MConnections: MWelding Power Supply Capacity And Connecting Cables
=2 7he parts in this color are standard components.
[T S — Tty ificati WB-A350P
Reted Input Votage |V v 460+-10%
Number OfPhases | - - 3phase
Rated Input WA A AC129 DCZ5
O Distibution Box | 1€ A 50
Capacity Circutbreaker | A 50
Wate cooler 3¢ Input Side Cable mm” 8~38(M6)
H— - Base Material Side Power Cable | mm* 38 and above.
e Sreundeg ste 3% Grounding Cable(D Class) | mm? 38 and above(M6)

() shows weld power supply side crimping terminal size

WELBEE Dual-inverter A350P Wodel I WELBEE Dual-Inverter A350P
Welding Power Source Model A Welding Torch | AWD-17 AWD-26 AWD-18
Welding Torch AWD-17 (water cool) JAWD-26 (air cool) | AWD-18 (water cool) Torch Switch | 14/8m) | 1(4/8m) 1(4/8m)
BKPDT-3803 Zip Tie | 2 | 2 | 2
GasHose BKGFF-0603
fortap e - - BBOW-3001 ptional Accessories:
Water Hose k W Opti 1A i
[TorPusot - I - [ BBPU-3002
Aogon gas Tow rat rogulto 0781-2723
scription I Part Number
S d Spe Foot Pedal Control | KM2868
Soectesooos e WELBEE Dual-inverter A350P Analog Remote Control | K5023L00
Wodel WB-A350P o
ACTIG | DCTIG | AC STICK | DC STICK Deserption I Part Number
Rated Output Current | A 2. 350A" 550 Digital Remote Control __| E-2
5-350A - . BKCAN-0405 (5m)
Rated I Volage |V 460+ 100 Can Communication Cable BROAN041071 o)
e s a'phsage BKCAN Conversion Connector | K5810800
Rated Inpu Power | KVA | 12.2(10.2KW) \12.3(10.8kvﬁ5.6[10.2kw)\10 5(9.1KW)
Wax.Noload Votage | \/ 7077 —
Rated Duly Cyde | % 40 Description | Part Number
Raied Load Volage | \/ 20 24 30 T 30 Water cooler with trolley | WTCB-T1
rnt | A 5350 ~ ~ -~
Rated Output Curent S S50koftmoda)] 2350 10~350 10~350 xtension Torch Cable
FrefonTme | o 0-99 - Description 1im
“After Flow Time | sec 0~99 - AW(D)-17 BAWE-1504 | BAWE-1511 | BAWE-1516
Up Siops Tine | 5% 010 = AW(D)-26 | BAWE-2004 | BAWE-2011 | BAWE-2016
Down Slope Time_| &= 0~10 - AW(D)-18 [ BAWE-3004 | BAWE-3011 | BAWE-3016
O Puse Freauency | iz = [01-999 -
Pulse Wdh | % | (changable by function key 5-95%) - am T I 16m
AC Froqueny | FiZ 30500 | 500r60 | - BKCPJ.0404 |  BKCPJ-0411 |  BKCPJ-0416
AcBaance | % -20~20 - FieldBus Interface
Description I Part Number
AC0 Grrge ooy | iz 0.1-50 I - Digital F__EtherNet/IP IFR-800EI
Craler FlerContrl Offfon/Repeat [ - Digital = PROFIBUS IFR-800PB
oSl Tne | o 0.1~10 [ - Digial IF__PROFINET [ IFR-800PN
Nortber OF Job Memany[arcomsor] 100 N " p
Dy 957 0640 (oot corying andi) * Output current adjustable in 0.1A increments up to 9.9A
*a 6 Output current adjustable in 1A increments above 10A
Strt Nethod igh frequency start Litstart -
Weldng Torcn | Type AWD-17 AWD-26 AWD-18
Rated Corent__| A | 150(DC).130(AC] 200(DC), 160(AC) | 350(DC),270(AC)
OuyCle | % 50 50 100
Coolng Method Ar Coal A Cool Water Cool In robotic mode,
(05).(10), (05), (1.0),(16). [05), (1.0)(16), (20)
EecoteDa.  (mm 16.00.00] 20,29 ANk b4, 32, (o) | A0 andcptonalfesder are
CaeLengh | m 48 controled by the teach
G Rontesi | Type pendant.
Max Flow | &/min 25
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& Welbee

WELBEE INVERTER
A 35”‘ AC/DC PULSE TIG WELDING POWER SOURCE

Optimized arc control produces
the highest quality welds on the

High Duty Cycle delivers
efficient welding on thick plate

Welding setting guide supports
automatic selection of the welding ¢

Fieldbus interface makes
it easy to connect to automation eq

High output, high quality AC, DC, AC+DC HYBRID TIG welding power source.

