


All models_fe:a?ure 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 ! y
individually, and with simultaneous 4axis control EE

can handle complex machining tasks like work- : gt
piece with differing upper and lower shapes, a wide ; W
range of tapers, and continuous cutting of work- E E C ~

pieces with varying heights through Z-axis control.

Multi-window functions

Four powearlul 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 parametars, and the alarm
window o display alarm infor-
mation

One-touch positioning

A  special screen has been
provided for positioning, adjusting
wire perpendiculanty and measur-
ing quides span. Once para-
misters are sal positioning can be
exgcuted automatically later with
a single button. And because of
tha extansiva aulomalion usad,
positioning is sim-pler than ever.

Memory and MDI operation

The machining screen now shows
all essenbal informabicn, inckding
any four of tha ten supporied
coordinate data systems, operating
conditions, taper constants, cutting
speed and circumference, cutling
path, and soft limit switch sei
regions. All with instaneous screen
update. With tha mulli-window
function, user-defined screen
layout is simpha.

Mini-APT

Even whils culling. graphic ediling s
possiio lod ihe noxt shaps 30 DE
machingd. Sempls shages can be
ciaated intar-acihely from linas and
arcs, and the NC program  auto-
mafically gonerated when complédi
Thy conbolar will handhs  ledious
nigesacion and conldsl  poing
coondingle Ccalculpfion, making o
posshilo o dosign shapes just Bka
USING & pancl

diagnostic information

Alarms and wamings Qgeneraied
duning cufling ans rsianily cspiayad
on iha sorean, whia consumaliies and
manienancd points M manraged on
a spécaal mambgnance Screen
Froduclion irformaion and opserabon
mislory Mata provide stabstica
management of upime rafcs and wie
hending siatus and aiam o0

Program load/save
Fl'{ul'_.'l-‘ﬂl"l'l:'- and culling comblicns can be read n from poper Tapa or "nl.'-"lﬂ'
disks, and direct up and down lcading with GAD sysiems is possible through
tha RS20 mberdace, Many programs winben in lormats rom oiher vanodors
cAn ablsn e cormveried i Saihy format

Powerful editing functions
Include cul and paste, search and roplsce, parmal saving, and relarenca
lunctions

Drawing check
Crawings can be chacked gquckly and accuralely with lunctons hke
automatic scaling, parssl magndicaton and 30 wie lrama ganaration. And
bacauss tha drawings for ona pogram can ba edited while cutling a diffaran
program, efficiency is batior than v

Load/save for cutting conditions
14,000 (tems of 1,000 typas culting conditions can be saved o lader use
domatic seanch of r,ul'ling condition is possible from keys Bloe work matorial,
thichness, Bnish surface roughness and wing Dy

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.

Corrosion - free effect

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

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.

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.

Jiéf';n 4EP Cutting

SN (Marerial: NAKSS)

M Tungsten carbide

EP cutting Conventional cuiting

EP cutting Conventional cutting
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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: - oo 0.2
@®Workplece material - - - -SKD11
®Workpiece thickness- - - -50mm
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Measurement: SURFCOM, manl. by Tokyo Sedmiisuy
#The best cutting surface roughness
@Wire diameter--- -« -$0.2

®Workpiece material
seasssssass s Tungsten carbide

®Workpiece thickness- -« -- - 15mm
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Measurement: SURFCOM, manl. by Tokyo Seimitsu

BT SEBUEDM

Drive system

Medifications to the X,Y,.Uand 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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Measureman  ACCOM, manl. by Haldenhaln

#Comparison of machining roundness

L= Conventional machine
r "

O T Roundness: 1.71um
- ST —
rd - . ®Wire diameter- - $0.2
o : N ®Workplece material - SKD11
| s ®Workpiece thickness - -25mm
T — —'f"-*" @®Number of cultings: !
%\ ! _,-'“ 5
. Yy : I - ;
o -
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- llllr | "' L]
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[ New machine JSEN | I
Roundness: 1.00um ¢ ‘n.__ |
w g, : L]
£ -“ I L
@Wire diameter--- - - #0.2 e .
®Workpiece material - - -SKD11 R -
®Workpiece thickness - 25mm (Y Sp—
@ Number of cuttings--------4 . - e

Measuremani:

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-electrolylic cutling reduces anode oxidation, helping prevent
generation of rust on ferrous materials, and providing a supearior
carrosion-prevention effect.

