VI %2 BEFEEEMBEEIERE X3 YNFERZITDH ¥4 BAEFI-IZINET
%1 It stop automatically after setting the pulse time. 32 It stop automatically after setting the output time. %3 It is only for multi-mode. 34 It includes air-cooled unit.
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BBl 4 Welding Examples'

THSC F2001 THSC ES01

YAG Laser

SBERUTROEWVTIVLF ORIV AT+ F%ER g AEEOSWVTIRILI/0 #BEHL

Adoptmg full digital scanner of small changes in temperature SRRV BBt RR IR D ] HE
EREELABRDICEIERS — LR Built-in a high §hare of the digital 1/0 can be connected to a variety

of external devices.
CAD 7—&AN. T14—FVIAN.
YhUY I AA N ReE B E

Configured with CAD data input, correction input, matrix input function.

& BRARYNBIEEER
High-precision positioning, high-speed seam welding
and spot welding.

- —

Micro/Shot Arc

Resistance

THSC-F2001

EJEI!E& 'E‘%’:'U)T :ﬁE*ﬁfE | THSC-F501

Extremely high positional accuracy

fo]

= \ A5t Model THSC-F2001 4% 3

ﬁlﬂlﬁ iz# m EE 50# m L'lw mIxTy7 Processing Range [J215mm : %

TIORINIA—LEMBREEICERL . <2urad/CORERU 7 MEEEORE LI 0EE, FoL> X FéLens =340mm W.D. 203.4 =3

foL > XERADBE THMHIEY 7MITHBFEE 50um LIRZEER. TYA—ZL2X | Collimator Lens F=100 =
The position detector is configured with digital encoder, to ensure<2rad / ‘C temperature drift AIEFIRME | Position Reproducibility| £2um ]

performance, stable processing. . ; )
Even with the fAlens, the positional accuracy of the software can be attained to within 50um. Deformat'on_ revise function
Standard Offset function

gm E F’ﬂ%a) j y h D - 5 - l: * l) R Install Function Teaching function
15*'.7:: ﬁu ﬁﬂ'ﬁt%ﬁg&%iﬁ _ : . CAD data reading function

FEER Power Requirements | AC100V  50/60Hz

Checker

Originally developed the controller can achieve HE Weight S

superior controllability and performance.

?W%U)EI_/L c;?iéjzjjlélz{?: éﬁﬁéﬁ?ﬁgﬁﬁ&ﬁgﬁggﬁ%ﬂ IS Mode! THSC-F501 {4
Tl 44 Y BIEHT MITU7 | PocessigR £180mm (150

AFvFHHEIIC XY2100 FORIMA > 8—T 11— A% KA. | e - =t

Built-in a high share of the digital I/0 can be connected to a variety of external Sl Co"fm’ Lens — F=60

devices. (Digital /0, Input 65-bit, Output 54-bit, RS485 communication) GrEBZRME | Positon Reproducibilty | £5um

USB connection can correspond with the laptop. Deformation revise function

el el R SR 1S FZHELEHEBE | Standad Install Function| Offset function

XY CAD data reading function
THFI SCANNER SCANNER FUL RIGITAL FRE®E  |PowRegienens | AC110~240V 50/60Hz
TFAN—L—Y aveo-5-— DRIVER 35 g i
Fiber Laser Controler XY2-100 | xy z#4F—KrS4/5— INTIINAF T s g about 21kg -

P } ==
fises ] —

Conveying
Machine

PC

USB #&#: / USB Connect 215%215 mn




THSC- F2100

b 774/\ L/—*J‘ﬁﬁﬁ

L The output emission units

of FJber Laser_,.- ‘
2 = - -’ifd-tr- T

77AN—L—YBROYIRVOBFRIZVNTT
A& CCD 421 78 ZABL THWET

Fiber laser cutting and welding unit dedicated,
you can also prepare other models comes with CCD.

J74N—L—BEEsEI1IZvk
The output emission units of Fiber Laser

A Model THSC-F2100 14
T IN—$#% | Fiber Optic Interface RQB/QBH

ABtEEREE#ME | Incident Focal Distance | 60mm  75mm  100mm
WG SFERE | Emission Focal Distance | 100mm  125mm

150mm 200mm

RAR/INT— Maximum Power <2000W
7S#A /Welding YIAA /Cutting HE Weight about 3Kg

7B1%fl, Welding Examples'

THM -30R-F

TF7AN—L—Y—DRVBITAZZFERLEDS.,
BOLEVE—RNiEZEER

To provide both deep penetration of fiber laser and wide bead

T74 N—L——RNVRh—F

Hand torch for fiber laser

X Model THM-30R-F
T7AIN—##x | Fiber Optic Interface RQB
mAINT— Maximum Power <500W
g8 Weight about 5508

ME—NIRIMIHRICKY), EERBETT,
¥It' s possible to change bead width.

7561, Welding Examples

THV:40R-E| g 1§

. ?&ﬂ%lib‘bﬁﬁ/\/ =

& Hand torch for
coatlng removal

|u—ﬁ—?ﬁ¢§§@ﬁf#ﬂ%

I’ s possible to remove rust or coating with laser.

WRIEHUANYRN—F

Hand torch for coating removal

25 Model THM-40R-F
T4 IN—$f% | Fiber Optic Interface RQB/QBH
mAINT— Maximum Power <5000W
g8 Weight about 2.6kg

s BBETEEE EARIC Y. BEABETT,
%It s possible to change irradiation range.




OPTIONAL UNIT #F7F¥3>,/ Option
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500W L ED 774 N—L—H2ERFICL—TARERD
B 1=y b ST B/ DHIKERDF Z—IC 1Y TT
While using more than 500W fiber laser,

the type of pure cold water unit to cool the laser itself
and the output emission unit.

774 N—L—AflikFS—1=vb

The pure cold water unit of Fiber laser

HEL Model RKS1500G-MVSP

SHAR Cooling System Pure water cooler

BHEER Cooling Capacity 4.9kW / 5.3kW(50Hz/60Hz)
BERR - BXE | Temperature Indicationesetting | Digital display

BiR Power Supply 1¢ AC200V

HEEN Power Consumption 1.9KVA / 2.3KVA (50Hz/60Hz)

7OvAT774(4/8— (14um ~600um) OIA7E%
HTSHEDCETRRAEIRT HIENTRETT
Using couplers, easy conversion wire diameter

of process fiber (14pm ~ 600pm).

T7AN—L—HHTS

The coupler of Fiber Laser

A Model THSC-CP
BO% (NA) Interface Number 0.15~0.18
=AEAN (W) Maximum Input 5000W
SHAR Cooling System water cooling

TOTATIT7AN—DOHNENEE—LZMIRETRELET
TRICEDETOA7RZBIRTEET

Transferred from the active fiber output beam

to processing points, with the pattern selection wire core diameter.

Ot T774/\N—

Process Fiber
BEROIREZICADEAREZABVVELET, TRERRAEICEDIETEIXWALTET.
GHRIZBRAahELEZLY)

Ready to meet specifications of customer requirements.
Please order by the following representation. (For details, please consult our company).

O B [ [ =

RIRE—N =ESA EEAR a7& RE
Oscillation Mode Terminal Mode Transfer Mode Wire Core Diameter Length
. ' . RQB
Single Mode Fid& / Snge Teriel e 14 7m
Multi Mode ki / Singe Teminel QBH 50
50
100
Multi Mode i Two Teminals QBH 200
300
400

600

Fiber Laser



YAGL—Y 11

YAG Laser Welder
YAG L—5III#EEE whatis YAG Laser 2

YAG L—H1& YAG & (Y U L Yitrium © ZILI =7 L Aluminum - H—Xvh---Garnet) Z
KRR T BEICKVEBEOSNDL—TH T ERIE 1064nm DEFRIRETY .

WNTUTZICENSL . TRV F 2D B EDEFRD D BHTHEVIRILF—FEIEOLNET .

YAG laser is a laser light produce by light excitation of YAG crystal (yttrium aluminum garnet)

and near infrared rays that wavelength is 1064nm. Laser ray focus in minimal area
and processing point get to very high energy density.

EZEML—Y—B8ExRIR

High stability laser welding
IvFINRIVTHY I VIRIE

Easy operation for touch-screen

BZEE - 558 - hEEE - FREIFE XTIy

Possible to choose languages.(Japanese, English, Chinese and Korean)

HMEULREEEDH L. IXNTHEFEREE

Full implementataion of quality mangement , all products are made in Japan
FRmmOMEEZESUXT

Proud of the highest performance in the industry

mE CEEMICT INENA TF VT Rk =B
Configured with high-quality, high stability Oscillators
EARPNIEREERT Y1

Thoughtful set of graphic design

YAGL—YHITHDER

HKT74IN—4—T')L/Fiber Cable

Composition of YAG Laser Welder

—H . RS- YT 71/ \—- o - ] o
Qﬂc; l_; HINTHOMRIE. RS- T 71/ \— S T =YK YAGL—Th (oo oume emesom o)
RIRE | L—UREWBLTHALET. RTPIN— : L—YHREE ]
ETBOICAVET S| & T (RFY TV FYIR)E Gl &1 F (HL— o— a
FYRLYFVIAD 2BEHHY) BAC BRSOV R FRALEY,  Fo—1=vh mn
HHIZ b R T7 N —EBUTESSN L — P E T —oiciReg  Co Waterunt _—

B>
I
i

FTHHFIZVROLYZBRT. TTYMEDPRGYET AFRICELC
TERVIFHSEFIZYRP CCD AAXSHEHFIZVMNERVET.

YAG laser consists of oscillator, optical fiber, and the output
emission units etc.

Oscillator: amplifying laser light and output.

Optical fiber: transfer laser light. There are two kinds of fiber, S|
model (Step Index) and Gl model (Graded Index). And you can
choose core diameter.

The output emission units: irradiate work piece with YAG laser
beam. Nugget diameters vary according to lens constitution of

-
Ve

output focusing units. Depends on requirement, you can use
multipoint or CCD camera-equipped output emission unit.



FRERERDEEZSVET
Proud of the highest performance in the industry

ERREDOEDRIEERZL THENREEIE £2%.

EMROFEMREEICEY E/ENREOERANE RISttt LbHRAK 40%LL EHlRKZZ K (600W H) .
BRI T 7AN—X—=D—DBHNCK) N TA ) T E—REEBRKLTVET.

X.300W Z/ZATODRAE—IHIT] BKW IEEXRFEEKEELR)ET

The high efficiency of the industry’ s highest output stability of £2%.

The high-efficiency laser, rated output, the input current than other companies reduced by
more than 40%. (600W models)

Our cooperation with fiber manufacturers, pursuit of high-quality mode.

In addition, 300W peak value of the output 8kW is the highest standards in the indsutry.

£
[}
17}
©
|
g
>

T — = /—RILIJL—ROYR
RE—REE
Common Grade Rods
Waveform Mode Screen

= O EE o — s - — =oo A%
EmEBE CEEEICTINE/NLMIF Y T+ FHiRSsZIEE,
Configured with high-quality, high stability Oscillators

TLI7LYIL—R0O YAG OVRERATEIET. BmEDOL—HYE—LEEMRTHEIR AIHAA
REDKRHONDAE. BREMBHCEBELET SFICHOMITIEERRE DA TR ICAED I RE
TY. . NMITL—RET7AN—DORABICEY . BEEME—NROREEDREBHICH L. ZNET
DI L—THHFDIZCICE—RDPEL T BBERARDPRETHENDZEDIFEALEDYEEA.
YAG rod using advanced, high-efficiency output of high-quality laser beam. This level can be
achieved output peak value 5kW, suitable for melting depth of welding, a highly reflective
material requirements. Especially for copper, so long as the basic waveform to the full
welding. Moreover, due to the use of high-quality fiber, can quickly improve the stability of

the welding waveform patterns. It does not occur every time the laser emission mode also
changes resulting in the occurrence of undesirable.

FUE7LIL—ROYR
REMNRENICH LR
REE—NEE

High Grade Rods

After the rapid increase
stability,

waveform mode screen.

