EWl-600KS

Open-side Design for Large-size Workpieces

with Special Shapes

@0Open-side structure makes loading and
unloading of large workpieces easier than
aver.

@High-rigidity bed and table assure high-
precision cutting for even heavy workpieces.

@FProprietary table drive mechanism to mini-
mize motion distortion,

@®AWF(automatic wire feeding device) dra-
matically enhances wire performance for
fully-unattended operation{option).

-y

Major Specifications

Bhiax. dimensions of workpieon
B50(25 6) X900 (35.4) X 250 {2.8) mm (WX DXH)
@Max. woight ol workpieca : 750kg (1,650Lbs)
@ Table driving systam | AC S6nG MOtor
@Table travel
Right & baft (X aas)h = 450 [17.7) mm
Back & forh (¥ axis) - 600 (23.6) mm
B2 axis fravel (up & down) @ 265 (10.4) mm
#With the aulomatic wirg feading drvete mounted, the
Z stroka is 210mm, and maximum workpigos Fasghit

#tAutomalic wire leeding device and
plottng plate are optianal
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All models feature LCD panels.
Compact, one-box designs are
easier to use than ever.

With two 32-bit onboard CPUs, this NC controller
offers dramatically enhanced processing speed and
the preformance only possible with our new cutting
circuitry. The user interface and machine control
software have been improved to combine multi-
function performance with simple operation. The
NC controller can control the XY, UV and Z axes _ .

individually, and with simultaneous 4axis control o

can handle complex machining tasks like work- - i
piece with differing upper and lower shapes, a wide ; TR
range of tapers, and continuous cutting of work- E E T -

pieces with varying heights through Z-axis control.

Multi-window functions

Four powerful multiwindow func-
tions instanily display needed
information. The cusiom window
can be freely sized and positioned
by the user, and can show up to
three diagnostic and maintenance
screens. There are also the help
window, menu window 1o display
data parameters, and the alarm
window 1o display alarm infor-
mation

One-touch positioning

A special screen has been
provided for positioning, adjusting
wire perpendiculanty and measur-
ing guides span. Once para-
rmstars are setl positioning can be
exgculed automatically later with
A single button. And because of
thae extansiva aulomabon usaed,
positioning is sim-pler than ever,

Memory and MDI operation

The machining screen now. shows
all essential information, including
any four of tha ten supporied
coordinate data systems, operaling
conditions, taper constants, cutling
speed and circumferance, cutling
path, and soft limit switch sei
regions. Al with instaneous screen
update. With tha mulli-window
function, user-delined screen
layout is simpha.

Mini-APT

Even whils cutling. graphic ediling is
possibln fof i maxl shaps 50 DE
machingd, Smpls shapes can be
cigated intar-activaly from linas and
arcs, and ha NG program aulg-
mahcally pangnaied when complede.
Thiy conbobar will hanole ledious
nigesacison  and  conlasl  podnd
coondingbe calculatpn, making &
passhio o dosign shapes just Bios
USING & panci

giagnostic iInformation

Alarms &nd wamings genedaied
duaning cuiling ane rsianty Gspiayad
on 1ha sorean, whiba conrsumalies and
manenansd points e managed on
a4 Specss| maindenance ScAeen
Produchion inéormaicn and opsralor
hislory data provide slatistica
managamant of upima raScs and wie
fonding siatus and alam log

Program load/save
Frepams and culling comifions can be road m from popar lapa or "nl.'-"lﬂ'
disks, and direct up and down lcading with CAD sysiems is possible through
thea RS20 mberdnce, Many programs wislen in lohmats rom olher vanodons
CAR Al e corveried i Seby lormat

Powerful editing functions
Include cul and paste, search and replsce, parmal saving, and relarencs
lunclions

Drawing check
Drawings can be checked gquuckly and accuralely with luncliona like
automatic scaling, pamial mapgniicaton and 30 wee lrame ganaration. And
bacausa tha drawings for one pogram can ba edited while cufling a diffaran
[peogram, efficncy iz botber than aver

Load/save for cutting conditions
14,000 |tema of 1,000 types culting condiions can be saved io lofer wse
mAomatic search of culling condition is possibla from keys ke work maderial,
thichness, finish surface mughness and wing Bype

Enhanced maintenance and



High-grade, high-precision non-electrolytic
cutting with the Seibu EP

supply : and a cutting speed close to that of
conventional systems.

