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Stable CO: welding
from thin to thick
plates!
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A waveform control that stabilizes droplet
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Dotted line: CO2 welding

(DInitial short-circuit control
Detects initial short-circuit and then the
secondary switching circuit reduces weld
current rapidly to prevent micro short circuit
that causes spatter.

(@Neck control
Detects a neck of the droplet and then the
secondary switching circuit reduces weld
current rapidly to prevent fuse effect that
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rocess of droplet transfer

(350/500GZ4)

Suppresses weld pool oscillation at the
time of short-circuit and short-circuit release.
Also suppresses micro short-circuit during
arcing time.

Equipped with TAWERS's
SP Control praised by
many of our customers

SPMAG

® Reduced spatter (Reduced removal work)

® Shorter short-circuit cycle suited for
high speed welding

® Shorter arc length for good bead
appearance

SP Control

A waveform control that reduces spatter
in MAG welding

SP-MAG current waveform

Dotted line: Conventional

(Dinitial short-circuit control
Detects initial short-circuit and then the
secondary switching circuit reduces weld
current rapidly to prevent micro-short circuit
that causes spatter.

(@Neck control
Detects a neck of the droplet and then the
secondary switching circuit reduces weld
current rapidly to prevent fuse effect that
causes spatter.

(®SP control
Superimposes the current immediately after
a short circuit release and allows for higher
wire-melting speed. This makes the next
short-circuit smooth and also makes the
short-circuit cycle shorter (from from To to T1).

Dedicated characteristic for 500GZ4

Rated output: 400 A at 100 % (pulse welding)

Equipped with TAWERS's HD-Pulse process.
Best for high quality and high speed welding
of medium and thick plates.

HD-Pullse benefis:

® Preventing undercuts during high speed welding.

® Dip (Short circuit) transfer enabling lower heat input with gap handling capability.

® Precisely controlled dip timing reducing spatter.

HD Pulse Normal Pulse

Ld K 2

Short and narrow arc  Long and wide arc

Droplet transfer:
+One dip per one pulse
-Short-circuit transfer

Droplet transfer:
+One drop per one pulse
-Drop transfer




B Specifications

(DWelding Power Source YD-350GZ4YUA YD-500GZ4YAA @Wire Feeder YW-35DH1 [ YW-50DH1
Rated input voltage™1 AC 380/415 200/220 Applicable welding torches CC fitting type
(Allowable fluctuation range) (342 to 456) (180 to 242) Rated current 350 A [ 500 A
Rated frequency Hz 50/60 Rated duty cycle 60 %
Number of phases - 3 Mild steel (0.8)/0.9/(1.0)/1.2 mm [ 1.2/1.4/(1.6) mm
Rated input W 238 Wire types and | Flux cored mild steel 1.2 mm 1.2/1.4/(1.6) mm
. 8: diameters*® Stainless steel 0.9/(1.0)/1.2 mm 1.2/(1.6) mm
Maximum no-load voltage 7 Flux cored
Non-pulsed: 500 stainless steel 1.2mm 1.2/(1.6) mm
Rated output current Pulsed: 400
ulsed: Drive system 4 feed rolls (2 driven, 2 idle)
Rated output voltage 36 45 Wire reel shaft Equipped with brake
Rated duty cycle 60 100 Wire cover Supplied

Non-pulsed: 30 to 500 .
Output current range 30 to 350 ; Control cable: 1.8 m
Pulsed: 30 to 400 Cable lengths Power cable: 1.8 m

Output voltage range 12 to 36 12 to 45 Gas hose: 4.8 m
Power control method IGBT inverter Weight 17 kg 18 kg

Memory 50 channels *5: Diameters in () can be used with optional parts.

. CO2/MAG/Pulsed MAG/
Welding processes CO2/MAG/MIG MIG/Pulsed MIG @ Controller YD-00DHR1YAA

Waveform control Digital setting Applicable wire feeders YW-DH series
+ Main welding Cable length 2m

Sequences - Main welding, crater filling - - - .
- Initial welding, main welding, crater filling Dimensions (widthxdepthxheight) 195 mmx170 mmx50 mm
Weight 1 ks

+ C0O2(100 %)
Shielding gases + MAG (80 % argon and 20 % CO2) .
- Stainless steel MIG (98 % argon and 2 % oxygen) | @Power supply facilities

Wire diameters 08/09/1.0/1.22 | 1.2/1.4/16°3 Welding power source YD-350GZ4YUA | YD-500GZ4YAA
- Mild steel (MS) Capacity 17.7 KVA or more 28.8 kVA or more
Wire types + Flux cored mild steel (MS-FCW) Input power cable 5.5 mm?2 or more 22 mm2 or more

- Stainless steel - -
- Flux cored stainless steel (SUS-FCW Grounding wire 5.5 mm? or more 14 mm2 or more

)
Pre-flow time 0.0 to 10.0 (in 0.1 s increments)
Post-flow time 0.0 to 10.0 (in 0.1 s increments)
Arc spot time 0.3t0 10.0 (in 0.1 s increments)
Input power terminal Terminal block (for 3-phase, M5 bolt) v )
: - - : Values are nominal.