High amperage and excellent arc control
combine to produce perfect welds,
from ultra-thin sheet
to thick plate over a wide variety of materials.



A350P

High performance TIG welding modes (AC, DC and AC+DC Hybrid),
welding current to 350A, AC pulse frequency to 500Hz, supporting
manual, semi-automatic, automated and robotic applications.

High AC frequency and low current result in enhanced TI_

Combining very tight arc concentration (AC frequency up to 500Hz) and enhanced arc stability at low current settings
(AC output down to 5A) for advance TIG performance.

High AC weld frequency results in tighter arc focus.

Higher supported duty cycle enhances welding performance on thick materials, capable of continuous AC Welding at 270A.
AC Duty Cycles: 350A @ 40%, 300A @ 60% / 270A @ 100%)

soft aluminum, thickness: 0.2mm, gas: 100% Ar, AC, 5A, 500Hz
welding speed: 7om/min,

Higher duty cycle for high output welding.

100%

HIGH DUTY CYCLE in AC
A350P

AC operating range

WA 20380
3000

Fine adjustment via the current setting increment of 0.1A for setting between 1.0A and 9.9A.
Increment increases to 1A for for setting between 10A and 350A.

. .
Hard Aluminum, t=10mm, gas: 100% Ar [ é
- first pass: AC, 240A, 500Hz, filer: 2.7m/min., weld: 30cm/min. [ A

0%
1omm

«—

- 2nd pass: weaving AC, 220A, 150Hz, f: 3m/min., w: 12cm/min.

— e
- 3rd pass: weaving AC, 2004, 70Hz, f: 3.5m/min., w: 10cm/min.

Finer control of low-end current.

A of fine current

S8 304, thickness 0.012” Butt joint, DC mode

“ — fine adjustment by 0.1A increments

Stable weld bead realized with fine current adjustment!

Insufficient heat input causes bead wandering

Excessive heat input cause burn through

N
a > @I 1 04 avjustment

Welding condition automatically set using material and joint related parameters.

Setting of the preferred welding condition
(ex. weld current, initial current, crater current) is

N : L electrode diameter welded joint shape
done by entering the 4 material and joint related 1 l 3 I
parameters (electrode diameter, base material type, (1.6mm to 6.4mm) (flet, but, lap, comer)
weld JOert shape: and base metal |h|cll<ness). basa materiallyps base material thickness

* Note: This function cannot be used with Analog or 2

(hard al, soft al, stee, stainless)
ettin

Foot pedal Remote.

(dimension in mm)

se 4 parameters via the front panel,
selects the pl welding conditions.

Operation flow of welding setting guide
| Press [Welding method] button to select welding method.
(A)
©  Press [welding setting guide] button to select material and joint

related parameters (electrode diameter, base material type,
weld joint shape and base metal thickness)

Recommended welding condition is set!

TIG interval function controls heat input, preventing bum-th_

Control of Arc ON / Arc OFF time allowing finer control for establishing stable welding.
* When this function is enabled, high frequency is generated at the timing of arc ON. Touch start can not be used.

Use TIG interval function set arc on / off time.

ON

Torch switch OFF OFF

welding current

oa |

arc ON arc OFF

A5052, 6Bmm(t), 200A, 40cm/min

Supports optional FieldBus interfaces for auto and semi-auti

L
EtherNet/IP, PROFIBUS and PROFINET network I/O interfaces for your automation and/or robot controller.
Alternative to the standard OTC DAIHEN CAN bus machine network communication.

-
AC+DC HYBRID Mode to extend the life of your tungsten ele_

Combines the deep penetration of DC Mode with the electrode-cleaning action of AC Mode from 0.1 to 50 Hz.

Before
Cycle
E] T
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] | U0 Ul e

AC-DC HYBRID Mode

AC+DC HYBRID