In non-electrolytic cutting, elution of cobalt
as a binder used in tungsten carbides,

can be prevented, maintaining material
strength at the premachined level.
Electrolytic degradation of machined
titanium alloy and aluminum surfaces is
prevented, and elimination of titanium alloy
discoloration yields high-quality output.

M Tungsten carbide

Corrosion - free effect

MNon-electrolytic cutting controls oxidation of the
anode, providing a dramatic rust suppression
effect for ferrous materials.

EP culting

High-grade cutting

The non-electrolytic cutting method totally
eliminates electrolytic corrosion, helping prevent
hairline cracks and softening on the cutting
surface, enhancing die life.

Conventional cutting

High-speed non-electrolytic cutting

Non-electrolytic cutting is used for the complete
process from rough cutting to finishing, with cutting
speeds close to that of traditional designs.

T E




High-precision cutting

Newly-developed power

supply with SC circuit

enhances cutting precision (surface roughness,

roundness) and speed.

Power supply with SC circuit

The newly-developed SC circuit makes it possible to
boost the machining frequency to four times that of our
conventional systems.

As a result, surface roughness of 2.5umRy or better is
possible after 3rd cut cutting. And the responsiveness of
the cutting servo has been improved to almost double
cutting speed (in-house comparison, wire diameter 0.2,
SKD11, 10mm).

#Comparison of surface roughness

@Wire diameter: -« 0.2
@®Workplece material - - -SKD11
®Workpiece thickness:- - - - -50mm
@Number of cutlingg: - <<+« -3
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Measurement: SURFCOM, mani. by Tokyo Sedmiisuy
#The best cutting surface roughness
@Wire diameter-- -« -$0.2

®Workplece material
semsnanssan s TURgsten carbide

@ Workpiece thicknessg- -« ---- 15mm
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Measurement: SURFCOM, manf. by Tokyo Sedmitsu
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Drive system

Modifications to the X,Y,U and V axis drive systems make
possible even better precision and machining stability.
Optional linear scales can be mounted on the U and V
axes. Linear scales are standard on the X and Y axes
(B3S3 only).

#Static precision comparison
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Measuremen ACCOM, manl. by Heldenhaln

#Comparison of machining roundness

Conventional machine

Roundness: 1.71um

I'-q_\_\_‘_
e l N @Wire diameter: -« $0.2
,." | L ®Workplece material- - - -SKD11
| I ®Workpiece thickness - 25mm
T ——JII:--—*" @Number of cuttings: -4
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- Ty : .r" ;
- ; -
NS Bt
= i
* __"'J -"\-\._
* ."'- s
—': ( !! '
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@Wire diameter-------- 80,2 e i
@Workpiece material - - -SKD11 Ry ety =
®Workpiece thickness - 25mm "
@Number of cuttings -4 . v —

Measuremeni:

TR250, mand. by Rank Taylor Hobson



EP power supply

Non-electrolytic cutting prevents the dissolution of cobalt,
a key bonding agent in cemented carbides, thereby
maintaining the same strength as the work has prior to
fabrication.

It also prevents deterioration of the machined surface in
titanium alloy and aluminum, helping improve machined
quality.

@®Corrosion-prevention effect
Non-electrolytic cutling reduces anode oxidalion, helping prevent
generation of rust on ferrous materlals, and providing a superior
carrosion-prevention effect.

@®High-guality cutting
There is no electrolytic corrosion with non-electrolytic cutting, helping
to prevent halring cracks and softening om the cutling surface and
enhancing die life.

®High-spead non-electrolytic cutting
Can be used for the entire process from rough cutling to finishing, at
speeds close to those of conventional designs.

b4

Conventional cutting EP cutting

Tungsten carbide

BD corner control

High-precision cutting of sharp or radial corner profiles.
Wire flexion is minimized to significantly enhance
precision of both inner and outer corners.