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

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

Titanium alloy

Conventional cutting EP cutting

Tungsten carbide

BD corner control

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

T —

Without comner contral BD eormed contral

ﬂhi | Undercut corner |

W Cwarcut comear

Sample of BD corner contiol

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.

AMachined surface
Imwwdm E-I-WH:'

Pitch shape cutting

A Y e BPitch precision Linits: mem]
e [Pasition] Dimension Measured | _Error
5 -  am A | 60.0000]60.0015| 0.0015
Bl } R T B |60.0000| 60.0018| 0.0018
o =T I M4 [ € [30,0000] 29,9999 -0.0001
I~ [ | 30 D | 30.0000  30.0005| 0.0005
1 B E |30.0000 30.0018| 0.0018
| | ; F_|30.0000 | 29.9997 | -0.0003
a_ N [ B 30.0000 | 30.0012| 0.0012
- i - H | 30.0000 30,0006 0.0006
1I'S-'I:m:uﬂrltm'u-r'nt' el I 15.0000 | 15.0000 | 0.0000
zﬁﬂlal Engals}urnrn:n ITIIIZI'EIIIZCIP-E' .J 15{“]““. 1‘-5359 -n-m.l
K_|15.0000| 15.0002| 0.0002
B 5Shape precision untsm=) | L | 15.0000] 15.0003| 0.0003
Enor ["8e™ Entor
10.0000 (100003 0.003] - | - 18 HAMBIBE-- -« - 0.2
10009 10005 | 0000 0600 | G00%5| . : 2

@Workpiece material- - - - - -SKD11
@Warkpiece thickness----- 25mm

10000 | 95087 |.00013 | aseloomz| g PR EES TELITRST T ESI

10,0000 | 9.5988 | -0.0012 | 5.9996 | -0.0004

¥ Ralerence values based on n-house {esiing only

1
2
3 100060 [10.0008 | 0.0005 | 29928 .0.0002
4
5




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.

-_

T

N

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

Submearged type

Flushing type

- : ] 2 g Z
Control of thermal displacement
Thermal Insulation
Ceramic is used between the work ﬂ*ﬂm_‘f |
table and the top slide for thermal = e
insulation. It prevents the working
healt generated by high speed culting
from being conducted to the X-Y travel
section of the slide section and

resulting in strain of the slide section
and themal expansion of ball screws.

ol .

Lower arm coolant temperature control
Ta maintain the thermal balance betwean mechanical parts, materials used
in all major components are carefully selected for low thermal expansion,
high strength and excellent corrosion resistance.

Temperature-controlled water is circulated through the lower arm and
work table, maintaining a constant temperature through 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.

=

Flushing type '.'

I Submerged type

angle to eliminate any
need for a seal between

Seal-less structure prevents sludge adhesion
the work tank and the

The lower arm iﬁ.secured- ur
_!:r\ﬂ
lower arm.

in place with a bridge
As a result, there are no - ; ] ' um“m
precision-degradation e

i —

in the middle

portion, removing the
used wire at an upward
problems caused by
sludge buildup on the
seal. (EWP-B353 only)

L]

(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.
{in 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
T2ZEWA
10KVA
BKVA
BRVA
AKVA

ZEVA

Conventional type New type  Conventional 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

New type

efficiency.
t 12
~TO00A1(SC)EP
10 - .
~TO00A EP
8 |
o 6 _~Conventional typeEP
3
B 2
a —
{mm/min) 0

10 20 30
Workpiece thickness(mm)

40

One-touch positioning

A spacial scroeen has been provided for
positioning, adjusting wire perpendicularity and
measuring guides span

Once parameters ane sl pOSILioNINg Can 1]
ayeculed automalically later with a singla
Burtloam,

And because ol the exlensve aulomation used,
positioning = simpler than ever

Enhanced maintenance and
diagnostic information

Alarms and warnings generaled during culling
are instantly displayed on the scresn. while
consumables and malnlenance poinis are
l'I'h.HMij-l!-d aff & Special mMantenanceE SChoen,
Production information and operation history
daia provide statisthcal management of uptime
ratios and wire leeding stafus and alarm log,

Multi-window functions

Four powerful mulil-window functhons instanthy
display nesded nfarmatian.