ZEZRDNEREEERT Y1

Thoughtful set of graphic design

X 7N Iﬁ%‘é@@ib\’("?é&%lﬁbﬁ_,\Ld)77')’7 v EER. |[mm¢.-u gl
THM B5TIRORPTE - REDLPY S&BRL.EUMEESE - &£ . . -
EHRERELET, _J _I _I O
Configured with all models taking into account the site easy to % [_,w,,r,a e ||
use general applications. Only THM can do correspond to the = = o R ki  —
requirements of all customers. Pursuit of easy to read and easy il P LTI o ] marr I T )
to set, to reduce the pressure of the operator’ s use in the field, - — = = e [i) ]
thereby enhancing the working efficiency, high production * & 129 ] ]
efficency. MARRE |73 oy - (]
wr-r=e= 1734 (a3 - RH: [
raykB | 24567 R gm oK L=l

XA VEHE Main screen  BREFHREEE, Welding condition setting screen

YAG U—'Ul‘jlﬂl’f)(—‘j YAG Laser processing image

2V — B seam welding AR NB#E Spot welding

L—43/
Laser ray
L—YHIRIR/
Absorption
of laser ray

L—43/
Laser ray
L—HHIRIR/
Absorption
of laser ray

2/

e Material 2

Material 2




YAG L=+ N0 T i

YAG Laser\Welders

MAX-30P. |

i

YAG L=t T '

YAG Laser\Welders

a4 Welding Examples

MAX-50P |

i

YAG U=t 1 T4 '

YAG Laser.Welder

e

] __aﬂ
s B
e

15A REDERDP HIIET ISEAFTEE
AVNTPRT 1 (ISR BRIEE S HERED 5 .
EOEZHRIAVEY

AS long as there are 15A-capacity of power,
it can be worked. It’ s compact, simple operation
and high performance. Absolute meet customer requirements.

MAX-30P ft#k

REiRER
BAERES
BRAE—T7HD
RAHATRLF—
RA/VRIE
RARR)ERUEREE
PUEE

SR @SR
ANER

SHAR
stiE (mm)
g8

Oscillation Wavelength

Maximum Rated Power

Maximum Peak Power

Maximum Output Energy
Maximum Pulse Width

Maximum Repetition Frequency
Number of Branching

External Communication Function

Input Power

Cooling System
External Dimensions(mm)
Weight

1064 nm

30 W

3 kW

30 J/pulse @ 10ms
20 ms

30 pps

Maximum 3 Option
RS-232 (Option)

1¢ 200V/220V £10%

50/60Hz (15A)
Forced Air

700 (W) x400 (D) x899 (H)

150 kg

BABADBHT D 15A TRE 40W ELVSERE

EHICTUTHFHEM L!
REBICHEEBLLVIIOL—Y—KETY
With only 15A as Input Power, you can use 40W high efficiency.

And built-in long life lamp.
It' s worthy to be called eco-friendly Laser Welder.

MAX-041P {15

FART Oscillation Wavelength 1064 nm
RATERED Maximum Rated Power 40 W
BAE—THH Maximum Peak Power 5 kW
A I RILFE— | Maximum Output Energy 30 J/pulse @ 6ms
RA/NILRIR Maximum Pulse Width 30ms
ERAHRY) R B EL | Maximum Repetition Frequency | 50 pps

PEE Number of Branching Maximum 3 Option
SHERE (S HEEE Extemal Communication Function| RS-232 (Option)

N 1d AC200V/220V =10% 50/60Hz 15A
ANRE LR (True Load @ AC200V)
BEAR Cooling System Forced Air
stiE (mm) Extemal Dimensions(mm) 500 (W) X900 (D) x1012 (H)
BE Weight 160 kg

EREEOMIEEE!

TA) 71 ERFEDOREIE THM 5Tl
5|2 50w 7S ARBOEMREERLELL

Achieve industry-leading levels of machining performance.

User friendly interface and high performance is unique aspect of THM.
In addition, it has the highest efficiency level among 50W Laser Welders.

MAX-50P ft#%

SIRER
RAERH S
BRAE—THA
BRAHATIRILF—
BRAR/VVRIE
BRARRRUEIKE
o) s

S ERiEEHRE

ANER

SHAR
tiE (mm)
BHE

Oscillation Wavelength

Maximum Rated Power

Maximum Peak Power

Maximum Qutput Energy
Maximum Pulse Width

Maximum Repetition Frequency
Number of Branching

External Communication Function

Input Power

Cooling System
External Dimensions(mm)
Weight

1064 nm

50 W

5 kW

50 J/pulse @ 10ms
30 ms

200 pps

Maximum 4 Option
RS-232 (Option)

3¢ 200V/220V/380V £10%

50/60Hz (15A)
Forced Air

550 (W) X900 (D) X1054 (H)

300 kg




MAX-150P
'Y'A‘G‘c-‘&"—mwl
. YAG Laser. Welde_r_

.

B1Efl, L Welding Examples

:.-_._.___ e, _? g i
MAX-300P
'Y'Az;‘c-Tf—le
. YAG Laser\Welders

F' MAX-400P.

AT - I

THM DO B1EE

ZDIZATHEELNA 80J T
BEHES YAG L—H1E THM 717
RELT IV IPHOMIZrTREICLET

THM’s finest product! The only Laser Welder that can

output 80J Pulse YAG laser among 150W class. E
Makes it possible to process alumninum and copper. ®
|
(&)
MAX-150P {14k §
RBikER Oscillation Wavelength 1064 nm
RAEREAN Maximum Rated Power 150 W
RAE—THAN Maximum Pezk Power 8 kW
AT RIVE— | Maximum Output Energy 80J/pulse @ 10ms =
JXLRIE Puise Widh 0.3ms ~ 20ms (0.01ms Step) —(E“
ERAHRY) MR B K2 | Maximum Repetition Frequency | 200 pps s
D EL Number of Branching Maximum 4 Option o)
SHEBEISHERE External Communication Function | RS-232  (Option) g
s 3¢ 200V/220V/380V +10%
o iput P
ADER Input Power 50/60Hz (30A)
st (mm) External Dimensions{mm) 1000 (W) %600 (D) x1090 (H) o
58 Weight 320 kg <T:
°
<
(0p)
o
= S
THM OBE{SE S
ZDYZFATHEREHE NN 80J T

BEHES YAG L—Y1E THM =17
REELRTIVIRTHDINLTZr]EEICLET
THM’ s finest product! The only Laser Welder that can

output 80J Pulse YAG laser among 300W class.
Makes it possible to process aluminum and copper.

Resistance

MAX-300P {14k

RikER Oscillation Wavelength 1064 nm
RAEREN Maximum Rated Power 300 W

BRAE—VHA Maximum Peak Power 8 kW

AT RIVE— | Maximum Output Energy 80J/pulse @ 10ms
RA/NULAE Maximum Puise Width 20ms (0.01ms Step)
ERAHRY)MR L B B2 | Maximum Repetition Frequency | 200 pps

PIEE Number of Branching Maximum 4 Option

SLEREISHEAE Exteral Communication Function

B Iput P
ANBE Al 50/60Hz (40A)
<tiE (mm) External Dimensions{mm)
ES Weight 350 kg

RS-232 (Option)
3d 200V/220V/380V =10%

1000 (W) X600 (D) X1090 (H)

SUPER LASER O I >N —1%5&
BhMIHEICET R (BHHE 35% ER) T

Weld Head

o AAMERBICEBRIBUE T e
Entry model of Super Laser series! With excellent maching
perforamnce and energy saving, reduce running cost.

It reduces power cosnumption to 35% of that of the conventional

company products.

Checker

MAX-400P {14k

RIRER Oscillation Wavelength 1064 nm
RAERED Maximum Rated Power 400 W
BRAE—7HA Maximum Peak Power 8 kW
BRAH AT RIVE— | Maximum Output Energy 80J/pulse @ 10ms
BA/NVRIE Maximum Pulse Width 100ms
KA )R L B 8 £ Maximum Repetition Frequency | 500 pps

Dk EL Number of Branching Maximum 4 Option
SHEREISHERE Extenal Communication Function| RS-232 (Option)

i 3¢ 200V/220V/380V £10% 50/60Hz 60A | =
ANEE s (True Load @ AC200V) =
stiE (mm) Extemal Dimensionsimm) 600 (W) X1500 (D) x1200 (H) J_—’_— -—
ES Weight 600 kg F— S8

> j—F h‘

F
|




YAG Laser,

\Welder
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MAX-500P
VAG U= FmTEl L I
. YAG Laser Welde_r 1 f

|
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7B1ER 4 Welding Examplesiy

M

SUPER LASER OIRILETIL
L—Y NI OEEZRENICHEK!
EHHEE 35% KiED ECO LASER T s

Middle model of Super Series! Expand your areas of laser processing.
It reduces power consumption to 35%
of that of the conventional company products.

MAX-500P {4k

RIRER
RAERHA
RAE—THA
RAHAIRILE—
BRA/NIVRIG
RARELEEE
DI

S EBEIEHEAE

ANEBR

stiE (mm)
B8

Oscillation Wavelength

Maximum Reted Power

Maximum Peak Power

Maximum Qutput Energy
Maximum Pulse Width

Maximum Repetition Frequency
Number of Branching

Extemal Communication Function

Input Power

Exteral Dimensions{mm)
Weight

1064 nm

500 W

10 kW

100J/pulse @ 10ms
100ms

500 pps

Maximum 4 Option
RS-232 (Option)

3¢ 200V/220V/380V £10% 50/60Hz 60A

(True Load @ AC200V)

600 (W) x1500 (D) X1200 (H)

600 kg

SETOHFI=VREY., FRENI=HT—IZV A
FEIRAJEEICERYEL 7

Compared to the previous Output Emission Units,
Now you can choose the colorful high accuracy Output Emission Units.

o ol \\
H —
H&4 1= Output Emission Unit
L>X /Lens (¢pmm) %X/ Model # 5358 /Focal Distance (f) WD (mm) L (mm) W (mm) Weight(g)

®30-N F70-50 50 43.7 103.2 38 150

®30-N F70-70 70 65.2 103.2 38 150

®30-N F100-50 50 43.7 134.6 38 200

30 ®30-N F100-70 70 65.2 134.6 38 200
®30-N F100-100 100 96.6 134.6 38 200

®30-N F150-70 70 65.2 186.3 38 290

®30-N F150-100 100 96.6 186.3 38 290

»30-N F150-150 150 148.3 186.3 38 290

®40-N F70-50 50 40.7 103.4 48 210

®40-N F70-70 70 63.4 103.4 48 210

®40-N F100-50 50 40.7 135.4 48 270

®40-N F100-70 70 63.4 1354 48 270

el ®40-N F100-100 100 95.4 1354 48 270
»40-N F150-70 70 63.4 187.6 48 380

®40-N F150-100 100 95.4 187.6 48 380

®40-N F150-150 150 147.6 187.6 48 380

®50-N F100-70 70 60.2 135.2 58 340

®50-N F100-100 100 93.2 135.2 58 340

o »50-N F150-70 70 60.2 187.9 58 480
®50-N F150-100 100 93.2 187.9 58 480

®50-N F150-150 150 145.9 187.9 58 480

»50-N F120-120 120 1144 156.3 58 400




MAX-600P.

YAG U= mILi
_ YAG Laser.Welder

THM »35%. SUPER LASER D& EfirtkiE
ZDANYIESTIEDOIMIEREE
ThEHRFITHIADATA

EIIHE 35% (KD ECO LASER TY sy

High-end model of Super Laser series! Expand your areas of laser processing.
It reduces power consumption to 35%

of that of the conventional company products.