Withoul conned eontral BD eoimie contral

E'..I‘I cormer

S

st

Sample of BD corner contral

Ultra-finishing power supply

The high-frequency pulsed power supply prevents
electrolytic corrosion, yielding a top finishing surface
roughness of 0.5 umRy. This ultra-finishing power supply
can be used to significantly reduce time required for mold
polishing.

aAMachired suriace
{ulira-fineshing power supply)

aMachined
{corventional povwer supply)

Pitch shape cutting

BPitch precision Lisits, e

_— [Position] Dimension | Measured | Error
ET 3 A | 60,0000 60.0015| 0.0015
mloEE o 77 | B [60.0000(60.0018| 0.0018
w Hb—o— O == g | C 30,0000 29,9999 -0.0001
il 0 511 -4, | D _{30.0000]30.0005| 0.0005
1 £:] E |30.0000]20.0018] 0.0018
; ; F | 30.0000 29.9997 | -0.0003
-6 B ( |30.0000)30.0012| 0.0012
L ! i H_[30.0000 | 30.0006 | 0.0006
Maasurement: ; | 15. ﬂﬂﬂﬂ 15.0000 | 0.0000
EHEaEEﬁ‘ Erl-;;ls}urm'nenl MICTOSCopE ) 15. ﬂ'ﬂﬂ“ | 14.9999 | -0.0001
K 15,0000 | 15.0002 | 0.0002
B Shape precision Linits: ) L |15.0000/15.0003| 0.0003
Error |8 Epe
1 100000100003 00003 - | - ®Wire diameter- - 0.2
2 10,0000 10.0005 | 0.000510.0000| 0.0000 @Workpiece material: - - - - -SKD11
i }gﬁ 1$ 'gm ;ﬁ:ﬂ jﬁ @Warkpiece thickness-----25mm
i s e e Al Tl -“uthruf mlings ......... ‘
5 10,0000 | 9.5988 | 0.0012 | 5.9955 | -0.0004

#Raference values based on n-house {esiing ondy




Rigid Structure

Rigid Structure and Thermal Displacement Counter-
Measures... A Machine Handmade by Craftsmen to
Assure Long Life and Precision.

Complete box-type base construction
Base is cast of high-carbon Meehanite, with ample wall
thickness and crossrib supports to assure incredible
rigidity.

The result is assurance of stable temperature

characteristics and vibration absorption, and long-term
precision.

N

High-rigidity work table
The work table is designed for ease of work, delivering
high rigidity and high-precision performance.

Submarged type Flushing typa

. ' . T E
Control of thermal displacement
Thermal Insulation
Ceramic is used bebtween the wark a®s __._m__&.___
table and the top slide for thermal — = i i S
insulation. It prevents the working =z
heat generated by high speed cufting
from being conducted to the X-Y travel 5

section of the slide section and
resulting in strain of the slide section

and themal expansion of ball screws. S8 :- il

Lower arm coolant temperature control

To maintain the thermal balance between machanical parts, materials used
in all major components are carefully selected for low thermal expansion,
high strength and excellent corrosion resistance.

Temperalure-controlled water is circulated through the lower arm and
work table, maintaining a constant temperature thraugh water coaling and
minimizing thermal displacement.

The lower arm is protected from cutting fluid splash with a stainless steel
cover, designed to maintain an air gap between the cover and the arm,
This air gap also prevents thermal transfer from the cover.

-
i

Flushing type l
=

) Submerged type

[ |
Seal-less structure prevents sludge adhesion

The lower arm is secured
in place with a bridge
in the middle

portion, removing the
used wire at an upward
angle to eliminate any
need for a seal between
the work tank and the
lower arm.

As a result, there are no ,
precision-degradation
problems caused by |
sludge buildup on the
seal. (EWP-B353 only)

cl

[Diagram: EWP-B353) 5

Wide-access doors

The doors to the work tank
open up wide, left and right,
for easy access. Experience
for yourself the freedom of
work placement, removal
and centering.

{iIn B and C series)

[Pholo: EWP-B353) |




NC Device

Advanced Al and diverse functions to support

high-precision cutting.

LCD panels for simpler operation on all models.

Energy-efficient, compact design

To minimize running costs a regenerative circuit has been
added to the machining power supply, slashing energy
consumption by about 12% for even more economy. And
the compact design uses about 40% less volume and
considerably less precious floor space.

12.5 11
T2EWA
10KVA
BEVA
GRVA
AKVA

ZEVHA

Conventional type New type  Conventional type  New type

Auto-boost function for cutting conditions
When approaching from the work end, the wire may break
repeatedly due to unstable cutting conditions caused by
insufficient cutting fluid supply or corrosion. The auto-
boost function automatically controls cutting energy to
assure a smooth cutting start, eliminating the need for
complicated interrupted operation.

¥,

ABsaua Bumpng

Cutting start ———— -

High-speed cutting

The power supply unit in the SW-7000 series can deliver
cutting speeds 30 to 90% faster than conventional power
supplies, assuring significant improvements in cutting
efficiency.