Output terminals Copper plate terminals (M8 bolts supplied) Only 1.2 mm is supported for flux cored mild steel and flux cored stainless steel
Dimensions 4 wires, except 0.9 mm flux cored stainless steel wires for 100 % CO2 welding.
(width x depth x height) 380x550x640 378x543x896 : Only 1.2 mm and 1.6 mm are supported for flux cored mild steel and flux cored

. stainless steel wires.
Weight 61 7 : Input power terminal cover is not included in the depth.

B Options
@Connection cables @Welding torches"! @Others

Product no. |350GZ4 |500GZ4| Remarks 3-pin type torch switch receptacle Description Product no. Remarks
YV-305GZ4A — |38sq, 5m| (3 m:dedicated torch) Controller YV-005DH1 A | Cable length:5 m
YV-310GZ4A — [38sq, 10m 179 TE( O, RANSIES extension cable YV-010DH1A|Cable length: 10 m
YV-315GZ4A 38sq, 15m| |-20CS4TAB | Rated 200 A, air cooled | F %o inal (nit DEU00535 |*3
YV-320GZ4A 38sq 20m| | OOCEATAB | Rated 350 A, air cooled, lghtweight | 2 0 ormmunication unit| DEUO0533 |4
YV-605GZ4A 60sq, 5m| |-O0CS4TAB | Rated 350 A, air cooled | oo iiier it DEU00580 |5
YV-610GZ4A 60sq, 10m| | -00CS4TAB _ | Rated 500 A, air cooled | ;e feeder for
YV-615GZ4A 60sq, 15m YT-50CSG4TAB™2 | Rated 500 A, air cooled | |automatic welding YW-35DH1TAN |For 350GZ4
(oo zon| 5 Lo e e |
YV-810GZ4A 80sq, 10m|  350A yevee e =07 g\{ﬁ(')mgﬁ éocgg di%rg YT-CAT353T38 | Air cooled, 2 m, curved
T 0 sq: 5m @Gas regulator system*1 YT-CAT353T39 | Air cooled, 2 m, straight
YV-820Gz4A| —

Torch clamp for
80sg 20m Product no. EITENLS automatic welding TFM00167

- YX-25AD1 For CO2/MAG/MIG system
.Analog interface for GZ4 *3: Terminals for connecting ammeter, voltmeter, and flow meter are

Product no. Remarks standard on jig terminal block of welding power source.
G4 can be used fo To use "Stop", "Emergency stop", and "Current detection”,
YC-001UH1

1.2 m connection cable (harness) between low-spatter robotic or this opti it i
H : ; A . N G ptional unit is necessary.
welding machine and analog interface is supplied. automatic welding
Notes: * A cable (up to 4 m) between robot and analog interface is customer supplied.
+ Optional robot communication unit DEUO0O533 is necessary for welding power source.
« For details, consult a Panasonic sales representative.

O]O|0]0|0|0|0] |

*4: To use GZ4 with Panasonic welding robot, this optional unit is necessary.

*5: This optional unit is necessary to connect controller to welding
power source.

/!\ Safety precautions | eBefore attempting to use any welding product always read the manual to ensure correct use.

Panasonic Corporation Panasonic Industrial Devices Sales (Thailand) Co., Ltd.
Process Automation Business Division, Business Innovation Center 252/133 Muang Thai-Phatra Complex Building, 31st Fl.

1-1, 3-chome, Inazu-cho, Toyonaka, OSAKA 561-0854 JAPAN Rachadaphisek Rd., Huaykwang, Bangkok 10320 Thailand

TEL: 81-6-6866-8505 FAX: 81-6-6866-0709 TEL: 662-693-3421 FAX: 662-693-3427

Panasonic Smart Factory Solutions Co., Ltd. Panasonic Welding Systems India
Thermal Fabrication System Business Unit Industrial Plot No.1, Village Bid Dadri, Jhajjar - 124103, Haryana,
http://www.panasonic.com/jp/company/psfs.html India

Panasonic Welding Systems (Tangshan) Co., Ltd.
No.9 QingnanRd., Tangshan New & Hi-Tech Industrial Park, Hebei,
TEL: 86-315-320-6060 FAX: 86-315-320-6070
http://pwst.panasonic.cn/

® Specifications are subject to change without notice.
Catalog No. WS-Gz4

Printed in Japan [ 2017.11 ] 1-003P