YAG Laser

MAX-600P {14k
RBikER Oscillation Wavelength 1064 nm
RAEREN Marimum Reted Power 600 W
BRAE—VHAN Marimum Peck Power 10 kW
AT RIVE— | Maximun Output Energy 100J/pulse @ 10ms
BA/NVRIE Maximun Pulse Width 100ms
B AR R U R ER | Madmum Repetiton Frequeny | 500 pps
PIEE Number of Branching Maximum 4 Option
SHEBEISHERE Extemal Communication Function | RS-232 (Option)
= 3¢ 200V/380V +10% 50/60Hz 60A
A Input Poveer (True Load @ AC200V)
<tz (mm) Exemal Dimensions{n) 600 (W) X1500 (D) x1200 (H)
E8 Weight 600 kg

THM TlE. SHEeYAGL —HINTH

—SUPER LASER “MAX 2)—X" O#F72a>&LT
‘AT D CCD WXt 1=V bEaS1 7Y T

As accessories of high-performance YAG Laser

— SUPER LASER “MAX Series” ,
THM has got a super lineup of CCD camera-equipped output emission unit.

CCD AXSffEEHRI=vh

Type L 3 Photo 30-L Type U 3Photo 30-U CCD camera-equipped output emission unit

Type |L>Z/Lens(¢pmm) £ Models # =358/ Focal Distance (f) WD (mm) L (mm) W (mm) Weight (kg)
THM II-30A-100100-U 100 79.2 272 110 1.1
30 THM II-30A-10070-U 70 47.8 272 110 1.1
THM II-30A-7070-U 70 47.8 272 110 1.1
THM II-30A-7050-U 50 26.3 272 110 1.1
THM II-40A-100100-U 100 76.2 289.7 123 1.4
U® 40 THM II-40A-10070-U 70 442 289.7 123 1.4
THM II-40A-10050-U 50 21.5 289.7 123 1.4
5 THM II-50A-120120-U 120 93.4 304 146 1.7
THM II-50A-120100-U 100 722 304 146 1.7
60 THM II-60A-150120-U 120 92.9 320.9 170 2.3
THM II-60A-12070-U 70 73.4 320.9 170 2.3
THM II-30A-100100-L 100 79.2 271.9 170.6 #1.0
THM II-30A-10070-L 70 47.8 271.9 170.6 #1.0
80 THM II-30A-7070-L 70 47.8 271.9 139.2 1.0
THM II-30A-7050-L 50 26.3 271.9 139.2 #1.0
LEY THM II-40A-100100-L 100 76.2 291.7 190.4 1.2
40 THM II-40A-10070-L 70 44.2 291.7 190.4 1.2
THM II-40A-10050-L 50 215 291.7 190.4 1.2
50 THM II-50A-120120-L 120 93.4 310.5 221.3 #1.3 &
THM II-50A-120100-L 100 722 310.5 221.3 #1.3 i '.;
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Scanmng System S
guat T W= .

MITU7RZEARY NRUOY—LBEETOIZEICKUERERBREIEICLET | KIBREY M LDOEEDSRIADEYT

High-speed multipoint welding by spot or seam welding in Porcessing Area. It can shorten the time significantly.

ZF¥=TJ R/ Scan Mode

THSC 2U—X11#k THSC Series Specification

§ os 0s Windows7

H VINITT Software Mlamac

i BRAMIIUT Maximum Processing Area [150%50 -[]100%100

i BT — 2 TERERE Positional data Setting Function | Teaching function

CAD data reading function

HHAEDEL—Y AR | Compatible Laser Welder THM-built pulse laser
SBISHIE Communication Control RS485

EXpendable Supplies JH#E68. Expendable supplies

L—YRZEMIRETEELET

ARy NEICEDE.90.2 ~01.0 ETZHELTLET
The laser is transmitted to the processing, you can use
©0.2~ 1.0 fiber according to the light spot.
TRERFEICEDIETEXVVAELETET, FEREBHEbELEEN)
Please order according to the following representation.
(For details, please consult our).

] T e

BEEHR a7& RE
Transfer Mode Wire Core Diameter Length
200um
sI 300um
400um 5m (Basic)
Length designated
600um possibility
Gl 800um
1000um

KI27AN—=—T )b
Fiber optic cable




7) IJ 9: II:I:II %T_l. j— : “J I\ Multi-point Output Emission Unit

& X—3 Emission Picture

Welding can be made according to the needs of the lens.

=P

CCD AASHMEVILFHFALIZvH

CCD camera-equipped multipoint output emission unit,

7B¥6I~ Welding Examples

MIRZRBLENS. 2~ 4 RERKMITAHIEICEKY. HiEDRBRERILEIANTHAIHE

Simultaneously processing 2 to 4 points with watching processing points, you can simplify a large amount of equipment and reduce costs.

ZREIRICREDITREREDT., BICERTRERDEADBOTOBRLBYET
Due to multi-point simultaneous welding, rarely deformed, especially for the thin sheet welding.
BEEYFORVT—ITHHHIZY MIFHELELA.

Even if the pitch is very narrow workpieces, the emission unit is not effect.

BER_—AICEDETLAREDARETY

2 RRIVFHHEI =Y
2-point multiple output emission unit.

CCD AXSHE 2 RVILFHFI=wh

CCD camera-equipped 2 points multiple output emission unit.

FEHTRETHZLICEKY ., BRICL—TBEDPITAET
EICiRED/PMOY FEREEEMITTY

Manual operation is easily performed using a laser welding.

Mainly for the production of small quantities of many varieties sheet mental.

NRU——k—F

Manual laser welding torch

EABUDBEEERTY
Nhayhk - ZEmBEEMITTY
Simplified Work Station for welding.
Suitable for manufacturing of a
wide variety of products in
small quantities.

XYZ5F—=TIL
XYZ Workbench

YAG Ov Nhi2 A
ERASM. SEEICKY.
RGEFHEREYET
YAG rod excitation laser material
exchange time, due to the
conditions of use, the frequency
varies.

HKEREDPET LSS
HRELET

Pure water resistance value
® decreased, it is recommended
that an exchange resin 6 months.

Frzld. 6TRIC—EXHE%E

Exchange time for the protective
lens , due to the conditions of use,
the frequency varies.

REHS X
Cover Glass

7ovvaSv7 A 7 23R

Flash Lamp lon Exchange Resin
S BB FiREF DS

s 6 Al-EXAEHELET

&;ﬁuggm;g;; DEXE Oscillators cooling, the propsed

six months for a change.

- .:,.': : 3 e %[EZK

Pure Water

YAG Laser

Micro/Shot Arc Laser Marker

Resistance

Weld Head

Checker



FE{FL—T NN TH
Semiconductor Laser Welder
ﬂégﬁs IJ_U&’J']I#:EC‘: la: What is Semiconductor Laser?

(4
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FEAL— YT BIRSRE T 70/ — BE LM ICKUBRENE T, FiReE : ITEWOARMAEIBT. LY E1A—RD}HZEH
ALET . 77AMNN—: L—YEEETEDT—TI T HPIZYD : X771 N—ZBL TR L —HRET—JICBE LT .
The semiconductor laser consists of oscillator, optical fiber, and the output emission unit.

Oscillator: Processing machine main body, the light output of the laser diode. Optical fiber: Cable laser transmission.
Output emission unit: Transmitted through the optical fiber laser is emitted to the workpiece.

JFEf CEIRICAETEES Z 0

Non-contact, no load on the substrate.

MENGINEL(E AR T REL TR A OBEEH TIHE

The maximum efficiency of the heating and the supply of solder, the solder can be stable automation.

CTHRNASBVRWERPREZEERETHIF AN TIEE

The soldering iron can not enter a narrow space or a high density assembly, it is possible solder.

CCHRDIBOIBL AV TF VAR TV

No replacement soldering iron, high maintenance.

3275 MEBOWH,
FEAHOOM—F5—(F#) T
. - BRIETZ. BEEADBEIC
® RECY
Ll l3d ’F?, Small 30W machine,using a dedicated
T ] troller (wired tion,
a @ ) .‘r START g?gg ?sorhgob:;t(zvt;:ﬁig)u?'giiroanIgﬂtomata.
&
) 7% 87— RATICEHIEL TV ET
S i ,";f-‘-ﬂ You can also correspond to
l’;ﬁﬁ lead-free solder.
i
?1’
SOLDERING LASER
ER | F <
£ 5 Iy

b

OPTIONAL UNIT #7v3>, Option

Pv,GMM BO X THX-301 | = ]

BE Model RSM-SM08 ~—X'
BIR Power Supply AC220V. 50/60Hz
RiRAK Oscillation Mode CWwW
R Wavelength 808nm or 980nm
=AHN Maximum Output 20W/30W/60W
HBEAR Cooling System air cooling
77;’ ‘:ﬁi Optic Fiber Length am UE—rI2MO—)LRYI X Remote Controller
AAF—RFHH Diode Lif 100000 h

. " lode e our THX-301 %
~ti& (mm) External Dimensions (mm) | 488 (W) X500 (D) X190 (H) BT Agolicable Models  THLD-Seri
BEERE Ambient Temperature 5 ~ 40°C / humidity=90%non condensation L ppicale Vodes ~oeres




HAL

SYSTEM
v thiemoco g CTHIL

Laser Marker

ZiEE R R OBAEERmICENF T4
Capable of printing a variety of mental and
TH L M _20 i resin parts.

s ot SEMT. R (B3 - REDMT.
TP DA JNUBRYHIT. BRI el e
Fiber Laser Marker i Achieve black processing, sheldding
T (painting, coating) process, deburring
Ny L . 5 . process, engraving process.

- : T T EF 5B EERAB . WMER .
- : BRI R, ERMES. )

SILPI. 4 Processing Examples | : YIAVIINNDR=F2 T,
| —— - By T4 Rl M IARE
J T i Electronic components, electrical equipment
" parts, mechanical parts, resin parts, medical

’ & equipment, wafer marking, cutting, drilling,

b . ! 1 . micro-machining and so on.

=

| Model  [THimetow [ THLM-20W THLM-30W
RiREER Oscillation wavelength 1064nm
BAES Maximum Output | 20w | sow
x4 B Scan Mode Galvano Scaning
FoL>X FO Lens F160

mITu7 Processing Range []100

IEBEM Position Reproducibility +2mm

BEHAR Cooling System air cooling completely

X URE Marking Speed =18000mm/s

FiE Fonts all kinds of fonts TIF of Windows system

/8 PC Attached PC CPU 3.0G / 1G internal memory card / 250G hard disk / 15" LCD / Windows XP
ANEREE Input Supply Voltage AC220V / 50-60Hz / 3.5-5A

AERE Ambient Temperature 5~ 40°C / humidity=90%non condensation




N L w
XA 0O0O7—T 3R
Micro Arc Welder
74 7 DT_gigj:gﬁEtlg What is Micro-Arc Welder?

TERD TIG AW CTIER IR T o/ iR RIS - B HIHZE A RelC L7z, LWDIEEIEE TIG ARy NA#EH (v (/0> avbh7—2) |
T,

h—FFeiRET — o (HAEY) FTH 0.5~1.0mm OF vy 7 (BRRE) 2R (T ZORIC/ VAL e 7 — U BRERESEET.
B VIRRDFHL ARAPH T — T L S EERR. ERREDFTHROIIRINT. /A 7HIEMTHFICRETT .

You can achieve short-term and micro-current control which was not able to do with Existing TIG Welder. It is worthy to be
called ultra-precision TIG Welder, Micro-arc Welder. Discharge a pulsed arc current, having a space between torch tip and
work piece (About 0.5 to 1.0mm).

Suitable for the front-end part of the coil end Solder Less welding, pipe, a variety of medical equipment, pipe and other
products of spherical ball processing and sealing process.

L—Yidr DN Ry METEENTIRETT

Possible to welding with small nugget like laser.

FEERN T3 DT, D—J [CHEMBIIEND I AS NI EREPIEEIINZSNE T
Due to non-contact processing, without applying mechanical pressure on the workpiece
and thus inhibit the deformation and damage.

BEDOAYT TV ANBRTY

Easy to maintain electrode.

ERAMECEEER. IR EOEEEORVWWEDOBIENTIFETT
Possible to welding for high melting point materials, dissimilar metals
and materials which have superior electrical conductivity such as copper.