P12
~TO00A1 I;ECJ EP

" _7000A EP
/ |

~Conventional typeEP

10

{mm/min) 0

10 20 30 40 50 a0
Workpiece thickness(mm) =

One-touch positioning

& special screen has bean provided for
posifioning, adjusbing wire perpendscularily and
masuring guides span

Once parameters are sai D'EIE-IIIMII'IQ Can e
epeculed automatically later with a single
bsurtboan,

And because of the exlensive aulomation used,
positioning i simpler than ever

Enhanced maintenance and
diagnostic information

Alarms and warnings generaled during culling
are instantly displayed on the scresn. while
consumables and malnienance poinls ane
h”-'d.l'l.&-g-l!-d Gf A SpEcial masntenancs SChoen,
Production information and operation history
data provide statisibcal management of uptime
ratias and wire leeding stafus and alarm log,

Multi-window functions

Four powerful mubli-window functions instantly
dsplay nesded infarmatian.

The cusiom window can ba fresly sized and
positioned D:p‘ the user, and can show up o
three disghostic and maintenance scroens.
Thora are also tha halp window, menu window
fo display data parameiers, and the alarm
window to display alarm information

Memory and MDI operation

The machining seresn now shows all essential
infarmation, including any four of tha ten
supporied coordinate data sysiems, operating
conditions, faper constanis, cufting speed and
circumierence, culting path, and soft limit switch
sl regions.

All with inslaneous screen update,

With the mulli-window function, user-daiined
screen byout B simple.

- -
Mini-APT
Even while cutting, graphic editing s possible
for the nexi shape 1o be machined.
Simple shapes can be created inter-actvely from
lines and arcs. and the NC program aulo-
malically generated when complete
The controller will handie tedicws intersection
and cantact point coordinale calculation,
making il possible fo design shapes just e
using a pencil,

SEBUEDM i



Machine Specifications

| Max dimensions of workpiece (WXDXH) | «3 GET5PCtn0500 ) | #3 e a) BT B 118 1 e T (9.8 ¥
| Max weight of workpiece 750kg(1,650Lbs) |  1.000kg (2,200Lbs) 300kg(660Lbs) | |
T_I-F=i'|-~! ol ot M}Hw ( X -avis) 500mm (19.6) (X -axis) 700mm(27.5) {x-an:a} 300mm(11.8) | (X}
. Back & forth direction| (' -auis) 300mm(11.8) (Y-axis) S00mm(19.6) |  (Y-wds) 250mm({ 9.8) | (V|
e, (Quick)200mm.~min(35.4 in / min) : S
Table manual feed rate(X-Y axes) Step feed 0.0001mm{0.000004)~1.0mm(0.04)(0.1 wm uniyy | (QUick)1.200mm,/min(47.2 in.min)
| Z axis travel distance  315mm(12.4)
Wire feeding speed E
Applicable wire electrode diameter *2  0.2~0.3mm(0.008~0.012) ®2  0.1mm~0.3mm
Outline dimension (W x D < H) 5 (G0 1 x (70 B)x (B26) | %5 (00 &) (05 ) x (B8.3) B haess |
Weight 3,000kg (6,600Lbs) | 5,000kg (11,000Lbs) 2,000kg(4,400Lbs)
wm Right & left direction (U-axis) : 100mm(3.9)
g Back & forth direction (V-axis) : 100mm(3.9)
' . . Quick 300mm({11.8)./min Middie 30mm{1,18)/min Siow Smm(0.35),/ min :
PPN TR S i Step feed 0.0001~ 1mm(0,000004~0.04)(0.1 4 m unit MCHIS SN frin
§- Taper angle %2 +10° Height 250mm(9.8)
Angle changing function during cutting
Tnp-humugulﬂﬁﬂtg

1, In the case of maching with automatic wing feeding devics{option), Z axis siroke is 210mm, and max. workpéece height is 200mm.
#2. As for the case with an optional Aviomatic Wire Foeding Device, thesa lems will be decided by tha specificalions of AWF - 34 and AWF-38.

SPEEIHI aCCeSSOIeS o Factoryoption ) shaws thal option can be mounted X shows that option cannot be mounted

Automatic wire feeding device Standard :

|
!

olololololololelolx|leololololoololo

 Linear scale for X-¥ axes

bl Tiai
—_Digital tention meter _ 2 kgl
I_-.'.Il .. _,._._.-.,I. ml o A .'