The cusiom window can be freely sized and
positicned by the user, and can show up o
three diagnostic and maintenance screens,
Thore are also the help window, menu window
fo display data paramelers, and the alarm
window to display alarm information

Memory and MDI operation

Tha |'|1.ll:hil‘1||"|lj sefean fow shows all essential
infarmation. including any four of the ten
supporied coordinate data systems, oparating
conditions, tapar constants, -:u1||ng I.Fl-l':l:d and
circumierence, culting path, and soft limit switch
sal regions.

All with instaneous screen update,

With the mulli-window function, usar-defined
scresn Byout | simpla.

- -
Mini-APT
Even while cutiing, graphic editing |5 possible
for the next shape to be machinsd.
Simple shapes can ba created inter-acteely from
lines and arcs. and the NC program aula-
malically generated when complete
The controller will handie tedious ntersecton
and contacl point coordinate calculalion.
making i possible o design shapes just e
uslng a pencil,

SEBUEDM i



Machine specifications

EWP-B3S3 | EW-A5S3 | EW-A7S3 EW-C3S EW-C5
D W |y a00X300K 120 ISTKINBXAT) | a2 TONBOOK300T ZESXZIBKING | w2 00XTOONI0nnIEAXZISAIIE |53 SOONSEOX2AMZA6N26XET) | w3 BOOXESOX30e
Mawweight o warkglecs | 10052201 | 750311 8500 | 1,000 2200, | 3503 TT0L5:) | BOD:{1.760
LI s | Hezes! 30118 | fezss] 500~ 195 | foaes 00 (21 | (K- 3500148 | e 500
by s | (F-aus) 200018 | -] 300115 ] fans 500188 | (vose BB | e 350w
Tale o o ) [ 25 B, e e S e o R e T e e ot o e

2 Tk coving fpitem |

T |

2 2ot b s | Mo 55 | NEni24 | 25miAy | 3
Wre deedg soeed |
Wootdon consiograege | O5~16uDOOTI~OON82 |
picatie wee thctnde dometer | Q702000260008 | 5 01-03mD04-0012 | 05 01 ~0.3mi 004~0.012
Dutiod dmenson (NXDXHI | 1.540% 1,400,980 BA 5551 xT6.3) ot 165520252100 54,1 X 79 6B2 6 s 23002 420 2.24577/%0 5352 B3| 1,440 20402035~ 56 6xB0.20B00) | 1.500%2.200%2. 080
iz | 2.500:75.500. b= | 3,000 B 500>+ ! .000%5(1,000.12 | 2500555001+ | 2000

o Upow gt buellignen | Lz 4Qmn(15T) | fhaes 100mn38) | (e} TR TS,

E Uoer pate ruriteck bt | -zéx? (1 5T) | Vozsl 100mmG3S) | () Temmi2TS)

€ ow gutemnalimtrn | e mang v oo v e e | frag ey e

3 Tiowinge | 1 hsgt 100mmcone g | 110 Height 25 | £ tieght Momm.core ating |46 Heght XommL10r

e | FW-4CP2 | PR-TC | P11 | PW-5C | FIF-6C

2 oo achae i | 200 | 101 | 201

S|

o Tk oy | 4500 | 501 | %00( | 480¢ | B30

2. Do | 1.050::1,5001,450mm(d1 358.0x45.6) | 95021801 FM0rm BTAXBETNELS, | 100025001 D3 308 30535 | 8502065 1,15mm BIAXE1 AEA) | 1020218041370

e | 7 2205 484 1) | P 2400y 528 b | W7 2T S ) | X7 230506 Lbs | 12500

E | Max, submerged culling depth is 100mm. Flush cutting avalable for vwoek 100 bo 1.20mm high

