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Integrated Transformer Type Guns
Green Line Compact Line

High Force Line (HSS Ready) Off-board Control

With the introduction of High Strength Steels in automotive
application, it has become necessary to deploy machines
capable of delivering higher electrode force. Specific
difficulty is in applications needing longer arm lengths.

This range is designed, to cater to specific
needs, Equipped with microprocessor
based controller TE550, this option
provides customers possibility to include
add-ons such as Proportional Valve, Air
Pressure Switch, Remote Power On/Off,
various network interfaces with controller,
such as Profibus, Ethercat, DeviceNet and
Canbus.

o o Equipped with ISO standard transformers, these guns
Welding is a power hungry process. Be it in any form. form the middle range of the available variety. While Naturally, as a proactive machine maker, we are here,

Optimizing power consumption in Resistance Welding maintaining the transformer standards compatible with ready with the machines equipped with high force cylinders
Process has never been more effectively addressed than

. international ISO specifications, every attempt is made to toaddress this issue.
these machines.

make the machine compact and light weight.

Force of 300 KGF is delivered at an arm length of 950mm.
Technical Data

Green Line Compact Line High Force Line

Inbuilt Control 3321 3322 | 3323 | 3327 | 3328 3024 | 3124D | 3126D| 3154 | 3156 3160 | 3166 |3024D  3154M | 3156M | 3032| 3154D | 3156D| 3160D| 3166 D
Off Board Control - - - - - 3025 | 3125D | 3127D| 3155 | 3157 | 3161 | 3167 [3025D | 3155M | 3157 M| 3033 | 3155D| 3157 D| 3161 D| 3167 D
Type X X C X X C X X X X X X C X X C X X X X
Power at 50% KVA 16 23 23 38 38 36 36 36 53 53 60 75 36 36 36 53 53 53 60 75
Maximum Welding Power KVA 37 65 63 110 92 90 110 110 147 147 192 260 115 110 110 147 147 147 192 260
Maximum Short circuit current KA 16 21 21 27 225 20 22 22 26 26 30 325 22.8 22 22 24 26 26 30 325
Thermal current at 100% A | 4000 | 4250 | 4250 | 5000 | 5000 4000 | 4000 | 4000| 5300 | 5300 5300 | 5300 | 4000 4000 | 4000 | 5300 5300, 5300| 5300 5300
No Load Secondary Voltage v 2.8 3.8 3.8 5 5 5.6 6.3 6.3 7.1 7.1 8 10 6.3 6.3 6.3 7.1 7.1 7.1 8 10
Mains Voltage Vv 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400 400
Delayed Fuses A 32 40 40 80 80 63 63 63 100 100 125 150 63 63 63 100 100 100 125 150
Arms Spacing mm 165 165 120 155 280 140 205 265 219 312 219 219 140 205 265 148 219 312 219 219
Max Arm Length mm 650 800 1030 820 800 800| 1030 | 1030 | 1030 | 1030 800 800 1030| 1030, 1400| 1400
Water Cooling Rate LPM 7 7 8 8 8 6 6 6 8 8 8 8 8 8 8 8 8 8 8 8
Water Pressure Bar 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25 25
Air Pressure Bar 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5 5
Air Consumption for 1000 spots at 5 bar Nm3 4 4 4 75 75 12 14 14 11 11 11 11 24 11 11 15 22 22 22 22
Dia of Gyro Suspension mm 265 265 265 294 294 244 244 244 294 294 294 294 244 294 294 294 294 294 294 294
Force at Tip @ 5 bar

With shortest arms 200 mm Kg 280 280 250 550 550 300 550 550 600 600 600 600 570 600 600 490| 1000, 1000| 1000| 1000
With medium arms 500 mm Kg NR NR 250 266 266 300 266 266 314 314 314 314 570 314 314 490 510 510 510 510
With Long arms 800 mm Kg NR NR 250 170 170 300 170 170 204 204 204 204 570 204 204 490 340 340 340 340
Net weight including Cable/Hoses/ Kg 46 52 53 76 78 51 55 56 78 79 82 87 55 67 68 75 78 79 82 87
Gyro Suspension and without arms




MEDIUM FREQUENCY DC GUN

Main Features s &

¢ Significant Energy Savings e Attains Target Current Immediately

e Improved and Consistent Power Factor e More Process Friendly

¢ Automatic Load Distribution ¢ Low Inductive Loses in Secondary Circuit
¢ Weldingis Tolerant of Electrical Line Disturbances ¢ Higher Current Deliveries

¢ Precise Welding Current Control e |LowerCycle Times

Dynamic Mode

This mode is also called ADAPTIVE. In fact, it is able to detect possible abnormal conditions like impurities on sheets, incorrect
overlapping, electrodes wear etc., and to dynamically change and compensate parameters during the welding process and try
achieving always the same final welding results. This “real time” compensation is carried out by extending or shortening the
welding time up to a maximum limit set by the operator. The control unit also compensates the welding current, in this case for
avoiding the projection and the expulsion of molten material.

Inverter Medium Frequency Controller TE 700 Technical Data
ITEM 3062 3066 3176 3177 3183 3184
Power KVA at 50% |[KVA| 56/ 90 56 56 90 90
TYPE C C X X X X
Gap MIN. mm 205 265| 219| 312
Gap MAX. mm 205 265| 219| 312

Force daN 6 bar  |daN| 375 465, 340, 340, 645| 645
Force daN 8 bar  |daN| 500, 620, 450, 450| 855| 855
Cylinder bore DIA[ 90/ 100, 100, 100| 140| 140
Short circuit current] KA| 25| 30 25 25 30 30

Arms taper

N.L.mm mm| 44 49| 44| 44| 49| 49
e FIX(Partialisation percentage of the delivered power) Lmm mm| 42| 47| 42] 42) A7) 47
* IK(Constant Current) Net weight KG| 53/ 63| 55 555/ 75 76

e PWK(Constant Power)
e ENE (Constant Energy)
e VEK(Constant voltage)

New
Iltem Nominal power Nominal power Sort circuit Max electrode Net Weight
at 20% (kVA) at 50% (kVA) current (kA) Force at 6 bar (kg)
150 mm arms
(daN)
3230 80 50 19 380 33
3233 80 50 19 300 29
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