A ViR DBETIE ROMIDRELIEA

In the coil end welding, so the coil does not become thin.

AREES T (IERDOHERNS IICITA S BEMENEHTT

Due to the simple operation, positioning freedom, easy to automate.

RA 707 — T B OB
Composition of Micro-Arc Welder N
N oar7—7J HRAFEEEE

YAo0YaYNT — o DEREREHET DEBRFIR-h—F - 7—A5—T B Gas Regulator
SUBRSNET . BRBIIN H—BEERESE TEREME. RESHIOBEE Wit
RESWVAELTRELET . 71— N\YJHIEICKY NG ESOEHBTVET.

N—FSEIRERICIEBE N 2 BEEAVET Fe. M—FEBHDOIRFILTY (Ar) H2/ Gas
HADEHEN, T—PBEDBABLL  ARETNET. F— A —TIET—

RIIERLET.

Micro-arc welder generally consists of power supply unit, welding torch, and h—F
grounding wire. Power supply unit generate trigger high voltage and make Torch
eletrically-conducting path. The welding current is converted into a

pulse-type and discharged. And it will send out NG signal for feedback.

Commonly rare mental electrode is used as torch tip. And argon gas is —

blown for oxidation resistant and cooling of electrode or workpiece. .
Grounding wire is connecting up to workpiece side. ##1/ Materials

YA 2707 —J#E.~ Micro-arc configuration diagram



HEVPEMLBIIADES

In the case of surfaces and complex shapes
FEEMIBARDD . T—UZNELES THREDRIRARD T, BUPEH
DREEHZADIEDTRETT
Since the non-contact welding of
the workpiece can be welded
without pressure, inhibit the

occurrence of deformation or
distortion.

/NRIE—%5—4—2Z 7 Small Motor Case

EEERDES

In the case of high-melting metal,
dissimilar metal
BUGAT U EVTTU B RIVED
ERRMHERSICARAIEETY .
Tungsten, molybdenum, tantalum

and other high melting point
material are easy to weld.

BT 154>k, Bulb Filament

A NimRIESDIES g

In the case of coil end joint

FHLR - TIVIALADIRT)—ZEDH. RIRICERLUEA T -
TY JEAREBRRDIO REVBIREICH § 2R EDI D THRL.

RO ER/NRICEEADIED TEET,

This is a method of joining the
environment into consideration,
because it is lead-free bonding of
no solder, no welding flux.
Welding time is short, little effect
on the resin brass heat welding
can be performed on the wires.

<A 0a')L—/ Micro Relay

ZIWVIAVAHADEAICKY .
MEIOHNEBRZZENVICREET

i~
Argon protective material appearance | f;
FYANIREL T OfcE%E Y9 %
BLBED LA, : o
WEEDIREE R O DB - S
RELET. ZI)VIVHZ,/ Argon Gas =

Can individually set the flow
rate of the auxiliary gas and
air, which helps to burn film
to protect the appearance of
the material.

BERR
Volume end of the line

]
s IF—/Ar
-~
=

I\og—yiﬁfg*%ﬁg [ | [emsnw 12 [ [wemse. o
- CURREMT 12545 ;o | - Wil _
Power function model aﬁw: s
EBRIE S BRULBAE. BLONE—VEARIAAEDYE  |[AnamI 565 b / BE=l
Zlfe. NE—2BEDUREERVET DT, KUBBRBESITREERY = e e o L
= e - v- 170,45 o) R T
¥ +u bl 3G ¢ 20— Jur

When the mode of login arbitrary waveform, free combination of ) ™ s o m W : -m:. %_:' B 5' 100
each mode, the mode can be energized, thereby achieving = =T | | B |emaer
precision welding. - T 1 = Wi

e ] <~ | = 100

XA ~EH, Main Screen AESKRA/REEIE.” Internal Waveform Setting Screen

XA 207 —INLA X—< Micro-arc Process Image

j’l’)b@ﬂiﬁﬁﬁﬂiﬂ End of the coil processing

0.5~1 .Ommj

~—3/Torch

7—J &/
Arc Electrode




Configuring arbitrary waveform Noise is reduced to approximately 50%

T~ | s rmsimme RS 1 XEERBO 50%IIEH

T H _300 control function of the original equipment
_ > B INE—BE R BELICRBRBRERVATLA
-— — . Power function Model The best automated welding monitoring system.
NAI07—7 BEEEN _ .
’ "I\/\lcr-arc Welder ZEDZF. mKA 32 FEETRREDTEE
R oo o - 3_;' - Conditions varied, most of the 32 kinds of conditions can be saved.
TH-30C 4%
ANER Input Power 1¢200V/220V +10% AC50/60Hz 10A
RAHHER Maximum Output Current DC 30A (100ms)
EHLLY Current Range 0.6A ~ 30A
{ER= Usage Rate 10%
INI&H Processing Conditions MAX.32 Memory
Z20-7UP Slope up 4.0 ~ 100ms
INVRIE ABE Pulse Width Welding Time| 4.0 ~ 6000ms
ZO0-7DOWN Slope down | 4.0 ~ 6000ms
INZ— @B Power Pattern MAX.10 Pattern
TH-aog TR Welding Conditions Memory | MAX.32 Pattern
A v o EZN Display Color Touch Panel
ArfiX « I7—HE Argon Air Flow 5L/min
71)70— 778—70— | Pre Flow/After Flow 100ms ~ 2sec
SHAR Cooling System Cooling Interval Air-Cooled
st (mm) Extemal Dimensions(mm) | 273 (W) X569 (D) X412 (H)
58 Weight 35kg

ATTACHMENT == ATTACHMENT

o * SAT-1508

SAT-150 / 1508 I M SAT-150
I\_g‘ Torch . “

7124l Welding Examples AREEST. MERDOLUBHTTITABH. BBUIBHTT
TH 1 OOC — Due to the simple operation, positioning freedom, easy to automate.
VIR RDBETIE. BROMYDEELEFLA
..—-'-' Ll B ] ﬁml 11 : & Welding the end of the coil, so the line does not become thin.
SARRIEL) | BEDA Y TFVADBRTT

3 I\{\lcr—arc W-e lder_._ Easy to maintain electrode

TH-100C 114§
ANER Input Power 1¢200V/220V +10% AC50/60Hz 15A
RAHNER Maximum Output Current DC 100A (100ms)
ERLLY Current Range 1 A~ 100A
fER=% Usage Rate 10%
MI&HF Processing Conditions MAX.32 Memory
2Z2a-7UP Slope up 4.0 ~ 100ms
INVRIE A Pulse Width Welding Time| 4.0 ~ 6000ms
Z20-7DOWN Slope down | 4.0 ~ 6000ms
ING—RE Power Pattemn MAX.10 Pattern
BHEEHAE) Welding Conditions Memory | MAX.32 Pattern
%N Display Color Touch Panel
ArfiR - I7—hE Argon Air Flow AV 10L/min / Air 1L/min
7)70— 774—70— | Pre Flow/After Flow 100ms ~ 2sec
BEARX Cooling System Cooling Interval Air-Cooled
ti& (mm) External Dimensions(mm) | 303 (W) X580 (D) x467 (H)
g8 Weight 45kg

ATTACHMENT == ATTACHMENT

o * SAT-1508

SAT-150 / 1508 I M SAT-150
I\—9'- Torch . “
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ERERRR HIEREEZER
KUBECERMABRDPAEICEYELE

Configuring arbitrary waveform control function, according to the workpiece
material and welding conditions, to achieve a more sophisticated welding.

RA 16 ZHETRIEHFIRE
PEZRBOEECHAIERMEICERET

Processing conditions can record 16 conditions for a small multi-standard
products or new product development.

TH-30C 4%

ANER Input Power 3¢200V +10% 50/60Hz 40A

RAHNER Maximum Output Current DC300A £10%

BHRLY Current Range 10~ 300A

{ER% Usage Rate 5% (at 300A)

I&H Processing Conditions Max.16 Memory

Z0-7UP Slope up 0 ~2000ms
INVRIE ANEEE Pulse Width Welding Time| O ~2000ms (at 100A)
ZO0-7DOWN Slope down | 0 ~2000ms

HYAIIVEBE Power Cycle Max.256 Cycle

ING— B8 Power Pattemn Max.2 Pattern (CURR1 CURR2)

KRR Display 20Wordx2Line

7J78— 772—7H0— | Pre Flow/After Flow 0~9.9sec

BEAK Cooling System Cooling Interval Air-Cooled

st (mm) External Dimensionsmm) | 210 (W) X560 (D) x385 (H)

Es Weight 24kg
ATTACHMENT #®E=s ATTACHMENT

SAT-300
SAT-300M
SAT-300 / 300M
- 9: Torch

BEFAS / RTROBEZME. NT—HRFFOBZICHKE

It inhibits high-voltage which applied start and end of welding.
I’ s suited to welding of power device.

BEEARZ—NERBLT/AADPEVAIED B, (w15
In comparison with high-voltage-start, touch-start suppresses noise.

RKDELBEHEDPBVD, X0 TF VAT MDOHEIRHERR.

Because of suppress misfire and consumable electrode,

it’ simproved to reduce a maintenance cost.

THX-202

E—423>hO—JLER  motor control unit

BiR input power 1¢200V+10% 50/60Hz
HEES electricity consumption | 200W

st (mm) External dimensions(mm) | 300 (W) X420 (D) X200 (H)
Es Weight 5kg

HEEX control system servo motor

E—E2AYREB  motor head unit

stiE (mm) External Dimensions(mm) | 200 (W) X380 (D) X525 (H)
£ Weight 10kg

IyF7—73Y b O—S—&EE E/operanon screen of touch ark controller

YAG Laser

Laser Marker

Micro Shot Arc

Resistance

Weld Head

Checker



HEEXT A
Thermocouple Welder

?&%jﬂ;ﬁ}g*‘%t la: What is Thermocouple Welder?

BENMNE—XERBICH LI BET— I ARy NBERTY .
ERO/N\RE—RIZRABRFRE Y. Fr o N—ICAND T CEmERAENE—ADER TEET,

FEDAE . BEBATIPREDERESHETRVATH. ZOL TZHEAEEETY,

F7= BIEEEE - MERHEPEED/ N RE—AGRFHI K AEHE—ADARZZDREE R EE.

Thermoelectric beads made of special, precision welding arc welder.

Dedicated handheld torch can be installed thermocouple material, as long as you can into the cavity thermocouple welded
into high-quality beads.

Therefore, even if there is no technical or perennial superb customer experience, you can use at ease.

In addition, the use of a vary short time, miro-current control and hand-held torch made its own design, you can adjust the
size of the thermocouple beads.

AR MRF CABNRIROARERZFNOIHE (KESTHEDHE

Simple operation, welded wire thermocouple measuring junction (adjustable size).

FEBEXI DS (FREP0.01~0.8mmE T) ZIRIAICTHI T % 1

You can tip thermocouple (diameter ¢0.01~0.8 range) processing into ball shape.*!

St VA RIAUIN

Do not take place in a small design

MBS OER e

— Gas R lat
Composition of Thermocouple Welder e e
R BERLERSD .\ NE— R LUBREN TOET, - “
NIRE—RICT—0%55> TU BRBOF v+ N—ICEVARET, o DS ALES
F 02— EBICIS. 7 — B RS E BB B AA— N RRI 7 — A RS EET, e
F7e SRERICIE. T— s BEOBALE - SR0B5. 7T (AN HAEEALET. F19

Thermocouple welder consists of power supply unit and handheld torch. Clamp the

workpiece on a handheld torch, plug in the power part of the cavity. - |

The cavity inside the acr discharge of the electrode, the arc is initiated at the same time. . k 98 \ L;Shilgi){ch
Further, in order to prevent oxidation and cooling of workpiece and electrode during B Z

welding, the argon(AR)is used. =
1 R GIR RIS REXRROBRICI O TEDYET,

%1: Weldable diameter according to the type of thermocouple material changes.