® 2 Max. submerged culting depih 5 250mm, Flush culfing availabls for woak 250 1o 300men high

#5:When automabic wire feading device mouniad, depends on specifications of AWF, 6 Depth Incluedes wire hopper{600mm], excludes filiration system and cenftroller. & T:MNat including cuftting fluld

Special accessories

Medel
[tem

Aulomatic wire feeding device
Automatic wire square jig

Wide-angle taper nozrle
Wl‘hﬂmﬁnm

WMMMH

?aur: |
lwiitubuhﬁ}-

Alr compressar

[5 ngnmﬂrum
0o powe e

Linear scals for X-Y axas

Linear scale for U-Y axes

Start hisle devite
(o El sipspaort

Integrated cutting haur metar
Ditfarant wire diameter adjustment
Tape reader (R5-232C interface)
External atam output

Pletiing table

#1. Can only ba used logether with automatic wire feeding device (AWF],
) Standard equipment | 8 ishows that oplion can be mounted

EWP-B353 | EW-ABS3 | EW-A7S3 |

a O

X 0000 ¥ OO XOXBDOO
#¥ O 000 x ¥ E OO ®OXD0O0O
¥ 0000 x ¥ 2 OXO0®20Xx0

EWL35

¥ O 000 x ¥ ¥ O %0 20 x 00 %

P

EW-L052 | EW-300
3 Q L+
0 o o
0 o L
b4 o o
0 0 L
£ o 0
o o o
& E 3 -
@) - #
* * b
38 x b3
* 3t -
o o o
(s "0 #10
Q < o
0 O Q
¥ B -

:shows that aption cannot be mounted

OK3 | EN-450K3 | EW-600K3 |

D0 DD ¥ x x ¥ xDDODDOO

]
v

¥ 0000 % X X XXDOODODDDOO

EW-/00K3 EE‘HDEEHE

O
O
o
o
Q
O
O
o
#
*
x
x
e
Q
<
L#]
-

:Factory option



52| EW-300K3 | _EW-450K3

EW-600K3

=1700K3 | EVL1000K3_

ISKZSEXT B | e dS0XA0XISITTITTXISTHEE |4 SS0XGO0XZSO1ITH2I6NDE |4 GEONOODNISUTZESHISAXIE | NeBS01D00XZ0rmZS5XIANEE) |4 B0X1, 300X 250 55X5 1498
x | 300 BHLL | B00(1,100.5] | o051 550 | 1.000:5/2.2001.54 | 1,200y 2640, 52
36 | Heawt) 300mo(11 8 | L) 30011 | ezma] 4BOPIT) | (Hwia 45017 | fes 450mm1T)
38 | fae! Bl | Y-ges! 450mm(11T | If-wit) B0 235 ] wet T00nmiZt | Yo' 1,000mm38.3]
‘| ey A R ety
E-¥ ams: AL sarvo mobor
1 wis: AL senve malod
2 . 25rm 104
M-230mm, sec 20280 se)
318 D 005500356
| 65 0.1 ~03m 00040012 | &5 02-03-m 00080012

HLH.EIHEI TR0 0TS L1000 T A 42 3 A6 | LEZS 1 5052100 T Ax 582 x 2.6 | LS 2T 100 (B9 2 BT B2 6 |mxmllﬂ1-ﬂﬁlﬂ1lﬁ.ﬂj |i.‘SH:lIE.m= 21 25m=(TT 5 1093 xRAE

mo | 2000514400« | 2500550 ) | 3500k 7,700 ] 4,000 /8,800, | 50008 713200, =)
| 1-ask) 607236
| V-t §0rm 236
| it UG oo b0t 2 man S
TR ::,_...l #10 Hat 150
| FW-3C
i 5
fenaleaternsl pressure paper fier
| 340
Qxas xS 1,030,170 1,050m 40,5 X46.000d1 3
Bt : o7 180k 396 by
B3 Max, sheet thickness Tor aulomalic wire legcang device [option) i3 150mm & When automabs wie |’1:n.d|l|g dewnce mounbed, £ strole s 21 0mm, max work height @ 200mm

Optional Equipments

Wire die guides provided for
supporting a wide range of
applications.