#1, Can nol bo equipped with punch-out ejector, 2. Can not be equipped with slan-hola dnling device.
3. Can only be used together with automatic wire leeding device (AWF), 4, Automatic punch-oul ejectr can be olfered only in Japan,

o |
| = |

b
sl

|

O]0|0|O|O|0|OIX | X |0|0|D|O|8 O X|0|0O
0000|000 X KE@@?KDGDKDD%




?:! P2 EIntD.8) w1 B e ) % (0.8) #1058 A (D.8) B ) i (B 1) X (D.8) A T %11 .8) a7
500ka(1.100Lbs) 750kg(1,650Lbs) 1,000kg(2.200Lbs) 1,200kg(2,640Lbs) 100kg(220Lbs)

:-EILS] 300mm(11.8) ( Xaxis) 450mm{17.7) { Xaxis) 450mm(17.7) (X axis) 450mm(17.7) { X axis) 300mm(11.8)
axis) 450mm(17.7) (Y axis) 600mm(23.6) (Yaxis) TOOMm(27.5) | (Yaxis) 1,000mm(39.3) (Yaxs) 200mm( 7.8)

(Middle)90mm.~min(3.5) (Slow)3mm.~min(0.35) (Step feed)0.00025(0.00001)~2.5mm.~min(0.01)

{Quick)300mm/min{35.4 in/min)
(Skzo feed)0.0001/2.000004)~ 1 DI040 | g i)

X-¥,U-V, Zaxis: AC servo motor

265mm{10.4)

140mmi(5.5)

250mm.~sec(2.0~8.8in / sec)

-

300~1,800gi(0.66~3.96Lbs)

50~1,400gf(0.11~3.08Lbs)

(0.004~0.012)

w2 0.2mm~0.3mm(0.008~0.012)

0.07~0.2mm{0.0028~0.008)

1.8265x 1 . 5065x 2,100
(71.9)=(42.3) % (B2.5)

2,.285=2.070=<2,100
(BE0.00 = (B1.4) = (8268

2,380 % 2,240 = 1,980
(93.61 = (B8 1) = (77.8)

1.880=2 TED=2, 125
L7e.01x {109.3) xi83.5)

1.540=1,250x 1,920
(G0, 7] = (48.3) x{ r5.68)

2,500kg(5.500Lbs)

3,500kg(7,.700Lbs)

4,000kg(8.800Lbs)

6,000kg (13,200Lbs)

2,000kg(4,400Lbs)

(U-aas) : 60mm(2,36)

(Uaxis) : 40mm{1.57)

—_

(V-ads) - 60mm(2,36)

(Vaxis) : 40mm(1.57)

30mm,~min(1.18) (Slow)9mm,/min{0.35) (Step feed)0.00025(0.00001)~2.5mm{0.01) (0.25 um unit)

Quick 300mm. min{11.8)
Steg fead 0.0001(0.000004)~ 1mm{0.04)
(0.1 um unit)

#2 =10 (Height 150mm}(5.9)

2 +7 (Height 100mm)(3.9)

Possible

Possible

3, In the case of submenged cufting, hesght is Max, 250mm. As to the workpiece of 250 ~ 300mm height, flushing cutling is avadable.
#4. In the case of submanged cutting, helght ks Max. 100mm. As o the workpiece of 100 ~ 120mm height, lushing cutting is available.
#5, Depth dimension includes wire hopper (600mm). Filtration device and control device are not included.

B O O O O Standard
® O O C O
9] @] O O O
®) @] O O N
® @] O @, Standard
] @) O O x
9] @] O O o

E O X X X Standard
2 o o] ¥ Standard

B % X X X Standard

% & 21D b #1 5 b

=2 O %2 Q) ) w2 O x

B O @] 2 @) o
@] @] O @] o

E O @] O o O

_13{:} #3() #3 () #30) )]

, B O O 0 8]