EXBEENT A X—Y Thermocouple Welder Processing Image

t\\— 7\‘j]|]I Beads Processing
NYRE—REIE/
Handheld Electrode

XA B>/
Main Electrode

FIWIVHR/ /

Argon Gas




REME-AOREFRAB/EHTYT . @HOVTA Y —IREICHIS

Dedicated welding machine of Thermocouple beads, supported fine diameter extremely.

## SThermocouple Welde S

N - BETREEVDBRBICHRET

Compact, lightweight and easy to carry .

75861~ Soldering Examples

TN BB RECREREDTETYT

Setting of welding condition is very simple.

TH-15TC {t#f
BEAR Method of Welding Tungsten Inert Gas Welding
T —i82 Wite Diameter 45~29AWG -0.05mmf.~«0.8mm Diameter

(Two Lines Side By Side)
ERARE1T Type of Gas Used Argon Gas
HRE Gas Pressure 0.25MAP (About 2.5kgf/c)
BENBTAR Method of Welding Trigger Electrode contact
m=AHNEE Maximum Output Voltage Open Voltage 90V
HAOER Output Current 3~15A. 1A Step Option Setting
HAETIEE Accuracy of Output Current +5% (23%+5C. Under 80% RH. No Condensation)
BB R Welding Energization Time 0.4~2.0sec. 0.1sec Step Option Setting
TBESREREFEE | Accuracy of Welding Energization Time | 1% (23+5°C. Under 80% RH. No Condensation)

N Concealed an electromagnetic Valve .

228t Gas Contl Pre flow/after flow fixed
ERREEHEE Usage Hygrothermal Environment 0~40°C Under 80% RH (No Condensation)
RIFRITEHE Storage Hygrothermal Environment -10~50°C Under 80% RH (No Condensation)
BR Power Supply AC 100V/220V+10% 50/60Hz
HEESH Power Consumption 600W
<t (mm) External Dimensions (mm) 150 (V_V)_ *250 (D_) 220 ()

(Containing Protrusion)
5 Weight 9.4kg

Expendable supplies
JHFEMR. Expendable supplies

XA >/EEHR Main Electrode

FZIWIAVHZA
Argon Gas

NYRE—REE
Handheld Electrode

Micro Shot Arc Thermocouple



Rinai=hie
Resistance Welder

Eﬂ:ﬁigg*%tlg What is Resistance Welder?

EIURRE. D—IRICV 1V BERESE . V0% 8l CAEBEWHLIESSESHIETT,

Resistance welding is the way to generate Joule heat sufficient to form alloy layer between workpieces and form a joint.

BEiia Y N—I Bk bS5V IR IR

DC Inverter-controlled Welding Machine Transistor-controlled Welding Machine

U7 ILI A LBEREZI —EE BREROIS LHUNEL AR TR BN TR TY
Built-in real-time welding monitor Current rising speed is so fast. Precision and complex welding can be achieved.
BELUEIANY OV TR ZXIR WRELEE R BEE

Total cost reduction and increase value Built-in polarity switchable function

L. REEEICHIG EBE EBRAIHS TN = EIROT6E

Use in English and Chinese is possilbe Selectable constant voltage/constant current control mode
AELCDTRERZH—BERA AEBE =5 — ke

Easy to set waveform using large LCD screen Built-in monitor function

SEBA L FIHERE

Built-in External 1/0 function

2REIR

?&;ﬁ;ﬁ}g%@*ﬁ’ﬁ Secondary Conductor
iti i EUBEE
Composition of Resistance Welder e E .
BEfRAVN—9XB#E# DC Inverter-controlled Welding Machine Welding Head
BRI OB FIEER. NS REB. 20K, NYREB .
THESNET . FIEERIEETR. SRR ESIEL-ER% AEss

Tester
FIVRAICHRUARERICEHRLU . 2REFHENLTAYN
ICTREMICIMEZMA ERERUBRETOET.
KEDM IEEAU.BRENETSE-X—DHUET,
DC Inverter-controlled Welder generally consists of
controller, transformer unit, secondary conductor and
head component. After the control partisnow in SRS ------
control of the size of the current, the time waveform
through a transformer to convert the flow of a large '
current value, the pressure is appliedbythe  seeseeseeeeeee
secondary conductor in the head forces the workpiece
through the welding current.
% Option: the monitor to measure application of
pressure, displacement and current.

PR

20t Resistance Welder
rSYYRIRBER Transistor-controlled Welding Machine Secondary Conductor
IEFUREROBRISHIIE. 2RE K. A NETHEREN S Rs232C
£7 . FIEEICKYER. BFE R ZHIE.FET Z2ALTK Welding
BRICEHLUE. 28R8HZ L TAYREBICTHRYIC Head
MEEZMAERZRUBRZTVET. \ -
XEDM IEEM.EBREAETDE=L2—DHUET. AEE
Transistor-controlled Welder generally consists of ey . """I""""""
controller, transformer unit, secondary conductor, ®
head compoent. The control section controls the """"l"""""
current time waveform. After conversion into large
current through the FET(Field-Effect Transistor), and f =
the pressure to the workpiece through the second n“ :
conductor, so that after the adoption of the welding . 5 '
current. : i :

% Option: the monior to measure application of - '
pressure, displacement and current. . .



Bina VYIN\N—9R
The DC Inverter-controlled

BEHNRD BN ARLEE DRV D T EEE CREZTAE T . DA T T YN EZMA B ENHFRET .
Thermal conversion efficiency, without pause, a short time can be welded. So to control the heat affected melted.

NSIRAIH
The Transistor-controlled

N2 ADRN=DERDIL EVERDRL FTYNDRZEERT SV 1% BRETINA S BREEAEAICLET .
In the absence of transformers, current fast start-up time, greatly inhibiting heat melted the impact and splashes,
ultra-precision welding.

e ~W ~ » , Nl _3) . .
?ﬁ}n}gﬁﬂﬂl’fx—y Resistance Welding Process Images 49407 I‘Z_Et/ﬁ;g’f)( >/ Indirect Welding Images

0 : BlDERD BB EITOMUBICHDEBER UABEIC | /
L9 1VTNREE gu%)_ Zgjgla?ﬁ%ﬁomlﬁt HBDEBERUMEICHDT gEeESS -
. . [=] 180

Indirect Welding The same electrode with the electrode bonding method where the position of ) . =i

one side welding. Electrode Electrode FHIN
3> Ry = NS . . i ; Nugget
IU—ANBE mricmnssBLRmsEaT 5% ##H/Material 1 88
Series Welding Series connection through current , and jointed method

SAVIMRBE BREEE TR RESEICSEBENET 355%.
Direct Welding Clamped between electrodes on both sides, pressing the thick direction of
energization method

Welding

\ \ #¥12/Material 2 Current

— #@#&¥/Insulator

P1—YV0BE BRCEEETV. R THEENMURTET 5L,
Energization of the wire, the surface coating to fall off the terminal and the

Fusing Welding wire core is pressurized, and the thermal caulking method.

2 U _7\“5:@?}%’()(—:/“ Series Welding Images

HOEE/
Pressure

«— Eili/Electrode

i — BT/ Sy 2 .
Electrode Electrode ﬁﬁ?ﬁg 41 /Material 1
Current

P\— 2/

Material 2

=

Electrode AE/ l AR/ l
Pressure Pressure

a2 #4$42/Material 2
Material 2

Current
Electrode

/
AR

Resistance

BEER
Welding |
Current

Fouk
Nugget &

i l_



ISfa fﬁ' (s

INEFRHHA > /N—2K. Small current output inverter

THS 1000 THS-2500 >

.__.-

UFIEALISE

?Eﬁﬁ?&% esistanée Welder'

Z - =

BO70tA%E=8—FkE

Welding process can be monitored in real-time.

SHEEL 71— - Ny IHIEAR

Precision feedback control

B0

HEED

KRG ROFGEHE

Welding Examples

ZITINEALLICRT

Real-time display of current, voltage, power, waveform, and the average RMS resistance value.

BRAOYAVIDEE

B8, BYAVNICTAO—T 7y THea B

Possible to set current pattern up to 9 times and configure slope up in each cycle.

ACCESSORY #rmz Accessory

YE—hIVhO—)L
mwIA

Remote Control Box
KBy FINRIVERA.
EREIRIEDTIRETY
Employ large-sized touch panel.
Intuitive operation becomes possible.

3 THS-Series. THR-Series
PTHS-Series, THS-Series Dedicated

Y

AL Models THS-1000 THS-2500 THS-4000
ANER Input Power 1¢200V/220V. 50/60Hz 3¢200V/220V/380V 3¢p200V/220V/380V
AR ET Maximum Short Circuit Current 1000A 2500A 4000A
HIEE R Control Frequency 4kHz 4kHz 4kHz
PP Motrol Method Primary current control

Secondary voltage control
INTA=Z Setting Range of Current 100~1000A Current 100~2500A Current 300~4000A
EXE H Parameter Voltage 0.20~4.00V Voltage 0.10~4.00V Voltage 0.20~4.00V

Squeeze : 0~9999 ms
. Hold : 0~9999 ms
76}%‘ R Setting of Welding Cooling time : 0~999 ms
31:/79:*'_'\ Timing Chart Upslope 1/2 : 0~999 ms
B Weld 1/2 : 0~999 ms
Pulse setting : 0~9

RN 4% 2 HEERE Transformer Switching Function NO NO NO
TEM&H S (% 5% L) | Rated Output(Usage Rate:Less than5%) | 1.9kVA 5.7kVA 12.4kVA
HANTZ Output Transformer
ZREEAREE Secondary Non-load Voltage 6.1v 9.0V o8V
AHAR Cooling System Air cooling Air cooling Air cooling
TREAGTE (mm) Dimensions(Welding Power Control)mm) | 197 (W) X390 (D) x287 (H) 197 (W) x390 (D) x287 (H) | 197 (W) X390 (D) %287 (H)
EREE (Kg) Weight(Welding Power Control)(kg) 15 18 14
s Remark Integral type Integral type Split type
o5& (mm) Dimensions (Transformer Unit)(mm) In-set In-set 182 (W) x348 (D) x184 (H)
rNPZEE Weight (Transformer Unit) 13kg




FEFREAHA > /N—EK Medium current output inverter

UFINEALICE

BO7O0tA&E=4—"1]8E

Welding process can be monitored in real-time.

SHEER 71— - Ny IFI#EER

Precision feedback control

HRYSEBRTRASEDBEN TV AITHERIRIEE wmum : THs-10kTHs-20k

By dedicated welding switch can simultaneously transfer a maximum 5 welding transformers. ¢ Corresponding models: THS-10k, THS-20k

[S50r -3
[=%/]1%8

BE.

B, EnED

B ROFGERNEE )TV LICRT

Real-time display of current, voltage, power, waveform, and the average RMS resistance value.

RAROVAVIDBEEREE. EVAIIIITAO—T 7

v 7 HEE T R

Possible to set current pattern up to 9 times and configure slope up in each cycle.