Tha kalt scde K3 series

Thie righd side A 8.0 saries]

Source wire feeder

Can supply wire elecirodes
continuously for long perods
{20kg bobbin wire],
Supporis 0.2,0.25 and
0. 3mm diameler witas

Wide angle taper nozzle

Supports - tapering up to an
incredible 327, dramatically
expanding your ranga of wire
glectrical discharge machining
(Lipper K3 seriss | ower-A B.C spies)

Automatic wire square jig

By satting the jig on the tabla
and fouching the wire with its
adges, the wverbicalty of wra
electrode against the table
can be aulomabcaly detsctad
comeciad.




Specification of Control Device

SW-7000K SW-7000C 1 SW-7000A1

0 Input power source | 3phase 200V +10% 50,/60Hz 10KVA) 3phase 200V £10% 50,/60Hz 11KVA
3 Dufline dimensionsiw=DxH) | 480x790%1,715mm(18.9%31.1X67.6)
< Weight | 240kg(528Lhs)
tsy Pulse generation I Transister pulse circuit
ﬁ % Cutting voliage | 90 steps
< Cutfing cument | 15 steps{Max. working current 25A)
Ambient temperature | 0~40T
Control axis I X-Y:U-V-Z Saxes(X-Y-U-V 4 axes simultaneously)
Input system l 3.5inch FDD, MDI, RS 232 Cinterface
Code | ISO(RB40) ~EIAR5244-A) selective
5 Position command system | Incremental value,/Absolute value, joint use
5 Max programmbla dimansior | (X.¥) £9999.999mm(393.7) (1)) £99999.999mm(3937.0)
3 Least input incremant | 0.001mm(0.00004)
B Least command increment | 0.00025mm{0.00001) ~FPuise | 0.0001mm (0.000004) . Pulse
8 Interpolation | Linear, Circular
g- intarsection calculation | Sharp edge, Corner R
T Wire offset | -9.999-~-49.999mm(-0.39366~+0.39366)
Table manual feed rale l ﬂﬁlnq;ﬁa‘ﬂm ’ﬁ?ﬂh’!&ﬁ g I tﬁﬂqmﬁumsﬁbgﬁ1ﬁma
Cutting fesd control | Servo feed./Constant feed, selective
Reverse function | At short circuit, reverse along cutting locus (Reverse distance 0.5.°1.0.72.0mm selective)
Platting rate | 400mm(15.7) .~ min

Display specifications:Control functions

BDisplay specifications BControl functions
n-hp“ 10 d4=inch colar TFT LCD 512 programs {memory capacity 1MBlotal tape
y m w“ langth : approx. 2.500m
Displayed characters | Alphanumerics.and Japanese characters Compensation Pitch arror, backlash compensation
Frasant coordinates, culling conditions, cutting Axis sxchangs, mirror image(XY axis.indivitg® /
D'hplljl' SCreen locus, and operating conditions displayed simult-aneous), optional stop, MZ20 stop, M21 stop
simultaneously or indiidually Control functions M29 stop, single block, machine lock, dwell, dry
run, block skip
Workpiece coordinatas, relative coordinates, AR
Coordinate display | machine coordinates.and command coordinates f:ﬂlﬁg 0.007 to 99.999 magnification factos
dispiayed stmultanecusly ge
Drawing rotaie +1"-% 360"
X', UY and £ S-axis simultaneous display in = 2
bmerged operation possible
0.00 1mm units (madel SW-TO00K) Autamatic Su
Current coardinates XY.UV and Z 5-axis simultaneous display in Fﬂiﬂnﬂ“ﬁ {edge.side center, comer edge. hole center. column
0.000 1mm units (model SW-TO00A,C) center. W cenler)
Cutting start point. reference point, wire breakage
EI'IFHI: functions XY plane UV plane and 30 graphics Return to ﬂﬂﬁl‘l paoint. designation of returning axes
[auiomatic scaling.partial magnification}
Automatic measureme Wire perpandicularity, asls compensation,
tuﬂ]rg status ﬁph’ Cutting time,cutling length culting speed, functians nt circle compensation, laper paramater
ramaining cutting time (wire perpandicularity requires optional jig)
MC data. alarm. warning messages, system Soft limit 5 regions
mwlﬂ paramaters, maintenance information, production
infermation, oparation log Macro functions Caluculation function
Search and replace, relarence, cul and pasle, tﬂmm
Eﬁ'lﬂ funclions copy to file :I:Iﬂil'ﬂ K
During cutting, ML data ediling and drowing are Tﬂ'll - bottom
Multi-operation function| - o equal radius cutting - oK
- Top - bottom
Multi-window function - oK different shape cutting oK
Help function oK Mini-APT oK