- ANe @] O 9] 9]
o] o] 0 0 X




| Specification of Control Device
Input power source 3-phase 200V £10% 50/60Hz 10KVA | 3-phase 200V £10% S0160Hz 11KVA
Control ' o ine dimensions(W x D * H) 4B0X790%1.715mm(18.9%31.1x67.6)
gevice Weight 240kg(528Lbs)
] Fulu-ugamraﬁnn Transister pulse circuit
Songly | Cuting voage " 90 steps ;
Cutting current 15 steppql:hﬁa:. working current 25A)
Control system CNC of 32bit micro computer I
Ambient temperature 0~40°C
Control axis X=¥-U-V:Z BSaxes (X-Y- U V daxes simultanecously)
Input g!-sigm 3.5inch FDD, MDI, RS5232Cinterface
Code | SO (R840) FE I A (R5244-A) selective
Position command system Incremental value.~ Absolute value, joint use
Max.programmble dimension (X.¥) +9999.999mm (393.7), (I-J) +99999.998mm (3837.0)
Numerical "} st input increment 0.001mm (0.00004) - -
Control || gast command increment | 0.00025mm (0.00001) /Pulse | 0.0001mm (0.000004) /Pulse
Interpolation L!I'Ear, Circular
Intersection calculation m Sharp edge, ComerR
Wire offset - 9.999~ +9.999mm (- 0.39366~ + 0.39366)
Table manual feed rate {240 508 B0 B (5hp o Gkl 0001 Syt
Cutting feed control Senvo leed.”Constant feed, selective
Reverse function At short circuit, reverse alnng cutting locus (Reverse distance 0.5.41 !L*'E Omm selective]
Plotting rate 400mm (15.7) /min
Display specifications Control functions
® Display 10,4-inch color TFT LCD "~ @Memory operation 512 programs {memory capacity M)
@ Displayed characters Alphanumerics,and Jaﬁhaa& characters N total tapa kength : approx. 2,500m
@ Display screen  Present coordinates, cutting conditions, culting @ Companeation Ptch emor, backlash compansation
locus, and operating conditions displayed @ Control functions  Awis exchange miror image (XY axis indrvisual | simull-

- simultaneously or individually aneous), optional stop, W20 stop, M21 stop, M24 stop,
@ Coordinate display  Workpiece coordinates, reiative coordinates. machi- single block, machine lock, dwed, dry run, block skip
ne coordinates and command coordinates displaye- @ Drawing expansion P
d simultansoushy(XY,UV, Zaxes 0.001mm units) I shrinkage 0.001 to 99.999 magnification factor
@ Current coordinates XY, UV and Z 5-axis simultaneous display in ® Drawing rotate + 1"+ 380"
0.001mm units (modal SW-T000K) P T TR
@ Automatic S brierged operation ble sida centar,
@ Current coordinates  XY.UV and Z S-axis simultaneous display in positioning n:nmr adge, hole mnmmr oM center)
0.0001mm units (model SW-TD00A) —— e
—- = @ Return to origin Euﬂlng slart p-:l-lnl referance point, wire bre-
@ Graphic functions XY planﬂ_,l..l"-‘ |.'.I-|-E|I1E' and 30 graphics _ akage pmnt damgnal]un ol retumning axes
:nuinmatn: acalnipanlal magl:ﬂllmﬂﬂnj . A i Wire parpe larity, axis compensation,
@ Cutting status display  Cutting time, cutting length cutting speed, rement functions  circle compensation, taper parameter
= remaining cutting time (wire perpendicularity requires optional jig)
@ Other displays  NC data.alamm waming messages, sysiem paramalers, @ Soft limit 5 regions
mainienance information production infarmation, - : e
operation log ® Macro functions  Caluculation functon
lHﬁ!gl‘unn'lhm Search and replace reference,cut and paste.copy to file ® Comer chamfering control
& Multi-operation lunction mﬂqmmmmmmemmﬁa. @ Top - bottom equal radius culting N
@ Mult-window function [ ] Tﬂ-p hul'h:l-m ditferent shape cutting

@ Help function I Mini-APT




SEIBU EDM Line-Up

Superlative Technology Contributes to Improved Work Efficiency.

| Ll Submerged type
{_:ﬁ;';' gjﬁ mg}e Ultra-precision wire EDM | High-speed, high-precision wire EDM
B series A series
) he) Ep)
300x200 = 5E 5¢) &Y
= s J©)
300x250
300x450
350x250
450x600
450x700
450x 1000
500x300
500x350
700x500
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High-speed, high-precision wire EDM

C series

Flushing type

High-speed, general-purpose wire EDM
K series
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Filtration Device

FW-4CP

@Target machine EWP-B352

@®lon exchange resin,/ 204

@®Iinternal/external pressure paper filter.” 2 pcs.