ACCESSORY gz Accessory

UE—rIbO—)LIRYI R
Remote Control Box

8L Models THS-5000 THS-7000 THS-8000 THS-10k THS-20k
AHEE out P 3¢200V/220V/380V 3¢200V/220V/380V | 3¢$p200V/220V/380V | 3¢p200V/220V/380V | 3¢p200V/220V/380V
ML FONEr 50/60Hz 50/60Hz 50/60Hz 50/60Hz 50/60Hz
RAGRER Maximum Short Circuit Curent 5000A 7000A 8000A 10000A 20000A
HIBIERE Control Frequency 4kHz 2KHz 2KHz 2kHz 1kHz&2kHz
Primary Current
P Secondary current
|
#EAL Control Method Seesian Volas:
Secondary power
R Seting Renge Current 0.30~5.00kA Current 0.80~7.00kA | Current 0.80~8.00kA Current 0.80~9.99kA | Current 0.80~20.0kA
g of Parameter Voltage 0.40~4.50V Voltage 0.40~4.50V Voltage 0.40~4.50V Voltage 0.50~4.50V | Voltage 0.50~4.50V
® Power 1.00~19.9kW Power 0.10~19.9KW | Power 1.0~19.9kW Power 0.10~19.9kW | Power 0.10~19.9kW
Squeeze : 0~9999 ms
i Setting of Hold : 0~9999 ms
2T Fe—h | Weldng Upslope 1/2 : 0~999 ms
% Tining Crat Weld 1/2 : 0~999 ms

NS ZYH B 7R
TR (R 5% T
HANTL R
ZRABEHEE
BHBR
BEAMTE (mm)
EREE (Ke)
%

hF2 At (mm)
hLAEE

Tansfomer Switching Function

Ratet Outout Usage ReteLess than 5%)
Output Transformer

Secondary Non-oad Voltage

Cooling System

Dimensions (Welding Power Control) (mm)
Weight (Welding Power Control)(kg)
Remark

Dimensions (Transformer Unit) (mm)
Weight (Transformer Unit)

Max 5 lines Split
17.4kVA

11.0V

Air cooling

198 (W) x410(D) 286 (H)
16

Split type

183 (W) x365 (D) X285 (H)
16kg

Max 5 lines Split
29.7kVA

13.0v

Air Cooling/Water cooling
198(W) x410(D) x286 (H)
16

Split type

183 (W) x365 (D) x285 (H)
28kg

Cooling time :

Pulse setting : 0~9
Max 5 lines Split
34.0kVA

13.0v

Water cooling

198 (W) x410(D) X286 (H)
16

Split type

183 (W) x365 (D) x285 (H)
28kg

0~999 ms

Max 5 lines Split
42.1kVA

13.0v

Water cooling
182(W)x429(D)x302 (H)
16

Split type
182(W)x429(D) %302 (H)
30kg

NO
82.3kVA

13.0V

Water cooling

182(W) x429 (D) x302 (H)
17

Split type

182(W) x470(D) x370(H)
62kg

YAG Laser

Micro/Shot Arc Laser Marker

Resistance

Weld Head



JE—NZA 71 )N\—4,/ Remote Inverter

BRI "_Wel-(jing' Examples_

v
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B, BE. 1. BREOREVROFIENEZY 7L EALICKRT
Real-time display of current, voltage, power, waveform, and the average RMS resistance value.
BRAOTA VI DBEWEE. ETAVIVICTAO—T 7y Tk zisE

Possible to set current pattern up to 9 times and configure slope up in each cycle.

DTN EALICBEEZROTOEAZ E=X—FHE

Welding process can be monitored in real-time.

SHEEL 71— - Ny IHIEAR

Precision feedback control

ACCESSORY s Accessory

UE—rIbO—)LIRYI R
Remote Control Box

B Models THS-300 | THs-500 THT-4000
= EEHEE | Nooad Voltage 9.8V
ANER Inout Power 3¢$200V/220V/380V 50/60Hz ey
| F EREHR Rated Current 4000A
?iJ"ﬁ‘al]El B Conpol Frequency 1kHz&2kHz AHBR Cooling System Air cooling
JAEAER  Maximum Output Curent| 300 A (Peak value) | 500 A (Peak value) 54t (mm) | Exteral Dimensions(mm) | 182 (W) X305 (D) X184 (H)
Primary current control £8 Weightlkg) 13kg
L + R — Secondary current control THT-5000
—— R Pover Corirol Mehod Secondary voltage control BAFAE | Noood Volage 11.0V
== Secondary power control i L T o S000AN
= Squeeze : 0~9999 ms /wfﬂﬁ?t Cooling Syslem_ Air cooling
. Upglope 1/'2 . 0~999 ms 5\t (mm) | External Dimensions(mm) | 182 (W) X305 (D) X287 (H)
B Setting of a0~ 58 Weight(ke) 16kg
== ;}fgl/i-}%—h e RIS 02 R U= mS THT-7000
= - B Timing Chart Cooling time : 999 ms EEWEE | No-load Voltage 13.0V
Hold : 0~9999 ms ERER Rated Current 7000A
e : > : .
= Pulse setting : 0~9 mﬂ/l?i?k Cooling Sy‘slem. Air cooling”Water cooling
R N Current:01.0~20.0 kA Curent:2.00~9.99 kA, 020~400 kA 327 M| Suerabmersonm) | 188 ()57 (D)>267 ()
e P Voltage:0.40~5.00 V Voltage:0.40~5.00 V SRR
Power:01.0~19.9 kW Power:00.5~49.9 kW REREE | Noload Vollge 3.0V
TBIEFTHETER | Welding Point Counter 00000 - 99999 FRER Rated Curtent 8000A
P —— ) Step = 1~9, Shot cunt = 9999, RHAR Cooling System Water cooling
TEEREBEMEAE | Step p Function Current rate:50~200% $4F<Fi (mm) | Extemal Dimensionsim) | 182 (W) X357 (D) X287 (H)
AHAR Cooling System Air cooling Water cooling (3L/Min; Under 357C) %IfT TR Weighilg) 28ke
. _ 182 (W) %302 (H) X429 (D) 278(W) X440 (H) x510(D) o
A EEFEL No-load Volt 13.0v
%ZTE\ (mm) Extelzmal DiTersons™) | (Egluding projecting part) (Excluding projecting part) FRER R;;a Cu{,),;ﬁe 10000A
g8 Weight 16kg 28kg BHAR Cooling System Water cooling
S\t (mm) | External Dimensions(mm) | 182 (W) X429 (D) X302 (H)
E Weight(kg) 30kg
THT20K
EEWEL No-load Voltage 13.0V
ERER Rated Curent 20000A
ABHAR Cooling System Water cooling
S\t (mm) | External Dimensionsimm) | 204 (W) X515 (D) X365 (H)
8 Weight(kg) 70kg




r5> P& Transistor-controlled

THR 2000 Vi THR 4000.v: THR 6000 Vi

A VN—ZRNBEERIVER
HEREE TEmEDAIZD R

Compare with Inverter-controlled welding power,
the Transistor-controlled current rise more than 10 times faster.
Thus a short time to achieve high-quality welding.

EEmHE (CC).

DB EHYH 10 FELLEES .

EEEHIE (CV) ZBRFIEETY
D= DFMPEEDVISENEHEARERRIEN TEXT

With the polarity of the power switching function,
control of the positive and negative welding differences.

YAG Laser

BiEER. XBEOBRER. EEFERRLTVETOT.
BEOMEBEIBAICITAET

After each welding, show the actual welding current,
voltage, etc., to facilitate quality management.

RS 232C THBAHALTOLETDT. BROGEEEDBRBITAEY
X. SABOOBRFMOETELAETY

External output via RS232, easy to manage welding quality.
In addition, you can configure welding condition from exterior.

Laser Marker

Micro/Shot Arc

ACCESSORY «irz Accessory

Resistance

YE—hIVMO—I
RYJI R

Remote Control Box
KBy FINRIEIRA.
EREHREDTTRETY
Employ large-sized touch panel.
Intuitive operation becomes possible.

Weld Head

#THS-Series. THR-Series 3
3<THS-Series,THS-Series Dedicated

[ Models THR-2000 V1 | THR-4000 V1 [ THR-6000 V1 [ THR-8000 V1 5
APEE Input Power 1pAC200/220V =10% 50/60Hz é
Below 10A Below 10A Below 10A Below 20A R
RAEHNER Maximum Output Current 2000A 4000A 6000A 8000A S
HHAR Control Method Constant current control type (CC). Constant voltage control type (CV)
BERG Welding Condition 15 schedules
SQUEEZE:000~999 ms(1 ms Step )
UP_SLOPE:0.00~9.99 ms(0.01ms Step)
+WELD:0.00~9.99 ms(0.01ms Step)
AERERTE Welding Timing Setting COOL:0.00~999 ms(1 ms Step)
—WELD:0.00~9.99 ms(0.01ms Step)
DOWN_SLOPE :0.00~9.99 ms (0.01ms Step)
HOLD:000~999 ms(1 ms Step )
BARATHA Curent Seting Range 0.000~2.000 KA | 0.000~4.000 kA | 0.000~6.000 kA | 0.000~8.000 kA
BEFHTEEE Voltage Setting Range 0.00~9.99 V
Yavhhis— Welding Point Counter 0~99999 ==
AT 2—$8EEETE | Range of Welding Monitor Setting Current:0.000~9.999 kA Voltage:0.00~9.99 V =
stiE External Dimensions (mm) 231 (W)x541 (D) %287 (H) 231 (W) X541 (D) x435(H) 231 (W) X541 (D) %435 (H) 231 (W) x541 (D) X566 (H) mm—
B8 Weight 24kg 28kg 31kg 37kg




INIVAE—K&EIR

Pulse Heat Power Supply

/\o} IJZ l:_ I\C‘:.(a: What is Pulse Heat Power Supply?

BEEEMAT 57O DERZ/NVAHIHT 2 ET EEMICFBZAD L) ERESEEHETT .

It' s the way to joint two sheets of metal by melting up solder instantaneously, taking pulse control of current.

UZ VI A LigE 74— RINY T e

Feedback function with real-time temperature.

BRI ZU7ILIA LTEZIUVD

Waveform of the temperature change with real-time monitoring.

BIERICEENYRZENET 5 U E—MEEE

Welding head pre-heating function Before welding.

$07 U —FHMTHIS

Supported lead-free solder.

Jele—9—SBR=ZEZHR

Ready to various heating electrodes.

INILZAE—BDER

Composition of Pulse Heat Power Supply

JNIVAE—NE HIEER A YR E—&2—F v T TR ENE T,

FIEERIC LY BROKEZE. RIFREZFREL . AYNBICTHRMICIMEZINA
FIRICERUGION T2 EBEOE—E—F v 7 ZIEL IR BEAI B FH T
ZITVETY,

Pulse Heat Power Supply generally consists of control part, head
component and heater tip. The control part apply electrical current which
controlled by pulse and amount of time to the heater tip. Then the heater tip
rise in temperature and make it possible to soldering with the heat.

INIVAE—BIIIA X—<J Pulse Processing Images

7243t 114TTHP-300AS

INIVRE—RER
I Pulse Heating Power

i " I
L g e BEEYY— |
''''' — - Temperature Sensor
CLLLR LI L)) I
e
T i
Secondary Conductor
1:':)0
=] L
susssIIIIn
susiusisiniin
m E—95—EE I
e | Heating Electrodes
| L

BEAVR
Welding Head

E—5—E@
T#IS
Heating
Electrodes

/\o}lIZ e— I\ilﬁEEEE Pulse Heat Power Supply Solder Welding
Ll ]

FE/3/Pressure Pass an

BRERT

electric
current

E—=9FvF/

Heat Tip




THP-300A THP-500A THP-800A e
THP-1000A - - s 55 _

eat Power Supply:

INEGEE RO BFE D FEZBHI A rl6E BRBEZZTUTZINEALICINEBEZT 11— RNy 7L
Heatting temperature and time can be precisely controlled. JZ—FBE*“ET&%%’& Eﬁ

. - o — e . T Configured with the use of the LCD screen, real-time feedback
AEREDETRZRBE=RICELDEROMHERH PIEE on the heating temperature and the function of determining the upper and lower limits.
Able to use the LCD screen on the measured temperature E—&F v TOMIRIE B EHRDOERRIC K EE 05

o gt sl L 3 G L LR O B The shape of heater tip can be changed according to customer specifications.