SEIBU EDM Line-Up

Superlative Technology Contributes to Improved Work Efficiency.

L Submerged type
;#Eﬂgg mﬂf ‘Ultra-precision wire EDM | High-speed, high-precision wire EDM
B series A series
) M) Ep)
300x200 3] ) 2
¥
300x250
300x450
350x250
450x600
450x700
450x1000
500x300
500x350
700x500
ﬂ Submerged type M AWF ;Eﬂ EF power supply ;s.F‘ SF power supply ;53 SC circuit
‘_L'ﬂ Flushing type E ﬁﬁmnhl E‘ MWr supply i wwm supply E. ﬁ,mn}

I SEIBUEDM



High-speed, high-precision wire EDM

Flushing type
High-speed, general-purpose wire EDM

C series K series
i
300K3 é ) e ) sE) Rl
p RS Rk o)
= L
T AS0K3 g g™

cas ik
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Power Support for High-Precision Cutting

and Unattended Operation.

Can supply wire electrodes continuously for
long periods (20kg bobbin wire). Supports
0.2,0.25 and 0.3 diameler wires.

By setling the jig on the tabla and touching
the wire with its edges, the verticality of wira
elaecirode against the fable can be
automatically detected cormected.

Integrated cutting hour meter

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

Working fluid cooling device

MNC indexing device

Min. indexing wnit : 0.601 dagres Maintains working fluid at a constant
iemperalura for high-precision cutting.

Wire die guides provided for 0.1, 0.15, 0.2 High perormance meler with an accuracy of
0.25 and 0.3 diameter wires, supporting a t1.5% (fullscale). Measurment range @ 200
wide range of applications to 2,000 gf

Wide angle taper nozzle

@

Supports tapering up o an incredible 32° . Cuick verfication of wire erectrode tension
dramatically expanding your range of wire up 0 1000 gl

electrical discharge machining

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



SEIBU

Manuelle Startlochbohreinrichtung

Bohren auf der Drahterodiermaschine?
Aber schnell!



SEIBU Startlochbohreinrichtung

Schnell manuell einwechselbare
Bohreinheit.

Die Befestigung erfolgt mit zwei Schrauben.
Der elektrische Anschluss wird mittels eines
Steckers, der Spilanschluss mittels eines
Schnellverschlusses hergestelit.

Alle Funktionen werden (iber die Steuerung
aktiviert.

Das Anfahren an das Werkstiick erfolgt Gber
die Positionierfunktionen der Steuerung —
wie beim Drahtschneiden.

Alle Technologieparameter werden Uber den
Generator geschaltet. Die Drehzahl ist Uber
den Parameter fur die Drahtgeschwindigkeit
einstellbar.

Maximale Werkstlckhdhe M3505: 40 mm
(ohne Réhrchenwechsel) M500S und M750 S: 60 mm
Réhrchendurchmesser 1 mm (Messing 1,0x0,3x300)
Bohrgeschwindigkeit ca. 10 mm/min (in Stahl)
Gewicht ca. 3 kg

Die Startlochbohreinrichtung ist nachristbar auch bei SEIBU Modellen A552, A7TS2,
C552 und deren Nachfolgemodellen (Werkstickhdhe 60 mm) sowie der C3S2 und
ihren Nachfolgemodellen (Werkstuckhéhe 40 mm).