@Tank capacity.” 400 0

@®Weight.~400kg (not including cutting fluid)

®Power input.” Included in control system

®Dimensions ./ 850x1,500x1,350mm
(33.5x59.1x53.2)

FW-7C

@®lon exchange resin,” 200

@®Internal .~ external pressure paper filter/ 2pcs.

@Tank capacity.” 70010

@®Weight.~350kg (not including cutting fluid)

@®Power input.”Included in control system

@®Dimensions.~ 1,000x2,030x1,150mm
(39.4x80.0x45.3)

Preparation for installation

Installation site

We recommend that you install yvour EDM system in a site that fulfills the following conditions:
#5mall temperature change
The optimum temperature is 20T 21T, Temperature change will adversely affect the system’s precision. Avoid direct exposuna
fo air conditioning cold air or sunlight.
®Low humidity and particle count
If other machine tools are located nearby the machining dust will have an adverse effect on the sliding and rotating surfaces
(ballscrews, etc.) of the system, so be sure that the operating environment is clean. Any condensation will cause system corrosion.
eLow vibralion
Excessive vibration will make it difficult to maintain machining precision. Either resite the system or use foundations to isclate it.
sWe recommend using this system in a shielded room to avoid excessive EMI.

Installation construction

Be sure to ground this system to prevent leakage accidents, misoperation due to electrical noise and EMI problems.
#Class 3 grounding (ground resistance 100 max.) is required, with each EDM system to be grounded separately.
#The grounding cable should be at least 14mm® in cross-saction.




@Target machine  EW-AT752

@®lon exchange resin.~ 200

@Internal/external pressure paper filter.”2 pcs.
@®Tank capacity~ 1,100 ¢

@®Weight.”400kg (not including cutting fluid)
@Power input./Included in control system
@®Dimensions.~ 1,200x2,500x 1,150mm
(47.3%98.5%45.3)

_For FW-3Cand 4cp I
i

FW-3C
—
@®Target machine./EW-K3 Series e i
@®lon exchange resin,/5(
@|nternal/external pressure paper filter /' 2 pes.
@®Tank capacity.~ 3400 .
@Weight,”300kg(not including cutting fluid) Internal/external
@Fower input,/Included in control system 3pm paper
@Dimensions,”1,030%1,170x950mm g U0 Sc0m
(40.6x46.1%37.4) IS hrgh
\F A Internalfexternal
3pm paper
& 340 % 300mm
{OD X height)

Shielded room

if televisions, radios or other comme-unication equipment are affected, it may be necessary to install the system in a shislded room,

oGround the system within the shielded room. )

#lf the ground can not be made within the shielded room, use a thruboll into the shislded room. Please consult the vendor in advance for shielded room
installations.

-
e

Complete power supply construction before installing the EDM system. The inpul power supply must use a dedicated line from the factory supply.
If there is excessive voltage fluctuation it may be impossible to assure stable machining or precision.

#The wire EDM system input capacity will vary with the specific system; refer to the specifications.

#lise a leakage breaker with a 100maA current sensitivity.

Compressed air suppl

The wire EDM requires connection to a compressed air supply. Complete all piping before installing the EDM system.
Required air pressure : 0.5MPa minimum (Skgffcm® minimum)
Connector ID : 0.8mm diameter nylon or urethane hose




Power Support for High-Precision Cutting

and Unattended Operation.

Source wire feeder

Can supply wire electrodes continuously for
long pericds (20kg bobbin wire). Supporis
0.2,0.25 and 0.3 diamaier wires

Automatic wire square |ig

By setting the jig on the tabla and touching
the wire wilth its edgeas, the verticality of wire
alecirode against the fable can be
automatically detacted corrected.

Integrated cutting hour meter

Logging and display of cumulative culling
time for long penods of time (for example, in
rmanthly units.)

NC indexing device

Min. indexing wnit : 0.001 dagree

Die guide

Wire die guides provided for 0.1, 0.15, 0.2,
0.25 and 0.3 diameter wires, supporting a
wide range of applications

Wide angle taper nozzle

w |

Supports tapering up to an incredible 32
dramatically expanding your range of wire
electrical discharge machining

iUpper : EW-K3 , Lower : EW-A)

Working fluid cooling device

= J
=/

Maintains working fluid at a constant
iemparalura for high-precision cutting.

Digital tension meter

High performance meler with an accuracy of
t1.5% (fullscale). Measurment range @ 200
to 2,000 gi

Tension meter
[ e :—,ﬂ——-

Cuick verification of wire arectrode tension
up 1o 1000 gf.