OPTIONAL UNIT #>v3> option

E—5—BBIFILY
Heating Electrodes Folder

E—9—8®Y > )L~ Heating Electrode Sample

Puls Heat

B Models THP-300A {11 THP-500A f11% THP-800A f11% THP-1000A 4%
ANER Input Pover 1$200/220V  50Hz/60Hz 3¢pAC380V 50Hz/60Hz 3¢pAC380V 50Hz/60Hz 3¢pAC380V 50Hz/60Hz
BERE | Temperalue Accuracy +3C or £2% in many ways
HAGAIER | Marinum Ouiput Crent | 3000A 5000A 8000A 10000A
H24)EUEEE | Repetitve Acouacy +1%
BESEMAE | Number of Energized Condition 15
BERTE Temperature Setting The 5 stage 20C~600C
UP SLOPE 9.99s
HERE Time Setting HEAT 99.9s
COOL 99.9s
BELN Qutput Temperature ®DC current  0~24mA/20°C~600°C
@0utput signalHEAT3point- COOL1point | g—
WBIEHAE | Communication Function RS-232C/RS-485
DEERESHTE | Heating Rete Seting 30stage
Built-in output transformer Put another output transformer Put another output transformer Put another output transformer L3 ;
StE Extemal Dimensions 120 (W) X395 (D) X396 (H) Power supply 140(W)x395(D)x396(H) | Power supply 160 (W)x395(D)x396(H) | Power supply 180 (W)x395(D)x396 (H) i ;____.
Trance 183 (W) x365(D)x285(H) | Trance 183(W)Xx365(D)x285(H) | Trance 182 (W)Xx429(D)x302 (H) y
58 — 28kg Power supply 33kg Power supply 38kg Power supply 42kg
Trance 16kg Trance 28kg Trance 30kg
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Welding Head

5§EI\‘y Rt(a: What is the welding head?

NI EEE TRAINEZHELEHSBEELET .

BROBIRMEROMNENERE T B ETRERMZREILLET.

ESFRIEFE - BB - T7UE— - U—RE—&— - ARBERERBECHEL THVET.

D= DA ME BEREICSL CTRBRAEANYRZEEVEITET .

Electrodes sandwiching the workpiece, while the pressure side of the control power.

By adjusting the diameter of the electrode shape, materials, and applied pressure can choose the best welding conditions.
Prepare a variety of processing methods for you, there is a manual, foot, cylinder, servo motor,

vertical-type cross-type and other categories.

Depending on the shape, material, weld quality of the workpiece to choose an ideal welding head.

R{fAS. NV TV DERMETCRELUCBIEZRIEUET

The use of low-cost, superior adaptability to achieve stable welding.

B2 EEF. NEELEEIBER D TOREIRBTIHE

While automated, possible to choose the pressurized build-up unit.

BV —INEEY Y —ABIA TOHIA VT YT wae-s—smscmnesn

We have got a lineup of built-in displacement and pressure sensors model. s necessity to prepare each monitor separately.

BENUEERILY —3D—J &I RBRBAAACRIEHLE T

We will manufacture the most suitable electrode holder for each workpiece.

BEAYROULLH Composition of Welding Head

BEAYNIIEEREEEER. it 2 REA (AR

$AMR) TR ENETNEE Y — it Y—%
WY ST BERBOEREMREBIRLET . EHBER Resistance Welding Machine

oy
Welding Head consists of Pressurizing build-up 2 RGK Secondary Conductor
unit, pillar and secondary conductor (oz

copper). Due to the built-in pressure sensors \
and displacement sensors, so you can monitor
the status and management of welding weld
shape.

)

NN
Welding Tester U

EHFIvh— =
Pressure Tester

BEFIvh—

T Ty n—
Displacement Tester




! THH-01
.

WAPA NN |
:Handheld_

DIE &
1 Series Type

I THH-02
"

| INFES A .
| Micro-Pressurizedslype

1

! Low Pressureilype
L THH-07A/Single shaft
L THH-07B/Twin shaft

. -
| AT

} THH-03

! Foot ControliType e

| THH-0BA
| THH-08D

L THH-08F

| .THH-08DE

=

nEE>T—
Pressure Sensor
ZhitH—
Displacement Sensor
nEEY—-
ZhittH—
Pressure Sensor:

Displacement Senso™%
|

I THH-04
| 229 =5 .
I Cylinder: Typ‘e R

70—=74>71Zvh
Floating Unit

| THH-09A
 THH-09D S x>/ 0 —
Pressure Sensor
| THH-09F " Z{ii o>/ —
{ Displacement Sensor
{ THH-09DF #FEt/H—
TRty —
i HESENNE
I Displacement Senso
XEREIO—7 17 I—IMERETIL CF ol
TSI MNBIRBIF TS |
photo shows the floating unit {
-in model. Bracket is'sold separately:
P —RE=A—RAEZARLCHUEIS
> Servo motors ar_e_also available?
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Specs
B#EAY R/ Welding Head
Specification : THH-01 XhO—V & Maximum Stroke Length 15mm
MEAR Pressurized Method Hand
IEES Applied Pressure Hand force
i <z (mm) Dimensions (mm) 120
8 Weight 400g
Specification : THH-02 JAXMOA—V K Maximum Stroke Length 30mm
1 MEAX Pressurized Method Direct / Pre Heat Type
DEES Applied Pressure 5N~30N
2 ST A AT EB—14) (mm) External Dimensions(Pillars) (mm) 205 (W) x315(D) X495 (H)
1 S s~H ik (INEEREAEE SN A) (mm) | External Dimensions(Only Pressurized build-up Unit)(mm) | 25 (W) X102 (D) X225 (H)
£ BEE(FZAEI—F) (mm) Weight(Pillars) 10kg
B8 (MEEREEIDOH) Weight (Only Pressurized build-up Unit) 1kg
Specification : THH-08 JAXNOA—V &K Maximum Stroke Length 50mm
H MEARX Applied Method Direct
IEES Pressurized Pressure 5N~90N
S 5~F i (mm) External Dimensions (mm) 40(W) x190(D) X360 (H)
£ Weight 3kg
Specification : THH-04 FJAXMA—V K Maximum Stroke Length 50mm
MEAR Pressurized Method Direct
E‘ MEES Applied Pressure 5N~90N
| ST (mm) External Dimensions (mm) 40(W) X190 (D) %360 (H)
g 58 Weight 3kg
Specification : THH-05 JAZNO—V & Maximum Stroke Length 30mm
i MEARX Pressurized Method Direct (Twin)
- MEES Applied Pressure 5N~100N
ST iR (G AEER—1A) (mm) External Dimensions(Pillars) (mm) 170 (W) %300 (D) x480 (H)
S 5~H i (B RIS SR D #4) (mm) | External Dimensions(Only Pressurized build-up Unit) (mm) | 60 (W) x50 (D) X150 (H)
BB (%) Weight(Pillars) 8.5kg
EE (MEEREEHDH) Weight (Only Pressurized build-up Unit) 2kg
Specification : THH-07 JAXMA—V K Maximum Stroke Length 30mm
} MEAR Pressurized Method Direct
- DEES Applied Pressure 5N~120N
ﬁ‘ S HE(AEEE—1&) (mm) External Dimensions(Pillars) (mm) 210(W) %226 (D) X495 (H)
L S5k (DB REHEMEEEND ) (mm) | External Dimensions(Only Pressurized build-up Unit) (mm) | 60 (W) X65 (D) X185 (H)
,—'-:# EE(HIEH—1F) Weight(Pillars) 8.5kg
EE (MEEREEIDH) Weight (Only Pressurized build-up Unit) 2kg
Specification : THH-08 FHzAXrO—V &K Maximum Stroke Length 50mm
MEARX Pressurized Method Direct
MEES Applied Pressure 30N~400N
S TEGAEEE—1E) (mm) External Dimensions(Pillars) (mm) 120 (W) X277 (D) X595 (H)
STk (EERAEESDHA) (mm) | External Dimensions(Only Pressurized build-up Unit) (mm) | 62 (W) x110(D) X320 (H)
BE (ZAEH—F) Weight(Pillars) 12kg
EE (NEEREIBBDHA) Weight (Only Pressurized build-up Unit) 3kg
Specification : THH-09 JAZNO—V & Maximum Stroke Length 30mm
MEAR Pressurized Method Parallel
b _'I IEES Applied Pressure 50N~500N
T S stk (A EB—1F) (mm) External Dimensions(Pillars) (mm) 400 (W) %400 (D) X650 (H)
[ < S s~tik (70—F 1> 2= ybMt) (mm) | External Dimensions(With Floating Unit) (mm) 350 (W) x180(D) %230 (H)
3 S 5~TE (NEBREAEIEEEDA) (mm) | External Dimensions(Only Pressurized build-up Unit) (mm) | 240 (W) x110(D) x110(H)
. BE(ZAEE—1F) Weight(Pillars) 30kg
5'1:__,_L‘_,__;_. EE(7O0—T1>7 1= yMT) Weight(With Floating Unit) 10kg
EE (NEEREIBBRDHA) Weight (Only Pressurized build-up Unit) 3kg

MEHERER
THH-02
THH-03
THH-04
THH-05
THH-07
THH-08
THH-09

Pressurized Range Table

1 L L

1N=0.102kg

Pressurizing Unit[N] O

20

30 40 50 100

400 500 600




OPTIONAL UNIT #7v3> option
PERODIHARICEDETIARENVELET,

We are ready to meet specifications
of customer requirements.

P

3

E1@ Electrode 3

O]

SEHOTARB NS

Examples Tip Shape

I o

|_I I.l U ‘ll I 5

X

T

TEE - K@ MR~ ROR IBHAAB+S3 DR S

Planar Type ~ Spherical Type  Conic Type  Eccentric Type  Embedded Type + Solder Type -

[0}

%]

#H/ Material 40,48,/ Chromium Copper AlJYLE . Chromium Copper | 424272/ Tungsten EY77 7/ Molybdenum #4257/ Copper Tungsten | $4V4 A7/ Silver Tungsten 7WF %88,/ Alumina Dispersed Copper S
TEHA, Main Ingredients | CuCr Cu- Be W Mo Cu-W Ag-W Cu - Al20s3

TRIRFEICEDIETEINVVEETET., GHlIIBHahE<EEY)

Please order by following representation. (For details, please consult our company)
REDHIHERS
With the corresponding portion of the table.

Q
|
>
lw)]
»
o
Micro/Shot Arc

[~ W s BN O c BN o M e |

R T BFER BTRE Tk BRER
Fa—7 21— Cable Specificati Sectional Area Aperture Terminals Cable Length Insulator
Spiral Tube Silicone Tube: Nylon Sleeve HiEs WG R5 > §
Round Wire R6 = N)I/Iczn 1 5
60 Designate /S:Lh:in/k7 K%)
L R8 3
) . ¥)ar o
Flat Braided Wire 100 R10 silicon
oy -
2 REUK BEG 2 pBmORESE  BABH |V EAR
Secondary The most accurate method of Maximum Current Usage Rate = SQ (Wi
: ] = &)
Conductor y 4 ( Sectional Area)
ATTACHMENT @z Attachment
O
(1}
T
MEE Y — Tl Y— -
Pressure Sensor Displacement Sensor g

IEtE>Y—, Pressure Sensor

Models : ERTE Fixed Capacity 100,200 Models : EREE Fixed Capacity 500,1k,2k,5k
UNRLS-100N RAZFBBER | Maximum Permissible Overload | 300 UNLS-500N RAZRIBER |Maximum Permissible Overload | 200
UNRLS-100N-FG  #5:EL1% Repeatability 05 UNLS-500N-FG 4zt Repeatability 1.0
UNRLS-200N 1RELEESE Guaranteed Temperature Range | O~+60 3xt§::§:_F G REDEESEHE Guaranteed Temperature Range | 0~+50
UNRLS-100N-FG  ZfREE&H Allowable Temperature Range | —10~+60 UNLS-2KN HFREESE | Allowable Temperature Range 0~+60
BEDBEFE | Zero Temperature Effect 2 UNLS-2KN-FG FHOBEFE | Zero Temperature Effect 0.5
HAHDRESSE | Temperature Effect on Output | 1 UNLS-5KN HADBES,E | Temperature Effect on Output 0.5
O—R+JL418E | Load Sensor Material SuS UNLS-5KN-FG O—R+JL#18E | Load Sensor Material SuUsS

Z\[t2>— Displacement Sensor

AE Models LGK-0110 LGK-0510 LGK-110 LGB-110S
S8 5 B Measurement Range 10mm 10mm 10mm 10mm
P RERE Resolution 0.1um 0.5um 1um =
fENBE (20°C) Indication Accuracy (20°C) (0.8+L/50) um (1.5+L/50) um (1.5+L/50) um 2um
ERS Forward 0.8N< 0.8N< 0.8N< 0.8N<
BIES by Ead Measuring Force  Transverse 0.75< 0.75< 0.75< 0.75<
puits 3 Reverse 0.7N< 0.7N< 0.7N< 0.7N<
CERE Response Speed 400mm/s 1500mm/s 1500mm/s 900mm/s ——
BHE Weight 175g 175g 175g 160g
Hhr—JIVE Output Cable Length 2m 2m 2m 2m
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sgil==go
IH\IJIE%Et (& What is the Checker?
BAEOLEEER DS EELEE THS, . EE. B MEL. BuE%EH T 51485 T,

It is a monitoring machine for improving the welding quality management,
and it monitor the important factors in current, voltage, time, applied pressure and the displacement.

USBZIEFHT T D ETT—IZ(RF
Connect a USB to save data
BEEREDE E(IC LY EHEMEICRE
Upgrade of communication functions,

the most suitable automation.

ERY Y TUV T LR DERRT

EHUSER

Resistance Welder

2REHK
Secondary Conductor
BEAVE
| Welding

Head

RS232C

BIESR
Checker

Using high-speed sampling indicated waveform.

ARTV Y —ZEHITBIET
ENZFh'alge

=== QLT
[T

Also connected to the printer, for printing.

F S e S e T e FUvI—
[E71F T W7 1==Pressure Checker, Printer

REBEOEICIENZHET DI EDTIHE S (B, % &)

Applied pressure is determined based on the set value.

4 FEROAEE—RNICKY., BEICEDEEMENZAETEET
Welding pressure force capable of binding was measured according to
four kinds of measurement modes.

Multi-languages support (Japanese, English, Chinese).

5188 1/0 ##t (RS-232C) I &) PC ED@EEH FIEE

Possible to communicate with PC through external I/0 connection (RS-232C)

THF-300 {4k

ANER
T #EE
BIEREE

i - EEAERE

MEDEA

StiE (mm)
£8

Input Power
Measurement Range
Measuring Accuracy
Measurement Value

of Curent and Voltage

Welding Pressure Output

External Dimensions (mm)
Weight

AC100 ~ 240V 50Hz/60Hz

0~ 5000.0 N

+2%F.S

(DThe average period of effective value measurement
(2The maximum value in the measurement period
PNP open collector output signal

Any set displacement 2 point

110 (W) X250 (D) X200 (H)

3kg

NKIBOIMEEAA—DIX Ny 7ICBILTIE P.38 28U TT &L,
3% Affiliated pressure sensors on the specifications, please refer to P38.



AcCCessory: 4723~ ~ Option

- UV —
Printer

g,
—_

. o AR s - THW-20A 4
AVN=2, MIUTVAER, &TORGUBEEIOHINRTEE Fe pr— AC100 ~ 240V 50H2/60Hz
Supported all Resistance Welder such as Inverter-controlled i 2 ) )
and transistor-controlled welding power supply. Supported ®DC inverter type welding power supply
e . WISEEEE | Wel (AC inverter welding power supply
ZEES (B. 3. ) LRI Pe |ngs I @Transistor type welding power supply
Multi-language support (Japanese, English, Chinese). OWer Suppy Condenser type welding power supply
ﬂgg 1/0 ;gﬁ (RS-2320) (';_-_J:U PC t@;@{g;’){ﬂ'ﬁg . Detection electric .current:Coer toroidgl current
Possible to communicate with PC through external I/0 connection (RS-232C). T Method voltage : Line voltage detaction
Weld time : Coyle toroidal current
Measurement Value (DThe average period of effective value measurement
T BT
it - REALE of Current and Voltage (@the maximum value in the measurement period
D0 ~ 1.999kA
Curtent Measurement: @0 ~ 19.99kA
A ALY
BAAE AEL-Y Measurement Range ®0 ~ 199.9kA
(option : 10 times the sensitivity of toroidal Coyle use)
HERE Voltage Measurement: +2%F.S
TEUE | M R:
RERE goyy | measgementionse | g~ 0,99V
R DC inverter type welding power supply 0 ~ 500ms
Energizing Time
BEREAERE S AC inverter welding power supply 0.5 ~ 500.0 CYC 50Hz
Measurement Range
0.5 ~ 600CYC 60Hz
DC inverter type welding power supply 0 ~ 500ms
Bl E & Measurement Range Transistor type welding power supply 0 ~ 19.99ms
Capacitor type power supply 0 ~ 19.99ms
oy Energizing electric current/ voltage/
BEHE
&l Determination Weld time Determination of upper and lower limit, etc.
o External PNP open collector transistor
SHERfES N Signal Output (MGOOD/@NG/®ALARM
S 5~tiE (mm) | Extemal Dimensions (mm) [ 110 (W) %250 (D) %200 (H)
£8 Weight 3kg

{5+ ACcessory. #>723>,_ Option

— -—— : U —
ZUSFIY Displacement Checker =SS . . Printer
- e i e e e e L — — — e

BRBE_RTEMEDAERREHERTEEY SiEs (B, &, )

Easy to monitor measurements of displacement by LCD monitor. Multi-language support (Japanese, English, Chinese).

S5 BROAEE—NICEKY . BRICEDOEZAEDITEZEY 4488 1/0 5 (RS-232C) IC &V PC EDs@E{EH rIEE
Possible to choose from 5 kinds of measurement mode depend on welding pressure. Possible to communicate with PC through external 1/0 connection (RS-232C)

-
Q
"
[4]
(V]
£
(&)
THD-100 4
HABIR Input Power AC100 ~ 240V
MEEE Measurement Range 10mm
DR Resolution 1um
MENEE Measuring Accuracy +2%F.S
Before the welding work height
measurement =
MERE Measuring Content ) , | [P
After welding or displacement amount .
measuring height measurement :r
BB Amount of PNP open collector output signal
== Displacement Output Any set displacement 3 point ! e
SR~ (mm) | Extemal Dimensions (mm) | 110 (W) X250 (D) %200 (H) | =
B8 Weight 3kg pom—

BB A —DINyTICBLTIE P.38 28 HBLTT &L,
Affiliated displacement sensors on the specifications, please refer to P38.




KEBKUOXREICHITS
HikEmlcBE L CDxESIE

Business products and other attentions about this book.

AHICRFEITHEO OEEITHELGRNEZIERHR L. CERALOIRFEZRIBHELTEY LA,
TERLOEERRES, CEAORICHEGABICOEEL TR, 4T 1A a7 ILEBHFHREE

The main catalog, published an important part of the selected models, considerations in the use ofnon-publlcatlon
Attentions of the usage etc. and important content of the usage, please read the user manual.

L—H—8mEReIER LT\l
For safe use of laser products
| A E &  CAUTION

AEBIE. JISC6802:2005 7T R4 L—HRRATY,

AEEB(F IS C6802:2005 L —HRBDREELE | ORMBMIFRE B/ L TVET,

R2ICTERWE I, TERDEIICIENT MBUREHBAE ZHFH5H+<RETWL

HET. AEED [L—YRAOFERAELIREINERL LOFHERERUER] ZRBEINZLE2HEBHLET,
This device complies with JIS C6802: 2005 Level 4 laser product.

This device complies with JIS C6802: 2005 [ laser product safety benchmarks] technical requirements.

For safe use of this device, be sure to read [Instruction Manual] before using.

Also proposed to implement the same benchmark [ laser product safety prevention policies and user management].

BHEOER

Export Attentions

NER/BRUNEEZEREOREICK VHBBMES (FI3RH) ITEZETHD0IMVTE. BAEIMIBE T BHEICR }ft:g’ji EENEGHO)
BHFAINBETY, BELITTEV R CAERROLENHZHEIE. B, BR. k. BEGEORIETEEILE

According to the provisions of the foreign exchange rate and foreign trade management method to simultaneously meet the strategic, etc.(or
labor)parts, while exports to Japan abroad, to comply with the regulations of the national government to obtain an export license in Japan.

When you need to confirm the purchase of the product in the location, as well as exports, move, resale, discarded, please contact our company.

© CZDAZOYT DIEFRBIFT NTHICE/FELN D ) &, MITERE - |EUIH I BHY LET,

@ F2R - 115% - ZOMDEHEABICOVWTFELLKEEIDHBENHIVETDT, H5HLHTTEIZEL

@ AZIFHEERNMIFORNBTE>TVWETY,

@ FEDZHARIE 2015 F 10 BREDBRICEDVTHEVET,

©Ownership of all content published in this catalog belong to our company. Prohibits arbitrary reproduced, copied
@ Changes in the form, models, and other recorded contents without prior notice, please understand.

@ This catalog is for the Japanese domestic content.

@ The contents of this catalog record Oct, 2015 information prevail.

RS T IVEREILE T !

Free Proofing!

THM Tld. @BOMMAEICET S, 500237047 b EF>TWVWEY, 774/ —HFMIH
YAG =TI <0007 —78%E BRAERLS. BETTOENICRBELTAELE%E
CTREZTETCWIEEEY,

THM holds a full range of products in terms of precision welding metal. From fiber laser welder, YAG

. g e
laser welder, micro-arc welder, resistance welder, welding method is recommended to customers the - = : —= I ™

most suitable for the customer needs. — W b -

I —— el

n e gy ?

— B e — W=
> e — e —

i3]

HEEbhY MMI&GD e TTHRE —

Consulting Processing Conditions Testing Completion Report

Negotiations

Web THERIBHRE CEWEITEX T, = =

ZofM. FEICEITSEMEEIETERET,

You can also browse product information in the Web. About welding related matters, please contact us.

e | th les@th
= WWW.thm-Co.Jp = s
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EACTORY
AUSTEOIMASTELO:N
MIATCIH IENIESS

SHERF EZESDDH CEREMERZTVERIREKF/ZD &IC,
——XICEOEEHEERULTHBIET,

Our company proposed various schemes to practice perennial in the field of welding,
and take advantage of rich experience to meet customer requirements to produce automata.
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VR KOREA Office
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JAPAN KANAGAWA Head Quator

“V FA4— I F-TLEKXR

ERERNATI7E2—1F
FAX:045-790-5394

HIMKRETZHHIZZHRAF (SUZHOU THM Co. Ltd.)

FMH T EX SIS KE 13555 EirfHzE _HHAES02E (T215021)
1355 Suzhou-Industrial-Park A-502 Jinjihu Rd, Suzhou-Industrial-Park-ward, Suzhou-city,
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FIRST SUBANG, S-13-10, Jalan SS15/4G, 47500 Subang Jaya. Selangor ,Malaysia

http://www.thm-co.com




THM ...

JAPAN KANAGAWA Head Quator
T-H:M Co.,Ltd.

1-1-1, Fukura, Kanazawa-ku Yokohama-shi,
Kanagawa, 236-0004, Japan
TEL : +81 (45) 790-5391
FAX : +81 (45) 790-5394

http://www.thm-co.jp

CHINA SUZHOU Office
SUZHOU THM Co.,Ltd.

A502 International Science Park No 1355 Jinjihu Road,
Suzhou Industrial Park, Suzhou, China, 215021
TEL : +86 (512) 6280-7393,76280- 7402
FAX : +86 (512) 6280-7401

http://www.thm-co.cn

KOREA Office

T-H-M KOREA Co.,LTD.
401 BANWOL HIGHTECH-VILLAGE #768-5 WONSIDONG,
DANWONGU, ANSAN-SI GYEONGGI-DO, KOREA (425-852)
TEL:+82(31)495-9391 FAX:+82(31) 495-9396

http://www.thm-co.kr

MALAYSIA Office

T-H-M MALAYSIA Co.,LTD.
FIRST SUBANG, S-13-10, Jalan SS15/4G,
47500 Subang Jaya. Selangor ,Malaysia
TEL:+60 (010) 2331800

http://www.thm-co.com
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